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Achieve a higher-grade surface finished quality by machining

PCOR—ILIY FI)VT, REAMPREHESHETSICALLET

Adopt PCD ball end mill to realize mirror-like surface and improve surface roughness

PCDI>RI)I)—=X

PCD end mill series

CBNITE&EDIITLEER B UNIRE T T EFEOLE
Cutting comparison with CBN end mill Finishing surface comparison under the same cutting condition
PCDA—LIVRIL  PCDRZIFIVRINL  PCDSYT7AIVRIL NI Y | e feEr
PCD Ball End Mill PCD Square End Mill PCD Corner Radius End Mill ) )
ERTE BEA—I IRV |CBNA=LIY RI [CBNA=V I/ R PCOR-NIVRI))
Pc D R B Pc D S E Pc D RS BBL= MRBH230 | SSPB220 | SSPB220 PCDRB
°° R1 X6 R1 X5 R1 X 5 R1 X 5
Spindle speed ’ ' ’
& V) ERE [mm/min]
i ' 2,500 1,000 1,000
wHItt © STAVAX (52HRC) | D238
W, e ap X ae [mm] 0.2 X 0.5 |0.02 X 0.02 0.005 X 0.005
ork Material : Depth of cut
T—7%4X 1 60X40mm 5% L& [mm
Work Size: (IIT3EX19.48mm) | stock mm 0.025 0.005 -
Machining depth
IS 10339 | 2058560 |11 8E429 | 11HE 429
Machining time 1 hr 33 min 2 hr 56 min 11 hr 42 min 11 hr 42 min

25" fhi

Around

TEEFELER

Tool wear comparison

IRRQ IGAARCYIEIND T CE & b5 7Z AvEHIR

Polishing time is greatly reduced by machining into various shape

Around
incline 55°

REAAE S L

Surface Roughness comparison

incline 25°

CBNAR—ILIVKI)L
CBN Ball End Mill
SSPB220 R1 x5

After machining

PCDAR—LI> R
PCD Ball End Mill

PCDRB R1 x5

R #RE [mm]

R edge retreat amount

0.001 AR

Around incline 25°

Q 25" fh

55°

Around incline 55°

iz

CBNAR—ILI>RI)L
CBN Ball End Mill

¥HX -
Surfaigcéﬁlifgg‘}:ness Eﬂlé[# m
0.068

PCDRB R1

REAEE "
0.030

CBNA—ILIYRI)
CBN Ball End Mill

REES "
0.042

REES
0.012

« YIERIE KB ELIE M Z #2=2 U

E3C)

Water-insoluble fluid is recommended
cAMILIRN CHES®H) THNILOEETTH . BRMUINTKBETEIRENEDENBUET
We recommend water-insoluble fluid rather than oil mist (a great oil quantity) to achieve a better machining surface
cFOMDT -5 NIEANICHELTBUEEA

Other coolants are essentially not recommended




72527 O LT EEAIZ UIEIN]

Achieve a higher-grade surface finished quality by machining

[ CXIR

sE 0T

Mirror surface machining

PCD RA—ILITVRIL

PCD Ball End Mill

PCDR :a‘—rz RO.05 ~ R1

1

WHIM - EBIESE (89HRA)

Work Material : Cemented Carbide
J—7514X:20X20mm

Work Size:

(IIRE5mm)
Machining depth

7= FKBEEVIEH

Coolant: Water-insoluble fluid

FIITEER : 7B5R523%

Total machining time : 7 hr 23 min

#wHl - BIESE (92.5HRA)
Work Material : Cemented Carbide
T—794ZX:10X10mm

Work Size : (7]|]Ii§z‘_<25mm)

Machining depth

7=~ FKBETIEE

Coolant: Water-insoluble fluid

NSRS : SESRE9%

Total machining time : 5 hr 9 min

4

RENMIICRER NS HBDOTERIR

NS original optimized cutting edge shape

HBEOIERIKE. BIEELRBE
R+0.003mm Camii % RENlT # K17

High-quality mirror machining is achieved by exposing diamond particles
to the surface and setting the R accuracy of the ball radius to = 0.003 mm

PCDRI7I7IVRII

PCD Square End Mill

TG 2K
Cutting edge shape 2-Flute

NFFAR
Cutting edge shape 6-Flute

#eHIt : EBIEEE (92.5HRA)

Work Material : Cemented Carbide
T—=7H314X:10X10mm

Work Size:

(AILZEE0.5mm)

Machining depth

7= N KB MHLIEE

Coolant: Water-insoluble fluid

FIITEERS : 2185”9594

Total machining time: 21 hr 59 min

PCD Y 7RI RI)

PCD Corner Radius End Mill

PCDSE #7% ¢01~ ¢
|

oA

wom  POSE 908
AIEEFT
Measuringosition Ra Rz
K ®=
© -2 00007|0.008
Al &

(2 0.017 | 0.096

WITHE =my | FEEEET | REEES
Process Roughing | Cgpiotriine | Bottam
FHRTE DCMS PCDSE

Tool 0.3 ®0.5

CIFRZY [min-']

SpinEdIe - 120,000 120,000 120,000
1EV)IRE [mm/min]

;esz 150 100 50
UhAHE ap X ae [mm] | 0.0015 X 0.002 X 0.0005 X
Depth of cut 0.1 0.001 0.002

{8lE 0.001
7% LS [mm] Side )
Stock J&@E 0.0005
Bottom

DITESR 10 B 57 9 11 5 2 72
Machining time 10 hr 57 min 11 hr 2 min

PCDR ?47\“ ¢ 0.3 X R0O.05 ~ ¢ 1 X RO.1

SRR 260

Work Size:

TSR AHTH)

(AIL%FZ0.864mm)

Machining depth
T—=5> N KB EYIEH
Coolant: Water-insoluble fluid

FOIITESRS - SEFRS 129

Total machining time: 5 hr 12 min

NFERIR 688K
Cutting edge shape 2-Flute  Cutting edge shape 4-Flute Cutting edge shape 6-Flute

wHIM - EBiESE (92.5HRA)

Work Material : Cemented Carbide
T—7H14ZX:10X10mm

PCDRS ¢0.5XR0.1X&ETRO0.5

Measuring position

KEES i
AR Ra Rz

Q@ :E
Bottom

0.0027|0.0192

Surf%ﬁi%g?ness ;ﬁ{%[ pml
AE EF
Meiﬂﬁ%{%ggﬁon Ra RZ
. (1] 0.022 | 0.214
PCDRB RO0.5
MITHE FRERY) ¢ thit (¥ Ttk
Process Roughing % Semi-Finishing Finishing
BRITE DCMB DCMB PCDRB
Tool R1 X5 R1 X5 RO.5 X 2.5
[CE5EY [min-]
SR 20,000 20,000 30,000
1E V) EE [mm/min]
e 300 200 300
YIAHE ap X ae [mm]
et 0.04 x 0.15| pf0.015 pf 0.003
LA, (mml 0.03 0.003 .
Stock ’ ’
IR 3@ 22 & 55 9 3B 6 9
Machining time 3 hr22 min 55 min 3 hr 6 min
NREENW THE(E 3 AERALE LR % Used 3 pes tools on rough process
HE "
Surf?fgigghness ﬁ#[ﬂm]
AIEEFR
Measuring position Ra
L > XEB
c Lens part 0.038
(Ozi]
Incline 0° 0.014
7. B 15°E
L/ AT ek Incline 15° 0.022
PCDRB RO0.5 60°Em
Incline 60° 0.009
MITE FeEX ) ohft b Ttk
Process Roughing Semi-Finishing Finishing
fFHETE DCMB DCMB PCDRB
Tool R0O.75 RO.5 RO.5 X 2.5
[CIEREY [min-]
ST 30,000 30,000 40,000
1E V) EE [mm/min]
=i 300 300 300
YhAHAE ap X ae [mm] 0.003 X
Denthrof et 0.03 x 0.15]0.01 X 0.01| 5555
7% U [mm] 0.013 0.003 .
Stock ’ ’
IS 1THE407 (1BE172 | 288125
Machining time 1 hr 40 min 1 hr 17 min 2 hr 12 min

FeEX ) thft b1 ft b
MNTTIE Roughing Semi-Finishing Finishing
e HEHR EBR HFaR FEhR EBER HFEkR EBER

Contour line | Scanning line | Contour line | Contour line | Scanning line | Contour line | Scanning line

fEATER DCMB DCMB DCMS PCDRS
Tool R1 RO.5 o1 X2 ¢0.5 X R0.1 X 0.5
[CEEEY [min-]
e smaad 30,000 40,000 20,000 40,000
= T 350 200 200 120 120
ee
HAAE ap X ae [mm] 0.002
e 004x015| ae0.1 | ap0.02 | ap0.002 | gg5 g | @p0.008 | ae0.02
e al 0.005 0.005 0.001 0.001 0.001 : :
POLEFRE 45 5 36 9 1 5/ 6 2 1 B/ 40 7
Machining time 45 min 36 min 1 hr 6 min 1 hr 40 min




PCDSE

PCDRZI7IVRI)
PCD Square End Mill

PCORMDRAII7IVRIIL

£ 81X

Total 8 sizes

PCDSE

YIRS EFR Recommended Milling Conditions

ug — L » N LA
BIEM O EFITICHWT, RERESF/ LALOIIIAHEEE - _mmes
. emented arpiae
PCD square end mill prciShater! (~92.5HRA)
Realized nano level finished surface roughness on hard brittle materials — T
UhAHE Ol#a# EVRE
Sz Depth of Cut Spindle Speed Feed
Dia.
- “ dp mm min” mm/min
— - " " 05. -g“ l//‘\; T ] 2
e ' pg i : u:[g 0.1 0.0002 40,000 25
o
D<04 5;— 0.2 0.0002 40,000 25
$ 1
L | 03 0.0002 40,000 25
D204 0.4 0.0005 40,000 50
0.5 0.0005 40,000 50
O BESETOUHIILICHWVWTEE Lz RFLUHIEZRIR, 06 0.0005 40000 50
@ EBREENLITERIND T/ ILNILOEREHSZE D EHATEE . : !
© MEFEM EMUBEDmIIZ KN 2 NS B0 TERIRZ KA. 0.8 0.0005 40,000 50
@ Fine and stable milling surface realized on cemented carbide material.
@ Possible to get the nano-level surface roughness required on ultra-high precision machining. 1 0.0005 40,000 50
@ NS original flute design of cutting edge enabled a strong resistance against wear and chipping.
1 TEQHIEPE. NTEEOETNCEN 2720, TEOREHGRNEZ&/INIINZ TIZE L,
¥2 YRAHBApHND /26D, IITRIICEHDEBBEPEBOFEZIRELTHSITI T eHBRHOLET.
HWEIAA Work Material ¥3 DKBMHIEZE HBHLET .
B = ¥4 TFAHEDApEEABDTIAHXRS ZRLET .
EEHFB*Z N Notes 3% 1 Minimum tool runout is required to avoid the tool breakage and to increase the work accuracy.
. a 32 Due to infinitesimal Depth of Cut (@p), recommend to assess the machine characters, such as expansion of the spindle and others before using the tool.
Hard Brittle Material 33 Water-insoluble fluid is recommended.
© %4 ap:Axial Depth of Cut.

TR 2K TSR 6K

Cutting edge shape 2-Flute Cutting edge shape 6-Flute

NS FroH
L

HEINICKADOHRZET1T1 70X — NLEBERITRRU.
SIEENMIZTRECLET,

Actual diameter is indicated in 1 micron units on product label,

and enables high precision machining.

XYM 70OX— MBI TOWEEERITEE A

Micron units dimensions cannot be specified.

B [HE - mm /@4 [l
Unit [Size : mm / Retail Price : JPY]

J—KNo. (D)5HE (NETR (2)9& (d2)E TR (r)Em @¥v>7% (BE==3 E TRAESAE

Code No. Dia. UnderNeckLength | Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length Number of Fute Retail Price
04-00300-00100 0.1 0.1 0.02 0.09 15° 4 48 2 70,000
04-00300-00200 0.2 0.2 0.04 0.18 15° 4 48 2 70,000
04-00300-00300 0.3 0.3 0.06 0.27 15° 4 48 2 60,000
04-00300-00400 0.4 0.4 0.08 0.36 15° 4 48 6 60,000
04-00300-00500 0.5 0.5 0.1 0.45 15° 4 48 6 60,000
04-00300-00600 0.6 0.6 0.12 0.54 15° 4 48 6 50,000
04-00300-00800 0.8 0.8 0.16 0.72 15° 4 48 6 50,000
04-00300-01000 1 1 0.2 0.9 15° 4 48 6 50,000

her oot e P O s
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PCDRB e RO.05 ~ R1 PCDRB

PCDAR—IL IR £ 10 1 X

PCD Ball End Mill PIHISR(HEESE R Recommended Milling Conditions

Total 10 sizes

REAZEF/ LANILETHINTIEE

T ESHREIC e R B/ \1 X EEEE
] ) o Work Material Prehardened Steels-Hardened Steels-High Speed Tool Steels Cemented Carbide
Capable to machine nano level surface roughness, and mirror finishing (~70HRC) (~92.5HRA)
. BFE W thAKE Bk EYEE [ BRWUR thAKE [E1E 5552 XV RE
R;Td’fx Under Neck Stock Depth of Cut Spindle Speed Feed Stock Depth of Cut Spindle Speed Feed
R+0.003 sae Length mm dp mm de mm min” mm/min mm dp mm de mm min’ mm/min
‘i - —— : g]z\m 0.05 0.15 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001 40,000 50
o 0.25 0.001 0.001 0.001 40,000 25 0.001 0.001 0.001 40,000 25
0.075 0.23 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001 40,000 100
. 0.38 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001 40,000 50
0.1 0.5 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001 40,000 100
@ ZELENIEZBZHNDIZ—JHIETH 1>, 0.2 1 0.002 0.002 0.002 40,000 200 0.002 0.001 0.002 40,000 150
3IRTHEFMTIELBENTF / LALORERS G5, BEL ANT4E,
: Un’gjg%ﬁ;ﬂm BT LA FHESEESN. B TR 0.3 1.5 0.003 | 0003 | 0003 | 40,000 | 400 | 0.002 | 0.002 | 0.002 | 40,000 | 200
@ Polish-less machining become reality by nano-level roughness on profiling finish. 05 pI5 0.005 0.005 0.005 40,000 500 0.003 0.003 0.003 40,000 300
0.75 3.8 0.005 0.005 0.005 40,000 600 0.004 0.004 0.004 40,000 400
1 5 0.005 0.005 0.005 40,000 800 0.005 0.005 0.005 40,000 500
#HIM Work Material
o~ = X1 UPAKEDApFEABEDTIAAKRE . AeldHEEHBDIIAHRIZERLUET
TUN=RVEE p EEE#E Y tEfEAt %2 TIAGBIIBAMBICAY £, EHAILCEHEIL, BRBESSICADETBEL TS,
Prehardened Steel Hardened Steel Hard Brittle Material X3 EFRAMNIEICH L TH—IC8 LD, Bl (bt E) BHCTFERILET 0.
¥4 MNTHOBBME. FFHEEMETLEVNED. 7—F2 MNITRETEET 2L DSFRL TS L,
O %5 J—78. BNLAL. aErE<B3INIERTE. FICREREPY —IL/SRTEFREL TS L,
s = %6 FABITEIHE HEH LET.
Notes %1 Ap: Axial Depth of Cut, de: Radial Depth of Cut.
3% 2 Described Depth of Cut is max value. Adjust it depending on machine rigidity, main spindle rigidty, and required precision.
Ro 1 9 9 3% 3 Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
- 34 In order to perform lubricity and chip flow well, coolant must be always reached cutting points.
35 Careful set up for milling condition and tool path are required especially when operate with high cutting load such as corner area and slotting.
ﬂf‘ﬁﬂ’){j{ 36 Water-insoluble fluid is recommended.
§PCDRB RO.2x1 oH Cutting edae shape
e TooL EISE g
WRSNLICEHOR—LEERE 171 IO — MLEBITRR L. i . P
BHENT A T8I LET . wa : BIESE (92.5HRA)
Actual diameter is indicated in 1 micron units on product label, Work Material : Cemented carbide
and enables high precision machining.
HYATOXA— MBI TOTEEEFI TEE R Ao — o S
Micron units dimensions calll:mot be spe(EiIfliEd. '7 gﬂ’rz - 20 x 20 mm (”uIl%é 2-5 mm)
Work size Machining depth
=< P w1
-5k ARIKB I
P 15 L D0 FEE B < ) &4 [ mm / 4 : m Coolant: Water-insoluble fluid
Eojge (v>7 mmbL o FFH SRLE ek A Unit [Size : mm / Retail Price : JPY]
e 6
J—RKNo. (RIAR—ILHFRZ (CAERSS (2)FR (DR (r)E/ A>v> T8 LER TR % HDIH%E 1 3 Hﬁﬁ 1 1 ﬁ
Code No. Radius Under Neck Length Length of Cut Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price Total machlnlng time: 13 hr 11 min
04-00500-00501 0.15 0.05 0.1 15° 4 48 65,000
R0.05 - e
04-00500-00502 0.25 0.05 0.1 15 4 48 65,000 ST TS E=E) 0 it k(4 HET sﬁéﬁéﬁ S s
04-00500-00751 0.23 0.075 0.15 1 5° 4 48 65,000 Process Roughing X Semi-Finishing FInIShIng J Unit
R0.075
04-00500-00752 0.38 0.075 0.15 15° 4 48 65,000 fEATE DCMB DCMB PCDRB IEERT
R
N Tool R1 R1 R1X5 Measuring position a
04-00500-01001 RO.1 0.5 0.1 0.2 15 4 48 56,000 BEEY (min]
& : 5
04-00500-02001 | RO.2 1 0.2 0.4 15° 4 48 54,000 Spindle speed 20000 30000 40000 Lo 288 0.014
S . ens part .
* 04-00500-03001 RO.3 1.5 03 06 15° 4 48 50,000 %!éﬁf% [mm/min] 300 500 500
* 04-00500-05001 RO.5 2.5 0.5 1 15° 4 50 56,000 p— ZECAS B 0.017
o VA% ap X aemml| 03 % 015 | 0.01 x 0.01 |0.005 X 0.005 incline 45
% 04-00500-07501 R0O.75 3.8 0.75 1.5 15 4 48 60,000 Depth of cut ) ) ) ) ) ’
* 04-00500-10001 | Rt 5 1 2 15° 4 48 60,000 Z%Olajt (mm] 0.02 0.005 ;
H—S—F5iE PCDRB A—L#ER) XxBTR@NEERL TS, 3% (1) FBEETT,
How to Order When you order, indicate PCDRB (R)x(£1). 3% (7)is reference Value. jJDIH%FEﬂ 7 E%FE? 15 ﬁj\ 'I H%Faﬂ 50 ﬁ 4 E%FE? 6 ﬁj\
Machining time 7 hr 15 min 1 hr 50 min 4 hr 6 min

MREW TR 3AERLELE
8 3% Used 3 pcs tools on rough process 9



PCDRS ﬂiiﬁ ¢ 0.3 X R0.05 ~ ¢ 1 X RO.1

PCDST7AIVRI) £ 10 1 X

PCD Corner Radius End Mill Total 10 sizes

PCDRS

YIRS EFR Recommended Milling Conditions

PCDEMDS T T7AIRIN 2]t e}
WIRMOH EFIITICSWT, REBSF/ L AL ONIIA T =
PCD corner radius end mill R,ald’d'
Realized nano level finished surface roughness on hard brittle materials +0.00511 h3 \/
RE0005
P S \‘g et —
S, °é? P I—\"‘JI uig

B
B3

o
A
2
[=]
(-

¢ <D
B q
<

(=]
[+
A
v}

O St TERSFEENERBIELIERIER T S Y MERICKD . 7/ LNILOREHE S ZEIT |
o

Adopt high rigid tool design and specialized flat shape with optimized end tooth to realize nano-level surface roughness.

#HHEIA work Material

BIE

Hard Brittle Material

©

TR 2K TSR A4 SRR 645

Cutting edge shape 2-Flute Cutting edge shape 4-Flute Cutting edge shape 6-Flute

PCDRS #0.5xR0.05x05 NS

o
1 1'00'- E%E
HEINIVCHADHRE1 YA 70X — MNLEATRRUL.
SIEENIZTRECLET,
Actual diameter is indicated in 1 micron units on product label,
and enables high precision machining.
%Y1 70X~ NLBRICOTHEE R TEE L Ao
Micron units dimensions cannot be specified.

BT [<HE - mm / (@4 [
Unit [Size : mm / Retail Price : JPY]

J—RNo. D51z RI-T¥E | (QNETR (AR ()BT (r)EA d>v>78 LR T TRAE(TAE

Code No. Dia. ComerRadius | UnderNecklength | LengthofCut | NeckDia. | NeckTaperAngle | ShankDia. | Overalllength | NumberofFlute Retail Price
04-00700-03050 0.3 R0.05 0.3 0.09 0.27 15° 4 48 2 60,000
04-00700-04050 0.4 R0.05 0.4 0.12 0.36 15° 4 48 4 60,000
04-00700-05050 R0.05 0.5 0.15 0.45 15° 4 48 4 60,000
04-00700-05100 0> RO.1 0.5 0.15 0.45 15° 4 48 4 60,000
04-00700-06050 R0.05 0.6 0.18 0.54 15° 4 48 6 50,000
04-00700-06100 06 RO.1 0.6 0.18 0.54 15° 4 48 6 50,000
04-00700-08050 R0.05 0.8 0.24 0.72 15° 4 48 6 50,000
04-00700-08100 08 RO.1 0.8 0.24 0.72 15° 4 48 6 50,000
04-00700-10050 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

nenyas e s oo i e et .

10

. BiEaE
W ?EE:J*?\ ial Cementer;:ICarbide
or| ateria (~925HRA)
T EFhAHE [CIEREL XV RE
v TO—F 42 Depth of cut for Finishing Spindle Speed Feed
Dia. Corner Radius
dp mm de mm min’ mm/min
0.3 R0O.05 0.001 0.005 50,000 50
0.4 R0.05 0.001 0.01 50,000 100
05 R0O.05 0.001 0.01 50,000 100
' RO.1 0.001 0.015 50,000 150
e R0.05 0.001 0.01 50,000 100
- RO.1 0.001 0.015 50,000 150
e R0O.05 0.001 0.015 50,000 150
- RO.1 0.001 0.03 50,000 200
: R0.05 0.001 0.015 50,000 150
RO.1 0.001 0.03 50,000 200

" =

Notes

1 TEDITBPXRIE. NTHEEVE RN S0, TEORERNEZR/NIMNZ TIIZE L,

%2 UhAHZBapMI\D 7z, ITAIICEBOHEREE PR EREL THSINTII 2 EeHBR/HLET,

X3 RKBEHEBZ HEDOLET

%1 Minimal tool runout is required to avoid the tool breakage and to increase the work accuracy.

%2 Due to infinitesimal Depth of Cut (ap), recommend to assess the machine characters, such as expansion of the spindle and others
before using the tool.

33 Water-insoluble fluid is recommended.

11



hﬂIgﬁu 1 Machining case 1

”"Igwuz Machining case 2

STAVAX (52HRC) 3:RtHiENIT

BEAOESE“IILIIN -FTRIXREHED L EFE
REFEE Ra 30 nm LU T#5E1R

Finished surface looks “smooth, even and shiny” such as the mirror surface realized by milling process
Achieves surface roughness Ra 30 nm or less

#wHitt : STAVAX (52HRC)

Work Material

7—74%12:100 X 30 mm
wericsee " (M THEE 14.496 mm)

Machining depth
7—5> b KB EVIEIH
Coolant: Water-insoluble fluid

M EFTREMINIA I I X bz ER

% Uses oil mist except for the finishing process

HBIESE (92.5HRA) SDA—KRETIL

HBESEDEEFMNIICSWT
PCDSEZRREHEE T/ LNV ONLZRR

In the finishing of cemented carbide, PCDSE realizes surface roughness nano-level machining

wei : BiESE (92.5HRA)
Work Material : Cemented carbide
T—7H%12:20 X 20 mm

Work size (”HI%-‘S 0.41 5 mm)

Machining depth

7=k RIKBEETDHE

Coolant: Water-insoluble fluid

weTess - 24 B 30 4

Total machining time: 24 hr 30 min

Cemented carbide (92.5HRA) SD Card model STAVAX (52HRC) 3D mold highest finishing

PCDSE PCDRB

winTess : 27 ISR 26 9

Total machining time: 27 hr 26 min

12

REAHS o EEHES .
Al A p——
Measuring position Ra RZ Meas’ﬁjrliur?ﬁpoﬁsition Ra RZ
0 0.002 0.02 (1) 0.029 0.176
€) 0.023 0.143
RE v
s o 0016 | oa1s
AEERR JHLME KAlfE RE
Measuring position Target Actual Error
(A 10.769 | 10768 | -0.001
NS TOOLO O I &RV AL IRE S
e 15.000 15.003 +0.003 ™. Mirror surface that also reflects the NS TOOL logo
@ 9.423 9.425 | +0.002
thft b (F b
T T2 B 5370710 Semi-Finishing Finishing
MITHE ) ot b (F e process Roughing Roughing .
Process = Roughing Semi-Finishing Finishing @PE Tfp%o%ﬂ LSE:JE JT:O?
EATE DCMS DCMS PCDSE fEATE MSBH230 MRBH230 SSPB220 PCDRB
Tool ®0.5 ®»0.5 ®0.5 Tool R3 R1 X 6 R1 X 5 R1 X 5
[CIE5Z4 (min] [CIE5EY [min-]
SHi s sea 20,000 20,000 40,000 ST 16,000 18,000 40,000 40,000
B T 150 150 ~ 300 100 ~ 200 ) ST (/i 2,500 2,000 1,200 800
UhAAE ap X ae [mm] 0.002 X 0.0005 ~ 0.002 x hAAE ap X ae [mm]
e 0.002 x 0.3 0.002 = 0.05 0.001 ~ 6.075 e 0.3 % 2 0.12 X 0.06 ap 0.01 | 2e 0.01 |ap 0.005 | ae 0.005
7% LA [mm] - 7% LA [mm]
oot 0.003 0.0005 ~ 0.002 e 0.295 0.055 0.005
DOTBERS 14 B 2 B8 30 7 8 BfE ) IS 1 B/ 21 53 1 bR 58 5 8 B¥f 54 4 15 B 13 9
Machining time 14 hr 2 hr 30 min 8 hr Machining time 1hr21 min 1 hr 58 min 8 hr 54 min 15 hr 13 min

13



hﬂIEﬁ“3 Machining case 3 PCD I\ 7‘( }l’# ‘J I\ PCD Trial Kit

STAVAX (52HRC) U7L2I9FF)NI STAVAX (52HRC) Reflector model

HETEHREOTERIAT PCOIEZYHTHEVOHICIHIRNDT -7 H LU IEZAE -HE
EAEELR £0.003 mm ARG HRENTL %X BHTI I T7HhoiERECHREL. . IEEZRE

Unique cutting edge and high accuracy R of £0.003mm realize high quality mirror surface machining NS TOOL provides a trail kit included tools, work material and NC program for whom begin to use PCD end mill
F1SR54085 13.56° 4 ! - ‘
SR 540 at (1 part Incline 13.56° i
wuit : STAVAX (52HRC) PCDRB =
Work material e B
7—o%142:75 X 75 mm 4SR540%8 13.56° &@E
; e R 54 Incline 13.56°
Work size (”I]I;*:‘. 28.489 mm) SR5 Oa;g part ncline 13.56
Machining depth o A | ‘
DO o 45 %’I’E 90° I_LBEE
7—5>k : KB IEVIHIH NSATINLT—T Incline 45° Wall 90°
Coolant: Water —insoluble fluid Trial work ]
st EFTRUSNIA LI R NEER #HEI+ ELMAX (59HRC) P o
% Uses oil mist except for the finishing process Work material L)oo .- 45 ﬁ—lﬁo 90 MS};EE
Incline 45 Wall 90
wenTesr : 30 B 1 2 MITHE FEEQ) it EIF HEIF
Total machining time:30 hr 1 min Process Roughing Semi-Finishing Finishing
Ed== =] MRBH230 SSPB220 PCDRB
Tool R1 X 4 R1 X 4 RO.75 X 3.8
SR tmin 31,000 31,000 31,000
SR T 2,500 1,000 450
HX o B 1) pf 0.03 . pf 0.005
S m] THAHE ! ap X ae 0.2 x 05 |EYH 0.025 (SR540% 0.028) | B 0.005 (SR54086 0.002)
’Euﬁ"%_ﬁ- cutting depth part cutting depth part
AEREFR . 0.005
Measuring Ra Rz z§ bkﬁ (mm] 0.03 (SR540%B 0.002) -
position toc part
IO TEFRE 48 53 1 85 33 4 9 5 43 &
a 0.030 0.260 Machining time 48 min 1hr33 min 9 hr 43 min
— 57 W _ +v NS
ECDDT I\lz’r / )l/:\: J I\ B ™ §%.s5 =5 SetjConterﬁs
CD Trial Kit "-‘_“"“""'"""""'""""m“L i PCDAR—II>R=Z)L PCDRB R0.75 X 3.8
PCD Ball End Mill
||||||u|m|nu||||||||nu TooL ﬁg CBNAR—JLIT>R=I)L SSPB220 R1 X 4
thtt ki kS . _u—z— .'.‘.,‘....‘.*.aﬁ'.‘.?;....... | mEowuTo KL MRBH230 R1 X 4
MNITHE AL D Y@ Semi-Finishing Finishing i 5 T 2-flute carbide end mill PR
hi hi | @ i , SAT7ILT— “
Process Roughing Roughing ﬁ!]ﬁ EE ﬁ!]ﬁ EE ‘ i ] E_I?AZ)Z élégerRg) < o .‘
lde pottom lde pottom @-mm PCD I~7'f'1")l«=\= . | 25X 25X 20mm » \\/ :
fERTE MSBH230 MRBH230 SSBL200 PCDRB T Work material of trall “
Tool X X X — )
00 R3 R1 X 6 R1 X6 R1 x5 J— KNO: 03-00500-00010 e NS MIt
D52 (min') 16,000 18,000 40,000 40,000 P, B a5 o Aftermachining
i s s 3 3 . TOOL L R o_:/“ >a— 3
Spindle speed E&fiits : 80,000M = o Available for download from our official website.
1= 3 [mm/mind 3,000 2,000 1,200 800
V24 ap X ae mml 0.3 X 2.0 01 x0.15 | ap0.01 | ae 0.006 | ap 0.005 | ae 0.003
epth of cut
7% UK [mm]
Stock 0.2 0.05 0.005 - 1
PCDT > I\\)lz’éé’:ﬁb\(gﬁéty)d)
A0TSR 45 53 35 % 7 B5R9 18 9 21 B0 23 5 BETRICTES- ,au,E
Machining time 45 min 35 min 7 hr 18 min 21 hr 23 min BRERELIR—PLET

14 15
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TEL. 022-341-7028
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TEL. 06-6534-4621
BEE R

TEL. 092-260-8550
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FAX.03-3774-2460

FAX.022-341-7038

FAX.0263-88-2452

FAX.052-414-6120

FAX. 06-6534-4530

FAX.092-481-3378





