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When machining ceramics used in semiconductor manufacturing equipment, optical components, and electronic devices, rapid tool wear is a major

challenge. The DIA-MXD carbide drill addresses this issue with exceptional durability and stable performance, making it an ideal solution for precision
ceramic machining.
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Variation in Tool Life

L EEEEERRENE
M REMZTEDINIE 3-F<vIimoms
Sudden Tool Breakage The primary cause is the sudden

delamination of the coating layer
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Short Tool Life
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Enhanced durability leads to significant cost savings in production
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Stable durability with reduced variation

High Cutting Edge Strength
Cutting edge geometry
optimized for machining
ceramics and glass
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[PAT.P. in Japan]

High Adhesion

Combination of HDG coating

and a newly developed carbide
alloy
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Conventional
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Tool Work Material : Zirconia
tIHIERE : 35m/min EDEE : 1.86mm/min
Cutting Speed Feed
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Stable Wear Progression
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Rapid wear progression caused by sudden
delamination of the coating layer
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Conventional
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Tool

HHIA  RIET AR SiC
Work Material : Silicon Carbide
HIELERE : 15m/min
Cutting Speed

EDIRE : 0.4mm/min

Feed

Prevents Sudden Delamination of the Coating Layer
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The combination of HDG coating, which offers superior wear resistance, and a newly developed carbide alloy
with high adhesion properties (PAT.P.in Japan), prevents coating layer delamination and ensures consistently

high durability.
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High Productivity Achieved by DIA-MXD
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Contributes to reducing total machining time
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Stable and high durability helps reduce the frequency of irregular tool replacements.
By minimizing machine downtime associated with tool changeovers, it effectively
contributes to improved operational efficiency and reduced total machining time.
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Contributes to automation and labor reduction
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Visualization of Total Machining Time Breakdown
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Total Machining Time
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Consistent high durability facilitates production line automation and workforce optimization.
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. Fﬁﬂ:b-’r ? Sic IluI Machining of Silicon Carbide (SiC)
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Stable wear progression
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Tool DIA-MXD ¢1.2 INIIER Number of Holes

B RIET1% SiC 0 5 10 15 20
Work Material Silicon Carbide

MIAE 25w IHII(0.006mmAFv) YRETTEE
Machining Method Peck Drilling (0.006mm) DIA-MXD 2077 Holes Eﬁfﬁf{g‘;g
tRElERE : .

Cutting Speed 15m/min(4,000min-")

DS 4 i 1 5 d—F 4 VI BORE
Feed 0. mm/mm(o.ooo mm/rev) C{n‘)tr‘!n*pet?tgr 127? Holes Delamji;ation of Coating Layer
TURE 4mm(lEb)

Depth of Hole Blind

SRl KBTI HHE

Coolant Water-soluble
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Machine Vertical Machining Center
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Wear condition of cutting edge Appearance of 20th hole

IR IITHE] 67% 1273 207¢ -
Number of Holes Before Machining Holes Holes Holes DIA-MXD
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Capable of machining over 45 small-diameter holes of 0.1mm with a single tool
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Tool DIA-MXD ¢0.1 INITER Number of Holes

HEIA RIET 15 SiC 0 10 20 30 40 50
Work Material Silicon Carbide ‘ ‘ ‘ ‘ ‘ ‘
MIAE A7 w7 II(0.002mmZAFv) UEIETTHE
Machining Method Peck Drilling (0.002mm) DIA-MXD 4577 Holes i%ﬁﬂfiﬁg
tIEIRE : .

Cutting Speed 6.3m/min(20,000min")

EDEE i & g

N 1mm/min(0.00005mm/rev) C{omm*pje:t?tgr 2077 otes [EEIN

VAV Ta3 0.6mm (1Eb)

Depth of Hole Blind

S KB MEEIHEHA

Coolant Water-soluble ﬂﬂIﬂ@ﬂEﬁﬂﬁE

B IRV =VIt>0 % (HSK-E25) Appearance of machined holes

Machine Vertical Machining Center




:J“} I/ j : 7 ZrOZjJ[II Machining of Zirconia (ZrO2)
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Stable wear progression without delamination of coating layer

ERATIE

Tool DIA-MXD ¢0.6 INIIVER Number of Holes

B4 J)LbaA=7 ZrO2 0 50 100 150 200 250
Work Material Zirconia ‘ ‘ ‘ ‘ ‘ ‘
IS5 25 wFII(0.002mm=ZF v) ks OT BE
Machini,ng Method Peck Drilling (0.002mm) DIA-MXD 20077 Holes fﬁﬁ:{ﬁ‘z
HIEERE : .

Cutting Speed 18.8m/min(10,000min-")

=0 e 1.5mm/min(0.00015mm/rev) it &2 I—-F1 VI EOFE

eel Competitor Delamination of Coating Layer

TURE 2.4mm(LEb)

Depth of Hole Blind

HRElRA] KB

Coolant Water-soluble

fEFAtE YV =Vt 5 (HSK-E25)

Machine Vertical Machining Center
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Wear condition of cutting edge

I | 507% 2007
Number of Holes Before Machining Holes Holes

. Eﬁ jj‘ 5 Z SiOZjJI]I Machining of Quartz Glass (SiO2)
- @O0 T DINENDSIRLENT A X ZREIML

Stable machining of various hole sizes from small-diameter holes of ¢0.1

{EMIE : DIA-MXD
Tool
SIRHE @ AKEETIERE
Coolant Water-soluble
{EREM - IIi2Y Y =014 (HSK-E25)
Machine Vertical Machining Center Scan for video
44X
Size
IIAE* 257 w7 II(0.05mmRAFv) 27y IMI(0.1mmR T v) Z2FyIMI(015mmAFvF) | RFYTII(0.15mmRAFTv)
Machining Method Peck Drilling (0.05mm) Peck Drilling (0.Tmm) Peck Drilling (0.15mm) Peck Drilling (0.15mm)
gﬁ'ﬁfie ; 6.3m/min(20,000min-') 18.8m/min(12,000min-') 37.7m/min(10,000min") 31.4m/min(5,000min-")
iée% = 4mm/min(0.0002mm/rev) 2.4mm/min(0.0002mm/rev) 2.4mm/min(0.00024mm/rev) 1.5mm/min(0.0003mm/rev)
TURE 0.6mm(LEb) 2.5mm(lEb) 5mm(lEb) 6mm(1EDb)
Depth of Hole Blind Blind Blind Blind
MIRONERIKEE
Appearance of machined holes 20
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https://www.osg.co.jp/products/endmill/spec/dia-mxd.html?utm_source=qrcode&utm_medium=n_139&utm_campaign=dia-mxd#anchor07
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A n n a
O T B e o o B 0 |
DC<O1 078DC<02 02$DC<05  055DC
Bfii:mm  Unit:mm
PACRNELEN BR | 2R | Y08 | VrR| Sim (UK | TEREE (RS PR\ RN ER | £R | R | VwUik| Soim (AR | TEEE R
DIINNG (CF | OAL [DCON | LS PL  |Type| Stock | (Yen) DIINCEIV'GI (CF | OAL | DCON | LS PL  |Type| Stock | (Yen)
8810005|0.05| 045/ 38| 3 [29.5/0.004| 1 O 54,000 8810033/0.33| 3 38| 3 |29.7/003 | 2 O] 23,800
8810006 | 0.06 | 0.55| 38 | 3 [29.5|0.005| 1 O] 54,000 8810034 /0.34 | 3 38| 3 |29.7(003 | 2 O|23,800
8810007 (0.07| 0.7 | 38| 3 [29.5/0.006| 1 O 54,000 8810035(/0.35| 3.5 |38 | 3 [29.2/0.04 | 2 @ | 23,800
8810008 |0.08 | 0.8 |38 | 3 [29.5|0.007 | 1 O] 54,000 8810036(0.36 | 3.5 38| 3 [29.2/0.04 | 2 (O|23,800
8810009(0.09| 09 | 38| 3 [29.5/0.008| 1 O1 54,000 8810037|0.37| 3.5 [ 38| 3 [29.2/0.04 |2 (023,800
8810010(0.1 | 1 38| 3 [29.5/0.01 |1 @ 36,100 8810038 (0.38 | 3.5 38| 3 [293/0.04 | 2 (O|23,800
8810011(0.11| 1.2 | 38| 3 [29.5/0.01 |1 @ 36,100 8810039(0.39| 35 [ 38| 3 [293/0.04 |2 (O|23,800
8810012(0.12| 14 | 38| 3 [29.5/0.02 |1 @® 36,100 8810040(04 | 4 38| 3 /288|004 | 2 @ | 23,300
8810013(0.13| 1.5 |38 | 3 [29.5/0.02 | 1 @ 33,600 8810041(0.41| 4 38| 3 /288|004 |2 (023,300
8810014 (0.14| 1.5 |38 | 3 [29.5/0.02 | 1 @ 33,600 8810042 (042 | 4 38| 3 /288|004 |2 (O|23,300
8810015(0.15| 1.5 |38 | 3 [29.5/0.02 | 1 @ 33,600 8810043(0.43 | 4 38| 3 /289|004 |2 (023,300
8810016 (0.16 | 1.5 |38 | 3 |29.5|0.02 | 1 @ 33,600 8810044 | 0.44 | 4 38| 3 /289|004 | 2 O|23,300
8810017(0.17| 1.5 |38 | 3 |29.5|0.02 | 1 @ 31,000 8810045045 | 4 38| 3 |289|0.04 | 2 (O]23,300
8810018 (0.18| 1.5 |38 | 3 [29.5|0.02 | 1 c @ 31,000 8810046 | 0.46 | 4 38| 3 /289|005 | 2 c O] 23,300
8810019(0.19| 1.5 | 38| 3 [29.5/0.02 |1 @ 31,000 8810047047 | 4 38| 3 /289|005 | 2 (O] 23,300
8810020/0.2 | 2 38| 3 304|002 | 2 @ 26,200 8810048 |0.48 | 4 38| 3 /289|005 | 2 O] 23,300
8810021 (0.21 | 2 38| 3 304|002 | 2 O126,200 8810049049 | 4 38| 3 |29 |005 |2 (O] 23,300
8810022 |0.22 | 2 38| 3 [305/0.02 | 2 O]26,200 8810050(0.5 | 4 38| 3 |29 |005 | 2 @ 23,300
8810023 /0.23 | 2 38| 3 305/003 | 2 O126,200 8810051|0.51| 45 [ 38| 3 [284/0.05 |2 O] 23,300
8810024 |0.24 | 2 38| 3 [305/003 | 2 O]26,200 8810052 (0.52| 45 [ 38| 3 [284/0.05 |2 O] 23,300
8810025(0.25| 25 38| 3 |30 |0.03 | 2 @ 26,200 8810053|0.53| 45 [ 38| 3 [284/0.05 |2 (023,300
8810026 (0.26 | 2.5 |38 | 3 |30 |0.03 | 2 O]26,200 8810054 |0.54| 45 [ 38| 3 [284/0.05 |2 023,300
8810027 (0.27| 2.5 | 38| 3 [30.1/0.03 | 2 126,200 8810055|0.55| 45 [ 38| 3 [285/0.05 |2 (023,300
8810028 0.28 | 2.5 |38 | 3 [30.1/0.03 | 2 O]26,200 8810056 |0.56 | 45 [ 38| 3 [285/0.05 | 2 (O|23,300
8810029(0.29| 2.5 | 38| 3 |30.1/0.03 | 2 O126,200 8810057 |0.57| 45 [ 38| 3 [285/0.06 |2 (023,300
8810030/0.3 | 3 38| 3 [29.6/0.03 | 2 @ 23,800 8810058 |0.58 | 45 (38| 3 [285/0.06 |2 (O|23,300
8810031/0.31| 3 38| 3 1296|003 | 2 O] 23,800 8810059(0.59| 45 [ 38| 3 |285/0.06 |2 (023,300
8810032|0.32 | 3 38| 3 [29.7/0.03 | 2 O] 23,800 8810060/ 0.6 | 5 38| 3 |28.1(006 |2 @ | 23,300
- PAIVOFARpGETE TS, - See[pgfor explanation of icons. O =1REEER O=#FEEER (EEZHEETEL.)
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n *ZE Tool Materials ﬁﬁmiﬂ Surface Treatment

E'§0)§£F§E Tolerance for Drill Diameter
A RUILBERDFEEZ

ange BEEE e W6 e 7 S mnias
-0.016 Tolerance for drill diameter
n D shank RUNA HelixAngle
5 el ST S T Suitable for the shrink holder system 25 Helix angle of flute for drills
B 18I cutting condiions
spEED BIHISRIEBRERIEEHNR—I%
FEED"  RRLFT
Indicates page number for cutting conditions
m i :mm Unit:mm
Y—IUNo. | B2 BRI PAVEIPAYZ ARk 2 = L =i PARACRNELEN BR | 2R | Y08 | Uk Soim |FAR| TEREE (RS
EDP No. DC LCF OAL | DCON LS PL Type| Stock (Yen) EDP No. DC LCF OAL | DCON LS PL Type| Stock (Yen)
8810061 |0.61| 5 38| 3 [28.1/006 | 2 O] 23,300 8810089/0.89| 6 38| 3 276|008 | 2 0]23,100
8810062 |0.62 | 5 38| 3 [28.1/0.06 | 2 O] 23,300 881009009 | 6 38| 3 [27.6/0.08 | 2 @ 23,100
8810063/ 0.63| 5 38| 3 (281006 | 2 O] 23,300 8810091091 | 7 38| 3 ]26.6|0.09 | 2 O] 23,100
8810064 | 0.64 | 5 38| 3 [28.1/006 | 2 O] 23,300 8810092092 | 7 38| 3 [26.60.09 | 2 O] 23,100
8810065/ 0.65| 5 38| 3 (281006 | 2 O] 23,300 8810093093 | 7 38| 3 [26.7/0.09 | 2 O] 23,100
8810066 | 0.66 | 5 38| 3 (282006 | 2 O] 23,300 8810094094 | 7 38| 3 [26.7/0.09 | 2 O] 23,100
8810067 |0.67 | 5 38| 3 (282006 | 2 O] 23,300 8810095|0.95| 7 38| 3 [26.7/0.09 |2 O] 23,100
8810068 | 0.68 | 5 38| 3 (282006 | 2 O] 23,300 8810096 |0.96 | 7 38| 3 [26.7/0.09 | 2 O] 23,100
8810069 0.69 | 5 38| 3 (2821007 |2 O] 23,300 8810097097 | 7 38| 3 [26.7/0.09 |2 O] 23,100
8810070(0.7 | 5 38| 3 (282007 | 2 @® 23,300 8810098 |0.98 | 7 38| 3 (268|009 | 2 O] 23,100
8810071/0.71| 6 38| 3 [273/0.07 | 2 O] 23,300 8810099|0.99| 7 38| 3 |26.8|0.09 | 2 O] 23,100
8810072 (0.72 | 6 38| 3 [273/0.07 | 2 O] 23,300 8810100 | 1 8 38| 3 [25.7]0.09 | 2 @® 21,300
8810073/0.73| 6 38| 3 [273/0.07 | 2 O] 23,300 8810101|1.01| 8 38| 3 |25.7]0.09 | 2 021,900
8810074 0.74 | 6 38| 3 (273|007 | 2 c O] 23,300 8810102|1.02| 8 38| 3 [25.7/0.09 | 2 c 021,900
8810075|0.75| 6 38| 3 (273|007 | 2 O] 23,300 8810103|1.03| 8 38| 3 |25.8|0.1 2 0O121,900
8810076 |0.76 | 6 38| 3 (274007 | 2 O] 23,300 8810104 |1.04| 8 38| 3 258 /0.1 2 021,900
8810077|0.77 | 6 38| 3 274007 | 2 O] 23,300 8810105/ 1.05| 8 38| 3 [25.8/0.1 2 0O121,900
8810078 |0.78 | 6 38| 3 (274007 | 2 O] 23,300 8810106 1.06 | 8 38| 3 258 /0.1 2 O] 21,900
8810079|0.79| 6 38| 3 274007 | 2 O] 23,300 8810107 |1.07| 8 38| 3 [25.8/0.1 2 O] 21,900
881008008 | 6 38| 3 (274008 | 2 @ 23,100 8810108 | 1.08 | 8 38| 3 [25.8/0.1 2 O] 21,900
8810081/0.81| 6 38| 3 (274008 | 2 O] 23,100 8810109/ 1.09| 8 38| 3 25901 2 O] 21,900
8810082(0.82 | 6 38| 3 (275|008 | 2 O] 23,100 8810110 1.1 8 38| 3 259 0.1 2 @® 21,900
8810083/0.83 | 6 38| 3 (275|008 | 2 O] 23,100 8810111 |1.11| 8 38| 3 25901 2 O] 21,900
8810084 (0.84 | 6 38| 3 (275|008 | 2 O] 23,100 8810112 1.12| 8 38| 3 [25.9/0.1 2 O] 21,900
8810085/0.85| 6 38| 3 (275|008 | 2 O] 23,100 8810113/ 1.13| 8 38| 3 25901 2 O] 21,900
8810086 |0.86 | 6 38| 3 (275|008 | 2 O] 23,100 8810114 |1.14| 8 38| 3 |26 |0.11 | 2 O] 21,900
8810087 |0.87 | 6 38| 3 (276008 | 2 O] 23,100 8810115/ 1.15| 8 38| 3 |26 (011 | 2 O] 21,900
8810088 |0.88 | 6 38| 3 (276|008 | 2 O] 23,100 8810116 1.16 | 8 38| 3 |26 (011 | 2 O] 21,900

O=1FETEER
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z
Typel _Lé §
— B I ——
— i
/| LcF
4| LS
OAL
z
Type2 PL §
| B 8 8#L;S@E< ----------------- I
LCF Ls
OAL
o8 TR TON oA aaw (el e [ see
AE oG -E~ -ELIZ -EL: -EL& 5 b FIT F‘E’;D
DC<O1 01SDC02 02$D(K05  055DC
m B{I:mm  Unit:mm
PACRNELEN BR | 2R | Y08 | VrR| Sim (UK | TEREE (RS P\ NEEEY BR | 2R VB | UnIR| Soim (R | TERE KRS
IRV (CF | OAL | DCON | LS PL  |Type| Stock | (Yen) LIV (CF | OAL | DCON | LS PL  |Type| Stock | (Yen)
8810117 [1.17| 8 38| 3 |26 [0.11 |2 O|21,900 8810145[1.45| 8 38| 3 |265|0.13 | 2 021,900
8810118 (1.18 | 8 38| 3 |26 |0.11 | 2 O|21,900 8810146 |1.46 | 8 38| 3 /266/|0.13 | 2 O|21,900
8810119(1.19| 8 38| 3 [26.1/0.11 | 2 (021,900 8810147147 | 8 38| 3 |266|0.13 | 2 021,900
8810120(1.2 | 8 38| 3 [26.1/0.11 | 2 @ 21,900 8810148148 | 8 38| 3 /266|0.14 | 2 021,900
8810121(1.21| 8 38| 3 |26.1(0.11 | 2 (021,900 8810149149 8 38| 3 |266|0.14 | 2 (021,900
8810122 (1.22| 8 38| 3 [26.1/0.11 | 2 O|21,900 8810150 (1.5 | 9 38| 3 |254|0.14 | 2 @ 21,900
8810123 [1.23| 8 38| 3 |26.1(0.11 | 2 (021,900 8810151 [1.51| 9 38| 3 (254|014 | 2 (O|24,000
8810124 1.24| 8 38| 3 [26.1/0.11 | 2 021,900 8810152152 | 9 38| 3 |254|0.14 | 2 (O|24,000
8810125[1.25| 8 38| 3 (262012 | 2 (021,900 8810153 [1.53| 9 38| 3 254|014 | 2 (O|24,000
8810126 |1.26 | 8 38| 3 (262012 | 2 O|21,900 8810154 |1.54| 9 38| 3 |254|0.14 | 2 O] 24,000
8810127 1.27 | 8 38| 3 (262|012 | 2 O1]21,900 8810155|1.55| 9 38| 3 [255(0.14 | 2 O] 24,000
8810128 |1.28 | 8 38| 3 (262|012 | 2 O121,900 8810156 | 1.56 | 9 38| 3 [255(0.14 | 2 O] 24,000
881012911.29| 8 38| 3 (262|012 | 2 O] 21,900 8810157157 | 9 38| 3 |255(0.14 | 2 O] 24,000
8810130(1.3 | 8 38| 3 1263012 | 2 c @® 21,900 8810158 1.58 | 9 38| 3 |255(0.14 | 2 c O] 24,000
8810131131 8 38| 3 [263/0.12 | 2 021,900 8810159159 | 9 38| 3 |255/0.15 | 2 O|24,000
8810132(1.32| 8 38| 3 1263012 | 2 O|21,900 8810160 (1.6 | 9 38| 3 |255/|0.15 | 2 @ | 24,000
8810133[1.33| 8 38| 3 [263/0.12 | 2 021,900 8810161 |1.61| 9 38| 3 |255/0.15 | 2 O|24,000
8810134134 | 8 38| 3 1263012 | 2 O|21,900 8810162 1.62| 9 38| 3 |256/|0.15 | 2 O] 24,000
8810135(1.35| 8 38| 3 1264012 | 2 O|21,900 8810163 [1.63| 9 38| 3 |256/0.15 | 2 O|24,000
8810136 (1.36 | 8 38| 3 264012 | 2 021,900 8810164 | 1.64 | 9 38| 3 |256/0.15 | 2 O|24,000
8810137137 | 8 38| 3 [264/0.13 | 2 (021,900 8810165 |1.65| 9 38| 3 |256/|0.15 | 2 (O|24,000
8810138 (1.38 | 8 38| 3 [264/0.13 | 2 O|21,900 8810166 | 1.66 | 9 38| 3 |256/|0.15 | 2 (O|24,000
8810139139 8 38| 3 |264(0.13 | 2 (021,900 8810167 [1.67 | 9 38| 3 |256|0.15 | 2 (O|24,000
881014014 | 8 38| 3 [264/0.13 | 2 @ 21,900 8810168 |1.68 | 9 38| 3 |256|0.15 | 2 O|24,000
8810141141 | 8 38| 3 |265|0.13 | 2 (021,900 8810169 |1.69| 9 38| 3 |256|0.15 | 2 (024,000
8810142142 | 8 38| 3 [265/0.13 | 2 021,900 8810170 (1.7 |10 38| 3 |257|0.15 | 2 @ | 24,000
8810143143 | 8 38| 3 265013 | 2 021,900 8810171 1.71 |10 38| 3 |257|0.76 | 2 (O|24,000
8810144 (144 | 8 38| 3 [265/0.13 | 2 O|21,900 8810172 1.72 |10 38| 3 |257|0.76 | 2 O] 24,000
- PA2VOFRAIpIECE TS, - See[pdfor explanation of icons. O =1REEER O=#FR#EBER (EEZCHETEIL.)

@ =Standard stock item
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O =Limited standard stock item
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BfiT:mm  Unit:mm

A CRNCEE BR | 2R R Vrok| Soim (TR TERE RS RN BR | £ | Vwok| foim (R TERE RS
NIVl LCF | OAL | DCON | LS PL  |Type| Stock | (Yen) LN VGl  LCF | OAL [DCON | LS PL  |Type| Stock | (Yen)
8810173 |1.73 |10 38| 3 257016 | 2 O] 24,000 8810187 1.87 |10 38| 3 1259|017 | 2 O] 24,000
8810174 |1.74 |10 38| 3 257|016 | 2 O] 24,000 8810188 1.88 |10 38| 3 1259|017 | 2 O] 24,000
8810175|1.75 |10 38| 3 |25.7|0.76 | 2 O] 24,000 8810189 1.89 |10 38| 3 1259|017 | 2 O] 24,000
8810176 |1.76 |10 38| 3 257|016 | 2 O] 24,000 8810190 1.9 |10 38| 3 1259|017 | 2 @ 24,000
8810177 1.77 |10 38| 3 |25.8|0.16 | 2 O] 24,000 8810191 |1.91 |10 38| 3 |26 (017 |2 O] 24,000
8810178 |1.78 |10 38| 3 1258|0.16 | 2 O] 24,000 8810192 11.92 |10 38| 3 |26 (017 |2 O] 24,000
8810179 1.79 |10 38| 3 |25.8|0.16 | 2 C O] 24,000 8810193 |1.93 |10 38| 3 |26 |0.18 | 2 c O] 24,000
8810180 (1.8 |10 38| 3 258|0.16 | 2 @ 24,000 8810194 1.94 |10 38| 3 |26 |0.18 | 2 O] 24,000
8810181 |1.81 |10 38| 3 |25.8|0.16 | 2 O] 24,000 8810195 1.95 |10 38| 3 |26 |08 |2 O] 24,000
8810182 |1.82 |10 38| 3 258|017 | 2 O] 24,000 8810196 | 1.96 |10 38| 3 |26 |0.18 | 2 O] 24,000
8810183 |1.83 |10 38| 3 258|017 | 2 O] 24,000 88101971 1.97 |10 38| 3 |26 |08 | 2 O] 24,000
8810184 | 1.84 |10 38| 3 259017 | 2 O] 24,000 8810198 |1.98 |10 38/ 3 (26 |0.18 | 2 O] 24,000
8810185 1.85 |10 38| 3 259017 | 2 (124,000 8810199 1.99 |10 38| 3 |26.1/0.18 | 2 (O|24,000
8810186 | 1.86 |10 38| 3 1259|017 | 2 O] 24,000 8810200 | 2 1 38| 3 |25.1/0.18 | 2 @ 24,000
- P2EBRBRUILICDONTIE. BES 1 FEY K5 RUIL(ED-DS)[p10)E O=IREEER O=RREEER ERETHEETEL.)

SETEL. @ =Standard stockitem  O=Limited standard stock item

- For drills larger than @2, please refer to the Electroplated Diamond

Drill (ED-DS) on|page 10.]



t’Jﬁu%{q:Eiﬁi Cutting Conditions

DIA-MXD

BSZvIR
Wkt Ceramics %
Work Material 7IL=7F JIA=7 LT 1% Glass
Alumina Zirconia Silicon Carbide

Al0s3 ZrO> SiC

YIHIERE
Cutting Speed 5~20~40 5~20~40 5~15~25 5~25~45
(m/min)

[ELES OERE EDRE XTvI/E BERERE EDRE AT7vJ/E OHRRE XDRE A7vJ2 JEbntdclede:i=Ar e
Drill Dia. Speed Feed Peck Depth Speed Feed Peck Depth Speed Feed Peck Depth Speed Feed Peck Depth

(mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm)
0.1 20,000 2 0.005 20,000 1.6 0.004 20,000 1 0.002 20,000 4 0.05
0.15 18,000 1.8 0.005 18,000 1.6 0.004 16,000 1 0.002 18,000 3.6 0.05
0.2 15,000 1.5 0.005 15,000 1.5 0.004 12,000 1 0.002 15,000 3 0.05
0.3 15,000 1.5 0.005 15,000 1.5 0.004 12,000 1 0.002 15,000 3 0.05
0.4 12,000 1.8 0.008 12,000 1.8 0.006 10,000 1 0.003 12,000 24 0.1
0.5 12,000 1.8 0.008 12,000 1.8 0.006 8,000 1 0.003 12,000 24 0.1
0.6 10,000 1.5 0.008 10,000 1.5 0.006 8,000 0.9 0.003 10,000 24 0.1
0.8 10,000 1.5 0.008 10,000 1.5 0.006 6,000 0.9 0.003 10,000 24 0.1
1 10,000 1.5 0.01 10,000 1.5 0.008 6,000 0.9 0.005 10,000 24 0.15
1.2 9,000 1.35 0.01 9,000 1.35 0.008 4,000 0.6 0.005 10,000 24 0.15
1.4 9,000 1.35 0.01 9,000 1.35 0.008 4,000 0.6 0.005 10,000 24 0.15
1.6 6,000 1.2 0.01 6,000 1.2 0.008 4,000 0.6 0.005 8,000 24 0.15
1.8 6,000 1.2 0.01 6,000 1.2 0.008 4,000 0.6 0.005 6,000 1.8 0.15
2 4,000 1.2 0.01 4,000 1.2 0.008 4,000 0.6 0.005 5,000 1.5 0.15

*BESEOMIICEHERLEEA. % Not recommended for machining carbide alloys.

#RUIERIKREZCHEADES. VIHIRGFEEHFTBELEDETEL, s For drills with a diameter less than @ 0.1 mm, please consult our technical

department for recommended cutting parameters.

1. #t. RILY BEIEDOSH B BEOEVDDZESHEALIEE L, 1. Use arigid and precise machine and holder.

2. AEY RIVEEREEDNRIFEHEM T SERLEE L, 2. Please use a carbide drill in a machine with precise spindle rotation.

3. STHIHE ARSI ERE X o (FFREDREIZ ER RSV, 3. Please use water-soluble cutting fluids or grinding oils as the cutting lubricant.

4. vV ORILE YAV I T4y I RATLDHRHN T, 4. The shrink fit system is effective holder.

5. FRDEFHKETHELRTYT. EEOMIICSIFDMEIFEH G EXRESE(IC 5. The values liseted above are for reference. Please set the cutting condition in

RRICHUTERELEE L, accordance with the actual machining environment.
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Electroplated Diamond Tools Capable of Machining Ceramics

.%E 9“4-\7E y Ft 5 F U ,ll Electroplated Diamond Drill

ED-DS

SAVFvT

Lineup

p2~¢13

VIO STHHZEZRBUCE -V V=V IRARICEKD . BDIN- IEDNREB SN TAIRE

Flute and thinning geometries designed for effective chip evacuation enable machining of both through-holes and blind holes

) ZIL=F Al20s 21bT 15 SisNa
Work Material Alumina Silicon Nitride
; AFvIMI Z2FyIHIT

MII5E = =

i (0.1mmZRFvY) (0.05mmRFv)
il Maiee Peck Drilling (0.1mm) Peck Drilling (0.05mm)
T HLERE ; ;
Grinding Speed 90m/min 50m/min
EEEEZE 3~5mm/min 2~3mm/min
TURE 1XDC(DC:EfR) (LEb)
Depth of Hole Drill Dia. Blind
T HHE AKBHESIHEHER (VY 1—Y 354 ) 5018
Coolant Water-soluble(Solution) (2%)
B Rk ISAVF1IT8IS
Machine Grinding Center

I'HIR;& Number of Holes
0 50 100 150 200
1 1 1

250
1

®3

®6

¢8

@10

Alumina Silicon Nitride

N 7)LU=7 AOs Il ZE{b7 5 SisN4

.%% 9“4-‘7:E y Ft 5 9 ‘y 70 Electroplated Diamond Thread Mill

ED-PNT

SAVFvT RULEYF (TP) 0.5mm ~2mm

Lineup Thread Pitch

SERREIRFANUD)LFEREIEEET. (F8HDVET 1 FR (HER JIS2HR) DA—MLHR UM T HATEE

Simultaneous 3-axis helical interpolation enables the machining of metric internal threads with medium fit classification (formerly JIS Class 2)

7][] Iﬂ;ﬂ Number of Holes

) 7IL=7 Al20s PBIESE - EbT 1% SisNa
Work Material Alumina Tungsten Carbide-Silicon Nitride
TRELERE ; ;
Grinding Speed 20~40m/min 25~40m/min
?DEE 10~50mm/min 5~10mm/min

eed
THARS
Depth o?_Cut 0.01~0.02mm 0.0005~0.0Tmm
RQULITRE 2XDC(DC:4H%) (IEb)
Threading Length Mill Dia. Blind
TR EUHE AKAMEIHEHE (VU 1—ya vy, ) 5068
Coolant Water-soluble(Solution)(2%)
et ISAIF10I€V5

Machine Grinding Center

M3x0.5

Mé6x1
59T Holes

197X Holes
M10x1.5
59 Holes

[ Felig=rs

Tungsten Carbide

N 7)U=7F Al03

Alumina

Silicon Nitride

1 1 1

507 Holes ﬁﬁﬁ?ﬁﬁ

#EETRE
507V Holes UL
507\ Holes BRI

Still Running
507 Holes ﬁﬁ?ﬁﬁ

Il ={bT 138 Si3N4

. %% 9“4-\7 :E y F’ ll - 9 === Electroplated Diamond Router

ED-EM

SAVFvT 93175 ~¢ 12.7

Lineup

VHBAHEDAEWE EF I T TEBEMNLZRIR

High-precision machining is achieved through finishing operations with minimal depth of cut
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RAXREZEI
T140-0002 HZREWE)IIXERRI14-12-6

RIY—PA R+ )Y T— 198 TEL(03)5715-2966
iz SR e

A TEL (042) 645-5406

T550-0013 ABRAFABRMIFEXHTEI2-18-2
F—IRI—tEVH—EIL 8F
7TV —2 3 VEER

TEL(06)6538-3880

T451-0051 ZEBHELZHEHAXAIEIHFEIZ-1-17
BIZrium ZEHE 45

(TEOHIHHHE SHERIE - >: 1=5—vavIArl

TEL(052)589—8320

0120-41 5981

[555-957 ] 0533-82-1134 [35355-vavema] hp-info@osg.co.jp

G = T
& B & A

Hi

a TEL (022) 390-9701
] TEL (024) 991-7485
b7 TEL (029) 354-7017
E TEL (0270) 40-5855
#H= TEL (028) 651-2720
b TEL (025) 288-3888
R TEL (03) 5715-2966

n TEL (0533) 82-1145
b TEL (0566) 62-8286
TEL (052) 589-8320
= TEL (058) 259-6055
P11 TEL (077) 553-2012
FR TEL (06) 4308-3411
a TEL (078) 927-8212
R TEL (076) 268-0830
TEL (086) 241-0411

&R fg
o
]

TEL (046) 230-5030
TEL (0266) 58-0152 5 TEL (082) 532-6808
TEL (0268) 28-7381 M TEL (092) 504-1211
TEL (054) 283-6651 e TEL (093) 922-8190
TEL (053) 461-1121 HE & TEL (096) 386-5120

S I
=

B

/N BECBENWNERE L DIC

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

OSGRIEE

Copyright ©2025 OSG Corporation. All rights reserved.

+ "ERICOVNTE. BICHR - MRZT>CTHBDERIDT. FEFLEANYOTEHILRZ

BEIIHEHHDET,

Tool specifications are subject to change without notice.

« AEBBABORETER - BRZRUIT T,

N-139.512.BH.BH (DN)
25,08

A-LASi—-H%n=4t

axw-via
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