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Upgraded original tool design !

Realize mirror-like finishing on cemented carbide, prehardened and hardened steels !
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PCD Ball End Mill
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(Neck Shape)

® y’is reference value.Tool measurement required
in order to avoid interference to the work material.
e|nquire for detail specification such as neck dia.
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Material
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Polycrystalline Diamond
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© Unique tool geometry makes stable surface.

© Polish-less machining become reality by nano-level roughness on profiling finish.
© Upgraded tool edge design makes stable high quality surface
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Unit (Size : mm / Retail Price : JPY)
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Code No. Radius Effective Length Length of Cut Dia Neck Taper Angle Shank Dia. Overall Length Retail Price
04-00500-00501 0.05 0.15 0.05 0.1 15° 4 48 65,000
04-00500-00502 0.05 0.25 0.05 0.1 15° 4 48 65,000
04-00500-00751 0.075 0.23 0.075 0.15 15° 4 48 65,000
04-00500-00752 0.075 0.38 0.075 0.15 15° 4 48 65,000
04-00500-01001 0.1 0.5 0.1 0.2 15° 4 48 56,000
04-00500-02001 0.2 1 0.2 0.4 15° 4 48 54,000
04-00500-03001 0.3 1.5 0.3 0.6 15° 4 48 50,000
*04-00500-05001 0.5 25 0.5 1 15° 4 50 56,000
*04-00500-07501 0.75 3.8 0.75 1.5 15° 4 48 60,000
*04-00500-10001 1 5 1 2 15° 4 48 60,000
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Recommended Milling Conditions

" FHE - FEE AN N R
W?Eé']ﬁ Prehardened Steels + Hardened Steels-High Speed Tool Steels Eﬁéﬁ
ork Material Cemented Carbide
(~68HRC)
R . Bl | XURE | RUK TIAHE Bl | EXURE | BUK TIAHE
RYAX R Spindle Speed Feed Stock Depth of Cut Spindle Speed Feed Stock Depth of Cut
Radius Effective Length .1 . . 4 .
min mm/min mm ap mm ae mm min mm/min mm ap mm ae mm
0.05 0.15 40,000 50 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001
' 0.25 40,000 25 0.001 0.001 0.001 40,000 25 0.001 0.001 0.001
0.075 0.23 40,000 100 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001
’ 0.38 40,000 50 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001
0.1 0.5 40,000 100 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001
0.2 1 40,000 200 0.002 0.002 0.002 40,000 150 0.002 0.001 0.002
0.3 1.5 40,000 400 0.003 0.003 0.003 40,000 200 0.002 0.002 0.002
0.5 25 40,000 500 0.005 0.005 0.005 40,000 300 0.003 0.003 0.003
0.75 3.8 40,000 600 0.005 0.005 0.005 40,000 400 0.004 0.004 0.004
1 5 40,000 800 0.005 0.005 0.005 40,000 500 0.005 0.005 0.005
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Notes %ap: Axial Depth of Cut, @e: Radial Depth of Cut.
#Described depth of cut is max value. Ajust it depending on machine rigidity, main spindle rigidty, and required precision.
#Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
*%In order to perform lubricity and chip flow well, coolant must be always reached cutting points.
#Careful set up for milling condition and tool path are required especially when operate with high cutting load such as corner area and
slotting.
*#Water-insoluble cutting fluid is recommended.

DRI (#5414 :NAK8O 40HRC]

Machining Data  [Material : NAK80 40HRC]
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Scale is reflected on machined surface.
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Scale is reflected on machined surface like a mirror. @ 55° Hgi)i
Stable high quality surface after 11hrs cutting time. Avound 55 degree 0.031
T2 FeELY) Rt kS Tk
Process Roughing Semi-finishing Finishing
wdiie MRB230 R1x6 SSPB220 R1x5 PCDRB R1x5
EEH(min™)
Sﬁndle speed 25,000 40,000 40,000
=LAl 2,500 1,000 1,000
eel ’ ’ ’
Y]\ iA#E apxae(mm)
et oot 0.25%0.5 0.02x0.02 0.005x0.005
7% LAE(mm) _
Stock 0.025 0.005
GJ==2 v ANCRHETIEH
Coolant Water-insoluble fluid
1BFEI3 5 285E 565 1185E425
DN RS 1hr 3min 2hr 56min 11hr 42min
Cutting Time 1565415
15hr 41min (Total)




NS TOOLCO.LTD.

5F Shinminamioi Bldg., 1-13-5, Minamioi, Shinagawa-ku, Tokyo 140-0013 Japan
Tel. +81-3-3763-4619 (Export Dept.)

Fax. +81-3-3763-2280
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T140-0013 REER/IXFAH1-13-5 #FHEaAFEISF TEL.03-3763-5621

AKBRERFR
TEL.06-6534-4621 FAX.06-6534-4530

BHERERM
TEL.052-332-0087 FAX.052-332-2757
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TEL.0268-28-5720 FAX.0268-28-5717
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FAX.03-3763-2280 http://www.ns-tool.com

&=
TEL.022-344-3977 FAX.022-344-3455

TERERR
TEL.092-260-8550 FAX.092-481-3378

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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Specifications may change without notice for improvement.



