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Prolonged stable high quality surface on the curved and plane surface on cemented carbide cutting! ’_——I‘“xm1x1 20824888
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4 y ° is reference value.Tool measurement required.
R+0.005 <2_]_] In order to avoid interference to the work material.
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Material Polycrystalline Diamond
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© Added a much-needed corner radius type in PCD series!
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O Ultimate high quality surface is realized in the corner radius shape with superior cutting performance on curved and plane surface! 1y (<+i% : mm / 1% : [)

Unit (Size : mm / Retail Price : JPY)
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Code No. Dia. Conaer Radius | Effective Length | Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length | Number of Flutes Retail Price

04-00700-03050 0.3 R0.05 0.3 0.09 0.27 15° 4 48 2 60,000
04-00700-04050 04 R0.05 0.4 0.12 0.36 15° 4 48 4 60,000
04-00700-05050 0.5 R0.05 0.5 0.15 0.45 15° 4 48 4 60,000
04-00700-05100 0.5 RO.1 0.5 0.15 0.45 15° 4 48 4 60,000
04-00700-06050 0.6 R0.05 0.6 0.18 0.54 15° 4 48 6 50,000
04-00700-06100 0.6 RO.1 0.6 0.18 0.54 15° 4 48 6 50,000
04-00700-08050 0.8 R0.05 0.8 0.24 0.72 15° 4 48 6 50,000
04-00700-08100 0.8 RO.1 0.8 0.24 0.72 15° 4 48 6 50,000
04-00700-10050 1 R0.05 1 0.3 0.9 15° 4 48 6 50,000
04-00700-10100 1 RO.1 1 0.3 0.9 15° 4 48 6 50,000
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Recommended Milling Conditions
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min’* mm/min ap mm ae mm
0.3 R0.05 0.3 50,000 50 0.001 0.005
0.4 R0.05 0.4 50,000 100 0.001 0.01
e R0.05 0.5 50,000 100 0.001 0.01
RO.1 0.5 50,000 150 0.001 0.015
R0.05 0.6 50,000 100 0.001 0.01
06 RO.1 0.6 50,000 150 0.001 0.015
R0.05 0.8 50,000 150 0.001 0.015
08 RO.1 0.8 50,000 200 0.001 0.03
" R0O.05 1 50.000 150 0.001 0.015
RO.1 1 50,000 200 0.001 0.03
XTEORIBRIIE. MIBEOETICESZ/H. TEQEER  Minimal tool runout is required to avoid the tool breakage and to
hEER/NMNIMZTLEZ, ] increasg the_ wo_rk accuracy.
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< o before using the tool.
XAKBEHLRO CEAEHEL XY, 3Water-insoluble cutting fluid is recommended.
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3 Process =515 EELR
AR BIES & 92.5HRA Contour Fne Milling Scanning Line Milling
Work Material Cemented Carbide (92.5HRA) t{ z :/ t EF%F}’% PCDRS ¢0.3XR0.05X0.3
9= b RAEMGIEE g [min-"] 40,000
Coolant Water-insoluble Cutting Oil spindie;speed
3% V)& E [mm/min]
: Feed 70
T—=7%4ZX 15mmX15mm TURE
: 7
Work Size (AT &0.924mm) apxae[mm] | 0.002~0.006x0.002 | 0.001x0.005~0.01
Machining Depth Depth of Cut
£ EFRImm]
Stock Allowance 0.002 0.001
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J AR R EI235) SH 255
Time 6hr23min 3hr25min
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T140-0013 HR#BEIIKmEAH1-13-5 R AHEILSF TEL03-3763-5621 FAX.03-3763-2280 http://www.ns-tool.com
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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
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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.

It is 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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Specifications may change without notice for improvement.




