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Achieve a higher-grade surface finished quality by machining

PCD3t7IZ& 5

PCD end mill series

PCD Bk3k3%7] PCD F&$t7] PCD E£%t7]

PCD Ball End Mill PCD Square End Mill PCD Corner Radius End Mill
PCDRB PCDSE PCDRS
RO.05 ~ R1 ¢®01~ 091 ¢ 0.3 XR0.05 ~ ¢ 1 X RO.1

ERLLRFIMIZFMAIIR, TR HICETIE]

Polishing time is greatly reduced by machining into various shape




EAPCDIKKEET], PIFer iR EAIEREE

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

5{&ERACBNT] BN IR EL mtammI & FiasmI st

Cutting comparison with CBN end mill

Finishing surface comparison under the same cutting condition

MITR T FRFEINT &L
Process Roughing Semi-Finishing Finishing
MK HET] CBNIkX#:7] CBNER.5ET] PCDIRk%£T]
EATIE Carbide ball end mill (BN ball end mill (BN ball end mill PCD ball end mill
Tool MRBH230 SSPB220 SSPB220 PCDRB
R1 X6 R1 X5 R1 X 5 R1 X5
FHFR [min]
S 25,000 40,000 40,000
AR mm/min} | 5 500 1,000 1,000
eed
uy - RE
mI#k : STAVAX (52HRC) |50 qemm | 0.2 x 05 |0.02 x 0.02 0.005 X 0.005
ork Material : s e
IR 1 60X40mm S8 [mm]
. ol = 0.025 0.005 -
Worksize: (N T3REE19.48mm) |Stock
Machining depth
NN TEE] TNBS 3353% | 220BF 563%h | 11N 4238 | 1184 42538
Machining time 1 hr 33 min 2 hr 56 min 11 hr 42 min 11 hr 42 min
25" i TIELEERLL
Around Tool wear comparison
incline 25°
CBNIKKHET] PCDIkk%t7]
CBN Ball End Mill PCD Ball End Mill
SSPB220 R1 X 5 PCDRB R1 X 5
MIER
TI7RA
After machining
Around
incline 55°
B LLER RAEEE (mm] : 001 &
Surface Roughness comparison R edge retreat amount 0.002 0.001 BUF
25° ik 55° fhix
Around incline 25° Around incline 55°
CBNIRKEET) CBNIKkk$£T]
CON Bl PCDRB R1 PCDRB R1

EEE
Surface Roughness

BfiIfpum]
Unit

0.068

EHE
Surface Roughness

Fi[um]
Unit

0.030

CBN Ball End Mill

D=

e

EHEE
Surface Roughness
0.042

gBfifum]
Unit

1 ””I””!”“'“”I”’
1304V 1

bt

SBfi[um]

EHE
Surface Roughness Unit

0.012

- BERHLLEAR

Water-insoluble fluid is recommended

CHE CHEERERA) HENT,

BERERREN T E ML EAS

SANA
113

MEAE—LE

We recommend water-insoluble fluid rather than oil mist (a great oil quantity) to achieve a better machining surface

- BATEERAEMSHAN

Other coolants are essentially not recommended
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Achieve a higher-grade surface finished quality by machining

ST EEMIA NS Ko TI7)3E5

Mirror surface machining NS original optimized cutting edge shape
PCD 55k$7) eI 717N AR SEERMAII
all End Mi

R£0.003mmiSE R LM S s BpYsRE N T
Pc D R B Rq- ROOS ~R1 High-quality mirror machﬁigis achieved kln;ﬁexn[::cl)s;g dianﬁr@particles

Size to the surface and setting the R accuracy of the ball radius to £ 0.003 mm
EHE g pm]
Surface Roughness Unit
WEME Ra Rz

Measuring position

(1) 0.022 | 0.214

PCDRB RO0.5
MITR DT % FR¥EINIT FEIT
Process Roughing % | Semi-Finishing Finishing
fERTIA DCMB DCMB PCDRB
Tool R1 X 5 R1T X 5 RO.5 X 2.5
wy - FHFER [min]
IITAsd Eﬁﬁﬁﬁ (89HRA) SpindIeJ;[;)eed 20,000 20,000 30,000
Work Material : Cemented Carbide SHATEEE [(mm/min] 300 200 300
IHRS :20X20mm Feed
Work Size : (MNIEES5mm) PEE ap X ae [mm] 0.04 X 0.15| pf0.015 pf 0.003
Machining depth Depth of cut
A ES of (I 0.03 0.003 -
Coolant: Water-insoluble fluid " : " ” ” " ”
. NLAYiE] 3INEY 2243 5559 3/MBS 653
SANTAE - 7’J\ET.|. 23ﬁ$¢ Machining time 3 hr 22 min 55 min 3 hr6 min

Total machining time: 7 hr 23 min HMIMFER 3XJJE % Used 3 pes tools on rough process

EAEE suium]
Surface Roughness Unit

ME (L E
Measuring position Ra
MAZ S
Lens part 0.038
0°mE
Incline 0° 0.014
15°m|
Incline 15° 0.022
60°H=
Incline 60° 0.009
MITRF T ST FEINT
Process Roughing Semi-Finishing Finishing
fERTIR DCMB DCMB PCDRB
Tool RO.75 RO.5 RO.5 X 2.5
mImK G (92.5HRA) i [mim] 30,000 30,000 40,000
Work Material : Cemented Carbide pindle spee
THR:10X10mm BRI [mm/minl 300 300 300
Work Size : (7J[|I%Te}'§"25mm) -
.t 71\2 B x
Machining depth JVRE ap xaemml 003 x 0.150.01 x 0.01| 0903
REA RS RE [mm]
Coolant: Water-insoluble fluid Stock 0.013 0.003 )
HANTENE : 5B 943 PNLEE 1B 4093%H | 1/ 1793%h | 2/1\BF 1243%h
Total machining time : 5 hr 9 min Machining time 1 hr 40 min 1hr17 min 2 hr 12 min
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PCD FJx$t7]

PCD Square End Mill

PCDSE

R~ ¢ 0.1

Size

~¢1

TITIFAR 27]
Cutting edge shape 2-Flute

TITIFAR 67]
Cutting edge shape 6-Flute

MIME : BEEa%E (92.5HRA)

Work Material : Cemented Carbide

IH#RT:10X10mm

Work Size:
Machining depth

BHAR HA

Coolant: Water-insoluble fluid

BInTediE : 21/ 594§

Total machining time: 21 hr 59 min

PCD BE£%:7]

PCD Corner Radius End Mill

PCDRS

(I T;RE0.5mm)

HE . PCDSE ¢0.5
e - y
M (i B ././"
Measuring position Ra Rz .//"'/f
] a
JEE 10,0007/ 0.008
M =
O - 0.017 | 0.096
MITRE ¥EMT %Eé&*ﬁﬂﬂl [REAEINT
Process Roughing | Sgpicurine | fottom
fFERIA DCMS PCDSE
Tool ®0.3 ¢ 0.5
FHFEIR [min']
T 120,000 120,000 120,000
QTR [mm/min] 150 100 50
YIREZ ap X ae [mm] 0.0015 X 0.002 X 0.0005 X
Depth of cut 0.1 0.001 0.002
fliEm 0.001
HRE [mm] Side ) )
Stock i@ 0.0005
Bottom
OB E] 10/\Bd 575354 11/8\BS 25354
Machining time 10 hr 57 min 11 hr 2 min

R~ ¢ 0.3 X R0.05 ~ ¢ 1 X RO.1

Size

TSR 2605

TSEFAR AR

RNFEFAR 61K

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

mIME : EREaE (92.5HRA)

Work Material : Cemented Carbide

IHRS 10X 10mm

Work Size:

(I IT®E0.864mm)

PCDRS ¢0.5

YH =

L)

XR0O.1 X 0.5

Under neck length

Machining depth Surface Roughness Eﬁiftl[#m]
REHR R MEAL R Ra | Rz
Coolant : Water-insoluble fluid Measuring position
SNTESE : 5NEY 1243 %h Q@ EFE  100027/0.0192
Total machining time: 5 hr 12 min
T FRESEINT BT
MIITRE Roughing Semi-Finishing Finishing
Process Fosk ALk £k £ Rk £ EEET:E57
Contour line | Scanning line | Contourline | Contourline | Scanning line | Contour line | Scanning line
AR DCMB DCMB DCMS PCDRS
Tool R1 RO.5 o1 X 2 ¢0.5 X R0O.1T X 0.5
FHEEE [min]
CFIE cpeed 30,000 40,000 20,000 40,000
= 350 200 200 120 120
Fee
YIRE ap X ae [mm] 0.002
W lD, 0.04x015| ae0.1 | ap0.02 | ap0.002 |, o5 01| @p0.008 | ae0.02
oLt 0.005 0.005 0.001 0.001 0.001 - -
NI 4553 %h 365 1/\BY 653 %0 1B 40534
Machining time 45 min 36 min 1 hr 6 min 1 hr 40 min




A <z
Size ¢ 0.1~ ¢ 1 HR

it 8 Tl

Total 8 sizes

PCDSE

PCDFE$t7]

PCD Square End Mill

PCD# BB TRt 7]
TEREMEAFIEIRS I IR, AISCIAR R REEREE

PCD square end mill
Realized nano level finished surface roughness on hard brittle materials

5 s T
—_— = —— ) St
S — " N [a) ]
° ol

" © I'
Y

D<0.4

Dz0.4

@ FIEERASENTIHIINTRRSREMR RAIHIRE.

@ FIRIGEBIEE M AT RAVARRREHEREE,

@ XAFRAMBERMEMMATHER NS TOOL JREIBTITI AR,

@ Fine and stable milling surface realized on cemented carbide material.

@ Possible to get the nano-level surface roughness required on ultra-high precision machining.
@ NS original flute design of cutting edge enabled a strong resistance against wear and chipping.

IIME wWork Material

2 N

Hard Brittle Material

TITIFAAR 27)
Cutting edge shape 2-Flute

TITIFAAR 67)
Cutting edge shape 6-Flute

PCDSE 05

— 11110
BIFEFE GaAREE _E LUK N BAARRSENSME, MM#ITEREN T,

Actual diameter is indicated in 1 micron units on product label,
and enables high precision machining.

HTTE AR N BAIEE R,

Micron units dimensions cannot be specified.

(NS e
TooL ELE §

B4 (Mg © mm / i @ BT
Unit [Size : mm / Retail Price : JPY]

i (D)5ME (@) ()71& (d2)3fz (7)Ef ()R (BE=S VAE:¢ Ef (B7T)

Code No. Dia. UnderNeckLength | Length of Cut Neck Dia. NeckTaperAngle | Shank Dia. Overall Length Number of lute 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

J54EEPCDSE 4MZ (D)o H(1)NEEE.

JTI75 5%
How to Order

When you order, indicate PCDSE (D).

%(7)is reference value.



PCDSE

YIHIZ$5 %£ R Recommended Milling Conditions

{Ed5a=
WHDIEENT{M' | Cemented Carbide
ork Materia (~92.5HRA)
TIRE TR BHEAERE
NS Depth of Cut Spindle Speed Feed
Dia.

“ dp mm min” mm/min
0.1 0.0002 40,000 25
0.2 0.0002 40,000 25
0.3 0.0002 40,000 25
0.4 0.0005 40,000 50
0.5 0.0005 40,000 50
0.6 0.0005 40,000 50
0.8 0.0005 40,000 50
1 0.0005 40,000 50

X1 REFTIENRZESMFIZIR), URRTIRFERSETmEmmnIEE.
¥ RATIREAp), BN T EI7E2) 248 T Hhp a8 AR .
X3 RINERMLL .
& % X4 IRBNAPRTHETIRE.
Notes %1 Minimum tool runout is required to avoid the tool breakage and to increase the work accuracy.
%2 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.
%3 Water-insoluble fluid is recommended.
%4 ap: Axial Depth of Cut.




A% Nvd (<925
Size R0.05 ~ R1 HRA

£ 10 AR

Total 10 sizes

PCDRB

PCDX3k$%7]

PCD Ball End Mill

RIGMR BB REEREE
SESRERREY AN T

Capable to machine nano level surface roughness, and mirror finishing

R+0.003 -
o N = i
ol o
Q S
01 ‘
L L d

— —

@ HeIMTIRTIMGIT, KR ERNIIRE.

@ 3D ML PIRIGHRBENREERE, THHITHIC.

@ Unique tool geometry makes stable surface.

@ Polish-less machining become reality by nano-level roughness on profiling finish.

IIME wWork Material
BEN  p AEEN e
Prehardened Steel Hardened Steel Hard Brittle Material
@)
- TITEAR
PCDRB 54101.929,(1 fg -Ei Cutting edge shape
R mnn TooL EgE g
AIE mAnaE b LUK A BAAMASENSME, MM ITEREEMN T,
Actual diameter is indicated in 1 micron units on product label,
and enables high precision machining.
HIEURR N BAEE R,
Micron units dimensions cannot be specified.
B [ME - mm / & - BTl
FOREN (FRETTE 15 mmblt, FMESEERAT.) Unit [Size : mm / Retail Price : JPY]
Pt RERKH12 (LN ()71 (D)shZ (7)3f ()R (BES.S Ef (B7T)
Code No. Radius Under Neck Length Length of Cut Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
04-00500-00501 0.15 0.05 0.1 15° 4 48 65,000
R0O.05
04-00500-00502 0.25 0.05 0.1 15° 4 48 65,000
04-00500-00751 0.0 0.23 0.075 0.15 15° 4 48 65,000
R0.075
04-00500-00752 0.38 0.075 0.15 15° 4 48 65,000
04-00500-01001 RO.1 0.5 0.1 0.2 15° 4 48 56,000
04-00500-02001 RO.2 1 0.2 0.4 15° 4 48 54,000
% 04-00500-03001 RO.3 1.5 0.3 0.6 15° 4 48 50,000
% 04-00500-05001 RO.5 2.5 0.5 1 15° 4 50 56,000
% 04-00500-07501 R0O.75 3.8 0.75 1.5 15° 4 48 60,000
% 04-00500-10001 R1 5 1 2 15° 4 48 60,000
JB1EEPCDRB Bk #12 (R) X 3 (21)o #(7) ABEE,

1TI75 7%
How to Order

When you order, indicate PCDRB (R)x(21).

3% (7)is reference Value.



PCDRB

YIHIZ$5 %£ R Recommended Milling Conditions

IITATE VEBTH - RE R - = o=y
K Material Prehardened Steels-Hardened Steels-High Speed Tool Steels Cemented Carbide
Wor (~70HRC) (~92.5HRA)
. Fik RE IRE TR | HARE RE IRE TR | HERE
Rﬁki‘;ﬂf@: Undlé\r Neck Stock Depth of Cut Spindle Speed Feed Stock Depth of Cut Spindle Speed Feed
Radi
sawe Length mm dp mm de mm min’ mm/min mm dp mm de mm min’ mm/min
0.15 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001 40,000 50
0.05
0.25 0.001 0.001 0.001 40,000 25 0.001 0.001 0.001 40,000 25
o 0.23 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001 40,000 100
.075
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
0.2 1 0.002 0.002 0.002 40,000 200 0.002 0.001 0.002 40,000 150
0.3 1.5 0.003 0.003 0.003 40,000 400 0.002 0.002 0.002 40,000 200
0.5 2.5 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
XUYIREMApRTHMATIAE, deRREAIIRE.
K2PRBARAE, BIRENRRIME. THRNMSRERIEEHTTEE,
MIFMT (FFENT) EERBENIREEN FMIERREYS.
KABFERFDENRS BB NEANT R, BRSBINTAAEBE. AFRIERT.
R X5 RA. AESREARNMING, BHIRSEIEMTIRNTE,
& F X6 RS2 5 2o
Notes %1 Ap: Axial Depth of Cut, de: Radial Depth of Cut.
%2 Described Depth of Cut is max value. Adjust it depending on machine rigidity, main spindle rigidty, and required precision.
%3 Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
%4 In order to perform lubricity and chip flow well, coolant must be always reached cutting points.
%5 Careful set up for milling condition and tool path are required especially when operate with high cutting load such as corner area and slotting.
%6 Water-insoluble fluid is recommended.
mI+e: FEREE (92.5HRA)
Work Material : Cemented carbide
T#RT:20 X 20 mm (MIRE 2.5 mm)
Work size Machining depth
#EAER HS
Coolant : Water-insoluble fluid
soTedia - 13/ 68 11538
Total machining time: 13 hr 11 min
i KA % PHEIT FEAIT e DR ()
Process Roughing % Semi-Finishing Finishing EILCEIROUINESS Unit
fERTIA DCMB DCMB PCDRB T
Tool R1 R1 R1X5 Measuring position Ra
FHFER [min ']
e 20,000 30,000 40,000 M 0.014
S - Lens part .
i [ 300 500 500
(] 0.017
e ncline 45° :
QAR ap xaelmml | 003 x0.15 | 001 x 001 |0.005 X 0.005
e it 0.02 0.005 -
PNITEE 7/1\BY 1553%h 1/)\Bt 5053 4/N\BY 653 £
Machining time 7 hr 15 min 1 hr 50 min 4 hr 6 min
XHMMIFER3IZTIA

3% Used 3 pcs tools on rough process



<z
PCDRS B X R005 ~ 6 1 X RO

PCDEI£%ET] H# 10 A8

PCD Corner Radius End Mill Total 10 sizes

PCDMERRIE 23T
TEREMEAFIEIRS I IR, AISCIAR R REEREE

PCD corner radius end mill
Realized nano level finished surface roughness on hard brittle materials

R+0.005 o
P R-TA - A o
°°ﬁa/‘ e
NG =S — iz
)

@ FEIRLAIRBYME UIHI I REAN FIRAARBY P E I RERIRI SR, RISy S M TRmE!

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

IRI#E Work Material
g

Hard Brittle Material

@)

TITFAR 27) TITFAR 47 TR 67
Cutting edge shape 2-Flute Cutting edge shape 4-Flute Cutting edge shape 6-Flute
PCDRS 905xR005x05 S 152 &
I ] TooL == §
BIEF min e LUK N BAUARIRSTNIME , Mi# TEE R To

Actual diameter is indicated in 1 micron units on product label,
and enables high precision machining.

KA BAEE R

Micron units dimensions cannot be specified.

BAL [HI4& © mm / 04 @ BTl
Unit [Size : mm / Retail Price : JPY]

AN T (D)spz RFBFE (Q1)3 (Q)7& (d2)3iiz (1)t (d)teR (BES S UAE:¢ Ef (A7)

Code No. Dia. CornerRadius | 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

eyt e toons o o et e

10



PCDRS

YIHIZ$5 %£ R Recommended Milling Conditions

ERas
HDI*Z*;‘L Cement)ed Carbide
Work Material (~92.5HRA)
EINTIRE it BATRE
NS AR Depth of cut for Finishing Spindle Speed Feed
Dia. Corner Radius
Ap mm de mm min” mm/min
0.3 R0.05 0.001 0.005 50,000 50
0.4 R0.05 0.001 0.01 50,000 100
. R0.05 0.001 0.01 50,000 100
5
RO.1 0.001 0.015 50,000 150
06 R0O.05 0.001 0.01 50,000 100
' RO.1 0.001 0.015 50,000 150
0.8 R0.05 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
1
RO.1 0.001 0.03 50,000 200
X1 REBFBTDNENRZESMFIZIR), LIRET) ARSI iimmin TR,
o BATIREApR/)N, BN TAI7E 5 218 F A R4 SRRV 4.
& %3 BB Ao
31 Minimal tool runout is required to avoid the tool breakage and to increase the work accuracy.
teides %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.
%3 Water-insoluble fluid is recommended.

11



huI$1§u 1 Machining case 1

EEeS%E (92.5HRA) SDEFEkREH Cemented carbide (92.5HRA) SD Card model

HEER S EREIT
PCDSERSEM 40K LBV TEFEE

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

mr#k: EBRAE (92.5HRA) PCDSE

Work Material : Cemented carbide

T#RT:20 X 20 mm

Work size (nu15§r§ 0.41 5 mm) .
Machining depth

B HES

Coolant: Water-insoluble fluid

smIesia : 24/08F 3045 §h

Total machining time: 24 hr 30 min

HEEE alpm
Surface Roughness iﬁl[ﬂ )

MELMIE Ra Rz

Measuring position

G 0.002 0.02

V==
RE B [mm]
Accuracy Unit
ME (L E Bt STE RE
Measuring position Target Actual Error

10.769 10.768 - 0.001

(A)
Q 15.000 15.003 +0.003
e

9.423 9.425 +0.002

MITR BT ST &I
Process Roughing Semi-Finishing Finishing
BRIE DCMS DCMS PCDSE
Tool $0.5 $0.5 $0.5
FHHEEIR [min]

EHEOR I 20,000 20,000 40,000
el (W 150 150 ~ 300 100 ~ 200
Fee

YIRE ap X ae (mm] 0.002 x 0.0005 ~ 0.002 X
Depth of cut 0.002 X 0.3 0.002 ~ 0.05 0.001 ~ 0.025
el 0.003 0.0005 ~ 0.002 .
MTAiAE 14/ 2/\BY 30958 8/)\B
Machining time 14 hr 2 hr30 min 8 hr

12



nuI$1§“2 Machining case 2

STAVAX (52HRC) 3DeHENNTZH!

WNEREARM B IN TRE
LI T Ra 30 nm W TFHREREE

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

mI#k: STAVAX (52HRC)

Work Material

I#Rt:100 X 30 mm

Work size (huliﬁrg 14_496 mm)
Machining depth

SR HA

Coolant: Water-insoluble fluid

AR TLAIMERHE S AD

¥ Uses oil mist except for the finishing process

BmTetia : 27/ 2649 §h

Total machining time: 27 hr 26 min

STAVAX (52HRC) 3D mold highest finishing

PCDRB

mEAEE [ um
Surface Roughness i&L[# ]

WEALE
Mea/sjﬁg position Ra RZ
(1) 0.029 0.176
@ 0.023 0.143
(3] 0.016 0.119
SREMYE TR SINS TOOLRIE IR
Mirror surface that also reflects the NS TOOL logo
s BT
MITFE MBI MBINITQ Semi-Finishing Finishing
Process Roughing Roughing
MIE LE-RE Mz fali:]
Side Top-Bottom Side Top
FERETIA MSBH230 MRBH230 SSPB220 PCDRB
Tool R3 R1 X 6 R1 X5 R1 X5
FHERE [minT]
Srle il 16,000 18,000 40,000 40,000
SR T 2,500 2,000 1,200 800
WEED X Rl 0.3 % 2 0.12 X 0.06 ap 0.01 | ae0.01 |ap 0.005 | ae 0.005
pth of cut
el 0.295 0.055 0.005 :
NN Ba] N AR 1Bt 585354 8/\BY 547735 1588 135354
Machining time 1 hr 21 min 1 hr 58 min 8 hr 54 min 15 hr 13 min

13



7:"] I$1§“3 Machining case 3

STAVAX (52HRC) Reflector model

STAVAX (52HRC) {T&:58!

NS TOOLI&elay 7] 7Rz IR
=faER £0.003 mmA LM S MAUNSREMNT

Unique cutting edge and high accuracy R of £0.003mm realize high quality mirror surface machining

mT#: STAVAX (52HRC) PCDRB

Work material

I#RY:75 X 75 mm

werksize (AN LRE 28.489 mm)
Machining depth

SHAR MR

Coolant: Water —insoluble fluid

XAEMTLSMERME L AN

3% Uses oil mist except for the finishing process

smTedia : 30 B 1 55h

Total machining time : 30 hr 1 min

HEAHE &l pum]
Surface Roughness Unit

MELLE
Measuring Ra Rz
position
@ | 0030 | o260

AT s
MITR BT BT Semi-Finishing Finishing
Process Roughing Roughing i EE i EE

Side Bottom Side Bottom

AR MSBH230 MRBH230 SSBL200 PCDRB
Tool R3 R1 X 6 R1 X 6 R1 X 5
FHEEE [min]
et 16,000 18,000 40,000 40,000
B [T 3,000 2,000 1,200 800
Fee ' ! ’
YLRE ap X ae [mm]
Denth of oot 0.3 X 2.0 0.1 X 0.15 ap 0.01 | ae 0.006 | ap 0.005 | ae 0.003
HRE [mm]
Stcfk 0.2 0.05 0.005 -
HI0TEYE] 455 355 7/NBE 18535 21/ 2353 5F
Machining time 45 min 35 min 7 hr 18 min 21 hr 23 min
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PCDiitm éﬂﬁ. PCD Trial Kit

NS TOOL§t ¥ E—R{ERAPCDIRBASHER,
A AENE - MBMIENIHS57IBEHMNIRS SREMREEIN

NS TOOL provides a trail kit included tools, work material and NC program for whom begin to use PCD end mill

v

CISR540%8 13.56° $4& Ve
SR 540 at (4 part \v Incline 13.56°
. o
d =
1SR54036 13.56° &\
SR 540 at (4 part Incline 13.56°

‘ 45" | 90" BB '
AETH Incline 45° Wall 90°
o —
[ |
MIIT##E ELMAX (59HRC) o oy .
: ‘ 45° f&m 90° HEE
Work material [\ i Indline 45° Wall 90°
MITF T HFEIT BT
Process Roughing Semi-Finishing Finishing
fERTIR MRBH230 SSPB220 PCDRB
Tool R1 X 4 R1 X 4 RO.75 X 3.8
FHEEE [min]
e, 31,000 31,000 31,000
LR (mm/min] 2,500 1,000 450
Feed ’ ’
= pf 0.03 pf 0.005
ik L E|D X B8 [ ap x ae 02X 05 ML 0.025 (SR540% 0.028) | I 0.005 (SR540%5 0.002)
P cutting depth part cutting depth part
28 [mm] 0.005
Gt 0.03 (SR540%5 0.002) -
part
0T B & 4853 %h T/NBY 3353 9/NBY 43535
Machining time 48 min 1 hr 33 min 9 hr43 min
B S p— HERND
PCDﬂlﬁB’H H PCDRE I lmz Set Congnts
PCD Trial Kit —Tml* “ES pcDwsk#E7) PCDRB. RO.75 X 3.8
N @ PCD Ball End Mill
|||||||||||u|m|umrmu%: CBNEkL$t7] SSPB220 R1 X 4
= CBN Ball End Mill
I’I‘I;‘Illlfnlgfl-lillllllll TOOL %i g% MRBH230 R1 X 4
2-flute carbide end mill
AETH e
: ELMAX (59HRC) Ly
‘ -TOOL PCD I~7»f")|,:\: v b 25X 25%X20mm /4
IR 7-%5 . NC57—g) : Work material of trail \\
g 03-00500-00010 - 1 NCII#R
CoggNo. ‘ a7 pe NC program data AfteZJEn:aEc’Ening
EH (B5%): 80,00087T oo HEENS TOOLE 7MLy Fat
’ Available for download from our official website.

RABMNIERE
BIM57IAFENS TOOL

NS TOOL MZ«NE

NS TOOL AR 1&
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B#TAMNSH

BATF - BINEWIR

140-0014 A R&BG/ X AH 1-28-1 FEAEIF=KHBTUEFIAE 6 F
TEL. +81(3)-6423-1191 FAX. +81(3)-6423-1192
www.ns-tool.com

B# TAFERRAR
ERNRRIDBAT LEE 33 5 AUFOKRE 10 # 1001-02 F

TEL. +852-2736-8686 FAX. +852-2736-0070
www.ns-tool.com.en

B TAFAFRAR FIMKRL
IEERYHSHXARBER 2008 S RINEEFOLAE 1221 F
TEL. +86(755)-2265-2275

B#TAEREMAE HMhEL
SIHFEFME T EXEE4E 80 5 REERARE 2107 E
TEL. +86(512)-6866-2275

www.ns-tool.com.cn (FHEM)
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