ACEERFE T 71/ —B / Made by Hokuetsu Toyo Fiber

Vulcanized Fiber VFG R(M)

[EZ& / Thickness 8mm ¢ 10mm * 16mm

KARRM O O—2E#EER—Z L=
MENIWHFAZXRT7AN— BNT-EHRE L
TELREMEZBEA. EERARISBLEZMEBITY,

A laminated vulcanized fiber based on
natural cellulose fiber. It offers excellent
mechanical strength and dimensional

stability for industrial applications.

Comber"Boardl

EURJE / Distributor MORIMOTO CO., LTD.




VULCANIZED FIBER 3

INWWAFAXR T7AIN— rwresi

Vulcanized Fiber (NILAFA XK 7 710/18—) I3,

XA O—RGHEZREC T3RBZIELERERTUEL.
BRE. A, Kk, #ELTRESNS.

=iEE - BMADEEMHTY,

Vulcanized Fiber is a high-strength and durable laminated material
made from natural cellulose-fiber base paper through zinc-chloride
treatment, lamination, aging, washing, and drying.

©® B\ VBHAISEE & T EEFEME / High mechanical strength and wear resistance
® BEhI-EREM / Excellent dimensional stability

© ¥ - BRI ICENS / Excellent heat resistance and electrical insulation

® MIMHNRBL. MRBERICHI / Excellent machinability for various applications

APPLICATIONS

BHEBERR. H0 KR—K, Y N—KR—-FK,

BRET. AR, TOMITEARVRALBE

Textile machinery parts, Guiding Boards, Comber Boards,
insulation parts, jigs, and other industrial components.

STANDARD SIZES STRUCTURE (LAMINATED)
Thickness (T) Effective Size Remarks
8mm 2000mm x 1250mm x T8mm (1.0mm thick, 9-layer)
10mm 2000mm x 1250mm x T10mm (1.0mm thick, 11-layer)
16mm 200(;1 x71725mm x T16m; (1.0mm thick,i ;4:yer

EXAMPLES OF FINISHED PRODUCTS

Raw Material Raw Material

Guiding Board A Comber Board

e = = T ™\

PROCESSING  #n¥imT. R&SFMI. 7S5 RMIT. EHMIEE, % FRIZRENLYE TS, RIITIESNF A,

SUPPORT BREMITICHEWLET, SRBICTHEKLEEI W, X HRIEFERCEETZHANBDET,




MACHINING GUIDELINES FOR VULCANIZED FIBER

IRACETEEIR N TR

For Comber Boards (CB) and Guiding Boards (GB) | i&FF Comber Board (CB) #1 Guiding Board (GB)

ENGLISH

Excessive heat during drilling can scorch and embrittle the inner
surface and edges of the holes.

Brittle areas are more susceptible to grooving, cutting, and
premature wear caused by repeated friction with the harness cords.
The drill tip and machined area must therefore be kept as cool as
practicable.

1. Material conditioning before machining

- For applications requiring high dimensional stability, store the
material for 6 months at 30-33°C while keeping it clamped flatin a
dedicated press.

- Before machining, acclimatize the material for several days at
approximately 22°C.

- Keep the material flat and properly supported during storage and
acclimatization.

2. Recommended drilling method

Typical thickness: CB 10 mm; GB 16 mm.

Do not drill through in one continuous pass. Divide the drilling

operation into three stages.

- After each stage, fully retract the drill to discharge chips and

release accumulated heat.

Direct compressed air at the drill tip and into the hole during

machining.

- Use a sharp drill and securely clamp the workpiece.

- Place a backing board firmly against the underside to reduce
breakout chipping, splitting, and fraying.

3. Do not use cutting oil

Do not use cutting oil, lubricant, or other machining fluid. Oil residue
is difficult to remove completely from the holes and may adversely
affect the harness cords during operation.

4. Overheating warning

A burnt smellis an important sign that the drill tip or hole surface is
overheating and the Vulcanized Fiber may be starting to scorch.
Stop machining, retract the drill, remove the chips, and cool the drill
and workpiece with compressed air. Adjust the conditions so that no
burnt smellis produced.

5. Inspection after drilling

Inspect the hole interiors and edges for: burnt smell; brown or black
discoloration; scorching; raised fibers or fraying; chipping; burrs;
brittle edges; and incorrect hole diameter.

6. Surface treatment after machining

Where required, apply diluted nitro lacquer (C1008) to the specified
surfaces after machining and allow it to dry completely before use.
The dilution ratio, coating area, and application method must be
confirmed separately. This surface treatment is separate from
drilling lubrication.

Note: Rotational speed and feed rate must be optimized by test
machining. Acceptable conditions should produce no burnt
smell, scorching, or abnormal discoloration.

MORIMOTO CO., LTD.

LN ITRFENESREXEILNEMILSEL. T, XLEMRLEE
(I7EERIIRFERSE harness cord (B448) MR EEEMIE
IR, BIRNIRFIER. Ft, NRATEEESIESLRIHMM IR
rgo

1. T RIBIHAEHET

- MFRIBERBEREEHR, MIATEHRET30-33°CHFHEH,
HRATRENRE. RIFTE, FHR6MA.

- EXINTA, E4922°CHEFRRRERE, EHENERMTHH.

- ERRIFERAE, MRS TR RER,

2. WFRISHFLS E

- ZEHAEE: CB10mm; GB 16 mm,

- RE—RESENE, MIFHILSED A3,

- §MNERSERE, REEkTeRE, UHEYIBHBERNEBNRE,

- INIETEH, MEhkRERILARNERT SHTLEMHRB.

- NERSEANNEEL, HEIHERRE,

- PR SNEER, LU/ BRI, FFRAEE.,

3. R ILERYIHIH

TEERYIESH. JDEhsE M TR, FLRFKBEI MO MUK ER,

HATRETE(E AT FER T harness cord (GBZ4E) F4ERREMM,

4. 3HRFIRR

MIETHEINERR, RN HRRFLNERE NS, MR ATREFBELE

BEES, MIZEMFEIENT, BRIk, HEVE, #FEREEESS

AL T, MITRGMIAERRF=EERK,

5. $E7LIEMIIE

REARERASESETHEE: £k FaREalE. £k, F4E0E

HELE. FRL. R LERLUKILEEE,

6. INTERIREBIE

MBEER, MISERENEEERMARHRENHEESSE (C1008) ,

HEGERNEERS TR BRI, S EEREIS AN BTHIA

ZRASESHILIDBT X,

PEA: BEERMHARENESIAMNIHE. SEMNMNTRERR=EEB.
EhHEETE,



