SPEED TIGER

AUE PLUS

SERIES

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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T B C o ati n g DLC coatings are generally deposited by five methods, each having different properties :
B

TB i3fE%a38pE 5l DLC %% 5 MRAWAMSH - WS —EEH TR :

PVD a:CH| PVD Me:CH CvD PaCVD

under 200 C| under 200 C over 900 C | under 200 C

Depositiontemp IR

Range of substrates E44FRHI Broad Broad Broad Limited Broad
Oxidation temp E=l[#:]:38 500-1000 C 350 C 300 C 700 C 300C
Adhesion REEDa] Very good Good Very Good Excellent Good
Smoothness EEE Very good Good Good Excellent
Hardness (GPA) B 25 10-15 40-90 20-40
Coefficient of friction EE{E{REN <0.1 0.15 <0.4 <0.1
Hydrogenated gt Yes or No Yes No Yes

Metal content BRI “ Yes Yes No No

All DLC coatings are not equal : especially on Hardness and Oxidation
A Molecular Structure D F#51EE J[ERBRLETENET > LTHEBEENRILEE
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B Specification 1§

Diameter | Flute Length | Efficient Length | Full Length | Shank Diameter |
d 7)1 1 IR L1 BRR LER D 1A1g
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 @R8I - S-AUE1003

i iti Fz:0.36mm/ 7] Vc:358mimin i iti Fz:0.39mm/ 7) Vc:358mimin ii iti Fz0.42mm/ 7] Vc:358m/min i iti Fz:0.45mm/ 7) Ve:358mimin
i) CmEldEn |Eda e (Clutiiing) (Cemaliilem |} een et Cutiiine Comaliien || e i Cutting Condition | 0 ~AE-10mm
ERSH: S:11400min F:12312mmimin ERSH: S:11400min F:13338mmimin ERSH : S:11400min. F:14364mm/min ERSH: S:11400min. F:A5390mm/min

Machine £ CNC 5 : | YCM Kt FV102A Machine & CNC #5 : |YCM 5K FV102A Machine fZf CNC #5 : | YCM Kt FV102A Machine fZf CNC #5 : | YCM 5K FV102A
Coolant J5ANFITN : | Wet Cutting 7K/% Coolant JBANFSIN : | Wet Cutting 7K)% Coolant JBANFITN : | Wet Cutting 7K/% Coolant JFANFIIN : | Wet Cutting 2K%
Work Material EJHIZ# | AL6061 Work Material /%4 : |AL6061 : |AL6061 Work Material }8I5# : | AL6061

Tool BIFHTIFR : S-AUE1003 Tool BIFTIFR = S-AUE1003 S-AUE1003 Tool BIFTIRR : S-AUE1003

Holder (EFI7DIR |0 P Back Holder Holder GEFIIR = [0 P ack Holder Holder (EFIIR = [gto Pt Back Holder Holder (EFIIR = [0 Pt Back Holder

37mm 37mm 37mm

Tool’s Clamping Length
DESFSREE: |0

Tool’s Clamping Length Tool’s Clamping Length Tool's Clamping Length
TERFERE : TERFRE : TERFRE :
Cutting Length tJHIRE : [0.1m % Cutting Length tJHIRE : [0.1m % Cutting Length YIEIRE : [0.1m % Cutting Length YJEIRE : [0.1m %
Runout of Tool JJEIR{E : |0.002mm Runout of Tool JJE(R{E : |0.002mm Runout of Tool JJE(RE : |0.002mm Runout of Tool JE{R# : |0.002mm
Load of Spindle TH#EH, : [180% Load of Spindle FEE&& : [180% Load of Spindle T#EE : |178% Load of Spindle TEEE : |174%
Concentration of cutting water Concentration of cutting water g Concentration of cutting water Concentration of cutting water
EDHIZKIRE : (‘Bx) EIHIZKIRE : (‘Bx) ) IHIKIRE : (‘Bx) PEIKIRE : (‘Bx)

10.5"Bx 10.5"Bx 10.5"Bx
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f iti Fz:0.48mm/7) Vc:358m/min q T .51mm/ 7] Vc:358m/min f e Fz:0.54mm/ 7] Vc:358m/min q e Fz:0.57mm/ 7] Vc:358m/min
Cuttgg Condition: |0 omm AE:iomm Cutt;g Condition mm AE:10mm Cuttgg Condition: |,io {omm AE:10mm Cu(tgg Condition [,/o3omm AE:10mm
ERS - $:11400min_ F:16416mm/min ERg . $:11400min F:17442mm/min ERSH: $:11400min F:18468mm/min ERSH: $:11400min F:19494mm/min

Machine 5 CNC #4: | YCM X3 FV102A Machine fF CNC #5 : | YCM K3 FV102A Machine fEf CNC #A : | YCM Kt FV102A Machine fEfE CNC #A : | YCM K3t FV102A
Coolant /FANFITN : | Wet Cutting 7K% Coolant /GAI7IIN : | Wet Cutting 2K/% Coolant /BAIFIIN : | Wet Cutting 7K/% Coolant /GAN7IIN : | Wet Cutting 7K/%
Work Material FJHIZ#7 : | AL6061 Work Material FJHIZ# : | AL6061 Work Material (HIZ&%1 : | AL6061 Work Material (R4 : |AL6061

Tool AIFHTIRR : S-AUE1003 S-AUE1003 Ak S-AUE1003 Tool AIFIF : S-AUE1003

Holder fEF37 : %%‘g%lgad( e Holder {EF7J1% : %%(g%lg BElAENT Holder fEF 7012 : %’I;;Oig%lgack Ietter Holder {EF 7012 : g&gﬁlg ack Holder
Tool’s Clamping Length Tool’s Clamping Length Tool’s Clamping Length Tool’s Clamping Length
TRIREE o [omm TRIERE [T TRIERE [T TRIERE [T

Cutting Length tJEIRE : [0.1m % Cutting Length FJHIRE : | 0.1m % Cutting Length JEIRE : [0.1m % Cutting Length YJEIRE : [0.1m ¥
Runout of Tool ZJE{&# : |0.002mm Runout of Tool AR : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE# : |0.002mm
Load of Spindle E#EH, : |174% Load of Spindle ZEIE; ¢ | 173% Load of Spindle F#E® : [173% Load of Spindle HEH : | 169%

Concentration of cutting water q Concentration of cutting water Concentration of cutting water Concentration of cutting water
EIHIZKIRE : (‘Bx) i EIBIZNRE : (‘Bx) PHIZKIRE : (‘Bx) PHIZKIRE : (Bx)

10.5°Bx 10.5°Bx
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Unit/EEfii: mm
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