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=, Excellent processing efficiency. Processing times can save considerably if compared to electric discharge machining.

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

die steels with amazing
speed.
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Can drastically reduce tool costs due to long tool life and no need for expensive electrodes as is the case with electric discharge processing.
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Shorter die construction periods as cutting from raw material is possible.
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Achieves stable die life as there are no micro-cracks as is often the case with electric discharge machining.
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Mirror finishing possible by machine, No hand lapping process require.
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Efficient cooling and burr discharge structure provides stable tool life.

BEaESAONGF T (II=60 MIAR MIEE (1) A BESESERAONGIFIT Stable processing with high rigidity made possible by a straight groove configuration

I8TY, g;g;ﬁ)slgng Processing Processing Time (1 hole) Work material TETY, based on an original EISEN design. Simple design for more cost-efficient use.

Tool for drilling holes into ¢2'5 ;%'ﬁé6mm $2.5, depth 6mm 36} S minute ﬁﬁﬁﬁéﬁ Tool for drilling holes into E’§ gﬁ' 571-@ Eﬁﬁ BR BTR QE 91"/7'% *ﬂg

tungsten carbides. ®4.2 FZ10mm  $4.2, depth 10mm 54 5minute Tungsten carbide tungsten carbide. Progact 8 Productlr;ame ¢D T L1 24 L oY AV
$6.75 FE16mm 6675k lbrm | 8% 8 minute i Diameter "™ Tooate S Budylengh ovemser Trmand

_ IKD-1.4 | MaTABEUL o 14| 3 | 7 | 12| 45 | 30 | #200
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Product No. Product name Elecllé%glm ISr?gt){l disahn?gt‘ér EEniy 4 Dimensions IKD-1.95 E/Tau E&ﬁ%iuﬁ%h holes | 1195 3 7 12 | 45 | 3.0 | #140
IQD-2.3 | M3FRMACLAJEUL | 23 | 3 | 50 | 20 | #140 8 N IKD-2.3 | Gl iof N rougnnoles | 23 | 3 | 9 | 14 | 45 | 30 | #120
& holes 8 8 L M3 1ot
QD31 | MATABACVA- KL | 31 | 3 | 50 | 25 | #80 4 2 KD-3.1 | B RV iroes | 31| 8 | 15 | 19 | 50 | 40 | #80
SCHR!
IQD-4.0 | MSFRAA LA 40 | 3 | 60 | 30 | #80 G- — 1. IKD-4.0 | Mo EA BN Y e | 40 | 5 | 17 | 21 | 55 | 40 | #80
N RHR!
IQD-48 | MEFRAAA—LEUL | 48 | 3 | 60 | 40 | #80 ‘ <] KD-4.8 | N6 F/\Elocirhoes | 48 | 5 | 23 | 26 | 70 | 60 | #80
IQD-655 | MBFARMALA—AKUL | 655 | 35 | 80 | 60 | #80 v IKD-6.55 | 88 E/\ i roes |655| 5 | 81 | 35 | 75 | 80 | #80
I0D-8.3 | MIOTRAA AUV | 83 | 35 | 80 | 80 | #80 IKD-8.3 | MO N hoes | 83 | 7 | 34 | 38 | 85 | 100 #80
ALY T 9T Dicsack Tap FAY 97 LRIV piesack End vl
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IU IU series KEENLBES E/IF/IG/IM/IN/IVIA) =X ESHRFZE,
= 2 . S RS Select the tool best suited for the work piece shape.
3%'&'%%‘]1{&]%%0)0‘”7;%1%{% 1%)13‘(‘7’;7‘:—”'&?0 *¢Please refer to the IE/IF/IG/IM/IN/IV series of general purpose electroplated tools.
It can be used for machines with three-axis simultaneous control.
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IBTY, example
M3 24 2 minute N
Tool for tap processing of R BHES
tungsterm cgrbD\de. ‘ MS 2% 2 minute Tungsten carbide
M8 4530%  4m30s
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Pr:dﬂct No.  Product name Type #D P Y L1 oY S
HZJX Dimensions 1UD-2.0

Thread  Length Shank

Diameter Pitch length beweafihead diameter 200 length Gﬁ"ﬁ,‘,’,‘é’,’,‘;”

M2Msy S Typel | 15 | 08 | 48 | 65 | 60 | 70 |#270
" Typel Typell lUD-25 | M25H57 195 | 045| 63 | 83 | 60 | 70 |#270
gl W &8 P g IUD-26 | M26Mzs7 205 |045| 63 | 83 | 60 | 70 |#270
B = e = %ET o e IUD-3.0 Qgg)j";!@vj 235 | 05| 80 |100| 60 | 70 |#270
IUD-4.0 | M4z 31 | 07 |105|124| 60 | 70 270 . : . . N :
D) - 5 IUD-50 | MSAZ7 el 740 08 | 128147 60 | 80 2280 IE/IF/IG2 V=2 IM/IN= V=2 V=2
L L IUD-6.0 | MEA %7 48 | 1.0 |160[179| 60 | 80 |#230
IUD-8.0 | M8 %Y 65 |125|200|21.8| 80 | 80 |#230
IUD-10.0 | M10MZ>Y 80 |150|255|27.3 100 | 80 |#230
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