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HHIA Workpiece

#3.0%8.003
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Aluminum Alloy |  High Silicon Copper and  [Fiber Reinforced | #5= 9 X30% Carbon Quartz
Aluminum Copper Alloy Plastics Ceramics30%
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@Cutting conditions are recommended on page 37.
90°
SRS 84l [<F% ‘mm, /A : FI)
Point Angle Unit[size :mm_~Retail Price:JPY]
m = H&E D BOE L PCDJE £RL e RS
Code No. Flute Diameter Effective Length PCD Length Total Length Shank Diameter Retail Price
DCD-090005 0.5 1 0.5 40 3 50,000
DCD-090008 0.8 1.2 1 40 3 44,500
DCD-090010 1 2 1 40 3 44,500
DCD-090012 1.2 2 1 40 3 44,500
DCD-090015 15 3 2 40 3 50,000
DCD-090020 2 4 2 40 3 55,600
120°
by B[~ cmm, kg - ]
Point Angle Unit[size :mm_ “Retail Price:JPY]
m B FED Bk L PCD/B eRL e TRAEfTAR
Code No. Flute Diameter Effective Length PCD Length Total Length Shank Diameter Retail Price
DCD-120005 0.5 1 0.5 40 3 50,000
DCD-120008 0.8 1.2 1 40 3 44,500
DCD-120010 1 2 1 40 3 44,500
DCD-120012 1.2 2 1 40 3 44,500
DCD-120015 15 3 2 40 3 50,000
DCD-120020 2 4 2 40 3 55,600
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130°
ﬁn“% B[S tmm,/liRg ]
Point Angle Unit [size :mm_ “Retail Price:JPY]
m A HED BUR L PCD/E eRL LTS TRZEfAR
Code No. Flute Diameter Effective Length PCD Length Total Length Shank Diameter Retail Price
DCD-130005 0.5 1 0.5 40 3 50,000
DCD-130008 0.8 1.2 1 40 3 44,500
DCD-130010 1 2 1 40 3 44,500
DCD-130012 1.2 2 1 40 3 44,500
DCD-130015 15 3 2 40 3 50,000
DCD-130020 2 4 2 40 3 55,600
T EH
Processing Example
WHIA Workpiece BHEA SR Quartz glass
fFERATE Tools DCD-090020 2.0X90°
[E1ERER (rpm) 15,000
XY (mm/min) 15
Z8WiAd» & (mm) 045(/ Y RATv7)
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THIZGESE
Referential Cutting Conditions
HHIAA 7IVZE® INAZYIVTIVE i - HES FRP
Workpiece Aluminum Alloy High Silicon Aluminum Copper and Copper Alloy | Fiber Reinforced Plastics
H E THIRE | XVERE | YHERE | EVRE | THRE | XURE | VHERE | XURE
Flute Diameter | Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev m/min mm/rev m/min mm/rev
0.5 30~70 |0.01~0.015| 20~60 |0.01~0015] 20~60 |0.01~0.015| 20~40 |0.01~0.015
0.8 30~70 |]0.01~0015| 20~60 |0.01~0015| 20~60 |0.01~0.015| 20~50 |0.01~0.015
1 40~80 | 0.01~0.04 30~70 ] 0.01~0.04 30~70 |0.01~0.04 20~50 | 0.01~0.03
1.2 40~80 | 0.01~0.04 30~70 | 0.01~0.04 30~70 |0.01~0.04 20~50 | 0.01~0.03
1.5 40~80 | 0.01~0.04 30~70 |0.01~0.04 30~70 |0.01~0.04 20~50 |0.01~0.03
2 40~80 | 0.01~0.04 30~70 | 0.01~0.04 30~70 | 0.01~0.04 20~50 |0.01~0.03
HHI MMC (£Z 2 v 7 X30%) h—HR> AEAZTA
Workpiece MMC (Ceramics 30%) Carbon Quartz Glass
H &E THIRE | XVERE | VHRE | EVRE | THIRE | XURE
Flute Diameter Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev m/min mm/rev
0.5 20~40 |0.01~0015] 30~60 |0.01~0.015| 20~40 |0.0005~0.015
0.8 20~50 | 0.01~0.015| 30~60 |0.01~0015| 20~50 |0.0005~0.015
1 20~50 | 0.01~0.03 30~60 | 0.02~0.04 20~50 ]0.0005~0.015
1.2 20~50 | 0.01~0.03 30~70 | 0.02~0.04 20~50 |0.0005~0.015
1.5 20~50 | 0.01~0.03 30~70 | 0.02~0.04 20~50 ]0.0005~0.015
2 20~50 | 0.01~0.03 30~70 | 0.02~0.04 20~50 |0.0005~0.015
fm &
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Remarks

(1)Use rigid and accurate Machines and Tool Holders
(2)Adjust Revolution and Feed Speed at the same rate.
(3)Adjust the cutting conditions respectively according to Cutting shape and Machine rigidity
since these conditions are shown just as Standard
(4)Shorten overhang as much as possible is recommendable
(5)Minimize Run out on fixing tool
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