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Smooth cutting edge achieved by Twist Angle

special cutting edge finishing technology
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@Cutting conditions are recommended on page 19. Unit [size :mm]
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Code No Flute Diameter Effective Length Flute Length Neck Diameter PCDLength Total Length Shank Diameter
DCBE-2020 R0.2 04 08 0.3 0.36 0.6 50 4
DCBE-2025 R0.25 0.5 1 04 0.46 0.8 50 4
DCBE-2030 R03 0.6 1.2 0.5 0.56 1 50 4
DCBE-2040 R0.4 0.8 16 0.6 0.76 1 50 4
DCBE-2050 R0S5 1 2 1 0.95 1 50 4
DCBE-2060 R0.6 1.2 24 1.2 1.15 2 50 4
DCBE-2070 RO.7 14 28 1.4 1.35 2 50 4
DCBE-2075 R0.75 1.5 3 1.5 1.45 2 50 4
DCBE-2080 R0.8 1.6 32 1.5 1.55 2 50 4
DCBE-2090 R0.9 18 36 1.5 1.75 2 50 4
DCBE-2100 R1 2 4 1.5 1.95 2 50 4
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Processing Example
#HI# Workpiece HBFEV7048Y Carbide
DCBE-2050 R0.5
BRI E Tools
E FEA0T rough Cutting £ EA0T finishing
El#=#7 (min™) 60,000 60,000
I H A X R1.5XFEE0.8mm %Y (mm/min) 200 100
Ra:0.08 um YhAF+&E (mm) 0.01 0.01
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Referential Cutting Conditions
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Workpiece Tungsten Carbide Quartz Glass
YRR 60~200m/min 60~200m/min
Cutting Speed
5 EEEs | %YiEE YhAR EERs | *YEE JIAR
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
0.2 50,000 50 0.002~0.004| 0.002 50,000 75 0.002~0.004 0.002
0.25 50,000 50 0.002~0.004 0.002 50,000 75 0.002~0.004 0.002
0.3 50,000 50 0.002~0.004 0.002 50,000 75 0.002~0.004 0.002
04 50,000 50 0.002~0.004 0.002 50,000 75 0.002~0.004 0.002
0.5 50,000 70 0.003~0.006 0.003 50,000 105 0.003~0.006 0.003
0.6 50,000 80 0.003~0.006 | 0.003 50,000 120 0.003~0.006 0.003
0.7 46,000 80 0.003~0.006 | 0.003 46,000 120 0.003~0.006 0.003
0.75 43,000 90 0.003~0.008 0.003 43,000 135 0.003~0.008 0.003
0.8 40,000 90 0.004~0.008 0.004 40,000 135 0.004~0.008 0.004
0.9 36,000 90 0.004~0.008 0.004 36,000 135 0.004~0.008 0.004
1 32,000 100 0.005~0.01 0.005 32,000 150 0.005~0.01 0.005
wm &

(MM, RILE—IZREDHDEEDENEDZEFER L TILEL,

QEERE Lx D EEIF. FICBISTHBLTILEL,

B)ZDYHIERARIFBERZTRTEDTI DT, IR EROBIMEFICK > THERBLTILEL,
ATEZEEHLEIZ, BERERTTEALILEEL, '
B)TEEIRDOIERNZ&/MHIZ T EEL,

Use rigid and accurate Machines and Tool Holders

Adjust Revolution and Feed Speed at the same rate.

)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





