PIWEZZOLGEDRSAINIZXER

DLC I-'JIL _lluu-x




DLCO—F 1/ 2ttRTRMICYIHIIAT AL
PIWIGEDEEIIVMITEN 71T % XKiR

Practical use cutting tool by DLC coat for the first time in the world
Realize high-speed wet condition and dry condition of aluminum alloy.
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Features of DLC coat Effects of DLC coat
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Low frictional coefficient, and smooth chip flow by DLC coat.

DLC coat hardness is high with 4000HV from 3500HV.
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DLC Drill Uncoated Carbide Drill
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High-speed drilling in wet process & dry drilling.

R Features
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Dry drilling is possible with DLC coat. I
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.

{ERE Performance
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DLC Microdrill & DLC Drill regular

&3 Stocked Sizes
.
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DLC Microdrill ’ DLC Drill regular , s
NACHI DLCMD NACHI DLCDR
LIST 9524 Bfi (Unit:mm  LIST 9520 B4 (Unit) imm
B BR &R | Vv I8 B BR 2R | Vv I8 BEE BR 2R |Yr I8
Drill Dia. Flute Length | Overall Length |  Shank Dia. Drill Dia. Flute Length | OverallLength |  Shank Dia. Drill Dia. Flute Length | Overall Length |  Shank Dia.
0.5 6 44 3 2.0 15 47 3 7.0 43 87 8
0.6 7 44 3 2.1 15 47 3 7.1 45 89 8
0.7 9 44 3 2.2 16 48 3 7.2 45 89 8
0.8 10 44 3 23 16 48 3 7.3 45 89 8
0.9 11 44 3 2.4 17 49 3 7.4 45 89 8
1.0 12 47 3 25 17 49 3 75 45 89 8
1.1 14 47 3 2.6 17 49 3 7.6 48 92 8
1.2 15 47 3 2.7 19 51 3 7.7 48 92 8
1.3 15 47 3 2.8 19 51 3 7.8 48 92 8
1.4 15 47 3 2.9 19 51 3 7.9 48 92 8
15 15 47 3 3.0 19 51 3 8.0 48 92 8
1.6 15 47 3 3.1 21 53 4 8.1 53 103 10
1.7 15 47 3 3.2 21 53 4 8.2 53 103 10
1.8 15 47 3 3.3 21 53 4 8.3 53 103 10
1.9 15 47 3 34 24 56 4 8.4 53 103 10
35 24 56 4 8.5 53 103 10
3.6 24 56 4 8.6 55 105 10
37 24 56 4 8.7 55 105 10
3.8 27 59 4 8.8 55 105 10
3.9 27 59 4 8.9 55 105 10
4.0 27 59 4 9.0 55 105 10
4.1 27 71 6 9.1 58 108 10
4.2 27 71 6 9.2 58 108 10
4.3 31 75 6 9.3 58 108 10
4.4 31 75 6 9.4 58 108 10
4.5 31 75 6 9.5 58 108 10
4.6 31 75 6 9.6 60 110 10
47 31 75 6 9.7 60 110 10
4.8 33 77 6 9.8 60 110 10
4.9 33 77 6 9.9 60 110 10
5.0 38 82 6 10.0 60 110 10
5.1 38 82 6 10.1 66 123 12
5.2 38 82 6 10.2 66 123 12
5.3 38 82 6 10.3 66 123 12
5.4 38 82 6 10.4 66 123 12
5.5 38 82 6 10.5 66 123 12
5.6 41 85 6 10.6 68 125 12
5.7 41 85 6 10.7 68 125 12
5.8 41 85 6 10.8 68 125 12
5.9 41 85 6 10.9 68 125 12
6.0 41 85 6 11.0 68 125 12
6.1 41 85 8 11.1 71 128 12
6.2 41 85 8 11.2 71 128 12
6.3 41 85 8 11.3 71 128 12
6.4 41 85 8 11.4 71 128 12
6.5 41 85 8 11.5 71 128 12
6.6 43 87 8 11.6 73 130 12
6.7 43 87 8 11.7 73 130 12
6.8 43 87 8 11.8 73 130 12
6.9 43 87 8 11.9 73 130 12
12.0 73 130 12
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Super smooth finished surface.

1§ Features =
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Realize smooth chip discharge by DLC coat and most suitable end mill design.

£8E Performance

AS052#DRS1IT
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Machined surface by DLC-mill

IEISES milling Condition
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Uncoated Carbide end mill
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DLC-mill

EFEDLEE: ADC12
Wear

BIHIZREF milling Condition
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Surface roughness

tIEIZE(S4 milling Condition

IVRZ)D :9mm

AEINT

PELEE  :286m/min
(10,000min™)

EDEE  :500mm/min
(0.025mm/tooth)

T EFmT

PIELEE  :286m/min
(10,000min™)

ZEDEE  :3,000mm/min
(0.15mm/tooth)

#HHI*4  :AB052

tELHAl :DLCSIVSYFPR I7ZJO— Air blow

LIRS KiaE wet
HIEIRE  :40m (milling length)

oM X

10mm

0.1mm

A4 THEI Y RIFEDERE
o T EERE BRRER
Flank wear Localized flank wear
(um) 60
[l - - cccccoo0o0d oo coooaocococ
40 b oo - - PR - - - .

el 2t st
Wear
w
o

20 b oo oo B L L.
10 b -« . . . ..
0
DLCINSYT R TIVIRENIREET ORIV
(B£R71) (OKBHELIRIAE)
DLC-mill Radius Conventional End Mill
(Dry) (Wet)

FZATHI Ty NERFEDMITEEE

Ra . Rmax Rz

(um) 4

o RSEHE
Surface roughness
n

DLCINFTT X TIVIRENERELI ORI
(x770-) (JxyhNI)
DLC-mill Radius Conventional End Mill
(Air blow) (Wet)

S/org




=4 DLC=E)L

- = =
Ti%EIR Stocked Sizes
O®DLC=)L 7IL=H
DLC-mill for Aluminum Iﬁ ' '
NACHI 2DLCM
LIST 9330 BT (Unit) :mm
SHE & 2R Sy % | EE SHZ & ek SwUE | HE
Dia. of Mill Length of Cut | Overall Length | Shank Dia. Stock Dia. of Mill Length of Cut | Overall Length |  Shank Dia. Stock
1 3 40 4 ® 7 16 60 8 [ ]
1.1 3 40 4 O 7.1 16 60 8 O
1.2 3 40 4 O 7.2 16 60 8 O
1.3 3 40 4 O 7.3 16 60 8 O
1.4 3 40 4 O 7.4 16 60 8 d
1.5 4 40 4 D 75 16 60 8 ]
1.6 4 40 4 ] 7.6 19 60 8 O
1.7 4 40 4 O 7.7 19 60 8 ]
1.8 5 40 4 O 7.8 19 60 8 ]
1.9 5 40 4 O 7.9 19 60 8 ]
2 6 40 4 [ J 8 19 60 8 (]
21 6 40 4 O 8.1 19 70 10 ]
2.2 6 40 4 O 8.2 19 70 10 ]
2.3 6 40 4 O 8.3 19 70 10 ]
2.4 8 40 4 O 8.4 19 70 10 0
2.5 8 40 4 [ 8.5 19 70 10 0
2.6 8 40 4 O 8.6 19 70 10 a
2.7 8 40 4 O 8.7 19 70 10 0
2.8 8 40 4 O 8.8 19 70 10 a
2.9 8 40 4 O 8.9 19 70 10 0
3 8 45 6 [ 9 19 70 10 [l
3.1 8 45 6 O 9.1 19 70 10 O
3.2 8 45 6 O 9.2 19 70 10 )
3.3 8 45 6 O 9.3 19 70 10 )
3.4 10 45 6 O 9.4 19 70 10 )
3.5 10 45 6 ® 9.5 19 70 10 )
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 O 9.8 22 70 10 ]
3.9 11 45 6 O 9.9 22 70 10 ]
4 11 45 6 [ 10 22 70 10 [l
4.1 11 45 6 O 10.1 22 75 12 O
4.2 11 45 6 O 10.2 22 75 12 d
4.3 11 45 6 O 10.3 22 75 12 ]
4.4 11 45 6 O 10.4 22 75 12 ]
4.5 11 50 6 [ ] 10.5 22 75 12 ]
4.6 11 50 6 O 10.6 22 75 12 d
4.7 11 50 6 O 10.7 22 75 12 d
4.8 13 50 6 O 10.8 22 75 12 O
4.9 13 50 6 O 10.9 22 75 12 a
5 13 50 6 [ 11 22 75 12 [ ]
5.1 13 50 6 O 1141 22 75 12 ]
5.2 13 50 6 O 11.2 22 75 12 |
5.3 13 50 6 O 11.3 22 75 12 |
5.4 13 50 6 O 11.4 22 75 12 d
5.5 13 50 6 [ 11.5 22 75 12 d
5.6 13 50 6 O 11.6 26 75 12 d
5.7 13 50 6 O 1.7 26 75 12 d
5.8 13 50 6 O 11.8 26 75 12 dJ
5.9 13 50 6 O 11.9 26 75 12 d
6 13 50 6 [ 12 26 75 12 [ ]
6.1 16 60 8 O 16 32 90 16 L
6.2 16 60 8 O 20 38 100 20 [ ]
6.3 16 60 8 O O IRELEBERTT,
6.4 16 60 8 0 RN A R T, $+Z (mm) Dia. of Mill | 2753 (um)
6.5 16 60 8 O HHETHMGETE, #8A e | BT oo Tolerance
6.6 16 60 8 O 3 —14~—28
6.7 16 60 8 O 3 6 —20~—38
6.8 16 60 8 O 6 10 —25~—47
6.9 16 60 8 O 10 —32~—59




DLC-mill

&3  Stocked Sizes

ODLCE)) Y+—T1—728A eDLCI )OOV Y Yvy—Ta—F28A
DLC-mill Sharp Corner DLC-mill Long Sharp Corner

—— eSSy
oucla] SIN [ oucla] OIN .

[VAN]NACHI 2DLCSC NACHI SL2DLCSC
LIST 9378 Bz (Unit) :mm LIST 9380 BT (Unit) :mm
SE AR 2R Dy IR Sz & 2R PRk
Dia. of Mill Length of Cut Overall Length Shank Dia. Dia. of Mill Length of Cut Overall Length Shank Dia.
1 3 40 4 3 12 50 6 D
1.5 4 40 4 3.5 15 50 6 L
2 6 40 4 4 17 50 6 C
2.5 8 40 4 4.5 17 50 6 g
3 8 45 6 5 20 60 6 7
3.5 10 45 6 6 20 60 6
4 11 45 6 7 25 70 8
4.5 11 50 6 8 30 80 8
5 13 50 6 9 30 90 10
6 13 50 6 10 34 90 10
7 16 60 8 11 34 90 12
8 19 60 8 12 40 90 12
9 19 70 10 16 50 115 16
10 22 70 10 20 56 125 20
11 22 75 12
12 26 75 12 5+ (mm) Dia. of Mill | 2572 (um)
16 32 90 16 %H#BZ Above LIF Upto Tolerance
20 38 100 20 3 —14~—28
3 6 —20~—38
6 10 —25~—47
10 —32~—59

ODLC=)L SIYF7R

DLC-mill Radius =
“ — LA
DIH
[VAN |NACHI 2DLCM [ 94E |R [ O—F & | lH

LIST 9302 BAT (Unit) :mm

s a—FF8& A& 2R Py & sz a—FF8& & 2R vy
Dia. of Mill | Corner Radius| Length of Cut [Overall Length| Shank Dia. Dia. of Mill | Corner Radius | Length of Cut [Overall Length| Shank Dia.
2 0.2 6 40 4 0.5 26 75 12
3 0.2 8 45 6 12 1.0 26 75 12
0.5 8 45 6 2.0 26 75 12
4 0.2 11 45 6 0.5 32 90 16
0.5 11 45 6 16 1.0 32 90 16
5 0.2 13 50 6 2.0 32 90 16
0.5 13 50 6 3.0 32 90 16
0.3 13 50 6 0.5 38 100 20
6 0.5 13 50 6 20 1.0 38 100 20
1.0 13 50 6 2.0 38 100 20
0.3 16 60 8 3.0 38 100 20
7 0.5 16 60 8
1.0 16 60 8
03 19 60 8 SHE (mm) Dia. of Mill_| 793 (um) J—FR | HEE(m)
8 0.5 19 60 8 % Z Above LIF Upto Tolerance Corner Radius| Tolerance
1.0 19 60 8 3 —14~—28 0.2
03 22 70 10 3 6 —20~—38 0.3 il
10 0.5 22 70 10 6 10 —25~—47 0.5 +20~0
1.0 22 70 10 10 —32~—59 1.0 +30~0
2.0
3.0 +50~0
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It can be processed into deep pocket milling continuously from slotting.

$§& Features
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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.

QU xUQ\O7cONS/INoOro

BE Performance o

IIHE (HIE2E%) INTiaE
Deep Side milling

10

]
tDHIZRIS milling Condition —
IVRSIL 910 S |
YIHEE  :251m/min(8,000min™) o ( T3
ZEDEE  :2,150mm/min(0.09mm/tooth) b — — — — — — — - L = 25mm
DA%  :@a=25mm (13mm+12mm) ar=1mm (‘Z ) femm
#El#4  :AB052 E& —
PIEERE Twvbh KBM) wWet
tIEIRSE  28miNlT#
Iﬁiﬁﬂémmﬁ
Good finish surface roughness fHin& \
L] @I&Ebt
| e ] =
10pm B | ouEFE
| T 1 \
- X 12.5mm g ‘.1" oy
e 8 e il '1 T [
| ) } -
B [ 10um
IZ.Smm
DLC3JL ZOyb AT vy ¥t
DLC-mill SLOT Long Shank Competitor



DLC-mill SLOT Long Shank

&3  Stocked Sizes _

fatha
NACHI DLCSLTLS[%#Z ]

LIST 9390 BT (Unit) :mm
SHE A& "HTRS 2R HE r
Dia. of Mill Length of Cut L1 Overall Length d1 Shank Dia.

2 3 8 50 1.9 4 sa D
3 4.5 12 60 2.9 6 df L
4 6 16 60 3.8 6 c
5 75 20 60 48 6 -——] L
6 9 24 60 5.8 6 WE S BE Z
7 10.5 - 80 — 6 D d1 O
8 12 34 80 7.7 8 J
9 135 - 90 - 8 E

10 15 42 100 9.7 10 J

11 16.5 - 120 - 10 414% (mm) Dia. of Mill | 253 (um) 4

12 18 50 120 11.7 12 #87 Above | BIFUpto | Tolerance z

13 195 — 130 - 12 3 —14~—28 >

16 24 66 160 15.5 16 3 6 —20~—38 Vi

17 255 - 170 - 16 6 10 —25~—47

20 30 82 200 19.5 20 10 —32~—59

HIHI%4+ Cutting Condition  P.20-21 11
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3 dimensions of high efficiency machining is possible.

R Features
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DLC coated Ball End Mill.

High efficiency milling by wide gash design.
High precision and excellent cutted surface.

{ERE Performance

ZIWZEEDORSAIIT
Dry milling of Aluminum alloy

tﬂﬁﬂ%ﬁ: Milling Condition

IVRZ)D :R3mm

tIHEE 47 1m/min

ZEDEE  :3000mm/min

f1bsAd :@a=0.2mm
Pf=0.2mm

1B :A5052

EIELME :T7720— Air blow

ZIWE/EDODIVRINT

Wet milling of Aluminum alloy
HIEISR{ milling Condition
IVR=)D :R3mm
HEE 47 1m/min
EDERE  :3000mm/min
1biAd :@a=0.5mm

Pf=0.5mm

#HEl%  :AB052
IEGEE KA wet

DLC3JLR—JL  DLC-mill Ball

m

DLC3JLsR—JL  DLC-mill Ball

DLCIILAR—IL
DLC-mill Ball

FBREEMIER—ILTRIIL  Carbide Ball End Mil

T FEHEEIDPRE
Ik




DLC-mill Ball

%R  Stocked Sizes _'

[VAN|NACHI 2DLCR [R—JL¥&E

LIST 9360 BT (Unit) :mm
R—ILER SHE AE BHFRE HHEA &R DAk
Ball Radius D Length of Cut L1 a Overall Length Shank Dia.

0.5 1 1.5 3 10° 50 4
0.75 1.5 2.5 4 10° 50 4
1 2 3 5 15° 60 6
1.25 25 4 6 15° 60 6
1.5 3 4.5 8 15° 80 6
2 4 6 12 15° 80 6
2.5 5 7.5 14 15° 90 6
3 6 9 — — 100 6
3.5 7 11 20 20° 100 8
4 8 12 — — 100 8
4.5 9 14 25 20° 120 10
5 10 15 — — 120 10
5.5 11 17 30 20° 120 12
6 12 18 — — 120 12
6.5 13 20 35 20° 160 16
7 14 21 38 — 160 16
7.5 15 23 40 20° 160 16
8 16 24 — — 160 16
9 18 27 50 20° 180 20
10 20 30 — — 180 20
H—JVEE (mm) Ball Radius | FFAZE (um) Tolerance
%#@Z Above | BT Upto | 4HZ Dia. of Mil %;[é;j:%
8 0~=30 | .o
0~—40

s e
b /\} HEEA
o
o W < BA

D d1
HE=41Z+%70.05mm

14544 Cutting Condition p.22
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DLC coated inserts ahead of anti-adhesion.

|

BNt s
Super fine finish

BEEREHINE L HEEECEND

Excellent anti-adhesion

RS A NI EmI8E
Applicable to dry-milling

ZELUINKREID FHEH M= FiE
Stable chip discharge

 IEEsHE

Long tool life

7SS RBEEH DR E DY TRERER & WA

Steady Wear-resistant

TIVIERAME
+

HBF/EDLCO—RHA! T(b‘ﬁSéL@
Carbide insert N L—FE%ET

+
DLC coated S o—THY T IS
P High rake angle design
Sharp edge
ERSN=
FyEL T EWFT
BEICHIAL

Lapping to rake face



for X’s-mill WAVY series

DLC-Coated Inserts

HERE Performance

fitgE st EIFEEE
Anti-adhesion & Surface roughness

fERTE /A | XSWEM3032E. F v 7 : APET160504PDFRSN

Iy V=100m/min V=500m/min

i\ Dry‘Ra=2.5 pum Wet/Ra=0.9 xm Dry/Ra=0.5 um
I i | . | D
. T, fe ey "'!. ‘ f J Ilr *lll. [TLEH I|f‘|,'ll "':.'"Tunjﬁ.'. .'I 'Tf"."i"' %
TEE S 1='|.|Er 2 F l'. i:— sk IJII | i ! -I I'"-lJ.II. Wi i ’P'Iﬂr’l’k ] I w .'ﬁﬁ,“rh'\'l-rli—*n.ﬂ Ic—;
I . l: 'rl ] : ] -. | ;
= - v
P
Dry/Ra=0.6 um Dry/Ra=0.4 um
TERALIEDWet
DL : I ED - o
100 VIR fhrm % cabeten b ow e oo
DL1000Dry
I TER !

#HHEI# C ADC12  YIHIE 1 7.5m  HIHEIZM [ 1=0.20mm/F. Aa=5mm. Ar=10mm  Dry (—&fWet)

;&3  Stocked Sizes =

OFvJ NACHI [VANT—F| [

Inserts

LIST 9356 BIAT (Unit) :mm
Fig.1 €> 2 E Fig.2 ﬁfg
=kl . TN
D(,’! 102 | [sas=F 1 ﬂ)d'! 160 ] lssepe f
VANO—F ME |/—ZXR| B BWHINIWL
VAN Code Material [Nose Radius| Figure Applicable types
APET103504PDFRSN 0.4 Fig.1 XSWEM2000%! . XSWMM2000%!
APET160504PDFRSN | DL100 0.4 ) . .
APET160508PDFRSN 08 Fig.2 XSWEM3000% . XSWMM3000%!
iﬁm I “J F E } l/ Applicable WAVY series HESREDHISRIF  Recommended milling conditions
PARES w PILEZOLES
mm) |  PEREgiapcia, Asos213e)
. PIEIRE (m/min) | 200 — 300 — 500
- . 10 3 — 10~22
X'sINhIzME— Xs*’g&;gt EO8(mm/¥) | 008 — 0.10—0.15
5540 PIEREE (Mm/min) | 200 — 500 — 1000
*xEh&E(mm/A) | 0.10— 0.15— 0.20
5063 PIHERE (Mm/min) | 200 — 500 — 1000
EDHE(Mm/H) | 0.01 — 0.15— 0.20

PROBEVEEETY, MTRECEDE TRENIDETY,

XSWEM XSWEM XSWMM XSWMM
20002 3000%! 20002 30002

15



16

DLCI\LARUIL DLC-HSS Dirill

N ARV TEERVILEDREU I T HIRIEE
As for DLC-HSS Drill, drilling more stable than carbide drill is possible.

BERVUIL LD BREERINTH A ETRE®
1D L FHER S ICBNICERIRIC KD RE LI THETHE

Efficiency more excellent than Carbide drill and long life.
Excellent smooth chip flow by adopted special flute design.

DLC/\A ARV IVIFBEDDNELRE LI IH AT EE
A little adhesion and stable drilling

HIEIZR4 Drilling Condition 1000/MIHEDES

RUJL :Bmm -
JURE 1 20mmiEbIit

tIELEE  :100m/min (5,320min)
ZEDZEE  :800mm/min (0.15mm/rev)
#HHI#  :AB052

n_ . T

EDEGHR] KB wet st
’ DLC/\ KL BREELIIR L
DLC-HSS Drill Uncoated Carbide Drill

&3  Stocked Sizes

[VAN] NACHI DLCHD[BZ | E@

BR14mmMT R4t

LIST 544
EAT (Unit) :mm

B | BR | &R IR EE EBER | BR | 2R |[WwR|EE BER | BR | &R (WWIR EE ER | BR | &R |WR| EE
Drill Dia. | Flute Length | Overall Length | Shank Dia. Stock Drill Dia. | Flute Length | Overall Length |  Shank Dia. Stock Drill Dia. | Flute Length | Overall Length | Shank Dia. Stock Dril Dia. | Flute Length | Overall Length |  Shank Dia. Stock
1.0 12 50 3 [J 4.4 47 89 6 [J 7.8 75 119 8 [J 11.2 94 151 12 [ ]
1.1 14 50 3 [ 4.5 47 89 6 [ 7.9 75 119 8 [ 11.3 94 151 12 [
1.2 16 50 3 [ 4.6 47 89 6 [ 8.0 75 119 8 [ 1.4 94 151 12 [
1.3 16 50 3 [ ] 4.7 47 89 6 [ ] 8.1 75 125 10 [ 115 94 151 12 [
1.4 18 50 3 ] 4.8 52 94 6 ) 8.2 75 125 10 ) 11.6 94 151 12 ]
1.5 18 50 3 ] 4.9 52 94 6 [J 8.3 75 125 10 ] 11.7 94 151 12 [J
1.6 20 56 3 [J 5.0 52 94 6 [J 8.4 75 125 10 [J 11.8 94 151 12 [ ]
1.7 20 56 3 [J 5.1 52 94 6 [J 8.5 75 125 10 [J 11.9 101 158 12 [J
1.8 22 56 3 [ 5.2 52 94 6 [ 8.6 81 131 10 [ 12.0 101 158 12 [
1.9 22 56 3 [ 5.3 52 94 6 [ 8.7 81 131 10 [ 121 101 158 12 [
2.0 24 56 3 [ ] 5.4 57 99 6 [ ] 8.8 81 131 10 [ 12.2 101 158 12 [
2.1 24 56 3 [J 5.5 57 99 6 [ 8.9 81 131 10 ) 12.3 101 158 12 ]
2.2 25 56 3 [J 5.6 57 99 6 [J 9.0 81 131 10 [J 12.4 101 158 12 [
2.3 25 56 3 [J 5.7 57 99 6 [J 9.1 81 131 10 [ 125 101 158 12 [ ]
2.4 30 64 3 [ 5.8 57 99 6 [ 9.2 81 131 10 [ 12.6 101 158 12 [
2.5 30 64 3 [ 5.9 57 99 6 [ 9.3 81 131 10 [ 12.7 101 158 12 [
2.6 30 64 3 [ 6.0 57 99 6 [ ] 9.4 81 131 10 [ 12.8 101 158 12 [
2.7 33 64 3 [) 6.1 63 107 8 [) 9.5 81 131 10 [ ) 12.9 101 158 12 [)
2.8 33 64 3 [) 6.2 63 107 8 [) 9.6 87 137 10 [) 13.0 101 158 12 [ ]
2.9 33 64 3 [ ) 6.3 63 107 8 [ ) 9.7 87 137 10 ) 13.5 108 168 16 A
3.0 33 64 3 () 6.4 63 107 8 () 9.8 87 137 10 () 14.0 108 168 16 A
3.1 36 71 4 [ ) 6.5 63 107 8 [ ) 9.9 87 137 10 [ ) 14.5 114 173 16 A
3.2 36 71 4 [ ) 6.6 63 107 8 [ ) 10.0 87 137 10 [ ) 15.0 114 180 20 PN
3.3 36 71 4 [ ) 6.7 63 107 8 [ ) 10.1 87 144 12 [ ) 15.5 120 185 20 A
3.4 39 71 4 [ ) 6.8 69 113 8 [ ) 10.2 87 144 12 [ ) 16.0 120 185 20 A
3.5 39 71 4 [ ) 6.9 69 113 8 [ ) 10.3 87 144 12 [ ) 16.5 125 189 20 A
3.6 39 71 4 [) 7.0 69 113 8 [) 10.4 87 144 12 [) 17.0 125 189 20 A
3.7 39 71 4 [ 741 69 113 8 [ 10.5 87 144 12 [ 175 130 194 20 A
3.8 43 75 4 [ 7.2 69 113 8 [ 10.6 87 144 12 [ 18.0 130 194 20 N
3.9 43 75 4 [ ) 7.3 69 113 8 [ ) 10.7 94 151 12 [ ) 18.5 135 198 20 A
4.0 43 75 4 [ ) 7.4 69 113 8 [ ) 10.8 94 151 12 [ ) 19.0 135 206 25 N
4.1 43 89 6 [ ) 7.5 69 113 8 [ ) 10.9 94 151 12 [ ) 19.5 140 210 25 PN
4.2 43 89 6 [ ) 7.6 75 119 8 [ ) 11.0 94 151 12 [ 20.0 140 210 25 A
4.3 47 89 6 [) 7.7 75 119 8 [) 11.1 94 151 12 ® O EEEBRTT,

A ZEEELTT,

I Cutting Condition P.23



DLC/I\A A=)V

DLC-HSS Mill

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

%K Features

OEBEIVRIIELDBREHR
O7IWEZU LAGEOMTISEUSHREFARICLDBNIIID S THHZRIR

Long life than Carbide end mill.
Optimum flute design for milling of aluminum alloys.

AB052H DEFEE
Wear

BT

HIEIIZES milling Condition

TIVRZ)L :10mm

tIHELEE  :78.5m/min (2,500min™)
EDEE  :730mm/min (0.15mm/tooth)
f1niAd :@a=10mm. ar=2.5mm
#HEl4  :AB052

4IRS :30m

PIEHE KA wet

[l
Wear

DLC/N\f X3 TBRE LIRS

DLC-HSS Mill

&3  Stocked Sizes

NACHI 2DLCHE

Uncoated Carbide End Mills

LIST 6450 Bi{ (Unit) :mm BAf7 (Unit) :mm
LAed AR 2R PR P4 Sz A& 2R Sy IR
Dia. of Mill Length of Cut Overall Length Shank Dia. Dia. of Mill Length of Cut Overall Length Shank Dia.
1 2 50 6 9.5 18 70 10
1.5 3 50 6 10 18 70 10
2 4 50 6 1 22 80 12
2.5 D) 50 6 12 22 80 12
3 6 50 6 13 26 90 16
3.5 8 60 8 14 26 90 16
4 8 60 8 15 30 95 16
4.5 10 60 8 16 30 95 16
5 10 60 8 17 35 105 20
5.5 12 60 8 18 35 105 20
6 12 60 8 19 40 110 20
6.5 14 65 10 20 40 110 20
7 14 65 10
7.5 14 65 10
8 14 65 10
8.5 18 70 10 54 (mm) Dia of Mil_| 783 (um)
9 18 70 10 & A Above EUF Upto Tolerance
10 0~—20
10 0~—25
4544 Cutting Condition P.23
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BEUHIFMA

DLCY¥A4-70KUJL DLCRUJLLF25

v hEEI RSAIIT Wet & MQL process

DLC Microdrill & DLC Drill regular

wﬁﬂgim ST ILI= L TIVIZILEE  Auminum Alloys FI= hASEY YO
IR o Sileere Mo ZeMgR |G ADe | ot00
W ElEs XV EE | BEE#H XYURE | B | XURE| BEH | XURE| BE#H (XYRE | @GN | XURE
E7Z (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
RS 10T Dry process
St 7 JEETIA FHIZILEE  Aurinum Aloys TRIZOLAREN | WA%
gmae\| 1017 Si, Mg % Mg% ZeMgR | CADe | ot00
W ElEs |XVEE | BEE#H | XYUERE | BEH | XURE| BEEH | XURE| BE#H (XUERE | @GN | XUERE
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
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

1 ERAEHORSEESY LRIGELEVES R BEEERTIHERLEEIN, ZOHE ZEEDRUERTTIF TR,
2RI ORIEERHIFRSIFEDTT . ThE EDHERTTybHBVEEIRTAINTEIT> TS,

1.When using low speed machines, use the maximum speed and adjust the feed rate.

2.Maximum depth of drilling is 5D in dry process. Use wet process or MQL process in drilling of over 5D depth.




Standard Cutting Condition

DLC=)L 7IL=H

DLC-mill for Aluminum

AR W7IVIZ) L FTIVIZJLEE  Auminum Alloys TIVIZ) L& &5 Hes
Work Material Aluminum i -Si% £ -Mg3% Aluminum Alloy Casting Copper Alloys
DEY 1070 20325000 o 2 AC.ADC C1100
MingCodin | mgy | #0RE | BER | RYURE | OEH |EURE | OEH |EURE | OEN | XURE | OGN | 2URE

HHE (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
1 62000 600 | 14000 140 48000 480 | 48000 530 | 43000 470 19000 150
2 50000 1000 | 11500 230 38000 760 | 38000 840 | 34000 750 15300 240
3 41000 1200 9600 300 32000 1000 | 32000 1100 | 29000 960 12700 300
4 31000 1200 7200 300 24000 1000 | 24000 1100 | 21000 260 9600 310
5 25000 1300 5700 300 19000 1000 | 19000 1100 17000 960 7600 310
6 21000 1300 4800 300 16000 1000 | 16000 1100 14000 260 6400 310
8 16000 1300 3600 300 12000 1000 | 12000 1100 10700 960 4800 310
10 12000 1300 2900 300 9600 1000 | 10000 1100 8600 9260 3800 310
12 10000 1300 2400 300 8000 1000 8000 1100 7200 960 3200 310
16 7800 1300 1800 300 6000 1000 6000 1100 5400 260 2400 310
20 6200 1300 1400 300 4800 1000 4800 1100 4300 960 1900 310
=i aa 1.5D
gEa | ar 0.2D \ 0.1D
HE H 0.5D (KZ A IIITDIFE ndry-miling) 1D (T v FIITZDIBE In wet-milling)

1 EREROREEEHY ERIGELEVEE . REREHRTIEAESY,
ZDIHE GREEBRICHEETT TSN,

2Ty MIIOHE . EROR)EEE 25MEICL TS,
3BT DB E G EEREET0%6 X SEEE25%61CL TS,

DLCEIV Yv—T1—7

2. In wet-milling, increase 1.25 times of feed.

3. In groove milling, reduce the rotation to 70%, also reduce the feed to 25% of table values.

DLC-mill Sharp Corner

1. When using low speed machines, use the maximum speed and adjust the feed rate.

HHIEL W7IVIZ) L FIVIZJLEE  Auminum Alloys TIVIZ) LEa&EYN HEL
Work Material Aluminum i -Si% = -Ma% Aluminum Alloy Casting Copper Alloys
gmas. 100 | Goideoer | Sge ot | ""AGAbG Ei100
MingCodn | ms | #URE| BER | XYURE | OER |EURE | OEH |XURE | OEN | XURE | OBR | %URE

SHZ (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
1 62000 600 | 14000 140 48000 480 | 48000 530 | 43000 470 19000 150
2 50000 1000 | 11500 230 38000 760 | 38000 840 | 34000 750 15300 240
3 41000 1200 9600 300 32000 1000 | 32000 1100 | 29000 960 12700 300
4 31000 1200 7200 300 24000 1000 | 24000 1100 | 21000 960 9600 310
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
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
16 7800 1300 1800 300 6000 1000 6000 1100 5400 960 2400 310
20 6200 1300 1400 300 4800 1000 4800 1100 4300 960 1900 310
x| da 1.5D (O > % 3D)
gpA | ar 0.2D (B >7 0.1D) [ 01D (A2 0.05D)
8] H 1D

1. EIRTIHBVET Ty TCTEREE N,
2. AX 7 DB E R REE ERDE50%EL TSV,

3. FERARORS RS, ERIGELAVHER KESEBH TIERISL,
ZDHE EREBRCEETTF LI,

4. BT OB A EEERIET0%. R EEE25%ICL TEELY,

DLCE)L SYF7R

1. Use in MQL-conditon or wet-condition.
2. Reduce only the feed to 50% of table values in case of long endmill.

3. When using low speed machines, use the maximum speed and adjust the feed rate.

4. In groove milling, reduce the rotation to 70%, and the feed to 25% of table values.

DLC-mill Radius

HWEI+ W7IVIZI L TIVIZJLEE  Auminum Alloys TIVIZ) L& &5 HeEs
Work Material Aluminum i -Si% = -Ma% Aluminum Alloy Casting Copper Alloys
guiAfN| 1070 | Goi%eoer | Sobe 2ot | "AG.ABG Er100
MiroCooter, TG | %YRE| DR% |RYRE | OEN |2URE | ORN |XURE | ORN | XURE | OER |XURE

SE (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
1 62000 600 | 14000 140 48000 480 | 48000 530 | 43000 470 19000 150
2 50000 1000 | 11500 230 38000 760 | 38000 840 | 34000 750 15300 240
3 41000 1200 9600 300 32000 1000 | 32000 1100 | 29000 960 12700 300
4 31000 1200 7200 300 24000 1000 | 24000 1100 | 21000 960 9600 310
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
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
16 7800 1300 1800 300 6000 1000 6000 1100 5400 960 2400 310
20 6200 1300 1400 300 4800 1000 4800 1100 4300 960 1900 310
me| da 1.5D
g2 ar 0.2D \ 0.1D
HE H 0.5D (KZ AT DIHFE ndry-miling) 1D (U 1 v FIITDIHE In wet-milling)

1 ERERORERESY ERIGELEWVEEE RS REHRTIEAZESY,
ZDIGE GREEBRICHEETT TSN,

2.y MITOHE . EROR)REE 25MFICL TS,
3BT DB EIGEERIET0%6. X REE25261CL TS,

2. In wet-milling, increase 1.25 times of feed.
3. In groove milling, reduce the rotation to 70%, and the feed to 25% of table values.

1. When using low speed machines, use the maximum speed and adjust the feed rate.

da

D
BHIO5HE

=

da

—

Jr;

ar
REHIOBE

=1

D
BHEIDEE

N

da

J%
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ar
RAIETE OBE
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—

ar
BIEHIOBE
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BEUHIFMA

DLC=)L X0O0v b OVY

4

v

DLC-mill SLOT Long Shank

A% AIET Conventional Condition Side Milling
Hi -~_ FILIZ= = FILI= & &1
L, | wr sz i | mas
guise | 1070 Si% Mg Mg-Si% | Cu.zn-Mg® | Si ~12% | Si12% | “&rjo0"
Miling Conion 4032 5052 6061 2014.7075 | AC2A.AC8C ADC12
= (o | BEE | xURE BEY xRE| BERS xURE | RN xURE| BEY | xURE| BEN (xUEE DN *URE OEH | *URE
Sz (mm) Rotation Feed | Rotation| Feed | 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 | 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

ada=1.2D ar=0.2D

20

SN BINT Conventional Condition Grooving
W [ s ) TANIZILER TINIZILERHEN
Work Materal | 16/ S Aluminum Alloys Aluminum Alloy Casting
— Aluminum " " " 7
S TIESoS 1070 Si% MgZ% Mg-Si% Cu.Zn-Mg®% | Si ~12% Si12%
Ming Conditon 4032 5052 6061 2014.7075 | AC2A.AC8C ADC12
2 (mm) EEY |X)RE BEH XURE| BEH |(XURE| BEH XURE DR | XURE| BEH XDEE BEH X0RE
444E (mm Rotation Feed | 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 | min™ mm/min
3 34500 | 2100 {21300 | 1100 26600 | 1500 |23900 | 1230 |23400 | 1140 |23900 | 1230 |22600 | 1100
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
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
12 8700 | 2500 5400 | 1300 6700 | 1700 6000 | 1500 5900 | 1340 6000 | 1500 5700 | 1300
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
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
H=1.0D
|
|
©
& i
‘ /‘
ar

RIELIEIDIHE

B O5BE




DLCE)L ROy kOVIY

Standard Cutting Condition

v

=R AIEMNT High Speed Condition Side Milling

DLC-mill SLOT Long Shank

WA TS FIVIZYLEE TIVIZ ) LEEHY
] A
Work Material ﬁ‘iﬁ}N)l&\'_ﬁL\ Aluminum Alloys Aluminum Alloy Casting ﬁi] &&
— 0 uminum " 5 3 " Copper Alloys
T 1070 Si% Mg% Mg-Si% [ Cu.Zn-Mg% | Si ~12% Si12% ©1100
Miling Condion 4032 5052 6061 2014.7075 | AC2A.AC8C ADC12
7 (mm) BES (kY RE BEH *URE| BEH (XURE | OEY XURE| BB xUEE BEH XUEE| OEY xUERE| BEH *URE
4+Z (mm Rotation | Feed | Rotation| Feed | 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 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
16 15500 | 9300 9500 | 4700 | 11900 | 6500 |10700 | 5600 | 10500 | 5200 |10700 | 5600 8400 | 4100 4800 | 1800
17 13300 | 8500 8200 | 4300 | 10300 | 6000 9300 | 5200 9100 | 4700 9300 | 5200 7200 | 3800 4100 | 1700
20 10300 | 6500 6400 | 3300 8000 | 4600 7200 | 3900 7000 | 3600 7200 | 3900 5600 | 2900 3200 | 1300
da=1.2D ar=0.1D
SRR BT High Speed Condition Grooving
T P, TNIZTLER TLNIZTLARHEN
Work Materal | 6/ S Aluminum Alloys Aluminum Alloy Casting
— Aluminum " . . 7
P IESCS 1070 Si%k Mg Mg-Si% Cu.Zn-Mg® | Si ~12% Si12%
Miling Candion 4032 5052 6061 2014.7075 | AC2A.AC8C ADC12
2 (mm) EEH | X)RE EEN XURE| DEH |(XURE| @R XURE DR |XURE| BEH X)EE BEE (XURE
414% (mm Rotation Feed | 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 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
H=1.0D
RU U IHIL Slotting
RHIA HTIVI= L TIVIZILEE TIVIZ) LB EHY
Work Material | 6/ /¥ — Aluminum Alloys Aluminum Alloy Casting
— Aluminum " " . 7
B IESS 1070 Si% Mg% Mg-Si% Cu.Zn-Mg% | Si ~12% Si12%
Miling Condion 4032 5052 6061 2014.7075 | AC2A.AC8C ADC12
2 (mm) B XY RE BEY *URE| BEY *URE| DR xUERE OEY |XURE| OEH X)EE BEE x)RE
9H§ mm Rotation Feed | 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 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

U DRSSHMEDIBEBA L VEIICL TS,

1 ERARRORSEEH EBENRIRMFICELE VB SR REREH TIER SN,

ZDHE EEEBRUERTTIF LS,

2RI (T 7T O—%H#3E) DIFEREEHEEEZNZTNT0%ICL THEL,
RIAIITRI) T DIBE BEHERNDT0%. X REE20%ICL TSV,

Using slotting depth, under 1 time of end mill diameter.

2.When dry milling, reduce the rotation and feed to 70%.

3. T7—7PEMICSVREPREPRETHEEE RRICIEUTHIHIRMAEZERL TS,

In dry slotting, reduce the rotation to 70% ,
3.Adjust milling condtion when unusual vibration, different sound occur by cutting.

1.When using low speed machines, use the maximum speed and adjust the feed rate.

and the feed to 20% of table values.
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DLC=JLik—)U DLC-mill Ball
EHEFM  Conventional Condition
] FILI= LD ]
wjfi]:tgrial T II= L PIVIZJLEE  Auminum Alloys FILI=ILALEY YN
S Aluminum . . Aluminum Alloy Castin: Copper Alloys
» Si.Mg-Si% Mg% Zn-Mg*% 4 e
Kol 1070 4032, 6061 5052 7075 AOSABY Ry
Milling Condition
K-z | BEH XRUERE | BEH XUERE | @EH  XOERE| EEH | XYRE| HEH | XYUERE | BEER | XURE
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
R0.5 41000 800 10000 200 32000 600 32000 700 29000 600 13000 200
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
R3 14000 1700 3200 400 11000 1300 11000 1500 10000 1300 4000 400
R5 8000 1600 1900 400 6000 1200 6000 1300 6000 1300 2500 400
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
grag |2a 0.1D
Depth of Cut Pt 0.2D
D:T>KRINWHE R:AK—JI¥E  D:Dia of Mil R:Ball Radius
=R High Speed Condition
& ZILI= LA i
W] BPLIZOA i LR TAIZOLAREN | AR
Aluminum q q Aluminum Alloy Castin Copper Alloys
» Si.Mg-Si% Mg Zn-Mg% ULy S
RIS e 4032.6061 5052 7075 HELIEE 1100
Milling Condition
Fokm\ | BER | XUEE | DEH XUERE | BEH | XUERE| DR | XVUERE| BEH | XURE | BEH | XURE
(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
R0.5 62000 1200 19000 400 60000 1200 60000 1300 57000 1300 25000 400
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
R3 34000 4100 8000 1000 27000 3200 27000 3600 24000 3200 11000 1000
R5 21000 4200 4800 1000 16000 3200 16000 3500 14000 3100 6400 1000
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
ENES BIEE! 0.05D
Depth of Cut Pt 01D
D:TXRINHE R:IK—ILFE D: Dia. of Mill  R: Ball Radius

1 EREHORSEERY LRIGELEVE SR REEER CIERALIN, ZOHE RERESRULERTT TN,

2RFAMNT (T 77 0—%4#3E) DIBE  BEHGEREETNTNT0%ICL TS,

37— LVIREIC R BV RETIH B ARRICIEC TR MFEERL LS,
1. When using low speed machines, use the maximum speed and adjust the feed rate.
2. When dry milling(recommend air blow), reduce rotation and feed by 70% of table values.

3. Adjust milling condition when an usual vibration, different sound occur by cutting.




Standard Cutting Condition

DLC/\ 1A KU)L

DLC-HSS Drill

M7 ST FHIZGLES Aunivum Aloye TAIZOLAREN | AR
. o7 SHlhers Mo ZeMgR | G ADG | om0
e ElEx$ XV EE | BE#H | XVURE | BEH | XUERE| BEEH | XURE| BE#H (XYRE | @R | xXURE
7% (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 30000 750 20000 500 25000 640 20000 400 20000 400 15000 300
2 19000 950 12700 640 16000 800 12700 510 12700 510 9600 380
3 12700 950 8500 640 10600 800 8500 510 8500 510 6400 380
5 7600 950 5100 640 6400 800 5100 510 5100 510 3800 380
8 4700 950 3200 640 4000 800 3200 510 3200 510 2400 380
10 3800 950 2500 640 3200 800 2500 510 2500 510 1900 380
12 3200 950 2100 640 2700 800 2100 510 2100 510 1600 380
16 2400 770 1600 510 2000 640 1600 410 1600 410 1200 310
20 1900 570 1300 390 1600 480 1300 310 1300 310 1000 240

1K EEGIRBEE+ 2 HRBL B S DYIRIRMETY,
2B D ARSNERDIEEMAZRRDBERXT YT 71— RETV GIHIEEE P& ICHRmL TS,
3 ELEPREEICAS I ETHHE I YHEEEEREERDEL20% T TLEEL,

47— 7RIS LVIRE)C REFRETIIEN BNET DO TRRICISU THIRIRAFEEEL T,

DLC/\1XA=)L

1.The table values is for drilling with water soluble oil.

2.In horizontal machine or in drilling of deep hole which depth is over 3 times of drill

diameter, use step feed.

3.Reduce rotation and feed to 80% of table values in drilling rolled surface or forged

surface.

4.Adjust drilling condition when unusual vibration, different sound occur by cutting.

DLC-HSS mill

HWEI+ S — TILIZ) LAE  Auminum Alloys
Work Material ﬂiljbi_ﬁ‘L\ =
uminum . .
» Si.Mg-Si%k Mg% Zn-Mg%
SRS Uy 4032.6061 5052 7075
Milling Condition
BlEs% (X RE | BlE |(xVURE | BEH | xXUERE| BEH | xUERE
42D (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia. of Mill min™' mm/min min”' mm/min min”' mm/min min”' mm/min
& 32000 800 5300 200 13000 400 27000 400
5 19200 1000 3200 250 8000 500 16000 500
6 16000 1000 2650 250 6500 500 13500 500
8 12000 1000 2000 300 5000 600 10000 600
10 9600 1200 1600 300 4000 600 8000 600
12 8000 1200 1300 350 3300 700 6600 700
16 6000 1200 1000 350 2500 700 5000 700
20 4800 1200 800 350 2000 700 4000 700
aa 1.5D
YTA#E | ar 0.2D
Depth of Cut
H 1D

1.RFA N TDHE BRI GR)REHIC EROD70%TIEALESN,
2.AC4.ADC12%5 EDEHET IVI=I LD TICIIBIERHDODLCINVEHRRLF T,
3BMIDGE  EEHIIROMEDE0%. HEREIF40%ICL TS,
A ERABROBREEEGESY LRICELEWVEEE REEEHTIERLEN, TOHE E)EEDRULET

THTLEE,

5. 77X LVIREN P BE N RE T HIHE R RITIOU TEIHISRGEREL TS,

da

—t

J%

ar
RAIELRIDHE

1. In dry-process, reduce the rotation and the feed to 70%.
2. Recommend "DLC-mill for aluminum" in milling of Cast Alloy Aluminum(AC4, ADC12).
3. In groove milling, reduce the rotation to 60%, and the feed to 40% of table values.

4. When using low speed machine, use maximum speed and adjust the feed rate.

5. Adjust milling condition when unusual vibration, different sound occur by cutting.
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ALIRAREAI—510-4-10 T065-0041
EEEMLMRE2-33-1 T963-8025
HEBMREREH2-120-3 FFRHEEBEIL T465-0095
FMTBER1-20-17 T432-8033

SR AE2-3-60 FFIEECIL T930-0966
RARRMAERE2-73-14 FFKRREIL T578-8522
ELmESEH2-2-30 T700-0927
REfmZRERXAERS-25-10 T731-0113
BEMBELXILET-10-30 T812-0015
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