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With Speed Tiger exclusive TB Tetrabond Diamond Coating.
Super High lubrication, super low friction coefficient, and longer tool life.
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Special U-Type design:

Material removal rate (MRR) and surface finishes are greatly improved due to
effective chip removal at high rate.
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Strong tooth with double relief angles:

Excellent production rates become 100% possible due to the improvement of
tooth hardness.
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Sharp aluminum alloy tooth design applicable for roughing and finishing,
dry and cutting.
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DLC coatings are generally deposited by five methods, each having different properties :
-
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TB Coating
TB iBtEaEE 25

ot

m PVD a:CH| PVD Me:CH CVvD PaCVD
Depositontemp  SEIERE under 200 C | under 200 C | over 900 C | under 200 C
Range of substrates E#1BR Broad Broad Limited Broad
Oxidation temp aERE 350 C 300C 700 C 300 C
Adhesion RE=pal Good Very Good Excellent Good
Smoothness EEE Very good Good Good Excellent
Hardness (GPA)  BBIE 25 10-15 40-90 20-40
Coefficient of friction EEE{%EH <0.1 0.15 <0.4 <0.1
Hydrogenated &k “ Yes or No Yes No Yes
Metal content SR “ Yes Yes No No

A Molecular Structure 3 F#1EE

Unit/EAI: mm

All DLC coatings are not equal : especially on Hardness and Oxidation
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Diameter Flute Length Efficient Length Full Length Shank Diameter Flutes
L1 AN D 1H{E
S-AUE0603 TB 6 10 15 50 6 3
S-AUE0803 TB 8 13 20 60 8 S
S-AUE1003 TB 10 16 25 75 10 3
S-AUE1203 TB 12 19 30 75 12 8
B Extreme Testing &Rt - S-AUE1003
TthE7 X 8th 5 8 & 9th 5E 9 % 10th £ 10 %
Before - " Before Before
Cutting N \ 1| Cutiing N Cutting
TIEAERAT i L | DEERE h . | ISR
Cutting Condition |F2036mm/J) ve3semimin Cutting Condition |FZ03mm/ 3] Vc3sémimin Cutting Condition |Fz042mm/] Ve:3Semimin Cutting Condition | FZ046mm3) Ve3Sminin
EHeSH: Sc11400min F123t2mmimin EHSH: Stiddonin Fiissssmminin EHSH: Siidoomn F-1dsp4mmimin EHeSH: Siiddomin ssomminin
Machine £ CNC #8 : | YCM K FV102A Machine £/ CNC & : | YCM i FV102A Machine £/ CNC #& : | YCM ki FV102A Machine £ CNC & : | YCM K& FV102A
Coolant 2415 :  |Wet Cutting /K% Coolant ##15= :  |Wet Cutting K% Coolant #8155 :  |Wet Cutting K% Coolant ##15= : |Wet Cutting /K%
Work Material I%# : | AL6061 Work Material 1§14 : | AL6061 Work Material HI8IZ# : |AL6061 Work Material 1§I%# : | AL6061
P Tool RIF TN : S-AUE1003 D Tool BIF TR : S-AUE1003 P Tool RIFTIA : S-AUE1003 P Tool IFTIM : S-AUE1003
3 & . BT40 Pull Back Holder | & = . BT40 Pull Back Holder | & = . BT40 Pull Back Holder | § = . BT40 Pull Back Holder
% a Holder {EFR7J42 : ] % ; Holder {742 : wiR T % g Holder {742 : ER T § g Holder {EFR7J4 : L]
@ 20 [Tool's Clamping Length @ # |Tool's Clamping Length @ 2 |Tool's Clamping Length @ 20 |Tool's Clamping Length
T JAEmERE: 0" T | JEmERE: 0™ T JEmERE: 0™ S JEmpRE: O™
Cutting Length tTHIRE : | 0.1m 3t Cutting Length HIHIRE : | 0.1m 3k Cutting Length tIHIRE : | 0.1m 3k Cutting Length tIHIRE : | 0.1m 3k
Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{E# : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{&# : |0.002mm
Load of Spindle #&# : [180% Load of Spindle #&# : [180% Load of Spindle XM : [178% Load of Spindle EHEH : | 174%
Concentration of cutting water g Concentration of cutting water o Concentration of cutting water o Concentration of cutting water &
MR : (Bx) |0 B NI : (Bx) |00 B TINIKOREE : (Bx) |0 B MR : (Bx) | OB
After After
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TIEfER% TIEfERE

80BLING YIOM
E#FH

80BLING YIOM
Hi#FH

20BHNg

i &% 3

(ey)ssauybnoy

80BLING YoM
Hi#FH

soepng
i B 55

(ey)ssauybnoy

s0BpNg
a5 #

(ey)ssauybnoy

WWI/I/. speedtiger.com.tw

s0BpNg
% &

(ey)ssauybnoy

Before Before Before Before
Cutting Cutting Cutting Cutting
TIEfERA TIR{ERAT JIE{ERAT TIEfERA
Cutting C'ondition ;ﬁ?fgmm’agﬁﬁ:’m"‘ Cutting QOndition ;€?15(;2:72EY1°§"55;"”“‘" Cutting QOndition ;ﬁ?ﬁm’:?gﬁgfg‘/’"i" Cutting C.ondition ;ﬁ?fg;:“m’zz‘ff;sn?:‘/m‘"
ERSH: S:11400min F16416mmimin ERASH: S:11400min F:A7442mmimin ERSH: 5:11400min F:18468mmimin ERSH: S:11400min F:19494mmimin
Machine fF CNC #4 : | YCM ki FV102A Machine £/ CNC & : | YCM it FV102A Machine /3 CNC #& : | YCM kit FV102A Machine £ CNC & : | YCM K& FV102A
Coolant 2&175= : | Wet Cutting K% Coolant 281753 : | Wet Cutting k% Coolant /2801752 : | Wet Cutting k3% Coolant 241753 : | Wet Cutting k%
Work Material /1§14t : | AL6061 Work Material 4I%&# : |AL6061 Work Material 4IZ# : |AL6061 Work Material ]1§I%# : | AL6061
o Tool AIELTIRK : S-AUE1003 P Tool LTI : S-AUE1003 P Tool RIBTIRR : S-AUE1003 D Tool AL TIRK : S-AUE1003
S 2 . BT40 Pull Back Holder | @ = . BT40 Pull Back Holder | g = . BT40 Pull Back Holder | g = . BT40 Pull Back Holder
g 3 Holder {EFR7J42 : ] ?D ; Holder {742 : ] g ; Holder fE7)42 : ] g ; Holder {#FR7J42 : L]
3 # TDDVSZE %gmép%g Length |37y @ #; Tool's Clampi:? Length |37y @ # | Tool SZ’E (;%ar%)}ngg Length |57 @ # |Too's Clampi:? Length | 370
Cutting Length IR : [0.1m 3K Cutting Length B : |0.1m 3% Cutting Length IR : [0.1m 3k Cutting Length BIRE : [0.1m 3K
Runout of Tool JJE{R# : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{&# : |0.002mm
Load of Spindle T#EH : [174% Load of Spindle E#&H : [173% Load of Spindle E#M&H : [173% Load of Spindle T#& : [169%
Concentration of cutting water . Concentration of cutting water g Concentration of cutting water o Concentration of cutting water &
AR : (Bx) |10 KR : (B |'** %" MR : (Bx) |00 BX MR : (Bx) |0 X
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Unit/EEfI: mm




