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Unique cutting edge shape and abundant line up improve finishing surface roughness
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Hardened Steels
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CBN Super Spiral Ball End Mill

SS P B 2 2 O FEREERD 2025%F10A%5E
Lineup Expansion Release in Oct, 2025.

RO.1 ~ R3 £ 38 H(X

Total 38 sizes
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Cutting edge shape

CBN R)\ASILR=II>RINSU-X

4 CBN Spiral

CBNZ—/)V\=Z/\A 3O T 29 IR—ILI> R
CBN Super Spiral Long Neck Ball End Mill

SSPBL220

Ball End Mill Series

CBNZA—=/{=Z/\13 0> 7=\ Ry IR=IL IV R
CBN Super Spiral Long Taper Neck Ball End Mill

SSPBTN220
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Long tool life due to CBN Sintered Alloy

Features
Featur S
catre =
1 Long tool life
=1 FLTENR
High Diamond

(fE< : Hv8,000~10,000)

Hardness

SN (5 : H4,300~4,700)
CBN Hardness

SHE
=y
==
BEaE (B : Hv1,300~1,800)
Cemented Carbide Hardness
N (& : Hv800~900)
Eﬂ/‘ HSS Ha:(]ness
Low
&L > 50
Low WEE - High

Toughness

CBN (Cubic Boron Nitride /375 &@RECMZER) FiEAE. FIVESRORICHE, BIESEELERUT

m AL SIR=IVRZARIC LB LTI T EADTR

B 3 BOEEZRFS. SHICTHEAVE - BEEMOIBH TRV T EMBTY., ULHML. BE - BIEHECFvE
UBVWRREENEREET MO T TEAEICGEVNZEZIBTREN TICEFYES I UBLAREETI A
UIEI B OAMRWME_EIFANT(ICHENTIE CBN OFES - MEVEDEBIH(C LN T EEFRZIAERNRTES
S5, FHIEEEMOITCELTOVEY,

CBN(Cubic Boron Nitride) sintered alloy is 3 times harder than Tungsten carbide, second hardest material next to diamond,
moreover strong heat-resistant and high thermal conductivity. However less tough characteristic of CBN often causes

chipping of tool edge easily. Accordingly, CBN is recommended for finishing of hard materials with less cutting load on the
tool edge, which guarantees extra long tool life.

m it EFINTCSITZ TREFROHE

Progression of Tool Wear in Finishing Operations

Rix BTFER 5mm DiE& [EETE PB22Q
R1 Under neck length 5 mm Tool R
#WElk4  : HPM38 (52HRC) S@pffgiﬁsgggl] 40,000
Work material —— .
J—HIH4Z 1 $40 mm (BIITEE 5.8mm) SXDIRE [mm/min] 800
Work size Machining depth fies

-3 : = thiA#=E (apxae)
gooerﬁl\ ' g;rrifls?Xt\ DeJF;t—h of ut [”i‘)m] 0.01x0.01

MR #¥9385RE. /@

Machining time : 3hr / surface

6IFEINN T4 15BERINNT 42
H0T &l After 6 hr machined || After 15 hr machined
Before machining 2EMT 5EIT
2 surface 5 surface

®40mm BHEEPZHEDRUAE EIFANT

Repeated surface finishing on curved sections

15BN &TE
REIREEHI1 M

Even after 15 hours of machining, the R
retreat amount is approximately 1 um

Feature "Nts fl b1 ivANI M

2 Contributes to improved surface finish quality

MFvE>TEENENIEZ R L2823 SILIR—ILIZRT, JOROHH a2k
FIERHONYI)T—)FARZERAL. VUDIREZIIF]. M TER(IZF ESEFT

Spiral ball shape with improved chipping resistance and cutting ability achieves glossy finishing surface
SSPB series adopt strong back taper shape. Suppresses chattering and improves surface quality

ANALSR=IVRAR. NvI7—ICRZAR

Spiral ball shape Back taper shape

sEEITUUSR0 —RREIRI> RV
Suppress chattering General end mill
by point milling

45°mE FREMESE [um]

Surface roughness of the 45° face

Effect of the spiral ball shape on finished surfaces

R3x HFER 18mm DIFS
R3 Under neck length 18 mm

WA SKD11482% (60HRC)

Work material

J—HY4Z : $45 mm (IIIES 40mm)

Ra: 0.065 Rz: 0.378

Work size Machining depth
J-3>h 1 AZRS

Coolant Oil mist

DOLRFRT @ 2BFRE129)

Machining time : 2hr 12min
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Lineup Expansion

CBNA—/{—=Z)\L3)VR—=IVI> R
CBN Super Spiral Ball End Mill

g4X

Size R0O.1 ~ R3

CBN
£ 38 41X

Total 38 sizes

tHR#SER

SSPB220

Recommended Conditions

7IE7R0)@5'H:LU-}JDIE%§%iE 200 R ’\‘ R ’\‘ (bd l A4 Har_'s%eﬁr%dgg@els Haii%}dggtmeels High S)p\;Z\Steels
+0.003 4§ +0. 005 )
[\ || | RO | ! Work Material SKD61-STAVAX SKD11-ELMAX SKH-HAP
Realized glossy finished surface (~52HRC) (~62HRC) (~68HRC)
ATE ATE ATE
‘ B | o | tramm | EE0 | BB | woms | iass | B0 | EES | wpms | oiass | ERRIO
& e | TR oz | mnaE O | BEE | o | giasE O | BEEE | e | hasE \
RHAZ %;55 §%§ S%gec? Feed |Depth of Cut St_zibb:fzre S‘:)Igede Feed |Depth of Cut St_zi%_gzre S‘;)'ge; Feed |Depth of Cut Stfﬁl_t,)gre
_g /, e Radius |_Nec¥h )57 using this tool using this tool using this tool
e < eng LD a a a
«@ g E@ZQ————H ] i min® | mm/min a;ﬁn&m mm min" | mm/min a;rin(im mm min™ | mm/min a;g&m mm
/ 0 ‘ S emm emm e mm
R o, 0.3 1.5 |40,000| 600 | 0.005 | 0.002 |40,000| 450 | 0.005 | 0.002 |40,000| 300 | 0.003 | 0.002
o XFntNHIMZR _EEEHB A IIR=ILRIREFRRUEL, R<1 R+0.003 L 0.4 2.0 |40,000| 560 | 0.005 | 0.002 [40,000| 410 | 0.005 | 0.002 |40,000| 280 | 0.003 | 0.002
o HNEDMFvEJttam L& R ERIRERBLELR, R>1 R+0.005 0.1 0.5 2.5 |40,000| 530 | 0.005 | 0.002 [40,000| 380 | 0.005 | 0.002 {40,000 260 | 0.003 | 0.002
o SEXNMNTENEMI DL, IHISREOBINSUVUDIRBINREEL. 0.6 3.0 |40,000| 500 | 0.005 | 0.002 [40,000f 350 | 0.005 | 0.002 [40,000| 250 | 0.003 | 0.002
TEHFavITHRMCHEEZSZFET. 0.8 4.0 |40,000| 300 | 0.005 | 0.002 [40,000| 200 | 0.005 | 0.002 [40,000f 150 | 0.003 | 0.002
BHDN\YIT—)\FARZIRFATDET. OB CEET, 0.3 1.0 |40,000| 800 | 0.005 | 0.003 |40,000| 600 | 0.005 | 0.003 |40,000| 450 | 0.003 | 0.003
e Adopt spiral ball shape to improve sharpness of cutting edge. 0.15 | 0.5 1.7 |40,000| 750 | 0.005 | 0.003 |40,000| 550 | 0.005 | 0.003 |40,000| 400 | 0.003 | 0.003
* Adopt cutting edge shape to improve the chipping resistance of cutting edge. 0.75] 2.5 | 40,000/ 700 | 0.005 |0.003 [40,000] 500 [ 0.005 | 0.003 [40,000| 400 | 0.003 | 0.003
e When peripheral cutting edge makes contact with cutting surface, vibration occurs by an increase in ’ - : ’ - - ’ : -
cutting resistance and it affects tool life and cutting surface quality.The influence can be reduced by 0.5 1.3 40,000 1,200 0.005 0.004 | 40,000 900 0.005 0.004 | 40,000 600 0.005 0.004
adoption of the strong back taper shape. = 3 0.75| 1.9 |40,000| 1,100 | 0.005 | 0.004 |40,000 850 | 0.005 | 0.004 [40,000 550 | 0.005 | 0.004
#WHIA Work Material cmm”gﬁ’ffhape 0.2 1 2.5 |40,000| 1,000 | 0.005 | 0.004 |[40,000| 800 | 0.005 | 0.004 [40,000| 500 | 0.005 | 0.004
SRR H 1.2 3.0 [40,000| 1,000 | 0.005 | 0.004 [40,000f 800 | 0.005 | 0.004 [40,000| 500 | 0.005 | 0.004
Hard;réelj;(tfﬁ —_— o ] ERSTMOAER 1740 MBI TR, EENITARIRCLET, 1.5 3.8 |40,000| 750 | 0.005 | 0.004 |[40,000f 600 | 0.005 | 0.004 [40,000| 400 | 0.005 | 0.004
~ 23FD 20 . - | ctual diameter Is Inaicatea in 1 micron units on product label, and enables high precision machining.
= e R mmiﬂ RAODA— N TO DA TaF A, 025 | 1 2.0 |40,000| 1,200 | 0.01 0.005 |40,000| 1,000 | 0.01 0.005 |40,000| 700 | 0.005 | 0.005
icron units dimensions cannot be specified.
—_— : ‘ Bz (5% + mm / 4B : F3) 1.2 2.0 |40,000| 1,800 | 0.01 0.007 |40,000/| 1,500 | 0.01 0.007 |40,000| 1,000 | 0.005 | 0.007
& 2025F10AH5E *Release in Oct, 2025. * BIAETRE S > 7R 15mmil EOE0. SERIZHRRIVEDEIEEN,) Unit [Size : mm / Retail Price : JPY] 0.3 1.5 2.5 ||40,000| 1,500 | 0.01 0.007 |40,000| 1,200 | 0.01 0.007 |40,000 800 | 0.005 | 0.007
:CI:_dH;l\lo. (R)?:JL&#%% | gh&ﬁi‘ﬁm L( e‘iﬂf‘ (D&?H% (sz)kﬁl;_F@ . (krT)ET | (gaivk‘/;?% . (L)EE N ﬁ‘?ﬁ_l@iﬁ 2 3.3 |40,000| 1,300 | 0.01 0.007 |40,000| 1,000 | 0.01 0.007 |40,000| 700 | 0.005 | 0.007
.ode No. adius Inder Neck Lengt ength of Cu a. ecl a. leck Taper Angle an| ia. verall Lengf etail Price
T ———— o 15|28 zomol tom Toor oms lsooon 1at0” omr | on snom o0 aooe non
¢ 01-00505-00102 0.4 0.15 0.2 0.19 15° 4 50 30,800 ' - : : . : : : . : : = =
e 01-00505-00103 RO.1 05 0.15 0.2 0.19 15° 4 50 31.100 3 3.8 |40,000| 1,200 | 0.01 0.008 |40,000| 900 | 0.01 0.008 |40,000| 700 | 0.005 | 0.008
01-00505-00100 0.6 0.15 0.2 0.19 15° 4 50 31,500 2 2.0 /40,000| 2,500 | 0.02 0.01 |40,000| 1,800 | 0.02 0.01 |40,000| 1,200 | 0.01 0.01
¢ 01-00505-00104 0.8 0.15 0.2 0.19 15° 4 50 31,800 0.5 2.5 2.5 |[40,000| 2,000 | 0.02 0.01 40,000 | 1,500 | 0.02 0.01 40,000 | 1,000 | 0.01 0.01
01-00505-00150 0.3 0.23 0.3 0.28 15° 4 50 30,000 3 3.0 |40,000| 1,800 | 0.02 0.01 |40,000| 1,300 | 0.02 0.01 |40,000| 900 | 0.01 0.01
01-00505-00151 R0.15 0.5 0.23 0.3 0.28 15° 4 50 30,500 0.6 2.4 2.0 |40,000| 2,500 | 0.022 | 0.012 [40,000| 2,000 | 0.022 | 0.012 |40,000| 1,500 | 0.01 0.012
01-00505-00152 0.75 0.23 0.3 0.28 15° 4 50 31,000 ) 3 2.5 |40,000| 2,500 | 0.022 | 0.012 {40,000 | 2,000 | 0.022 | 0.012 |40,000| 1,500 | 0.01 0.012
* 01-00505-00201 0.5 0.3 0.4 0.37 15° 4 50 27,100 3 2.0 |40,000| 3,000 | 0.024 | 0.015 [40,000| 3,000 | 0.024 | 0.015 | 30,000 | 2,000 | 0.02 0.015
* 01-00505-00202 0.75 0.3 0.4 0.37 15: 4 50 27,600 0.75 | 3.8 2.5 |40,000| 3,000 | 0.024 | 0.015 [40,000| 3,000 | 0.024 | 0.015 |30,000| 2,000 | 0.02 0.015
* 01-00505-00203 | R0.2 1 0.3 0.4 0.37 15° 4 50 28,100 5 3.3 36,000 2,400 | 0.024 | 0.015 |36,000| 2,200 | 0.024 | 0.015 |30,000| 1,400 | 0.02 | 0.015
= 818828288;82 12 82 82 82; 12 : 28 22?88 ] 4 2.0 30,000 3,000 | 0.028 | 0.015 | 30,000 3,000 | 0.028 | 0.015 | 25,000 | 2,000 | 0.028 | 0.015
*01:00505:00251 R0.25 1' 0.38 0'5 0.46 15° 2 50 28’100 5 2.5 30,000 3,000 | 0.028 | 0.015 |[30,000| 3,000 | 0.028 | 0.015 [25,000| 2,000 | 0.028 | 0.015
% 01-00505-00301 - 12 0'5 0'6 0'56 15° 2 50 25’900 15 6 2.0 |20,000| 3,000 | 0.035 | 0.015 [20,000| 2,100 | 0.035 | 0.015 |15,000| 1,300 | 0.035 | 0.015
% 01-00505-00300 R0.3 15 05 06 056 15° 2 50 26.400 9 3.0 |20,000| 2,200 | 0.035 | 0.015 |[20,000| 2,000 | 0.035 | 0.015 |15,000| 1,200 | 0.035 | 0.015
+ % 01-00505-00302 2 05 06 0.56 15° 2 50 26,900 2 8 2.0 [17,000| 2,300 | 0.04 0.015 | 15,000 | 2,100 | 0.04 0.015 {12,000 | 1,300 | 0.04 0.015
* 01-00505-00401 16 06 08 0.76 15° 4 50 25,900 12 3.0 |17,000| 2,000 | 0.04 0.015 [ 15,000 | 1,700 | 0.04 0.015 | 12,000 | 1,200 | 0.04 0.015
* 01-00505-00400 R0.4 2 0.6 0.8 0.76 15° 4 50 26,400 25 10 2.0 |13,000| 2,200 | 0.045 | 0.015 [12,000| 1,800 | 0.045 | 0.015 | 11,000 | 1,300 | 0.045 | 0.015
¢ * 01-00505-00402 3 0.6 0.8 0.76 15° 4 50 26,900 ) 15 3.0 |[13,000| 1,900 | 0.045 | 0.015 |[12,000| 1,500 | 0.045 | 0.015 | 11,000 | 1,100 | 0.045 | 0.015
* 01-00505-00501 2 0.7 1 0.95 15° 4 50 25,900 3 12 2.0 |10,000| 2,000 | 0.049 | 0.015 |[10,000| 1,600 | 0.049 | 0.015 [10,000| 1,200 | 0.049 | 0.015
* 01-00505-00500 R0.5 25 0.7 1 0.95 15° 4 50 26,400 18 3.0 |10,000| 1,700 | 0.049 | 0.015 |10,000| 1,400 | 0.049 | 0.015 | 10,000 | 1,000 | 0.049 | 0.015
® X 010050500502 3 0.7 L 0.95 15° 4 S50 26,900 X1 GIABE0. apdBSPIOTIAGES, aelt EEBPOTAHRSARLET,
* 01-00505-00601 R0.6 2.4 0.8 1.2 1.15 15° 4 50 27,000 §§ %ﬁé?"%fégfiiCf;jé:i;f)‘gqﬁ:[{;&?i3§ﬁ%?ﬁ)%ﬁ@§?_a%ﬁ@g%%%jiﬁb}gégﬂIﬁ?ﬂﬁ[léb@(ﬁﬂfﬁﬁﬁ?&b((ﬁéb\g
. - BNDYBAH 7 TO—F 5%l % 57 (1) %28 .
+ 0T00s05 0075t G T S N 0 171
* 01- - . g ® , X5 UES BHEE BETEU TSR EEEL TS,
* 01-00505-00750 R0.75 38 1 15 1.45 15° 4 52 27 500 36 ]—Tg%ftﬂﬁﬂﬁﬁb‘%<@&%§(1\tﬂﬁlJ%ﬁ?(‘—"y—Jl«}\"Z@éf‘(lii%b'(tﬂﬁﬂEﬁb‘"ﬁ(@%&ﬁ(:?ﬁibf(ﬁéb\o
: : - ' J K7 BRERINIUWMBEEEREEEDREZFEUEIET LFTrREn,
¢ % 01-00505-00752 5 1 1.5 1.45 15° 4 52 28,000 %8 TIFHMORE ERMEEHNSEBELNRNGESFEEREXDREZFRUEIG T T KIZEN,
* 01-00506-01000 | . 4 12 2 1.94 15° 4 52 27,500 0 T g e
* 01-00505-01001 5 1.2 2 1.94 15° 4 52 27,500 %11 ATEOERURIEBZOBIETY . 50 TIZOM TIREELERIEE(CISU THEEL TUZE,
* 01-00505-01506 R1.5 6 1.8 3 2.85 12° 6 50 29,000 ﬁotf x; 8ep:z o;gu:: e;'p:Axﬁl Defpm ofCutfaeszadia\v If)ept: of cm.f .
* 01 -00505-01 509 : 9 1 8 3 285 120 6 70 30,000 >< Adejzst ?mllir:‘gsco?wvsistiomes?ezf:;igiﬁhgrrisgi;ﬂit; L:f‘?h(‘engw:gg\rl‘;js\rv;ig.§hape and requested accuracy.
* 01-00505-02008 8 2.4 4 3.8 12° 6 50 35,000 4 B oartl 1o cbtam unifom stk amount on auting sufacs befors uang s tool
*0100505-02012 | R 12 24 : 3.8 12° 6 70| 36,000 5 oo of ratrn o, s s g condtors (recesa
* 01-00505-02510 R2.5 10 3 5 4.8 12° 6 60 41,000 and tool path carefully to reduce the cu{{ing load. ) - » PRI h
* 01-00505-02515 : 15 3 5 438 12° 6 80 42,000 & 11ihe masimu apindls specd of s machine 10 s lonr han 1 referonce vt
* 01-00505-03012 R3 12 3.6 6 5.8 - 6 60 48,000 o ﬂfr:fnfzf‘;“gjsg;:ﬁg‘lj‘ifgiz‘:s‘”:n;eﬁ’ rate in the same proportion. e
* 01:00505-03018 18 3.6 6 58 : 0 0 42000 S
SSPB220 R—JL#1E (R) xBHTFE (£1) #IERULTEEW, X (y) (ISZ{ETT, please adjust it according to the machining cohdition of the previous process and the required accuracy.
How to Order

When you order, indicate SSPB220 (R)x(£1). X (7v)is reference value.

4 5



MIHEH 1

MIHEH 2

HAP40 (65HRC) A7HOE13/\>FEY

£ EFI TR CRBERRIASIR=ILAZIRT
ZEMEBALREHES - MITHEZRR

Optimal spiral ball geometry ensures stable finishing with superior surface
finish and high accuracy

wuivt . HAP40 (65HRC)

Work material

J-84Z: § 25
Work size

MT#EE: 30 mm
Machining depth

n-3s3k: AAIEAPS

Coolant : Oil mist

w4 B 36

Machining case 1 Machining case 2

YXR3 (60HRC) #pRa&&i

BRI RORATSHMOL EFNITS

= = e \

=iaE. SEaAIE T H EIEE

By adopting an unique cutting-edge geometry, high-precision and superior surface finish
can be maintained even during long finishing operations

wuitt . YXR3 (60HRC)

Work material

7-s942: 100 X 100 X 30 mm

Work size

BAINITZEE: 5 mm

Maximum machining depth

n—syk: AAIZAB

Coolant : Oil mist

wonTeses - 31 SR 12 9

YXR3 (60HRC) Die for powder metallurgy HAP40 (65HRC) Hexalobular punching die

Ol

ML ShiE

Machining movie

[ 2 ]

Machining movie

Total machining time : 31 hr 12 min W= Total machining time : 4 hr 36 min W=
4R 81 o Bt o
y Unit u Y Unit
AIE &R o e e JHUME:23.0 mm A TE PR ° e
Measuring Target | Mea;L_lring B B
[PRSTiTER JHLMiE:40.000 | JHUME:5.000 | JHUME:1.500 position ERNE e ERNE B
Target Target Target | Target Error Target Error
111@5? 39.998 4.998 1.499 \0 111@5? 23.006 + 0.006 3.005 + 0.005
4EE 39.996 4.998 1.498 6fEE 23.008 +0.008 3.008 +0.008
FREHHS i FREHHS o
Surface roughness iﬁl fumd Surface roughness ﬁ% fum]
BITE &R 0 w RITE &R °
Measuring Measuring
position e position
R E[= . 1S Ra:0.145 | Ra:0.167
1st Ra :0.092 JALME:3.0 mm 1st Rz : 1.054 Rz : 1.355
Target
4E8 . 61E B Ra :0.162 Ra: 0.185
4th Ra :0.080 6th Rz:1.122 | Rz:1.355
ITTHE SERD ERDZL FRFEERD 1 FRFEERD 2 =ela iy e fEEF IITTHE FTERD T T B
Process Roughing Stock Semi-roughing 1 Semi-roughing 2 Semi-finishing Finishing Process Roughing Semi-finishing Finishing
ERITE MRBSH230SF MRBSH230SF MRBSH230SF | MRBSH230SF SSPB220 EHIER MRBH230 MRBH230 SSPB220
Tool R1.5 x 6 R1 x 6 R1 x 6 R1 x 6 R1 x5 Tool R3 x 20 R3 x 20 R3 x 18
El#=E [min™] 15,000 20,000 20,000 20,000 40,000 [EI#RE8 [min™] 6,000 6,000 6,000
pindle speed Spindle speed
SR I/ 2,000 1,600 1,600 1,200 1,000 RSO /i 1,000 800 600
thAHE [mm)] thAHE [mm]
ap X ae 0.2x0.5 0.15% 0.3 0.15x 0.3 0.09 x 0.1 0.05 % 0.02 0.01 x 0.01 ap X ae 0.15% 0.8 0.08 x 0.05 0.05 x 0.05
Depth of cut Depth of cut
ZELAN [mm] 0.15 0.15 0.15 0.06 0.01 - BUAR [mm] 0.1 0.05 -
ock Stock
NN HRERS 2 BxfE 10 7 16 5 48 1 1 B 46 53 | 9 B 12 17 b5k N AR 1 R 43 9 55 1 5 58 5
Machining time 2 hr 10 min 16 min 48 min 1 hr 46 min 9 hr 12 min 17 hr Machining time 1 hr 43 min 55 min 1 hr 58 min
Xt BT E2AER

Two tools are used for semi-finishing




HETEH/RINEH

www.ns-tool.com

T140-0014 SURERERI X KFH1-28-1 ERAENEAHETERATE)L6F
TEL 03-3774-2459 FAX 03-3774-2460

Filf(CBI T 2 HEEE cosmuant
(A8 TE B&

ma 0120—11-5924

S5 9:00~12:00/13:00~ 17:00
(£ - 8- %8 - SAEEZR<)

- A EENWIE T2 EDFR  Attention on Safety

01) TEZS—INSEMDHIHRE. TEDORUH LI, HSEHRF (CEIEANIRRIC,
FHTERLTIRZZE,

02) tINAZBEHERF THNRUVRCLTIZZ0,.

03) TEAERTIHE. WBTIBRONBOETDOT, &TH/N\— - REAHREREBL TS0,

04) RILFE(F. TELNIRNSCRESEMEERLTIZE 0,

BRI ICUOMD EEEL. INEMZBLDCLTIEE .

05) #HIFE, LomDEELTIEZ .

06) TERUHHIHMOTEE. H5HUHHERLTHNTIZE 0,

07) EIHISMAFE. MITYCEBEHCEE T, BEIIRENDOET,

08) FEICIE U THIHERZEE LT EEV. AKBMHEIMEER Y DI5EE. MIRCRE T DNIE®
BAB TN, KLEDBMENBDET . PHNHRZEHKTITOTILEE .

09) EARICERSE WIHIE - ) IRELBEE. ESICHRELESH TR,

10) TEDHGERFULRNTLZE,

01)When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

02) Never touch the cutting edges directly with bare hand.

03)Use safety covers and eye protection, as tools may be broken.

04)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.

05) The work materials clamp firmly.

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

07) It is necessary to adjust conditions according to the dimensions of work materials and the machine.

08) 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.

09) If abnormal sound, etc. occurs during processing, stop the machine immediately.

10) Don’t modify tools.

2510
SSPB220_B1_202510

BAHYOD (IBBOBRBARE. BE - WROEHFERERTBHANTETNET.
Specifications may change without notice for improvement.

u COENRIIERIR(CRE LIz > F 2 AL TLET .
This print uses environmentally friendly inks.




