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DLC Drill & DLC-mill Series
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Practical use cutting tool by DLC coat for the r! i
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Selection Chart

RUJL Drill ,
. e BM 50| kueE 5
ﬁnn =g Drills M oo_ Coating Sizes Figure
Code aterial
DLC~¥/70ORUJL
DLCMD DLC Microdrill 0.5~1.9 -—
DLCRUJLLF15 ~ R S S
DLCDR DLC Drill regular DLC 2.0~12.0 }
S gl 2 S BEE————
ey DLC-HSS drill 1.0~20.0
T>RX)b End Mill
DU R B ases | tmmm 5
m:)ode End Mills Material Coating Sizes Figure
DLC3JV77JVIH -~
2DLCM DLC-mill for Aluminum D
2DLCSC DLCS)L:/‘\"—7°:'—7'2*5I3‘J 1~20
DLC-mill Sharp Corner
DLC-mill Long Sharp Corner
oDLCM-R | DLCINVTT7 R DLC | 2~20
DLC-mill Radius
DLCILRAYMAX T vy r~
gl DLC-mill SLOT Long Shank 2~20
DLCIJLKR—JL _
2DLCR e e R0.5~R10 S —
NWEX WAVY MILL NWEXE! 14~125 ol S——
WAVY MILL NWEX type i
DLC/\{ AV _ s
2DLCHE DLC-HSS mill 1~20 [—
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Features of DLC coat

©DLCI& "Diamond Like Carbon"® o %‘Tﬁ*‘f‘%ﬁf(m@ I D
BEEERREDU S RETERIEICEN T N L
THO PIVS=OLGEMBBLIKL 5 o —-— =

ODLCEOREEIF3500~4000HV & TR U
EE HEFEEICEN TS o e— bic |7
Low frictional coefficient, and smooth R0 zmm
chip flow by DLC coat. BB

Rotation of disk

DLC coat hardness is high with
4000HV from 3500HV.

DLCO— 7—- S yg@&j]% 30007 NN T4 KEEEEH C6RITIBRE R A
Effects of DLC coat -,

D
OSHEBIRIEZIL=DEFELICKW L
Prevent adhesion of aluminum alloy. g
RS CITRATRES RS A AT hieTeE e B, i
DLC Drill Uncoated Carbide Drill
= N -—h-:-.
ORI HROREETRILT S l - 0
Smoothing wear-resistant coat surface. ‘ ’ “
IO Fh—)LERERDIN
DLCA—hFy T DY T EIRTF T DY)
Chip of DLC Coated insert Chip of Uncoated insert
At
IHIREE Work Material E TR &
e | TESTAEE [ e | Cnors g oo
Page opper ; ==
e Cﬁfﬂg Alloys '7V:\I;ejtl\ ‘Sbe?n};-gr{y Rf =3D | =5D | =7D | >7D
P11 | P11 | O O O O O O O
P.10 | P.11 O O O O O O O O
P12 | P12 | O O O O O O O O
BIEIAE] Side Milling BHH Grooving
#EI .
HAGE|  WorkMater oAl jé g \é« @ #IIT
1B8E | wmiling Cutting Fluids Profile Miling| 5% 2 ( )
Page Co':r:;iglt;on 7)1/5.:’71_\%% sas MIR MIRS Q Slotting L
Aluminum Alloys COI:per = = Cutting Depth Cutting Depth
BEH | #W | Aoy | IV [£IFFC] FIA C
Casting Wet |Semi-Dry| Dry =1.5D | =3D | >45D | =1.5D| =3D | >4.5D 1
P13 | P15 | O O O O O O | O O 4
A
P14 | P14 | O O | O O| O] O] O O =
palPia | Ol O|O|lO ] OlOlOo|lOo]lOo|0Oo|loO]|oO I
P15 | P15 | O O | O O| O] O] O O O
P16 | P16 | O O O O O O | O O O O O O O
pi1g | P18 | O O O O O O O
p.8 | P9 | O O O O O | O O O
P19 | P19 | O O O O O
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High-speed drilling in wet process & dry drilling.

ODLCO—MEKRDRSAIITHEED I EL
OSmhSEDYID_EHDICHF TEIEHEIE T DIRFLBRIRDIRA
(Pat.P) IC&DIUREEDMD./ > A7y T Hi ol &g
O=—-UYIIvV O DREATERENILIZRIR
Dry drilling is possible with DLC coat. | | | ‘

Non-step feed is possible at hole depth of 5 times of drill ! !
diameter by special groove form.
High precision drilling by adoption of end mill shank. | |

i
'I.i BE Performance

A5052#DY Ty ~MIT

Wet drilling RELUTUNTAEE

12000 0.100
10,4005% T 0.080 Lt
] ——
(BB A ©0.060 "
10000 |- - - - (AN . . . . .. ... i 5 —h— K
% 3 0.040 —
23
(mm) 0.020 p
8000 k- - .- MR ... 0.000
7)11 (10,4007 1) -0.020 ! ! ' ! !
9‘_‘: " m 0 2000 4000 6000 8000 10000 12000
ﬁ 3 KL :5.5mm MIAE ()
£ 6000 |- .- e . ol Holes
& ’CcJJ‘;ﬁIJEf% :100m/min (5,800min")
itting spes
=~ %) :0.08mm/rev
Feod ) L @ —o— Lt _]
4000 b+ - - - a0 0 é}fﬁé .27.5mm1%%n2)@e = w L
g, A2 = .
TIHEIEE] (KB wet ]
Cutting fluid II?
2000 R R e e - . o
1,570 18 1 1570\ #T#8
Broken Ju
- 1 1 1 1 1
0 0 2000 4000 6000 8000 10000 12000
DLCKYIL HBEELE R IV MIRE ()
DLC Drill Uncoated Carbide Drill Holes
ABOB2# D= ~MIT ADC12#®D RS 11T
MQL drilling Dry drilling
5000 4000
4,050+ | EIELd 3,567 sl (#kERT)
(TR ) KL :5.5mm
% 4000 -+ - - < o Dril % NUPIZ 5.5
= EIHIZFE :100m/min (5,800min’) %000 pree ol s2-omm
itting spee e . .
x " B :0.08mm/rev w " Cﬁg{ﬁ:g%gd.wowmm (5,800min™")
%% 3000 ... J Dﬁi?fé :27.5mmJJ:§LJZf| 3§ rouo ;%:d) :0.08mm/rev
ep! ind hole e NS . N
# HHIA  AS052 2 JURS H16.SmmIER)T
B 20 [ | Ml 3b (1000h) B fe,, 1ADC12
~ utting ot ~ 1000 k- - - . Cﬂ]ﬁl]g}ﬁa%ﬂ II7TO—  Airblow
1,330 4718 =
1000 | - - - - (A . . . .t Brocon- - TN - - - - 26718
Broken
0
0
DLC KU I BEELERNY IV DLC KU J BEEOLERNY L

DLC Drill Uncoated Carbide Drill DLC Drill Uncoated Carbide Dirill
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Super smooth finished surface.
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Realize smooth chip discharge by DLC coat and
most suitable end mill design.
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Machined surface by DLC-mill Uncoated Carbide End Mill

Dry milling
PIEYS

I R3)L :10mm

End Mill

YIEEE :314m/min
Cutting speed

izgiz};-f :1,000mm/min
eel

#HIA  1A5052

Workmaterial [P =
YIHIBE] (T770— Arblow BEICLINE
Cutting fluid Broken

V)5A% :@p=15mm ae=2.5mm

Depth of cut

A5052. AC4AM DY Ty MNTICK DI TEFHS DL
Surface roughness by wet milling

PIEIESCS A5052 AC4D
IRV 10mm

End Mill

YIHIERE :314m/min
Cutting speed

gg&)“;ﬁ :1,000mm/min
ﬁu#{r . 1A5052,AC4A
TIHIhE] KM wer
Cutting fluid

PHIRE 11m

Milling Tength

12

S}
DLC-mill

DLC

I MHMM AN M“‘-r“‘"'-‘“a—? =
Ry=4.550m == Ry 4095;¢m

I

‘\ “,‘N\'\

TR EALIET R

Uncoated Carbide End Mill

L : “' “'\h."“

Ry=31. 5opm‘ Ry=9.432um |+

I EfEDLE ADC12 MIEESOLE A5052

Wear RSATHUIYNERAEDERE Surface roughness RSLTEHITYNEREDNIEAES
YT DLC is the eguivalent wear in wet DLC is the eguivalent surface roughness in wet

IRIJL 19mm B FEER BRER IRV 19mm
End Mill Flank wear Localized flank wear End Mil

EIHERE :572m/min (um) &0 FEINT Rouen (om) 4

Cuting speed IEIRE :286m/min
éiz)izf;{ :6,000mm/min L Cutting speed
ee

e XVEE :500mm/min
A :ADC12 %Eed
Workmaterial £ EIFIT Finish

EHEFl DLCINFTT R o 586m/min 4
Cutting fluid K51 oy . gﬂﬁ"{’%gd 1286m/ )j_g(g’
BANIRHERR Hgaopoo- YVERE  :3,000mm/min N
i g
KA wet o . a8
£ 140m ) fHIt | iAS052 3
g tenat FI4lEE DLCINTVT R 1
10 Cutting fuid T 7 50— i biow
NI ABRE
o KB wet .
DLCILFVT R TIIBREEEIRIL YIHIRE  :40m DLCILSYTR  TAIBEAMEEEISRIL
€ (=2K51) KB Milling length € (x778-) (9yMNT)
£ DLC-mill Radius Uncoated Carbide End Mill £ DLC-mill Radius Uncoated Carbide End Mill
[} (Dry) (Wet) [} (Air blow) (Wet)

0.1mm 0.1mm 5
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It can be processed into deep pocket milling continuously from slotting.

OIHINS Y A [CEBNIMADIRA L. KUV JICEBNEENRIR
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By the adoption of the end teeth which has excellent chip flow and
well-balanced three flutes, efficient slotting is possible.
High efficiency pocket milling of depth to 4 times of diameter is possible.
Even deep side milling is excellent in machining precision by high rigidity
design.

Non-step slotting of 1D depth is possible.

]
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IBE (fIE2E%) T IERE
Deep Side milling

RiFisit FEfES
Good finish surface roughness

filn&
EEIEL!

DLCI/V XAyh AT w2y
DLC-mill SLOT Long Shank

I IESES

I R2JL:10mm

End Mill

YIEIERE  :251m/min(8,000min’)

Cutting speed

*td)@*‘ :2,150mm/min(0.09mm/tooth)
Fee

HWiAA  :@p=25mm (13mm+12mm) de=1mm
Depth of cut

#wHIA  1A5052

Workmaterial

EIHIEE AKIEME wer

Cutting fluid
HIRE  28mhNT#
Milling Tength

MMIEENK
ﬂ“»

it dh

Competitor

<]

13mm
H2mm

25mm
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3 dimensions of high efficiency machining is possible.

OEEFRIHDINEL  RETFEECEBNDLCERZI -T2
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DLC coated Ball End Mill.
High efficiency milling by wide gash design.
High precision and excellent cutted surface.

DLCIILAR—IL
DLC-mill Ball

]
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Dry milling of Aluminum alloy DLC3JLAR—JL DLC-mill Ball

PIEIESE

I>RIJ)L R3mm

End Mill

YIHERE  471m/min
Cutting speed

Fﬁﬂd);zg :3000mm/min
ee

T))iA%  @p=0.2mm

Depth of cut Pf=02mm
#HIM  1A5052

Workmaterial

YIEME (T778— Airblow
Cutting fluid

ZILEEEOUIYNMIT
Wet milling of Aluminum alloy DLC3JVR—Jb  DLC-mill Ball

PEIESE

IK3J)L :R3mm
End Mill

YIHIRE  :471m/min
Cutting speed

f”)EF :3000mm/min

Feed

H))iA%  @p=0.5mm
Depth of cut P{=0.5mm
#WHlkt  1A5052
Workmaterial

YIHIE] KA wet

Cutting Fluid

FBEEEEAIEAR—JL T RIJL  Carbide Ball End Mill
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WAVY MILL

WAVY MILL NWEX BY[CDLCFy I DEZT 7 W=SEDRHEFN T =R

DLC coating for NWEX type release new chips

O EB— BNt EFEAS
BEEAHDVNEMEEMEICENS
OEERRSINT (T770-) Bk
ZEUCUINIREUID THr It e Fi8
OEEE—TE&mM.L
7S RBREEM DS EHE CERILZR L

Super fine finish Excellent anti-adhesion

Applicable to dry-milling(Air blow)
Stable chip discharge

Long tool life Steady Wear-resistant

WIEL VAT 6!
R YMIITIC! AUAJLIITIC! BRIOATIC! BHIDITIC!  {ESITC” T e
S —
0 Eég 1}0 >
o; 9 e
S il

HRTBERICKD, ITOTREAZERDED
[CIEDFET,

.NWEXEE:JU—Z“—% NWEX type product range

8 X N B S (mm) B
Model Type 14 ¢25 940 63 ¢80 125 -
NWEX 2000E ?ﬁg‘fj 14 m—— 3
tandard type
avoa4~
NWEX 2000EL o e 14 m— 40
Ry —
1 | NWEX 3000E . 25 63
sy a—hyA47
?r NWEX 3000ES Short type 50 W 63
aQvo94~
= | NWEX 3000EL oo 25 mmm— 40 |
BEEDS A
NWEX 3000E-C Conree i e 40 — 63
Y3—RBIEb YA
NWEX 3000ES-C Short & Coarse pitch type 50 W= 63
Zy(T7
5 NWEX 2000F Standard type 40 e 63
T | NWEX 3000F aacatid 40 m— 63
);/ Standard type
% | NwEx 3000R nes-1J 80 m— 25
7 Standard type
NI4T ——
NWEXF 3000R e 80 125
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fitaE L EIFEES
Anti-adhesion & Surface roughness

Gy V=100m/min V=500m/min
| Dry‘Ra=2.5 pum Wet/Ra=0.9 um Dry/Ra=0.5 um
AT O i .‘}. A A
G R RRRTRUA TN TV
o L G ) IR R\ ATRL ALY T e i
ER ?Q”! i': 5.”{__ t :é‘ i ilI; A 41_:‘{ }‘ F_Pl IiIII U l"\‘kl. _ii i Fﬁﬁ ﬂ n’,"'lj\y‘b: ﬁ’n’.r 'f\', WW"*M"‘% D
P : ¥, [ E 1 X L
C
Dry/Ra=0.6 um Dry/Ra=0.4 um =
117
:‘g’ol- A VAN e P

K41 1 ADC12

@®F YT Inserts

WAVY MILL NWEXEH
For WAVY MILL NWEX type

TSPk

PR 1 7.5m  HIHISEM [ 1=0.20mm/F. Aa=5mm. ar=10mm  Dry (—&BWet)

LIST 9438  &ifi (Unit) :mm

Fig.1 Fig.2
A @ik
e 2 ) -
- 1754
ML S iz J —ZR Tk ERKIVE
Code Material Nose Radius Figure Applicable types
NAXET123502PEFR-SNDL100 0.2
NAXET123504PEFR-SNDL100 0.4 Fig.1 | WAVY MILL NWEX 20003 1) —X
NAXET123508PEFR-SNDL100 NDL100 0.8
NAXET170502PEFR-SNDL100 0.2
NAXET170504PEFR-SNDL100 0.4 Fig.2 WAVY MILL NWEX 3000 1) — X
NAXET170508PEFR-SNDL100 0.8
X'sEITA/E—, X'sZEILUTrE—SHEEER
For X's-mill WAVY, X's-mill WAVY Multi
AR LIST 9356  &fi (Unit) :mm

Fig.1 ﬁ) 2 ‘E Fig.2 z E&WE“%#
eyl o Y JaiAS/Ee N FLE-OLES
3 7 P 5 e mm) | ERE@apcia, Asos2ise)
- YR (m/min) | 200 — 300 — 500
EfEL S MiE J=ZR | Ik HEWRARILE 10~22 [ =7
ggde \VETCIE M Nose Radius| Figure [  Applicable types t)i‘ug ;E(FTH}/ _ﬁ)) 0283 — g;g_ ?01050
I R=(M/Mmin — —
APET103504PDFRSN DLC100 0.4 | Figt | XSWiooots 2540 e n s /%) | 0.10— 0.15— 0.20
APET160504PDFRSN DLC100 | *-C'% [T02 | [ xswemsooom. = 0—aa | EPERE(m/min)| 200 — 500— 1000
APET160508PDFRSN DLC100 08 | F92 | XSWMM3000%! EO&8(mm/X) | 001 — 0.15—0.20

PROBENVEEETT, MTREBICEDE TREPDLETT,
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DLCRULL #2135 T s

5} | DLC Drills regular
L 2
c . L
U ’ 34
5 i {DLCLh7 [F%] 17
N TE#ME 1-74vJ ERHEE SRKA R_RUNE  vrvoRkeE
F—ET5E
DLCDREH LIST 9520 i (Unit) :mm/M
BR 25 [rooz| szmn BEE ‘ BE 2R [vr o | szmn
D L L d Price D L L d Price
2.0 15 47 3 3,660 7.8 48 92 8 11,600
2.1 15 47 3 4,070 7.9 48 92 8 11,600
2.2 16 48 3 4,070 8.0 48 92 8 11,600
2.3 16 48 3 4,070 8.1 53 103 10 12,200
2.4 17 49 3 4,070 8.2 53 103 10 12,200
2.5 17 49 3 4,070 8.3 53 103 10 12,200
26 17 49 3 4,830 8.4 53 103 10 12,200
2.7 19 51 3 4,830 8.5 53 103 10 12,200
2.8 19 51 3 4,830 8.6 55 105 10 12,800
2.9 19 51 8 4,830 8.7 55 105 10 12,800
3.0 19 51 3 4,830 8.8 55 105 10 12,800
3.1 21 53 4 5,340 8.9 55 105 10 12,800
3.2 21 53 4 5,340 9.0 55 105 10 12,800
3.3 21 53 4 5,340 9.1 58 108 10 13,400
3.4 24 56 4 5,340 9.2 58 108 10 13,400
3.5 24 56 4 5,340 9.3 58 108 10 13,400
3.6 24 56 4 5,980 9.4 58 108 10 13,400
3.7 24 56 4 5,980 9.5 58 108 10 13,400
3.8 27 59 4 5,980 9.6 60 110 10 13,900
3.9 27 59 4 5,980 9.7 60 110 10 13,900
4.0 27 59 4 5,980 9.8 60 110 10 13,900
4.1 27 71 6 6,670 9.9 60 110 10 13,900
4.2 27 71 6 6,670 10.0 60 110 10 13,900
4.3 31 75 6 6,670 10.1 66 123 12 14,500
4.4 31 75 6 6,670 10.2 66 123 12 14,500
4.5 31 75 6 6,670 10.3 66 123 12 14,500
4.6 31 75 6 6,890 10.4 66 123 12 14,500
4.7 31 75 6 6,890 10.5 66 123 12 14,500
4.8 33 77 6 6,890 10.6 68 125 12 15,200
4.9 33 77 6 6,890 10.7 68 125 12 15,200
5.0 38 82 6 6,890 10.8 68 125 12 15,200
GHl 38 82 6 8,220 10.9 68 125 12 15,200
5.2 38 82 6 8,220 11.0 68 125 12 15,200
5.3 38 82 6 8,220 11.1 71 128 12 15,700
5.4 38 82 6 8,220 11.2 71 128 12 15,700
5.5 38 82 6 8,220 11.3 71 128 12 15,700
5.6 41 85 6 8,980 11.4 71 128 12 15,700
5.7 41 85 6 8,980 11.5 71 128 12 15,700
5.8 41 85 6 8,980 11.6 73 130 12 16,300
5.9 41 85 6 8,980 11.7 73 130 12 16,300
6.0 41 85 6 8,980 11.8 73 130 12 16,300
6.1 41 85 8 9,800 11.9 73 130 12 16,300
6.2 41 85 8 9,800 12.0 73 130 12 16,300
6.3 41 85 8 9,800
6.4 41 85 8 9,800
6.5 41 85 8 9,800
6.6 43 87 8 10,400
6.7 43 87 8 10,400
6.8 43 87 8 10,400
6.9 43 87 8 10,400
7.0 43 87 8 10,400
7.4 45 89 8 11,000
7.2 45 89 8 11,000
7.3 45 89 8 11,000
7.4 45 89 8 11,000
7.5 45 89 8 11,000
7.6 48 92 8 11,600
7.7 48 92 8 11,600

10



1 DLCMD
DLC?A/20RUJL D sots

DLC Microdrills D
2 d)DS L
L C
K
L C a w 30° Jox )
Y ~33] h7 I
- IE#ME 1-74V7 BRFSE SR/ RUNE YrIIRHEE
F—IFE
7
DLCMDEA LIST 9524 it (Unit) :mm/M
B ER 2R |y IR | SEME B BR 2R |y | SEME
D L L d Price D L L d Price
0.5 6 44 3 3,300 1.3 15 47 3 3,300
0.6 7 44 3 3,300 1.4 15 47 8 3,300
0.7 9 44 3 3,300 1.5 15 47 3 3,300
0.8 10 44 3 3,300 1.6 15 47 3 3,660
0.9 11 44 3 3,300 1.7 15 47 3 3,660
1.0 12 47 3 3,300 1.8 15 47 8 3,660
11 14 47 3 3,300 1.9 15 47 3 3,660
1.2 15 47 3 3,300
BEVIHISRF
DLCZ4//aRKYIV/DLC FUIVLF 15— DLC Microdrills/DLC Drills regular
-
9xvbEZAMINI wet & MQL process
il =LA 0
W:ﬁi“gfﬁal HTILI=I L FIVIZJLAR  Auminum Alloys FILI=I LA LEY Has
Aluminum " A Aluminum Alloy Casting Copper Alloys
— Si.Mg-Si% MgF Zn-Mg% et [
ULIESSS w7 4032, 6061 5052 7075 geries GiEy
Drilling Condition
— ElEH %) RE ElE% 3089 4 El## p-J0F:3: 4 ElE% ) RE El## p-J0F:3: 4 [EIE%4 %) RE
IEE (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Drill Dia. min™ mm/min min”' mm/min min”' mm/min min”' mm/min min”' mm/min min”' mm/min
0.5 60000 360 58000 360 60000 360 60000 450 60000 450 38000 280
1 50000 750 38000 580 50000 750 50000 900 48000 860 25000 450
2 40000 1400 24000 860 32000 1200 32000 1300 29000 1200 16000 640
3 26500 1400 16000 860 21000 1200 21000 1300 19000 1200 10500 640
5 16000 1400 9600 860 12700 1200 12700 1300 11500 1200 6400 640
8 10000 1400 6000 860 8000 1200 8000 1300 7200 1200 4000 640
10 8000 1400 4800 860 6400 1200 6400 1300 5700 1200 3200 640
12 6600 1400 4000 860 5300 1200 5300 1300 4800 1200 2650 640
I~5411I]I (IT?D—) Dry process(Air blow)
i I=YLD 0
W:ﬁi‘gzial HTILI=I L FIVIZJLAE  Auminum Alloys FILI=I LA LEY Has
Aluminum " A Aluminum Alloy Casting Copper Alloys
E— Si.Mg-Si% MgF Zn-Mg® A g e
ULESSS Wiy 4032, 6061 5052 7075 FELEE EiEy
Drilling Condition
— ElEH %) RE EE% ) RE El## p-J08:3: 4 ElE% ) RE El## p-J08:3: 4 ElEH %) RE
EE (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Drill Dia. min™ mm/min min”' mm/min min”' mm/min min”' mm/min min”' mm/min min”' mm/min
0.5 30000 120 38000 150 45000 220 38000 190 22000 110
1 20000 200 25000 250 30000 360 25000 300 15000 180
2 12500 330 16000 420 19000 580 16000 480 9500 280
3 A\ 8500 330 10600 420 12700 580 10600 480 6400 280
5 Nouse 5100 330 6400 420 7600 580 6400 480 3800 280
8 3200 330 4000 420 4800 580 4000 480 2400 280
10 2550 330 3200 420 3800 580 3200 480 1900 280
12 2100 330 2650 420 3200 580 2650 480 1600 280
DLCMD/DLCDR
1.DLC KU TIVIZI LE R SRE L L EDIEHKEBRHDRIILTY, 1. DLC Drills are available in Nonferrous Metals such as Aluminum, Copper Alloys.
BEEOAYYLRICIGELEE A, Not suitable for very hard beryllium Copper.
2. =S SIREIC BB RETHEERRRICIEU TR EEERL TSN, 2. Adjust drilling condition when unusual vibration, different sound occur by cutting.
3. YIHLEEIS AN TR RIVEANHHICHIEL TR, 3. Provide sufficent amount cutting fluid to the cutting point and in the flute.
4. COYIHISMERIE R HZRESDLUITISEA S, 4. Use the table values for drilling depths under 3XD.
5. Né\REIDEHBABIHE IS EEHEH)REE20% FIF T, 5. When for hole depth more than 3XD, reduce the rotation and feed by 20%
6. N\ HRENIDEBA BB EICERT Y TITET TSN, 6. When for hole depth more than 3XD deep, add step seediing.
72U HEHIM R I TRAFICEDV G THEEMD BAL B2 BYET , ZDBEICHFIED RRELLT However, a work material and drilling condition to Chip removal may be worse. In that case, add
TH>TORTY TENELTLEBL, A even if drilling depth 3XD is as follows.
7. 27y T ENEIARDO EBEETRLTERLY, 7. In step feed, return to the entrance hole.
8. 27y 7 &130.2~1DFERICL AR, BR1TmMmU T D5 E(12130.1~0.2DSHNTT, 8. Step feed interval is about 0.2~1XD. In drill diameter of 1.0mm or less , about 0.1~0.2XD.
9. KUILOIRNE0.02mmIU FICHEIA TF vy F 7L TR, 9. Adjust the drill run out to 0.02mm or less.
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DLCHD

DLC/\1LZXARUJL

DLC-HSS Drrills

EaSSN

¢Dc|
2

Dc>14
3L—F
Des1a DLC [/ h}' 32° [0t
(14 ~38] h7
F—57% IRME 1-7(v BEWEE KWA WUNE  YrooBEEE
DLCHD [ LIST 544 B (Unit) :mm/f
HE 2R | svvE | sEmE mE wE 2R | S VB | BEEE mE s 2R | LvE | pEER
D L L d Price D L L d Price D L L d Price
1.0 12 50 3 850 55 57 99 6 1,450 10.0 87 137 10 3,150
1.1 14 50 3 788 5.6 57 99 6 1,840 10.1 87 144 12 4,160
1.2 16 50 3 788 5.7 57 99 6 1,840 10.2 87 144 12 4,160
1.3 16 50 8 788 5.8 57 99 6 1,840 10.3 87 144 12 4,160
1.4 18 50 3 788 5.9 57 99 6 1,840 10.4 87 144 12 4,160
1.5 18 50 3 788 6.0 57 99 6 1,670 10.5 87 144 12 3,830
1.6 20 56 3 788 6.1 63 107 8 2,060 10.6 87 144 12 4,580
1.7 20 56 3 706 6.2 63 107 8 2,060 10.7 94 151 12 4,580
1.8 22 56 3 706 6.3 63 107 8 2,060 10.8 94 151 12 4,580
1.9 22 56 3 706 6.4 63 107 8 2,060 10.9 94 151 12 4,580
2.0 24 56 3 706 6.5 63 107 8 1,840 11.0 94 151 12 3,970
21 24 56 3 821 6.6 63 107 8 2,090 11.1 94 151 12 5,120
2.2 25 56 3 821 6.7 63 107 8 2,090 11.2 94 151 12 5,120
2.3 25 56 3 821 6.8 69 113 8 2,090 11.3 94 151 12 5,120
2.4 30 64 3 821 6.9 69 113 8 2,090 11.4 94 151 12 5,120
215) 30 64 3 706 7.0 69 113 8 1,960 118 94 151 12 4,690
2.6 30 64 3 792 741 69 113 8 2,160 11.6 94 151 12 5,550
2.7 33 64 3 792 7.2 69 113 8 2,160 11.7 94 151 12 5,550
2.8 33 64 3 792 7.3 69 113 8 2,160 11.8 94 151 12 5,550
2.9 33 64 3 792 7.4 69 113 8 2,160 11.9 101 158 12 5,550
3.0 33 64 3 647 7.5 69 113 8 2,160 12.0 101 158 12 4,760
3.1 36 71 4 821 7.6 75 119 8 2,410 121 101 158 12 6,030
3.2 36 71 4 821 7.7 75 119 8 2,410 12.2 101 158 12 6,030
3.3 36 71 4 821 7.8 75 119 8 2,410 12.3 101 158 12 6,030
3.4 39 71 4 821 7.9 75 119 8 2,410 12.4 101 158 12 6,030
3.5 39 71 4 821 8.0 75 119 8 2,260 12,5 101 158 12 5,550
3.6 39 71 4 982 8.1 75 125 10 2,660 12.6 101 158 12 6,400
3.7 39 71 4 982 8.2 75 125 10 2,660 12.7 101 158 12 6,400
3.8 43 75 4 892 8.3 75 125 10 2,660 12.8 101 158 12 6,400
3.9 43 75 4 982 8.4 75 125 10 2,660 12.9 101 158 12 6,400
4.0 43 75 4 892 8.5 75 125 10 2,410 13.0 101 158 12 5,700
41 43 89 6 1,180 8.6 81 131 10 2,410 13.5 108 168 16 —
4.2 43 89 6 1,080 8.7 81 131 10 2,980 14.0 108 168 16 —
4.3 47 89 6 1,180 8.8 81 131 10 2,980 14.5 114 173 16 -
4.4 47 89 6 1,180 8.9 81 131 10 2,980 15.0 114 180 20 -
4.5 47 89 6 1,080 9.0 81 131 10 2,480 15.5 120 185 20 -
4.6 47 89 6 1,390 9.1 81 131 10 3,310 16.0 120 185 20 —
4.7 47 89 6 1,390 € 81 131 10 3,310 16.5 125 189 20 -
4.8 52 94 6 1,390 9.3 81 131 10 3,310 17.0 125 189 20 —
4.9 52 94 6 1,390 9.4 81 131 10 3,310 17.5 130 194 20 -
5.0 52 94 6 1,260 9.5 81 131 10 3,050 18.0 130 194 20 -
5.1 52 94 6 1,260 9.6 87 137 10 3,730 18.5 135 198 20 -
5.2 52 94 6 1,450 9.7 87 137 10 3,730 19.0 135 206 25 -
5.3 52 94 6 1,620 9.8 87 137 10 3,730 19.5 140 210 25 -
5.4 57 99 6 1,620 9.9 87 137 10 3,730 20.0 140 210 25 -
E#13.5~20.0mmEHERIEEEERTT .
Eﬁw ‘ﬁ,u%ﬁ D:13.5~20.0mm Available for Japan customers only
DLC/N AKYJV DLC-HSS Drills
Wjﬁfﬂ“atj;ia\ HPINI=L FIVIZYLAE  Auminum Alloys LI LA S N
Aluminum " _qi o Aluminum Alloy Casting Copper Alloys
e 1017 i;:shg?e(s)g: “;35’35 Z';xg* AC.ADC C1100
Drilling Condition
— ElE% B EE EEH V) EE [EIE 724 %) RE [EL V) EE [EIE 724 ) EE ElE% K EE
B (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Drill Dia. min™ mm/min min™' mm/min min™ mm/min min” mm/min min™ mm/min min”' mm/min
1 30600 910 20400 610 25500 890 20400 570 20400 570 15300 430
2 19100 1110 12700 760 15900 1100 12700 710 12700 710 9600 540
3 12700 1110 8500 760 10600 1100 8500 710 8500 710 6400 540
5 7600 1110 5100 760 6400 1100 5100 710 5100 710 3800 530
8 4700 1110 3200 760 4000 1100 3200 720 3200 720 2400 540
10 3800 970 2500 640 3200 960 2500 600 2500 600 1900 460
12 3200 820 2100 540 2700 810 2100 500 2100 500 1600 380
16 2400 650 1600 440 2000 640 1600 410 1600 410 1200 310
20 1900 480 1300 330 1600 480 1300 310 1300 310 1000 240
DLCHD

. COYNHISR AR EIHI AR EERALBE T,

. CIHIAFIE AN TR RILEAFSICHIRL TS,
RH\FREHIDEHBABH BTy TINTEITH>TLIEEN,

72U AREIA R D TERAFC IV TR MED B LB ZEN BN ET . ZDBEICIRFTE DRRSUT
TH>TOAT Y TEELTLEL,

ATy TRENEARD LEETRL TSN,

27y T 8I130.5~1DEERICL TSN, /MEIZ0.2~0.5D<BNTT

w N

[SIFN

1 2 6. ALyhFru 7 3= T F oy U EEREEN,

W o=

A

. The table values are for drilling with water soluble cutting fluid.

Provide sufficent amount cutting fluid to the cutting point and in the flute.

. When for hole depth more than 3XD deep, add step seediing.

However, a work material and drilling condition to Chip removal may be worse. In that case, add
A even if drilling depth 3XD is as follows.

In step feed, return to the entrance hole.

Step feed interval is about 0.5~1XD. In small diameter, about 0.2~0.5XD.

. Use a collet chuck, milling chuck.



1 2DLCM

— —
DLC=)V 7IL=H
DLC-mill for Aluminum @ ¢Dc| §
Al | h6

F—5H% T8 1747 RUNA #ryvasuk vevoEes
2DLCMEH LIST 9330 i (Unit) :mm/F3
BR 2R |V oR | EE |BEER #E 2R || fHE |SEMmE

D L L d Stock Price D L L d Stock Price

1 3 40 4 [} 4,140 7 16 60 8 o 6,860

1.1 3 40 4 0 = 71 16 60 8 0 =

1.2 3 40 4 0 — 7.2 16 60 8 O —

1.3 3 40 4 0 = 7.3 16 60 8 0 =

1.4 3 40 4 0 — 7.4 16 60 8 O —

1.5 4 40 4 ([ ) 4,140 7.5 16 60 8 O =

1.6 4 40 4 O — 7.6 19 60 8 0 — D

1.7 4 40 4 | — oatl 19 60 8 | —

1.8 5 40 4 0 — 7.8 19 60 8 O — L

1.9 5 40 4 O — 7.9 19 60 8 O — C

2 6 40 4 [ ) 4,090 8 19 60 8 [ ) 7,450 E

2.1 6 40 4 0 = 8.1 19 70 10 0 = u,

2.2 6 40 4 0 — 8.2 19 70 10 0 —

2.3 6 40 4 0 — 8.3 19 70 10 0 =

2.4 8 40 4 0 — 8.4 19 70 10 0 —

2.5 8 40 4 ([ ) 4,090 8.5 19 70 10 0 =

2.6 8 40 4 0 — 8.6 19 70 10 0 —

2.7 8 40 4 0 = 8.7 19 70 10 0 =

2.8 8 40 4 0 — 8.8 19 70 10 0 —

2.9 8 40 4 O -~ 8.9 19 70 10 O —

3 8 45 6 o 4,090 9 19 70 10 [ ] 9,490

3.1 8 45 6 0 = 9.1 19 70 10 0 =

3.2 8 45 6 0 — 9.2 19 70 10 0 —

313 8 45 6 0 = 9.3 19 70 10 0 =

3.4 10 45 6 O — 9.4 19 70 10 O —

3.5 10 45 6 ( ) 5,140 9.5 19 70 10 O —

3.6 10 45 6 O — 9.6 22 70 10 O —

3.7 10 45 6 O = 9.7 22 70 10 O —

3.8 11 45 6 0O — 9.8 22 70 10 ] —

3.9 11 45 6 0 — 9.9 22 70 10 O =

4 11 45 6 [ 5,140 10 22 70 10 [ ] 9,260

4.1 11 45 6 O — 10.1 22 75 12 ] =

4.2 11 45 6 O — 10.2 22 75 12 ] —

4.3 11 45 6 O = 10.3 22 75 12 0 =

4.4 11 45 6 O — 10.4 22 75 12 0 —

4.5 11 50 6 ([ ) 5,540 10.5 22 75 12 0 =

4.6 11 50 6 O — 10.6 22 75 12 0 —

4.7 11 50 6 O = 10.7 22 75 12 0 =

4.8 13 50 6 O — 10.8 22 75 12 0 —

4.9 13 50 6 O = 10.9 22 75 12 0 =

5 13 50 6 [ ) 5,540 11 22 75 12 [ ) 12,200

5.1 13 50 6 O = 11.1 22 75 12 0 =

5.2 13 50 6 O — 11.2 22 75 12 0 —

519 13 50 6 0 = 11.3 22 75 12 0 =

5.4 13 50 6 O — 11.4 22 75 12 0 —

55, 13 50 6 ([} 6,270 11.5 22 75 12 0 =

5.6 13 50 6 O — 11.6 26 75 12 0 —

5.7 13 50 6 0 = 11.7 26 75 12 0 —

5.8 13 50 6 0 — 11.8 26 75 12 0 —

5.9 13 50 6 O — 11.9 26 75 12 O —

6 13 50 6 [ J 5,750 12 26 75 12 [ 12,600

6.1 16 60 8 O — 16 32 90 16 [ 23,700

6.2 16 60 8 O — 20 38 100 20 [ 40,000

6.3 16 60 8 O = g oy _ : __

6.4 16 60 8 o | - vl o Jepan Cusimerscry JH (mm) Dlo ot il | g5 (mrm)

6.5 16 60 8 O = 3 —0.014~—0.028

6.6 16 60 8 0O _ 3 6 —0.020~-0.038

6.7 16 60 8 ] — o - 50550085

6.8 16 60 8 ] — v ORHRE N6

6.9 16 60 8 0 . Tolerance of Shank Dia

i %&4F Cutting Condition » P.15 IR}



1 2DLCSC SL2DLCSC

DLCEJV Yv—J3—7F2A DLCINOYY Y+—71—F28H

14

DLC-mill Sharp Corner DLC-mill Long Sharp Corner
&[T ST
[DLC{30711 [ g E{DLC|30TA1 [ e
T8k I8HE 1-74Y9 RUNA Yr-73-F veuoEkas =5 HE IBHE 1-74Y9 RUNA Yv-73-F YrvoRkas
2DLCSCEA LIST 9378 i (unin:mmm  SL2DLCSC HE LIST 9380 & (Unit) :mm/F
AR 2R | Yrior | EmE P &R | D oE | BEMEE
D L L d Price D L L d Price
D 1 3 40 4 4,140 3 12 50 6 6,030
L 1.5 4 40 4 4,140 3.5 15 50 6 6,290
Cc 2 6 40 4 4,090 4 17 50 6 6,290
= 2.5 8 40 4 4,090 4.5 17 50 6 7,500
™ 3 8 45 6 4,090 5 20 60 6 7,500
% 3.5 10 45 6 5,140 6 20 60 6 8,160
4 11 45 6 5,140 7 25 70 8 9,480
4.5 11 50 6 5,540 8 30 80 8 10,300
5 13 50 6 5,540 9 30 90 10 13,000
6 13 50 6 5,750 10 34 90 10 14,000
7 16 60 8 6,860 11 34 90 12 16,400
8 19 60 8 7,450 12 40 90 12 17,200
9 19 70 10 9,490 16 50 115 16 35,400
10 22 70 10 9,260 20 56 125 20 51,000
11 22 75 12 12,200 _ _
12 26 75 12 12,600 JaTimm e e mm)
16 32 90 16 23,700 3 —0.014~-0.028
20 38 100 20 40,000 3 6 | —0.020~-0038
6 10 —0.025~-0.047
10 —0.032~-0.059
Y VORHBE h6
Tolerance of Shank Dia
S »
BEUDHISREF
DLCSV +—72a—F28F/DLCINAYY Y+—TaA—F28F)
DLC-mill Sharp Corner/DLC-mill Long Sharp Corner
w%fi:]ﬂ' | TILI=Y L TIVIZ)LESR  Auminum Alloys TILIZY LA &Y SHes
Gl Aluminum i -Si Aluminum Alloy Casting Copper Alloys - N
IR 1070 o) e i AC.ADC G100 it
oSt | s [ mvme | mEm | wome | mes | 2ose | @em | @osE | Dew | XURE | BER | 20EE
514 (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Mill min”' mm/min min”' mm/min min”' mm/min min”' mm/min min”' mm/min min”! mm/min aptlj
2 50000 1000 11500 230 38000 760 38000 840 34000 750 15300 240 LEJ
3 41000 1200 9600 300 32000 1000 32000 1100 29000 960 12700 300
5 25000 1300 5700 300 19000 1000 19000 1100 17000 960 7600 310
6 21000 1300 4800 300 16000 1000 16000 1100 14000 960 6400 310 EPE%%?%‘%
8 16000 1300 3600 300 12000 1000 12000 1100 10700 960 4800 310
10 12000 1300 2900 300 9600 1000 10000 1100 8600 960 3800 310
12 10000 1300 2400 300 8000 1000 8000 1100 7200 960 3200 310 ap
16 7800 1300 1800 300 6000 1000 6000 1100 5400 960 2400 310 e
20 6200 1300 1400 300 4800 1000 4800 1100 4300 960 1900 310
@ENT | 1.50 (87 3D) . O S G
ae 0.2D (O>% 0.1D) [01D (A7 0.05D)
BMI |a 1.0D (A2 Ji3#EA L &)
2DLCSC/sSL2DLCSC
1. RELEMIETEI-OBEDSO N - RV A —EHERAL TSN, 1. Use precise machine and holder.
2. V=T A—FDHFEEIRFIHB NI Ty CIEREE, 2. Use in MQL condition or wet condition in case of Sharp corner.
3. AX T v —TA—FIEE)REE50%EL TS, 3. Reduce only the feed to 50% of table values in case of DLC-mill Long Sharp Corner.
4. BT OHEFEEEET0%. E R EE25%CL TS, 4. When grooving, reduce the rotation to 70% , and the feed to 25% of table values.



-1 2DLCM-R

DLCS)L SI7AR

DLC-mill Radius
S @ ¢Dc| |
S-— ,
@iE|DLC45] ne
h6
F—H7E IE#E 1-F4V9 RQUNE YrUsBHeE
2DLCMEE REE==ZA LIST 9302 ¥4 (Unit) imm/F
SE O—FFEZ ESSE 2R | v R | SEMmE SE O—FFEZ PESES 2R |[Iv VR | BEME
D r L L d Price D r L L d Price
2 0.2 6 40 4 6,340 12 0.5 26 75 12 15,300
3 0.2 8 45 6 6,870 12 1 26 75 12 15,300
3 0.5 8 45 6 6,870 12 2 26 75 12 17,400
4 0.2 11 45 6 7,090 16 0.5 32 90 16 30,100 D
4 0.5 11 45 6 7,070 16 1 32 90 16 30,100 L
O 0.2 13 50 6 8,050 16 2 32 90 16 31,200 (o
(&) 0.5 13 50 6 8,050 16 & 32 90 16 30,100 =
6 0.3 13 50 6 8,610 20 0.5 38 100 20 44,100 ,TI
6 0.5 13 50 6 8,610 20 1 38 100 20 44,100
6 1 13 50 6 8,610 20 2 38 100 20 52,800
7 0.3 16 60 8 10,400 20 3 38 100 20 44,100
7 0.5 16 60 8 10,400 A =
& (mm)_Dia. of Mill 22832 (mm) O—¥& FrazE (mm)
7 1 16 60 8 10,400 ZHBA Above L‘FFOUQ t‘o ?o\erar:g;n Corner Radius ?Dlsrance
8 0.3 19 60 8 10,600 3 —0.014~-0.028 0.2 £0.015~0
8 0.5 19 €0 8 10,600 : o oose—0oar o 150500
8 1 19 60 8 10,600 0 ~0.032~-0.059 10 +0.030~0
10 0.3 22 70 10 12,800 YU IRERE  h6 2.0 +0.050~0
10 0.5 22 70 10 12,300 Tolerance of Shank Dia 3.0
10 1 22 70 10 12,300
S s
EEVIHISRF
DLCIJ)V 7IIA/DLCINV FTUTFR
DLC-mill for Aluminum/DLC-mill Radius
HHIAA FIIZYL TIVIZJLES  Auminum Aloys TIVI=Y LA EEY FVON
porihstenay Aluminum Si.Mg-Si% MgH Ny Aluminum Alloy Casting Copper Alloys SENTOES
e 1070 2032 5061 050 2"7(';’;%57‘ AC.ADC C1100 Grooving
Mo | e [ mome | men | xvee | Ben | xvee | Ben | xvse | Bes | 202 | BEH | EUEE
544 (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed a
Dia. of Mill min”" mm/min min’’ mm/min min’’ mm/min min’' mm/min min’' mm/min min’' mm/min °
2 50000 1000 11500 230 38000 760 38000 840 34000 750 15300 240 LEJ
3 41000 1200 9600 300 32000 1000 32000 1100 29000 960 12700 300
5 25000 1300 5700 300 19000 1000 19000 1100 17000 960 7600 310 BENTOES
6 21000 1300 4800 300 16000 1000 16000 1100 14000 960 6400 310 Side Milling
8 16000 1300 3600 300 12000 1000 12000 1100 10700 960 4800 310
10 12000 1300 2900 300 9600 1000 10000 1100 8600 960 3800 310 ]
12 10000 1300 2400 300 8000 1000 8000 1100 7200 960 3200 310 EDI
16 7800 1300 1800 300 6000 1000 6000 1100 5400 960 2400 310 Be,|
20 6200 1300 1400 300 4800 1000 4800 1100 4300 960 1900 310
BEmT 1.5D O S b
ac 0.2D 0.1D )
EMI |a 0.5D (R4 IITDH4E In dry-milling) 1D (VY MITNOHE In wet-milling)
2DLCM/2DLCM-R
1. EREEORSEEHN ERIGELEVISE I RS REGEH TIHEAESL, 1. When using low speed machines, use the maximum speed and adjust the feed rate.
ZDHE EVEEBRCERTTIF TR, 2. In wet-milling, increase 1.25 times of feed.
2. 7yMIIDHEE EROZFE)REE.25EICL TS, 3. In groove milling, reduce the rotation to 70%, and the feed to 25% of table values.
3. BT OB E I EEHE70%. X REE25%I-L TSV, 4. In dry-milling, recommend air blow.
4. RIIMMIOBERIT7 IO HRLET,

15



shoro

16

o] DLCSLTLS

DLCE)L AO0vbOY T I+v20

DLC-mill SLOT Long Shank

A it

SmE

ATk - IAME 1-7¥7 BUNR Fryvasyk vryoEess
DLCSLTLSEHA LIST 9390 &t (Unit) :mm/F3
Sz N& BHFRS &R B Yy IR | BEMK
D L L1 L di d Price
2 3 8 50 1.9 4 5,600
3 4.5 12 60 2.9 6 4,960
4 6 16 60 3.8 6 5,140
5 7.5 20 60 4.8 6 5,530
6 9 24 60 5.8 6 5,690
7 10.5 = 80 = 6 8,410
8 12 34 80 7.7 8 7,490
sE > B
9 13.5 = 90 = 8 10,100 b o1
10 15 42 100 9.7 10 8,890
11 16.5 = 120 = 10 15,300 S (mm) Dia. of Mill 82 (mm)
12 18 50 120 11.7 12 11,900 Z#BA Above| LI Up to Tolerance
- 3 —-0.014~-0.028
13 i9i5 = 130 = 12 19,500 3 6 —0.020~-0.038
16 24 66 160 15.5 16 22,100 6 10 —0.025~-0.047
17 25.5 - 170 — 16 38,700 10 _ —0.032~-0.059
20 30 82 200 195 20 36,600 Y0y SEHEE | h6
Tolerance of Shank Dia
EEUIRISRF
DLCINZROYhAY TS +/% DLC-mill SLOT Long Shank
s
NARE BIEMI conventional Condition Side Milling
il . TIIZILER TIVIZ) LA &Y
Work Material TIVIZ) L Aluminum Alloys Aluminum Alloy Casting HEs
S Aluminum Copper Alloys
B 1070 Si% MgF Mg-Si% Cu.Zn-Mg% Si ~12% Si12% C1100
Miling Condition 4032 5052 6061 2014.7075 AC2A.AC8C ADC12
B | RURE | EEH | XUERE | BEH | RURE | DR | RXUERE | BEY | XURE | @RS | XURE | @RS | XURE | @ERE | XURE
442 (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Milling min™ mm/min min”' mm/min min”' mm/min min”'min”' mm/min min”' mm/min min”' mm/min min”' mm/min min”' mm/min
3 34500 2400 21300 1300 26600 1700 23900 1440 23400 1330 23900 1440 22600 1290 10700 480
4 25900 3100 16000 1600 19900 2200 18000 1900 17600 1720 18000 1900 17000 1660 8000 700
6 17300 3300 10700 1700 13300 2300 12000 2000 11700 1810 12000 2000 11300 1740 5400 700
8 13000 3500 8000 1800 10000 2400 9000 2100 8800 1910 9000 2100 8500 1840 4000 700
10 10400 3500 6400 1800 8000 2400 7200 2100 7100 1920 7200 2100 6800 1840 3200 700
12 8700 3500 5400 1800 6700 2500 6000 2100 5900 1920 6000 2100 5700 1850 2700 700
13 7900 3500 4800 1800 6100 2500 5500 2100 5400 1920 5500 2100 5100 1850 2400 700
16 6500 3300 4000 1600 5000 2300 4500 1900 4400 1800 4500 1900 4200 1700 2000 600
17 6000 3100 3700 1580 4600 2200 4200 1900 4100 1800 4200 1900 4000 1800 1900 600
20 5200 2700 3200 1400 4000 1900 3600 1600 3500 1500 3600 1600 3400 1500 1600 500
ap=1.2D ae=0.2D
s
AR @I  conventional Condition Grooving
WA e TIIZ)LEE TIVIZ) LEEHEY
Work Material FIVIZ )L Aluminum Alloys Aluminum Alloy Casting
— Aluminum
eSS 1070 SiF Mg% Mg-SiF% Cu.zn-Mg% Si ~12% Si12% BENIOBE
Milling Condition 4032 5052 6061 2014.7075 AC2A.AC8C ADC12 Grooving
. Eldgy | REE | B | RUEE | RS | RURE | @R | EURE | RN [ EURE | OERS |EURE | @iy |[XUVEE
& (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed a
Dia. of Milling min”' mm/min min”' mm/min min”' mm/min min™' mm/min min”' mm/min min™' mm/min min”' mm/min P
D
3 34500 2100 21300 1100 26600 1500 23900 1230 23400 1140 23900 1230 22600 1100 L—"
4 25900 2300 16000 1200 19900 1600 18000 1400 17600 1240 18000 1400 17000 1200
6 17300 2400 10700 1200 13300 1700 12000 1400 11700 1290 12000 1400 11300 1250 g”ﬁﬁ}mgﬁ
ide Milling
8 13000 2500 8000 1300 10000 1700 9000 1500 8800 1340 9000 1500 8500 1290
10 10400 2500 6400 1300 8000 1700 7200 1500 7100 1350 7200 1500 6800 1290 2
b
12 8700 2500 5400 1300 6700 1700 6000 1500 5900 1340 6000 1500 5700 1300 ae
13 7900 2500 4800 1300 6100 1700 5500 1500 5400 1340 5500 1500 5100 1300
16 6500 2300 4000 1200 5000 1600 4500 1400 4400 1300 4500 1400 4200 1200 D: g—i: I;fEr\jll:l?é
17 6000 2300 3700 1100 4600 1500 4200 1300 4100 1200 4200 1300 4000 1200
20 5200 2100 3200 1000 4000 1400 3600 1200 3500 1100 3600 1200 3400 1100
ap=1.0D




BEAEUIHISRG

DLCI)NAOYbAYYJ 2% >% DLC-mill SLOT Long Shank

BERMF EIMI Hieh Speed Condition Side Milling

1) - TIIZULER TIVIZI LAY
Work Material TIVIZI L Aluminum Alloys Aluminum Alloy Casting REE
— Aluminum Copper Alloys
PLIES:S 1070 Si% MgF Mg-Si% Cu.Zn-Mg% Si ~12% Si12% C1100
Milling Condition 4032 5052 6061 2014.7075 AC2A.AC8C ADC12
B | XUEE| BEH | XUERE | BER (RUERE | BEH | XUERE | BES | XURE | BEH | RUERE | BEH | XUERE | BEH | RUERE
$44% (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Milling min”' mm/min min”! mm/min min™ mm/min min”'min”' mm/min min™ mm/min min™ mm/min min”' mm/min min™ mm/min
3 62100 5200 38200 2600 47800 3700 43000 3090 42100 2870 43000 3090 33500 2280 19100 1020
4 51800 7400 31900 3800 39800 5200 35900 4500 35100 4100 35900 4500 27900 3260 16000 1500
6 38000 8600 23400 4400 29200 6000 26300 5200 25700 4750 26300 5200 20500 3790 11700 1700
8 31100 9900 19100 5000 23900 6900 21500 5900 21100 5470 21500 5900 16800 4360 9600 2000
10 24900 9900 15300 5000 19100 6900 17200 5900 16900 5480 17200 5900 13400 4350 7700 2000
12 20700 9900 12800 5000 16000 7000 14400 6000 14100 5490 14400 6000 11200 4360 6400 2000
13 19000 9900 11700 5000 14600 7000 13200 6000 13000 5500 13000 6000 10000 4400 5900 2000 D
16 15500 9300 9500 4700 11900 6500 10700 5600 10500 5200 10700 5600 8400 4100 4800 1800 L
17 13300 8500 8200 4300 10300 6000 9300 5200 9100 4700 9300 5200 7200 3800 4100 1700 c
—
20 10300 6500 6400 3300 8000 4600 7200 3900 7000 3600 7200 3900 5600 2900 3200 1300 -
ap=1.2D ae=0.1D v

EE%# %”HI High Speed Condition Grooving

il - TIVIZ)LESR TIVIZ) LA &Y
Work Material FIVI=J s Aluminum Alloys Aluminum Alloy Casting
— Aluminum
S 1070 Si% Mg Mg-Si% Cu.Zn-Mg% Si ~12% Si12%
o - 4032 5052 6061 2014.7075 AC2A.AC8C ADC12
illing Condition
B | XUERE | BEH | XUEE | BEH | XURE | BEH | XUEE | BER | XURE | BER | XURE | BEH | XUERE
4+£Z (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Milling min—1 mm/min min’' mm/min min”' mm/min min 'min”' mm/min min”' mm/min min’' mm/min min"' mm/min
3 62100 3700 38200 1900 47800 2600 43000 2210 42100 2050 43000 2210 33500 1630
4 51800 4500 31900 2300 39800 3200 35900 2700 35100 2470 35900 2700 27900 1960
6 38000 5200 23400 2600 29200 3600 26300 3100 25700 2840 26300 3100 20500 2260
8 31100 5800 19100 2900 23900 4100 21500 3500 21100 3200 21500 3500 16800 2550
10 24900 5800 15300 2900 19100 4100 17200 3500 16900 3200 17200 3500 13400 2540
12 20700 5800 12800 3000 16000 4100 14400 3500 14100 3200 14400 3500 11200 2550
13 19000 6100 11700 3000 14600 4300 13200 3500 13000 3200 13000 3500 10000 2500
16 15500 5600 9500 2800 11900 3900 10700 3300 10500 3100 10700 3300 8400 2500
17 13300 5200 8300 2600 10300 3600 9300 3000 9100 2900 9300 3000 7200 2200
20 10300 4100 6400 2100 8000 2900 7200 2500 7000 2300 7200 2500 5600 1800
ap=1.0D
RUUYIHINT  siotting
WHIFF - TIIZ)LEE TIIZ) LE&SBY
Work Material TIVIZI L Aluminum Alloys Aluminum Alloy Casting
— Aluminum
e 1070 Si% Mg Mg-Si% Cu.Zn-Mg% Si ~12% Si12%
Dl o 4032 5052 6061 2014.7075 AC2A.AC8C ADC12
rlling Condition
. EERH | XURE | EEH | RURE | EEH | XURE | DR | XURE | [ER | XURE | BEEH | XUERE | BEH | XURE
$+£% (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Milling min—1 mm/min min”' mm/min min”! mm/min min”'min”' mm/min min”! mm/min min”' mm/min min”' mm/min
3 34500 1000 21300 500 26600 700 23900 550 23400 510 23900 550 18600 410
4 25900 1100 16000 600 19900 800 18000 700 17600 580 18000 700 14000 460
6 17300 1100 10700 600 13300 800 12000 700 11700 610 12000 700 9300 480
8 13000 1200 8000 600 10000 800 9000 700 8800 640 9000 700 7000 510
10 10400 1200 6400 600 8000 800 7200 700 7100 640 7200 700 5600 510
12 8700 1200 5400 600 6700 900 6000 700 5900 640 6000 700 4700 510
13 7900 1200 4800 600 6100 900 5500 700 5400 640 5500 700 4300 510
16 6500 1100 4000 500 5000 800 4500 600 4400 600 4500 600 3500 500
17 6000 1000 3700 500 4600 700 4200 600 4100 600 4200 600 3300 500
20 5200 900 3200 500 4000 600 3600 500 3500 500 3600 500 2800 400
DLCSLTLS
1. RELVEMNIETAEI O E DS UHER - RV A — AL TSN, 1. Use precise machine and holder.
2. FIINI (T770—%#3E) DHEEEEREEVEZTZh70%ICL TSV RZIIII 2. When dry milling, reduce the rotation and feed by 70% . In dry slotting, reduce the
TRUL T DI E G BEBERDT70%.GENEEE20%CL TLESLY, rotation to 70% , and the feed to 20% of table values.
3. KUV DRSGEZEDIEEMA LWL TR, 3. Using slotting depth, under 1 time of end mill diameter.
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=12DLCR

DLCSJLk—Ib e

DLC-mill Ball ) Ds
Q2 ¢
R L
m
F—IT5K i IE#ME 1-74vJ RUNE veosEsss
2DLCR EE=IEEE LIST 9380 i (Unit) imm/M
R—ILE BN HE BTRS | BH+A = Dy 7% | SEME
R D L L1 a L d Price
0.5 1 1.5 3 10° 50 4 7,000
0.75 1.5 2.5 4 10° 50 4 7,580
1 2 3 5 15° 60 6 7,580
1.25 2.5 4 6 15° 60 6 7,580
15 3 4.5 8 15° 80 6 7,580
2 4 6 12 15° 80 6 7,580
25 5 7.5 14 15° 90 6 8,150
8 6 9 — — 100 6 8,330
D 3.5 7 11 20 20" 100 8 10,800
4 8 12 — — 100 8 11,600
L 45 9 14 25 20" 120 10 15,200
C 5 10 15 = = 120 10 13,900
= 55 11 17 30 20° 120 12 19,700 HE < R
"J 6 12 18 — — 120 12 17,000 D di
6.5 13 20 35 20° 160 16 22,400 BHE=42+%90.05mm
U 122 il 38 — 160 i e E00 AU (mm) A | S (mm) Taeancs
7.5 15 23 40 20 160 16 31,900 B Above| LAF Up to | SHZ Dia. of Mill R
8 16 24 — — 160 16 35,100 8 [0~-0080] 0,
8 8 0~—-0.040 | —
9 18 27 50 20 180 20 48,500 pys—
VY VORHEE  h6
10 20 30 i — 180 20 53,200 Tolerance ;Shank Dia
BRI
DLCXJVFHE=JV DLC-mill Ball
fﬂ,m%ﬁ: Conventional Condition
W:ﬁiﬂgzial TIVIZ L TIVIZJLER  Auminum Alloys FII = LALEY Hae
S Aluminum Si. Mg-Si% Mg% Zn-Mg% Aluminum Alloy Casting Copper Alloys
CIHIA 1070 40326061 5062 7075 AC.ADGC C1100
Milling Condition
— ElEsE | XVRE | BEE#H | XURE | BEH | XORE | B | XVRE | @&l | XURE | @ERE | XURE
R—ILER (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius min™ mm/min min™ mm/min min” mm/min min™ mm/min min™ mm/min min™ mm/min a
8]
R0.5 41000 800 10000 200 32000 600 32000 700 29000 600 13000 200 N
R1 31000 1200 7000 300 24000 1000 24000 1100 21000 900 10000 300
R2 21000 1700 5000 400 16000 1300 16000 1400 14000 1200 6000 400 R —
R3 14000 1700 3200 400 11000 1300 11000 1500 10000 1300 4000 400 R oL
R5 8000 | 1600 1900 400 6000 | 1200 6000 | 1300 6000 | 1300 2500 400 Ball Radius
R8 5000 1600 1200 400 4000 1300 4000 1400 3600 1300 1600 400
R10 4000 1600 1000 400 3200 1300 3200 1400 2900 1300 1300 400
AAE ap 0.1D
Depth of Cut | py 0.2D
=&t High Speed Condition
w:ﬁ‘ﬁ:ﬁzim FILIZHL TIVIZJLEE  Auminum Alloys FILI = LASEY Hae
S Aluminum Si. Mg-Si% Mg% Zn-Mg% Aluminum Alloy Casting Copper Alloys
L s L 402,606+ ) 7075 AT ciiey
Milling Condition
El# | XVRE | BEH | XVRE | Bl | XORE | B3 | XVRE | @BER | XUERE | [ER | XURE
A=V 42 (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius min™ mm/min min”' mm/min min”' mm/min min” mm/min min” mm/min min” mm/min an
R0.5 62000 1200 19000 400 60000 1200 60000 1300 57000 1300 25000 400 J‘P.‘/HT:
R1 54000 2200 14000 600 48000 1900 48000 2100 43000 1900 19000 600
R2 47000 3800 11000 900 36000 2900 36000 3200 32000 2800 14000 900 D: IV RS ILHE
R3 34000 4100 8000 1000 27000 3200 27000 3600 24000 3200 11000 1000 P
R5 21000 | 4200 4800 | 1000 | 16000 | 8200 | 16000 | 3500 | 14000 | 3100 6400 | 1000 Ball Radius
R8 13000 4200 3000 1000 9900 3200 9900 3500 9000 3200 4000 1000
R10 10000 4000 2400 1000 8000 3200 8000 3500 7200 3200 3200 1000
grsg @ 0.05D
Depth of Cut Pt 0.1D
2DLCR
1. RELEMNI %7578 BIEDHSHEE DB R - RV SE—2ERL T8, 1. Use highly rigid machining center and holder.
2. RZIINI (T770—%H#3%) DiF A EEHEEREEThENT0%ICL TS, 2. In dry milling(recommend air blow), reduce the rotation and feed to 70% of table
values.
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2DLCHE

DLC/\A ZZ )L A e

DLC-HSS mill
e [DLcl42] e
Co h7
TE#ME 1-74vJ RUNE verUoigez
F—8155%
2DLCHEEHA LIST B450 B (Unit) :mm/F
08 25 v R | BEME nE 25 SrLoBR | BEME
D A L d Price D 2 L d Price
1 2 50 6 3,220 9.5 18 70 10 3,060
1.5 B 50 6 2,920 10 18 70 10 3,060
2 4 50 6 2,770 11 22 80 12 3,930
25 5 50 6 2,700 12 22 80 12 3,930
3 6 50 6 2,380 13 26 90 16 4,850
35 8 60 8 2,380 14 26 90 16 4,850
4 8 60 8 2.380 15 30 95 16 5,400
45 10 60 8 2,380 16 30 95 16 5,840
5 10 60 8 2,380 17 35 105 20 6,980
55 12 60 8 2,380 18 35 105 20 6,980
6 12 60 8 2,380 19 40 110 20 8,370
6.5 14 65 10 2,610 20 40 110 20 8,370
7 14 65 10 2,610 . . —
8 14 65 10 2,610 10 0~—0.020
8.5 18 70 10 3,060 10__ 0~—0.026
9 18 70 10 3,060 %lggiﬁitﬁkﬁD;ah7

INAIVRZIVHBEIVRIIVEDRE
DLC-HSS Mill is long life than carbide end mill.

AS052#1DEFEE
Wear TN e T

I R3JL 110mm

End Mill

IHIEE  :78.5m/min (2,500min™)
Cutting speed

EVEE  :730mm/min (0.15mm/tooth)

Feed

t0V)5AH  :@p=10mm. de=2.5mm

Depth of cut
#HIk  1A5052
Workmaterial
THEIRE  :30m
Milling Tength
YIEEE] KB wet
Cutting fluid
DLC/N\X3L BRI R
DLC-HSS Mill Uncoated Carbide End Mills
BEEUIHISRF
DLC/N AZJV DLC-HSS mill
A - TINIZULEE  Auminum Al BINTIOBE
Work Material T:T:f'jj’\ pminam Aeve brocving D
Yy pum Si.Mg-Si% Mg% Zn-Mg%
IHIZR ¢ 1070 4032.6061 5052 7075 L
Milling Condition
— ElE R EE B2 V)R [EES24 V) RE [ElE 2 3% V)R D C
444% (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Mill min”* mm/min min’' mm/min min” mm/min min” mm/min ‘ D ‘ l \
3 32000 800 5300 200 13000 400 27000 400 4
5 19200 1000 3200 250 8000 500 16000 500 HAIEMTIOES
Side Milling A
6 16000 1000 2650 250 6500 500 13500 600 —
I~
8 12000 1000 2000 300 5000 600 10000 600 - —
1.5D
10 9600 1200 1600 300 4000 600 8000 700 02D )l’
12 8000 1200 1300 350 3300 700 6600 700 =
16 6000 1200 1000 350 2500 700 5000 700
D: IV RSILASVE
20 4800 1200 800 350 2000 700 4000 500 Dia. of Mill
2DLCHE
1. "Jr‘/l\'(“?]l]Ib’(ffEéUo ) 1. Use in wet condition.
2. AC4.ADC12 % EDIHET IV I=I ADHITICIHBERAODLC IVEH 5 Recommend "DLC-mill for aluminum” in milling of Aluminum Alloy
R"LET, Casting(AC4, ADC12).

B HEC%  ERE#A0%IL TS, . )
3. MM LOGESEEHEC0%. MIRME40%I-L TN 3. When grooving, reduce the rotation to 60% , and the feed to 40%

of table values.
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