Carbide 2 Flutes NC Spotting Drills
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Drills for various work materials, hardened steels(~HRc50),
pre-hardened steels, tool steels and cast irons

+ Good wear resistance by Si-based PVD coating.

+ Optimum for centering with helix 2flutes.

+ Resin, plastic machining applicable witn coated or non coated endmill.

+ Applied fine WC grade optimized for various non-ferrous

and non-metallic work materials.

. D Size D Tolerance
m ﬂo-3~4 +0~_0'012mm
4 Coating | i Angle DATA 26~12 -0.01 ~ -0.025mm
J 216 -0.015 ~ -0.03mm
29 mm

2SP0O 003 090 040 2SPOC 003 090 040 3
2SPO 005 090 040 2SPOC 005 090 040 . 3
2SPO 008 090 040 2SPOC 008 090 040 0.8 90° 2.4 40 3
2SP0O 010090 050 2SPOC 010 090 050 1 90° 3 50 3
2SPOC 010 090 080 1 90° 3 80 3
2SP0O 010120050 2SPOC010 120050 1 120° 3 50 3
2SP0O 015090 050 2SPOC 015 090 050 1.5 90° 4.5 50 3
2SP0 020 090 050 2SPOC 020 090 050 2 90° 6 50 3
2SPOC 020 090 080 2 90° 6 80 3
2SP0 020 120 050 2SPOC 020 120 050 2 120° 6 50 3
2SP0O 030 090 050 2SPOC 030 090 050 3 90° 10 50 3
2SP0 030 120 050 2SPOC 030 120050 3 120° 10 50 3
2SPO 030090 100 2SPOC 030090 100 3 90° 10 100 3
2SP0O 030120 100 2SPOC 030 120 100 3 120° 10 100 3
2SP0 040 090 050 2SPOC 040 090 050 4 90° 12 50 4
2SP0O 040 120 050 2SPOC 040 120 050 4 120° 12 50 4
2SP0O 040 090 100 2SPOC 040 090 100 4 90° 12 100 4
2SP0 040 120 100 2SPOC 040 120 100 4 120° 12 100 4
New 2SPO 050 090 060 2SPOC 050 090 060 5 90 13 60 5
New 2SPO 050 120 060 2SPOC 050 120 060 5 120 13 60 5
New 2SPO 050090 110 2SPOC050090 110 5 90 13 110 5
New 2SPO 050120110 2SPOC050120110 5 120 13 110 5
2SP0 060 090 070 2SPOC 060 090 070 6 90° 15 70 6
2SP0 060 120 070 2SPOC 060 120070 6 120° 15 70 6
2SP0 060090 110 2SPOC060090 110 6 90° 15 110 6
2SPOC 060 090 150 6 90° 15 150 6
25P0 060120110 2SPOC060 120110 6 120° 15 110 6
2SP0O 080 090 080 2SPOC 080 090 080 8 90° 25 80 8
2SPOC 080090 150 8 90° 25 150 8
2SP0O 080 120 080 2SPOC 080 120 080 8 120° 25 80 8
2SP0O 100 090 090 2SPOC 100 090 090 10 90° 25 90 10
2SPO 100 120 090 2SPOC 100 120 090 10 120° 25 90 10
2SP0O 100090 150 2SPOC 100 090 150 10 90° 25 150 10
2SPO 100 120 150 2SPOC 100 120 150 10 120° 25 150 10
2SPO 120 090 090 2SPOC 120090 090 12 90° 30 90 12
2SP0O 120 120 090 2SPOC 120 120 090 12 120° 30 90 12
2SP0 120090 150 2SPOC 120090 150 12 90° 30 150 12
2SPO 120 120 150 2SPOC 120120150 12 120° 30 150 12
2SP0O 160090 110 2SPOC 160090 110 16 90° 35 110 16
25P0 160120110 2SPOC 160120110 16 120° 35 110 16
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PCD End Mill cutting Condition

« RPM : rev./min « Feed : mm/min

A0 Viteri - FEED RATE (2
ateria H
h 3l 2 ~3mm 4~6mm 7~11mm 12~ 20mm
AL-alloy Si (1% 150 ~ 6,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
AL-alloy Si {12% 150 ~ 4,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
AL-alloy Si)12% 150 ~ 2,000 0.007 ~ 0.05 0.02 ~0.150 0.02~0.20 0.04~0.3
Magnesium alloy 150 ~ 6,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
Cooper alloy 150 ~ 5,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
Brass ally 150 ~ 5,001 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
GFRP 150 ~ 3,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
CFRP 150 ~ 4,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
Graphite 150 ~ 3,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04 ~ 0.3
1 2SP0 Cutting Condition « RPM :rev.min » Feed : mm/min
oA QLR ZE | IPALZE Mild steels / Free cutting steel 128Z% [EAZ [ 3lFH ?gg;t‘é;"’sltslﬁgﬁlss/ ot Sizels 212 |38 Tool steels / Mold steels
Material HP/SM SS/SC/FC SCM/HPM
A& Hardness ~200HB ~30HRc 30~ 40HRc
9| outside Diameter HAEE (v/0) 0|5 (f) HULEE (v/0) 0|5 (f) HALEE (v/0) 0|5 (f)
21 23,800 500 20,000 400 19.100 380
22 12,000 700 10,350 400 9.550 380
23 8,000 800 6,900 550 6.400 510
24 5,900 800 5,200 620 4.800 570
26 3,980 700 3,450 550 3.180 510
28 3,000 600 2,600 520 2.400 480
210 2,400 580 2,070 500 2.000 460
212 2,000 560 1,720 480 1.600 450
216 1,500 500 1,300 400 1.200 380
© IS0 M0 ZAO| B2 B ABRYHLICH (71 0/5 AHBA| 215 518 2] 3mo|Lf ZL)
. T2 e g FHELICL
« AT| A 22 21 220102 4 IKBA| 7KE AL, 18 2, 18 7|70] njet 224 7 Qarsict.
o RUBITLI|AQ| 2| ATE £EE ZISIALEH L AE SHA0| LS I ATIS £201 0|5 £ 25 H|2||5H0] RYSHUAIR.

Using shrink-fit chuck is recommeded.

25TD Cutting Condition

2L/ T2EB/HLAY/5FH 318/3382

Use a machine with low vibration and good rigidity (@1 or less, the vibration tolerance management should be within 3um).

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

+ RPM : rev./min « Feed : mm/min

LS AdAZ EELIESE

mé.’lﬂ Mild Steels/Free cutting steels Structur%steels / tQarbon Steels Tool steels / Mold steels Ductile cast irons Stainless Steels Aluminum alloys ?—Iiﬂ
Material HP/SM SS/SCIFC. SCM/HPM FCD SUS304/5US316 AL7075 inconel
4= Hardness ~200HB ~30HRc 30 ~ 40HRc
24 NS OFF  HARE 0BF AMAE 0B BMEE 0S¥ HAAE 05 s 0 Y]
Diameter Vv/C f v/C f V/C f V/C f v/C f v/C f v/C f
234 60~100 0.1~0.2 60~100 0.1~0.2 20~60 0.05~0.1 40~70 0.07~0.2 20~60 0.05~0.2 | 80~120 0.1~0.2 10~30 0.05~0.15
24.3 60~100 0.1~0.2 | 60~100 0.1~0.2 20~60 0.05~0.1 40~70 0.07~0.2 20~60 0.05~0.2 |80~120 0.1~0.2 10~30 0.05~0.15
25.1 60~100 0.1~0.2 | 60~100 0.1~0.2 20~60 0.05~0.1 40~70 0.07~0.2 20~60 0.05~0.2 |80~120 0.1~0.2 10~30 0.05~0.15
26.9 60~100 0.15~0.3 | 60~100 0.15~0.3 20~60 0.08~0.2 40~70 0.1~0.2 20~60 0.1~0.2 | 80~120 0.15~0.2 10~30 0.05~0.15
2 8.6 60~100 0.15~0.3 | 60~100 0.15~0.3 20~60 0.08~0.2 40~70 0.1~0.2 20~60 0.1~0.2 | 80~120 0.15~0.2 10~30 0.05~0.15
210.3 60~100 0.2~0.4 | 60~100 0.2~0.4 20~60 0.1~0.2 40~70 0.2~04 20~60 0.15~0.3 | 80~120 0.2~0.4 10~30 0.1~0.2
. A7 220l YAZAL AT075HGO| TIEOE 2 B HAZZOE 1 o0l YR0|E ABO| S Al GAF 1740] 20| BRILIC
(CHEMS 02)808-2745 -¢H1La)
« 2US0| A1 ZH0| E2 SA7|H ME2UYLICH (1 0I5H AHRA| 21 & 22| 3umO|L 2L4.)
. 712 Qe Hg 2L
« A7 BA 27 B0 230102 A JBAI TS 8K, 18 2, A8 710 Wt 22 WY 2uLIc

ZUBIL7|AQ| 2| ATE SEE ZASIALLH U HE AY0| Y I ATS

Using shrink-fit chuck is recommeded.

S £E04 0|5 S5 H|FS5H0 YA,

The above aluminum cutting conditions are based on the A7075 series, so please inquire with our staff for drilling conditions for other aluminum series.
Use a machine with low vibration and good rigidity (@1 or less, the vibration tolerance management should be within 3um).

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
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