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Diamond Coated 2 Flute Taper Neck Ball End Mills
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E Diamond coated tool for Graphite milling. 2 Flute Taper Neck Ball End Mills. aunching in June
o Taper Neck improves the tool rigidity and provides high-efficiency & high-precision milling.
wv Original and optimized Diamond coating offers outstanding resistance to wear on Graphite.

Excellent adhesion coating with long-life tool design.
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The shank taper angle shown is not an exact value and to avoid contact with the work piece,
we recommend the user controls the precise value of this angle. Shank taper angle should :
not make contact with the work piece. : :Flgﬁ ﬁ_,
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Model Radius of | Neck Taper Neck |Effective| Length| Neck | Shank Taper | Overall Shank Price Interference|  Effective Length by Inclined Angles - : Interference
Number Ball Nose Angle Length | Length | of Cut |Diameter Angle Length | Diameter Angle
R TN 22 21 £ ¢di Bta L ¢d ¥ 307 1° 1° 307 2° 3°
DCTNB 2010-200-1.8 20 80 6 18,730 5.25° - 20.241 2090 | 21.61 | 23.20
DCTNB 2010-250-1.8 25 80 6 21,8560 | 4.48° ® 25.27| 26.10 | 26.99 | 28.98
* | DCTNB 2010-400-1.8 40 100 6 25470 3.11° - 40.36/ 41.70 | 43.13 | 46.32
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* | DCTNB 2010-900-1.8 90 150 6 35,230 | 1.54° - 90.68 93.71 |, .oz
DCTNB 2020-200-1.8 20 80 6 18,730 4.55° = 20.34/ 21.00  21.69
DCTNB 2020-250-1.8 25 80 6 21,850 | 3.84° - 25.38 26.20 | 27.08 | 29.03
DCTNB 2020-400-1.8 40 100 6 |256470|261° - 4047, 41.80 | 4322 | PR
DCTNB 2020-450-1.8 45 100 6 25470 | 2.36° - 4551 47.00 | 48.60 |, g -
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% | DCTNB 2020-800-1.8 80 140 6 |33490|141°| - 80728, T | |l Tl
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DCTNB tl#I%4% Milling Conditions for DCTNB
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Model Radius of Neck Spindle Feed
Number Ball Nose Length Speed Rate Axial Depth Radial Depth
(mm) (mm) (min™) (mm/min) (mm) (mm)
2010-200-1.8 20 30,000 1,500 0.1 0.12
2010-250-1.8 25 30,000 1,500 0.08 0.12
2010-400-1.8 40 27,000 1,200 0.07 0.12
2010-600-1.8 RO.5 60 23,000 800 0.06 0.12
2010-700-1.8 70 20,000 600 0.05 0.12
2010-800-1.8 80 18,000 500 0.04 0.12
2010-900-1.8 90 15,000 400 0.03 0.12
2020-200-1.8 20 27,000 2,000 0.24 05
2020-250-1.8 25 27,000 2,000 0.19 05
2020-400-1.8 40 27,000 2,000 0.13 0.4
2020-450-1.8 "1 45 27,000 2,000 0.11 04
2020-600-1.8 60 23,000 1,500 0.1 0.3
2020-700-1.8 70 20,000 1,200 0.09 0.3
2020-800-1.8 80 17,000 900 0.09 0.2
2020-10001.8 100 14,000 600 0.09 0.2
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Note:
- Use a milling machine dedicated for Graphite. ap : EAEOLAHKES Axial Depth (mm)

- Decrease the feed rate more than 50% from the milling parameters when slot milling.

wsm N .
- Recommend air blow for Graphite. e - FRAPDOYHAHZRS Radial Depth (mm)
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A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

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.

@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX Tungsten Carbide End Mills

@Never regrind the tool without wearing safety glasses and a face guard.
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Price & Specifications are subject to change without notice.
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