> DCRE-2
5
PCD2MAIO—F—REI> FZJL EBENMIA
PCD 2 Flutes coner R Endmill For Tungsten Carbide
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Smooth cutting edge achieved by Twist Angle Corner R

special cutting edge finishing technology
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@Cutting conditions are recommended on page 21. Unit [size :mm]
I FED |a—F—R|BWEL1| NEL | EFRJA | PCOOE 2EL | #W&d
Code No. Flute Diameter ComerR Effective Length Flute Length Neck Diameter PCD Length Total Length Shank Diameter

DCRE-205005 0.5 R 0.05 1 0.5 0.46 0.8 50 4
DCRE-205010 0.5 RO.1 1 0.5 0.46 0.8 50 4
DCRE-205020 0.5 RO.2 1 0.5 0.46 0.8 50 4
DCRE-210005 1 R 0.05 2 1 0.95 1 50 4
DCRE-210010 1 RO.1 2 1 0.95 1 50 4
DCRE-210020 1 RO.2 2 1 0.95 1 50 4
DCRE-215005 15 R0.05 3 1.5 1.45 2 50 4
DCRE-215010 1.5 RO.1 3 1.5 1.45 2 50 4
DCRE-215020 1.5 RO.2 3 1.5 1.45 2 50 4
DCRE-220005 2 R0.05 4 1.5 1.95 2 50 4
DCRE-220010 2 RO.1 4 15 1.95 2 50 4
DCRE-220020 2 RO.2 4 1.5 1.95 2 50 4
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Referential Cutting Conditions
HHI HES S BERHT R
Workpiece Tungsten Carbide Quartz Glass
YIRIRE 60~100m/min 60~100m/min
Cutting Speed
R ElERER | EYRE ThAE B | XYURE thAs
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
0.5 40,000 50 0.002~0.005 0.01 40,000 75 0.002~0.005 0.01
1 25,000 50 0.002~0.005 0.01 25,000 75 0.002~0.005 0.01
1.5 18,000 50 0.002~0.005 0.015 18,000 75 0.002~0.005 0.015
2 16,000 50 0.002~0.005 0.02 16,000 75 0.002~0.005 0.02
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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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