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Electroplated Diamond Tools for Ceramics 5% w7 ED-PNT
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It is now possible to drill and tap ceramics.
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OSG's ED-DS and ED-PNT combine high speed capability with The ED-DS can drill both through and blind holes. Unique flutes
long tool life when working with ceramics. Using OSG's advanced and special thinning remove chips smoothly.

electroplating technology, we have developed these revolutionary

new tools.
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These tools are made of high speed steel, with diamond powder LE Ul

electroplated onto the surface. The ED-PNT provides a JIS class 2 thread limit, taking into
consideration the interference of the work.
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TOOL COMMUNICATION
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IEDJUINT  Blind Hole

I'IZ5 F U de)&’e UEL\)‘J- Various application of ED-DS
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NATY=)b 8 Q\ D completed yet A pipe type tool involves a longer process.
A pipe type tool ‘ H H ‘ ‘ H H ‘ Due to its in perfect surface finish, a
finishing operation is required.
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ED-DS EEIJALVYEVRRUI S5 RUJID Electroplated Diamond Drills for Ceramics

(B4 :mm) (Unit:mm)

Y—)UNo.| BfR | BR | 2R |vrv/R | BTR |BR | BaR | fE |28 | £2&f | | Y—IUNo | BER &R | 2R |V | BTR| B8R |BER | NE |EE | SE(
EDP NO. D FL L d L1 d2 Lenglhql Grid Size | Stock | (Yen) EDP NO. D FL L d L1 d2 Lengmql Grid Size | Stock | (Yen)
8599720 |2 7 |39 3 85 [1.6| 85 #100, @ | 5,990 8599780 |8 34|78 8 364 |76 16 | #100| @ | 7,140
8599725 |25 | 9 | 41 3 10.5 [2.1 | 10.5 |#100| @ | 5,990 8599785 |85 (34 84| 10 |36 8.1 10 |#100] @ | 7,920
8599730 |3 1143 3 125 [2.6 | 125 |#100| @ | 5,990 8599790 | 9 37187 10 |39 8.6 | 10 |[#100 @ | 8,110
8599735 |35 | 15|47 4 16.5 [3.1] 10 #100, @ | 5,990 8599795 |95 |37 (87| 10 |39 9.1 10 |#100| @ | 8,110
8599740 |4 17 | 49 4 18.5 [3.6 | 10 #100] @ 6,370 8599800 10 |40 | 90| 10 |424 9.6 | 10 [#100] @ | 8,500
8599745 |45 |19 |63 6 21 4.1 10 #100) @ | 6,570 8599805 |10.5 [40 | 97| 12 |42 [10.1 10 |#100] @ | 8,880
8599750 | 5 21|65 6 23 |46 10 #100) @ | 6,570 8599810 |11 4097 12 |42 106 | 10 |#100 @ | 9,080
8599755 |65 |23 |67 6 25 |51] 10 #100] @ | 6,760 8599815 |[11.5 [44 101 12 |46 [11.1 10 [#100] @ | 9,080
8599760 | 6 25|69 6 274 |56 10 #100) @ | 6,960 8599820 12 |44 101| 12 |46.4 [11.6 | 10 [#100] @ | 9,270
8599765 |65 |28 |72 8 30 6.1 10 #100] @ | 6,960 8599825 [12.5 |48 105| 12 |51 [12.15] 10 [#100| @ | 9,850
8599770 |7 28|72 8 30 6.6 | 10 #100) @ | 6,960 8599830 13 |48 105| 12 |51 [12.65 10 [# 100/ @ |10,700
8599775 |75 (31| 75| 8 33 71 10 |#100| @ | 6,960 @- 1Z#AEES  @= Standard stock item
mtS KU JIJ”"IT_g Processing Data
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Direction of the tool's rotation Direction of the tool's feed

.*EEU)I:ISE Comaprison of thread tolerance
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The OSG ED-PNT has been developed for thread milling with a
3 axis CNC controlled machine tool. Thread is processed by
advancing one pitch feed per revolution in the axial direction,
utilizing the planet like rotation and revolution movements of the
tool. Internal and external thread, right or left hand threads can
all be produced with this one tool, simply by changing the
direction of rotation and/or feed.
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M3 x 0.501 URZA oMY

ED-PNT M3x0.5
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@Profiles are perfect.
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@Passed JIS Class 2
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Competitor's Product
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\ @Profiles are too small.

(B4 :mm) (Unit:mm)

Y—)UNo. 126} NE | EvF | 2k | BUR | MR | Y7UIR EEyS R/AVINTRE HIE £E | &M
EDP NO. Type D Pitch L Lc L1 d Length of electroplating| Min.Cutting Bore Dia. | Grid Size Stock (Yen)
8315981 22X75 XP0.5 2.2 0.5 50 7.5 8.5 4 8.5 3 #600 [ 20,900
8315982 3 X9.8 XP0.7 3 0.7 60 9.8 12 6 12 4 # 400 () 22,000
8315983 3.7X12 XP0.8 3.7 0.8 60 12 14 6 14 5 #400 @ 22,800
8315984 45X15 XP1 4.5 1 70 15 18 8 18 6 #400 [ 23,900
8315985 6 X20 XP1.25 6 1.25 70 20 23 8 23 8 # 400 [ ] 25,000
8315986 75X24 XP15 7.5 1.5 80 24 27 10 27 10 #400 [ ) 29,700
8315987 9 X29.8XP1.75 9 1.75 80 29.8 33 10 33 12 #400 [ 31,900
8315988 | 10 X34 XP2 10 2 80 34 39 10 39 14 # 400 (] 37,900
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TOOL C ION

mt> FUJI] (42 :mm) (Unit:mm)
WHIM | B(EMRESSY 7 A OXIDE  FFEEMFRESZw IR NON-OXIDE wWHI | BRI ESSYIR OXDE  |FEE(EMZEESSwI R  NON-OXIDE
MA'IYégE\f ZIV=F-Y)La= Ai203-Zr02 | B{EIFVVER-BRALIFLIZR  SisNs-SiC MAT";%TE FZIW=EF-IJIVOAZT  A0s-zr02 | B{EIFLR-RILIFULSR  SisNe-SiC
BEIERE  GRINDING SPEED FfHEIRE  GRINDING SPEED FEIERE  GRINDING SPEED FffEIERE  GRINDING SPEED
85~94m/min 47~75m/min 85~94m/min 47~75m/min
CERRE | EhE2 |RFvIE | OEmRE EbE [(RTvIJE CERRE | EhE |RFvIE| OEmRE EbhE |(RFvIJE
B SPEED FEED STEP FEED | SPEED FEED |STEP FEED B SPEED FEED STEP FEED | SPEED FEED | STEP FEED
DRILL Dia. min-! mm/min mm/step min-! mm/min mm/step DRILL Dia. min-! mm/min mm/step min-! mm/min mm/step
2 13,500 3 0.1 7,500 2.5 0.05 8 3,750 5 0.1 2,800 2.5 0.05
25 10,800 8 0.1 6,000 25 0.05 8.5 3,500 5 0.1 2,600 25 0.05
3 9,000 3 0.1 5,000 2.5 0.05 9 3,300 5 0.1 2,500 2.5 0.05
S5 7,700 S 0.1 4,650 2.5 0.05 9.5 3,150 5 0.1 2,350 2.5 0.05
4 6,800 3 0.1 4,400 2.5 0.05 10 3,000 5 0.1 2,200 2.5 0.05
4.5 6,000 3 0.1 4,200 2.5 0.05 10.5 2,850 5 0.1 2,100 25 0.05
5 5,400 3 0.1 4,000 2.5 0.05 11 2,700 5 0.1 2,000 2.5 0.05
515 5,200 3 0.1 3,900 2.5 0.05 11.5 2,600 5 0.1 1,900 2.5 0.05
6 5,000 5 0.1 3,700 2.5 0.05 12 2,500 5 0.1 1,850 25 0.05
6.5 4,600 5 0.1 3,400 2.5 0.05 12.5 2,400 5 0.1 1,750 2.5 0.05
7 4,300 5 0.1 3,200 2.5 0.05 13 2,300 5 0.1 1,700 2.5 0.05
7.5 4,000 5 0.1 2,950 2.5 0.05
| PP (B4 :mm) (Unit:mm)
wWHIM | BEMRESSYIR OXDE  [FEE(EMZESS IR NON-OXIDE WHltF | BEMRESSvIR oxDE  FFE{EMRESZ WO R NON-OXIDE
ngﬁf FIVEF-IIVAZT  A0s-Zr02 | B{EIFVER-FRILIFLEE  SisNa-SiC MX}’%’;’E FILEF-IJIVOZT  A0s-Zr02 | B{EIFUVFR-FRIEIFULER  SisNa-SiC
FfEIERE GRINDING SPEED EHEUEF GRINDING SPEED TfELRE ~ GRINDING SPEED TfEIERE ~ GRINDING SPEED
5~50m/min 25~50m/min 25~50m/min 25~50m/min
BEmEE | EbE2 UHAHE | [EEnEE EDE | UhAdE . BEmEE | EbE AHE | BEnERE EbhE A2
i2aé) SPEED FEED STEP FEED | SPEED FEED |STEP FEED IO SPEED FEED STEP FEED | SPEED FEED  |STEP FEED
THREAD SIZE min-1 mm/min mm/rev min-! mm/min mm/rev THREAD SIZE min-! mm/min mm/rev min-1 mm/min mm/rev
22X 7.5| 4,500 10 0.01 4,000 5 0.005 6 X20 2,500 40 0.02 2,000 20 0.01
3 X 9.8| 3,500 10 0.01 3,250 9 0.005 7.5X24 2,000 50 0.02 1,500 20 0.01
3.7 X12 3,000 20 0.02 2,500 10 0.01 9 X29.8| 1,500 60 0.02 1,500 30 0.01
4.5X15 3,000 30 0.02 2,500 15 0.01 10 X34 1,250 60 0.02 1,250 30 0.01
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Notices of ED-DS and ED-PNT

@®Machine

ED-DS and ED-PNT should be used with a grinding center. Even when used in a machining
center with helical interpolation, chips need to be kept away from the sleeves to enable removal.
@Coolant

High pressure and sufficient coolant is required to prevent short tool life due to chips lodged in
flutes.

@Type of ceramics

There are several types of ceramic. Though the names of ceramics are same, the performance of
tool is different depending on the method of sintering ceramics.

@Grinding in tungsten carbide

ED-DS and ED-PNT can be applied to tungsten carbide as well, though its tool life in drilling
operation decreases more dramatically than AI203.
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ASafe use of cutting tools

@Use a safety cover,safely glasses and safely shoes during operation.
@Do not touch grinding chips with bare hands.Chips will be hot after
grinding.
@Stop grinding when the tool becomes dull.
@Stop grinding operation immediately if you hear any strange grinding sounds.
@Do not modify tools.
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