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SoaplENmishsmachining can continuosly last long for a wide range of
Workemaiceriallst firom tempered steel to hardened steel (70HRC).
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Material Cubic Boran Nivide | 59"100 "o EILEHtESER Recommended Milling Conditions
130°
140°
| 150° F NAK80 - SKD61 - STAVAX DC53 - PD613
—n s . G .
CBNG)?}iﬁG)ﬁﬁ?lR'fil::l—d’—RG).%ﬁ'éﬁ?]l]I . 160" Work Prehardened Steel - Cold Work Tool Steel Blzng SpYeXEfi({o\;rlﬁt?e)l
= | 170 Ma teria | Hardened Steel(SKD61) STAVAX Hardened Steel (~TOHRC)
ZEH . 180° (~52HRC) ( ~62HRC)
DNALEKISDI DR L— R0 EHEH ! | c *:J)ﬁl]i;irf{ d 150m/min 150m/min 100m/min
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Hel= S o = Rt IV EANSHRAETOOGENRL—Z Eiﬁ Effﬁe:cdgivﬁe :I_-)__,R Depth of cut SpindIeKSpeed Feed Depth of cut SpindIeKSpeed LFeed DethF offut SpindIeESpeed JhFeed
B (TLn—FR) #l~T0HRCOBEEEHM F TG, BEEOBMGRT, 1—F— REE=5un Dia |" gt |COMerRadius | AdxRd L i Ad % Rd - i Ad x Rd - i
sk UBOSEEMTATETT . mm min mm/min mm min mm/min mm min mm/min
Realized high efficient machining with radius flute along with excellent wear resistance of CBN. Flute is smoothly tangent from straight
' i i li R- ith R sh - 1.5 0.05 0.02x0.2 0.02x0.2
R(?;?Jlrlnzeeg :zzzlrlaeg\;t :stigazem)roughness by introducing smooth tangent on all over flute. r;gs E_:JS;{;L.JEXE‘LLV;J‘E eﬁgg?gg hiZhagfeg?Eu 0.5 7% 0.1 0.01 :0 1 50, 000 800 0.01 zO i 50, 000 800 0.01x0.05 50, 000 700
Applicable for work materials from tempered steel to hardened steel (up to 70HRC). shen macr‘!éq_\l‘;g'(#;‘f cmm / A& - A 3 0. 65 0..03><0..35 0..03X0..25
Unit[ Size : mm / Retail Price : JPY ] 1 5 ~0.3 0.02x0.2 48, 000 1300 0.02%0.2 48, 000 1300 0.01x0.1 32,000 900
a— KNo. DAZR (Ra—F+—REDEHR| (DI |[ETFER| NER [(DIrvE LER | BEME 15 01 : ' ' '
Code No. Dia. Corner Radius|Effective Length| Length of Cut | Neck Dia. |[NeckTaperAngle| Shank Dia. [OverallLength| Retail Price 1.5 7'5 ~6 3 0.04x%x0.7 32,000 1200 0.04%x0.5 32,000 1200 0.01x0.2 21, 000 1000
01-00490-05051 1.5 28, 000 - :
0.05 : 6 0.1
01-00490-05053 0.5 2.5 03 0. 46 15° 4 48 29, 500 2 10 0.5 0.05x0.9 24,000 1200 0.05x0.7 24,000 1200 0.01x0.3 16, 000 1000
01-00490-05101 ' 1.5 ' ' 28, 000 -
0.1 :
01-00490-05103 2.5 29, 500 XY YRAHEIE, L - HEFMIETIHEORKETT . XDepth of Cut shows the maximum value for semi-finishing and finishing.
01-00490-10051 0. 05 3 48 27,000 XYYRAAKED, MITFESHANYYRAHE, RAIEEY Y 74— FERLET, %Depth of Cut : Ad = Axial Depth of Cut / Rd = Radial Depth of Cut.
: KAAWIAMNI =SV EBEHLET, %We recommend using oil mist coolant
01-00490-10053 5 50 28, 500 s & X@iﬁﬁ};%—j‘)b;;l; RLCEIATRHLTTEL, %Adjust milling conditions according to the volume of depth of cut and rigidity of machine
01-00490-10101 0.1 3 48 21, 000 e XYY RAH, BHOBIMEICEYEENRLRLIZEAHYFT . TOEHMERMLTT S, XAdjust both spindle speed and feed at the same rate
01-00490-10103 ' 5 0 95 15° 4 50 28, 500 KIBEREH LIEIRBEULICHERWTTELY, %Length of tool overhang must be as short as possible
01-00490-10201 ! 0.2 3 0.7 ’ 48 27,000 XI—UUTFrv) - BHE, HERIETREOREVLOEETTOLET, XMachine, tool chuck must be sufficiently accurate.
01-00490-10203 ' 5 50 28, 500
01-00490-10301 3 48 27,000 }]DIE{EIJ Technical Data
0.3
G1-00430-15101 is 529 00 5] <P
- - 0.1 ' ' B
01-00490-15103 75 53 31,500 ETTR) ETTR Ef?lf!‘ SSR200 $2xRO.5x6 | SSR200 ¢ 1xRO.1x3
01-00490-15201 4.5 50 29, 000 "
° ! REI#
01-00490-15203 1.5 0.2 7 E 1 1.45 15 4 53 31,500 s terial | DRM3 (/A Z65HRC) SKD11  (60HRC)
01-00490-15301 03 4.5 50 29, 000 S@;ﬁj‘,flﬁ e 40,000 mim-1 20,000 mim-!
01-00490-15303 7.5 53 31, 500 pindle Spee
01-00490-20101 0.1 6 50 31,000 202 3,000 m/min 2,000 mn/min
01-00490-20103 ’ 10 53 33,500 -
01-00490-20201 09 6 50 31,000 A | A 0.03m Rd 0 6mm Ad 0.01mn
01-00490-20203 9 10 192 1,94 15° 4 53 33,500 PR AALIRE AFLLIR b
01-00490-20301 0.3 6 50 31,000 Coolant oil Mist il Mist
01-00490-20303 ’ 10 53 33,500 ﬂD;B%ﬁﬁ 355 AB5RE50%>
01-00490-20501 0.5 6 50 31 ) 000 Cutting Time 35 minutes 4 hours. and 50 minutes
01-00490-20503 ’ 10 53 33,500
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WWhen you order, indicate SSR 200 (D) x (R) x (£1).

X (r° ) is reference value. 10 time longer tool |ife

is promised compared
with Carbide.




NS TOOL CO.LTD.

4-5-9, Minamioi, S hinagawa-ku, Tokyo 140-0013 Japan
Tel. +81-3-3763-5621

Fax. +81-3-3763-2280
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FELEDFE  Atention on Safety

1) IEZ7—ZN5RYHTERIE, TEORUE LA, ALENRFICEEM
NIZVRIZ, RSITERLTTEL,

2) YhAEEERFTRAZVKRICLTTEL,
3) IEZHERATIRE. WETIRBRHASHYETOT, BT hN— - RiEA

FHAFEFEALTTEL,

RILFEE, TEOMIRBICRA>E=WEFERLTTSL,
IEEFRLFICLoDYEEEL, IRNEMZASESICLTTFSLY,

WHIHE. LoAYBERELTTFEL,
IERUVHHIMOTEIE. HOMLOHHERLTELTTIL,
PIEISEEIE. MIPOERERICEE T, BHTILENHYET,

FRICH CTHAREERE L TTFE L., RKBREHBZERY 2158,
MIBFICRET 2 KRIEPLHIB TSN, XKKDBEAHY ET . BIAREE
BFTOTFEN,

9) EAPICEZWIEE - ELNRELELBEE. ELICHBEEDTTEL,
10) TEDNBEFLENTTE,
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TEL. 022-344-3977 FAX. 022-344-3455

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.

5) The work materials clamp firmly.
6) Make sure of dimensions of tools and work pieces before starting operation.
7) It is necessary to adjust conditions according to the dimensions of work materials and the machine.

8) 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.



