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PCD Spiral Coner R Endmill For Brittle material
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Direct carving of hard and brittle materials such Twist Angle Corner R

as hard and brittle materials is possible
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Tungsten Other hard and
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@Cutting conditions are recommended on page 17. Unit [size :mm]
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Code No. Flute Diameter | CornerR | EffectiveLength | Flute Length | NeckDiameter | PCDLength | Total Length | ShankDiameter | No.Of Flute
DSR-05005010 0.5 R0.05 1 0.5 0.46 0.8 50 4 4
DSR-08005016 0.8 R0.05 1.6 0.8 0.76 0.8 50 4 4
DSR-10010020 1 RO.1 2 1 0.95 1 50 6 4
DSR-15010030 1.5 RO.1 3 1.5 1.45 1.5 50 6 4
DSR-20010020 2 RO.1 2 15 1.95 1.5 50 6 6
DSR-20010040 2 RO.1 4 1.5 1.95 1.5 50 6 6
DSR-20010080 2 RO.1 8 15 1.95 1.5 50 6 6
DSR-30010030 3 RO.1 3 1.5 2.95 1.5 60 6 6
DSR-30010060 3 RO.1 6 15 2.95 1.5 60 6 6
DSR-30010120 3 RO.1 12 1.5 2.95 1.5 60 6 6
MIEH
Processing Example
#HI# Workpiece EBHE Carbide
DSR-20010020 ¢ 2.0XR0.1
{EATE Tools
FA0T rough Cutting £ EA0T finishing

El#=#7 (min™) 20,000 20,000

3%+ (mm/min) 120 80

YhAF+&E (mm) 1.0 0.01

hA (mm) 0.1 0.03
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Referential Cutting Conditions
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Workpiece Tungsten Carbide Zirconia Alumina

Al 125m/min 125m/min 100~125m/min
utting Speed

Flute Diameter

I = ElERE | EVRE thAE ElERE | EVRE thAgE [ElERE | KWVRE thAE
= | Revolution| Feed Depth of Cut |Revolution| Feed Depth of Cut |Revolution| Feed Depth of Cut

min~! mm/min - ['Aq'mm | Rd mm min~! mm/min - ['Aq'mm | Rd mm min~' mn/min- [ Aq'mm | Rd mm

0.5 40,000 160 0.5 [0.012| 40,000 160 0.5 | 0.01 [ 40,000 160 0.5 [0.012

0.8 40,000 160 0.5 [0.025| 25,000 160 0.5 | 0.02 [ 40,000 160 0.5 [0.025

1 40,000 160 0.5 10.05 18,000 160 0.5 | 0.03 | 40,000 160 0.5 |0.05
1.5 27,000 110 0.5 |0.05 16,000 110 0.5 [ 0.03 [ 27,000 110 0.5 [0.05
2 20,000 120 1 0.1 18,000 120 1 0.1 20,000 120 1 0.1
3 13,000 80 1 0.1 16,000 80 1 0.1 13,000 80 1 0.1
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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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