DLC Tool Selection
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74 : ywﬁﬁl‘-—jb‘t Guide to (Tool Specification) Icons

n *ZE Tool Materials
HEEaE

CARBIDE Tungsten Carbide
TR BEAEZERLTVET,

—?EEMEE Surface Treatment

DLCO—5F«2J
DLC Coating

DLC
AR SEBECENTVEY

R%ﬂFFé;E Tolerance of Radius
W IVRSLORFBEERRLET.

+0.01 Identifies the tolerance of the radius for end mills.

n 91‘1% ° E?%@?F'ﬁ% Tolerance for diameter

TYVRIILONEZERRLET,

Tolerance for milling diameter.

:I—Tﬁ?ilf Corner Form
IVRIVOI—FHEVHRZERRLET,

Indicates that the end mill has a sharp corner edge.

B vy shan
K v oEEERTRULET,

h7 Tolerance for shank diameter.

RrnLnA Helix Angle
BN TYVRIL. RULODBORUNAZRTRLET,.

30° Displays helix angle of flute for end mills and drills.

B =) \"Elﬁﬁg‘l:ﬁ% Tolerance for Cutting Edge Incline
==l F—/\IVRIIOF—/\EEFEEERRLET,
+0° Tolerance for cutting edge incline of tapered end mills.

E v gtﬂﬂafﬁ Cutter of Cutting Angle
Hy 5 DAHBEZERTULED,

75° Indicates the entering angle of the milling cutter.

HSS

|
DLCIGUSS

FIT

INM R
HSS

—EN hEZET MR ZERLTVET,

DLC-IGUSSO—F 1Y
DLC-IGUSS Coating

MiAEE. MERECENTVET.

FUILNBROFEEERTUE T,

Tolerance for drill diameter.

22UV T T4y hIREED) YRATFTLICH
HBRHLET,

Suitable for the shrink holder system.



D LC j i 7_- 4’ y 9“ ﬁE Features of DLC coating

DLCO—F«VODI ML ZEZD!

DLC coating revolutionizes the processing of non-ferrous materials!

DLCO—F«VJREKRAYVILYIV! READFEEICKD. MEEEPEBEENKDSNDT7ILVZI=DIL
SEFEDIBERICIRBEODRNZERELET T

OSG's DLC coating gives a shiny surface! This shiny and smooth surface optimizes end mill performance particularly in non-ferrous materials such as aluminum alloys, which
require welding resistance and lubricity.

. m ﬁ l:eb ﬂ,‘ r: 2@;&@ D LC j - 7__4 yﬁ‘ Two types of DLC coatings to accommodate specific application needs

DLC-IGUSS(T‘(Q“Z) . EH;Q(?OTE%% Thick coating type for long tool life

ERY A T TARDOEFZNMHL. TEOFVLMA M ERERIEZERRELE T,

Thick coating type suppresses wear on the cutting edge to enable high durability and long tool life.

DLC-SUPER HARD : BHE S 1 7 THINBRER 1 contng ype witn emphsis onshrpress

BHANDOEFEEDIEL HUOINKEFLTITEERZRELET .

High adhesion to the base material to enable sharp cutting performance and high welding resistance.

5 31 = =)
s evroen | BEE | e | micpmmEmco | R | RERNE | BIRER | mec | mee | wEmt | o
Name of Coating (Ceziftg) Coating Type (GPa) TOxidation Cediigrant Coating Coating Sur}f]ace 3 Wear Rngding Toughness
Color Hardness emperature of Friction Tl |Tammarie roughness esistance esistance
Fe .
DLCIGUSS | nterfeence DLCGRUYF) | g0 550 0.10 08 400 % o * O
olor
THE | pic(spuwF)
DLC-SUPER HARD Intecrfelrence SPeRich 60 550 0.10 0.2 400 Yo @) AS @)
olor

mHEFEE ARSI
Iﬁ E Abrasion resistance and welding resistance

(%) O — O — ¢ (F5¥)

(Good)

(Best)

OSGODLCO—F s VI RMEFEMLMBBEEN S BBELPTVIEHRINTICEVWTIESGREMIO
ZEILEZERELET,

OSG's DLC coating has high wear resistance and anti-adhesion properties, which enable stable tool life in non-ferrous material applications with high tendency to weld.

ﬂﬁif’éﬁ'ﬁ Wear Resistance

A5052DINT

Milling in A5052

fEHTE BE3RARIITIVRIIL 010

Tool Carbide Square End Mill 3 Flutes

WHEIA

Work Material A5052

HIEEE ; -

Cutting Speed 200m/min (6,370min™)

ngzg 0.08mm/t (1,530mm/min)
SATE

gﬁﬁ&ut dp=5mm de=8mm

HHIHE I7Jo—

Coolant Air-blow

fEFRR MRV IEVY

Machine Vertical Machining Center

HIRE

Milling Ltngth 50m

DLC-IGUSS

1IHAEERE
{Initial wear

ﬂﬁ‘.‘?ﬁ.‘%'ﬁ Welding Resistance
EVZ VT4 RAOHBREDREEHR

Surface condition after pin-on-disc test

DLC-SUPER HARD

ERA

Test Material

A7075

HERIRIE

Test Environment

A

Open atmosphere

/73— (#BhE)

Non coat (Carbide)




LINEUP 5505

EEEI y FE} I/ Carbide End Mills

ATV =R — EHMITISBEUIEE LT —

FHFIBE5

Standard Standard specification suitable for non-ferrous material processing Scan for details
K=y oA nERs iz FEILE x4 2
Page Appearance Tool Abbreviation Specification Tramtace ¢ Stocked Size
RAOTT ~
9 Square ¢1 ¢25
EVAR - . FEFKFADLCO— R3MUBIEL Y R )Ly a— M
10 |sharp Corner )ﬁ_ @ '| AE-TS-N DLC Coated 3-flute Carbide End Mill Short Length for Non- g d1~p12
Edge ferrous Materials
— DLC-
P ~
LI e SUPER | 93~012
2 |37 ‘ . P3~¢25
q - FERKFADLCO— R3ROTBIETL VY RS )LOV I
m g | AE-TL-N DLC Coated 3-flute Carbide End Mill Long Length for Non-
EVAR ferrous Materials
13 Sharp Corner (D3~(D12
Edge
s AE-VTS-ND AE-VTFE-N®D
= - = =19 HFIBES FHHEIES
=l Hb — %ﬁUﬂHI(‘-i\jmgéaﬁﬁbg’rj T Scanfor Scan for
High Performance High performance type that supports a wide range of applications AE-VTS-N details AE-VTFE-N details

R—Y AR mEss g FEILE 2251 X
Page Appearance Tool Abbreviation Specification Trantiace ¢ Stocked Size
AOI7 ~
14 Squam} d1~p12
EYAR : JESADLCO— M3MIBEI Y R VS TV 3 — MY
15 Sharp Corner W ) @ AE-VTS-N DLC Coated 3-flute High Performance C?rbidi End Mill d1~p12
Edge Short Length for Non-ferrous Materials
5972 s ~
16 Radius IGUSS ¢3~¢12
7 e SHHEDLCI— NHTBELY KBS TSR voroz
_ i LCO—R3 BB VRS = ﬁ :-L BN I
& g AE'VTFE'N DLC Coated 3-flute High Performanct?Carbﬁde End Mill for
SyPR Deep Side Milling in Non-ferrous Materials
18 Radius ®6~322
= AE-LNBD-N® | ; AE-CPR-N®D
=] == HHFIBES HHEIBES
o ! %*ﬂiim Scan for Scan for
for Copper Electrodes AE-LNBD-N details AE-CPR-N details
K=Y AR WS i EEILE 210 2
Page Appearance Tool Abbreviation Specification Trel;tment Stocked Size
: - 8- BREML LFEDLCO—NETEEDY J 2y IR—IVIYRI)
19 g:ll_E)rki - £ /| AE-LNBD-N DLC Co’:tediz-flute High-precision Finishing Long Neck R0.05~R3
Carbide Ball End Mill for Copper Electrodes DLC-
- M- B HFADLCI-NBBOY S Ry 55V PATYRII| 1GUSS
21 ;J{ué A e g)| AE-CPR-N DLC Co;eii High-efficiency Finishing Long Neck Carbide $0.2~@6

End Mill with Corner Radius for Copper Electrodes



https://www.osg.co.jp/products/endmill/spec/ae-ts-n.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=ae-ts-n
https://www.osg.co.jp/products/endmill/spec/ae-vts-n.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=ae-vts-n
https://www.osg.co.jp/products/endmill/spec/ae-vtfe-n.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=ae-vtfe-n
https://www.osg.co.jp/products/endmill/spec/ae-lnbd-n.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=ae-lnbd-n
https://www.osg.co.jp/products/endmill/spec/ae-cpr-n.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=ae-cpr-n

EEEI y FE} ll Carbide End Mills

LA

for General Purpose

K=y AR mEs % REILE z5m 00 X
Page Appearance Tool Abbreviation Specification Treatment| Stocked Size
ROI7 | ) _ DLCO— M2 HBERI TP IV R LY a— ~
25 Square ’ m = DLC EDS DLC Coated 2-flute Carbide End Mill Short Length ?0.5~912
&7y ——————————————) I N- DLCO—h2W M0/ Iy I AT ITF IV Ry 3 — MY ~
25 Square g ¥ | DLC-LN-EDS DLC Coated 2-flute Long Neck Carbide End Mill Short Length DLC $0.>~96
ROI7 2> N1 _MR- DLCO—MMNBERIITIYRI VY 3—MEERERUN _
26 Square ’ F . DLC MR EDS DLC Coated 2-flute Carbide End Mill (LH Cut and LH Helix) dﬂ (D12
~— DLCO—MSMBEAIIT7 IV Ry a—MEERERUN
26 |R9L7 E288 8 DLC-MR-EMS |oic Coatt?Mu%Eute Carbide El;d Mill Short L}lngth 02~012
SepER - (LH Cut and LH Helix)
ROI7 =8 _ R DLCO— MM NERERIRE T F=)L1.5DH R ~
27 Square / ﬂ- /| DLC-VMS-1.5D DLC Coated 4-flute Anti-Vibration Carbide End Mill (1.5D Type) S?Jli_)(I:E-R ¢3~20
RITT TR < X _ DLCO— MM TiBRERIRE T > RS IL3DAR HARD ~
28 Square g - DLC-VMS-3D DLC Coated 4-flute Anti-Vibration Carbide End Mill (3D Type) $3~920
— ~ , DLCO—M3RTBES I 7 ALV RI e Eidl
29 |ZY¥TA S %) DLC-PKE DLC Coated 3-f*$lzute%ﬁsge End Mill with Corn?ﬁdﬁiﬂ%ﬁj{gh @3~@20
Radius Speed Pocket Operation Type
R—Jb _— - : L DLCO— 2B R—IL TV RV -
30 IBa\II-End a @ DLC EBD DLC Coated 2-flute Carbide Ball End Mill DLC R0.5~R10
R—JL e — _I N- DLCO—M2MWBEOY I %y IR—VIV R -
30 lISa:II-End = o 8 J DLC LN-EBD DLC Coated 2-flute Long Neck Carbide Ball End Mill RO.5~R2
— O 4 an >
T—IVEFUTR
Taper Rib Processing
K=y AR mEs g REILE 2500 X
Page Appearance Tool Abbreviation Specification ieatent Stocked Size
=y . FKADLCO—hK2 BiET—I\IVRZ)L GRUTFH
31 7N s===s=seesssan_______ DLC-RB-TPE %Eﬁc*cﬂéated 2-f|uttcﬁgg§]di§1ﬁ§g;r End Mill fIc:r N)c:n-(f,é':rous #) DLC | ¢0.5~¢2
Taper Materials and Rib Processing
VAvk
Vcut
K=y AR RS 5 FELE 2550 X
Page Appearance Tool Abbreviation Specification T tent Stocked Size
[):0) ; _ EEODADLCO— RM2KFBIET Y RZ)LVAY b ~
32 Chamfering « g ' DLC-VCMP DLC Coated 2-flute Carbide End Mill V Cut Type DLC ?3~¢20
'
EKHZ
Sphere Type
K=y AR mEs 5 FEILE 250 X
Page Appearance Tool Abbreviation Specification Tieatinent Stocked Size
e — 1| TesTIZ DLC-
=1l , < ‘ . DLCO— M FIBREL ~ RS LBk ~
33 Ba\II»End & e g DLC EQD DLC Coated 2-flute Carbide End Mill Sphere Type ?_|UAPRE|§ R1~R6
- 1Y
GX3000U—X
GX3000 Series
K= AR mEs g REILE 750 X
Page Appearance Tool Abbreviation Specification Treatment| Stocked Size
S N DLCO—P3MMRBES Y P AT Y RSV SERIGE (FEEHRIR
# |Ra & 8| DLC-MFE-SF DLC Coatet*JQ}FIj?ejCarbide End Mifl with ;((ijot\ner(xfﬁidiusfi{ R 018~22
Radius N Deep Side Milling (Shrink Fit Type) DLC
— U ’ DLCO— NRTBER—IVI Y RS )L (B EH3I) ~
34 g:llend @ 8 | DLC-EBD-SF DLC Coated 2-flute Carbide Ball End Mill (Shrink Fit Type) . e
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EEEI y FE} I/ Carbide End Mills

Ei3E
-7 — e = '3
ZIV=EEIMIA gizcs5 | R
High Speed for Aluminum Alloys Scan for details
R—3 Rk MBS i EEIE 7m0 X
Page Appearance Tool Abbreviation Specification Tramtace ¢ Stocked Size
— - FIVZEEADLCO—MABES Y 7 ATV RI)VYa—ME
35 Ig(?i A @ DLC-AIR-EDS DLC CcI):aI\ted 2-flute Carbide End Mill with Corner Radius Short d12~p25
" Length for Aluminum Alloys
> 57‘;%]8:7 7IV=EEADLCO—MRTBELIY RV N o102
— 7IL= d= BEI Y RI)LY3a—ME
"@}Zﬁ-‘ AERO-ETS DLC CoaI\:tIed 3-flute Carbide End Mill Short Length for
Sy Aluminum Alloys
35 Radius ¢12~¢25
* [ade” PIZASADICI-NRTHRAEBET KLY~ 92002
— T7ILZE - M3THIEBELY Ry 3— Mg
@E@- AERO-O-ETS DL Conted 3-flute Carbide End Mill Short Length with Internal
— sy Coolant Supply for Aluminum Alloys
36 |27 74 DLC |¢20~¢25
adius
36 |&7% . $12~320
& — FIV=E&EMADLCI— RN FI)LOV I
M" AERO-ETL DLC Coated 3-flute Carbide End Mill Long Length for
SUFR Aluminum Alloys
36 Radius ¢12~¢20
7 |aas” TIVZEEADLCI- NEUBEIY RIIFANSOVIR ?20
s e 72 I—MKRUBELY RVIFANSOV IR
S AERO-EXTL DLC Coated 3-flute Carbide End Mill Extra Long Length for
SUFZ Aluminum Alloys
37 Radius ¢20
— ~
44
for Aluminum Sash
K= AR RS tH15 REILE #5502
Page Appearance Tool Abbreviation Specification Trantace | Stocked Size
- Py YRADLCI—MBTRBIEA I I7 IV RIL3DNER
39 quzrfj m g8 DLC-E1-3D DLC Coated Single-flute Carbide End Mill for Aluminum Sash p2~¢12
(3D Type)
5 ) 7Yy YEDLCI-MET@BERAI TP IV R L3DIRATERUN
39 sxgrfj Wﬂﬁ 8 DLC-E1-3D-L DLC Coated Single-flute Carbide End Mill for Aluminum Sash (1)2"’(1712
& (3D Type, RH Cut and LH Helix)
o _ 7Yy YADLCI—MBTBEA I I 7 IV RZ V5D
40 qu\grf} pE— N g2 | DLC-E1-5D DLC Coated Single-flute Carbide End Mill for Aluminum Sash $2~¢12
(5D Type)
o ) 7=ty YRDLCI-METBERA I I7 IV RIILSDIRANERUN
40 Z&L?alfj m g DLC'E1'5D'L DLC Coated Single-flute Carbide End Mill for Aluminum Sash DLC $2~p12
(5D Type, RH Cut and LH Helix) SUPE_R
- 7Yy YRADLCO— MRV BEAII7 IV RIIL3DAR
41 quuaar]e:l m g DLC'E2'3D DLC Coated 2-flute Carbide End Mill for Aluminum Sash HARD ¢2~p12
(3D Type)
R 7=ty YEDLCI-NETBEAI 7 IV FDIRATERUN
41 5.%%7 %&ﬁ 8 DLC-E2-3D-L DLC Coated 2-flute Carbide End Mill for Aluminum Sash ¢p2~¢12
q (3D Type, RH Cut and LH Helix)
- - 7=y YADLCI—MENVBEAI L7 1Y RZ)LSDAR
42 Zg\ﬁrfj m g ) DLC'EZ'SD DLC Coated 2-flute Carbide End Mill for Aluminum Sash ¢2""¢12
(5D Type)
7=ty YEDLCI-NETBERI 7 IV FVSDIRAENLRUN
42 51717 P8 & £ 2 | DLC-E2-5D-L DLC Coated 2-flute Carbide End Mill for Aluminum Sash $2~p12
quare "
(5D Type, RH Cut and LH Helix)



https://osg.icata.net/iportal/cv.do?c=170070000&pg=1&v=OSGDCS01&d=OSGD01&utm_source=qrcode&utm_medium=c_95&utm_campaign=n_106

EEEI FN} ll Carbide End Mills

i
= e
A—=I\—IVIJSH #Ecss | EERE:
for super engineering plastics Scan for details
K=y AR IS iz FEILE 2254 2
Page Appearance Tool Abbreviation Specification reatent Stocked Size
EvAR — , Z2—)\—IV7SADLCO—MNBEIYRI)L DLC- ~
43 EggrepCorner & 8 | SEP-EL DLC Coated Carbide End Mill for Super Engineering Plastic |IGUSS ®0.5~96
' —
\ =% PXM —
’\J I\*m I I\NJ b Exchangeable Head End Mill HllEC55

Scan for details

K=Y AR RIS iz FEILE 22541 2
Page Appearance Tool Abbreviation Specification ieatent Stocked Size
RUIT OSG PHOENIX Ay REIBH T RS )3 ;
4413552 m PXM PXAL 2OTPA~FSIPAIAT 2 | o10~025
Radius 0SG PHOENIX Exchangeable Head End Mill 4-flute Square and Corner Radius Type
OSG PHOENIX A\ RAZHET T > K= JLPXMA
45 ! PXMZ Zh— by vromiLy ¢10~¢32
0SG PHOENIX Straight Shank Holder for Exchangeable Head End Mills
e OSG PHOENIX Ny R3Z#{ T  RZJLPXMA
47 Q PXMJ VEESZN @12~¢25
g OSG PHOENIX Exchangeable Head End Mill PXM Joint
OSG PHOENIX A\ R3ZHEH T > K= JLPXMA
48 _ = PXMC dbwyb ON.T7~¢24
OSG PHOENIX Collet for Exchangeable Head End Mills
PSF®D PFDC®D PSTW®D
FHHlEIBES FHREIB5 FHHlEIBES
Scan for PSF Scan for PFDC Scan for PSTW
details details details
[, =]
~ —t b‘ b '3l
I J - ‘ U j } J } Indexable Tools =] G
~N—J RZAR HmELS T TEEYA4X
Page Appearance Tool Abbreviation Specification Stocked Size
49 ;%— 025~ 040
ZARU—b2 4054 T (SS) straight Shank Type PSF OSG PHOENIX 43—7’%%“ Dﬁﬁb WA
'" g 3@ OSG PHOENIX Indexable 4-Corner Shoulder Cutter
>0 ' ”fﬂ K 7% 7 (BORE) ¢30~¢80
Bore Type
o 0SG PHOENIX F4Z 595
e o TA v .
51 ® ‘v "3 PFDC OSG PHOENIX Indexable Disc Cutter $80~¢125
52 N — — . 925~ 340
U= IS5 54 T (SS) Straight Shank Type OSG PHOENIX 6 1—F/BHIDAA Y&
—— PSTW OSG PHOENIX Indexable 6-corner Shoulder Cutter Triangle W-sided
53 p 5 Insert Type 40 125
K754 7 (BORE) ¢ ¢
L o Bore Type



https://osg.icata.net/iportal/cv.do?c=3655460000&pg=1&v=OSGDCS01&d=OSGD01&utm_source=qrcode&utm_medium=c_95&utm_campaign=n_138
https://www.osg.co.jp/products/indexable/spec/pxm.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=pxm
https://osg.icata.net/iportal/cv.do?c=165470000&pg=1&v=OSGDCS01&d=OSGD01&utm_source=qrcode&utm_medium=c_95&utm_campaign=c_88
https://www.osg.co.jp/products/indexable/spec/pfdc.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=pfdc
https://www.osg.co.jp/products/indexable/spec/pstw.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=pstw
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FESDINTA counervoring

R—5 AR RS tH1% FEILE 2550 Z
Page Appearance Tool Abbreviation Specification Treatment Stocked Size
EESOADLCO— 2K IBELY R )Ly a— e
55 LS B /|DLC-ZDS DLC Coated 2-flute Carbide End Mill Short Length for $0.45~¢20
Counterboring
_ ECHADLCI—NBTRBELY ROV T Vv oY 3— M
57 E&J g DLC-LS-ZDS DLC Coated 2-flute Carbide End Mill Short Length with Long ®$3~@20
Shank for Counterboring DLC
i S EECHADLCO—MKNBES Y7 ATV RV 3— MY
59 M] DLC-CR-ZDS DLC Coated 2-flute Carbide End Mill Short Length with Corner $2~@20
Radius for Counterboring
ECHEDLCI-NBINBES I T ALY RINOY Y7953~ M
60 E— &) | DLC-CR-LS-ZDS | bLc Coated 2-flute Carbide End Mill Short Length with Corner @3~020
Radius and Long Shank for Counterboring
AN b.-gHUVT
/ \Eﬂy ¢ J I J m Chamfering- Centering
K=Y AR nRES g FEILE 250 X
Page Appearance Tool Abbreviation Specification Treatent Stocked Size
‘ _ DLCO—NBEU—FT1 VI RUIL ~
61 -— @ DLC-LDS DLC Coated Carbide Starter Drill ®0.5~325
| . DLCO—hBEEU—F«vJ RU)LOYIYvvs | DLC ~
62 R & | DLC-LS-LDS DLC Coated Carbide Starter Drill with Long Shank IGUSS P1~012
DLCO—MEEU—T V7 RUNOYI VvV I EAERUN
62 == g2 | DLC-LS-LDS-L | DLCCoated Carbide Starter Drill with Long Shank P1~p12
(LH Cut and LH Helix)
) DLCO—N\ARU—F 4T RU .~
63 “=‘ 8 DLC-NC-LDS DLC Coated Starter Drill P1~625
DLC
) DLCO—K\ARU—=F1 VI RUIVEAERLN ~
64 R 8./ DLC-NC-LDs-L DLC Coated Starter Drill (LH Cut and LH Helix) P1~912




EEE I< U} ll Carbide Drills

R—y AR RS 5 FEILE 2550 X
Page Appearance Tool Abbreviation Specification Tramtoce ¢| Stocked Size
FEEKADLCO—MBIER UL 3 — M
65 _ g ' | DLC-NF-GDS DLC Coated Carbide Drill Short Length for Non-f/errous ®3~p13
Materials
FEEKFADLCO—NBERUILZT A7 LFE
67 m g '| DLC-NF-GDN DLC Coated Carbide Drill Medium Length for Non-ferrous ¢3~p13
Materials
DLCO— MG EREIERUL3DS 1A T
69 =3 & | DLC-HO-3D DLC Coated C/arbide Dml with Internal Coolant Supply $3~p12
(3D Type)
DLCO— MG E#8HE RU)L10DY A
71 e S « | DLC-HO-10D DLC Coated C/arbide D;I with Internal Coolant Supply ®3~p12
(10D Type)
DLCO—NHINIE#8iE RU)L20D 51 7
73 sESesesesEsE——— = DLC-HO-20D DLC Coated C,arbide Drill with Internal Coolant Supply $3~p12
(20D Type)
DLCO—NHyUGE#8iE RU)L30DY 1 7 :
75 messssssssssss=e=e—x | DLC-HO-30D DLC Coated C,arbide Drill with Internal Coolant Supply |8lLJ§S $3~p12
(30D Type)
DLCO— MM EBERUIL40D YA T
77 == == | DLC-HO-40D DLC Coated C,arbide Drill with Internal Coolant Supply »3~p10
(40D Type)
DLCO— NHTE 8 RUJL50D YA~
78 — e = DLC-HO-SOD DLC Coated C;rbide Drill with Internal Coolant Supply »3~¢8
(50D Type)
- — . _RD- DLCO—hMEBE/INZV I RULADZ AT ~
79 M DLC-BD-4D DLC Coated Carbide Burnishing Drill (4D Type) ?2~920
DLCO—NHySEBE/IN =V VT RU)LADS A T
82 e | DLC-BDO-4D | DLC Coated Carbide B;nishing Drill with Internal Coolant @3~012
Supply (4D Type)
DLCO—NHETUTEBIE/INZV VT RUIL8DY A T
83 m DLC-BDO-sD DLC Coated C,arbide Burnishing Drill with Internal Coolant (1)3"’(1)12
Supply (8D Type)
S
" — l/ , BT 55
Z D J h\} Thread Mill ScanforLd—etaiIs
R—y AR RS 5 FEILE 250 X
Page Appearance Tool Abbreviation Specification Trantaar | Stocked Size
FERKADLCO— MERERRNMNEBEAL v R :
85 W N 8| AT-2 R-SPEC DLC Coated High-efficgnfy Carbide Thread Mill with End- |2L|f<,s M3~M12
cutting Edge for Non-ferrous Materials
» " [\
—
19 'Jm Bﬂﬁ b J DLC Coated Thread Limit Gauge
K=y AR mEs % ZEUE ey X
Page Appearance Tool Abbreviation Specification Trsetgtfr:ceent Stocked Size
87 |2® M2~M12
- | DLC- DLCI—7 4 S RUARRS —Y
m L DLC-LG DLC Coated Thread Limit Gauge DLC
88 |6H M2~M12



https://www.osg.co.jp/products/threadmill/spec/at-2r-spec.html?utm_source=qrcode&utm_medium=c_95&utm_campaign=at-2r-spec

JEBXRADLCO—PF3MABEI VRV
Ya—bMEE
DLC Coated 3-flute Carbide End Mill Short Length for Non- 1o A Brand
ferrous Materials

YIRS

Cutting
Conditions

P91 |

= N

JI—F 1 VICBUSHREET DIEEHH DI IH
HHE L2 <RESHD TR

performance problems.

&

End mills may have some discoloration, but it does not cause any

_—— KD AN
CARBIDE DLC FIT 4T
0~-0.02
RO I T 5 AT Square Type (8£:mm) (Unit:mm)
Y—UNo. | SEXETE 2R | IR n | R | BE | PR | am | BE | BEmE
EDP No. DCXLU LF APMX DCON DN Type Stock (9) (Yen)
8557235 1 X 3 45 1.5 8.6 4 0.95 1 [ ) 11 2,840
8557236 1.5 X 45 45 23 9.3 4 1.45 1 [ ) 11 2,840
8557237 2 X 6 45 3 10.1 4 1.9 1 [ ) 11 2,620
8557238 25 X 75 45 3.8 10.6 4 24 1 [ ) 11 2,620
8557330 3 X 9 55 4.5 14.8 6 2.85 1 [ ) 21 2,360
8557331 4 X 12 55 6 15.9 6 3.8 1 [ ) 22 2,720
8557332 5 X 15 55 7.5 17 6 4.8 1 A [ ) 22 2,720
8557333 6 X 18 60 9 - 6 5.8 2 [ ) 24 3,180
8557334 8 X 24 70 12 = 8 7.7 2 [ ) 48 5,800
8557335 10 X 30 75 15 - 10 9.7 2 [ ) 78 7,750
8557336 12 X 36 80 18 = 12 11.7 2 [ ) 119 9,840
8557337 16 X 48 110 24 - 16 15.7 2 [ ) 286 25,600
8557338 20 X 60 120 30 = 20 19.7 2 [ ) 480 36,400
8557339 25 X 75 140 375 — 25 24.7 2 [ ) 858 61,300
AT VT—RGA4TOVIR(AE-TL-N) [EP. 12ZTE &L,
See page 12 for AE-TL-N.
e 1 TY3— N (AE-VTS-N)ZP. 1 4ETE T,
See page 14 for AE-VTS-N.
SHEEEY A T BEWILE (AE-VTFE-N) [ZP.17ZTE &L,
See page 17 for AE-VTFE-N.
Type 1 Type 2
z 15° Z
z
B -—-—-—-—Jf  Jf —— %
APMX O
Ly APMX
LH Lu
LF LF
HREIME | esRE a&il | TUN—RVE AT VU | Bk EEE |TIIAE 957710 |FHUAE |MBEE |T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k | Alloy Alloy Alloy Resistant
L= Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AE-TS-N O | O O

® = 1REFXER

Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

EEEESICDWT Inventory symbols

O=#ZEEBR(FEEZCHERTTL.)

Limited standard stock item

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-TS-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

JESXADLCO—F3MNVBEI VRV

Ya—ME

DLC Coated 3-flute Carbide End Mill Short Length for Non- 1o A Brand
ferrous Materials

BIERAE i | P.OT |

E - S

I—F« VIICBUSHRETIESHHDETH.
Mg LiFE<LEEHDE A

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD AN
CARBIDE ) O . pre ar

0~-0.02

E>HRZ AT (-SP) Sharp Corner Edge Type

(B sz:mm) (Unit:mm)

Y—JU No. SNEXE TR =R AR o PADVLES BE R £ EE | RS
EDP No. DCXLU LF APMX DCON DN Type Stock (9) (Yen)
8557239 1 X 3 -SP 45 1.5 8.6 4 0.95 1 [ ) 10 2,840
8557240 1.5 X 4.5-SP 45 23 9.3 4 1.45 1 [ ) 10 2,840
8557241 2 X 6 -SP 45 3 10.1 4 1.9 1 [ ) 10 2,620
8557242 25 X 7.5-SP 45 3.8 10.6 4 24 1 [ ) 10 2,620
8557430 3 X 9 -SP 55 4.5 14.8 6 2.85 1 [ ) 20 2,360
8557431 4 X 12 -SP 55 6 15.9 6 3.8 1 Al@® 22 2,720
8557432 5 X15 -SP 55 7.5 17 6 4.8 1 [ ) 22 2,720
8557433 6 X 18 -SP 60 9 — 6 5.8 2 [ ) 24 3,180
8557434 8 X 24 -SP 70 12 = 8 7.7 2 [ ) 48 5,800
8557435 10 X 30 -SP 75 15 — 10 9.7 2 [ ) 78 7,750
8557436 12 X 36 -SP 80 18 = 12 11.7 2 ([ ) 119 9,840
25 UF—REATOV I (AE-TL-N) [FP. 1 2% TE T L,
See page 12 for AE-TL-N.
EHEREY A TV a—ME(AE-VTS-N)[FP.14ZE T T,
See page 14 for AE-VTS-N.
BHAES 1 T SESHINAL (AE-VTFE-N) [@P.1 7Z2TE T,
See page 17 for AE-VTFE-N.
Type 1 Type 2
E 15° %
z
S ——— ] O —— ]
| apmx] R °
LU APMX
LH L
LF LF
HREIME | REReE Al | TUN—RVE ATV | ik waE |(7VIag (J57740 |FHvag |HBEGE |TSRATFYY
Work| Carbon Steel  Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  |Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |GEEANS Steel 59494 8 | Alloy Alloy Alloy Resistant
sIEsEE Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AE-TS-N O | O O

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEFBERTEEZTHEE TV
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

o)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-TS-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

1

JEFXADLCO—F3MTEBEI VRV
Ya—ME
DLC Coated 3-flute Carbide End Mill Short Length for Non- 1. A Brand
ferrous Materials

EDMISRAE Sne,, | P.9T |

o

=T« VIICBUSHREETIEEHHDIITH
g LiFE<LEEHDF A

End mills may have some discoloration, but it does not cause any

performance problems.

|
CARBIDE DLC

> sl SN

+0.02
0~-0.02

SITPRAF AT Radius Type

o)

J

FIT 4T

&

(BA2:mm) (Unit:mm)

Y—)U No. NEXETRXO—T¥RE| 2R AR " IvIOFE BR Az 1£E = TR
EDP No. DC X LU X RE LF APMX DCON DN Type Stock (9) (Yen)
8557370 3 X 9 X R0.2 [ ) 20 3,290
8557371 3 X 9 X R0S5 4> 148 285 [ ) 20 3,290
8557372 4 X 12 X R0.2 [ ) 20 3,790
8557373 4 X 12 X R0.5 55 6 15.9 3.8 ; [ ) 20 3,790
8557374 4 X 12 X Rl [ ) 20 3,790
8557375 5 X 15 X R0.2 6 [ ) 20 3,790
8557376 5 X 15 X R0.5 7.5 17 4.8 [ ) 22 3,790
8557377 5 X 15 X R1 [ ) 22 3,790
8557378 6 X 18 X R0.3 - [ ) 26 4,430
8557379 6 X 18 X R0.5 60 9 - 5.8 [ ) 24 4,430
8557380 6 X 18 X R1 — [ ) 26 4,430
8557381 8 X 24 X R0.3 - [ ) 48 8,140
8557382 8 X 24 X R0.5 - [ ) 48 8,140
8557383 8 X 24 X Rl 70 12 — 8 7.7 A [ ) 48 8,140
8557384 8 X 24 X R1.5 — [ ) 48 8,140
8557385 8 X 24 X R2 — [ ) 48 8,140
8557386 10 X 30 X R0.3 - [ ) 78 11,000
8557387 10 X 30 X R0.5 - 5 [ ) 78 11,000
8557388 10 X 30 X R1 75 - - - 07 [ ) 78 11,000
8557389 10 X 30 X R1.5 - ) [ ) 78 11,000
8557390 10 X 30 X R2 - [ ) 78 11,000
8557391 10 X 30 X R3 - [ ) 78 11,000
8557392 12 X 36 X R0.3 - [ ) 120 13,900
8557393 12 X 36 X R0.5 - [ ) 118 13,900
8557394 12 X 36 X R1 - [ ) 120 13,900
8557395 12 X 36 X R1.5 80 18 - 12 1.7 [ ) 118 13,900
8557396 12 X 36 X R2 - [ ) 120 13,900
8557397 12 X 36 X R3 - [ ) 120 13,900
SHEREY A Ta— NET I T RAI A F(AE-VTS-N)[FP.16ZCE &L,
See page 16 for AE-VTS-N.
SHEREY A TIUBERIGE ST 7 A5 A4 T (AE-VTFE-N) (FP.18ZCE &L,
See page 18 for AE-VTFE-N.
Type 1 Type 2
RE 15° % F
=z
o
ST —  — T3 & -——-—14
.AP_M&J U a AN [a}
w APMX
LU
LH
LF LF
WHI 8 | R3REE a8 | TUN\—RUE AT IV |k e |7LIES |J5774N |FIVAER |BES | T5AFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 & | Alloy Alloy Resistant
EllER L] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~BBHRC | ~6OHRC | ~65HRC |~ 35HRC |~ 350HB
AE-TS-N O | O O

® = 1REFXER

Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

EEEESICDWT Inventory symbols

O=#ZEEBR(FEEZCHERTTL.)

Limited standard stock item

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA JVDFBAIFPIZTE TS,

See p.1 for explanation of icons.



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-TS-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

FEEXADLCO— 3 NWEBREI VRSV

mpard
DLC Coated 3-flute Carbide End Mill Long Length for Non- 1o A Brand
ferrous Materials

EIBIRE Soitons | P.O5 |

ST

=T« VIICBUSHREETIEEHHDIITH

4aE L IF = <RED

End mills may have some discoloration, but it does not cause any

bEEA.

performance problems.

8

_—— KD AeN
CARBIDE DLC FIT 4T
0~-0.02
RO I T HAT Square Type (8£:mm) (Unitmm)
YU No. NEXTR =R » IR o AR T EE | BEmE
EDP No. DCXAPMX LF DCON Type Stock (9) (Yen)
8557340 3 X 9 55 16.6 3 [ ) 21 2,360
8557350 3 X 15 55 22.6 5 [ ) 18 3,540
8557341 4 X 12 55 17.7 3 1 [ ) 20 2,720
8557351 4 X 20 60 25.7 6 5 [ ) 19 4,060
8557342 5 X 15 55 18.9 3 [ ] 21 2,720
8557352 5 X 25 65 28.9 5 [ ) 23 4,060
8557343 6 X 18 60 = 3 [ ) 23 3,180
8557353 6 X 30 75 = 5 [ ) 26 4,730
8557344 8 X 24 70 - 8 3 [ ) 44 5,800
8557354 8 X 40 90 = 5 A [ ) 54 8,670
8557345 10 X 30 75 = 10 3 [ ) 70 7,750
8557355 10 X 50 100 = 5 [ ) 89 11,700
8557346 12 X 36 80 - 1 3 ) [ ) 106 9,840
8557356 12 X 60 110 = 5 [ ) 130 14,800
8557347 16 X 48 120 = 16 3 [ ) 286 25,600
8557357 16 X 80 150 = 5 [ ) 324 38,500
8557348 20 X 60 135 — 20 3 [ ) 480 36,400
8557358 20 X 100 175 = 5 [ ) 566 55,000
8557349 25 X 75 155 - 25 3 [ ) 848 61,300
8557359 25 X 125 205 = 5 [ ) 1,028 92,100
ARI VT —REATY3— M (AE-TS-N) IFP.9ZTE TS,
See page 9 for AE-TS-N.
SHEEEY A 73— E(AE-VTS-N)[FP.14ZCETRE0LY,
See page 14 for AE-VTS-N.
SHEEES A T BEEMILEL (AE-VTFE-N) [FP.17ZCE T LY,
See page 17 for AE-VTFE-N.
Type 1 Type 2
15°
=z P4
E ———F {BASSS———T ¢
__APMX _ APMX
LH LF
LF
HRHIAAES (R~ = VA o ATUVASE | ik HEE |7I3EE |J377AN |FIVEE |MEEE | TS5AFvY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 & | Alloy Alloy Alloy Resistant
EllER L] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
AE-TL-N O | O O

HEEELSICDONT Inv
O = 1ZHEER

entory symbols

O=#ZEEBR(EEZCHERTTL.)

A =FREROERBNIOBIEEEEZTHEETE0.)

Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Discontinued item

Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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JERKADLCO—PF3MNEELI VRV

oy oI

DLC Coated 3-flute Carbide End Mill Long Length for Non- 1o A 5rand
ferrous Materials

UIHIRAE i | P.O5 |

CoPTees &

JI—FT 4 VICBUSHRET DHEEHHD I IH
HeELiEE<EESDFEA.

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD RSN
CARBIDE ) O . e AT

0~-0.02

E>2HR& AT (-SP) Sharp Corner Edge Type (84&:mm) (Unit:mm)

Y—)b No. NEXHER 2R s DAL D FZAR 1£E 52 TR
EDP No. DCXAPMX LF DCON Type Stock (9) (Yen)
8557440 3 X 9-SP 55 16.6 3 [ ) 20 2,360
8557450 3 X 15-SP 55 226 5 [ ) 20 3,540
8557441 4 X 12-SP 55 17.7 3 1 [ ) 20 2,720
8557451 4 X 20-SP 60 25.7 6 5 [ ) 20 4,060
8557442 5 X 15-SP 55 18.9 3 [ ) 22 2,720
8557452 5 X 25-SP 65 28.9 5 [ ) 22 4,060
8557443 6 X 18-SP 60 - 3 A [ ) 24 3,180
8557453 6 X 30-SP 75 - 5 [ ) 28 4,730
8557444 8 X 24-SP 70 - 8 3 [ ) 44 5,800
8557454 8 X 40-SP 90 - 5 2 [ ) 54 8,670
8557445 10 X 30-SP 75 - 10 3 [ ) 70 7,750
8557455 10 X 50-SP 100 - 5 [ ) 89 11,700
8557446 12 X 36-SP 80 - 1 3 [ ) 102 9,840
8557456 12 X 60-SP 110 — 5 [ ) 130 14,800

AT VT —RIATYa—ME(AE-TS-N) [FP.9ZCE LY,
See page 9 for AE-TS-N.

SHEREY A TV a—ME(AE-VTS-N)[EP. 14ZT&E &L,
See page 14 for AE-VTS-N.

SHEREY A T BEWILEL (AE-VTFE-N) [ZP.17ZZ&E &L,
See page 17 for AE-VTFE-N.

15°

DC
|
\
\
|
|
[
DCON
DC
\
\
|
\
DCON

LH LF
LF
HRHIAAEE [ R~ agll |[TUN—RVHE ATV | Bk REE |7I3EE (J5774N |FIVEE |MEESE | TS5RAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material JUN-RVE TESH |BEEANS Steel 54944 V% |Alloy Alloy Alloy Resistant
BRsIE Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~B5HRC |~ 35HRC|~ 350HB
AE-TL-N O | O O
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A =FREROEBBRBNIOBIEEEEZTHEETE0.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-TL-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

JESXFADLCO— PR3 NBEI VRSV
RRAEY A T3 —ME

DLC Coated 3-flute High Performance Carbide End Mill
Short Length for Non-ferrous Materials

EIIRA St P99 |
\ - - \'
4 oNE, B
d—T 4 VIJICEOSHRETIHEEHHDETH
MR LiFE<MESD I A,
End mills may have some discoloration, but it does not cause any
performance problems.

The A Brand

_—— | strink PN N\ \\
CARBIDE  pyciquss HT 4043
0~-0.02
RI I T HA T Square Type (8 4:mm) (Unit:mm)
Y=UNo. | SHEXETE 2R | IR n | v | BE | R | am | BE | SEmE
EDP No. DCXLU LF APMX DCON DN Type Stock (9) (Yen)
8557243 1 X 3 45 1.5 8.6 4 0.95 1 [ ) 10 6,500
8557244 1.5 X 45 45 23 9.3 4 1.45 1 [ ) 10 6,500
8557245 2 X 6 45 3 10.1 4 1.95 1 [ ) 10 5410
8557246 25 X 7.5 45 3.8 10.6 4 24 1 [ ) 12 5410
8557360 3 X 9 55 4.5 14.8 6 2.85 1 [ ) 21 5,640
8557361 4 X 12 55 6 15.9 6 3.8 1 Al@® 26 5,890
8557362 5 X 15 55 7.5 17 6 4.8 1 [ ) 22 6,500
8557363 6 X 18 60 9 — 6 5.8 2 [ ) 20 6,790
8557364 8 X 24 70 12 - 8 7.7 2 [ ) 48 9,150
8557365 10 X 30 75 15 — 10 9.7 2 [ ) 78 11,500
8557366 12 X 36 80 18 - 12 1.7 2 [ ) 118 16,000
AZVHT—RIATYa—ME(AE-TS-N) [FP.9%ZCELIEE L,
See page 9 for AE-TS-N.
AZVET—RFATOVIF(AE-TL-N) [EP. 122 & FEL,
See page 12 for AE-TL-N.
EHEEEY A T BEIGE (AE-VTFE-N) [ZP. 172 & R,
See page 17 for AE-VTFE-N.
Type 1 Type 2
o z
% 15 [=)
s ————4 NSO ——
| apmx | ° N 5
L APMX
LH
Ly
LF
LF
HREIM B | eERE a& | TUN—RVE ATVUASE | #Ek AEE |TIIAE 957710 |FHUEE |MBEE | T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 & | Alloy Alloy Alloy Resistant
EllER L] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~46HRC | ~55HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AE-VTS-N O | O O

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons

14


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-VTS-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

15

FFADLCI— N 3MIBEL VRS IL
RRAEY (1 TV a—M

DLC Coated 3-flute High Performance Carbide End Mill
Short Length for Non-ferrous Materials

UHIEREE Cien | P.OO |

4 SN, B

JI—F 1 VICBUSHREET DIEEHH DI IH
HHE L2 <RESHD TR

End mills may have some discoloration, but it does not cause any
performance problems.

The A Brand

_—— KD AN
CARBIDE ) cicuss O . HT 4043
0~-0.02
E>HR&Z AT (-SP) Sharp Corner Edge Type (8£:mm) (Unit:mm)
Y—JL No. NEXE R =R IR e IR BE F[ZVN 1t BB | RS
EDP No. DCXLU LF APMX DCON DN Type Stock (9) (Yen)
8557247 1 X 3 -SP 45 1.5 8.6 4 0.95 1 [ ) 12 6,500
8557248 1.5 X 4.5-SP 45 23 9.3 4 1.45 1 [ ) 10 6,500
8557249 2 X 6 -SP 45 3 10.1 4 1.95 1 [ ) 10 5410
8557250 25 X 7.5-SP 45 3.8 10.6 4 24 1 [ ) 12 5410
8557460 3 X 9 -SP 55 4.5 14.8 6 2.85 1 [ ) 20 5,640
8557461 4 X12 -SP 55 6 15.9 6 3.8 1 Al@® 20 5,890
8557462 5 X15 -SP 55 7.5 17 6 4.8 1 [ ) 22 6,500
8557463 6 X18 -SP 60 9 - 6 5.8 2 [ ) 26 6,790
8557464 8 X24 -SP 70 12 = 8 7.7 2 [ ) 48 9,150
8557465 10 X30 -SP 75 15 - 10 9.7 2 [ ) 80 11,500
8557466 12 X 36 -SP 80 18 = 12 11.7 2 [ ) 118 16,000
ARY VT —REATY3— M (AE-TS-N)IFP.9%ZZELEE L),
See page 9 for AE-TS-N.
AZVET—RFA4TOVIR(AE-TL-N) [EP. 127Z2ZE REL,
See page 12 for AE-TL-N.
SRS A TILBEEGE (AE-VTFE-N) [FP. 1 7ZCE T &L,
See page 17 for AE-VTFE-N.
Type 1 Type 2
z 15 g
J . 5 g N z
A - - - - - s a - B - - 7*%
APMX
Ly APMX
LH
LF w
LF
HREIME | esRE Agl | TUN\—RVE AT VU | Bk EEE |TIIAE 957710 |FHUAE |MBEE |T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k |Alloy Alloy Alloy Resistant
L= Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AE-VTS-N O | O O

EEEESICDWT Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.)
Standard stock item Limited standard stock item

O=HEXEETEER

Stocked by specific distributors. Contact us for price & availability. Discontinued item

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-VTS-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

JESXFADLCO—PF3MAEBEI VRV
SEEEY 1 T Va—ME

DLC Coated 3-flute High Performance Carbide End Mill
Short Length for Non-ferrous Materials

EIBISRAE Condicons

P99 |
A RN
dA—F 4 VIICBUSHRETDESHHDEFITH.

&
M EId2<EESbFEH A

End mills may have some discoloration, but it does not cause any
performance problems.

The A Brand

> KD (AN

CARBIDE o el

DLCIGUSS

0~-0.02

SIFRAF AT Radius Type

(BA2:mm) (Unit:mm)

Y—JUNo. |HEXETRXI—TH#R| 2R AR " IvIOFE BR Az 1£E = TR
EDP No. DC X LU X RE LF APMX DCON DN Type Stock (9) (Yen)
8557400 3 X 9 X R0.2 [ ) 21 7,890
8557401 3 X 9 X R0.5 4> 148 285 [ ) 20 7,890
8557402 4 X 12 X R0.2 [ ) 20 8,230
8557403 4 X 12 X RO.5 55 6 15.9 3.8 ; [ ) 22 8,230
8557404 4 X 12 X R1 [ ) 22 8,230
8557405 5 X 15 X R0.2 6 [ ) 22 9,070
8557406 5 X 15 X R0.5 7.5 17 4.8 [ ) 20 9,070
8557407 5 X 15 X R1 [ ) 22 9,070
8557408 6 X 18 X R0.3 - [ ) 26 9,470
8557409 6 X 18 X R0.5 60 9 - 5.8 [ ) 26 9,470
8557410 6 X 18 X R1 — [ ) 26 9,470
8557411 8 X 24 X R0.3 - [ ) 48 12,900
8557412 8 X 24 X R0.5 - [ ) 48 12,900
8557413 8 X 24 X R1 70 12 — 8 7.7 A [ ) 48 12,900
8557414 8 X 24 X R1.5 - [ ) 48 12,900
8557415 8 X 24 X R2 — [ ) 48 12,900
8557416 10 X 30 X R0.3 - [ ) 78 16,100
8557417 10 X 30 X RO.5 - 5 [ ) 78 16,100
8557418 10 X 30 X R1 75 = - - 07 [ ) 78 16,100
8557419 10 X 30 X R1.5 - ) [ ) 78 16,100
8557420 10 X 30 X R2 - [ ) 78 16,100
8557421 10 X 30 X R3 - [ ) 78 16,100
8557422 12 X 36 X R0.3 - o 23 22,500
8557423 12 X 36 X R0.5 - [ ) 118 22,500
8557424 12 X 36 X R1 - [ ) 120 22,500
8557425 12 X 36 X R1.5 80 18 - 12 1.7 [ ) 118 22,500
8557426 12 X 36 X R2 - [ ) 124 22,500
8557427 12 X 36 X R3 - [ ) 120 22,500
RV —REGATa— MNESI T AFAT(AE-TS-N)[FP.1 1ZTETEL,
See page 11 for AE-TS-N.
SHEREY A TUBERIGE ST 7 A5 A4 T (AE-VTFE-N) (FP.18ZCE &L,
See page 18 for AE-VTFE-N.
Type 1 Type 2
. RE %
R z 15 _ RN X _
TS —-—-—-—-—3 4 I+-—-—--—4
|apw | =
w APMX
LH LU
LF F
WHI 8 | R3REE a8 | TUN\—RUE AT IV |k e |7LIES |J5774N |FIVAER |BES | T5AFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 & | Alloy Alloy Alloy Resistant
EllER L] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~BBHRC | ~6OHRC | ~65HRC |~ 35HRC |~ 350HB
AE-VTS-N O | O O

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B4 IV OFBAFPIZCE TEL,

See p.1 for explanation of icons
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JESXFADLCO— PR3 MBEI VRSV

pll ot

RRAEY 1 T BEEN LR

DLC Coated 3-flute High Performance Carbide End Mill for 1o A Brand
Deep Side Milling in Non-ferrous Materials

YIS e P.103 |

% . g

JI—FT 4 VICBUSHRET DHEEHHD I IH
HeELiEE<EESDFEA.

End mills may have some discoloration, but it does not cause any
performance problems.

— Kl AN

CARBIDE  p,cicuss T 40~43
0~-0.02

AILTFAT SquareType (B fz:mm) (Unit:mm)
Y—)bNo.| 4R 2R | IR | Wi | EE | BE | REfME
EDP No. DC LF APMX | DCON | Stock (9) (Yen)
8550126 6 100 | 15 4 ®| 22 | 13500
8550128 8 110 | 20 6 ®| 24 | 15200
8550130 10 130 | 25 8 ®| 9% | 18800
8550132 12 150 | 30 | 10 |A|@]|166 | 23,100
8550134 14 160 | 35 | 12 @] 244 | 27,800
8550138 18 180 | 45 | 16 @470 | 41,200
8550142 22 200 | 55 | 20 @820 | 55200

AIIF—REGATa— ME(AE-TS-N)[FP.9%ZTE &L,
See page 9 for AE-TS-N.

ARY VT —RGATOVIR(AE-TL-N)IFP.12ZCE LY,
See page 12 for AE-TL-N.

SEEEY A T a— 2 (AE-VTS-N) [FP. 14ZCE& T L.
See page 14 for AE-VTS-N.

¥ RA{FF Radius Chamfering

S =
APMX

DCON

LF

¥ v VOAREDRIE. 27y TINTROHFEEZNLET D
DT. TERTIEFHDH I A

The radius chamfering is not a full radius since it is for preventing streaks during
step milling.

HHIME | BesRs Agll | TUN\—RVE A7 VU | gk EEE |FIIAE |957710 |FHVEE |WEEE |T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material TUN-RVE TEH |BEEANS Steel 4944 Vs |Alloy Alloy Alloy Resistant
BRsIE Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~60HRC | ~65HRC |~ 35HRC |~ 350HB
AE-VTFE-N O | O O

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-VTFE-N&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

JEFXADLCO—F3MIEBEI VRSV
SREEY A TIL B EIHEY

DLC Coated 3-flute High Performance Carbide End Mill for
Deep Side Milling in Non-ferrous Materials

UIEISE S P.103 |

The A Brand

@

4

=T« VIICBUSHREETIEEHHDIITH
g LiFE<LEEHDF A

End mills may have some discoloration, but it does not cause any
performance problems.

R
(/") [ SHRINK|
+0.03 FIT
0~-0.02

AN

CARBIDE o

DLCIGUSS

SYF 25T Radius Type (Efz:mm) (Unit:mm)

Y—IUNoSigxI-148| 2R | IR VrV/R EE | EE S
EDP No. DC X RE LF APMX DCON | Stock (9) (Yen)
8550156 6 XR0.2 | 100 15 4 ® 22 |16,300
8550158 8 XR0.5 | 110 20 6 |A|@| 46 |18200
8550160/ 10 X RO.5 130 25 8 @® 9 |22,700
8550161 10 X R1 D|O] 96 | 22,700
8550168| 12 X R0.5 150 o 10 Al@| 166 | 27,800
8550169| 12 X R1 D|O| 166 | 27,800
8550174| 14 X R0.5 160 . 1 A|@| 254 | 33,200
8550175| 14 X R1 D|O| 254 | 33,200
8550180| 18 X R1 180 45 16|, @ | 484 | 49,500
8550184| 22 X R1 200 55 20 @®| 818 | 66,300

AY VT —REATa—NESI T RIAT(AE-TS-N)IEP.11%
CETEL.

See page 11 for AE-TS-N.

ERESY A TVa—MESI TP R AT (AE-VTS-N) [EP.16%
CETEL,

See page 16 for AE-VTS-N.

RE 3RHA{FF Radius Chamfering
RN

uI NN
25 SN

APMX
LF

*Y vV OAIREDORIF. 27y TINTROSHEEZNLET DS
DT, TERTEHDIEA.

The radius chamfering is not a full radius since it is for preventing streaks during
step milling.

DCON

HREIM B | eERE a& | TUN—RVE A7 VUM |k AEE |TIIAE 957710 |FHUEE |MBEE | T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 & | Alloy Alloy Alloy Resistant
HIBSIS Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
AE-VTFE-N O |0 O

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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#EOYIRYIR—ILIVRZI
DLC Coated 2-flute High-precision Finishing Long Neck The A Brand
Carbide Ball End Mill for Copper Electrodes

Typel z 15
AE-LNBD-N  [EIEEEMIIH| N

T
=
LH

D - - e |

NEE-SRELLIFADLCO—M2H A

DCON

LF

o ]
2

J—F 1 VI ICBBSHRET BIBANBDFTH, Flewg | ‘
MEAE EI3 2 < FSEAG D F R A E |

End mills may have some discoloration, but it does not cause any
performance problems.

R R R

]

CARBIDE ey o |vo K KD AN
+£0002 +0003 +0004 h4 T 30
RE=0.2 02<RE=15 1.5<RE

(B iz:mm) (Unit:mm)

V=)L No. [-MEERWE 2k | Uk | , | B® TsaE BU—J0RECIS oRAMRLe) | ik | fE | BB [REmE
EDP No. RE X LU X DCON LF APMX DN Bk 0.5° 1° 1.5° 2° 3° Type Stock (9) (Yen)
3056370 R0.05 X0.3X4 0.08 7.6 0.09 14.52°| 03 0.31 0.32 0.33 0.36 [ ) 11 8,980
3056371 R0.05 X0.5X4 ) 7.8 ) 14.07°| 0.53 0.56 0.59 0.62 0.67 [ ) 14 9,740
3056372 R0.075 X 0.3 X4 7.5 14.55°| 0.3 0.31 0.32 0.33 0.35 [ ) 14 9,950
3056373 R0.075 X 0.5 X4 0.12 7.7 0.135| 14.12°| 0.52 0.55 0.58 0.6 0.65 [ ) 11 10,700
3056374 R0.075X1 X4 8.2 13.29° 1.05 1.1 1.14 1.18 1.27 [ ) 14 11,100
3056375 R0O.1 X0.3X4 74 14.59°| 0.3 0.31 0.32 0.33 0.34 [ ) 10 7,430
3056376 R0O.1 X0.5X4 016 7.6 0.19 14.12°| 0.53 0.56 0.58 0.61 0.66 [ ) 11 7,430
3056377 R0.1 X1 X4 : 8.1 ’ 13.28° 1.06 1.11 1.15 1.19 1.28 [ ) 10 7,430
3056378 R0.1 X15X4 8.6 12.53° 1.58 1.65 1.7 1.76 1.9 [ ) 17 8,140
3056379 R0.15 X 0.6 X4 7.5 14.02°| 0.63 0.65 0.68 0.7 0.75 [ ) 11 7,430
3056380 R0.15 X1 X4 0.24 7.9 0.285 13.33° 1.05 1.09 1.13 1.17 1.25 [ ) 10 7,430
3056381 R0.15 X1.5X4 : 8.4 : 12.56° 1.57 1.63 1.68 1.74 1.87 [ ) 11 7,970
3056382 R0O.15 X2 X4 8.9 11.87°| 2.09 2.16 2.24 232 249 [ ) 10 7,970
3056383 R0.2 X1 X4 7.7 13.38° 1.04 1.08 1.11 1.15 1.23 [ ) 10 6,630
3056384 R0.2 X2 X4 03 8.7 038 11.87°| 2.08 2.15 222 23 247 [ ) 10 6,800
3056385 R0.2 X3 X4 : 9.7 : 10.66° | 3.12 3.22 3.33 3.45 3.71 [ ) 10 7,550
3056386 R0.2 X4 X4| 45 10.7 9.68° | 4.15 4.29 4.44 4.6 4.95 1 Al@® 10 8,230
3056387 R0.25 X1 X4 7.6 13.43° 1.03 1.07 1.1 1.13 1.2 [ ) 10 6,530
3056388 R0.25 X2 X4 8.6 11.87°| 2.07 2.14 2.21 2.28 245 [ ) 10 6,530
3056389 R0.25 X3 X4 0.4 9.6 0475| 10.63°| 3.11 3.21 3.32 343 3.69 [ ) 10 6,530
3056390 R0.25 X4 X4 10.6 9.63°| 4.14 4.28 4.42 4.58 4.93 [ ) 10 6,530
3056391 R0.25 X5 X4 11.6 8.79°| 5.18 5.35 5.53 5.73 6.18 [ ) 10 6,690
3056392 R0.3 X1 X4 73 13.5° 1.02 1.05 1.07 1.1 1.17 [ ) 10 5,570
3056393 R0.3 X2 X4 83 11.89°| 2.06 2.12 2.18 2.25 241 [ ) 10 5,000
3056394 R0.3 X3 X4 05 9.3 0.55 10.62° | 3.09 3.19 3.29 34 3.66 [ ) 10 5,180
3056395 R0.3 X4 X4 ’ 10.3 ’ 9.59° | 4.12 4.26 4.4 4.55 4.9 [ ) 10 5,300
3056396 R0.3 X5 X4 113 8.74°| 5.16 5.33 5.51 5.7 6.14 [ ) 10 5,300
3056397 R0.3 X6 X4 123 8.02°| 6.19 6.4 6.62 6.85 7.39 [ ) 10 5,300
3056398 R04 X2 X4 8 11.87°| 2.05 2.11 2.17 2.24 239 [ ) 14 5,000
3056399 R0.4 X3 X4 9.1 10.53°| 3.09 3.18 3.28 3.39 3.63 [ ) 10 5,400
3056400 R0.4 X4 X4 0.6 10 0.75 9.46° | 4.12 4.25 4.39 4.54 4.88 [ ) 10 5,400
3056401 RO4 X6 X4 12 7.86° | 6.19 6.39 6.61 6.84 7.36 [ ) 10 5,400
3056402 R0.4 X8 X4 14 6.72°| 8.25 8.53 8.82 9.14 9.85 [ ) 10 5,400
BU—JHERAalCHT IREMNER (Le)
Effective Neck length (Le) depending on Inclined Angle (@) of workpiece
| i i
FisAE !ek
ES
PN
2 FEMRMICHEOFN B0
Le FHELERLET.
No numerical \(alue means no RR—IA
5 2T interference with workpiece. ITR‘—}H#E RE‘ 053
HRHIAES R~ = M AV A o AT VUAS | #EEk HEE |7I3EE |J3774N |FIVEE |MBESR | TS5AFvY
Work | Carbon Steel  Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k | Alloy Alloy Alloy Resistant
ElER L] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AE-LNBD-N O ) )
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
19 Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.
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S-SR LFADLCI—R 2445
BEO Y2y I K—IbIIRIIL A
DLC Coated 2-flute High-precision Finishing Long Neck The A Brand
Carbide Ball End Mill for Copper Electrodes

AE-LNBD-N PSR S | P.105 °<
& yZis~APM

P o 3 =N

@ ) @ J Type2 g

O—F 4 VI CBESHRET BHBANB D F T, i |
gE FR2< PG D F A, -

End mills may have some discoloration, but it does not cause any
performance problems.

R R R

K0 KD ANN

CARBIDE  pcgyss @ & @ 2
+£0002 +0003 +0004 h4 FIT 30
RE=0.2 0.2<RE=15 1.5<RE

<
b
o
N
a
DCON

LF

DCON

BIN—J&D

crow P

Y=JUNo. |i-EBERWE 2k | Uk | |, | BE ToAE WO-—sHRAAII sRARNR(Le) | R | £ | BR [BEME
EDP No. RE X LU X DCON LF APMX DN Bk 0.5° 1° 1.5° 2° 3° Type Stock (9) (Yen)
3056403 R0O.5 X 2X4 7.6 11.85°| 2.05 2.1 2.16 2.22 2.37 [ ) 10 4,330
3056404 R0.5 X 3X4 8.6 10.44° | 3.08 3.17 3.27 3.37 3.61 [ ) 10 4,330
3056405 R0O.5 X 4X4 9.6 9.32°| 4.12 4.24 4.38 4.52 4.85 [ ) 10 4,760
3056406 R0.5 X 5X4 08 10.6 0.95 842°| 5.5 5.31 5.49 5.67 6.1 [ ) 13 4,760
3056407 R0.5 X 6X4 5 ’ 11.6 ’ 768" | 6.18 6.38 6.59 6.82 7.34 [ ) 10 5,180
3056408 R0.5 X 8X4 13.6 6.52°| 8.25 8.52 8.81 9.12 9.83 [ ) 13 5,180
3056409 R0.5 X10X4 15.6 5.67°| 1032 | 10.66 | 11.03 | 11.42 | 12.31 [ ) 10 5,180
3056410 R0.5 X12X4 17.6 5.01°| 1239 | 12.8 13.24 | 13.72 | 148 [ ) 10 5,180
3056411 R0.75X 4X4 8.8 8.8° 4.18 4.33 4.46 4.6 4.92 [ ) 10 4,980
3056412 R0.75X 6X4 12 10.8 1.45 7.09°| 6.27 6.47 6.68 6.9 74 [ ) 10 4,980
3056413 R0.75X12X4 55 ’ 16.8 ’ 446°| 12.48 | 12.89 | 1333 | 13.8 14.86 [ ) 11 6,020
3056414 R0.75 X 18 X4 22.8 3.25°| 18.68 | 19.31 | 19.98 | 20.7 22.32 [ ) 10 6,020
3056415 R1 X 4X4 8.2 7.88° | 4.22 4.44 4.65 4.86 5.26 [ ) 11 4,330
3056416 R1 X 6X4 10.2 6.2° 6.35 6.67 6.96 7.23 7.75 [ ) 11 4,820
3056417 R1 X 8X4 12.2 5.1° 8.47 8.87 9.22 9.54 | 10.24 [ ) 11 5,180
3056418 R1  X10X4| 50 14.2 4.34°| 10.58 | 11.05 | 11.45 | 11.84 | 12.73 [ ) 10 5,180
3056419 R1 X12X4 1.6 16.2 1.95 3.77°| 1268 | 13.21 | 13.67 | 14.14 | 15.21 1 [ ) 10 5,180
3056420 R1 X14X4 18.2 3.33°| 14.78 | 15.36 | 15.88 | 1644 | 17.7 [ ) 10 5,180
3056421 R1 X16X4 20.2 2.99°| 16.87 | 17.5 18.1 18.74 = [ ) 13 5,180
3056422 R1 X20X4 60 24.2 247°| 21.04 | 21.78 | 22.53 | 23.34 — Al@® 11 5,180
3056423 R1 X25X4 29.2 2.04°| 26.24 | 27.13 | 28.07 | 29.09 = [ ) 14 7,220
3056424 R1.5 X10X6 15.8 5.95°| 1044 | 10.83 | 11.18 | 11.55 | 12.37 [ ) 21 6,000
3056425 R15 X12X6 17.8 5.23°| 12,53 | 12.98 | 13.4 13.85 | 14.85 [ ) 21 6,000
3056426 R1.5 X14X6| 55 19.8 4.67°| 14.62 | 1512 | 15.62 | 16.15 | 17.34 [ ) 20 7,000
3056427 R15 X16X6 24 21.8 2.85 4.21°| 16.7 17.26 | 17.83 | 1845 | 19.83 [ ) 19 7,000
3056428 R1.5 X20X6 25.8 3.53°| 20.85 | 21.54 | 22.27 | 23.05 | 24.8 [ ) 22 6,800
3056429 R1.5 X25X6 65 30.8 2.93°| 26.03 | 26.89 | 27.81 | 28.8 — [ ) 21 6,800
3056430 R1.5 X30X6 35.8 25° | 31.2 32.24 | 33.35 | 34.54 — [ ) 20 7,680
3056431 R2 X10X6 60 14 4.75°| 1042 | 10.79 | 11.13 | 11.47 | 12.25 [ ) 24 5,400
3056432 R2 X15X6 19 3.37°| 1564 | 16.16 | 16.67 | 17.22 | 18.47 [ ) 23 7,060
3056433 R2 X20X6 65 32 24 385 2.61°| 20.84 | 21.51 | 22.21 | 22.97 = [ ) 25 7,060
3056434 R2 X25X6 ’ 29 ’ 2.13°| 26.02 | 26.85 | 27.75 | 28.72 — [ ) 23 7,060
3056435 R2 X30X6 80 34 1.79°| 31.18 | 32.2 333 = = [ ) 27 7,060
3056436 R2 X40X6 44 1.37° | 41.52 | 429 — — — [ ) 25 9,100
3056437 R3 X10X6 - = = = = - - [ ) 31 8,780
3056438 R3 X15X6| 70 - — - — — — — [ ) 31 8,780
3056439 R3 X20X6 4.8 — 5.85 - = = = = = 2 [ ) 30 8,780
3056440 R3 X30X6 9 - - - — — — — [ ) 37 9,040
3056441 R3 X50X6 - — = = = - - [ ) 40 10,700
BRERAEIFAOYIRYISITRY AT (AE-CPR-N) [FP.21ZZE TELY,
See page 21 for AE-CPR-N
HRHIAES | RRE a& | TUN—RVE ATVUASE | #Ek AEE |TIIAE 957710 |FHUEE |MBEE | T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RV TEH |[BEEANHE Steel 54944 & | Alloy Alloy Alloy Resistant
EllER L] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
AE-LNBD-N O | O O
EEEESICDW T Inventory symbols
O =FHEER O=#FEAEBERTEBEZEETEL.) A =FREROERBNIOBIEEEEZTHEETE0.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A =4%ERLREEBEZEETEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

B 74 JVDFHBIFPIZTE NS, Seep.l for explanation of icons
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DLC Coated High-efficiency Finishing Long Neck Carbide 1. A Brand
End Mill with Corner Radius for Copper Electrodes

EIBISRAE Sonden: | P.107 |
@ m g ‘l LULH LF ‘
oA - B

JI—F 4 VICBUSHREET DHEEHHDIIH
HEELE2<EES DT A

Typel

DCON

DCON

; ; . . LF ‘
End mills may have some discoloration, but it does not cause any ‘

performance problems.

R
- | vy K I AaN
CARBIDE - pycuss +0.004 h4 FIT 38°

DC=1 0~-0.006
1<DC 0~-0.01

(B8 iz:mm) (Unit:mm)

W—Jb No. Ba-HRErR 2R | AR| |, | B | THAE vog D% | BO-J5ERaCHTIREMR(e) |k | 726 | B | BEfHE
EDP No. DC X RE X LU LF | APMX DN Bk DCON | ZEFP 0.5° 1° 1.5° 2° 3° Type | Stock (9) (Yen)
8557646 0.2 XR0.05 X 0.4 7.5 14.28° 0.41 043 | 045 | 047 | 0.51 ® 12 8,240
8557647 0.2 XR0.05 X 0.6 02 7.7 0175 13.92° 0.62 | 0.65 | 0.68 | 0.7 0.75 ® 10 8,340
8557648 0.2 XR0.05 X1 : 8.1 . 13.26° 1.04 | 1.08 | 1.12 | 1.16 | 1.25 @ 10 8,690
8557649 0.2 XR0.05 X 1.5 8.6 12.51° 156 | 162 | 1.68 | 1.74 | 1.87 @ 10 8,930
8557650 0.3 XR0.05 X 0.6 7.5 13.9° 0.62 | 0.65 | 0.68 | 0.7 0.75 @ 12 8,480
8557651 0.3XR0.05X1 03 79 0275 13.22° 1.04 | 1.08 | 1.12 | 1.16 | 1.25 @ 10 8,690
8557652 0.3 XR0.05X 1.5 : 8.4 : 12.45° 156 | 162 | 1.68 | 1.74 | 1.87 @ 10 8,930
8557653 0.3 XR0.05 X2 8.9 11.77° 2.08 | 215 | 2.23 | 231 2.5 @ 10 9,050
8557654 0.4 XR0.02 X 0.8 7.5 13.47° 0.83 | 0.86 | 0.9 093 | 1 @ 11 7,540
8557655 0.4 XR0.02 X2 8.7 11.68° 2.08 | 215 | 2.23 | 231 2.5 @ 10 7,750
8557656 0.4 XR0.05 X 0.8 7.5 13.52° 083 | 0.86 | 0.89 | 092 | 1 @ 11 7,540
8557657 0.4 XR0.05 X 1.2 79 12.86° 125 | 129 | 134 | 1.38 | 149 @ 10 7,600
8557658 0.4 XR0.05X2 8.7 11.71° 208 | 215 | 222 | 23 249 @ 12 7,750
8557659 0.4 XR0.05X3 0.4 9.7 037 10.53° 3.11 322 | 333 | 345 | 3.73 @ 12 7,890
8557660 0.4 XR0.05 X4 . 10.7 : 9.57° 414 | 429 | 444 | 46 4.97 @ 10 8,070
8557661 0.4XR0.1 X0.8 7.5 13.6° 0.83 | 0.86 | 0.89 | 0.92 | 0.98 @ 11 7,540
8557662 0.4XR0.1 X1.2 45 7.9 12.93° 4 5 124 | 129 | 133 | 1.38 | 148 1 A @® 10 7,600
8557663 0.4XR0.1 X2 8.7 11.77° 207 | 214 | 222 | 23 248 @ 11 7,750
8557664 0.4XR0.1 X3 9.7 10.58° 3.11 3.21 333 | 345 | 3.72 @® 10 7,890
8557665 0.4XR0.1 X4 10.7 9.61° 414 | 428 | 443 | 4.6 4.96 @® 10 8,070
8557666 0.5 XR0.05 X1 7.5 13.16° 1.03 | 1.06 | 1.1 114 | 1.23 ® 12 7,390
8557667 0.5 XR0.05 X2 8.5 11.65° 206 | 213 | 2.21 229 | 247 ® 12 7,540
8557668 0.5 XR0.05 X3 9.5 10.45° 3.1 3.2 332 | 344 | 372 @® 10 7,700
8557669 0.5 XR0.05 X 4 10.5 9.48° 413 | 427 | 443 | 459 | 4.96 ® 10 7,840
8557670 0.5 XR0.05 X5 05 11.5 0.45 8.67° 5.16 | 534 | 553 | 574 | 6.2 ® 10 7,970
8557671 0.5XR0.1 X1 : 7.5 : 13.23° 1.03 | 1.06 | 1.1 113 | 1.22 ® 12 7,390
8557672 0.5XR0.1 X2 8.5 11.71° 206 | 213 | 2.2 228 | 246 @ 11 7,540
8557673 0.5XR0.1 X3 9.5 10.5° 3.1 3.2 3.31 343 | 37 ® 10 7,700
8557674 0.5XR0.1 X4 10.5 9.52° 413 | 427 | 442 | 458 | 495 ® 10 7,840
8557675 0.5XR0.1 X5 11.5 8.7° 516 | 534 | 553 | 573 | 6.19 ® 10 7,970
8557676 0.6 XR0.05X 1.2 7.5 12.77° 124 | 128 | 132 | 137 | 148 @ 11 7,970
8557677 0.6 XR0.05 X 2 06 8.3 0.55 11.58° 206 | 213 | 2.21 229 | 247 @ 11 8,130
8557678 0.6 XR0.05 X 4 : 10.3 : 9.38° 413 | 427 | 443 | 459 | 496 ® 10 8,480
8557679 0.6 XR0.05 X6 12.3 7.87° 6.2 6.41 6.64 | 689 | 7.45 @ 10 8,770
BREM EFRRNOY IRy R—ILY AT
BO—Y5ERAalCRTREWE (Le) (AE-LNBD-N)[FP.19ZCE L,
Effective Neck length (Le) depending on Inclined Angle (@) of workpiece See page 19 for AE-LNBD-N.
I i 3
FHAE !ek
EEMRMICHBEDLENEDIE
FHELERLET,
No n?merical \(arl‘ue mfaps no RR—IA
g ; interference with workpiece. NEXT
HRHIAES R~ = M AV A o AT VUAS | #EEk HEE |7I3EE |J3774N |FIVEE |MBESR | TS5AFvY
Work | Carbon Steel  Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k | Alloy Alloy Alloy Resistant
L= Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AE-CPR-N O | O O
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
21 Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.
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DLC Coated High-efficiency Finishing Long Neck Carbide

A

The A Brand

End Mill with Corner Radius for Copper Electrodes
EIHIRS it P.107 ]
@ —— g

<4 g
|

JI—T 1 VI CBUSHRET DIHFEHH DT IH,

HEELIF2<MEHb I A,

End mills may have some discoloration, but it does not cause any
performance problems.

. s [ s TSNS

_— vy
CARBIDE  picicuss o004

DCON

LF

DCON

LF

h4 FT 38°
DC=1 0~-0.006
SIN—JkD 1<DC  0~-0.01
FROM (8fiz:mm) (Unitmm)
Y—Jb No. |MBO-HBERR 2R | AR| |, | BR | F5RE [VrvoE I3 | BU-J8ERaCHTIREMR(e) |fok | 7EE | B8 | BEfE
EDP No. DC X RE X LU LF | APMX DN Gk DCON | ZEFP | 05° 1° 1.5° 2° 3° Type | Stock (9) (Yen)
8557680 0.6XR0.1 X 1.2 7.5 12.84° 123 | 127 | 132 | 136 | 147 @ 1 7,970
8557681 0.6XR0.1 X 2 8.3 11.64° 206 | 213 | 2.2 228 | 246 @ 12 8,130
8557682 0.6 XR0.1 X 3 9.3 10.41° 3.1 3.2 331 | 343 | 37 @ 1 8,340
8557683 0.6 XR0.1 X 4 06 | 103 | 0.55 9.42° 413 | 427 | 442 | 4.58 | 4.95 @ 10 8,480
8557684 0.6 XR0.1 X 6 12.3 7.9° 6.2 641 | 664 | 688 | 743 @ 10 8,770
8557685 0.6XR0.2 X 1.2 7.5 12.99° 123 | 127 | 131 | 135 | 144 @ 1 7,970
8557686 0.6XR0.2 X 4 10.3 9.5° 413 | 426 | 441 | 457 | 4.92 @ 1 8,480
8557687 0.8 XR0.05X 1.6 7.6 12° 2 165 | 1.71 | 1.77 | 1.83 | 1.98 @ 1 8,190
8557688 0.8 XR0.05X 4 10 9.16° 413 | 427 | 443 | 459 | 4.96 @ 10 8,480
8557689 0.8 XR0.05X 6 12 7.65° 6.2 641 | 664 | 689 | 745 ® 10 8,770
8557690 0.8 XR0.05X 8 08 14 075 6.56° 827 | 855 | 886 | 9.19 | 9.93 ® 10 8,930
8557691 0.8XR0.1 X 1.6 : 7.6 : 12.07° 1.65 1.7 1.76 1.82 1.96 @ 1 8,190
8557692 0.8XR0.1 X 4 10 9.2° 4.13 | 427 | 442 | 4.58 | 4.95 ® 10 8,480
8557693 0.8XR0.1 X 6 12 7.67° 6.2 641 | 664 | 688 | 743 @ 10 8,770
8557694 0.8XR0.1 X 8 14 6.58° 826 | 855 | 885 | 9.18 | 9.92 ® 10 8,930
8557695 1 XR0.02X 2 7.6 11.19° 206 | 214 | 221 | 2.29 | 248 @ 9,550
8557696 1 XR0.02X 3 45 8.6 9.92° 4 3.1 321 | 332 | 344 | 372 1 Ia @ 11 |10,100
8557697 1 XR0.1 X 2 7.6 11.3° 206 | 213 | 2.2 2.28 | 246 @ 9,550
8557698 1 XR0.1 X 3 8.6 10° 3.1 3.2 331 | 343 | 37 ® 10 9,660
8557699 1 XR0.1 X 4 9.6 8.97° 413 | 427 | 442 | 458 | 4.95 ® 10 9,740
8557700 1 XR01 X 5 10.6 8.13° 5.16 | 534 | 5.53 5.73 6.19 @®| 10 | 10,100
8557701 1 XR0.1 X 6 11.6 7.43° 6.2 6.41 6.64 | 6.88 7.43 @ 10 | 10,200
8557702 1 XR0.1 X 8 13.6 6.34° 826 | 855 | 885 | 9.18 | 9.92 @® 10 | 10,400
8557703 1 XR0.1 X10 ] 15.6 0.95 5.53° 10.33 [10.69 [11.07 |11.48 [12.41 @ 10 | 10,700
8557704 1 XR0.2 X 2 7.6 : 11.43° 3 206 | 2.12 219 | 2.27 244 ® 10 9,550
8557705 1 XR0.2 X 3 8.6 10.11° 3.09 | 319 | 33 3.42 3.68 @ 9,660
8557706 1 XR02 X 4 9.6 9.06° 413 | 426 | 441 | 457 | 4.92 @ 9,740
8557707 1 XR0.2 X 5 10.6 8.2° 516 | 533 | 552 | 572 | 6.17 @ 10 | 10,100
8557708 1 XR02 X 6 11.6 7.49° 6.19 | 64 6.63 | 687 | 741 @ 10 | 10,200
8557709 1 XR02 X 8 13.6 6.39° 826 | 854 | 884 | 917 | 99 @ 10 | 10,400
8557710 1 XR0.2 X10 15.6 5.56° 10.33 |10.68 [11.06 [11.47 |12.38 @® 9 |10700
8557711 1 XR03 X 2 7.6 11.57° 206 | 212 | 218 | 2.25 | 241 @ 9,550
8557712 1 XR03 X 3 8.6 10.22° 3.09 | 3.19 | 329 | 34 3.66 @ 10 9,660
8557713 15XR03 X 3 1.5 78 | 145 9.48° 315 | 328 | 34 3.52 | 378 @® 10 | 10,100
BREM LFREIOY IRy IR—ILE AT
B7—J8EAalCHT BREUWERE (Le) (AE-LNBD-N)[P.19ZCE L,
Effective Neck length (Le) depending on Inclined Angle (&) of workpiece See page 19 for AE-LNBD-N.
1 i ]
:Fiifﬁﬁ!ek
EEMRMICKEOFENED(E
FHELERLE T,
!\lo n?merical \{tarllue mfaps no RR—IA
s p interference with workpiece. NEXT
HREIME | RERe Al |TUN—RVE ATV | ik waE |(7VIag (J57740 |FIvas |HBEGE | TS5AFYY
Work| Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |GEEANS Steel 9494 8% | Alloy Alloy Alloy Resistant
e Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
AE-CPR-N ©| O O

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A =FREROERBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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fEHE - =S EEZE(L k(¥ ADLCO—MERE
OYORvISIFAIVREN

DLC Coated High-efficiency Finishing Long Neck Carbide

A

The A Brand

End Mill with Corner Radius for Copper Electrodes
EIIEF St P07 ]|
@’ﬁg . — g

e — ,
L B
JI—FT 4 VIICEBGSHRET IHEEHHDITH.

HEE ErE<EEG DT A

End mills may have some discoloration, but it does not cause any
performance problems.

DCON

LF

DCON

LF

cnppe ™= | vy I I AN
DLEIGUSS -+ 0,004 h4 FIT 38°
DC=1 0~-0.006
SIR—JkD 1<DC 0~-0.01
FROM (3fimm) (Unitmm)
Y—Jb No. |MBa-HBETR 2R | AR| |, | BR | T5RE [VrvoE I3 | BU-J8ERaICHTIREMR(e) |k | 76 | B8 | BEfE
EDP No. DC X RE X LU LF | APMX DN Gk DCON | ZEFP 0.5° 1° 1.5° 2° 3° Type | Stock (9) (Yen)
8557714 1.5XR0.5X 3 45 7.8 9.71° 314 | 327 | 338| 349 | 373 @® 11 /10,100
8557715 1.5XR0.5X10 15 14.8 145 5° 1042 | 10.77 | 11.14 | 11.54 | 12.43 @ 10 [10,200
8557716 1.5 XR0.5X 12 60 1 168 : 4.39° 12.49 | 12.91 | 13.35 | 13.84 | 14.92 @ 12 (10,300
8557717 1.5 XR0.5 X 20 24.8 2.95° 20.76 | 21.46 | 22.22 | 23.04 - @ 11 (10,500
8557718 2 XR0.1X 4 8.2 7.07° 428 | 455| 479 | 503 | 548 @ 12 9,300
8557719 2 XR0.1X 6 10.2 5.68° 641 | 676 | 708 | 7.37 | 7.97 @ 1 9,370
8557720 2 XR0.1X 8| 50 12.2 4.74° 852 | 895| 932 | 9.67 | 1045 @ 11 9,740
8557721 2 XR0.1X10 14.2 4.07° 10.63 | 11.12 | 11.54 | 11.97 | 12.94 @ 11 9,820
8557722 2 XR0.1X15 19.2 3.01° 15.87 | 16.49 | 17.09 | 17.72 | 19.15 @ 10 | 9,900
8557723 2 XR0.1X16 60 20.2 2.86° 1691 | 17.56 | 18.19 | 18.87 — @ 12 [10,100
8557724 2 XRO0.1X20 24.2 2.38° 21.08 | 21.84 | 22.63 | 23.47 - @ 11 /10,200
8557725 2 XR0.2X 4 50 8.2 7.15° 4 428 | 453 | 478 | 5.01 5.46 @ 12 9,300
8557726 2 XR0.2X10 2 14.2 1.95 4.1° 10.62 | 11.11 | 11.53 | 11.96 | 12.91 @ 11 9,820
8557727 2 XR0.2X16 60 20.2 : 2.87° 1691 | 17.56 | 18.18 | 18.86 - @ 12 [10,100
8557728 2 XR0.2X20 24.2 2.39° 21.08 | 21.84 | 22.62 | 23.46 - @ 11 /10,200
8557729 2 XR03X 4 8.2 7.24° 427 | 452 | 476 | 499 | 543 @ 12 9,300
8557730 2 XR03X 6 10.2 5.79° 639 | 674 | 7.05| 734 | 7.92 @ 11 9,370
8557731 2 XR03X 8 | 50 12.2 4.82° 851 | 893 | 93 9.64 | 104 @ 10 | 9,740
8557732 2 XR0.3X10 14.2 4.13° 10.62 | 11.1 11.52 | 11.94 | 12.89 @ 11 9,820
8557733 2 XR0.3X15 19.2 3.04° 15.86 | 16.48 | 17.06 | 17.69 | 19.11 @ 10 | 9,900
8557734 2 XR0.3X16 60 20.2 2.89° 169 | 17.55|18.17 | 18.84 - @® 12 (10,100
8557735 2 XR0.3X20 24.2 24° 3 21.07 | 21.83 | 22.61 | 23.44 - 1 1A @ 12 /10,200
8557736 25XR0.5X 5 25 8.1 24 5.61° 528 | 554 | 579 | 6.03| 6.49 @ 13 | 9660
8557737 2.5 XR0.5X20 1231 i 1.9° 20.97 | 21.7 | 22.46 - - @ 11 (10,200
8557738 3 XR0.2X 6 | 55 11.8 7.34° 631 | 6.6 688 | 714 | 7.7 @ | 23 |10,400
8557739 3 XR0.2X12 17.8 4.86° 12.59 | 13.07 | 13.54 | 14.04 | 15.16 @ 21 (10,700
8557740 3 XR0.2X18 23.8 3.64° 18.83 | 19.49 | 20.19 | 20.94 | 22.62 @ 19 (11,000
8557741 3 XR0.2X21 70 26.8 3.23° 2194 | 22.7 | 23.51 | 24.39 | 26.35 @® 26 (11,300
8557742 3 XR0.2X24 29.8 29° 25.04 | 2591 | 26.84 | 27.84 - @ 24 [11,600
8557743 3 XR03X 6 11.8 7.4° 631 | 6.6 687 | 712 | 7.68 @ 23 (10,400
8557744 3 XR03X 8 13.8 6.32° 84 8.77 | 9.09 | 942 |10.17 @® | 23 (10,500
8557745 3 XR0.3X12 3 17.8 285 4.89° 12.58 | 13.07 | 13.53 | 14.02 | 15.14 @® 21 (10,700
8557746 3 XR0.3X20 55 25.8 ’ 3.37° 20.9 |21.62 | 22.39 | 23.22 | 25.08 @ 19 [11,100
8557747 3 XR05X 6 11.8 7.52° 6 6.3 658 | 6.84| 7.1 7.63 @ 23 (10,400
8557748 3 XR0.5X12 17.8 4.94° 12.57 | 13.05 | 13.51 | 13.99 | 15.09 @®| 21 (10,700
8557749 3 XR0.5X15 20.8 4.22° 157 |16.26 | 16.83 | 17.44 | 18.82 @® | 20 (10,900
8557750 3 XR0.5X18 23.8 3.68° 18.82 | 19.47 | 20.16 | 20.89 | 22.55 @ 19 [11,000
8557751 3 XR0.5X21 26.8 3.26° 21.93 | 22.68 | 23.48 | 24.34 | 26.28 @ 25 (12,100
8557752 3 XR0.5X25 | 70 30.8 2.83° 26.07 | 26.96 | 27.91 | 28.94 - @ 24 (12,200
8557753 3 XR0.5X30 35.8 2.43° 31.24 | 32.31 | 33.46 | 34.69 - @ 22 (12,700
8557754 4 XR0.2X 8 12 4.86° 841 | 877 | 911 ] 944 |10.19 @ 25 10,400
8557755 4 XR0.2X16 60 4 20 385 2.9° 16.75 | 17.35 | 17.97 | 18.64 - @ 23 (10,700
8557756 4 XR0.2X20 24 : 241° 209 |21.63 224 |23.24 - @ 22 (10,900
8557757 4 XR0.2X24 28 2.07° 25.04 | 2591 | 26.84 | 27.84 - @ 22 (11,000
RN—IN
NEXT
HREIME | RERe Al |TUN—RVE ATV | ik waE |(7VIag (J57740 |FIvas |HBEGE | TS5AFYY
Work|Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material | 7y \—Ry48 TEE |BEEANE Steel 54494 gk | Alloy Alloy Alloy Resistant
e Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~b5HRC | ~B0HRC | ~65HRC |~ 35HRC |~ 350HB
AE-CPR-N o | O O

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEXEETEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

W74 JVDFHBAIFP1IZTE FEL,  Seep.l for explanation of icons




OYIRYISITPAIVREN
DLC Coated High-efficiency Finishing Long Neck Carbide 1o A Brand
End Mill with Corner Radius for Copper Electrodes

I i | 107 |
@ — g

e g

I—F 4 VIICBUSHREETIEEHHDIITH.
HEE L IFE < EESDFE A

End mills may have some discoloration, but it does not cause any
performance problems.

fHEE-mEERt_E(FADLCO—MEBE A

R
. | vy K0 I AN
CARBIDE - pycuss +0.004 h4 FIT 38°

DC=1 0~-0.006
1<DC 0~-0.01

DCON

LF

DCON

LF

HIN—I&D
FROM (8fi:mm) (Unitmm)
Y—Jb No. |MBO-HBERR 2R | AR| |, | BR | F5RE [VrvoE I3 | BU-J8ERaCHTIREMR(e) |fok | 7EE | B8 | BEfE
EDP No. DC X RE X LU LF | APMX DN Gk DCON | ZEFP 0.5° 1° 1.5° 2° 3° Type | Stock (9) (Yen)
8557758 4XR0.2X28 75 32 1.81° 29.18 | 30.19 | 31.27 - - @ 27 11,300
8557759 4XR0.2X32 36 1.61° 33.31 | 3447 | 35.7 - - @ 27 11,600
8557760 4XR0.3X 8 12 4.9° 8.4 8.77 | 9.09| 942 |10.17 @®| 25 10,400
8557761 4XR0.3X20 24 2.42° 209 |21.62 | 22.39 | 23.22 - @®| 22 (10,900
8557762 4XR0O5X 8 12 4.98° 839 | 875| 9.07] 94 |10.12 @®| 25 10,400
8557763 4XR0.5X12 60 16 3.7° 12.57 1 13.05 | 13.51 | 13.99 | 15.09 @®| 24 10,600
8557764 4XR0.5X16 20 2.94° 16.74 | 17.33 | 17.94 | 18.59 - @®| 23 10,700
8557765 4XR0.5X20 24 2.44° 20.89 | 21.61 | 22.37 | 23.19 - @ 22 (10,900
8557766 4XR0.5X24 4 28 3.85 2.09° 25.03 | 25.89 | 26.81 | 27.79 - 1 @ 21 11,000
8557767 4XR0.5X25 29 2.02° 26.07 | 26.96 | 27.91 | 28.94 - @ 22 [11,100
8557768 4XR0.5X28 75 32 1.82° 29.17 | 30.17 | 31.24 - - @ 28 11,300
8557769 4XR0.5X32 36 1.62° 33.3 | 3445|3567 - - @ | 27 12,200
8557770 4XR1 X 8 12 5.19° 8.37 | 871 9.02| 93210 @®| 26 10,400
8557771 4XR1 X16 60 20 3.02° 16.72 | 17.3 17.89 | 18.52 | 19.95 @ | 23 10,700
8557772 4XR1 X24 28 2.13° 25.02 | 25.85 | 26.75 | 27.72 - @ 22 11,000
8557773 4XR1 X28 75 32 1.85° 6 3 29.15 1 30.13 | 31.19 - - A @ | 30 11,300
8557774 4XR1_X32 36 1.64° 33.29 | 3441 | 35.62 - - @ | 27 12,200
8557775 6 XR0.1X12 - - - - - - - @ 28 11,900
8557776 6XR0IX24 | = = = = = - - @ 27 [12,200
8557777 6XR0.2X12 - - - - - - - @ 27 (11,90
8557778 6XR0.2X24 - - - - - - - @ 26 12,200
8557779 6XR0.2X32 80 - - - - - - - @ 33 18,800
8557780 6 X R0.2X48 - - - - - - - @ 32 (19,200
8557781 6XR0.5X12 - - - - - - - @ 27 (11,100
8557782 6 XR0.5X24 60 6 - 5.85 - - - - - - 2 @ 26 12,200
8557783 6 XR0.5X30 - - - - - - - @ 26 (12,900
8557784 6 XR0.5X32 80 - - - - - - - @ 33 [17,900
8557785 6 X R0.5X 48 - - - - - - - @ 33 /19,200
8557786 6XR1_X12 | o = = = = = - - @ 27 [11,100
8557787 6XR1_X24 - - - - - - - @ 26 [12,200
8557788 6XR1_X32 80 - - - - - - - @ 33 [17,900
8557789 6XR1 X48 - - - - - - - @ 32 (19,200
BRE HFARNOY YRy IR—)LF 1 7 (AE-LNBD-N)I$P. 1 9% TE T L),
See page 19 for AE-LNBD-N.
WY — U8R alCHTIREMER (Le)
Effective Neck length (Le) depending on Inclined Angle (&) of workpiece
EEMRMICKEOFENED(E
FHELERLET.
No numerical value means no
Al interference with workpiece.
: B
HRHIAAES | BRR5H aell | TUN—RVE ATV | ik waE |(7VIag (J57740 |FIvas |HBEGE | TS5AFYY
Work| Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |GEEANS Steel 9494 8% | Alloy Alloy Alloy Resistant
e Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
AE-CPR-N ©| O O

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.)
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

A =FREROERBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

Discontinued item

A=4ERFR(EBRZCERTE.)

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons
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DLCO—F2MTEBERAI I I VRZIVYa—ME

DLC Coated 2-flute Carbide End Mill Short Length

LB Sie.. P.110 |

HEOBFEDLCO—T« VJZEUIEIY RZ)VTY, BE
HEEEEDELET IV=EELETHNERELE T,

End mill with unique DLC coating with ultra lubrication. Works on
extruded Aluminum eliminating weldings.

DLCO—MF2MFBEOV TRV I AITT
IVRSIVYa—ME

DLC Coated 2-flute Long Neck Carbide End Mill Short Length

EIMIRAE 5% P.110 |

T — g )

MEOERDLCO—FT« VIJZELIcya— M AOY TRy
JBDIYVRIIVTY, BEDNMBEELDIEETIVZEELET
HAOZERBLET,

Long neck end mill with unique DLC coating with ultra lubrication.
Works on extruded Aluminum ums eliminating weldings.

[ ] KD AN [ ] K AN
CARBIDE ) FIT 35° CARBIDE ), s 30°
0~-0.02 0~-0.02
(BAz:mm) (Unit:mm) (BA:mm) (Unit:mm)
Y=lbNo. | 542 | &R | IR |WIR | TE | E2 BEME Y=l No. SMEXETR| £R | IR /iR BR| £E | E2 BEMmE
EDP No. DC LF APMX DCON Stock (9) (Yen) EDP No. DC X LU LF | APMX | DCON | DN Stock (9) (Yen)
8528005| 0.5 1 [ ) 12 | 10,700 8528101/0.5 X 2.5 0.7 0.45 @®| 26 | 11,200
8528006/ 0.6 1.2 [ ] 12 | 10,700 8528102|1 X 5 60 1> 0.95 @ 29 | 11,200
8528008| 0.8 1.6 ([ ] 12 | 10,700 8528103|1.5 X 7.5 23 1.45 @®| 26 | 11,200
8528010 1 2 [ ) 12 | 8210 8528104/2 X 10 3 1.95 @®| 26 | 11,200
8528012| 1.2 24 [ ) 12 | 10,700 8528105/2.5 X 12.5 70 |37 | 6 |24 D @| 29 | 11,200
8528014| 1.4 0 2.8 4 [ ) 12 | 10,700 8528106/ 3 X 15 4.5 2.85 @ | 30 | 12,000
8528015 1.5 3 [ ) 12 | 8210 8528108/4 X 20| 80 | 6 3.85 @ | 31 | 12,600
8528016/ 1.6 3.2 [ ] 12 | 10,700 8528110/5 X 25 90 |23 4.85 @ | 39 | 14,800
8528018| 1.8 3.6 [ ] 12 | 10,700 8528112/ 6 X 30 9 5.85 @ | 41 | 15,900
8528020/ 2 4 o 12 | 8130
8528025 2.5 5 D @ 12 | 8130
8528030/ 3 6 [ ) 12 | 8130
8528038, 4 45 8 o 17 | 9,500
8528040, 5 50 10 6 o 19 | 10,300
8528042 6 12 [ ) 20 | 10,700
8528044 7 60 14 8 o 40 | 12,800
8528046, 8 16 [ ] 41 | 13,900
8528048 9 20 18 10 [ ) 72 | 17,600
8528050, 10 20 o 72 | 17,200
8528051| 11 75 22 1 @ | 106 | 22,500
8528052| 12 24 @ 110 | 23500
WEIAE | essm a%8 | TUN—RUHE 27 IUAS | #Eek Has |7V38% 557710 |Fovas |MEBEE [T5AFvY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |[BEANS Steel 549454 s |Alloy Alloy Alloy Resistant
IRt Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~4BHRC | ~B55HRC | ~BOHRC | ~65HRC |~ 35HRC|~ 350HB
DLC-EDS O [*O @)
DLC-LN-EDS O [*O ©)

¥ESi (13%LUE) #. A Fr A BHERYAVYEY RI—FT VIV RI)VEHRBNELET,

#Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA JVDFBAIFPIZTE TS,

See p.1 for explanation of icons.


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=DLC-EDS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=DLC-LN-EDS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

DLCO—R2HAEMRAITI TP I VRN
Ya—-MEENERLN

DLC Coated 2-flute Carbide End Mill (LH Cut and LH Helix)

EIBIZRE Sitons P11 |

b Bt B

JI—FT 1 VIICBLSHREET DIEEHH DI IH
HHE L2 <REH DT

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD AeN
CARBIDE ) e 35°
0~-0.02
(Bz:mm) (Unit:mm)
Y=lUNo. SRR |FR| \y [WIR K| 1ZE B2 | SR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
1 25| 93 O -1 =
2| % 6 |11 4 O -1 -
3 8 |155 1 O -1 -
4| ® [ |es 6 [
5 16.8 O -1 -
6 | 50 |13 - 2] [@r=1T=
7 16 |19.8 1 O] - —
g | 60 " = 8 O — 1=
91 50 28| 11 O -1 -
10 e - 2 o -1 -
11 75 25.8 12 1 O] - -
12 26 - 2 O - -
Type 1

Hz

|

|

|

\

\

|

\

|

\

|

|
DCON

DLCO—FSHBERAIITF IRV
Ya—-MEERERLN

DLC Coated Multi-flute Carbide End Mill Short Length
(LH Cut and LH Helix)

MR e, P12

S e

JI—FT 4 VICBUSHREETIEEHHDIIH
HEELE2<EES DT A

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD RSN
CARBIDE )\ p 30°
0~-0.02
(BALZ:mm) (Unit:mm)
Y=lUNo. ‘R 2R |FE| 4 [WIR K| ZE E2 |
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2 | 40 6 |11 4 O =1 =
3 8 [15.5 O -1 -
4| ® [11 [1es 6 ! O =1 =
5 16.8 0 -1 -
61 %0 | B 5 O — 1=
7 16 |19.8 1 =0 - | -
g o = 8 O — 1=
21 5 228 0| 1 O -1 -
10 = 2 O - | =
11 75 25.8 12 1 O - -
12 26 | — 2 O - -

DC
a
DCON

APMX
APMX
LH LH
LF | LF
Type 2 Type 2
—
; - A —
g =
a| = > T T8 !/i 8
APMX _ﬂj
LF LF
= el A&l | TUN—RVHE ATV |k WEE |73 |J57710 |FIVEE |WEEE | T5RFYY
Work| Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 49494 8 | Alloy Alloy Alloy Resistant
EI e Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
DLC-MR-EDS O] 0O @)
DLC-MR-EMS 010 ©)

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEFBERTEEZTHEE TV
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

o)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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DLCO—M 4 NEEIFER T VFSIL1.5DIR

DLC Coated 4-flute Anti-Vibration Carbide End Mill (1.5D Type)

UIBISEE e | P.113 |

< i &

JI—FT 4 VICBUSHRET DHEEHHD I IH
HeELiEE<EESDFEA.

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD RSN
CARBIDE pic O oo e

0~-0.02

(B8 iz:mm) (Unit:mm)

Y No IEETE SRR | [ B K Al e

EDP No. | DC X LU APMX DCON Type | Stock | (g) |(Yen)

3X9 | 55| 45[148| 6 | 285 1

35X105| 55| 53[154| 6 | 335 - | =
4X12 | 55| 6 [159| 6 |38 = | =
45X135| 55| 6.8{16.5| 6 | 43 - | =
5X15 | 55| 75(17 6 | 48 = | =
55X165| 60| 83[176| 6 |53 i
6 X18 | 60| 9 = 6 | 58 = | =
7 X2 70 [10.5]23 8 | 67 i
8 X24 | 70 (12 = 8 | 77 = || =
9 X27 | 75[13.5(294| 10 | 87 - | =
10 X30 | 75(15 — [ 10 | 97

11 X33 | 80|16.5/354| 12 |10.7 - | -
12 X36 | 80 (18 - |12 |17 = | =

13 X39 | 110 |19.5/45.2| 16 |12.7

14 X42 | 110 |21 |46.3| 16 |13.7

15 X45 | 110 | 22.5|47.4| 16 |147

16 X48 | 110 | 24 — | 16 |157

17 X51 | 120 |25.5|57.2| 20 |16.7

18 X54 | 120 |27 |583| 20 |17.7

19 X57 | 120 |28.5|59.4| 20 |187

N === N = =N = N — N = N = == ==
|

I o o o o o o o o
|
|

20 X60 | 120 |30 — | 20 [19.7

Type 1 g s

DC

\

T

|

\

|

\
DCON

APMX

LF

DC

\

Il

T

|

|

\

|

|

\

|

|

\

|

\
DCON

APMX
LU

LF

HREIME | RERe Al |TUN—RVE A7 VUAH | #HEk WEE |7II8E 557710 |FIVAEE |WEEE
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum |Graphite |Titanium [Heat
Material TUN-RVE TESH |GEEANS Steel 9494 8% | Alloy Alloy Alloy Resistant
Bl = Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~b5HRC | ~B0HRC | ~65HRC |~ 35HRC |~ 350HB

T3AFvY

Plastic

DLC-VMS-1.5D

O | O

©)

EEEESICDWT Inventory symbols

Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

® = 1REFXER O=#ZEEBR(FEEZCHERTTL.)

A =FREROEBBRBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.




DLCO—bM ¥ NEERRE IV FSIL3DA R

DLC Coated 4-flute Anti-Vibration Carbide End Mill (3D Type)

EIRIERME Ssns, | P.115 |

<4 R &

JI—F 4 VICBUSHRETDEEHHDIIH
M LF2<EESDF A

End mills may have some discoloration, but it does not cause any
performance problems.

_—— | strink NN\ |
CARBIDE pic O o

0~-0.02

(B z:mm) (Unit:mm)

U=lbNo. | S4B (2R |AR| |, WE| TR | EE | B2 |REHS
EDP No. DC LF |APMX DCON | Type | Stock | (g) (Yen)

3 55| 9 16.6 6

3.5 55110.5|17.2 6

4 55112 17.7 6

4.5 55113.5|18.3 6

5 55|15 18.9 6

6

6

8

5.5 60]16.519.3

6 60|18 = = =
7 70 121 [248 - -
8 70 |24 = 8 = =
9 75127 308 | 10 - -
10 75130 = 10
11 8033 |37 12 - -
12 80 | 36 = 12 = =

13 120139 |477 | 16
14 120 (42 |488 | 16
15 120145 |50 16

16 120 |48 = 16

17 13551 |59.7 | 20

18 13554 |60.8 | 20

19 13557 |62 20

N === N == =N =N = NN === ===
|
(I
|
|

20 135 | 60 = 20

DC
\
|
1
!
DCON

APMX
LH
LF
Type 2
S SN - S—
&>\, \\ a
APMX
LF
HREIME | esRE Agl | TUN\—RVE AT VUM | ik EEE |TIIAE 957710 |FHUAE |MBEE |T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k |Alloy Alloy Alloy Resistant
LRt Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B56HRC | ~60HRC | ~65HRC |~ 35HRC |~ 350HB
DLC-VMS-3D O | O O

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons
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DLCO—R3DEESIT7 AT VRN
SHaessNE

DLC Coated 3-flute Carbide End Mill with Corner Radius High Speed
Pocket Operation Type

EIBIERE Sitons | P117 |

,,,, m

HEOBEEDLCO—T« VID. PILZOFENTREHE3
h EE RSAIITHAREELE T,

Unique DLC coating with ultra lubrication makes high speed Aluminum
machining, as well as dry milling.

_—— KD RSN
CARBIDE ) ¢ e 40"
0~-0.02 ABOUT 40°

(B8 iz:mm) (Unit:mm)

Y=Ib No. | HEXI-THBX2R | IR | WHE EIJE EDE% TEEE EE REfMHE

EDP No. DCXREXLF |APMX|DCON Stock | (g) (Yen)

8528533| 3 XR0.5X 50 | 45 9127 19| 13,600
8528543| 4 XR0.5X 50 | 6 12 | 36 20| 14,100
8528553| 5 XR0.5X 60 | 75| 6 | 4.5 24| 15,900
8528563| 6 XR0.5X 60 9 15 54 25| 17,200

8528565| 6 XR1 X 60 25| 17,200

8528583| 8 XR0.5X 70 50 21,100

12 81 20|72

8528585| 8 XR1 X 70 50| 21,100

852860310 X R0.5X 80 85| 24,700

15 10 25 |9

00000000000000000
o
w

8528605/10 XR1 X 80 D 24,700
8528623|12 X R0.5X 90 18 12 1 30 11 139] 30,200
8528625|12 XR1 X 90 139] 30,200
8528663|16 X R0.5 X115 315] 59,600
8528665|16 XR1 X115 | 24 16 | 40 |15 315] 59,600
8528669(16 XR3 X115 316 59,600
8528703/20 X R0.5 X125 516 | 87,500
852870520 XR1 X125 | 30 20 | 50 |19 515| 87,500
8528709|20 XR3 X125 517| 87,500
HRHIAAES [ SRR Al |[TUN—RVE AT VU | Bk WEE |7V=ag (J5774h |FIVER |MEBEE | TSATFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum | Graphite |Titanium |Heat Plastic
Material TJUN-RVE TEH |BEEANE Steel 54944 g |Alloy Alloy Alloy Resistant
Ell=t=] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
DLC-PKE O O ©)

#@Si (13%MUL) #. F1FrABCF. BHBRIAVPEY RI—FT 4 VI TV RFIIEHRENCLET,

#¢Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.




DLCO—h2HEER—ILI VRV

DLC Coated 2-flute Carbide Ball End Mill

DLC-EBD

EBISRAE St | P118 |

P e =

HEHOBTEDLCO—T« VINBEZHILELET, 7ILZE
ESEEOHRNMITOERLZRIRT DL EDIC. RFEEETF
HHAESNET,

Unique DLC coating with ultra lubrication eliminates weldings. Enable
high speed milling on Aluminum alloys. Give better surface finish.

R R
_— KD AN
ARBIDE v 4 o
Salil) DLC  +0.015 +0.01 FIT 30
3=RE RE<3

EEEGE

(B8 iz:mm) (Unit:mm)

DLCO—h2# MO IRy IR—=IVIVRZIL

DLC Coated 2-flute Long Neck Carbide Ball End Mill

DLC-LN-EBD

IBIZRE e, [P.118 |

& ee—=————%

HEHOBIEDLCO—T« VINBBEZHLELET, 7ILZE
EREOHRMITOERLZRIRT DL EDIC. RFFE LT
HHESNET,

End mill with unique DLC coating with ultra lubrication. Works on
extruded Aluminums eliminating weldings and better surface finish.

o KII AaN

v
CARBIDE pic o1 FIT 30°

E s " ..
(B4 iz:mm) (Unit:mm)

Y=lbNo. | R—ILFE |2R| R g EE B2 |BEMR J=lbNo. | R—IVF¥BEXETR | &R W& BE W& 1T B2 |FEE
EDP No. RE LF | APMX | DCON | Stock (9) (Yen) EDP No. RE X LU LF |APMX| DN |DCON| Stock | (g) (Yen)
8528401 R 0.5 50 2.5 4 @ | 20| 13,900 8528201| R0.5 X 5 60 1.5 [0.95 @| 28 | 14,500
8528402 R1 5 @ 2415200 8528202| R1 X 10 3 |1.95 6 |D @ 28 | 14,500
8528403 R 1.5 60 8 6 @ | 30| 15200 8528203| R1.5 X 15| 70 | 45 |2.85 @ 28 | 15400
8528404 R2 70 @ | 3515200 8528204/R2 X 20|80 |6 [3.85 @] 30 | 15400

8528406 R3 90 | 12 D @ 41| 16,500
8528408 R4 100 14 8 @ | 75| 22,900
8528410 R5 18 10 @ | 113 | 27,500
8528412 R 6 110 | 22 12 @ | 175 | 33,800
8528416 R 8 140 | 30 16 @ | 394 | 69,500
8528420 R10 160 | 38 20 @ | 686 106,000
HRHIAAES | SRR Al |[TUN—RVH AT VU | Bk WEE |7V=ag (J5774h |FIVES |MBEE | TSATFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum | Graphite |Titanium |Heat Plastic
Material TJUN-RVE TEH |BEEANE Steel 54944 Vg |Alloy Alloy Alloy Resistant
IRt Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
DLC-EBD O |*O (@)
DLC-LN-EBD O O ®)

&SI (13%LL) 3. YA+ v AL, BHBERI A VEY RI—FT VI IV RV EHRNCLET,

#¢Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.)
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons

30


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=DLC-EBD&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=DLC-LN-EBD&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
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% ADLCI— M2 AEBEF—/ ST VRS
(RUTHZ)

DLC Coated 2-flute Carbide Taper End Mill for Non-ferrous Materials
and Rib Processing

DLC-RB-TPE

ZAS(B#EE) L7IVZEGEEEOV TEITICRETY . &
EBGLEICES TENDDLCO—T « VI EINKRORVAIFD
MRICKDIFODREZEMZET

Best of Zinc alloys, aluminum alloys. DLC coating eliminated welding
and sharp edge minimize burrs.

K AN

|
CARBIDE DLC 5 FIT 25°

(B z:mm) (Unit:mm)

(B2:mm) (Unit:mm)

W—)b No.| 5#BxT7-I¥EXTR | &R |WwIR| KRR | 1T | B2 (BEME  |Y—IU No.| IBIEr-IH8TR | &R W KRR 7EE | 22 |BEMR
EDP No. DC X Bc X APMX LF DCON | DCX | Stock (9) (Yen) EDP No. DC X Bc X APMX LF DCON | DCX | Stock (9) (Yen)
0.5 X0.5° X 4 0.57 O - - 1 X15X 8 1.42 0 - -
0.5 X0.5° X 6 0.6 O - - 1 X15X%X12 1.63 0 - -
0.5 X1° X 4 0.64 O - - 1 X2° X 8 1.6 0 - -
0.5 X1° X 6 0.71 O - - 1 X2° X12 1.84 0 - -
0.5 X15 X 4 0.71 Ol - - 12X 05X 8 1.34 0 - -
0.5 X1.5°X 6 0.81 O - - 1.2X 0.5°X 12 1.41 O - -
05 X2° X 4 0.78 O - - 12X 1 X 8 45 148 O - -
0.5 X2° X 6 0.92 O - - 12X 1° X12 1.62 O - -
0.6 X0.5° X 4 0.67 O - - 12X 15X 8 1.62 0 - -
0.6 X0.5° X 6 0.71 O - - 1.2X 1.5°X 12 1.83 O - -
06 X1° X 4 0.74 O - - 12X 2 X 8 1.76 0 - -
06 X1° X 6 0.81 O - - 12X 2° X12 2.04 O - -
0.6 X1.5° X 4| 35 3 |081 O - - 15X 05X 8 1.64 O - -
0.6 X1.5° X 6 0.91 O - - 1.5 X 0.5°X 12 1.71 O - -
0.6 X2° X 4 0.88 O - - 1.5X 0.5°X 16 | 50 1.78 O - -
0.6 X2° X 6 1.02 O - - 1.5X1° X 8 45 1.78 O - -
0.7 X0.5° X 4 0.77 O — - 15X 1° X12 1.92 O] - -
0.7 X0.5° X 6 0.8 O - - 15X 1° X16/| 50 4 | 206 O] - -
07 X1° X 4 084 |~ || — — 15X 1.5°X 8 45 192 |7 [O] - -
0.7 X1° X 6 0.91 O — - 1.5 X 1.5°X 12 213 O] - -
0.7 X1.5° X 4 0.91 O — - 1.5 X 1.5°X 16| 50 2.34 O] - -
0.7 X1.5° X 6 1.01 O — - 15X 2° X 8 45 2.06 O - -
0.7 X2° X 4 0.98 O — - 15X 2° X12 2.34 O - -
0.7 X2° X 6 1.12 O — - 15X 2° X16| 50 2.62 O] - -
0.8 X0.5° X 6 0.91 O - - 2 X05X 8 45 2.14 i -
0.8 X0.5° X10| 45 | 4 |0.98 O - - 2 X 05X12 221 i -
0.8 X1° X 6| 35 3 1101 O - - 2 X05X16| 50 2.28 i -
0.8 X1° X10| 45 | 4 [1.15 O - - 2 X1 X 8 45 2.28 i -
0.8 X1.5° X 6| 35 3 1.1 O - - 2 X1 X12 242 i -
0.8 X1.5°X10| 45 | 4 [1.32 O - - 2 X1 X16]| 50 2.56 N -
0.8 X2° X 6| 35 3 [1.22 O - - 2 X15X 8 45 242 N -
0.8 X2° X10 1.5 O - - 2 X15X12 2.63 i —
1 X0.5 X 8 1.14 O - - 2 X15°X16]| 50 2.84 0 - -
1 X0.5° X12| 45 | 4 [1.21 O - - 2 X2° X 8 45 2.56 O - -
1 X1° X 8 1.28 O - - 2 X2° X12 2.84 0 - -
1 X1° X12 1.42 O - - 2 X2 X16/| 50 3.12 0 - -

EEEESICDWT Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.)
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA JVDFBAIFPIZTE TS,

See p.1 for explanation of icons.




EIDADLCO—M2MTEEI Y RFZILVAYE

DLC Coated 2-flute Carbide End Mill V Cut Type

BER=

g )

Type 1

<

APMX

OAL

Type 2
O—5 « VY CRESHRET BHANBDETH, . /\% g
Mg LZE<HEEH D E A, = o
End mills may have some discoloration, but it does not cause any 8T5
performance problems.
OAL
CARBIDE o O =g KII AN
DLC +30' FIT 30
DC=12 0~-0.02
12<DC 0~-0.03
(Bz:mm) (Unit:mm)
Y=)b No. |SVBX5EinAE | 2R | IR WwIRERE (AR 1TE =2 S
EDPNo. | DCXXSIG | OAL |APMX|DCON| DC |Type | Stock | (g) | (Yen)
3X 60° 5ol 6 Ol - -
4X 60° 8 6 (02 1 O - -
5X 60°| 55| 10 ’ 0 - -
6X 60°| 60| 12 0 - -
8X 60°| 70| 16 | 8 O - -
10X 60°| 80| 20 | 10 2 O - -
12X 60°| 90| 24 | 12 |(0.25 O = -
16 X 60° 140 | 32 | 16 O = -
20 X 60°| 160 | 40 | 20 O = -
3X 90° 5ol 6 O = -
4 X 90° 8 6 (02 1 O - -
5X 90°| 55| 10 ’ O] = -
6X90°| 60| 12 2 O - -
7X90°| 65| 14 8 1 L] = —
8X 90°| 70| 16 2 L] = -
9X 90°| 75|18 | . L |
10X 90°| 80| 20 ) O - —
12X 90°| 90| 24 | 12 025) O - -
14 X 90° | 100 | 28 ’ 1 L - —
15X 90° 120 30 | 16 O - —
16 X 90° | 140 | 32 2 O - -
18 X 90° [ 150 | 36 o 1 O - —
20 X 90° [ 160 | 40 2 O - —
3X120° P L - —
4X120° 8| ¢ 02 1 Ol - -
5X120°| 55| 10 ’ Ol - -
6X120°| 60| 12 O - —
8X120°| 70| 16 | 8 O - —
10X120° | 80| 20 | 10 3 O - —
12X120° | 90| 24 | 12 [(0.25) Ol - —
16X120° [140 | 32 | 16 L - —
20X120°| 160 | 40 | 20 O - —
IIRCEIRBD B L DBRICIIEHREZECHERD L. CF
BATE0,
When the point diameter of the end mill is critical for the application, please verify the
point diameter before use.
HHIAAE | R3R5E A%l | TUN\—RVEE 7YV | ek WESE |7IZAR /5740 |FoUER |BEE | T5AFvY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material JUN-RVE TESH |BEEANS Steel 54944 % |Alloy Alloy Alloy Resistant
EllErt = Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B55HRC | ~60HRC | ~65HRC |~ 35HRC |~ 350HB
DLC-VCMP © | O

O =1REFEER

Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

EEEESICDW T Inventory symbols

O=#ZEEBR(EEZCHERTTL.)

Limited standard stock item

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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DLCO—h2#BiEE I > <= ILERAZ

DLC Coated 2-flute Carbide End Mill Sphere Type

BIBISRA Concicons

P.119]

%Q E—

JI—FT 4 VICBUSHRET DHEEHHD I IH
HeELiEE<EESDFEA.

End mills may have some discoloration, but it does not cause any

performance problems.

g

|
CARBIDE v KT
DLC  +o0.01 x0.015 FIT
RE=1 2=RE
(Bz:mm) (Unit:mm)
Y= No. [R—L¥ExETR| 2& | IE W BE | v | MR | ®E | BB | g
EDP No. REXLU LF APMX DN DCON Type Stock (9) (Yen)
R1 X 6 60 11.1 O - -
R1 X 10 P 15 15.1 16 1 O - -
R1.5 X 9 25 12.6 [l - -
R1.5 X 15 80 ’ 18.6 24 4 [l - -
R2 X 12 70 35 15 : O - -
R2 X 20 80 ’ 23 ] - -
R2.5 X 15 70 a4 16.9 3 ] - -
R2.5 X 25 80 i 26.9 4 - -
R3 X 18 70 22.5 [l - -
R3 X 30 80 >3 34.5 36 6 5 ] - -
R4 X 24 90 30 ] - -
R4 X 40 110 7 46 48 8 ] - -
R5 X 30 100 37.5 ] - -
R5 X 50 120 88 57.5 6 10 ] - -
R6 X 36 100 45 ] - -
R6 X 60 120 106 69 72 12 ] - -
Type 1 Type 2
=2 =
- 150 S . 150 S
240° e 280° e
Mk T ] N LU — T ] _r N
< )< X
< APMX S APMX
LU LU
LH LH
LF LF
HHIAAE | RREE A&l | TUN—RVE 2TV | 8% AEE |TIZAR 57N |FHUAR |MBEE | T5AFVY
Work | Carbon Steel  Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k | Alloy Alloy Alloy Resistant
HIBsIE Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC|~ 350HB
DLC-EQD O | O O

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =FREROEBBRBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.




DLCO—R3¥DBES I P AT VR
I SEMLE (BEEITHHI)

DLC Coated 3-Flute Carbide End Mill with Corner Radius for Deep Side
Milling (Shrink Fit Type)

~

JI—FT 4 VICBUSHRET DHEEHHD I IH
HeELiEE<EESDFEA.

End mills may have some discoloration, but it does not cause any
performance problems.

|
CARBIDE DLC FIT

0~-0.03

(B8 iz:mm) (Unit:mm)

DLCO—h2MFBERN—ILI VRV
(BEZ (S EDFRN)

DLC Coated 2-flute Carbide Ball End Mill (Shrink Fit Type)

DLC-EBD-SF

&
A—F 4 VI ICBLSHRETIIESHHDFTH.
HEE X <HEEH D F A,

End mills may have some discoloration, but it does not cause any
performance problems.

——
CARBIDE py 0015 FIT

(B4 iz:mm) (Unit:mm)

Y=lhNo. | BEXI—F4E =R | AR \WIR| £E | EE | REMHE U=l No. | R=)LEBXONE | 2R | IR /R EE | EE [IREME
EDP No. DC X RE LF | APMX | DCON | Stock | (9) (Yen) EDP No. RE X DC LF APMX | DCON | Stock (9) (Yen)
18XR1 5118 [ 10 ] [0 = - Rsx10 | 32 [ 10 |  |_[O] - -
22XR1 60 | 22 | 12 ol - - R6X12 34 | 12 0 - -
&
RE
N 8
- O _ X N |
NOKRIfH 1
Radius Chamfering
APMX
LF
vV RREDORIE. A7y TINTROBFEEZRLET 0
T. TERTEHDFE A,
Since radius chamfering is also provided on the end faces of shank side, no line is
marked on the boundary section during step milling. This is partial radius.
HEHIAAES | RS~ Al |[TUN—RVH AT VU | Bk WEE |7V=ag (J5774h |FIVES |MBEE | TSATFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |[Titanium [Heat Plastic
Material JUN-RVE TEH |BEEANS Steel 549454 s |Alloy Alloy Alloy Resistant
guEss Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC|~ 350HB
DLC-MFE-SF O | O
DLC-EBD-SF O [*0 ®)

*@Si (13%MUL) #. F1FrABCIF. BHBRIAVPEY RI—FT 4 VI TV RFIEHENCLET,

2 Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons.
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ZILSEEADLCI—F2MIRES T 2 7 IWSARADLCI—F3HTBEI VRSV
IVRSILYa—ME Sa—Iie

DLC Coated 2-flute Carbide End Mill with Corner Radius Short Length
for Aluminum Alloys

DLC Coated 3-flute Carbide End Mill Short Length for Aluminum Alloys

BB Sand.n. | P.120 |

DLC-AIR-EDS YIS Cidons| P.120 |

_ «———g-i\
[ ] KD AN [ ] KD AN
CARBIDE )\ p— w25° CARBIDE )\ p w30°
0~-0.03 ABOUT 25° 0~-0.02 ABOUT 30°
(BAz:mm) (Unit:mm) (B4 iz:mm) (Unit:mm)
Y=Ib No. | HEXI-T4& | 2R | IR WRETR B | TE B2 [EEME Y=l No. |NEXI—F¥B 2R | IR |WER ETR BR | £E =2 REMm
EDP No. DC X RE LF |APMX|DCON| LU | DN | Stock | (g) (Yen) EDP No. DC X RE LF |APMX|DCON| LU | DN | Stock | (g) (Yen)
8528822| 12 X R1 @ 133 27,800 8533249| 12 @ 148| 15,900
8528823| 12 X R1.6 | 90| 14 | 12 | 40 |11 @133 27,800 8533250/ 12 X R1 18 | 12 11 @|146| 17,600
8528826| 12 X R3 @ 133 27,800 8533252| 12 X R3 || |@[147] 17,600
8528862| 16 X R1 @ | 256 | 54,500 8533253| 16 @ 250| 37,200
8528863| 16 X R1.6 | 100| 18 | 16 | 45 144 | |@)]256 | 54,500 8533254 16 X R1 @ 251] 39,500
8528866/ 16 X R3 D @ | 256 | 54,500 8533256] 16 X R3 2% | 16 144 | |@|252] 39,500
8528902| 20 X R1 @ | 427 | 79,800 8533257| 16 X R4 @ 251] 39,500
8528903 20 X R1.6 22 | 20 18 @ | 427 | 79,800 8533258| 16 X R5 || |@[251] 39,500
8528906| 20 X R3 | .o s || @ | 427 | 79,800 8533259| 20 100 o b @|380| 45,400
8528952| 25 X R1 @ | 655 | 109,000 8533260| 20 X R1 @|382| 48,400
8528953| 25 X R1.6 27 | 25 23 @ | 655 | 109,000 8533262| 20 X R3 30 | 20 18 @ |384| 48,400
8528956/ 25 X R3 @ | 655 | 109,000 8533263| 20 X R4 @381 48,400
8533264| 20 X R5 || |@[381] 48,400
8533265| 25 @|530| 57,500
8533266/ 25 X R1 @|575| 61,600
8533268| 25 X R3 375| 25 23 @®|576| 61,600
8533269| 25 X R4 @|576| 61,600
8533270| 25 X R5 @|576| 61,600

¥RIfH 1+ Radius Chamfering

AT T LRSS

||
DCON

LU LU
LF | LF
¥y Y IRIREIORIE. A5 v TIIROHREZRLET DD XY v VIRREODRIF. AT v TITROHFEEZRLLET DD
T. TERTREHDFE A, T. TERTREHDFE A,
Since radius chamfering is also provided on the end faces of the shank side, no line is Since radius chamfering is also provided on the end faces of the shank side, no line is
marked on the boundary section during step milling. This is partial radius. marked on the boundary section during step milling. This is partial radius.
HHEIM B SRR Gl |(TUN\—RVE ATYVAH | Btk HE® |7I6E |J5074 |FHUEE |WREE | T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum | Graphite |Titanium |Heat Plastic
Material TJUN-RVE TEH |BEEANE Steel 54944 Vg |Alloy Alloy Alloy Resistant
Ell=nt=] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
DLC-AIR-EDS *O
AERO-ETS *O

&SI (13%LL) 3. YA+ v AL, BHBERI A VEY RI—FT VI IV RV EHRNCLET,

#¢Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=DLC-AIR-EDS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AERO-ETS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

7 V=& ADLCO—F3MFhTAT EHEEE
IVREIYa—hRE

DLC Coated 3-flute Carbide End Mill Short Length with Internal Coolant
Supply for Aluminum Alloys

AERO-O-ETS

UHIREE Cion | P122 |

% = |

_—— KD RSN
CARBIDE ) ¢ e 030"
0~-0.02 ABOUT 30°

(B8 iz:mm) (Unit:mm)

ZIW=8EMADLCO—F3AEEI VRV
avon:

DLC Coated 3-flute Carbide End Mill Long Length for Aluminum Alloys

IS S P22 |

_—— | striNk NN\ |
CARBIDE ) = 035"
0~-0.02 ABOUT 35°

(B2:mm) (Unit:mm)

U=lbNo. S\EXI—F4& R | IR WwIBETR B EE E2REMK U=lbNo. | SAEXT—F4E 2R | IR |WHE| £E | EE | REMHE
EDP No. DC X RE LF |APMX|DCON| LU | DN | Stock | (g) (Yen) EDP No. DC X RE LF APMX | DCON | Stock (9) (Yen)
8533300, 20 @|375] 46,800 8533350, 12 @ | 153 | 21,700
8533301| 20 X R1 @375/ 50,200 8533351| 12 X R1 12 @ 154 | 22,900
8533303| 20 X R3 30 20 18 @376/ 50,200 8533353| 12 X R3 @ | 154 | 22,900
8533304| 20 X R4 @375/ 50,200 8533354 12 X R4 @ 155 | 22,900
8533305 20 X R5 100 55 D @375 50,200 8533355| 16 @ 269 | 46,500
8533306| 25 @570] 59,300 8533356| 16 X R1 @ 271 | 48,600
8533307| 25 X R1 @563 63,200 8533358| 16 X R3 110 50 16 D @ 271 | 48,600
8533309| 25 X R3 375 | 25 23 @ 567| 63,200 8533359| 16 X R4 @ 272 | 48,600
8533310| 25 X R4 @563 63,200 8533360/ 16 X R5 @ 271 | 48,600
8533311] 25 X R5 @563 63,200 8533361, 20 @ 417 | 55,000
8533362| 20 X R1 @ 416 | 57,300
8533364| 20 X R3 20 @ 417 | 57,300
8533365| 20 X R4 @ 418 | 57,300
8533366/ 20 X R5 @ 418 | 57,300
3RAft 1+ Radius Chamfering
P
o
(@]
o
LF LF
HRHIAAES | RR asf | TUN\—RViE AT VU | HEk WEE |7IIaE |J5774N |FIVEE |WHEE | TSATFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium [Heat Plastic
Material JUN-RVE TEH |BEANG Steel 54944 gk | Alloy Alloy Alloy Resistant
HE=a= Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~46HRC | ~B55HRC | ~B0HRC | ~65HRC |~ 35HRC|~ 350HB
AERO-O-ETS *Q
AERO-ETL *Q

&SI (13%LL) 3. YA+ v AL, BHBERI A VEY RI—FT VI IV RV EHRNCLET,

#¢Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.)
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons
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https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AERO-O-ETS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AERO-ETL&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
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ZIWL=ESHADLCO—PM3MABEI VRV
IFZASOVIR:

DLC Coated 3-flute Carbide End Mill Extra Long Length for Aluminum Alloys
EIHIERA | P.122

_—— KD AeN
CARBIDE )\ pre 35
0~-0.02 ABOUT 35°

(B z:mm) (Unit:mm)

J=bNo. SMEXI—FHE =R | IR \WHE| EE | EE RS
EDP No. DC X RE LF APMX | DCON | Stock (9) (Yen)
8533400| 20 @®| 570 | 86,700
8533401] 20 X R1 @®| 565 | 89,100
8533403| 20 X R3 | 160 | 100 | 20 |D|@| 567 | 89,100
8533404 20 X R4 @®| 566 | 89,100
8533405 20 X RS @®| 566 | 89,100

LF

HRHIAES | BRSREH asfl | TUN\—RVil AT VU | Bk WEE |7IIaE |J57740 |FIVER |MEBEE | TSATFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |[Titanium |Heat Plastic
Material JUN-RVE TEHE |BEEANGE Steel 549494 &k | Alloy Alloy Alloy Resistant
EI-ER] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
AERO-EXTL *O

¥@Si (13%LUL) #Y. Y1+ v AR, BHERI A VEY RI—FT VI TV RV EHERENLET,

#%Ultra fine Diamond coating end mill is recommended for the applications as high Silicon content (over 13%) castings, Die-casting.

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AERO-EXTL&abbreviation_method=perfect_match&page_no=1
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ZIW=YyYRADLCO—MABERI T
IVFREIL3DNE

DLC Coated Single-flute Carbide End Mill for Aluminum Sash(3D Type)

UHIEREE Cion | P123 |

b ey

JI—FT 1 VIICBUSHREET DIEEHH DI IH.
HHE L2 <REH DT

End mills may have some discoloration, but it does not cause any
performance problems.

g |

_—— KD AeN
CARBIDE ) e 45°
0~-0.02
(Bz:mm) (Unit:mm)
Y=lUNo. SRR |HIR| \y [WIR TR | 2R E= | SR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2| 50| 6 [112] 4 O -1 =
3 9 |16.9 1 O -1 -
4 12 |18 O -1 -
5| s 192 © I
6 18 - O -1 -
8| 75|24 — 8| , O -1 -
10 | 90 |30 - 110 O -1 -
12 | 100 | 36 - |12 O -1 -
Type 1 150

DC
/ ﬂ\
i
|
\

|

|

|
DCON

ZIW=YyYADLCO—MMAEBERAI LT
IVFRZILIDHARBAIAERLN

DLC Coated Single-flute Carbide End Mill for Aluminum Sash
(3D Type, RH Cut and LH Helix)

UIHISH S | P.123 |

—

JI—F 4 VICBUSHREETIEEHHDIIHL
4RELE2 <RIBS DT,

End mills may have some discoloration, but it does not cause any
performance problems.

g

_—— KD ASN
CARBIDE ) ¢ p= 45°
0~-0.02
(BAz:mm) (Unit:mm)
Y=lUNo. ‘R 2R |IR| |y [WIR TR | TE | E= | SR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2| 5| 6 [112] 4 O - =
3 9 [16.9 1 0 - -
4| 65|12 [18 6 0 - =
5 15 |19.2 0 - =
6| 7018 | — 0 -] -
8 | 85|24 — 8| , 0 -1 -
10 | 100 | 30 - |10 0 -1 -
12 | 110 | 36 - |12 O -1 -
Type 1 15

DC
@\
T
\
]
|
|
DCON

APMX

LH LH
LF LF
Type 2 Type 2

= N 87 =

2 e S — -§ i — -8
APMX APMX
LF LF
= e A&l | TUN—RVE ATV |k WEE |73 |J57710 |FIVEE |WEEE | T5RFYY
Work| Carbon Steel  Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 49494 & | Alloy Alloy Alloy Resistant

E e Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~65HRC |~ 35HRC |~ 350HB
DLC-E1-3D O] 0O O
DLC-E1-3D-L 010 @)

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.



ZIW=YyRADLCO—MABERI T
IVREI5DAE

DLC Coated Single-flute Carbide End Mill for Aluminum Sash(5D Type)

IR Cion | P123 |

A o—— 2

JI—FT 4 VICBUSHREET DEEHH DI I
HeELIFE<EESD T A

End mills may have some discoloration, but it does not cause any
performance problems.

ZIW=YyYADLCO—MMAEERAI T
IVRZISDHARBAERLN

DLC Coated Single-flute Carbide End Mill for Aluminum Sash
(5D Type, RH Cut and LH Helix)

M e, | P123 |

1) o 5

=T« VIICBUSHREETIEEHHDIIH
HEE L2 EESHDE A

End mills may have some discoloration, but it does not cause any
performance problems.

— | stinink (NN | — KN AN
CARBIDE DLC FIT 45 CARBIDE DLC FIT 45°
0~-0.02 0~-0.02
(B iz:mm) (Unit:mm) (BA7:mm) (Unit:mm)
Y=lbNo. |SHB =R |AIR| |y (WIB|FAR| R | EE |REER Y=lbNo. |SMB 2R |AR| | WIB|IFAR| ERE | EE |RERR
EDP No. DC LF | APMX DCON | Type | Stock | (g) [(Yen) EDP No. DC LF | APMX DCON | Type | Stock | (g) |(Yen)
2 50 | 10 |154 4 O = - 2 55| 10 |154 4 O - =
3 15 1229 0 - | - 3 15 |22.9 0o - | -
a| %120 2 6 ! ) - | - a| %20 2 6 ! 0 - | -
5| 025 (292 o [ 5] 75| 25 [292 _al -1 -
6 30 - O - - 6 80 | 30 - O - —
8 | 9040 | — 8| , O - | - 8 | 100 | 40 | — 8 | , 0o - | -
10 | 110 | 50 - 10 O = - 10 | 120 | 50 = 10 O - -
12 /120 60 | — | 12 o -1 - 12 | 130 60 | — | 12 o -1 -
T 1 T 1
ype )}50 ype 15°
f = f =
19 %
RS OSSY———— - g R e — - g
APMX APMX
LH LH
LF LF
Type 2 Type 2
I N N — S g - = A &
3 DTSR I i g
APMX J APMX i
LF LF
HEHIAAEE | SRR Agll | TUN\—RVE AT VU | Bk EEE |TIIAE Y7710 |FHUEE |WEEE |T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  |Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TEH |BEEANS Steel 54944 % |Alloy Alloy Alloy Resistant
ElLE = Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~60HRC | ~65HRC |~ 35HRC |~ 350HB
DLC-E1-5D O | 0O O
DLC-E1-5D-L O 0 ®)

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.)
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons
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ZIW=YyRADLCO—F2MABER I ITT
IVRZIL3DHE

DLC Coated 2-flute Carbide End Mill for Aluminum Sash(3D Type)

EIBIERM Sie... | P.124 |

+ P B

JI—F 4 VICBUSHRET DEEHHD I
HeELiEE<LEESD T A

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD RSN
CARBIDE )\ p— 45°
0~-0.02
(BAL:mm) (Unit:mm)
Y=luNo. (SRR |IR| \y [WIR TR | 12E E= | SR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2| 5| 6 [112] 4 O -1 =
3 9 |16.9 1 O -1 -
4 12 |18 O -1 -
5| s 192 © e
6 18 - O -1 -
8 | 75|24 — 8| , O -1 -
10 | 90|30 - |10 0 -1 -
12 | 100 | 36 - |12 O -1 -
Type 1
15°

! =
S ¢

Type 2

LF

ZIW=YyYRADLCO—R2MABERITT
IVFRZILIDAREHIERLN

DLC Coated 2-flute Carbide End Mill for Aluminum Sash
(3D Type, RH Cut and LH Helix)

EIBIZAE &ndons| P.124 |

2

&+ e

JI—F 4 VICBUSHRETDEEHHD I
ML= <EESH DT

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD AN
CARBIDE )\ p 45°
0~-0.02
(BAZ:mm) (Unit:mm)
Y=luNo. ‘R 2R |IR| \y [WIR TR | ZE E= | SR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2| 5| 6 [112] 4 O =1 =
3 9 [16.9 1 O -1 -
4 | 6512 [18 6 O -1 -
5 15 |19.2 O -1 -
6| 70[18 | — gl -] =
8 | 85|24 — 8| , O -1 -
10 | 100 | 30 - |10 O -1 -
12 | 110 | 36 - |12 O -1 -
Type 1
15°

DC
]
!
DCON

LF

Type 2

=z v =

g R — g
APMX

LF
HHIME | BesRsl Agll | TUN\—RVE A7 VU | Hdk EEE |FIIAE |957710 |FHVEE |WEEE |T5AFVY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 V% |Alloy Alloy Alloy Resistant
BRsIE Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy

Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~60HRC | ~65HRC |~ 35HRC |~ 350HB

DLC-E2-3D O 10 ©

DLC-E2-3D-L O 10 (@)

® = 1REFXER

EEEESICDWT Inventory symbols

O=#ZEEBR(FEEZCHERTTL.)

Standard stock item

O=HEXEETEER

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

A =FREROEBBRBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.



ZIW=YyIRADLCO— P2 AEERA I ITT
IVFRZI5DHE

DLC Coated 2-flute Carbide End Mill for Aluminum Sash(5D Type)

EIBIZRME Sns.. | P.124 |

ﬁ@ S—

=T« VICBUSHREETIEEHHDIIHL
HEE LI < EESHDE A

End mills may have some discoloration, but it does not cause any
performance problems.

g |

_—— KD AN
CARBIDE ) ¢ p= 45°
0~-0.02
(BAz:mm) (Unit:mm)
Y=lbNo. ‘R 2R |IR| |y [WIR TR | TE | E= | SR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2| 50| 10 [154 | 4 O = =
3 15 229 0 -1 -
a| % 20 |26 6 ! 0 -1 -
51 591251292 e
6 30 | — 0 -1 -
8| 90| 40 | — 8 |, O - =
10 [110] 50 | — | 10 0 -1 -
12 [120] 60 | — | 12 0 -1 -
Type 1
15°

Type 2

ZIW=YyYADLCO—F2ABERAI LT
IVRSISDHREAERLUN

DLC Coated 2-flute Carbide End Mill for Aluminum Sash
(5D Type, RH Cut and LH Helix)

DB Coindens| P.124 |

=T« VIICBUSHREETIEEHHDIITHL
g LFE<LEEHDEF A

End mills may have some discoloration, but it does not cause any
performance problems.

g

_—— | sRINKOI N\ \\
CARBIDE ) ¢ pe 45°
0~-0.02
(BAz:mm) (Unit:mm)
Y=lbNo. ‘R 2R |IR| |y (W AR | £ | E2 |BHiR
EDP No. DC LF | APMX DCON | Type | Stock | (g) | (Yen)
2| 55| 10 [154 | 4 O -1 =
3 15 [229 O - | =
a| ® 20 |26 6 ! O - | =
5| 75| 25 [29.2 e
6| 8| 30 | — O - | =
8 [ 100 | 40 | — 8 | , O -] =
10 [120] 50 | — | 10 O -1 =
12 [130] 60 | — | 12 O -1 =
Type 1

Type 2

= "~ 7 P Z =
W —— T
APMX J
LF
HRHIME | eERe Al |TUN\—RVE A7 VUAH | HEk waE |(7VIag (J57740 |FHvaE |HBEE | TSATFYY
Work|Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material JUN-RV8 TEH |BEEANE Steel 9494 5% | Alloy Alloy Alloy Resistant
BT =] Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~b5HRC | ~B0HRC | ~65HRC |~ 35HRC |~ 350HB
DLC-E2-5D O] 0O @)
DLC-E2-5D-L O 10 (©)

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Limited standard stock item

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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A=I\—IYJSHDLCI—NEEIVRII

DLC Coated Carbide End Mill for Super Engineering Plastic

EIRISRAE Se... | P.125 |

ook e——g

DC=0.5 1<DC
JI—F 4 VICBUSHRET DHEEHHD I H
HEELE2<EES DT A

End mills may have some discoloration, but it does not cause any
performance problems.

_—— KD RSN
CARBIDE 1) c\cuss O . e 25°

DC<6 0~-0.015
6=DC -0.005~-0.02

3DHAE 3 x D cutting length (8fz:mm) (Unitmm)

Y—JU No. HEXFIR 2R " JIIE T 27N 1£E 52 1R
EDP No. DCXAPMX LF DCON ZEFP Type Stock (9) (Yen)
8470005 05 X 15 8.7 2 [ ) 10 3,480
8470010 1 X 3 45 9.4 4 [ ) 10 3,400
8470020 2 X 6 11.2 1 B [ ) 10 3,400
8470030 3 X 9 55 16.9 3 [ ) 20 3,530
8470040 4 X 12 18.1 6 [ ) 20 4,060
8470060 6 X 18 60 - 2 [ ) 24 4,760

5DHAE 5 x D cutting length

(B A7:mm) (Unit:mm)
Y=L No. SEXTR E " wE | Am | TR | aE EE | mEmE
EDP No. DCXAPMX LF DCON ZEFP Type Stock (9) (Yen)
8471005 0.5 X 2.5 45 9.7 2 [ ) 10 5,340
8471010 1 X 5 114 4 [ ) 10 5,160
8471020 2 X 10 50 15.2 1 B [ ) 10 5,160
8471030 3 X 15 55 229 3 [ ) 18 5,290
8471040 4 X 20 60 26.1 6 [ 21 6,070
8471060 6 X 30 75 - 2 [ ) 30 7,110
Type 1 Type 2
715
eSS - ,+ %{ UE = - _ _ ] 51
a o] a ~— O
a a
APMX
LH APMX
LF LF
HRHIAAEE [ R~ agll |[TUN—RVHE ATV | Bk REE |7I3EE (J5774N |FIVEE |MEESE | TS5RAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material JUN-RVE TESH |BEEANS Steel 54944 V% |Alloy Alloy Alloy Resistant
EllErt = Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~B5HRC |~ 35HRC|~ 350HB
SEP-EL O 1|0 @)
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.




0SG PHOENIX AYR3ERINT VRS IL3H
AROIF - A=FSIFRIA4T

0SG PHOENIX Exchangeable Head End Mill 4-flute Square and Corner

A—TA VT ICBEODRETDHEDHIETH,
R Li3xe<HEDHYE LA,

End mills may have some discoloration, but it does not

cause any performance problems.

B

DCON

RE1 Cs

FAIR—IVEL

Radius Type
DB Coindens| P.127 |
- 'J |
Siﬂi;!l I»Hng I @m?ﬁ;’%ﬂ? I Famqal Iﬁling Profile IEH'?
w ||
- J
RE APMX \ s RE APMX
IF FAIR—IVEL LF
without Coolant Hole

without Coolant Hole

2|' ‘fllﬁl'\—lllﬂb without Coolant Hole
PXAL 38HA RII7-0—FF5 VT AWK Three Flutes,Square-Corner Radius Type

(B2 :mm) (Unit:mm)

HE | I-THE| W IE 2R BE |RUhs @ERE ME | IR | REMS
DC RE ZEFP APMX LF DCON FHA Cs Grades | Type (Yen)
7834930 PXAL100C10-03R000 0 1 14,000
7834931 PXAL100C10-03R100 10 1 3 10 16 9.8 45° c10 XP4625 1 14,000
7834932 PXAL100C10-03R250 2.5 1 14,000
7834933 PXAL120C10-03R000 | % 12 0 3 12 18 9.8 45° XP4625 2 14,800
7834934 PXAL120C12-03R000 0 1 14,800
7834935 PXAL120C12-03R100 12 1 3 12 18 11.7 45° 12 XP4625 1 14,800
7834936 PXAL120C12-03R300 3 1 14,800
7834937 PXAL140C12-03R000 | %k 14 0 3 14 20 11.7 45° XP4625 2 20,300
7834938 PXAL160C16-03R000 0 1 22,900
7834939 PXAL160C16-03R100 1 1 22,900
7834940 PXAL160C16-03R200 16 2 3 16 235 15.7 45° C16 XP4625 1 22,900
7834941 PXAL160C16-03R300 3 1 22,900
7834942 PXAL160C16-03R400 4 1 22,900
7834943 PXAL180C16-03R000 | % 18 0 3 18 255 15.7 45° XP4625 2 25,400
7834944 PXAL200C20-03R000 0 1 26,700
7834945 PXAL200C20-03R100 1 1 26,700
7834946 PXAL200C20-03R200 20 2 3 20 27.5 19.6 45° 20 XP4625 1 26,700
7834947 PXAL200C20-03R300 3 1 26,700
7834948 PXAL200C20-03R400 4 1 26,700
7834949 PXAL220C20-03R000 | % 22 0 3 22 29.5 19.6 45° XP4625 2 32,100
7834950 PXAL250C25-03R000 0 1 34,800
7834951 PXAL250C25-03R100 1 o 1 34,800
7834952 PXAL250C25-03R300 25 3 3 % 35 2 * €25 Xpa625 1 34,800
7834953 PXAL250C25-03R500 5 1 34,800

WAKRIAEp.45% ZE T XU, See page 45 for applicable holders.

* NKELT7

Reduced Shank Type

Reduced Shank Type

Y PXAL A 417

Example

CHAREATE Y IVBKVBIEAREDOEHPKEN
7= ERBEBEEDROILBEMT PR Y MITIC

RETY

*The outer diameter of the reduced shank type is larger than the shank
diameter, making it highly effective in the processing of die and mold
applications that require vertical wall milling or pocketing.

SEo12
DC P12

R 2R

Rshape

v EEORMIRT.
ATV T IMIROHREEE
BEIELEY

The R shape on the shank side edge
prevents streaks during milling.

EEXAELTCUEREEEMERYETY, Stockare categorized as C (Standard stock item).
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0SG PHOENIX ANy RSB I VRSV
PXMAZRARL—bIv IRV

0SG PHOENIX Straight Shank Holder for Exchangeable Head End Mills

‘ A ——
BHTA
2 2 [ } %)
| % I !
o o o - . o
g a o o
a B a
LF LF
Z1LR—ILEL without Coolant Hole A R—)L#EL without Coolant Hole

Ay NEFERFD BRI R Head +LB

| Head | LB
1 |
o
a J

2|‘ ’f, lll.ﬁ_, ll# lJ without Coolant Hole

#BEES v/ ¥ Carbide Shank (B :mm) (Unit:mm)

Ay FERfIEOBE R
Head +LB
ocomis| peowns | BHTA | LF | b e PP powe oc SR T | R CER
v 010, 12,16, gt
PXALPASH | 20.25,32 Reduced Shank Type|

7801830 PXMZ-C10SS10-S075CS 10 ’ 75 17.3 303 333 353 1 34,200
7801810 PXMZ-C10SS10-L100CS 9.8 10 0 100 373 50.3 533 553 c10 1 37,400
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 80 83 85 2 54,500
7801831 PXMZ-C125512-S075CS 12 0 75 24 384 42 44 1 42,700
7801811 PXMZ-C125S12-L100CS 12 ’ 100 459 60.3 63.9 65.9 1 47,600
7801832 PXMZ-C12S512-L115CS 17 12 0° 115 64.2 78.6 82.2 84.2 2 1 54,500
7801841 PXMZ-C12TP16-LL135CS 16 1.3° 135 83.8 98.2 | 101.8 103.8 2 82,700
7801833 PXMZ-C16S516-S090CS 16 0 90 39.2 57.9 62.7 64.7 1 58,800
7801812 PXMZ-C16SS16-L130CS 157 16 0 130 61.2 79.9 84.7 86.7 Cl6 1 73,200
7801834 PXMZ-C16SS16-L135CS 16 0° 135 84.2 1029 | 107.7 109.7 1 74,600
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 115 136.5 | 1385 140.5 2 113,000
7801835 PXMZ-C20S520-S090CS 20 0° 90 39.1 60.6 66.6 68.6 1 71,700
7801813 PXMZ-C205520-L150CS 20 0 150 78.4 999 | 1059 107.9 1 107,000
7801836 PXMZ-C20SS20-L180CS 196 20 0° 180 109.1 1306 | 136.6 138.6 20 1 110,000
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 140 161.5 | 167.5 169.5 2 139,000
7801814 PXMZ-C255525-L200CS 24 25 0 200 96.6 1241 131.6 - C25 1 141,000
7801815 PXMZ-C325S32-L250CS 28 32 0 250 115.2 - 159.9 - C32 1 263,000

1. PV TOPHAARPERISRNED V=S N I BERETE, .
1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

45 ‘ FEERANMNILTCUBEEEMERYET, Stockare categorized as C (Standard stock item).




0SG PHOENIX AYRIHRRI VRSV
PXMAZRRL—bIv IRV

0SG PHOENIX Straight Shank Holder for Exchangeable Head End Mills

DCONW:

5

LB
LF

FAILAE—ILEL without Coolant Hole

DCONMS

DCONWS
r“j
W

DCONMS

FAILAE—ILEEL without Coolant Hole

7]' ‘f , lll'k_‘ llﬁb without Coolant Hole

M 47 steel shank

: N

AY REfFRFDERR Head +LB

Head ‘ LB

I

N

(B2 :mm) (Unit:mm)

Ay RSB OBHE
Head +LB
B (VR AE 2R | BTR FERE| IR | REME
DCONWS | DCONMS | BHTA LF LB [PXVC.PXAL |PXVC.PXALPXSHAR DC| s | Type (Yen)
PISHI 012.14.18.22
Except PXVC,| 010, 12, 16, (k447
PXALLPXSH | 20.26.32 | 22"
7801800 PXMZ-C105510-S075 938 10 0° 75 12 25 28 30 c10 1 11,300
7801801 PXMZ-C125512-5100 7 12 0 100 18 324 | 36 38 1 1 15,500
7801821 PXMZ-C12TP20-S145 ) 20 5° 145 47.4 618 | 65.4 67.4 2 18,200
7801802 PXMZ-C165516-5100 157 16 0 100 23 417 | 465 85 | o 1 15,700
7801822 PXMZ-C16TP25-S155 ‘ 25 5° 155 53.1 718 | 766 786 2 21,900
7801803 PXMZ-C205520-5120 196 20 0 120 28 495 | 555 575 | 0 1 18,500
7801823 PXMZ-C20TP32-5170 ) 32 5° 170 70.8 923 | 983 | 1003 2 25,900
7801804 PXMZ-C255525-5140 24 25 0 140 345 62 69.5 - C25 1 19,300
7801805 PXMZ-C325532-5160 28 32 0° 160 33 - 77.7 - 32 1 23,500

1. PV TODPHAADPERISLNKD T -T2 M XM BEAETE,

1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

EEXRAELTCUBEEEMERYETY, Stockare categorized as C (Standard stock item).
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0SG PHOENIX AYRIHRRI VRSV
PXMAY3—1 Yk

0OSG PHOENIX Exchangeable Head End Mill PXM Joint

CRKS

LF FAINR—ILEL
without Coolant Hole

BFHBO > A (OP-SFA)IC
j]D + @ PXMUEMABHE BTSN,
PXMS U~ XDERATRL 2 £ T

PXM series can be used with the shank holder (OP-SFA)

DCONWS
S
J

DCONMS
DCSFMS

PXM¥U—X PXMJ OP-SFA by connecting the joint holder (PXMJ) .
PXM Series
ZI' 'f' lu'li-l bﬁb without Coolant Hole
PXMJ 231> b Joint (7 :mm) (Unit:mm)
BRAYIE| HRUMAI | BRLHE | HRU EF B A
applicable| WEE | REGE | 51X | AN | BF | g | BEE )RR
Head Dia. | DCONWS | DCONMS CRKS Spanner DCSFMS
7801893 PXMJ-C12SF06 12 11.7 6.5 M 6 PXMP8-10 18 11 C12 11,000
7801894 PXMJ-C16SF08 16 15.7 8.5 M 8 PXMP13-16 21.8 14.5 C16 14,000
7801895 PXMJ-C20SF10 20 19.6 10.5 M10 PXMP13-16 26.5 18 C20 15,500
7801896 PXMJ-C25SF12 25 24 12.5 M12 PXMP21 34 23 C25 17,700
.%Bl'-ll:ll'-l Accessories
Y—JVNo. 230 BRANY RSME | FERE | HEREMCSTMLS R
EDP No. Designation Applicable Head Dia. Cs Recommended Tightening Torque| ~ (Yen)
010, ¢12(NK547)| Ci0 10N - m
7801890 PXMP8-10 012,014 2 T2N-m 1,210
®16,018 C16 30N m
. 7801891 PXMP13-16 020,022 20 SON- m 1,820
Spanner 7801892 |  PXMP21 ®25 25 60N+ m 1,900
7801897 PXMP24 @32 C32 60N * m 2,360

PXMERDANFERVET, ANFIZFBETHEATIL,
There spanner are specifically for PXM, and sold separately from the cutters.
1T ML IE EREBRT I,
2. T ML BEOIEDDERMNL LY FICONWTIEEHERETERVEETEL,
1.Please refer to the table above for tightening torque.
2.Contact your nearest OSG sales representative for details of our dedicated adjustable torque wrench for tightening inserts.

‘ FEERAMNILTCUBEEEM)ERYET, Stockare categorized as C (Standard stock item).




0SG PHOENIX Ay REHBER I VRSV
PXMA3L Y

0SG PHOENIX Collet for Exchangeable Head End Mills

- ————
e
Ya—h
Short
A
H ’ 3
e —
IFAKSY3—b
am —_— Extra Short
\,,

IV BEY
Holder Type B

C
BD
DCONWS

L2 RN —1fF&
) with Center-through

(B3 :mm) (Unit:mm)

Ay NE{FEFDERET Head + |2 e
=]
Dﬁﬁs oo | 1 ﬁzﬁ PG FA~ |PXVC. PXAL, PXSHAZDC | 157 E{fﬂ*ﬁ
Except PXVC,| ®12.16. [01418.20083(7)] Cs
PXAL, PXSH 20.25 | Reduced ShankType
7834001 PXMC-C1205 |11.7| 26 [10.5| 5 19.4 23 25 C12| 14,900
IF+FZRSva—k 7834002 PXMC-C1605 |15.7| 26 |[10.5| 5 23.7 28.5 30.5 C16 | 14,900
Extra Short 7834003 PXMC-C2005 |19.6| 26 [10.5| 5 26.5 325 34.5 C20| 14,900
7834004 PXMC-C2505 (24 | 26 |[10.5| 5 325 40 = C25| 14,900
7834011 PXMC-C1230 |11.7| 26 [35.5]| 30 444 48 50 C12| 16,000
y3—K 7834012 PXMC-C1630 |15.7 | 26 [35.5| 30 48.7 53.5 555 C16| 16,000
Short 7834013 PXMC-C2030 |19.6| 26 [35.5]| 30 51.5 57.5 59.5 C20| 16,000
7834014 PXMC-C2530 |24 | 26 |35.5| 30 57.5 65 = C25| 16,000
1. PXMCI£[OSG PHOENIX PXM>U—X DAy REAIL Y hTY,
2. 1 TR HFETREAY K 1 PXNH. PXNL. PXSE. PXSM. PXDR. PXRE. PXHF-AM. PXBE. PXBM
1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM” series.
2. Applicable exchangeable heads: PXNH, PXNL, PXSE, PXSM, PXDR, PXRE, PXHF-AM, PXBE, PXBM.
| | PXMC*".”;EI\'ij:/JU >7:/Z7_'L\ ﬂﬂl—g Product Listing of PXMC corresponding to the HYPRO Shrink System (BT :mm) (Unit:mm)
Extra Short Short
8910000 BT30-SLK12-35 P30T-1(MAS1) *2 38 45.5 70.5
8910001 BT30-SLK12-35 P30T-2(MAS2) *2 38 45.5 70.5
RILSBEY 8910002 BT40-SLK12-45 38 55.5 80.5
Holder Type B 8910003 BT40-SLK12-75 38 85.5 110.5
8910005 A63-SLK12-75 38 85.5 110.5
8910006 A63-SLK12-135 38 145.5 170.5

1 RIS ERETRELET I,

2.PXMC ALy hINA 702U ALy N ATLAERBRMENBHIET,
3. "2 BT30AKRINEDHTIWAR Y KRV IDRHBLET.,

1. Contact your local OSG sales representative for information regarding pricing.
2.The PXMC collet is compatible with the HYPRO Shrink Collet System.

3.*2 1 0nly BT30 holders come with a pull stud bolt.

FEERAMNIETCHZEEER)ERYET. Stockare categorized as C (Standard stock item). ‘




OSG PHOENIX 4OJ—7BHIbAAYS

0OSG PHOENIX Indexable 4-Corner Shoulder Cutter

EIHIERAE St P129]
Z hl/_ 59777947 (SS) Straight Shank Type

DCON

DCON

APMX

LF

FAIWKR—=IAFE FAWR=IAFE

with Coolant Hole with Coolant Hole

(B2 :mm) (Unit:mm)

_ nE | Tm [srvoom| eR | BTR | oy | BB |BRaCT| EEEE
DC ZEFP DCON LF LH (kg) Type (Yen)

7803001 PSFO9R0255525-3S 25 3 25 120 35 5 0.4 1 47,900
7803002 PSFO9R0325532-4S 32 4 32 130 45 5 0.72 1 61,600
7803003 PSFO9R040SS32-55 40 5 32 140 50 5 0.88 2 78,400

=TV JICBEOSDPREETBHED
HYETH. HEE LIZ2<HEDHVELA,

XP46_1 0 < Inserts may have some discoloration, but it does not
(DLC:]_T'TJb cause any performance problems.
N DLC coating
WERA Y =B inserts (84 :mm) (Unit:mm)
A% —bstix A—71 I
O Y Insert Size Grade of Coated Materials B
Designation No. of Cutting Ex EFE E500F (Yen)
Edges IC S AN RE ([E2E% ) XP4610
BS
SDHT09T308FR-NM 4 9.07 3.97 15° 0.8 2.5 % 7818076 2,520
#=NEW SIZES
ARHIMBIHEREM B Ep 1292 ZBR TN,
* Please refer to p.129 for recommended materials by insert type.
.EBI:'I:I':l Accessories
Y—JVNo.| ®UO BRAART 1 Y—JVNo. | BV BRAKRT  [REME
EDP No. |Designation| Applicable Body EDP No. |Designation| Applicable Body (Yen)
@@ FS30573 | PSF SS p25~40 z T8-D PSF SS ¢25~40
sl | 7898110 | (Tor8) | PSFBORE $50~80 Ly 7808205 | (330, 8) | p3F BONE Bs0-80| 1310
Clamping Screw Wrench

LY FIERIEZBATE0 . The wrenches are sold separately from the cutters.

‘ FEERANMNILTCUBEEEMERYET, Stockare categorized as C (Standard stock item).
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OSG PHOENIX 40—7BHIbAAYS

0SG PHOENIX Indexable 4-Corner Shoulder Cutter

UIEISE S | P.129 |

7|'\‘7947° (BORE) Bore Type

BlE

Side Milling

; ﬂ BN
il

Slotting

L
bC | ' F AL

with Coolant Hole

(B4 :mm) (Unit:mm)

s | wm | WF | ke | nm [WEFBKeyso | EE | SEMES
DC ZEFP LF DCSFMS | DCON & KWW | 32X b (kg) (Yen)
7803011 PSFO9R050M22-6 50 6 40 45 22 10.4 6.3 5 0.3 80,700
7803012 PSFO9R063M22-7 63 7 40 50 22 104 6.3 5 0.5 93,000
7803013 PSFO9R080M25.4-9 80 9 50 60 254 9.5 6 5 1.02 110,000
IC
©)
Bs[[&
- A—TA 2 JICBEOPRETDEHEED
JA‘EJ"’ BUETH. e Lz <EBUE LA,
’q/\/ XP46_1 0 < Inserts may have some discoloration, but it does not
(DLES:_T:Jb) cause any performance problems.
. coating
WERA Y —B inserts (4 :mm) (Unit:mm)
43#—S|~rn£ . :'d_i‘ ‘/dﬁh‘/?ﬂi |
nsert Size rade of Coate aterials
WO ThIH - A
Designation No. of Cutting Ex RFE _‘c‘.( 501 (Yen)
Edges IC : ol RE (L) XP4610
BS
SDHTO09T308FR-NM 4 9.07 3.97 15° 0.8 25 % 7818076 2,520
#=NEW SIZES
ARHIMBIHEREM B Ep 1292 ZBR TN,
* Please refer to p.129 for recommended materials by insert type.
.%Bl‘-ll:l"-l Accessories
Y—JVNo. | MUV BRART 1 Y—JVNo. | BV BRAKRT  [REME
EDP No. |Designation| Applicable Body EDP No. |Designation| Applicable Body (Yen)
@@ FS30573 | PSF SS ¢ 25~40 @ T8-D PSF SS ¢ 25~40
P 7808110 | (T5rx 8)” | PSF BORE )50~80 LoF 7808205 | (Torx8) | PSF BORE ¢50~80| 1310
Clamping Screw Wrench

LY FIRRIEZBATE,

The wrenches are sold separately from the cutters.

HEEXRAELTCUEREEEMERYETY, Stockare categorized as C (Standard stock item). ‘
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OSG PHOENIX

0OSG PHOENIX Indexable Disc Cutter

FARIHYY

EBISRM S0 | P.130 |

&) ~|e

DCSFMS

DCON
o KVYW

FAIFR—IAFE

with Coolant Hole

INTUABY DEHICHY ZBEBICAD

RAOTWBHEEDHYET,
For balancing purposes, a hole may be present
on the flute of the cutter.

(BA7:mm) (Unit:mm)

NE | WM | HvsES | RiES | KA@ | R |REF-RKysot) | SEEEd| B8 | S
DC ZEFP LF CBDP | DCSFMS | DCON | = kww | X b RPMX (min™) | (kg) (Yen)
7835101 PFDCO9R080M22-4 80 40 20 45 22 10.4 6.5 5 10,000 | 0.5 86,900
7835102 PFDCO9R080M25.4-4 80 4 45 23 50 254 9.5 6 5 10,000 | 0.6 86,900
7835103 PFDCO9R100M22-4 100 4 40 20 45 22 104 6.5 5 10,000 | 0.7 93,000
7835104 PFDCO9R100M25.4-4 100 4 45 23 50 254 9.5 6 5 10,000 | 0.83 | 93,000
7835105 PFDCO9R125M22-5 125 5 40 20 45 22 10.4 6.5 5 10,000 | 1 111,000
7835106 PFDCO9R125M25.4-5 125 5 45 23 50 254 9.5 6 5 10,000 | 1.07 | 111,000
IC ‘%
D =T JICBEOPRETEIHED
BS|[ & < BUETH. e L2 <IESYE LA,
< Inserts may have some discoloration, but it does not
XP4610 cause any performance problems.
(OLCO—F+Y)
DLC coating
WERA Y —b inserts (B4 :mm) (Unit:mm)
'f‘/l"j‘—sl_*ﬂ'if . :Id_fj_;r ‘/ﬁﬂi_ |
. whxﬁ nsert Size rade o oate aterials
Desnizzv}a)tion No. of Cutting Bx EIE 50V g(ﬁ{?gﬁ
Edges Ic 5 1 RE (Bl 3) XP4610
BS
SDHT09T308FR-NM 4 9.07 3.97 15° 0.8 25 7818076 2,520
RHIMBIHERA E (3 p. 1302 BB T XL,
* Please refer to p.130 for recommended materials by insert type.
WEBS Accessories
Y—JVNo. O BRART A Y—JINo.| HU BRART A TREEATAR
EDP No. Designation | Applicable Body EDP No. |Designation | Applicable Body (Yen)
F$30573 = T8
2578t 7808110 (Torx 8) PFDC ¢80~ ¢ 125 LoF 7808205 (Torx 8) PFDC ¢80~ 125 1,310
Clamping Screw Wrench

‘ FEERANMNILTCUBEEEMERYET, Stockare categorized as C (Standard stock item).

L FIRABZBATEL.

The wrenches are sold separately from the cutters.




OSG PHOENIX 6 1—7FBHIDAAOYS
0OSG PHOENIX Indexable 6-corner Shoulder Cutter Triangle W-sided
Insert Type

DB Coindens| P.131 |
ZHJ—l"J'\""Jﬁg‘fj(SS) Straight Shank Type l

.

i:i

(|

{AlE
Face Millng Side Milling

900 -

DCON
DCON

FAIER—IAFE FAIER—IAFE

with Coolant Hole with Coolant Hole

(B4 :mm) (Unit:mm)

_ HE | Yo' &R BTR | omx BE |EROY-N BREAT | RS
DC ZEFP DCON LF LH (kg) | Applicablelnserts |~ Type (Yen)
7803014 PSTWO09R0255525-2S 25 2 25 120 35 7.5 0.41 1 36,400
7803015 PSTWO09R0255525-2L 25 2 25 170 70 7.5 0.58 1 39,600
7803016 PSTWO09R0255525-3S 25 3 25 120 35 7.5 0.4 1 48,700
7803017 PSTWO09R026SS25-2L *26 2 25 170 35 7.5 0.59 2 40,100
7803018 PSTWO09R028S5525-2L *28 2 25 170 35 7.5 0.6 2 40,700
7803019 PSTWO09R028SS525-3S *28 3 25 120 35 7.5 0.41 2 49,700
7803020 PSTWO09R030SS32-2L 30 2 32 190 920 7.5 1.02 1 42,700
7803021 PSTWO09R030SS32-3S 30 3 32 130 45 7.5 0.7 1 51,100
7803022 PSTWO09R0325532-3S 32 3 32 130 45 7.5 0.74 ® 1 51,400
7803023 PSTWO09R032SS32-3L 32 3 32 190 45 7.5 1.1 1 55,600
7803024 PSTWO09R0325532-4S 32 4 32 125 40 7.5 0.7 1 63,400
7803025 PSTWO9R033SS32-3L %33 3 32 190 35 7.5 1.1 2 56,100
7803026 PSTWO9R035SS32-3L *35 3 32 190 35 7.5 1.12 2 56,800
7803027 PSTWO09R0355532-4S %35 4 32 130 35 7.5 0.75 2 64,500
7803028 PSTWO09R040SS32-4S 40 4 32 140 50 7.5 0.85 2 66,900
7803029 PSTWO09R040SS32-4L 40 4 32 190 45 7.5 1.15 2 71,700
7803030 PSTWO09R040SS32-5S 40 5 32 140 50 7.5 0.84 2 79,200

BAAM Y —MEERIEP.54ZZET X,

See p.54 for available inserts and parts.

* IKEA1T
Reduced Shank Type

HEEXRAELTCUEREEEMERYETY, Stockare categorized as C (Standard stock item). ‘ 52
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OSG PHOENIX 6 1—7FBHIDAAYY
0OSG PHOENIX Indexable 6-corner Shoulder Cutter Triangle W-sided
Insert Type

YJBISRA conations | P13 1
ﬂ-\‘?g‘{j(BORE) Bore Type

oo [

DCSFMS

DCON
Kww

ooz

DCSFMS

DCON
Kww

oc
NT=2A%1) 1—11#% Power Screw Type

FA)VE—=)L{FE with Coolant Hole A4 )VE—=IVFE with Coolant Hole

#4)R—)V % with Coolant Hole

(B4 :mm) (Unit:mm)

_ ne | o | W27 | k2@ | g BEFRKysod | oss g PR meme
DC ZEFP TF DCSFMS | DCON | iz kww | B b (kg) | Applicabl nserts T (Yen)
7803031 | PSTWO9R040M16-4 40 4 40 38 16 8.4 5.6 7.5 0.23 2 63,400
7803032 | PSTWO09R040M16-5 40 5 40 38 16 8.4 5.6 7.5 0.23 2 75,900
7803033 | PSTWO9R050M22-4 50 4 40 45 22 104 6.3 7.5 0.33 2 76,800
7803034 | PSTWO9R050M22-6 50 6 40 45 22 104 6.3 7.5 032 2 88,800
7803035 | PSTWO9R063M22-5 63 5 40 50 22 104 6.3 7.5 0.52 2 78,600
7803036 | PSTWO9R063M22-7 63 7 40 50 22 10.4 6.3 7.5 0.52 2 104,000
% 7802907 | PSTWO9R080M25.4-7 80 7 50 60 254 9.5 6 7.5 1.07 v 2 128,000
% 7802908 | PSTWO9R080M27-7 80 7 50 60 27 124 7 7.5 1.05 2 128,000
% 7802909 |PSTWO9R100M31.7-10| 100 10 63 70 31.75 12.7 8 7.5 2.05 2 164,000
% 7802910 | PSTWO9R100M32-10 100 10 50 70 32 14.4 8 7.5 1.59 2 164,000
% 7802911 | PSTWO9R125M38.1-12| 125 12 63 90 38.1 15.9 10 7.5 3.01 4 187,000
% 7802912 | PSTWO9R125M40-12 125 12 63 90 40 16.4 9 7.5 2.96 2 187,000
% 7802913 | PSTW12R050M22.2-3 50 3 40 47 22225 8.4 5 12 0.32 1 68,700
7803100 | PSTW12R050M22-3 50 3 40 45 22 10.4 6.3 12 0.3 1 65,300
7803101 | PSTW12R050M22-4 50 4 40 45 22 104 6.3 12 0.3 1 78,600
%X 7802914 | PSTW12R063M22.2-3 63 3 50 60 22225 8.4 5 12 0.77 2 73,900
7803102 | PSTW12R063M22-3 63 3 40 50 22 104 6.3 12 0.48 2 70,300
% 7802915 | PSTW12R063M25.4-5 63 5 50 60 25.4 €5 6 12 0.7 2 78,600
7803103 | PSTW12R063M22-5 63 5 40 50 22 104 6.3 12 0.46 2 90,400
7803104 | PSTW12R080M25.4-5 80 5 50 60 254 9.5 6 12 1.08 2 93,400
% 7802916 | PSTW12R080M31.7-5 80 5 63 76 31.75 12.7 8 12 1.56 2 109,000
7803110 | PSTW12R080M27-5 80 5 50 60 27 124 7 12 1.07 2 93,400
7803105 | PSTW12R080M25.4-6 80 6 50 60 254 9.5 6 12 106 | @ 2 121,000
% 7802917 | PSTW12R080M31.7-6 80 6 63 76 3175 12.7 8 12 1.53 2 121,000
7803111 | PSTW12R080M27-6 80 6 50 60 27 124 7 12 1.04 2 121,000
7803106 | PSTW12R100M31.7-5 100 5 50 70 31.75 12.7 8 12 1.5 3 111,000
7803112 | PSTW12R100M32-5 100 5 50 70 32 14.4 8 12 1.57 2 111,000
7803107 |PSTW12R100M31.7-7 | 100 7 50 70 31.75 12.7 8 12 [E5 3 127,000
7803113 | PSTW12R100M32-7 100 7 50 70 32 14.4 8 12 1.56 2 127,000
7803108 |PSTW12R125M38.1-7 | 125 7 63 90 38.1 15.9 10 12 3.03 3 145,000
7803114 | PSTW12R125M40-7 125 7 63 90 40 16.4 9 12 2.96 2 145,000
7803109 | PSTW12R125M38.1-9 | 125 9 63 90 38.1 15.9 10 12 3.01 3 156,000
7803115 | PSTW12R125M40-9 125 9 63 90 40 16.4 9 12 2.93 2 156,000
#=NEW SIZES

‘ FEERANMNILTCUBEEEMERYET, Stockare categorized as C (Standard stock item). ‘
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Insert Type

OSG PHOENIX 6J—7F RHIDAAYS

0OSG PHOENIX Indexable 6-corner Shoulder Cutter Triangle W-sided

BIEREE it | P131 |

WERA Y —D inserts

XP4610
(DLCO—F«Y)
DLC coating

ATV ICBEOPRETHHED
HYVETH. i LiZ2<HEHVELA.

Inserts may have some discoloration, but it does not
cause any performance problems.

(BEAZ:mm) (Unit:mm)

S [ar : d—7 1 > JH%E
< UL OSSES 129 — hSHE Insert Size Grade of Coated Materials
Des?(?rgtion No.of utting AEEE | Ex LI gﬁﬂﬁ
Edges - : RE | @gn%) XP4610
BS
@ | TNHU090404FR-NM 6 7.46 4.64 0.4 1.15 % 7818104 3,480
@ | TNHU120608ER-NM 6 10.8 6.55 0.8 1.25 % 7818087 4,600

#=NEW SIZES

RBIMBIHEREMEEp. 1312 ZBR TS0,

* Please refer to p.131 for recommended materials by insert type.

WEBSR Accessories

NI—=RAY)1—

Power Screw

Y—J\No, MU' @ER(VH—b BEBRART T Y—JNo| MU | BRSVH¥-b BRAKRT 1 TR
EDP No. | Designation | Applicablelnserts|  Applicable Body EDP No. |Designation| Applicable Inserts Applicable Body | (Yen)
FS30668 5U0g--| PSTWSS 925~40
m 7808097 (Torx 8) D[TN*U09 PSTW BORE (940~125 7808205 | T80 DITN*U09--- PSTW SS ¢ 25~40 1310
55> 7ht FS40511 =e=——ro0- (Torx) PSTW BORE (940~125
Clamping Screw | 7808129 (Torx 15) @[TN*U12:++| PSTW BORE ¢50~125 oF
1 M 808208 | 115D (@ |TNFU12-+ | PSTW BORE 950-125] 1,390
7808151 | 2103 L) |@Mut2| psTw BORE 650 (Torx 15) '

LY FIERIEZBEATEL),  The wrenches are sold separately from the cutters.

HEEXRAELTCUEREEEMERYETY, Stockare categorized as C (Standard stock item).
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Type 1

EE<SDADLCO—R2INEBET VRSV

-~ P
e =1
DLC Coated 2-flute Carbide End Mill Short Length for Counterboring o

LU ‘

EIBIERFE it P-133| LF |

Type 2
o B I nE
— alip— - e D _ - -
SO g
LU
LF
1

ElziE}EOOmeLJ—F ( ¢ 1 ZLJ—F) Type 3 {5\0

SE3EEE0.03mmIL T (¢ 1288 2) f z
Flatne::s =0.02mm(DC = 12) 8% - - :[8
Flatness = 0.03mm(12<DC) LU J o

LF
Kl AN

|
CARBIDE DLC

FIT #20° I—F 4 VI ICBOSHRET DIBENGOET O MHE HEL AIESD F B A,
0~--0.02 ABOUT 20° End mills may have some discoloration,
but it does not cause any performance problems.
(B fz:mm) (Unit:mm) (B fiz:mm) (Unit:mm)
Y=JU No.| 512 | &R BWER WwIE| K | E£F 22 REME |Y—JLNo.| SHE | &R BWER W& TR | EE |EE REME
EDP No. DC LF LU DCON | Type | Stock | (g) (Yen) EDP No. DC LF LU DCON | Type | Stock | (g) (Yen)
0.45 0.9 L] = - 3.1 = —
0.5 1 L] — — 3.15 L] — =
0.55 1.1 L] = - 3.2 L] = —
0.6 1.2 Ll = — 3.25 Ll = -
0.65 1.3 LI — = 3.3 LI = —
0.7 40 1.4 L] = — 3.35 L] = =
0.75 1.5 L] - - 3.4 10 = —
0.8 1.6 LIl = — 3.45 LI = —
0.85 1.7 L] — = 3.5 L] = —
0.9 2 L] = — 3.55 L = —
0.95 2.1 LI — = 3.6 Ll — —
1 L] = — 3.65 L] = -
1.05 LIl = — 3.7 LI = —
1.1 25 L] — — 3.75 L] — -
1.15 L] — = 3.8 L] = —
1.2 L] = — 3.85 L = —
1.25 LI — = 3.9 LI = —
13 Or =1 - 395 | *° Ol = =
1.35 4 L] = — 4 L] = —
14 LIl = — 4.05 LI = —
1.45 L] — — 4.1 L] — -
1.5 L] — — 4.15 L] — =
1.55 L] = - 4.2 = -
1.6 L] = - 4.25 1 L] = -
1.65 LIl = — 4.3 LI = —
1.7 4 L] — — 4.35 = =
1.75 5 3 | -0 = - 4.4 6 3 |—|10] = —
1.8 LIl = — 4.45 Ll = —
1.85 L] = - 4.5 Ll = —
1.9 Ll = - 4.55 Ll = -
1.95 LI — = 4.6 LI = —
2 4 O =1 - 4.65 Ol - [ =
2.05 L] — - 4.7 = —
2.1 L] — — 4.75 L] = =
2.15 6 L] = - 4.8 L = —
2.2 LI — — 4.85 Ll — -
2.25 L] = - 4.9 Ul = -
23 L] = — 4.95 L] = =
2.35 L] = - 5 = —
24 L] — — 5.05 L] — -
2.45 L] — = 5.1 L] = —
2.5 L] = — 5.15 Ll = -
2.55 LI — = 5.2 Ll — —
2.6 L] = — 5.25 | 60 13 L] = -
2.65 L] - - 5.3 = —
2.7 8 L] = — 5.35 L] = -
2.75 L] — = 5.4 L] = —
2.8 L] = — 5.45 Ll = -
2.85 Ll = = 5.5 L = —
29 LI — — 5.55 Ll — -
2,95 L] = — 5.6 L] = —
3 LIl = — 5.65 LI = —
3.05 | % [10 6 Ol =1 = 5.7 O =1 -
HES|EARTITY , Specialized for plunging. RR—TA
i e NEXT
EEEESICDWT Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRBAFPIZTE TS, Seep.l for explanation of icons.



BIR—I&D

FROM (¥firmm) (Unitmm) (firmm) (Unitmm)
Y=JU No.| SHZ | =R BMER\W/IE| 2K | £ E2BEME |Y—JbNo.| MR =R BWER\WIE| PR | EE |E2|REfiE
EDP No. DC LF LU DCON | Type | Stock (9) (Yen) EDP No. DC LF LU DCON | Type | Stock (9) (Yen)
5.75 O] = 8.85 L] = -
5.8 0 = 8.9 0] = —
5.85 3 O] = 8.95 L] = -
5.9 €0 13 0 = 9 U = —
5.95 O] = 9.05 L] = -
6 1 0 = 9.1 U = —
6.05 U = 9.15 U = -
6.1 U = 9.2 19 U = —
6.15 U = 9.25 U = -
6.2 U = 9.3 U = —
6.25 U = 9.35 U = -
6.3 U = 9.4 80 8 2 U = —
6.35 U = 9.45 U = =
6.4 U = 9.5 Ll = —
6.45 U = 9.55 L = —
6.5 U = 9.6 L = —
6.55 U - 9.65 L = —
6.6 U - 9.7 L = —
6.65 U - 9.75 L = —
6.7 U - 9.8 U = —
6.75 U = 9.85 U = =
6.8 16 U = 9.9 U = -
6.85 6 0 = 9.95 0| = =
6.9 Ol = 10 1 0 = —
6.95 0 = 10.05 0] = =
7 20 2 O = 10.1 0 = —
7.05 O] = 10.2 0| = =
7.1 L] - 10.3 L] = —
7.15 L] - 10.4 2 L] = -
7.2 L] = 10.5 L] = —
7.25 L] - 10.6 — O] = -
7.3 = 10.7 Ol - -
7.35 O] = 10.8 O] = -
7.4 O] = 10.9 10 2 O] = —
7.45 O] = 11 90 L] = -
7.5 O] = 11.1 L] = -
7.55 O] = 11.2 L] = -
7.6 O] = 113 L] = —
7.65 O] = 11.4 L] = -
7.7 O] = 115 L] = —
7.75 O] = 11.6 L] = -
7.8 0 = 11.7 0 = -
7.85 0] = 11.8 0 = -
7.9 0 = 11.9 0 = —
7.95 0 = 12 1 0] = —
8 1 0 = 12.5 U = —
8.05 0 = 13 U = -
8.1 0 = 135 | 10 6 12 U = —
8.15 0] = 14 2 L] = -
8.2 19 L] = 14.5 105 ol =1 =
8.25 U = 15 U = -
8.3 0 = 15.5 U = —
8.35 O = 16 1 U = -
8.4 8 U = 16.5 U = —
845 | 2 U = 17 15 I U = =
8.5 U = 17.5 16 Ll = —
8.55 U = 18 2 Ll = —
8.6 U = 18.5 L = —
8.65 U - 19 L = —
8.7 U - 19.5 L = —
8.75 U - 20 125 ] 38 20 1 Ul = =
8.8 U =
5 |EARA[TY . Spedialized for plunging.
HRHIAES R~ agf | TUN\—RVR AT VUAS | #Eek REE |7IIAE |J5774N |FIVEE |EESR | TS5RAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material JUN-RViE TEH |BEANG Steel 54944 &k |Alloy Alloy Alloy Resistant
LRt Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~B5HRC |~ 35HRC|~ 350HB
DLC-ZDS O | O
EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.) A=FRARUBBBNDDOBREE(FEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=(ERIR(EEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item
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EE<DADLCI—M2IABEI VRSOV e

vV Oa—ME o% _ _ _ g
DLC Coated 2-flute Carbide End Mill Short Length with Long Shank for o 8
Counterboring LU
i LF
EIHIERA St P.133]
| Type 2
T[Fl — B O%J - - - nE
o g
LU
LF
F1HE0.02mmEL T (¢ 12LU7TF) Type 3 )
F1HE0.03mmIL T (¢ 1248 %) Yo -
Flatness = 0.02mm(DC = 12) SE — — — jg
Flatness = 0.03mm(12<DC) LU a
I KD RSN LF ‘
CARBIDE A
DLC FIT #20 =T« VI ICBOSHRET DIBENGOET D HHE HE2 RSO F B A
0~--0.02 ABOUT 20° End mills may have some discoloration,
but it does not cause any performance problems.
(B fz:mm) (Unit:mm) (B fiz:mm) (Unit:mm)
Y=JbNo.| M2 &R BWER|WIR| FIK| EE =22 REME |Y—ILNo.| 5B 2R BWER WIE| IR | £E =2 REME
EDP No. DC LF LU DCON | Type | Stock | (g) (Yen) EDP No. DC LF LU DCON | Type | Stock | (g) (Yen)
3 8 Ll = - 7.1 U] = —
3.1 ] = — 7.2 L] = =
3.2 O] = = 7.3 16 Ol = -
3.3 ] = — 7.4 O] = =
34 10 L] = = 7.5 120 6 2 L] = -
3.5 L] = — 7.6 []] = -
3.6 L] = = 7.7 O] = —
3.7 Ol = - 7.8 O] = =
3.8 L] = = 7.9 ] — —
3.9 100 ] = — 8 1 ] = —
4 U = = 8.1 ol = -
4.1 ] = — 8.2 L] = =
4.2 - Ol - - 8.3 O] = —
4.3 LI — - 8.4 O] = =
4.4 3 L] = — 8.5 19 L] = —
4.5 L] = — 8.6 ] = =
4.6 ] = - 8.7 L] = -
4.7 O] = — 8.8 Ol = =
4.8 ] = — 8.9 ] = —
4.9 Ol=1 - g |13 8 1 Ol = =
5 6 - 0] = — 9.1 -0 = -
5.1 ] = — 9.2 L] = =
5.2 O] = - 9.3 Ol = -
53 |10 ] = — 9.4 ] = —
5.4 13 ] = - 9.5 0] = —
5.5 L = — 9.6 0] = —
5.6 Ll = - 9.7 U = -
5.7 L] = — 9.8 L] — —
5.8 L] = — 9.9 L] — —
5.9 ] = — 10 1 0] = -
6 1 L = — 10.1 0] = —
6.1 Ll = — 10.2 U = =
6.2 O] = = 10.3 2 L] = -
6.3 L] = - 10.4 L] = =
6.4 Ll = - 10.5 L] = —
65 120 . 2 0 = — 106 | ° 10 2 0] = =
6.6 L = - 10.7 U = -
6.7 L] = — 10.8 L] — —
6.8 L] = = 10.9 L] = -
6.9 Ll = — 11 U] = =
7 ol = — 11.1 U = -
KHES|EARTI T, ¥Specialized for plunging. RR—TA
NEXT
HEHIAAEE [ R~ asill |[TUN—RVHE ATV | Bk REE |7I3EE (J5774N |FIVEE |MEEE | TS5RAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 V% |Alloy Alloy Alloy Resistant
EllEnt Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
DLC-LS-ZDS O | O
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRBAFPIZTE TS, Seep.l for explanation of icons.



E<DbADLCI—M2MPEBEI VRSOV IEECH

Yo va—M’ME z
DLC Coated 2-flute Carbide End Mill Short Length with Long Shank for 8}%) - - - 8
Counterboring w ‘
] LF
EIRIZRM Sisne | P133 | ‘
| Type 2
- : —~ )
o - ®  ees————
o g
LU
LF
FIEEE0.02mmiL T (¢ 12147F) Type 3 .
F1E0.03mmEL T (¢ 1248 %) o .
Flatness < 0.02mm(DC = 12) 8E — — — 8
Flatness = 0.03mm(12<DC) LU a
_—— KD RSN LE
CARBIDE o . ) ) )
DLC FIT 020 I—F VI CEDSHRET BIBENBOFTH. HEE LI RIESD F A,
0~--0.02 ABOUT 20° End mills may have some discoloration,
BIN—YdD but it does not cause any performance problems.

(][] 4% DC | 3~11.1 (Bz:mm) (Unit:mm) (BA2:mm) (Unit:mm)
Y—JUNo.| SHE |ER BWER|MWIR| AR | TE EEREME |Y—lbNo.| 5B |=R|EWER WIE IR | EE |EE REMHE
EDP No. DC LF LU DCON | Type | Stock | (g) (Yen) EDP No. DC LF LU DCON | Type | Stock | (g) (Yen)

11.2 0 = - 14.5 . Ol - -
11.3 0 = — 15 180 12 2 O = -
11.4 0 = - 15.5 Ol = -
11.5 22 0 = — 16 1 O] = -
1.6 | 10 2 0 = - 16.5 Ol = -
11.7 L] = — 17 5 gl = —
11.8 -] = - 175 |00 16 O] = —
11.9 L] = — 18 2 L] = —
12 1 L] = - 18.5 L] = —
12.5 % L] = — 19 L] = —
13 180 12 5 O] = = 19.5 38 L] = —
13.5 O] = - 20 220 20 1 O] = =
14 0l = =
XIS |EARDITY . ¥ Specialized for plunging.
HRHIAAEE [ R~ agill |[TUN—RVHE ATV | Bk REE |7IV3EE (J5774N |FIVEE |MEESR | TS5RAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material JUN-RVE TESH |BEEANS Steel 54944 % |Alloy Alloy Alloy Resistant
EllErt = Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC | ~B5HRC | ~B0HRC | ~B5HRC |~ 35HRC|~ 350HB
DLC-LS-ZDS O | O
EEEESICDW T Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRARUBBBNDDOBREE(FEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A =4%ERLREEBEZEETEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons
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E<DRADLCO—M2MAEES I 7 AT VR
¥a—M

DLC Coated 2-flute Carbide End Mill Short Length with Corner Radius
for Counterboring

EIBIZRE Sunors | P.133 |
Eal -

F1HE0.02mmEL T (¢ 12LU7TF)

F1HE0.03mm T (¢ 128 %)
Flatness = 0.02mm(DC = 12)
Flatness = 0.03mm(12<DC)

R R
[ ] SHRINK
CARBIDE v Kl AN
DLC  +0.05  +0. FIT #20
RE=0.2 RE=0.5 0~-0.02 ABOUT 20°

(B z:mm) (Unit:mm)

DC
\
\

DCON

& LU
g
Type 2
P
Q _ _ _ | o
e F 18
LU
& — LF J
Type 3 >

LF

I—T 4 VI ICBUSHRET DHEDGHDOTIH. HHE EE2LESD T .
End mills may have some discoloration,
but it does not cause any performance problems.

(B4:mm) (Unit:mm)

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

Y—JU No. jix1-148 &R | BER | ywR | ioiK | 1EE | E2 [IEEff1E | Y—IU No. jiixI-1#8 &R | BER | iR | ipik | 7EE | E2 IZEiE
EDP No. DC X RE LF LU DCON | Type | Stock (9) (Yen) EDP No. DC X RE LF LU DCON | Type | Stock (9) (Yen)
2 XR0.2 6 Ol = - 12 XR0.2 L] = -
25 xR0.2] ¥ 2 4 O] = - 12 XRo5| °° ! L] = -
3 XR0.2 L] = - 125 XR0.2 O = -
35XR0.2l o | 10 O] = - 12.5 XR0.5 Ol = -
4 XR0.2 . B O] = - 13 XR0.2 Ol = -
4.5 XR0.2 O] = - 13 XR0.5 100 O] = —
5 XR0.2 O] = - 13.5 XR0.2 % O] = -
5 XR0.5 O] = - 13.5 XR0.5 12 L] = —
5.5 XR0.2 60 . O] = - 14 XR0.2 2 L] = -
5.5 X R0.5 6 O] = - 14 XR0.5 L] = —
6 XR0.2 ; O] = - 14.5 X R0.2 L] = -
6 XR0.5 O] = - 14.5 XR0.5 105 O] = —
6.5 XR0.2 O] = - 15 XR0.2 O] = -
6.5 X R0.5 L] = - 15 XR0.5 L] = —
7 XR0.2 o 5 L] = - 15.5 X R0.2 L] = -
7 XR0.5 70 L] = - 15.5 XR0.5 L] = —
7.5 XR0.2 Ol =1 = 16 XR0.2 A I
7.5 XR0.5 L] = - 16 XR0.5 L] = —
8 XR0.2 : L] = - 16.5 X R0.2 L] = -
8 XR0.5 L] = - 16.5 XR0.5 L] = —
8.5 XR0.2 O] = - 17 XR0.2 L] = -
8.5 XR0.5 O] = - 17 XR0.5 L] = —
9 XR0.2 19 8 5 O] = - 175XRo2| | > =2 L] = -
9 XR0.5 80 O] = - 17.5 XR0.5 16 L] = —
9.5 XR0.2 O] = - 18 XR0.2 2 L] = -
9.5 XR0.5 O] = - 18 XR0.5 L] = —
10 XR0.2 ; O] = - 18.5 X R0.2 L] = -
10 XR0.5 O] = - 18.5 XR0.5 L] = —
10.5 X R0.2 O] = - 19 XR0.2 L] = -
10.5 X R0.5 2 10 O] = - 19 XR0.5 L] = —
11 XR0.2 90 5 O] = - 19.5 X R0.2 L] = -
11 XR0.5 O] = - 19.5 X R0.5 125| 38 L] = —
11.5 X R0.2 Ol = - 20 XR0.2 2 1 L] = -
11.5 XR0.5 Ol = - 20 XR0.5 L] = -
XHES|EAROTY o % Specialized for plunging.
HHIATE FREREE &8 | TUN\—RVE AT VVAS | ek fHaE |7IIES |57 |FIUAR |MEEE | TS5AFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum | Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 V% |Alloy Alloy Alloy Resistant
ElLErt= Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~4BHRC | ~B6HRC_| ~60HRC | ~65HRC |~ 35HRC |~ 350HB
DLC-CR-ZDS O | O
EEEESICDWT Inventory symbols
O = 1ZHEER O=#{ZH#EBER(EEECERTTL.) A -HEBRUBBRBANIDOEZ EEEEZCHERTIL.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.



EE<DRADLCO—P2MABES Y P AT VRS Type 1

S - z
QYo ovova—bE OE%) , _ _ | ‘8
DLC Coated 2-flute Carbide End Mill Short Length with Corner Radius e U a
and Long Shank for Counterboring Q{o LU ‘

LF
DLC-CR-LS-ZDS EIELEEMINFF]
; Type 2
- Y
T = B s —— T
I8
<t |
< LF
F1BEO0.02mmEL T (¢ 121UTF)
- pe
F3AF£0.03mmLL T (¢ 1288 7) Type 3 > ,
Flatness = 0.02mm(DC = 12) 9 @} _ _ _ U ‘8
Flatness = 0.03mm(12<DC) a
_— v 4 KO (AN i LF |
CARBIDE ) - v v 2 ) ) ] _
£0.05  +0.1 FIT 420 =T« VIICEDSHRET BIEEHBOETH, i IR RIS D F A,
RE=0.2 RE=0.5 0~-0.02 ABOUT 20° End mills may have some discoloration,
but it does not cause any performance problems.
(BA2:mm) (Unit:mm) (B4 iz:mm) (Unit:mm)
Y—I No. piBxa-74% 2.5 S8R o2 | ok | 100 |ER BEE | V—)L No. [iBa-r4E & AER | ok | 708 |ER [EEmE
EDP No. DCXRE | LF LU DCON | Type | Stock | (g) | (Yen) EDP No. DCXRE | LF LU DCON | Type | Stock | (g) | (Yen)
3 XR0.2 8 O] = - 12 XR0.5 1 L] - -
35XR0.2| | | 10 L] = — 125 XR0.2 ] - -
4 XR0.2 . O = - 125 XR0.5 L] = -
4.5 XR0.2 B Ol = — 13 XR0.2 L] = -
5 XR0.2 Ol = - 13 XR0.5 L] = -
5_XRoS| .o Ol - — 13.5 X R0.2 Ol - -
5.5 XR0.2 . Ol - - 13.5 XR0.5 26 Ol - -
5.5 XR0.5 6 O - — 14 XR0.2| 180 12 > ]l - -
6 XR0.2 ; O - - 14 XR0.5 ]l - —
6 XR0.5 O - — 14.5 X R0.2 ]l = -
6.5 XR0.2 O - - 14.5 XR0.5 ] - —
65 XROS5| Ol - — 15 XR0.2 ]l - -
7 XR0.2 W 2 Ol - - 15 XR0.5 ]l - —
7 XR0.5 O - — 15.5 X R0.2 ]l = -
7.5 XR0.2 O - - 15.5 X R0.5 ] - —
7.5 XR0.5 O - — 16 XR0.2 1 ] - -
8 XR0.2 - O - - 16 XR0.5 - O] = —
8 XR0.5 Ol - — 16.5 X R0.2 ] = -
8.5 XR0.2 L - - 16.5 X R0.5 = —
8.5 XR0.5 L - — 17 XR0.2 = -
9 xmo2| 0| 1 8 5 L] = - 17 XR0.5 32 = —
9 XR0.5 O = — 17.5 XR0.2 - -
9.5 XR0.2 L] = - 17.5 XR0.5 - —
9.5 XR0.5 Ol =1 - 18 xRo.2| 2%° 16 , Ol =1 =
10 XR0.2 ; L] = - 18 XR0.5 ] = —
10 XR0.5 L = — 18.5 XR0.2 ] - -
10.5 XR0.2 L] = - 18.5 X R0.5 ] = —
10.5 X R0.5 O = — 19 XR0.2 il = -
1 xro2 0| 22 10 5 L] = - 19 XR0.5 ] = —
11_XR0.5 L = — 19.5 XR0.2 ] = -
11.5 XR0.2 L] = - 19.5 XR0.5 33 ] = —
11.5 XR0.5 L] = - 20 XR0.2 220 20 1 ] = -
12 XR0.2| 180 | 26 12 1 O] = - 20 XR0.5 Ul = —

IS |EARAITY . ¥ Specialized for plunging.

WA BT | BREREE el | TUN—RUE ATV | Biik Ha® |7ILIBE |J5774N |FIVEE |MEGE | TSAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material TUN-RVE TESH |BEEANS Steel 54944 &k |Alloy Alloy Alloy Resistant

ElERt] Prehardened Steel Tool Steel [Hardened Steel Ductile Cast Iron Alloy

Abbreviation ~ 40HRC ~45HRC | ~55HRC | ~BOHRC | ~B5HRC |~ 35HRC|~ 350HB

DLC-CR-LS-ZDS O | O
EEEESICDW T Inventory symbols
@ =1FEEER O=#REREREEZCHERTIU.) A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)

Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=fRERBETEER A=fERIFREEZECHERTEL,)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

B A OVDFRAFPIZTE TS, Seep.l for explanation of icons
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DLCO—hE@EY—FT 1V IRV

DLC Coated Carbide Starter Drill

YIRISRAF

Cutting
Conditions

'P.134

&

|
CARBIDE ) . 16uss

L st
h7

AN ANN
12° 25"
3=DC  DC<3

SEMADHFEEFB0°£3°,.90°£1°, 130" £2° £EbFT,

Tolerance of the point angle is 60°+3; 90°+19 130°+2°

SIG
DC

DCON

LCF ‘

LS

OAL

I—FT1 VI ICBOSHRETDIEEHHDOHRIH.

HEE LIFE<EBHD I A,

Drills may have some discoloration,
but it does not cause any performance problems.

B{iI:mm Unit:mm

5%5 28 [yB[vrs] s [BiTre] 7w [E 0 EmE %E & [vB[yrvg] sk BITE| 70m [ e
EDP No. DIl (CF | OAL [DCON| LS | PL |Mnfebild) siock | (g) | (Yen) EDP No. PIGPEICIM (CF | OAL [DCON| LS | PL |Mnfrediled siock | (g) | (Yen)
05X 60°| 1 322| 04| 0.25 0 — — 8 X 90°|20 81 8 |61 4 2.1 O - =
1 X 60°| 2 38 3 322 09| 04 O — = 10 X 90° |24 93| 10 |69 5 25 0 — -
2 X 60°| 4 32 1.7 1 0 — — 12 X 90°|28 |108| 12 |80 6 ) O — =
3 X 60°| 9 48 39 18] 15 0 — = 16 X 90’141 [118| 16 |75 8 O - -
4 X 60°|12 54| 4 |42 27| 1.7 0 — — 20 X 90°|146 |132| 20 |84 |10 5 O - =
6 X 60°|15 72 6 |57 42| 2 0 — = 25 X 90°|53 |151| 25 |96 [12.5 0 — -
8 X 60°|20 81 8 |61 59| 2.1 O — — 05X 130°| 1 322 0.1 0 — =
10 X 60°|24 93| 10 |69 74 a5 |~ O — = 1 X130°| 1.8| 38 3 32 0.2 — |0 - —
12 X 60°128 |108| 12 |80 9.1 ’ 0 — — 2 X130°| 2.5 33.1] 0.5 0 - =
05X 90°| 1 322| 03| 0.25 0 — = 3 X130°| 9 48 39 0.7 0 — —
1 X 90°| 1.8 38 3 32 05| 04 O — — 4 X130°|12 54| 4 |42 09| - O — =
2 X 90°| 25 33 1 1 O — = 6 X 130°|15 72 6 |57 1.4 O — -
3 X 90| 9 | 48 39 15 1.2 O — - 8 X130°120 | 81 8 |61 1.9 O - =
4 X 90°|12 54| 4 |42 2 1.5 0 — = 10 X 130° |24 93| 10 |69 23 O - -
6 X 90°|15 72 6 |57 3 1.9 O — — 12 X 130° 28 [108| 12 |80 2.8 O — =
A1) EERDZETIHBEDOTNORIMEZRLE T, These minimum pre-drilled hole sizes are required before chamfering operations.

Min. Pre-Drilled Dia

60°

FImABB0" DHNEP3 ~p12mid. EVFUVIRDOFEILITy JENZRLLE
T2 RINFREIOARAIDOHFLEDH130° [CIEDTVNET,
Items with a point angle of 60° in outer diameter sizes of ¢3 to ¢12 have
a 130° point angle within the minimum drill diameter to prevent the
chisel edge from crushing during centering.

iy - = P a | ATIVA |+ 99940 emna | PV | PV | FIV | 0
it | o | O | ERER | AR BES XS 22 ram| e P00 mae| 2L | TUS\TEY Lo
Work |Low Carbon | Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel| Cast Iron | Ductile | Copper | Aluminum | Aluminum | Titanium | Inconel
Material Steel Carbon | Carbon | Steel Tempered Steel teel Castlron | Alloy Alloy Casting| ~ Alloy
Mild Steel Steel Steel
RE@ECS ~35 [35~45|45~50|50~60|60~70 SKD
Abbre?/\at\on C~0.25% (C0.25~045%| C045%~ | SCM HRC HRC HRC HRC HRC SUs 5K FC FCD Cu AL AC
peZ Vo)
DLC-LDS fE%J " = o @
Countersinking - () ()

® = 1REFXER
O=HEXEETEER

Standard stock item

EEEESICDWT Inventory symbols
O=#FEREBERTEEZHEETEL.)

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

A =FREROEBBRBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA JVDFBAIFPIZTE TS,

See p.1 for explanation of icons.




DLCO—-MEBEVU—-FsIRuNaYITI+vw0

DLC Coated Carbide Starter Drill with Long Shank

BB Sindr. | P.134 |

FmADHFEEIFO0" £ 1° D FT,

Tolerance of the point angle is 90°+1°

z
T :
[a]
— B QF I S ——
i LCF | LS
OAL
=TV IICBUOSNRETDBEDHDTIH.
o Bl FERE LI 2 < FIEB D E B,
3 h7 12 ! ! !
Drills may have some discoloration,
but it does not cause any performance problems.
B{I:mm Unit:mm
AN\ ARl B R | £K | VR (VrVoR| St | &ITE | 7268 |28 | 1REME | BedlACMNES=N R | SR VR [VrUIR| i | BINE | 7ERE | B8 RS
EDP No. IBESIcIM LCF | OAL |[DCON| LS | PL |WnfeDild stock | (g) | (Yen) EDP No. P ES[cll LCF | OAL [DCON| LS | PL |Mnfedikd) stock | (g) | (Yen)
1 X90° | 1.8 54 |05 | 04 O - - 7 X90° |18 7 132 |35 ] 2 O - -
1.5X90° | 22| 60 3 54.4/0.75| 0.8 O - - 8 X90° (20 |150| 8 [130 |4 2.1 O] = -
2 X90° | 25 55 |1 1 _ap - - 9 X90° |22 9 1128 |45 | 24 |—|0J] — -
3 X90° |9 | 75 66 |15 | 1.2 O - = 10 X 90° |24 200 10 176 |5 25 O] = =
4 X90° |12 |100) 4 | 88 |2 1.5 O - - 12 X 90° |28 12 172 |6 ) O = -
6 X90° |15 /150, 6 |135 |3 1.9 O — -

AN ERDZETSBEO TRORIMEZRUE T,

DLCO—hEEV—F+VIRUINOYTIvI Y
EAERLN

DLC Coated Carbide Starter Drill with Long Shank (LH Cut and LH Helix)

ISR S, .| P.134 |

DLCIGUSS  h7 12

CARBIDE e

% LCE | | LS

These minimum pre-drilled hole sizes are required before chamfering operations.

FImADFEEIFO0" £ 1° LD FT,

Tolerance of the point angle is 90°+1°

y
o
[
DCON

OAL

=TI CBOSHRERLETDHEEDHDHTH.
HEE LFE<EESHDF A

Drills may have some discoloration,
but it does not cause any performance problems.

Bfi:mm Unit:mm

AN\ ANl R | 2R | VR (VrVoR| i | BITE | 7268 | 28 | 1REE | BAedlACMNEES =N ER | 2R V)R (VrUIR| i | BITE | 7ERE | B8 |REE
EDP No. DIBESIIM (CF | OAL |[DCON| LS | PL |MnfreDiled stock | (g) | (Yen) EDP No. D[l LCF | OAL [DCON| LS | PL |Mnfebild) siock | (g) | (Yen)
1 X90° | 1.8 54 |05 | 04 O - - 7 X90° |18 7 [132 |35 ] 2 O] = -
1.5X90° | 22| 60 3 544/0.75| 0.8 O] - = 8 X90° (20 |150| 8 [130 |4 2.1 O] = -
2 X90° | 25 55 |1 1 g - - 9 X90° |22 9 128 |45 | 24 |—|[]] — -
3 X90° | 9 75 66 |15 | 1.2 O - - 10 X 90° |24 200 10 |176 |5 25 O] = -
4 X90° |12 |100] 4 | 838 |2 1.5 O — - 12 X 90° |28 12 172 |6 ) 0| = —
6 X90° |15 150, 6 [135 |3 1.9 O = -
ADEBRDZETOIHBED TROR/IMEZRUE T, These minimum pre-drilled hole sizes are required before chamfering operations.
ERESD | = e ) A7IVA 599410 o PV | PV |\ FIV .
Wb | BE TRES | BREE | S HREH BEAH @ TEH| #Hk o HaE B a2 aa |1 ki
Work | Low Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless |Tool Steel | CastIron | Ductile | Copper | Aluminum | Aluminum | Titanium | Inconel
Material teel Carbon Cargon Steel Tempered Steel Steel Castlron |  Alloy Alloy Casting |~ Alloy
_ Mild Steel Steel Steel
BURRES C~025% [(025~04| C0asto~ | S | 32 (33785 40301 SR 6060101 gy | KD ke | Rp | | oA | A
gﬂ‘(/y%’gU‘Jﬁ"ﬁﬁ Ol o | o
DLC-LS-LDS ‘ -
guﬂnyte’rgswﬁamg : O @
tYsUVIH ) | O | O
DLCLS-LDS-L —z-p = ——
Countersinking / O ©
EEEESICDW T Inventory symbols
O =1FHEER O=#FEREBERTEEZHEERETEL.) A=FRARUBBBNDDOBREE(FEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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DLCO—RMIN\SRU=F4 VTRV

DLC Coated Starter Drill

HIERLE i | P134 |

g

DCON

SIG

LS
OAL
pssp - K AaN
DLC h7 20° FIHRADFEEFI0°£1°, 120°+2°, 130°£2° &£EDHFT,
Tolerance of the point angle is 90°+ 17 120°+29 130°+2°
Bfi:mm Unit:mm
Y—)LNo. | BExi% F e e sgﬁ SR [yrB[yrvoR] sk | BITIE] 70 | SRR
EDP No. GREICI LCF | OAL [DCON| LS | PL |Mnfediled siock | (g) | (Yen) EDP No. [P ESIcAM (CF | OAL [DCON| LS | PL |Mnfedild grock | (g) | (Yen)
1 X 90° 6 | 38] 268| 05| 04 O] - - 4 X120°) 15| 54| 4 39 1.2 O — —
15X 90° 41 3 30.7| 08| 0.5 O - - 6 X120°) 20| 72| 6 |52 1.7 O - -
2 X 90| 8| 44 326 1 0.7 O - - 8 X120°| 26| 81| 8 |55 23 O = -
3 X 90" 11| 48 37 1.5] 11 O - = 10 X 120°) 30| 93| 10 |63 29 O = -
4 x 90" 15| 54| 4 |39 2 1.3 O - — 12 X 120°| 36 [108| 12 |72 3.5 O - -
6 X 90°) 20| 72| 6 |52 3 1.5 O — = 16 X 120° 41 /118| 16 |75 4.6 O — -
7 X 90°| 24| 78| 7 |54 3.5 16 O — - 20 X 120°| 53 |132| 20 |77 5.8 0 = -
8 X 90°) 26| 81| 8 |55 4 ) O - - 25 X 120°| 60 |151| 25 |89 7.2 O = =
9 X 90°) 29| 91| 9 |62 45| 18 0 — — 3 X130°| 11| 48, 3 |37 07 — |—|0] - —
10 X 90°) 30| 93| 10 |63 5 21 O = - 4 X130°) 15| 54| 4 39 0.9 O — -
12 X 90°| 36 |[108| 12 |72 6 ) O — - 6 X130°| 20| 72| 6 |52 1.4 O — —
16 X 90°| 41 |118| 16 |75 8 O = - 8 X130°) 26| 81| 8 |55 1.9 O = =
20 X 90°| 53 |132| 20 |77 |10 3 O — — 10 X 130°| 30| 93| 10 |63 23 O = -
25 X 90°| 60 |151| 25 |89 |125 O] — = 12 X130°| 36 |108| 12 |72 2.8 O — -
1 X120 6 | 38] 26.8| 0.3 O - — 16 X 130°| 41|118] 16 |75 3.7 O — —
1.5 X 120° 41 3 307| 04| O — - 20 X 130°| 53 |132| 20 |77 4.7 O - -
2 X120 8| 44 326| 06 O - - 25 X 130°| 60 |151| 25 |89 5.8 0 = —
3 X120°| 11| 48 37 0.9 ] — —
E 1) ERDETIBED T DR/IMEZRUET . These minimum pre-drilled hole sizes are required before chamfering operations.
| e 40| ERA | AR WEW A M Tam| mex U0 mae| ZhS (ZAS T5Y L4
Work |Low Carbon | Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel| Cast Iron | Ductile | Copper | Aluminum | Aluminum | Titanium | Inconel
Material Steel Carbon | Carbon Steel Tempered Steel Steel Castlron | Alloy Alloy Casting| ~ Alloy
Mild Steel Steel Steel
BERRS C~025% (02504 COasto~ | SO | 32 (3545|482 50) 02601602701 gys | KD ke | ko | @ | AL | A
DLONGADS S e
A ©clo]o
EEEESICDWT Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=fERIFREEZCHERTEL,)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.




DLCO—NMI\LRAV=F sV JRUILEFAERLN

DLC Coated Starter Drill (LH Cut and LH Helix)

YIHISRAE Coniicons | P.134

DCON

|
|
iy
T

LS

OAL

| K AN
DLC h7 20° SURADHFREIFIO £ 1°EEDFETD,

Tolerance of the point angle is 90°+1°

HSSE

B{iI:mm Unittmm

Y—)UNo. | ER X5 Eadea=MVuLAY I M-I VGRS i Y —)UNo. | ER XA EEESSIPAVMAY - AR M= i
EDP No. GRRICH LCF | OAL [DCON| LS | PL |Mnfediled siock | (g) | (Yen) EDP No. [P ESIcHM (CF | OAL [DCON| LS | PL |Mnfedild grock | (g) | (Yen)
1 X 90° 6 38 268 | 05| 04 O - - 7 X 90|24 78] 7 |54 3.5 16 O — —
15X 90° 41 3 30.7| 08| 0.5 O - = 8 X 90°| 26| 81 8 |55 4 ) O - =
2 X 90| 8| 44 326 1 07 | |00 = - 9 X 90°| 29| 91 9 |62 45| 1.8 |—|C]] — -
3 X 90" 11| 48 37 1.5] 11 O — - 10 X 90°) 30| 93| 10 |63 5 21 O = =
4 X 90°) 15| 54| 4 39 2 1.3 O] - - 12 X 90°| 36 |108| 12 |72 6 ) O = —
6 X 90°| 20| 72| 6 |52 3 1.5 O — =
A1) ERDZEFTIBEDOTNNORIMEZRLET . These minimum pre-drilled hole sizes are required before chamfering operations.
iy - = e | A7 VA 599410 o PV | PV | FFV| .
WAL | %E iR | Bk | A2 ESIZE] BEAH @ TEfH | #H Gox | =E B |aewn| oa oREN
Work |Low Carbon | Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel| Cast Iron | Ductile | Copper | Aluminum | Aluminum | Titanium | Inconel
Material Steel Carbon Cargon Steel Tempered Steel Steel Castlron | Alloy Alloy Casting| ~ Alloy
Mild Steel Steel Steel
mECS ~35 |35~45|45~50|50~60|60~70 SKD
ez ~025% |25~045%] C045%~ | SIM | T | PR MR e | SRl US| e | FC | D | Qi | AL | AC
~ 1)~ ~
DLONCADSA ©100
A ©clo]o
EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEERETEL.) A=FRARUBBBNDDOBREE(FEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

B A OVDFBAFPIZTE TS, Seep.l for explanation of icons
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JEFXADLCO—MEBIERY LY 3— M2

DLC Coated Carbide Drill Short Length for Non-ferrous Materials

EIHIERF i | P135 |

z

o

PL 8

o
a s ey
syv=Y LCE L LS
S thinning
OAL
= =TV IICBUSHREET DHBENHOTIHL
- R AN 1aE Fd 2 < PIEB D F A
CARBIDE ) ¢ 16uss 2° T 3 g i
0~-0.01 Drills may have some discoloration,
but it does not cause any performance problems.
B{I:mm Unit:mm
W—JLNo. ‘ 2 PRl %E SR |08 vk | St | 700 | ER | R

EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen)
3 18 | 53 3133 |07 O = — 6.2 41 | 14 O = -
3.1 36 | 0.7 O = - 6.3 41 | 15 O = -
3.2 19 36 | 0.7 O - - 6.4 35 41 | 1.5 O = -
3.3 36 | 0.8 O = - 6.5 41 | 15 O = =
34 34 | 08 O = — 6.6 781 7 | 41 |15 O = -
3.5 34 | 0.8 O = - 6.7 41 | 16 O = -
3.6 21 571 4 34 | 0.8 O = — 6.8 36 | 1.6 O = -
3.66 34 | 09 O = - 6.9 36 | 1.6 O = =
3.68 34 | 09 O = — 7 36 | 1.6 O = -
3.7 34 | 09 O = - 71 42 | 1.7 O] = -
3.8 32 | 09 O = - 7.2 40 42 | 1.7 O = -
3.9 32 | 09 O - = 7.3 42 | 1.7 O = =
4 23 32 | 09 O - - 7.36 42 | 1.7 O = -
4.1 38 |1 O = - 7.38 42 | 1.7 O = -
4.2 38 | 1 O = — 7.4 42 | 1.7 O = -
4.3 35 |1 O = - 7.5 84l 8 42 | 1.7 O = -
4.4 35 |1 O - — 7.52 38 | 1.8 O = -
4.5 35 |1 O = - 7.54 38 | 1.8 O = -
4.6 26 63 5 35 |1 0] = — 7.6 38 |18 | |O] = -
4.62 35 | 1.1 O = - 7.7 38 | 1.8 O = -
4.64 35 | 11 O - — 7.8 38 | 1.8 O = -
4.7 35 | 11 O = = 7.9 44 38 | 1.8 O = =
4.8 32 | 11 O = — 8 38 | 1.9 O = -
4.9 32 | 11 O = - 8.1 43 | 19 O = -
5 29 32 | 1.2 O - - 8.2 43 | 1.9 O = -
5.1 42 | 1.2 O = - 8.3 43 | 19 O = =
5.2 42 | 1.2 O = — 8.4 43 | 2 O = -
5.3 42 | 1.2 O = - 8.5 89| o 43 | 2 O = -
5.4 38 | 13 O = — 8.6 38 | 2 O = -
5.5 38 | 13 O = - 8.7 38 | 2 O = =
5.52 3l 6 38 |13 O - — 8.8 38 | 2.1 O = -
5.54 38 | 13 O = - 8.9 38 | 2.1 O] = -
5.6 33 38 | 13 O = - 9 49 38 | 2.1 O = -
5.7 38 | 13 O - - 9.1 46 | 2.1 O = -
5.8 38 | 14 O = — 9.2 46 | 2.1 O = -
5.9 38 | 14 O = - 9.24 97110 | 46 | 2.2 O = -
6 38 | 14 O = — 9.26 46 | 2.2 O] = -
6.1 35| 78 7] 41 | 14 O - — 9.3 46 | 2.2 ] = —

RA—I

E&DC| 9.36 ~13 34

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEXEETEER

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

W74 JVDFHBAIFP1IZTE FEL,  Seep.l for explanation of icons




. , - - . NIz | 2BE
b |G s Rl 228 WS sl V2N 1em) we Tl mee | TS | ZRS T oo mann) vo L [BANR
Work| R ’ e e &2 |(MMC)
Material | o Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum | Titanium | Inconel | Composite [Magnesium|  Metal
Steel | Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ 514 Codst~| SCM | T2 (3B 2030 ~62022 70 qus | KD | b [k | @ | AL | AC CFRP | AZ9TD
DLC-NF-GDS oOlo]o o
BIN—I&b
FROM B{I:mm Unit:mm
Y—JUNo. ‘ ez BRI T - No. ‘ =Rl SR | 2F | | ook Setk | 108 | EE | e
EDP No. DC LCF | OAL |[DCON| LS PL Stock | (g) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (g) (Yen)
9.36 46 | 2.2 0 = — 11.22 53 | 26 O] — =
9.38 49 46 | 2.2 O = = 11.24 53 | 26 Ol = —
9.4 46 | 2.2 0 = — 113 53 | 2.6 0| = -
9.5 46 | 2.2 O = = 11.36 53 | 26 0 = -
9.52 42 | 2.2 0 = — 11.38 59 53 | 2.7 Ol = =
9.54 971 10 | 42 | 2.2 O = = 11.4 114 53 | 2.7 ol = —
9.6 42 | 2.2 O = - 11.5 53 | 2.7 O] = =
9.7 42 | 23 Ol = = 11.6 53 | 2.7 O = -
9.8 42 | 23 0 = — 11.7 53 | 2.7 0| = —
9.9 42 | 23 O = = 11.8 53 | 2.8 O] = —
10 53 42 | 23 O = - 11.9 12 48 | 28 | O] = =
10.1 48 | 24 |— || — = 12 48 | 2.8 0| = —
10.2 48 | 24 O = — 12.1 50 | 2.8 0| = —
10.3 48 | 24 0 = = 12.2 50 | 2.8 O] — —
10.4 48 | 24 0 = — 123 50 | 29 ol = =
10.5 48 | 24 O = = 12.4 50 | 29 O = —
10.6 10301 28125 O = - s | ) 50 129 O =] =
10.7 42 | 25 0 = = 12.6 50 | 29 Ol = —
10.8 42 | 2.5 O = — 12.7 50 | 3 Ol = =
10.9 59 42 | 25 O = - 12.8 50 | 3 O] = —
11 42 | 2.6 0| = = 12.9 50 | 3 O = =
111 53 | 26 0| = - 13 50 | 3 0 = —
11.2 114 112 53 | 2.6 Ol — —
EEEESICDW T Inventory symbols
@ =1FEEER O=#REREREEZCHERTIU.) A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=fRERBETEER A=fERIFREEZECHERTEL,)

Stocked by specific distributors. Contact us for price & availability. Discontinued item
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JERXADLCO—NEBIERVIL=5 ¢ 7 L2

DLC Coated Carbide Drill Medium Length for Non-ferrous Materials

EIBIZRE Ctons | P.135 |

z

o

PL 8

o
8 S e
syv=Y LCE L LS
S thinning
OAL
= =TV IICBUSHREET DHBENHOTIHL
- R AN 1aE Fd 2 < PIEB D F A
CARBIDE ) ¢ 16uss 2° T 3 g i
0~-0.01 Drills may have some discoloration,
but it does not cause any performance problems.
B{I:mm Unit:mm
W—JLNo. ‘ 2 PRl %E S8 o8| vk | %l | 0 | B8 | BEHHE

EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen)
3 25| 59| 3 |32 |07 O = — 6.2 41 | 14 O = -
3.1 36 | 0.7 O = - 6.3 41 | 15 O = -
3.2 27 36 | 0.7 O - - 6.4 47 41 | 15 O = -
3.3 36 | 0.8 O = - 6.5 41 | 15 O = -
34 33 | 0.8 O = — 6.6 0| 7 | 4 |15 O = -
3.5 33 | 08 O = - 6.7 41 | 16 O = -
3.6 33 | 08 O = — 6.8 36 | 1.6 O = -
3.66 30| 65 4 33 | 09 O = - 6.9 36 | 1.6 O = -
3.68 33 | 09 O = — 7 36 | 1.6 O = -
3.7 33 | 09 O = - 71 42 | 1.7 O] = -
3.8 30 | 09 O = - 7.2 52 42 | 1.7 O = -
3.9 30 | 09 O - = 7.3 42 | 1.7 O = -
4 33 30 | 0.9 O = - 7.36 42 | 1.7 O = -
4.1 38 |1 O = - 7.38 42 | 1.7 O = -
4.2 38 | 1 O = — 7.4 42 | 1.7 O = -
4.3 35 |1 O = - 7.5 % | 8 42 | 1.7 O = -
4.4 35 |1 O - - 7.52 38 | 1.8 O = -
4.5 35 |1 O = - 7.54 38 | 1.8 O = -
4.6 36 73 5 35 |1 0] = — 7.6 38 |18 | |O] = -
4.62 35 | 11 O = - 7.7 38 | 1.8 O = -
4.64 35 | 11 O - - 7.8 38 | 1.8 O = -
4.7 35 | 11 O = - 7.9 56 38 | 1.8 O = -
4.8 32 | 11 O = — 8 38 | 1.9 O = -
4.9 32 | 11 O = - 8.1 43 | 19 O = -
5 39 32 | 1.2 O - - 8.2 43 | 19 O = -
5.1 42 | 1.2 O = - 8.3 43 | 19 O = -
5.2 42 | 1.2 O = — 8.4 43 | 2 O = -
5.3 42 | 1.2 O = - 8.5 101 9 43 | 2 O = -
5.4 38 | 13 O = — 8.6 38 | 2 O = -
5.5 38 | 13 O = - 8.7 38 | 2 O = -
5.52 3l 6 38 | 1.3 O = — 8.8 38 | 2.1 O = -
5.54 38 | 1.3 O = - 8.9 38 | 2.1 O] = -
5.6 43 38 | 13 O = - 9 61 38 | 2.1 O = -
5.7 38 | 13 O = - 9.1 46 | 2.1 O = -
5.8 38 | 14 O = — 9.2 46 | 2.1 O = -
59 38 | 14 O = - 9.24 109 | 10 | 46 | 2.2 O = -
6 38 | 14 O = — 9.26 46 | 2.2 O] = -
6.1 47 | 90 7] 41 | 14 O - — 9.3 46 | 2.2 ] = —

RA—Tn

E&DC| 9.36 ~13 34

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEXEETEER

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

O=#ZEEBR(FEEZCHERTTL.)

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

W74 JVDFHBAIFP1IZTE FEL,  Seep.l for explanation of icons




. , - - . NIz | 2BE
b |G s Rl 228 WS sl V2N 1em) we Tl mee | TS | ZRS T oo mann) vo L [BANR
Work| R ’ e e &2 |(MMC)
Material | o Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum | Titanium | Inconel | Composite [Magnesium|  Metal
Steel | Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ 514 Codst~| SCM | T2 (3B 2030 ~62022 70 qus | KD | b [k | @ | AL | AC CFRP | AZ9TD
DLC-NF-GDN oOlo]o o
BIN—I&b
FROM B{I:mm Unit:mm
Y—JUNo. ‘ ez BRI T - No. ‘ =Rl SR | 2F | | ook Setk | 108 | EE | e
EDP No. DC LCF | OAL |[DCON| LS PL Stock | (g) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (g) (Yen)
9.36 46 | 2.2 0 = — 11.22 53 | 26 O] — =
9.38 61 46 | 2.2 O = = 11.24 53 | 26 Ol = —
9.4 46 | 2.2 0 = — 11.3 53 | 2.6 0| = -
9.5 46 | 2.2 O = = 11.36 53 | 26 0 = -
9.52 42 | 2.2 0 = — 11.38 71 53 | 2.7 Ol = =
9.54 109 10 | 42 | 2.2 O = = 11.4 126 53 | 2.7 ol = —
9.6 42 | 2.2 O = - 11.5 53 | 2.7 O] = =
9.7 42 | 23 Ol = = 11.6 53 | 2.7 O = -
9.8 42 | 23 0 = — 11.7 53 | 2.7 0| = —
9.9 42 | 23 O = = 11.8 53 | 2.8 O] = —
10 65 42 | 23 O = - 11.9 12 48 | 28 | O] = =
10.1 48 | 24 |— || — = 12 48 | 2.8 0| = —
10.2 48 | 24 O = — 12.1 50 | 2.8 0| = —
10.3 48 | 24 0 = = 12.2 50 | 2.8 O] — —
10.4 48 | 24 0 = — 12.3 50 | 29 ol = =
10.5 48 | 24 O = = 12.4 50 | 29 O = —
10.6 W s 25| O = - 25 | °| . 50 129 O =] =
10.7 42 | 25 0 = = 12.6 50 | 29 Ol = —
10.8 42 | 2.5 O = — 12.7 50 | 3 Ol = =
10.9 7 42 | 25 O = - 12.8 50 | 3 O] = —
11 42 | 2.6 0| = = 12.9 50 | 3 O = =
11.1 53 | 26 0| = - 13 50 | 3 0 = —
11.2 126 | 12 53 | 2.6 Ol — —
EEEESICDW T Inventory symbols
@ =1FEEER O=#REREREEZCHERTIU.) A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=fRERBETEER A=fERIFREEZECHERTEL,)

Stocked by specific distributors. Contact us for price & availability. Discontinued item




DLCO—NAN{GEEERUILIDT 1T

DLC Coated Carbide Drill with Internal Coolant Supply (3D Type)

ISR Sonters | P.136 |

DCON

eaww 0 8 N

d—T4 VI ICBUSHRET DIHEHHOIITHL RE>> =2 LCF | LS
HEELIF R <RBBOFE Ao fihinning OAL

Drills may have some discoloration,

but it does not cause any performance problems.

=|= ANN KM

]
CARBIDE 5 Guss h8 30° T

B{I:mm Unit:mm

AN\ ANCEIIVANENER BR | 2R | V18 |VrVIR Stim |fEEE Y—JUNo.| BR -y/k BR | 2R VB |VrVIR| ol | 1EEE | E8 [IREME
EDP No. LU LCF | OAL |DCON | LS PL |Stock EDP No. DC-DCON LCF | OAL |DCON | LS PL |Stock| (g9) (Yen)
9] 18| 66| 3 |47 0.5 O = - 5.5 17 | 28 5211 1 O = -
19 523 06 | || — = 5.6 523 1 O = -
10 515] 06 | O — - 5.7 5141 O = -
20 517106 | [0 =] = 5.8 s ] ) ¢ [sielaa| o= -
21 509 06 | || — - 5.9 30 50.8| 1.1 O = =
1 74| 4 511 06 | || — = 6 51 1.1 O = -
22 503] 07 | O — = 6.1- 7 31 56 1.1 O = =
23 494 07 | [ — - 6.2- 7| 19 56 1.1 O = -
12 496 0.7 | | — - 63- 7 32 55 1.1 O = =
24 488 0.7 | || — = 6.4- 7 55 1.2 O = -
49 07 | O] — = 65- 7| 20 33| 88 7 54 1.2 O = =
41-5 25 5231 07 | O — = 6.6 - 7 54 1.2 O = -
42- 5| 13 26 51.5| 0.8 |—|J| — - 6.7- 7 34 53 1.2 |- = -
43- 5 51.7| 0.8 | || — = 68- 7 21 53 1.2 O = -
44- 5 27 509| 0.8 | || — — 69- 7 35 52 13 O = -
45- 5| 14 80| 5 5111 08| O — - 7 -7 52 13 O = -
46- 5 28 503 0.8 | || — - 7.1 36 57 13 O = =
47- 5 29 494 09 | [ — = 7.2 22 57 13 O = -
48- 5 15 496 09 | [ — . 7.3 37 56 1.3 O = -
49- 5 30 48.8| 09 | || — = 7.4 56 13 O = -
5 -5 25 54 09 | [ = - 7.5 23 38 94| 8 |55 14| O = =
5.1 26 533 09 | [ — - 7.6 55 14| O = -
5.2 16 82 6 535 09 | O] — . 7.7 39 54 14| O = -
5.3 27 527 1 O = = 7.8 24 54 14| O — —
5.4 17 529 1 O — — 7.9 40 53 14| [ = =
RR—IN
BZDc 8~12 34
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.




" n oz T=s- 2R
I G0 v Bl |22l R sl Vgl 1em) we TV mee | Zos ZRS T Lo mann) vo L HauR
Work| ERE e naaE) = &% | (MMC)
Material |\ Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum| Titanium | Inconel | Composite [Magnesium|  Metal
Steel Carbon Cargon Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ -1 Codst~| SCM | T [\ B 230306202570 qus | KD | b R | @ | AL | AC CFRP | AZOTD
DLC-HO-3D oTolo
BIN—Y&bD
FROM B{I:mm Unit:mm
DAY INNRNCEEEVENENER | iBR | 2R | V8 (VIR Stim (726 E8 IREME = BAglA\ARCEEEVANETER| BR | 2K | V8 [YrVIR| Stin |TEEE | E8 IREHE
EDP No. LU LCF | OAL |DCON | LS PL |[Stock| (g) (Yen) EDP No. DC - DCON LU LCF | OAL |DCON | LS PL |Stock| (g) (Yen)
8 24 | 40 | 9%4 8 |53 1.5 O — — 10.1 -11 51 61 1.8 O = =
81- 9 1 59 1.5 O = = 10.2-11 | 31 61 1.9 O = —
82- 9| 25 59 1.5 ] — — 10.3 -11 52 60 1.9 O = -
83- 9 2 58 1.5 ] — = 104 -11 60 1.9 O = —
84- 9 58 1.5 ] — — 105 -11 | 32 53 1113 | 11 59 1.9 O — =
85- 9| 26 43 | 101 9 57 1.5 O — = 10.6 - 11 59 1.9 O = —
86- 9 57 1.6 | [ — — 10.7 - 11 54 58 1.9 O = =
87-9 44 56 16 | O — - 10.8 - 11 33 58 2 O = —
88- 9 27 56 16 | O — — 10.9 -11 55 57 2 O = =
89- 9 45 55 16 | O — = 11 -1 57 2 | O = —
9 -9 55 16 |- — — 11.1 56 63 2 O = =
9.1 46 59 1.7 ] — = 11.2 34 63 2 O = -
9.2 28 59 1.7 L] — — 113 57 62 2.1 O = =
9.3 47 58 1.7 O — = 11.4 62 2.1 O = —
9.4 58 1.7 O = — 11.5 35 58 1120 | 12 61 2.1 O = =
9.5 29 48 | 106 | 10 57 1.7 ] — - 11.6 61 2.1 O = —
9.6 57 1.7 ] — — 11.7 59 60 2.1 O = =
9.7 49 56 1.8 | O — = 11.8 36 60 2.1 O — —
9.8 30 56 1.8 | O — — 11.9 60 59 2.2 O = =
9.9 50 55 1.8 | [ — = 12 59 2.2 O — —
10 55 1.8 | [ — —

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HENEETEER

Stocked by specific distributors. Contact us for price & availability.

O=#ZEEBR(EEZCHERTTL.)

Limited standard stock item

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

70



DLCO—MMN{FEEERYIL10DY AT

DLC Coated Carbide Drill with Internal Coolant Supply (10D Type)

DLC-HO-10D IEISS S| P.137 |

| RGash |
IS S S —— - _vﬂa_

DCON

LS

d—=FT4VJICBEOSWRETDEEHSDETHL gﬁif‘f/iyﬁ'
HEELE2<BESDFEA- fninning OAL

Drills may have some discoloration,
but it does not cause any performance problems. S DIrESeE (£ 140° o} CHDET,

=|= AN m Tolerance of the point angle is 140",22
e8 30° HIT

—
CARBIDE DLCIGUSS

B{I:mm Unit:mm

AN\ AN=CEIVANENER BR | 2K | V1//8|VrVIR| Soim |ERE BR | 2R VB |VvVIR| Stim | 1EEE | B8 [IREMH
EDP No. LU LCF | OAL |DCON | LS PL [Stock EDP No. LCF | OAL |DCON | LS PL |Stock| (9) (Yen)
3 -3[/30| 40| 9| 3 |50 |05 |J—= - 5.5 55 48 | 1 O = -
3.1 31 50 | 0.6 | || — = 5.6 56 48 | 1 O = —
3.2 32 | 45 50 | 06 | ]| — - 5.7 57 7811281 6 48 | 1 O = -
3] 33 50 | 0.6 | ]| — = 5.8 58 48 | 11 O = -
34 34 48 1 06 | [ = - 59 59 48 | 1.1 O = -
3.5 35 100! 4 48 1 06 | [ — = 6 60 50 | 11 O = —
3.6 36 48 | 0.7 | || — = 6.1- 7 | 61 51 | 11 O — -
3.7 37 | 50 48 | 07 | [ = - 6.2- 7| 62 51 | 11 O = -
3.8 38 48 1 07 | [ = — 63- 7| 63 51 | 1.1 O = =
3.9 39 48 1 07 | O = = 6.4- 7| 64 | 87 51 | 1.2 O = —
4 40 50 | 0.7 | [ — = 6.5- 7 | 65 140 | 7 51 | 1.2 O = -
41- 5 | 4 55 58 | 07| [ — = 6.6- 7| 66 51 | 1.2 O = -
42- 5| 42 58 | 0.8 ||| = - 6.7- 7| 67 51 | 1.2 |- = =
43- 5| 43 53 | 08| [ — = 6.8- 7| 68 48 | 1.2 O = —
44- 5| 44 60 53 | 08| [ — — 69- 7|69 | 9 48 | 1.3 O = -
45- 5| 45 115 5 53 1 08| [ — - 7 -7]170 50 | 13 O = =
46- 5| 46 53 | 08| [ = — 71 71 50 | 13 O = =
4.7 - 5| 47 48 1 09| [ = = 7.2 72 50 | 1.3 O = —
48- 5| 48 65 48 1 09| O — - 23] 73 | 100 50 | 13 O = -
49- 5| 49 48 | 09 | || — = 7.4 74 50 | 13 O — -
5 - 5|50 50 | 09 | [ = - 7.5 75 155 8 | 53 | 14| [ — =
5.1 51 50 | 09 | [ = = 7.6 76 48 |14 | O = -
5.2 52 | 70 50 | 09 | O] = - 7.7 77 48 | 14| O = -
53 53 128 6 50 |1 O — = 7.8 78 105 48 | 14| O = —
5.4 54 | 78 48 | 1 ] — — 7.9 79 48 | 1.4 | || — -
RN—IN
BZDc 8~12 34
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRBAFPIZTE TS, Seep.l for explanation of icons.



= ; = = 3 NIR | &BE
I G0 v Bl |22l R sl Vgl 1em) we TV mee | Zos ZRS T Lo mann) vo L HauR
Work | EREH e R R &% | (MMC)
Material |\ Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum| Titanium | Inconel | Composite [Magnesium|  Metal
Steel | Carbon Cargon Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ -1 Codst~| SCM | T [\ B 230306202570 qus | KD | b R | @ | AL | AC CFRP | AZOTD
DLC-HO-10D oTolo
BIN—Y&bD
FROM B{I:mm Unit:mm
DAY INNRNCEEEVENENER | iBR | 2R | V8 (VIR Stim (726 E8 IREME = BAglA\ARCEEEVANETER| BR | 2K | V8 [YrVIR| Stin |TEEE | E8 IREHE
EDP No. LU LCF | OAL |DCON | LS PL |[Stock| (g) (Yen) EDP No. DC - DCON LU LCF | OAL |DCON | LS PL |Stock| (g) (Yen)
8 80 [105 | 155 8 | 50 | 15 O — — 10.1 -11 101 63 | 1.8 O = =
81- 9 81 53 | 15 O = = 10.2 -11 |102 63 | 1.9 O = —
82- 9| 8 53 | 15 ] — — 10.3 -11 |103 63 | 1.9 O = -
83- 9| 83 |110 53 | 15 ] — - 104 -11 |104 | 140 63 | 19 O = —
84- 9| 84 53 | 15 ] — — 10.5-11 105 205 | 11 63 | 19 O — =
85- 9| 85 165 9 53 | 15 O — = 10.6 -11 |106 63 | 1.9 O = —
86- 9| 86 48 | 1.6 | [ — — 10.7 -11 |107 63 | 1.9 O = =
87- 9 87 48 | 16| || — - 10.8 -11 |108 58 | 2 O = —
88- 9| 88 |115 48 | 16| || — - 10.9 -11 109 | 145 58 | 2 O = -
89- 9 89 48 | 16| || — = 11 -11 |110 58 | 2 O = —
9 -9| 9% 50 | 1.6 |- — — 11.1 111 58 [ 2 |0 = =
9.1 91 60 | 1.7 ] — = 11.2 112 58 | 2 O = -
9.2 92 60 | 1.7 L] — — 113 113 58 | 21 O = -
9.3 93 | 125 60 | 1.7 O — = 11.4 114 58 | 2.1 O = —
9.4 94 60 | 1.7 O = — 11.5 115 58 | 2.1 O = =
9.5 95 190 | 10 63 | 1.7 ] — - 11.6 116 L= 21> e 58 | 2.1 O = —
9.6 96 58 | 1.7 ] — — 11.7 117 58 | 21 O = =
9.7 97 58 | 1.8 | [ — = 11.8 118 58 | 21 O — —
9.8 98 | 130 58 | 1.8 | [0 — — 11.9 119 58 | 2.2 O = =
9.9 929 58 | 1.8 | [ — = 12 120 58 | 2.2 O — —
10 100 60 | 1.8 | [ — —

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HENEETEER

Stocked by specific distributors. Contact us for price & availability.

O=#ZEEBR(EEZCHERTTL.)

Limited standard stock item

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

72
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DLCO—MEN{IEEERYIL20DT 1T

DLC Coated Carbide Drill with Internal Coolant Supply (20D Type)

B/
N

DLC-HO-20D EIBIRF S | P137 |
RV =D
R thinning
g
PL 8
- S SESESESESSS & g == E— |
- LU J
A — e i gt oAy N LCF LS
=S4V IJICBUSHRET DIHBENHOIIHL
4aE LIF2<EEHDFRA- OAL
Drills may have some discoloration,
but it does not cause any performance problems. SEREADHFREE140° O LD ET,
Tolerance of the point angle is 140°_%-
S| m— <~ AN I
DLC-IGUSS e8 30° AT
B{i:mm Unit:mm
Y—JUNo.| BE-J1/98 BR | 2R |wIB|vvUIR| St |1EE DA IN\ANCESVLREER BR | £R | VI8 |VrVIR| Soim |15 | E8 [IREMI
EDP No. DC - DCON LCF | OAL |DCON | LS PL |Stock EDP No. DC-DCON LU LCF | OAL |DCON | LS PL |Stock| (g9) (Yen)
70 | 120 3 | 48 | 05| [ - 5.5 110 48 | 1 O = =
58 | 0.6 | |J = 5.6 112 48 | 1 O = —
80 58 | 06 | |CJ - 5.7 114 48 | 1 O = =
58 | 06| |0 = 58 |16 010 ® g Ol =] -
53 | 06| |J - 5.9 118 48 | 1.1 O = =
53 | 06| |J = 6 120 50 | 1.1 O = —
851140 4 53 | 0.7 | |J = 6.1- 7 (122 53 | 1.1 O = =
53 | 07 | |J = 6.2- 7 (124 53 | 1.1 O = -
48 1 07| [ - 63- 7 126 53 | 1.1 O = =
90 48 1 07| O = 6.4- 7 [128 | 155 53 | 12| O = -
50 | 0.7 | |CJ = 6.5- 7 (130 20| 7 53 [ 12| O = =
41- 5| 82 100 63 | 0.7 | |J = 6.6- 7 (132 53 | 12| [ = -
42- 5| 84 63 | 0.8 |—|J - 6.7- 7 134 53 | 1.2 |- = =
43- 5| 86 53 | 08| |J = 6.8- 7 (136 48 | 12| O = -
44- 5| 88 53 | 0.8 | |J — 6.9- 7 138 | 160 48 | 1.3 | O — =
45- 5| 90 |110 165 5 53 | 0.8 | |UJ = 7 - 7140 48 | 1.3 | | — -
46- 5| 92 53 | 08| |J - 71 142 58 | 13| [ = =
47- 5| 9% 53 | 09| [ = 7.2 144 58 | 13| O] = -
48- 5| 9% 48 1 09| [0 . 7.3 146 | 170 58 | 13| O = =
49- 5| 98 |115 48 | 09 | |J = 7.4 148 58 | 1.3 | [ — -
5 - 5/100 50 | 09 | |J - 7.5 150 230| 8 | 58 | 14| ] — =
5.1 102 68 | 0.9 | |J = 7.6 152 48 | 14| O = -
5.2 104 1120 68 | 0.9 | |J . 7.7 154 48 | 14| O = =
5.3 106 190 6 68 | 1 O = 7.8 156 180 48 | 14| O — —
5.4 108 | 140 48 |1 O — 7.9 158 48 | 14| [ — =

@ =1FHEEEM
Standard stock item

O=HEXEETEER

EEEESICDWT Inventory symbols

O=#ZEEBR(FEEZCHERTTL.)

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA JVDFBAIFPIZTE TS,

See p.1 for explanation of icons.




= ; = = 3 NIR | &BE
I G0 v Bl |22l R sl Vgl 1em) we TV mee | Zos ZRS T Lo mann) vo L HauR
Work | EREH e R R &% | (MMC)
Material |\ Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum| Titanium | Inconel | Composite [Magnesium|  Metal
Steel | Carbon Cargon Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ -1 Codst~| SCM | T [\ B 230306202570 qus | KD | b R | @ | AL | AC CFRP | AZOTD
DLC-HO-20D oTolo
BIN—Y&bD
FROM B{I:mm Unit:mm
DAY INNRNCEEEVENENER | iBR | 2R | V8 (VIR Stim (726 E8 IREME = BAglA\ARCEEEVANETER| BR | 2K | V8 [YrVIR| Stin |TEEE | E8 IREHE
EDP No. LU LCF | OAL |DCON | LS PL |[Stock| (g) (Yen) EDP No. DC - DCON LU LCF | OAL |DCON | LS PL |Stock| (g) (Yen)
8 160 | 180 | 230 8 | 50 | 15 O — — 10.1 -11 | 202 58 | 1.8 O = =
8.1- 9162 63 | 15 O = = 10.2 -11 | 204 58 | 1.9 O = —
8.2- 9164 63 | 15 ] — — 10.3 -11 | 206 58 | 1.9 O = -
83- 9 166 |195 63 | 15 ] — - 104 -11 | 208 58 | 19 O = —
84- 9 168 63 | 15 ] — — 10.5-11 | 210 250 | 310 | 11 58 | 1.9 O — =
85- 9170 260 9 63 | 15 O — = 106 -11 | 212 58 | 1.9 O = —
86- 9172 48 | 1.6 | [ — — 10.7 -11 | 214 58 | 1.9 O = =
87- 9 174 48 | 16| || — - 10.8 -11 | 216 58 | 2 O = —
8.8- 9176 |210 48 | 16| || — - 10.9 -11 | 218 58 | 2 O = -
89- 9178 48 | 16| || — = 11 -11 220 58 | 2 O = —
9 - 91180 48 | 1.6 |—|| — — 11.1 222 58 [ 2 |0 = =
9.1 182 68 | 1.7 ] — = 11.2 224 58 | 2 O = -
9.2 184 68 | 1.7 L] — — 113 226 58 | 21 O = -
9.3 186 | 220 68 | 1.7 O — = 11.4 228 58 | 2.1 O = —
9.4 188 68 | 1.7 O = — 11.5 230 58 | 2.1 O = =
9.5 190 200 | 10 68 | 1.7 ] — - 11.6 232 20y 330 e 58 | 2.1 O = —
9.6 192 58 | 1.7 ] — — 11.7 234 58 | 21 O = =
9.7 194 58 | 1.8 | [ — = 11.8 236 58 | 21 O — —
9.8 196 | 230 58 | 1.8 | [0 — — 11.9 238 58 | 2.2 O = =
9.9 198 58 | 1.8 | [ — = 12 240 58 | 2.2 O — —
10 200 58 | 1.8 | [ — —

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HENEETEER

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

74
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DLCO—NAN{EEERYIL30DT 1T

DLC Coated Carbide Drill with Internal Coolant Supply (30D Type)

DLC-HO-30D

PN T S e T e e e e e N

YIRS

Cutting
Conditions

P137 |

=TT ICBEODRETDIEEHTOETHL

HEELEE<EESHDF A

Drills may have some discoloration,

but it does not cause any performance problems.

|
CARBIDE ) ¢ 16uss

=|= ANN KM

- —

42
N

REEVYZVD
R thinning

4
\
|

PL
b
S = =

LCF

LS

OAL

FERADHEEIF 140" £BbFET,

Tolerance of the point angle is 140°_$-

e8 30° FIT
B{i:mm Unit:mm
Y—JUNo.| BR-1/B BR | 2R [ VIR Stin (5B WA INNAN=EBILRENER BR | &R | /)R |Ur/IR| foim |11 | E2 IS4
EDP No. DC-DCON LCF OAL | DCON LS PL |[Stock EDP No. DC - DCON LU LCF OAL | DCON LS PL |Stock| (g9) (Yen)
100 | 150 3 50 | 0.5 [l — 5.5 165 48 1 O - =
102 81 0.6 [l — 5.6 168 48 1 O - -
105 78 | 0.6 ] — 5.7 171 48 1 O = =
109 74 (06| O = 5.8 1741200 | 220 6 s ] B=] =
112 71 0.6 [l — 5.9 177 48 1.1 O - =
185 4 67 | 0.6 [l — 6 180 50 1.1 O - -
116 67 | 0.7 J — 6.1- 7 | 183 63 1.1 O = —
67 | 0.7 ] — 6.2- 7 |186 63 1.1 0 = —
51 0.7 0J — 6.3- 7 |189 63 1.1 0 = =
132 51 0.7 [l — 6.4- 7 192|215 63 1.2 O - -
51 0.7 O — 6.5- 7 [ 195 280 7 63 1.2 O - —
4.1- 5 123 140 73 0.7 ] = 6.6- 7 198 63 1.2 O - —
42- 5126 73 | 0.8 |—-|J — 6.7 - 7 | 201 63 1.2 |- = =
43- 5 (129 63 0.8 [l = 6.8- 7 |204 48 1.2 O - —
44- 5132 63 0.8 [l — 6.9 - 7 | 207 | 230 48 1.3 O - —
45- 5 135|150 215 5 63 0.8 J — 7 - 7210 48 1.3 = -
46- 5 (138 63 | 0.8 ] — 7.1 213 63 1.3 0 = =
4.7 - 5 | 141 63 0.9 O = 7.2 216 63 1.3 O - —
48- 5 | 144 48 | 0.9 [l — 7.3 219 | 250 63 1.3 O - —
49 - 5 147 | 165 48 | 0.9 J — 7.4 222 63 1.3 O = -
5 - 5]150 50 | 0.9 ] — 7.5 225 315 8 | 63 1.4 O = =
5.1 153 68 | 0.9 [l — 7.6 228 48 | 1.4 0 = —
5.2 156 | 180 68 | 0.9 [l — 7.7 231 48 1.4 O - —
5.3 159 250 s 68 1 [l — 7.8 234 29 48 1.4 O - -
5.4 162 | 200 48 1 O - 7.9 237 48 1.4 O - =

@ =1FHEEEM
Standard stock item

O=HEXEETEER

EEEESICDWT Inventory symbols

O=#ZEEBR(FEEZCHERTTL.)

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

WA JVDFBAIFPIZTE TS,

See p.1 for explanation of icons.




= ; = = 3 NIR | &BE
I G0 v Bl |22l R sl Vgl 1em) we TV mee | Zos ZRS T Lo mann) vo L HauR
Work | EREH e R R &% | (MMC)
Material |\ Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum| Titanium | Inconel | Composite [Magnesium|  Metal
Steel | Carbon Cargon Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ -1 Codst~| SCM | T [\ B 230306202570 qus | KD | b R | @ | AL | AC CFRP | AZOTD
DLC-HO-30D oTolo
BIN—Y&bD
FROM B{I:mm Unit:mm
DAY INNRNCEEEVENENER | iBR | 2R | V8 (VIR Stim (726 E8 IREME = BAglA\ARCEEEVANETER| BR | 2K | V8 [YrVIR| Stin |TEEE | E8 IREHE
EDP No. LU LCF | OAL |DCON | LS PL |[Stock| (g) (Yen) EDP No. DC - DCON LU LCF | OAL |DCON | LS PL |Stock| (g) (Yen)
8 240 | 265 | 315 8 | 50 | 15 O — — 10.1 -11 | 303 73 | 1.8 O = =
8.1- 9 243 68 | 1.5 O = = 10.2 -11 | 306 73 1 1.9 O = —
8.2- 9 |246 68 | 1.5 ] — — 10.3 -11 | 309 | 350 73 | 1.9 O = =
8.3- 9 249 |280 68 | 1.5 ] — - 104 -11 | 312 73 | 19 O = —
8.4 - 9 252 68 | 1.5 ] — — 105 -11 | 315 225 | 11 73 | 19 O — =
85- 9 255 350 9 68 | 1.5 O — = 106 -11 | 318 58 | 1.9 O = —
8.6 - 9 |258 48 | 1.6 | [ — — 10.7 -11 | 321 58 | 1.9 O = =
8.7- 9 261 48 | 16| || — - 10.8 -11 | 324 | 365 58 | 2 O = —
8.8- 9 |264 |300 48 | 16| || — — 10.9 -11 | 327 58 | 2 O = =
8.9- 9 267 48 | 16| || — = 11 -11 | 330 58 | 2 O = —
9 - 9270 48 | 1.6 |—|| — — 11.1 333 78 |2 | O = =
9.1 273 73 | 1.7 ] — = 11.2 336 78 | 2 O = -
9.2 276 73 | 1.7 L] — — 113 339 | 380 78 | 21 O = =
9.3 279 | 315 73 | 1.7 O — = 11.4 342 78 | 2.1 O = —
9.4 282 73 | 1.7 O = — 11.5 345 460 | 12 78 | 2.1 O = =
9.5 285 300 | 10 73 | 1.7 ] — - 11.6 348 58 | 2.1 O = —
9.6 288 58 | 1.7 ] — — 11.7 351 58 | 21 O = =
9.7 291 58 | 1.8 | [ — = 11.8 354 | 400 58 | 21 O — —
9.8 294 | 330 58 | 1.8 | [0 — — 11.9 357 58 | 2.2 O = =
9.9 297 58 | 1.8 | [ — = 12 360 58 | 2.2 O — —
10 300 58 | 1.8 | [ — —

EEEESICDW T Inventory symbols
@ =1FHEEEM
Standard stock item

O=HENEETEER

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

O=#ZEEBR(EEZCHERTTL.)

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCERTE.)

Discontinued item

76
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DLCO—NAN{EEERYIL40DT 1T

DLC Coated Carbide Drill with Internal Coolant Supply (40D Type)

DLC-HO-40D

_—

YIRS

Cutting
Conditions

S S S e

=TV IJICBUSHRET DIHBENHOTIHL
4aE LIF2<EEHDFRA-
Drills may have some discoloration,
but it does not cause any performance problems.

/A
Pisa] I

REYVZVD

Rthinning

V

LU

LCF

LS

|
l DCON

OAL

SIADAEERF 140" Q. £5bET,

Tolerance of the point angle is 140°_$-

[ R aaw
CARBIDE ) S” S| |’
DICIGUSS  e8.0.01 ~ #25 T
ABOUT25
B{i:mm Unit:mm
P N\ ANCCEER ENER BR | 2R (V108 [VrUIR| Sl |TEE PA IRV EER BR | R | VR |VrVIR| Soim (72| 28 IRERME
EDP No. DC-DCON LU LCF | OAL |DCON| LS PL |Stock EDP No. DC-DCON LU LCF | OAL |DCON| LS PL |Stock| (g) | (Yen)
3 - 31120129 | 179 3149 | 05 O = — 6 240 | 258 | 308 6 | 49 | 11 O = -
3.5 140 | 151 | 210 4 57 | 0.6 O = = 7.5 300 | 323 | 382 8 57 | 14 O = =
4 160 | 172 | 222 49 1 07| [0 = — 8 320 | 344 | 394 49 | 15 |- = -
4.5- 5 (180 | 194 | 256 5 60 | 0.8 | || — - 9.5 380 | 409 | 478 10 67 | 1.7 | [ = -
5 - 51200 |215 | 265 49 | 09 O = — 10 400 | 430 | 490 59 | 1.8 O = -
5.5 220 | 237 | 296 6 | 57 |1 O = =
= S B 5% | 2R
WA BT o BrrE el BES maa V2% 1ea) we P20 mae | TS TS Y Lo mann) vo L Baun
Work | SR - e &% | (MMC)
Material ||y Carbon| Medium High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum | Titanium | Inconel | Composite (Magnesium| —Metal
Steel Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel |~ Steel Steel Casting Composites
REEES » " N ~35 (35~ 45|45~ 50(50 ~ 62|62 ~ 70 SKD
Abg;viagn (~0.25%| (025~045%|C0.45% ~| SCM HRC HRC | HRC HRC | HRC SUS SKS FC FCD Cu AL AC CFRP | AZ91D
DLC-HO-40D OO0 | O

® = 1REFXER
O=HEXEETEER

Standard stock item

EEEESICDWT Inventory symbols
O=#FEREBERTEEZHEETEL.)

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

A =R NUOBBEANO B EE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.




DLCO—MMN (I E#ERYIL50D5 1T

DLC Coated Carbide Drill with Internal Coolant Supply (50D Type)

DLC-HO-50D

BRI Ssnd... | P.138 |

d—=FT4VJICBEOSWRETDEEHSDETHL
HEELE2<BESDFEA-

Drills may have some discoloration,
but it does not cause any performance problems.

s | N AN O
CARBIDE 1, ci6uss e;-lo.m

PL

b‘

g = < = ———
e LU |

DA
N

REYVZVD
Rthinning

DCON

LCF LS

OAL

SIRADHEEF 140" S £BDET,

Tolerance of the point angle is 140°_%-

w25 HAT
ABOUT25®
B{i:mm Unit:mm
Y—JUNo.| B -4V8 (=== AV VAV e 2 BR | 2R \WIR[VrUIR| i |1EEE| B8 {REME
EDP No. DC-DCON LU LCF | OAL |DCON| LS PL |Stock LCF | OAL |DCON| LS PL |Stock| (g) | (Yen)
3 - 3]150]159 | 209 3149 | 05 O — — 5.5 275 1292 | 353 6 59 |1 O = =
3.5 175 1186 | 247 4 59 | 0.6 O — = 6 300 | 318 | 368 49 |11 ] O = —
4 200 | 212 | 262 49 | 0.7 |- — — 7.5 375 | 398 | 459 8 59 | 14 O = -
4.5- 5 |225 239 | 303 5 62 | 0.8 | || — = 8 400 | 424 | 474 49 |15 O = -
5 - 5[250 265 | 315 49 | 09 ] — —
n . SN P B R
WHIH B oo mrrE| oem| | mER sl V2% 1am) me P20 mae | TS ZUS T L mann) vo L R
Work =736 ’ e B = &g |(MMC)
Material | oy Carbon| Medium High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum | Aluminum | Titanium | Inconel | Composite (Magnesium| —Metal
teel Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel |~ Steel Steel Casting Composites
U = » " - ~35 (35~ 45|45~ 50(50 ~ 62|62 ~ 70 SKD
Abggviagn C~0.25%| (025~045%|C0.45% ~| SCM HRC | HRC | HRC HRC | HRC SUS SKS FC FCD Cu AL AC CFRP | AZ91D
DLC-HO-50D OO0 | O

EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEERETEL.)
Standard stock item Limited standard stock item

O=HEREEEER
Stocked by specific distributors. Contact us for price & availability.

A=FHRNUOBBEANVDOBREE(EEZCHERTEV,)
Scheduled to be replaced by new product or successor item

A=4ERFR(EBRZCHERTE.)

Discontinued item

B JVD5BAFPIZZCE TS,

See p.1 for explanation of icons
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DLCO—MEEIN=Y VI RUILADIALT

DLC Coated Carbide Burnishing Drill (4D Type)

DLC-BD-4D DM s | P139 |

DCON

- %

LCF ‘ LS

Ny Zog i
N thinning OAL
=T VI ICBUSHRETDHEHHDEITH
- D AN HEE EFE<RIBmBDF A,
CARBIDE DLC-IGUSS ;‘~ 15° T Drills may have some discoloration,
+0.00: but it does not cause any performance problems.

B{iI:mm Unittmm

W—JLNo. ‘ 2 PRl BE | 28 [v008|vR| stk | | B8 | BEHE
EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen)
2 30 | 04 O = - 3.99 so| 4 30 | 0.7 O = =
2.01 30 | 04 O = = 4 30 | 0.7 O = —
2.02 30 | 04 O - — 4.01 43 | 0.7 O = =
2.03 15 | 47 30 | 04 O = = 4.02 43 | 0.7 O = -
2.04 30 | 04 O = - 4.03 27 43 | 0.7 O = =
2.05 30 | 04 O = = 4.04 71 43 | 0.7 O = —
2.1 30 | 04 O = = 4.05 43 | 0.7 O = =
2.2 16 | 48 30 | 04 O = = 4.1 43 | 0.7 O = -
23 30 | 04 O = — 4.2 43 | 0.8 O = =
24 330 |04 O = = 4.3 43 | 0.8 O] = —
2.5 17 | 49 30 | 05 O = = 4.4 43 | 0.8 O = =
2.6 30 | 05 O - = 4.5 31| 75 43 | 0.8 O = -
2.7 30 | 05 O = — 4.6 43 | 0.8 O = =
2.8 30 | 05 O = = 4.7 43 | 09 O = —
2.9 30 | 05 O = — 4.8 33| 77 43 | 09 O = =
2.97 19 | 51 30 | 05 O = = 4.9 43 | 09 O = -
2.98 30 | 05 O = - 4.97 43 | 09 O = -
2.99 30 | 05 |—|C] — = 4.98 43 | 09 |— |0 — -
3 30 | 05 O = - 4.99 6 | 43 | 09 O = =
3.01 30 | 05 O = = 5 43 | 09 O = -
3.02 30 | 05 O = - 5.01 43 | 09 O = -
3.03 30 | 0.6 O = - 5.02 43 | 09 O = -
3.04 30 | 0.6 O = - 5.03 43 | 09 O = =
3.05 21 >3 30 | 0.6 O = = 5.04 38| 82 43 | 09 O = —
3.1 30 | 0.6 O - — 5.05 43 | 09 O = =
3.2 30 | 0.6 O = - 5.1 43 | 09 O = -
3.3 4 30 | 0.6 O = - 5.2 43 | 09 O = =
34 30 | 0.6 O = = 5.3 43 |1 O = —
3.5 30 | 06 O = = 5.4 43 |1 O = =
3.6 24 56 30 | 0.7 O = - 5.5 43 |1 O = -
3.7 30 | 0.7 O = — 5.6 43 |1 O = =
3.8 30 | 0.7 O = = 5.7 43 |1 O] = —
3.9 27| 59 30 | 0.7 O = = 5.8 41 | 85 43 | 1.1 O = =
3.97 30 | 0.7 O - - 5.9 43 | 1.1 O = -
3.98 30 | 0.7 O] = — 5.97 43 | 1.1 0 = =
RA=In
NEXT
EEEESICDWT Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRBAFPIZTE TS, Seep.l for explanation of icons.



_. . - - . NIR | &EE
W Bl e v A% | WG sl V2N 1em) we Tl mee | TS | ZRS T oo mann) vo L [BANR
Work | BREH ’ o B = &% | (MMC)
Material | o Carbon| Medium H\gh Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum | Aluminum | Titanium | Inconel | Composite (Magnesium| —Metal
Steel Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel | Steel Steel Casting Composites
BEES C~025{ 514 Codst~| SCM | T2 (3B 2030 ~62022 70 qus | KD | b [k | @ | AL | AC CFRP | AZ9TD
DLC-BD-4D OO | O
BIR—I&b
FROM B{I:mm Unit:mm
Y—JLNo. ‘ 2 EREIAR IR I —/ No. ‘ =GR B | 2 | 0B | ViR | sl | 08 | BE | EEiE
EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (g) (Yen)
5.98 43 | 1.1 O = — 7.97 43 | 15 O = =
5.99 6 | 43 | 1.1 O] = = 7.98 43 | 15 O = -
6 s O -] - 790 B 2| &8 p3hs| O = =
6.01 43 | 1.1 O - - 8 43 | 15 O = -
6.02 43 | 1.1 O = — 8.01 48 | 1.5 O = =
6.03 43 | 1.1 O] = = 8.02 48 | 1.5 O] = -
6.04 41 85 43 | 1.1 0 = — 8.03 48 | 1.5 O = =
6.05 43 | 1.1 O - - 8.04 48 | 15 O = -
6.1 43 | 1.1 O = — 8.05 48 | 15 O = =
6.2 43 | 1.1 O] = = 8.1 =g '3 48 | 1.5 O] = -
6.3 43 | 1.1 O] — — 8.2 48 | 1.5 O] = =
6.4 43 | 1.2 O - = 8.3 48 | 1.5 O = -
6.5 43 | 1.2 O - — 8.4 48 | 15 O = =
6.6 43 | 1.2 O = = 8.5 48 | 1.5 O = -
6.7 43 | 1.2 O] = — 8.6 48 | 1.6 O] = =
6.8 43 | 1.2 O = = 8.7 48 | 1.6 0 = -
6.9 23| 87 43 | 13 O = - 8.8 48 | 1.6 O = =
6.97 43 [ 13 |—|0] = = 8.9 55 | 105 48 | 16 |— || — -
6.98 8 43 | 1.3 O] — — 8.97 48 | 1.6 O] = =
6.99 43 | 1.3 0 = = 8.98 10 | 48 | 1.6 O = -
7 43 | 13 0 = — 8.99 48 | 16 O = =
7.01 43 | 13 O = - 9 48 | 1.6 O = -
7.02 43 | 1.3 O = — 9.01 48 | 1.6 O = =
7.03 43 | 1.3 O] = = 9.02 48 | 1.6 O = -
7.04 43 | 1.3 O - — 9.03 48 | 1.6 O = =
7.05 45| 89 43 | 13 O = - 9.04 48 | 1.6 O = -
7.1 43 | 1.3 O = — 9.05 58 | 108 48 | 1.6 O = =
7.2 43 | 1.3 O] = = 9.1 48 | 1.7 O] = -
7.3 43 | 1.3 0 = — 9.2 48 | 1.7 O = =
7.4 43 | 13 O - - 9.3 48 | 1.7 O = -
7.5 43 | 14 O = — 9.4 48 | 1.7 O = =
7.6 43 | 14 O] = = 9.5 48 | 1.7 O] = -
7.7 48| 92 43 | 14 O = — 9.6 48 | 1.7 0 = =
7.8 43 | 14 O - = 9.7 60 | 110 48 | 1.8 O = -
7.9 43 | 14 ] — — 9.8 48 | 1.8 0 = =
RR—I N
E&DC] 9.9~20 IEW
EEEESICDW T Inventory symbols
@ =1FHEEEM O=#FEREBERTEEZHEETEL.) A=FRARUBBBNDDOBREE(FEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=(ERIR(EEZTHER TEL.)

Stocked by specific distributors. Contact us for price & availability. Discontinued item




DLCO—MEEIN=YVTRUILADI AT

DLC Coated Carbide Burnishing Drill (4D Type)

DLC-BD-4D IBIEEAE Snden | P.139 |

=
3
PL a
. - a — ] —————— 4
o Ss——
. LCF ‘ LS
(N5} |
N thinning OAL
=S4V JICBUSHRET HHFENHDOIIHL
NSS I o A Ld 2 < BB F LA
CARBIDE ) ¢.1Guss ;‘ 15° T Drills may have some discoloration,
+0.008 but it does not cause any performance problems.
FIN—I&D
FROM 5.98 ~9.8 Bfii:mm Unit:mm
Y—JLNo. [ECI ER | £R | V0B | nR| Soin | 1EEE | B2 | 2 Y—JUNo. [EEIN ER | £ | 0% | k| i | 1R | 2R | REE
EDP No. DC LCF OAL | DCON LS PL Stock | (g) (Yen) EDP No. DC LCF OAL |DCON LS PL Stock | (g) (Yen)
9.9 48 | 1.8 O] — — 11.4 71 | 128 55 | 2.1 O] = =
9.97 48 | 1.8 O - = 11.5 55 | 2.1 O = -
9.98 60 | 110 | 10 | 48 | 1.8 O - - 11.6 55 | 2.1 O = =
9.99 48 | 1.8 O = = 11.7 12 | 55 | 2.1 O = —
10 48 | 1.8 O] = - 11.8 73 | 130 55 | 2.1 O] = =
10.01 55 1 1.8 0 = = 11.9 55 | 2.2 O = —
10.02 55 118 O - = 12 55 | 2.2 O = -
10.03 55 118 O = = 12.5 76 | 135 57 | 23 O = —
10.04 55 |1 18 O] — - 13 78 | 137 14 57 | 24 O] = =
10.05 55 | 1.8 0 = = 13.5 84 58 | 25 0 = —
10.1 66 | 123 55 118 O = - 14 86 144 57 | 25 O = -
10.2 55 |19 |- |00 — = 14.5 89 | 149 58 | 26 |—|]] — —
10.3 55 1 19 O = - 15 91 | 151 16 58 | 2.7 O = =
104 12 55 1 19 O] = = 15.5 94 | 158 62 | 28 O] = —
10.5 55 119 O - — 16 96 | 160 62 | 29 O = -
10.6 55 119 O = = 16.5 64 | 3 O = —
10.7 55 1 19 O = - 17 64 | 3.1 O = =
10.8 68 | 125 55 | 2 O] = = 17.5 el 1% 64 | 3.2 O = —
10.9 55 | 2 0 = — 18 64 | 33 O = =
11 55 | 2 O - = 18.5 68 | 34 O = —
11.1 55 | 2 O = - 19 68 | 35 O = =
11.2 711128 55 | 2 O] = = 19.5 114 1184 | 20 68 | 35 O = —
11.3 55 | 2.1 L = — 20 68 | 3.6 L] = =
n . SN P B 5% | BB
Wb | B e e Ae| B sl V2% 1am) me P20 mae | TS TS T L mann) vo L [BauR
Work =736 ’ - o = &g |(MMC)
Material | oy Carbon| Medium High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum | Titanium | Inconel | Composite (Magnesium| —Metal
Steel Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel |~ Steel Steel Casting Composites
U = N o N ~35 (35~ 45|45~ 50(50 ~ 62|62 ~ 70 SKD
Abg;wagn C~0.25%| (025~045%|C0.45% ~| SCM HRC | HRC | HRC | HRC | HRC SUS SKS FC FCD Cu AL AC CFRP | AZ91D
DLC-BD-4D OO0 | O
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

WA OVDFRAFPIZZETFEL,  Seep.l forexplanation of icons.



DLCO—NHTEBEIN= T RUILADI AT

DLC Coated Carbide Burnishing Drill with Internal Coolant Supply (4D Type)

DLC-BDO-4D EDBISRHE Sondons | P.139 |

DCON

Seaewm=_ & B
i

LCF ‘ Ls

N5 |
N thinning OAL
=S4V IICBUSHRET HHBENHDIIHL
<~ AN 4EE LIF2<EEHDFRA-
CARBIDE ) ¢.1Guss ;‘ 15° T Drills may have some discoloration,
+0.00i but it does not cause any performance problems.

BfiI:mm Unittmm

w—JLNo. ‘ ez BRI dEEIE A I ) No. ‘ I B | 2F |8 | vk | s | 108 | BB | EEiE
EDP No. DC LCF OAL | DCON LS PL Stock | (g) (Yen) EDP No. DC LCF OAL |DCON LS PL Stock | (g) (Yen)
3 21 68 3 145 | 05 0 = — 7.6 53 | 14 O = —
3.1 49 | 0.6 O = - 7.7 53 | 14 O = =
3.2 49 | 0.6 O = — 7.8 56 | 110| 8 | 53 | 14 O = -
3.3 25 49 | 0.6 O = - 7.9 53 | 14 O = =
3.4 49 | 0.6 O = — 8 53 | 1.5 O = -
3.5 76| 4 49 | 0.6 O = - 8.1 57 | 15 O = =
3.6 47 | 0.7 O = — 8.2 57 | 15 O = -
3.7 47 | 0.7 O = = 8.3 60 57 | 15 O = =
3.8 28 47 | 0.7 O = — 8.4 57 | 15 O = -
3.9 47 | 0.7 O = - 8.5 118 9 57 | 15 O = -
4 47 | 0.7 O = - 8.6 54 | 16 O = -
4.1 52 | 0.7 O = - 8.7 54 | 16 O = -
4.2 52 | 0.8 O = — 8.8 63 54 | 16 O = -
4.3 32 52 | 0.8 O = - 8.9 54 | 16 O = -
4.4 52 | 0.8 O = — 9 54 | 16 O = -
4.5 85 5 52 | 0.8 O = - 9.1 58 | 1.7 O = -
4.6 49 | 0.8 O = — 9.2 58 | 1.7 O = -
4.7 49 | 0.9 O = - 9.3 67 58 | 1.7 O = -
4.8 35 49 | 0.9 O = — 9.4 58 | 1.7 O = -
4.9 49 | 0.9 O = - 9.5 126 | 10 58 | 1.7 O = -
5 49 | 0.9 O = — 9.6 55 | 1.7 O = -
5.1 54 | 09 O = - 9.7 55 118 O = -
5.2 54 109 | | — — 9.8 70 55 | 1.8 |- — -
53 39 54 |1 O = - 9.9 55 |1 1.8 O = -
5.4 54 |1 O = — 10 55 118 O = -
55 ul 6 54 |1 O = - 10.1 63 | 1.8 O = -
5.6 51 |1 O = — 10.2 63 | 1.9 O = -
5.7 51 |1 O = - 10.3 74 63 | 1.9 O = -
5.8 42 51 | 11 O = — 10.4 63 | 1.9 O = -
5.9 51 | 11 O = - 10.5 138 | 11 63 | 19 O = -
6 51 | 11 O = — 10.6 60 | 1.9 O = -
6.1 55 | 11 O = - 10.7 60 | 1.9 O = -
6.2 55 | 1.1 O = — 10.8 77 60 | 2 O = -
6.3 46 55 | 11 O = = 10.9 60 | 2 O = =
6.4 55 | 1.2 O = — 11 60 | 2 O = -
6.5 102 7 55 | 1.2 O = - 11.1 64 | 2 O = =
6.6 52 | 1.2 O - — 11.2 64 | 2 O = -
6.7 52 | 1.2 O - = 113 81 64 | 2.1 O = -
6.8 49 52 | 1.2 O = — 11.4 64 | 2.1 O = —
6.9 52 | 13 O = - 115 64 | 2.1 O = -
7 52 1 13 O = — 11.6 146 W& 61 | 2.1 O = —
71 56 | 13 0 = - 11.7 61 | 2.1 O = =
7.2 56 | 13 0 = - 11.8 84 61 | 2.1 O = —
7.3 53 | 110 8 | 56 | 13 0 = - 11.9 61 | 2.2 O = =
7.4 56 | 13 O = — 12 61 | 2.2 0 = —
7.5 56 | 14 o = -
_. . - - < NI% | 2EE
Wb | B e e Ae| B sl V2% 1am) me P20 mae | TS TS T L mann) vo L [BauR
Work =736 ’ o B = &g | (MMC)
Material | o Carbon| Medium High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum |Aluminum | Titanium | Inconel | Composite (Magnesium| —Metal
Steel Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel |~ Steel Steel Casting Composites
RS C~025( 50438 C0asth~| SCM | T [~ B 006202570 qus | KD | k| R | @ | AL | AC CFRP | AZ91D
DLC-BDO-4D OO0 |0
EEEESICDW T Inventory symbols
O =1FHEER O=#FEREBERTEEZHEERETEL.) A=FRARUBBBNDDOBREE(FEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=4fERLREEBEZEETE.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

B 74 JVDFHBIFPIZTE NS, Seep.l for explanation of icons



DLCO—NHR(FEEEIN= VI RUILBDY AT

DLC Coated Carbide Burnishing Drill with Internal Coolant Supply (8D Type)

DLC-BDO-8D MR Snt.n. | P139 |

DCON

\§iApZ ez OAL
N thinning

=T VIICBUOSNRETDHEEDHDIIH,

. ‘-a AN m 'l‘iﬁgil;§<ﬁ:ﬁ%§a5035ﬂho
CARBIDE pciguss oo 15° T Drills may have some discoloration,
+0.008 but it does not cause any performance problems.

B{iI:mm Unittmm

Y—JLNo. ‘ 2 EREIAR IR I ) No. ‘ =GR B | 2 | B | vook | foih | 06 | BE | EEiE
EDP No. DC LCF | OAL |DCON| LS PL | Stock | (9) (Yen) EDP No. DC LCF | OAL |DCON| LS PL | Stock | (g) (Yen)
3 33| 81 3 | 47 | 05 0 = — 7.6 53 114 0 = -
3.1 53 | 0.6 O = = 7.7 53 1 14 0 = =
3.2 53 | 0.6 0 = — 7.8 88 | 142 8 | 53 ]14 0 = -
3.3 38 53 | 0.6 O = = 79 53 1 14 O = =
3.4 53 | 0.6 O = — 8 53 | 15 O = -
3.5 9| 4 53 | 0.6 O = = 8.1 60 | 1.5 O = =
3.6 47 | 0.7 O - — 8.2 60 | 1.5 [ -
3.7 47 | 0.7 O = = 8.3 93 60 | 1.5 O = =
3.8 44 47 | 0.7 O = - 8.4 60 | 1.5 O = -
3.9 47 | 0.7 O = = 8.5 154 9 60 | 1.5 O = =
4 47 | 0.7 O = — 8.6 54 | 16 O = -
4.1 55 | 0.7 0 = = 8.7 54 | 1.6 O = =
4.2 55 | 0.8 O = — 8.8 99 54 | 1.6 O = -
4.3 49 55 | 0.8 O = = 8.9 54 | 1.6 O = =
4.4 55 | 0.8 O = — 9 54 | 1.6 O = -
4.5 105 5 55 | 0.8 O = = 9.1 61 1.7 O = =
4.6 49 | 0.8 O = - 9.2 61 1.7 O = -
4.7 49 | 0.9 O = — 9.3 104 61 1.7 O = =
4.8 55 49 | 0.9 O = — 9.4 61 1.7 O = -
4.9 49 | 09 O = = 9.5 61 1.7 O = =
5 49 | 09 O = — 9.6 166 WY 55 | 1.7 O = -
5.1 57 | 09 O = = 9.7 55 | 1.8 O = -
5.2 57 109 | |0 = — 9.8 110 55 [ 1.8 || — -
53 60 57 | 1 O = = 9.9 55 | 1.8 O = =
5.4 57 | 1 O = — 10 55 | 1.8 O = -
5.5 118 6 57 | 1 O = = 10.1 66 | 1.8 O = =
5.6 51 | 1 O = — 10.2 66 | 19 O = -
5.7 51 | 1 O = = 10.3 115 66 | 19 O = -
5.8 66 51 | 11 O = — 10.4 66 | 19 O = -
5.9 51 | 11 O] — = 10.5 182 | 11 66 | 19 O = =
6 51 | 11 O] — — 10.6 60 [ 1.9 O = -
6.1 58 | 11 O] — = 10.7 60 | 1.9 O = =
6.2 58 | 1.1 Ol = — 10.8 121 60 | 2 O = -
6.3 71 58 | 11 O] = = 10.9 60 | 2 O = =
6.4 58 | 1.2 O = — 11 60 | 2 O = -
6.5 130 7 58 | 1.2 O = = 11.1 67 | 2 O = =
6.6 52 | 1.2 O = — 11.2 67 | 2 O = -
6.7 52 | 1.2 Ol = = 11.3 126 67 | 2.1 O = -
6.8 77 52 | 1.2 0 = — 11.4 67 | 2.1 O = -
6.9 52 | 13 0 = = 11.5 67 | 2.1 O = =
7 52 | 13 0 = — 11.6 194 1 12 61 | 2.1 0 = -
7.1 59 | 13 0 = = 11.7 61 | 2.1 0 = =
7.2 59 | 13 0 = — 11.8 132 61 | 2.1 0 = -
7.3 82 | 142 8 |59 |13 0 = = 11.9 61 | 22 0 = -
7.4 59 | 13 0 = — 12 61 | 2.2 0 = —
7.5 59 | 14 0 = =
o ; = = 3 NI% | 2EE
HIE B0 v s 22| R sl V2% 1am) me P20 mae | TS ZUS T L mann) vo L R
Work| RS ’ - naEE) = &g |(MMC)
Material | oy Carbon| Medium High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum | Aluminum | Titanium | Inconel | Composite (Magnesium| —Metal
Steel Carbon | Carbon | Steel Tempered Steel Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel |~ Steel Steel Casting Composites
RS C~025( 50438 C0ast~| SCM | T [~ B = 00~6202 270 qus | KD | kR | @ | AL | AC CFRP | AZ91D
DLC-BDO-8D O |10 | 0O
EEEESICDWT Inventory symbols
O =FHEER O=#FEREBERTEEZHEETEL.) A=FRAROBBBNDOBREEFEEZSHERTE0V.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HEREEEER A=HERIREEZTHER TEL.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item

W74 JVDFHBAIFP1IZTE FEL,  Seep.l for explanation of icons
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85

JEEXADLCO—hRHEERRNTE

BEALYRIIL

DLC Coated High-efficiency Carbide Thread Mill with

A

The A Brand
End-cutting Edge for Non-ferrous Materials © A Bran
Cutti
BIBIZEAE Endens | P.140 |
ZDg'fj 2D Type SHIVEEL z
- - without Coolant Hole S
[a]
oFasz—f—f—f— -
= < e M
v N ‘ LF
EXNOHEHFEEER TTHEA TV, ERfTE =
Spindle rotation must be counterclockwise due to the with Coolant Hole §
left-hand cut configuration.
8 H :
L
CARBIDE DLCIGUSS hé | LF
nUOE;E . M Bfil:mm Unit:mm
Y—JLNo. I BAENER =R RARQUICRE| BETR PR/ B pl::VAN = 58 TRAEAAE
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (9) (Yen)
8331220 M 3 X 0.5 24 50 6 7.75 6 - O 16 11,500
8331221 M 4 X 0.7 3.1 50 8 10.45 6 = O 16 11,700
8331222 M 5 X 0.8 4 50 10 12.8 6 - O 17 12,100
8331223 M 6X1 4.6 50 12 15.5 6 2 Yes D|O 17 12,400
8331224 M 8 X 1.25 6.2 70 16 20.38 8 Yes O 42 19,200
8331225 M10 X 1.5 7.5 80 20 25.25 10 Yes O 72 20,100
8331226 M12 X 1.75 9 80 24 30.13 10 Yes O 72 21,400
AT-2 R-SPECIZ$HRUINTERTYI . AT-2 R-SPEC is only for milling internal threads.
1. ThreadPro®/\AZ A (& [V TIED | ZEIRT S0, 1. Please select "continuous" for the path type in ThreadPro.
JESXADLCO—MSHERRA(TE
A
EEALYES I A
DLC Coated High-efficiency Carbide Thread Mill with The A Brand
End-cutting Edge for Non-ferrous Materials
EIIERAE Snt.n. | P.140 |
2.5D9‘fj° 2.5D Type SHTVER z
without Coolant Hole S
=]
>, 811: L !
4 S ‘ LF
EADIHEEEDEER CTEA T,
Spindle rotation must be counterclockwise due to the fﬁt/?ggan(Ho\e z
left-hand cut configuration. CD)J
CARBIDE  piciguss e Sﬁ——” J
| LF
nUOE;E . M Bfil:mm Unit:mm
Y—JLNo. IR BAENER =R RARQUICRE| BTFR PR/ B pl::VAN = sl TRAEATAE
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (9) (Yen)
8331227 M 3 X 0.5 24 50 7.5 9.25 6 - O 17 11,500
8331228 M 4 X 0.7 3.1 50 10 12.45 6 = @) 16 11,700
8331229 M 5 X 0.8 4 50 12.5 15.3 6 - O 16 12,100
8331230 M 6X1 4.6 50 15 18.5 6 2 Yes D|O 16 12,400
8331231 M 8 X 1.25 6.2 70 20 24.38 8 Yes O 41 19,200
8331232 M10 X 1.5 7.5 80 25 30.25 10 Yes O 68 20,100
8331233 M12 X 1.75 9 80 30 36.13 10 Yes O 66 21,400
AT-2 R-SPECIZ$HRUINIERTY, AT-2 R-SPEC is only for milling internal threads.
1. ThreadProD/\AZ A (& [V TIhED | 2R TS0, 1. Please select "continuous" for the path type in ThreadPro.
HHI ERT o mev o AR 999 oo | ssom | Hl | g | 73 | PUS [0 EAS| F5Y | NIk B RS
I Y i Ll g | T BB | BB gy B mwg cwmasn) #0 | 8 | &8 B
Mateal Low Carbon| Medium | High Alloy Hardened Steel Stainless | Tool Steel | Cast Cast Ductile | Copper | Brass Brass | Bronze |Al I Zinc Alloy | Titanium | Nickel | Thermo | Thermo
Steel | Carbon | Carbon | Steel Steel Steel Iron Cast Casting Rolled Alloy Aloy | Casting | Alloy Alloy | Setting | Plastic
Mild Steel | Steel Steel Iron Casting | Casting Plastic
BEEES N | S| S (S| son (B35 B\ 85010-80 g5 | g0 | sc | R | R0 | | B | BC | P8 | AL [acAD| M | z0cC
AT-2 R-SPEC OO0 O10|0]|0O

EEEESICDWT Inventory symbols
@ =1FHEEEM
Standard stock item

O=HEXEETEER

O=#ZEEBR(FEEZCHERTTL.)

Limited standard stock item

Stocked by specific distributors. Contact us for price & availability.

A =FREROEBBRBNIOBIEEEEZTHEETE0.)

Scheduled to be replaced by new product or successor item

A=8ERFR(EBRZCHERTE.)

Discontinued item

B4 JVDFHAIFPIZCE FEL,

See p.1 for explanation of icons.


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AT-2%20R-SPEC&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AT-2%20R-SPEC&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

NCoO5S LY IR ThreadProl

NC code generater software of Thread Mills AL yR70O

ESICERICIE>T=Web ik ThreadProhUU—XULFE ULTE!

A more convenient Web version of ThreadPro is now available!

NCTOJSLIERY 7 b
[ThreadPro (AL w R70O)] #EZ .

[=] [
EREZELF. BZICMITOTSL%E i E
ERTHTENTEFT, 1
NV IVOEVWABRETE. AN—FT 7Y :
PyYITLw FPCHSFIAEBIEETY S % AT-2(3Web iR ThreadPro
Generate codes for complex machining couldn't be easier. Create TOHEATTEET T,
machining programs at ease with OSG's revamped NC code generator #AT-2 is supported by Web version
software ThreadPro. ThreadPro can be accessed via smartphones and only

PC tablets even when you are on the road without a computer.

‘ED 7J ‘y hjn 9“5 L\B%m%‘ﬁqﬁg Easy to create zero cut programs.

NKZABHSECYHACENFEARETT .
50% 100% Fle . VHAHZICT100%Z AT BHIET.
TOAvbOTOISLBEEICER TS
ENTEFT,
MIRBICEDETIVFVTIVIER D
OJHETY,
Cutting amount can be adjusted for each path. By setting the
cutting amount to 100%, a zero cut program can be made

easily.
Flexible setting to accommodate various cutting environment.
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https://www.osg.co.jp/thread-pro/language.php

RUBRAICHBEDENDLCO—T « VI ZELTHD A
ENRICBM T K. SEEDDLCO—F 1 VJICkD. QL
T—IDREMILZERRE LTI SFCIEHRERE (7 )V 10, BiE1E
E)DIHICIIRTY .

DLC coating with excellent lubricity is applied to the thread surface, which is effective
in preventing welding. In addition, the long life of the thread gauge is achieved by

the high hardness DLC coating. It is especially effective for non-ferrous metals
(aluminum, copper, resin, etc.).

DLCO—5+¢ 2V JRUHARFIS—Y

DLC Coated Thread Limit Gauge

B i

EBELPTVEDRAIS—IDHDLCO—T 1+ VI ZEBELTVE T,

DLC coating is applied only to the go side of the gauge, which is easy to weld.

X— "“/(M) el Metric screw threads

2% (sekJ1S)

Class 2 (Previous JIS)

87

757 Plug

° GPWP

ey Y—JLNo. Y—JLNo. Y—JLNo.
feadiolze BE EDP No. BE EDP No. e EDP No.
Class %z‘gmﬁ*g Class %L‘Emﬁﬁ Class %imﬁ*ﬁ
(Yen) (Yen) (Yen)
9344460 9344461 9344462

M 2 X 0.4 2 2 2
¥36,000 ¥36,000 ¥21,000
9344470 9344471 9344472

M 25 X 045 2 2 2
¥32,240 ¥32,240 ¥18,840
9344480 9344481 9344482

M 26 X 045 2 2 2
¥33,740 ¥33,740 ¥19,640
9344490 9344491 9344492

M 3 X 0.5 2 2 2
¥31,760 ¥31,760 ¥18,560
9344500 9344501 9344502

M 4 X 0.7 2 2 2
¥29,900 ¥29,900 ¥17,500
9344510 9344511 9344512

M 5 X 0.8 2 2 2
¥29,660 ¥29,660 ¥17,360
9344520 9344521 9344522

M 6 X 1 2 2 2
¥29,040 ¥29,040 ¥16,940
9344530 9344531 9344532

M 8 X 1.25 2 2 2
¥29,660 ¥29,660 ¥17,360
9344540 9344541 9344542

M 10 X 1.5 2 2 2
¥29,900 ¥29,900 ¥17,500
9344550 9344551 9344552

M 10 X 125 2 2 2
¥28,840 ¥28,840 ¥16,840
9344560 9344561 9344562

M 12 X 175 2 2 2
¥30,940 ¥30,940 ¥18,040

KB TR/\Y RIVARTIAR. P.89ZESIRIEE L.

%1 ! Refer to p.89 for the neck length and handle shape dimensions.

HEEXDFETD(REREER) LHEDEFT,

Stock are categolized in section D (Standard stock item).



RUBRAICHBEDOENDLCO—FT « VI ZELTHD A
ENRICEM T & BEEDDLCI—F 1« VJIC&D. QL

DLCO—F«VJRUARRY —Y P DEEHLERRUF T SSICESSR (7L . 5. B
DLC Coated Thread Limit Gauge E)DMRTHRNTT

DLC coating with excellent lubricity is applied to the thread surface, which is effective
in preventing welding. In addition, the long life of the thread gauge is achieved by
the high hardness DLC coating. It is especially effective for non-ferrous metals
(aluminum, copper, resin, etc.).

I

L

EURELPTVED ALY —YOHDLCI—F « VU EBLTLFET. JIS (1sozi®)

DLC coating is applied only to the go side of the gauge, which is easy to weld. JIS (ISO)

X— |\“/(M) RU Metric screw threads

757 Plug
FU

. Y —JUNo. —)UNo.
Tjieee iz yars SR e 7 ot
Class Ezgm*g Class %L‘Emﬁﬁ
(Yen) (Yen)

9344570 9344572

M 2 X 0.4 6H 6H
¥36,000 ¥21,000
9344580 9344582

M 25 X 045 6H 6H
¥32,240 ¥18,840
9344590 9344592

M 26 X 045 6H 6H
¥33,740 ¥19,640
9344600 9344602

M 3 X 0.5 6H 6H
¥31,760 ¥18,560
9344610 9344612

M 4 X 07 6H 6H
¥29,900 ¥17,500
9344620 9344622

M 5 X 0.8 6H 6H
¥29,660 ¥17,360
9344630 9344632

M 6 X 1 6H 6H
¥29,040 ¥16,940
9344640 9344642

M 8 X 125 6H 6H
¥29,660 ¥17,360
9344650 9344652

M 10 X 15 6H 6H
¥29,900 ¥17,500
9344660 9344662

M 10 X 125 6H 6H
¥28,840 ¥16,840
9344670 9344672

M 12 X 175 6H 6H
¥30,940 ¥18,040

¥TIE R\ Y RIVIZRT AR P.B89ZSER 1EE L\, EERDIFE2TDREERER) EIFDXT,
%1 : Refer to p.89 for the neck length and handle shape dimensions. Stock are categolized in section D (Standard stock item).
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RUARFET —YDE RS I\ RIVHIRTIE  vande snape oimensions

‘O E LED

GO side NO GO side

4 fi@ -

i

Ka

i

BFHJIS(6H)

(847 : mm) (Unit : mm)

I\ RIVEE
19[_,0)[]?20: Handle Diagonal Dimension I\ RILE
Thread Size E Handle Length
M 2 X 04
M 25 X 0.45
4.5 4.5 4.5 4.5 58 40
M 2.6 X 0.45
M 3 X 05
M 4 X 0.7 6
M 5 X 0.8 8 6 6 6 8.1 48
M6 X1
M 8 X 1.25
M10 X 1.5 12 7 10 7 104 56
M10 X 1.25
M12 X 1.75 16 8 8 12.7 63
HigJIS(2§k)

(&7 : mm) (Unit : mm)

89

I\ RILiEE
RUDEY Handle Diagonal Dimension I\ RILE
Thread Size E Handle Length
M2 X 04
M 2.5 X 0.45 35
3 35 3 6.9 40
M 2.6 X 0.45
M 3 X 0.5 5
M 4 X 0.7
7 5 9.2 50
M 5 X 0.8
M6 X1
10 7 10.4 70
M 8 X 1.25 6 6
M10 X 1.5 13 10
M10 X 1.25 10 7 13.9 75
M12 X 1.75 17 13




.ﬁﬁmﬁﬁ Inspection results

—

https://www.osg.co.jp/products/gauge/inspection/Gauge_Select.php

T—INoZANL BRI VI U v IUTLIEE L,

Please input your gauge # and click Search.

IJRER WEBY AT L

Gauge Inspection Sheet Download

& —3No. (Gauge#) ‘

£38 (alanguage)

1% (Search)

|
[l
3
]
[
BE R KX
RLIZTH— A
U MI8P15
%% Gp 2 F—=INo.

%' —3No. (Gauge#)

©B&RFEDFH (Japanese) O FHEEDH (English) O @75 (Japanese and English) - EETE | e :‘E’"

\ ““ >
\ =3

M18P1.5 GR I

0. (Gauge#)
%,

EvF-ILD*A & %
F—UHOES 60HRC~ I & "

% 1. NRRE 20°C
2. RLTFTF—SOBRESEIL
JIS B 0261 [T LY —S-RIRH £ &5,

88 roe-naen P % IE

0SG No. 744-2

HHIR—LN—IKDRITORETYT

We issue inspection results on our website.

IZI'—IZ’J—O)hL‘;b'—"'J&IE*J'— EX osa Gauge Calibration Services

B OSGY—ERATHZTOERKIE (2 FHH)

F—=IRAI=[FRUMINS5S
BREFTh=FIICYR—b
LTWLWFT,

5y TA—HAES5TRO\BNRAL

 mEIERiEED L. [RUSF—Y]

[TL—=25—=J] OREHRIE
ERELTHDET,

- RERER (\R)  RIEGRE (8
- #) . FL—YEVUT «EEE (B

HHEITARETT .

OSG offers optional “thread gauges”and “plain
gauges” calibration services at a fee to provide our
clients with a total tooling solution - from making
the perfect thread to ensuring that proper tolerances
are met.

Inspection report (free), calibration certificate
(surcharge), traceability certificate (surcharge) can
also be issued.

THKIE

KIRBERDHDFEITEIFDE T,

TREICEEXLCVRWS—YZTHTRIEL. BEICBRULLET.
BURBOEIC, BRZLHTFICIRE - RIEZFTZE TIEDIEDNTEX,

HERIC K BDIE

KIRBERDHDFTEFDETT,

HEROITHICHKRL, TIBAICTRIE - RBEZXEI 2T —EXTY,

RIEMHATRE - BRBEZTTLE T, RENDISEVEEEETT,

IH - HRRIEFA—TIRAI—P—EXTHEHRLELE T, SHERMNBRBVGHETEL.
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https://bit.ly/3YYwfDY
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TRSER

7
SPECIFICATION CHARTS

AE-TS-N»P.9

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-TS-N

ARIIT7 /EVAR/SITPRAIALT

SQUARE/SHARP CORNER EDGE/RADIUS TYPE

AtHl SLOTTING
it JVESOLBREEN YU LES FILS= LERHY wae
Work Material uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC c1100
SRR
Cutting Speed 300 300 150
(m/min)
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 32,000 1,200 32,000 1,200 16,000 540
1.5 X 45 32,000 1,350 32,000 1,350 16,000 610
2 X 6 32,000 1,540 32,000 1,540 16,000 660
25 X 75 32,000 1,630 32,000 1,630 16,000 810
3 X 9 32,000 1,720 32,000 1,720 16,000 960
4 X 12 24,000 1,780 24,000 1,780 12,000 1,030
5 X 15 19,200 1,840 19,200 1,840 9,600 1,090
6 X 18 16,000 1,900 16,000 1,900 8,000 1,160
8 X 24 12,000 2,030 12,000 2,030 6,000 1,300
10 X 30 9,600 2,150 9,600 2,150 4,800 1,430
12 X 36 8,000 2,270 8,000 2,270 4,000 1,560
16 X 48 6,000 2,380 6,000 2,380 3,000 1,630
20 X 60 4,800 2,490 4,800 2,490 2,400 1,700
25 X 75 3,850 2,600 3,850 2,600 1,900 1,780
YAz ap ap
Depth of Cut 1D 0.5D
LERIF KBETHEEEZERT 2IEEDHDTY, The table above is for when using water-soluble coolant.
PRI REE(LIE R
RElA Thermoplastic Resin Thermosetting Resin
BIHLRE
Cutting Speed 920 70 90 920
(m/min)
NEXETE [ClEmERE EDRE [EERRE EORE [EERRE EORE [EERERE EDERE
DCXLU Spged FeedA Spged FeedA Spfeed Feed' Spged Feed'
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 25,500 1,910 19,100 1,150 25,500 1,150 25,500 1,150
1.5 X 45 17,000 1,530 12,700 950 17,000 770 17,000 770
2 X 6 12,700 1,330 9,500 860 12,700 760 12,700 760
25 X 75 10,200 1,220 7,600 800 10,200 610 10,200 610
3 X 9 8,500 1,150 6,400 770 8,500 510 8,500 510
4 X 12 6,400 1,090 4,800 750 6,400 480 6,400 480
5 X 15 5,100 1,070 3,800 740 5,100 460 5,100 460
6 X 18 4,200 1,010 3,200 740 4,200 440 4,200 440
8 X 24 3,200 960 2,600 740 3,200 390 3,200 390
10 X 30 2,900 870 2,200 630 2,900 390 2,900 390
12 X 36 2,400 790 2,000 630 2,400 360 2,400 360
16 X 48 2,000 720 1,600 550 2,000 360 2,000 360
20 X 60 1,600 620 1,300 490 1,600 340 1,600 340
25 X 75 1,300 590 1,000 440 1,300 310 1,300 310
- ap
e DC=12 1D
12<DC 0.5D

IRE I7JO-ZEATIBEDEDTY .

o0 PO -

N

i, NILS [SBIEDS DIEEDRVEDZE THEATE L.
VARSI S ERNRIC K D ERRE, RO REZFHE TSV HIEMNITIE,
BERD— IR, BESEDSGFEDREN EFSNET,
NTREZERSNZBEE, BERRE, X DRE, HAHRZINR THERATEL.
RHURSHRL B RI5E . BERE. XD REZ [RHURSEILIC K DUIHIFMEH
BOBR]ZSZICHETEL) (p.9481R),

10 K FHEOIBE (S, BERRE. XD REZ RS TTHEATEL,
RORXY D LAEHICBVT, IEPHFIZER S DIBEFUIHEHAI X —H DR 56
DEBFTREATEN. Ffe 1D < FOUE - BECTERE TSV FROBNHHD

EED
ﬁﬁﬂ_ﬁ’&?)ﬂl?’%ﬂ% 1D L F DA, BEEMEZRIET DIcs. 1D < FEFRELT
)

8. ﬁﬁ%’éo&DT%'u%ﬁli?]ﬂlﬁ'%%8!37}6&"\&@%‘]55&&]@@%’&}’Eiﬁb%?’ (FrOvke
R=T54 ~EpR<)o

The table above is for when using air-blow.

1. Use arigid and precise machine and holder.

2.Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity

are used. In resin processing, the feed rate can be increased if the shape of the workpiece and method

of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.
4. Adjust the speed and feed accordingly when the overhang length is longer than specified (refer to p.94).

nylon and Bakelite).

5. When the chips wind around the end mill, reduce the speed and feed.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid manufacturer in the
machining of magnesium alloys. Be cautious with the cutting chips as they are highly flammable and
may pose a serious fire risk if not properly handled.

7.When processing resin, please remove cutting chips to prevent them from getting caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting fluid is recommended (excluding



TRSER

7
SPECIFICATION CHARTS

AE-TS-N»P.9

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-TS-N

AITP | EVAR/SITPRAGLT

SQUARE/SHARP CORNER EDGE/RADIUS TYPE

{RIEEDEl SIDE MILLING
i | JVESOLBREEY YR o AES PIE= LESHY mas
Work Material uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC c1100
BIRIREE
Cutting Speed 300 300 150
(m/min)
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 32,000 1,300 32,000 1,300 16,000 600
1.5 X 45 32,000 1,430 32,000 1,430 16,000 660
2 X 6 32,000 1,730 32,000 1,730 16,000 720
25 X 75 32,000 1,920 32,000 1,920 16,000 900
3 X 9 32,000 2,150 32,000 2,150 16,000 1,200
4 X 12 24,000 2,230 24,000 2,230 12,000 1,290
5 X 15 19,200 2,300 19,200 2,300 9,600 1,360
6 X 18 16,000 2,380 16,000 2,380 8,000 1,450
8 X 24 12,000 2,540 12,000 2,540 6,000 1,620
10 X 30 9,600 2,690 9,600 2,690 4,800 1,780
12 X 36 8,000 2,840 8,000 2,840 4,000 1,950
16 X 48 6,000 2,980 6,000 2,980 3,000 2,040
20 X 60 4,800 3,100 4,800 3,100 2,400 2,130
25 X 75 3,850 3,200 3,850 3,200 1,900 2,200
FHARE dp aAe
Depth of Cut 15D 0.2D
R KBEHERZERT 2BEDHDTT . The table above is for when using water-soluble coolant.
ZADTZBHEAE B LIRS
1REIA Thermoplastic Resin Thermosetting Resin
Work Material PP- UPE- PTFE TR el Tt T N—o5 b
BIHIRE
Cutting Speed 110 20 110 110
(m/min)
NEXETE EERRE EORE [EERRE EORE [ElERRE XDRE [EILTRES S XDERE
DCXLU Spged Feed' Spfeed Feed' Spged Feed' Sp'eed Feed'
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 31,800 2,390 25,500 1,530 31,800 1,430 31,800 1,430
1.5 X 45 21,200 1,910 17,000 1,280 21,200 950 21,200 950
2 X 6 15,900 1,670 12,700 1,140 15,900 950 15,900 950
25 X 75 12,700 1,520 10,200 1,070 12,700 760 12,700 760
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
16 X 48 2,400 860 2,000 690 2,400 430 2,400 430
20 X 60 1,900 740 1,600 600 1,900 400 1,900 400
25 X 75 1,500 680 1,300 570 1,500 360 1,500 360
EhHARE ap Ae
Depth of Cut 1.5D 0.5D

IR I7JO-ZEATIBEDEDTY .

o hw N

iR, NIV [SBIEDS DIEEDBVEDZE THEATE L.
HARE . HEMBIMSERKRIC KD BERNRE, RO REZFHE TSV #IEMITE,
BERD— IR, BESEDSGFEDREN EFSNET,
NTHEEZERSNZBGE. QEEE. XDFE. IAHEZMA TEAT L,
RHURSHRL B RI5E . BERE., XD REZ [RHURSEILIC K DUHIFRMEA
BOBR]ZSZCHETEV (p.948R),

10 K FHEOIBE (S, BERRE. XD REZ TS TTHEATEL,
RORY Y LEEEICBNT, VIEPHRIZER T DIBEFIHEHFI X —H DR 55

DEBFREATEN. Ffe 1D < FOUE - BEICTERE TSV FEROBNHEHD

N

EED
?ﬁﬂé’&ﬂﬂlﬁ'%ﬂ% 1D < FOMIHAT, EEMEZRIET BIco). 1D < FEFRELT
)

8. ﬁﬂ;ﬁ’&&: DERIICINT Y 2IBEFABUEHFIOEAZHELET (FrOVRE

R=054 bR,

The table above is for when using air-blow.

1. Use arigid and precise machine and holder.

2.Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity
are used. In resin processing, the feed rate can be increased if the shape of the workpiece and method

of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.
4. Adjust the speed and feed accordingly when the overhang length is longer than specified (refer to p.94).
5. When the chips wind around the end mill, reduce the speed and feed.

6. Please always use the appropriate cutting fluid recommended by

the cutting fluid manufacturer in the

machining of magnesium alloys. Be cautious with the cutting chips as they are highly flammable and

may pose a serious fire risk if not properly handled.

7.When processing resin, please remove cutting chips to prevent them from getting caught or entangled.
8. For higher quality processing of resin, the use of a water-soluble cutting fluid is recommended (excluding

nylon and Bakelite).
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TORSTER

;
SPECIFICATION CHARTS

AE-TS-N»P.9

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-TS-N
ARITIT7 /EVAR/SITPRAGALT

SQUARE/SHARP CORNER EDGE/RADIUS TYPE

ZRiAFEH PLUNGING
o | JVESOLBREEN Yoo LaS PILI=OLESHN mas
Work Material uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
SRR
Cutting Speed 80 80 60
(m/min)
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 16,000 350 16,000 350 10,000 100
1.5 X 45 16,000 350 16,000 350 9,000 100
2 X 6 12,750 350 12,750 350 8,500 100
25 X 75 10,000 350 10,000 350 8,000 100
3 X 9 8,500 400 8,500 400 6,400 120
4 X 12 6,400 400 6,400 400 4,800 120
5 X 15 5,100 400 5,100 400 3,800 120
6 X 18 4,200 450 4,200 450 3,100 130
8 X 24 3,200 500 3,200 500 2,400 150
10 X 30 2,550 500 2,550 500 1,900 150
12 X 36 2,100 500 2,100 500 1,600 150
16 X 48 1,600 550 1,600 550 1,200 170
20 X 60 1,300 550 1,300 550 960 170
25 X 75 1,020 550 1,020 550 770 170
ElARE ap ap
Depth of Cut 1D 0.5D
ERE KBETHERZERY 2HBEDHDTY . The table above is for when using water-soluble coolant.
EADTZB SRS BB LIS
HEI Thermoplastic Resin Thermosetting Resin
Work Material PP- UPE- PTFE POM:- PVC- Mﬁg@gﬂ}gfgﬂlﬁ PEEK T;g;ﬁi;cb il
BIHIERE
Cutting Speed 20 70 90 90
(m/min)
PR B o Bt o Bl o B woEE
DCXLU Spged FeedA Spged Feedl Spged FeedA Spged FeedA
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 25,500 480 19,100 290 25,500 290 25,500 290
1.5 X 45 17,000 380 12,700 240 17,000 190 17,000 190
2 X 6 12,700 330 9,500 210 12,700 190 12,700 190
25 X 75 10,200 310 7,600 200 10,200 150 10,200 150
3 X 9 8,500 290 6,400 190 8,500 130 8,500 130
4 X 12 6,400 270 4,800 190 6,400 120 6,400 120
5 X 15 5,100 270 3,800 190 5,100 110 5,100 110
6 X 18 4,200 250 3,200 190 4,200 110 4,200 110
8 X 24 3,200 250 2,600 190 3,200 110 3,200 110
10 X 30 2,900 250 2,200 180 2,900 110 2,900 110
12 X 36 2,400 250 2,000 180 2,400 110 2,400 110
16 X 48 2,000 240 1,600 180 2,000 110 2,000 110
20 X 60 1,600 210 1,300 160 1,600 110 1,600 110
25 X 75 1,300 200 1,000 150 1,300 100 1,300 100
PHARE ap
Depth of Cut 1D

LR T7J0-ZFEATIBEDEDTI,

i, TILS BENED S HBEDOFVEDZE THEA TS,

PHAZRS . MBI EERIRIC KD, DERE XD REZRFHBE TSV, #MIEMNITE,
BEED— IR, BESEDBGIFEDREN EFSNET,
NTREZERSNZBEE, BERRE, & DRE, HAHRZINR THERATEL.
ZHURSHRL B RIHE . BEHRE. XD REZ [ URTEILIC K DUTHISRMER
BOBR] ZSZICHE TV (p.9481R).

10 < FHEOB A, BERRE, XD REZ FIFCTTHEATEL,

ROV LAEVEICBVT, VIEPREIZER Y DI5SSUIEHEIX —HOHET 55
DEBFTERATEN. Tl 10 < FOME - BECTEIR TSV FROBNHGD

EXD

@E’leﬂla'épgs §1D < FDMIHAH BEENEZRLLET D 41D < FTZEFRELT
[N

8. #ilEZLDBBAICNTIY 2BEFKEFEIHBERIOEAZHELET (FrO0VRE

N=954 ;<)o
9. HlEZZAHVIHIT BIBEFRT v TEDZFTO>TFEL,

o0 pw -

h

The table above is for when using air-blow.

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity
are used. In resin processing, the feed rate can be increased if the shape of the workpiece and method
of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Adjust the speed and feed accordingly when the overhang length is longer than specified (refer to p.94).

5.When the chips wind around the end mill, reduce the speed and feed.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid manufacturer in the
machining of magnesium alloys. Be cautious with the cutting chips as they are highly flammable and
may pose a serious fire risk if not properly handled.

7.When processing resin, please remove cutting chips to prevent them from getting caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting fluid is recommended (excluding
nylon and Bakelite).

9. Please step feed when processing resin by plunging.



LEEI I\“\) ljt]J EIJ *14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-TS-N

ARILT |EIARFITPRAITALT SQUARE/SHARP CORNER EDGE/RADIUS TYPE
RHURTE| l:ld:%’ﬂ)]ﬁ']*#iﬂ% Z (DC=¢6.98) CUTTING CONDITION GUIDE FOR CHANGES IN OVERHANG LENGTH
ElEnRE EDRE ElEmRE EDRE ElEmRE EDRE
QH:'IL[/T)EL\- Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
SEEEI 5 70% 70% 70%
=GR 6 40% 40% 40%
BIEEE 5 70% 70% 70%
St IRE 6 50% 50% 50%
ZZAHETHEI 5 80% 80% 80%
Plunging 6 60% 60% 60%
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TORSTER

;
SPECIFICATION CHARTS

AE-TL-N»P.12

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

ROIT7 /EVARGAT SQUARE/SHARP CORNER EDGE TYPE
3D A& 3 X D FLUTE LENGTH
BtlH SLOTTING
I FPIWEZOLBEREM - Y ITRVILER FPIVEZULEEHEY Of=FH
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB5052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
LIHIRE
Cutting Speed 240 240 120
(m/min)
WEXTE [ElEnERfE EDEE [ElEmEE EDEE BlEmEE EDEE
DC:>t< APMX Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 25,600 1,380 25,600 1,380 12,800 770
4 X 12 19,200 1,420 19,200 1,420 9,600 820
5 X 15 15,360 1,470 15,360 1,470 7,680 870
6 X 18 12,800 1,520 12,800 1,520 6,400 930
8 X 24 9,600 1,620 9,600 1,620 4,800 1,040
10 X 30 7,680 1,720 7,680 1,720 3,840 1,140
12 X 36 6,400 1,820 6,400 1,820 3,200 1,250
16 X 48 4,800 1,920 4,800 1,920 2,400 1,320
20 X 60 3,800 2,020 3,800 2,020 1,900 1,390
25 X 75 3,060 2,120 3,060 2,120 1,530 1,460
FHARE ap ap
Depth of Cut 1D 05D
R KBETHERZERT 258DHDTT . The table above is for when using water-soluble coolant.
EADT 2B RS FARE( KRS
REI Thermoplastic Resin Thermosetting Resin
Work Material i i POM: PVC- MC# 0> ABS i+ PEEK 7oV N=/Z
PP- UPE- PTFE MCNylon  ABS Resin Acrylic sl
BIHEERE
Cutting Speed 90 70 20 20
(m/min)
WEXTE ElEm#E EDEE [ElEmEfE EDEE [ClEmERRE EDERE [ElEmERE EDERE
DC:>t< APMX Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 8,500 1,150 6,400 770 8,500 510 8,500 510
4 X 12 6,400 1,090 4,800 750 6,400 480 6,400 480
5 X 15 5,100 1,070 3,800 740 5,100 460 5,100 460
6 X 18 4,200 1,010 3,200 740 4,200 440 4,200 440
8 X 24 3,200 960 2,600 740 3,200 390 3,200 390
10 X 30 2,900 870 2,200 630 2,900 390 2,900 390
12 X 36 2,400 790 2,000 630 2,400 360 2,400 360
16 X 48 2,000 720 1,600 550 2,000 360 2,000 360
20 X 60 1,600 620 1,300 490 1,600 340 1,600 340
25 X 75 1,300 590 1,000 440 1,300 310 1,300 310
adp
EIAZRE
Depth of Cut DC=12 1D
12<DC 0.5D

LIRE I7JO-ZEATHBEDEDTY .

i, LY FANED S SBEDZEVEDZETHER TS,

PIATRS . MBI S ERIRIC KD DENRE XD REZFHBE TSV, #IEMNI T,
BEED— IR, BESEDSGIFXDREN LIFSNET,
NIEEZERSNDBEF, DEERE. X DEE, YIAFEZIMNR TRATEL,
YOIV U LERVIEICBV T, THIHEIZ LA B EIFEIHEME X —HDHET 55
DEBFTERATEN. Tl §10 < FOME - BRCTER TSV FNOBNHGD

%7,
BIRENTS 205 51D < FOMIAD, BELEERIET 3720, ¥1D < FEBRELT
T

AN
6. HilEZLDBRUCINIY DBEFKEEHIHEFOEAZHERELEY (FrOVRE
N=054 bzkR<)o

PO =

a

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

5.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

6. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).



TRSER

7
SPECIFICATION CHARTS

AE-TL-N»P.12

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-TL-N
Zalé’ /EVARSAT

SQUARE/SHARP CORNER EDGE TYPE

3D J& 3 X D FLUTE LENGTH
{RIESIE SIDE MILLING
i FIWEZO LSRR - Y IRVULER FIVEZULEEHY il

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy

orciatena A5052-A7075-AZ91-AZ80A ACA4GC-ADC C1100

BIRIREE
Cutting Speed 240 240 120

(m/min)
SEXTE [El#nERRE EDRE [ElEnERfE EDRE [ElEmEE EDRE
DC:>t< APMX Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

3 X 9 25,600 1,720 25,600 1,720 12,800 960

4 X 12 19,200 1,780 19,200 1,780 9,600 1,020

5 X 15 15,360 1,840 15,360 1,840 7,680 1,080

6 X 18 12,800 1,900 12,800 1,900 6,400 1,160

8 X 24 9,600 2,030 9,600 2,030 4,800 1,300
10 X 30 7,680 2,150 7,680 2,150 3,840 1,420
12 X 36 6,400 2,270 6,400 2,270 3,200 1,550
16 X 48 4,800 2,390 4,800 2,390 2,400 1,630
20 X 60 3,800 2,510 3,800 2,510 1,900 1,710
25 X 75 3,060 2,640 3,060 2,640 1,530 1,800

EIAZRE dp de
Depth of Cut 3D 0.1D

IR KEETIHIREZ ERAT BEDBDTT .

The table above is for when using water-soluble coolant.

EDT2B SRS B L iEEE
HHIA Thermoplastic Resin Thermosetting Resin
Work Material i i POM: PVC+ MC#4 0> ABSHili- PEEK 7oUIb N=051/k
PP- UPE- PTFE MC Nylon ABSResis Acrylic Bakelite

LIHERRE
Cutting Speed 110 90 110 110

(m/min)

R EsmEE zomE Es o B zoEE e o
DC:>t< APMX Speed Feed Speed Feed Speed Feed Speed Feed

(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
16 X 48 2,400 860 2,000 690 2,400 430 2,400 430
20 X 60 1,900 740 1,600 600 1,900 400 1,900 400
25 X 75 1,500 680 1,300 570 1,500 360 1,500 360
PHARE dp de

Depth of Cut 3D 0.2D

IR I7JO-ZEATIEEDEDTY .

i, RILY IZANED S DBEDOFEVEDZETHERA TS,

PHARE . B ERINRIC KD DERE. XD REZFHE TSV #EEMNILITE.
BEED— IR, BETEADSGIFXDEEN EIFSNET,
NITREZEREINDBEEF, OEERE . XDFE, YIAHFEZIMNR TRAT L,
NIV LERVEICEVT, VIHIHEIZ LR 2SS FIHIME X —HDOHET 25
DEMBFREATEN. Ffe 41D < FOUE - BERICTEIRE TSV BRODNHEHD

EXD

EREZEMNTIY 2. 1D < FDMIFiAG BENEZRIET 2o 1D < TZBFELT

T,

6. E:IHL‘E’&K DBRMICITIT DHEEIFKEEIHIMFIOERZHELE T (FrOVRE
R—=054 FER<)o

ApLO =

ol

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

5.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

6. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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TRSER

7
SPECIFICATION CHARTS

AE-TL-N»P.12

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AROIT7 /EVARGAT SQUARE/SHARP CORNER EDGE TYPE
3D Ik 3 X D FLUTE LENGTH
A HHI PLUNGING
| FPIVEZULBEREM - YIRVDLER ZIVEZULEZHY &
W ?E'\HAJ? ial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orciaterna AB052-A7075-AZ91-AZ80A ACA4C-ADC C1100
BIHLEE
Cutting Speed 70 70 50
(m/min)
. Bl DS EfEEE o B o
DC:>t< APMX Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 7,500 350 7,500 350 5,300 100
4 X 12 5,600 350 5,600 350 3,980 100
5 X 15 4,460 350 4,460 350 3,180 100
6 X 18 3,680 400 3,680 400 2,650 110
8 X 24 2,800 450 2,800 450 1,990 120
10 X 30 2,230 450 2,230 450 1,590 120
12 X 36 1,840 450 1,840 450 1,330 120
16 X 48 1,400 500 1,400 500 1,000 130
20 X 60 1,100 500 1,100 500 800 130
25 X 75 890 500 890 500 640 130
FhARE ap ap
Depth of Cut 1D 0.5D
LERIF KBETHER ZERT 255D HDTY, The table above is for when using water-soluble coolant.
ZADTZBHEAE B L iERE
HEEIAA Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC+ MC#4 0+ ABS#ifis- PEEK 72U R=U51
PP- UPE- PTFE MCNylon  ABS Resi: Acrylic Bakelite
BIHLEE
Cutting Speed 920 70 90 920
(m/min)
S s o B o B o ErEE o
DCXAPMX Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 8,500 290 6,400 190 8,500 130 8,500 130
4 X 12 6,400 270 4,800 190 6,400 120 6,400 120
5 X 15 5,100 270 3,800 190 5,100 110 5,100 110
6 X 18 4,200 250 3,200 190 4,200 110 4,200 110
8 X 24 3,200 250 2,600 190 3,200 110 3,200 110
10 X 30 2,900 250 2,200 180 2,900 110 2,900 110
12 X 36 2,400 250 2,000 180 2,400 110 2,400 110
16 X 48 2,000 240 1,600 180 2,000 110 2,000 110
20 X 60 1,600 210 1,300 160 1,600 110 1,600 110
25 X 75 1,300 200 1,000 150 1,300 100 1,300 100
Depth of Cut 1D

IR I7JO-ZEATBEDEDTY .

AW =

. LY IZANED S DBEDOFENEDZETHER TS,
PHARE . EBIMEERRIC KD . BEDRE. XD REZFHE TSV, #EEMNI T,
BB D — IR, BIETEDSGIFXDEEN EIFSNET,

NITEEZERSND B, OERE . X DFE, YIAHFEZIMR TRAT L.
NIRYDLEEVEICEVT, VIHIHEIZ R B EFIHIME X —HDOHET 25

DEBFTEATEN. Fle 10 < FOME - BECTERE TSV FERNOBNHGD

o

T,

o

7. BEEEISABIIEIT BBEERT v HEDEF > TFEL,

Y,
BREZIMNIY 2. V1D < FDMIFiAH BENEZRILET 2o 51D < TZBFELT

Bz KD BRAICNTY 2BERKFEEHRRIORAZHELTY (FOVRE
R= 54 FERL)

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

5.When processing resin, please remove cutting chips to prevent them from getting

caught or entangled.

6. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
7. Please step feed when processing resin by plunging.



TRSER

7
SPECIFICATION CHARTS

AE-TL-N»P.12

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AROI7 /EVARGAT SQUARE/SHARP CORNER EDGE TYPE
5D Vi 5X D FLUTE LENGTH
{RIEtIH SIDE MILLING
I FPIVEZULBEREM - YIRVDLER ZIVEZULEZHY &
W ?E'\HAJ? ial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orciaterna AB052-A7075-AZ91-AZ80A ACA4C-ADC C1100
BIHIRRE
Cutting Speed 100 100 50
(m/min)
- Bl o Bt o s EoiEE
DC:>t< APMX Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 15 10,600 640 10,600 640 5,300 200
4 X 20 8,000 690 8,000 690 4,000 210
5 X 25 6,400 730 6,400 730 3,200 230
6 X 30 5,300 780 5,300 780 2,600 240
8 X 40 4,000 870 4,000 870 2,000 260
10 X 50 3,200 960 3,200 960 1,600 290
12 X 60 2,700 1,050 2,700 1,050 1,300 320
16 X 80 2,000 1,140 2,000 1,140 1,000 350
20 X100 1,600 1,230 1,600 1,230 800 380
25 X125 1,300 1,320 1,300 1,320 640 400
FhARE dp Qe
Depth of Cut 5D 0.1D
ERE KBEHERZERT DBEDHDTY . The table above is for when using water-soluble coolant.
ZADT 2B AR B b iEEE
izt Thermoplastic Resin Thermosetting Resin
Work Material ) ) POM: PVC+ MC#4 0>+ ABS#ilis- PEEK 7oV N—=I51k
PP-UPE. PTFE MC Nylon ABSResi: Acrylic Bakelite
BIHIRE
Cutting Speed 85 70 85 85
(m/min)
WEXTE [EERRE EDRE [BERRE EORE [ClERRE EDRE [EEREE XDEE
DC:;< APMX Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 15 8,500 1,150 6,800 820 8,500 510 8,500 510
4 X 20 6,400 960 5,100 770 6,400 480 6,400 480
5 X 25 5,100 900 4,100 740 5,100 460 5,100 460
6 X 30 4,200 880 3,400 710 4,200 440 4,200 440
8 X 40 3,200 770 2,700 650 3,200 380 3,200 380
10 X 50 2,800 740 2,300 620 2,550 380 2,550 380
12 X 60 2,300 660 2,000 600 2,300 350 2,300 350
16 X 80 1,900 570 1,600 480 1,900 340 1,900 340
20 X100 1,500 450 1,300 390 1,500 270 1,500 270
25 X125 1,200 360 1,000 300 1,200 220 1,200 220
EhHARE dp Ae
Depth of Cut 5D 0.1D

EREF I7TO—-%ZERT BHEEDBDTY,

AW =

i, NIV [SBIEDS DIFEDBVEDZE SHEATEL.
PHARS  EMAIMESRAIRRICK D BERERE XD REZHE TSV, HMIENITE.
BERD— IR, BESEDSGIEEDREN EIFSNET,
NTREZERSNDBEE, BERRE. X DRE, VIAHREINR THEATEL.
ROV LAEEIICBVT, VIEPHEIZER T I5SGUIHEHEI X —H DT 55

DEBFEATEN. Ko 10 < FOWE - FEECTIR TSV FERDBNHGD

o

EED
%EE’E?JHI?’%;E% 1D < FOMIHAT, EEMEZRLLET BIcs. 1D K FEFFELT
L)

cVUlo
6. ez KDBRIICNT Y 2BEEKEUEHFIOERAZHELET (FrOVRE

N=054 F&R<),

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the

shape of the workpiece and method of fixation are rigid.
3. Reduce speed and feed as well as depth of cut when high precision is required.
4. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.
5.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.
6.For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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AE-VTS-N»P.14

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-VTS-N
ARITIT7 /EVAR/SITPRAGALT

SQUARE/SHARP CORNER EDGE/RADIUS TYPE

BtHl SLOTTING
I FIWEZULGEREM - Y IRVDLEE FPIVEZULEEHY Fifl=EH
. Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Work Material
AB052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
SRR
Cutting Speed 400 400 200
(m/min)
; [ElEnEfE EDEE [ElEmEE EDRE BlEm#E EDERE
ﬂ{%éxéj:ﬁ Speed2 Feed2 SpeedR FeedR Speed2 Feed2
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 32,000 1,430 32,000 1,430 16,000 660
1.5 X 45 32,000 1,630 32,000 1,630 16,000 720
2 X 6 32,000 1,920 32,000 1,920 16,000 800
25 X 75 32,000 2,880 32,000 2,880 16,000 1,080
3 X 9 32,000 3,820 32,000 3,820 16,000 1,430
4 X 12 24,000 3,960 24,000 3,960 12,000 1,530
5 X 15 19,200 4,090 19,200 4,090 9,600 1,640
6 X 18 18,500 4,230 18,500 4,230 9,300 1,740
8 X 24 16,000 4,510 16,000 4,510 8,000 1,940
10 X 30 13,000 4,780 13,000 4,780 6,400 2,150
12 X 36 11,000 5,050 11,000 5,050 5,300 2,360
PhARE dp dp
Depth of Cut 1D 0.5D
R KBETHERZERT 258DHDTT . The table above is for when using water-soluble coolant.
ZADTZE SRS B LS
#HEIA Thermoplastic Resin Thermosetting Resin
Work Material . . POM: PVC+MC7 0>+ ABS i - PEEK 72Ul N=I51k
PP- UPE- PTFE MCNylon B Resin Acrylic sl lie
CIHLEE
Cutting Speed 95 75 95 95
(m/min)
SEXETE [ElEm®RE EDEE [Cl#nEE EDEE [Cl#mERE EDEE [ClE5ERE EDEE
ECXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 28,600 2,150 22,300 1,340 28,600 1,290 28,600 1,290
1.5 X 45 19,100 1,720 14,900 1,120 19,100 860 19,100 860
2 X 6 14,300 1,500 11,100 1,000 14,300 860 14,300 860
25 X 75 11,500 1,380 8,900 930 11,500 690 11,500 690
3 X 9 9,500 1,280 7,400 890 9,500 570 9,500 570
4 X 12 7,200 1,230 5,600 870 7,200 540 7,200 540
5 X 15 5,700 1,200 4,500 880 5,700 510 5,700 510
6 X 18 4,800 1,150 3,700 830 4,800 500 4,800 500
8 X 24 3,600 1,080 3,000 830 3,600 430 3,600 430
10 X 30 3,200 960 2,500 710 3,200 430 3,200 430
12 X 36 2,700 890 2,100 660 2,700 410 2,700 410
PhARE ap
Depth of Cut 1D

IRE I7JO-ZEATHBEDEDTY .

i, LY FENED S SBEDZEVEDZETHERA TS,

PIATRS . MBI S ERIRIC K D, BENRE, XD REZRFHE TSV, #IEMNI T,
BEFD— IR, BESEDSGIFXDREN LIFSNET,
NITREEZERSNDBGEF. QEEE. XDFE. YIAHEZIMI TERAT L,
ZHURSHR B ZIBEF. OEEE, XD REZ [RHURSEILIC K DUIHIRMESR
BOER]ZSE(CHETEL (p.10288).

10 K FHHEDIBE (S, BEREE. XD REZ NFTTHEATEL,
XIRYDLERVEICBVT, THIHEIZ LAY B EIFEIEME X —HDOHET 55
DEBFTERATEN. T, §10 < FOME - BRCTER TSV FNOBNHGD

D
BREZINIY 2. V1D < FDMFFAH . BENEZRILET 21 1D < FZBFELT
T

AN
8. HlEZLDB@MUCINIY DBEFKBEIHIHFIOEAZHERELEY (FrOVRE
N=054 bzR<).

o0 p® -

N

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.102).

5.When the chips wind around the end mill, reduce the speed and feed.

6.Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

7.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

8.For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).



TEARSTAER
SPECIFICATION CHARTS

AE-VTS-N»P.14

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-VTS-N

AITP | EVAR/SITPRAGLT

SQUARE/SHARP CORNER EDGE/RADIUS TYPE

{RIESIE SIDE MILLING
i FIWEZO LSRR - Y IRVU LR FIVEZULEEHY il
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orciatena AB052-A7075-AZ91-AZ80A ACA4C-ADC C1100
BIHIREE
Cutting Speed 400 400 200
(m/min)
; [ElEnERRE EDRE [ElEnERfE EDEE [ElEmEE EDRE
%%Z(ELFE Speed Feed Speed2 Feedz SpeedR FeedR
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 32,000 1,430 32,000 1,430 16,000 720
1.5 X 45 32,000 1,630 32,000 1,630 16,000 800
2 X 6 32,000 1,920 32,000 1,920 16,000 1,080
25 X 75 32,000 2,880 32,000 2,880 16,000 1,200
3 X 9 32,000 3,820 32,000 3,820 16,000 1,600
4 X 12 24,000 3,960 24,000 3,960 12,000 1,700
5 X 15 19,200 4,090 19,200 4,090 9,600 1,830
6 X 18 18,500 4,230 18,500 4,230 9,300 1,950
8 X 24 16,000 4,510 16,000 4,510 8,000 2,180
10 X 30 13,000 4,780 13,000 4,780 6,400 2,400
12 X 36 11,000 5,050 11,000 5,050 5,300 2,650
YlARE ap Qe ap Qe
i f QL 1.5D 0.2D 1.5D 0.1D
ERIF KBETHRR ZERT 255D HDTT . The table above is for when using water-soluble coolant.
ZADTZB SRS R LS
1REIA Thermoplastic Resin Thermosetting Resin
Work Material . UPE- POM- PVC- MC#4 0> - ABS - PEEK 7oU)b N=J51k
PP- UPE- PTFE MCNylon S Resin Acrylic Eahells
BIHLEE
Cutting Speed 105 85 105 105
(m/min)
T EEE =03 EEE xR R xDiEE EEEE 2
ECXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 31,800 2,390 25,500 1,530 31,800 1,430 31,800 1,430
1.5 X 45 21,200 1,910 17,000 1,280 21,200 950 21,200 950
2 X 6 15,900 1,670 12,700 1,140 15,900 950 15,900 950
25 X 75 12,700 1,520 10,200 1,070 12,700 760 12,700 760
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
FHARE ap Qe
Depth of Cut 1.5D 0.5D

IR I7T0-ZERATBEEDEDTY .

iR, NIV [SBIEDS DIFEDBVEDZE THEATE L.

hARS  EHEIMEEERIRIC KD, MERE, XD REZRFE TV, #IEMNITE,
BERD— IR, BESEDSGFEDREN EFS5NET,
NTREZERSNZBEE. BERRE, X DRE, IAHBZINR TERATEL.
RHURSHRL B RI5E . BENRE, XD REZ [RHURSEILIC K DUIHIEMEA
BOER]ZSZ(CHE TSV (p.10288R).

10 < FHEOHBES ., BFRRE, KD REZ T IFCTTHEATEL,
ROXY Y LAEEICBVT, VIEPHRIZER T HIBEFIHEHFI X —H DR 55
DEBDFTEATEWN. Ko, 1D < TOME - BRCTERT SV FROBNHGD

EED
ﬁ%ﬂé’&?)ﬂlﬁ'%ﬂ% 1D K FOMIHAT, EEMEZRLLT BIco. 1D < FEFFRELT
%

Yo
8. ?E]EE’EJ:DEﬁ'ﬂﬁl:?}ﬂl?’%%@mkﬁ'l&ﬂm'ﬁﬁiﬁﬂ@ﬁﬁﬁ’éiﬁﬁbéf?’ (FqOvke
R=054 ~apR<)o

o hw M=

N

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.102).

5.When the chips wind around the end mill, reduce the speed and feed.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

7.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

8.For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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AE-VTS-N»P.14

tﬁEI I\“\} ljt)J EIJK{q:EE% CUTTING CONDITIONS FOR CARBIDE END MILLS

AOT7 |EVAR/SITRIALT SQUARE/SHARP CORNER EDGE/RADIUS TYPE
ZiAHLH| PLUNGING
I FIWEZULGEREM - Y IRVDLEE FIWEZULEEHEY Fifl=EH
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
SRR
Cutting Speed 150 150 75
(m/min)
PV R o R ZoEE EfEE oz
DCXLU Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 20,000 400 20,000 400 10,000 120
1.5 X 45 20,000 400 20,000 400 10,000 120
2 X 6 20,000 400 20,000 400 10,000 120
25 X 75 20,000 400 20,000 400 10,000 120
3 X 9 15,900 500 15,900 500 8,000 150
4 X 12 12,000 500 12,000 500 6,000 150
5 X 15 9,600 500 9,600 500 4,800 150
6 X 18 8,000 600 8,000 600 4,000 180
8 X 24 6,000 700 6,000 700 3,000 210
10 X 30 4,800 700 4,800 700 2,400 210
12 X 36 4,000 700 4,000 700 2,000 210
PhARE ap dp
Depth of Cut 1D 0.5D
LERF KEETEEEZERT 255D HDTY, The table above is for when using water-soluble coolant.
FART RIS Etdl gl
REA Thermoplastic Resin Thermosetting Resin
Work Material i i POM- PVC+ MC7 40 ABS#fig PEEK 7oL N=51/k
PP- UPE- PTFE MCNylon ~ ABS Resi: Acrylic Bakelite
BIHLRE
Cutting Speed 95 70 920 90
(m/min)
e — EfEE zoEE R o B 0@ EEE zomE
DCXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 X 3 28,600 540 22,300 330 28,600 320 28,600 320
1.5 X 45 19,100 430 14,900 280 19,100 210 19,100 210
2 X 6 14,300 380 11,100 250 14,300 210 14,300 210
25 X 75 11,500 350 8,900 230 11,500 170 11,500 170
3 X 9 9,500 320 7,400 220 9,500 140 9,500 140
4 X 12 7,200 310 5,600 220 7,200 140 7,200 140
5 X 15 5,700 300 4,500 220 5,700 130 5,700 130
6 X 18 4,800 290 3,700 210 4,800 130 4,800 130
8 X 24 3,600 280 2,800 210 3,600 110 3,600 110
10 X 30 3,200 280 2,200 180 2,900 110 2,900 110
12 X 36 2,700 280 1,850 180 2,400 110 2,400 110
RARE ap
Depth of Cut 1D

IR IT7J0-ZHATBEDHDTY,

i, NILS FBIEDS DIEEDRVEDZETHEATEL.

PHARE . MBI SERNRIC K D BERE, RO REZFAR TSV, #IEMNITIE,
BEED— IR, BIESEDSGIFEDREN EFSNET,
NITHEEZERSNDBSE. QEEE. XDFE. VIAHEZMR TRAT L,
ZHURSHRLFDIHE1F. BEEE, EDREZ [EHURSEILIC K DUHIRMEHR
BOBR]ZSZ(CHETEL) (p.10288R).

10 L FHEOHB G, BERRE, X DREZ TIFCTHEATEL,

IRV LEEHEICBUT . DR SR Y HHBa I IEHE X —hOEET 55
DEMBFTEATEN. Fz, 10 < FOUE - BECTIEIRE TSV EROBNHHD

FI,
Eﬁggé’iﬂﬂl?éﬁ\ 1D < FOMdHAH BENEZFLLET BT 1D < FZEBRELT
AN
8. WlEZLDBEMUCINIY BB HEFOERAZHEELEY (FrOVRE
N=054 Mefr<)o
9. HEZERAMIEIT DBEERT Y TEDZETOTFEL,

o0 PO -

N

The table above is for when using air-blow.

1. Use arigid and precise machine and holder.

2.Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity
are used. In resin processing, the feed rate can be increased if the shape of the workpiece and method
of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Adjust the speed and feed accordingly when the overhang length is longer than specified (refer to p.102).

5. When the chips wind around the end mill, reduce the speed and feed.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid manufacturer in the
machining of magnesium alloys. Be cautious with the cutting chips as they are highly flammable and
may pose a serious fire risk if not properly handled.

7.When processing resin, please remove cutting chips to prevent them from getting caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting fluid is recommended (excluding
nylon and Bakelite).

9. Please step feed when processing resin by plunging.



LEEI I\“\) ljt]J EIJ *14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-VTS-N

AROTI7 [EVAR/ 7’/_ AIAT SQUARE/SHARP CORNER EDGE/RADIUS TYPE
RHURTE| l:ld:%’ﬂ)]ﬁ']*#iﬂ% Z (DC=¢6.98) CUTTING CONDITION GUIDE FOR CHANGES IN OVERHANG LENGTH
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
SEEEI 5 70% 70% 70%
Slot Milling 6 70% l 20% 70% l 20% 70% l 20%
BIEEE 5 70% 70% 70%
Side Milling 6 50% 50% 50%
ZZAHETHEI 5 80% 80% 80%
Plunging 6 60% 60% 60%
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AE-VTFE-N»P.17

EEEI y I\“E} ljt)J ‘EIIJ %14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

AOLT | SITRIALT SQUARE/RADIUS TYPE
iEtlH| SLOT MILLING
i FIWEZO LSRR - Y IRVU LR FIVEZULEEHY il
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orciatena AB052-A7075-AZ91-AZ80A ACA4C-ADC C1100
BIHIREE
Cutting Speed 200 200 100
(m/min)
HE [ElEnERRE EDRE [ElEnERfE EDEE [ElEmEE EDRE
DCI Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 8,490 1,530 8,490 1,530 4,250 640
8 6,370 1,150 6,370 1,150 3,180 480
10 6,370 1,910 6,370 1,910 3,180 760
12 5,310 1,910 5,310 1,910 2,650 640
14 4,550 1,640 4,550 1,640 2,270 540
18 3,540 1,270 3,540 1,270 1,770 420
22 2,900 1,040 2,900 1,040 1,450 350
e ap
AR
Depth of Cut DC=10 0.1D
10<DC 0.2D
ERIF KBETHRE ZERT 255D HDTY, The table above is for when using water-soluble coolant.
FAATEB RS iR iEE
HHIA Thermoplastic Resin Thermosetting Resin
Work Material i i POM- PVC+ MC7 40 ABS#ilig- PEEK 7oUIb N=51/k
PP-UPE- PTFE MChylon_ ABS Resin Acrylic Eerelic
BIHIRRE
Cutting Speed 100 80 100 100
(m/min)
s mEE o EEERE o R 2o mEEE 20E
D(i.t Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 4,800 1,150 3,700 830 4,800 500 4,800 500
8 3,600 1,080 3,000 830 3,600 430 3,600 430
10 3,200 960 2,500 710 3,200 430 3,200 430
12 2,700 890 2,100 660 2,700 410 2,700 410
14 2,300 760 2,000 630 2,300 350 2,300 350
18 1,900 680 1,600 550 1,900 340 1,900 340
22 1,600 620 1,300 490 1,600 340 1,600 340
FhARE dp
Depth of Cut 0.5D

LR I7TO0-ZFERATHHEEDHDTI, The table above is for when using air-blow.

ERIF, BHURSH TEZDOSEDBEDERTY .

iR, NIV [SBIEDS DIEEDBVEDZE THEATEL.

UHARE . HEMEAIM S ERRRIC K D | BERRE, RO REZFHE TSV #IEMNITE,
BERD— IR, BESEDSGFEDREN EFSNET,
NTREZERSNDBEE. QERRE, X DRE, IAHBZINR THERATEL.
RHURSHRL B RI5E . BEHRE, XD REZ [RHURSEILIC K DUHIFMEA
BOBR|ZSECHETEL) (0.10488).

10 K FHEOIBE (S, EERERE. XD REZ FFTTHEATEL,
YORXY Y LAEEICBNT, VIEPHRIZER T DI5EFEIHEHAI X —HOHEET 25
DEHFTEATEVN. T, 10 < TOME - BRCTERT SV FROBNHEGD

EED
@EE%HDI?%W% 1D L FOMIHAF, BEEMEZRIET BIco. 1D < FEFRELT
)

[ o
9. HlEZELDBRMICHTIY HIEEIFKAEIEIBROERZ#ELEY (FOVRE
R=054 bR ),

1.The above milling condition is a guideline for the overhang length is 5X D.

2. Use arigid and precise machine and holder.

3. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

4. Reduce speed and feed as well as depth of cut when high precision is required.

5. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.104).

6. When the chips wind around the end mill, reduce the speed and feed.

7. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

8.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

9.For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).

NO op WP~

®
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AE-VTFE-N»P.17

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AL | SITPAIALT SQUARE/RADIUS TYPE
{RIEEDEl SIDE MILLING
i FIWEZO LSRR - Y IRVU LR FIVEZULEEHY il
. Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Work Material
AB052-A7075-AZ91-AZ80A AC4C-ADC c1100
BIHIREE
Cutting Speed 300 300 150
(m/min)
HE [ElEnERRE EDRE [ElEnERfE EDEE [ElEmEE EDRE
DCI Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 15,920 2,870 15,920 2,870 7,960 1,190
8 11,940 2,150 11,940 2,150 5,970 1,070
10 9,550 2,870 9,550 2,870 4,780 1,000
12 7,960 2,870 7,960 2,870 3,980 960
14 6,820 2,460 6,820 2,460 3,410 820
18 5,310 1,910 5,310 1,910 2,650 640
22 4,340 1,560 4,340 1,560 2,170 520
EIHARE dp ae
Depth of Cut 2D 0.1D
ERIF KBETHRE ZERT 55D HDTY, The table above is for when using water-soluble coolant.
ZATTZB AR EE( LIS
HHIA Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MC#4 0 - ABS#ifig- PEEK 72U =031k
PP- UPE- PTFE MCNylon A Resn Acrylic Bl cllic
BIHIRE
Cutting Speed 110 920 110 110
(m/min)
P2 EERRE EDRE BERRE EORE [ElERRE EDRE [EERRE EDERE
DCi Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 5,300 1,270 4,200 950 5,300 560 5,300 560
8 4,000 1,200 3,400 870 4,000 480 4,000 480
10 3,500 1,050 2,900 830 3,500 470 3,500 470
12 2,900 960 2,500 790 2,900 440 2,900 440
14 2,500 830 2,300 720 2,500 380 2,500 380
18 2,100 760 1,800 620 2,100 380 2,100 380
22 1,700 660 1,400 530 1,700 360 1,700 360
PIAZR ap Qe
Depth of Cut 2.5D 0.4D

ERF, T7J0-ZFAIDBEDEDTI,
EAEDTERIFP. 103Z TSR T,

The table above is for when using air-blow.
See p.103 for precaution for use.

RHURSE(LICKDUHIRAGABOER

CUTTING CONDITION GUIDE FOR CHANGES IN OVERHANG LENGTH

i FIVEZULGRREM - Y IRVDLEE 7 IWEZULEEHEY AEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC C1100
= . thHARE sooonc BHARE = o FHARE
CELRE | ZEDERE CERRE | ZXDERE CERRE | EDERE
%HjL%Ea Speed Fecd Depth of Cut speed Fecd Depth of Cut speed Feed Depth of Cut

(min-) | (mm/min) ap ae (min) | (mm/min) ap ae (min-) | (mm/min) ap ae

SETIEI 6 50% 50% 0.015D — 50% 50% 0.015D - 50% 50% 0.015D —

SlotMilling | 7 30% 20% 0.01D = 30% 20% 0.01D = 30% 20% 0.01D =
: - 6 65% 60% 2D 0.05D 65% 60% 2D 0.05D 90% 90% 2D 0.05D
S@éﬁ;\ﬂﬁg 7 55% 50% 2D 0.03D 55% 50% 2D 0.03D 70% 70% 2D 0.03D
8 45% 45% 2D 0.025D 45% 45% 2D 0.025D 65% 65% 2D 0.01D

- AE-VTFE-N O#E ¢ 2213L/D =7UTFTTEATEL,

+ Please use the ¢ 22 AE-VTFE-NatL/D =7 or less.
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AE-LNBD-N»P.19

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-LNBD-N

MIRICHET DRIEPHIEIC L DR TS N KKDBRMENHOE T,

Caution:Sparks generated during operation or heat caused by tool breakage can cause fire.

BN R EHTFITOT FEL, Be sure to use all proper fire - prevention measures.
M Eifl WEYIIRTY
Work Material C10267100) 7056 Cudos)
EHABRE
wE EEE I%ﬁi?dﬂ% EDTRE Depth of cut(mm) @sﬁiﬂg EDTRE - of
(mm) (min-1) (mm/min) o pf (min-1) (mm/min)
0.3 38,400 225 0.005 0.01 32,000 120 0.005 0.008
R0.03 0.5 38,400 180 0.005 0.01 32,000 96 0.005 0.008
0.3 38,400 257 0.008 0.02 32,000 137 0.008 0.015
R0.075 0.5 38,400 225 0.008 0.02 32,000 120 0.008 0.021
1 38,400 180 0.005 0.01 32,000 96 0.005 0.011
0.3 38,400 450 0.02 0.04 32,000 240 0.02 0.03
0.5 38,400 450 0.02 0.04 32,000 240 0.02 0.03
RO 1 38,400 225 0.02 0.04 32,000 120 0.02 0.03
1.5 38,400 225 0.02 0.04 32,000 120 0.02 0.03
0.6 38,400 900 0.02 0.06 32,000 480 0.02 0.045
1 38,400 675 0.02 0.06 32,000 360 0.02 0.045
Ro13 1.5 38,400 675 0.02 0.06 32,000 360 0.02 0.045
2 38,400 675 0.02 0.06 32,000 360 0.02 0.045
1 38,400 900 0.025 0.1 32,000 480 0.025 0.075
2 32,400 675 0.025 0.1 27,000 360 0.025 0.075
Ro2 3 32,400 675 0.025 0.1 27,000 360 0.025 0.075
4 32,400 675 0.01 0.06 27,000 360 0.01 0.045
1 38,400 1,125 0.04 0.1 32,000 600 0.04 0.075
2 38,400 900 0.04 0.1 32,000 480 0.04 0.075
R0.25 3 32,400 675 0.04 0.1 27,000 360 0.04 0.075
4 32,400 675 0.04 0.1 27,000 360 0.04 0.075
5 25,200 450 0.04 0.1 21,000 240 0.04 0.075
1 38,400 2,250 0.09 0.12 32,000 1,440 0.08 0.12
2 38,400 1,688 0.09 0.12 32,000 1,080 0.08 0.12
3 36,000 938 0.09 0.12 30,000 600 0.08 0.12
Ro3 4 36,000 938 0.09 0.12 30,000 600 0.08 0.12
5 36,000 938 0.09 0.12 30,000 600 0.08 0.12
6 30,000 563 0.09 0.12 25,000 360 0.08 0.12
2 32,400 1,688 0.12 0.16 27,000 1,080 0.11 0.16
3 32,400 1,688 0.12 0.16 27,000 1,080 0.11 0.16
RO.4 4 32,400 1,688 0.12 0.16 27,000 1,080 0.11 0.16
6 28,800 938 0.12 0.12 24,000 600 0.11 0.12
8 26,400 563 0.12 0.12 22,000 360 0.11 0.12

°

1. #, RILS [SBIEDSD HBEEDSVEDZE CHERATEL.

2. HARS A EEARRIC KD DImERE. XD REZRE S0,

3. KEMLIHHAZ CERT SV,

4. TE. BEZEHINDBEE. TAREEIHIERZE SEREEV. HARS XD RE
ZHR(CIHUTHE TS,

5. UIELHEISUIEDHA X — A D#ERT 2 DZUTFSHEATEV. MIMHEET I NG

1. Use a rigid and precise machine and holder.

2.Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

3.Use a water soluble fluid.

4.Use a non-water-soluble cutting fluid if the machined surface and accuracy are of
critical importance. Adjust the depth of cut and feed rate as necessary.

5.Always use a cutting fluid recommended by the cutting fluid manufacturer as the
workpiece may discolor.



PIRDER
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AE-LNBD-N»P.19

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-LNBD-N
INTEFCRET DRIEPRIBICKDHEIATS N - NKDBREDSHDE T, Caution:Sparks generated during operation or heat caused by tool breakage can cause fire.
BN R EHTFITOT FEL, Be sure to use all proper fire - prevention measures.
WM Eifl WEYIIRTY
Work Matzril C1036ET100) 7056 Cudos)
HABRE
(mm) (min-1) (mm/min) o pf (min-T) (mm/min)
2 33,600 1,875 0.15 0.2 28,000 1,200 0.14 0.2
3 33,600 1,875 0.15 0.2 28,000 1,200 0.14 0.2
4 33,600 1,875 0.15 0.2 28,000 1,200 0.14 0.2
5 25,200 1,125 0.15 0.2 21,000 720 0.14 0.2
Ro3 6 25,200 1,125 0.15 0.2 21,000 720 0.14 0.2
8 25,200 1,125 0.15 0.15 21,000 720 0.14 0.15
10 21,600 750 0.12 0.12 18,000 480 0.11 0.12
12 21,600 750 0.12 0.12 18,000 480 0.11 0.12
4 24,000 2,250 0.24 0.3 20,000 1,440 0.22 0.3
6 21,600 1,875 0.24 0.3 18,000 1,200 0.22 0.3
RO75 12 20,400 1,125 0.24 0.24 17,000 720 0.22 0.24
18 15,600 750 0.18 0.18 13,000 480 0.16 0.18
4 19,800 2,625 0.3 0.56 16,500 1,680 0.27 0.56
6 19,800 2,625 0.3 0.56 16,500 1,680 0.27 0.56
8 19,800 2,625 03 0.56 16,500 1,680 0.27 0.56
10 16,800 1,875 0.3 0.56 14,000 1,200 0.27 0.56
R1 12 16,800 1,875 0.3 0.56 14,000 1,200 0.27 0.56
14 16,800 1,875 0.3 0.56 14,000 1,200 0.27 0.56
16 16,800 1,875 03 0.42 14,000 1,200 0.27 0.42
20 13,200 938 03 0.42 11,000 600 0.27 0.42
25 13,200 938 03 0.42 11,000 600 0.27 0.42
10 14,400 2,250 0.4 0.84 12,000 1,440 0.36 0.84
12 12,000 2,250 0.4 0.84 10,000 1,440 0.36 0.84
14 12,000 2,250 0.4 0.84 10,000 1,440 0.36 0.84
R1.5 16 12,000 1,125 0.4 0.84 10,000 720 0.36 0.84
20 12,000 1,125 0.4 0.84 10,000 720 0.36 0.84
25 12,000 1,125 0.4 0.84 10,000 720 0.36 0.84
30 10,800 938 0.4 0.84 9,000 600 0.36 0.84
10 10,800 3,000 1 13 9,000 1,920 0.9 13
15 10,800 2,250 1 13 9,000 1,440 0.9 1.3
20 8,400 1,500 1 13 7,000 960 0.9 1.3
R 25 8,400 1,500 1 1.3 7,000 960 0.9 1.3
30 8,400 1,500 0.8 1.3 7,000 960 0.7 1.3
40 6,000 938 0.7 1.3 5,000 600 0.6 13
10 10,800 3,375 1.2 1.8 9,000 2,160 1.1 1.8
15 10,800 3,375 1.2 1.8 9,000 2,160 1.1 1.8
R3 20 8,400 1,875 1.2 1.8 7,000 1,200 1.1 1.8
30 7,200 1,875 1.2 1.8 6,000 1,200 1.1 1.8
50 6,000 1,125 0.8 1.8 5,000 720 0.7 1.8
1. #, LY (SBIEDSD DFEEDENEDZE SHERTEL, 1. Use a rigid and precise machine and holder.
2. PHARS RIS ERINRIC KD  BIRRE, ZDREZHEL LIV, 2.Please adjust the speed and feed when the cutting depth is large or when machines

3. KBEMLIHHAZ CERTE L,

2. JITE. REEEREN 558 %, FAEMMERAE CERACEEL, TRARS., ZDEE with low rigidity are used.

TEICS O TH ~ 3.Use a water soluble fluid.
5. g]gﬁigjggé%ﬁii%bﬁﬁiéE@%LZ\?"E‘{EEH'F&b\o NTYHERT BT EHs 4.Use a non-water-soluble cutting fluid if the machined surface and accuracy are of

critical importance. Adjust the depth of cut and feed rate as necessary.
5.Always use a cutting fluid recommended by the cutting fluid manufacturer as the
workpiece may discolor.
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TORSIER

SPECIFICATION CHARTS

AE-CPR-N»P.21
EﬁEI -/ HE} lJt)J ﬁ”%#':gﬁﬁ CUTTING CONDITIONS FOR CARBIDE END MILLS
AE-CPR-N

MIERICHET DRIEPHISIC L DR TS N KKDBRENHOE T,
BN R ERTITOTTEL,

Caution:Sparks generated during operation or heat caused by tool breakage can cause fire.

Be sure to use all proper fire - prevention measures.

Wkt i SHIYVITRTY
Work Material Copper Copper Tungsten
(€1020,C1100) (W70% - Cu30%)
P BTR ElFmRE EDRE ElEmRE EDRE
e o mm %) Gt () () o) Gt ) ()
0.4 40,000 400 0.03 0.06 40,000 360 0.024 0.06
0.6 40,000 360 0.024 0.06 40,000 320 0.019 0.06
02 RO.05 1 40,000 280 0.019 0.06 40,000 250 0.015 0.06
1.5 40,000 180 0.015 0.06 40,000 160 0.012 0.06
0.6 40,000 480 0.03 0.12 40,000 430 0.024 0.12
03 RO.05 1 40,000 430 0.023 0.12 40,000 380 0.018 0.12
1.5 40,000 360 0.019 0.12 40,000 320 0.015 0.12
2 40,000 290 0.016 0.12 40,000 260 0.013 0.12
0.8 40,000 640 0.01 0.22 40,000 580 0.008 0.22
RO.02 2 40,000 520 0.006 0.22 35,000 410 0.005 0.22
0.8 40,000 640 0.03 0.18 40,000 580 0.024 0.18
1.2 40,000 600 0.024 0.18 40,000 540 0.019 0.18
R0.05 2 40,000 520 0.019 0.18 35,000 410 0.015 0.18
04 3 30,000 370 0.015 0.18 25,000 300 0.012 0.18
4 25,000 240 0.013 0.18 20,000 190 0.01 0.18
0.8 40,000 640 0.06 0.12 40,000 580 0.048 0.12
1.2 40,000 600 0.049 0.12 40,000 540 0.039 0.12
RO.1 2 40,000 520 0.038 0.12 35,000 410 0.03 0.12
3 30,000 370 0.031 0.12 25,000 300 0.025 0.12
4 25,000 240 0.027 0.12 20,000 190 0.022 0.12
1 40,000 880 0.03 0.24 40,000 790 0.024 0.24
2 40,000 770 0.023 0.24 35,000 690 0.018 0.24
R0.05 3 35,000 650 0.019 0.24 30,000 510 0.015 0.24
4 30,000 540 0.017 0.24 25,000 420 0.014 0.24
05 5 25,000 370 0.016 0.24 20,000 300 0.013 0.24
1 40,000 880 0.06 0.18 40,000 790 0.048 0.18
2 40,000 770 0.045 0.18 35,000 690 0.036 0.18
RO.1 3 35,000 650 0.039 0.18 30,000 510 0.031 0.18
4 30,000 540 0.034 0.18 25,000 420 0.027 0.18
5 25,000 370 0.032 0.18 20,000 300 0.026 0.18
1.2 40,000 1,120 0.03 0.3 35,000 880 0.024 0.3
2 37,000 1,030 0.024 0.3 35,000 810 0.019 0.3
RO.05 4 29,000 710 0.019 0.3 26,000 580 0.015 0.3
6 22,000 440 0.016 0.3 20,000 280 0.013 0.3
1.2 40,000 1,120 0.06 0.24 35,000 880 0.048 0.24
0.6 2 37,000 1,030 0.049 0.24 35,000 810 0.039 0.24
RO.1 3 33,000 800 0.042 0.24 30,000 660 0.034 0.24
4 29,000 710 0.037 0.24 26,000 580 0.03 0.24
6 22,000 440 0.032 0.24 20,000 280 0.026 0.24
RO2 1.2 40,000 1,120 0.12 0.12 35,000 880 0.096 0.12
4 29,000 710 0.074 0.12 26,000 580 0.059 0.12
1.6 36,000 1,580 0.03 0.42 32,000 1,270 0.024 0.42
R0.05 4 30,000 1,390 0.021 0.42 27,000 1,010 0.017 0.42
6 25,000 1,000 0.018 0.42 23,000 800 0.014 0.42
8 20,000 750 0.016 0.42 18,000 620 0.013 0.42
08 1.6 36,000 1,580 0.06 0.36 32,000 1,270 0.048 0.36
ROA 4 30,000 1,240 0.042 0.36 27,000 1,010 0.034 0.36
6 25,000 1,000 0.035 0.36 23,000 800 0.028 0.36
8 20,000 750 0.032 0.36 18,000 620 0.026 0.36
PHARE
Depth of Cut

1. #ti, LY BEIEDS DIEEDRVNEDZE CEATEL,

2. VHARS . Al SRARRIC KD . BImRE. XD REZRFELEE0,
3. KBMIHEAZE SR T E L.

4. NIE. BEZERENDBEE. TAREEIHIERZ SEREE V. HARS XD RE

ZERECIHU TRETEL,

5. UIEIHEISVIEPEF X — A DRI 2B DZUFHEATEV. MIYHEET DI ENG

°

. Use a rigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

Use a water soluble fluid.

Use a non-water-soluble cutting fluid if the machined surface and accuracy are of
critical importance. Adjust the depth of cut and feed rate as necessary.

Always use a cutting fluid recommended by the cutting fluid manufacturer as the
workpiece may discolor.
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PIRDER
SPECIFICATION CHARTS

AE-CPR-N»P.21

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-CPR-N

MIRICHET DRIEPHIEIC L DR TS N KKDBRMENHOE T,

Caution:Sparks generated during operation or heat caused by tool breakage can cause fire.

BN R EHTFITOT FEL, Be sure to use all proper fire - prevention measures.
HEIAE & |YVIRTY
Work Material Copper Copper Tungsten
(C1020,C1100) (W70% - Cu30%)
Mz e EIJE Iﬁlsﬁeii}g EORE e ae Elsiieig iibe ieEJ'i ap ae
Rs (mm) (ngin'1) (mm/min) (mm) (mm) (,ﬁinq) Gt (mm) (mm)
2 32,000 2,880 0.01 0.6 29,000 2,350 0.008 0.6
RO.02 3 30,000 2,690 0.009 0.6 27,000 2,180 0.007 0.6
2 32,000 2,880 0.06 0.5 29,000 2,350 0.05 0.5
3 30,000 2,690 0.053 0.5 27,000 2,180 0.042 0.5
4 28,000 2,500 0.049 0.5 25,000 1,940 0.039 0.5
RO.1 5 27,000 2,240 0.046 0.5 24,000 1,800 0.037 0.5
6 25,000 2,070 0.043 0.5 23,000 1,650 0.034 0.5
8 21,000 1,740 0.04 0.5 19,000 1,440 0.032 0.5
g 10 18,000 1,390 0.037 0.5 16,000 1,130 0.03 0.5
2 32,000 2,880 0.12 0.4 29,000 2,350 0.1 0.4
3 30,000 2,690 0.11 0.4 27,000 2,180 0.08 0.4
4 28,000 2,500 0.1 0.4 25,000 1,940 0.08 0.4
RO.2 5 27,000 2,240 0.09 0.4 24,000 1,800 0.07 0.4
6 25,000 2,070 0.09 0.4 23,000 1,650 0.07 0.4
8 21,000 1,740 0.08 0.4 19,000 1,440 0.06 0.4
10 18,000 1,390 0.07 0.4 16,000 1,130 0.06 0.4
2 32,000 2,880 0.2 0.3 29,000 2,350 0.16 0.3
RO.3 3 30,000 2,690 0.18 0.3 27,000 2,180 0.14 0.3
R0.3 3 22,000 2,970 0.12 0.6 20,000 2,410 0.1 0.6
3 22,000 2,970 0.3 0.3 20,000 2,410 0.24 0.3
15 RO 10 16,000 2,030 0.21 0.3 14,000 1,650 0.17 0.3
12 15,000 1,810 0.2 0.3 14,000 1,470 0.16 0.3
20 8,000 1,060 0.17 0.3 7,000 860 0.14 0.3
4 17,500 3,150 0.06 1.1 16,000 2,560 0.048 1.1
6 16,500 2,930 0.054 1.1 15,000 2,370 0.043 1.1
8 15,500 2,630 0.05 1.1 14,000 2,130 0.04 1.1
RO.1 10 14,500 2,420 0.048 1.1 13,000 1,970 0.038 1.1
15 12,000 1,910 0.043 1.1 11,000 1,550 0.034 1.1
16 11,500 1,790 0.042 1.1 10,500 1,460 0.034 1.1
20 9,500 1,460 0.04 1.1 8,500 1,190 0.032 1.1
4 17,500 3,150 0.12 1 16,000 2,560 0.1 1
5 B0 10 14,500 2,420 0.1 1 13,000 1,970 0.08 1
16 11,500 1,790 0.09 1 10,500 1,460 0.07 1
20 9,500 1,460 0.08 1 8,500 1,190 0.06 1
4 17,500 3,150 0.2 0.9 16,000 2,560 0.16 0.9
6 16,500 2,930 0.18 0.9 15,000 2,370 0.14 0.9
8 15,500 2,630 0.17 0.9 14,000 2,130 0.13 0.9
RO.3 10 14,500 2,420 0.16 0.9 13,000 1,970 0.13 0.9
15 12,000 1,910 0.14 0.9 11,000 1,550 0.12 0.9
16 11,500 1,790 0.14 0.9 10,500 1,460 0.11 0.9
20 9,500 1,460 0.13 0.9 8,500 1,190 0.11 0.9
25 FOS 5 15,000 3,600 0.3 0.9 13,500 2,920 0.24 0.9
20 11,500 2,040 0.21 0.9 10,500 1,660 0.17 0.9
YBARE |
Depth of Cut j

1. #ti, LY BEIEDS DIEEDRVNEDZE CEATEL,

2. VHARS Al SRARRIC KD . BImEE. XhREZRFELEE0,

3. AKEMELIHIEFZ SEERAT L)
4. NIE. BEZEHRINDIHE]

ZUE(CHUTHETE L,

o

., FoAGEEEHEAE SR < IR E ., PHARE . XD EE
5. IHEHEIEEIELHRI X — DR T 25DZENTHERATEL. MIYHERT DI END

. Use arigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines

with low rigidity are used.

Use a water soluble fluid.

Use a non-water-soluble cutting fluid if the machined surface and accuracy are of

critical importance. Adjust the depth of cut and feed rate as necessary.

. Always use a cutting fluid recommended by the cutting fluid manufacturer as the
workpiece may discolor.
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TORSTER

SPECIFICATION CHARTS

AE-CPR-N»P.21

EEEI y l\“E} ljt]J ﬁ”%‘#gﬁﬁ CUTTING CONDITIONS FOR CARBIDE END MILLS

AE-CPR-N

MIERICHET DRIEPHISIC L DR TS N KKDBRENHOE T,

BN R ERTITOTTEL,

Caution:Sparks generated during operation or heat caused by tool breakage can cause fire.

Be sure to use all proper fire - prevention measures.

Wkt i SHIYVITRTY
Work Material Copper Copper Tungsten
(€1020,C1100) (W70% - Cu30%)
P BTR ElFmRE EDRE ElEmRE EDRE
e o mm %) Gt () () i) Gt ) ()

6 12,500 3,750 0.12 1.6 11,500 3,050 0.1 1.6
12 11,500 3,190 0.1 1.6 10,500 2,600 0.08 1.6
RO.2 18 10,500 2,680 0.1 1.6 9,500 2,180 0.08 1.6
21 10,000 2,440 0.09 1.6 9,000 1,970 0.07 1.6
24 9,500 2,210 0.09 1.6 8,500 1,800 0.07 1.6
6 12,500 3,750 0.2 1.5 11,500 3,050 0.16 1.5
RO3 8 12,000 3,510 0.19 1.5 11,000 2,840 0.15 1.5
3 12 11,500 3,190 0.17 1.5 10,500 2,600 0.14 1.5
20 10,500 2,600 0.16 1.5 9,500 2,120 0.13 1.5
6 12,500 3,750 0.3 1.2 11,500 3,050 0.24 1.2
12 11,500 3,190 0.26 1.2 10,500 2,600 0.21 1.2
15 11,000 2,930 0.25 1.2 10,000 2,370 0.2 1.2
RO.5 18 10,500 2,680 0.24 1.2 9,500 2,180 0.19 1.2
21 10,000 2,440 0.23 1.2 9,000 1,970 0.19 1.2
25 9,500 2,170 0.23 1.2 8,500 1,770 0.18 1.2
30 8,500 1,790 0.22 1.2 8,000 1,460 0.17 1.2
8 9,500 3,710 0.12 2.2 8,600 3,020 0.1 22
16 8,800 3,220 0.1 2.2 7,900 2,600 0.08 2.2
RO2 20 8,500 3,000 0.1 2.2 7,700 2,450 0.08 2.2
24 8,100 2,760 0.1 2.2 7,300 2,240 0.08 2.2
28 7,700 2,530 0.09 2.2 6,900 2,040 0.07 2.2
32 7,400 2,350 0.09 2.2 6,700 1,910 0.07 2.2
R 8 9,500 3,710 0.2 2.1 8,600 3,020 0.16 2.1
03 20 8,400 2,970 0.17 2.1 7,600 2,420 0.13 2.1
8 9,500 3,710 0.3 1.8 8,600 3,020 0.24 1.8
12 9,100 3,440 0.28 1.8 8,200 2,790 0.22 1.8
4 16 8,800 3,220 0.26 1.8 7,900 2,600 0.21 1.8
RO5 20 8,400 2,970 0.25 1.8 7,600 2,420 0.2 1.8
24 8,100 2,760 0.24 1.8 7,300 2,240 0.19 1.8
25 8,000 2,710 0.24 1.8 7,200 2,190 0.19 1.8
28 7,700 2,530 0.23 1.8 6,900 2,040 0.19 1.8
32 7,400 2,350 0.23 1.8 6,700 1,910 0.18 1.8
8 9,500 3,710 0.6 1.2 8,600 3,020 0.48 1.2
16 8,800 3,220 0.52 1.2 7,900 2,600 0.42 1.2
R1 24 8,100 2,760 0.48 1.2 7,300 2,240 0.39 1.2
28 7,700 2,530 047 1.2 6,900 2,040 037 1.2
32 7,400 2,350 0.46 1.2 6,700 1,910 0.36 1.2
ROA 12 6,500 3,900 0.06 35 5,900 3,190 0.05 35
24 6,000 3,380 0.05 35 5,400 2,730 0.04 35
12 6,500 3,900 0.12 3.4 5,900 3,190 0.1 34
RO2 24 6,000 3,380 0.1 34 5,400 2,730 0.08 34
32 5,700 3,060 0.1 34 5,100 2,470 0.08 34
48 5,000 2,440 0.09 3.4 4,500 1,980 0.07 34

12 6,500 3,900 0.3 3 5,900 3,190 0.24 3

6 24 6,000 3,380 0.26 3 5,400 2,730 0.21 3

RO.5 30 5,800 3,150 0.25 3 5,200 2,550 0.2 3

32 5,700 3,060 0.25 3 5,100 2,470 0.2 3

48 5,000 2,440 0.23 3 4,500 1,980 0.18 3
12 6,500 3,900 0.6 2.4 5,900 3,190 0.48 24
R 24 6,000 3,380 0.52 2.4 5,400 2,730 0.42 24
32 5,700 3,060 0.49 2.4 5,100 2,470 0.39 24
48 5,000 2,440 0.46 2.4 4,500 1,980 0.36 24

FHARE
Depth of Cut

1. Hti, LY BEIEDS DIEEDENEDZE TERATEL,

2. VHARS . A SRARRIC KD . BImRE. XD REZRFELEE0,
3. KBMIHEAZE CERTE L,

4. NIE. BEZEHRENDBEE. TAEEIHIERZE SEREE V. HARS XD RE

ZERECIHU TRETEL,

5. STHBHAISEIHIER X — D DRI SEDELFTHEATEV. NMIYHEET DT NS

°

. Use arigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

. Use a water soluble fluid.

. Use a non-water-soluble cutting fluid if the machined surface and accuracy are of
critical importance. Adjust the depth of cut and feed rate as necessary.

Always use a cutting fluid recommended by the cutting fluid manufacturer as the
workpiece may discolor.
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TEIRSTAER
SPECIFICATION CHARTS

DLC-LN-EDS»P.25

PIRDER
SPECIFICATION CHARTS

DLC-EDS»P.25

LﬁEI |\\‘\} ljt)J E”?NFFE—E?E CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-EDS
HEIA ZIVEZU LASERET FPIVEZULSEHY - Y1 FrAL NIRVULER-HEE bii=F
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting - Die Casting Magnesium Alloy* Copper Alloy Copper Alloy
Material A7075 Si13%Fit AZ91-AZ80A-C1100 Cc1100
IRAERM EERIHIA REERM ERIHIA RAERM EERIHIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
PAXES BERRE EDRE ElERRE EDRE BERRE EDRE ElERRE EDRE BERRE EDRE EIERRE EDRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
0.5 32,000 180 50,000 550 32,000 180 50,000 500 32,000 160 50,000 450
0.6 32,000 200 50,000 650 32,000 200 50,000 600 32,000 180 50,000 550
0.8 32,000 220 50,000 850 32,000 220 50,000 800 29,000 200 50,000 650
1 32,000 220 50,000 1,000 32,000 220 50,000 950 23,000 220 42,000 700
1.2 32,000 230 50,000 1,200 32,000 230 50,000 1,150 19,000 220 36,000 700
1.4 32,000 260 50,000 1,400 32,000 260 50,000 1,250 16,500 220 31,000 700
1.5 32,000 280 50,000 1,600 32,000 280 48,000 1,250 15,500 220 29,500 700
1.6 32,000 320 50,000 1,700 32,000 320 45,000 1,250 14,500 220 28,000 700
1.8 32,000 360 50,000 1,850 32,000 360 41,000 1,250 13,000 220 26,500 750
2 32,000 420 50,000 2,000 32,000 420 38,000 1,250 11,500 220 24,000 750
2.5 25,000 600 48,000 2,100 25,000 600 31,000 1,250 9,500 250 20,000 750
3 21,000 700 40,000 2,100 21,000 700 26,000 1,250 7,950 250 17,000 750
4 15,500 725 33,000 2,250 15,500 725 20,000 1,350 5,950 280 14,000 800
5 12,500 760 31,000 2,800 12,500 760 19,200 1,650 4,750 295 12,500 950
6 10,500 830 26,000 2,800 10,500 830 15,900 1,700 3,950 310 10,500 1,000
8 7,950 890 19,500 2,900 7,950 890 12,000 1,800 2,950 300 7,900 1,000
10 6,350 995 15,500 3,200 6,350 995 9,600 1,900 2,350 365 6,350 1,100
12 5,300 1,050 13,000 3,200 5,300 1,050 8,000 1,900 1,950 390 5,300 1,100
ap | ae ap ap | ae ap ap | ae ap ap | ae ap ap | ae ap | ap[ ae ap
150010 90sSDCS908] 03D 10 01D 0.15D 15D[0.1D  90sSDCS008] 03D 1D 01D 0.15D 150[0.1D  90sSDCS008[03D | 1D | 0.05D 0.10
PhARES g1s0c Josp ¢1s0c Josp ¢1s0c Josp
Depth
of Cut L%z
Lo am
1. . RIS EEIEDS DEEDBVEDZE SEATEL, 1. Use a rigid and precise machine and holder.
2. _’JI/:_'jL\DEIJUJ(ETEUJﬁU HE7ZE CERATEL,. 2. Use a water soluble cutting fluid for milling aluminum alloys.
3. YIRYY LEEYHIRE TS ZEHBFOTFEL),

t)J%‘J/BiﬁlJ[JtDﬁJ BRI X —H—(C CHRRD £ SRR RS,
10 K R -BIE(TER L TTE L ENDBNDSHD T

3. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.

== = Chips must be handled carefully, because they cause fire.
4 Eg'ﬁé’,b%}ggﬁfﬁw FAFvAREEITAPI—h 4. Diamond coated end mill is recommended for machining Aluminum casting or die casting alloy with high Si.
-7 FIVE=U LEE R FIWEZULGEHEY - F1F v YIRVULEE -GS &
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting * Die Casting Magnesium Alloy - Copper Alloy Copper Alloy
Material A7075 Si13%Fif AZ91-AZ80A-C1100 c1100
RS EEGIHIA RS EEGIHIA TRAESRY EELIHIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
SiE | EREE | XOEE | DEREE | E0EE | OREE | X0EE | DREE | X0EE | DREE | E0EE | OnEE | x0EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
0.5 32,000 100 50,000 550 32,000 100 50,000 550 32,000 100 50,000 450
1 32,000 190 50,000 1,000 32,000 190 50,000 1,000 23,000 140 42,000 700
1.5 32,000 250 45,000 1,200 32,000 250 45,000 1,200 15,500 145 29,500 700
2 25,500 300 34,000 1,200 25,500 300 34,000 1,200 11,500 150 24,000 750
2.5 20,000 430 27,000 1,200 20,000 430 27,000 1,200 9,500 175 20,000 750
3 17,000 510 23,000 1,200 17,000 510 23,000 1,200 7,950 220 17,000 750
4 12,500 520 17,000 1,200 12,500 520 17,000 1,200 5,950 235 13,000 750
5 10,000 540 13,500 1,200 10,000 540 13,500 1,200 4,750 250 10,000 750
6 8,500 600 11,000 1,200 8,500 600 11,000 1,200 3,950 250 8,000 750
ap ‘ Qe ap ap ‘ Qae ap ap ‘ Qe ap ap ‘ Qae ap ap ‘ Qe ap ap ‘ Qae ap
B D [o1D 03D 10 01D 015D 120010 03D 1D [01D 0.15D 10 01D 03D 1D | 005D 01D
Depth
of Cut a;I i
% 777 ap
77 Qe //%
1. i, LY BEIEOS DBEORNEDZE SEA TS, 1. Use a rigid and precise machine and holder.
2. T’Jl_{:‘:'j!_\ﬁﬁlacykﬁ'&tﬂ “EEEETZE& 2. Use a water soluble cutting fluid for milling aluminum alloys.
3. ;;Egéé;%’éﬂiﬂﬁgfcc* ﬁgiﬁggﬁa%\éb\ 3. Please note the foAIIowingApoints-on machinir)g Mg aAIon.
t)J D/< TME~¢’;E[_“E$ LTTRELY, NG D i"a, To select appropriate cutting fluid, consult with lubricant manufacturers.
4. %Si?}bi:iﬁﬁ‘wﬁ%% A 5;-:(':‘::,, 2 I\(CI‘[?."S?"(VZI— ': Chips must be handled carefully, because they cause fire.

IVRIEHRLET,

4. Diamond coated end mill is recommended for machining Aluminum casting or die casting alloy with high Si.
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TORSTER
SPECIFICATION CHARTS

DLC-MR-EDS» P.26

tﬁEI I\“\} ljt)J EIJ 7K1¢EE§ CUTTING CONDITIONS FOR CARBIDE END MILLS

I 7ILE= LESREH TIVS=OLEREN- 51 FrIN vorULAR BAS sias
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting - Die Casting Magnesium Alloy - Copper Alloy Copper Alloy
Material A7075 Si13%Fim AZ91-AZ80A-C1100 C1100
REERM EERIHIA REERM EERIHIA TREERM EEYIHIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
pasEs CEERE | EDFEE | EmEE | XhEE | EEmERE | EDFEE CEnEE | EDFRE | BEmEE | EDERE CENEE | EDRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 32,000 220 50,000 1,000 32,000 220 50,000 950 23,000 220 42,000 700
2 32,000 420 50,000 2,000 32,000 420 38,000 1,250 11,500 220 24,000 750
3 21,000 700 40,000 2,100 21,000 700 26,000 1,250 7,950 250 17,000 750
4 15,500 725 33,000 2,250 15,500 725 20,000 1,350 5,950 280 14,000 800
5 12,500 760 31,000 2,800 12,500 760 19,200 1,650 4,750 295 12,500 950
6 10,500 830 26,000 2,800 10,500 830 15,900 1,700 3,950 310 10,500 1,000
8 7,950 890 19,500 2,900 7,950 890 12,000 1,800 2,950 300 7,900 1,000
10 6,350 995 15,500 3,200 6,350 995 9,600 1,900 2,350 365 6,350 1,100
12 5,300 1,050 13,000 3,200 5,300 1,050 8,000 1,900 1,950 390 5,300 1,100
ap ‘ Qe ap ap ‘ Qe ap ap ‘ Qe ap ap ‘ Qe ap ap ‘ Qe ap ap ‘ Qe ap
150 | 01D 05D 1D Jo1D 0.15D 150 01D 05D 1D [o1D 0.15D 150 01D 05D 1D | 0.05D 0.1D
BHAZRE
Depth
of Cut %z
ap
//// i

. R RILS SRS DREEDRVNEDZE TEATE.

2. PIWEZULGERIFKEEIEIRRZE SEATE L.

3. YIRYYLGERVHIFET REDTOFEL,
SIHIHE (EEDHBEE X —H—ICTHERD L. SHEATEL.
10 < FIUE- BRITERLTTEV NDEND DD T,

4. BSIZIEZULEGEHY YIFrAMFIAPI-H

IYRIVEHELETT,

1. Use a rigid and precise machine and holder.
2. Use a water soluble cutting fluid for milling aluminum alloys.
3. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully, because they cause fire.
4. Diamond coated end mill is recommended for machining Aluminum casting or die casting alloy with high Si.




TRSER

7
SPECIFICATION CHARTS

DLC-MR-EMS»P.26

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

I 7= LG R R FIWEZULGEHY - F1Fr AL RIXVVLER HER b=
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting  Die Casting Magnesium Alloy* Copper Alloy Copper Alloy
Material A7075 Si13%Fif AZ91-AZ80A-C1100 C1100
TRER M EREIEIA TRER M ERIEIA TRER M ERIEIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
2 Bim#EE | EDEE | OEmERE | ZDEE | OEmEE | EDRE | EEmEE | XhEE | OREE | Z0EE | BEmEE | EDERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
2 32,000 840 50,000 4,000 32,000 840 38,000 2,500 11,500 440 24,000 1,500
3 21,000 1,400 40,000 4,200 21,000 1,400 26,000 2,500 7,950 500 17,000 1,500
4 15,500 1,450 33,000 4,500 15,500 1,450 20,000 2,700 5,950 560 14,000 1,600
5 12,500 1,520 31,000 5,600 12,500 1,520 19,200 3,300 4,750 590 12,500 1,900
6 10,500 1,660 26,000 5,600 10,500 1,660 15,900 3,400 3,950 620 10,500 2,000
8 7,950 1,780 19,500 5,800 7,950 1,780 12,000 3,600 2,950 600 7,900 2,000
10 6,350 1,990 15,500 6,400 6,350 1,990 9,600 3,800 2,350 730 6,350 2,200
12 5,300 2,100 13,000 6,400 5,300 2,100 8,000 3,800 1,950 780 5,300 2,200
ap | Qe ap | Qe ap | Ae ap | Qe ap | Qe ap | ae
- 15D | 0.1D 1D |0.1D 1.5D | 0.1D D |0.1D 1.5D | 0.1D 1D | 005D
hAZRE
Depth
of Cut a;i%z
7% Qe

Tt RILS EEIEDS DBEDBVNHDZE TEATE,

2. ZIWEZ AGEIFKEMEIHIERZ CERATEL.

3. XIRYYLEEVHIBETEERRZESTO FEL,
SIEHEEEIEBHE X —H—[CTHERD L. SEATEL,
§10 < FUUE- BEE(CERLTTE L BXDBNHBDET,

4. BSIZIVEZULEEHEY  YIFrAMCEISPI—b

IYVRINVEHELET,

1. Use a rigid and precise machine and holder.

2. Use a water soluble cutting fluid for milling aluminum alloys.

3. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully, because they cause fire.

4. Diamond coated end mill is recommended for machining Aluminum casting or die casting alloy with high Si.
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R
SPECIFICATION CHARTS

DLC-VMS-1.5D»P.27

EEEI y I\“E} ljt)J ‘EIIJ %14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-VMS-1.5D
i)l SLOTTING
I PIE=OLEREMY - YIRVILES FIE=DLEERHEY was
Work Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Material AB5052-A7075-AZ91-AZ80A AC4C-ADC C1100
Cu{:)t:,iﬁgi%;}fed 300m/min 300m/min 150m/min
- EREE DR EEREE DB SRR DB
%{%ZXEI_[—JFE Spe.le.ld2 Feed Speed Feed2 Speed Feed2
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 31,800 2,290 31,800 2,290 15,900 920
3.5 X 10.5 27,300 2,290 27,300 2,290 13,600 1,000
4 X 12 23,900 2,390 23,900 2,390 11,900 1,030
45 X 13.5 21,200 2,460 21,200 2,460 10,600 1,090
5 X15 19,100 2,520 19,100 2,520 9,500 1,120
5.5 X 16.5 17,400 2,580 17,400 2,580 8,700 1,140
6 X18 15,900 2,610 15,900 2,610 8,000 1,230
8 X24 11,900 2,620 11,900 2,620 6,000 1,380
10 X 30 9,500 2,660 9,500 2,660 4,800 1,520
12 X 36 8,000 3,040 8,000 3,040 4,000 1,660
16 X 48 6,000 3,170 6,000 3,170 3,000 1,740
20 X 60 4,800 3,320 4,800 3,320 2,400 1,810
YA ap dp
Depth
of Cut __ 1 0.5D
C DYJHIRHEERIIKBEYVHIRE ZER T 2BEDHDTT, The table above is for when using water-soluble coolant.
FETETERITE FHRIERERIE
WHERA Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC+ MC7 0>+ ABSHig - PEEK MC 72U N=I51k
PP- UPE- PTFE Nylon ABS Resin Acrylic Bakelite
Cuﬂﬁgi%g%ed 90m/min 70m/min 90m/min 90m/min
HEXETE [ElEmERE EDEE ElEmEE EDEE [BlEmEE EDEE [ElEmEE EDEE
DCXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 9,500 980 7,400 710 9,500 460 9,500 460
3.5 X 10.5 8,200 980 6,400 710 8,200 450 8,200 450
4 X 12 7,200 980 5,600 700 7,200 430 7,200 430
4.5 X 13.5 6,400 980 5,000 700 6,400 430 6,400 430
5 X15 5,700 960 4,500 700 5,700 410 5,700 410
5.5 X 16.5 5,200 940 4,100 700 5,200 410 5,200 410
6 X18 4,800 920 3,700 680 4,800 400 4,800 400
8 X24 3,600 860 2,800 640 3,600 350 3,600 350
10 X 30 2,900 700 2,200 530 2,900 310 2,900 310
12 X 36 2,400 630 1,900 480 2,400 290 2,400 290
16 X 48 1,800 520 1,400 390 1,800 260 1,800 260
20 X 60 1,400 510 1,100 330 1,400 240 1,400 240
YhARS ap
Depth DC=12 1D
afiu 12<DC 0.5D

IRE I7JO0-ZEATIEEDEDTY .

i, RILYBANED S DREEDBNEDZETER T,
PIARE . WA EERRRICAD. DInRE. XDEREZRB TV, #MIEMITE.
BEFD—IRR. BETEDBGSXDEREN EFONET .
NTHEEZERINDIEG(E. DImERE. EDEE. IAHEZHZ TRATEL,
RHEURIDRMLDIHE (S, OImRE. XDEEZ [RHURSE(LIC KL DUIHIFRMA R
DEZR| ZSE(CARE TV (p.11428),
PO TFHHEOHE . DELRE. XDREZ NP TTERTEL,
XORIILEEHICEWNT, VIEIHAZERT 215G EIERERIA— A DR 550
ZRTTHEATEN, Fe, Ib<TOIE - ERCTIE TV FEXDENHHDET
HfEE I T I 2. Y10 TDidHAH BENEZRILET DD HIDSTZEFRELTTREL,
gﬂé’&ﬁ?{fﬁﬁlCJJHI?’%J%S[EUKE‘I;*J;WU5EH§U¢D1§FF!’&?E£b%‘g" (FAOvHREN—
SRR o

oON g A M=

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.114).

5.When the chips wind around the end mill, reduce the speed and feed.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

7.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).



TRSDER
SPECIFICATION CHARTS

DLC-VMS-1.5D»P.27

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-VMS-1.5D

{AIEtDE! SIDE MILLING
W ZIVEZULGEREM - YIRVDLEE ZIVEZULEEEHY bif=F
Work Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Material AB052-A7075-AZ91-AZ80A AC4C-ADC ci1100
Cugﬁg%;’)%ed 300m/min 300m/min 150m/min
) B EDERE B EDERE B EDEE
9*1%>C<><§L;JF§ Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 31,800 5,040 31,800 5,040 16,000 2,160
3.5 X 10.5 27,300 5,110 27,300 5,110 14,000 2,270
4 X 12 23,900 5,160 23,900 5,160 12,000 2,270
45 X 13.5 21,000 5,290 21,200 5,290 11,000 2,380
5 X15 19,100 5,500 19,100 5,500 10,000 2,430
5.5 X 16.5 17,400 5,640 17,400 5,640 9,000 2,430
6 X18 15,900 5,720 15,900 5,720 8,000 2,590
8 X24 12,000 6,050 11,900 6,050 6,000 2,920
10 X 30 9,500 6,160 9,500 6,160 4,800 3,110
12 X 36 8,000 6,910 8,000 6,910 4,000 3,460
16 X 48 6,000 7,130 6,000 7,130 3,000 3,560
20 X 60 5,000 7,740 4,800 7,740 2,400 3,630
tﬂ;%ﬁa dp de dp de
s 1.5D 0.2D 1.5D 0.1D
C DYIRISRHFEAERIGKEETHIRE ZERT 2155DHDTY . The table above is for when using water-soluble coolant.
PR TEIE LIRS
WHIAA Thermoplastic Resin Thermosetting Resin
Work Material ) ) POM- PVC- MC# 40> ABS g+ PEEK MC 7oL N=Z/ZH
PP-UPE- PTFE Nylon ABS F{esinE Acrylic Bakelite
Cuﬁﬁg%r’)%ed 105m/min 85m/min 105m/min 105m/min
NERXETE ElEmERE EDEE [ElEmEE EDEE [ElEmEE EDEE [ClEmEE EDEE
ECXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 X 9 11,100 2,000 9,000 1,440 11,100 890 11,100 890
3.5 X 10.5 9,500 1,980 7,700 1,420 9,500 870 9,500 870
4 X112 8,400 1,920 6,800 1,410 8,400 840 8,400 840
4.5 X 13.5 7,400 1,890 6,000 1,390 7,400 830 7,400 830
5 X15 6,700 1,880 5,400 1,380 6,700 800 6,700 800
5.5 X 16.5 6,100 1,830 4,900 1,370 6,100 790 6,100 790
6 X18 5,600 1,790 4,500 1,350 5,600 780 5,600 780
8 X24 4,200 1,680 3,400 1,160 4,200 670 4,200 670
10 X 30 3,300 1,320 2,700 1,030 3,300 590 3,300 590
12 X 36 2,800 1,230 2,300 970 2,800 560 2,800 560
16 X 48 2,100 1,010 1,700 850 2,100 500 2,100 500
20 X 60 1,700 880 1,400 840 1,700 480 1,700 480
T ap Qe
G 1.5D 0.5D
ERE I7JO0—-ZERATHBEDEDTT . The table above is for when using air-blow.
EALOERIFP. 1 13ZTBRTEL, See p.113 for precaution for use.

R URSE(LICLBIHIFEREOER (DC=06.07.08)

CUTTING CONDITION GUIDE FOR CHANGES IN OVERHANG LENGTH

I FPIEZULBEREM - YIRVVLEE FIWEZULEEHY fHas
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
EHLES EEmRE XDRE [EIETE XDRE EEmERE XDRE
LD Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
;gtngu 5 70% 70% 70%
Slot Milling 6 70% \ 20% 70% \ 20% 70% \ 20%
BIELDH 5 70% 70% 70%
Side Milling 6 50% 50% 50%
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TORSTER

;
SPECIFICATION CHARTS

DLC-VMS-3D»P.28

EEEI y I\“E} ljt)J ‘EIIJ %14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

BtlH SLOTTING
) FPIWEZULGRREN - YIRVDULEE FPIWEZULGEHEY biTl=FA
Work Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Material AB5052-A7075-AZ91-AZ80A AC4C-ADC C1100
Cu{:)t:,iﬁgi%;}fed 200m/min 200m/min 100m/min
iz EEHERE XDIRE [EEHRE XDIRE EEREREE XDIRE
DC Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21,200 1,070 21,200 1,070 10,600 530
3.5 18,200 1,070 18,200 1,070 9,100 590
4 15,900 1,110 15,900 1,110 8,000 600
4.5 14,100 1,140 14,100 1,140 7,100 640
5 12,700 1,170 12,700 1,170 6,400 660
5.5 11,600 1,200 11,600 1,200 5,800 670
6 10,600 1,220 10,600 1,220 5,300 710
8 8,000 1,230 8,000 1,230 4,000 810
10 6,400 1,250 6,400 1,250 3,200 890
12 5,300 1,410 5,300 1,410 2,700 980
16 4,000 1,480 4,000 1,480 2,000 1,010
20 3,200 1,550 3,200 1,550 1,600 1,060
ARS ap ap
Depth
of Cut 1D 0.5D
C DYJHIRHEERIIKBEYVHIRE ZER T 2BEDHDTT, The table above is for when using water-soluble coolant.
FETETERITE FHRIERERIE
WHERA Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC+ MC- 0>+ ABSHifig - PEEK MC 72U N=I51k
PP- UPE- PTFE Nyion ABS Resin' Acrylic Bakelite
Cuﬂﬁgi%g%ed 80m/min 60m/min 80m/min 80m/min
P [ElEmERE EDEE ElEmEE EDEE [BlEmEE EDEE [ElEmEE EDEE
DCI Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 8,500 880 6,400 610 8,500 410 8,500 410
3.5 7,300 880 5,500 610 7,300 400 7,300 400
4 6,400 880 4,800 600 6,400 380 6,400 380
4.5 5,700 880 4,200 590 5,700 380 5,700 380
5 5,100 860 3,800 590 5,100 370 5,100 370
5.5 4,600 830 3,500 600 4,600 360 4,600 360
6 4,200 810 3,200 590 4,200 350 4,200 350
8 3,200 770 2,400 550 3,200 310 3,200 310
10 2,500 600 1,900 460 2,500 270 2,500 270
12 2,100 550 1,600 400 2,100 250 2,100 250
16 1,600 460 1,200 330 1,600 230 1,600 230
20 1,300 410 1,000 300 1,300 220 1,300 220
YhARS ap
Depth DC=12 1D
afiu 12<DC 0.5D

COYIHIRHEERIF T JO—-ZEAT 2BEDEDTI .

i, RILYBANED S DREEDBNEDZETER T,

PIARE . WA EERRRICAD. DInRE. XDEREZRB TV, #MIEMITE.
BEFD—IRR. BETEDBGSXDEREN EFONET .
NTHEZERINDIHES, DERRE. EDEE. tHAGEZHX TRATEL.

P TFHHEOHE L. DELRE. XDREZ I TTERATEL,

ORI LEETRICEWVT, VIEIHAZERT 2SS EIERERIA—AD#RET 550
ZRTTHEATEN, Fe, I TOLE - ERCTIE TV FEXDENHEHDET
HfEE I T I 2. Y10 TDIidHAH BENEZRLET DD HIDSTZEFRELTTFEL,
*E:IEE’E&’?[EZ‘:.;{QICDHI?é%ﬁ[;*fé'lﬁtﬂﬁﬂiﬂiﬁ“@ﬁﬁﬁ’&&ﬂb%i’ (FAOvHRER—
54 bZRR<) .

NO opw P

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. When the chips wind around the end mill, reduce the speed and feed.

5. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

6.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

7. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).



TRSER

7
SPECIFICATION CHARTS

DLC-VMS-3D»P.28

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-VMS-3D

{RIESIE SIDE MILLING
I FIE=YLEREHN - IRV ILES TIE=D LEEHY was
Work Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Material AB052-A7075-AZ91-AZ80A AC4C-ADC C1100
Cu%ﬁg%;fed 240m/min 240m/min 120m/min
sz B b B oy B oy
DC Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 25,500 2,240 25,500 2,240 12,700 1,270
3.5 21,800 2,270 21,800 2,270 10,900 1,310
4 19,100 2,290 19,100 2,290 9,500 1,330
4.5 17,000 2,380 17,000 2,380 8,500 1,360
5 15,300 2,450 15,300 2,450 8,000 1,440
5.5 13,900 2,500 13,900 2,500 6,900 1,380
6 12,700 2,540 12,700 2,540 6,400 1,540
8 9,500 2,660 9,500 2,660 4,800 1,730
10 7,600 2,740 7,600 2,740 3,800 1,820
12 6,400 3,070 6,400 3,070 3,200 2,050
16 4,800 3,170 4,800 3,170 2,400 2,110
20 4,000 3,520 3,800 3,520 1,900 2,280
BHAZRE ap Qe
Depth
it 3D 0.1D
C DYIHISRHEERIIKBEEIHE ZER T 2BEDHDTTY, The table above is for when using water-soluble coolant.
FETETERITE TS
WHEIAA Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MC3- 0>+ ABSHifg - PEEK MC 72U N=051k
PP- UPE- PTFE Nyion ABS Resin Acrylic Bakeiite
Cugﬁg%;’)%ed 110m/min 90m/min 110m/min 110m/min
g BlEmEE EDEE BlEmEE EDEE [ElEmEE EDEE [ElEmEE EDEE
DCI Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 11,700 2,110 9,500 1,520 11,100 890 11,100 890
3.5 10,000 2,080 8,200 1,510 9,500 870 9,500 870
4 8,800 2,010 7,200 1,500 8,400 840 8,400 840
4.5 7,800 2,000 6,400 1,480 7,400 830 7,400 830
5 7,000 1,960 5,700 1,460 6,700 800 6,700 800
5.5 6,400 1,920 5,200 1,460 6,100 790 6,100 790
6 5,800 1,860 4,800 1,440 5,600 780 5,600 780
8 4,400 1,760 3,600 1,220 4,200 670 4,200 670
10 3,500 1,400 2,900 1,100 3,300 590 3,300 590
12 2,900 1,280 2,400 1,010 2,800 560 2,800 560
16 2,200 1,060 1,800 830 2,100 500 2,100 500
20 1,800 940 1,400 700 1,700 480 1,700 480
RS ap Qe
poc 3D 02D

COYIHIRHEERIF T JO—ZEAT 2BEDHDTI .

NO opw P

i, RILY BANED S DREEDBNEDZETER T,

PHARE . AN SERRRICKD, DEEE. KD REZHBE TSV, #MIEMITE.

BELT—ORR. BRETEDBGIFXDEREN EFONET .

NTHEZERINDIHEES, DERRE. EDZE. thAGEZHZ TRATEL,

PIO<FHHEDIHE(S. DELERE. EDEEZ NI TTHEATE,

ORI LEEHICEWVT, VIEIHEZER T 2553 EIEREIX — A DR T 550

ZUNFTHEATE, K, IO FOIUE - BEEICTER TSV FNDBNDEHDET .

#EZ I T g Db, YID< FDMIHA  EETEZFIET DIt YIDKFZBREL TS,

gﬁiﬂé’éﬁggﬁﬁlCDDI?%:%‘EI&?K;E‘I&’;Uﬁuiﬁﬁuwﬁﬁﬁﬁ}ﬁﬁbiﬁ' (FAOVREN—
SRR

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4. When the chips wind around the end mill, reduce the speed and feed.

5. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

6.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

7. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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IRSAZR
SPECIFICATION CHARTS

DLC-PKE»P.29

tﬁEI I\“\} ljt)J EIJ 7K1¢EE§ CUTTING CONDITIONS FOR CARBIDE END MILLS

{RIELIE SIDE MILLING
IR ZIVEZULASERET FPIVEZULEEHEY - F1FrAL YIRVULEE-HEE
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting * Die Casting Magnesium Alloy * Copper Alloy
Material A7075 Si 3% AZ91-AZ80OA-C1100
1RAER M EEYIHIFA IRAER M ERIEIA IR EREIHIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
PAsES CEHERE | EDEE | BEHERE | ZDERE | BEREE | XDERE | BEERE | XDERE | BEERE | EXDERE | BEmEE | XDERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21,000 1,100 40,000 2,100 21,000 1,100 24,000 1,250 7,950 325 17,000 625
4 15,500 1,250 32,000 2,250 15,500 1,250 19,200 1,550 5,950 365 14,300 800
5 12,500 1,300 32,000 3,250 12,500 1,275 19,200 1,950 4,750 385 12,700 925
6 10,500 1,400 26,500 3,500 10,500 1,400 15,900 2,150 3,950 400 10,600 960
8 7,950 1,500 20,000 3,750 7,950 1,500 12,000 2,250 2,950 460 8,000 1,130
10 6,350 1,700 16,000 4,300 6,350 1,700 9,600 2,580 2,350 475 6,350 1,150
12 5,300 1,750 13,300 4,400 5,300 1,750 8,000 2,650 1,950 510 5,300 1,250
16 3,950 1,750 10,000 4,400 3,950 1,750 6,000 2,650 1,450 510 4,000 1,250
20 3,150 1,750 8,000 4,400 3,150 1,750 4,800 2,650 1,150 510 3,200 1,250
_3p | Qe
1 D 0.2D
w£5ﬁ3 ap de dp Ae ap de dp de dp Ae
ofgut ap 1D 0.1D 1D 0.2D 1D 0.1D 1D 0.2D 1D 0.1D
7
P oa

KI—UDIEEIFREBEDE. 1D K FHHHEZERINDHBAI. 5

;Eﬁﬂb\fghljiﬁ'a
. LY FBIEDS DEEDOFVODZESEATEL.
KIBEVIELHEZ A T T,

P.&’!\)—'

BBHA I EDELRA X —H—(

e
10 < TR - BEISER LT R0, RANOBANGDET,

EDREZ 1. 5EET

PhARE, %mm]li%ﬁﬂi@ﬂkib OERERE. XD REZHBE T,

% If the chip disposal is a greater concern than the surface finish on work material, the
feeding speed should be increased by 50%.

1. Use a rigid and precise machine and holder.

2. Use a water soluble cutting fluid.

3. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

4. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully, because they cause fire.

EtlH| SLOTTING
btz ZIVEZU LEEREHT FPIWEZULEBEHEY - I Fr A YIRVULEE-HEE
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting * Die Casting Magnesium Alloy * Copper Alloy
Material A7075 Si13%kKiE AZ91-AZ80OA-C1100
IR EEIHIA IR ERtIEIA RAER M
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling
PASES EERERE | EDERE | EEERE | XDERE | BEmERE | XDERE | [EmEE | XDERE [EIETES ;S EDRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21,000 770 40,000 1,450 21,000 770 24,000 880 7,950 325
4 15,500 810 32,000 1,700 15,500 810 19,200 1,000 5,950 375
5 12,500 860 32,000 2,200 12,500 860 19,200 1,350 4,750 385
6 10,500 950 26,500 2,400 10,500 950 15,900 1,450 3,950 400
8 8,000 1,000 20,000 2,500 8,000 1,000 12,000 1,500 2,950 460
10 6,350 1,150 16,000 2,800 6,350 1,150 9,600 1,700 2,350 475
12 5,300 1,200 13,300 2,950 5,300 1,200 8,000 1,800 1,950 510
16 3,950 1,200 10,000 3,000 3,950 1,200 6,000 1,800 1,450 510
20 3,150 1,200 8,000 3,000 3,150 1,200 4,800 1,800 1,150 510
ap=0.5D
R P
Depth a aAp=0.25D dp=0.5D aAp=0.25D aAp=0.5D aAp=0.25D
of Cut 7, |
7 L

¥O—IDEEFPRELD D DK THHEZERINDBEE
& XD REZ 1 SEEETTERVCRITEY .

<TRAESRAE>

SYEVIMITTHEATNDEE. KRS VEVIAES0
HARTTRERATEL,.

<EEFM>

SVEVINITTERENSIHE, XDEE2,000mm/min
R BASVEYIBE30" LINTTERATEL),

» W=

. TILY IZANED S DBEDOFENEDZ TREATEL,.
KIBEVIEDHEZ SRR TS0,

PHARE ., EAIESEERARRICKD . OEERE. &DREZ
AETEL,

NIRRT LESVEIEE TERRZSTD T,
CIEIHAFEIEIHE X —h—[CTHEMD L. SEATEL,
PO TR BEISEFREL TSV, BROBNHHDET,

% If the chip disposal is a greater concern than the surface finish on work material, the feeding speed should be

increased by 50%.
< Regular Milling >

The recommended maximum ramping angle is 30 degrees or lower when using for ramping machining.

< High Speed Milling >

The recommended feeding speed for ramping machining is less than 2000mm/min, and the recommended
maximum ramping angle is 30 degrees or lower.
1. Use a rigid and precise machine and holder.
2. Use a water soluble cutting fluid.
3. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
4. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully, because they cause fire.



FARAR
SPECIFICATION CHARTS

DLC-EBD»P.30

CINDAZR
SPECIFICATION CHARTS

DLC-LN-EBD»P.30

LEEI I\“\) ljt]J EIJ *1¢EE§ CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-EBD

TREESRME EEYIHIA IREESRME EEYIHIA RIS EEYIEIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
FO CEHRE | ZEORE | BEmERE | ZDERE | BEHERE | ZDRE | BEERE | EDRE | BEERE | ZDERE | BEEE | XDERE
RE Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min) | (mm/min) [ (min) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?D) | (mm/min)
R 0.5 32,000 845 50,000 1,200 32,000 845 50,000 1,200 32,000 845 50,000 1,200
R 1 31,800 1,550 50,000 2,200 31,800 1,550 47,700 2,100 23,900 1,150 39,800 1,750
R 1.5 21,200 1,550 50,000 3,300 21,200 1,550 31,800 2,100 15,900 1,150 26,500 1,750
R 2 15,900 1,550 39,800 3,500 15,900 1,550 23,800 2,100 11,900 1,150 19,900 1,750
R 3 10,600 1,600 26,500 3,550 10,600 1,600 15,900 2,150 7,950 1,150 13,000 1,800
R 4 7,950 1,950 19,500 4,500 7,950 1,950 11,900 2,650 5,950 1,450 9,900 2,250
R 5 6,350 1,750 15,500 4,050 6,350 1,750 9,550 2,450 4,750 1,300 7,950 2,000
R 6 5,300 1,650 13,000 3,750 5,300 1,650 7,950 2,250 3,950 1,200 6,600 1,900
R 8 3,950 1,500 9,900 3,550 3,950 1,500 5,950 2,100 2,950 1,150 4,950 1,800
R10 3,150 1,350 7,950 3,200 3,150 1,350 4,750 1,900 2,350 1,000 3,950 1,600
ap Pf dp Pf ap Pf dp Pf ap Pf ap Pf
0.1D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.02D | 0.05D
FHARE
Depth
of Cut 2| | @
A
N

W=

e, ML FEIEDS DEEDBLEDZE TRATEL,

TILEZY LEHFBKE
AN~

AEVIEPRRIZE SEATE L,

B (E TEDERRZSTD FEL,

SR EDHIRE X —H—[CTHEO L. SERTEL,

1. Use a rigid and precise machine and holder.
2. Use a water soluble cutting fluid for milling aluminum alloys.
3. Please note the following points on machining Mg alloy.

P10 < TR - BEICERELTRE V. BRNDBNDHD XY,
4. BSIZIEIZULEEHRY FAFvANIBYAVI—bIY RIVZEHELET,

DLC-LN-EBD

To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully, because they cause fire.

4. Diamond coated end mill is recommended for machining
Aluminum casting or die casting alloy with high Si.

1RAER M EEYIHIFA IRAER M EEYHIFA IR EEYIEIA
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
[T CEHERE | EDEE | BEHERE | ZDERE | BEREE | XDERE | BEERE | XDERE | BEERE | XDERE | BEmEE | XDERE
RE Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
RO.5 26,000 800 35,000 1,050 26,000 800 28,000 1,000 26,000 800 23,000 900
R1 25,000 1,050 35,000 1,400 25,000 1,050 28,000 1,200 19,000 800 23,000 900
R1.5 17,000 1,050 23,000 1,400 17,000 1,050 18,500 1,200 12,500 800 15,000 900
R2 12,500 1,050 17,500 1,400 12,500 1,050 14,000 1,200 9,500 800 11,500 900
dp Pf dp Pf dp Pf dp Pf dp Pf dp Pf
0.1D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.02D | 0.05D
UHAZRE
Depth
of Cut 7| | @b
)
JL]‘L

i, RV IFEIEDS DEEDBLED%E SEATE.

TIVEZY LERIFKE

VIR Z SERT L,

1. Use a rigid and precise machine and holder.

W=

ORI LAEEBR TEEERRZESTD FEL,
CIEIHEFEDEIHE X —H—[CTHEMDE. SEATEL,

10 < TR - BEERICERLTRE V. BROENDHDET,

4. BSIZIVEZULAEHEY - FAFvAMIRBYAVPI— IV RIVEHELET,

2. Use a water soluble cutting fluid for milling aluminum alloys.

3. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully, because they cause fire.

4. Diamond coated end mill is recommended for machining
Aluminum casting or die casting alloy with high Si.
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SPECIFICATION CHARTS

DLC-EQD»P.33
va) ~ W — M| AZ B

hﬁEIJ I\:} ljt)J Eu7‘<1¢§£§ CUTTING CONDITIONS FOR CARBIDE END MILLS

I FPIEZULBEREM -YIRVILER 7 IWEZULEEHEY biTl=F
Work Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Material AB052-A7075-AZ91-AZ80A AC4C-ADC C1100
s B EDEE B =D B DR
i JK?ESE-FE Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
Rl X 6 28,600 1,090 28,600 1,090 24,300 920
R1 X10 25,400 800 25,400 800 21,600 680
R15X 9 19,100 1,240 19,100 1,240 16,200 1,050
R1.5X 15 16,900 1,050 16,900 1,050 14,400 890
R2 X 12 14,300 1,240 14,300 1,240 12,200 1,050
R2 X 20 12,700 1,050 12,700 1,050 10,800 890
R2.5X 15 11,400 1,240 11,400 1,240 9,700 1,050
R2.5X 25 10,100 1,050 10,100 1,050 8,600 890
R3 X 18 9,500 1,200 9,500 1,200 8,000 1,020
R3 X 30 8,400 1,020 8,400 1,020 7,100 870
R4 X 24 7,200 1,560 7,200 1,560 6,100 1,330
R4 X 40 6,400 1,330 6,400 1,330 5,400 1,130
R5 X 30 5,700 1,400 5,700 1,400 4,900 1,190
R5 X 50 5,100 1,190 5,100 1,190 4,300 1,010
R6 X 36 4,800 1,300 4,800 1,300 4,100 1,110
R6 X 60 4,200 1,110 4,200 1,110 3,600 940
s B =t
s 01D | 02D 1177
1. #i. TILYERNEDS DIBEDSVEDZE THEATEL. 1. Use a rigid and precise machine and holder.
g- (_:)g?%;ﬁ?%agﬁggg%}Eﬁgfgg?ﬁjﬁgggggiL,\ 2.The indicated speeds and feeds are for milling with water-soluble coolant.
. )\ N EILIES =N = < <Ll i
4 1EOBEDLETHEETY, FEONLLHT BHISEE tx% 3. When chattering occurs, reduce the speed and feed.

SETRRITIH U TERET L, 4. Refer to the table above to set the milling conditions in accordance with the actual situation.
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EEEI y I\“E) ljt)J ‘EIIJ 7%14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-AIR-EDS

cﬁﬂﬁg%id 1,000~3,000m/min
Sz [EILTE S EDEE
Mill Dia.(mm) Speed (min-1) Feed (mm/min)
12 =33,000 =9,100
16 =33,000 =12,000
20 =33,000 =15,000
25 =33,000 =15,000
hARE @ | Qe
Depth of Cut 0.6DC 1DC
8e

1. COVHEIRERETZIVEZOLGERERNIAYY Z VIV TOMIZRRE L

2

AERO-ETS

£BHDTT,
. B0 K FFEDHERF - T77 JO—FTHHBHEZIT O TS,

1.This cutting condition is set for a highly-efficient machining center for aluminum alloy.
2. Chips must be removed forcibly by cutting fluid or air blow.

A EEnEE 5
Mill Dia.(mm) Speed (min-1) Feed (mm/min)
12 =33,000 =15,000
16 =33,000 =20,000
20 =33,000 =25,700
25 =33,000 =32,600
FBARE ap | ae &
Depth of Cut 0.4DC 1DC
Qe

1. COVBIRGRE7IVESZULAGERERNTIAYY 2V IV TOMIZRNREL

M)

f£HDTY,
. Y10 K FIFYIEBEA] - T7 JO0—F TP ZET o TR L.

1. This cutting condition is set for a highly-efficient machining center for aluminum alloy.
2. Chips must be removed forcibly by cutting fluid or air blow.
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~hAR
SPECIFICATION CHARTS

DLC-AIR-EDS»P.35
EEEI -/ I\“E) IJtJJ ‘E’IJ %#FE&;E CUTTING CONDITIONS FOR CARBIDE END MILLS
DLC-AIR-EDS

IO LEREEENTIAYY =V Ity 3t ALUMINIUM ALLOY ON A MACHIINING CENTER.
M .
Cutting Speed 1,000~3,000m/min
P B DR
Mill Dia. Speed Feed
(mm) (min-1) (mm/min)
12 35,000 9,100
15 35,000 12,000
20 35,000 15,000
25 30,000 15,000
YhARS a
Depth —ap— Qe °
ofGut 0.6D | 0.6D
e

1. TOYHIRHREITZIVEZOLAGERERMIATY VItV TOMIZHNREL 1. This cutting condition is fixed for a highly efficient machining center for

ZBbDTY, N . L . Aluminum Alloy.
2. Y10 LFREIALEE - T7 7 O0—-F CHplHEET o T, 2. Chips most be removed forcibly by cutting fluid or air blow.



EEEI y I\“E) ljt)J ‘EIIJ 7%14:%&% CUTTING CONDITIONS FOR CARBIDE END MILLS

AERO-O-ETS

AR ElEEERE EDRE
Mill Dia.(mm) Speed(min-1) Feed (mm/min)
20 =33,000 =25,700
25 =33,000 =32,600
YBAZRE ap Qe &
Depth of Cut 0.4DC 1DC
Qe

1. ;_tgt}J‘élJ%ﬁ:ﬁl;T’JbE:'jAﬁ‘ﬁ%ﬁﬁ%hﬂlﬁﬁ?9:)9‘12)9?0)%17&%%&b
cHDT

°

1.This cutting condition is set for a highly-efficient machining center for aluminum alloy.

AERO-ETL
paces [EIE5RE EDRE
Mill Dia.?mm) Speed(min-1) Feed (mm/min) ap(mm) ag(mm)
12 =14,000 =4,000 =45 =0.15
16 =14,000 =5,000 =45 =0.2
20 =14,000 =6,000 =45 =03
. ap
PHARE
Depth of Cut
Qe

1. ]ggtﬂﬁﬂ?{#ilat?)bE:':lA§$E§E$7)DIFH79:77'&‘/9?0)3[]17&361&& L
cHDTY,
. B K FIFIRERE - T77 JO—FTHEHBHEZEIT o T E L,

n

AERO-EXTL

1. This cutting condition is set for a highly-efficient machining center for aluminum alloy.
2. Chips must be removed forcibly by cutting fluid or air blow.

=95mm | =0.2mm

PaS ElEmEE
Mill Dia.(mm) Speed (min-1) Feed (mm/min)
20 =14,000 =6,000
PHARE ar Qe
Depth of Cut

de

1. ;’_0)';7]‘%“?14%[37’)I/E:'jAﬁ‘ﬁ%ﬁﬁ$7]ﬂlﬁﬁVDZ‘Jﬁt‘JGJT(DhHI’&ﬂit 9]
cBHDTTY,
. B K FIFDHERF - T JO—FTHEEBHZIT O TS,

M)

1.This cutting condition is set for a highly-efficient machining center for aluminum alloy.
2. Chips must be removed forcibly by cutting fluid or air blow.
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TEARSTAER
SPECIFICATION CHARTS

DLC-E1-3D»P.39

TEIRSAR
SPECIFICATION CHARTS

DLC-E1-3D-L »P.39

FRIER

2

FERER

Y NE;
SPECIFICATION CHARTS SPECIFICATION CHARTS

DLC-E1-5D»P.40

DLC-E1-5D-L» P40

EEEI y I\“E} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-E1-3D/DLC-E1-3D-L

EthHl SLOTTING {RIESIEl SIDE MILLING
WEIEE FILEZOLES bzl ZIW==ZULESR
Work Aluminum Alloy Work Aluminum Alloy
Material AB063 Material AB063
CIHIERE . CIHIERE .
Cutting Speed 240m/min Cutting Speed 240m/min
PAYES [BERRE EDERE PASES [ElERRE EDRE
Mill Dia. Speed Feed Mill Dia. Speed Feed
(mm) (min-1) (mm/min) (mm) (min-1) (mm/min)
2 38,200 420 2 38,200 575
3 25,500 460 3 25,500 570
4 19,100 470 4 19,100 590
5 15,300 490 5 15,300 610
6 12,700 505 6 12,700 630
8 9,500 540 8 9,500 675
10 7,600 570 10 7,600 715
12 6,400 605 12 6,400 755
YhARS YHARE "7
Depth ap 7 | ap Depth _8p | 8e ap
of Cut 1D 7 7, of Cut 3D | 01D “hae
I
DLC-E1-5D/DLC-E1-5D-L
(RN ET DAl SIDE MILLING
REI FIWEZOLES
Work Aluminum Alloy
Material AB063
CIHIERE .
Cutting Speed 100m/min
PAYES EERRE EDRE
Mill Dia. Speed Feed
(mm) (min-1) (mm/min)
2 15,900 205
3 10,600 210
4 8,000 230
5 6,400 240
6 5,300 260
8 4,000 290
10 3,200 320
12 2,700 350
FhARE "7
Depth ap de ap %
of Cut 5D [ 01D '7/:14“ Qe

WRICH U TREFE L,

o o

i, TILY IFANED D DEEDOENEDZETHEATE L.

C DUIBIRMARIE, KB ZEAT 2B5DHDTY .
UUDHRET DEE, BELEE. XDFEEZ FIFCTEATE L,
LROEEFGHLETHERTY . REDITICHIFDUEIRMF LRZSE(C

DLC-E1-5D.DLC-E1-3D-L, DLC-E1-5D-LIFZBAHIHIICIFHE L F B A,

1. Use arigid and precise machine and holder.
2.The indicated speeds and feeds are for milling with water-soluble coolant.
3.When chattering occurs, reduce the speed and feed.
4. Refer to the table above to set the milling conditions in accordance with the actual situation.
5. DLC-E1-5D, DLC-E1-3D-L, and DLC-E1-5D-L are not recommended for plunging.



IRTER
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DLC-E2-3D» P41

IR~

TR
SPECIFICATION CHARTS

DLC-E2-3D-L » P41

FARSAR

SPECIFICATION CHARTS

DLC-E2-5D» P42

I

27%3)
SPECIFIC

DLC-E2-5D-L» P42

EEEI y FE} ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

DLC-E2-3D/DLC-E2-3D-L

EDEl SLOTTING (A ESDAE SIDE MILLING
HREIAE FZILEZOLES HREIAE ZIWE=ZULESE
Work Aluminum Alloy Work Aluminum Alloy
Material AB063 Material AB063
CIHLEE . BIHLRE .
Cutting Speed 240m/min Cutting Speed 240m/min
PAsES EER®EE EDRE PasES EERREE XDRE
Mill Dia. Speed Feed Mill Dia. Speed Feed
(mm) (min-1) (mm/min) (mm) (min-1) (mm/min)
2 38,200 840 2 38,200 1,150
3 25,500 920 3 25,500 1,145
4 19,100 945 4 19,100 1,185
5 15,300 980 5 15,300 1,225
6 12,700 1,010 6 12,700 1,265
8 9,500 1,080 8 9,500 1,350
10 7,600 1,145 10 7,600 1,430
12 6,400 1,210 12 6,400 1,510
BAZRE EAZRE
Depth ap Depth ap e
of Cut 1D of Cut 3D 0.1D
DLC-E2-5D/DLC-E2-5D-L
{RIEEIE SIDE MILLING
HREIAE FPIE—ULES
Work Aluminum Alloy
Material AB063
CIHLEE .
Cutting Speed 100m/min
5E B s
Mill Dia. Speed Feed
(mm) (min-1) (mm/min)
2 15,900 410
3 10,600 425
4 8,000 460
5 6,400 485
6 5,300 520
8 4,000 580
10 3,200 640
12 2,700 700
BHAZRE
Depth ap Qe
of Cut _ 5D [ 01D

WRICH U TRETE L),

o hw-—~

i, TILY FENED D DEEDOENEDZETHEATE L.

C DUBIRMARIE, ABUEIRE ZERT 2B5DHDTY .,
UUDbHREY DEE, BEDEE. XDFEEZ FIFCTEATE .
LROEREFRGHLETHERTY . REDITICHIFDUEIRMF LRZSE(C

DLC-E2-5D,DLC-E2-3D-L, DLC-E2-5D-L[FZBAHIHIICIFHE L F B A,

1. Use arigid and precise machine and holder.
2.The indicated speeds and feeds are for milling with water-soluble coolant.

3.When chattering occurs, reduce the speed and feed.
4. Refer to the table above to set the milling conditions in accordance with the actual situation.
5. DLC-E2-5D, DLC-E2-3D-L, and DLC-E2-5D-L are not recommended for plunging.
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SPECIFICATION CHARTS
SEP-EL» P43
va) ~ W — M| AZ B
hﬁEI J I\ : } ljt)J EIJ K{#EE% CUTTING CONDITIONS FOR CARBIDE END MILLS
3D IR 3 X D FLUTE LENGTH
BtHI SLOTTING {AEEDEl SIDE MILLING
et Akl g |l
) BARBIERNRE (FF25)LILU—R) | sareaiing (SusalkIL—R) REI RATEREE (FF1SILIU—R) | sAmTsEsEs (EHstIL—R)
Work Material | Thermoplastic Resin (Natural Grade) Thermosetting Resin Work Material | Thermoplastic Resin (Natural Grade) Thermosetting Resin
Thermoplastic Resin (Fiber Reinforced Grade) Thermoplastic Resin (Fiber Reinforced Grade)
CIHLEE CIHLEE
Cutting Speed 60~70 50~70 Cutting Speed 100~150 60~70
(m/min) (m/min)
z ElEmEE EDEE ElEmEE EDEE P [ElEmERE EDEE [ElEmERE EDEE
%iji);ﬁ/l% Speed Feed Speed Feed %éiigiﬁ Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
05X 15 38,200 1,530 31,800 1,270 05X 15 40,000 2,400 38,200 2,290
1 X 3 19,100 2,290 15,900 1,910 1 X 3 31,800 3,820 19,100 2,290
2 X 6 9,500 1,430 8,000 1,200 2 X 6 20,700 3,730 9,500 2,000
3 X 9 6,400 1,150 5,300 950 3 X 9 14,900 3,580 7,400 2,220
4 X12 5,600 1,340 4,800 1,010 4 X12 11,900 3,570 5,600 1,680
6 X18 3,700 1,110 3,400 920 6 X18 8,000 2,880 3,700 1,330
FHARE ap FHARE ap Qe
Depth of Cut 1D Depth of Cut 3D 0.2D
EREB. I7I0-ZFERTHBE0HDTI . LERE I7TO—-%ZERATBBEEDBDTY,
The table above is for when using air-blow. The table above is for when using air-blow.
A HH| PLUNGING
(LIRS
) BARRMERRE (FF235)LILU—R) | sEreag (SusaitIL—R)
Work Material | Thermoplastic Resin (Natural Grade) Thermosetting Resin
Thermoplastic Resin (Fiber Reinforced Grade)
CIHLEE
Cutting Speed 50~70 50~70
(m/min)
z ElEm®RE EDEE ElEm®E EDEE
?éiiﬁm% Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min)
05X 15 31,800 320 31,800 320
1 X 3 15,900 480 15,900 480
2 X 6 9,500 360 8,000 300
3 X 9 6,400 290 5,300 240
4 X12 5,600 340 4,800 250
6 X18 3,700 280 3,400 230
AR __ap
Depth of Cut 1D

R I7ITO0—-ZFERTHHED0HDTI,
The table above is for when using air-blow.

et IS BEIEDS SBEDOBNEDECHEA TS, 1. Use arigid and precise machine and holder.
PhARE. #EWFJ'J'!&%@E?H%;R[;iD: BIEERRE XD EEZHE TS0, 2. Please adjust the speed and feed when the cutting depth is large or when machines
%%g;g%ﬁgﬁn@é%&%@ig;ggDf?gjé:(zuagi%}mitﬁmjz*u with low rigidity are used. The feed rate can be increased if the shape of the
o] f;b‘ﬁé%ﬁ%ﬁ(& ﬁﬁég\%;ﬁé’é?&ﬂ;i:{&mﬁaw o workpiece and method of fixation are rigid.

Reduce speed and feed as well as depth of cut when high precision is required.

. When the chips wind around the end mill, reduce the speed and feed.

Please remove cutting chips to prevent them from getting caught or entangled.

For higher quality processing, the use of a water-soluble cutting fluid is recommended
(excluding nylon and Bakelite).

Please step feed when processing by plunging.

§1D L FDMidrAH  BEMEZERILET HIcsh. 1D < FZEBRELTTEL,
KOBRAICITY HIEEIFKEEIHIHRIOERZ#ELEY
(FAOVRER=T 54 ML),

RABYIHIT DIEEIFRT v TEDZTOTFEL,

N ook M=
ovpaw

N
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EIR
SPECIFICATION CHARTS

SEP-EL»P.43

EEEI y I\“E) ljt)J ﬁu%1¢§ﬁ§ CUTTING CONDITIONS FOR CARBIDE END MILLS

SEP-EL

5D IR
{RIELIE SIDE MILLING
AR LIRS
HRHIAE BARTRIERRE (FF25)LIL—R) | sEreaiiing (MusaikIL—R)
Work Material | Thermoplastic Resin (Natural Grade) Thermosetting Resin
Thermoplastic Resin (Fiber Reinforced Grade)
LIHLEE
Cutting Speed 50~100 50~70
(m/min)
7 [ElEmEE EDEE ElEmEE EDEE
%é%ﬁﬁﬂ% Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min)
05X 25 31,800 1,910 31,800 1,910
1 X 5 19,100 2,290 19,100 2,290
2 X10 12,700 1,910 9,500 2,000
3 X15 9,500 1,710 7,400 2,220
4 X20 8,000 1,920 5,600 1,680
6 X30 5,300 1,270 3,700 1,330
YhAZRS dp de dp de
Depth of Cut 5D 0.05D 5D 0.1D
EXRB. I7IO0—-ZEATHHE0HDTT .
The table above is for when using air-blow.
A HH| PLUNGING
AL
RHIAF BARTERIERNRE (FF25)LIL—R) | sEreaiine (SusalkIL—R)
Work Material | Thermoplastic Resin (Natural Grade) Thermosetting Resin
Thermoplastic Resin (Fiber Reinforced Grade)
LIHLRE
Cutting Speed 50~70 50~70
(m/min)
; [ElEmEE EDEE ElEmEE EDEE
%*é%é\ﬁ/‘% Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min)
05X 25 31,800 320 31,800 320
1 X 5 15,900 480 15,900 480
2 X10 9,500 360 8,000 300
3 X15 6,400 290 5,300 240
4 X20 5,600 340 4,800 250
6 X30 3,700 280 3,400 230
FIARE ap
Depth of Cut 1D

IR I7IO0—-ZEATRHEEOHDTT,
The table above is for when using air-blow.

N oopw P-

- L RIS RO SHDBEDBVEDZE CERATEL.

PIAZRS A ERRRIC K D EERRE, XD REZFE T,
BEED— IR, BETEDSEGIFXDREN LIFSNET,

- NTHREEZERSNDIBEF, OELRE, XD RE ATAKBZM TEATEL.
10 L FHHEDIBE(E, DELRE. XD EREZ NFTTEATIL.

t1D L FDIid+AH  BEEMEZREIET DIcsh. 41D K FZEBREL TTEL,

. KOBERAICITIY DBEFEEIHHRIOERZHELEY
(FAOVRER=T5A bR

. BABHIT DHBEFRT v TEDZTOTTEL,

(NI

ouAw

N

5X D FLUTE LENGTH

. Use a rigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. The feed rate can be increased if the shape of the
workpiece and method of fixation are rigid.

Reduce speed and feed as well as depth of cut when high precision is required.

. When the chips wind around the end mill, reduce the speed and feed.

Please remove cutting chips to prevent them from getting caught or entangled.

For higher quality processing, the use of a water-soluble cutting fluid is recommended
(excluding nylon and Bakelite).

Please step feed when processing by plunging.
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SPECIFICATION CHARTS

PXAL» P.44

’f y 7__‘:\:# 7) IJ ‘y _} IJt)J ﬁ”%ﬁzgiﬁﬁ CUTTING CONDITIONS FOR INDEXABLE TYPE TOOLS

PXAL

PXAL {ITEEIH side milting

L/D=3 3<L/D=5 5<L/D=7
SRR SRR SRR
Cutting Speed 500 Cutting Speed 300 Cutting Speed 200
(m/min) (m/min) (m/min)
ElER&E E ®V)RE ElEREE EV)RE ElEREE EV)RE
%Eﬁ Speed Feed %Eﬁ Speed Feed %fci Speed Feed
(min) (mm/min) (min") (mm/min) (min") (mm/min)
10 16,000 4,800 10 9,600 2,310 10 6,400 1,390
12 13,300 3,990 12 8,000 1,920 12 5,400 1,170
14 11,400 3,420 14 6,900 1,660 14 4,600 1,000
16 10,000 3,600 16 6,000 1,730 16 4,000 1,040
18 8,900 3,210 18 5,400 1,560 18 3,600 940
20 8,000 3,840 20 4,800 1,850 20 3,200 1,110
22 7,300 3,510 22 4,400 1,690 22 2,900 1,010
25 6,400 3,840 25 3,900 1,880 25 2,600 1,130
THARE ap=0.7D THARE ap=0.7D AR ap=0.7D
Depth of Cut 2e=0.2D Depth of Cut 3e=0.08D Depth of Cut 3e=0.04D
LERIF KBETEREZERT 2IEEDHDTY, The table above is for when using water-soluble coolant.
BIHGRE
Cutting Speed 115 95 115 115
(m/min)
Sz EEHERE XDIRE [EIETE XDRE EERRE XDRE EEHERE EDRE
DC Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
10 3,500 1,050 2,900 830 3,500 470 3,500 470
12 2,900 960 2,500 790 2,900 440 2,900 440
14 2,500 830 2,300 720 2,500 380 2,500 380
16 2,400 790 2,000 630 2,400 380 2,400 380
18 2,100 760 1,800 620 2,100 380 2,100 380
20 1,900 740 1,600 600 1,900 370 1,900 370
22 1,700 660 1,400 530 1,700 360 1,700 360
25 1,500 660 1,250 530 1,500 360 1,500 360
AR ap=10
Depth of Cut 3e=0.5D

IR I7JO0-%ZERATEEDHDTY .

W, RV (ERED S DEEDRVEDZE CHEATEL,.

PHARE  EMAIMEEEAIRRICKD . BEERE . XD REZFE TSV, HMIEMNITE.

BELD—IRIR, BESEDSIFXDERED EIFSNET,

ZEUENRLLDIBEE. CUDHRELPIKEDTITOT, BERE. XD FE. 1]

ARSZRFET S

BIEIRAFE. TILTRAN SO + Y IkILY (PXMZ) DREURE LAY RER (LF)

ZEMARHEURS ZEE U IGEEZ LT TS0,

i - SEERUHIRHZ . FROBEHERE20 ~40%. EDRES0 ~80%. tHAHZRE (ap)

50 ~80%EE(C NI TTEATEL,

YIRVULGEBIIG, PIVEZULASEREM ERAKGTTERTEWV. UIHLH

BlIZERAT DIBEIFUERRIX —H DRI DD ZEUFSERA TV, Tl 1<

DR - BER(CTER TSV FENOENHBOET,

@}E"Eﬂﬂl?%ﬁ‘ 10 < FDMdHAH BEENEZRFLET DI 41D < FZFRELT
[N

8. HilEZLDBRMUICNTIT BBEEKAMIEIHRIOERZHRLET (FrOVRE

N=054 ;<)o

o g b 0 P

N

The table above is for when using air-blow.

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and
overhang length of shank holder.

5.When milling copper and copper alloys, lower the rotational speed by 20 to 40%, feed
rate by 50 to 80%, and cutting depth by @p 50 to 80% in accordance with the table
above.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

7.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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SPECIFICATION CHARTS
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PXAL» P44

/r y j__“$ -U- 7“) lj ‘y _} lJt)J ﬁu%{q:gﬁﬁ CUTTING CONDITIONS FOR INDEXABLE TYPE TOOLS

PXAL

PXAL E181 siot milling

L/D=3 3<L/D=5 5<L/D=7
YIHBEE YRR SIRERE
Cutting Speed 500 Cutting Speed 300 Cutting Speed 200
(m/min) (m/min) (m/min)

ae | o | e ae | o | e ne | R |
(min") (mm/min) (min) (mm/min) (min") (mm/min)

10 16,000 4,800 10 9,600 2,160 10 6,400 960

12 13,300 3,990 12 8,000 1,800 12 5,400 810

14 11,400 3,420 14 6,900 1,560 14 4,600 690

16 10,000 3,000 16 6,000 1,350 16 4,000 600

18 8,900 2,670 18 5,400 1,220 18 3,600 540

20 8,000 2,400 20 4,800 1,080 20 3,200 480

22 7,300 2,190 22 4,400 990 22 2,900 440

25 6,400 1,920 25 3,900 880 25 2,600 390

et of ur ap=0.50 oJRRE ap=0.35D SaRE 20=0.20
LR KBMEIHRE ZERT 2BEDBDTY, The table above is for when using water-soluble coolant.
SIHERE
Cutting Speed 105 85 105 105
(m/min)
2 CERmEE EDREE [EIETES ;o EDREE EERREE EDRE CERHERE EDRE

DC Spged Feed. Sp_eed Feed_ Sp_eed Feed_ Spged Feed_
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

10 3,200 960 2,500 710 3,200 430 3,200 430

12 2,700 890 2,400 660 2,700 410 2,700 410

14 2,300 760 2,000 630 2,300 350 2,300 350

16 2,200 730 1,800 570 2,200 350 2,200 350

18 1,900 680 1,600 550 1,900 340 1,900 340

20 1,750 650 1,400 530 1,750 340 1,750 340

22 1,600 620 1,300 490 1,600 340 1,600 340

25 1,400 620 1,100 480 1,400 340 1,400 340

thARE i
Depth of Cut DC=12 1D
12<DC 0.5D

IR I7T0-ZEATBED0EDTY .

[ O o

N

i, KLY FRIEDS DREEDRVE D% SERTEL.

PHARE . EBIMEERRRICKD . BERE. XD REZFE TV, #MEEMITE.

BEFD—IIR, BESEDSGIFEDEED EIFSNET,

REUENRLLDIFEE. CUOHRELPITLIEDIITOT, BESRE. XDEE. 1]

NREZRFE TS

BIHISRA . TILIHRAD SO + Y IHILY (PXMZ) DREURE LAY RER (LF)

ZMATRE VRS ZE B UIGEEZ LTREL,

i - MEEUIHIE . EROBERERE20 ~40%. EDRES0 ~80%. tHAHRE (ap)

50 ~80%EEIC RFTEATEL,

YORVYLGEVBIRG, PIVZZULAGEREM ARG TTERTEWV. UIHIH

BlZEAY DIBSFEIRRIX —HDERIT ZEDZMFEATEV. T )DL TF

DIE - BE(CTER TSV BNOTNDSHDET,

@EE’E?JHI?’%F% 10 < FDMFHAH . BEENETZBLT D1cH. UID K FZEBRELT
&0\,

HBilEZ KD BRUICNT I BEEKBEEIEIHROFERZHRELEY (FrOVRE

N=054 hZER<),

The table above is for when using air-blow.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and
overhang length of shank holder.

5.When milling copper and copper alloys, lower the rotational speed by 20 to 40%, feed
rate by 50 to 80%, and cutting depth by @p 50 to 80% in accordance with the table
above.

6. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

7.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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,r y j__“$ﬂ- 7“) lj ‘y _} IJt)J ﬁu%{q:gﬁﬁ CUTTING CONDITIONS FOR INDEXABLE TYPE TOOLS

PSF

TIVZ =7 sE & Aluminum Alloy ~13%Si 300 (200 ~ 1,500) 0.15 (0.1 ~ 0.25) 3

- FROBBIEIRYEREICHETE—RHREEZRLEZEDTY. MIREICEDE TEERRARLTTEO,

The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual cutting condition.

WL R HER M OB— MM Best

Recommended Materials by Insert Type OB H#EME Good

% Dry
XP4610 NM

A Wet

NMFZILIZILEER
NM:Aluminum Alloy



/r y j__“$-U- 7“J lj ‘y _) Ijt)_] ﬁu%{q:gﬁﬁ CUTTING CONDITIONS FOR INDEXABLE TYPE TOOLS

PFDC

12% Si A7075-A5052- A2017 ﬁtﬁ 200~2.500 0.15 3
T ADC12ft “ (0.05~0.25)
FINIZILEE o
Aluminum Alloy
13% Si~ AC9A- AC98 fth 100~300 ok 5
etc. (0.05~0.25)
Fii| 5 0.1
Copper - C1100 400~ 1,000 (0.05~0.2) 2
MCF-O>:PVC:
2,700 0.1
- POM- PTFE(8z3X) ' 2
MC Nylon-PVC-POM-PTFE (dry) (1.500~4,000) (D000
_ PP-6F 1O (83X) 3,800 0.1 2
PP-6 Nylon (dry) (3,500~4,000) (0.05~0.15)
ZAT] B MR B
Thermoplastic Resin
_ 727 - BB PVC(8z3X) 1,700 0.03 P
Acrylic-Transparent PVC (dry) (1,000~2,500) (0.02~0.05)
_ 77U - EHPVCGER) 2,000 0.03 P
Acrylic-Transparent PVC (wet) (1,000~3,500) (0.02~0.05)
AR RIRE _ N=771 b (&EX) 1,600 0.1 %
Thermosetting Resin Bakelite(dry) (600~2,200) (0.05~0.15)
HERBFIEIRVHREICETZ2—ROLEEZRLELOBDTYT. MIRRICEDETEERBLTTZL,
*The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual cutting condition.
¥ A EEEH10,000(min) ZBAKRVEEATIEATEL.
*Please use within a range that does not exceed the maximum spindle speed of 10,000(min).
WAEEIM AR E
Recommended Materials by Insert Type OFB—HRIH Best

& Dry (@)

XP4610 NM
H Wet €]

NM:ZI = LE2M - #iER
NM:Aluminum Alloy-Resin
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/r y j__“:F'-U- 7“) lj ‘y _} IJt)J ﬁu%1¢gﬁﬁ CUTTING CONDITIONS FOR INDEXABLE TYPE TOOLS

PSTW

FIVIZ LB R Aluminum Alloy ~13%Si 300 (200 ~ 1,500) 0.12 (0.08 ~ 0.25) 2 015 (01 ~ 0.3) 3

- FROBBIEIRTEREICHTE—ROLEEZRLEZEDOTY. MIREICADE TERARLTTEO.

* The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual cutting condition.

WA R E OB—HITHIH Best

Recommended Materials by Insert Type OB MR HE Good

XP4610

B Wet )

NM:ZIVIZILEEA
NM:Aluminum Alloy
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FARTTEZR seeciricanon casrs FAARSTEZR seeciricanon casrs FAARTTEZR seeciricanon casrs

DLC-ZDS » P.55 || DLC-LS-ZDS » P.57

DLC-CR-ZDS » P.59

FARSTER seecricanon crasrs
DLC-CR-LS-ZDS » P.60

7 5 ‘y I\ |\“ U JIJ / }Z.:E <‘ D t)J ﬁu%{#gﬁﬁ CUTTING CONDITIONS FOR FLAT DRILLS / COUNTERBORING

7E1) Note

7E1) Note

DLC-ZDS-DLC-LS-ZDS-DLC-CR-ZDS-DLC-CR-LS-ZDS

HEIAE PIWIZOLES 7= ZULEEHEY YIRrYVLER-HEE
Work Aluminum Alloy Aluminum Alloy Casting Magnesium Alloy - Copper Alloy
Material A7075 <Si13% AZ91- AZ80A- C1100
TRLRE 80~200m/min 50~150m/min 50~100m/min
utting Speed
MR [EEmRE EDRE EDE EEnRE EDRE EDE EEEE EDRE =40} 1
Mill Dia. Speed Feed Feed Rate Speed Feed Feed Rate Speed Feed Feed Rate
(mm) (min™) (mm/min) (mm/rev) (min™) (mm/min) (mm/rev) (min™) (mm/min) (mm/rev)
0.5 20,000 150 0.004 ~ 0.011 20,000 140 0.004 ~ 0.01 20,000 140 0.004 ~ 0.01
1 20,000 350 0.014 ~ 0.021 20,000 300 0.012 ~ 0.018 20,000 300 0.012 ~ 0.018
2 20,000 710 0.028 ~ 0.043 19,000 530 0.022 ~ 0.034 15,400 430 0.022 ~ 0.034
3 17,000 915 0.042 ~ 0.066 12,500 575 0.035 ~ 0.055 10,000 450 0.035 ~ 0.055
4 12,500 915 0.054 ~ 0.09 9,550 575 0.045 ~ 0.075 7,500 450 0.045 ~ 0.075
5 10,000 915 0.066 ~ 0.114 7,650 575 0.055 ~ 0.095 6,000 450 0.055 ~ 0.095
6 8,500 915 0.08 ~ 013 6,350 575 0.07 ~ 0N 5,000 450 007 ~ 01N
8 6,350 915 01~ 017 4,750 575 0.09 ~ 014 3,750 450 009 ~ 014
10 5,100 915 014 ~ 022 3,800 575 012 ~ 018 3,000 450 012 ~ 018
12 4,250 915 018 ~ 026 3,200 575 015 ~ 0.21 2,500 450 015 ~ 0.21
14 3,650 915 02 ~ 029 2,750 575 017 ~ 024 2,150 450 017 ~ 024
16 3,200 915 024 ~ 033 2,400 575 02 ~ 027 1,850 450 02 ~ 027
18 2,850 915 025 ~ 036 2,100 575 021 ~ 03 1,650 450 021 ~ 03
20 2,550 915 027 ~ 039 1,900 575 024 ~ 034 1,450 450 024 ~ 034
—
YIRS H I - H=1DI{ R H=1D 8
Depth Of Cut B + TRV L Without pre-drilled hole

1.DLC-LS-ZDS. DLC-CR-LS-ZDS%#CEADB & &, RO O EE.
EDEREHE70%~90%ELTTEL,

2. EREF. - LENHBTISARFIMINUTCH DI EZFIRELIEBD
T,

3. EREF. JURENIDUTDESDHDTY,

4 B, RILY EBIEDS 2BEDEVEDZESHERATEL,

5. MIYMDOFRPREFFEDRRICL >THIHIRSEZRABLULTTE,

6. TV RZJVEDMIFRFOALDIRNE. 10u mUTITIMZITTEUL,

7 VIEEHB S EIM (SBELIED DT, REMODMEVDDESHEA T,

8.%XDBAICIF. IO THEEXDOHENKDS. T7 JO—ICTIDLFERFEEL
TREL

9. MEENDIMIDHBEF MTEEMNAE(B) ICKD. BERE. EDREZE
BETEV,
- ITEERAE(B) K30 " UTORENDIITIE. ERDEDREALO ~

B0%EBZRICTHEATEL.
- IIEERAEE(B) N30 " ZBADIMI T, EXROLOERESO ~80
%.XDRE20 ~40%ZBRICCHERATEL,
10.MINRNDOUBROEEZNELTZHEEF. MIBEEICEDOE LEEER
B XDREZRETEL.
M. IRV LEGEYHIICB VT, IHIREZ ER T 2155 (&, UIHIRE X—A

DERTDIHDZEMTFHEATEIV, T YIDKFONIE - BE(ERETS
Lo BNDBENHHDET,

1

g

w

[N

o

® N

. When using DLC-LS-ZDS or DLC-CR-LS-ZDS, please decrease the RPM and feed

rate to 70 - 90% of the figures in the above table.

This machining condition table applies to milling workpieces that have been

flattened at the top through the removal of the forged surface (on a milling

machine).

. These machining conditions apply to hole depths of 1D or less. (D=outer
diameter)

. Use arigid and precise machine and holder.

Adjust the rotational speed and the feed rate in accordance with conditions such

as the machining shape, machine rigidity, or work holding.

. When chucking an end mill, keep the runout at the cutting edge below 10um.

Please use a suitable fluid with high smoke retardant properties.

During Dry (no fluid) milling, please use air blow to remove cutting chips from

the milling area and to eliminate chip packing.

When machining an inclined plane,adjust the rotational speed and the feed rate

in accordance with the angle of the incline ().

* When the machining incline angle() is less than 30°, please reduce the feed to
40~60%.

+ When the machining incline angle(p) is over 30°, please reduce the speed to
60~80% , the feed to 20~40%.

. If it is necessary to ensure the locating precision of the hole to be machined,
adjust the rotational speed and the feed rate as indicated above (in accordance
with the machining precision requirement).

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.



FAARSTESR seeciricanon casrs
DLC-LDS » P61

FAARSTEZR seecricanon casrs
DLC-LS-LDS » P.62

FARSTER soecricanon cuasrs
DLC-LS-LDS-L » P.62

FAARSTEZR speciricanon crars
DLC-NC-LDS » P.63

FERIERR seecricanon cuasrs
DLC-NC-LDS-L » P.64

—

J—3 4

y 9“ I\“ U ) ljt)J ﬁu%{#gﬁi CUTTING CONDITIONS FOR STARTING DRILLS

DLC-LDS-DLC-LS-LDS-DLC-LS-LDS-L =

45U - HEID CENTERING, COUNTERSINKING

WA HEE ZIV= =0 LR FIV=ZOLSEHEY
Work Material Copper Alloys Aluminum Aluminium Alloy Casting
oriateria C1100 A2024- A5052- A7075 ADC- AC4D
ERE 60 ~100m/min 80 ~120m/min 120 ~160m/min
utting Speed
B2 ElEnEE EDE [BlERERE EDE [BlERRE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
0.5 7¥2) Note 0.01 ~ 0.04 7E£2) Note 0.01 ~ 0.04 7£2) Note 0.02 ~ 0.05
1 7¥2) Note 0.02 ~ 0.06 7E£2) Note 0.02 ~ 0.06 7E2) Note 0.06 ~ 0.1
2 12,000 0.05 ~ 0.1 15,000 0.05 ~ 0.1 7£2) Note 0.1 ~ 015
3 8,000 0.08 ~ 0.16 10,000 0.08 ~ 0.16 15,000 0.1 ~ 018
4 6,500 01 ~ 02 8,000 01 ~ 02 11,000 0.15 ~ 0.25
6 4,300 0.15 ~ 0.25 5,000 0.15 ~ 0.25 7,500 0.15 ~ 0.25
8 3,200 02 ~ 03 4,000 02 ~ 03 5,500 02 ~ 03
10 2,600 0.25 ~ 035 3,200 0.25 ~ 035 4,500 0.25 ~ 035
12 2,200 03 ~ 04 2,600 03 ~ 04 3,500 03 ~ 04
16 1,600 0.35 ~ 045 2,000 0.35 ~ 045 2,600 0.35 ~ 045
20 1,300 045 ~ 0.55 1,600 045 ~ 055 2,000 045 ~ 055
25 1,000 0.55 ~ 0.65 1,300 0.55 ~ 065 1,600 0.55 ~ 0.65

—

oobhw

. BEHHTDCEDSBEVEEF. HREDRDE@ME T TEAT L,
. COYIHIRERERE. KEEEIREZ AT 2 5HB5DBHD T,
AKBELIEIME Z A 2BEE. YEEEZ20% FFTTE L.
. HE - EREENOMIE. EDEZEBCTEATEL,
. BERMIZY 255&. LEIHEREOHRED2MEZ LRELTTEL,

.DLC-LS-LDS. DLC-LS-LDS-L(OYJY v Vo) Z#ERT 2% EE. 1. When using DLC-LS-LDS and DLC-LS-LDS-L (long shank), please reduce the speed
E¥RE, XD E%Z50 ~60%EEZBRICTFTCTHERALLEEL,

and feed to approximately 50 to 60% as guide.
2. For machines that cannot achieve the speeds indicated in the table please set

rotation as high as possible.

The indicated speeds and feeds are for drilling with water-soluble coolant.
When using non-water-soluble coolant, reduce the drilling speed by 20%.
Please lower the feed rate when processing curved and inclined surfaces.

For high-speed machining, double the median value of the above cutting

ovpw

condition to use as upper limit.

DLC-NC-LDS-DLC-NC-LDS-L %V 5 - HED CENTERING, COUNTERSINKING

. mas PV =t L PIVS=OLEREY
Work Material opper Alloys Aluminum Aluminium Alloy Casting
C1100 A2024- A5052- A7075 ADC- AC4D
cﬂﬁg%fed 35 ~60m/min 50 ~75m/min 75 ~100m/min
B EEmEE xbE ElEm®E EbE EEmEE EbE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
1 15,000 0.02 ~ 0.06 20,000 0.02 ~ 0.06 7£1) Note 0.06 ~ 0.1
1.5 10,000 0.03 ~ 007 15,000 0.03 ~ 0.07 18,000 0.08 ~ 0.12
2 8,000 0.05 ~ 0.1 10,000 0.05 ~ 0.1 14,000 01 ~ 015
3 5,000 0.08 ~ 0.16 7,500 0.08 ~ 0.16 9,000 01 ~ 018
4 4,000 01 ~ 02 5,000 01 ~ 02 7,000 0.15 ~ 0.25
6 2,500 0.15 ~ 0.25 3,750 0.15 ~ 0.25 4,500 0.15 ~ 0.25
8 2,000 02 ~ 03 2,500 02 ~ 03 3,500 02 ~ 03
10 1,500 025 ~ 035 2,000 025 ~ 035 2,700 025 ~ 035
12 1,200 03 ~ 04 1,800 03 ~ 04 2,250 03 ~ 04
16 1,000 035 ~ 045 1,250 0.35 ~ 045 1,750 035 ~ 045
20 750 045 ~ 0.55 1,000 045 ~ 0.55 1,400 045 ~ 0.55
25 600 0.55 ~ 065 800 0.55 ~ 0.65 1,000 0.55 ~ 0.65

abrwn—

. BE#HHTDICEDNSEVNSEF. HRGDROBEE T SEATEL,
. COYIRIRGBERS, KRETIEIHE Z AT 2EE5DHDTI,
CARKBEIHIRE ZER Y 255(F. UHIEREZ20% FFTTEW,
HE - ERESENOMIE XD EZEBICSHEATEL.
. BENTIZYHBEF. LEIEREOHRRED2EZ ERELTTEL,

1. For machines that cannot achieve the speeds indicated in the table please set

rotation as high as possible.

2. The indicated speeds and feeds are for drilling with water-soluble coolant.
3. When using non-water-soluble coolant, reduce the drilling speed by 20%.

4. Please lower the feed rate when processing curved and inclined surfaces.

5. For high-speed machining, double the median value of the above cutting
condition to use as upper limit.
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FARTTEZR seeciricanon casrs FAARSIEZR seeciricanon casts

DLC-NF-GDS » P.65 || DLC-NF-GDN » P.67

Eﬁ@ |\“ U )lJt]J ﬁu%{q:gﬁﬂ% CARBIDE DRILLS CUTTING CONDITIONS

DLC-NF-GDS- DLC-NF-GDN

. FPIVEZULEEHEY ZIVE =D LR e RIRVILESR
1R EIE - 7 ’ '
Work Material Alumlnu‘m Alloy Casting Aluminum Copper Alloy Magnesium Alloy
~13wt%Si- AC1 ~8- ADC A7075- A2024- A5052 C1020- C6140 AZ91D - AZ80A
TRiRE 80 ~200m/min 80 ~200m/min 40 ~100m/min 63 ~100m/min
utting Speed
B [ElERRE KO8 [ElERRE XbE [EERERE EDE [Bl¥RRE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 9,600 0.09 ~0.3 9,600 0.09~0.18 7400 0.02 ~0.03 8,500 0.09 ~0.18
4 7,600 012 ~04 7,600 012 ~0.24 5,600 0.02 ~0.04 6,400 012 ~0.24
5 6,400 0.15 ~0.5 6,400 0.15~0.3 4,500 0.03 ~0.05 5,100 0.15 ~0.3
6 5,600 0.18 ~06 5,600 0.18 ~0.36 3,700 0.03 ~0.06 4,200 0.18 ~0.36
8 4,400 0.24 ~0.8 4,400 0.24 ~0.48 2,800 0.04 ~0.08 3,200 0.24 ~0.48
10 3,800 03 ~1 3,800 0.30~0.6 2,200 0.05 ~0.1 2,500 0.30 ~06
12 3,500 036 ~1.2 3,500 0.36~0.72 1,900 0.06 ~0.12 2,100 0.36 ~0.72
13 3,300 0.39 ~1.3 3,300 0.39~0.78 1,700 0.07 ~013 2,000 0.39 ~0.78

1. COVHIREBERESKFEEIAE Z AT 255DHDTI.

2. KAMYIHIHE S FHIREER20 ~30FEEDOREDEDZSEATEL,
3. LEFRHETNRESH RUILEDSBUTDEEDEDTY, JURESHRUJLE
DIBZEBADHECIE TRORICYHIREZHRELT

TEL,

4. WHIMDYID L FHMIMHNRIF THEWEE(CIE BER
Ty ITIMIZIToOTTEW,

5. FUILDOREICERULTIF AS®OBNDRENIL w M2,
RUJLOIRNO.0OTmm LU RICIZ TRE L,

D :drill dia
( TUREDEsE) 4DLITF 5DLIF
Depth of Cut =4D =5D
YRR EHIH R EL
Coefficient for reducing speed x0.8 x0.7

RIXVDLAGEMIICELT

1. SIEHE S YIELRE X —A— ([CTHERD L BTV ITRY D LERBAIZSEA TS,

2.0 FDNIE, EECHHTEE TS,

OEZRSA(ZTANMIICKELT
1. A MHHER50cc/h U EZBREL. FROI—T VI DBMEHELE T,
2. HHIM OO < F RN RIF THRVEEICIE BERAT vIMIZIToCTEL,

. The indicated speeds and feeds are for drilling with water- soluble coolant.

2. The most suitable cutting fuid is water-soluble coolant (20-30 times dilution).

3. These conditions are for drilling depth less than 3 times the drill diameter. For
drilling depth > 3D, reduce the drilling speed (using the table below).

Operate the drill in steps as necessary when working on a material that
disintegrates chips poorly.

When inserting a drill into the machine, use a collet that does not have any
scratches or dust located within the internal bore. Also, reduce the runout of drill
to less than 0.01mm.

Eal

u

When a drill is used in Magnesium alloy...
1. Please use cutting fluid for Magnesium and check with a cutting fluid producer.
2. Please be careful of control and disposition of chips.

About semi-dry (mist) processing

1. To use a minimum mist dischage rate of 50cc/h, the addition of the
coating in the table below is recommended.

2. Operate the drill in steps as necessary when working on a material that
disintegrates chips poorly.

D: RUJLVER D:drill dia

" EIELERE 1EERSD DEDE = <
Wmﬁ“*a‘ Cutting Sp;d Feed Rate = ?Eﬁ:l—r»{/ﬂ
ork Material (m/min) (mm/rev) Recommended Coating
ZIWV=ZULE ~ ~ DLCO—T4>7J
Aluminum Al\oﬁcftﬁ% 40~60 8% XD ~4%xD DLC Coja;img
ZIL== - - DLCO—F+a>7J
7 Alur'r?rﬁrr:EﬁiH 40~60 3% XD ~4%xD DLC cog;i/r:g




FARTER seecricanon cuasrs
DLC-HO-3D » P.69

Eﬁ@ '\“ U )ljt]J ﬁu%{#gﬁﬁ CARBIDE DRILLS CUTTING CONDITIONS

DLC-HO-3D

FIWSFLF v AR e _ .
Wl FILS O LESSEY PIVEZULER IV ZULRR it
Work Material Aluminum Die Castings- Aluminum Aluminum Copper Alloy
Aluminum Alloy Castings Al-Zn-Mg %(7075) Al-Mg %(5052) C1100
ADC- AC
TRiRE 80 ~160m/min 80 ~120m/min 80 ~140m/min 60 ~120m/min
utting Speed
B [ElERRE KO8 [ElERRE XbE [EERERE XDOE [Bl¥RRE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 12,800 0.09 ~ 0.18 10,700 0.06 ~ 0.15 11,700 0.04 ~ 012 9,600 0.04 ~ 0.1
4 9,600 012 ~ 024 8,000 0.08 ~ 0.2 8,800 0.06 ~ 0.16 7,200 0.06 ~ 0.14
5 7,700 015 ~ 0.3 6,400 01 ~ 025 7,100 0.07 ~ 0.2 5,800 0.07 ~ 017
6 6,400 018 ~ 0.36 5,400 012 ~ 03 5,900 0.09 ~ 0.24 4,800 0.09 ~ 0.21
8 4,800 0.24 ~ 048 4,000 016 ~ 04 4,400 0.12 ~ 0.32 3,600 012 ~ 028
10 3,900 03 ~ 06 3,200 02 ~ 05 3,600 015 ~ 04 2,900 015 ~ 035
12 3,200 036 ~ 0.72 2,700 024 ~ 06 3,000 0.18 ~ 048 2,400 018 ~ 042

1. COYHIRABERE. KB EEIMAI RO N HZERT 255D HD
TY,

2. KAMYHIHE F FHIREER20 ~0FEEOREDEDZESHERTEL.

3. TKBHLIHHEZERT 215513, EHEEZ TRIDOENSZD70%EE
DREFHTHEATEL,

4. FUILERBICELTIF. BPBENDBENIL Y hEAL.
RUJLOIRNIEO.02mm LRI TTEL,

5. SEEONUUILIHOMIICIEFHELE A,

6. tIHIRHDIENIERICLERELTHDFTH, TNUSERIH.
EIHPRE. O— I RFIREEERAEEIRIEICKD. INTH
BEIFSREDEDBHT,

7. HNRDEBERDIFITENSTILORRAICHEDE T, {HREDT(ILYFhTE
BUCTTREL,

1. This cutting condition chart is for when water-soluble coolant and internal
coolant are used.

2. Use a high-quality water-soluble coolant with a dilution ratio of 20 to 30 times.

3. When using non-water-soluble coolant, set the cutting speed within the range

of approximately 70% of the lower value.

When installing a drill, use a collet that is free of scratches and dirt, and

keep the drill runout to 0.02 mm or less.

Not recommended for machining high-hardness beryllium copper.

The range of cutting conditions is set very broadly, because the machining

conditions change depending on various surrounding environments such as the

equipment, cutting oil, and workpiece holding condition.

Clogged oil holes may cause breakage. Be sure to attach a filter to the oil supply

system.

>
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FAARSTEZR seeciricanon casts
DLC-HO-10D » P.71

FEARTEZR seeciricaron cagts
DLC-HO-20D » P73

FARSTER seecricanon cuasrs
DLC-HO-30D » P.75

Eﬁg |\“ IJ }Ijt]J ﬁu%{#gﬁﬁ CARBIDE DRILLS CUTTING CONDITIONS

DLC-HO-10D-20D 30D

FILETLF PR N _ N
A ZIVZZOLEEHY FIVEZOLEGSE ZIWEZOLEBM i f=n
Work Material Aluminum Die Castings* Aluminum Aluminum Copper Alloy
Aluminum Alloy Castings Al-Zn-Mg %(7075) Al-Mg %(5052) C1100
ADC:- AC
EIHIEE ~ i ~ i ~ i ~ i
Cutting Speed 60 ~140m/min 60 ~100m/min 60 ~120m/min 60 ~100m/min
Bf® SRR EOE EERRE O E CERRE OB EEREI EOE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 10,700 0.09 ~ 0.18 8,500 0.06 ~ 0.15 9,600 0.04 ~ 0.12 8,500 0.04 ~ 0.1
4 8,000 012 ~ 024 6,400 0.08 ~ 0.2 7,200 0.06 ~ 0.16 6,400 0.06 ~ 0.14
5 6,400 015 ~ 0.3 5,100 01 ~ 025 5,800 007 ~ 0.2 5,100 0.07 ~ 017
6 5,400 018 ~ 0.36 4,300 012 ~ 03 4,800 0.09 ~ 0.24 4,300 0.09 ~ 0.21
8 4,000 0.24 ~ 048 3,200 016 ~ 04 3,600 0.12 ~ 032 3,200 012 ~ 028
10 3,200 03 ~ 06 2,600 02 ~05 2,900 0.15 ~ 04 2,600 0.15 ~ 035
12 2,700 0.36 ~ 0.72 2,200 0.24 ~ 0.6 2,400 0.18 ~ 048 2,200 0.18 ~ 042

1. COMHIRABERE. AOFEHEIHE RO REHEHZERT 2 HBEDHD

T,

2. KBMEVTHIHEE FHREE20 ~30BEEOREODLDESHERATEL.
3. MKEMEIEIRAZ AT 255 tIHREZ TRIDME, S ZD70%EE

DEEFHTEATEN.

4. FUILERBICBULTIF BPBENDBENIL Y hZAL.
RUJLOIRNIFO0.02mm L FITHIA TTFEL,
5. BEEDORUUILFHDOIMNTICIFHERELEE A

6. RIFTERDERGEIEICEDIZE . FENOMIZT S HE(F.

EOEZEELUTMILTTREL,

7. UHIREOENIFRICLSERELTHO T I N TNILxRE.

SIEGEE]. U— O REFIREE ERABEIRIEICKD. T HIREERGENE

D3EHTT,

8UMNDEEDIFITE NS TILDRRICIED T, (HHEBDO TV Y FUTFR

BLTTZL.

1.

IS

o w

~N

This cutting condition chart is for when water-soluble coolant and internal
coolant are used.
Use a high-quality water-soluble coolant with a dilution ratio of 20 to 30 times.
When using non-water-soluble coolant, set the cutting speed within the range
of approximately 70% of the lower value.

.When installing a drill, use a collet that is free of scratches and dirt, and

keep the drill runout to 0.02 mm or less.
Not recommended for machining high-hardness beryllium copper.

. When drilling intermittently at the edge of exit, or when drilling an interference

hole, lower the feed rate.

The range of cutting conditions is set very broadly, because the machining
conditions change depending on various surrounding environments such as the
equipment, cutting oil, and workpiece holding condition.

. Clogged oil holes may cause breakage. Be sure to attach a filter to the oil supply

system.

B DLC-HO-10D/20D/30D/40D/50D DRI T 757%
Recommended operation for using DLC-HO-10D/20D/30D/40D/50D

@®DLC-HO-3DICTH A RilT

Make a pilot hole with DLC-HO-3D.

@i« RIMIAIER, DLC-HO-10D. 20D
30D.40D/50D®DER (DC) +0~0.08mm®D
HETRUIBZBRU TV, X, JTUREHEN
BHMRNERHITDBZEHRELET,

For pilot hole, select 0~0.08mm larger size drill than DLC-HO-10D.
20D,30D,/40D./50D.

DLC-HO-10D.~20D.30D.~ 40D 50DDEE (DC)

DC+0~0.08mm

®@OYJRUIVIZEEREE(n)= 300~500min 2B &L,
EDEE (VF)=300~500mm/minTHHA

3 DLC-HO-40D/50DI R CTHA
Insert the long drill at a speed of (n) = 300 to 500 min™' and a feed rate of
(Vf) = 300 to 500 mm/min. *Insert the DLC-HO-40D/50D in reverse.

%

140~160°

o |

1XDC~3XDC

KEHERZ N T DB A R7UIITATIC
ESDIITATIYRS)L CA-ZDS. g7 5vhRUJL ADFICT
ELOITZ{ToTTEL,

When working on a curved surface, use the CA-ZDS (end mill for
counterboring)or the ADF (carbide flat drill) to counterbore a flat
surface before drilling a pilot hole.

OFFEDEEGEEIC EIFITZRAY—b

TmMmZEFRIF THEA

Insert up to about 1 mm.

Increase the revolution to the designated speed and start drilling.

oot

SBOTUNTEFE. RIT B TEDE () =0.05~0.Tmm/rev.[CFIFTFEL

When drilling through holes, reduce the feed rate to (f) 0.05 to 0.1 mm/rev.

@I, RUILETD S ICISEERERE(n)=300~500min '
IEDIEE(VF)=1,000~3,000mm/minfEEICTIF TIRLTTZL

After drilling, reduce the speed to (n) = 300 to 500 min"' and a feed rate of
(Vf) =1,000 to 3,000 mm/min and pull the drill out of the hole.

7
)

—’&
/

HAFRERSRANTIII TS

Make sure to use internal coolant supply when drilling.




FAARSTEZR seeciricanon casts
DLC-HO-40D » P.77

FARSER soecricanon cuasrs
DLC-HO-50D » P.78

Eﬁ@ '\“ U )ljt]J ﬁu%{#gﬁﬁ CARBIDE DRILLS CUTTING CONDITIONS

DLC-HO-40D-50D

FIVEIAF v AR e _ "
W FILS O LESSEY ZIVEZULER IV ZULER Tt
Work Material Aluminum Die Castings* Aluminum Aluminum Copper Alloy
Aluminum Alloy Castings Al-Zn-Mg %(7075) Al-Mg %(5052) C1100
ADC:- AC
Sk 60 ~140m/min 60 ~100m/min 60 ~120m/min 60 ~100m/min
Bf® SRR EOE DERRE EhE CERRE OB EEREI S EOE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 10,700 0.09 ~ 0.15 8,500 0.06 ~ 0.12 9,600 0.04 ~ 0.1 8,500 0.04 ~ 0.09
8,000 012 ~ 0.2 6,400 0.08 ~ 0.16 7,200 0.06 ~ 0.14 6,400 0.06 ~ 0.12
5 6,400 015 ~ 0.25 5,100 01 ~ 02 5,800 0.07 ~ 018 5,100 0.07 ~ 0.15
6 5,400 0.18 ~ 0.3 4,300 012 ~ 024 4,800 0.09 ~ 0.21 4,300 0.09 ~ 018
8 4,000 0.24 ~ 04 3,200 0.16 ~ 0.32 3,600 0.12 ~ 0.28 3,200 0.12 ~ 0.24
10 3,200 03 ~ 05 2,600 02 ~04 2,900 0.15 ~ 0.35 2,600 015 ~ 03

1. COIBIRGBERE. AOFEEIHE RO REHEH ZERT 2 HBEDHD

TY,

2. AGEMYIHIHEF FBREE20 ~30BEEOREDBOZSHERA TSV, 2
3. FKBMLTEEFZERAT 2 B8, EEEETROEN 5ZD70%RE 3

DREFHTEATEL,

4. RUIRBERERULTF SPIENOEVIL Y ML,

RUILOIRNIFZ0.02mm LI FICHIZTTEWL,
5. BEEORNUUILFHOMIICIFHRELEE A,

6. RIFERDERGEIEICIEDIBE . FENOMIZT SBEF.

EOEZELLTHILTTEL,

7. SIS OIEDFEICLIERELTHDE T O NI,

(=)}

SIHBEE]. U— O REFIREE ERABEIIREICKD. I THREERMENE

D2HTY,

8 MINDEFEEDIFITB NS TILDRRICIEDE T, IHHEBOT(ILY U TR

BLTTZL.

* MINE#EESPROEERZRELWES. A4 RIIITE. #HR T

F#BERYJLDLC-HO-20D/30DIC T L. DLC-HO-40D/50D
TMIFEL. 3FOITETIIY %55, DLC-HO-40D/50D1. L&

HIRERID EBVIHIRE TN I TS ESEHDET.

v

~N

. This cutting condition chart is for when water-soluble coolant and internal

coolant are used.

Use a high-quality water-soluble coolant with a dilution ratio of 20 to 30 times.
When using non-water-soluble coolant, set the cutting speed within the range
of approximately 70% of the lower value.

.When installing a drill, use a collet that is free of scratches and dirt, and

keep the drill runout to 0.02 mm or less.
Not recommended for machining high-hardness beryllium copper.

. When drilling intermittently at the edge of exit, or when drilling an interference

hole, lower the feed rate.

The range of cutting conditions is set very broadly, because the machining
conditions change depending on various surrounding environments such as the
equipment, cutting oil, and workpiece holding condition.

. Clogged oil holes may cause breakage. Be sure to attach a filter to the oil supply

system.

Y If it is difficult to process or if the straightness of the hole needed to be improved,

use the coolant-through carbide drill DLC-HO-20/30D after drilling a pilot hole, then
process with the DLC-HO-40/50D. When processing with 3 tools, the DLC-HO-40/50D
may be used at a more aggressive cutting condition than those listed above.

EDLC-HO-10D/20D/30D/40D/50D DRI T /5%
Recommended operation for using DLC-HO-10D/20D/30D/40D/50D

@®DLC-HO-3DIcTH - R7eilT

Make a pilot hole with DLC-HO-3D.

@®@0OYIRYIVISEEERER (n)= 300~500min'fEEE L.
EDIEE(Vf)=300~500mm/minTHEA

@ RNNMIAIEF. DLC-HO-10D.“20D
30D,/40D“50DDE#E (DC) +0~0.08mm®D
HETRUIBRZBBRU TV, X, TUREHEN
BHA RNERBIFDEZHELE T,

For pilot hole, select 0~0.08mm larger size drill than DLC-HO-10D./
20D,30D./40D./50D.

DLC-HO-10D.~20D.”30D.” 40D, 50DDE (DC)
DC+0~0.08mm

%

= |

1XDC~3XDC

140~160°
2

EHIERZ A T DB A+ K7W IATIC
ECHINTIAIVRIIL CA-ZDS. BEISvhRUIL ADFICT
EEDIITZ{TOT RS,

When working on a curved surface, use the CA-ZDS (end mill for
counterboring)or the ADF (carbide flat drill) to counterbore a flat
surface before drilling a pilot hole.

SOCE

3% DLC-HO-40D/50D (3 BEE THRA

Insert the long drill at a speed of (n) = 300 to 500 min"' and a feed rate of

(Vf) = 300 to 500 mm/min. *Insert the DLC-HO-40D/50D in reverse.
1mMmEZEFFETHA

.

OFFEDEEGEEIC EIFITZR5—b

Increase the revolution to the designated speed and start drilling.

oot

SEOIUNTEFE. 3RIT B TEDE () =0.05~0.1mm/rev.[CFIFTFEL

When drilling through holes, reduce the feed rate to (f) 0.05 to 0.1 mm/rev.

@I, RUILZNDSHELKICI3EERERE(n)=300~500min".
EDEE(VF)=1,000~3,000mm/minfZEICTIF TIRLTTZL

After drilling, reduce the speed to (n) = 300 to 500 min"" and a feed rate of
(Vf) = 1,000 to 3,000 mm/min and pull the drill out of the hole.

KIBFAEMEHAN T I FEL

Make sure to use internal coolant supply when drilling.
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FAARSTEZR seeciricanon casts

DLC-BD-4D » P.79

FARSTER seecricanon cuasrs
DLC-BDO-4D » P.82

FERIESR seecricanion crasrs
DLC-BDO-8D » P.83

Eﬁ@ '\“ U )ljt]J ﬁu%{#gﬁﬁ CARBIDE DRILLS CUTTING CONDITIONS

DLC-BD-4D

| PILE O LESEY ZIV= =0 L EfRtt IV =0 LEf#it b= L]
I A " . f f Copper Alloys
Work Material Aluminum Die Castings Aluminum Aluminum Copper Alloys CrCu-BE5%
Aluminum Alloy Castings A20%-A70% A50% - A60% C1020- C1100 ’B':a;”s(
ADC- AC
JEGRE | 80 ~140m/min 80 ~140m/min 80 ~140m/min 50 ~90m/min 50 ~90m/min
B® [o|#5:5R B EDE [BlRERE EDE [ElERRE EDE [ElER®RE EDE [ElERERE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
2 22,300 0.03 ~0.05 22,300 0.03 ~0.05 22,300 0.03 ~0.05 11,200 0.03 ~0.05 11,200 0.03 ~0.05
3 14,900 0.05 ~0.08 14,900 0.05 ~0.08 14,900 0.05 ~0.08 7,500 0.05 ~0.08 7,500 0.05 ~0.08
4 11,200 0.06 ~0.1 11,200 0.06 ~0.1 11,200 0.06 ~0.1 5,600 0.06 ~0.1 5,600 0.06 ~0.1
5 9,000 0.08 ~0.13 9,000 0.08 ~0.13 9,000 0.08 ~0.13 4,500 0.08 ~0.13 4,500 0.08 ~0.13
6 7,500 0.09 ~0.15 7,500 0.09 ~0.15 7,500 0.09 ~0.15 3,800 0.09 ~0.15 3,800 0.09 ~0.15
8 5,600 0.12~02 5,600 0.12~02 5,600 0.12~02 2,800 012~02 2,800 0.12~02
10 4,500 0.15~0.25 4,500 0.15~0.25 4,500 0.15~0.25 2,300 0.15~0.25 2,300 0.15~0.25
12 3,800 0.18~03 3,800 0.18~03 3,800 0.18~0.3 1,900 0.18~0.3 1,900 0.18~0.3
16 2,800 024 ~04 2,800 024 ~04 2,800 024 ~04 1,400 024 ~04 1,400 024 ~04
18 2,500 0.27 ~045 2,500 0.27 ~045 2,500 0.27 ~0.45 1,300 0.27 ~045 1,300 0.27 ~045
20 2,300 03 ~05 2,300 03 ~05 2,300 03 ~05 1,200 03 ~05 1,200 03 ~05

1. COYIHIRGBEREKEEHIARZERT 2 B5DHD T,
2. KBMEVIHIMEE, FIREE20 ~30BFEEDREDODZESHEATEL.

3. LEEFRHFIRFIVRE

DRULEDAMELFDEE DD TSRS

MEUJLE

DAMBEZBRABHEICIE EIEEEEDREZ20% NI TTEL.
4. BEHMDYID K FHRTEDRIF CTHVBEICIE BERT v IIITZ{ToCTT

[ajar

5. IRAIM DRFFE LoD D LTV EFL Tehd IRETHDHET S1EL

REICLTFEL,

6. FRUILOEEICERLTIFS®OBENDENIL Y hZEAV. R

UILDIRNIFO.0Tmm KUTRITIATTE L,
7. SEEORUUILFHOMIICIEFHELEE A,

DLC-BDO-4D-8D

1. The indicated speeds and feeds are for drilling with water-soluble coolant.

2. The most suitable cutting fluid is water-soluble coolant (20-30 times dilution).

3. The above shown table is applied for less than 4xD deep drilling operation.
When a hole is deeper than 4xD, please reduce the above values for speed and
feed by 20%.

4. Operate the drill in steps as necessary when working on a material that
disintegrates chips poorly.

5. Fasten the work material to reduce the possibility of work deformation,
deflection of machined surface, or vibration.

6. When inserting a drill into the machine, use a collet that does not have any
scratches or dust located within the internal bore. Also, reduce the runout of drill
to less than 0.0Tmm.

7. Not recommended for machining high-hardness beryllium copper.

FIVSIAELZ _ _ N Has
WA ZIVEZOLEEHY 7= = LR {8t 7= LR b=y Co‘ppé:rlAllo <
Work Material Aluminum Die Castings Aluminum Aluminum Copper Alloys CrCU°Eiy°
Aluminum Alloy Castings A20%- A70% A50% - A60F C1020- C1100 e
ADC: AC
JHEBR | 110 ~170m/min 110 ~170m/min 110 ~170m/min 90 ~130m/min 90 ~130m/min
BR ElERRE XbE [EIERRE EOE EERRE XDOE EERRE XOE [ElERRE KO8
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 18,100 0.05 ~0.08 18,100 0.05 ~0.08 18,100 0.05 ~0.08 11,700 0.05 ~0.08 11,700 0.05 ~0.08
4 13,600 0.06 ~0.1 13,600 0.06 ~0.1 13,600 0.06 ~0.1 8,800 0.06 ~0.1 8,800 0.06 ~0.1
5 10,900 0.08 ~0.13 10,900 0.08 ~0.13 10,900 0.08 ~0.13 7,100 0.08 ~0.13 7,100 0.08 ~0.13
6 9,100 0.09 ~0.13 9,100 0.09~0.13 9,100 0.09~0.13 5,900 0.09~0.13 5,900 0.09~0.13
8 6,300 0.12~02 6,800 0.12~02 6,800 0.12~0.2 4,400 0.12~0.2 4,400 0.12~0.2
10 5,500 0.15~0.25 5,500 0.15~0.25 5,500 0.15~0.25 3,600 0.15~0.25 3,600 0.15~0.25
12 4,600 0.18 ~0.3 4,600 0.18 ~0.3 4,600 0.18~0.3 3,000 0.18~0.3 3,000 0.18~0.3

1. COYIBIRGBERSKBEHIRR ZERT 5 55DHD T,

-

. The indicated speeds and feeds are for drilling with water-soluble coolant.

2. KB MUERAIE BREXR20 ~30FEREORBEDBHDZTHEATEL.

3. WEIM DRFFEL oD D LTV B e h d+ IREHHR I SEWN
REICLTREL,

4. RUILDOFEEICELTIF SPBENOENIL Y hZAWV. B
DILOIRNIFO.0Tmm UTFICHATTEL,

5. SEEONUUILFHOMIICIEFHELE A,

6. HTRDFEFDIFINBE NS TILORRAICED F T IEHERED
T4 —FRFERELTFE,

g

The most suitable cutting fluid is water-soluble coolant (20-30 times dilution).

. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

When inserting a drill into the machine, use a collet that does not have any scratches
or dust located within the internal bore. Also, reduce the runout of drill to less than
0.0Tmm.

Not recommended for machining high-hardness beryllium copper.

A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil
feeder.

w

>
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t)J ‘EIIJ %14:%&% CUTTING CONDITIONS

P85 AT-2 R-SPEC

PIEZULGERE - NIRVDLEE
Aluminum - Magnesium Alloy

A5052 - A7075 - AZ91 - AZ80A

KRR

Water-Soluble

100 ~300 100 ~300 100 ~300

205147 25D5147

2xDType 2.5xDType

i L o L R
Speed | Feed = | Speed | Feed =2
(min™) |(mm/min) Fe(edperTooth (min™) |(mm/min)

Feed perTooth
mm/t) (mm/t)

M 3X0.5 | 2.4{13,263/ 1,592 | 0.3 (13,263 1,592 | 0.3 [13,263| 159 | 0.03 |13,263| 159 | 0.03 |13,263| 159 | 0.03 |13,263| 159 | 0.03

14,375| 194 | 0.03 |14,375| 194 | 0.03

M 5X0.8 |4 (159151910 03 [12,732/1,528 | 0.3 15915 255 | 0.04 |12,732| 204 | 0.04 [15915| 255 | 0.04 (12,732| 204 | 0.04

15,224 284 | 0.04 |11,072| 207 | 0.04

M 8X1.25|6.2(12,322/ 2,218 | 04 | 8214/1479| 04 12,322 277 | 0.05 | 8214 185 | 0.05 12,322 277 | 0.05 | 8,214 185 | 0.05

10,186/ 255 | 0.05 | 6,791| 170 | 0.05

M12Xx1.75/9 | 8488/ 1,698 | 04 | 5659/ 1,132| 04 | 8488 212 | 0.05 | 5659 141 | 0.05 | 8,488 212 | 0.05 | 5659 141 | 0.05

. ThreadPro CHIAR TS NDYHIRLIESEETT . SERWVIELICHD. TIEIRMESE 1. Before use, please adjust the cutting conditions according to the recommended

REDHEILT—UPHM. FvvoDRIEEDFERIRRICKD. IEIRGZHE T, cutting condition table as well as the actual machining environment, such as the
2. TEORNEEZS/I)RICINZ TTEAT L. rigidity of machine, tool holder and workpiece clamping.
3. TRV ASSEEICHNTEIEEHEIEEHAT L. TIHHEI X —HDHETZE0% 2. Tool vibrations should be kept at a minimum level for maximum accuracy.
TEATEV. Fie. P1b < FOME - BIBISEE TSV FNOBNHGOET, 3. When machining magnesium alloy materials, please use the coolant ol
4, EAQEHEHBEETER T, recommended by the coolant oil manufacturer. Please also properly dispose the

cutting chips to prevent fire hazards.
4. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
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F—IRIV—RRIEICEULVLWEDHESZ
*E E lJZ- L‘ i 3- OSG’s Environmental Initiatives

03

Ba—542J

Recoating

BiE-81—FT«120

Tool Reconditioning

ERATCERLLFO>EIEZ#HSE
BIATACLRE.BEERILE
WIRIRIBOREZTHNDEBIC
DIENDET,

Tool reconditioning contributes to resource
conservation by bringing worn cutting tools back to life, 0 ; "
which is environmentally friendly and sustainable.

BifE
Regrinding

®E

Inspection

BHE-BI1—5«42J

Tool Reconditioning

o1

05

R AR RS - e
Inspection upon arrival Packaging and
shipment

EEVSLII

Carbide Recycling

BMECELBL L LBETIRRIBAR/\—RXZILT [BEYYAI)V] §DHTEHTRETT,
BEUTAIIE HLPEBOL7AIIN ZLZL{SCBREMADERAEZ ST LD TE RIEFREICRIBET,

Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal’s carbide recycling program. Cemented carbide materials contain a large amount of rare

metals. Carbide recycling reduces material consumption and contributes to environmental preservation.

E lel \_ FX@)[I rEﬁE U 'U"fg”/] a) #%E Highlights of Nihon Hard Metal’s “Carbide Recycling” Program

BEIETHNIE.
IVREW-RUL-U—7-
FyITEDTHIEFE

As long as the tool has been hardened, it doesn't
have to be separated into categories such as end
mills, drills, reamers, and tips.

LV OEMETENREABOK
(P=Xyb £532vs.
FEBFEH v IGEDEDIFEF)
Tools that contain a small amount of different

materials are accepted (tools with cermet, ceramic
and steel shanks are separated)

1E& e DEUNE : 20kg~

(ERHFEEFN—RXFLICTEE-
FEEFELL)

Amount of material that can be sent for recycling :

20kg and over (shipping costs are paid by Nihon
Hard Metal Co., Ltd.)

U1 IILEE :
IROIAHF ICTHIG

Recycling payment :
by direct bank deposit
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& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

OSGRIEE

Copyright ©2025 OSG Corporation. All rights reserved.
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Tool specifications are subject to change without notice.
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