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The UNIMAX series of tungsten carbide end mills is also available in drills for steels and flat drills.
The coating provides excellent lubricity, and the tip geometry varies depending on the application.
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For high positioning accuracy
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For good chip evacuation
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Reduced hole deviation : High rigidity achieved by a 150° point angle

and a 24" helix angle design

Stable positioning accuracy : Minimizing the chisel edge at the tip with a double
angle relief tip design

Excellent chip evacuation : The large point angle minimizes chip size.
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Point angle 150°
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The double angle relief tip design is
applied to ¢ 0.16 or larger.
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High positioning accuracy : 130° point angle and X thinning design
High-rigidity tip design : The single angle relief tip design minimizes reduction in
cutting edge rigidity.

Excellent chip evacuation : 30° helix angle ensures smooth chip evacuation.
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Helix angle 30°

STiRMA130°
Point angle 130°

Designed for drilling in diverse shapes such as flat, inclined or curved surfaces.
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High-straightness drilling EET

Flat surface
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Inclined angle 6
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Hole depth or below
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or below
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Inclined surface
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P series Non coated Gun Barrel Drills (Overall Length 38.1 X Shank Diameter 3.175 mm)
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Gun Barrel Drills that utilizes the technology cultivated with PCB drills. Primarily used for high-precision machining of semiconductor inspection
equipment components.
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UDC series Dirills and thread mills for cemented carbide and hard brittle materials u
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UDC Series with a high-performance special diamond coating for machining cemented carbide and hard brittle materials
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Cemented carbide
UDCMX uDCT
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Using UDCMX and UDCT, both drilling and threading in cemented carbide is possible.
Refer to page 25, 27 for detailed machining conditions.

Work Size :
50 X 50 X 26 mm
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Actual tool geometries for some specifications and tolerances may differ from above
drawings. @ 3 is Straight type.

C-UMD HIIZ#l Drilling Example

BRERE:¢0D=0¢3
Diameter Tolerance

]
Point Angle

11507

19D 0/-0.01 mm

SUS304
¢ 0.1

7&IF (#1800 7V)
@ 0.1 Drilling (about 800 hits)

30 mm

EEEE  XUEE 25y SR NDRE T Coolant e
Spindle Speed Feed Rate | Peck Amount Hole Depth Time Note
(min™) (mm/min)  (mm/time)  (mm)
F2IUJ Acrylic
. IFJ0O-— TR L
¢ 0.1 20,000 20 0.02 1.0 1 h 30 min Air Blow Without pilot hole drilling
SUS304 (1.4301)
KB TIUIT + EEw
¢ 0.2 10,000 2 0.01 0.05 2h 50 min Water Solble Center Drill + Chamfering
o KB \&BIF
¢ 0.1 12,000 4 0.02 0.20 3 h 27 min Water Solble Drilling
SUS304 (1.4301)
KB TIUII&H Y
¢ 0.3 16.000 30 0.06 150 2h24min Qe soble  With pilot hole drilling
7)U= Aluminum (A5052)
i KB BCREER
¢ 0.2 16,000 80 0.04 1.50 2 h 50 min Water Solble Using back-up board
NAK55 (AISI P21)
KB T7UWII&H Y
¢ 03 15,000 15 0.06 1.50 3 h 35 min Water Solble With pilot hole drilling




C-UMD ¢ 1.4 X FL10. ¢ 0.99 X FL10 H0T =4l 60% Ni+20% Cr &&

C-UMD ¢ 1.4 X FL10, ¢ 0.99 X FL10 Drilling example 60% Ni+20% Cr Alloy
=
'I{:igafgﬁlsluzged ¢0.1~@p3FTDSAVFv T i 914mn
c “ M ﬁjﬁ‘ﬁﬁ 150° . U:‘:'J_a %E @ Blind hole .
Si f 0.1t .19 mm
- 150" rapnc%l?lt %%213 medﬁjrﬁ flute length s mm

2007 T#. PP IEEFRLTVEN BEERBFYEYITERIRSNIZL,

2007RB& T, NUZR/RICHIR IcE LW mE. —
After 200 hits, there is some tool wear, but no abnormal chipping observed.
High hole quality with minimal burrs is maintained up to 200 hits.

®0.99 mm
EHEIR Drilled hole

C-UMD ¢ 1.4 X FL10 C-UMD ¢ 0.99 X FL10

[OEmERE EUEE ATy TE NITRS HOTBSRS Coolant OEmEE EUEE ATy TE IR
Spindle Speed  Feed Rate | Peck Amount Hole Depth | Drilling Time

(min™") (mm/min) = (mm/time) (mm)

POTEFRS Coolant
Spindle Speed = Feed Rate | Peck Amount Hole Depth | Drilling Time

(min™) (mm/min) = (mm/time) (mm)

: Water : Water
38 min 66 min
10,000 100 0.14 2.19 ! Soluble 10,000 100 0.1 3.5 N Soluble
200hits (oS 200 hits (Nozzle)
C-UMD ¢ 1.4 X FL10 TE#8E Tip damage C-UMD ¢ 0.99 X FL10 TIEi&#§ Tip damage
| S Before use ‘ 200 7T hits @ Before use ‘ 200 T hits
C-UMD ¢ 1.4 X FL10 JUREE Hole quality C-UMD ¢ 0.99 X FL10 JUREE Hole quality

- ARBfHE 1hit 200 72 hits |

1WBfHE 1 hit 200 ¢ hits

C-UMD ¢ 1.0 X FL10 #h0I==41 :
C-UMD ¢ 1.0 X FL10 Drilling example [EEEE e e 2.

Inconel718 | mamamer  uEE  RFyTE LIRS e MTES Coolant
Spindle Speed  Feed Rate | Peck Amount Hole Depth | Number of hits = Drilling Time
(min™) (mm/min)  (mm/time) (mm)

C-UMD Water Soluble
@10 x FL10 | ©400 60 0.05 5.0 30 7.2 (Through Spindle)

307%&

TERE

After 30 hits

1788 1 hit 30 718 30 hits

Ti-6Al-4V EEEE  EUEE  ATvTE LRS T PITERS Coolant
Spindle Speed  Feed Rate | Peck Amount | Hole Depth | Number of hits = Drilling Time
(min™) (mm/min) (mm/time) (mm)
C-UMD Water Soluble
®1.0 x FL10 | 6400 60 0.05 5.0 30 17.2 (Through Spindle)
3071
TEIRRE
After 30 hits

198 1 hit

30 7% 30 hits
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BB Unit (mm)
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Model Diameter | Flute Overall | Shank Suggested Model Diameter |  Flute Overall | Shank Suggested
Number length | Length | Diameter | Retail Price Number length | Length | Diameter | Retail Price
oD 0 L ¢d ¥ @D () L ¢od ¥
C-UMD 2010-012 0.1 1.2 38 3 5,500 C-UMD 2057-070 0.57 7 38 3 4,290
C-UMD 2011-012 0.11 1.2 38 3 6,050 C-UMD 2058-070 0.58 7 38 3 4,290
C-UMD 2012-014 0.12 1.4 38 3 6,050 C-UMD 2059-070 0.59 7 38 3 4,290
C-UMD 2013-014 0.13 1.4 38 3 6,050 C-UMD 2060-070 0.6 7 38 3 2,970
C-UMD 2014-014 0.14 1.4 38 3 6,050 C-UMD 2061-070 0.61 7 38 3 4,290
C-UMD 2015-020 0.15 2 38 3 5,060 C-UMD 2062-070 0.62 7 38 3 4,290
C-UMD 2016-020 0.16 2 38 3 5,390 C-UMD 2063-070 0.63 7 38 3 4,290
C-UMD 2017-020 0.17 2 38 3 5,390 C-UMD 2064-070 0.64 7 38 3 4,290
C-UMD 2018-020 0.18 2 38 3 5,390 C-UMD 2065-070 0.65 7 38 3 3,410
C-UMD 2019-020 0.19 2 38 3 5,390 C-UMD 2066-070 0.66 7 38 3 4,290
C-UMD 2020-025 0.2 25 38 3 4,400 C-UMD 2067-070 0.67 7 38 3 4,290
C-UMD 2021-025 0.21 2.5 38 3 4,950 C-UMD 2068-070 0.68 7 38 3 4,290
C-UMD 2022-025 0.22 2.5 38 3 4,950 C-UMD 2069-070 0.69 7 38 3 4,290
C-UMD 2023-025 0.23 2.5 38 3 4,950 C-UMD 2070-080 0.7 8 38 3 2,970
C-UMD 2024-025 0.24 2.5 38 3 4,950 C-UMD 2071-080 0.71 8 38 3 4,290
C-UMD 2025-030 0.25 3 38 3 4,950 C-UMD 2072-080 0.72 8 38 3 4,290
C-UMD 2026-030 0.26 3 38 3 4,730 C-UMD 2073-080 0.73 8 38 3 4,290
C-UMD 2027-030 0.27 3 38 3 4,730 C-UMD 2074-080 0.74 8 38 3 4,290
C-UMD 2028-030 0.28 3 38 3 4,730 C-UMD 2075-080 0.75 8 38 3 3,410
C-UMD 2029-030 0.29 3 38 3 4,730 C-UMD 2076-080 0.76 8 38 3 4,290
C-UMD 2030-050 0.3 5 38 3 3,850 C-UMD 2077-080 0.77 8 38 3 4,290
C-UMD 2031-050 0.31 5 38 3 4,730 C-UMD 2078-080 0.78 8 38 3 4,290
C-UMD 2032-050 0.32 5 38 3 4,730 C-UMD 2079-080 0.79 8 38 3 4,290
C-UMD 2033-050 0.33 5 38 3 4,730 C-UMD 2080-100 0.8 10 38 3 2,970
C-UMD 2034-050 0.34 5 38 3 4,730 C-UMD 2081-100 0.81 10 38 3 4,290
C-UMD 2035-060 0.35 6 38 3 4,290 C-UMD 2082-100 0.82 10 38 3 4,290
C-UMD 2036-060 0.36 6 38 3 4,730 C-UMD 2083-100 0.83 10 38 3 4,290
C-UMD 2037-060 0.37 6 38 3 4,730 C-UMD 2084-100 0.84 10 38 3 4,290
C-UMD 2038-060 0.38 6 38 3 4,730 C-UMD 2085-100 0.85 10 38 3 3,410
C-UMD 2039-060 0.39 6 38 3 4,730 C-UMD 2086-100 0.86 10 38 3 4,290
C-UMD 2040-070 0.4 7 38 3 3,850 C-UMD 2087-100 0.87 10 38 3 4,290
C-UMD 2041-070 0.41 7 38 3 4,730 C-UMD 2088-100 0.88 10 38 3 4,290
C-UMD 2042-070 0.42 7 38 3 4,730 C-UMD 2089-100 0.89 10 38 3 4,290
C-UMD 2043-070 0.43 7 38 3 4,730 C-UMD 2090-100 0.9 10 38 3 2,970
C-UMD 2044-070 0.44 7 38 3 4,730 C-UMD 2091-100 0.91 10 38 3 4,290
C-UMD 2045-070 0.45 7 38 3 4,290 C-UMD 2092-100 0.92 10 38 3 4,290
C-UMD 2046-070 0.46 7 38 3 4,730 C-UMD 2093-100 0.93 10 38 3 4,290
C-UMD 2047-070 0.47 7 38 3 4,730 C-UMD 2094-100 0.94 10 38 3 4,290
C-UMD 2048-070 0.48 7 38 3 4,730 C-UMD 2095-100 0.95 10 38 3 3,410
C-UMD 2049-070 0.49 7 38 3 4,730 C-UMD 2096-100 0.96 10 38 3 4,290
C-UMD 2050-070 0.5 7 38 3 4,290 C-UMD 2097-100 0.97 10 38 3 4,290
C-UMD 2051-070 0.51 7 38 3 4,290 C-UMD 2098-100 0.98 10 38 3 4,290
C-UMD 2052-070 0.52 7 38 3 4,290 C-UMD 2099-100 0.99 10 38 3 4,290
C-UMD 2053-070 0.53 7 38 3 4,290 C-UMD 2100-100 1 10 38 3 2,750
C-UMD 2054-070 0.54 7 38 3 4,290 C-UMD 2101-100 1.01 10 38 3 3,410
C-UMD 2055-070 0.55 7 38 3 3.410 C-UMD 2102-100 1.02 10 38 3 3,410
C-UMD 2056-070 0.56 7 38 3 4,290 C-UMD 2103-100 1.03 10 38 3 3,410
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BB Unit (mm)
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Model Diameter | Flute Overall | Shank Suggested Model Diameter |  Flute Overall | Shank Suggested
Number length | Length | Diameter | Retail Price Number length | Length | Diameter | Retail Price
oD 0 L ¢d ¥ @D () L ¢od ¥
C-UMD 2104-100 1.04 10 38 3 3.410 C-UMD 2151-100 1.51 10 38 3 3,410
C-UMD 2105-100 1.05 10 38 3 2,750 C-UMD 2152-100 1.52 10 38 3 3,410
C-UMD 2106-100 1.06 10 38 3 3,410 C-UMD 2153-100 1.53 10 38 3 3,410
C-UMD 2107-100 1.07 10 38 3 3,410 C-UMD 2154-100 1.54 10 38 3 3,410
C-UMD 2108-100 1.08 10 38 3 3,410 C-UMD 2155-100 1.55 10 38 3 2,750
C-UMD 2109-100 1.09 10 38 3 3,410 C-UMD 2156-100 1.56 10 38 3 3,410
C-UMD 2110-100 1.1 10 38 3 2,750 C-UMD 2157-100 1.57 10 38 3 3,410
C-UMD 2111-100 1.11 10 38 3 3.410 C-UMD 2158-100 1.58 10 38 3 3,410
C-UMD 2112-100 1.12 10 38 3 3.410 C-UMD 2159-100 1.59 10 38 3 3,410
C-UMD 2113-100 1.13 10 38 3 3.410 C-UMD 2160-120 1.6 12 38 3 2,750
C-UMD 2114-100 1.14 10 38 3 3.410 C-UMD 2161-120 1.61 12 38 3 3,630
C-UMD 2115-100 1.15 10 38 3 2,750 C-UMD 2162-120 1.62 12 38 3 3,630
C-UMD 2116-100 1.16 10 38 3 3,410 C-UMD 2163-120 1.63 12 38 3 3,630
C-UMD 2117-100 1.17 10 38 3 3,410 C-UMD 2164-120 1.64 12 38 3 3,630
C-UMD 2118-100 1.18 10 38 3 3.410 C-UMD 2165-120 1.65 12 38 3 2,970
C-UMD 2119-100 1.19 10 38 3 3,410 C-UMD 2166-120 1.66 12 38 3 3,630
C-UMD 2120-100 1.2 10 38 3 2,750 C-UMD 2167-120 1.67 12 38 3 3,630
C-UMD 2121-100 1.21 10 38 3 3,410 C-UMD 2168-120 1.68 12 38 3 3,630
C-UMD 2122-100 1.22 10 38 3 3,410 C-UMD 2169-120 1.69 12 38 3 3,630
C-UMD 2123-100 11228 10 38 3 3,410 C-UMD 2170-120 1.7 12 38 3 2,970
C-UMD 2124-100 1.24 10 38 3 3,410 C-UMD 2171-120 1.71 12 38 3 3,630
C-UMD 2125-100 1.25 10 38 3 2,750 C-UMD 2172-120 1.72 12 38 3 3,630
C-UMD 2126-100 1.26 10 38 3 3,410 C-UMD 2173-120 1.73 12 38 3 3,630
C-UMD 2127-100 1.27 10 38 3 3.410 C-UMD 2174-120 1.74 12 38 3 3,630
C-UMD 2128-100 1.28 10 38 3 3.410 C-UMD 2175-120 1.75 12 38 3 2,970
C-UMD 2129-100 1.29 10 38 3 3.410 C-UMD 2176-120 1.76 12 38 3 3,630
C-UMD 2130-100 1.3 10 38 3 2,750 C-UMD 2177-120 1.77 12 38 3 3,630
C-UMD 2131-100 1.31 10 38 3 3.410 C-UMD 2178-120 1.78 12 38 3 3,630
C-UMD 2132-100 1.32 10 38 3 3.410 C-UMD 2179-120 1.79 12 38 3 3,630
C-UMD 2133-100 1.33 10 38 3 3,410 C-UMD 2180-120 1.8 12 38 3 2,970
C-UMD 2134-100 1.34 10 38 3 3.410 C-UMD 2181-120 1.81 12 38 3 3,630
C-UMD 2135-100 1.35 10 38 3 2,750 C-UMD 2182-120 1.82 12 38 3 3,630
C-UMD 2136-100 1.36 10 38 3 3,410 C-UMD 2183-120 1.83 12 38 3 3,630
C-UMD 2137-100 18/ 10 38 3 3,410 C-UMD 2184-120 1.84 12 38 3 3,630
C-UMD 2138-100 1.38 10 38 3 3,410 C-UMD 2185-120 1.85 12 38 3 2,970
C-UMD 2139-100 1.39 10 38 3 3,410 C-UMD 2186-120 1.86 12 38 3 3,630
C-UMD 2140-100 1.4 10 38 3 2,750 C-UMD 2187-120 1.87 12 38 3 3,630
C-UMD 2141-100 1.41 10 38 3 3,410 C-UMD 2188-120 1.88 12 38 3 3,630
C-UMD 2142-100 1.42 10 38 3 3,410 C-UMD 2189-120 1.89 12 38 3 3,630
C-UMD 2143-100 1.43 10 38 3 3,410 C-UMD 2190-120 1.9 12 38 3 2,970
C-UMD 2144-100 1.44 10 38 3 3,410 C-UMD 2191-120 1.91 12 38 3 3,630
C-UMD 2145-100 1.45 10 38 3 2,750 C-UMD 2192-120 1.92 12 38 3 3,630
C-UMD 2146-100 1.46 10 38 3 3.410 C-UMD 2193-120 1.93 12 38 3 3,630
C-UMD 2147-100 1.47 10 38 3 3.410 C-UMD 2194-120 1.94 12 38 3 3,630
C-UMD 2148-100 1.48 10 38 3 3.410 C-UMD 2195-120 1.95 12 38 3 2,970
C-UMD 2149-100 1.49 10 38 3 3.410 C-UMD 2196-120 1.96 12 38 3 3,630
C-UMD 2150-100 1.5 10 38 3 2,750 C-UMD 2197-120 1.97 12 38 3 3,630
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BIE B BR 2R YvVIR FRLEIGEME
Model Diameter Flute Overall Shank Suggested
Number Length Length Diameter Retail Price
oD 2 L ¢d ¥
C-UMD 2198-120 1.98 12 38 3 3,630
C-UMD 2199-120 1.99 12 38 3 3,630
C-UMD 2200-120 2 12 38 3 2,970
C-UMD 2205-120 2.05 12 38 3 3,850
C-UMD 2210-120 2.1 12 38 3 3,190
C-UMD 2212-120 212 12 38 3 3,190
C-UMD 2213-120 213 12 38 3 3,190
C-UMD 2214-120 2.14 12 38 3 3,190
C-UMD 2215-120 2.15 12 38 3 3,850
C-UMD 2220-120 2.2 12 38 3 3,190
C-UMD 2225-120 2.25 12 38 3 3,850
C-UMD 2229-120 2.29 12 38 3 3,190
C-UMD 2230-120 23 12 38 3 3,190
C-UMD 2231-120 2.31 12 38 3 3,190
C-UMD 2232-120 2.32 12 38 3 3,190
C-UMD 2235-120 2.35 12 38 3 3,850
C-UMD 2239-120 2.39 12 38 3 3,190
C-UMD 2240-120 2.4 12 38 3 3,190
C-UMD 2241-120 2.41 12 38 3 3,190
RHEIA s i =E=
WORK CARBON STEELS ALLOY STEELS
MATERIAL
S45C /S50C SK / SCM / SUS
(~225HB) (225~325HB)
teﬁ“)zrg Vc=25~40 m/min Vc=15~25 m/min
elocity
B (D) Ol¥mERAE R EE OIFmRE X ERE
Diameter Spindle Speed Feed Rate Spindle Speed Feed Rate
(mm) (min™) (mm/min) (min™) (mm/min)
0.3 20,000 40 15,900 30
0.4 17,400 50 11,800 40
0.5 15,900 80 9,500 50
0.6 14,100 80 7,900 40
0.7 12,800 90 6,800 50
0.8 11,900 100 6,000 50
0.9 10,500 100 6,200 50
1 9,500 100 6,400 60
2 5,600 170 3,200 100
3 3,700 150 2,700 110

&% -

+ A7 v F8IF0.1D ~ 0.2D ZHEHLFY (LREL7ILZEEDHE(F 0.2D ~ 0.5D).

- KBS U [FHEIHIEZEHER UE T,
cFIVER. BMBAESEONIICIEHEIEIBZEHERLE T,
Note:

+ Recommend step amount 0.1D-0.2D. Recommend 0.2D-0.5D for Aluminum Alloys.

+ Recommend water soluble or oil coolant.

+ Recommend oil coolant for Titanium Alloys and Heat Resistant Alloys.

B BE
Model Diameter
Number

#D
C-UMD 2242-120 2.42
C-UMD 2245-120 2.45
C-UMD 2250-120 2.5
C-UMD 2255-120 2.55
C-UMD 2256-120 2.56
C-UMD 2257-120 2.57
C-UMD 2260-120 2.6
C-UMD 2265-120 2.65
C-UMD 2270-120 2.7
C-UMD 2275-120 2.75
C-UMD 2277-120 2.77
C-UMD 2278-120 2.78
C-UMD 2279-120 2.79
C-UMD 2280-120 2.8
C-UMD 2285-120 2.85
C-UMD 2290-120 2.9
C-UMD 2295-120 2.95
C-UMD 2300-120 3

FUN— R VH/BANE
PREHARDENED STEELS
HARDENED STEELS
NAK 7 SKD
(30~45HRC)

Vc=10~15 m/min

sndlespeed | FeodRat
(min™) (mm/min)

10,600 10
8,000 20
6,400 30
5,300 20
4,500 20
4,000 20
3,500 20
3,200 20
1,600 20
1,600 20

BR
Flute
Length

Q
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

BB Unit (mm)

2R YrVIR FRIEME
Overall | Shank Suggested
length | Diameter | Retail Price
L ¢od ¥
38 3 3,190
38 3 3,850
38 3 3,190
38 3 3,850
38 3 3,190
38 3 3,190
38 3 3,190
38 3 3,850
38 3 3,190
38 3 3,850
38 3 3,190
38 3 3,190
38 3 3,190
38 3 3,190
38 3 3,850
38 3 3,190
38 3 3,850
38 3 3,190
7IL=EFE
ALUMINUM ALLOYS
A5052% etc.

Vc=20~60 m/min

e speed | Fecdrat
(min™) (mm/min)
20,000 400
19,900 690
20,000 1,000
19,900 1,050
19,900 1,120
19,900 1,190
17,600 1,220
15,900 1,270
9,500 950
6,400 640



UT MICRO COAT 2#MH 1ZXvIJRARU)L Ya—hF
UT MICRO COAT 2 Flute UNIMAX Drills with Short Flute

003~¢2 (O EHEIT

SHSHEIER k@ODIEICHEEE) Material Applications (k¢ Highly Recommended @ Recommended O Suggested)

—REEEES R G2 |TUN-RVE AN #ix | FIVIER(TZT7Ab ] B | AZZAVEE| FIVER | BRREE | BEeE | B
heeie™ | STems | Srems | smms o |l | STTITE | COPPER | PSS | S | TALiove. | ReSiTANT| CARBIDE | Mok
SS400 gégg SK S/ L?Scr\/\ NAK HPM |~ R5C0 5 rfg ;R6C0 5 r?cs ;R7C0 PLASTICS ALLOYS mﬂg&lﬁ
ASHRCBLEDBBEANTICOLTH
e o o O FEuTT O e 0 ol o
BEt 35 BUEE Total 35 models B3 Unit (mm)
B BER BR 2R DA FL)\TEIHAE
Model Number Diameter Flute Length Overall Length Shank Diameter Suggested Retail Price
#D ) L od ¥

UTDSX 2030-015 0.3 1.5 38 3 3,470
UTDSX 2035-018 0.35 1.8 38 3 3,860
UTDSX 2040-020 0.4 2 38 3 3,470
UTDSX 2045-023 0.45 2.3 38 3 3,860
UTDSX 2050-025 0.5 2.5 38 3 3,860
UTDSX 2055-028 0.55 2.8 38 3 3,070
UTDSX 2060-030 0.6 3 38 3 2,670
UTDSX 2065-033 0.65 3.3 38 3 3,070
UTDSX 2070-035 0.7 3.5 38 3 2,670
UTDSX 2075-038 0.75 3.8 38 3 3,070
UTDSX 2080-040 0.8 4 38 3 2,670
UTDSX 2085-043 0.85 4.3 38 3 3,070
UTDSX 2090-045 0.9 4.5 38 3 2,670
UTDSX 2095-048 0.95 4.8 38 3 3,070
UTDSX 2100-050 1 5 38 3 2,480
UTDSX 2105-053 1.05 53 38 3 2,480
UTDSX 2110-055 1.1 5.5 38 3 2,480
UTDSX 2115-058 1.15 5.8 38 3 2,480
UTDSX 2120-060 1.2 6 38 3 2,480
UTDSX 2125-063 1.25 6.3 38 3 2,480
UTDSX 2130-065 1.3 6.5 38 3 2,480
UTDSX 2135-068 1.35 6.8 38 3 2,480
UTDSX 2140-070 1.4 7 38 3 2,480
UTDSX 2145-073 1.45 7.3 38 3 2,480
UTDSX 2150-075 1.5 7.5 38 3 2,480
UTDSX 2155-078 1.55 7.8 38 3 2,480
UTDSX 2160-080 1.6 8 38 3 2,480
UTDSX 2165-083 1.65 8.3 38 3 2,670
UTDSX 2170-085 1.7 8.5 38 3 2,670
UTDSX 2175-088 1.75 8.8 38 3 2,670
UTDSX 2180-090 1.8 9 38 3 2,670
UTDSX 2185-093 1.85 9.3 38 3 2,670
UTDSX 2190-095 1.9 9.5 38 3 2,670
UTDSX 2195-098 1.95 9.8 38 3 2,670
UTDSX 2200-100 2 10 38 3 2,670



%5 Features

SEHE. AFEBRMTASLT. HiEE IR M@ LEI—F « Y JBER UL,
BMICHVEREZERIET 2. FHRUT 2 00—F « VI =K.
FERE D RUIRZRE X YV ZU DIk, TREIBHESTITHONS Y F 28R,
BENCBFZNUESZINGT B2, ELinfz 130° ([CHE,
BEIEZY 3—MRICKY, BBRENIICHZTIUIAS L TORE,

A highly efficient and economic drill for both mass and prototype production of parts.

UT MICRO COAT offers excellent performance for cutting soft materials.

The new drill design and X thinning offer stable drilling performance with increased tool life.
The 130° point angle ensures reduced burring of the drilled hole.
The high rigidity short flute is perfect for high accuracy drilling and pilot hole drilling.

BEEAZE :0/-0.01 mm

Diameter Tolerance
SeimA 1 130°
Point Angle: 130°

W»0.3~¢0.65
@

1.0 .
== ]

H¢0.7~¢2.0

UTDSX tJ#lskfZ& Drilling Conditions

WORE’\%\“:?ENAL ST;&?LEF%?EIS CARE;%?FEEIS ALLO‘%YﬁS:i'ﬂ;EIS ALUI\TAIHJ\IDUEN\GI;ﬁOYS
55400 $50C SCMW/SUS A5052/ADC12
t\’}g'gfs Ve=20~35 m/min Ve=20~35 m/min Ve=15~20 m/min Ve=20~60 m/min
B (D) (S ) O 2 [ YR O )
Diameter Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
0.3 20,000 100 20,000 100 16,000 80 20,000 200
0.4 17,400 130 17,400 180 12,000 90 20,000 440
0.5 15,900 150 15,900 250 9,500 100 20,000 680
0.6 14,100 170 14,100 300 8,000 110 20,000 920
0.7 12,800 180 12,800 340 6,700 110 20,000 1,160
0.8 11,900 200 11,900 380 6,300 120 20,000 1,400
0.9 10,500 200 10,500 390 6,000 130 17,500 1,430
1 9,500 200 9,500 400 6,000 150 16,000 1,500
1.5 7,300 220 7,300 500 4,500 180 13,000 1,960
2 5,600 230 5,600 560 3,000 160 9,500 2,030
A>vITE 0.3D 0.5D 0.3D 1.0D

HE

ABABRSE, $)U K FEEF W ICKBITEPHLD . RIBREZUNTEHERUET (RiERe 1 UTDHBE 1D, ¢ 1#8DIHEE 0.5D).

KBS U < BB Z RN UE T,
cFIVEER. BMAGEONTIICIEHEIHIMZHERLET,

Note:

+ Recommend shallower drilling than flute length (under ¢ 1: 1D, ¢ 1 and over: 0.5D).
- Recommend water soluble or oil coolant.
- Recommend oil coolant for Titanium Alloys and Heat Resistant Alloys.

Overhang
-




UTDLX

UT MICRO COAT 28N 1=V wZRARUJ)L OVIH

UT MICRO COAT 2 Flute UNIMAX Dirills with Long Flute

003~9¢3 (O EEBEEIE

SHSHEIER k@ODIEICHEEE) Material Applications (k¢ Highly Recommended @ Recommended O Suggested)

—RIBEELH| SR G2 |TUN-RVE AN & | PIL=ER|I5T7Ab il #E |[A5Z2AVEE| FIVER | EMAGE | BESE | BlEM
Structural| CARBON ALLOY  |PREHARDENED) HARDENED STEELS CAST IRON| ALUMINUM | GRAPHITE | COPPER | PLASTICS GLASS TITANIUM HEAT CEMENTED |HARD BRITTLE
Steels STEELS STEELS STEELS ALLOYS FILLED ALLOYS |RESISTANT | CARBIDE (NON-
SS400 S45C | SK/SCM | NAK HPM |~ 50|~ 55|~ 60|~ 65|~ 70 PLASTICS ALLOYS METALLIC)
S55C Sus HRC | HRC | HRC | HRC | HRC MATERIALS
45HRCL}J:(D%'E;EME|LIICDU’((3
® o o O s O | e o oo
over 45HR

SEIE. SEBEMNIAELT, MAEE IR ME@EIILEI—T « VIBERUIL,

B ICBVEREERET 3. MR UT 2 000—F « VI %KAM,

FEETD RUIVIRE X Y=V T (K., MRAITEBMEE (WAL STUITHONS Y F 2R,

BEBNCHIFDNUSSEIHT 212, Kinf%z 130° ([CRE.

BROD 15 EOBRICKY . FNZBREICIIY 2 I HTkE.

A highly efficient and economic drill for both mass and prototype production of parts.

UT MICRO COAT offers excellent performance for cutting soft materials.

The new drill design and X thinning offer stable drilling performance with increased tool life.

The 130° point angle ensures reduced burring of the drilled hole.

With an aspect ratio of 15:1, the drill is ideal for deep hole drilling, that requires high accuracy.

BEAE : 0/-0.01 mm . ;

Diameter Tolerance s

Seifa  130° S R&\N‘} ***************** H °F

Point Angle: 130° P 2

L
&5 55 U Total 55 models 847 Unit (mm)
BE B BR 2R DA FE)\FEiiE
Model Number Diameter Flute Length Overall Length Shank Diameter Suggested Retail Price
¢D [ L ¢d ¥

UTDLX 2030-045 0.3 4.5 38 3 4,600
UTDLX 2035-053 0.35 5.3 38 3 5,130
UTDLX 2040-060 0.4 6 38 3 4,600
UTDLX 2045-068 0.45 6.8 38 3 5,130
UTDLX 2050-075 0.5 7.5 38 3 4,600
UTDLX 2055-083 0.55 8.3 38 3 5,130
UTDLX 2060-090 0.6 9 45 3 4,600
UTDLX 2065-098 0.65 9.8 45 3 5,290
UTDLX 2070-105 0.7 10.5 45 3 4,600
UTDLX 2075-113 0.75 11.3 45 3 5,290
UTDLX 2080-120 0.8 12 45 3 4,600
UTDLX 2085-128 0.85 12.8 45 3 5,290




UT MICRO COAT 2#HF 1=<wvZARUJL OVIH
UT MICRO COAT 2 Flute UNIMAX Drills with Long Flute

BB Unit (mm)

BE BR BR 2R A FEL\FEfiiE
Model Number Diameter Flute Length Overall Length Shank Diameter Suggested Retail Price
®D ) L @d ¥
UTDLX 2090-135 0.9 135 45 3 4,600
UTDLX 2095-143 0.95 14.3 45 3 5,290
UTDLX 2100-150 1 15 50 3 4,600
UTDLX 2105-158 1.05 15.8 50 3 4,600
UTDLX 2110-165 1.1 16.5 50 3 4,600
UTDLX 2115-173 I85! 17.3 50 3 4,600
UTDLX 2120-180 1.2 18 50 3 4,600
UTDLX 2125-188 1.25 18.8 50 3 4,600
UTDLX 2130-195 1.3 19.5 50 3 4,600
UTDLX 2135-203 1.35 20.3 60 3 4,600
UTDLX 2140-210 1.4 21 60 3 4,600
UTDLX 2145-218 1.45 21.8 60 3 4,600
UTDLX 2150-225 1.5 225 60 3 4,600
UTDLX 2155-233 IE55 233 60 3 4,600
UTDLX 2160-240 1.6 24 60 3 4,600
UTDLX 2165-248 1.65 24.8 60 3 4,970
UTDLX 2170-255 1.7 255 60 3 4,970
UTDLX 2175-263 1.75 26.3 60 3 4,970
UTDLX 2180-270 1.8 27 60 3 4,970
UTDLX 2185-278 1.85 27.8 60 3 4,970
UTDLX 2190-285 1.9 28.5 60 3 4,970
UTDLX 2195-293 IE95! 29.3 60 3 4,970
UTDLX 2200-300 2 30 60 3 4,970
UTDLX 2205-308 2.05 30.8 80 3 6,640
UTDLX 2210-315 2.1 31.5 80 3 5,500
UTDLX 2215-323 A5 323 80 3 6,640
UTDLX 2220-330 2.2 33 80 3 5,500
UTDLX 2225-338 2.25 33.8 80 3 6,640
UTDLX 2230-345 23 345 80 3 5,500
UTDLX 2235-353 2.35 35.3 80 3 6,640
UTDLX 2240-360 2.4 36 80 3 5,500
UTDLX 2245-368 2.45 36.8 80 3 6,640
UTDLX 2250-375 25 375 80 3 5,500
UTDLX 2255-383 2.55 38.3 80 3 6,640
UTDLX 2260-390 2.6 39 80 3 5,500
UTDLX 2265-398 2.65 39.8 80 3 6,640
UTDLX 2270-405 2.7 40.5 80 3 5,500
UTDLX 2275-413 2.75 41.3 80 3 6,640
UTDLX 2280-420 2.8 42 80 3 5,500
UTDLX 2285-428 2.85 42.8 80 3 6,640
UTDLX 2290-435 2.9 43.5 80 3 5,500
UTDLX 2295-443 2.95 44.3 80 3 6,640
UTDLX 2300-450 3 45 80 3 5,500



UTDLX {t]JHIZ#4Z Drilling Conditions

HRHEIA — RS RS R G ZILZER
WORK MATERIAL STRUCTUAL STEELS CARBON STEELS ALLOY STEELS ALUMINUM ALLOYS
SS400 S50C SCM/SUS A5052 & etc.
g Vc=20~40 m/min Vc=20~40 m/min Ve=15~40 m/min Vc=25~60 m/min
ity
ER (D) OER®E R EE DOlE5RE R RE OE5RE )R OlERRE R EE
Diameter Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(mm) (min™) (mm/min) (min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
0.3 20,000 50 20,000 50 16,000 40 20,000 650
0.35 19,000 60 19,000 60 13,600 50 20,000 700
0.4 18,000 80 18,000 80 11,900 50 20,000 800
0.45 17,000 100 17,000 100 10,600 60 20,000 850
0.5 16,000 120 16,000 120 9,500 60 20,000 920
0.55 15,000 140 15,000 140 9,000 70 20,000 1,050
0.6 14,100 140 14,100 140 7,900 70 19,900 1,150
0.7 12,800 140 12,800 140 6,800 70 19,900 1,230
0.8 11,900 140 11,900 140 6,000 70 19,900 1,310
0.9 10,500 140 10,500 140 6,200 70 17,600 1,350
1 9,500 150 9,500 150 6,400 70 15,900 1,400
1.5 7,200 150 7,200 150 5,500 70 12,000 1,470
2 5,600 150 5,600 150 5,000 70 9,500 1,590
25 4,500 150 4,500 150 4,400 70 7,600 1,640
3 4,000 150 4,000 150 3,800 70 6,400 1,700
AFv TR 0.5D 0.3D 0.1D 0.3D

#E :

+ NIIOKE. 3D UEDTIUMITZT>TLREEL (FFUITICE UTDSX Z#HEHULET),
ABAHRS(E, P K THEFWICKBIMBHLDOD. RIBREZR U T E#ENULET
(iR 1 UTOBE 1D, ¢ 1 BOHEE 0.5D),

KBS UL [BMEEIERE R UE T,

- FIVER., BEASEONIICIIREHIBZ#REHRLE T,

@
g%’

[
&S

Note:

+ Apply pre-drilling more than 3D depth before deep drilling. Recommend UTDSX for pre-drilling.
+ Recommend shallower drilling than flute length (under ¢ 1: 1D, ¢ 1 and over: 0.5D).

+ Recommend water soluble or oil coolant.

+ Recommend oil coolant for Titanium Alloys and Heat Resistant Alloys.

T RO Tz
Recommend milling shallow
first and then go deeper.




NAZARUILOH 2 EDTENIITES
UTD can drill more than 2X holes compared to an HSS model

RULHAR | 01.32x12 (UTDBERFRANR) BERUJL (A=4>wY—IL UTD BEESR)
Tool Size (UTD proto type)
EILREd in : i i 1,000 JUp0T#
; 5,000 T (Ve:i21 m/ oo v -
spincle Speed min (Ve 21 m/min) Before use After 1,000 hits
%eéézglte 200 mm/min (f : 0.04 m/rev.)
ATFvTE
Pejc—kJAmﬁmt 1.3 mm
3y 7mm EFYIT
Depth blind hole

At SUSAHRUIL ¢1.32x%x11
Comp. A Dirill for SUS

UTD prototype

2,000 7Wp0T# 3,000 JunlTiE

After 3,000 hits

After 2,000 hits

(ERERRED '
(Rossible]tofcontinue JER

HSS Drill (Competitor A: 3 shank diameter with TiN coating for SUS)

1,429 RBfiE

After 1,000 hits Breakage on the 1,429th hit

Te o ’ 1,429 B8 21 i — e

E 3 8,? # | Breakage on the 1,429th hit NAZRUJL (At SUS A, TiIN J—b, ®»3 Yv2T)
' 5 06

w o ra »”

850 o HEES 1,000 7RAIT#

B2 05 ¢ UTD SP 1.32 X 12 Before use

B 02 BRI

Possible to continue

0 500 1,000 1500 2000 2500 3000 3,500
7U Number of Hits

TNARERY )L E ORI EEFELLR
Flank wear comparison with HSS

XYV Z TR UGN < FHEEMEATE L U & BRI Z IS

(RN TREL EOMETT X b 7ZF]E)

Smooth chip evacuation using the X-thinning design, offers greater resistance
to breakage and more accurate drilling

RUILBLX:191.0X 15

Drill Size
TE:UTDLX2100-150 (¥>Y=v7J%H) /TAb@m®1.0 X 15 (Y VZVTH)
Tool with thinning Prototype without thinning
(X8 Hits 55400 (") Hits A5052
600 600
500 500 soq 406
400 400
300 278 281 300 262
208
200 200
100 68 I 67 I 76 100 24 26
0 raA Rran Rl 0 5 AN § DRES
S eed | 9:500 min’ (v : 30 m/min) S eed | 15:900 min’ (Ve : 50 m/min)
%egcﬁrie 400 mm/min (f : 0.042 mm/rev.) %egzﬁfte 1,500 mm/min (f : 0.094 mm/rev.)
%ejc—k\yAz;%mt 0.2 mm %ejc—k\yAzﬁnt 0.7 mm
RS 14 mm LEF YR RS 14 mm IEZE YR
Depth blind hole Depth blind hole

UTDLX (Y =>J'H) Pk
with thinning without thinning
(T Hits SUS304
600
500 500
500 —w
500
400 370
300
200
100
1 1
0 — —
S@pﬁfﬁp%d 6,400 min” (Vc : 20 m/min)
hs 150 mm/min f : 0.023 mm/rev.)
2578
Pez—kjl-\mc%zmt 0.2 mm
RE 14 mm IEF IR
Depth blind hole




UTDF

UTCOAT 2#H IA=XwIJRRUI TSvbhRUL
UTCOAT 2 Flute UNIMAX Flat Drills

e

ut | ) 6523
o2~012 MEEDE

SHEHIAER (A @ODIEICHESE) Material Applications (% Highly Recommended @ Recommended O Suggested)

—RABEEEE| SRR GE8 | 7UN-FVE AN & | PIL=ER|I5T7Ab il #E |[ASZAVEE| FIVER | EMAGE | BESE | BlEM
Structural| CARBON ALLOY  |PREHARDENED| HARDENED STEELS CAST IRON [ ALUMINUM | GRAPHITE | COPPER | PLASTICS GLASS | TITANIUM HEAT  |CEMENTED|HARD BRITTLE
Steels STEELS STEELS STEELS ALLOYS FILLED ALLOYS |RESISTANT [ CARBIDE (NON-
S5400 | S45C | SK/SCM | NAK HPM [~ 50|~ 55/~60|~65|~70 PLASTICS ALLOYS METALLIC)
S55C SUS HRC [ HRC | HRC | HRC | HRC MATERIALS
] [ ] ] O [ ]
SEiff 180° BREHI K. BED RUILTRER &3 2 ZHFEEETOIUITH T
10 < FHHECEN. BRERETRELLTWIZRIRY % 30" QA UNAZRAE.
10 < SHEE EINGRZER SIS Y =V T K.
ITIWR=IVICKDTAEADH A FFHRT. FEFEIRICH L THOEERDORV U I ZRR.
IYTOREZSAVF YT (M4~ M12)
Available to a wide variety of applications by the 180° point angle.
The helix angle of 30° offers excellent chip evacuation, stable and highly efficient pilot hole drilling.
New web-thinning design for improved chip evacuation and sharpness.
Double-margin will guide the tool into inner wall and achieve high-straightness drilling to non-planar surface.
Size M4 - M12 for drilling pilot holes before tapping.
30° HSHE HNERZE (h8)
- Outside Diameter Diameter Tolerance
o oS 1 B ¢D=3 0/-0.014
‘-l—- 3<pD=6 0/-0.018
‘ - ! 6<pD=10 0/-0.022
10<¢pD=12 0/-0.027
o R 5T N :\\ 7
BRO 30 AUNAZERA BRQ® FIILY—IVERA
Feature1 : Helix angle 30° Feature2 : Double-margin
IITII—IY
o g [ oEg— Double-margin
30° AUNARAIC &Y g
104 < PRI REF
EEUREFOTUIITRER

Excellent chip evacuation
with 30° helix angle

BHROG ZHEERECHIG

Feature3 : A wide variety of applications

3 3

fERIE o
Inclined angle
— A JURT:2DLUF (2/D=4)
Hole depth 1D IR (2/D=2)

FEINT tEFIENT

Flat surface Inclined surface

0

High-straightness drilling

FHE. ERE. HEQRESERIGARND

NS IF T H T RE

Designed for drilling in diverse shapes
such as flat, inclined or curved surfaces.



T Coolant : AKAMLIEEE (/X))
D—TIRAR  Work Shape Water Solu(:;le (Nozzle)

0 1530 _____ ,/?? B Work Size : 40 X 75 X 60 mm
N
________ i il f i 3’\1
60° o b
@@@ @i =Y
®
DT ERR HTE OEERE  EURE NIDERS (RRE)
Drilling Surface Spindle Feed Drilling Depth
spot Speed Rate (The Deepest spot)
(min™)  (min/min) (mm)
OHE (B)
1 Curved surface (Top) 450
HHE (45°)
2 Curved surface 270
MitE (8m)
3 Curved surface (Top) 450
BHE (45°) 270 IO EE
4 Curved surface 7 Each hole after drilling
. ¥E 2000 | 450 7 NUBDEL . RIFBIS AT HETEE !
Flat Surface ’ Number of Holes Excellent drilling performance with less burrs.
tERiE (15°)
6 Inclined Surface 320
taERE (30°)
7 Inclined Surface 320
UTDF
{BSIE (45°) ;
8 Inclined Surface 270 EREINTE
Inclined Surface Dirilling Video
tERIE (60°)
9 Inclined Surface 225
HTE AR %) R TR B Coolant
Surface Spindle Speed Feed Rate Drilling Depth Number of hits
RaE] - . 100 7¢ KBHEGIEBE (/ X))
Flat Surface 23,100 min 830 mm/min 4 mm hits Water Soluble (Nozzle)

100 7UII T DI EIRAE Comparison of tip damage after 100 hits
UTDF fthi#tAEZ&E  Competitor

100 ST bBEtE I EERNTIRE 7B7% Chip adhesion

More tool-life left without adhesion after drilling 100 hItS



UTCOAT 2#A I1ZNXwIARU)L T3vhRUL
UTCOAT 2 Flute UNIMAX Flat Drills

&Et 21 BIFE Total 21 models B3] Unit (mm)
B B BR 2R VIR FL/\TEEE
Model Number Diameter Flute Length Overall Length Shank Diameter Suggested Retail Price
#D 0 L od ¥
UTDF 2200-080 2 8 50 4 6,500
UTDF 2250-100 25 10 50 4 6,500
UTDF 2300-120 3 12 60 6 6,500
UTDF 2330-132 33 13.2 60 6 7,000
UTDF 2400-160 4 16 60 6 7,200
UTDF 2420-168 4.2 16.8 60 6 7,500
UTDF 2500-200 5 20 60 6 7,800
UTDF 2510-204 5.1 20.4 60 6 7,800
UTDF 2600-240 6 24 60 6 8,000
UTDF 2650-130 6.5 13 70 8 9,700
UTDF 2680-272 6.8 27.2 70 8 9,700
UTDF 2700-280 7 28 80 8 9,700
UTDF 2800-320 8 32 80 8 10,500
UTDF 2850-340 8.5 34 80 10 11,500
UTDF 2860-344 8.6 34.4 80 10 11,500
UTDF 2900-360 9 36 80 10 13,500
UTDF 2950-190 9.5 19 90 10 13,500
UTDF 21000-400 10 40 90 10 13,500
UTDF 21030-412 10.3 41.2 90 12 14,000
UTDF 21100-220 11 22 100 12 15,500
UTDF 21200-480 12 48 100 12 15,500

IR A ZDEHBIC DV TIREEABEVEDELZE L,
*Contact our sales for the custom size tool.



E@ENIL Flat Surface

HREA
WORK MATERIAL
BIF BR¢oD
Model Diameter
Number
(mm)
2200-080 2
2250-100 2.5
2300-120 3
2330-132 33
2400-160 4
2420-168 4.2
2500-200 5
2510-204 5.1
2600-240 6
2650-130 6.5
2680-272 6.8
2700-280 7
2800-320 8
2850-340 8.5
2860-344 8.6
2900-360 9
2950-190 9.5
21000-400 10
21030-412 10.3
21100-220 11

21200-480

12

BRL
Flute
Length

(mm)

16.8

20

20.4

24

27.2

28

32

34

34.4

36

40

41.2

22

48

B/ — RS/ 0 ki
CARBON STEELS / STRUCTURAL STEELS

GRAY CAST IRON

S50C/SS400/FC250
CEEE  XYUERE
Spindle Feed
Speed Rate
(min™) | (mm/min)
15,000 900
12,000 880
10,000 860
9,090 860
7,500 830
7.150 830
6,000 800
5,880 800
5,000 770
4,620 770
4,420 770
4,290 760
3,750 730
3,530 730
3,490 720
3,330 720
3,160 700
3,000 690
2,920 690
2,730 670
2,500 650

G
ALLOY STEELS
SCM415
OHRRE  EWRE
Spindle Feed
Speed Rate
(min™)  (mm/min)
12,900 740
10,320 730
8,600 710
7.820 710
6,450 690
6,150 690
5,160 660
5,060 660
4,300 640
3,970 640
3,800 640
3,680 630
3,230 600
3,040 600
3,000 600
2,870 590
2,720 580
2,580 570
2,510 570
2,350 550
2,150 540

FUN—RVHR
PREHARDENED
STEELS
NAK80
OERRE R RE
Spindle Feed
Speed Rate

(min™) | (mm/min)
6,000 160
4,800 160
4,000 150
3,640 150
3,000 150
2,860 150
2,400 140
2,350 140
2,000 140
1,850 140
1,770 140
1,710 140
1,500 130
1,420 130
1,400 130
1,330 120
1,260 120
1,200 120
1,170 120
1,090 110
1,000 110

97941 Lk
DUCTILE IRON
FCD
OHRRE ~ EWERE
Spindle Feed
Speed Rate
(min™)  (mm/min)
12,900 660
10,320 660
8,600 630
7.820 630
6,450 610
6,150 610
5,160 590
5,060 590
4,300 560
3,970 560
3,800 560
3,680 560
3,230 540
3,040 540
3,000 540
2,870 530
2,720 520
2,580 510
2,510 510
2,350 500
2,150 480

FILZEE
ALUMINUM
ALLOYS
A5052/A7075
OEEE  XYUERE
Spindle Feed
Speed Rate

(min™) | (mm/min)
25,200 2,070
20,160 2,070
16,800 1,970
15,280 1,970
12,600 1,900
12,000 1,900
10,080 1,840

9,880 1,840

8,400 1,770

7,750 1,770

7,420 1,770

7,200 1,770

6,300 1,670

5,930 1,670

5,860 1,670

5,600 1,670

5,300 1,620

5,040 1,580

4,900 1,580

4,580 1,540

4,200 1,490

TILZEHY
ALUMINUM
CAST
ADC12
OEnEE  EWRE
Spindle Feed
Speed Rate

(min™)  (mm/min)
18,900 1,340
15,120 1,340
12,600 1,280
11,460 1,280

9,450 1,230

9,000 1,230

7.560 1,190

7.400 1,190

6,300 1,140

5,820 1,140

5,560 1,140

5,400 1,140

4,730 1,080

4,450 1,080

4,400 1,080

4,200 1,080

3,980 1,050

3,780 1,020

3,670 1,020

3,440 1,000

3,150 960



{ERIEIIT (6 = 30°) Inclined Surface ( 6 = 30°)

HREA
WORK MATERIAL
BIF BR¢oD
Model Diameter
Number
(mm)
2200-080 2
2250-100 2.5
2300-120 3
2330-132 33
2400-160 4
2420-168 4.2
2500-200 5
2510-204 5.1
2600-240 6
2650-130 6.5
2680-272 6.8
2700-280 7
2800-320 8
2850-340 8.5
2860-344 8.6
2900-360 9
2950-190 9.5
21000-400 10
21030-412 10.3
21100-220 11
21200-480 12

BRL
Flute
Length

(mm)

16.8

20

20.4

24

27.2

28

32

34

34.4

36

40

41.2

22

48

B/ — RS/ 0 ki
CARBON STEELS / STRUCTURAL STEELS

GRAY CAST IRON

S50C/SS400/FC250
CEEE  XYUERE
Spindle Feed
Speed Rate
(min™) | (mm/min)
15,000 270
12,000 260
10,000 250
9,090 250
7,500 240
7.150 240
6,000 240
5,880 230
5,000 230
4,620 230
4,420 230
4,290 230
3,750 210
3,530 210
3,490 210
3,330 210
3,160 210
3,000 200
2,920 200
2,730 200
2,500 190

G
ALLOY STEELS
SCM415
OHRRE  EWRE
Spindle Feed
Speed Rate
(min™)  (mm/min)
12,900 220
10,320 220
8,600 210
7.820 210
6,450 200
6,150 200
5,160 190
5,060 190
4,300 190
3,970 190
3,800 190
3,680 190
3,230 180
3,040 180
3,000 180
2,870 180
2,720 170
2,580 170
2,510 170
2,350 160
2,150 160

TUN—RVE
PREHARDENED
STEELS
NAK80
OEEE  XYUERE
Spindle Feed
Speed Rate

(min™) | (mm/min)
6,000 48
4,800 48
4,000 45
3,640 45
3,000 45
2,860 45
2,400 42
2,350 42
2,000 42
1.850 42
1,770 42
1,710 42
1,500 39
1,420 39
1,400 39
1,330 38
1,260 36
1.200 36
1,170 36
1,090 34
1,000 33

97941 Lk
DUCTILE IRON
FCD
OHRRE ~ EWERE
Spindle Feed
Speed Rate
(min™)  (mm/min)
12,900 190
10,320 190
8,600 180
7.820 180
6,450 180
6,150 180
5,160 170
5,060 170
4,300 160
3,970 160
3,800 160
3,680 160
3,230 160
3,040 160
3,000 160
2,870 160
2,720 150
2,580 150
2,510 150
2,350 140
2,150 140

FILZEE
ALUMINUM
ALLOYS
A5052/A7075
OEEE  XYUERE
Spindle Feed
Speed Rate
(min™) | (mm/min)
25,200 620
20,160 620
16,800 590
15,280 590
12,600 570
12,000 570
10,080 550
9,880 550
8,400 530
7,750 530
7,420 530
7,200 530
6,300 500
5,930 500
5,860 500
5,600 500
5,300 490
5,040 470
4,900 470
4,580 460
4,200 440

TILZEHY
ALUMINUM
CAST
ADC12
OEnEE  EWRE
Spindle Feed
Speed Rate
(min™)  (mm/min)
18,900 400
15,120 400
12,600 380
11,460 380
9,450 360
9,000 360
7.560 350
7,400 350
6,300 340
5,820 340
5,560 340
5,400 340
4,730 320
4,450 320
4,400 320
4,200 320
3,980 310
3,780 300
3,670 300
3,440 290
3,150 280



{ERIEIIT (6> 30°) Inclined Surface (6> 30°)

HREA
WORK MATERIAL
BIF BR¢oD
Model Diameter
Number
(mm)
2200-080 2
2250-100 2.5
2300-120 3
2330-132 33
2400-160 4
2420-168 4.2
2500-200 5
2510-204 5l
2600-240 6
2650-130 6.5
2680-272 6.8
2700-280 7
2800-320 8
2850-340 8.5
2860-344 8.6
2900-360 9
2950-190 9.5
21000-400 10
21030-412 103
21100-220 11
21200-480 12

BRL
Flute
Length

(mm)

16.8

20

20.4

24

27.2

28

32

34

34.4

36

40

41.2

22

48

B/ — RS/ 0 ki
CARBON STEELS / STRUCTURAL STEELS

GRAY CAST IRON

S50C/SS400/FC250

CEEE  RYUERE
Spindle Feed
Speed Rate
(min™) | (mm/min)

10,500 90
8,400 90
7,000 86
6,370 86
5,250 83
5,010 83
4,200 80
4,120 80
3,500 77
3,230 77
3,100 77
3,000 77
2,630 73
2,480 73
2,440 73
2,330 73
2,210 71
2,100 69
2,050 69
1,910 67
1,750 65

EEAMI  Flat surface

BE :

c FERIBERTY,

- A, O—00D0 S5 RE.

Note:

* These milling parameters are for reference only.

=k ]
ALLOY STEELS
SCM415
OEnEE  XYURE
Spindle Feed
Speed Rate
(min™)  (mm/min)
9,030 74
7,220 74
6,020 71
5,480 71
4,520 69
4,310 69
3,620 66
3,540 66
3,010 64
2,780 64
2,660 64
2,580 64
2,270 60
2,130 60
2,100 60
2,010 60
1,900 58
1.810 57
1,760 57
1,640 55
1,510 54

IITYDRARIC &K > THIRIRG ZFE L EE W,
< KBHED U< BB ZHERLE T,
I TREEVHRET ZBERRT v TINIZT> TS,

FUN—RVHR
PREHARDENED
STEELS
NAK80
OERRE R ERE
Spindle Feed
Speed Rate
(min™) | (mm/min)
4,200 16
3,360 16
2,800 15
2,550 15
2,100 15
2,010 15
1,680 14
1,650 14
1,400 14
1,290 14
1,240 14
1,200 14
1,050 13
1,000 13
980 13
930 13
880 12
840 12
820 12
760 11
700 11

TURE 1 2D AR or below (2/D=4)
Hole depth 1D LUF or below

(2/D=2)

tEFIENT

« Adjust the parameters in accordance with the machine rigidity, workpiece clamping condition and shape.
+ Recommend water soluble or oil coolant.

- Step milling is recommended in case of clogging.

97941 Lk
DUCTILE IRON
FCD
OHRRE ~ EWERE
Spindle Feed
Speed Rate
(min™)  (mm/min)
9,030 66
7,220 66
6,020 63
5,480 63
4,520 61
4,310 61
3,620 59
3,540 59
3,010 56
2,780 56
2,660 56
2,580 56
2,270 54
2,130 54
2,100 54
2,010 54
1,900 53
1.810 51
1,760 51
1,640 49
1,510 48

$

(EERIENC

Inclined angle 6

Inclined surface

FILZEE
ALUMINUM
ALLOYS
A5052/A7075
OEEE  XYUERE
Spindle Feed
Speed Rate
(min™) | (mm/min)
17,640 200
14,110 200
11,760 190
10,700 190
8,820 190
8,400 190
7,060 180
6,920 180
5,880 170
5,430 170
5,200 170
5,040 170
4,410 160
4,160 160
4,100 160
3,920 160
3,710 150
3,530 150
3,430 150
3,210 140
2,940 140

FIL=5HEY
ALUMINUM
CAST
ADC12
OEnEE  EWRE
Spindle Feed
Speed Rate
(min™)  (mm/min)
13,230 130
10,580 130
8,820 120
8,030 120
6,620 120
6,300 120
5,300 110
5,190 110
4,410 110
4,070 110
3,900 110
3,780 110
3,320 100
3,120 100
3,080 100
2,940 100
2,790 100
2,650 100
2,570 100
2,400 90
2,210 90



i et
PMD STD —

PYU—X J/rI—bME#RRUIL £E38.1 X Yy IJE3.175 mm
P Series Non coated Gun Barrel Drill Overall Length 38.1 x Shank Diameter 3.175 mm

3175 | P

na
AN ol
$0.02~ 0.1 i o gy

38.1

BER 10D Flute length L/D 10D £

YA XER 3 4 m 1E Diameter tolerance 0/-3 4 m ]| 8 3

%t 4 ERKIFRAR 4-facet drill point A

L

BEt 17 BYE Total 17 models &I Unit (mm)
REI—K iE B BRAE R 25 RPLL: LI\
Product Code Model Number Diameter Diameter Tolerance Flute Length Overall Length Shank Diameter Suggested Retail Price

#D ) L od ¥

140-0001 PMD STD 0.02 X 0.2 0.020 0.2 28,000
140-0002 PMD STD 0.025 % 0.3 0.025 0.3 28,000
140-0003 PMD STD 0.03 X 0.3 0.030 0.3 16,100
140-0004 PMD STD 0.035 % 0.4 0.035 0.4 16,100
140-0005 PMD STD 0.04 X 0.4 0.040 0.4 14,800
140-0006 PMD STD 0.045 x 0.5 0.045 0.5 14,800
140-0007 PMD STD 0.05 X 0.5 0.050 0.5 13,500
140-0008 PMD STD 0.055 % 0.6 0.055 0.6 13,500
140-0009 PMD STD 0.06 X 0.6 0.060 +0.000/-0.003 0.6 38.1 3.175 12,200
140-0010 PMD STD 0.065 % 0.7 0.065 0.7 12,200
140-0011 PMD STD 0.07 X 0.7 0.070 0.7 10,900
140-0012 PMD STD 0.075 X 0.8 0.075 0.8 10,900
140-0013 PMD STD 0.08 X 0.8 0.080 0.8 9,600
140-0014 PMD STD 0.085 % 0.9 0.085 0.9 9,600
140-0015 PMD STD 0.09 X 0.9 0.090 0.9 8,300
140-0016 PMD STD 0.095 X 10 0.095 1.0 8,300
140-0017 PMD STD 0.1 X 10 0.100 1.0 7,000

Q)‘ P Series Drlu.ﬁE P Series Drill Features

PCB RUIL T efEifizEN Ule, BRERUIL,

« @Y 4 ATERNE 0/-0.003. ¥+ I%ED hd RETHREHFHDORILI .

Ultra-precision drill that utilizes the technology cultivated with PCB drills.

All sizes with diameter tolerance 0/-0.003 and shank diameter tolerance h4 can be used with shrink-fit holders.

©0.03 RUJL Drill 00.03 KL
Drill
Vv =TRVVI
@0.5%
®0.5 mm Mechanical pencil lead



PMD PLT

PYU—X /rI—hH#lE T/UITARUIL £K38.1 X Y+ 2IE3.175mm
P Series Non coated Gun Barrel Drill Overall Length 38.1 x Shank Diameter 3.175 mm

BElZ &

3.175 S
Shrinkfit

/I'\]4
A
tolerance shank ', compatible,

TyUIIA &R 2D
2UAXER 3 umnE

For pilot drilling Flute Length L/D 2D
Diameter tolerance 0/-3 u m

®0.02~¢0.1

Sl 4 EEIFRAR 4-facet drill point
BEF 11 B  Total 11 models (7 Unit (mm)
BHI—R B B BERERE BR 2R DA R/ \FEfiE
Product Code Model Number Diameter Diameter Tolerance Flute Length Overall Length Shank Diameter Suggested Retail Price
@D 0 L od ¥
%1 PMD PLT 0.02 x 0.04 0.020 : 0.04 1
%1 PMD PLT 0.0225 X 0.045 0.0225 0.045 %1
140-0018 PMD PLT 0.025 X 0.05 0.025 -0.003/-0.006 0.05 28,000
140-0019 PMD PLT 0.03 X 0.06 0.030 0.06 16,100
140-0020 PMD PLT 0.04 X 0.08 0.040 0.08 14,800
140-0021 PMD PLT 0.05 X 0.10 0.050 0.10 38.1 3.175 13,500
140-0022 PMD PLT 0.06 x 0.12 0.060 0.12 12,200
-0.005/-0.008
140-0023 PMD PLT 0.07 X 0.14 0.070 0.14 10,900
140-0024 PMD PLT 0.08 X 0.16 0.080 0.16 9,600
140-0025 PMD PLT 0.09 X 0.18 0.090 0.18 8.300
140-0026 PMD PLT 0.1 X 0.20 0.100 0.20 7,000
1 FRRICOE. FlIFIENERCSELEhELETL.
%2 FELSDOEHRYD A XHEWETIRET T . SFBIC OV TIFBHERICSHLEHLELIZE L,
% 1 These sizes are special items. Please contact our sales representative for details.
3% 2 Special sizes can be manufactured upon request. Please contact our sales representative for details.
PYU—X J/rI—bERY. MR, EV9—RUIL £R38.1 X Yv2I&E3.1775 mm
P Series Non coated Gun Barrel Drill Overall Length 38.1 x Shank Diameter 3.175 mm
BElZ & 3
/IQ4 3.175 ST ij: — [ \l;
tolerance shankl cg,}},"','gﬁﬂfej ‘ & | I
mEXY - [N - £29—RUJL  For chamfering, countersinking, center drilling b
F—/\—FA90° Taper angle 90° |
Seim{SIEHTEE AR
(FLLA: 07 IR 40)
Enlarged cross-
section near the tip
(Rake angle : 0" /
Relief angle : 40° )
BEt 1 BUE Total 1 model 847 Unit (mm)
BEI—R BE B# FT—I\EA E= S I IR FL\Fofiis
Product Code Model Number Diameter Half Included Angle Overall Length Shank Diameter Suggested Retail Price
@D @D L od ¥
141-9001 PSM N603A 1.0 90° 1.0 45° 38.1 3.175 6,000

¥ LD A XEUETJRET T, SHBIC DV TIHBLER(CHBHNEhELLZE L,

3% Special sizes can be manufactured upon request. Please contact our sales representative for details.



¢ 0.06 R—/IN—I VI ZFPUIITTSAFvIINTIESH

@ 0.06 Ultrafine hole processing on super engineering plastic

EHTE

Tool

mfdlF  PSM N603A 1.0 X 90° (m=fFIFFEE 0.003 mm)
Center PSM N603A 1.0 X 90° (Center depth 0.003 mm)

TR PMD PLT 0.06 X 0.12 (F7URE 0.009 mm)
Pilot ~ PMD PLT 0.06 x 0.12 (Pilot depth 0.009 mm)

Bl PMD STD 0.06 X 0.6
Through PMD STD 0.06 X 0.6

BT Drilling condition D—2J%@& Work surface
Drilling depth 0.4 mm
B2
Hole wall pitch 0.0415 mm
[OlERERE .4
Spindle speed 20,000 min
%éé%ft% 10 mm/min
ATy e .
Peck Amount 0.005 mm/time
T 961 7%
Hit count hits
Coolant Oil mist

JUEAvg £ 30 ¢0.0578 + 0.0006
TUUIEFEE Hole registration accuracy Hole diameter

EAR  RITA
Entry side | Exit side

Avg + 30 (mm) 0.0021 0.0028
Max (mm) 0.0021 0.0041

EEAM]  Entry side RIFAI Exit side

0.01 0.01

0.005 |

“ -

-0.005 |

DY[mm]
-0.01
-0.005 |
0.01
DY¥[rnm]
-0.01
0.005 |
0.01

-0.01 0.01
DX[mm] DX[mm]



2A HBEESE - EEMIIARUIL
2 Flute Dirills for Cemented Carbide and Hard Brittle Materials

003~07 GWEELIT]

SHMEHEIAER (A @ODIEICHEEE) Material Applications (% Highly Recommended @ Recommended O Suggested)

RS BEM | TUN-RVE AN b7 FILEBE|IST7AN ] il A2V | FIVES | ERiEeE | BESS [
CARBON | ALLOY |PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED |HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILLED | ALLOYS |RESISTANT| CARBIDE |  (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55|~60 | ~65|~70 PLASTICS ALLOYS METALLIC)
S55C S HRC | HRC | HRC | HRC | HRC MATERIALS

o
° *x | @

B ESZT VIR (FIVEF, VIWAZTRE), HSARE
% Hard Brittle (Non-Metallic) Materials: Ceramics (Alumina, Zirconia,etc.), Glasses and etc.

BRENDU—XFTI!
Offers high quality at a low cost.

Feimih AR

SNIVB VTV Label Sample Enlarged tip drawing %# 777777777777777 o§
ofien) UDCHX 2600-250 T l‘\ e 2
el (1T T I — : - |
#001 ¢D5.999 g
— no 11—t /52 4 SR \ BRNE: -0. = 3.
N T Dlameter Tolerance /0,025 (0 2 4
%P VS—=hy hIAF
% Under-cut type
&5t 35 BUF Total 35 models {7 Unit (mm)
E BE R 2R A2 FLIFHHE ELARES Canand Gl
Model Number Diameter Flute Overall Shank Suggested TR SR 27w TE
Length Length Diameter Retail Price spindle Speed e [t gt e
®D 2 L od & (min™) (mm/min) (mm)
UDCMX 2030-030 0.3 3 38 3 18,000 28,750 5 0.05
UDCMX 2040-040 0.4 4 38 3 18,000 20,000 5 0.05
UDCMX 2050-050 0.5 5 38 3 18,000 15,000 5 0.05
UDCMX 2060-060 0.6 6 38 3 18,000 11,500 5 0.05
UDCMX 2070-070 0.7 7 38 3 18,000 9,000 5 0.05
UDCMX 2080-080 0.8 8 38 3 18,000 7,300 7.5 0.05
UDCMX 2090-090 0.9 9 38 3 18,000 6,000 7.5 0.05
UDCMX 2100-100 1 10 38 3 18,000 5,000 7.5 0.05
UDCMX 2110-100 1.1 10 38 3 18,000 4,500 7.2 0.06
UDCMX 2120-100 1.2 10 38 3 18,000 4,100 6.8 0.07
UDCMX 2130-100 1.3 10 38 3 18,000 3,750 6.5 0.08
UDCMX 2140-100 1.4 10 38 3 18,000 3,450 6.2 0.09
UDCMX 2150-100 1.5 10 38 3 18,000 3,200 6 0.1
UDCMX 2160-100 1.6 10 38 3 18,000 3,000 6 0.1
UDCMX 2170-100 1.7 10 38 3 18,000 2,850 5.8 0.1
UDCMX 2180-100 1.8 10 38 3 18,000 2,700 55 0.1
UDCMX 2190-100 1.9 10 38 3 18,000 2,550 53 0.1
UDCMX 2200-100 2 10 38 3 18,000 2,400 5 0.15



2 A HBEEE - EEMIIARUIL
2 Flute Dirills for Cemented Carbide and Hard Brittle Materials

E BE R 2R YrUOE RBIGHE Hifss Comented Carbide
e e Lengin longin Dlameter e | SR | gy | ZuTR
¢D [) L ¢d ¥ (min™) (mm/min) (mm)
UDCMX 2210-100 2.1 10 38 3 18,000 2,300 5 0.15
UDCMX 2220-100 2.2 10 38 3 18,000 2,225 5 0.15
UDCMX 2230-100 2.3 10 38 3 18,000 2,150 5 0.15
UDCMX 2240-100 2.4 10 38 3 18,000 2,075 5 0.15
UDCMX 2250-100 2.5 10 38 3 18,000 2,000 5 0.2
UDCMX 2300-100 3 10 38 3 18,000 1,100 3.7 0.25
UDCMX 2330-120 33 12 50 4 20,000 1,000 3.4 0.3
UDCMX 2350-120 3.5 12 50 4 20,000 910 3.3 0.35
UDCMX 2400-160 4 16 60 6 35,500 4,000 6.9 e
UDCMX 2420-160 4.2 16 60 6 35,500 4,000 7.3 (o
UDCMX 2450-200 45 20 60 6 35,500 4,000 7.8 il
UDCMX 2500-200 5 20 60 6 35,500 4,000 8.7 Tty
UDCMX 2550-250 5.5 25 80 6 38,000 4,000 9.6 i
UDCMX 2600-250 6 25 80 6 38,000 4,000 10.5 o
UDCMX 2650-250 6.5 25 80 8 48,000 4,000 11.5 et
UDCMX 2680-250 6.8 25 80 8 52,000 4,000 12 e
UDCMX 2700-250 7 25 80 8 52,000 4,000 12.4 s
% (UDCMX)
APAHRS . I K FEFVICKDITERHLEDIES, RIBRZER U T Z#HERLET.
Note: (UDCMX)

+ Recommend shallower drilling than flute length to promote good chip evacuation.

fEALR UDCMX 2040-040
Tool
ClEmEE .
Spindle Speed 20000 min”
X ERE .
Feed Rate S mm/min
RFvTE VATV
Peck Amount One-Shot
Coolant Air Blow (Nozzle)
.,Zy{ﬁolﬁ I IEFU7 R 2.8 mm X 1007
Hole Specification Blind Hole(Depth 2.8 mm X 100 hits)
s REYF
‘“(E Hole Pitch 1 mm
CO MTER 1708514 368
Cycle Time 36 sec per hit
Work Size :
20 X 20 X 3 mm
UDCMX
VAN 1 )| M T
1007 T DEEFEIRRE o
= Drilling Video
100 JXEFEDIIT VR Tool wear after 100 hits &

Hole quality after 100 hits

ATy,
]




2N BEEE - BRI IAR YW IE
2 Flute Thread Mills for Cemented Carbide and Hard Brittle Materials

m2~ms Lo B

SHMEHEIAER (A @ODIEICHEEE) Material Applications (% Highly Recommended @ Recommended O Suggested)

RS BEM | TUN-RVE AN b7 ZIWZER|T5T7A ] il A2V | FIVES | ERiEeE | BESS [
CARBON | ALLOY |PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED |HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILLED | ALLOYS |RESISTANT| CARBIDE |  (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55|~60 | ~65|~70 PLASTICS ALLOYS METALLIC)
S55C SUS HRC | HRC | HRC | HRC | HRC MATERIALS

[
e *x | ®

EEM - ESZT VIR (FIVEF, JIWAZTRE), HSARE
% Hard Brittle (Non-Metallic) Materials: Ceramics (Alumina, Zirconia,etc.), Glasses and etc.

RUYIWAIIHTIAE !
For thread milling

SNV FIL Label Sample

ofien, UDCT -0, 7-8 forson 5
ToOL g ] o
S ([l ] [N R <
#001 ¢D3.109 R

L |
1

SNIICKRADERZTHUTHBIET, S~ =Y I
Measured diameter is printed on the label. JV/QT—’\%HE?_GEC{
The shank taper angle shown is not an exact value.

&5t 10 BUEE Total 10 models B Unit (mm)
BIF 1224 EvF sz B BR IeVITF—INA 2R A4S LTS
Model Number Thread Pitch Tool Number Effective Shank Overall Shank Suggested
Diameter Diameter of Flutes Length Taper Angle Length Diameter Retail Price
M P @D 2, Bta L ¢d ¥

UDCT M2-0.4-4 M2 0.4 1.5 2 4 16° 50 4 38,900

UDCT M2.5-0.45-5 M2.5 0.45 1.9 2 5 16° 50 4 38,900

UDCT M3-0.5-6 M3 0.5 2.4 2 6 16° 50 4 38,900

UDCT M4-0.7-8 M4 0.7 3.1 2 8 16° 50 4 38,900

UDCT M5-0.8-10 10 60 6 42,800
M5 0.8 39 2 16°

UDCT M5-0.8-15 15 60 6 42,800

UDCT M6-1-12 12 60 6 42,800
M6 1 4.6 2 16°

UDCT M6-1-18 18 60 6 42,800

UDCT M8-1.25-16 16 60 6 42,800
M8 1.25 59 2 16°

UDCT M8-1.25-24 24 60 6 42,800




UDCT tJ#lZR2R Milling Conditions for UDCT

#HIkt  WORK MATERIAL #BESS CEMENTED CARBIDE
2E 22¢) By iz e EETE EtmEE Y
Model Thread Pitch Tool Effective Recommended Diameter Spindle Feed
Number Diameter Diameter Length of Hole Before Theading Speed Rate
M P D 0, (mm) (min™) (mm/min)
M2-0.4-4 M2 0.4 1.5 4 ®1.6 20,000 3
M2.5-0.45-5 M2.5 0.45 1.9 5 ¢2.1 20,000 3
M3-0.5-6 M3 0.5 24 6 ¢2.5 20,000 3
M4-0.7-8 M4 0.7 3.1 8 ¢3.3 10,050 30
M5-0.8-10 10
M5 0.8 39 | ¢4.2 8,000 30
M5-0.8-15 15
M6-1-12 12
Mé 1 4.6 | o5 6,800 30
Mé6-1-18 18
M8-1.25-16 16
M8 1.25 5.9 $6.8 3,500 20
M8-1.25-24 24

"% (UDCT)

AU A IVERBEEED W EY Y Z Y TV I B ER LTI IR L,

- EEFEOYHAFHFEHDIC DTS, —ETTAATLREEL,

- HRUHEVEN OTEICHESBVIESF. OfFEERERELTIRETL,

Note: (UDCT)

+ Use a machine equipped with helical interpolating functions.

+ The radial cutting depth is recommended to cut all at once. Do not cut several times.
+ Adjust turning radius amount to meet required internal thread precision.

f#E (UDC¥U—X$i# ¢ UPDLB, UPDLRSER<)

CA=FAVITDDEFDOY vV IBIEF v v F VT UBNTL RSV, AEDRNASKREL GOz TEMKRIFBLBRZTENSBUET,
s PTO-FRMERD UK BAUALEHERRUET (BRAERS MUTHR)

BESENIICSVTE. I770-RbIESFHELEILET,

+ ZOMOEIEMMNIICE VT, KEETIEBZHERLUE T,

I KT PRENAKICASBNKLS [C, REHDRQPYRIBREZHTBERLTIIZE,

P00 < FOREN N THOBBBRICAVACTREENSH U FTDT, FIENREHEERLET,

Note: (All UDC series except for UPDLB&UPDLRS)

- Avoid contact with the coated area of the shank. This will prevent tip vibration and tool jamming in the collet holder.

+ Use an inclined or helical approach (Recommended inclination angle: <5 degree).

- Air blow offers longer tool life when milling Cemented Carbide.

- Recommend water soluble coolant for Hard Brittle (Non-Metallic) Materials.

- Protective gear, such as safety glasses and face guards are required when milling.

+ Chips / dust generated while milling can have adverse affects on the machine parts if they are not properly evacuated. Take steps to assure proper evacuation.

UDCMX ¢ 6.8 X ;B 25 mm 787 — UDCT M8 RkUHIWIILT BESS VM-40(90 HRA)
Drilling with UDCMX ¢ 6.8 X Flute Length 25 mm >>Thread milling with UDCT M8 Cemented Carbide

NITARE NBIFNI(/ VATV RACLYIUINT
Milling Method Drilling (one-shot) Thread milling
fEAIE UDCMX UDCT
Tool ¢6.8 X iR Flute Length 25 mm M8-1.25-24
CEmEE a1 1
spindle Speed 4,000 mm 3,500 mm
ERE ) .
Feed Rate 12 mm/min 20 mm/min
TEZEEHUE
Overhang Length 35mm 30 mm
Work Size Coolant Air Blow (Nozzle)
50 X 50 X 25 mm BIIIR / RUIIT 1EZEYT Blind hole RS Depth
Hole Specification JRE Depth 20 mm X 257%  hits 17.5 mm X 15% hit
=
11853@”%?55 1456 % 1 min 56 sec per hit 549 36 5 min 36 sec per hit

iﬁ«‘

+UDCMX ¢ 6.8 17T 25 NONMT%ZER,
+ 25 BBk U CERTEE.
- 1 BRI O T THBREATRE £ 17,000 mm?,

- UDCMX @ 6.8 : 25 hits with a single tool.
+ More tool life left after 25 hits.
- Total material removal amount is about 17,000 mm? when the cycle time is less than 1 hour.

L7




A TV RS VBB EDEE

CAUTION

TV RV ZEERAVEELSERE. tﬂﬁJKﬁ:@TLD\tﬂ DT DEETME PR TEOEFREICK RPN, ﬂﬂI%@?ﬁ%E EEKX
BREBLIENBIEIDT, THTEELLREV, BBEIY RIVESHABGHIYTIN S, BIRICHULTE T TERLSES

OUHICERMNZ LBRHEZETZIENBIETITDT, UF—ANSKEWMBEE T TERL LTV

@IV RINEEELIBE. RBULANETERZTDENBUXRIDT, BURICTERLS S

Lo

OILENDEENEF P TEEBEICKUIIHIENIRUEL. IEPRBIZIENHUEITDT. RENN—PREDHREDRESZ CHEAL LTV,
OUJHIRMHRBEIRGDEREZRI D TY . KEDOINITRIFHOME. TR, HEAE. THREONTREICEY. NIKMOREEIDEERZBEENHIET .
OIRNDNEVAIEDF W #EHZE CEA<IESV, IBIE (91UT) [CEVTRIRNEERE : Sum T ZHEHLET,

@FLNMDEVIEBBD AR T RE L
IV RIIVEREROES

OEFESEDHEENBICASBVLSHTREDHRZBEAL T LTV, HEBEZRVAFBVLISHIVRAIZBERLTILEN

A Advisory for Safe Use of End Mills

CAUTION

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.
Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safety glasses and a face guard.
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and strategy; machine rigidity and spindle capability.
@Use a machine that has high rigidity and generates a low level of vibration. Recommend setting the runout control value at 5um or below for the small diameter tools

¢1 or below.
@®Do not use flammable cutting oils.

Advisory for Regrinding End Mills

@Never regrind the tool without wearing safety glasses and a face guard.

FHERE:
T140-0013 FRR#a/ IXFEAH6-17-1
TEL.03-5493-1030(5 4 ¥)L1>) FAX.03-5493-1014

RETS:
T940-1104 3R RREHEHEIITNI2706-6
TEL.0258-22-2620(f) FAX.0258-22-0045

RIS
T954-0076 #mRR RrHET=E3-1
TEL.0258-66-0800(f) FAX.0258-66-0801

REZ%
TEL.0258-22-0030(ff) FAX.0258-22-0022

JLRSRE SRR
T370-0052 #HEaEHE46- 28 ILEIBTEOSMEB-15=
TEL.027-310-1195 FAX.027-310-1196

BRI

T411-0951 EEREREMRRITEIES-4-5
TEL.03-5493-1030 (Kt EXEE® FAX.03-5493-1014

B ERA:

T446-0056 BHELMH="0ZIHBI2-1-1 SADLHEILX2F-A
TEL.0566-79-0147 FAX.0566-74-9990

BHEESRM:

T491-0912 BHR—=MHE-2-8 Zvi/—BEIL8F
TEL.0586-43-2900(ff) FAX.0586-43-2899

KIRERFR:

T532-0033 KERAFARRAE N IXHE3-9-14 EAV=ELIL3F
TEL.06-6392-3159(f) FAX.06-6392-3169

ERE%E:

T812-0016 BFSBMMELXIELERFE4-3-9 7\ V86 2075
TEL.092-292-8811 FAX.092-292-8810

ufion\ 9 = W ket

https://www.uniontool.co.jp
RV OEMESHVGHDOEIETFEET

o1 0120-60-2620

S{0FR5:9:30~12:00,13:00~16:30 (1. B2 %8, #it kB %<)

FAOIOTROHEE. FEBLUICERETZIENHUFTOTTITELLESEY
Price & Specifications are subject to change without notice.

U.S. UNION TOOL, INC.

(U.S. HEADQUARTERS)

1260 N. Fee Ana Street, Anaheim, CA 92807 1817 US.A.

Tel: 1-714-521-6242 Fax: 1-714-521-864

NORTHERN CALIFORNIA REGIONAL SERVICE CENTER
(Customer Service, Santa Clara, California)

1805 Little Orchard Street, Suite 120, San Jose CA 95125 US.A.
Tel: 1-408-982-0205 Fax: 1-408-982-032

UPPER MIDWEST REGIONAL SERVICE CENTER
(Customer Service, Minneapolis, Minnesota)

155 Bridgepoint Drive, Unit 3 South St. Paul, MN 55075 U.S.A.
Tel: 1-651-552-0440 Fax: 1-651-552-0435

TAIWAN UNION TOOL CORP.

No.180, Zhong-Zun Street., 14 Neighborhood, Bin-Hai Vil.,
Lu-Zhu Dist., Taoyuan City, 338 TAIWAN

Tel: 886-3-354-3111 Fax: 886-3-354-3110

UNION TOOL EUROPE S.A.

Avenue des Champs-Montants 14aCH-2074 Marin /
Neuchatel SWITZERLAND

Tel: 41-32-756-6633

UNION TOOL (SHANGHAI) Co., LTD.

No0.9-10, Lane 385, Gaoji Road, Sijing High New Technology
Development Zone, Songjiang District, Shanghai, 201601 CHINA
Tel: 86-21-5762-8577 Fax: 86-21-5762-8436

UNION TOOL HONG KONG LTD.

Unit 2803 & 05, 28/F, Peninsula Tower, 538 Castle Peak Road,
Cheung Sha Wan, Kowloon, HONG KONG

Tel: 852-2370-3012 Fax: 852-2370-2111

DONGGUAN UNION TOOL LTD.

No.5, Hong Jin Road, Hongmei Town,

Dongguan City, Guangdong Province 523160,CHINA
Tel: 86-769-8884-8900 Tel: 86-769-8884-8901
Fax: 86-769-8884-8296

UNION TOOL SINGAPORE PTE LTD.
140 Paya Lebar Road #08-17, AZ @ Paya Lebar,SINGAPORE 409015
Tel: 65-6846-9309 Fax: 65-6846-0197

UNION TOOL (THAILAND) CO., LTD.

55/73 Moo 15 Bangsaothong Sub-District, Bangsaothong District,
Samutprakarn 10570 THAILAND

Tel: 66-2-130-0908 Fax: 66-2-130-0909

202603_Steels_13KA




