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AI%*EEEEQ*f ‘\7:‘E > FUJ#%’I‘E Features of synthetic single-crystal diamond

fERAUDEELCVS (100H) OCIBORERENLTELCNE T,
—MEFII (110) [CHMRLTVERT, SHHA TS,
IENICHESNEREDBHECHERI DD CTRENLTELCNE T
(RARFAVEY NEFEMICEDRBEICNSYFRHDET),

- BUIBICRRERERIGN TEXT,

-Tool manufacturing quality is stable because the crystal orientation is fixed (100 faces). Can support wear
registance orientation (110 face).Please contact us.

-Quality is stable as crystals are grown under an industrially controlled environment
(the quality of natural diamonds varies depending on the location where they are produced).
-Stable diamond provision that is not impacted by political unrest.

HES A1 VENERIN I Single-diamond special processing machine

L4V H5%ERE 6 SV 5% R HAYHAZ L *iFE a #*FHE b

Diamond blade tip angle Diamond tip Diamond size  Clearance angle a Clearance angle b

15°~180° 0.03 ~ 250(mm) (%) (sting) | 2 ~5 (mm) 0°~15° £ (optional)
HRELNDEBOTEERRBITEEDEICLIVREVLET,

»*Dimensions for each part other than those shown above can be determined through separate discussions.

R/ E; KENEEEFMDBER  Manufacturing range standards
a
)

315—ZXAT7IIAF YT Muller grooved Throw Away Tips

%ﬁﬂﬁﬁﬁ@ E § Manufacturing range standards

]

A1Y %A 0 1Y% R ALY HA1X 4 *kF A a WA b
Diamond blade tip angle Diamond tip Diamond size  Clearance angle a Clearance angle b
15°~180° 0.03 ~ 250(mm) (%) (sting) | 2 ~5 (mm) 0°~15° EE (optional) ZIRTE &L Please indicate.
a KRECLADEBDOTERIESITEEDEICLINRENLET
© % Dimensions for each part other than those shown above can be determined through separate discussions.
2+ 2O DBAAZIK Basic Shank Shapes &' A PEBDOO—IEIB Diamond Section Brazing Point & A PEBDO—¥ET5E Diamond Section Brazing Method

Sedhe R
C® O
( SEdh A CEISF)
Left side of tip (right-hand)
P e
NN O T f (o) |o-ssr7oat
Brazing type with lid
‘ @ SeEI—F (BT
Left corner of tip (right-hand)
‘ SenEa—7 (EBF)
@ R\gﬁcomevofupUefl—hand) EAO—EL1T
Insertion brazing type
— OF
Left side
C@F. ]
Right side
S @ 210
Left slant
a0
ght slant

V
A

DEOEOOO®O

A0
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E' ‘:EII:E-EQ\\{ _\7 :E y RIE: Single-crystal diamond tool

i !‘:I!U:HEIEI y‘/fJ('JE "/ FITQ\‘O)#‘?& Features of single-crystal diamond tools

[F/XA=bIL] BROBE
FEIICKDREMNT
(BAERSL. 72U
fhs) PHHEENT Ok
0935 L. BFEF. L
YAy — &R HTE
BY—)LTY. HHTIF
AISBBERIIVEYR
ZERALTVETD,

Single-crystal diamond tools
allow for surface processing
with mirror-finished surfaces
(photoconductive drums,
acrylics) and fine-groove
processing (holograms,
diffraction grating, lens sheet
dies) using nanometer-class
sharp edges. Synthetic
single-crystal diamonds are
used in EISEN tools.

LLC

LLT
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ANIEFHERIM1VERFEM synthetic single-crystal diamond

2257/ MMDFSE X250 The edge of Muller Bite

=

HERAIVENRDYE—

Single-diamond cutter

7oV IVEEE T

Example of miller-like finishing of acrylic product

S315-207914Fv 7 LLCYY—=X Muller Throw Away Tips LLC series

ﬁﬂj( Dimensions

@ O

T Fv7 C-D-E-F-M-VZl
T-Type Tip C,D,

KB RBOBENALLET

E, F, M, V-Type Tips

JU=547 FvT
Free-Type Tip

FvT

»*We can handle orders for other special dimensions.

Sa5—/\( b LLTYU—-X

ﬁﬂj( Dimensions

Muller Bite LLT series

1E=X847

1-piece Type

Tungsten carbide

A

Bl) RESAT

26—Z2&147
2-piece Type

SC#t

SC materials

% ,,,,,,,,,,,,,,,, s

1-A-I Example: Standard type




Sa5—IVRIN RIIFHAT LLMIYU—-X (EvF—AHv k&HbD) TYPE- 1
Muller End Mill Square Type LLM series Center Cut Type

ZaS5—IVRIN RIIFHAT LLMIYU—X (EvH—Av MEL) TYPE- I
Muller End Mill Square Type LLM series Non-Center Cut Type

o , HME IR BETR IR £ o ; SE  FIE BETR IR 2
Produtgﬁjmber Prodifﬂr:ame ?I'{Z T L1 oY L Produuc?ﬁmber Produﬁﬁ\wame ?'{Z T L1 oY L
yp Diameter Blade length Leghteneshiead  Shank diameter ~ Body length P Diameter Blade length Leghteneshfead ~ Shank diameter ~ Body length
—HH LLM — 3 LLM -
LLM-1.0 | 4 82N, 10 | 15 | 15 LLM-40 | 52NN 4 6 |4~6|
— — LLM
LM15 | BN 15 | 15 | 15 LLM-50 | 450 2ottt 5 8 |5~6
; - 50~80 —#7 LLM
m20 | o8P, 20 | 2 | 25 |4~6 LLM-60 | g60 i 6 10 16~8 | 150
: — —#H LLM
LLM-30 | oHBLM 30 | 3 4 LLM-8O | 480 z>¥3n 8 5 8710
=y LLM-10.0 | , J8ALM 10 10
LLM-4.0 | 4467 ukey |TYPEI| 40 4 6 $10.0 LrES
: 50~ 100 LLM-12.0 | 87 Ly 12 12
—#H LLM $12.0 T R3L
LLM-5.0 2LM 50 | 45 | 8 |5~6
950 T LLM-140 | ;8L 14 14
LLM-60 | ,GRALM 60 | 3 | 10 |6~10 e 20
o ' 150 | LM60 | ,;08BMY, TYPET 16 | 4 1
LLM-8.0 $8.0 IR 8.0 15 8~10 LLM-18.0 —H X LLM 18 18
A LM 100 | 3 15 | 10 |50~200 — 50~200
LLM-100 | g10Toksw : LLM-20.0 |y Bt 20 20
LLM-250 | zoee LN 25 25
LLM-30.0 | 4a0aatid), 30 25 | 30
LLM-320 | 4apa it 32 32
- e — —
— LLM
LLM-100.0 | 500 UM, 100 | | | 100 | |
S25-TYRSIL K—HT LLBYU—X TYPE- 1 (5—)UL) S25-TYRSL -7 LLBYU—X TYPE- I (5—/(&H)

Muller End Mill Ball Type LLB series Non Taper Type

%

Product number

E=tas

Product name

217
Type

siE
¢D

AE BTR WwiBk

T

L1

oY

Diameter Blade length Lenghbeneainfiead  Shank diameter

Muller End Mill Ball Type LLB series Taper Type

e

Product number

E=tos

Product name

2147
Type

HE
T

Blad

LLB1-RO5 | ;HHROS 10 | 1 1 LLB2-RO.10 | MR B0.10
LLB1-RO.75 | FMPROLS 15 | 15 | 15 50~80 LLB2-RO.15 | FHRA%LS
LLB1-R1.0 | MARIO 20 | 15 | 15 |4~6 LLB2-R0.20 | ;M7 8020
LLB1-R1.5 | i MARLS 30 | 3 | 4 LLB2-Ro.25 | ;A R02S °
LLB1-R20 | ;MUR20  |TvpET| 40 | 25 | 5 o LLB2-R0.30 | ;M7 B0.30
LLB1-R25 | HAR2S 50 | 3 8 |5~6 LLB2-R0.40 | ;M7 B0.40
50~ 150 TYPE I
LLB1-R3.0 | MAR0 60 | 35 | 10 |6~10 LLB2-RO.50 | ;MR 80.50
LLB1-R4.0 | ;MARLO 80 | 45 | 12 |8~10 LLB2-RO.60 | ;M7 800
LLB1-RE.0 | i MARSO 00 | 55 | 15 | 10 |0 LLB2-R0.80 | M7 RO80
LLB2-R1.00 | ;A B1.00 ‘
LLB2-R1.50 | FHBELSQ
LLB2-R2.00 | M5 0200

R &R
oY L
Shank diameter ~ Body length

6 |60~150

ZaS—EBODIVRIIIL LLVIYU—X Muller End Mill for chamfering LLV series

2% £ EHE D BEO FEW kg 8L
Product number Product name Tip diameter Tip angle Blade length Shenk dimeter Body length
LLV-2.3 F&£2mm 30° EE IRV 2 6 50
LLV-4.3 FER4mm 30° EE) I RIIL 4 8
LLV-6.3 FH{E6mm 30° @MEII LRIV 30° 6 10
LLV-8.3 FR8mm 30° EE IRV 8 12 60
LLV-10.3 FHF=10mm 30° EE) IRV 10 16
LLV-245 | ®Eemm4s @BUTFwr | 02 2 6 o
LLV-4.45 FER4mm 45° EE) IRIL 4 8
LLV-6.45 FE6mMm 45° EEV IRV 45° 6 10
LLV-8.45 FER8mm 45° EHV) I RIIL 8 12 60
LLV-10.45 FE10mm 45° @R IRV 10 16
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L L M 215-IYRI AIITH4T LLMYU=X

Muller End Mill Square Type LLM series
AN . .
FEAK Dimensions

AT 1 w2 a—hk &)

24T T w22—hybialL
Center Cut Type Non-Center Cut Type
B HBHE
/ Tungsten carbide /Tungsten carbide
[=}
<

T e—

K3
| 50 50
> a2Hvb
Center Cut (A £ DY
) p1~4 ~4 4~12
9 ¢1~12 ~4 12

LLB 215-IYRI) R-Iby47 LLBYY-X

Muller End Mill Ball Type LLB series
/A NAY . .
FEIX  Dimensions

i >
=U. a Tungsten carbide
=S
,,,,,,,,,,,, >
Y
L
2471 R=0.1
Type-I R=0.1
L
s ©opem oo == ‘ﬂ
22 F—TI2RIVFE—IL TYPE-I H5k i
The edge of Muller End Mill Ball type-II
! ! V E 1 5—EH¥ D I |‘EJ[I LLVY U —X Muller End Mill for chamfering LLV series

FIX  Dimensions

32 5—EEYIRIIL FHEX 2000
The edge of Muller End Mill for chamfering
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Em,ﬁﬁ Quick delivery

—BHEVAT LICKDERNEEMNRAZERIRLE Ul (REMHASEHE) .

The integrated manufacturing system has realized innovative quick delivery (the shortest delivery time is 5 hours)

mrar |mp| PeorpcenmT |mp| e | RGN

manufacturing of metal core processing of PCD(PCBN) inspection shipment

TREERMER 1 ~ 2B/

1 to 2 weeks

sl mp | BHRERET | wWp| SIFR |wp | SHRE | wp | ZARE

order Drawing metal core designs Placing order with outside manufacturer  manufacturing of metal core acceptance check
-
PCD(PCBN)IT ®E it
Competitors |- processing of PCD(PCBN) inspection shipment

3iBE~25H

3 weeks to 2 months

%*ﬁfg High accuracy

T—IA-NELTOXREDEBRERBZ D LICUIBERBREI R EBRAERMCEMSNcEREDRTR
DI 7ETHRHTWNELET .
We provide only high-quality products based on precise grinding technologies and accurate measurement technologies, and backed by our long experience as a gauge manufacturer.
El=02
Chipping ' (4#tHE) (comparison with EISEN) SMEET EMHI#%(C
3\ L BHHI

Tool grinding by high-performance
machine

WEDMIT
[CKBEIE

Carbonization by X

WEDM processing

OELTE ORLTE

Bad tool Good tool

il

% = 7::“ (UI—)Ey Wide variety

PCD(PCBN) E#M XA—AICESOLNIFVREF TEME, PR, 1EREZ CIREVELE T,

We can propose the best tool material, shape, and performance regardless of manufacturer of PCD/PCBN material

|| St e | ftb %t conveiios

E VD eyl J/A—A RMA—A S EE

Tool material manufacturer Tool material manufacturer Tool material manufacturer

Azt B+t Ctt

Company A Company B Company C

Manufacturing of tool material

1:tln Purchase

T\ EFUVS

mammoss | S0 7
ROTEER | (g

Selection of best L:‘ri of tool ﬁ bg& IEG)E&;‘I’%{’E

e Customer
material and designing of tool L%E% Designing and manufacturing

n tion of tool

TERME

Manufacturing of tool

—_

J
Hjﬁ Shipment Hjﬁ Shipment

DIAMOND CBNTOOLS /




PCD/PCBN tJJHll - TR

ﬁ%’i‘%;’ﬁ%wi/—ﬁ\‘o)##fﬁ Features of extra high-pressure sintered tools

14 EVR (CBN) #i
FEIAVY (R, &5
SYUR) LEBICHEER
E (1200CM L. 4~
BHAKE) CTHEEERLE

— BB IR ZE S
#ECO—fFL. Ak
ZIREMIUCIETY,

This tool has a polished
tip and is made by brazing
a material created by
sintering the diamond
(CBN) grains with a binder
(metal, ceramics) with high
temperatures and high
pressure (1200°C or more,
40,000 to 60,000 hPa)
onto a metal core.

8 DIAMOND CBNTOOLS

BREREEDIEDT
How to make the PCD/PCBN

=) /m SE

High temperature High pressure High temperature

v ¥ v

24 EN (CBN)¥LF

Diamond (CBN) grain

BB AR

=.B8

BEEREE LR OMERER

Sectional model diagram of cutting tool

Tungsten carbide board

A1 ER(CBN)

Diamond (CBN) sintéred body,

(S5 EALS

4

Brazing

ABEE B EE

Tlrgsten carbide Board

=E

High pressure

A—fti¥ )

Metal core

BERFEEHEEIAACDUNT  PCD/PCEN and Work Materials

PCD/PCBN cutting tool-wear-resistant part

LAV ENREE
#5{A. CBNEE
EE =)

Diamond sintered
bodies and CBN
sintered bodies

TILZIEED
hefghnT

Lathe processing
of aluminum

@5 1V EVREHEFTE—-PCD(ED)

Polycrystalline diamond tool - PCD (ED)

PCD% NBICIRAT LI LIS LR (FLI=
L3R, €537 £ &, H—H>. MMC.CFRP. etc)
RN T IS BT NN ERIELE T . £7-. 188
BCRAT B2l AL BOREHEARNET,

By adopting PCD for the edge, this tool is very effective for the cutting of nonferrous metals
(aluminum, copper, biscuit-bake ceramic, carbon, MMC, CFRP) and plastic.Part life can be
extended by using this tool for slicing surfaces.

REG—BESEN10~501F

WS- REA S (IS AV ST T TR ET,

&

Features -Long-life ; 10 to 50 times compared with the tungsten carbide.
-Roughness ; Nearly mirror finished surface processing that cannot be realized by the
tungsten carbide.
tHiE | - 7’[65!/“ HEu HE HHIM R U H%E
Kind of PCD | Knoop hardness | Grain size Features Workpiece material and application
ED-1 0.5~1 | BLWREMEELEN | TF2XF97 (T7U)
i LEEEFES | PG
hEY, (Wi L]
High fracture-resistance. Plastic (acrylic)
Can obtain good finished Aluminum
surface accuracy. [interrupted cutting]
ED-5 2~5 THEEFEIEICBN, £ | TIIEE
RIFL4E LEWEEY | HER
Bo5hEd, Aluminum
Superior wear resistance. Copper
Can obtain good finished
surface accuracy.
ED-10 10 —MBMIAOE—IL | 7ILIEE
6500 FIREATTT, HEE
~8000 Good all-around tool for Aluminum
general cutting. Copper
ED-25 25 HTBEAN RO | NI TLIE
TIHERMICENT | H—A T30 T BRSR
WET, High-silicon aluminum
Strong cohesion Carbon, biscuit-bake ceramic
between grains provides
superior wear resistance
ED-50 ~50 | B iR | MMC
FEHIELTOET, | CFRP
Superior wear-resistance
and fracture-resistance.

Eﬁﬁﬁé Re-sharpening

S OBREERRERIMTICKIDIHmER
DMURENEDE T X BRI ZLICK
DRIBICPEULEENTT .

EISEN's highly accurate re-sharpening technologies can make your tools as good
as new. The ability to reuse tools in this manner supports economical operations.

OCBNEEfHA TR~

Polycrystalline cubic boron nitride - PCBN (EB)

PCBN% X &R B EICINRERD T EMFHILE
NS, SRR UTREE SO TICHENTIShARD N
EFRELET,

By adopting PCBN for the edge, this tool is more effective in cutting hardened steel, cast iron and
heat-resistant alloys than tools made with conventional materials.

GERBTBIIN TICERAFL CE A SH - SR E 5850 U H]

Features

MMITEET,

PCBN(EB)

-$58%(FC,FCD)X®/\ILT o —NVSR) B ED SR IEIE R B
DYHEIMNTICHENT =Xy bR BEE £ ICHENER

LIHI.

REWILERTRICLET,

NAZ BEEHEHR. ORI XTI EDTREE
2DEIHIIN I TEET,

-Can cut hardened steel and hard cast iron that in the past could only be cut with the help

of grinding.
Realizes faster cutting speeds and longer tool life, compared to cermet and tungsten
carbide, for cutting cast iron (FC, FCD) and ferrous sintered metals such as valve seats
(VSR).
-Allows for the cutting of high-speed steel, hard cast iron and heat-resistant alloys such as
Inconel and Stellite.
i y_jﬂ}{?/m *ifEu | CBNEHE /N4 WHIM RO RS
Kind of PCBN | Knoop havdngss Grain size | Content of CBN / Binder |Workpiece material and application
EB-10 2 CBNEHRBI0% | binihsk
XZIVINALH° fi#ha &
Content of CBN9O% [BERAET MR T]
Metal binder Gray castiron Heat-esistant alloy
int cutting that g heat]
EB-20 2 CBN&EE£90% Eﬁ;‘;ﬁ%‘iﬁ%
FHELFRNALE | BREERE
Content of CBN90% [Er#EtIEl]
Titanium binder Hard cast iron  Ferrous
[Heavy interrupted ci
EB-30 | 3500 2 CBN&H270% | #AM(HRC45~65)
~4000 BILFL TN 4 | BB T EINT]
Content of CBN70% Hardened steel
Titanium nitride binder [Continuous, interrupted finish
cutting]
EB-40 2 CBN&H850% | BAM(HRCA5~65)
BikFa Ry | [EEHEH]
Content of CBN50% Hardened steel
Titanium nitride binder [Heavy interrupted cutting]
EB-50 4 CBNEHRT7S% | BREE2R
FHLFRNTLA | DERIT]
Content of CBN75% Ferrous sintered metal
Titanium binder [Continuous cutting]

PCBNTOI T3, #HHEI# OH R 5 DEVPHEIB O MEIC L) TREFGH KE

EREhEY, TEMIEREICLAVEL TS ETIMED

KTZELN,

For the cutting by PCBN, the life of the tool can vary greatly depending on fine differences in the
work materials and machine characteristics. Please contact us for more information on selecting the
best tool materials.

Before

After



PCD Lathe center / DP Lathe center JK/JQ series

(B fizmm) (Unit: mm)

mE

Product number
JK-1 MT1 PCD 3 12.2 12.065 25 57 82 3.5 9
JK-2 MT2 5 18.0 17.780 31 69 100 5.0 14

KRECLIIOMTICHH BN ZLET,

% Can provide MT other than those above.

(BEAZmm) (Unit: mm)

mE

Product number
JQ-1 MT1 ) 122 12.065 25 57 82 35 9
Ja-2 MT2 SR 18.0 17.780 31 69 100 50 14
Ja-3 MT3 Do o 24.1 23.825 39 86 125 50 19
Jo-4 MT4 31.6 31.267 46 109 155 65 25

NKRELISOMTICHIIEWNELET,

% Can provide MT other than those above.

PCD Centerless Blades JL series

SLYIE T S VERS L1 TITE

AL T4—REAT Diamond width Diamond section length Parallelism
Infeed Type 1mm ~ 10mm ~ 300mmiz2fE 5um/100mm

T L1
|

V7927 v bock

L=100
B - F17E0.005mmElA/100mm

Perpendicularity/Parallelism : Within 0.005mm/100mm

[ ] AT
| oy

= - L2290, BIEF Gauge Contact,probe
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PCD m‘j.,g*i:j: :E: PCD wear-resistant part

/K PCDL—AtY%/DPL—2tV%5 JK/JQAYU—X

ﬁﬂk Dimensions

SIERY A VEVRFE
SAPEYRI—F 4V
ZEd CETRRDETE
BEHOV-RAEVIK
b 50 ~ 100 & D it B
FEMENEESNET,
Polycrystalline diamonds
and diamond coating
provides wear-resistance
50 to 100 times

greater than that with

conventional tungsten
carbide lathe centers.

ij( Dimensions

]L PCDtEVZLURATL—R JLYU—X

AN=TF1—RaA7
Through-feed Type

PCD(ZERIAVEY
R) OTHEEFEIEIC KD GER T L
DBEEEZEDHICE
ESREMIESNET,

The wear-resistance
of PCD (polycrystalline
diamonds) allows for tool
life much longer compared

to conventional tungsten
carbide tools

< PCD:FLm IJ|I:|:|':| PCD All-purpose products
: IJ [ PCD¥ 22— pcp snoe -
/ ‘ uﬂ 22 —DLFBl Example of typical shoe

O| 0| |

BREAE. MTAE0R
/UMY EEDUICE
FAMERE TE%TREL) @ @

eLET, BIEDOESE I
SblC&bBEROERE e
BOEREEIRNT DY
HENET.

We can propose special-
purpose, wear-resistant
jigs that utilize the
expertise of our inspection
jig and processing jig
designs. Long jig life
helps to lower costs by

reducing the number of
ired h b
USRS o SRS R ARSI T AR S B ICEY 1 —DEERIENE I
HEFEDFRT,

BHSDBREDNLICHRAWVNELET
Long shoe life is essential for controlling the work's clearance and maintaining high-precision processing.
Processing products of various dimensions is possible.

| O bIAMOND CBNTOOLS




PCD1 MZ_)'JI) "E“I JMY/ U —Z PCD 1 flute square-end mill JM series

- . 57 N UIRETR o 25 A

T L1 oY L PCD

PCD2HAIV R JNVU—X PCD 2 flute square-end mill JN series

= ; SE VIR ETR R &K i
o = 17 D T L1 e L PCD

Froduct No. Product name Type Diameter Blade length Leghbeneahtead Shank diameter Body length  Kind of PCD Product No. FlEHUE RETE T8 Diameter Blade length Lenghbteneaiifeal Shank diameter Body length  Kind of PCD
18 F$2.0PCD 2K Hp4.0PCD
JMD-2.0 | ZZTFI RN | Typel| 20 6 IND-40 | ZZIF7IRIL |Typell| 40 | 4 8 40
PCD 1 flute end mill 3 3.0 PCD 2 flute end mill
D30 | 1EHESORCD I ryper| 30 7 ND-50 | ZETEO0PCD I rypen| 50| 5 | 10 60
6.0
D40 | EHEAOPCD | ryper| 40 8 | 40 | €0 JND-6.0 g’fg;?;_eggig?b Typell 60| 6 | 12
D50 | 1EHEOOPCD et | 50 | 4 | 10 ND-70 | ZEBETOPCD rypen| 70| 7 | 14
~ 6.0 =~ 8.0
D60 | EHLEOPCD | 1yner| 6.0 12 ED10) | npgo | ZEHEBORCD | ypen| 80 | 8 | 16
~ ~ 80
141X ¢7.0PCD 217 # $9.0PCD
JMD-7.0 | ZEZET0, | Tyeel | 7.0 14 . IND-9.0 | ZHFLTVNGL [ Tyeel| 90| 9 | 18 00 £0.10
mp-g0 | EHEBOPCD | 1yner| g0 16 ND-10.0| ZEHTQ0PCD | ryper| 100 | 10 | 20
~ 5 80 ~
D00 | WEHEIOBCD - ryper| 00 18 ND-120| ZEHST120PCD Iypen| 120 25 | 120
~ 10.0 ~
amD-100| EFSTOORCD | yper | 100 20 ND-14.0| ZEHSTAORCD Ipypen| 140 100
= ~ 30 | 16.0
% LR OBBRRITOEE L CHEMIBIC TRV LET, ND-16.0| ZETLIOORCD I myper| 160 | 12
X3 HLLE, PCBNIFZFEERTT, 245$18.0PCD
% Special products other than those above can be produced with a short delivery date. JND-18.0 Z7IT’I;F=}I« Typell| 18.0
%We can handle special orders such as for PCD with 3 or more flutes and PCBN. K720 OI;CD 35 20.0 | 105
IND-200| SETLNED I Typer | 20,0
%%f’ﬁﬁ[ﬁ%ﬁﬁ@@ﬁ Available Manufacturing Sizes
i e bAxzs
Product No. Product name Diameter
JMB | 1#FIPCBNIR3IJL PCBN 1 flute end mill 2.0
JNB | 28 PCBNIK3JL PCBN 2 flutes end mill 3.0 MEESMCOXELTH MR AL,
— SHALLEPCD / PCBNI AL PCD/PCEN 8 flutes or more end mill 4.0 #Please contact for information about other sizes.

JB/ JCYU—X

JB/JC series

ﬂ%ﬁ Dimensions

R+0.02

Xaf& ffffffffffffffffffff T

L1

JB / JCYVU—XFZEEEEMTY . JB/JC series are special order items.

@ﬂzﬂﬁg%ﬁo)gﬁ Available Manufacturing Sizes
% e g2

Product No. Product name Diameter
JBD | 1MHPCDA—ILIRIJL  PCD 1 flute ball-end mill 2.0~10.0
JBB | 18 HPCBNAK—JLIR3IJL PCBN 1 flute ball-end mill 2.0~10.0
JCD |28 FIPCDAKR—ILIZRIJL  PCD 2 flutes ball-end mill 5.0 ~20.0
JCB |28 FIPCBNAKR—ILIRIJL PCBN 2 flutes ball-end mill 5.0 ~20.0

XEEIMCOZELTH I IZE L,

%#Please contact for information about other sizes.

JVIU—X

JV series

HZR Dimensions

JVIU—X([EZFEERTY .

JV series are special order items.

F&l/\1~(37,388)

Straight tool with asymmetric cutting edge (37, 38 types),

&)\~ ~(358)
Straight tool (35 type)

R L R L
10°
N ——
= @
|l [
AL/~ (49,518)

Thread cutting too (49,51 types)

—

L

RYID-BATUNA M (43,447
Cutting off tool (43, 44 types)

JU<DINA N(47EY)
Drilling tool (47 type)

R =

| [

:

[ *ZOMEHIRS
bEIBDIET,

#We can accept orders for
other special products.

DIAMOND cBNToOLS | |




PCD/PCBN t)J‘E'IJ ° ﬂﬁ‘jﬁélg PCD/PCBN cutting tool-wear-resistant part

]M PCD/PCBNX?ITI‘/FE}D PCD/PCBN square-end mill

R, &EHERD PCD/
PCBNZRII7 IV R=
TS, Yy—TJI—F
[CXINTE, Ffe/TUA
LY UDRENDENT
BTY,

These PCD/PCBN square
end mills offer long life and
high performance. These
tools can process sharp
corners and generates
only small amounts of

burrs and peelings. ﬂﬂﬁ BinEisieis

TYPET 18F 1 fute TYPET 2#0H 2 fute
30°

T e e 1 L e == —

! ]

L1 L1

oYh7

oYh7

B PCD/PCBNAR—=IVLYFINV pco/pean ballend mil

1KH 1 fue 2KH 2 flute

1A, A D2ERE=
CHEVLEL. T
EBEDRYAIXADIE"
FEMEICHBRBITLET,

1-flute and 2-flute ball-
end mills are available.
We can deliver the tool in
the specified R size with a
short delivery date.

V PCD/PCBNZ3 I pcp/peeN turning tool

HAUEIEE EIEIZT D
DTETITABDCTIE
RBICRDY A LORZE
EETDIENTRETT
Just one tool can handle
both rough and finish
cutting, so time loss due

to changing tools can be
greatly reduced.

EUTARES Straight tool ERE VAR (N Straight tool with asymmetric cutting edge 2= - EANNAR Cuitting off tool

| 2 DIAMOND CBNTOOLS




T&Y

JX series Type T

JX series Type S

PCD XO—=79 x4 F w7 PCD Throw-away Tips
CF REREE B VES
=]=) S

Product No. 0l o

Inscrbed circledameter —— Thickness — Hole diameter

/—2ZR

R

Nose R

WA

Clearance angle

IHE HiE

U Material

Blade length

CE!

JX series Type C

DEY

JX series Type D

VE!

JX series Type V

TPGN110301-ED10 0.1 34
TPGN110302-ED10 02 33 PCD
© 6.35 3.18 - 11
ok TPGN110304-ED10 04 32 ED-10
%if TPGN110308-ED10 08 29
g TPGN160301-ED10 0.1 44
TPGN160302-ED10 0.2 43 PCD
9525 318 = 11 e
TPGN160304-ED10 0.4 42 -
TPGN160308-ED10 08 39
TPGW110301-ED10 0.1 3.4
TPGW110302-ED10 02 33 PCD
6.35 3.18 34 11
TPGW110304-ED10 0.4 32 ED-10
TPGW110308-ED10 08 29
TPGW160401-ED10 0.1 44
TPGW160402-ED10 02 43 PCD
9525 476 44 11 R
TPGW160404-ED10 0.4 42 -
TPGW160408-ED10 08 39
TNGA160401-ED10 0.1 44
TNGA160402-ED10 02 43 PCD
9525 476 381 0 ED10
TNGA160404-ED10 0.4 42 -
ﬂ%’ TNGA160408-ED10 08 39
Ac SPGN120301-ED10 0.1
S SPGN120302-ED10 0.2 PCD
127 3.18 = 11 46 ST
SPGN120304-ED10 0.4 -
SPGN120308-ED10 08
CCMW09T301-ED10 0.1
. CCMWO9T302-ED10 02 38 PCD
» 9.525 3.97 44 7
&7 CCMWO09T304-ED10 0.4 ED-10
* § CCMWO9T308-ED10 08 37
° CNMA120401-ED10 0.1
CNMA120402-ED10 0.2 46 PCD
EJ 127 476 5.16 0 i
CNMA120404-ED10 0.4 -
CNMA120408-ED10 08 45
DCMWO070201-ED10 0.1 3.1
® DCMW070202-ED10 02 3.0 PCD
g 6.35 2.38 28 7
£q DCMW070204-ED10 0.4 2.8 ED-10
RS
g DCMWO070208-ED10 08 25
DCMW11T301-ED10 0.1 37
DCMW11T302-ED10 02 36 PCD
9525 3.97 44 7 R
DCMW11T304-ED10 0.4 34 -
DCMW11T308-ED10 08 30
DNMA150401-ED10 0.1 47
DNMA150402-ED10 02 46 PCD
1270 476 5.16 0 ED10
DNMA150404-ED10 0.4 44 -
DNMA150408-ED10 058 4.0
VCMW110301-ED10 0.1 42
K} VCMW110302-ED10 02 40 PCD
5 6.35 3.18 28 7
£g VCMW110304-ED10 0.4 36 ED-10
A
3 VCMW110308-ED10 08 27
VNMA160401-ED10 0.1 6.4
VNMA160402-ED10 02 6.2 PCD
9.525 476 3.81 0 ED10
VNMA160404-ED10 0.4 58 -
VNMA160408-ED10 08 49

MRELNDPCDRZZEEELNET,

#PCD other than those in the above table can be specially ordered.

DIAMOND CBNTOOLS | 3




PCD/PCBN t)J‘E'IJ ° ﬂﬂqﬁélﬁ PCD/PCBN cutting tool-wear-resistant part

PCD/PCBNAUT AT 7 pco/pean Thowanay Tiss
X [BEDFI] TPGW160404-ED10 TEIPCDF v

[Example of type number] T type PCD tip
BETBEEELZE0,

ERIRSMCEELT Please specify the type\number when contacting us.

BOET. MRIIHLT KZOBEFATMRBIZHEHIET,

BRULIEEL, 3% We can accept orders for other special products.

e, BERROTL—

NHMIFBDTEHDTTRET .

b LlbCyscichd FyTIU—HEATY 3V TIRETEET.

Various types are
available.

Please select the product
based on the intended
application.

Also, please ask about
the various chip breakers
that can be attached.

Chip breakers can be added as an option.

F v T TL—hDORRA

Example of chip breakers

<

/q—\
K

PCBN 2O0—729 x4 F v~ PCBN Throw-away Tips
E MNiEMER B&
o 6d S

Rroduct No. Inscribed circle diameter — Thickness

REE /—ZR A AR

® R T

Hole diameter Nose R Clearance angle ~ Blade length

117

Material

1
1FS . TNGN160401-EB10 0.1 4.4
JX series Type T e
& g
& TNGN160402-EB10 02 43
"3 9525 476 - 0 PCEN
3 : : EB-10
TNGN160404-EB10 0.4 42
L@J TNGN160408-EB10 0.8 39
1
SE o SNGN120401-EB10 0.1
JX series Type S o
£
RS SNGN120402-EB10 0.2 bCBN
@
8 12.7 476 - 0 46 EB-10
SNGN120404-EB10 0.4
5
SNGN120408-EB10 0.8
1
C& N CNMA120401-EB10 0.1
JX series Type C )
{ﬂf ©
=8 CNMA120402-EB10 0.2
Hs PCBN
8 127 476 5.16 0 46 EB-10
CNMA120404-EB10 0.4
LSJ CNMA120408-EB10 0.8
1
D2 o DNMA150401-EB10 0.1 47
JX series Type D :‘%f
‘?E [0
RS DNMA150402-EB10 02 46 ooEN
2 12.7 476 5.16 0 EB-10
DNMA150404-EB10 0.4 4.4
bj DNMA150408-EB10 0.8 4.0
1
VA VNMA160401-EB10 0.1 6.4
JX series Type V o
% 8 VNMA160402-EB10 0.2 6.2
"3 9.525 476 381 0 Foen
© VNMA160404-EB10 0.4 58
VNMA160408-EB10 0.8 49

| 4 DIAMOND CBNTOOLS
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% PCBN other than those in the above table can be special

Ily ordered.




JPYY—X JP series

JPYU—XIIZEEFERTI - JP series are special order items.

P PCD~ “:—:/‘/7\‘])—7 PCD burnishing reamer

ﬁéﬁ Dimensions

BETETRESNEN
EHELRFHMINA
BECY. FBRICLD
DYVNAMIIC KD EHE
EEHENET.

It has realized the nearly
mirror surface roughness
and long-life processing
that cannot be obtained by
tungsten carbide tools.

The multistage one-pass
processing enables highly
efficient processing.

W I Difficult-to-work
material

.tss“)az% Ceramics

ZIW=F (Al203) V)37
(Zr02) /BRAET A% (SiC) /Z1k
7IL=(AIN) ~ZE{bT 1 3R (SiaNa)
S A=ISANATT IS B
{ERDFROROYF A ~S5R) [BN]
/S RAEMRDFROGROYA—INAH)
[B4Cl A®E-2UA [Si0]1/57
AT /S TISANER S A—RY

Alumina/Zirconia/Silicon carbide/Aluminum nitride/
Silicon nitride/Cordierite/ Steatite/Boron nitride/
Boron carbide/Quartz/Sapphire/Ferrite magnet/Carbon

.ﬁ’%% Metal

EE%% [WC] Tungsten carbide
gyﬁxj_'y [W] Tungsten
5L [Ta] Tantalum
EUTFIMo]  wolybdenum
’f)j*}[} Inconel

.@é*j Composite material

MMC.“CMC

Metal matrix composite/
Ceramic matrix composite

KZDMEATTHEICE
FrLILFT!

#*We are happy to try any other materials

IF[CfZE!

Unimaginable Skill!!

MIYVTILDELZE

CHREESTEE LY,

Please enjoy the various processed samples.

Sample3

Ry NI (7IVIF)

Pocket processing (alumina)

Sample6

HWENMI(3—231h)

Combined processing (cordierite)

—@Jf}ﬁﬁ_{ﬁlﬁﬁ@gﬁ Available Manufacturing Range

EES

SeinEeD v 7EY 2K

Product No. Tip diameter ~ Shank diameter Total length

JPD

40~ ~320 ~ 300

MEEEIMCOEELTH TR LEELY,

% Please contact us regarding other sizes.

Samplel

WEYTINI (7ILIF)

Ultra-thin rib processing (alumina)

Sample4

RryMIZ[RERET—IDEE] (3-I 71

Pocket processing [composition of R, reverse R and taper] (cordierite)

Sample7

Yo INI (2N)ar)

Ring processing (silicon)

Sample2

WAMI[¢0.5 EH5mmEE] (7V3F)

Fine through hole drilling [¢ 0.5, thickness 5mm] (alumina)

Sample5

YT (ZBIET7 L)

Ring processing (aluminum nitride)

Sample8

ZENINI(7ILIF)

Polygonal hole processing (alumina)

DIAMOND CBNTOOLS |5




PCD/PCBN t)J‘E'IJ ° ﬂﬁ‘j.,;éIEg PCD/PCBN cutting tool-wear-resistant part

JDV Y —X(FEHFEERTI . JD series are special order items.

]D PCDF'})I/ PCD drill JD¥ U _X JD series

Hﬂﬁ Dimensions

FILZER. BIETSZ
B R oY1t N () RN G ——— ¥ ik
[CELTLET. 1BHE K s
UILIC AR GRS
# - BRENIZTERC
LET,

L

Perfect for boring aluminum
and reinforced plastic. This

series offers significantly /\
longer life and higher
processing accuracy than 3
tungsten carbide drills.

oYh7

L1

EE
Groove length |

Ré\f - BRI TA

For simultaneous boring and chamfering.

Q
¢D —0.005

%T’Eﬂﬁg%ﬁ@@ﬁ Available Manufacturing Range
& FinEeD v EeY =

Product No. Tip diameter Shank diameter  Total length
JDD 40~ ~32.0 ~ 300

XEAEASMCOZTELTH I IZE

*Please contact us regarding other sizes.

b= 7AY II m = ——
—
0) 2 oo u Entrusted Processing of Difficult-to-Work Materials

—§EWE|%73‘5%@:?:35’6@’6%3@5&(7’&3(,\— Please contact us to discuss anything from trial products to mass-produced parts.

® 1B/ S 275A CEA! s s o s ny oo

O TEEZBZBDIHRIHHB! ity 0 rge o

O ATEHA TN TIRD THITZRAEDMDINSIEUN o0 v crons st s o v s
O TEMEUICVDIT AT T BEFRIOEEUM e s s st s s
OFEL THEEZHELAMEL T+

CHBVED 2 mE-ER- S THFELILWELE T,

We can help and you will surely be satisfied with the quality, turnaround time and price.

a-j\ g *;% Customer,

7—JXiE ZENEMH XA
Workpiece drawing Order and supply of materials
e
Delivery
FAX-EX—JL
E-mail
BRIE TENEBRE S| ML S| &&

Estimate Not necessary to arrange the tools 1 Processing Inspection
'

7 ’r 'E 2/ /eden

| 6 DIAMOND CBNTOOLS




%‘_\:'_ngﬂ Quick delivery

—BEEYRT LMCKDEHNFENRIZRIBLE Ulc (RIGMEA 785D o

The integrated manufacturing system has realized the innovative quick delivery (the shortest delivery time is 7 hours).
» »
shipment

IRAEMER 1 ~2B™
=3

1 to 2 weeks
order

EH1BUE

S47CBN)fE  |mp

electroplating of diamond (CBN)

®E

inspection

BV EERST |-

Drawing metal core designs

SEFE |wp | BHE |

Placing order with outside manufacturer manufacturing of metal core

RARE

acceptance check

= srreene [wp| s = T

electroplating of diamond (CBN) inspection shipment

3E-E~25H

3 weeks to 2 months

',E.'—_.'*%E High accuracy

T —IRXA—HORERHIEM D TERICDENEINTNET,
@1 VI —FI)VDREIFE DEE TREDE T,

The accuracy of the metal core determines the quality of the internal tool

Accurate grinding technologies developed as a gauge maker can also be used for tools.

O=J/0/ADIMITZAHEICLET

Can process at the micron level.

H7370DIRNEE

Submicron-level run out accuracy.

AR R A%
Length measuring machine

FEEEM AT KB ERE

Noncontact roundness measuring machine

BRAOSEEEL 1 (BEY—)

Accuracy of external diameter after electroplating ; =1u (Electroplated reamer)

se=E/I\UI—y3y

Wide variety

BESTOMIEE LT —IMEBICRBIE IR ECREVCLE T,

We propose the specifications best suited for our customers' processing conditions and work materials.

REmMoFHER

Long-life High-efficiency

RN (Eom)

Bond Hardness Hard Soft

54 PEVR . CBNEL RERIEHL.
SRERIEAIEEIRTER T,

Can select long-life abrasive grains and high-efficiency
abrasive grains.

Hv350~Hv750F TAIEEEDIES
DRVREEIRTER T,

Bonds with four types of hardness between Hv350"Hv750
can be selected

ERE (Fe)

Concentration High Low

A (Rei%)

Thickness of deposits  Thick Thin

EHEZ40%~ 120%F T20%EAIT
HBETEXT . EEELTHH TIHEER
Z100%ELTVET )

Concentrations between 40% and 120% can be selected in 20% increments.
(The standard EISEN product has a 100% concentration.)

BIARZA0%~80%FH CTHEWEM T
ETEFT,

Deposit thicknesses between 40% and 80% can be selected
in 5% increments.

DIAMOND cBNTOOLS | 7




EEI#" =]
B2 /B _L_=—< Electroplated tool

%%Iﬁ‘@#%& Features of electroplated tools

B ECIAVPEYR
(CBN) WFZHEICE
[AVFTEEULCIE
T9Y,

These tools are made by
affixing diamond (CBN)
grains as a single layer
onto the metal core by
electroplating.

‘GJJTIX] Cutting edge
FAVEVR(CBN)KIF

Diamond (CBN) grain

ZwT b ikl

ﬁﬁ Metal core

EETEDOWEREI)

Sectional model diagram of electroplated tool

=HER

PNHHBL ESSyo 2 PREAR. BANLT
HREBELEOHHM ZERER-SRECIHNITE
7.

A very good cut means that these tools can handle difficult-to-work materials such as ceramics,
tungsten carbides and hardened steel efficiently and with a high degree of accuracy.

IR

Processing Examples

UL RIEDZETIVIZADINT

Processing of ceramics by machining center

BEE

Re-electroplating

B D BEHATEDDTRIEICPTULEENTT .

Reusable metal cores are economical and environmentally friendly.

IEREEREIM(CDNT

Abrasive grain types and work materials

.9“/{ _\7 :E y S Diamond

MERTRHEGEEES L FIv I IEOEHIM O
TISELTVWETS,

Diamonds are the hardest material, making them perfect for the processing of difficult-to-work
materials such as tungsten carbides and ceramics.

i) 1
ERUTROTENRETEZDT, TEOMIRE
ZOFFT—UICEET BN IHALETT

Intricately shaped tools can be produced, allowing the shape of the tool to be directly transcribed to
the work piece.

NI =EHD

Processing Examples

)

MYofpigos/

Before

After

OCBNQGQIABEEILIRTZR)  con e voon e

BALYERICRSCEIZB LR LS BOIMITISEL TV
%7,

This is the second hardest material after diamonds, making it perfect for the processing of hardened steel.

5(—7[;6;!;% Wig R FEFR HeHlAE 5(—7['6;?1%] fiHEE KPR S HHIA
& Ke/m' [C
ﬁgrod%pess ‘:rre‘s;‘:g?‘?:e Merit Demerit Work Materials Ifgr?jﬁwpess ‘::g‘g'ao‘ﬁae Merit Demerit Work Materials
8000 | 800 | FHICHELOT | BCHOTE | BELE 4500 | 1400 | #I3EV\DTER | FIVEANRICEN | #REE seo
BESE 53 | ATOFERAET | 73972/ —4vh SEROTACEA | BENFEE50T | SKH
VI ZEDHE | EELA, Bft-H52 TEEY, BRE&&E537 | SKD
MOMIICE | ZKRFEZRIE | MMC/CMC RARICRRES | REOHAIMOM | SKS
WTLET, BRITLOH | JUT> FLLOTHRS | TiEfEEcy, | SUS#
Because it is very %ﬁ}%@i]ﬂl(: HEE/h_’T\/ E@bﬂll:i@b’(
;Ws:dylgn;sp:;::‘e‘:s?nlz liz:lﬁ_]%_(“'d'o Tungsten carbide L\$T° Because it is not as
of difficult-to-work Because it is sensitive to Ceramics / cermet Because it is resistant hard as diamonds, it
materials such as | heat it cannot be used | Stone / grass to heat, it can be used | 1S Not as suitable for
tungsten carbides | for d grinding Silicon for both dry and wet | the processing of
and ceramics. As the carbon causes Magnet / carbon grinding. Because it dificult-to-work
chemical reactions, it is does not  contain material such as
not suitable for processing carbon as component, tungstgn carbides and
steels. it is suitable for the [ CEramics.
processing of steel.
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. P sig  mER AR B 2R MR
Product No. Product name .¢D T L1 ¢Y L Granularity
Diameter  Electroplatinglength ~ Groove length ~ Shank diameter ~ Overall length Diamond
IAD-1.25 | M3 GS NP S e holes 125 8 1.05 30 #200
IAD-1.6 | M3 B e otes 16 11 1.32 36
IAD-2.1 | M B E N TN R v venee | 2.1 5 12 1.82 38 #140
IAD-2.2 | N3OS NEE T s hotes 22 13 1.92 40
IAD-25 | N3O i oes 25 14 2.16 43
IAD-2.7 | MECo o i ot hotes 27 16 2.36 46
IAD-3.1 | M et e hotes 3.1 18 2.76 49
IAD-3.3 | MO e otes 33 20 2.96 52 #120
IAD-4.2 | N T N e rores | 4.2 24 3.86 58
IAD-5.0 | NSO S e noes 50 5 26 466 62
IAD-5.2 | M ia e ettt holes 52 28 486 66
IAD-6.3 | Moo e neiamt o holes 6.3 31 5.92 70
IAD-6.8 | MO e e otes 6.8 34 6.42 74 #100
IAD-8.4 | MU A e hores 8.4 7 40 8.02 84

¥ LA DIFHRMICOZELTHEMEC TEIFVAELE T,

% Special products other than those listed above can be manufactured with short delivery dates.

sig  BER 2 #R  ETR ooB 2R ME
L1

i g 21
P'OZE‘?NQ Pmdu%Cﬁame Dig:nl:e)ter E\ectrwl;gng length  Groove length  Length blgnzeat‘n head Shanﬁi\a(meter Overall\_lenglh GE;?:rlrler:gy
D20 |SZOEREEN | 20 | |7 | 1 | [ 4 |0
IBD-3.0 (S:r?ilo%ryg‘)ﬁgl(\;ukjlli/nd holes 30 1 16 . 50
IBD-4.0 | EHOLAAELL | s 40 17 21 40 55 | #120
IBD-5.0 Sﬁiloflé:riﬁgléukjlli/nd holes 5.0 5 23 26 6.0 70
1BD-6.0 gﬁiloflé:riﬁg.léuglli/nd holes 6.0 25 29 .

BD7.0 | BTOEREL | o | s ||
IBD-8.0 8§|P%r7<\;ﬁ8ﬂ'6uk;|ll/nd holes 8.0 7 34 38 . 80 #100
|BD_90 8?|P%r§§’6ub}|ll/nd holes 90 38 42 10 O 90
IBD-10.0 | N OENAEY s 10.0 41 45 ' 95

X ERLSDOEARICOZTELTOEMIICTRIEVNAELET,

% Special products other than those listed above can be manufactured with short delivery dates.

N BER Bk HBTR wIE 2R ;i{%
oD T L1 L2 oY L Granularity

LS £

REvee edeciiane Diameter Eeiuigkeh Guiekngh Leghieehied Shakdencie Oveelllengh  Diamond

IHD-2.1 M2.5F 7/ M2AUH— TR AR 21
o Drill for M2.5 rough holes / M2 helisert rough holes g
M2.6 TR AR
IHD-2.2 Drill for/Vt/IZ 6 rough holes 22 9 14 45 #200
M3TFRARUIL
IHD-2.5 Drill for M3 rough holes 25 30
M2.6 U4 — FRARUIL
IHD-2.7 Drill for M2.6 helh\sert rough holes 2.7 3 1 16
3.0LERARUIL
IHD-3.0 il for 5.0 blind holes 30 50
|HD-3.1 M3ANUH—RTFARAERIIL 3.1
" Drill for M3 helisert rough holes " 15 19
M4TFRARIL
IHD-3.3 Drill for M4 rough holes 33 40 #120
$4.01E7XARYIL
IHD-4.0 Bt for 4.0 blind holes 40 17 2 55
M5 TR/ MANUH —N TR ARUIL
IHD-4.2 Drill k/)} M5 rough holes //?\/\4 helisert rough holes 4.2 21 24 65
M6 FRARUIL
IHD-5.0 Drill for M6 rough holes 50 23 26 60
i iti M5AUH—RTFRARIL .
ONITSRHAF  Processing  conditions IHD-5.2 Dril for M helisert rough holes 52 5 25 28 70
T B &: p26(F1V#100) HD-6.0 $6.01E AL o0 =
Diameter of tool : Diamond 3 Drill for 6.0 blind holes .
- IHD-6.3 Bﬂﬁﬁg:}r\ﬂ_g;}[}\\;&'{\ IrJo):gh holes 6.3 28 32
[ & % - 7000rpm M8 TFRARUIL
7
Revolution speed ) IHD-6.8 Drill for M8 rough holes 68 a1 35 80 s
N . . 1000 XN TENTE IHD-7.0 $7.01ERARUIL 70 -
& D 20mm/min (ke FRT) . Driil for ¢7.0 blind holes : 4100
Feed e y PEYNE=T
IHD-8.0 8.0 80
i Drill for 8.0 blind holes
EREM . <> otEvsy s MBAUY— TR AR 34 38
o P AUY—RFRARUIL
Machi - Machini t 1000 holes IHD-8.4 Drill for M8 hc?w\scrl rough holes 84 7 85
achine - Machining center (continuous use) 9.01E AR
w ———— IHD-9.0 B for $9.0 blind holes 9.0 38 42 100 90
% Hl # 1 7IL=F(Al203) el
: g ; IHD-10.0 | B10-0k7eAmkL L 100 41 45 95
Workpiece material : alumina i Drill for $10.0 blind holes 8
o o . o L= = = =
JURE 1 10mm ¥ ERBLA DRSO ELTHRMBIIC TRV ZLET,

Depth of hole % Special products other than those listed above can be manufactured with short delivery dates.
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EE%IE: Electroplated tool

E&%F])ﬂ/ Electroplated drill
RUILZAT (RINASIVRAR) |AYU—X
IA Drill type (spiral flute) IA series

POV PHFE L 725 AR EI D FE A BRI &Y
BRELIRAEMNLZ2IEBLEL,

TSIV IR, GRIEE Our electroplating technology developed especially for drills has realized
DM EIDING FIT stable, long-life processing.
[CRBTY,
This product is perfect for EE%'\\U) ljj’(jj’]'\ (H%the)
‘;U!‘h”gasrgé‘;gactse”aan‘z Electroplating Drill Life Test (EISEN comparisons)
atEle @ISR Processing conditions
T B &: 9235 7#120)
700 Diameter of tool : Diamond
600 o # % : 7000rpm
Revolution speed
A NAY . o
AR Dimensions 50 i P b 7mm/min
_ g 400 Feed
=3 S, —~ S
3 Hoolt R R - v V= Ty
0 > Machine : Machining center
= s 200 =W ; _
s # Hl # : 7IL=F(Al203)
=] ﬂ toort [] [ Workpiece material : alumina
LI O s 4 5 6 7 8 JUR & 1 9mm
L TEN. Depth of hole

Flat type (straight flute ) IB series

IB 759947 (BEFAR) IBYU—X

A I LSRG o AR KD &
WIPEDE R L7 LE2TREICL XY .

Our originally designed straight flute suitable for electroplating realizes
high rigidity and stable processing.

AKX Dimensions

$D +0.05

Qil hole type (straight flute) IH series

I F ' FAIWh=IF14T (EIFR) HIU-Z

AR LHHEYEPEREE 2 72
MEBREHREGEIC XY TEA G - LR
FRERICI ELEL 72,

Our original design that considers efficient cooling and chip discharge
has dramatically improved tool life and processing speed.

AHNIK  cooling water

& &

TnE )=
HEH B
Exhaust of chips Exhaust of chips
[, Ay . .
24K Dimensions
=2
Workpiece
8 S
S o9 NI A X—)  Image of processing
Q >
= o
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IL

FIVUNITYA(T ILYVU—X Deep hole drilling type IL series  ILY U —XIXSFFERERTT o The IL series is made up of special order items.

INEDERIM TAZHE T, @ISR Processing conditions
RO THTREARLESORIIN T TEF T, La# ®3.5(FA17#80)  Diameter of tool : ¢ 3.5(Diamond#80)
Iﬁ@ﬁb‘ﬁ%’bﬂ]ﬁ%ﬁ?b:’)b*'C%Z‘#H?ﬁ(?‘féb‘o Iﬁl g 6500rpm Revolt.mon spee.ed : 6500rpm
X b 2mm/min Feed : 2mm/min
This series is perfect for small-diameter, deep-hole drilling. It can process holes — . .
with lengths that cannot be processed by existing tools. Please contact us for AT Jj ' O'?rim N Step : 0.2mm
further information on tool usage and processing conditions. [Edzst A A b e Machine : Machining center
#wH & 7)L=F(Al203) Workpiece material : alumina(Al,03)
N . . 3,
LEOTREEIEIDEZR  Available Manufacturing Range 7R & 160mm Depth of hole : 160mm

& & R 5N & R &

Product No. Product name Diameter Length
ERANMIA/INATY—IL

ILD Pipe tool for deep hole processing 1.0~60 ~ 200

MEIFINCDEF L TH IR ZE

% Please contact us regarding other sizes.

SRERSYA T IPYU—X Adjustable type IP series

NZIZBHRBTE External diameter is adjustable BEIEERDNDME LT Reaming of automotive parts

%ﬂfﬁﬂﬁ% Initial shape example

REST

Adjustable type

¢6

[=]
<

20 45 60

150
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EE%IE: Electroplated tool

EEITRIL Electroplated drill

I C *%E?JI]IQ»{j |C:JU—X Core drill type IC series

2T RS R S RE R D LASTEE S,
FHCRBORIMTICAHE R TY .

Realizes highly efficient processing as there is no wasted grinding

allowance.
tTSZIwIR, BAE, B This series is especially effective for processing holes with large
B & DIEMEM DI diameters.

[FMTICHRETT, N N N
ICYU—XIFFFEFERTT o TheC series is made up of special order items.
This product is perfect for

drilling brittle materials BETRE L] . .
such a8 ceramics, quariz, SUEOTREEIEIMHEZ  Available Manufacturing Range
and tungsten carbides = % % ﬁ]‘ % 'f%

Product No. Product name Diameter

ICD NINTAI7RIIL
Core drill for hole processing
MEESCOEELTH IS,

*Please contact us regarding other sizes.

5.0~20.0

X Dimensions

,

mi - - W

=1 ——— = s 5—s il
J >é Workpiece
!

<DDI’()(_:J> Image of processing

One side thickness

@A
#D *£0.05

e —
F, ]) ~ Electroplated reamer

I R BEy1~7 IRVU—X Fixed type IR series IR/ IPYU—XIFZEFEERTI o The IR/IP series is made up of special order items.

§%1’Eﬁjﬁ‘é$ﬁ0)§§ Available Manufacturing Range

m & &

I P Product No. Product name

fERRIEE -

Grain size #30~200

RNKEE

Accuracy of run-out 0.002
FH IR E DR +0.002 (1=3)
BEMES LTS SRARRE (standard)
Y—ILTY, TYINRT Accuracy of external diameter | h=x'=3
SOYROBEHERD +0.001 (=¥AFE)
BULESNET, (high accuracy)
This tool can finish the ¥ PSRRI DEELTH TR E L,

inner diameter of cast iron
and brittle materials with
high accuracy.

Accuracy at the micron
level can be repeatedly
obtained with one-pass
operations.

% Please contact us regarding special products other than the ones above.

HRFEE 1 U Accuracy of external diameter +1

%ﬂfﬁﬂﬂﬂ Initial shape example

BEZ17

Fixed type

D

N

N

[’\;
$20

110 100

210
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JIS2HD AR YA T TEE S,

SER I ES JIS2 class internal thread can be processed.

ﬁﬂjﬁ Dimensions

I T E*ﬁfg?»{j |T:JU—X High accuracy type IT series

Typel P a
I
3
ST ] }
o
Lt
L
Typell i °F
yp! ‘H’ %
LA
|
L1
L
[ENRE: @mEANDIIEDY)
Image measuring machine Uncompromising quality!
P o AR
Proﬁc% No. Produ%cfﬂr—\\ame Type 9‘1{;1[% : ;; ml{—ﬁ glﬁﬁ /t;g{i
: Diameter Pitch  Thread length Lenghbeneathhead Shank diameter Body length  Diamond
M2R %y 7
ITD-2.0 Tap for M2 Typel 1.5 0.8 4.8 6.5
D25 | Y2SREy 7 18 £800
- 0.45 6.3 8.3
TD-26 | M2-0R%s7 19 70
"~ | Tap for M2.6
M3F %y~
ITD-3.0 Tap for M3 ool 23 | 05 8.0 10.0 6.0 #600
M4 &y T
ITD-4.0 Tap for M4 30 | 0.7 105 124
M5R %y~
ITD-5.0 Tap for M5 38 | 08 12.8 14.7 - #400
M6 %y
ITD-6.0 Tap for M6 45 1.0 16.0 179
M ERUADHRBICOZTELTHREMIICTRENZLES
% Special products other than those listed above can be manufactured with short delivery dates.
%’%@*ﬂ” ‘/y—j-)v Electroplated extra fine internal IX series
IX IXU—X IX series
KEEDN AN TR
i & 244130 B DRI
ERTH RS Uiyl
THY—-IVETREEE
Ufco EXTBEDMEML
TV HFERDINTICR
BTY, HAMTICIEHER B FIEMEESEM(X3701%) B FIEMEESEM(X1400£)
FEBNMNETT, (870x magnification) (1,400x magnification)
EISEN was able to create |X:JU_1|3§51':'EEI%-C?0
this electroplated tool extra- - . .
fine hole processing by The IX series is made up of special order items.
combining m'\cro-fabr\'c_at_ion
tecinoloeyjandiolrienzinal %f’ﬁajﬁgﬁﬁo)gﬁ Available Manufacturing Range

fine-grained electroplating

technology. m % 2z 9 &
- - . [=]=} U
gffﬁl&ﬁ?ﬁ[:fiﬁ%ﬁ Product No. Product name Diameter
increasing demand year N
ft . : Bl 2—FI
arervean |XD(9{;2]££B(CBN> Electroplated extra fine 0.05~
internal
MBEAHEHT NI ISR F B S £ £FERALTVWET, XEESMCOETELTH IS,
*Microfine tungsten carbide is used so the metal core seldom breaks or bends. *Please contact us regarding other sizes.
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EE%IE: Electroplated tool

[=54 w7 .
EE%& /7 Electroplated tap IS/IT series

REWMGEOTLHIAAMIBEZONET,

Long life helps to hold down tool costs.

IS E%ﬁg*fj |S:JU—X Long-life type IS series

SERIES

ESZwoR. AE B TE —% fmjjfg:etcj ;fv;szzg
75 & DIEMATEID X R Tool
IMIICKRETT, YV

SVTEYIPISAY —— »

[t

T4VIEVIIEESH
BB EEE D DUV e
WCTERAVIETEY,

AUAILINT

Helical processing

(0

This series is perfect for
internal thread processing
of brittle materials such
as ceramics, guartz, and
tungsten carbides.

These tools can be used
for machines with three-
axis simultaneous control
such as machining
centers and grinding

centers. AKX Dimensions
3 ; i HirE
Typel Prozzf No. Prodfjﬁame t;?— m{ﬁ él::_ﬁ /Zxﬁ ﬁl‘ﬁ ga;ﬁ;
. Pitch  Thread length Lenghteneainfead Shank diameter  Bodly length  Diamond
1 8 ISD-1.6 %‘ﬁgﬁmé |8 |07 |35 | 45 | 30 | 40 | w0
— 3 1D-20 yfﬁé@ P s |08 | 48 | 65
J ISD-2.5 %29555%7; 195 e | oo | as
L } ISD-2.6 #"fp‘?fi‘ﬂgé 205 ' 70 | #270
isp30 | VSRS 235 | 05 | 80 | 100 | 60
1SD-4.0 #"a“pﬁ'}(ﬁ"Mj; 31 | 07 | 105 | 124
Typell i 1SD-5.0 #":ﬁfr’wljg 40 | 08 | 128 | 147
fT °i: 1SD-6.0 #":ﬁgﬁé 48 | 10 | 160 | 179
e[ = : 1SD-8.0 #"a%’ﬁg"Mé 65 | 125 | 200 | 218 | 80 | 80 | #230
%J 1SD-10.0 #"a‘pofff’h‘ﬁé 80 | 15 | 255 | 27.3 | 100
L 1SD-12.0 #";pszﬁ\‘jé 90 | 175 | 315 | 333 20
ISD-14.0 #";p“ffﬁ‘ja 12| 20 | 3 | 378 '
1SD-16.0 #";peffﬁ‘ﬁ; 130 | 20 | 40 | 418 100
1SD-18.0 #";psffﬁ‘ﬁé 145 | 25 | 45 | 468 e 200
1SD-20.0 ¥a290f§r9ﬁ272) 163 | 25 | 50 | 518 | 200 | 120
ISDH-2.0 M;E;H'{;’;gf‘,\jg Tyoel | 20 | 08 | 48 | 65
ISDH-2.6 Mezl}ggjﬁ;ﬁ;ﬁé{g 27 | ' ' o 70 | #270
ISDH-30 Mg{f;'{;’;;mg 29 | 05 | 80 | 100 |
ISDH-4.0 M;E;'g;gmz 40 | 07 | 105 | 124
ISDH-5.0 Mgff;'{;ﬁgmg 50 | 08 | 128 | 147
ISDH-6.0 Mg{fe}'{;ﬁgmg 60 | 10 | 160 | 179 o
ISDH-8.0 Mgfe}'{;@‘fmg 80 | 125 | 200 | 218 | 80 | #230
ISDH-10.0 M;I‘i)sfr?t';:f_offﬂ'{g 99 | 15 | 255 | 27.3 | 100
ISDH-12.0 M;Iifraggf‘omg 19 | 175 | 315 | 333 | 120
ISDH-14.0 L”;lf‘s’frag:f‘offﬂ'{f 1 |20 | ® | s |
ISDH-16.0 Me‘l‘fsﬁa';:f‘o:‘fﬁg 157 | 20 | 40 | 418 | | 100 o
ISDH-18.0 Mgl?sfrag:fg:‘ 27 178 | 25 | 45 | 468 .
ISDH-20.0 M{fl?sfrag:fg:‘ 27 196 | 25 | 50 | 518 | | 120

¥ ERC LIS DA TEMICOZTLTHRMEFICTRIAEVN LTS,

% Special products other than those listed above can be manufactured with short delivery dates.
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AEft L - @RI
£

Product name

(RF=ILY v T]
SE TER BTR YR B
¢D T L1 ¢d @Y

Diameter Bwbigkgh ghteeshies Ouboedander Srark daneter Body length

Steel Shanks for Inner Surface Processing / Profile Machining

EER BTR VB B 2R
L1

s
¢D T ¢d oY
Diameter  Efoginglegh Lengh e fead Coure o danetr Sherk clameter - Body length

mE
Product No.

£t

Product name

mE
Product No.

RIEE

BitiE cen

Vel Grenulaity
cBN

= KR
B s
g Granularity
Diamond

Type

5 5
ED-04 | Q45T ? 04| 2 35 w00 EB04 | 8Q4RTre? 04| 2 35 w0
| |8 | |
o7 | 9T o7 o7 | 9T o7
ED038 | $08%F iz w” 08| 3 40 EB08 | 90837 ar? 08| 3 40
wa i
— Type I 10 - 3.0 Herdened — Type I 10 - 30 Hardened
IED-12 g};giga’;‘(;k/’ 12 sel | 200 EB12 | &18%F 2 ne? 12 seel | £200
13 | 1 ET 13 13 | $1 8T 13
15 | $1RTS 15 15 | $1 TS 15
D17 | B AT 17 4 17 | S1AT S 17 4
ED-30 | 83977 Az e” 30 15 50 B30 | 83977 awie” 30 15 50
Epss | 932370 35 35 | 93237’ 35
Evao | $1837 wls | | ] |7 B wls | | |7
D50 | $50RT S 50 2 | 850 | 9507’ 50 2 |
D60 | ST 60 3 860 | 90T 60 3
on|grrize | Tl | [l o e, | [EelmsEe | el | ] | s,
ED100 | &30 837 i ” 100 7 100 | 210037 A 100 7
ED-120 | 918977 Zkre” 120 | 10 9 0 100 IEB-12.0 g}%g@g;’é’éﬁk/’ 120 | 10 9 0 100
IED-150 | 813077 ks 150 12| IEB150 | #15.027 e e” 150 2|

o e SR BER ok 2R i EE o % SE G BER VR BR i
i Product Type D v BHHE <1t aB Product #D T Tey L BiME s1v
Product No. . ¢ Vel oo el Granularity Product No. . ConcaveR ¥ et ove naid Granularity
name Diameter Eectonling eegh - Shank dameter  Body length Diamond name Diameter Tip diameter Eecigaigligh  Shank diameter  Body length Diamond
MRO.5 MRO.5 AR
MD-05  |EROS 10 | 05 3 W0 | g | #200 IND-05 |BIROS | Tyem | 30 05 . 50 |, 2A® | 2200
TR1.0
-0 |SR1O | Twer | 20 | 10 5 45 |Hadened| #140 IND-1.0 | Goncive R1.0 40 | 10 a0 % #140
MD-15 |SR15 30 | 15 7 s0 | o mo15 |FIRIS o 50 | 15 4 :
Convex R1.5 30 EEX -
mp2o |ER20 40 | 20 60 D20 | Concave R2.0| 0y, |80 | 20 2 5 70 | SKH
: LR2.5
MR2.5 IND-25 70 25 SK | #120
IMD-25 | e Ro5 5.0 25 10 %Jggaée R2.5 6 6.0
Mp3o  |SR3O 60 | 30 70 IND-30 | Goncave R3.0 80 30
o0 |BR40 | 1ov [ a0 | a0 ki | #120 D50 |ERSO 120 | 50 8 100 | 100
e Convex R4.0 g - -
6.0 SK
MR5.0
IMD-5.0 100 | 50
C R5.0 Y e
) 15 o B e BEE IR HiL
M0 |50 120 | 60 oo |1 o m®  Product L8 T ey E‘Wﬁf If% CBN
- T . o Metal core matenal G I
MD-8o [ER80 o 160 | 80 20 et name Tip diameter Setyaglegh Sk dameter Bocy length panally
MRO.5 3N
Concave R0.5 Hardened steel
= - I A~ AL 3
0% £ SE L BEE yng &R BHHE Hife Ne-1o |HRTO 40 | 10 60 #140
[=]=] Product Type (bD (bY CBN Concave R1.0 30
Product No. . Convex R Vel oo Granularity INB-15  |PIR1.S 50 15 4
name Diameter Eechopiingleegh  Shnk diameter Body length Cmoggaée R1.5
y f4R0.5 INB-2.0 O 60 20 2 5 SKi
mB05 |55 o 10 | 05 3 0 | g | 200 — Concoue B20] 10y - 2 L
MB-1.0  |ERTO 1 Typet 20 10 5 45 | Hardened| #140 - %ggaée R2.5 : - 6 60
™R1.5 steel INB-3.0 Conoave R3.0 8.0 3.0
w15 SRS 30 | 15 7 50 1
- 30 INB50  |2IRS0 120 50 8 10.0 100
IMB-2.0 £iR2.0 4.0 2.0 60 Concave R5.0
3 Convex R2.0 - i
MR2.5
mB25 |ER2S oo 50 | 25 o
R3.0
mB-30 |ER30 60 | 30 70 s | s120
MR4.0
IMB-40 | 5orvex ra.o | Type L 8.0 4.0 60 SK
R5.0 :
M50 |50 oo 100 | 50 .
UR6.0
mB60 |SR60 120 | 60 100 100
TR8.0 :
mBgo |ER80 oo 160 | 80 20
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EE%IE: Electroplated tool

=5 v =)
EE% d‘lﬁﬁiénn Electroplated general-purpose product IE/IF/IG series

AE WEMMIAE IE/IF/IGYU—X
IE/IF IE/IF/IG series for Inner Surface Processing and Profile Machining
BEMAFRUIBEASIDPDAT VLA, B TYA

I G YEVF - CBNOOETETOMEL, FoBEs

AR ZHE W LEL 7

EISEN has prepared more than 70 types of metal core materials

including hardened steel, stainless steel and tungsten carbide for
diamond and CBN types.

FIX  Dimensions

FrEFhsvYIZUT

BUIPIITR-518E 3
Type I ’
OBBEMIFTRE v 8 S
CERVEREITERT, =t R ———
% T
This series can be used ~
for various purposes such L
as finishing by hand, highly L
accurate processing by
machining centers and jig
boring machines. 7 UE&1 Counter-bore depth
Type I 4 e
dIU - — - — - — - — - — -
+l
a
°
L
L
o =] = N o = ATES
WE LS - BBNTA (AT VUV v VY] WELLD - ®BNIA [BEY v U]
Stainless Steel Shanks for Inner Surface Processing / Profile Machining Tungsten Carbide Shanks for Inner Surface Processing / Profile Machining
o 5 WER BTR st 28 o 25 sSiE BER ETR sk 2F e
mE &5 Type @D T L1 Y B#MME s+ a3 Type @D T L1 oY BiE sv
ProductNo.  Product name : @ Metal core mleril ~ Grandirity Product name g Vetalcore maeral - Granuiariy
Diameter  Eectuoaingegh Lrghterateal Shank diameter Body length Diamond Diameter  Eeciugeinglergh Loghieeehiezs Shank diameter Body length Diamond
0.3Z7 VLAY Y $0.1BE 7
IFD-0.3 20 3 st’a-GIess/sle/e\ shank 03 . 600 1GD-0.1 $0.1 tungsten carbide shank 0.1 1 !
42T LAY 0.1588 7
P04 | 84RT AT ok 04 , - 160015 |4012 mngm Sarbide shank 0.15 15 1.5 #1000
0527 LAY - 60281
IFD-0.5 20 2 sgglesslste/e\ shank 05 . #325 1GD-02 | 75 lungslem carb\de shank 0.2 o
0.62F LA 42T Y $0.38B vy
IFD-06 go 6 stgﬁless/sle/e\ shank 06 1GD-03 90.3 lungslen carbide shank 03 2 2 2600
0.7AF LRI Y 0.4 v
FD0.7 | 8075 Fnices cleet sher 07 I 16004 | 804 Tngsten crtice sherk 04
0.8Z7 LAV wY AT Y 05877
IFD-0.8 %O S STinieas slanl shank| Tyee T | 08 3 o 30 0 Stainlss steel 1GD-0.5 | 505 lungs\en carbide shank 05 #325
0927 LAY+ Y $0.68F v
FD09 | B0 TT e o 09 16006 | 506 tungs\cn catide sherk | . ¢ 06 s 30 B
1.0Z7 AL A4 0TEE . i
IFD-1.0 gi 8 Sgﬁless/sre/e?shank 10 120 1GD-0.7 $0.7 lungs1en cavb\de shank 07 Tungsten carbioe 40200
1627 LAY+ $0.8EBHE v
IFD-15 £1 g sgﬁlcss/s‘;c/c?shank 15 4 12 4 1GD-0.8 $0.8 tungs1e; carbide shank 08 3 10 40
2.02F7 LA $0.98BE T
IFD-2.0 22 8 st’a-GIess/s‘tqe/e?shaﬂk 20 4100 1GD-09 | 709 tungs1e; carbide shank 09
BAT LA 1.088 vy
IFD-25 2% g séﬁessﬁéeﬂhank 25 5 15 50 1GD-1.0 31 0 lungslen carbide shank 1.0 4120
158877
1GD-1.5 31 5 lungslen carbide shank 15 15 45
2. 088877
1GD-2.0 gz 0t ungslen carbide shank 20 5 #100
2 588 v
1GD-25 gZ 5 Iungs\en carbide shank 25 20 50

& E v 1] 1
E% (ﬂfﬁ%nn Electroplated general-purpose product IM/IN series

IM RINTHA IM/INVU—X

IM/IN series for processing of corner radius
RIERDOIM TITHB TS . IMTY—AHR).
IN INJY—=A(MR)ZZHELTEYET,

This series is perfect for corner radius processing. IM series (the convex R)

and IN series (the concave R) are available.

ﬂﬂj( Dimensions

5
oYdw

Typel i Ff—————— i

8
Type IT | N et —
LT )
R =
Type ll  Se—=ff——-—-—-—-—-
- L
Type V. Qeb—==f—————-—- —]
L]

26 DIAMOND CBNTOOLS




2E &7 AR AR BINSIR 2R gug I £ &% SE BE BIMIR B8 gy MIE

Product No.  Product name Type @D : ¢d oY Veslone el Granularity Product No.  Product name Tyre  ¢D . ¢d oY L Vedowereetd  Granularity

Diameter  Angle  Tipflat diameter Shank diameter Body length Diamond Diameter ~ Angle  Tipfat diameter Shank diameter  Body lengih
g $3.0%35560° 3.0% 3 A60°
VD360 | 8307 angle 60° el | 30 60 w0 |E778 | w140 WB360 | $30TA0R 60 ool | 30 60 w0 E7% | 4100
VD-3.90 $3.0%HH0° : 90 Piano wire IVB-3.90 $3.0%5#590° ype : 90 Piano wire]
- ¢3 0 tip angle 90° 30 " $3.0 tip angle 90° 30
6.0%3460° ’ 1#£60° ’
IVD-6.60 36.0 tip angle 60° 60 60 _ 70 IVB-6.60 $g 85%"—"532 60° 6.0 60 70
6.0%84790° ) ’ ' a
D690 | SOOEHA" _ 90 B6o0 | $EOREROO ool 90
10.0%5760° -
VD-1060 | $18:0% 0k 60 100 60 60 vB-1060 | &1 ) 851??52\% 60° 100 60 60
VD-1090 | &100%kA90° "l w0 ' VB-1090 | $10.0%460° ) '
- $10.0 tip angle 90° e $10.0 tip angle 90°
i $13.0%8#%60° 13.0%8##60°
IVD-1360 | 7150 =ngle 60° 130 60 100 | S | 0 B-1360 | 13000 60 130 60 100 | SK# | o
13.0%3#£90° ’ SK : - SK
VD-1390 | 81307 oo 20 4 | 100 vB-1390 | ¢ 3 8%;“ s’ﬁ%‘é 9 90 + | 100
16.0%47560° ’ " .
IVD-16.60 gi 6.0 tip angle 60° Tye I 160 60 IVB-16.60 $1 g 85‘%—;) angle 60 Tvoe II 16.0 60
16.0%8#590° ’ 3 e ’
VD-1690 | $1R ORI o 0 vB-1690 | ¢ g 8%\;; ?52% % 90
X $25.0% ° 25.05% 35 560°
IVD-25.60 $25.0 tip angle 60° 250 60 6 120 120 IVB-25.60 $25 0 tip ang\e 60 250 60 6 12,0 120
. $25.053##590° ’ ' 25.0%8#£590 ' ’
IVD-25.90 | 25267 5ngle 90 90 IVB-25.90 $25.0 tip ang\e 90° %0

fmZE  Product No.

g BER vy HE ms =7 A
2¥5 L 2 Eaad Square Triangle Half-round
Product name Electroplating Granularity iy =
Body length : 7 7 o
length Dianond / / 3 I
A8 5[(*7“‘3,’6) 200 70 04 #200 I¥$-5.11 1¥S-5.12 1¥$-5.13 I¥S-5.14 I¥S-5.15
ey 200 70 04 140 IV$-5.21 I¥§5-5.22 I¥$-5.23 I¥S-5.24 I¥$-5.25
P oA 180 70 $34 #200 1¥S-8.1 1Y$-8.2 IYs-8.3 1YS-8.4 IYS-8.5
For fne processig | 1 gﬁfﬁolmg 140 50 3 £200 I¥Y$-10.11 1¥$-10.12 1¥$-10.13 1YS-10.14 1¥$-10.15
10448 O[(’Eagm 140 50 3 #140 1¥Y$-10.21 1¥$-10.22 1¥$-10.23 1YS-10.24 1¥$-10.25
oA 140 40 2.2 #120 I¥Ys-12.1 IY$-12.2 IYs-12.3 IY$-12.4 I¥$-125
154
S;nma\ set 215 80 Square #80 IYT-5.0 - - - -
$TH 548
# 215 80 #120 IYT-5.1 I¥T-5.2 I¥T-5.3 IYT-5.4 I¥YT- 55
For iron processing | Set of & Square
8748
o 200 70 Sabe | #120 IYT-8.1 I¥T-8.2 I¥T-8.3 IYT-8.4 IYT-85

WY —XFZFFEERTYI . The IW series is made up of special order items.

;ﬁxnj}ulm |W:JU—Z IW series for grooving %Mﬁ,m]Im W< U —z IW series for forming

Ly VDR NBV DA R T, B R BUHETEE LV DT
Provides processing with almost no edge deformation. EEM]IL.*S‘( 3f1ij:b*§f§7)££%bf‘z \i‘@‘o

Accurate and stable finishing for mass production that can handle intricate shapes
with almost no deformation.

BELD1HT7 I IBM TORERITBR - THET,

We can provide products using aluminum cores to reduce
weight.

TAARBITE R
Shape measuring
machine
KHEL DBANT ] BELREER
i ial pi N e : xms soozeene | THOTOUgh quality control
Grooving of special pin H—A DR T i
Forming of carbon EENECATELSREDOERDAIEREVLET,

We make measurements before and after electroplating to
ensure product quality.
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EE%IE: Electroplated tool

= B N 1] 1
E% (ﬂﬁﬁ%nn Electroplated general-purpose product IV series

EEIDFH |V:/U_Z‘ IV series for chamfering
I V HRY £ & ROP LA ETY .

Perfect for the chamfering and the processing of center holes.

ﬁ%k Dimensions

FHEFHETYZUY
LU IRIITR—T5E
OBBEMIFTELL Type I
CERVERITED .

PR

90" X 1360 °

This series can be used
for various purposes such

. =
as finishing by hand, highly Type I g ,<7 ,,,,,,,,,,,,, —
accurate processing by x =
machining centers and jig 3

boring machines.

oY

Type I

’?!‘?% 5"/{ "V"E‘/ F'VX ]} Electroplated diamond file Y series

I Y Y3 U—X IY series

ﬁ%k Dimensions

e

For fine processing °
NV RY—)LEULTRAR
CHDOBTLEICERAST

nEg. #
L

This hand tool is available
in a wide range of shapes.

$%TH

For iron processing

——.

== — :
B, 7]: ’f )% Electroplated wheel IW series

t)JI’.*'ﬁ?JI]IFH |W:JU—Z IW series for cutting
I W X F3I07 AR E D HERIM L8 3k BEANLZ:
FRBIBOYIMI LA R RBERITITRAE S

Difficult-to-machine materials such as ceramics, tungsten carbides, cast

EHETROBRER iron, and hardened steel can be cut efficiently with a high degree of
2 e accuracy.

o — LG - (A !

TTRHLLET, —

BEREaDYIL—1 >
I OMEIMIICS
BRVEDTET.

We can provide intricately
shaped, high-quality wheels
with short delivery dates
and low prices. These
wheels can be used for
the tooling of conventional
abrasive wheels and the
form grinding process.

RUEOJREEIHDBE R
Available Manufacturing Range
% B PEYERl <EEACOEELTH
Product No. Diameter ZHLCEZ L,

IWD (£4+) /IWB (CBN) £I§in T & ~450 *#Please contact us regarding
diamond For cutting other sizes.

IWD (51+) /IWB(CBN);EAITH ~ —~ .
diamond léor grooving 450 I3y 7 2O T

Cutti f i

WD(517) /IWB(CBN)BIMIA | e, e of eeramics

diamond For forming

28 DIAMOND CBNTOOLS




CINTEAD : MTRHA csits205—2)
Processing Examples: Processing Conditions (EISEN test data)

Grindstone wear in Z direction

EFHTE
Tool ¢10
A TILIF
Work material Alumina
avi/ime ¢10 ZRZ10mm
Hole processing ¢ 10, depth of 10mm
fEFRHE B2
Machine Machining center
Rkl KB MG
Cutting oil Water-soluble cutting oil
Bl
No. of rotations 3500rpm
ZF)RE .
Z feed speed 30mm/min
R 0.05mm ~ 0.1mm/3005%
AR METEAE—0.5mm ~ 1TmMmDEFET
(TENZARDEFRE) 30007 N TAT&E
Tool life 0.05mm™0.1mm/300 holes

# Calculated value: 300 holes possible with
0.5mm™1mm wear.

@D=20LLF #D =20 or less

5% i
Product No. Die(zeneter
12-3.0 ~ 4.0 3.0~4.0
1Z-4.1 ~ 6.0 41 ~6.0
12-6.1 ~8.0 6.1 ~8.0
1Z-8.1 ~10.0 8.1 ~10.0
1Z-10.1 ~12.0 10.1 ~12.0
1Z-121 ~14.0 12.1 ~14.0
1Z-141 ~16.0 141 ~16.0
1Z-16.1 ~18.0 16.1 ~18.0
12-18.1 ~20.0 18.1 ~20.0

AR
Effective length

vy R
oY ¢d Type
Shank diameter  Hole diameter
6.0 1.5
8.0 2.0
10.0 3.0
12.0
6.0
14.0 Type I
16.0
8.0
18.0
20.0 10.0

$D=20%#ZX D = more than 20

1%
aE %g
Product No. .¢
Diameter

12-20.1 ~22.0 20.1 ~22.0
12-22.1 ~24.0 221 ~24.0
12-241 ~ 26.0 241 ~26.0
12-26.1 ~ 28.0 26.1 ~28.0
12-28.1 ~ 30.0 28.1 ~30.0

BHE

Effective length

~ 15

VASES
¢d Type
Hole diameter

10.0 Type I

TR : MIRAB (it525—5) Processing Examples: Processing Conditions (EISEN test data)

FAMIZO F7AMIT@
Test Processing (1) Test Processing (2)
R LA IJR-20.0 IJF-10.0
ool
I TIIF
Work material Alumina
{E Rt BRI |
Machine Machining center
I KB ML
Cutting oil Water-soluble cutting oil
[EIEF44
No. of rotations 2500rpm 5000rpm
A H
Cut 0.5mm/pass
%) ’
Feed 1000mm/min
T AMER 10H (#k#EfEF=]) 2H30M  (#kisefEFAR])
Test results continuous use continuous use

KEARDOMMANMEDFER TN TH N ER Ao

*Durability of the equipment has not been confirmed.

|JR9U—Z IR series

&R DAL i
Product No. L oY Gvar:xga‘r}’t,y
. Diameter  Electroplating length  Body length  Shank diameter Diamond
IJR-6.0 6.0 5 60 6.0
IJR-8.0 8.0 5 60 8.0
IJR-10.0 10.0 10 60 10.0
IJR-12.0 12.0 10 70 12.0
#80
IJR-16.0 16.0 15 70 16.0
1JR-20.0 20.0 20 70 20.0
IJR-25.0 25.0 20 80 25.0
IJR-32.0 32.0 20 100 32.0

2% %Eé E%E éLE 9«;\(7& 51*11'%
FreEEE (e Diameter  Electroplating length  Body length  Shank diameter Gﬁgifﬂfy
IJF-6.0 6.0 5 60 6.0
IJF-8.0 8.0 5 60 8.0
IJF-10.0 10.0 10 60 10.0
IJF-12.0 12.0 10 70 12.0
IJF-16.0 16.0 15 70 16.0 #170
IJF-20.0 20.0 20 70 20.0
IJF-25.0 25.0 20 80 25.0
IJF-32.0 32.0 20 100 32.0

XASTRG YA REZHLDIZEIE RS,

¥ Please contact us if you require special sizes.
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EE%IE: Electroplated tool

A X554 : .
}\’f 7 ]) /]‘ EE‘% Hybrid electroplated diamond tool |Z series

VA

EBERY FOFINEREX
FIVRY ROFBZEFRR
BATI\A Ty RERE
TIETY,

This hybrid electroplated
diamond tool combines
the excellent cut of
electroplated bonds with
the long-life of metal bonds.

)\’f}\o“—%% (ﬁﬁfﬂsﬂlﬂim) Hyper-electroplated diamond tool for Profile Machining |J series

]

REEOBEBEX Y+
RiffIC kD ERER - RF
MOBEIAVEYRT
BN,

Advanced electroplating
technologies cultivated
over many years were
used to create this
highly efficient, long-life
electroplated diamond tool.

|Z:JU—Z 1Z series
R BIEEITIRGE TS
IBISEVREICKDMEIENOS IR SNEERNGFMIA
AIREICIED E LT,

Excellent for high-speed hole drilling.
Extremely thin design reduces grinding resistance and allows for high-speed
hole drilling.

FAVEYRDBERECEZREBICFELCVDIEHATILIRY
RZEDNCBRADRFMERFELE U,

High diamond concentrations arranged in multiple layers realize tool life
vastly superior to that provided by metal bonds.

ﬁﬂj{ Dimensions

Type I @ qJ -

60

S
Q

-

|J9|J—X IJ series

YA R ) T LRER AN ELE T,
TNADYAH Z B P UXD REZ RS T D EICKIDIRE
BEILEICHRN2~5EFDEEXRNMN IO EEE T I, win
High-speed cutting improves efficiency!

By increasing the number of cuts per pass and the feed speed,
processing efficiency was raised to 2 to 5 times levels for conventional
electroplated tools. (EISEN comparisons)

RH T THIANDOWN!
FHEEETEICLEN2 ~ BBEOREFMHMEONE T, @
Longer life helps reduce tool cost!

Tool life is 2 to 3 times longer compared to conventional electroplated
tools. (EISEN comparisons)

X Dimensions

10mm

600mm
500mm

XEH|320EHA T ET108BMILAE
HIEDAA— T

% Photo is the image of the 10H processed volume using a ¢ 20 roughening tool.
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> MIREEN S <HEMIICHNTNIRENKBICERCTEX T,

Excellent processing efficiency. Processing times much shorter compared to electric discharge machining.

3 BEMNMIOKS [CRMSFEENAECIESMBRVCH TEERDAREICHRTEX T,

Can drastically reduce tool costs due to long tool life and no need for expensive electrodes as is the case with electric discharge processing.

3 RIEMD SOHEID ZUD AT RE TR THIDERO ENE T,

Shorter die construction periods as cutting from raw material is possible.

s BBILICEDYA 095y JORENE RELLEDERIESNET .

Achieves stable die life as there are no micro-cracks as is often the case with electric discharge machining.

3 HEWICRDFEEM IO ARETHARELICKD/I\Y RSy THREICEDET,

Mirror finishing possible by machine, so no need for hand lap by workers.

Straight groove type  IK series

MERAT DAL —MNEBIRIC KD
SERIES RS MIPE D5 5E L7 TS E T

YT WA TRFIICB W72 9,

IK ANU—KNEBYALT IKYU—X

BEaEERAONGF T Stable processing with high rigidity made possible by a straight groove configuration
I8TY, based on an original EISEN design. Simple design for more cost-efficient use.
Tool for drilling holes into n% %'ﬁ' 9%% %EE BR BTR %E ‘7‘\’)7@ *ﬁfi’
tungsten carbide. Pro;ucl n - ctlr;ame T L1 L2 L oY HA4Y
u ] u . i
Diameter “TRaTe Gioote EEE o lngth ooty Do

IKD-1.4 | MaTABEl o |14 3 | 7 | 12| 45 | 30 | #200
IKD-1.85 | MaSTAMEL 185 3 | 7 | 12| 45 | 30 | #140
FEAR  Dimensions KD-195 | MeSTARIUL | T195] 3 | 7 | 12 | 45 | 30 | #140
8 N IKD-2.3 | MBI Y e | 23| 3 | 9 | 14| 45 | 30 | #120
| g; % IKD-3.1 | MAT/ABEMY o 131 ] 3 | 15| 19 | 50 | 40 | #80
} — _ _—_ 1. IKD-4.0 | MSFIAEUL 40| 5 | 17 | 21 | 55 | 40 | #80
% Dl for 5 rotigh holes
i B IKD-4.8 | MOT/ABEY . 1 48| 5 | 23 | 26 | 70 | 60 | #80
— ) IKD-6.55 | MRTABRY . |655] 5 | 31| 35 | 75 | 80 | #80
IKD-8.3 | MIOTRBY | 83| 7 | 34 | 38 | 85 |10.0| #80

T A9 I L YRINV piesack End mill
7= DIBIRICEY @Y THEBRFV2TFES,

MEBENARS IE/IF/IG/IM/IN/IVI)—XESBBLZE W,

Select the tool best suited for the work piece shape.
*Please refer to the IE/IF/IG/IM/IN/IV series of general purpose electroplated tools.

IE/IF/IGY)—X IM/INS)—=Z Vi) —x
IE/IF/IG series IM/IN series IV series

DIAMOND CBNTOOLS 3 |




3\ —— ——
BIESIE « 5 A AN = - desand
D iy e —t e Tools for processing tungsten carbides and die steel

y>f'ﬂ“77iﬂ/ Diesack Mill

BESECY 1 AMlEE
DEEAHEIM Z RN
BAE—RTHNITD
Y4vEVR/CBNIE
TY,

This diamond (CBN) tool
can process difficult to
cut die materials such as
tungsten carbides and

die steels with amazing
speed.

S

@

>

@

FAY 97 FYN piesack bl

I Q FAIik=ILFL4T 1QYU—X
Qil hole type 1Q series
AEMLAEHEU SRS KV R L TREE MR HONET,

Efficient cooling and burr discharge structure provides stable tool life.

BEASERONSIMNT ONT=EL MIAE MIME (1R)  wE
TETY, Processing Processing Processing Time (1 hole) Work material
) example E
. ; $2.5 ZFE6mm 2.5 depth 6mm 3% 3 minute
Tool for drilling holes into - - BESE
tungsten carbides. ®4.2 FRI10mMm  $4.2, depth 10mm 54 5minute Tungsten carbide
@6.75 ZRE16mm 675 depth 16mm 8% 8 minute

EEE 2R VOB HE
[ oY

mE E20) S

i
Product No. Product name Eectooing ~ Body  Shank  Granuiariy
lngh ~  length diameter ~ Diamond

IQD-2.3 | M3FIRAA LA IRV 2.3 3 50 | 20 #140

34* Dimensions

Oil hole drill for M3 rough holes

IQD-3.1 | MATFRMA LA LR 3.1 50 | 25 #80

3
1QD-4.0 M5 TR EA 1 ILR—ILR)IL 4.0 3 60 3.0 #80
3

Oil hole drill for M5 rough holes
1QD-4.8 M6 A A ILR—ILRYIL 48 60 4.0 #80
IQD-6.55 | M8FRAFILA—IEUIL 655 | 35 80 6.0 #380

¢D*0.05

Oil hole drill for M6 rough holes
Oil hole drill for M8 rough holes

1QD-8.3 M10TFRAEF A ILR—ILRYIL 8.3 35 80 8.0 #80

Qil hole drill for M10 rough holes

A7 Diesack Tap

IU

IU series

SR R R RS DDV T TR 72720 £ 9,

It can be used for machines with three-axis simultaneous control.

BEASBAOS v TIIT COINT=REL BEETEEE MIEE (1R) P
TETY. g;g?ntfaseing Processing Processing Time (1 hole) Work material
M3 24 2 minute BEas
Tool for t; ing of - BIEA
tuonogstoerﬂ ggrggc:essmg ’ M5 2% 2 minute Tungsten carbide
M8 4930%  4m 308
o HE EyF BUR BTR B i EE
Pun% EZE0) Type ¢D P T L1 oY éLE Fad
roduct No.  Product name Di . Thread lengh ~ Shank goo oo Granularty
N ) ) iameter Pitch  length teneathead diameter B0 eneth STECeCH
AKX Dimensions IUD-2.0 | M2m%yT TypeI | 15 | 08 | 48 | 65
" Typel Typell IUD-25 | M25@57 195
& o 045| 63 | 83
W 3 .ﬁ’. i IUD-26 | M26M%7 205 70 |#270
> >
T = pp——— — ar— e Ep— —= 1UD-3.0 MS&?M%‘VT 235 | 05| 80 | 100| 6.0
o IUD-4.0 |MafzyT 31 | 07 | 105|124
f\) _TJ . Tap for MA. = Type T
o o IUD-50 |MSA% 40 | 08 | 128|147
L L IUD-6.0 | M6 %~ 48 | 1.0 160179
- 80 [#230
1UD-8.0 T"Qﬁﬁ?,ﬁ}‘/j 6.5 |1.25|200|21.8| 80
|UD-10.0 Qgg,gﬁ%ﬁ 8.0 | 150255273100
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y/f "H‘ ‘y 72—}{,—7/{ :“y :v/‘:L Diesack Super Finish

/ EED% Tungsten carbides (HDI$1§U> Processing example 941% Die steels (ﬂﬂI;ﬁ“) Processing example
E ‘ te] 7 | AP P I=DT: ] S icﬁ:wh—? - x—/\"7<:-y~‘/1,—?t~

| Comp__\e‘;je\d/f_i-h@ | ¢ || i | Completed super finish | i | pleted finis Completed super finish
SERIES | o
st e | | i A |y ol
BEAR 91 REGRO i NM%WMMWW L L T Pyt g
FEMNLATETY. ! iy th "v‘ TN
Tools for mirror finishing for I
tungsten carbides and die
steels
-| Ry 0.149um |-{-~|}-+-1— Ry 0.060 um |- it Ry 1.697 um - [f-d{ 44 Ry 0104 um -t
T T T T T T T T 7T N S N I S A
ROIT7IA4T JEVVU—X
Square-type JE series
Iﬁ@%ﬁ%ﬁm Lf“@fi{‘t ‘Slzﬁ% FIX  Dimensions BRaE - Y ZMINTA (M) For tungsten carbide / die steel
B P AL RETY . . = - SHE TR ETE 08 25
;infr;gcge tool edge allows for mirror finishing of a wide range of flat 3 — ) ] Product name Dg*n?ter Blnagd\ﬁ Lt ms?lfﬂag:;r Bwyl“m
) s - . u JED-10 | #EftLA1.0 10 3
XN TR RDICHDICT A Y YT T4 2L DHRZESEDLET . o ‘1’;‘0 for mirror finishing
3% Combined use with Diesack finish is recommended to reduce L JED-1.5 %éﬁijﬁﬁﬁmﬂg 1.5 4140 50
ing time. o~
processing time. JED_ZO %Eﬁﬁﬁﬁﬁ%rg 20 05 5
JED30 | HEHEROSO 30 6
JED-4.0 | SEfEER¢4.0 40 8|60 | 60
JED5.0 | HEHEROSO 50 10
@ISR Processing  conditions
TER&: ¢b
Diameter of tool @ ¢5
@ ¥ %7 : 12000min’!
Revolution speed : 12000min-!
® b 250mm/min
Feed : 250mm/min
Y10iAd 1 0.001 ~ 0.002mm
Step : 0.00170.002mm
fER . <> =gty
Machine : Machining center
W H A BEeE
Work material: Tungsten carbide
R=ILZA4T JFYU—ZX
Ball-type JF series
R - JEERM R E D3RI INE AR Dimensions BREGE - Y AMWMIA G For tungsten carbide / die steel
Bl LT 52D RETT %
Mirror finishing for spherical, non-spherical and other three- S8 3| Product name Blade  Lerghbereah ~ Shank g
dimensional shapes. 3 < St LERO.S fongth T _gancier 800/ 780
. _ R . N RO.5 for mirror finishing .
%ﬂﬂIH%E%E#ﬁGDIL&).ILQf *J“‘y77.4._‘y‘.JJt0J1#Fﬁ€'35§7Jbbi§'° u - JFD075 %E% ﬁﬁ?ﬁ%ﬁ? 0.75 s 4 4.0 50
x Compmeq use with Diesack finish is recommended to reduce . JFD-1.0 $EEM EFR1.0 10 . 5
processing time. R;‘.o for mirror finishing
JrD15 |BEEERRIS 15 6 |60 60

@ISR Processing conditions
T E&:R1.0 (020
Diameter of tool : R1.0 (©2.0)

@ ¥ % : 20000min’!
Revolution speed : 20000min-!

® b 500mm/min

Feed : 500mm/min

H10iAd 1 0.001 ~0.002mm
Step : 0.001 ~ 0.002mm
fERg . x> - IJEys
Machine : Machining center

#® Hl A BESE

Work material: Tungsten carbide
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tﬁiéﬁ 9 ’f Zﬁ”bulgm I;—: Tools for Processing Tungsten Carbides and Die Steels

57‘/{# IT TR VL becock Finisn

HBIESE  Tungsten carbides (INT=EF

FALAH  Die steels

Processing example

(7JDI${§IJ) Processing example

I D/ I O o TR e 7 e
| 1] Completed rough processing i [t | ] Completed finish | [ i

74=ya5E

-
| Completed finish

| |

SERIES ||

i

m mimns

Rl

-

|
|
BEEE 51 AWEAD [ ITIATAREm i
HEFENTATIETY, | 1[N ' )
Tools for pre-mirror finishing \\ /
for tungsten carbides and
die steals. Ry 8.271um |---{|-+4-{ Ry 0.149um |-+~ '[Ry 25183 um |-~ |-+~ Ry 1.697 um J-{--
I S N | N N O
AROIT7IA4T IDYU—X
Square-type ID series
BESEMIA  For tungsten carbide processing
12 H o S G R 1 25 T LTl AR Dimensions 2% NE BER R &R E&E
S pn - > . .
Slzﬁi%lgﬁﬂﬁch{ikbj‘%:aﬁ‘mﬁ%f‘g‘o Product name Dfamel)er Eledvcp\;llw—ng length Sha?dg\elev Eodylgng\h ('tamTy;eL (:nu\anly
Using the tool edge and side allows for pre-mirror finishing of a wide ] o IDD-1.0 %g(:;? ’éigE&J: @1 1.0
range of flat surfaces. E ‘ b | B - en caride pe-minr mmng :
s L 5 DD-15| BESMEELES1S | 15| 3 |40 50
: Ipp-2.0| EEFHEELELA20 | 20
IDD-3.0 *E" . ﬁi’“o 30| 6 ”
IDD-4.0 400 o | oo e et
IDD-5.0 50
IDD-6.0| * 6.0
IDD50| BEEERE R0, [ 80| 10 | [
1DD-10.0] ¥ fﬂﬁﬂ%m 10.0 '
A AMIIA  For die steel processing
S P AE BER Sk &R ﬁﬁ
) . Product T Y L L
OIS Processing conditions o Product name i ettt e sﬁ‘amw e QEWW:MW
TE&: 910 -
Diameter of tool : ¢ 10 IDB-1.0| 7
O # % 3150min’! IDB-1.5 15| 3 |40/ 50
Revolution speed : 3150min! IDB-2.0 20
% b 100mm/min
Feed : 100mm/min ID8-3.0 30| 6 A
10323 1 0.01mm IDB-4.0| ¢ 401 o |60 | 6o |Ccompones
Step : 0.01mm IDB-5.0 50
SR vV Ity IDB-6.0 6.0
Machine : Machining center
w IDB-8.0 80| 10
w® El o BEEE 10.0| 70
Work material: Tungsten carbide IDB-10.0, 77, 10.0
] | e P4 I—X
Ball-type 10 series BESEMIA  For tungsten carbide processing
N B AN ) ) i
BRI - SRR 2 & DU B Dimensions e
MG AL V5 EAS BT Ry
Pre-mirror finishing for spherical, non-spherical and other three- 3 05
dimensional shapes. X 10D-0.75 i@ﬁ 075! 3 4 | 401 50
10D-1.0 | & 1.0
10D-1.5 £ n caide pe-miny fnishing 1.5 6 8
10D-2.0 i_ﬁ S EAR2.0 20 BE
gsten carbide pre-mirror finishing 8 10 60 60 Compounds
10D-2.5 25
I0D-3.0 | 2% 130 130
. f@éiﬁﬁ{ﬂ:ﬂi R4.0
@ISR Processing conditions 100-4.0 iﬁ”v};[lm‘““ o |40 | 10 | 12 10.0| 70
T ’E\ ?% ‘R1.0 ((DQ.O) 10D-5.0 Fscmwneﬁnmeuvewﬁcsm(\)smg 5.0
%arggﬂof ‘?%I O g é’r?ﬂiflz'm FAZEWIMITA For die steel processing
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Revolution speed : 10000min-!
¥ b 300mm/min
Feed : 300mm/min

t105Ad 1 0.005mm

Step : 0.005mm

R . <~V IEvs
Machine : Machining center
wHHl A BiEEE

Work material: Tungsten carbide

itk BERETRE R o5 B
R T L1 oY [ HE

Electroplating lelgﬂ' hbeneath  Shank Grain Type /
Bl radius =5 et Body lengih G Tie

Product name

10B-0.5 | RSB ERROS 0.5

10B-0.75 ?ﬂ?ﬁjﬁﬂ%@ﬁ%g 075| 3 | 4 | 40|50
108-1.0 | Z{ZHESELEARIO |40

10B-1.5 | SAAMEFEMEERRIS 115 | 6 | 8

log20 | ETZEERELERRZY 120 | o | 16 6o | 60 HAE
10B-2.5 R2.5 for die. E%%Enﬁn%? 25 .

108-30 | Z{ZHESEAEARSO 30

0840 | ACERBELARIO |40 | 10 | 12 | 0 [
10B-5.0 | ZIAERELEARSO |5.0 '




X 57)1/%31371[!]313 HP series for Profile Machining

HP

SERIES

i E=20)

S ¢D BAEET BFEL FREAW Yo% oY

HP series
FAXEVRRAKE - ©FIvZ ALEDEMEM B CBNIZ
PR ORI TAZH#E TS

Diamond is perfect for rough processing brittle materials such as quartz and ceramics.
CBN is perfect for rough processing hardened steel.

ﬁﬂﬁ Dimensions

AEEE2m

HABEHW

@D
DY oz

¢d<eD

L1

gL RWEITY gary  xop

Product No. Product name Diameter Gnlré(?]gsttgne Lenggek;zneath tg:::isgjsi disarr]r?gtker Body length Gé?”;':;gy Concentration  Bond
HPD-3.0 | &EBATIA$3.0 for Profile Machining 3.0 5 12 10 60
HPD-4.0 | &3BATA$4.0 for Profile Machining 4.0 ) 6
HPD-5.0 | &EBATA$5.0 for Profile Machining 5.0 1.5
HPD-6.0 | #3BAMIA$6.0 for Profile Machining 6.0 17 20 10 70 JOVX%
HPD-8.0 | #®2BAITA$8.0 for Profile Machining 8.0 ) #120 80% Bronze
HPD-10.0 | #3BAIA¢10.0 for Profile Machining 10.0 10 25 12 type
HPD-12.0 | &®3BAIA¢12.0 for Profile Machining 12.0 20 16 80
HPD-16.0 | 3BT A¢16.0 for Profile Machining 16.0 3.0 20
HPD-20.0 | #2B8ATA¢20.0 for Profile Machining 20.0
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Product No. Product name Diameter Granularity Concentration
HPD ®HNTA FAVELR 780~ 400 . TOVRF - RF—IF - VSINREE
for Profile Machining $30~500 Diamond 70~ 120% Bronze - steel + cobalt type etc
HPB CBN #80 ~ 400 '

R 911/:' T F ]) )% HC series Metal core drill
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HC series
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Diamond is perfect for drilling brittle materials such as quartz and ceramics.
CBN is perfect for drilling hardened steel.
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Product No. Product name Diameter Granularity Concentration
HCD 7RI 430~ 200 FATEL 780~ 400 70~ 120% FOLXF - AF—LF - VINRLE
HCB core drill CBN 280 ~ 400 Bronze - steel + cobalt type etc.
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This tool is made from mefalic
powder and diamond (CBN)
grains by sintering.

36 DIAMOND CBNTOOLS

ThF ALY E> K (CBN) fiF

=B

(AZIKCRTEOMEERE )

E%ﬁi Long-Life
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Retentivity of abrasive grain is strong, and high wear resistance. Self sharpning (abrasive grain worn out drops and generate new abrasive grain) keeps steady sharpness.

X \U T—3/3>/ wide variety
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We propose the specifications best suited for our customers' processing conditions and work materials.
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RE. SREERLFEHHS I 1 PEV/RCBN $8(Cu)-85(Sn)Z~X—2XIZ/ Uk (Co) -8 (Fe)-
Rk | ERESHCEELIEVET. RUR | 999270 WBEHesemERAT DL
Abrasive grains EISEN has prepared many types Diamond CBN abrasive grain which Bond C’:D‘ BEES?EU)}JI]I%{#‘\*’U—QMEIC%EEH:
have fez such as long-life and high-eff —
ave features such as long-life and high-efficiency BESERVELEY,
= - _ P By combining various metals such as Cobalt (Co), iron (Fe), tungsten (W),
%EPE,EEK%Lt[LJ:DﬁEE@ﬁEZS%Eﬂ:a base of copper (Cg) tin (Sn‘)‘ we can propose the specifications best suited
%EFIE ﬂé:tbi?:&gjo for our customers' processing conditions and work materials.
Concentration By changing concentration, can change hardness of grinder. A
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Concentration volume ratio indicating diamond CBN abrasive grains in VAV =
abrasive grains layer. Cobalt type
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Sharp | Steel type
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Bronze type
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Low Concentration High Dull Efficiency Sharp

%Em,ﬁ\ﬂ Quick delivery
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The integrated manufacturing system has realized the innovative quick delivery (the shortest delivery time is 7 hours).
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order manufacturing of metal ct
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|_ Sintering of grinder Brazing Additional processing inspection shipment 1
TRAENER 1 ~ 2B
1 10 2 weeks
= | srmEsst || siTE || svnE || 2aeE |
order Drawing metal core designs Placing order with outside manufacturer - manufacturing of metal core acceptance check

Competitors
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|_ Sintering of grinder Brazing Placing order with outside manufacturer ~ Additional processing inspection shipment

1~258

1 to 2 months





