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Micro Edge End Mill for Ultra Micro Manufacturing

SMEZ120 SMB120

NSME100 NSME230 NSMB100
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Line up enables micro manufacturing with an O.D. 0.1mm or less
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Features
Fegure ta i NiZe 0.01 mm WSIFELES AV TP v
1 Ultra Micro Standard lineup from outer diameter 0.01mm

YA70Ly2ENEG 01T UFDIVRILT, BEEBRZZRBATI V7Y TLTVWETD,
INBIVRINDU—Fa 2T hNZ—E LT BLBIEEIMICHLELADZ 1> 7y ST
Byl Lz oERREZRE L TULET,

Microedge is a standard line-up end mill with an outer diameter of ¢ 0.1 or less in stock.

As a leading company of small-diameter end mills, we have a wide variety of lineups that enable ultra-fine machining of
various work materials such as high hardened steel, carbon steel, stainless steel, and aluminium alloys.

M| IR B & 5 &8 12X g B | FE  HE

Slot |Face

©e

Slot |Face

#BE 277 NSME100 - ¢ 0.01 ~ ¢ 0.05
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Feature BEEE 27Z==x 0.002 mm

2 Ultra High Precision Tolerance

BRIl T ZalgEIC T B7/cth. ARERE. TLHEEZINTE 0.002 mA. > v> 74
EZz 0~-0.0025 (JISFHFEh3) ICL. BEBEAKRERIELTVET,

In order to enable ultra micro manufacturing, we are producing the outer diameter tolerance and run-out accuracy are within
+0.002mm, and the shank accuracy is 0 to -0.0025 (JIS standard h3), realizing ultra-high precision specifications.
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Ultra micro end mill enables character engraving on hair

R—ILHE

Radius

R+0.002mm ~

NSME100 ¢ 0.0Tmm TXZFREV)
Engraved by NSME100 ¢ 0.01mm

170y EEBETEND 7SV Iy T, afEE - BEMMI ORI EZELTE
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Micro Edge is NS TOOL's flagship. R&D center, in house-development tool grinding machine "TGM", automatic inspection
equipment, and factory employees. In order to pursue high-precision and stable quality and develop it into products, NS
TOOL strives for zero tolerance every day. We continue to challenge ourselves tirelessly.
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New R&D Center

BkERE ITEiWRHE

In-house development
tool grinding machine

TGM
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Stable process capability
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Line up enables micro manufacturing with an O.D. 0.1mm or less

BN TACBNI>RI)L BN TRACBNA—ILIRI)L

"Z47OTvSZ" "CBNv170K—)

CBN "MICRO EDGE 2" CBN Ball End mill for precision machining "CBN Micro Ball"

SMEZ120 ¢003~0¢01 SMB120 ro0.01 ~R0.05
il Hfale

BN TAT R BN IRAT R

"YA70LyD" "I170Ty "
MICRO End Mill "MICRO EDGE" MICRO End Mill "MICRO EDGE"

NSME100 ¢0.01~¢005s NSME230 ¢0.03~ ¢0.09

2554 2794

Total 5 sizes Total 7 sizes
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BN IAAR—ILIRI)
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Ball End Mill for precision machining "Micro Ball"

NSMB100 ro.005 ~ R0.05

£8H5404X

Total 8 sizes

SMEZ120 7% 5003~ 004

CBN
BN IA CBNIV R "vr701Ty 27" 28514
CBN "MICRO EDGE 2" Total 8 sizes
4 N T 3 4 D ey D -200 ﬂ ¢dl
NR DO NUTZZREL UIMMICBN VT 7T R /] WLA h3
CBN micro end mill with standardized of Dia.0.1mm or smaller iolt
I5EFANS | PAT. No. 5177982 h‘
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® NS TOOLON L & RSNz CBN RMEDY Y F o T T v =TTy Ve FRER,
@ SNENBEEL2um,

@ > v U RZENR3 (0~-0.0025),

@ NS TOOL engineering technology and selected CBN material realize sharp edge.

@ Tolerance of flute diameter is +2um.
@ Tolerance of shank diameter is h3 (0~-0.0025).

#HEIA work Material

TUN—R$ P Hardened Steel
Prehardened Steel ~55HRC ~65HRC ~70HRC Curti\jﬁ(}jﬂ*h
g edge shape
O ©) ©) O o
BT [ © mm / ffiA& : [
Unit [Size : mm / Retail Price : JPY]
J— RNo. (D)5HE (2)I& (r)EmA v LER TRAESAES
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00480-00030 0.03 0.03 15° 4 50 60,000
01-00480-00040 0.04 0.04 15° 4 50 50,000
01-00480-00050 0.05 0.05 15° 4 50 45,000
01-00480-00060 0.06 0.06 15° 4 50 42,000
01-00480-00070 0.07 0.07 15° 4 50 42,000
01-00480-00080 0.08 0.08 15° 4 50 39,000
01-00480-00090 0.09 0.09 15° 4 50 39,000
01-00480-00100 0.1 0.1 15° 4 50 34,000
SMEZ120 42 (D) Z3ERUL TS EEL,  X*(7)FBEETT,
How to Order When you order, indicate SMEZ120 (D). #%(7) is reference value.
tuﬁu%{#gj%ﬁ Recommended Milling Conditions
B SEEN
ptsllv Prehardened Steels+Hardened Steels
Work Material NAK:STAVAX-SKD11-PD613
(~62HRCQ)
hAKE XV HE [EIE e
SR Depth of Cut Feed Spindle Speed
o dp mm de mm mm/min min’’

0.03 0.0005 0.003 10 60,000

0.04 0.001 0.003 20 60,000

0.05 0.001 0.005 30 60,000

0.06 0.002 0.005 40 60,000

0.07 0.002 0.01 50 60,000

0.08 0.003 0.015 65 60,000

0.09 0.003 0.02 80 60,000

0.1 0.003 0.025 100 60,000

X1 UPAKED. ApFHBFEDUIAKRS . AdeFHEAADIPAKRES ERUET
%2 TEQBERY )y MHIFBOOERZIL> TIIEE L,
MIFTMIIRANT =S NeBBHLET,
¥4 F vy F U TORNEEIANZ TS,
(TT8E%: 5 (FER SN 2 DG TOEBIURNIBE 2L T </EE L)
m = X5 UPAKEDIBNETERBOERE RN FT . FHICApDBIBICFRZRMFTTILEE L,
Notes %1 Depth of Cut : ap=Axial Depth of Cut / ae=Radial Depth of Cut.
3% 2 Handle with care when exchanging and presetting tool.
3%3 We recommend using oil mist coolant.
%4 Minimize chucking runout.
(Recommend to measure actual runout at activated spindle speed.)
%5 Increase of Depth of Cut may cause a tool breakage, especially careful for Axial Depth of Cut.
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Total 7 sizes

BN IA CBN A—)ILI>RI)L “CBN wr70K—)L"

NSME100 7% 5001 ~ 0005

BN IRAI ORI “vr70Ly >
Micro End Mill "MICRO EDGE"

i
SMG | [E1i{H

£5H/1X

CBN Ball End Mill for precision machining "CBN Micro Ball"

-20°|[|R@Y|sd i
R0.01~R0.055 1 > 7 v /Uil L= XIR b | /| +0.m h3

Realized micro milling by size line up R0.01 to R0.05

R+0.002 R
) b w7
— — , fa J <
3 ijﬂz =
| L |
@ Y | CBNFEM DY 7OR—ILI>RI )l
@ WHBYIEINI T2 BF D3 7 76 5818 2 BAh.
@ Rty A RO.01T &k W IZHEAL 7RI,
® CBNFEMORRERARISEN U +—T Ty V%ER,
@ FAEMH SBEEM (60HRCLL L) FT. RESREOIITATIEE.
@ The world’s first CBN Micro Ball End Mill.
@ CBN Micro Ball develops new machining capability in high-precision technology.
@ Standarized sizes from R0.01.
@ Realized sharp edge by maximizing features of CBN.
@ Long machining on pre-hardened to high-hardened steels (60HRC~). PAEHIZIN
Cutti d h
#HEIM Work Material JHing edgeshape
o e
70'th(:_|:1/§|&| P Hardened Steel H
rehardensdsiee ~55HRC | ~65HRC | ~70HRC
O ©) ©) O
847 [<F& © mm / ffi#E : [
Unit [Size : mm / Retail Price : JPY]
J—KNo. RYR—ILHR (2)AR (D)5HE (1)EB @>v>I® (D=3 RS
Code No. Radius Length of Cut Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00460-00010 R0.01 0.02 0.02 15° 4 50 72,000
01-00460-00015 R0.015 0.03 0.03 15° 4 50 62,000
01-00460-00020 R0.02 0.04 0.04 15° 4 50 51,600
01-00460-00025 R0.025 0.05 0.05 15° 4 50 47,400
01-00460-00030 R0.03 0.06 0.06 15° 4 50 43,200
01-00460-00040 R0.04 0.08 0.08 15° 4 50 39,600
01-00460-00050 R0.05 0.1 0.1 15° 4 50 36,000
SMB120 R—JL#RE(R) 2R LT IEE L, X(7)IBEETY,
How to Order When you order, indicate SMB120 (R). () is reference value.
tﬂﬁ“%ﬂté%ﬁ Recommended Milling Conditions
B Prehardened Steels-Hardened Steels
Work Material NAK-STAVAX-SKD11-PD613
(~62HRC)
UhAKE EVERE 77O—FRE [ElEsedY
RHA R Depth of Cut Feed Approaching Feed Spindle Speed
Radi
e dp mm de mm mm/min mm/min min’
0.01 0.0005 0.001 5 3 80,000
0.02 0.001 0.001 30 5 80,000
0.03 0.001 0.002 70 10 80,000
0.04 0.002 0.003 100 30 80,000
0.05 0.002 0.005 200 30 80,000

1 VHAKED. ApFHABOTIAKZES. Aeldy 771 —RERLET,
%2 TEOBERP Ty MHIEMODFRZL> TS,
MIAANIANTI =SV RN EBROLET,
¥4 F vy F T ORNESEMZ TS0
(OJBE73 5 (FEASN 2 DR TOEBIRNIBEZ R L T LT L)
#5 7 PO—FARFIUTICLTIET L,
w & %6 THAXEOENE TEIBOER AW ET, BICApDBEICRTERFTTILAS L,
lteizes %1 Depth of Cut : dp=Axial Depth of Cut / de=Radial Depth of Cut.
32 Handle with care when exchanging and presetting tool.
%3 We recommend using oil mist coolant.
34 Minimize chucking runout.
(Recommend to measure actual runout at activated spindle speed.)
%5 Tool approaching angle must be 3 degrees or below.
%6 Increase of Depth of Cut may cause a tool breakage, especially careful for Axial Depth of Cut.

&/|\ZE¢0.01
BYEINIA 1 BMVEINLI Y RI)L

Smallest Dia.0.01Tmm
Single straight flute end mill for ultra micro milling

Total 5 sizes

Y4l|od i

——

O BSEEMR. WRREL2um. v > I7REh3 (BERE0.1um).
@ 1 KHIBNY 1. $0.01~¢0.05%FT5 71T LEHAR.

@ Ultra-high-precision accuracy is guaranteed with +2pm tolerance of flute diameter and
h3 tolerance of shank diameter (circularity 0.1um).
@ One straight flute, 5 items from 0.01 to 0.05mm diameter.
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#HHIA Work Material Cutting edge shape
R [=F ] TUN—RV48 A7V A8 Th3EE ] g o
Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Aluminium Alloy Copper Resin
O O O O O O O
{1 [PE © mm / fifitE : /8]
Unit [Size : mm / Retail Price : JPY]
3—KNo. D)5 (0)0% (r)& COPESZL:: L2E i
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00001-00010 0.01 0.01 15° 4 45 36,800
01-00001-00020 0.02 0.02 15° 4 45 29,400
01-00001-00030 0.03 0.03 15° 4 45 25,200
01-00001-00040 0.04 0.04 15° 4 45 21,000
01-00001-00050 0.05 0.05 15° 4 45 18,900
NSME100 #42 (D) ZBRUL T EE L. ¥ (7)FBEBETT .
How to Order When you order, indicate NSME100 (D). 3#%(7)is reference value.
tﬂﬁu%1¢§%§§ Recommended Milling Conditions
REIF ITEYFM-TINIZVLGE
Work Material Tough Pitch Copper-Aluminium Alloy
TIAHE %0 EE
42 Depth of Cut Feed Spindle Speed
DI
° dp mm de mm mm/min min”
0.01 0.0001 0.0005 10 60,000
0.02 0.0003 0.001 15 60,000
0.03 0.0005 0.001 20 60,000
0.04 0.001 0.001 20 60,000
0.05 0.001 0.002 30 60,000
X1 PHAKBD. apFEAANYIAMRE . aeldFHEBEDUBAKRRE ZRLET
%2 TEDBRY )y MIHIFOODER > TIZE L,
KIATNIANI—Z 2 b EBRDHLET,
¥4 F vy FDTORNEEIMZ TS,
(TT8ER 5 (FEAS N 2 OEH TOBMIRNBE ZHESRL T<IET00)
" = %5 VHAAEDBIEIEMENERE BV F£9 . FICapDRIBICFRZMIFTTIIEE L,
Notes %1 Depth of Cut : ap=Axial Depth of Cut / ae=Radial Depth of Cut.
32 Handle with care when exchanging and presetting tool.
%3 We recommend using oil mist coolant.
%4 Minimize chucking runout.
(Recommend to measure actual runout at activated spindle speed.)
%5 Increase of Depth of Cut may cause a tool breakage, especially careful for Axial Depth of Cut.




NSME230 T 003~ ¢ 0.09 SMG

BE@NTAIRIL "T170Ty " 2£7H4R
Micro End Mill MICRO EDGE" Total 7 sizes

NSMB100 T 5 SMG

BHEINTAR—LIYRIL "v170R—)L" 28H42

Ball End Mill for precision machining “Micro Ball” Total 8 sizes

2H30° BUNTHEG0.03~00.09DHB AT ITT7IRI)

2 flute 30°square end mill for micro milling. Dia. 0.03mm to Dia. 0.09mm

e 30° |[¢d D
RN h3
S

ﬁ|%

]
&
¢ D +0.002
= 1
¢d h3

© BEBELE. SEAEL2um. S v IRE N3 (EFE 0.1 um).

@ 2 A 30 RCNITT. $0.03~p0.09 £T7 71T L%EAR.

@ Ultra-high-precision accuracy is guaranteed with +2um tolerance of flute diameter and h3 tolerance of
shank diameter (circularity 0.1um).

@ Two flutes in 30 deg. 7 items from 0.03 to 0.09mm diameter.

S/\R0.005 4Bk U -2 T AR — L T> R3)L D

Standardized from the smallest R0.005 for ultra micro milling

Rcﬁ ol
+0.002]] h3

HFFIR
#HEIA work Material cutting edge shape
R =F=] TUN-R4 ATV TLVGE i 1t
Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Aluminium Alloy Copper Resin
O O O O O O O
B (<& © mm / ffi#E : [
Unit [Size : mm / Retail Price : JPY]
J—RNo. (D)FHR (2)9& (r)EfA d)>v>I® (BE=S3 TRAEATAS
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00002-00030 0.03 0.045 15° 4 45 25,200
01-00002-00040 0.04 0.060 15° 4 45 21,000
01-00002-00050 0.05 0.075 15° 4 45 18,900
01-00002-00060 0.06 0.090 15° 4 45 16,800
01-00002-00070 0.07 0.105 15° 4 45 14,700
01-00002-00080 0.08 0.120 15° 4 45 12,600
01-00002-00090 0.09 0.135 15° 4 45 11,600
NSME230 #4Z (D) ZER U TLIEE L ¥ (7)FSEETT,
How to Order When you order, indicate NSME230 (D) #(7) is reference value
tﬂﬁu%1¢§%§ Recommended Milling Conditions
HHI IIEYFR- 7NV LER
Work Material Tough Pitch Copper+Aluminium Alloy
UhAKE EWRE Bk
Sz Depth of Cut Feed Spindle Speed
oe dp mm de mm mm/min min”
0.03 0.0015 0.002 20 60,000
0.04 0.0015 0.002 25 60,000
0.05 0.002 0.003 30 60,000
0.06 0.002 0.004 40 60,000
0.07 0.0025 0.005 50 60,000
0.08 0.003 0.005 70 60,000
0.09 0.004 0.01 80 60,000

¥1UAHED. ApR#AEDUVIAHKRS. delFHERAADIBAARRS ZRLET
%2 TEQBRP )y NEICEBODFEZIL> TS,
MIFTMINIRNTI—=F U NeBEDHLET,
¥4 F vy F D TORNEBIIMZ TS,
(ATRE7 5 (FEA SN 2 EEH TOEINRNBE Z R L TS L.)
e = X5 PHAKB OB TEIHENERE B F T, HICApDEIEICEIEMFTIEE L,
Notes %1 Depth of Cut : ap=Axial Depth of Cut / ae=Radial Depth of Cut.
32 Handle with care when exchanging and presetting tool.
%3 We recommend using oil mist coolant.
%4 Minimize chucking runout.
(Recommend to measure actual runout at activated spindle speed.)
%5 Increase of Depth of Cut may cause a tool breakage, especially careful for Axial Depth of Cut.

RE 0.092 .
/r y -
— a \ =
. o © ) ) ) : ©
QH‘ )
| L |
@ 5] | R 17 X R0.005 & WiZ#(ba KR,
@ HREF/IR—ILIYRI)L YA 70R=)L" AN THEE % iR,
O NSHBED R EEREZHRAL. RFGT LEERR,
@ The world’s first standardization of Ball size R0.005. Micro Ball develops new machining field in high-
precision technology.
@ The world’s smallest ball end mill “Micro Ball” extends precision machining field.
@ NS original R design exericises fine finishing surface.
SRR
#HEIM Work Material Cutting edge shape
R =F= TUN-R4R ATV TV3EE i t5hs
Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Aluminium Alloy Copper Resin
O O O O O O O
B [ © mm / @i )
Unit [Size : mm / Retail Price : JPY]
J— RNo. (RIR—ILHZ (2)I& (D52 (r)Em A+ > T8 (BE=S3 TR
Code No. Radius Length of Cut Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00003-00005 R0.005 0.01 0.01 15° 4 45 36,400
01-00003-00010 R0.01 0.02 0.02 15° 4 45 29,200
01-00003-00015 R0.015 0.03 0.03 15° 4 45 25,000
01-00003-00020 R0.02 0.04 0.04 15° 4 45 21,000
01-00003-00025 R0.025 0.05 0.05 15° 4 45 18,900
01-00003-00030 R0.03 0.06 0.06 15° 4 45 13,500
01-00003-00040 R0.04 0.08 0.08 15° 4 45 11,300
01-00003-00050 R0.05 0.1 0.1 15° 4 45 9,500
s NSMB100 R—JL 4% R) ZHERLT <2 H(7)IBEETT.
How to Order When you order, indicate NSMB100 (R). #%(7) is reference value.
H 25 Recommended Milling Conditions
tHIRESER
A ITEYFMR- TN LEGR
Work Material Tough Pitch Copper-Aluminium Alloy
thAKE XK EE 7IO—FEE Bk
RHA R Depth of Cut Feed Approaching Feed Spindle Speed
Radi
o dp mm de mm mm/min mm/min min’’
0.005 0.0003 0.0005 5 2 60,000
0.01 0.0005 0.001 10 3 60,000
0.02 0.001 0.002 20 5 60,000
0.03 0.002 0.003 80 10 60,000
0.04 0.002 0.004 200 30 60,000
0.05 0.003 0.005 300 30 60,000

¥1 PHARED. ApRBAMDTIAKZFES. delFy 771 —RERLET,
%2 TEQBRP )ty MNECEBOOFEZL> TS,
X3 HHHIM . ITABICELIZT—F> hEIHERALES L,
¥4 F vy F D TORNESBMZ TS,
(TTRER 5 (FER SN2 EEH TOERIIRNBE ZHRL T ZEL.)
%5 7 0—FAIF 3 LUFCLUTLIEE L,
Wﬁotf %6 TRAABOENE TEMEOERE A ET, BHCApOBIEICRTERFTTIES L,
%1 Depth of Cut: dp=Axial Depth of Cut / de=Radial Depth of Cut.

32 Handle with care when exchanging and presetting tool.
%3 Use proper type of coolant for material and machining process.
%4 Minimize chucking runout

(Recommend to measure actual runout at activated spindle speed.)
3%5 Tool approaching angle must be 3 degrees or below.
%6 Increase of Depth of Cut may cause a tool breakage, especially careful for Axial Depth of Cut.
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Machining case 1

Microfluidic device

<7 OREBHAR

7JI]I$1§IJ3 Machining case 3
ANyl

Micro Pocket Machining

REEHOYT7OREBMENTICZELVIETERE

Realized stable dimension accuracy on machining hardened steels

MITT?E it kI ftEF® TElF @
HEEIAA STAVAX (52HRC) Process Semi-Finishing |  Finishing 1 Finishing 2
Work material fEATE SSBL200 | SSBL200 | SMEZ120
7—743142:15 X 15 X 3%:5005mm Tool RO.2 X 1.2 | RO.1 X 0.6 ¢0.1
Work size Depth EIEEEY [min']
ek 7]»(}[,5 =2 |\ Spindle speed 60,000 60,000
Coolant : Oil mist E:éiifi‘ ol 1,200 200 50
wemTesr : 1 B5RY 20 9 S
Total machining time: 1 hr 20 min YBAHE ap X @e| 1 105%0.01 | 0.005%0.005 | 0-003%0.005
Depth of cut [mm] ~0.1
HI}P%FE? 33??%39% 4614% %E%I’zﬁ4ﬁ
/ . _ achining time r9min min r4 min
- 1 EEIE () .
gllcl;wnw%th ?E*ﬂdi}f (|'I;I'|)
~ ALME 0.1000 mm ow widt
Target Ra 0.06 um
5AlE 0.0964mm | Rz 0.96 pum
Actual ;)Tﬁ,lut%m%shm)
" 7 ow wi
REES (1) e — 55\ 0.1000mm
Flow width e e Target
Ra 0.04 um ————— =& 0.1036mm
Rz 0.58 um Actual

NI =612

Machining case 2

5001&0a 0.1 mmf{sfilAR 4y Ml T

500 - 0.1mm fine pocket machining

wHst: PINLIEE A7075

Work material Aluminium Alloy

Kryhg14x:0.1 X 0.1 X 0.04 mm

Pocket size

7-5 0 AL LIRAR

Coolant: Oil mist

wTeses - 40 B / 500K v b

Total machining time : 40 hr / 500 Pocket

(45348% / 1RT v M)

4 min 48 sec / 1 Pocket

7J|]I$1§|J4 Machining case 4

N Characters

IITE H+
Process Finishing
Ed==l= NSME100
Tool $0.05
[CI#RZK [min']

Spindle speed 30.000
3E V) R [mm/min]

Feed = 10
thAAE ap x ae

Depth c:%cut [mm] 0.002x0.002
0T B 4534875
Machining time 4 min 48 sec

MHEAETS,  Micro Fine Pin

$0.03mMmOBHE> DI T TRELEEE R

End milling of dia 0.03mm Micro fine pin

#wEet . STAVAX (52HRC)

Work material

7—743142:0.4 X 0.4 ;F£X0.03mm

Depth

Work size

AN R O P8

Coolant: Qil mist

wonTese 1 158 3 49

Total machining time: 1 hr 3 min

10

ITHE A ) Tt EF
Process Roughing Finishing
fERTE SMEZ120 SMEZ120
Tool ¢ 0.05X%0.05 ¢0.03%x0.03
[CI%5ZY [min™]
Spindle speed 60.000 60.000
ii k) EfEF [mm/min]
Feed = 10 10
tHAAE ap X ae
Depth) Rl i 0.001x0.005 ap 0.001
IITEFE 2553 38%
Machining time 25 min 38 min
e =&
Pin dia.
JALMiE 0.030mm
Target

S2AIME 0.027mm
Actual

N3Z=F

SROXVETFRIT7ARNDIFEEL)

Engraving of tiny characters into mold cavities and cores

wiit - NAK80 (40HRC)
Work material x 14 X 1.54 mm

— .. large
ZEHIX @I 0.14 X 0.154 mm
Extra Sma
I=rALILIA B

Coolant: Oil mist

wnTese - 3 BRG 10 9

Total machining time : 3hr 10 min

XFHALR
Textsize

HA X )\

MTT?E XF K XF @)

Process Character large Character Extra small

Sz =] NSMB100 NSMB100

Tool R0O.05 R0O.005

[CIERZY [min']

Spindle speed 60,000 60,000

1% V) 3R E [mm/min]

Feed 300 >

gﬂﬂa"% ap X ael (5 003x0.005 0.0003X0.0005
epth of cut [mm]

IO TAERS 409> 2853073

Machining time 40 min 2 hr 30 min

BT Unit [um]

(S
S
=
£
o

Ra:0.05/Rz:0.32 |Ra:0.04/Rz:0.30

e RS T

Textsize Tiny

BT Unit [um]

Rz:0.33

Rz:0.57

11
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www.ns-tool.com

T140-0014 RREPGIIXAH 1-28-1 (ERFBEAHHBIERFIL L 6 F
TEL. 03-3774-2459 FAX. 03-3774-2460

—A E4 NN T2 ED;EE  Attention on Safety

1) TE2/—ZX»5MYHTERE. TEORVHLY®. IEFFFICEEMALVEKIC, BHISEE
LTSN,

2) Ph P EEERF THALVRICL T EE L,

3) TE4ERATABIE. WBTIBRIHGVETOT, BFHN— - REXHIZFEERAL LS,
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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.

5) The work materials clamp firmly.

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

7) ltis 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.
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