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PCD 2MHIRINA ZIVAR—ILZY Kb
PCD 2 Flutes Spiral Ball Endmill
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Spiral Shape at Flute Edge of Solid PCD
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Possible to cut Nonferrous metal and Difficult-to cut Materials
such as Ceramics
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HHIFE Workpiece L
TIVIE® NP)AVTIVE #H-WEe IVFIIESIYIR H—RY 935771
Aluminum Alloy [ High Silicon | Copper and | Machinable Carbon Graphite
Aluminum | Copper Alloy Ceramics
O O O O O ©)
OUIHIRMRIZP23, 24(CEEH, B [E mm]
@Cutting conditions are recommended on page 23, 24. Unit [size :mm]
@ B R FED | BHRL | ARL | HFEA | POOE 2RL 2 d
Code No. Flute Diameter | EffectiveLength | Flute Length | Neck Diameter | PCD Length | TotalLength | Shank Diameter
DBE-2010 RO.1 0.2 0.6 0.2 0.18 1 50 4
DBE-2015 RO.15 0.3 0.9 0.3 0.28 1 50 4
DBE-2020 RO.2 04 1.2 04 0.37 1 50 4
DBE-2025 R0.25 0.5 1.5 0.5 0.46 1 50 4
DBE-2030 RO.3 0.6 1.8 0.6 0.56 1 50 4
DBE-2040 RO.4 0.8 24 0.8 0.76 1 50 4
DBE-2050 RO.5 1 3 1 0.95 1 50 4
DBE-2060 R0.6 1.2 3.6 1.2 1.15 1 50 4
DBE-2070 RO.7 14 4.2 14 135 1 50 4
DBE-2075 RO.75 1.5 4.5 1.5 1.45 2 50 4
DBE-2080 R0.8 1.6 4.8 15 1.55 2 50 4
DBE-2090 R0.9 1.8 54 15 1.75 2 50 4
DBE-2100 R1 2 6 1.5 1.95 2 50 4
DBE-2150 R1.5 3 9 2 295 3 50 6
INTEH
Processing Example
r ‘ HEIRE Workpiece SRS 77 )VZF Alumina
J fEFATE Tools DBE-2100(R1.0)
| ‘ S48 (rpm) 20,000
L i ‘ %4 (mm/min) 1,000
- ZHWiAF+ & (mm) 0.008

Ra:0.493 um
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Referential Cutting Conditions
A4 TIVIE® NIV TIVE
Workpiece Aluminum Alloy High Silicon Aluminum
Cfgiﬁg%;;ged 30~300~400m/min 30~250~300m/min
R EEngy | XUERE thAE B | XVRE thAE
Revolution Feed Depth of Cut Revolution Feed Depth of Cut
mm min~! mm/min Ad mm Rd mm min~! mm/min Ad mm Rd mm
0.1 50,000 450 0.005 0.03 50,000 360 0.005 0.03
0.15 50,000 600 0.01 0.04 50,000 450 0.01 0.04
0.2 50,000 700 0.02 0.06 50,000 640 0.02 0.06
0.25 50,000 1,000 0.03 0.07 50,000 720 0.03 0.07
03 50,000 1,200 0.05 0.09 50,000 720 0.05 0.09
0.4 50,000 1,400 0.1 0.12 50,000 740 0.1 0.12
0.5 50,000 1,500 0.1 0.15 50,000 780 0.1 0.15
0.6 50,000 1,600 0.1 0.18 50,000 820 0.1 0.18
0.7 50,000 1,600 0.15 0.21 50,000 900 0.15 0.21
0.75 50,000 1,600 0.15 0.22 50,000 900 0.15 0.22
0.8 50,000 1,600 0.15 0.24 50,000 900 0.15 0.24
0.9 50,000 1,800 0.15 0.27 50,000 1,000 0.15 0.27
1 50,000 1,800 0.2 0.3 48,000 1,000 0.2 03
1.5 42,000 1,800 0.2 0.4 32,000 1,000 0.2 0.4
A4 i - tHES RIFITINEZZIV IR
Workpiece Copper and Copper Alloy Machinable Ceramics
C:giﬁg%p};ged 30~250m/min 15m/min
R EEngy | XUERE thAE EBERER | XURE thAE
Revolution Feed DepthofCut Revolution Feed Depth of Cut

mm min~' mm/min Ad mm Rd mm min~’ mm/min Ad mm Rd mm
0.1 50,000 300 0.005 0.03 20,000 70 0.003 0.01
0.15 50,000 350 0.01 0.04 14,000 75 0.005 0.02
0.2 50,000 400 0.02 0.06 10,000 80 0.01 0.02
0.25 50,000 450 0.03 0.07 8,500 80 0.015 0.02
0.3 50,000 540 0.05 0.09 7,000 90 0.02 0.03
0.4 50,000 560 0.1 0.12 5,200 100 0.03 0.04
0.5 50,000 600 0.1 0.15 4,200 120 0.03 0.05
0.6 50,000 640 0.1 0.18 3,500 140 0.03 0.06
0.7 50,000 700 0.15 0.21 3,000 140 0.05 0.07
0.75 50,000 720 0.15 0.22 2,800 140 0.05 0.07
0.8 50,000 760 0.15 0.24 2,700 140 0.05 0.08
0.9 45,000 780 0.15 0.27 2,400 140 0.05 0.09
1 40,000 800 0.2 0.3 2,100 140 0.08 0.1
1.5 26,000 800 0.2 04 1,400 140 0.08 0.15
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Referential Cutting Conditions

W H—R> 55774 b
Workpiece Carbon Graphite
tﬂ.ﬁljﬁg 30~300~360m/min 30~300~400m/min
Cutting Speed
R ElERE | XUERE ThAE ElEg | XURE thAE
Revolution Feed Depth of Cut Revolution Feed Depth of Cut
mm min~! mm/min Ad mm Rd mm min~' mm/min Ad mm Rd mm
0.1 50,000 270 0.005 0.03 50,000 450 0.005 0.03
0.15 50,000 320 0.01 0.04 50,000 600 0.01 0.04
0.2 50,000 360 0.02 0.06 50,000 700 0.02 0.06
0.25 50,000 380 0.03 0.07 50,000 1,000 0.03 0.07
03 50,000 420 0.05 0.09 50,000 1,200 0.05 0.09
04 50,000 500 0.1 0.12 50,000 1,400 0.1 0.12
0.5 50,000 500 0.1 0.15 50,000 1,500 0.1 0.15
0.6 50,000 500 0.1 0.18 50,000 1,600 0.1 0.18
0.7 50,000 600 0.15 0.21 50,000 1,600 0.15 0.21
0.75 50,000 600 0.15 0.22 50,000 1,600 0.15 0.22
0.8 50,000 600 0.15 0.24 50,000 1,600 0.15 0.24
0.9 45,000 650 0.15 0.27 50,000 1,800 0.15 0.27
1 40,000 700 0.2 0.3 50,000 1,800 0.2 0.3
1.5 26,000 750 0.2 04 42,000 2,200 0.2 04
s = X N )
(1. IV —SBEDSDBEDNBNEDEMEB L TIIEEL,
2)EErE s E D REIE. BICEIETHRELTILEL, i )
(3)Z DYHIZHRIFBLZTRT LD TT DT, MIAR. HHOBMMEZFICE > THEFAR L TIIZEL,
(ATEZREHLEIE BERERTEAIIIEL,
(B TERMEOIRN Z&R/NIANA T IREL,
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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