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Carbide Drill for Ceramics and Glass
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When machining ceramics used in semiconductor manufacturing equipment, optical components, and electronic devices, rapid tool wear is a major

challenge. The DIA-MXD carbide drill addresses this issue with exceptional durability and stable performance, making it an ideal solution for precision
ceramic machining.
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Variation in Tool Life
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Sudden Tool Breakage The primary cause is the sudden

delamination of the coating layer
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Short Tool Life
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Enhanced durability leads to significant cost savings in production
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Stable durability with reduced variation

High Cutting Edge Strength

Cutting edge geometry

optimized for machining (3L) 60
ceramics and glass Holes
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Small Variation
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[PAT.P. in Japan] o
High Adhesion E 30
Combination of HDG coating G
and a newly developed carbide o]
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DIA-MXD VA=

Conventional

{HFAT R : DIA-MXD 1.2 InI#E: EikiEZro,

Tool Work Material : Zirconia
YRR : 35m/min FHEERE : 1.86mm/min
Cutting Speed Feed
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Stable Wear Progression
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Rapid wear progression caused by sudden Conventional
delamination of the coating layer
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2 fEFTE: DIA-MXD ¢1.2
Tool
0.1 Joeeermememereemeencereee g BOTARES : BRALEE SiC
Work Material : Silicon Carbide
HI4IEE : 15m/min
Cutting Speed
\ HHEEE - 0.4mm/min
Feed
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BDI}Lﬁ Number of Holes
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Prevents Sudden Delamination of the Coating Layer
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The combination of HDG coating, which offers superior wear resistance, and a newly developed carbide alloy
with high adhesion properties (PAT.P. in Japan), prevents coating layer delamination and ensures consistently

high durability.
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High Productivity Achieved by DIA-MXD
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isualization of Total Machining Time Breakdown

Contributes to reducing total machining time B VSRR Machine Downtime
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changeovers, it effectively contributes to improved operational efficiency and
reduced total machining time.

Stable and high durz‘ab.ilit‘yAheIps reQuce the frfequency of irregu‘lar tool L\J\EFD
replacements. By minimizing machine downtime associated with tool AR
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Contributes to automation and labor reduction
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Consistent high durability facilitates production line automation and workforce optimization.
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. ﬁﬁ{‘tﬁji; SlC E"J}J”I Machining of Silicon Carbide (SiC)

RENERES

Stable wear progression

FRATH

Tool DIA-MXD ¢1.2
InTazst RALEE SiC

Work Material Silicon Carbide
INT7E% B850 T (0.006mm Step)
Machining Method Peck Drilling (0.006mm)
IEERE : .
Cutting g;eed 15m/min(4,000min-")
HARE 0.4mm/min(0.0001mm/rev)
PIRIRE 4mm(&57l)

Depth of Hole Blind
LI3E KA HF
Coolant Water-soluble
EFAHAR NI AL (HSK-E25)
Machine Vertical Machining Center

TR EFRIR TS

Wear condition of cutting edge

I]HI}L& Number of Holes

DIA-MXD
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Competitor
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Delamination of Coating Layer

12}[} Holes
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Appearance of 20th hole

INTAE

Number of Holes
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Before Machining
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Holes
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Holes
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Holes

DIA-MXD
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Capable of machining over 45 small-diameter holes of 0.1mm with a single tool

FRATH

Tool DIA-MXD ¢0.1
InITaAst BRALEE SiC

Work Material Silicon Carbide
INIEE 0 1(0.002mm Step)
Machining Method Peck Drilling (0.002mm)
IEERE ; .
Cutting Sxpeed 6.3m/min(20,000min")
BRE 1mm/min(0.00005mm/rev)
PIRIRE 0.6mm (57L)
Depth of Hole Blind
PIEH KA HF
Coolant Water-soluble
EFEHA NI AL (HSK-E25)
Machine Vertical Machining Center
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BHI}L& Number of Holes
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Breakage

20}[, Holes

INTAEISMIR

Appearance of machined holes




. ﬁﬂﬁ'{% ZrOZE’}]}JuI Machining of Zirconia (Zr0x)

TRBERE, RENERES

Stable wear progression without delamination of coating layer

TE
Eﬁi DIA-MXD ¢0.6 Z]HI}L& Number of Holes
Tz Sbis 7r02 0 50 100 150 200 250
Work Material Zirconia ‘ ‘ ‘ ‘ ‘ ‘
NIrEE #8510 1(0.002mm Step)
Machinilng Method . Peck Drilling (0.002mm) P DIA-MXD 2007 Holes E!;%%ing
PRI . .
Cutting Sxpeed 18.8m/min(10,000min-")
oA A= ko = .
gﬁgg 1.5mm/min(0.00015mm/rev) E@%ﬂg"” ﬁ%ﬁg?yﬁ conin
g Layer
PIEIRE 2.4mm(57l)
Depth of Hole Blind
FIEEF KEMEDELHEF
Coolant Water-soluble
{SEFRH TN AL (HSK-E25)
Machine Vertical Machining Center

TREVE IR

Wear condition of cutting edge

IITA. bnTau 507, 2004,
Number of Holes Before Machining Holes Holes

. E;ii&i% Si OZE"J)J[II Machining of Quartz Glass (SiO2)
‘A SEHM @ 0.1mm RINEFL B SR AR EIN T

Stable machining of various hole sizes from small-diameter holes of ¢0.1

fEFIE : DIA-MXD

Tool

YRR KRR

Coolant Water-soluble

{EFEHRG - Sz Ty (HSK-E25)

a3—1
MBS

Scan for video

Machine Vertical Machining Center
RY ®0.1 ®0.5 ?1.2 02
InIrEiE Ki#EI0 1T (0.05mm Step) K0T (0.1mm Step) KT (0.15mm Step) K A0 T(0.15mm Step)
Machining Method Peck Drilling (0.05mm) Peck Drilling (0.1mm) Peck Drilling (0.15mm) Peck Drilling (0.15mm)
?ﬂﬁ?f%’;‘fee ; 6.3m/min(20,000min-') 18.8m/min(12,000min-') 37.7m/min(10,000min") 31.4m/min(5,000min-")
Eﬁﬁﬁ 4mm/min(0.0002mm/rev) 2.4mm/min(0.0002mm/rev) 2.4mm/min(0.00024mm/rev) 1.5mm/min(0.0003mm/rev)
VIHIRE 0.6mm(57l) 2.5mm(§7) 5mm(57) 6mm(57L)
Depth of Hole Blind Blind Blind Blind
INTFLAYIMR &
Appearance of machined holes 20
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DC<O0.1  0.18DCL02 025DC<05  0.5=DC
Gl K | 2K R | wK | fin || EE
EDP No. DC LCF OAL | DCON LS PL Type Stock
8810005|0.05| 0.45| 38 3 [29.5]0.004| 1 O
8810006 | 0.06 | 0.55| 38 3 [29.5|0.005| 1 O
8810007 |0.07| 0.7 | 38 3 [29.5]0.006| 1 O
8810008 | 0.08| 0.8 | 38 3 [29.5]0.007| 1 O
8810009 |0.09| 0.9 | 38 3 [29.5/0.008| 1 O
8810010 0.1 1 38 3 [29.5|0.01 1 [ )
8810011/0.11| 1.2 | 38 3 [29.5]0.01 1 [ ]
8810012/0.12| 14 | 38 3 [29.5/0.02 1 [ )
8810013/0.13| 1.5 | 38 3 [29.5]0.02 1 [ ]
8810014 /0.14| 1.5 | 38 3 [29.5/0.02 1 [ )
8810015/0.15| 1.5 | 38 3 129.5/0.02 1 [ )
8810016/ 0.16 | 1.5 | 38 3 129.5/0.02 1 [ )
8810017/0.17| 1.5 | 38 3 129.5/0.02 1 [ )
8810018 /0.18| 1.5 | 38 3 [29.5|0.02 1 [ )
8810019/0.19| 1.5 | 38 3 [29.5]0.02 1 [ )
8810020 0.2 2 38 3 (304 0.02 2 [ )
8810021/0.21 | 2 38 3 [30.4|0.02 2 O
8810022 0.22 | 2 38 3 [30.5|0.02 2 O
8810023 /0.23 | 2 38 3 [30.5]0.03 2 O
8810024 |1 0.24 | 2 38 3 [30.5|0.03 2 O
8810025/0.25| 2.5 | 38 3 (30 0.03 2 [ ]
8810026 0.26 | 2.5 | 38 3 (30 0.03 2 O
8810027 10.27 | 2.5 | 38 3 [30.1]0.03 2 O
8810028 | 0.28 | 2.5 | 38 3 [30.10.03 2 O
8810029/0.29| 2.5 | 38 3 [30.1]0.03 2 O
8810030 0.3 3 38 3 [29.6 |0.03 2 [ )
8810031/0.31| 3 38 3 [29.60.03 2 O
8810032032 | 3 38 3 [29.70.03 2 O

- INRREFIES % p.6.

- See p.6 for explanation of icons.

SPEED
FEED
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Typel _% §
(8- ———
1
~ | |LCF
4| LS
OAL
P4
Type2 PL §
%8%:@@5( ----------------- -
LCF LS
OAL
Bf7:mm  Unit:mm
GITeR=Iel 121K | £K| 172 | Bk | Sin |[PR EF
EDP No. DIG LCF | OAL |DCON| LS PL |Type| Stock
8810033|0.33| 3 38| 3 |29.7|003 | 2| O
8810034 |0.34| 3 38| 3 1297|003 | 2| O
8810035(0.35| 3.5 |38 | 3 (292|004 |2 | @
8810036 (0.36| 3.5 |38 | 3 (292|004 |2 | O
8810037[0.37| 3.5 |38 | 3 |292]004 |2 | O
8810038 (0.38| 3.5 |38 | 3 (293|004 |2 | O
8810039(0.39| 3,5 |38 | 3 (293|004 |2 | O
881004004 | 4 38| 3 /288|004 |2 | @
8810041(0.41| 4 38| 3 (288|004 | 2| O
8810042 (0.42 | 4 38| 3 /288|004 | 2| O
8810043043 | 4 38| 3 1289|004 | 2| O
8810044 |0.44 | 4 38| 3 /289|004 | 2| O
8810045045 | 4 38| 3 1289004 | 2| O
8810046 | 0.46 | 4 38| 3 (289005 | 2| O
8810047047 | 4 38| 3 1289|005 | 2| O
8810048 | 0.48 | 4 38| 3 1289|005 |2 | O
8810049 |0.49 | 4 38/ 3 |29 |005 | 2] O
8810050(0.5 | 4 38/ 3 |29 (005 |2 | @
8810051(0.51| 45 [ 38| 3 (284|005 |2 | O
8810052 (0.52| 45 [ 38| 3 |284|005 |2 | O
8810053|0.53| 45 [ 38| 3 (284|005 |2 | O
8810054 (0.54| 45 |38 | 3 (284|005 |2 | O
8810055[0.55| 45 [ 38| 3 |285|005 |2 | O
8810056 (0.56| 4.5 |38 | 3 285|005 |2 | O
8810057 0.57| 45 |38 | 3 (285|006 |2 | O
8810058 (0.58 | 4.5 |38 | 3 (285|006 |2 | O
8810059(0.59| 45 |38 | 3 (285|006 |2 | O
8810060(0.6 | 5 38| 3 /281|006 |2 | @
@ =1REEFR O=HREEFR(BHIAER.)
@ =Standard stock item O =Limited standard stock item
| NEXT )g
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. ﬁiﬂ#% Guide for Icons

n *ZE Tool Materials

BEREE
Sl Tungsten Carbide

%ﬁ&tﬂ Surface Treatment

HN DG BB

HDG

HDG Coating

E@Eﬂ@iﬂzﬁ Tolerance for Drill Diameter
RHSLERNBITE

Tolerance for drill diameter

S
0~

-0.016

n B shank BEGEES Helix Angle

[ siank M ST | sHRINK QRTEE - =2y gt LN N B N e (3= e =]

h5  Tolerance for shank diameter FIT  Suitablefor the shrink holder system 25°  Helixangle of flute for drills

ﬂ TIEISRAE cutting Conditions

D RRUIMIRMEERFTERAS

Indicates page number for cutting conditions

m Bfi:mm Unit:mm
Glricl=t=d 11K | 2K| 1/ | 181K | 5Sin || EF BmS | BER BBk RN
LI (CF | OAL | DCON | LS PL  |Type| Stock LI LCF | OAL | DCON | LS PL  |Type| Stock
8810061 0.61| 5 38| 3 |281/006 |2 | O 8810089/0.89 | 6 38| 3 276008 | 2| O
8810062 |0.62 | 5 38| 3 1281006 |2 | O 881009009 | 6 38| 3 (276|008 |2 | @
8810063|0.63 | 5 38 3 |281/006 |2 | O 8810091/0.91 | 7 381 3 266009 | 2| O
8810064 |0.64 | 5 381 3 1281006 |2 | O 8810092 0.92 | 7 381 3 (266009 | 2| O
8810065/ 0.65| 5 38| 3 |281/006 |2 | O 8810093093 | 7 381 3 267|009 |2 O
8810066 | 0.66 | 5 38| 3 |282006 |2 | O 8810094 | 0.94 | 7 38| 3 (267|009 | 2| O
8810067 0.67 | 5 38| 3 (282006 |2 | O 8810095/0.95| 7 381 3 (267|009 |2 O
8810068 |0.68 | 5 38| 3 1282006 |2 | O 8810096 0.96 | 7 38| 3 (267|009 |2 | O
8810069 0.69 | 5 38| 3 (282|007 |2 O 8810097 |0.97 | 7 381 3 267|009 |2 O
8810070(0.7 | 5 38| 3 /282|007 |2 | @ 8810098 0.98 | 7 38| 3 (268|009 |2 | O
8810071/0.71| 6 38| 3 (273|007 | 2| O 8810099/0.99 | 7 38| 3 (268|009 |2 | O
8810072(0.72 | 6 38| 3 (273|007 |2 | O 8810100 | 1 8 38| 3 (257|009 |2 | @
8810073/0.73 | 6 38| 3 |273(007 | 2| O 8810101 /1.01| 8 38| 3 |25.7(009 | 2| O
8810074|0.74 | 6 38| 3 (273|007 |2 | O 8810102 1.02| 8 38| 3 (257009 |2 | O
8810075/0.75| 6 38| 3 (273|007 |2 | O 8810103/ 1.03| 8 38| 3 [25.8/0.1 21 O
8810076 |0.76 | 6 38| 3 (274|007 | 2| O 8810104 1.04 | 8 38| 3 [25.8)0.1 2| O
8810077|0.77 | 6 38| 3 (274|007 | 2| O 8810105/ 1.05| 8 38| 3 [25.8/0.1 21 O
8810078 |0.78 | 6 38| 3 (274007 | 2| O 8810106 1.06 | 8 38| 3 [25.8)0.1 2| O
8810079/0.79 | 6 38| 3 (2741007 | 2| O 8810107 |1.07 | 8 38| 3 [25.8/0.1 21 O
8810080(0.8 | 6 38| 3 (274|008 |2 | @ 8810108 1.08 | 8 38| 3 [25.8)0.1 2| O
8810081/0.81| 6 38| 3 (2741008 | 2| O 8810109/ 1.09| 8 38| 3 [259/0.1 2| O
8810082 (0.82 | 6 38/ 3 |275/008 |2 | O 8810110/ 1.1 | 8 38| 3 [259/0.1 2| @
8810083 /0.83 | 6 38| 3 |275/008 |2 | O 8810111 /1.11| 8 38| 3 [259/0.1 2| O
8810084 |0.84 | 6 38| 3 |275/008 |2 | O 8810112 1.12| 8 38| 3 [2590.1 2| O
8810085/0.85| 6 38| 3 |275/008 |2 | O 8810113/ 1.13| 8 38| 3 [259/0.1 2| O
8810086 |0.86 | 6 38| 3 |275/008 | 2| O 8810114 1.14| 8 38| 3 (26 (011 | 2| O
8810087/ 0.87 | 6 38| 3 (276008 | 2| O 8810115/ 1.15| 8 381 3 (26 (011 | 2| O
8810088 |0.88 | 6 38| 3 (276008 | 2| O 8810116 1.16 | 8 38| 3 (26 (011 | 2| O

&

@ =R EEFR

@ =Standard stock item

O=fgirnEEFR(BEMAER.)
O =Limited standard stock item

[ NEXT )2
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DC<O.1 01$DC<02 02SDC<05  0.55DC

N FROM

BmS | BER RinlEE e RN
LI LCF | OAL |DCON| LS PL  |Type| Stock
8810117 (1.17| 8 38| 3 |26 (011 | 2| O
8810118 |1.18| 8 381 3 (26 (011 | 2| O
8810119(1.19| 8 38| 3 2611011 |2 O
8810120(1.2 | 8 38| 3 (261011 |2 | @
8810121 (1.21| 8 38/ 3 |26.1(011 | 2| O
8810122 (1.22| 8 38| 3 [26.1/011 | 2| O
8810123 (1.23| 8 38/ 3 |26.1(0.11 | 2| O
8810124 (1.24| 8 38| 3 [26.1/0.11 | 2| O
8810125(1.25| 8 381 3 (262012 | 2| O
8810126 (1.26 | 8 38| 3 (262012 | 2| O
8810127 (1.27 | 8 38| 3 (262012 | 2| O
8810128 |1.28 | 8 38| 3 (262012 | 2| O
8810129(1.29 | 8 38| 3 |262(012 | 2| O
881013013 | 8 38| 3 (263|012 |2 | @
8810131131 | 8 38| 3 263|012 | 2| O
8810132132 | 8 38| 3 (263|012 | 2| O
8810133133 | 8 38| 3 263|012 | 2| O
8810134 |1.34| 8 38| 3 (263012 | 2| O
8810135(1.35| 8 38| 3 2641012 | 2| O
8810136 (1.36| 8 38| 3 (264012 | 2| O
8810137137 | 8 38 3 (264|013 | 2| O
8810138 |1.38 | 8 38| 3 (264013 | 2| O
8810139(1.39| 8 38| 3 /264|013 | 2| O
881014014 | 8 38| 3 (264|013 |2 | @
8810141 (1.41 | 8 38/ 3 1265|013 | 2| O
8810142 (1.42 | 8 38| 3 (265|013 | 2| O
8810143 (1.43 | 8 381 3 (265|013 | 2| O
8810144 |1.44 | 8 38| 3 (265|013 | 2| O
- FRRIRBEIES % p.6. - See p.6 for explanation of icons.

SPEED
FEED

P9

Typel _% §
(8- ———
1
~ | |LCF
4| LS
OAL
P4
Type2 PL §
%8%:@@5( ----------------- -
LCF LS
OAL
BAf7:mm  Unit:mm
GITeR=Iel 121K | £K| 172 | Bk | Sin |[PR EF
EDP No. DIG LCF | OAL |DCON| LS PL |Type| Stock
8810145(1.45| 8 38| 3 /265|013 | 2| O
8810146 |1.46| 8 38/ 3 1266|013 |2 | O
8810147147 | 8 38| 3 1266|013 |2 | O
8810148 (1.48| 8 38| 3 1266|014 | 2| O
8810149149 | 8 38| 3 1266|014 | 2| O
8810150(1.5 | 9 38/ 3 |254|014 |2 | @
8810151151 | 9 38| 3 254|094 | 2| O
8810152 (1.52| 9 38| 3 1254|094 | 2| O
8810153 |1.53| 9 38| 3 254|034 | 2| O
8810154 (1.54| 9 38| 3 1254|034 | 2| O
8810155|1.55| 9 38| 3 |255|014 | 2| O
8810156 | 1.56 | 9 38| 3 /255|014 |2 | O
8810157157 | 9 38| 3 |255(014 | 2| O
8810158 |1.58| 9 38| 3 [255(014 | 2| O
8810159(1.59| 9 38| 3 |255|0.15 |2 | O
881016016 | 9 38| 3 |255|0.15 |2 | @
8810161 |1.61| 9 38| 3 |255|0.15 |2 | O
8810162 (1.62| 9 38| 3 1256|015 |2 | O
8810163 (1.63| 9 38| 3 256|015 | 2| O
8810164 |1.64| 9 38| 3 1256|015 |2 | O
8810165(1.65| 9 38| 3 |256(015 | 2| O
8810166 |1.66 | 9 38/ 3 1256|015 |2 | O
8810167 (1.67 | 9 38| 3 |256(015 | 2| O
8810168 |1.68| 9 38/ 3 1256|015 |2 | O
8810169(1.69| 9 38| 3 |256(015 | 2| O
8810170(1.7 |10 38| 3 |257|0.15 |2 | @
8810171 (1.71 |10 38| 3 |257]036 | 2| O
8810172(1.72 |10 38| 3 |257|036 | 2| O
@ =TREEFR O=f#REERFR(EWAER.)
@ =Standard stock item O =Limited standard stock item
| NEXT )g
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BEfz:mm Unit:mm

FIT==E EK | 2K 152 | WK | Kin PR EF
LI LCF | OAL | DCON| LS PL |Type| Stock
8810173 (1.73 |10 38| 3 |257]016 | 2| O
8810174 (1.74 |10 38| 3 |257(016 | 2| O
8810175(1.75 |10 38| 3 |257]016 | 2| O
8810176 1.76 |10 38| 3 |257(016 | 2| O
8810177 (1.77 |10 38| 3 |258016 | 2| O
8810178 (1.78 |10 38| 3 258|016 | 2| O
8810179(1.79 |10 38| 3 |258016 | 2| O
8810180(1.8 |10 38| 3 |258(0.16 |2 | @
8810181(1.81 |10 38| 3 |258016 | 2| O
8810182 (1.82 |10 38| 3 258017 | 2| O
8810183 (1.83 |10 38| 3 2581017 | 2| O
8810184 |1.84 |10 38| 3 /2591017 | 2| O
8810185(1.85 |10 38| 3 259|017 | 2| O
8810186 | 1.86 |10 38| 3 (2591017 | 2| O

© 92U EELESE p.10BEERIGIEE AL (ED-DS).

- For drills larger than @2, please refer to the Electroplated Diamond

Drill (ED-DS) on page 10.

AmS | B R ERGEER 2N
EDPNo. | DC (RGN AN PL |Type| Stock
8810187 (1.87 |10 38| 3 259017 | 2| O
8810188 1.88 |10 38| 3 (259017 | 2| O
8810189 1.89 |10 38| 3 (259017 | 2| O
8810190(1.9 |10 38| 3 (259017 |2 | @
8810191 (1.91 |10 38| 3 |26 (017 | 2| O
8810192(1.92 |10 381 3 |26 (017 | 2| O
8810193 (1.93 |10 381 3 |26 (018 | 2| O
8810194 |1.94 |10 38/ 3 |26 (018 | 2| O
8810195(1.95 |10 381 3 |26 (018 | 2| O
8810196 | 1.96 |10 381 3 |26 (018 | 2| O
8810197 (1.97 |10 381 3 |26 (018 | 2| O
8810198 | 1.98 |10 38| 3 (26 |018 |2 | O
8810199 1.99 |10 38| 3 |26.1(018 | 2| O
8810200 | 2 11 38| 3 (25.1)018 |2 | @

@ =1REETFR

@ =Standard stock item

O=1EtrEETR(BEWAER.

O =Limited standard stock item
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DIA-MXD

cos
ﬂﬂﬁtﬁﬁ E=itdi= SEs A IGB:ZE
Alumina Zirconia Silicon Carbide
Al203 ZrO> SiC

(m/min)

e Lo HORE ISR ER AR e o oo FER el
(mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm)
0.1 20,000 2 0.005 20,000 1.6 0.004 20,000 1 0.002 20,000 4 0.05
0.15 18,000 1.8 0.005 18,000 1.6 0.004 16,000 1 0.002 18,000 3.6 0.05
0.2 15,000 15 0.005 15,000 15 0.004 12,000 1 0.002 15,000 3 0.05
0.3 15,000 1.5 0.005 15,000 1.5 0.004 12,000 1 0.002 15,000 3 0.05
0.4 12,000 1.8 0.008 12,000 1.8 0.006 10,000 1 0.003 12,000 2.4 0.1
0.5 12,000 1.8 0.008 12,000 1.8 0.006 8,000 1 0.003 12,000 2.4 0.1
0.6 10,000 1.5 0.008 10,000 15 0.006 8,000 0.9 0.003 10,000 2.4 0.1
0.8 10,000 15 0.008 10,000 1.5 0.006 6,000 0.9 0.003 10,000 2.4 0.1
1 10,000 15 0.01 10,000 15 0.008 6,000 0.9 0.005 10,000 24 0.15
1.2 9,000 135 0.01 9,000 135 0.008 4,000 0.6 0.005 10,000 24 0.15
1.4 9,000 135 0.01 9,000 1.35 0.008 4,000 0.6 0.005 10,000 24 0.15
1.6 6,000 1.2 0.01 6,000 1.2 0.008 4,000 0.6 0.005 8,000 24 0.15
1.8 6,000 1.2 0.01 6,000 1.2 0.008 4,000 0.6 0.005 6,000 1.8 0.15
2 4,000 1.2 0.01 4,000 1.2 0.008 4,000 0.6 0.005 5,000 1.5 0.15
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* Not recommended for machining carbide alloys.
* For drills with a diameter less than @ 0.1 mm, please consult our technical
department for recommended cutting parameters.

1. Use arigid and precise machine and holder.

2. Please use a carbide drill in a machine with precise spindle rotation.

3. Please use water-soluble cutting fluids or grinding oils as the cutting lubricant.

4. The shrink fit system is effective holder.

5. The values liseted above are for reference. Please set the cutting condition in
accordance with the actual machining environment.
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Electroplated Diamond Tools Capable of Machining Ceramics

.%ﬁﬁﬂ“ﬁﬂ@%ﬁﬁﬁﬁ% Electroplated Diamond Drill

ED-DS
RI:9p2~¢13

Lineup

RARMABMENERSETIIZER R, JTIERL - 5FLI99TMNT

Flute and thinning geometries designed for effective chip evacuation enable machining of both through-holes and blind holes

INTApH SR AlOs SUEE SisNa
Work Material Alumina Silicon Nitride
PR, MEEIIT MBI

(0.05mm Step)

(0.1mm Step)
Peck Drilling (0.05mm)

el Maiiee Peck Drilling (0.1mm)

EREE ; ;
Gﬁndingxspeed 90m/min 50m/min
\Fﬁ":'@\ = 3~5mm/min 2~3mm/min
eed

TIHRE 1XDC(DC:ER) (§7L)

Depth of Hole Drill Dia. Blind
EHIH AGEMELIEHRF GAREY) 500
Coolant Water-soluble(Solution) (2%)
(SRR ERInIG

Machine Grinding Center

NN T FLEL Number of Holes

0 50 100 150 200 250
3

®6

8

@10 B EEAOS N S SisNs

IEE.%QNHE Bﬁ%ﬁﬁ E&%ﬂ Electroplated Diamond Thread Mill

ED-PNT

R~ 4286 (TP) 0.5mm ~2mm

Lineup Thread Pitch

BE MRS R IEEHNNRE, AISEIERGEFR - (1BJIS24R) A HARREAIINT

Simultaneous 3-axis helical interpolation enables the machining of metric internal threads with medium fit classification (formerly JIS Class 2)

InTazet SAfLER AlOs WREE - I SisNa
Work Material Alumina Tungsten Carbide-Silicon Nitride
EHIERE . .
Grindin;peed 20~40m/min 25~40m/min
iF&'“@‘ = 10~50mm/min 5~10mm/min

eed
PIEIRE
Deptrl1 of Cut 0.01~0.02mm 0.0005~0.0Tmm
IR 2XDC(DC:5MR) (57L)
Threading Length Mill Dia. Blind
EHHRY ARETIEIHRF (AR EL) 5065
Coolant Water-soluble(Solution)(2%)
EFAHAR BRI

Machine Grinding Center

ﬂﬂI?L%& Number of Holes
10 20 30 40 50

29}[; Holes

M3x0.5 50}[; Holes S?ﬁrfl%fi
ATYREE

50}'., Holes Still Running

Méx1 50FL, Holes GIE35d
5% Holes till Running

19}'., Holes Tkt

M10x1.5 507, Holes

still Running

5}[, Holes
Bl ERAE N S16EEAI0s I E{LEE SisNa

Tungsten Carbide Alumina Silicon Nitride

.%ﬁﬁmu EE% Electroplated Diamond Router

ED-EM
R~ : ¢ 3175 ~¢ 12.7

Lineup

BEIAELHBENIIZERNSHEEMNT

High-precision machining is achieved through finishing operations with minimal depth of cut
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