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DIAMOND COATING END MILL SERIES

Oy IR—ILIVRZI
Long Neck Ball End Mill
DCRB230

OYIRYIRAITITFIVRED
Long Neck Square End Mill
DCHR230

SRHARIITFIVRENL
2-Flute Square End Mill

MERFED DCSE235
SA4VYEIRI-T14 VI %EKER.
R DA EZRIR!

Remarkable durability realized by NS
original diamond coating

BEM - A ESFEVEHES A
FYEVRICLZBNERERELSR
BHEMICELY, BLRERZRIR,
Stable quality brought by strong
wear-resistance and stickness of pure
diamond free from bond and impurity.

%ﬂ‘htbﬁﬁ Comparison of life
A=V ADEREN RO I—5 > J HEIREE

Comparison of coatings by machining Resin inclusive of carbon
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DIAMOND COATING END MILL SERIES

25

Vet % DN LIS T

Suitable for machining of graphite, brittle material and silicon-alminium alloy.

7]"1515'] 1 Technical Data 1

#E MMC  Metal Matrix Composites

INTIE FehnT il
Process Roughing Finishing
EATR DCRB230 R3x30

Tool

ElEse¢ .

Spindle Speed 10,000 min*!

ZORE 13000 mm/min | 2,000 mm/min
1D AF Tmmx2mm 0.2mmx0.2mm
Depth of Cut (apxae) (apxae)
IEIR

Milling Length 189m 141m
INTRERE 185285 185E25%
Cutting Time Thr 28min Thr 25min

”uI%ﬁu 2 Technical Data 2

il ﬁflﬁﬁﬁlbﬁ!ﬂﬁ(PEsﬂn Resin inclusive of glass fiber

ITTE HEER b
Process Outer profile Slot
ERTH DCSE235 DCHR230
Tool 6 d1x6
B — —
Spindle Speed 10,000 min-! 10,000 min-!
ii%ﬁg 2,000 mm/min | 1,000 mm/min
TIDAH 10mmx0.5mm

Depth of Cut (@pxae) 0.Tmm(ap)
TR

Milling Length 2.3m 28m
INTRE 3% 504)
Cutting Time 3min 50min

7J|]I$1§|] 3 Technical Data 3

WwElit IS5 T7ABN Graphite

MITRE ShEEER SEHRER
Process Outer profile Thin plates
fERTR DCSE235 DCHR230
Tool »6 $0.5x6
ElEs¢ . -
Spindle Speed 6,000 min-! 20,000 min-!
ZORE 12,000 mm/min | 1,000 mm/min
YDA 12mmx0.5mm | 0.03mmx0.24mm
Depth of Cut (apxae) (apxae)
TIHIR

Milling Length 4m 166m
IR 3% 5K 139
Cutting Time 3min 5hr 13min

MMC (Metal Matrix Composites) &l
SRELSIVIREEH,
22 - Sl - SHEEE - BRFERETH

Composite materials of metal-ceramics
Strong wear-resistance owing to light-weight, high
Work size  rigidity, high thermal conductivity and low heat dilation.
140mm X 135mm>X30mm

Noteworthy material for next generation.

BE 1 mm
Groove width
BIFREBMmM
Groove depth

RE3mm
Depth T—oHAZ  30mmX30mmX10mm

Work size

T—JHAX
Work size
25mmX25mmX11Tmm




HAVYERA—TATITURI DIAMOND COATING END MILL SERIES

Long Neck Ball End Mill

DCRB230

A 2
Number of Flutes .
*yLum  30° s — S
Helix Angle 2 C T | I]J -‘E
% 8 BESE / L4
Material Regular Grain Carbide R+001 .
A AR A b L
i (<5 - mm /% - F3)
Unit [size : mm / Retail Price : JPY]
31— RNo. RAR—IVHE | (L)BHE (L)HE D)HE (ETE (y)BEf |d¥r>o%| U2k e
Code No. Radiius Effective Length | Length of Cut Dia. NeckDia. | NeckTaperAngle |  Shank Dia. Overall Length Retail Price
05-00520-00201 1 0.3 04 0.37 12° 4 45 14,900
05-00520-00202 2 0.3 0.4 0.37 12° 4 45 14,900
05-00520-00204 R02 4 0.3 0.4 0.37 12° 4 45 14,900
05-00520-00206 6 0.3 0.4 0.37 12° 4 45 14,900
05-00520-00303 3 0.45 0.6 0.56 12° 4 45 14,900
05-00520-00306 . 6 0.45 0.6 0.56 12° 4 45 14,900
05-00520-00309 9 0.45 0.6 0.56 12° 4 45 14,900
05-00520-00312 12 0.45 0.6 0.56 12° 4 45 14,900
05-00520-00504 4 0.75 1 0.95 12° 4 45 14,900
05-00520-00506 6 0.75 1 0.95 12° 4 45 14,900
05-00520-00510 R0O.5 10 0.75 1 0.95 12° 4 50 14,900
05-00520-00516 16 0.75 1 0.95 12° 4 50 14,900
05-00520-00520 20 0.75 1 0.95 12° 4 55 14,900
05-00520-01006 6 15 2 1.94 12° 4 45 14,900
05-00520-01010 10 15 2 1.94 12° 4 45 14,900
05-00520-01016 R1 16 1.5 2 1.94 12° 4 50 14,900
05-00520-01020 20 1.5 2 1.94 12° 4 70 14,900
05-00520-01030 30 1.5 2 1.94 12° 4 70 14,900
05-00520-01520 20 25 3 285 12° 6 65 21,100
05-00520-01540 R1> 40 2.5 3 2.35 12° 6 90 22,900
05-00520-02015 15 3 4 38 12° 6 65 20,400
05-00520-02030 R2 30 3 4 3.8 12° 6 70 20,400
05-00520-02040 40 3 4 38 12° 6 90 22,900
05-00520-03030 30 6 6 58 - 6 80 21,100
05-00520-03060 k3 60 6 6 58 - 6 120 24,500
F—4—%i% MDCRB230 R—ILHER) XBHME (L) ZI/RLTTEL, X(y)IFBEETY,

BWhen you order, indicate DCRB230 (R) X ( £1). ¥(y ) is reference value.



DIAMOND COATING END MILL SERIES

AOYIRYITRITPIVESN

Long Neck Square End Mill

DCHR230

A 2
Number of Flutes . N
*IyLm  30° o3 s — —7
Helix Angle e T | "71 fé
=) gEas L4
Material Regular Grain Carbide .
=549 FAVEYRI=FT1VT
Coating Diamond Coating L
B (<3 : o /5% - F3)
Unit [size : mm / Retail Price : JPY]
31— RNo. (D)PSES (L)BEZE (L)A& (2)E & (y)ER (v o (BE=S3 IRAETAR
Code No. Dia. Effectivelength |  Length of Cut Neck Dia. NeckTaper Angle Shank Dia. Overall Length Retail Price
05-00200-00502 2 1 0.46 12° 4 45 18,000
05-00200-00504 0.5 4 1 0.46 12° 4 45 18,000
05-00200-00506 6 1 0.46 12° 4 45 18,000
05-00200-01004 4 2 0.95 12° 4 50 18,000
05-00200-01006 6 2 0.95 12° 4 50 18,000
05-00200-01008 1 8 2 0.95 12° 4 50 18,000
05-00200-01010 10 2 0.95 12° 4 50 18,000
05-00200-01506 6 3 1.45 12° 4 50 18,000
05-00200-01512 1.5 12 3 145 12° 4 50 18,000
05-00200-01520 20 3 1.45 12° 4 60 18,000
05-00200-02006 6 4 1.94 12° 4 50 18,000
05-00200-02010 10 4 1.94 12° 4 50 18,000
05-00200-02016 2 16 4 1.94 12° 4 60 18,000
05-00200-02020 20 4 1.94 12° 4 60 18,000
05-00200-03016 16 6 2.85 12° 6 60 22,100
05-00200-03030 3 30 6 2.85 12° 6 70 25,400
05-00200-04020 4 20 8 38 12° 6 60 24,500
05-00200-04040 40 8 3.8 12° 6 90 27,600
05-00200-06030 6 30 12 5.8 — 6 90 25,400
#F—4—%7% MDCHR230 FE (D) X A#hE (L) ZIRRLTTFEL, X(yNEBEETT,

HWhen you order, indicate DCHR230 (D) X ( £1). %(y ) is reference value.



HAVYERA—TATITREI DIAMOND COATING END MILL SERIES

2BMFIARITITPIVESN

2-Flute Square End Mill

DCSE235

I 2

Number of Flutes .8 T
2yLEm 35 S —— | 1 £
Helix Angle S
% & BESE
Material Regular Grain Carbide 2
d—F«4v9 FAVEVROI—F1VT L
Coating Diamond Coating
BT (S @ mm / ffiAE © )
Unit [size : mm / Retail Price : JPY]
J— FNo. (D)AE (L)AR (y)EAf dv> o (NES=S RS
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
05-00035-00050 0.5 15 12° 4 45 16,600
05-00035-00100 1 3 12° 4 45 16,600
05-00035-00150 15 4.5 12° 4 45 16,600
05-00035-00200 2 6 12° 4 45 16,600
05-00035-00300 3 9 12° 6 45 21,100
05-00035-00400 4 12 12° 6 50 22,500
05-00035-00500 5 15 12° 6 55 24,000
05-00035-00600 6 18 12° 6 60 24,000
F—4—%7% MDCSE235 AR (D) ZIERLTREL, K(YNIBEETY,
WWhen you order, indicate DCSE235 (D). 5#(y) is reference value.
DCSE235 tﬂ‘ﬁu%ﬁ:@%% Recommended Milling Conditions
I5774 b TIVEEERLAHA
P Graphite ADC12
Work Material il # RIE #
Side Milling Slotting Side Milling Slotting
EERE | XY RE PP s EERE | EVRE | UhAKE | EERE | XY ERE ThAdE B | XY RE | YHAHE
HE Spindle Spedd  Feed Depth of Cut Spindle Spead  Feed | Depth of Cufl Spindle Spedd ~ Feed Depth of Cut Spindle Spead  Feed | Depth of Cut
o min” mm/min | dpmm | demm min” mm/min | dpmm min” mm/min | dpmm | demm min” mm/min | dpmm
0.5 30,000 1,000 15 0.03 30,000 800 | 0.05 20,000 600 15 0.01 20,000 500 | 0.03
1 30,000 1,200 3 0.05 30,000 1,000 | 0.1 20,000 1,000 3 0.02 20,000 800 | 0.1
15 25,000 1,500 45 0.07 25,000 1,200 | 02 20,000 1,000 45 0.05 20,000 800 | 02
2 25,000 2,000 6 0.1 25,000 1,500 | 03 20,000 1,500 6 0.07 20,000 1,200 | 03
3 20,000 2,500 9 0.1 20,000 1,500 | 04 20,000 1,500 9 0.07 20,000 1,200 | 04
4 18,000 2,500 12 02 18,000 2000 | 05 18,000 2,000 12 0.15 18,000 1,500 | 05
5 14,000 3,000 15 02 14,000 2000 | 07 14,000 2,500 15 0.15 14,000 2,000 | 07
6 12,000 3,000 18 03 12,000 2,000 1 12,000 2,500 18 02 12,000 2,000 1




DCR8230 tﬂﬁu%ﬁ:iﬁ%ﬁ Recommended Milling Conditions

DIAMOND COATING END MILL SERIES

A J3774 b TIVIEEA1HR
Work Material Graphite ADC12
. N Bk XY RE hAHE [El#rEk XY RE hAHE
R4 X B Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Radius Effective Length
min’' mm/min dpmm demm min’' mm/min dpmm demm
1 40,000 1,500 0.08 0.1 20,000 800 0.05 0.08
02 2 40,000 1,200 0.05 0.1 20,000 600 0.02 0.05
’ 4 30,000 1,000 0.05 0.1 20,000 200 0.01 0.02
6 30,000 800 0.03 0.1 20,000 120 0.01 0.01
3 30,000 1,500 0.1 0.2 20,000 1,000 0.05 0.1
03 6 30,000 1,200 0.08 0.2 20,000 600 0.03 0.05
’ 9 25,000 1,000 0.07 0.15 18,000 400 0.01 0.02
12 20,000 800 0.05 0.1 15,000 200 0.01 0.01
4 30,000 2,500 0.2 0.3 20,000 2,000 0.2 0.3
6 25,000 2,000 0.15 0.3 20,000 1,500 0.1 0.3
0.5 10 20,000 1,800 0.1 0.3 15,000 800 0.05 0.1
16 18,000 1,200 0.08 0.2 12,000 500 0.03 0.08
20 15,000 1,000 0.07 0.2 8,000 300 0.02 0.05
6 20,000 3,000 0.5 0.6 20,000 2,000 0.3 0.6
10 20,000 2,500 0.3 0.6 20,000 1,500 0.3 0.6
1 16 18,000 2,000 0.2 0.6 15,000 1,200 0.2 0.5
20 15,000 1,500 0.2 0.5 10,000 1,000 0.1 0.2
30 12,000 1,000 0.2 0.5 8,000 500 0.05 0.1
15 20 20,000 2,500 0.5 1 15,000 1,500 0.5 1
) 40 12,000 1,400 0.3 0.7 7,000 600 0.1 0.3
15 20,000 3,000 0.5 15 16,000 2,000 0.5 15
2 30 15,000 2,500 0.5 1.5 12,000 1,500 0.5 12
40 12,000 2,000 0.3 1 8,000 1,000 0.2 0.7
3 30 16,000 3,000 0.6 2 12,000 2,000 0.6 2
60 8,000 2,000 0.4 2 7,000 1,000 0.3 1
DCH R23O tﬂﬁu%'fq:%%%z Recommended Milling Conditions
95774 b+ TIVZERFAAHA L
et Graphite ADC12
WorkMatera! SEIRREY gl SERRIY E ]
Contour Line Roughing Slotting Contour Line Roughing Slotting
i~ BWE EERE | XY RE thAHE EERE | RYRE | TAKE | EEH | XYRE ThAHE ElEcgy | ZVERE | ThAdkE
3‘]{:: Effective Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
o Length min" | mm/min | dpmm | demm | min’ | mm/min | dpmm | min' | mm/min | @pmm | demm | min" | mm/min | dp mm
2 30000 1,200 | 0. 03 30,000 800 | 0.1 20,000 1,000 | 0.03 0.3 20,000 500 | 0.03
0.5 4 30000 1,000 | 005 03 30,000 600 | 0.05 20,000 800 | 0.01 0.3 20,000 400 | 001
6 25,000 800 | 0.03 03 25,000 500 | 0.03 20,000 600 | 0.01 03 20,000 300 | 0.01
4 30000 2500 | 02 0.6 30000 1,500 | 02 20,000 2,000 | 0.5 0.6 20000 1,200 | 0.15
1 6 25000 2000 | 02 06 25000 1,200 | 02 20,000 1,500 | 0. 0.6 20,000 1,000 | 0.
8 20,000 1,500 | 0. 06 20,000 1,000 | 0. 20,000 1,000 | 0.07 0.6 20,000 700 | 0.07
10 20,000 1,000 | 0. 06 20,000 600 | 0. 20,000 800 | 0.05 0.6 20,000 500 | 0.05
6 25000 2500 | 03 1 25000 1,600 | 03 20,000 2,000 | 0.2 1 20,000 1,500 | 0.2
1.5 12 16000 1,800 | 02 1 16000 1,000 | 02 16,000 1,500 | 0.05 1 16,000 1,000 | 0.05
20 12000 1,000 | 0.1 1 12,000 600 | 0. 12,000 800 | 0.02 1 12,000 500 | 0.02
6 20,000 3,000 | 05 12 20,000 2000 | 05 20,000 2,000 | 05 12 20,000 1,500 | 05
) 10 20000 2500 | 05 1.2 20000 1,600 | 05 20000 1,500 | 03 12 20000 1,000 | 03
16 18000 1,800 | 03 1.2 18000 1200 | 03 15000 1,200 | 0.07 12 15,000 800 | 0.07
20 15000 1200 | 02 12 15,000 800 | 0.2 10,000 1,000 | 0.03 12 10,000 600 | 0.03
3 16 20,000 3,000 | 05 2 20,000 2000 | 05 18000 2000 | 05 2 18000 1,500 | 05
30 15000 1,500 | 03 2 15000 1,000 | 03 10,000 1,000 | 0.2 2 10,000 600 | 0.2
4 20 18000 3,000 | 08 25 18000 2000 | 08 16000 2,000 | 08 25 16000 1,500 | 08
40 9000 1,500 | 04 25 9000 1,000 | 04 8000| 1000 | 04 25 8,000 600 | 04
6 30 16,000 | 3,000 | 1 4 16,000 | 2,000 | 1 12,000 2,000 | 1 4 12,000 1,500 | 1
¥TST7A FOMIET S 7 74 FERMIHE SERTEW. s#Graphite should be machined by the machining center designed for graphite machining
Fe. IMIRIEERISNEDORE. W3 IBHLEDTs, EEHE. BBV ETHERATEL, When handling with graphite material, dust collector and respirator are recommended to
s & KIZT74 FOMTIdEAEHRLET, protect against graphite dust.
Notes KT—IANRIFDEELEY BEOBVMIHNBEEBE, =) EEL T CRELTTEL, #Air blow cooling is recommended for the machining of graphite
X¥ECULNRET 2561, EEHE XY RELZFCEETRFTTFEL, 3#Slow down the feed for high accurate machining to avoid breakage of work piece.
e, FHEERHORY HGVSELREKRICACHETTIFTTEL, s%Adjust both spindle speed and feed at the same rate when chattering




DIAMOND COATINC

N 5F Shinminamioi Bldg., 1-13-5, Minamioi, Shinagawa-ku, Tokyo 140-0013 Japan
S TOOL CO,LTD Tel. +81-3-3763-4619 (Export Dept.)  Fax. +81-3-3763-2280

HETEHIA=H

T140-0013 RE&&A/IXmAH1-13-5 FHraAHEISF TEL.03-3763-5621

KBREZEFR BEBERR REERM
TEL.06-6534-4621 FAX.06-6534-4530 TEL.052-332-0087 FAX.052-332-2757

TEL.0268-28-5720 FAX.0268-28-5717

FAX.03-3763-2280 http://www.ns-tool.com

& Esm EREER
TEL.022-344-3977 FAX.022-344-3455 TEL.092-481-3378 FAX.092-481-3378

A\ BLEE 22 DR Attention on Safety

1) IE25 -2 5BMUHTEIE, TEORUH LY. DEFFEFICEEMRALVRIC, THTER
LTTEw,

2) PhIUEEERFTMALVERICLTFEL,

3) TE#EAT 3. WIBT3RRIBUETOT, BT H/N— - REAHIEEFEALTT AL,

4) FIVEEE, TEPNIARICRE > E@ALTTaL,
TERANAICLoPYWEEEL. IRAEMABESICLTTFEW,

5) #WHIMIE. LopWEELTTFE W,

6) TERUBHIMOTEIR. H5» UHHEIALTHEVTTEL,

7) CIHIRMFE . I ERBRICEE T, ARTILEF BV T,

8) ARICIS U THIHIMERE L TF &V, AN HEEAT 51583, MIMCRET H5NIE
PHB TN, KKOBEF B ET, BFIHEELTToTFEL,

9) EAFRFICRE (FIHIE - 18) PRELABER. BE5ICEMEEDTTFI,

10) TEDBERE LEWVWTTE L,

1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

2) Never touch the cutting edges directly with bare hand

3) Use safety covers and eye protection, as tools may be broken.

4) Use holders, etc. that match the tools and nature of the processing operations.
The tool should be firmly attached to the holder to prevent shaking

5) The work materials clamp firmly

6) Make sure of dimensions of tools and work pieces before starting operation.

7) ltis necessary to adjust conditions according to the dimensions of work materials and the machine.

8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting
fluid could lead to fires due to sparks generated during processing or heat caused by
breakage. Ensure that you take proper fire-prevention measures

9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) Don't modify tools

. ‘ . ‘ VEGETABLE
150 9001 [Hliso 14001} ©IL INK

12'11 JOA-QM6096  JOA-EM3T12

B AALOTICHBHEOBRMRE. BE - ARDLOFERCEETIHEN IEVET,

Specifications may change without notice for improvement



