B|IRI—7129 TLITL .
/]» SR E UV

MSDH

]
v} : \
WIR1-717 TUITL

\
INER U JLTHEEAFTOHRON DN B 17T A A GE !

Precise drilling on hardened steel (65HRC) !
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Coating Mugen Coating Premium
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Material Micro Grain Carbide Unit [ Size : mm / Retail Price : JPY ]

21— KNo. (D) E % OEE @ENE | EFE | (1EA | e | LEE | EEdE
Code No. Dia. Flute Length Effective Length Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price

04-00050-01000 0.1 0.2 1 0. 085 15° 4 45 14,000
04-00050-01500 0.15 0.3 1.5 0.13 15° 4 45 14,000
04-00050-02000 0.2 0.4 2 0.18 15° 4 45 13,000
04-00050-02500 0.25 0.5 2.5 0.23 15° 4 45 13, 000
04-00050-03000 0.3 0.6 3 0.28 15° 4 45 12, 000
04-00050-03500 0.35 0.7 3.5 0.32 15° 4 45 12,000
04-00050-04000 0.4 0.8 4 0.37 15° 4 45 9, 600
04-00050-04500 0.45 0.9 4.5 0.41 15° 4 45 9, 600
04-00050-05000 0.5 1 5 0.46 15° 4 45 8,500
04-00050-05500 0.55 1.1 5.5 0.51 15° 4 45 8, 500
04-00050-06000 0.6 1.2 6 0.56 15° 4 45 7,800
04-00050-06500 0.65 1.3 6.5 0.61 15° 4 45 7,800
04-00050-07000 0.7 1.4 7 0.66 15° 4 45 7,200
04-00050-07500 0.75 1.5 1.5 0.71 15° 4 45 7,200
04-00050-08000 0.8 1.6 8 0.76 15° 4 45 6, 800
04-00050-08500 0.85 1.7 8.5 0.81 15° 4 45 6, 800
04-00050-09000 0.9 1.8 9 0.86 15° 4 45 6, 500
04-00050-09500 0.95 1.9 9.5 0.9 15° 4 45 6, 500
04-00050-10000 1 2 10 0.95 15° 4 45 6, 000
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Recommended Milling Conditions

Work Material Hardened Steel HPM-38-STAVAX:SKD61 Hardened Steel SKD11:-PD613 High speed tool steel SKH
(~55HRC) (~62HRC) (~65HRC)
BEE [ElERER ®YRE ATVTE [EEREK ®YRE ATYTE [E1EREK BYRE ATVTE
Dia Spindle Speed Feed Step Feed Spindle Speed Feed Step Feed Spindle Speed Feed Step Feed
min”! mm/min mm min”! mm/min mm min! mm/min mn
0.1 40, 000 10 0.005 40, 000 5 0.003 40, 000 3 0.001
0.15 40, 000 10 0.005 40, 000 5 0.003 40, 000 3 0. 001
0.2 30, 000 20 0.01 30, 000 15 0.005 30, 000 5 0.003
0.25 30, 000 20 0.01 30, 000 15 0. 005 30, 000 5 0.003
0.3 20, 000 30 0.02 20, 000 25 0.01 20, 000 15 0.005
0.35 20, 000 30 0.02 20, 000 25 0.01 20, 000 15 0.005
0.4 20, 000 40 0.04 20, 000 40 0.02 20, 000 40 0. 007
0.45 20, 000 40 0.04 20, 000 40 0.02 20, 000 40 0.007
0.5 15, 000 50 0.05 15,000 50 0.03 15,000 50 0.01
0.55 15, 000 50 0. 05 15, 000 50 0.03 15, 000 50 0.01
0.6 15,000 70 0. 05 15, 000 70 0.03 15, 000 70 0.01
0. 65 15, 000 70 0. 05 15, 000 70 0.03 15, 000 70 0.01
0.7 12,000 130 0. 06 12,000 120 0.04 12,000 100 0.02
0.75 12,000 130 0.06 12,000 120 0.04 12,000 100 0.02
0.8 12,000 160 0. 06 12, 000 150 0.04 12,000 140 0.02
0.85 12, 000 160 0.06 12,000 150 0.04 12,000 140 0.02
0.9 10, 000 200 0.07 10, 000 200 0.05 10, 000 180 0.03
0.95 10, 000 200 0.07 10, 000 200 0.05 10, 000 180 0.03
1 10, 000 200 0.07 10, 000 200 0.05 10, 000 180 0.03
MHEIH - MIRBICELEY—5 Y FECHEBRT S, %Use appropriate coolant for work material and machining description.
&= KEGHEEARBOLHVEGRIZDEL, Fruvd S ORMEBAMITTEL *Minimize chucking runout by setting spindle .speed at minimum oscil lation
(TR L IEFERSNARGEHTOBMRNEEZEALTTE) & (Recommend to measure actual runout at activated rpm)
MMIEEBAHERIZLT, MIZEBLTTFEL, XSet up flat surface before start machining
XIEOMYHLEYL, FroFoFBICcElboTEzsBOLET, %Take extra care when chucking in and out.
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LHRIZ, RAISEBELTTSLY,

Attention on Safety

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

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

3) TE#FEATARIE. HWBTIBBENHYETOT, BT H/NA— - REAAR 3) Use safety covers and eye protection, as tools may be broken
FEEFERALTTSLY, 4) Use holders, etc. that match the tools and nature of the processing operations

4) RILFEF, TEONMIANBICRESYEFEALTTEL, The tool should be firmly attached to the holder to prevent shaking.
IEEFRILFIZL>AYEEEL, BNEMZSESIICLTTSLY, 5) The work materials clamp firmly.

5) #WHEIMIE. LoMYEELTTFSLY, 6) Make sure of dimensions of tools and work pieces before starting operation.

6) TERUVHAIMOTEL. HOMLOHBERLTELNTTEL, 7) 1t is necessary to adjust conditions according to the dimensions of work materials and the machine

7) UIEIEHE. MIYMOERERICEE T, ARTIDRELAHYET, 8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting

8) MRICIELTYHMEREE L TTF S, FKBUYEHZHERT 21581,
IEICRET D RMEPHIBTEIR, KKOBRLIHY FF, HARRELTT
S2TTF&EL, 9)

9) HAPICEE WHIE - F) NEELLSEE. BLICHMELDTTSIL, 10)

100 TEDHEFLHEVTTFSLY,

fluid could lead to fires due to sparks generated during processing or heat caused by
breakage. Ensure that you take proper fire-prevention measures.
If abnormal sound, etc. occurs during processing, stop the machine immediately

Don’'t modify tools.
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