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Diamond Coated Carbide Series for Graphite

AEARS

— A7) AR KR 1
= A DG-LN-EMS 4 Flutes Long Neck Short for Graphite DG é O
_ 27) REEFR BRLE R2
332 = . DG-EBD 2 Flutes Ball-end for Graphite DG Rse O
- 47) BERA LR e
335 - L DG-EBM 4 Flutes Ball-end for Graphite DG RSS O
— , 27) AEF KRR RO.2
333 DG-LN-EBD 2 Flutes Long Neck Ball-end for Graphite DG Rsz O
— ! 47) BER IERLE il
354 i DG-LN-EBM 4 Flutes Long Neck Ball-end for Graphite DG R1S_5 O
27] 47) AR K - KEEN AR E 0.5
406 P £ DG-CPR 2 Flutes/4 Flutes Long Neck/Pencil Neck Short with Corner § O
Radius for Graphite 12

AENTEANGIRS , HFDIARERAEASNT ISR | XiERs

Regular Grain Carbide Series for Graphite TES®.

A=A 27] ENMAIKRE

2 Flutes Long Shank with Corner Radius for Graphite

DIA-LS-CRED

BEREEMGRS!

Uncoated Micro Grain Carbide Series

276 - — 27] }g7)8Y !
_ &l

2;7 = S MG-EDS 2 Flutes Short 285 O

2TVETIR(OH1) ]
— S S— g

277 &= ~ i MG-EDS OH1 2 Flutes Short (OH1) 1S2 o
_ 27 AV o

275 3 MG-EDsS-3 2 Flutes Short Miniature (¢3 shank) é O
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SPECIFICATION CHART

CARBIDE BALL NOSE
WITH LONG NECK

BRAOSKIE
BRLHETD

353

G-LISTNo. |[EW1248
DGi&E A7k R

DG Coated-2 Flutes-for Graphite

DG-LN-EBD

RATOETANERIGHRENT].

Diamond Coated end mills for graphite.

YIRS Conaicons | P619

G-LIsTNo. IEW1166
BHEREDIARE 27

Diamond Coated-2 Flutes

DIA-LN-EBD
$ -ﬂ g

RATEMERENAREIHSIBEE]. ASMINRET
RIFAIMIAMRE. XA, SEEEAIINTIFEEA.

Long neck ball nose end mill with the Ultra fine Diamond coating.
Works superb on Copper and Aluminum Alloys.

HIEIEA Condivons | P615

— AN AN
CARBIDE ) o |vo K . CARBIDE it .
+0.008  +0.01 FIT 30 DIA AT 30
RE<0.5 0.5=RE
(B{s7:mm) (Unit:mm) (B87:mm) (Unit:mm)
RS | KEE B Ik ae "L ne ok 2R BRS | BeEE < @K |2 K| IK[RE[wE e 2R
EDPNo. | pexcy | e | LU [APMX| DN (526 Ly DCON| LF |Stock| (g) EDP No. RE X LU LF |APMX|DCON| DN |Stock| (g)
8553701|R02 X 4 4 1117 @13 8505211 RO.5 X 5 15 095 @ | 27
8553702/ R02 X 802 | 806 |036] 1517 @ |13 8505212 RO.5 X 10 — ® |25
8553703 R02 X 12 12 1917 50 @ |13 RO.6 X 6 18 115 0| —
8553711/R03 X 6 6 128 e 3 R0.6 i 12 - iz O —
8553712[R03 x10] . [10] o |0 | 168 @ 3 R0.7 7 21 13521 —
8553713/ R03 16| [ 16| %7 |%°®[ s o @13 RO.7 X 14 - 0
8553714| 03 X20 20 268 ® 3 RO.75 X 7.5| | 53 145 L0 L —
R0.75 X 15 0| —
8553721/ R05 X 4 4 1005 @ 14 . —
8553722[R05 X 6 6 1205 50| @ | 14 RO8 X 8 24 155 L L —
BTS RO.8 X 16 O —
8553723/ R05 X 10 10 1605 ® 14 - -
8553724/ R05 X16/05 | 16|15 [0.96| 2205 @ 14 RO.9 X 9 27 175 LO L —
0 | 60 R0.9 X 18 0| —
8553725 R05 X20 2 2605 @ 14 . I
8553726[R05 X30| | 30 305 @ 17 E0 522 AR T 510 3 | 6 |1905 @126
a0 80 8505224| R1 X 20 @ | 23
8553727|R05 X 40 40 4605 @ 17
8553731| R0J5X 6 6 107 @ 14 R1.25 X 12.5 37 2a L —
o 50 R1.25 X 25 B —
8553732| ROJ5X 10 10 1507 @ 14 . | ol
8553733[ RozsX16| . [ 16, |, , 1 207 | 4 | [ @ [14 8505233| R1.5 X 15 | 70| , . g5 @ | 26
8553734| R05X20| [ 20| 77 | 507 @ 14 8505236/ R1.5 i 30 I ® |
8553735 ROJ5X 30 30 3507 @ 17 R1.75 X 17.5 53 3350 —
== 80 R1.75 X 35 0| —
8553736| R0I5X 40 40 4507 @ |17 : 1
8553741/R1_X 6 6 1035 o @14 8505244\ R2 X 20 | 5| 385 @130
8553742|R__X10 10 1435 ® 14 8505247| R2 X 40 I ® | 2
8553743|R1_X16 16 2035 ® 14 R2:25' X 22.5 6.8 a3s 2=
0 | 60 R2.25 X 45 0| —
8553744|R1_ X20|1 [ 203 |19 | 435 @ 14 - 00—
8553745 Rl X30 30 3435 ool @117 8505255 R2.5 X 25 75 15| @ | 39
8553746/ Rl X40 40 35 @ 17 8505258| R2.5 X 50 | 100 @ | 3
8553747|R1_X60 60 64.35 100 @ |17
8553761 R15 X20 20 248 60| @ |14
8553762| R15 X40|1.5 | 40|45 [29 | 4248 80 @ |14
8553763 R15 X60 60 6248 100] @ [19
8553781/ R2_ X20 20 - 60| @ |14
8553782|R2 X40|2 | 406 |39 - 80 @ |17
8553783 R2_ X60 60 - 100 @ 23
Tk | BRI BN | TR TER (323 wEs |#BE a8 |[Ees |ee (Be
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum |Graphite |Titanium |Heat Plastic
Material FRRESN TEHN [N Steel BREBGEGE Alloy Alloy Alloy Resistant
iR Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 4DHRC___|~ 45HRC |~ 55HRC|~ BORRC |~ B5HRC| ~ 35HRC |~ 350HB )
DG-LN-EBD O @)
DIA-LN-EBD © 1 0O ©
Eﬁ*ﬁﬁﬂ Inventory symbols
@ = INEEFR A = HFFERREETRER (IBRIAERE )
standard stock item Scheduled to be replaced by new product or successor item
O =HeREEEER
Stocked by specific distributors. Contact us for price & availability.
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DG-LN-EBD»P353

EEE%@%EB t}J ﬁﬂ%{flz%)ﬁ% CUTTING CONDITIONS FOR CARBIDE END MILLS

DGREREA2TJKIBKLE! DG-LN-EBD
DG COATED 2 FLUTES LONG NECK BALL-END FOR GRAPHITE

INT#A%E Work Material FAINT_ Roughing B8 Guphite ¥&INL  Finishing
e #58 (min-1) #H&EE (mm/min) iRE (mm) E515E (min-1) BH&EE (mm/min) HIizE (mm)
s 5 K | ® K = kK | = K
RER Short < Long Short 4 Long al i Short < Long Short < Long & i
R02 X 4 40,000 ~ 20,000 960 ~ 480 | 0.04 | 0.12 | 40,000 ~ 20,000 800 ~ 400 | 0.012 | 0.012
R02 X 8 30,000 ~ 18,000 430 ~ 250 | 0.03 | 0.08 | 30,000 ~ 18,000 360 ~ 210 | 0.012 | 0.012
R02 X 12 13,000 ~ 9,000 180 ~ 130 | 003 | 006 | 13,000 ~ 9,000 150 ~ 110 | 0.008 | 0.008
R03 X 6 40,000 ~ 20,000 960 ~ 480 | 0.06 | 0.18 | 40,000 ~ 20,000 800 ~ 400 | 0.018 | 0.018
R03 X 10 33,000 ~ 20,000 635 ~ 385 | 0.05 | 0.15 | 33,000 ~ 20,000 530 -~ 320 | 0.018 | 0.018
R03 X 16 15000 ~ 10,000 215 ~ 145 | 0.03 | 0.09 | 15000 ~ 10,000 180 ~ 120 | 0.013 | 0.013
R03 X 20 9,000 ~ 7,000 130 ~ 95 | 0.02 | 0.07 9,000 ~ 7,000 110 -~ 80 | 0.013 | 0.013
R05 X 4 40,000 ~ 20,000 | 1,200 -~ 600 | 0.1 0.3 40,000 ~ 20,000 | 1,000 ~ 500 | 0.03 | 0.03
R0O5 X 6 40,000 ~ 20,000 | 1,150 ~ 575 | 0.1 0.3 40,000 ~ 20,000 950 ~ 480 | 0.03 | 0.03
R05 X 10 33,000 ~ 20,000 935 ~ 575 | 0.1 0.3 33,000 ~ 20,000 780 ~ 480 | 0.03 | 0.03
R05 X 16 23,000 ~ 18,000 530 ~ 410 | 0.08 | 024 | 23,000 ~ 18,000 440 ~ 340 | 0.03 |0.03
R0O5 X 20 18,000 ~ 12,000 310 ~ 205 | 0.07 | 0.2 18,000 ~ 12,000 260 ~ 170 | 0.03 | 0.03
R05 X 30 8,000 ~ 5,000 145 ~ 85 0.04 0.13 8,000 ~ 5,000 120 ~ 70 | 0.02 0.02
R05 X 40 7,000 ~ 5,000 120 ~ 85 | 0.03 | 0.1 7,000 ~ 5,000 100 -~ 70 | 0.02 | 0.02
R075 X 6 40,000 ~ 20,000 | 1,800 ~ 900 | 0.15 | 045 | 40,000 ~ 20,000 | 1,500 ~ 750 | 0.045 | 0.045
R0.75 X 10 38,000 ~ 20,000 | 1600 ~ 865 | 0.15 | 045 | 38000 ~ 20000 | 1350 ~ 720 | 0.045 | 0.045
R0.75 X 16 30,000 ~ 20,000 | 1,300 ~ 865 | 0.15 | 045 | 30000 ~ 20,000 | 1,700 ~ 720 | 0.045 | 0.045
R0.75 X 20 22,000 ~ 18,000 745 ~ 625 | 0.15 | 045 | 22,000 ~ 18,000 620 ~ 520 | 0.045 | 0.045
R0.75 X 30 12,000 ~ 9,000 310 ~ 240 | 0.1 0.3 12,000 ~ 9,000 260 ~ 200 | 0.032 | 0.032
R0.75 X 40 7,000 ~ 5,000 190 ~ 130 | 0.08 | 0.23 7,000 ~ 5,000 160 ~ 110 | 0.032 | 0.032
R1 X 6 40,000 ~ 20,000 | 2800 ~ 1,350 | 0.2 0.6 40,000 ~ 20,000 | 2,000 ~ 950 | 0.06 | 0.06
R1 X 10 40,000 ~ 20,000 | 2500 ~ 1,350 | 0.2 0.6 40,000 ~ 20,000 | 1,800 ~ 950 | 0.06 | 0.06
R1 X o 28,000 ~ 20,000 | 1,800 ~ 1,350 | 0.2 0.6 28,0000 ~ 20,000 | 1,300 ~ 950 | 0.06 | 0.06
R1 X 20 23,000 ~ 18000 | 1550 ~ 1,100 | 0.2 0.6 23,000 ~ 18,000 | 1,100 ~ 800 | 0.06 | 0.06
R1 X 30 16,000 ~ 11,500 840 ~ 615 | 0.18 | 0.52 | 16000 ~ 11,500 600 ~ 440 | 0.06 | 0.06
R1 X 40 6,000 ~ 4,000 335 ~ 210 | 013 | 04 6,000 ~ 4,000 240 -~ 150 | 0.04 | 0.04
R1 X 60 6,000 ~ 4,000 335 ~ 210 0.09 0.26 6,000 ~ 4,000 240 -~ 150 | 0.04 0.04
R15 X 20 20,000 ~ 15500 | 2,050 ~ 1,550 | 03 0.9 20,000 ~ 15500 | 1,450 ~ 1,100 | 0.09 | 0.09
R15 X 40 12500 ~ 9200 | 1,000 ~ 740 | 022 | 065 | 12500 ~ 9,200 720 ~ 530 | 0.09 | 0.09
R15 X 60 7,000 ~ 4,000 490 ~ 280 | 0.15 | 045 7,000 ~ 4,000 350 -~ 200 | 0.06 | 0.06
R2 X 20 20,000 ~ 14,000 | 2950 ~ 2,050 | 04 1.2 20,000 ~ 14,000 | 2,100 ~ 1,450 | 0.12 | 0.12
R2 X 40 11,500 ~ 9,500 | 1,700 ~ 1,350 | 04 1.2 11,500 ~ 9500 | 1,200 ~ 950 | 0.12 | 0.12
R2 X 60 8200 ~ 5700 | 1200 -~ 770 | 034 | 1.05 8200 ~ 5,700 850 ~ 550 | 0.12 | 0.12
FHETINREISRAR0.3°-~0.5IEMERE,  Set the diagonal plunge angle to be approximately 0.3° and 0.5°.
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1. Adjust the speed, the feed rate, and the depth of cut to suit your operating conditions, such as the milling shape, machine rigidity, tool holder rigidity, and work holding force.

2.f you are unable to raise the speed and feed rate higher than those indicated in the table above, lower the speed and feed rate using the same ratio.

3.If the workpiece gets chipped or if the operation requires a higher level of milling precision, lower the feed rate as necessary.

4. Depending on the shape, if the workpiece chatters, lower the speed and feed rate using the same ratio.

5.To mill graphite, use a dedicated milling machine. To prevent inhalation of dust, use a dust collector and a dust mask when working around graphite.

6. During milling, keep the runout at the tip of the end mill to be less than 0.01 mm.

7.To achieve efficient finishing, the feed rate may be adjusted as high as triple the rate.

8. For high-efficiency machining, lower the feed rate as far down as 30% for high-load operations such as slotting. This can minimize the amount of cutting remnants resulting
from the flexing of the tool.

9. If gouging occurs while milling a flat area, raise the speed.

10. If a cut involves the shaping of a corner, use the corner radius process of the program, or adjust the speed so that it would not cause chattering, and reduce the speed at the

corner at the same time (by approximately 60%).



