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Application of Titanium Alloy

AT TR LE BSOS SR CRIN T ERERISZ NEMHERGT ZER | IR SERESHER. NER
M. RSNBESHE., REZBLR CEBERS. fFSEES, XETHMHIESEER  MHERKREX  REREEKS , X
PIEIIN THRARH TIFEEHIER,

Due to superior properties , titanium alloy have been widely used as important structural components and conjunctive
components in aerocraft, such as landing gear support structure, fan disk and low pressure compressor disks and blades
in turbine, tail cone, exhaust duct etc. Complicated structure, high metal removal rate, good surface finishing are primary
features of these components, which requires high cutting technology.

REESHETE=

Characteristic of Titanium Alloy Machining

(1) SBuERINAEIAX

High pressure loads on the cutting edge.

RESTHR) , VIBSTIERTIHEMER) , (57 EREBMERIEARKIEN , INETIEER. BiR.

High resistance to plastic deformation of titanium alloy may lead to a small chip—tool contact area, which will cause a
serious stress concentration and heat generation at the tool nose.

(2) tNHIEERS

High cutting temperature

HATREESHARE)  ERNIHEEESE LT, SaETESHT]HERKIGERERSIA1000°C , HIRIFAERIRENE
20%HEHE | 80%IFRENRE L. SIHIEEREEREIREE , EEINET JENER , AKRET JEERSD.

Poor thermal conductivity may lead to violent temperature rise in the cutting zone during the cutting process , especially
at chip—tool contact area where temperature may reach 1000°C or more. Of this generated heat, about 80% it is retained in
the tool and 20% in the chip .And high cutting temperature will greatly accelerate tool wear and lead to a poor tool life .

(3) BALHENE , MMRITIRKH

Strong chemical reactivity

ESTHIBET  ResMHSTEZAEEENINEEY | TESSRESNER. §EER , NTIEDELH.

Tool failure is easily caused due to the strong chemical reactivity with tool materials under high cutting temperature
conditions, in which oxidation wear and dissolution-diffusion wear of tools often occur.
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ST200 Endmill for High Efficiency Milling of Aerospace Titanium Alloy

THmE
Workpiece Material
EX T3] TNEME TNEZR s BB Wk
Tool Tool End Mill Description Type  Diameter Page 4 5 ¢ 3
Series Type Range
TA TC o %0 TB
BEM  gag.  PHESE g
OY | Microstructure pgi > OF Microstructure
Steel Alloy Mlcrtﬂ(r)l‘l/cture Alloy
4TIk
4 Flute, ST200-S4 | D6-D32 | 08 O O O O
Standard Length
L STIFk
Square [ ———E | 5 Flute, ST200-S5 | D6-D32 | 08 O O O O
Standard Length
End
673k
W ¢ Flute, Standard ST200-S6 | D6-D32 | 08 O O O O
Length
ARk
4 Flute, ST200-R4 | D6-D32 | 09 O O O O
Corner Radius
STEIfk
—fY | 5 Flute, ST200-R5 | D6-D32 | 10 O O O (@)
Corner Radius
67 Bk o o o o
ST200 6 Flute, ST200-R6 = D6-D32 11
Efk Corner Radius
Corner
Radius ATKMEAL
[N | 4 Flute Corner Radius, | ST200-RN4 | D6-D32 | 12 O O (@) O
with Reduced Neck
STIRIERAL
[l | 5 Flute Corner Radius,  ST200-RN5 | D6-D32 | 13 O O O O
with Reduced Neck
6TIE sk
[————lle8 6 Flute Corner Radius, | ST200-RN5 | D6-D32 | 14 O O O O
with Reduced Neck
— VO - -
4 Flute, Ballnose IR L Le O @ @ @
Bk
Ballnose ATEERERL
m— | 4 Flute, Ballnose , ST200-BN4 | R3-R12 | 15 O O O (@)
with Reduced Neck

O Bi&E#A Most Suitable

O &4 Suitable
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ST200 fn= XS €=M LB T)

ST200 Endmill for High Efficiency Milling of Aerospace Titanium Alloy

| EZMi#

| Main application
o BMBEMBERASGU25UF , MBS HIERIENR

Ultra-fine cemented carbide GU25UF High wear
resistance and toughness

1
1
|
&

o MFATHEMAITREEEME AICIN iRE
E High wear resistance and anti-stickness,
' AICrN coating
“~ :
- - o SERIRGTIEIT] , STHAYDOEER
Advanced flute edge treatment
o REMRESTHIBE -

Unequal flutes spacing for excellent chip evacuation

=
B4 G E R & £GU25UF N\
Ultra-fine cemented carbide GU25UF / \ =
[
5 ‘ L3 i
o GU2SUFELISAIE0 JumBOWCHE , s [ ig
SHLUNERAS, a | /’ Sz
GU25UF is produced from 0.4um micron tungsten X / / °g =
carbide powder with 12% cobalt powder. - . S
0.4um 0.8um ” ® >
(BHLSBIORIRE 4 ) AE
Particle size distribution of Hardness (HRA)

tungsten carbide powder

N= IREEAYIRE
AICrN "%_; Basic physical character of coating
AICrN Coating

: : ergs | PTEE) mmEm Lo,
o GRS EEEBIIAERE , w2 | twoos) | P mmrq | FEER
SRERIERAIAZILL00C, coating Vickers esicua Most Suitable (f)e laien
Nano-structure coating has a high oxidation temperature , MEriness Compressive Temperature of Friction
the most suitable temperature is 1100°C. Stress
o RIFHMERATTIEL.
Good toughness and thermal shock resistence stability. AICrN 3200 -3 1100 0.35
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ST200 Application Case Studies 1

@ IRFHEREIRE | AIRIEEMERTIEMIENE  ERIR. KHERATIHIRESR
HT , BEmIER

The unique combination of substrate and coating guarantees the anti-fracture

resistance and wear resistance effectively. Ability to withstand large depths of cuts

at high feeds rates.

NE&H S7TIEfk
Description 5 Flute, .Cornor .
Radius TIEERIRR
A= Wear condtion
] ST200-R5-16030
ype
Tt IIN= FE—BlfE b i 1 FE=AE SRS
Workpiece Ti6Al4V ( TC4) (22.5min) (45min) (67.5min) (90min)
TIEIA T
Machinﬁ'\g ﬁ?H;}JD.I_ X100 X100 X100 X100
Method Cavity Milling
DNTATE q
Cutting Time dell
RHIBE K&
Coolant water
BR 1195RPM
Speed (60m/min)
HEATRE 382mm/min
Feed Rate (0.064mm/t)
PIRIRE a,=28mm,
Cutting Depth a.=3mm
TR
Shape Dimensions 142 (L) x92 (W) x28 (H)
Tt IIN=F3
Workpiece Material Ti6AI14V
[EEB R £
Radius of Bottom R3.0
®AR
Radius of Corner R
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ST2005% A 6=

ST200 Application Case Studies 2

Q@ FFARHEEEIZA BEERESNEIINTEENRERE

Special circle curve milling, High precision of shape and high quality of surface.

TIE&R

Description

57k
5 Flute,
Cornor Radius

ST200-R5-16030

Type FERBRA : R3.0
Tt tas Radius of Bottom:R3.0
Workpiece Ti6Al4V (TC4)
IEIA= gk
Machining Method Side milling
DN TAiE .
Cutting Time S
REA K&
Coolant Water NEES
T 1195RPM Quality of Surface
Cutting Speed | (60m/min)
BT HATRE 382mm/min
Semi-finishing Feed Rate (0.064mm/t)
TIEIRE a,=28mm ,
Cutting Depth | a.=4mm
IEEE 1195RPM
Cutting Speed | (60m/min) HEERA : R14.0
ST AR O e Radius of Corner: R14.0
Finishing Feed Rate (0.06mm/t)
TIERE a,=28mm
Cutting Depth | a.=1mm

INITAAR

Radius of Corner

Shape Dimensions 57(L)x48(W)x28(H)
Tt Sae
Workpiece Material Ti6AI4V ( TC4)
JKEB R A
Radius of Bottom R3.0
wAR R14.0
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ST200 Application Case Studies 3

Q@ #EMBITIEIT] , Seay7) bR, SEIRSERITDHE] | 1EINJBa0Ean

Advanced flute edge treatment, wear condition is stable, enabling long-life cutting.

1=
%‘5 ST200-RN4-20030
ype
s D20*R3*60NL —a— GESAC
Type —— BT
TR TA15M
Workpiece B AT
I %7
Lo s 1
Machining Side Millin
Method € 9 015
E -
TEHSE I £
Cutting Length el Eé:ﬁ‘: 010 7 GESAC
© |
(J]
REA K& = o005 4
Coolant Water
E‘gﬁ 955RPM 0.00 I I I I I I I I I I 1
Speed (60m/min) 0 2 4 6 8 10 12 14 16 18 20 22
BHAEE 285.5mm/min - IHRE
Feed Rate (0.075mm/t) Cutting Length (m)
TIHIRE ap=30mm
Cutting Depth a.=3mm
BEiRARA .
Wear Condition
IEI2mig EI10mfE tIEI20mfE

Cutting Length : 2m

Cutting Length : 10m

Cutting Length : 20m

X100

X100

X100

GESAC
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ST200-S4 | AN

4 7% =
- - - S
4 Flute, < 1t
Standard Length . Le
N Tol
D<16 03
SZS06 e
he 36°39° Fryry—
BE Type D Lc L d
ST200-S4-06012 6 12 50
ST200-S4-08016 8 16 60 8
ST200-S4-10020 10 20 70 10
ST200-S4-12024 12 24 75 12
ST200-S4-16032 16 32 90 16
ST200-S4-20040 20 40 100 20

1J 85 5) Ordering Example : ST200-54-06012

ST200-S5 — NN

5 71k o - El

G
5 Flute, Lc
Standard Length L
2% Tol
D<16 Bos
TSN =1
h6 40° B4z (mm)
BIE Type D Lc L d
ST200-55-10025 10 25 70 10
ST200-S5-12030 12 30 75 12
ST200-S5-16036 16 36 90 16
ST200-S5-20045 20 45 110 20
ST200-S5-25050 25 50 110 25

1T5573:5 Ordering Example : ST200-S5-10025
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ST200-S6 —
6 71Tk S E—— L

6 Flute, ‘ L
Standard Length L
D A% Tol
D=16 o3
==Y e
h6 40° #{iz(mm)
BE Type D Lc L d
ST200-S6-10025 10 25 70 10
ST200-S6-12030 12 30 75 12
ST200-S6-16036 16 36 90 16
ST200-S6-20045 20 45 110 20
ST200-S6-25050 25 50 110 25

1T#57~/5] Ordering Example : ST200-S6-10025

11 -
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ST200-R4 - S

4 TNERL :

4 Flute, “T B jl

Corner Radius ] |_Lc
b AZ Tol
D<16 Sos
SEE06w e
hé 36°/39° 0.04
B4 (mm)

RS Type D r Lc L d
ST200-R4-06005 6 0.5 16 50 6
ST200-R4-06010 6 1 16 50 6
ST200-R4-08010 8 1 20 60 8
ST200-R4-08020 8 2 20 60 8
ST200-R4-10010 10 1 25 70 10
ST200-R4-10020 10 2 25 70 10
ST200-R4-10030 10 3 25 70 10
ST200-R4-12010 12 1 30 75 12
ST200-R4-12020 12 2 30 75 12
ST200-R4-12030 12 3 30 75 12
ST200-R4-16010 16 1 36 90 16
ST200-R4-16020 16 2 36 90 16
ST200-R4-16030 16 3 36 90 16
ST200-R4-20010 20 1 45 110 20
ST200-R4-20020 20 2 45 110 20
ST200-R4-20030 20 3 45 110 20
ST200-R4-20040 20 4 45 110 20
ST200-R4-20050 20 5 45 110 20
ST200-R4-25010 25 1 50 115 25
ST200-R4-25020 25 2 50 115 25
ST200-R4-25030 25 3 50 115 25
ST200-R4-25040 25 4 50 115 25
ST200-R4-25050 25 5 50 115 25

14874 Ordering Example : ST200-R4-06005
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ST200-R5

5 J1[E 3

5 Flute,
Corner Radius

D A Tol
D<16 S0
=L SREYT e
he 40° 0.04
Bfr (mm)
BIES Type D r Lc L d
ST200-R5-06005 6 0.5 16 50 6
ST200-R5-06010 6 1 16 50 6
ST200-R5-08010 8 1 20 60 8
ST200-R5-08020 8 2 20 60 8
ST200-R5-10010 10 1 25 70 10
ST200-R5-10020 10 2 25 70 10
ST200-R5-10030 10 3 25 70 10
ST200-R5-12010 12 1 30 75 12
ST200-R5-12020 12 2 30 75 12
ST200-R5-12030 12 3 30 75 12
ST200-R5-16010 16 1 36 90 16
ST200-R5-16020 16 2 36 90 16
ST200-R5-16030 16 3 36 90 16
ST200-R5-20010 20 1 45 110 20
ST200-R5-20020 20 2 45 110 20
ST200-R5-20030 20 3 45 110 20
ST200-R5-20040 20 4 45 110 20
ST200-R5-20050 20 5 45 110 20
ST200-R5-25010 25 1 50 115 25
ST200-R5-25020 25 2 50 115 25
ST200-R5-25030 25 3 50 115 25
ST200-R5-25040 25 4 50 115 25
ST200-R5-25050 25 5 50 115 25

1T557:45 Ordering Example : ST200-R5-06005
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ST200-R6 | AN

6 71 Efak . - .

6 Flute, o
Corner Radius ] ]
D AZ Tol
D<16 Sos
=-RETE Sae
he 40° 0.04
B (mm)
BE Type D r Lc L d
ST200-R6-10005 10 0.5 25 70 10
ST200-R6-10010 10 1 25 70 10
ST200-R6-10015 10 15 25 70 10
ST200-R6-10020 10 2 25 70 10
ST200-R6-10030 10 3 25 70 10
ST200-R6-12005 12 0.5 30 75 12
ST200-R6-12020 12 2 30 75 12
ST200-R6-12030 12 3 30 75 12
ST200-R6-16015 16 1.5 36 90 16
ST200-R6-16020 16 2 36 90 16
ST200-R6-16030 16 3 36 90 16
ST200-R6-20010 20 1 45 110 20
ST200-R6-20020 20 2 45 110 20
ST200-R6-20030 20 3 45 110 20
ST200-R6-20040 20 4 45 110 20
ST200-R6-20050 20 5 45 110 20
ST200-R6-25010 25 1 50 115 25
ST200-R6-25020 25 2 50 115 25
ST200-R6-25030 25 3 50 115 25
ST200-R6-25040 25 4 50 115 25
ST200-R6-25050 25 5 50 115 25

1T858~ Ordering Example : ST200-R6-10005
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ST200-RN4

4 )5 E i 3

© o] =
4 Flute, _lc |
with Reduced Neck 3 Ll
p) AE Tol
D<16 S0
o e e 0 G o |
he 36°/39° 0.04
Bfr (mm)
BE Type D r Lc L1 d2 L d
ST200-RN4-08005 8 0.5 16 25 7.2 65 8
ST200-RN4-08010 8 1 16 25 7.2 65 8
ST200-RN4-08015 8 15 16 25 7.2 65 8
ST200-RN4-08020 8 2 16 25 7.2 65 8
ST200-RN4-10005 10 0.5 20 35 9 75 10
ST200-RN4-10010 10 1 20 35 9 75 10
ST200-RN4-10015 10 15 20 35 9 75 10
ST200-RN4-10020 10 2 20 35 9 75 10
ST200-RN4-10030 10 20 35 9 75 10
ST200-RN4-12010 12 1 24 45 11 90 12
ST200-RN4-12015 12 15 24 45 11 90 12
ST200-RN4-12020 12 2 24 45 11 90 12
ST200-RN4-12030 12 3 24 45 11 90 12
ST200-RN4-16015 16 1.5 32 50 15 100 16
ST200-RN4-16020 16 2 32 50 15 100 16
ST200-RN4-16030 16 3 32 50 15 100 16
ST200-RN4-20020 20 2 40 60 19 110 20
ST200-RN4-20030 20 3 40 60 19 110 20
ST200-RN4-20040 20 4 40 60 19 110 20
ST200-RN4-20050 20 5 40 60 19 110 20
ST200-RN4-25020 25 2 50 70 24 130 25
ST200-RN4-25030 25 3 50 70 24 130 25
ST200-RN4-25040 25 4 50 70 24 130 25
ST200-RN4-25050 25 5 50 70 24 130 25

1T#57~{5) Ordering Example : ST200-RN4-08005
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ST200-RNS

5 7B Ak

5 Flute,
with Reduced Neck

D NE Tol
D<16 Sos
=== el U o |
hé 40° 0.04
B4 (mm)
BE Type D r Lc L1 d2 L d
ST200-RN5-06005 6 0.5 12 20 0 60 6
ST200-RN5-06010 6 1 12 20 0 60 6
ST200-RN5-08010 8 1 16 25 7.2 65 8
ST200-RN5-08020 8 2 16 25 7.2 65 8
ST200-RN5-10010 10 1 20 35 9 75 10
ST200-RN5-10020 10 2 20 35 9 75 10
ST200-RN5-10030 10 3 20 35 9 75 10
ST200-RN5-12010 12 1 24 45 11 90 12
ST200-RN5-12020 12 2 24 45 11 90 12
ST200-RN5-12030 12 3 24 45 11 90 12
ST200-RN5-16020 16 2 32 50 15 100 16
ST200-RN5-16030 16 3 32 50 15 100 16
ST200-RN5-20020 20 2 40 60 19 110 20
ST200-RN5-20030 20 3 40 60 19 110 20
ST200-RN5-20040 20 4 40 60 19 110 20
ST200-RN5-20050 20 5 40 60 19 110 20
ST200-RN5-25020 25 2 50 70 24 130 25
ST200-RN5-25030 25 3 50 70 24 130 25
ST200-RN5-25040 25 4 50 70 24 130 25
ST200-RN5-25050 25 5 50 70 24 130 25

1J#87=~f Ordering Example : ST200-RN5-06005
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ST200-RN6

6 B Ak

° & =)
6 Flute, =
with Reduced Neck L
D AZ Tol
D<16 S0
=1-ERET S
h6 40° 0.04
B4 (mm)
BIE Type D r Lc L1 d2 L d
ST200-RN6-06005 6 0.5 12 20 5.5 60 6
ST200-RN6-06010 6 1 12 20 5.5 60 6
ST200-RN6-08010 8 1 16 25 7.2 65 8
ST200-RN6-08020 8 2 16 25 7.2 65 8
ST200-RN6-10010 10 1 20 35 75 10
ST200-RN6-10020 10 2 20 35 75 10
ST200-RN6-10030 10 3 20 35 9 75 10
ST200-RN6-12010 12 1 24 45 11 90 12
ST200-RN6-12020 12 2 24 45 11 90 12
ST200-RN6-12030 12 3 24 45 11 90 12
ST200-RN6-16020 16 2 32 50 15 100 16
ST200-RN6-16030 16 3 32 50 15 100 16
ST200-RN6-20030 20 3 40 60 19 110 20
ST200-RN6-20040 20 4 40 60 19 110 20
ST200-RN6-20050 20 5 40 60 19 110 20
ST200-RN6-25030 25 3 50 70 24 130 25
ST200-RN6-25040 25 4 50 70 24 130 25
ST200-RN6-25050 25 5 50 70 24 130 25

{T57~f5) Ordering Example : ST200-RN6-06005
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ST200-B4

4 )3k

4 Flute, © -
Ballnose ‘ Lc
L
R AE Tol
N
L SHANK| ‘\\. B % ﬂ R=3 +0.020
hé 30
B (mm)
RIS Type R Lc L D
ST200-B4-06009 3 9 50
ST200-B4-08012 4 12 60 8
ST200-B4-10015 5 15 70 10
ST200-B4-12018 6 18 75 12
ST200-B4-16024 8 24 90 16
ST200-B4-20030 10 30 100 20
1T#57~45] Ordering Example : ST200-B4-06009
2 X 5 )%
4 7)i<EmEk sk i, @
4 Flute, ‘ Le
Ballnose,with Reduced Neck L
L
£ Tol
-~ R A
L SHANK| N° @ ﬂ R=3 +0.020
hé 30
B (mm)
BIE Type R Lc L1 d2 L d
ST200-BN4-06018 3 9 18 5.6 60 6
ST200-BN4-08020 4 12 20 7.6 60 8
ST200-BN4-10025 5 15 25 9.6 70 10
ST200-BN4-12030 6 18 30 114 75 12
ST200-BN4-16035 8 24 35 15.2 90 16

iT#57~5) Ordering Example : ST200-BN4-06018
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ST200 EFEHHEIS

ST200 Recommended Milling Condition

@ TIHlERE AL
m/min Diameter ( mm
Teerh il ) L)
Workpiece
=\ R4F =P
ap Qe Min Op%‘mum ﬁax mm 6 8 10 12 16 20 25
P4 <15*D | <0.1*D | 70 90 120 fz 0.05 0.06 0.07 | 0.075 | 0.08 0.1 0.12
n P5 <15*D | <0.1*D | 70 90 120 fz 0.045 | 0.06 | 0.065 | 0075 | 0.08 0.1 0.12
P6 <15*D | <0.1*D | 70 85 120 fz 0.05 0.06 | 0.065 | 0075 | 0.08 0.1 0.1
TA <15*D | <0.1*D | 50 75 90 fz 0.045 | 0.055 | 0.06 0.07 0.08 0.1 0.12
B TC <15*D | <0.1*D | 50 70 100 fz 0.045 | 0.055 | 0.06 | 0.065 | 0.08 0.1 0.1
B <15*D | <0.1*D | 30 45 60 fz 0.045 | 0.055 | 0.06 | 0.065 | 0.08 0.1 0.1
@ DR iz
m/min Diameter ( mm
ThEpE it i)
Workpiece
ap fjﬂn‘ op%fum ﬁajcx mm/t | 6 8 10 12 16 20 25
P4 <0.8*D 70 90 120 fz 0.045 | 0.055 | 0.065 | 0.075 | 0.08 0.1 0.1
n P5 <0.5*D 70 90 120 fz 0.045 | 0.05 0.06 | 0.075 | 0.08 0.1 0.1
P6 <0.3*D 70 85 120 fz 0.04 0.05 0.06 | 0.075 | 0.08 0.1 0.1
TA <0.3*D 50 75 90 fz 0.04 0.05 0.06 0.07 0.08 0.1 0.1
B TC <0.3*D 50 70 100 fz 0.04 0.05 0.06 | 0.065 | 0.08 0.09 | 0.085
B <0.25*D 30 45 60 fz 0.04 0.05 0.06 | 0.065 | 0.07 0.09 0.08
ﬂ D TE
m/min Diameter ( mm
ToEpE Lt ) i)
Workpiece
ap P H,\jljn Op%nfum ‘,ﬁi mm/t 6 8 10 12 16 20
P4 <0.2*D | <0.3*D | 100 140 160 fz 0.05 0.07 0.08 0.1 0.12 0.14
n P5 <0.2*D | <0.3*D | 100 130 160 fz 0.05 0.07 0.08 0.1 0.12 0.14
P6 <0.2*D | <0.3*D | 100 120 150 fz 0.05 0.065 0.075 0.09 0.11 0.12
TA <0.2*D | <0.3*D | 50 75 90 fz 0.05 0.06 0.07 0.075 0.08 0.1
B TC <0.2*D | <0.3*D | 50 70 100 fz 0.045 0.055 0.06 0.065 0.08 0.1
B <02*D | <0.2*D | 30 45 60 fz 0.045 0.055 0.06 0.065 0.08 0.1
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D958 (A& & I T hcTE 5L

D958 Twist Drill for Titannium Alloy

| EERE

| Main application

o MAGERIERIESRENTIEIO,

BEERFAERIMY

Special Chip for Heat-resistance Alloy.
High hardness Flute Edges , excellent
resistance to edge chipping

o BEREES

M AN AT E R

Ultra-fine cemented carbide ,
High wear resistance and

toughness

D958 R i %= 5

D958 Application Case Studies

SN ERIRE

Advanced Coating
REREEIUEI D BT REER |
FEERSERTIERE.

The coating can improve the wear

resistance and material sticking to
the tool.

DIS8EAIFAIER. EAMRIA , EHHEEXKSARIR. ZEHTIEE~
EEiTAIMETIRI AT |, eSS RERINT

D958 has unique groove, and suitable rake angle. The drills performs effectively
when drilling the material like titanium alloy, which is low thermal conductivity,
easily to cause partially heat at the cutting flutes.

=
== D958-A3N-0600
ype
*‘)-ll-v*g * * * *
< D6*28*36*66*d6
Tt IIN=)
Workpiece Ti6Al4V ( TC4)
PIEI750 - EflLHE
Machining Method Drilling the Blind Hole
INTFLER
Hole Numbers 500
REA K&
Coolant Water
R 2122RPM
Speed (40m/min)
BHEEE 255mm/min
Feed Rate (0.12mm/t)
TIEIRE
Cutting Depth 18mm
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D958-A3N

3D M2 Rk

Straight Shank Twist Drill (3D)

“-n..— \\.. N
—
tmax=Lc-15XD

=] -

L4
$43KE512 Driil Diameter 4.0-15.5mm
##E1775 Coolant 44 Outside
EKFLIR Maximum Depth 3D

& Coating AITiN

FLZ32 Hole Tolerance 1T8-9

tmax — HHERKHRE SREERLR Surface Roughness Ral-2

6535HA Heat-Resistance Super Alloy and Stainless Steels

S Type D (m7) d (h6) L Lc L4
D958-A3N-0400 4.0 6 66 24 36
D958-A3N-0420 4.2 6 66 24 36
D958-A3N-0450 4.5 6 66 24 36
D958-A3N-0500 5.0 6 66 28 36
D958-A3N-0510 51 6 66 28 36
D958-A3N-0550 5.5 6 66 28 36
D958-A3N-0600 6.0 6 66 28 36
D958-A3N-0680 6.8 8 79 34 36
D958-A3N-0700 7.0 8 79 34 36
D958-A3N-0750 7.5 8 79 41 36
D958-A3N-0800 8.0 8 79 41 36
D958-A3N-0850 8.5 10 89 47 40
D958-A3N-0880 8.8 10 89 47 40
D958-A3N-1000 10.0 10 89 47 40
D958-A3N-1170 11.7 12 102 55 45
D958-A3N-1550 155 16 115 65 48

1J#57~{5) Ordering Example : D958—A3N-0400

T {#1#l Workpiece Material

M

1234 5 é 123 12 3 123 4
- PHE E 1/ T _ e
aem G O RAREN R BB BaEHR RiEaE g
(<35HRC) (35-48HRC) (< 35HRC) (< 32HRC) (35-45HRC) ( <HB450) ( <HB400)
O O ©
O &S Most Suitable O i&E& Suitable
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IN=ASEERTIR | Aerospace Titanium Alloy Tools

D958-A3C ———

3D RS RRIEEh e 1570

Straight Shank Twist Drill = ~
With Inter Coolant(3D)
7 140°
LB/ Driil Diameter 5.0-15.5mm
% #0753 Coolant A% Inside
FAFLER Maximum Depth 3D
%2 Coating AITIN
FL222 Hole Tolerance IT8-9
tmax — WHEFRKHE SETEHRRER Surface Roughness Ral-2
6535HA Heat-Resistance Super Alloy and Stainless Steels
IS Type D(m7) d(h6) L Lc L4
D958-A3C-0500 5.0 6 66 28 36
D958-A3C-0510 51 6 66 28 36
D958-A3C-0550 5.5 6 66 28 36
D958-A3C-0600 6.0 6 66 28 36
D958-A3C-0680 6.8 8 79 34 36
D958-A3C-0700 7.0 8 79 34 36
D958-A3C-0750 7.5 8 79 41 36
D958-A3C-0800 8.0 8 79 41 36
D958-A3C-0850 8.5 10 89 47 40
D958-A3C-0880 8.8 10 89 47 40
D958-A3C-1000 10.0 10 89 47 40
D958-A3C-1170 11.7 12 102 55 45
D958-A3C-1550 15.5 16 115 65 48

1J557%~f5) Ordering Example : D958—-A3C-0500

T {§#1#%l Workpiece Material

1234 5 6 123 12 3 123 !
RN PH5 &K/ TREEHE - e m A ~
e (35i§|—?20) BRATHER T REHR (?ﬁf:ﬁ?) (Tﬂnsjsﬁo) ( jﬁg‘%o)
(< 35HRC) (<35HRC) (<32HRC)
O O ©

fRES Most Suitable O iE& Suitable
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D958-A5C

5D A% RR{EEh

— S S Ny

tmax=Lc-1.5 XD ‘
N
Straight Shank Twist Drill o <oV
With Inter Coolant(5D)
$5SLEF/Z Driil Diameter 5.0-12mm
S#E173 Coolant H% Inside
FBAFLIF Maximum Depth 5D
%2 Coating AITIN
FL2Y% Hole Tolerance IT8-9
tmax — EERKHR KBRS Surface Roughness Ral-2
EETHES. BRESKAFERIIT
* E R & Application Suitable for Drilling Titanium Alloy,
6535HA Heat-Resistance Super Alloy and Stainless Steels
S Type D (m7) d(h6) L Lc L4
D958-A5C-0500 5.0 6 82 44 36
D958-A5C-0550 5.5 6 82 44 36
D958-A5C-0590 5.9 6 82 44 36
D958-A5C-0600 6.0 6 82 44 36
D958-A5C-0635 6.35 8 91 53 36
D958-A5C-0800 8.0 8 91 53 36
D958-A5C-0954 9.54 10 103 6l 40
D958-A5C-1000 10.0 10 103 61 40
D958-A5C-1050 10.5 12 118 71 45
D958-A5C-1200 12.0 12 118 71 45
1T887=~f5 Ordering Example : D958-A5C-0500
T {#1#l Workpiece Material
1234 5 [ 123 12 3 123 4
(< 35HRC) (< 35HRC) (< 32HRC)
O O O

O RIEA Most Suitable O iE& Suitable

-23-



IN=ASEERTIR | Aerospace Titanium Alloy Tools

D958 #FE T HI S #

D958 Recommended Milling Condition

Vc(m/min) fn (mm/rev)
MRS . .
ISO Code | 2HA : NS | REA - R
Number |Coolant Type : |Coolant Type : D3 D4 D6 D8 D10
Outside inside
51 20-25-30 25-30-35 0.08-0.10-0.12 | 0.09-0.11-0.14 | 0.11-0.13-0.16 | 0.12-0.15-0.18 | 0.13-0.18-0.22
B 5.2 10-15-20 15-20-25 0.06-0.08-0.10 | 0.07-0.09-0.11 | 0.05-0.06-0.08 | 0.11-0.13-0.16 | 0.13-0.17-0.20
5.3 15-30-45 20-35-50 0.04-0.05-0.07 | 0.05-0.06-0.08 | 0.05-0.06-0.08 | 0.06-0.08-0.11 | 0.08-0.11-0.14
Vc(m/min) fn (mm/rev)
HERS | . .
ISO Code | RHA : NS | REA - WL
Number |Coolant Type : |Coolant Type : D12 D14 D16 D18 D20
Outside inside
51 20-25-30 25-30-35 0.17-0.21-0.26 | 0.21-0.25-0.29 |0.22-0.26-0.30| 0.25-0.30-0.35 | 0.26-0.32-0.37
B 5.2 10-15-20 15-20-25 0.16-0.19-0.23 | 0.19-0.23-0.27 |0.20-0.25-0.30| 0.20-0.25-0.30 | 0.21-0.26-0.32
5.3 15-30-45 20-35-50 0.08-0.13-0.16 | 0.11-0.15-0.18 | 0.12-0.16-0.20| 0.12-0.16-0.20 | 0.13-0.17-0.21
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EiBXIBRSBIRAA Shanghai Teentool CO.,LTD.

itk - eI XERER25254RiEAIECRE307 = Add: Room C307 No.252 Caoxi Road Xuhui Shanghai CHINA

Tt - STRa Mt AR e #2352302) 2 Factory Add:Building302 No.235 Yangchenghu Road Xixiashu Xinbei Changzhou CHINA
FBiE : +86-21-64561186 Tel: +86-21-64561186

{EE : +86-21-64571995 Fax: +86-21-64571995

B4R : 200233 PC: 200233

EBHP : 13818333448@126.com Email: 13818333448@126.com

Ra3E : Hitp://www.teentool.com.cn Http://www.teentool.com.cn: (2023)



