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Solid carbide end mill for heat-resistant alloy
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@ Multi cutting edge @6 or 8 flutes@Size range: 6mm to 16mm dia.
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Unique designed cutting edge
geometry control chatter problem.
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Large rake angle achieves
sharp cutting performance
and less weld metal.
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The high efficiency machining is
possible by trochoidal milling.
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trochoidal milling

Aerospace Tooling
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_ X ] @7.4m NTHDT—I DIREE @7.4m I #DEFIRE
H Partname TAPE—2R Test piece After cutting 7.4 m After cutting 7.4 m
#Whn TatFt WHEA Material INco718RF3N4LEE Aging
Work
FEX Hardness 42HRC
T8 % Tool No. DV-SCMS8120
Tool MMEE Grade JN\I)2—2—N Value Coating
TIHIRE Ve 100  (m/min)
EE £,z 0.48(mm/rev), 0.06 (mm/1) HEIFTE Relief face
/T EEEFEE0.09mm Flank wear
ap 5 (mm)
pieSi
Cutting conditions ae 0.8 (mm)
J—2>b Coolant SHMEEIEIE Wet
{EFARERE Vachine ILFSMC Vertical MC
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DV-SCMSH(&. EFEEDDELFYEVTBREN T, EREF,

DV-SCMS shows no chipping and less wear. Excellent result.
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Small corner radius
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@ A—H—TEEF / Standard stock items

*% ;E t)J Eu 7% ﬁ: Recommended cutting conditions

ap ap
ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.1Dc ae=0.1Dc 8e=0.05Dc
[EIERES: S ERE EERES: S ERE [EIERES: S EVRE
n (min?) V£ (mm/min) n (min") V£ (mm/min) n (min?) Vf (mm/min)
8,000 2,100 8,000 2,100 2,100 380
6,000 2,100 6,000 2,100 1,600 310
4,800 2,100 4,800 2,100 1,300 310
4,000 2,100 4,000 2,100 1,100 350
1,700 3,000 1,700 800 260
EALOEEER Attention for use:
1. EROBEGFIRMFE. —MOEERDEEFERLTVET, *1. Above cutting conditions are for general guidance.
2 K. T OB I EIES BB E E TR, B ZIC SR G ERBL TR, *2. The figures to be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
*B.AILHYNEHRLET, *3. Recommend to use down cutting.
*4BRICEBMIEHIZLE T, WAL CITAMEYEADERI» RO TT . *4, Recommend to use wet cutting condition. It is effective to use cutting fluid for heat-resistant alloy.
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PRODUCT DIJET
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_No.430 vh) b4 b2 bIITA
V25 /b7
%}i‘ % “One-Cut Silent Radius”, solid carbide radius end mill
n n for heat-resistant alloy Ti-alloy & stainless steel

NEW PRODUCT 05 7A817 <H1X: d3~020 / I—FR: RO5~R3>

@Size range: 3mm to 20mm dia. @Corner radius: R0.5 to R3

Jerospace Tooling
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t7] 5l 1% g€ Cutting performance

Om#EEE(NCO718)

£
E "
0
— |
I .
s /
N %
\ 4 ]
1
s l¢ ae=0.6mm

#HEI#:INCO7 1 SEFMALIE. TER ¢ 12mm
Ve=50m/min. f=0.20mm/rev.
ap=18mm. ae=0.6mm

Oy KEETIEE (S1EREH)
Material:INCO718 (Age hardened), Tool dia: ®12mm

Vc=50m/min, f=0.20mm/rev, ap=18mm, ae=0.6mm
Down cut, Water soluble (External coolant)

71 One-Cut Silent Radius DV-OCSAR type

DIJET DV-OCSAR4120-30
| %t Competitor |

ﬂt‘!*i@d:b Bt Competitor B
E%ﬁ —o— Attt Competitor A
DIJET achieved .
0.35 best result! 1#:2.7m
Competitor |
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Azt:7.2m
’é 0.25 Competitor A
§ B$t:3.6m /
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/ DIJET:DV-OCSAR
0.05 [ 8.1m
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No chipping! Normal wear!
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BT cutting length (m)

@ATFTVLAF(SUS304) stainless steel

SUS304DERT—I T
(UUDPFTVIRTT M)

Very thin plate to be easily chattering

WHIA T VLA EART—2(SUS304)
TE&¢10mm(d—FR:R2)
Ve=100m/min. f=0.28mm/rev
ap=18mm. ae=1.2mm
FoVhvk
ZAE1EO0.5mmOANUAILINT
=>17—J0MIK16.4m
=>17—J0OMIE/”19%5
AKTAELTEH (S1ER4EH)
Material:SUS304(Very thin plate)

Tool dia: @10mm (R2)

Ve=100m/min, f=0.28mm/rev

ap=18mm, de=1.2mm

Down cut

By helical milling: Z dim. 0.5mm/rev

=Total cutting length per work: 16.4m
=Total cutting time per work: 19min.
Water soluble (External coolant)

WD —2J DIREE Work surface

DV-OCSAR4100-20 B¥t Competitor B
AR
Inner R side Surface
ERT-UTH vuY)
VU ESREIT Chattering
No chatter stable

W 164mINIT#DIFEDIREE Damaged condition of each end mill after 164m

016 DV-OCSAR4100-20
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AL cutting length (M)

®@FyEE(Ti-BAI-4V) Titanium alloy

WHEIR . Ti-6AI-4V. TEZ ¢ 10mm(d—7FR:R2)
Ve=100m/min. f=0.24mm/rev. ap=15mm. ae=0.5mm

SOV AY KBETIER (SHEREH)
Material:Ti-6Al-4V, Tool dia: ®10mm(R2)

Ve=100m/min. f=0.24mm/rev, @p=15mm, ae=0.5mm, Down cut

Water soluble (External coolant)

MASEATVHYRSIFZ(D10-R2)
One-cut Radius

DV-OCSAR4100-20
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No chatter

SHFY—RIERR(P10-R2)
DIJET conventional tool
(regular helix flutes)
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Chattering
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DV-0CSAR improved surface roughness than conventional tool.
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Corner radius type

BHID(a—7R)

AH RUNA42 ~-45°
4 flutes / Helix angle : 42°-45°
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For heat resistant alloy, Ti-alloy & stainless steel
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Tool dia. ¢Dc Tolerance (¢Dc)
N 0
¢6LLT Up to 6mm 0.015 < P
¢6%iBZ Over 6mm _8_02 \x/o' .

T e SH(mm) Dimersions PR ()
Cat. No. Stock oDc r 2 02 L #Ds List Price (yen)
DV-OCSAR4030-05 ® 3 0.5 8 10 60 6 13,500
DV-OCSAR4040-05 () 4 0.5 11 13 60 6 14,200
DV-OCSAR4040-10 o 4 1 11 13 60 6 14,200
DV-OCSAR4050-05 () 5 0.5 13 1% 60 6 15,100
DV-OCSAR4050-10 ) 5 1 13 15 60 6 15,100
DV-OCSAR4060-05 () 6 0.5 13 - 60 6 15,600
DV-OCSAR4060-10 ) 6 1 13 - 60 6 15,600
DV-OCSAR4080-05 () 8 0.5 19 - 75 8 20,200
DV-OCSAR4080-10 [ 8 1 19 - 75 8 20,200
DV-OCSAR4080-20 () 8 2 19 = 75 8 20,200
DV-OCSAR4100-05 o 10 0.5 22 - 80 10 26,800
DV-OCSAR4100-10 () 10 1 22 = 80 10 26,800
DV-OCSAR4100-20 () 10 2 22 - 80 10 26,800
DV-OCSAR4120-05 () 12 0.5 26 - 100 12 33,600
DV-OCSAR4120-10 ® 12 1 26 - 100 12 33,600
DV-OCSAR4120-20 () 12 2 26 = 100 12 33,600
DV-OCSAR4120-30 () 12 3 26 - 100 12 33,600
DV-OCSAR4160-10 () 16 1 32 = 110 16 66,800
DV-OCSAR4160-20 o 16 2 32 - 110 16 66,800
DV-OCSAR4160-30 () 16 3 32 - 110 16 66,800
DV-OCSAR4200-10 (] 20 1 38 - 125 20 94,300
DV-OCSAR4200-20 o 20 2 38 - 125 20 94,300
DV-OCSAR4200-30 [ ] 20 3 38 - 125 20 94,300

@ A—H—7FE[EF / Standard stock items



=ELHI % i3 Recommended cutting conditions

WAELIE! For shoulder cutting

// DIJET

. ap=1.5Dc P ap=1.5Dc . ap=1.5Dc

ae¢=0.1Dc 8e¢=0.1Dc ae=0.1Dc

El&mEE EVRE ElémEE EVRE [E#mEE 3RV)EE

n (min) Vf (mm/min) n (min) Vf (mm/min) n (min) Vf (mm/min)

11,000 1,200 11,000 1,200 4,200 320
8,000 1,200 8,000 1,200 3,200 320
6,400 1,200 6,400 1,200 2,500 320
5,400 1,200 5,400 1,200 2,100 320
4,000 1,200 4,000 1,200 1,600 320
3,200 1,300 3,200 1,300 1,300 320
2,700 1,300 2,700 1,300 1,100 280
2,000 960 2,000 960 800 200
1,600 770 1,600 770 640 160
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1. EROBEGHIZ M4, — B EERORGERLTVET,

2 4. N TH OB BIMED BUSE S TR, BEIC LR EREL T,
BATLAYNEHELET,

*4ERICE BN TEHLEL E T, TS @ ICEBETHIBDERP RO TT,

Attention for use:

*1. Above cutting conditions are for general guidance.

*2. The figures to be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
*3. Recommend to use down cutting.

*4. Recommend to use wet cutting condition. It is effective to use cutting fluid for heat-resistant alloy.

.Ew‘ﬁu For slotting
ap
ap=Dc ap=Dc ap=0.3Dc
RRE EERRE RRE Bl$RRE RVRE

n (min) Vf (mm/min) n (min) Vf (mm/min) n (min) V£ (mm/min)
11,000 670 11,000 670 3,200 160
8,000 750 8,000 750 2,400 180
6,400 800 6,400 800 1,900 175
5,300 740 5,300 740 1,600 180
4,000 800 4,000 800 1,200 190
3,200 900 3,200 900 950 210
2,700 900 2,700 900 800 200
2,000 640 2,000 640 600 150
1,600 510 1,600 510 480 120
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1. EROBEGNFIRME S —MECERORMFERLTVET,

2 . T OB RIS BOEE XS TR, B ICL)RFEREL TEE,
*BIERICLBMITEHELE T, MBS S ICHAETEADERP R T,

Attention for use:

*1. Above cutting conditions are for general guidance.

*2. The figures to be adjusted according to machining shape, purpose and rigidity of machine and work clamping.
*3. Recommend to use wet cutting condition. It is effective to use cutting fluid for heat-resistant alloy.
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