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Specialized small diameter ball end mill for SUS420J2, as the same as 52HRC (STAVAX® ESR etc.)
Achieves outstanding tool life more than twice as long as conventional products
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Specialized small diameter ball end mill for SUS420J2, as the same as 52HRC (STAVAX® ESR etc.)
Achieves outstanding tool life more than twice as long as conventional products
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Long Neck Ball End Mill for 420 Hardened Stainless Steels
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Total 83 sizes
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CAD/CAM ARL—SEIFIHIKFSERDISH

Recommended cutting conditions for CAD/CAM operators reference
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Newly added cutting conditions for "semi-finishing" and "finishing" processes to ensure that anyone can create tool paths at
any time based on standard reference values

SEERDNNT  Roughing

EREE
I Hardened Steels
Work Material STAVAX-HPM38-M333 (52HRCAE)
As the same as 52HRC JIEuE!Dbu I}
shize B 0irE —EnE AnE HUR WKTihbE i
ROAZ | iﬁ% .| ETE Spindle Speed Freed Foed por Toolh Depth of Cut Stock allowance | Material removal Roughing
d "ength Ok
- Lo min’ mm/min mmit apmm aemm mm mm¥/min —}j ED% . §§ b,f—%
0.2 2 40,000 100 0.001 0.003 0.008 0.005 0.002 ° =y
RO.05 0.3 3 40,000 100 0.001 0.003 0.008 0.005 0.002 EI0<THRHEZIENN
: 0.4 4 40,000 80 0.001 0.002 0.006 0.004 0.001 Added Feed per Tooth « Stock
0.5 5 40,000 60 0.001 0.002 0.005 0.004 0.001 allowance *+ Metal Removal Rate
0.3 2 40,000 200 0.003 0.006 0.014 0.007 0.017
0.4 27 40.000 200 0.003 0.006 0.014 0.007 0.017
Pt EFINT semi-Finishing | fELEIFHIT  Finishing
R
P Lo Hardened Steels
Work Material STAVAX-HPM38-M333(52HRCHH)

As the same as 52HRC

(shft EFAOT)/ (4 EFIIT)

f{t EF  Semi-Finishing Finishing

Semi-finishing / Finishing
Roqx | BTE | At | EES | gome |—PE0E| 28R | BUR OGN B | gnae | —TE0E| URAE | BUR
Feed Cusp

Rodis | igran” | ot | Leed FEob | PR [ arowance | Fen | ess | Feed | TRGRT| CER | arowance | ek —FEDNE - KU
?
R . T e H2T)\1 VBN
min mm/min min FRi3 mm/ m min mm/min min i3 mm im
aomm ! aomm ! Added Feed per Tooth - Stock

0.2 2 40,000 270 | 0.003 | 0.003 | 0.002 | 0.02 |40,000 | 160 0.002 | 0.002 0 0.01
e |03 3 40,000 270 | 0.003 | 0.003 | 0.002 | 0.02 |40,000]| 160 0.002 | 0.002 0 0.01

R

Features

allowance * Cusp Height

Feature E&® MPX 17124

1 Long tool life MPX COATING

SUS420]2 FEANIHAICRIFELR
$31-74>4 IMPX 174241 ORFAT
MERLE 2 B FOEHamERIRUET

SUS42032 H

52HRC 18
As the same as 52HRC

Adopting new developed MPX coating for hardened
steel SUS420J2 realizes tool life more than twice as
long as conventional tools

2

Feature

2

TE#FHdn UP (CLDERRIRERISEIRGHERLE, A B IMBZIASNET

Extending tool life can bring about various benefits,such as cost reduction and shortening work time

ERIEN 2 A N5 1 RICBOES

(' When the number of tools used changes from two to one

JA MHUR

Cost reduction

T 8% UP [C&DIA MHIRDRIA

Realizes cost reduction by improved tool life

, T 1
RS T -
Conventional production I &: Process i Polish 1
costs /I_ ________ 1
XRBH230 (4]
o CAM ARL -3 A&
Reduced CAM operation load
T B&HIRK
Tool cost reduction
[3) ERERDBSEEHE + V- EFHI
Reduce setup time + Tooling cost reduction
[4) FEEH5EATHE
\ Reduce polishing time )
m ER e DAL k44 : STAVAX®ESR 52HRC
Tool life comparison with conventional products V’Jvork_malt\er'la;HJl/“XI\
R0O.2x H FR1mMmM®OIES Coog,f ' oIl rr;st
R0.2 x Under neck length 1
[EIERER [min™]
4.8mm Spinzt;jle speed 40’000
HIHIRE [m/min] 21.91 (ERJELERE)
Cutting speed (%% Actual cutting speed)
EDIRE [mm/min]
]F:esz mm/min 800
Tmm —X3xD [mm/t]
Feed pLer toort:m 0.01
thiA# = (apxae)
B 0.02 x 0.05
IR 26 m / 1@
Cutting length pc
p DO BERA 40 73 / &
2 BT 15@EMNT#E Machining time min__ pc

After machining 2pcs |After machining 15pcs| 3% Cutting speed calculated on actual diameter basis.

1 H?FEﬁ 20 10 ﬂ?FEﬁ

ERam ¥l TERRIEFEIRNAS 28 (1557120 %) THTHET

Conventional Conventional product had a large wear range after machining 2pcs and end at 1hr 20min

Vol AVoRY ol o o 0 i B ol -

XRBH230

XRBH230 (& 15 & (10 BFfE) 10T
XRBH230 machined 15pcs in 10hr

How= Bk

Tool life difference more than 5 times




XRBH230 Y2 s~ R XRBH230

MPX1-71>9 : £ 83 H4(X ~ MPXJ-74>%
SUS420A0Y )2y IR=IIY R _ SUS420B0Y %Y IR=IWIZRIN
MPX COATING Long Neck Ball End Mill for 420 Hardened Stainless Steels Total 83 sizes MPX COATING Long Neck Ball End Mill for 420 Hardened Stainless Steels

BT [FE - mm / flidg : B3]
Unit [Size : mm / Retail Price : JPY]

() ER D-VARAIII SEENE

SUS420J2 52HRCHEZE (STAVAX® ESR 72&) BRVIMER-ILIVRI
TERE2M8L £ RN FHFan ZRIR

Specialized small diameter ball end mill for SUS420J2, as the same as 52HRC (STAVAX® ESR etc.) i Rk | (OTTE | I8 | (OVNE | (0BT Mookt | Q08 | (OBE | ORI | sl tocie g dponins onrvod gt ot
Achieves outstanding tool life more than twice as long as conventional products ) ' ' Ange ' 30 1° | 1°30 | 2° 3°
08-00561-01512 125 | 02 |03 | 028 | 12° 45 | 10,400 | 1.34| 1.39| 1.45| 152| 167

08-00561-01515 1.5 02 |03 | 028 12° 45 | 10400 160 167 1.74] 1.82] 2.00

08-00561-01520 | R0.15 2 02 |03 | 028 | 12° 45 [ 10400 212 2.21] 2.31| 2.42] 2.66

ol e<— 08-00561-01525 2.5 02 |03 | 028 12° 45 | 10,700 | 2.64| 2.76| 2.88] 3.01] 3.33

ﬁ © Z 08-00561-01530 3 02 |03 | 028 | 12° 45 | 10,700 317 3.30| 3.45] 3.61] 3.99
R £0.003 J 08-00561-02005 0.5 03 |04 | 037 12° 45 6,600 | 0.58 | 0.60 | 0.62| 0.64 | 0.69

a 08-00561-02008 0.8 03 | 04 | 037 | 12° 45 6,600 | 0.89| 0.93| 0.96| 1.00| 1.09

, _ ) e 08-00561-02010 1 03 | 04 | 037 12° 45 6,600 | 1.10| 1.14| 1.19| 1.24| 1.35
:%;ié;;ﬁiﬁgmﬁ}gﬁﬁ%bt #1747 MPX | 08-00561-02015 | o\, 15 03 |04 | 037 | 12° 45 6,900 | 1.62| 1.69| 1.76 | 1.84| 2.02
@ New developed coating MPX specialized for SUS420J2, hardened steels. HRHIF work Material _08-00561-02020 | 2 0.3 0.4 0.37 127 45 7,000 | 215] 2.23| 2.33 )| 243 | 2.68
@ More than twice as long as conventional tools, VR [T 08-00561-02025 25 03 |04 | 037 | 12° 45 7,300 | 2.67 | 2.78| 2.90| 3.03| 3.34
st : STAVAX® ESR 52HRC ° 08-00561-02030 03 |04 | 037 12° 45 7,700 | 3.19| 3.32| 3.47| 3.63| 4.01

HAZBORRREOESHE P - = XRBH230 o 2HRCHES 08-00561-02040 03 |04 | 037 | 12° 45 8,300 | 4.23| 441 461| 483 533
Tool Iifecomparisopwithconventional s s ) 08-00561-02510 0.35 0.5 0.46 12° 45 6,600 | 1.13| 1.16| 1.21| 1.26| 1.37
products by each size Gontinued machining 08-00561-02515 5 035 | 05 | 046 2 45 6,600 | 1.65| 1.71| 1.78| 1.85| 2.03
RO.2 E&E SENLE 4 " J 08-00561-02520 035 | 05 | 046 12° 45 6,600 | 2.17 | 2.25| 2.35| 2.45| 2.69
< Toal e diferences - : 08-00561-02525 | R0.25 5 035 | 05 | 046 12° 45 6,600 | 2.69| 2.80| 2.92| 3.05| 3.36
HFE1 w w w . 4 : ; SS 08-00561-02530 035 | 05 | 046 | 12° 45 6,600 | 3.21] 3.34| 349 3.65| 4.02
U Nk ‘ ; . . 08-00561-02540 035 | 05 | 046 12° 45 6,600 | 4.25| 4.43| 463| 4.85| 5.35
’ ! ! ! ; 1hr 20min 08-00561-02550 035 | 05 | 046 | 12° 45 6,900 | 5.30 | 5.52| 5.77 | 6.04| 6.68

R1 = 2B E : 08-00561-03010 045 | 0.6 0.56 12° 45 4900 | 1.12| 1.16| 1.20| 1.25| 1.35

X [Rolliciieronces 1 ' SIHOLDVTSEL | —RIBTYRIL 08-00561-03015 5 045 | 0.6 0.56 12° 45 4,900 | 1.64] 1.71| 1.77] 1.84| 2.02
BTE6 ‘ 1 1 l o im0 Y General End Mil 08-00561-03020 045 | 06 | 056 | 12° 45 4,900 | 217 | 2.25| 2.34 | 2.44| 2,68
el I B 3 omi 08-00561-03025 | 1 o 5 045 | 06 | 056 | 12° 45 | 5200 269 279 2.91] 3.04] 3.34
145 time 345 simee 545 5 mes 08-00561-03030 : 045 | 06 | 0.56 7 45 5200 | 3.21| 3.34| 3.48] 3.64| 4.01

% UMM 2 T B TR — DB R Ut o\ 08-00561-03040 045 | 06 | 0.56 12° 45 5500 | 4.25| 443 | 462 | 484 | 533
¥ Except for the foois, allother cutting conditions are under the 08-00561-03050 045 | 06 | 0.56 12° 45 5500 | 529 552 | 576 | 6.03| 6.66

08-00561-03060 0.45 0.6 0.56 12°

eI IS I TENII NI RN NI | EN TSI NI T O IR NS, 1N P (SN RN N PV

I A XA R E E R R R EE R E A A A A E A R R A A A A R A A A R A R A Z R E R A E R R R E A R E R R R A R A R R R X R R 2
NN NN N N NN NN NN N N Y Y N e Y Y Y N N N Y e Y N N N E e Y N N Y Y N E N E S N Y N RN E N ENES

2 ~ 5 FD Afﬁ?ﬁve : 45 5,500 | 6.34| 6.61| 6.90| 7.23| 7.99

EROnEDS (R ol i 08-00561-04010 06 |08 | 076 | 12 45 5200 | 1.12] 1.15] 1.19] 1.23] 1.32

Outstanding tool life from twice to 5 times 08-00561-04020 06 |08 | 076 | 12° 45 5,200 | 2.16| 2.24] 2.33 | 2.42| 2.65

compared to conventional products 08-00561-04030 0.6 0.8 0.76 12° 45 5,500 | 3.20 | 3.33| 3.47| 3.62| 3.97

5 — R 08-00561-04040 | R0.4 0.6 0.8 0.76 12° 45 5500 | 425| 442 4.61| 4.82| 5.30

Inclined Angle 08-00561-04050 06 [08 | 076 | 12° 45 5,500 | 5.29] 5.51] 5.75] 6.01| 6.63

_ B [SH% : mm / {4 : [) BT —— g

¢ 202411 BFEFT #Released in Nov, 2024. Unit [Size : mm / Retail Price : JPY] 08-00561-04060 0.6 0.8 0.76 12 45 5,500 | 6.33| 6.60 | 6.89 | 7.21| 7.96

7y 08-00561-04080 06 |08 | 076 | 12° 45 5,500 | 8.42| 8.78| 9.17 | 9.60 |10.61

J—RNo. (R)ﬂ%—_}bﬁ#&% (LETER | (OIE (D)m% (dz)é‘_F?% ,\(‘ZCE?; (d)>v>oE [(DE= %‘Eﬁfﬁ Actual effective length depending on indlined angle of workpiece 08-00561-05020 0.75 1 0.95 12° 45 4200 | 2.18| 2.26| 2.34 | 2.43| 2.65

Code No. Radius Under Neck Length | Length of Cut Dia. Neck Dia. Angle Shank Dia. Overall Length | Retail Price 30 10 1030, 2 30 —08-00561-05030 075 1 0.95 12° 25 4,200 300 3.35 3.48 363 3.97

4 08-00561-00502 0.2 0.07 0.1 0.085 12° 4 45 14,000 | 0.24 | 0.25 | 0.26 | 0.27 | 0.29 08-00561-05040 0.75 1 0.95 12° 45 4,700 | 4.27 | 444 | 462 | 4.83| 5.30

¢ 08-00561-00503 R0.05 0.3 0.07 0.1 0.085 12° 4 45 14,000 | 0.34 | 0.36 | 0.37 | 0.39 | 0.42 08-00561-05050 | R0O.5 0.75 1 0.95 12° 45 4,700 | 5.31| 5,53 | 5.76 | 6.02 | 6.63

¢ 08-00561-00504 ’ 0.4 0.07 0.1 0.085 12° 4 45 14,000 | 0.45 | 0.46 | 0.48 | 0.51 | 0.56 08-00561-05060 0.75 1 0.95 12° 45 4,900 | 6.35| 6.62| 6.90| 7.22| 7.96

¢ 08-00561-00505 0.5 0.07 0.1 0.085 12° 4 45 14,500 | 0.55 | 0.57 | 0.60 | 0.63 | 0.69 08-00561-05080 0.75 1 0.95 12° 45 4,900 | 844 | 8.79| 9.18 | 9.61 |10.61

4 08-00561-00703 0.3 0.1 0.15 | 0.13 12° 4 45 14,000 | 0.35 | 0.37 | 0.38 | 0.40 | 0.43 08-00561-05100 1 0.75 1 0.95 12° 45 4,900 |10.52 [10.97 | 11.46 {12.01 |13.26

¢ 08-00561-00704 0.4 0.1 0.15 | 0.13 12° 4 45 14,000 | 0.46 | 0.48 | 0.49 | 0.52 | 0.56 08-00561-07503 1.1 1.5 1.45 12° 45 5,100 | 3.21 | 3.33| 3.45| 3.58 | 3.89

4 08-00561-00705 R0.075 0.5 0.1 0.15 | 0.13 12° 4 45 15,000 | 0.56 | 0.58 | 0.61 | 0.64 | 0.70 08-00561-07504 1.1 1.5 1.45 12° 45 5100 | 4.26| 4.41| 459 | 478 | 5.22

4 08-00561-00706 ' 0.6 0.1 0.15 | 0.13 12° 4 45 15,000 | 0.67 | 0.69 | 0.72 | 0.75 | 0.83 08-00561-07506 1.1 15 1.45 12° 45 5,100 | 6.34 | 6.59| 6.87 | 7.17 | 7.88

4 08-00561-00707 0.75 0.1 0.15 | 0.13 12° 4 45 15,000 | 0.82 | 0.86 | 0.89 | 0.93 | 1.03 08-00561-07508 RO.75 1.1 1.5 1.45 12° 45 5,300 | 8.43| 8.77| 9.15| 9.56 |10.53

¢ 08-00561-00710 1 0.1 0.15 | 0.13 12° 4 45 15,500 | 1.08 | 1.13 | 1.18 | 1.23 | 1.36 08-00561-07510 ’ 10 1.1 155 1.45 12° 45 5,700 |10.51 [10.95 | 11.43 |11.96 |13.18

4 08-00561-01003 0.3 0.15 0.2 0.18 12° 4 45 9,900 | 0.35 | 0.36 | 0.38 | 0.39 | 0.42 08-00561-07512 12 1.1 1.5 1.45 12° 45 6,100 |12.60 |13.13 |13.71 |14.35 |15.84

¢ 08-00561-01004 0.4 0.15 0.2 0.18 12° 4 45 9,900 | 0.46 | 0.47 | 0.49 | 0.51 | 0.56 08-00561-07514 14 1.1 1.5 1.45 12° 50 6,100 |14.69 |15.31 |15.99 [16.74 |18.49

¢ 08-00561-01005 0.5 0.15 0.2 0.18 12° 4 45 9,900 | 0.56 | 0.58 | 0.61 | 0.63 | 0.69 08-00561-07516 16 1.1 1.5 1.45 12° 50 6,100 |16.77 |17.49 |18.27 |19.14 |21.15

¢ 08-00561-01006 0.6 0.15 0.2 0.18 12° 4 45 9,900 | 0.67 | 0.69 | 0.72 | 0.75 | 0.82 08-00561-10003 8 1.5 2 1.94 12° 45 4,400 | 3.23 | 3.33| 3.44| 3.56 | 3.85

¢ 08-00561-01007 | RO.1 0.75 0.15 0.2 0.18 12° 4 45 9,900 | 0.82 | 0.85 | 0.89 | 0.93 | 1.02 08-00561-10004 4 1.5 2 1.94 12° 45 4,400 | 427 | 442 | 458 | 4.76 | 517

4 08-00561-01010 1 0.15 0.2 0.18 12° 4 45 9,900 | 1.08 | 1.13 | 1.18 | 1.23 | 1.35 08-00561-10006 6 1.5 2 1.94 12° 45 4,900 | 6.36| 6.60| 6.86| 7.15| 7.83

4 08-00561-01012 1.25 0.15 0.2 0.18 12° 4 45 10,700 | 1.34 | 1.40 | 1.46 | 1.53 | 1.68 08-00561-10008 8 1.5 2 1.94 12° 45 4,900 | 844 | 8.78| 9.14 | 9.54 |10.48

¢ 08-00561-01015 1.5 0.15 0.2 0.18 12° 4 45 10,700 | 1.60 | 1.67 | 1.75 | 1.83 | 2.02 08-00561-10010 R1 10 1.5 2 1.94 12° 45 4,900 |10.53 [10.95 | 11.42 |11.94 |13.14

4 08-00561-01020 2 0.15 0.2 0.18 12° 4 45 11,000 | 2.13 | 2.22 | 2.32 | 243 | 2.68 08-00561-10012 12 1.5 2 1.94 12° 45 4,900 |12.61 [13.13 |13.70 {14.33 |15.79

¢ 08-00561-01505 0.5 0.2 0.3 0.28 12° 4 45 9,800 | 0.56 | 0.58 | 0.60 | 0.62 | 0.67 08-00561-10014 14 1.5 2 1.94 12° 50 5,000 |14.70 |15.31 |15.98 |16.72 |18.45

¢ 08-00561-01506 RO.15 0.6 0.2 0.3 0.28 12° 4 45 9,800 | 0.66 | 0.69 | 0.71 | 0.74 | 0.81 08-00561-10016 16 1.5 2 1.94 12° 50 5,000 |16.78 |17.49 |18.27 [19.12 | Free

¢ 08-00561-01507 ' 0.75 0.2 0.3 0.28 12° 4 45 9,800 | 0.82 | 0.85 | 0.88 | 0.92 | 1.01 08-00561-10018 18 1.5 2 1.94 12° B5) 5,000 |18.87 |19.67 |20.55 |21.51 | Free

¢ 08-00561-01510 1 0.2 0.3 0.28 12° 4 45 9,800 | 1.08 | 1.12 | 1.17 | 1.22 | 1.34 08-00561-10020 20 1.5 2 1.94 12° 55 5,000 |20.96 |21.85 |22.83 |23.90 | Free
XRBH230 R—)L#E (R) xBTR (£1) xSv2I8& (d) #ERULTIZEN, y) 3BEfETY,
How to Order When you order, indicate XRBH230 (R)*(£1)x(d). (v) is reference value.
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XRBH230

HI&#SER

Recommended Conditions

New

HR#SER

XRBH230

Recommended Conditions

NI Roughing

e
pt=llv s Hardened Steels
Work Material STAVAX-HPM38-M333 (52HRCHH)
As the same as 52HRC
g | BFR | 2B B DR — Tz ThAHE UL [moeg i
Pt Unf:r: Neck o Spindle Speed Feed Feed per Tooth Depth of Cut Stock allowance
gth
LD min” mm/min mmft Apmm Aemm mm mm3/min
0.2 2 40,000 100 0.001 0.003 0.008 0.005 0.002
R0.05 0.3 8 40,000 100 0.001 0.003 0.008 0.005 0.002
0.4 4 40,000 80 0.001 0.002 0.006 0.004 0.001
0.5 5 40,000 60 0.001 0.002 0.005 0.004 0.001
0.3 2 40,000 200 0.003 0.006 0.014 0.007 0.017
0.4 2.7 40,000 200 0.003 0.006 0.014 0.007 0.017
R0.075 0.5 3.3 40,000 180 0.002 0.005 0.012 0.006 0.011
0.6 4 40,000 150 0.002 0.004 0.010 0.005 0.006
0.75 5 40,000 120 0.002 0.003 0.008 0.004 0.003
1 6.7 40,000 90 0.001 0.003 0.006 0.004 0.002
0.3 1.5 40,000 300 0.004 0.008 0.020 0.009 0.048
0.4 2 40,000 300 0.004 0.008 0.020 0.009 0.048
0.5 2.5 40,000 300 0.004 0.008 0.020 0.009 0.048
0.6 8 40,000 300 0.004 0.008 0.020 0.009 0.048
RO.1 0.75 3.8 40,000 240 0.003 0.007 0.016 0.007 0.027
1 5 40,000 180 0.002 0.005 0.012 0.005 0.011
1.25 6.3 40,000 140 0.002 0.004 0.010 0.004 0.006
1.5 7.5 40,000 120 0.002 0.003 0.008 0.004 0.003
2 10 40,000 90 0.001 0.002 0.006 0.004 0.001
0.5 1.7 40,000 600 0.008 0.014 0.036 0.013 0.30
0.6 2 40,000 600 0.008 0.014 0.036 0.013 0.30
0.75 2.5 40,000 600 0.008 0.014 0.036 0.013 0.30
1 3.3 40,000 540 0.007 0.013 0.032 0.012 0.23
R0.15 1.25 4.2 40,000 430 0.005 0.010 0.026 0.009 0.1
1.5 5 40,000 360 0.005 0.009 0.022 0.008 0.07
2 6.7 40,000 270 0.003 0.007 0.016 0.006 0.03
2.5 8.3 40,000 220 0.003 0.005 0.013 0.005 0.01
3 10 40,000 180 0.002 0.004 0.011 0.004 0.01
0.5 1.3 40,000 900 0.011 0.022 0.056 0.015 1.1
0.8 2 40,000 900 0.011 0.022 0.056 0.015 1.1
1 2.5 40,000 900 0.011 0.022 0.056 0.015 1.1
RO.2 1.5 3.8 40,000 720 0.009 0.018 0.044 0.012 0.57
2 5 40,000 540 0.007 0.013 0.033 0.009 0.23
2.5 6.3 40,000 430 0.005 0.011 0.027 0.007 0.13
3 7.5 40,000 360 0.005 0.009 0.022 0.006 0.07
4 10 40,000 270 0.003 0.007 0.017 0.005 0.03
1 2 40,000 1,300 0.016 0.031 0.079 0.020 3.18
1.5 8 40,000 1,300 0.016 0.031 0.079 0.020 3.18
2 4 40,000 980 0.012 0.024 0.059 0.015 1.39
R0.25 2.5 ) 40,000 780 0.010 0.019 0.047 0.012 0.70
3 6 40,000 650 0.008 0.016 0.039 0.010 0.41
4 8 40,000 490 0.006 0.012 0.030 0.008 0.18
5 10 40,000 390 0.005 0.009 0.024 0.006 0.08
1 1.7 40,000 1,700 0.021 0.042 0.106 0.023 7.57
1.5 2.5 40,000 1,700 0.021 0.042 0.106 0.023 7.57
2 &3 40,000 1,530 0.019 0.038 0.095 0.021 5.52
RO.3 2.5 4.2 40,000 1,220 0.015 0.030 0.076 0.017 2.78
’ 3 5.0 40,000 1,020 0.013 0.025 0.063 0.014 1.61
4 6.7 40,000 770 0.010 0.019 0.048 0.010 0.70
5 8.3 40,000 610 0.008 0.015 0.038 0.008 0.35
6 10 37,000 510 0.007 0.013 0.032 0.007 0.21

TSR
AL Hardened Steels
Work Material STAVAX-HPM38-M333 (52HRCHH)
As the same as 52HRC
‘ srg | MEE B DR —FiEnE tIiAHE UM UIOCT LR
RY4A4X u BTFE Spindle Speed Feed Feed per Tooth Depth of Cut Stock allowance Mate”altremoval
Radius nfgr:g’\tlﬁCk ()i rae
L/D min”' mm/min mmt apmm Aemm mm mm®min
1 1.3 40,000 2,700 0.034 0.068 0.170 0.029 31.21
2 2.5 40,000 2,700 0.034 0.068 0.170 0.029 31.21
3 3.8 37,400 2,160 0.029 0.054 0.136 0.023 15.86
R0.4 4 5 34,300 1,620 0.024 0.041 0.102 0.017 6.77
5 6.3 32,100 1,300 0.020 0.033 0.082 0.014 3.52
6 7.5 30,400 1,080 0.018 0.027 0.068 0.012 1.98
8 10 27,900 810 0.015 0.020 0.051 0.009 0.83
2 2 31,800 2,900 0.046 0.100 0.250 0.040 72.50
3 3 31,800 2,900 0.046 0.100 0.250 0.040 72.50
4 4 29,200 2,175 0.037 0.075 0.188 0.030 30.67
R0.5 5 5 27,300 1,740 0.032 0.060 0.150 0.024 15.66
6 6 25,800 1,450 0.028 0.050 0.125 0.020 9.06
8 8 23,700 1,088 0.023 0.038 0.094 0.015 3.88
10 10 22,200 870 0.020 0.030 0.075 0.012 1.96
3 2 21,200 2,900 0.068 0.150 0.375 0.056 163.13
4 2.7 21,200 2,900 0.068 0.150 0.375 0.056 163.13
6 4.0 19,400 2,180 0.056 0.113 0.281 0.042 69.22
R0.75 8 5.8 17,800 1,630 0.046 0.084 0.211 0.032 28.89
' 10 6.7 16,700 1,310 0.039 0.068 0.169 0.025 15.056
12 8 15,800 1,090 0.034 0.056 0.141 0.021 8.61
14 9.3 15,100 930 0.031 0.048 0.121 0.018 5.40
16 10.7 14,500 820 0.028 0.042 0.105 0.016 3.62
3 1.5 15,900 2,900 0.091 0.200 0.500 0.068 290.00
4 2 15,900 2,900 0.091 0.200 0.500 0.068 290.00
6 3 15,900 2,900 0.091 0.200 0.500 0.068 290.00
8 4 14,600 2,180 0.075 0.150 0.375 0.051 122.63
R1 10 5 13,600 1,740 0.064 0.120 0.300 0.041 62.64
12 6 12,900 1,450 0.056 0.100 0.250 0.034 36.25
14 7 12,300 1,240 0.050 0.086 0.214 0.029 22.82
16 8 11,800 1,090 0.046 0.075 0.188 0.026 15.37
18 9 11,400 970 0.043 0.067 0.167 0.023 10.85
20 10 11,100 870 0.039 0.060 0.150 0.020 7.83
%1 UBAHED, apEEHSEOTIAHRS, aeFH R A BOULAKREERUEYS .
<2 HERRRITEOIRHIA ORFPREE LD FHEEL TUE L,
%3 VUDENRETIHEE WECTU THIHIRAZAEEL TUZE,
x4 I—FEBETHIHIBRNERSBE . IHIZROY -V ZRECERU THIHIERMECRDLSCEREL TUZE L,
%5 BEEECIIULWMSEEEEREENEEZFECEIS T LR,
%6  TAEHRORE EHMEIRMNSZEINRNMGEFERROXDREERUEIA T T TIEN,
%7 TEZESHURGEWEI ECHIBVTIZEV,
%8 AMNIANI—FMeBREHLET . BRETKEME, KB, I7-J0-THERATEEY.
%9 It EFIIT A LI T ORUARGEZOBBEROTH O TIZON TIRAEPERIBE (G TRZEL TIEEL,
%10 Pt EFIIT AL EFITO—FXDE, ap.ae@HZT)\{ MOYSEABICRB&IEREURACRDET .
HRT)\{ MEEROBUBROTERIBE (S LT,
%1 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.
%2 Adjust milling condition according to machine rigidity and clamp condition of work material.
%3 In case of chattering etc., please adjust cutting conditions if necessary.
><4 If the cutting»load_ is high atvc_orne_r. adjust the_ cutting conditions and tool path to reduce the cutting load.
ﬁ % ég :fn tﬁzs;:;?r:ue;ﬂzls:idr\neas?elzg %f ItTwcerena\:shsi;n)Ien ?;zISisTsxearnldhafietﬁerart:f:rtet::es:e:ln:era;;:ase reduce the spindle speed and feed rate at the same rate.

Notes

X7
%8
%9

%1

Length of tool overhang must be as short as possible.
Oil mist coolant is recommended. Water-insoluble, water-soluble, and air blow can also be used.
The stock allowances of semi-finishing and finishing are guide values, please adjust them according to the machining condition of the previous process and the required
accuracy.

0 Feed per tooth, ap and ae of semi-finishing and finishing are set as reference values for the cusp height. The cusp height is a guideline, please adjust it according to the
required accuracy.

WDAHE ap .
Depth of cut ap

1IDiAd i ae

Depth of cut ae
HRINA B h
Cusp Height

Pt EFITRD
ALK

Stock allowance after
semi-finishing process




XRBH230 New XRBH230

ﬂ]ﬁ“%ﬁ:é% £ Recommended Conditions ﬂJHJ%#?% = Recommended Conditions

Pt EFINT semi-Finishing | £ EFIIT  Finishing

[eL s SRR
Pzl Hardened Steels AL Hardened Steels
Work Material STAVAX-HPM38-M333(52HRCHH%) Work Material STAVAX-HPM38-M333 (52HRCHH)
As the same as 52HRC As the same as 52HRC
Bt ElF  Semi-Finishing Finishing P{t E(F Semi-Finishing {£ E(F Finishing
HMEE _ e | b e . _ e | e . HMEE _ e | e g . _ [NV .
RIX | | BT | Sys | mvme | TR DO Rl PG| Sone | o | TR D0 | R |V RIX || BT | S | mvme DR DU Sl [P | e | om | TR DR | R |V
Length LD Speed Tooth Cut allowance Height Speed Tooth Cut allowance Height Length L Speed Tooth Cut allowance Height Speed Tooth Cut allowance Height
apmm ap mm apmm ap mm
min* mm/min mmit Fhi mm um min” mm/min mmit #l mm pm min mm/min mmit Fhit mm pm min’ mm/min mmit EIES mm pm
demm Aemm demm demm
0.2 2 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 | 160 0.002 | 0.002 0 0.01 RO.3 5 8.3 40,000 | 1,170 | 0.015 | 0.015 | 0.004 0.09 | 40,000 780 | 0.010 | 0.010 0 0.04
R0.05 0.3 3 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 160 0.002 | 0.002 0 0.01 ’ 6 10 37,000 | 1,080 | 0.015 | 0.015 | 0.003 0.09 | 37,000 720 | 0.010 | 0.010 0 0.04
' 0.4 4 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 160 0.002 | 0.002 0 0.01 1 1.3 40,000 | 1,430 | 0.018 | 0.018 | 0.013 0.10 | 40,000 | 1,010 | 0.013 | 0.013 0 0.05
0.5 ® 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 | 160 0.002 | 0.002 0 0.01 2 2.5 40,000 | 1,430 | 0.018 | 0.018 | 0.013 0.10 |[40,000| 1,010 | 0.013 | 0.013 0 0.05
0.3 2 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02 3 3.8 37,400 | 1,330 | 0.018 | 0.018 | 0.010 0.10 | 37,400 940 | 0.013 | 0.013 0 0.05
0.4 2.7 | 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02 R0.4 4 5 34,300 | 1,220 | 0.018 | 0.018 | 0.008 0.10 | 34,300 860 | 0.013 | 0.013 0 0.05
R0.075 0.5 3.3 | 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02 5 6.3 32,100 | 1,140 | 0.018 | 0.018 | 0.006 0.10 | 32,100 810 | 0.013 | 0.013 0 0.05
' 0.6 4 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02 6 7.5 30,400 | 1,080 | 0.018 | 0.018 | 0.005 0.10 | 30,400 760 | 0.013 | 0.013 0 0.05
0.75 5 40,000 390 | 0.005 | 0.005 | 0.002 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02 8 10 27,900 990 | 0.018 | 0.018 | 0.004 0.10 | 27,900 700 | 0.013 | 0.013 0 0.05
1 6.7 | 40,000 390 | 0.005 | 0.005 | 0.002 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02 2 2 31,800 | 1,550 | 0.024 | 0.024 | 0.017 0.14 |[31,800| 1,060 | 0.017 | 0.017 0 0.07
0.3 1.5 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 320 0.004 | 0.004 0 0.02 3 3 31,800 | 1,550 | 0.024 | 0.024 | 0.017 0.14 | 31,800 | 1,060 | 0.017 | 0.017 0 0.07
0.4 2 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 4 4 29,200 | 1,430 | 0.024 | 0.024 | 0.013 0.14 | 29,200 970 | 0.017 | 0.017 0 0.07
0.5 2.5 | 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 R0O.5 5 5 27,300 | 1,330 | 0.024 | 0.024 | 0.010 0.14 | 27,300 910 | 0.017 | 0.017 0 0.07
0.6 3 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 6 6 25,800 | 1,260 | 0.024 | 0.024 | 0.008 0.14 | 25,800 860 | 0.017 | 0.017 0 0.07
R0.1 0.75 3.8 40,000 450 | 0.006 | 0.006 | 0.003 0.04 | 40,000 320 0.004 | 0.004 0 0.02 8 8 23,700 | 1,160 | 0.024 | 0.024 | 0.006 0.14 | 23,700 790 | 0.017 | 0.017 0 0.07
1 5 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 10 10 22,200 | 1,080 | 0.024 | 0.024 | 0.005 0.14 | 22,200 740 | 0.017 | 0.017 0 0.07
1.25 6.3 | 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 3 2 21,200 | 1,350 | 0.032 | 0.032 | 0.022 0.17 | 21,200 920 | 0.022 | 0.022 0 0.08
1.5 7.5 || 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 4 2.7 21,200 | 1,350 | 0.032 | 0.032 | 0.022 0.17 | 21,200 920 | 0.022 | 0.022 0 0.08
2 10 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02 6 4.0 19,400 | 1,230 | 0.032 | 0.032 | 0.016 0.17 | 19,400 850 | 0.022 | 0.022 0 0.08
0.5 1.7 | 40,000 610 | 0.008 | 0.008 | 0.006 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 R0.75 8 5.3 17,800 | 1,130 | 0.032 | 0.032 | 0.012 0.17 | 17,800 770 | 0.022 | 0.022 0 0.08
0.6 2 40,000 610 | 0.008 | 0.008 | 0.006 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 ' 10 6.7 16,700 | 1,060 | 0.032 | 0.032 | 0.010 0.17 | 16,700 730 | 0.022 | 0.022 0 0.08
0.75 2.5 | 40,000 610 | 0.008 | 0.008 | 0.006 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 12 8 15,800 | 1,000 | 0.032 | 0.032 | 0.008 0.17 | 15,800 690 | 0.022 | 0.022 0 0.08
1 3.3 || 40,000 610 | 0.008 | 0.008 | 0.005 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 14 9.3 15,100 960 | 0.032 | 0.032 | 0.007 0.17 | 15,100 660 | 0.022 | 0.022 0 0.08
R0.15 1.25 4.2 | 40,000 610 | 0.008 | 0.008 | 0.004 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 16 10.7 14,500 920 | 0.032 | 0.032 | 0.006 0.17 | 14,500 630 | 0.022 | 0.022 0 0.08
1.5 5 40,000 610 | 0.008 | 0.008 | 0.004 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 3 1.5 15,900 | 1,270 | 0.040 | 0.040 | 0.028 0.2 15,900 890 | 0.028 | 0.028 0 0.1
2 6.7 | 40,000 610 | 0.008 | 0.008 | 0.003 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 4 2 15,900 | 1,270 | 0.040 | 0.040 | 0.028 0.2 15,900 890 | 0.028 | 0.028 0 0.1
2.5 8.3 || 40,000 610 | 0.008 | 0.008 | 0.002 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 6 3 15,900 | 1,270 | 0.040 | 0.040 | 0.028 0.2 15,900 890 | 0.028 | 0.028 0 0.1
3 10 40,000 610 | 0.008 | 0.008 | 0.002 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03 8 4 14,600 | 1,160 | 0.040 | 0.040 | 0.021 0.2 14,600 820 | 0.028 | 0.028 0 0.1
0.5 1.3 | 40,000 780 | 0.010 | 0.010 | 0.007 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 R1 10 5 13,600 | 1,080 | 0.040 | 0.040 | 0.017 0.2 13,600 760 | 0.028 | 0.028 0 0.1
0.8 2 40,000 780 | 0.010 | 0.010 | 0.007 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 12 6 12,900 | 1,030 | 0.040 | 0.040 | 0.014 0.2 12,900 720 | 0.028 | 0.028 0 0.1
1 2.5 | 40,000 780 | 0.010 | 0.010 | 0.007 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 14 7 12,300 980 | 0.040 | 0.040 | 0.012 0.2 12,300 690 | 0.028 | 0.028 0 0.1
RO.2 1.5 3.8 || 40,000 780 | 0.010 | 0.010 | 0.006 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 16 8 11,800 940 | 0.040 | 0.040 | 0.011 0.2 11,800 660 | 0.028 | 0.028 0 0.1
' 2 5 40,000 780 | 0.010 | 0.010 | 0.004 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 18 9 11,400 910 | 0.040 | 0.040 | 0.009 0.2 11,400 640 | 0.028 | 0.028 0 0.1
2.5 6.3 | 40,000 780 | 0.010 | 0.010 | 0.003 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 20 10 11,100 880 | 0.040 | 0.040 | 0.008 0.2 11,100 620 | 0.028 | 0.028 0 0.1
3 7.5 || 40,000 780 | 0.010 | 0.010 | 0.003 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 é% gé*%%ﬁ%@%hﬁ%@?ﬁgﬁg&%&ﬁ;ﬁ%ﬁgg’%ﬁa’ETL'ﬁ’
4 10 40,000 780 | 0.010 | 0.010 | 0.002 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03 X3 VUDSNFEET BB RBITEU THIHIR AL TTZEN, )
1 2 [ 40,000 1,010 | 0.013 [ 0.013 [ 0.009 | 0.08 |40,000| 710 | 0.009 [ 0.009 | 0 | 0.04 e AR TR CRATE BB Tet
1.5 8 40,000 | 1,010 | 0.013 | 0.013 | 0.009 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04 6 THEMIORSEMEIREN S SBIEL EARESOXREERUEE T TN,
2 4 | 40,000 | 1,010 | 0.013 | 0.013 | 0.007 | 0.08 | 40,000 | 710 | 0.009 | 0.009 | 0 | 0.04 SHIES Tty
R0.25 2.5 5 40,000 | 1,010 | 0.013 | 0.013 | 0.005 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04 %9 gﬁ?{;{;@%ﬁ;[%7\1ﬂl£mfz%iﬁﬁfé§£ﬁﬁ®t§%z}mEﬂmﬁia)bﬂﬂkﬁi’@ aDABE ap ||
3 6 40,000 | 1,010 | 0.013 | 0.013 | 0.004 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04 ERIBE IS GREL TR, Depth of cut ap
4 8 40,000 | 1,010 | 0.013 | 0.013 | 0.003 | 0.08 | 40,000 | 710 | 0.009 | 0.009 | 0 | 0.04 W = P10 LTI AL LTIITOER, ap. 2eldn2 ) bOBHBABIN —
5 10 | 40,000 | 1,010 | 0.013 | 0.013 | 0.003 | 0.08 |40,000| 710 | 0.009 | 0.009 | 0 | 0.04 Notes L PRI NSO B B U T T N e
1 1 7 40,000 1 ,1 70 001 5 001 5 001 O 009 407000 780 001 O 001 0 0 004 %2 Adjust milling con_dition according !o_ machin_e rigidityend c_lamp condition of work material.
%3 In case of chattering etc., please adjust cutting conditions if necessary. 1 PEEFINTIRO
1.5 2.5 | 40,000 1,170 | 0.015 | 0.015 | 0.010 0.09 |40,000 | 780 0.010 | 0.010 0 0.04 %4 Ifthe cutting load is high at comer, adjust the cutiing condiions and tool path to reduce the cutting load. o Lk
Ro3 |2 3.3 40,000 | 1,170 | 0.015 | 0.015 | 0.009 | 0.09 | 40,000 | 780 | 0.010 | 0.010 | 0 | 0.04 6 1the masimum apindis spesd of tha machine too s owr tha h reorence vt e s
' 2.5 4.2 | 40,000 | 1,170 | 0.015 | 0.015 | 0.007 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04 e ’L":nagstf] Li‘igsf;::rﬁgﬁ‘;‘ijgesg :s”‘;;ifldaf:fo:;i‘t:‘:_“me rate.
3 50 401000 1 11 70 001 5 001 5 0006 009 401000 780 001 O 001 0 0 004 ig ?rzlemsilsc:cios:s)rxaisnzzog?eemnﬁfei(nji.s\é\{:;e;;ndsf(i)lnfﬁrll;v:::rg-;sl.t(i)tliueb\IZIS(:sd, ?)ilrezz);vafi’?ﬂs?lloes]eais(:et)%ing to the machining condition
4 67 407000 1 ) 1 70 001 5 001 5 0004 009 407000 780 001 0 001 0 0 004 %10 gfegﬂ(f;efre;/;l;ﬁ ’;r:Zenzsaaengf':eemr?»%:i;:ﬁnagcg?][:Iaﬁrishing are set as reference values for the cusp height.
The cusp height is a guideline, please adjust it according to the required accuracy.




7."] I;W“ Machining case

STAVAX®ESR (52HRC) R>AJ> STAVAX®ESR (52HRC) The pentagon

BYA XDiEFRm (RUHISKMAICTHNT) &0
MILEICENTERGHmEZER

EFRom

Conventional \

Achieves longer tool life when compared to conventional products of the same size Ot

(machined under the same cutting conditions) T ENE
Machining movie

wulitt . STAVAX®ESR (52HRC) XRBH230 & KRBT

Work material EJ'U"I’Z“ R El%ﬁ:(:'(
7-794%: 100 X 200 X 30 mm (MMIZEE 24 mm) | yTHE

Work size Machining depth - o )

Comparison of machining with XRBH230
H_5Yh: z'ar}l,sx |\ and conventional products under the same
Coolant : Oil mist cutting conditions and size

(eR@IE N IR THE

The conventional product breaks during
machining

wonTeses - 9 SR 12 9

Total machining time : 9 hr 12 min

rERA > b FATE | MTHRE [mm] |[BREAE [cm’]
ITTHE FELD Broken point Tool Machining depth | Removal volume
Process Roughing
ERTE PR 0 B> -'.- onve °.- 13.532 150
Tool R b 6 \ J
#5241 [min™
Spindle s[peed ] 15’900 ’gﬁ% E
. : = i
e
hAs= [mm] B RSAE S 65%FE§54ﬁbuI{f§ 9%!’5‘312&&7]1]1?&
ggptifofa ot 0.2 0.5 Time passage New tool After machining After machining
TR OB 125 | Ceican
S r 29 min -
MachininEg time 9 hrE12 min (#738) onventena 8 Hﬁ;j'_—??ég 73
(Broken) R O | Broken at 8hr 29min
Vil = =l WY plis EEEENE
TR Near the center of the ball ool e 0.169
Result
RB 0
— XRBH230 6
\
L) 0.083 0.107
e 8 BFfE 29 &
onventio 18
O Broken at 8hr 29min
I<VE
Rake face -
B 0 ;
XRBH230(F1ATIIISE T
XRBH230 ining in a si i 8 il 29 7
completes machining in a single tool vends )
R O Broken at 8hr 29min
SHEED
FRTE MITES [mm] | BREMAIE [cm®] Periph:ral
Tool Machining depth Removal volume
B 0
e 24 160 :
\_ J

10 11
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25 #Z2 FDiFR  Attention on Safety

1) IEZS—-INSMOETRIEE. TEDRUH UL, HENERF CEEANRRIC, 1) When removing tools from cases, be careful of getting-out of tools and don’t touch directly
FHITERLTLZE L, the cutting edges.

2) INFZEEZRF TRIVRVEC LT IEE0, 2) Never touch the cutting edges directly with bare hand.

3) TEAFAT 3L, WETIBEABDETDT. BT H/\— - REAHREEFALO TS0, 3) Use safety covers and eye protection, as tools may be broken.

4) AILYZF. TESNTASICESSEMEBRBLTI RS0, 4) Use holders, etc. tha.t match the tools and nature of the process.\ng operations
TRBRLICULND EBEL. FENElZss LTS, b T T e ached o e holder o prevent shaldng.

%) ?&%’UH(%\ VL:’J?J‘V)I\EEL;I' f 7":?1,\\, - . 6) Make sure of dimensionspof togll.s and work pieces before starting operation.

6 I‘%&(H&ﬁﬂﬂﬂbﬂ';ﬁ(;\ ﬁéh‘b&)ﬁﬁ%ﬁ}f(?}b\? < 7":?&\,, 7) ltis necessary to adjust conditions according to the dimensions of work materials and the machine.

7) ISR, UDI%T‘-’{QFHK&W(C‘S‘@(\ I SLENHOST. 8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting

8) FRICIE U CHMIERE L C < IeE Wy, AKBIEIHIRERAT S 5a(E, MTRICRETSNIEP fluid could lead to fires due to sparks generated during processing or heat caused by
TN, KHDBRNBDET, BNHRELIITO TS, breakage. Ensure that you take proper fire-prevention measures.

9) EAPCERE (UIHE - &) NRELLHEE. BSCHIRZIES TS, 9) If abnormal sound, etc. occurs during processing, stop the machine immediately.

10) TEQOHEEFLRNTLIZE, 10) Don’t modify tools.

JOA-EM3712

25'02
XRBH230_B1_202502

JOA-QME096

BANYOD (IEHOBRBAARE. BE - BROHFERERTBHANTETNET.

Specifications may change without notice for improvement.

u COENRIFERIR(CRE Uz > F 2 AL TLET .

This print uses environmentally friendly inks.






