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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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WA Workpiece
TIVIE® NP)AVTIVE H-ER FRP MMC H—R> BEAZR
Aluminum Alloy | High Silicon | Copper and  |Fiber Reinforced [ 53 %% 230%|  Carbon Quartz
Aluminum | Copper Alloy Plastics Ceramics30%
O O O O O O O
OJHIRMARIZIPATICEE B [E mm]
@Cutting conditions are recommended on page 41. Unit [size :mm]
m B FHED EBR L PCDfE 2R 1L R
Code No. Flute Diameter Groove Length PCD Length Total Length Shank Diameter

DPD-2030 0.3 0.6 0.5 38 3
DPD-2040 0.4 0.6 0.5 38 3
DPD-2050 0.5 1 0.5 38 3
DPD-2060 0.6 1 0.5 38 3
DPD-2070 0.7 1.2 0.6 38 3
DPD-2080 0.8 1.2 0.6 38 3
DPD-2090 0.9 1.8 0.6 38 3
DPD-2100 1 2 1 38 3
DPD-2110 1.1 2 1 38 3
DPD-2120 1.2 2 1 38 3
DPD-2130 13 3 1 38 3
DPD-2140 14 3 1 38 3
DPD-2150 1.5 3 1 38 3
DPD-2160 1.6 3 1 38 3
DPD-2170 1.7 3 1 38 3
DPD-2180 1.8 4 2 38 3
DPD-2190 19 4 2 38 3
DPD-2200 2 4 2 38 3
DPD-2210 2.1 4 2 38 3
DPD-2220 2.2 4 2 38 3
DPD-2230 23 5 2 38 3
DPD-2240 24 5 2 38 3
DPD-2250 25 5 2 38 3
DPD-2260 2.6 5 2 38 3
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DPD-2

m = HED BR L PCDJE 2R L LTS
Code No. Flute Diameter Groove Length PCD Length Total Length Shank Diameter
DPD-2270 2.7 5 2 38 3
DPD-2280 2.8 5 2 38 3
DPD-2290 29 5 2 38 3
DPD-2300 3 5 2 38 3
IIEH

Processing Example

#HI# Workpiece BEAHZR Quartz glass
fEFATIE Tools DPD-2200 ¢2.0
[EI#EEEL (rpm) 4,000
3% (mm/min) 0.001
PNIZRE (mm) 2

ATy 7Y (mm) 0.4




DPD-2

THIZGESE
Referential Cutting Conditions
WHEIE 7IVIE® NA2YAVTIVE i - HES FRP
Workpiece Aluminum Alloy High Silicon Aluminum Copper and Copper Alloy | Fiber Reinforced Plastics
H E THIRE | XVERE | YHERE | 2VRE | THRE | XVRE | VHERE | ZURE
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
03 ~1.0 30~ 70 0.005~0.01 20~ 60 0.005~0.01 20~ 60 | 0.005~0.01 20~ 60 0.005~0.01
1.01~2.0 40~ 80 0.01 ~0.05 30~ 70 0.01 ~0.05 30~ 70 | 001 ~005 [ 30~ 70 0.02 ~0.05
2.1 ~3.0 50~120 0.04 ~0.1 40~100 0.04 ~0.1 40~100 | 003 ~008 | 40~100 0.03 ~0.08
bl MMC (€53 v R30%) A—R> ARAZR
Workpiece MMC (Ceramics 30%) Carbon Quartz Glass
F E THIEE | XVEE | YHEE | 2V&ERE | THEE | XYVERE
Flute Diameter Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev m/min mm/rev
03 ~1.0 10~40 0.005~0.01 20~ 60 | 0.005~001 20~ 60 | 0.005~001
1.01~2.0 20~50 0.02 ~0.05 30~ 70 | 001 ~0.05 30~ 70 | 001 ~0.05
2.1 ~30 30~70 003 ~0.1 40~100 | 004 ~0.1 40~100 0.04 ~0.1
s &

(MHEM. RIVE—IZAEDD BREEDBVNEDZEFEA L TIEL,
QEEE# LX) EEIE. FICEISTHREBLTILEL,
Q) DUHIEARIFBLZZTTLDTI DT, MIAAR. BHORIMEFICK > TEHEREL TILEL,
ATBEZEEHLEIR. HERERTIERSLE, :
) TEEIRDIERNZ R/MNCHIZ T LIEEL,

Remark

(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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