BEIAVEVRIVRI

Electroplated Diamond End Mill

ED-EB
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B{ii:mm Unit:mm
Sz DAL
¥—JLNo. 226y D B Ds FIE ErE TR
EDP No. Designation | ¢y =y d2 AVF =y Grit Size Stock (Yen)
inch mm inch mm
RO.5 - 1 1 45 3 0.62 - 4 O -
R1 - 2 2 45 6 1.62 - 4 O -
R1.5 - 3 3 45 9 2.62 - 4 L -
R2 - 4 4 50 12 3.62 - 4 #100 O -
R3 - 6 6 60 18 5.62 - 6 U -
R4 - 8 8 70 24 7.62 - 8 | -
R5 - 10 10 80 30 9.62 - 10 t -

R—UDHBFP.7ZTETEL, - Seep.7 forexplanation of icons.

O =HERIEEEER

[[] = Stocked by specific distributors. Contact us for price & availability.

mﬁ“%‘#giﬁﬁ Cutting Conditions EiAEIYHAIRIEERA0.IMMET Maximum ap (depth of cut) of 0.1Tmm

)
Material
)T
Cutting Speed
=Y mm (m/min)
- RO.5
- R1
- R1.5
- R2 200~300
- R3
- R4
- R5

EDE

Feed Rate

(mm/rev)
20,000 0.0024~0.008
20,000 0.0024~0.008
20,000 0.0024~0.0096
20,000 0.004 ~0.012
13,000 0.004 ~0.02
10,000 0.004 ~0.0256
8,000 0.004 ~0.032

1EDREF. FERAEOTHAMBEDENMICHE > CTARZERICEEL T T L (DIFTER)

2.CF. CFEEM. SV IBEDRMEMZNTT SIEEE. LRORIMEZBE(ITED
BZERHBUCTEV. CRRIIDVELETDEEE. IARS EDBZEETSICNELLT
TEL,

SATEPHEIGAECTI b, T OB R (FRERE) ZRLTTEL.

1.Reduce feed rate according to the chart on the right as the width of cut increases (D
stands for tool diameter).

2.Adjust feed rate to the lowest recommended cutting condition as indicated above
when machining brittle materials such as CF, CF composites and ceramics. Further
reduce the feed rate and depth of cut if chipping occurs.

3.Although coolant is not required, please take adequate measurement against dust (use
avacuum system).
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BEIAVEY RIL—5—

Electroplated Diamond Router

ED-EM

L
Bfii:mm  Unit:mm
DA PL74
—JUNo. 220y 2R | BMR Ds Lyl HE | RS
EDP No. Designation {UF =y L 2n {UF sy GritSize | Stock (Yen)
inch mm inch mm
3.175 1/8 3.175 10 55 11 1/8 3.175 O -
4 - 4 12 57 13 - 4 I -
8809042 6 - 6 18 63 19 - 6 C 4,920
6.35 1/4 6.35 19 64 20 1/4 6.35 ] -
8809043 8 - 8 25 70 26 - 8 #60 C 6,290
9.525 3/8 9.525 28 73 29 3/8 9.525 L] -
8809044 10 - 10 30 75 31 - 10 C 8,240
12 - 12 36 81 37 - 12 ] -
12.7 1/2 12.7 38 83 39 1/2 12.7 O -
Y—IDHRBAFP.7ETE TSV, - See p.7 for explanation of icons. C=1Z#FER  C=Standard stock item

O=%EREEEER [ =Stocked by specific distributors. Contact us for price & availability.

t}]'ﬁ']%ﬁ:55$§ Cutting Conditions 3ZAEYHARH TERD10%(0.1D) DIBE When ae (width of cut) is 10% of tool dia.
1RHIAA

u O ERHRE D8
ia. Cutting Speed Speed Feed Rate
=Y mm (m/min) (min™) (mm/rev)
1/8 3.175 20,000 0.003~0.012
- 4 20,000 0.005~0.015
- 6 13,000 0.005~0.025
1/4 6.35 13,000 0.005~0.032
- 8 200~300 10,000 0.005~0.035
3/8 9.525 8,500 0.005~0.04
- 10 8,000 0.005~0.04
- 12 7,000 0.005~0.045
1/2 12.7 6,500 0.005~0.045
1LEDREF FERHEOUHARBDIEIMNICHSTA  1.Reduce feed rate according to the chart on the right as the width speg S =
KZBRITHELTCTEWV (DFTER) of cutincreases (D stands for tool diameter). HELENHAE

Width of Cut
(ae)

2.CF. CFE2EM. BESZvIREDRMEMZMTY 2 Adjust feed rate to the lowest recommended cutting condition
258F. ERORINMEZEEISEXDEZERAEL as indicated above when machining brittle materials such as CF,

TTFEV, TRRIIDFELETDHEE. VHARSE, CF composites and ceramics. Further reduce the feed rate and 0.1 XDc —
EDBZEESIDNELULTTEL, depth of cut if chipping occurs. 5
BLTHEREIERBETI N, T OEMEXR(EZEE 3.Although coolant is not required, please take adequate 0.2XDc -30%
Ee) ZfELT &L, measurement against dust (use a vacuum system). 0.5XDc -60%

1 XDc -80%
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BEIAVTEYRRUI

Electroplated Diamond Drills For Ceramics

L
B{I:mm Unit:mm
v IR
Y—JLNo. : BE ES D TR | w2 | BRR  gnm omm | meme
EDP No. S{VF =y 2 L S{VF =) en d- Electroplating Grit Size | Stock (Yen)

inch mm inch mm
8599720 - 2 7 39 - 3 85 1.6 8.5 C 6,710
8599725 - 25 9 41 - 3 10.5 2.1 10.5 C 6,710
8599730 - 3 11 43 - 3 12.5 2.6 12.5 C 6,710
8599735 — 35 15 47 - 4 16.5 3.1 10 C 6,710
8599740 - 4 17 49 - 4 18.5 3.6 10 C 7,140
8599745 = 4.5 19 63 - 6 21 4.1 10 C 7,390

1910 | 4.851 21 65 1910 | 4851 23 4.45 10 L] -

8599750 - 5 21 65 - 6 23 4.6 10 C 7,390
8599755 - 55 23 67 - 6 25 5.1 10 C 7,590
8599760 = 6 25 69 = 6 27.4 5.6 10 C 7,820

1/4 6.35 28 72 1/4 | 635 | 30 5.95 10 [ -
8599765 = 6.5 28 72 = 8 30 6.1 10 C 7,820
8599770 - 7 28 72 - 8 30 6.6 10 100 C 7,820
8599775 = 7.5 31 75 = 8 33 7.1 10 C 7,820
8599780 - 8 34 78 - 8 36.4 7.6 10 C 8,020
8599785 - 8.5 34 84 - |10 36 8.1 10 C 8,910
8599790 - 9 37 87 - |10 39 8.6 10 C 9,100
8599795 — 9.5 37 87 - |10 39 9.1 10 C 9,100

3/8 9.525 40 90 3/8 9.525| 42 9.13 10 ] -
8599800 - 10 40 90 - |10 424 9.6 10 C 9,550
8599805 - 10.5 40 97 - |12 42 10.1 10 C 9,980
8599810 = 1 40 97 - |12 42 10.6 10 C 10,300
8599815 - 11.5 44 101 - 12 46 1.1 10 C 10,300
8599820 = 12 44 101 - |12 464 | 116 10 @ 10,500
8599825 - 125 48 105 - 12 51 121 10 C 11,200
8599830 - 13 48 105 - |12 51 12.6 10 C 12,000

R—UDFHBFP.7ETETEL, - Seep.7 forexplanation of icons C=12%EEmR  C=Standard stock item

O=%EREEEER [ =Stocked by specific distributors. Contact us for price & availability.
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ﬂ]ﬁ']%ﬁgﬁﬁ Cutting Conditions

)
Work Material
2
L R =8
== Cutting Speed Feed Rate
=U mm (m/min) (mm/rev)
- 2 12,000 0.001 ~0.005
— 4 6,000 0.001 ~0.005
1910 4.851 4,900 0.001 ~0.005
- 6 4,000 0.0014 ~ 0.007
1/4 6.35 3,800 0.0014 ~ 0.007
/ 50~200
= 8 3,000 0.0019 ~ 0.009
3/8 9.525 2,500 0.0021 ~ 0.01
- 10 2,400 0.0023 ~0.012
- 12 2,000 0.0025 ~0.012
- 13 1,800 0.0027 ~ 0.013
-CF. CFEEEEM. E3IvIRBEDRUMZNT T 25HEE. LRORIMEZREEISEDE - Adjust feed rate to the lowest recommended cutting condition as indicated
ZRBUTTEV, CRRIFDRET DIHEE, UHARS, EXDBZESITNEULTTFEL, above when machining brittle materials such as CF, CF composites and

ceramics. Further reduce the feed rate and depth of cut if chipping occurs.
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G-LISTNo. | TP1000
BEIAMVEVIRYYT €59v7

ELECTROPLATED DIAMOND TAPS FOR CERAMICS

PIHISRA Concidons | P.823

=]
THLGTH
LH
LF
CARBIDE
#{I:mm Unit:mm
W—JlNo. U HE |EvF | 2B | QUER | TR |Yv2o8 BEE BT HE | £ | EE | SRR
EDP No Mill Dia DC ™ LF THLGTH LH DCON  (Length of electroplating | Min. Cutting Bore Dia. | GritSize | Stock | (g) (Yen)
8315981 22X 7.5X P05 22 0.5 50 7.5 8.5 4 8.5 3 #600 ® 7 23,600
8315982 3 X 9.8X P0.7 3 0.7 60 9.8 12 6 12 4 #400 @® 15 24,900
8315983 3.7x 12 X P0.8 3.7 0.8 60 12 14 6 14 5 #400 ®| 15 25,600
8315984 45X 15 X P1 4.5 1 70 15 18 8 18 6 #400 c ®| 26 27,000
8315985 6 X 20 X P1.25 6 1.25 70 20 23 8 23 8 #400 ®| 26 28,100
8315986 75X 24 X P15 7.5 15 80 24 27 10 27 10 #400 ®| 45 33,400
8315987 9 X 30 X P1.75 9 1.75 80 30 33 10 33 12 #400 ®| 48 35,900
8315988 10 X 34 X P2 10 2 80 34 39 10 39 14 #400 @ 48 42,500
P.510 ED-PNT
B{EMFRES=vIR FEEMFRESZVIR
Oxide Non-Oxide
H H #
Work Material —_ . _
FPLEF-SNO=F Z{EIFVE - BRIEITVE
Al203-Zr02 SiaNa-SiC
B Hl R E
Grinding Speed 25~50 25~50
(m/min)
2245 ElfnEE XD YhALE B35 R =30} | thAHE
Thread Size Speed Feed Rate Step Feed Speed Feed Rate Step Feed
(mm) (min™) (mm/min) (mm/rev) (min) (mm/min) (mm/rev)
22X 75 4,500 10 0.01 4,000 5 0.005
3 X 98 3,500 10 0.01 3,250 > 0.005
3.7 X 12 3,000 20 0.02 2,500 10 0.01
4.5 X 15 3,000 30 0.02 2,500 15 0.01
6 X20 2,500 40 0.02 2,000 20 0.01
7.5 X 24 2,000 50 0.02 1,500 20 0.01
9 X 29.8 1,500 60 0.02 1,500 30 0.01
10 X 34 1,250 60 0.02 1,250 30 0.01

1L €39wTR. IS4 F4 YT IFBIRTT. AULIVMERENEY = T2Y9TH

EATETTY, HHNTHILOEBE~DOVDLTEAEHCLBYIBDET,
2HIDKTREDCLDEAFRLEMLT DR, RETRABI—F/PEMITIEZ .

3. £3ZTWIRARRVLOHNOERLSSBD, FLACHESTHRBOLBICIDIABEDIAE 2

SEELET.

4. 59y TRESSYIIANTIACHMREN SO0, ERER~BLTETT.
LOULARINIEBUTRBRPILEF LSSy ALDELLHRETFTLES,

1. ED-PNT should be used with a grinding center. Even when used in a machining center

with helical interpolation, chips need to be kept away from the sleeves to enable
removal.

lodged in flutes.

L

High pressure and sufficient coolant is required to prevent short tool life due to chips

There are several types of ceramic. Though the names of ceramics are same, the

performance of tool is different depending on the method of sintering ceramics.

»

operation decreases more dramatically than Al:O.

. ED-PNT can be applied to tungsten carbide as well, though its tool life in drilling




