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L non-ferrous alloy.
+ A multi-function drill that allows you to process both drilling and
chamfering.
+ TISIN-R coating reduces stress on the edge and improves the
surface of roughness of the workpiece.

+ It can be applied to various of workpieces.

~ » R 1 80 b D Size D Tolerance
nsii S wotlie DATA 23.4~5.1 +0 ~ -0.02mm
6.9~10.3 +0 ~ -0.025mm

o2l mm
2STD 034 080 S06

2STD 034 120 S06

6
6
2STD 043 100 S08 4.3 M5 10 25 80 8
8
8

od

2STD 043 150 S08 43 M5 15 30 80
2STD 051 120 S08 5.1 M6 | 12 | 30 90
2STD 051 180 S08 5.1 M6 18 35 90 8
2STD 069 160 S10 69 M8 16 40 90 10
2STD 069 240 S10 69 M8 24 45 100 10
2STD 086 200 S12 86 M10 20 45 110 |12
2STD 086 300 S12 86 MI0O 30 55 120 12
2STD 103 240514 103 | M12 24 50 110 14
2STD 103360 S14 10.3 | M12 36 60 120 14
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I PCD End Mi” Cutting Condition « RPM : rev. /min « Feed : mm/min

Sl Viter Ve FEED RATE (f2)

ateria :

h m/mim 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 Siy12% 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

I 2 SP 0 Cutting Condition « RPM : ev./min - Feed : mm/rmin

oA 1287/ EtaZ 3134 327/ ZelstE =YL/ gxj212
Material SS/SC/FC SCM / NAK / HPM SKD
ZE Hardness ~200 HB 20~ 30HRC 30~ 40HRC
9| outside Diameter HALE (V/C) 0I5 (f) HALE (V/C) 0I5 (f) H4EE (v/O) 0|5 (f)
21 23,800 500 2,000 400 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
I 25 TD Cuttlng Condltlon «RPM:mir !« Feed : mm/min
may  TESUEAY/HRE  H3Y/mAESy  3wy/ANAZ SER 23 AHAZ HELEE RET
M ? i SS/SC/FC SCM / NAK / HPM SKD FCD SUS304 A7075 inconel
gena ~200HB 20 ~30HRC 30 ~ 40HRC
A ENAE OIS BMAE  O18%  HMAE 3% FNAE 0T FNAE 04T BMAE  0)dy  FMNAE  0sT
Diameter  V/C f v/C f v/C f v/C f v/C f v/C f v/C f

23.4 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
28.6 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 0.2~04 | 60~100 0.2~0.4 20~60 0.1~0.2 40~70 0.2~0.4 20~60 0.15~0.3 | 80~120 0.2~0.4 | 10~30 0.1~0.2

[ ZDED Cutting Condition « RPM ev.min « Feed : mm/rmin

DA Materid U205 &2 Aluminum Alloys 22| Resin
212 Diameter RPM 05 (f) RPM 0% (f)
20.1~0.3 25,000 0.001 ~0.003 22,000 0.001 ~ 0.003
20.3~0.5 20,000 0.005 ~ 0.02 22,000 0.005 ~ 0.01
20.5~0.8 18,000 0.01 ~0.03 15,000 0.01 ~0.03
208~1 15,000 0.02 ~0.04 13,000 0.02 ~ 0.05
21~1.5 12,000 0.03 ~0.05 8,000 0.02 ~0.05
215~2 9,000 0.03 ~ 0.05 6,000 0.02 ~ 0.05
22~3 7,000 0.03 ~0.05 4,500 0.05
23~4 3,500 0.03 ~0.05 3,200 0.05
24~5 2,800 0.03 ~0.05 2,500 0.05
25~6 2,200 0.03 ~ 0.05 2,000 0.05
o AUS0| A1 20| 22 ST A ALBLURLICH (91 05t ALBA| 2IS 31& 2| 3umO|U 24.)
o 7HEd GYE HE 2 e
o M7 HMZAR FN SR0|EZ, HIISA| 71 E4, 7S 24, A& 7|A|0f w2t RUHE QT JHLCE
o ZURIFTAQ| Z|) ATES L5 ZAGI7LE H L B L0 LTI ATS L0101 LS H|HHOZ 2 FHYAIL.

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

* Using shrink-fit chuck is recommeded.

¢ 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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Your specials are our standards.
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