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Realizes nano-level surface roughness by finishing on carbides.
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Material Polycrystalline Diamond
OZELEINTHEZSS DI —IBIETY A,
© Unique tool geometry makes stable surface.
O BRFTELIFMIICEVWTTH / UNIVOEHES ZE SN, BEEL AHTEE,
O Polish-less machining become reality by nano-level roughness on profiling finish. B (sHE o mm /18 [)
Unit (Size : mm / Retail Price : JPY)
3— KNo. (RA—-IHE| (L)EHMR | (LR DXE | (ETE | (v)EaR |dIv>i&| LR 1R
Code No. Radius Effective Length Length of Cut Dia Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
04-00500-00501 0.05 0.15 0.05 0.1 0.09 15° 4 48 65,000
04-00500-00502 0.05 0.25 0.05 0.1 0.09 15° 4 48 65,000
04-00500-00751 0.075 0.23 0.075 0.15 0.14 15° 4 48 65,000
04-00500-00752 0.075 0.38 0.075 0.15 0.14 15° 4 48 65,000
04-00500-01001 0.1 0.5 0.1 0.2 0.18 15° 4 48 56,000
04-00500-02001 0.2 1 0.2 0.4 0.37 15° 4 48 54,000
04-00500-03001 0.3 15 0.3 0.6 0.56 15° 4 48 50,000
04-00500-05001 0.5 25 0.5 1 0.95 15° 4 48 56,000
04-00500-07501 0.75 3.8 0.75 1.5 1.45 15° 4 48 60,000
04-00500-10001 1 5 1 2 1.94 15° 4 48 60,000
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% (y) is reference Value.
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5F Shinminamioi Bldg., 1-13-5, Minamioi, Shinagawa-ku, Tokyo 140-0013 Japan

Tel. +81-3-3763-4619 (Export Dept.)  Fax. +81-3-3763-2280

Recommended Milling Conditions

) BEeE
Work Material Cemeted Carbide
, G R 9 ABE
RU1 X AR Spindle Speed Feed Depth of cut
Radius Effective Length ] .
min mm/min ap mm ae mm

0.05 0.15 40,000 50 0.0005 0.0005
' 0.25 40,000 25 0.0005 0.0005

0.075 0.23 40,000 100 0.0005 0.001
' 0.38 40,000 50 0.0005 0.001

0.1 0.5 40,000 100 0.001 0.001

0.2 1 40,000 100 0.001 0.001

0.3 1.5 40,000 150 0.001 0.001

0.5 25 40,000 200 0.001 0.001

0.75 3.8 40,000 300 0.001 0.001

1 5 40,000 300 0.001 0.001

XY AAEDaApIFEFRDYI) AAE. aeldFFEAEMDYIYIA  xap: Axial Depth of Cut, @e: Radial Depth of Cut.
HEERLET, #Minimum tool runout is required to avoid the tool breakage and to
*TEORIBRIE. MIBEOETICRDZ/H. TEOEERR increase the work accuracy.

&z NEZR/NMIIMA T EZZ L, %Due to infinitesimal depth of cut (ap), recommend to assess the
B XY IAAEApHSIRIND /=8 I HTIC I 8D (g 2 Xt O 45 machine characters, such as expansion of the spindle and others
Notes HZIBELTHOMITEIEEHROLET. before using the tool.

KINIHIROBBERTlE. FHATBPCDRBOAR—IL¥E (R) £T  xBefore using PCDRB, please make the same R size on corners of
AIIRICKUMIZEFE R THO O ZEASEZL, machining profile as PCDRB by pre-process.
KAKAETIERO ZCEREHRELET, #Water-insoluble cutting fluid is recommended.

TiE T
3Dﬁﬁbu I Process Finishing
RAIR PCDRB R0.5X25
3D machining for mirror surface @:f'ﬁ -
L .
Spindle Speed 60,000min !
ERE -
) HBIES4£(92.5HRA) Foed 150mm/min
Work Material Cemented Carbide (92.5HRA) YL AHE 0.0015mm x0.001mm
Ve DA S X o (@pxae)
Cool Water-insoluble Cutting Oil
oolant ‘ ater-insoluble Cutting Oi S A 0.001mm
T—H%4ZX  15mmX15mm RS
Work Size (AR & 1.3mm) Cutting Length 51m
Machining Depth INTRER 5RERS40%
Time 5hrs40min
& -
HEITEHRA=4
T140-0013 HR#&A/IIKEAFH1-13-5 #H@mAHEISF TEL.03-3763-5621 FAX.03-3763-2280 http://www.ns-tool.com
KIRE %R BEEERA REFEEM [St=E 52 ERERFR

TEL.06-6534-4621 FAX.06-6534-4530 TEL.052-332-0087 FAX.052-332-2757

TEL.0268-28-5720 FAX.0268-28-5717

TEL.022-344-3977 FAX.022-344-3455 TEL.092-481-3378 FAX.092-481-3378

=4I ZE£ ED;FE  Attention on Safety

1) TE25— X5 TR, TEORUH LY, DEFEFICEERALVRIC, THSER
LTTF&EWw,

2) PhAZEERF THALVRICLTTE L,

3) TE#FEATARIE. WEBT3BBRISNETOT, DTHN— - REXHIEEEELTTEL,

4) RV EEIE, TEXNIABICRE M EEALTTE L,
TEEFFRLZCLoPY EEEL. ImNhEMABLICLTTFEL,

5) #HEIMIE. Lo WEELTFEL,

6) TERUHHEIMOTEIE. 5, LHEBELTHVTTEL,

7) PIEISMHE . IO ERERICEE T AR TILENVHVET,

8) ARICIC U THIHIAZBE L TF & v RABMEIHIAEERT 215813 MIMICRET 2AIE
PHIB TN, KEDBRIHY £, BBAMKELTTo>TTFE L,

9) FEFFRICERE IHIE - 1) FRELABEIR. B5CEMELDTTEV,

10) TEDHEIR LEVWTTFEL,

1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

2) Never touch the cutting edges directly with bare hand.

3) Use safety covers and eye protection, as tools may be broken.

4) Use holders, etc. that match the tools and nature of the processing operations.

The tool should be firmly attached to the holder to prevent shaking.

The work materials clamp firmly.

Make sure of dimensions of tools and work pieces before starting operation.

Itis necessary to adjust conditions according to the dimensions of work materials and the machine.

Select a cutting fluid appropriate to the particular usage. Using a non-water cutting

fluid could lead to fires due to sparks generated during processing or heat caused by

breakage. Ensure that you take proper fire-prevention measures.

9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) Don't modify tools.
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BADZOJICBHOMBILHRIE. HE - URDLOTFERCERTZHENI TEVET,
Specifications may change without notice for improvement.




	オモテ面
	ウラ面

