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DLC Drill & DLC-mill Series
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Selection Chart
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@S Product Name AR (VHIRHAE M;rtoeorlial Coating Size Product Photography
Code Size Cutting
List Condition
DLCY/Z70ORUJL
DLCMD g P.11 P.11 - 0.5~1.9
DLCDR DIEILIT Vo) P.10 | P.11 DLC | 2.0~12.0 ST ——————
DLC Drill regular
DLEAAAFIIL ~ A ——
DLCHD DLC/AA AR P12 | P.12 | HSS 1.0~20.0 —
BHE
Page S
fEmiLsS [ElRE Tool | RELE ~EEE HNEEE
Code Product Name Material | Coating Size Product Photography
AR (VHIRHAE
Size Cutting
List Condition
Zoia DLC-mill for Aluminum P.13 P.15 1~20
DLCIILYv—Fa—F 217 ~ -
2DLGSC DLC-mill Sharp Corner P.14 P.14 1~20
DLC=)vO 77‘9‘\7_73—72*&}] ~ %
SL2DLCSC DLC-mill Long Sharp Corner P.14 P.14 S -—
2DLCMR DLC2IL 572 P.15 | P.15 | #8@ | DLC |2~20 ———
DLC-mill Radius
OLC2 20D 7 - —
R DLC-mill SLOT Long Shank P.16 P.16 2~20
L DLCZJLiR—)b P18 | P18 RO.5~R10 | (e ———
DLC-mill Ball
WAVY MILL NWEXZEY 14~125 b p— =
NVVEX WAVY MILL NWEX type P.8 | P.9 |~ —
DLCAA RS ~ o —
2DLCHE DLCAA= P19 | P.19 | HSS 1~20
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Features of DLC coat

@DLClZ "Diamond Like Carbon"® B 55 | %’Tﬁfﬁﬂf(m@ E—
BEEFEHNNE L REFEECENTEY. 7L o B _
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ODLCEDEEIF3500~4000HVERL  THEEFE &7 o S
'I‘El:{gnt L‘%) 3'12 Prase S DLC

g e
Low frictional coefficient, and smooth chip flow by DLC 00, 2000 4000 6000 8000
coat. DLC coat hardness is high with 4000HV from Jans
3500HV.
267TIEEREERE R 30007 NI T# EREER

DLCO—51>V 0 D3R

Effects of DLC coat A
OFEBERE7 L= EETELICKW _

Prevent adhesion of aluminum alloy. BEEENIE R U ) o DLCRUJL

Uncoated Carbide Drill DLC Drilt
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Smoothing wear-resistant coat surface.
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High-speed cutting in wet condition & dry condition.

R

Features

ODLCO—MIKURSAINITTHERBH R0
OEIHNSEDYIY_ENRDICHI TEEBHEIE T SIFRBRARDERA
(Pat.P) ICKWTUREEDD ./ Y ATy FHITH I RE

O=—VUVT Vv I DHEATERENILIZER om0 -
oo |
Dry Process 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.
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Performance

A5052#fDO T yMIIT Wet Condition

12000 ZEUETUITREE
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(H#0]) @ éo.oso
........... . 7V % 0.060
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% 2 0040
2 o
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8000 S 0.000
7:JE E _0020 1 1 1 1 1
7 § (10,400500T#) 0 2000 4000 6000 8000 10000 12000
& £ 6000 I ER (fE)
@ 3 Cutting holes
o 0.100
= . T O S
4000 RUJL- :5.5mm t= I "
P__!ﬁuﬁgd 100m/m|n(5’800m|n|) % ;E\\- g 0060 ..................... E
iling <pes S —A— [
%) 008mmres % % 7 0040 [
2000 ,.f:m . — l\“ = o 0020 A s n v s s m e
JURE 127.5mmibu 3 (mm)g 15707 E
Broken %Eﬂfgml :A5052 U :? 0.000 f = s s e e e e e
lﬂJ“EIJ/'lFHEIJ TGBME wet -0.020 L 1 1 1 1
0 ° 0 2000 4000 6000 8000 10000 12000

REEEENIERY)L DLCRUIL ATV (E)

Uncoated Carbide Drill DLC Drill Cutting holes

AS052#D=ZAKIIL MOL Condition ADC12#1DRSA 0L Dry Process

5000 4000
4,0507 kR 3,5677
(#fzaT)
A000 | =+ v o o v v v e v
000 3000 ..............
mg m g
it S S o i EEm
i £ RUL - :5.5mm 85 £ 2000 f-ooreeee KU :5.5mm
3 B :100m/min(5,800min) | {5 3 Y835 1100m/min (5,800min-)
2000 | -~ . ~0o q Cutting speed = Cutting speed
1,3307W3fi8 D) :0.08mm/rev =) :0.08mm/rev
Brok ee ee
e TORE  27.5mmiEUTR 1000 [EEEEEEEEEEREEE BT 16.5mmLET
1000 . Dep(}'\ . Blind hole = Dep‘lf’\ . Blind hole
JRHi,, 3052 267 4R #HI ADCT2
MR <=2 (10cc/h) EIpken YIEISEE $T7 70— arbiow
0 Cutting fluid 0 Cutting fluid
BEEAIERY)L DLCRUJL BESLERYJL DLCRUL
Uncoated Carbide Drill DLC Drill Uncoated Carbide Drill DLC Drill
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Super smooth finished surface.

R

Features

OREEFRHODLCI-rEEDE. BRUN. FI<LVAE
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Realize smooth chip discharg

e by DLC coat and

most suitable end mill design.

% gE

Performance

AS5052# MRS A0 Dry process

%ﬁmﬁ‘ill]:wmm
HJIE‘IFJ’E%E :314m/min
EUREE  :11,000mm/min
:A5052
ggﬁgﬁf“ (I 70— airblow

Feed
HHIAA

tIWiAH :@p=15mm ae=2.5mm
Depth of cut

Workmaterial

PIEESES

IVRZ)L:10mm

End Mill

E?J"EUEEE“ :314m/min

itting spee

ii:)iEE :1,000mm/min
:A5052,.AC4A

SIEHE B wer

Cutting fluid

WHEIA
PHEIRE 11m

Workmaterial
Milling length

15mm

2.5mm

=)L

DLC-mill

DLC

Ry=4.550um

=)L

Uncoated Carbide End Mill

TBEFLET VR

.

R,
r Ry=31. SOum

”"ﬁo)tti’x ADC12 Wear
RSATHUIVNERAEDERE
DLC is the eguivalent wear in wet

HSEER

Flank wear

FRER

Localized flank wear

E dﬁllr\)b 9mm
PJ“HHJEE(’ :572m/min
Utting spee
XDEE :6,000mm/min
Fee:’, (um) 60
A | ADC12
gq‘ﬁmf;ﬁdﬁﬂ DLCEIVSIYTR 50
SRS A oy
VIR BIE 40 b
B wet
H’:’xﬁgﬁgm *40m %'33‘330 A
€
g 20
10
0.Tmm
0

DLCSILSIYTR
(BERSA) CRFBMELHHE)

Uncoated Carbide End Mill

DLC-mill Radius
©ry) (Wet)

BULNOEVENVRIITE
Machined surface by DLC-mill

BESENET YRSV TONT

Uncoated Carbide End Mill

BEICKVITE

Broken

Ry—9 432;1m v

ITEESOH

2 Surface roughness

RSATHUTYMNRFEDNIEES
DLC s the eguivalent surface roughness in wet

Mra | B [

IVR=E)L:9mm
End Mill

FEIDL Rough
YIHRE :286m/min

Cutting speed

;i'JEE :500mm/min

{iJ:[T?Jl]I Finish
IHIEE :286m/min

Cutting speed

EURE  :3,000mm/min

Feed

(um) 4

w

7V REEBET Y RI)L

0.Tmm

| 45052 %l

YIELHE DLCSILSIFR g

Cutting fluid I7j‘D— . bIHWE & g
SIS £ <
ABHE wet S 1

YIEIRS :40m

Milling length

0
DLCILSYPR  TFILZEELEBEIVRI)IL
(T77'0-) (DTyhiT)
DLC-mill Radius Uncoated Carbide End Mill
(Air blow) (Wet)
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It can be processed into deep pocket milling continuously from slotting.

R

Features

OYHINS VY AICEBNIB3KAIDIRAE RUU Y T ICEBN I EI IR DR F
[CKW. FHEENSG (TN THTTRE
00V T VvV I7FRAICKVFEEADE TOFEERRT v MITZRER
OSRAIEEETHICKVFREIITH. IITREICEN. KROB S INTHZRIR
O 1DDFREZE/ VATV TNRGIFHTIEE
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.

g
% BE
Pertormance —

II5EE (AIE2ER) AT 4EE Deep Side milling

MIEENK _
: 5 w fEn&
B BiFRH FEE S .
' ':__I'_ Good finish surface roughness jﬁ%’&b!!
J ot
DIREBR —_ ' 10
\ = bt
= ﬂI
e . . [2.5mm
- - .
£ | 10um rr'
“J! I2.5mm e,
ftitt & —ce Y
Competitor DLC=)L ROy OVI Vw2 T

DLC-mill SLOT Long Shank

E‘Eﬂ‘ﬁﬂﬁ'i)b:mmm
tIELEE  :251m/min(8,000min-)

Cutting speed

i%:JiZE :2,150mm/min(0.09mm/tooth)
tWAG  :@p=25mm (13mm+12mm) ae=1mm

Depth of cut

A AS0S2 =
YIEBEED OB we =
Cutting fluid
YIEIRS  28milT# & B
Miling length === ———— ) _ H2mm

EE
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3 dimensions of high efficiency machining is possible.

1 R

Features

OEEFRHN NS L REFRECEBNDLCRZI -T2

OR—IVEBBRARDRBELIC K. YW < FHEH M Zm L.
SAERIITH OIEE

ONTHREICEN. SRAMIAT

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

DLC=JLiR—=)b

DLC-mill Ball

ap
% BE
Performance I—

ZILV=BEDRSAHIIL Dry milling of Aluminum alloy

HBEEFRAIE R — )V T/ R=)D carbide Ball End Mill DLC=)Uiv—)U pLc-milt Ball

IVR=)LR3mm

End Mill

EIHLRE  :471m/min

Cutting speed

ii:)iEE :3000mm/min

tIWiAH  :ap=0.2mm

Depth of cut Pf=0.2mm
it :A5052

Workmaterial

EIHGHE (T7 O~ airblow

Cutting fluid

ZILV=BEDOITYMILT Wet milling of Aluminum alloy

EE%MEI‘/FEM Carbide Ball End Mill DLCSJUR—Jb  oLemit Bal

IVRZ)L R3mm

End Mill

tIEBRE  :471m/min

Cutting speed

éi;JEE :3000mm/min
tIWiAH  :@p=0.5mm
Depth of cut Pf=0.5mm
B 5052
EIEGRED KB we

Cutting Fluid




WAVY MILL
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WAVY MILL NWEX BICDLCF v TOEGZ TP IV SEDRERNIT ZXKR

DLC coating for NWEX type release new chips

R

Features

OEEBE—EBNLLFEES

BRI L THEEEICEND
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Super fine finish  Excellent anti-adhesion
Applicable to dry-milling(Air blow) Stable chip discharge
Long tool life Steady Wear-resistant

WIELVIITIEX !
RTYMIIIC! AUALIITIC! BEVIITIIE BEWIIIC BRI Y —
== 200932 30008
S —
P 5
g 3 $32 1’3»”0’ 3:
$63 0°30" 0°30°
T £

*TERICKY. ITREAEFRDEY
IR & T,

.NWEXE!:JU —Z“—% NWEX type product range

B o " B 5142 (mm) B o
Model Type d14 925 40 63 ¢80 $125 -
NWWEX 2000E ﬁfiﬂyp{ 14— 3
NWEX 2000EL | DX7%17 14 e— 0
NWEX 3000E ﬁfiﬁyﬁ 25 E— 3
NWEX 3000Es | 27 b517 50— 63
NWEX 3000EL | 27217 25 m— 40
BRI A

NWEX 3000E-C

Coarse pitch type

40 WEEm——— 63

NWEX 3000ES-C

a—h ST

Short & Coarse pitch type

50 mmmm 63

NWEX 2000F

BEIALTS

Standard type

40 W 63

NWEX 3000F

BEIAT
Standard type

40 W 63

NWEX 3000R

BEIALT

Standard type

80 N 125

NWEXF 3000R

EBRNIAT

Fine pitch type

80 N 125
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/

fitisE &t EIFEFE S Anti-adhesion & Surface roughness

RRE
g

V=100m/min

V=500m/min

NDL
100

Dry/Ra=0.6 um

B A A A

R EDWet
MTIUED
T EtE=
DL100aDry
MTTER !

Dry/Ra=0.4um

e

RS A

U

1+ Dry/Ra=2.5um

1

iy

; i }. [ '!Illr hﬂ; L] FIIL:J".I ll+'l'F|.

Wet/Ra=0.9um

‘f.l 7, .ﬂif:‘;'-ill o ‘-ﬂ:.-.ll'l...'“l'" I'“"|'I'|

R : ADC12

tIHIR : 7.5m

FIHIZE © f=0.20mm/F. da=5mm. ar=10mm

Dry (—#BWet)

TER

Stocked Sizes

.9:‘y7° Inserts
WAVY MILL NWEXZ&!H

For WAVY MILL NWEX type
LIST 9438
5%

BT (Unit) :mm

Fig.1

Code

111&

Material

Fig.2

NAXET123502PEFR-SNDL100 .
NAXET123504PEFR-SNDL100 0.4 Fig.1 | WAVY MILL NWEX 20002 U—X
NAXET123508PEFR-SNDL100 NDL100 0.8
NAXET170502PEFR-SNDL100 0.2
NAXET170504PEFR-SNDL100 0.4 Fig.2 | WAVY MILL NWEX 30000 —X
NAXET170508PEFR-SNDL100 0.8

XsEWITAE—=X'sZILD 1A E—ZHEEE 3 B

For X's-mill WAVY, X's-mill WAVY Multi Eétﬂ Eu%1¢

LIST 9356 Standard Cutting Condition

AT &4 (Unit):mm

Emae s
Code

APET103504PDFRSN DLC100

APET160504PDFRSN DLC100
APET160508PDFRSN DLC100

g
Material
| XSWEM2000%,
100 0.4 | Fig.1 | XsyyMM20008
bLCt 04 | | XSWEM3000%L,
0.8 | Fig2 | XSWMM3000Z

5= ZILES=ZO LSS
mm) | PR giapcia, As0s2:e)
10~ |PHIEEm/min)| 200 — 300 — 500
EDEmm/A) | 0.08— 0.10 — 0.15
YIHl®RE (m/min) | 200 — 500 — 1000
2540 I B mm/ ) | 010— 015 — 0.20
5063 |PHEEE(m/min) [ 200 — 500 — 1000
EUBmm/R) | 001 — 0.15 — 0.20

PROYELVBEETT . MTREICEDETHARIUETT,
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DLC Drills Regular

S s S

LIST 9520

F—=9FHE

DLCDR
B BR 2R | YvVIR| 7HE | SEMmBM)
Dc L L Ds Stock Price(¥)
2.0 15 47 3 o 3,660
2.1 15 47 3 o 4,070
2.2 16 48 3 o 4,070
2.3 16 48 3 o 4,070
2.4 17 49 3 o 4,070
2.5 17 49 3 o 4,070
2.6 17 49 3 o 4,830
2.7 19 51 3 [ ) 4,830
2.8 19 51 3 o 4,830
2.9 19 51 3 () 4,830
3.0 19 51 3 o 4,830
3.1 21 53} 4 ([ ] 5,340
3.2 21 53 4 o 5,340
33 21 53 4 [ ) 5,340
34 24 56 4 o 5,340
3.5 24 56 4 o 5,340
3.6 24 56 4 o 5,980
3.7 24 56 4 [ ) 5,980
3.8 27 59 4 [ ) 5,980
3.9 27 59 4 [ ) 5,980
4.0 27 59 4 o 5,980
4.1 27 71 6 [ ) 6,670
4.2 27 71 6 o 6,670
4.3 31 75 6 o 6,670
4.4 31 75 6 o 6,670
4.5 31 75 6 o 6,670
4.6 31 75 6 ( J 6,890
4.7 31 75 6 ( J 6,890
4.8 33 77 6 [ J 6,890
4.9 33 77 6 o 6,890
5.0 38 82 6 ( J 6,890
51 38 82 6 o 8,220
5.2 38 82 6 o 8,220
5.3 38 82 6 [ ) 8,220
5.4 38 82 6 o 8,220
5.5 38 82 6 o 8,220
5.6 41 85 6 o 8,980
5.7 41 85 6 o 8,980
5.8 41 85 6 o 8,980
5.9 41 85 6 () 8,980
6.0 41 85 6 o 8,980
6.1 41 85 8 o 9,800
6.2 41 85 8 o 9,800
6.3 41 85 8 ( J 9,800
6.4 41 85 8 o 9,800
6.5 41 85 8 o 9,800
6.6 43 87 8 o 10,400
6.7 43 87 8 [ ) 10,400
6.8 43 87 8 @ 10,400
6.9 43 87 8 o 10,400
7.0 43 87 8 [ ) 10,400
7.1 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 [ J 11,600
7.7 48 92 8 [ ) 11,600

B
Dc
7.8
7.9
8.0
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9
9.0
9.1
9.2
9.3
9.4
9.5
9.6
9.7
9.8
9.9

10.0

10.1

10.2

10.3

10.4

10.5

10.6

10.7

10.8

10.9

11.0

11.1

11.2

11.3

11.4

11.5

11.6

11.7

11.8

11.9

12.0

oL Cn? (B ] 7

EEFEE  GRA

I8#E 1-74v7

RQUng yrUoEneE

B4 (Unit) :mm

BR S vVOR | HE | SEMS )

L L Ds Stock Price(¥)
48 92 8 o 11,600
48 92 8 [ ) 11,600
48 92 8 o 11,600
53 103 10 [ ) 12,200
53 103 10 o 12,200
58 103 10 o 12,200
53 103 10 o 12,200
58 103 10 [ ) 12,200
55 105 10 o 12,800
55 105 10 () 12,800
55 105 10 o 12,800
55 105 10 [ ) 12,800
55 105 10 o 12,800
58 108 10 [ } 13,400
58 108 10 o 13,400
58 108 10 [ ) 13,400
58 108 10 o 13,400
58 108 10 [ ) 13,400
60 110 10 o 13,900
60 110 10 o 13,900
60 110 10 o 13,900
60 110 10 o 13,900
60 110 10 o 13,900
66 123 12 [ ) 14,500
66 123 12 o 14,500
66 123 12 [ ) 14,500
66 123 12 o 14,500
66 123 12 () 14,500
68 125 12 o 15,200
68 125 12 [ ) 15,200
68 125 12 o 15,200
68 125 12 @ 15,200
68 125 12 o 15,200
71 128 12 [ ) 15,700
71 128 12 o 15,700
71 128 12 [ ) 15,700
71 128 12 o 15,700
71 128 12 [ ) 15,700
73 130 12 o 16,300
73 130 12 [ ) 16,300
73 130 12 o 16,300
73 130 12 () 16,300
73 130 12 o 16,300
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DLCMD

DLCY A Z70ORUIL
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DLC Micro Drills ISR I-74v7 BENBE SORE LN
N @ ¢DC #WQ'***
TR T R —
au—# L
L
LIST 9524
F—9FHE
DLCMD 8547 (Unit):mm
B BR 2R | YvVIR| 'E | SEMSE) Bf# BR 2R |(YvVIR| 7#E | SEMEE)
Dc L L Ds Stock Price(¥) Dc L L Ds Stock Price(¥)
0.5 6 44 3 [ ) 3,300 1.3 15 47 3 o 3,300
0.6 7 44 3 () 3,300 1.4 15 47 3 o 3,300
0.7 9 44 3 o 3,300 1.5 15 47 3 o 3,300
0.8 10 44 3 () 3,300 1.6 15 47 3 o 3,660
0.9 11 44 3 o 3,300 1.7 15 47 3 o 3,660
1.0 12 47 3 [ ) 3,300 1.8 15 47 3 [ ) 3,660
1.1 14 47 3 [ ) 3,300 1.9 15 47 3 [ ) 3,660
1.2 15 47 3 [ ) 3,300
MR
Standard Cutting Condition
DLCDR/DLCMD
| 'jI‘y I‘j][]I\ MQU]I]I Wet condition and MQL condition
e WPIWS= L PSR At PO LEEEY wae
T W | e | A W | wme | G
B [EER X RE [EER RYRE EERE X RE Bk R RE EIEREL K RE EIEREL EWRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) 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
||‘“5*f AIIZ(T72'0O—)  Drycondition(Air blow)
I LT IIEEPIN e e T PLSZOLERBY wa
S I Y N A I
B [EER XWRE Ol XWRE EERE XRE Bk ERE EIEREL X RE EIEREL XWRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) 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 E] 8500 330 10600 420 12700 580 10600 480 6400 280
5 Not used 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
DLCDR/DLCMD

.DLC RULIE, PILEZOLGSR. HESBREDFHEMADRUILTT,
BEEONYUDLHICEELEEA.

T—IPERMICKVIRBIPRENFEET B EEE, WRICHU TUHIRGZEE LTI RES L,
PIHBERE M TR R U LB TR ICHIEL T IEE L,

T DEIHIRMERIE. TNSHIFREIDUATISEAL T,
TBIFRE3DCERBR D BEICIFEEM &R REZ20% FFTI T,
NRBIFRED3DCZBRBBEICERT v THIZIT>TIREL,

U, WEMPITIREIC IV S THEBDBLL BRI ENBUE T ZOBEICBIPIED
TUREUTTCHOTHRT Y FTEUZE LT RS,

2Ty TRYFNRDLEEFTRUTLRE W,

A7 v TEF0.2~1DcZERICLTLREV,. BRIMMUTOBSEIC$0.1~0.2Dc<5NTT,
9. RULDIRNZ0.02MMUTICBEXTF v v F VT LTI RS,

1. DLC Drills are available in Nonferrous Metals such as Aluminum, Copper Alloy.
Not suitable for very hard beryllium Copper.
2. Adjust cutting condition when unusual vibration, different sound occur by cutting.
3. Provide sufficient amount cutting fluid to the cutting point and in the flute.
4. Use the table values for drilling depth under 3xDc.
5. When for hole depth more than 3xDc, reduce the rotation and feed by 20%
6. When for hole depth more than 3xDc deep, add step feeding.
However, a work material and cutting condition to chip removal may be worse. In that case, add A even
if drilling depth 3xDc is as follows.
7. In step feed, return to the entrance hole.
8. Step feed interval is about 0.2~1xDc. In drill diameter of 1.0mm or less , about 0.1~0.2xDc.
9. Adjust the drill run out to 0.02mm or less.

ouvhwN

© N
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Y. / BLCHD

DL/ ARUIL EIB 0

HE D-T4v) BREHFEE KHA nbhﬁ AL i

e |
=y

LIST 544
F—5FHE
, Dc<14
DLCHD BiE av—* (17 (Unit):mm
2R |vrvoR| #E | B2 2R | vvvoR | &#E |SE@EE) 2R [vryo® | oE [SEEEE)
Dc L Ds Stock Price(¥) Dc L Ds Stock Price(¥) Dc L Stock Price(¥)
1.0 12 50 3 [ ] 850 55 57 929 6 [ ] 1,450 10.0 87 137 10 [ ] 3,150
1.1 14 50 3 [ ] 788 5.6 57 929 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 3 [ ] 788 5.8 57 Ce) 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 o 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 o 4,580
2.0 24 56 3 [ ] 706 6.5 63 107 8 [ ] 1,840 11.0 94 151 12 [ ] 3,970
2.1 24 56 3 [ ] 821 6.6 63 107 8 [ ] 2,090 1.1 94 151 12 o 5,120
2.2 25 56 3 [ ] 821 6.7 63 107 8 [ ] 2,090 11.2 94 151 12 [ ] 5,120
23 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
2.5 30 64 3 [ ] 706 7.0 69 113 8 [ ] 1,960 11.5 94 151 12 [ ) 4,690
2.6 30 64 3 [ ] 792 7.1 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
29 33 64 3 o 792 7.4 69 113 8 [ ] 2,160 1.9 101 158 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 o 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
33 36 71 4 o 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 o 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
37 39 71 4 o 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 o 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
4.1 43 89 6 o 1,180 8.6 81 131 10 [ ] 2,410 13.5 108 168 16 | =
4.2 43 89 6 o 1,080 8.7 81 131 10 [ ] 2,980 14.0 108 168 16 O -
4.3 47 89 6 o 1,180 8.8 81 131 10 [ ] 2,980 14.5 114 173 16 O =
4.4 47 89 6 o 1,180 8.9 81 131 10 [ ] 2,980 15.0 114 180 20 O -
4.5 47 89 6 [ ] 1,080 9.0 81 131 10 [ ] 2,480 155 120 185 20 O -
4.6 47 89 6 o 1.390 9.1 81 131 10 o 3,310 16.0 120 185 20 O -
4.7 47 89 6 [ ] 1,390 9.2 81 131 10 [ ] 3,310 16.5 125 189 20 O -
4.8 52 94 6 o 1,390 9.3 81 131 10 [ ] 3,310 17.0 125 189 20 O -
4.9 52 94 6 [ ] 1,390 9.4 81 131 10 [ ] 3,310 17.5 130 194 20 O =
5.0 52 94 6 o 1,260 9.5 81 131 10 [ ] 3,050 18.0 130 194 20 O -
51 52 94 6 [ ] 1,260 9.6 87 137 10 [ ] 3,730 18.5 135 198 20 O -
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 O =
5.4 57 929 6 [ ] 1.620 9.9 87 137 10 [ ] 3,730 20.0 140 210 25 ] -
LIED : BERESEEERTI .
Available for Japan customers only
o s\
EAEVHISRSF
Standard Cutting Condition
DLCHD
ZIL== = i
WA Ly JIEELIN PSSR (i FLEZ LEEEN wes
Work Material Aluminum : : Aluminum Alloy Castin Copper Allo
Si. Mg-Si% MgH Zn-Mg%h Y S Rkt
RO A4032. A6061 A5052 A7075 G, AR Ciiey
B [EETd X RE [EETd X RE EEH X RE Bk 52 X RE B X RE EEH X RE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min-1 mm/min min-1 mm/min min-t mm/min min-t mm/min min-t mm/min min-t 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
1. COYIHIZRAEKBHETEBRZER UI8E T . 1. The table values are for drilling with water soluble cutting fluid.
2. TIHGERIE I IR RULEBA TR ICHIEL T REE L, 2. Provide sufficient amount cutting fluid to the cutting point and in the flute.
3. NBIFREIH3DCEBADHEICIFRT Y THITET>TREEL, 3. When for hole depth more than 3xDc deep, add step feeding.
e U, #WHEIMPIIREICE VD K THEMENBLBE T EN B I FT . ZOHBEICEFR However, a work material and cutting condition to chip removal may be worse. In that case, add A even
TURS AT CTH>THRAT Y RN ZLTLREEL, if drilling depth 3xDc is as follows.
4. 27w PR FROLBEFTRUTLRZEL, 4. In step feed, return to the entrance hole.
5. 27 v FE130.5~1DcZBRICLTLEE W, \E(F0.2~0.5Dc< 51T, 5. Step feed interval is about 0.5~1xDc. In small diameter, about 0.2~0.5xDc.
6. ALY hFvvI, S—UVITF vy I=ERLREETV, 6. Use a collet chuck, milling chuck.
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2DLCM

DLCS)L ZIL=H iz pLc]457]A [ e

DLC-mill for Aluminum T8 1-74¥5 RQUNE FryvasuR vevsssss

DG — D s

LIST 9330

F—9HE

2DLCM & {7 (Unit):mm

BUIR | 2R |vrvoR| wE | BE@E) BUE | &R [vvvoR] #E | BE@HEE
Dc L L Ds Stock Price(¥) Dc L L Ds Stock Price(¥)
1 3 40 4 [ ) 4,140 7 16 60 8 o 6,860
1.1 3 40 4 ] - 71 16 60 8 ] —
1.2 3 40 4 (] — 7.2 16 60 8 ] —
1.3 3 40 4 ] — 7.3 16 60 8 ] -
1.4 3 40 4 L] — 7.4 16 60 8 [] —
1.5 4 40 4 () 4,140 7.5 16 60 8 ] —
1.6 4 40 4 L] — 7.6 19 60 8 [] —
1.7 4 40 4 ] — 7.7 19 60 8 ] -
1.8 5 40 4 L] — 7.8 19 60 8 [] —
1.9 5 40 4 ] — 7.9 19 60 8 ] -
2 6 40 4 [ ] 4,090 8 19 60 8 [ ] 7,450
2.1 6 40 4 [] — 8.1 19 70 10 O -
2.2 6 40 4 L] — 8.2 19 70 10 L] —
2.3 6 40 4 [] — 8.3 19 70 10 O -
2.4 8 40 4 L] — 8.4 19 70 10 L] —
2.5 8 40 4 ( ] 4,090 8.5 19 70 10 O —
2.6 8 40 4 L] — 8.6 19 70 10 L] —
2.7 8 40 4 [] — 8.7 19 70 10 O -
2.8 8 40 4 L] — 8.8 19 70 10 L] —
2.9 8 40 4 [] — 8.9 19 70 10 O -
3 8 45 6 [ ) 4,090 9 19 70 10 (] 9,490
3.1 8 45 6 [] — 9.1 19 70 10 O —
3.2 8 45 6 ] — 9.2 19 70 10 L] —
3.3 8 45 6 (] — 9.3 19 70 10 O —
3.4 10 45 6 ] — 9.4 19 70 10 L] —
35 10 45 6 ( ] 5,140 9.5 19 70 10 O —
3.6 10 45 6 ] — 9.6 22 70 10 L] —
3.7 10 45 6 ] — 9.7 22 70 10 O —
3.8 11 45 6 ] — 9.8 22 70 10 L] —
3.9 11 45 6 ] — 9.9 22 70 10 O —
4 11 45 6 [ ] 5,140 10 22 70 10 ( J 9,260
4.1 11 45 6 ] — 10.1 22 75 12 O -
4.2 11 45 6 ] — 10.2 22 75 12 ] —
4.3 11 45 6 O - 10.3 22 75 12 O —
4.4 11 45 6 ] — 10.4 22 75 12 ] —
4.5 11 50 6 [ ) 5,540 10.5 22 75 12 O —
4.6 11 50 6 (] — 10.6 22 75 12 L] —
4.7 11 50 6 ] — 10.7 22 75 12 ] —
4.8 13 50 6 (] — 10.8 22 75 12 ] —
4.9 13 50 6 ] — 10.9 22 75 12 [l —
5 13 50 6 [ ] 5,540 11 22 75 12 [ ) 12,200
5.1 13 50 6 ] — 11.1 22 75 12 [l —
5.2 13 50 6 [] — 11.2 22 75 12 ] —
5% 13 50 6 ] — 11.3 22 75 12 ] —
5.4 13 50 6 [] — 11.4 22 75 12 ] —
5.5 13 50 6 ([ ) 6,270 11.5 22 75 12 ] —
5.6 13 50 6 (] — 11.6 26 75 12 ] —
5.7 13 50 6 ] — 11.7 26 75 12 ] -
5.8 13 50 6 (] — 11.8 26 75 12 ] —
5.9 13 50 6 ] — 11.9 26 75 12 ] -
6 13 50 6 [ ] 5,750 12 26 75 12 [} 12,600
6.1 16 60 8 ] — 16 32 90 16 [ ] 23,700
6.2 16 60 8 ] — 20 38 100 20 ([ ) 40,000
O lie 60 8 o o LIED : BERESEERTY, S pe(mm) S Toterance
6.4 16 60 8 D Available for Japan customers only #HBR above| LU Upto (mm)
6.5 16 60 8 ] — 3 —0.014~-0.028
6.6 16 60 8 H — 3 6 —0.020~-0.038
67 | 16 | 60 8 0 — o B T P T
6.8 16 60 8 L] —
6.9 16 60 8 L] -

EJHISR{F Cutting Condition B> P.15 ¢



2DLCSC SL2DLCSC

DLCI)V +—T0—328A DLCIWOVT Y+—TI—F28F

DLC-mill Sharp Corner DLC-mill Long Sharp Corner

p— e
E{DICI30TAY | o) 8 [DLC{30TAN | g

IE#E I-74Y9 RUNAE Yr-73-F YrUoBHEE IB#ME 1-F4Y9 RQUNE Yv—T7I-F YvUIRHEE
15° 15°
Poiptin pul
2
. ¢Ds ‘ 2 . ¢Ds
LIST 9378 LIST 9380
F—5FHE F—FHE
2DLCSC sgunymm  SL2DLCSC &4 (Unit):mm
IE | 2R [vvuoR| #E |[sEEEE) A5 | 2R [vvuoR| mE [SEEEE)
Dc L L Ds Stock Price(¥) Dc L L Ds Stock Price(¥)
1 3 40 4 { 4,140 3 12 50 6 [ ] 6,030
1.5 4 40 4 o 4,140 35 15 50 6 [ ] 6,290
2 6 40 4 ([ J 4,090 4 17 50 6 [ J 6,290
25 8 40 4 o 4,090 4.5 17 50 6 (] 7,500
3 8 45 6 (] 4,090 5 20 60 6 [ ] 7,500
35 10 45 6 o 5,140 6 20 60 6 () 8,160
4 11 45 6 { 5,140 7 25 70 8 o 9,480
4.5 11 50 6 o 5,540 8 30 80 8 ( 10,300
5 13 50 6 (] 5,540 9 30 90 10 o 13,000
6 13 50 6 o 5,750 10 34 90 10 (] 14,000
7 16 60 8 @ 6,860 11 34 90 12 o 16,400
8 19 60 8 ([ 7,450 12 40 90 12 ( 17,200
9 19 70 10 (] 9,490 16 50 115 16 [ J 35,400
10 22 70 10 o 9,260 20 56 125 20 [ ] 51,000
11 22 75 12 (] 12,200
12 26 75 12 o 12,600 4 oe(mm) T Tolerance
16 32 90 16 ) 23,700 FHBA. Above L[F;pla _0_0122”’_)0_028
20 38 100 20 (] 40,000 3 6 Z0.020~-0.038
6 10 —0.025~-0.047
10 —0.032~-0.059
B s\
BHAELHISRG
Standard Cutting Condition _
2DLCSC/SL2DLCSC
A WPIV== 1 FPIWEZULEE  Auminum Alloy ZIWEZD LEERHY WEE
Work Material Aluminum i S Aluminum Alloy Casting Copper Allo oA
A1070 A4563£{\ g::;&m Ahggfz Z:}Aé\égf AC. ADC 1100 ﬁgﬁﬂ'ﬁmﬁ“
bacES O## | XWERE | DR | XUERE | OEH | XUERE | ORY | ZUERE | OhH | XURE | OhH | XUEE -
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min ?j[
2 50000 1000 11500 230 38000 760 38000 840 34000 750 15300 240 KL‘»
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 ENIORS
8 16000 1300 3600 300 12000 1000 12000 1100 10700 960 4800 310 Grooving
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 apj]_F
16 7800 1300 1800 300 6000 1000 6000 1100 5400 960 2400 310 LD_CJ
20 6200 1300 1400 300 4800 1000 4800 1100 4300 960 1900 310
AENT ap 1 .?Dc (O~ 7" 3Dc) \ Dc: IDI::‘illllzﬂ@
* ae 0.2Dc (07 0.1Dc) [0.1Dc (@7 0.05D0)
BMT |a 1.0Dc (O ZFERALREL)
2DLCSC/SL2DLCSC
1. RE U ZTE S IeOBEOSVER - RILY—ZERL TS, 1. Use precise machine and holder.
2. Vv—=TI—FOBERFEIRSAHIVED T Y NCTERLEETL, 2. Use in MQL condition or wet condition in case of Sharp corner.
3. 0V Y v—FI—FFEVEEES0%E LTLREEL, 3. Reduce only the feed to 50% of table values in case of DLC-mill Long Sharp Corner.
4. BNIOBEIREEHE70%, XEWEEZ25%ICLTIREL, 4. When grooving, reduce the rotation to 70% , and the feed to 25% of table values.
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2DLCM-R

DLC=)

DLC-mill Radi

7

1

L

us

7

A

-

SRES

IE## 13-74v7 RUNE YrUonez

LIST 9302
T—5Hik
2DLCM EHE R e Unity o
e miesp sl R | 2R (| YvVI=R| 7E | S (F) e mies sl IR | 2R (Vv IO=R| EE | SEME (M)
Dc r L L Ds Stock Price(¥) Dc r L L Ds Stock Price(¥)
2 0.2 6 40 4 o 6,340 12 0.5 26 75 12 o 15,300
3 0.2 8 45 6 o 6,870 12 1 26 75 12 o 15,300
3 0.5 8 45 6 () 6,870 12 2 26 75 12 [ ) 17,400
4 0.2 11 45 6 o 7,090 16 0.5 32 90 16 o 30,100
4 0.5 11 45 6 o 7,070 16 1 32 90 16 o 30,100
5 0.2 13 50 6 () 8,050 16 2 32 90 16 o 31,200
5 0.5 13 50 6 o 8,050 16 3 32 90 16 o 30,100
6 0.3 13 50 6 o 8,610 20 0.5 38 | 100 20 [ ) 44,100
6 0.5 13 50 6 o 8,610 20 1 38 | 100 20 o 44,100
6 1 13 50 6 o 8,610 20 2 38 | 100 20 o 52,800
7 0.3 16 60 8 o 10,400 20 3 38 | 100 20 [ ) 44,100
7 0.5 16 60 8 o 10,400
7 1 16 60 8 () 10,400 fH% oc(mm) %’r@(ﬁ Tol;rance RS %‘F@(ﬁ Tol;rance
8 0.3 19 60 8 S 10,600 ZHBA. Above L[F?l:pm —o_o1£njq—o_028 o_rz mm
8 0.5 19 | 60 8 ] 10,600 3 6 | —0020~-0038 0.3 +0.015~0
8 1 19 60| 8 | @ 1060 e I
10 0.3 22 70 10 () 12,800 2.0 £0.050—0
10 0.5 22 70 10 o 12,300 3.0
10 1 22 70 10 [ ) 12,300
: \Y I}
EEUIHISRG
Standard Cutting Condition -
2DLCM/2DLCM-R
I "PIVZ= L FIWVEZOLEE  Auminum Alloy FIEZOLEEHEY wes
ork Material luminum i -Sii Aluminum Alloy Casting opper Allo ...
ez O | ZWERE | DER | XUEE | OEH | ZUERE | DR | XUEE | Onm | 2URE (| OEY | 2UEE -
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed . Rol§lion Feed< ap
(mm) min-! mm/min min-t mm/min min-! mm/min min-t mm/min min-t mm/min min-t mm/min
2 50000 | 1000 | 11500 | 230 | 38000 760 | 38000 840 | 34000 750 15300 | 240 LL{J
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 BNIOBE
8 16000 | 1300 3600 | 300 12000 | 1000 | 12000 | 1100 | 10700 | 960 4800 | 310 Srooving
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 | o
20 6200 | 1300 1400 | 300 4800 | 1000 4800 | 1100 4300 960 1900 | 310
mEmT 22 1.5Bc P S b e
i a. 0.2Dc \ 0.1Dc ‘
BMI |ap 0.5Dc (RSAIITDIBE Indry-milling)  1.0Dc (U v MITZDIES In wet-milling)
2DLCM/2DLCM-R

1. EREMORSOENN LRIGELBWVESE. REOERETI#EA<EEU, 1. When using low speed machines, use the maximum speed and adjust the feed rate.
Z0HE, XV REDEUERTTFTIRZEW, 2. In wet-milling. increase 1.25 times of feed.

2.9y MITOBHEF. EROEVEREZ1.25(FICL TR, 3. In groove milling, reduce the rotation to 70%, and the feed to 25% of table values.

3. BINIOBEREEHZE70%, EREZ25%CL TS, 4. In dry-milling, recommend air blow.

4. RSANIOBEEFI7 70— 2#RELET,
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DLCSLTLS

DLCZ)LZAOvkOY I Yw2 T

DLC-mill SLOT Long Shank

I8#ME 1-74vJ RUN\ FryvaSuk vy

@Dt
S SR = =E=E
LIST 9390 il 7 . #Ds
F—IHE
DLCSLTLS &t (Unit) :mm
& BTRY Ex BR | vevoR | &E | SE@EE
Dc L L2 L D1 Ds Stock Price(¥)
2 3 8 50 1.9 4 ® 5,600
3 45 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
9 13.5 - 90 - 8 () 10,100
10 15 42 100 9.7 10 ) 8,890 HE > B8R
1 16.5 - 120 - 10 () 15,300 Dc D1
12 18 50 120 11.7 12 () 11,900 T o) e —
13 19.5 = 130 = 12 [ ] 19,500 BABA Above] LU Upto (mm)
16 24 66 160 15.5 16 () 22,100 3 —0.014~-0.028
17 255 = 170 = 16 ° 38,700 > o —9020--00°8
20 30 82 200 19.5 20 o 36,600 10 —0.032~—-0.059
ISR
Standard Cutting Condition
DLCSLTLS
[;FBM BIENIT  conventional Condition Side Milling
waM | EPILEZUL o (i was
Work Material i Copper Alloy
A1070 SiF Mg Mg-Sisa Cu. Zn-Mg% Si ~12% Si 12%
A4032 A5052 A6061 A2014, A7075 | AC2A. AC8C ADC12
R OERE | XURE | CEEs |XWRE | D | XWRE | O |[RURE | O | XVEE | O | RURE | OER | RURE| &R | XURE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min- mm/min min- mm/min min- mm/min min- mm/min min-! mm/min min-t 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 =1.2Dc ae =0.2Dc
|5ﬂ.ﬁﬁ%ﬁ: ;ﬁﬂﬂI Conventional Condition Grooving
wa | PLI=oLn T oL i
Work Material i
A1070 Si% Mg Mg-SiF Cu, Zn-Mg% Si ~12% Si 12% BENTOHRS
A4032 A5052 A6061 A2014. A7075 AC2A. AC8C ADC12 Side Milling
SR OERE) [EVRE | &R | XVRE| DN XV EE| O RUEE| sy |RUEE | OES XUEE | EER | RUEE -
Yot | i | moin | i | moiein | i | oo | mie. | oo | i | o | i | roiein | mine. || moimin a
3 34500 | 2100 | 21300 | 1100 | 26600 | 1500 | 23900 | 1230 | 23400 | 1140 | 23900 | 1230 | 22600 | 1100 g
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 EITOSS
8 13000 | 2500 | 8000 | 1300 | 10000 | 1700 | 9000 | 1500 | 8800 | 1340 | 9000 | 1500 | 8500 | 1290 Groeving
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 apj]ﬁf
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 De: IV k=L
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 = 1.0Dc
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BAETHISRAF

Standard Cutting Condition

DLCSLTLS
| EnRsEE  BIEINDT  High Speed Condition Side Milling
PILEZOLEE FIWEZULEEHY
HH ZIWEZOLA Alamimum Aoy Auminar Aloy Casting FET=F
Work Material i Copper Alloy
A1070 Si% MgF Mg-SiZ Cu. Zn-Mg% Si ~12% Si12%
A4032 A5052 A6061 A2014. A7075 AC2A. AC8C ADC12
sz OERH (XUFEE | DI XUFRE | DI | XUEE | DR | XURE | DEd | XURE | DEH | XURE | OEY | XURE | D&Y | EUERE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min-! mm/min min-! mm/min min-! mm/min min-! mm/min min-t 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
ap=1.2Dc ae =0.1Dc
| B BIIT  high Specd Condition Grooving
- —_ FPILEZOLESR ZIWEZOLEEHY
HHIAA ZIWEZO L Aluminum A“; Aluminum Alloy:ICasting
Work Material
A1070 SiZ% Mg% Mg-Si% Cu, Zn-Mg% Si ~12% Si 12%
A4032 A5052 A6061 A2014. A7075 AC2A. AC8C ADC12
sz OERH [XWUFEE | O |XURE | DE | XUFRE | DEY | XURE | DEM | XUERE | OR8 |XUEE | DR |XUERE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min- mm/min min-t mm/min min-t mm/min min- mm/min min-! mm/min min- mm/min min-t 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 = 1.0Dc
| RUUZIIIT  oriting
. _ FILEZULEE PIWEZULEEHEY
WHEIA ZILEZOL Aluminum Alloy Aluminum Alloy Casting
Work Material i
A1070 Si% Mg% Mg-SiZ Cu. Zn-Mg% Si ~12% Si 12%
A4032 A5052 A6061 A2014. A7075 AC2A. AC8C ADC12
Sz OEREy | XWERE (| DI | XUEE | DEE | XUERE | DR | XURE | OEE | XURE | DR | XURE | DEE | XURE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) 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
DLCSLTLS

1. RE Ul TZ{T18 5 e O IBE DRV - LS —ZfER LTI IZEL,

2. RSANI (I770—%#R) OBEIEEEMEE) ZZNTN70%ICLTIRE
Vo RSAMITRUVYTDBER, BEBERD70%. EREZ20%CLT

<EEEW,

3. RUU VT DR BERDIBZEIBNESICLTIRE N,

1. Use precise machine and holder.

2. When dry process, reduce the rotation and feed by 70% . In dry slotting. reduce the rotation
and the feed to 20% of table values.

to 70% .

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




z / 2DLCR

DLCZJLR—Ib iz |DLC[30°

DLC-mill Ball IBME 1-74Y9 QUNE yruoEkes

G @ ¢Dc

[}
LIST 9360 R/ Lz L ¢Ds
F—F %
2DLCR BT (Unit):mm
H1E TE | BTES | BfELA =5 e wE | SEEE)
R Dc L L2 a L Ds Stock Price(¥)
0.5 1 1.5 3 10° 50 4 ) 7,000
0.75 1.5 25 4 10° 50 4 ° 7,580
1 2 3 5 15° 60 6 ° 7,580
1.25 25 4 6 15° 60 6 ° 7.580
1.5 3 45 8 15° 80 6 ° 7.580
2 4 6 12 15° 80 6 ° 7,580
2.5 5 7.5 14 15° 90 6 ° 8,150
3 6 9 = = 100 6 ° 8,330
3.5 7 11 20 20° 100 8 ° 10,800
4 8 12 = = 100 8 ° 11,600
45 9 14 25 20° 120 10 ° 15,200
5 10 15 — — 120 10 ° 13,900
5.5 11 17 30 20° 120 12 ° 19,700
6 12 18 — — 120 12 ® 17,000 Nz < B2
6.5 13 20 35 20° 160 16 o 22,400 Dc D1
7 14 21 38 — 160 16 ° 29,800 BE=5HEH90.05mm
7.5 15 23 40 20° 160 16 ° 31,900 P ey e FEE oo
8 16 24 = = 160 16 ° 35,100 _ (mm) (mm)
9 18 27 50 20° 180 20 ° 48,500 L o) AT vpe | SHEE R
10 20 30 — — 180 20 () 53,200 g 0~—0.040 ] 001

R HIZR G
Standard Cutting Condition _

2DLCR
| 5FI,FF]%{¢ Conventional Condition |
WA I S e S (T PIEZOLERHN mas
Tl N | e | MR | w | R e
R—JLR EEH | EUEE | DEY | EJURE | OEN | 2UEE | @EY | EJUEE | OEN | XURE | @ER | EJUEE
Ball Radius Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min an
RO.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 D& T REILHE
R3 14000 | 1700 3200 | 400 | 11000 | 1300 | 11000 | 1500 | 10000 | 1300 4000 | 400 R
RS 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
TAnE ap 0.1Dc
Depth of Cut Pt 0.2Dc
| SRS High Speed Condition
Ml FLEZDn s e Rl FIVE=D LEEEY was
R—JLR O | EUEE | DER | RUEE | OEH | RZUERE | DR | RURE | @R | XUEE | DR | EUEE
Ball Radius Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min min-t mm/min an
RO.5 62000 | 1200 | 19000 400 | 60000 | 1200 | 60000 | 1300 | 57000 | 1300 | 25000 400 S5
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 Do T RZ LS
R3 34000 | 4100 8000 | 1000 | 27000 | 3200 | 27000 | 3600 | 24000 | 3200 | 11000 | 1000 R
R5 21000 | 4200 4800 | 1000 | 16000 | 3200 | 16000 | 3500 | 14000 | 3100 6400 | 1000 BallRadlus
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
AR ap 0.05Dc
Depthof Cut | Py 0.1Dc
2DLCR
1. REUNIZTS5). BIEDSHBRBEDT VR - RILY—=ZHERALTLE 1. Use highly rigid machining center and holder.
0 2. In dry process(recommend air blow), reduce the rotation and feed to 70% of table
2. RSANT (T770— %8 OBEREEGEE)REEZZNZNT0%ICL  values.
TLRED,

18



ﬂ 2DLCHE

DLCN\AL A=)V

DLC-HSS mill

BREE

I8#E 1-74vJ RUNB YrvoBnez

e

B

LIST 6450
FT—5HE
2DLCHE 847 (Unit):mm
TE 28 |vevom| wE | sz@EEE DE 28 |vevom| uwE | sz@EEE
Dc L L Ds Stock Price(¥) Dc L L Ds Stock Price(¥)
1 2 50 6 [ ] 3,550 9.5 18 70 10 [ J 3,370
1.5 3 50 6 [ ] 3,220 10 18 70 10 [ ] 3,370
2 4 50 6 [ ) 3,050 11 22 80 12 [ ) 4,330
2.5 5 50 6 [ ] 2,970 12 22 80 12 [ ] 4,330
3 6 50 6 [ ) 2,620 13 26 90 16 [ ] 5,340
35 8 60 8 [ ] 2,620 14 26 20 16 [ ] 5,340
4 8 60 8 [ ) 2,620 15 30 95 16 [ ] 5,940
4.5 10 60 8 [ ] 2,620 16 30 95 16 o 6,430
5 10 60 8 [ ) 2,620 17 35 105 20 [ ) 7,680
5.5 12 60 8 [ ] 2,620 18 B85 105 20 [ ] 7,680
6 12 60 8 [ ) 2,620 19 40 110 20 [ ) 9,210
6.5 14 65 10 [ ] 2,880 20 40 110 20 [ ] 9,210
7 14 65 10 ° 2,880 _ _
8 14 65 10 [ ] 2,880 10 0~-0.020
8.5 18 70 10 ° 3,370 10 0~-0.025
9 18 70 10 [ ] 3,370
NAIVRIIHBEIY RIILKLVESSD
DLC-HSS Mill is long life than carbide end mill.
AS5052#1 DEREE
Wear L Bt
%d%“ﬁ‘i)b :10mm
gﬂﬁgig :78.5m/min(2,500min-1)
ié;)izg :730mm/min (0.15mm/tooth)
EE’H%? :ap=10mm. de=2.5mm
mhit, 505
PR :30m
gﬂﬁgz’lﬂuﬂﬁ TBME et
FRERER DLCNAAZZIL
Uncoated Carbide End Mills DLC-HSS Mill
: \Y I}
BEEUIHISR
Standard Cutting Condition -
2DLCHE
I FIL=E=H L ZIVEZOLBE  Auminum Alloy ﬁgﬁjﬂ%@%ﬁ
AT070 Ad032. Spene1 P Fi A
Nz RS | EUEE | ORM | EZ0RE | OER | xUEE | OER | EUEE I‘ =be
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed 0.2D¢
(mm) min- mm/min min- mm/min min- mm/min min- mm/min
3 32000 800 5300 200 13000 400 27000 400
5 19200 1000 3200 250 8000 500 16000 500 ENTOES
6 16000 1000 2650 250 6500 500 13500 600 Grooving
8 12000 1000 2000 300 5000 600 10000 600
10 9600 1200 1600 300 4000 600 8000 700 Dﬂﬁ;\j
12 8000 1200 1300 350 3300 700 6600 700 |5
16 6000 1200 1000 350 2500 700 5000 700
20 4800 1200 800 350 2000 700 4000 500 Be B e
2DLCHE

1.9y hTHIULTL RS,
2. AC4, ADC12 BEDHFET V==Y ADNILICIFBERDDLC

SIEHELET,

w

B IOBEEOERZ60%. EREZ40%ICLTIZE N,

1. Use in wet condition.

2. Recommend "DLC-mill for aluminum" in milling of Aluminum Alloy
Casting(AC4, ADC12).

3. When grooving, reduce the rotation to 60% . and the feed to 40% of table
values.
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