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2 Flute Diamond Coated UDC Series
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For High Toughness Cemented Carbide

UDCSB

2 A SHEBESEMTIAR—ILIVRFIIL
2 Flute Ball End Mills for High Toughness Cemented Carbide

UDCSLB
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2 Flute Long Neck Ball End Mills for High Toughness Cemented Carbide
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Now, high-toughness carbide can also be milled with UDC!

UDC-S V-2

87HRA LINDiEiEG & = KFFdn CUJH|

Long tool life when milling 87 HRA or lower hardness cemented carbide.
I SV —Z‘o)!l%E Features of S series

SRR UNAICRATERZERAL. YIHIRFDOEGEZER
Angled flute design Reduce the damage during milling due to the angled flute design.

aELEEEOUDCI—k SEMOBERMICHaFHL UDC J— OB M

U/p[ON LI RN S el o[4S RR R Cl]8Y Outstanding adhesion to the tool allows milling of tough materials.

=e (kS 87HRA LI TOEHHBEIN LT CTEREFENIBERICT v
. . Highly improved material removal volume when milling 87HRA or
High material removal volume . .
lower hardness of cemented carbide material.

U DC-SE%E?& ' UDCS-S is the solution.
- BREYVRAIERHZRES UL
BB DEA. NITORXBMZEERELEW- -
- BEFEZERUEL--
- FREGZEOLEIE0- -

+ Reduce the number of tools for direct milling.
+ Reduce purchasing and machining costs for electrode materials.

- Reduce polishing process and time.
- Improve the life of the cemented carbide mold.

BNZRHICEE UIRZRA #H).
YIBIR DI 7ZHEA U, RS2 1 |

Reduce cutting force and damage due to the angled flute design.
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BERSAVFTYT!  various lineup available.

ARICEDE., REBRIEZHBEULKES

Please select the best tool for your application.

-f:-"‘upc

ULTRA DIAMOND COAT

b P ft LEER T EOMOBERME BENTIOVNHER%E
-‘E‘-‘ﬁ'é*lum‘m‘ MILEL (87HRA IUF) 1T MW

For highly efficient roughing Eer ke suraes ik For tough materials

and semi-finishing (87HRA or lower hardness) For cost saving purposes

HYU—X FPu—x  [ESsyu—-X
series series series

UDCBF UDCSB UDCB

ovgzxvg
R—Ib
Long Neck
Ball

avoxyg
Long Neck
Radius

I IERAZHASIT R
Multi-flute radius model for roughing

NZRIF L) R UIWIIT%Z L)

For drilling For threading

UDCMX UDCT
I U —7(‘5"]1% L\ﬁ”' Choose by application

UDCRRS

Radius
S series H series
UDCSB UDCBH
Ball Ball

UDCSLB UDCLEH

Long Neck Ball u DCLRSH

Long Neck Radius

— (L EIFEER / §ER - FhoER —

« For better surface finish / For higher efficiency & longer tool life —

F series
UDCBF UDCLBF  UDCLRSF
Ball Long Neck Ball Long Neck Radius

SPMEBESE (<87HRA) BEEBESE (287HRA)

Tough Cemented Carbide (<87HRA) Hard Cemented Carbide (287HRA)
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High-toughness carbide material milling Material removal volume exceeds that of the conventional tool!

VU-70 (83HRA) NITHFDFREFE

Material removal volume when milling VU-70 (83 HRA)

10,000
: 8,830
T | 2 | .
 s000 3.2(% ! 4.44% !
g E X 3.2 times! X 4.4 times!
£ X 6,000
5 E
2 € 4000 3,200
g 2,000
s 2990 1,000
s & 0
UDCBF UDCSB UDCBF UDCSLB
New New
R1.5 R3
FEM0L Roughing f£_EIFH0T Finishing

UDCSB /7 UDCSLB

UDCBF / UDCLBF

XERIEME EIFNITICIE UDCBF / UDCLBF Z#8EULE T,
UDCBF/UDCLBF are recommended for final finishing.

RRNJVF 7 EEINNTEEF milling example of bevel gear mold
UDCSLB R3 X EL10

K
Process

=
Tool

=
JTo

Roughing

it B UDCSLB (Long Neck Ball)
Semi-finishing R3 X EL10

L

Finishing

BEt Total

TIEX#  OEmEE
Tools used Spindle
Speed
(min)
2 pcs
1 pc 6,600
1 pc

4 pcs

FIERIRICRERLSINIREZ
RAL. REFRZXIEICINE!

Material removal volume has been greatly
improved due to the milling conditions
optimized for the new tool geometry.

W IITRERAL VB

New milling conditions

v ERELVBApZEEL. e RTBRE
Shallower ap and deeper de than conventional
conditions.

v RUEEEREL, 7T O—F PEGHEE
FOYIHI& R Z R
Feed rate 2 reduces cutting load when approach
and *connection moves.
*Changing from one engagement point to the
next.

v/ I770-THILKSZRRICIRE
Air blow to ensure chip removal.

v YPVIDI—T4VIRHAN B ZEITT
FryvFrI U IRNMPCTIEEBZMLE

Chucking to avoid the circumference of the shank
with coating, preventing run-out and tool sticking.

BETADELLABREBIES
Scan here for more information
on how to use UDC

Eﬁﬁﬁﬁ Cemented Carbide
VU-70 (83HRA)

W EIA ! #BEESE VU-70 (83HRA)
Work Material Cemented carbide
J—IJHA4X 60 X t25 mm
Work Size
EFILHARX :140.9 X d9 mm
Model Size
FREAETE : 8,258 mm3
Material Removal Volume
IJ—Uk T IFJO-—
Coolant Air blow
EUEE  RWEE2 ap ae R PITESR
Feed Feed Axial Radial Allowance Cycle Time
Rate Rate 2 Depth Depth
(mm/min) (mm/min) (mm) (mm) (mm) (h:m:s)
0.2 0.65 0.03 3:33:25
0.001 (HRAFNA ) a2
280 80 (Cusp Height 0.01 0:43:01
0.0005(HAFNA ) a8
(Cusp Height) 0 1:48:40
&5t Total  6:05:06



2N SYMBESEINIAR—ILIVRIIL
2 Flute Ball End Mills for High-toughness Cemented Carbide

R1.5~r3 EEWM L&

TMEHEIMER (k@ODIEICHERE) Material Applications (k Highly Recommended @ Recommended O Suggested)
# Bl # Work Material

R aEM | TUN-RVE AN &% | FIWIZEE|TIT7A i Ll A2V | FIVER | BhiEes | BEES -3tz
CARBON | ALLOY [PREHARDENED| HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS |TITANIUM | HEAT |CEMENTED |HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILED | ALLOYS |RESISTANT| CARBIDE | (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55|~60|~65|~70 PLASTICS ALLOYS METALLIC)
S55C U HRC | HRC | HRC | HRC | HRC MATERIALS
%1 %2 | %3
% 1 HSZAWEREICIZDCB-DCLB 28\ f=LEd, DCB / DCLB series are highly recommended for Glass Filled Plastic milling.
% 2 BEYMBESER[IITY, For High-toughness Cemented Carbide.
% 3 BV ESSVIR(FIVEF VIVAZ718E)  HSR1:EFUDCB-UDCBF-UDCBHZ#E28)f=LE ¥, UDCB / UDCBF / UDCBH are highly recommended for Hard Brittle

(Non-Metallic) Materials: Ceramics (Alumina, Zirconia, etc.), Glasses and etc.

ALY §

NEES

SANJVY Y F)V Label Sample N R M Bta |
ﬁﬁxwmw2qug” Bt & S — T o
e TV ik Illlllgﬂp: I" Il #5301 405,991 ReD. 001/-0.001 D'—Ai S
v AS)
#001 ¢D5.991 R+0.001/-0.001 2
SRIVICEHDINEERBEZERLTHIFT, L
BRENTICHSRIITIZEL,
Diameter and Ball Radius accuracy measurements are printed on v IIF—INAITERTT,
the label to support High Precision milling. The shank taper angle shown is not an exact value.
BET 4 BUZ Total 4 models BA{i7 Unit (mm)
BE R—)L$R AR VP VIT—INAE S VPV IRE FH)\FEfis
Model Radius of Length Shank Taper Overall Shank Suggested
Number Ball Nose of Cut Angle Length Diameter Retail Price
R [ Bta L o
UDCSB 2030-0210 R1.5 2.1 16° 60 6 46,500
UDCSB 2040-0280 R2 2.8 16° 60 6 46,500
UDCSB 2050-0350 R2.5 35 16° 60 6 46,500
UDCSB 2060-0420 R3 4.2 — 60 6 46,500

UDCSB {tJJHIZ%{4Z& Milling Conditions

A HBIEGE (287 HRA) HBIEGE (<87 HRA)
WORK MATERIAL CEMENTED CARBIDE (=87 HRA) CEMENTED CARBIDE (<87 HRA)
BE R—JLE PS=3 CI¥mERAE X EE ap Qe D¥mERE RUEE  OGXUEE2 ap e
Model Radius of Length Spindle Feed Axial Radial Spindle Feed xFeed Axial Radial
Number Ball Nose of Cut Speed Rate Depth Depth Speed Rate Rate2 Depth Depth
(mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min) (mm/min) (mm) (mm)
2030-0210 R1.5 2.1 BT — XOEEERER LT, 9,000 280 140 0.2 0.28

The following series are recommended.

2040-0280 R2 238 UDCBHY U 2 350 thét EI1F 8,200 280 120 0.2 0.4

2050-0350 R2.5 35 UDCBFYU—X:ftbiF 7.400 280 100 0.2 0.53
UDCBH series: R_oyghmg, Semi-finishing

2060-0420 R3 42 UDCEF series: Finishing 6,600 280 80 0.2 0.65

KR REL | 7 FO—F PGB EIOE ) RE
Feed Rate2: Feed rate of approach and *connection moves.
*Changing from one engagement point to the next.



UDCSLB o ~——

2/F EEMEEESENIAOY IRy IR—ILIYRI)
2 Flute Long Neck Ball End Mills for High-toughness Cemented Carbide

R1.5~r3 @EE ML) E

TMEHEIMER (k@ODIEICHERE) Material Applications (k Highly Recommended @ Recommended O Suggested)
# Bl # Work Material

R aEME | TUN-RVE BEANE &% | FIWIZEE|TIT7A i Ll AIANVEE | FIVER | BM#EE | BEEE -3tz
CARBON ALLOY  [PREHARDENED HARDENED STEELS CAST IRON [ ALUMINUM [ GRAPHITE | COPPER PLASTICS GLASS TITANIUM HEAT CEMENTED |HARD BRITTLE
STEELS STEELS STEELS ALLOYS FILLED ALLOYS |RESISTANT | CARBIDE (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55|~60|~65|~70 PLASTICS ALLOYS METALLIC)
S55C SUS HRC | HRC | HRC | HRC | HRC MATERIALS
%1 %2 %3
% 1 HSZAWEREICIZDCB-DCLB 28\ f=LEd, DCB / DCLB series are highly recommended for Glass Filled Plastic milling.
% 2 BEYMBESER[IITY, For High-toughness Cemented Carbide.
¥ 3 B ESSVIR(ZIVEF VIVAZTEE) . HS R EFUDCLB -UDCLBF+- UDCLBHZE#ER U\ f2LE T, UDCLB / UDCLBF / UDCLBH are highly recommended for

Hard Brittle (Non-Metallic) Materials: Ceramics (Alumina, Zirconia, etc.), Glasses and etc.

ALY §

NEES

SANIVH >~ F)U Label Sample R 5 £
& o 4’ ™ s /‘1 Bta } ic)
uiien\ YDCSLB 2060-1500 s @ 8-8 '}@éﬂ ___________ 3 U[ ol
N L [ Q1 1 Qf R
Mok PeQ g =
v ol 2 | W=
#0071 ¢D5.992 R0.000/-0.002 ;1 3
- - <
SRIVICKRADHREREEZSZHLTHBIET, - L -
BRENTICHSRIITIZEL,
Diameter and Ball Radius accuracy measurements are printed on Y IF—INAIFERTT,
the label to support High Precision milling. The shank taper angle shown is not an exact value. D— O HEE
Inclined angle
&5t 12 B Total 12 models 841 Unit (mm)
B R—L¥E  BHR IR R Y YIT—IE 2R Yy RS J—JRARAICNT 2RENR
Model Radius of | Effective Length Neck Shank Taper Overall Shank Suggested Effective Length by
Number Ball Nose Length of Cut | Diameter Angle Length Diameter | Retail Price Inclined Angles
R 2, 0 ¢d, Bta L ¥ 30° 1° 1°30° 2° 3
UDCSLB 2030-0600 6 60 6 47,000 6.28 6.44 6.60 6.78 7.18
UDCSLB 2030-0800 8 60 6 47,000 8.34 8.57 8.80 9.06 9.63
UDCSLB 2030-1000 R1.5 10 2.1 2.9 16° 60 6 47,000 1041 1070 11.01  11.34 12.08
UDCSLB 2030-1200 12 60 6 47,000 1247 1283 13.21 13.61 1452
UDCSLB 2030-1400 14 60 6 47,000 14.53 1496 1541 1589  16.97
UDCSLB 2040-0800 8 60 6 47,000 8.33 8.53 8.76 8.99 9.52
UDCSLB 2040-1000 R2 10 2.8 3.9 16° 60 6 47,000 10.39 10.66 1096 11.27  11.97
UDCSLB 2040-1500 15 60 6 47,000 15,55 1599 1646 1696 18.09
UDCSLB 2050-1000 10 60 6 47,000 10.55 10.82 11.10 11.40  12.07
R2.5 35 4.8 16° o
UDCSLB 2050-1500 15 60 6 47,000 1571 1614 1660 17.09 FABL
BBL FHBL FHBL FHBL FHEL
UDCSLB 2060-1 000 10 60 6 47’000 l\f{f\r’\%ﬁ:ence Aﬁﬁf;ence V\Tﬁﬁﬁ:snce I\I:f\n%dgence V\I:L‘J:\ﬁf:;ence

R3 42 5.7 -
UDCSLB 2060-1500 15 60 6 47,000 THBL FTBEL TEEL TEBL FHEL

No Interference | No Interference | No Interference | No Interference | No Interference



UDCSLB t]JHlIS%42R Milling Conditions

A BiEESE (287 HRA) #BIESE (<87 HRA)
WORK MATERIAL CEMENTED CARBIDE (287 HRA) CEMENTED CARBIDE (<87 HRA)
BE R—IU#E BR Cl¥mERRE EWEE ap Ae CI¥RRE RURE  ERUERE2 ap e
Model Radius of Effective Spindle Feed Axial Radial Spindle Feed %Feed Axial Radial
Number Ball Nose Length Speed Rate Depth Depth Speed Rate Rate2 Depth Depth
(mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min) (mm/min) (mm) (mm)
2030-0600 6 9,000 280 140 0.2 0.28
2030-0800 8 9,000 280 140 0.2 0.28
2030-1000 R1.5 10 8,100 250 125 0.2 0.25
2030-1200 12 8,100 250 125 0.2 0.25
2030-1400 14 BHTRY U - XOEREHERLET. 8,100 250 125 0.2 0.25
The following series are recommended.
2040-0800 8 8,200 280 120 0.2 0.4
UDCLBHY U —X: 5l L. it EIF
2040-1000 R2 10 UDCLBFYU—X: 4+t 8,200 280 120 0.2 0.4
UDCLBH series: Roughing, Semi-finishing
2040-1500 15 UDCLBF series: Finishing 7.400 250 110 0.2 0.36
2050-1000 10 7,400 280 100 0.2 0.53
R2.5
2050-1500 15 7,400 280 100 0.2 0.53
2060-1000 10 6,600 280 80 0.2 0.65
R3
2060-1500 15 6,600 280 80 0.2 0.65

fi#E (UDCSB/UDCSLBH:;E)

=T AVTHDEFD LY vV IBEF v vF VT UBNTLREE W, DEDRNDIAELBol, TEMRIFBLBDZTENBIFT,
s PTO-FRMEMO UK BAUALEHERRUET (BRAEERS TR .

CBESSNIICSVTE. I770-IRbIESFHELEILET,

+ ZOMOEIEMMNIICE VT, KEEIEBZHERELET,

U KT PHRENAKICASBNL S [C. REHDRQPYRIBREZHTBERALTIIEE,

00 < FOREN N THEOBBBRICAVACTREENSH U ETTDT, FIENREHEERLET,

Note (Common to UDCSB and UDCSLB):

- Avoid contact with the coated area of the shank. This will prevent tip vibration and tool jamming in the collet holder.

+ Use an inclined or helical approach (Recommended inclination angle: <5 degree).

« Air blow offers longer tool life when milling Cemented Carbide.

- Recommend water soluble coolant for Hard Brittle (Non-Metallic) Materials.

- Protective gear, such as safety glasses and face guards are required when milling.

+ Chips / dust generated while milling can have adverse affects on the machine parts if they are not properly evacuated. Take steps to assure proper evacuation.




A TV RS VBB EDEE

CAUTION

TV REZEIERAVEERICE. t)Jﬁfo#(DTLD\t)J W< FTDEETMEPEE. TEOERREICKUREBPEN NTYDEBEREEXRR

BREBLIENBIEIDT, THTEBLLRETV, BEIY RIIVEHFAGZIYTIN S, BURICELUTRT2TEEL SN
OUNICEEMNS LERETHTENGUETDT, 7 —2N SKREMBBIG+HTERL 2T L)

@IV RINEEELIBE., RBULANETEREZTDENBUXRIDT, BURICTERL S

Lo

OILENDEENER P TEEBEICKUIIHIENNRUEL. TEPRBIZIENHUEITDT. RENN—PREDHREDRESZ CHEAL LTV,
OUHIRGRBEIRGDOEREZRIODTY . KEOINI TR FHOME. TR, EEAE. THREONTREICEY. NIKMOREEIDEERZBENHIET .
OIRNDNEVAIEDF W #EHZE CEA<IESL, IBIE (91UT) [CEVTRIRNERERE : Sum T ZHEHLET,

@FLNMDEVIEBBDERAERIT T RE L
IV RIIVEREROES

OEFEESEDHEENBICASBVLSUHTREDHRZBEAL T LTV, HEEZRVAFBVLISHITVRAIZBERLTILEN

CAUTION

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.

A Advisory for Safe Use of End Mills

Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safety glasses and a face guard.
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and strategy; machine rigidity and spindle capability.
@Use a machine that has high rigidity and generates a low level of vibration. Recommend setting the runout control value at 5um or below for the small diameter tools

¢1 or below.
@Do not use flammable cutting oils.

Advisory for Regrinding End Mills

@Never regrind the tool without wearing safety glasses and a face guard.

FHERE:
T140-0013 FRR#a/ IXFEAH6-17-1
TEL.03-5493-1030(5' 4 ¥)L1>) FAX.03-5493-1014

RETS:
T940-1104 #mRKRREHEHEIITI2706-6
TEL.0258-22-2620(f) FAX.0258-22-0045

REZ%E
TEL.0258-22-0030(ff) FAX.0258-22-0022

R TS
T954-0076 #mRRimE==H13-1
TEL.0258-66-0800(ff) FAX.0258-66-0801

JERIRESRAR:

T370-0052 B#¥FEEBIETEII46- 28 LSIETEL5M5B-15%

TEL.027-310-1195 FAX.027-310-1196

EPMIE SRR
T411-0951 B#lHRERREM R RETEIE3-4-5
TEL.03-5493-1030 (Kt EX8E® FAX.03-5493-1014

LIERA
T446-0056 BHELHM="0ZIHBI2-1-1 SADLHEILA2F-A
TEL.0566-79-0147 FAX.0566-74-9990

BEHEESRM:

T491-0912 BHR—ZA#4E1-2-8 Zvl/—=LIL8F
TEL.0586-43-2900(ff) FAX.0586-43-2899

ARRESEFR:

T532-0033 KBRFABRATEN IX#HE3-9-14 EAV=ELIL3F
TEL.06-6392-3159(ff) FAX.06-6392-3169

ERE%E:

T812-0016 EMIEMHIELXELEREL-3-9 7/\UF 86 2075

TEL.092-292-8811 FAX.092-292-8810

U.S. UNION TOOL, INC.

(U.S. HEADQUARTERS)

1260 N. Fee Ana Street, Anaheim, CA 92807 1817 US.A.

Tel: 1-714-521-6242 Fax: 1-714-521-864

NORTHERN CALIFORNIA REGIONAL SERVICE CENTER
(Customer Service, Santa Clara, California)

1805 Little Orchard Street, Suite 120, San Jose CA 95125 US.A.
Tel: 1-408-982-0205 Fax: 1-408-982-032

UPPER MIDWEST REGIONAL SERVICE CENTER
(Customer Service, Minneapolis, Minnesota)

155 Bridgepoint Drive, Unit 3 South St. Paul, MN 55075 U.S.A.
Tel: 1-651-552-0440 Fax: 1-651-552-0435

TAIWAN UNION TOOL CORP.

No.180, Zhong-Zun Street., 14 Neighborhood, Bin-Hai Vil.,
Lu-Zhu Dist., Taoyuan City, 338 TAIWAN

Tel: 886-3-354-3111 Fax: 886-3-354-3110

UNION TOOL EUROPE S.A.

Avenue des Champs-Montants 14aCH-2074 Marin /
Neuchatel SWITZERLAND

Tel: 41-32-756-6633 Fax: 41-32-756-6634

UNION TOOL (SHANGHAI) Co., LTD.

No0.9-10, Lane 385, Gaoji Road, Sijing High New Technology
Development Zone, Songjiang District, Shanghai, 201601 CHINA
Tel: 86-21-5762-8577 Fax: 86-21-5762-8436

UNION TOOL HONG KONG LTD.

Unit 2803 & 05, 28/F, Peninsula Tower, 538 Castle Peak Road,
Cheung Sha Wan, Kowloon, HONG KONG

Tel: 852-2370-3012 Fax: 852-2370-2111

DONGGUAN UNION TOOL LTD.

No.5, Hong Jin Road, Hongmei Town,

Dongguan City, Guangdong Province 523160,CHINA
Tel: 86-769-8884-8900 Tel: 86-769-8884-8901
Fax: 86-769-8884-8296

UNION TOOL SINGAPORE PTE LTD.
140 Paya Lebar Road #08-17, AZ @ Paya Lebar,SINGAPORE 409015
Tel: 65-6846-9309 Fax: 65-6846-0197

UNION TOOL (THAILAND) CO., LTD.

55/73 Moo 15 Bangsaothong Sub-District, Bangsaothong District,
Samutprakarn 10570 THAILAND

Tel: 66-2-130-0908 Fax: 66-2-130-0909

ufion\ 9 — > W ket

https://www.uniontool.co.jp
RV OEMPESHVWEHDEIETFEET

o1 0120-60-2620

S0FR5:9:30~12:00,13:00~16:30 (1. BEe. %8, #it kB %Es<)

FAIOTROHERE, FEBLICERETZIENHUFTOTTITELLESEY
Price & Specifications are subject to change without notice. o
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