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<1400N - -
<4.5mm <4.5mm <4.5mm

Stainless Steel Aluminum Brass/Tin
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Plastic/Organic Glass Cast iron Laminated Material
- - - HMTSIARE4TEE HMTS function introduction
<3.0mm <3.0mm <4.5mm

® EF# Chip pocket
sunsoldedonlfmeawtonadins-nehedamstharnusana
STEP 1 ® SEP2 9 STEP <  STEP awnsaldoiuldadhadaiion sodarimsaoduuasimsiEsudTo,
I ) 4 B e TR A, £ FRER, ERED
| il patiog blads operation| | parforasion 5 CIE T ERTE e
chipa in limited cutting depth

. il; . ® % 0517 Special cutting blade
: | ST BASE, RESEE, SEAREREEIR,
' - 4 - WAL AR T RS AR N TSR, A
D ' gy BHAUNN, ESHSET, BEMTEE, LIAETES
v ¥ ER%S,

Dui ta the pacukar drill, the hard high-intaraity high—shamqness
alloy blade is adopted and atill riaintains axcallent chipping

The are: chip pocket is used to smaothly discharge Fon chips,
reduce the chip-blocking phenomenon and accommodate the
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Cperation poiné posstioning siop spot drill cparation
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EhBELE Buffer spot drill
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Tha cutting blade of the buffer spot il sdopts the step strueciure
and has the gradng cutling Tunction to effectivaly disntegrats
tha dilling resistance of the spot dril and reduce the
instantaneous impact of the driling-through workpiece, thereby
preventing the cutting blade of the dill from tipping caused by
striking the workpisce L
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Using equipment: Electric hand drill  Processed materials - 204 stainless steel
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Operation cautions

1. Before use, inspect the completeness of the drill; 2. When the drill is installed into the
electric drill, three planes corresponding to the shank shall be clamped; 3. During drilling,
retain perpendicularity between the drill and the workpiece; 4. During start of drilling, adopt
the lower feeding force; 5. After positioning, adopt the intermediate feeding force; 6. During
operation, the revolving speed of the drill shall be not too low to avoid the cutting blade to be
tipped due to locking; 7. There is no overlarge force to drill the workpiece by the spot drill,
in order to prevent the cutting blade of the drill and the workpiece from fierce impact;
8. After the workpiece is drilled by the drill, the workpiece shall be withdrawn when the drill
is rotated. 9. During continuous drilling, cool the cutting blade by the cutting fluid.
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MAXICUT"®
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{mm ) (imn) | Comn) | Cime) | Seel *toin ) malosel
=20 18001800 | 001000 7001000 700800 700-800 1600-1800 . S
21-30 18001800 | 8001000 700-800 A00-600 BO0-700 1600-1800 : o
31-40 1500-1200 EO0-1000 S00-600 360-450 450-500 1500~ 1800 LRl
41-60 | 800-1000 600~800 400500 260400 300-400 1000-1600 ; e mm 0
5160 GO0-B50 400600 300-400 200-300 200-300 B00-1000 ) -
a1-78 a00~600 200~-400 180-200 160-200 180-200 500~B00 :;m'm
=80 200400 100-200 160-150 100180 166150 00-800 L fuammsuen
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14*5 445 g8 316"
15%6 b 45%5 1/naaw, 40/80 580.~Pc 11/18" *316"
165 1/naoo, 100480 600-/Pc AG*5 314" *316"
17*8 47°E 1316" *3M6"
18*5 48"E et Tane”
195 1/nagw, 100/80  600-/Pc 49°5 18/18" "3/18"
b 2046 /nagw, 10080 600-/Pc b B0 /naow, 40/80  1,050-Pc 1" *3ng°
B 21%5 1/naoo, 100/F0  650-/Pc B 51%5 Vnaoo, 40480 1,150-Pc 1-1/18" *3018°
> 22%5 1/nagw, 100/F0  B50.-/Pc B 5275 1,150.-/Pc 1-1/8" *3/16"
> 23%E 1/naow, 100/80  650.-/Pc 53°5 1-1/4" *3M16"
24%5 B4 1-3/8" "3M16"
B 25% 1/nagw, 100/80  650-/Pc b 55'E 1,150-/Pc 1-1/2" *3f16"
b 2645 1/naoo, 100480 6B0-Pc BG5S 1-3/4" *3116"
b 275 1/naoo, 100/80  6B0-/Pc 57*5 2" *3f18"
b 28%G /nagw, 10080 B80-/Pc EA"E 2-1/B" "3/16"
295 69"E 2-1/4 *3M16
 30%6 /nagw, 100/80  B80-/Pc » B0"S 1,200~Pc 2-3/8" *318"
31%5 61°E 2-9/16" *316"
b 32*5 1/naon, 50/80 800.-/Pc 62*5 2-1/2" *3716"
* 33%g 1/naao, 50/80 800.-/Pc 63"E 2-3/4" *3M16"
* 34%5 1/naso, S0/80 B00-/Pc B4"E 3" 318"
* 3545 1/naaw, 50/80 200-/Pc B 655 1,300.+/Pc 3-1/4" *3M16"
365 F 685 1,400 ~/Pc 3-1/2" *316"
37°5 > 70"6 1,400.+/Pc 3-5/B" *3/18"
» 335 1/naon, 50/80 850.-/Pc b 7545 1,4B0-Pc 3-3/4" *3n8"
39*5 p HO'S 1,600.~Pc 4" *3Mg"
B A0S 1/naoo, 40/80 850.-/Pc B 85°S 1,700~Pc 4-1/8" *318"
416 > 90"E 1,750-Pc 4-1/4" *318"
B 425 1/naaw, 40/80 980.-/Pc a5's 4-1/2" *3n18"
43%5 100*5
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