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PCD Ball End Mill Total 15 sizes Recommended Milling Conditions
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Capable to machine nano level surface roughness, and mirror finishing . —— — N N — .
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R X Under Neck | Stock Depth of Cut Spindle Speed Feed Stock Depth of Cut Spindle Speed Feed
Radi
R£0003 e Length mm dpmm | de mm min' | mm/min mm dpmm | demm min" | mm/min
o T - 0.05 0.15 0.001 0.001 0.001 | 40,000 50 0.001 0.001 0.001 | 40,000 50
gz%(l L f= : 0.25 0.001 0.001 0.001 | 40,000 25 0.001 0.001 0.001 | 40,000 25
0 | ) 3 0.075 0.23 0.001 0.001 0.001 | 40,000 100 0.001 0.001 0.001 | 40,000 100
o : 0.38 0.001 0.001 0.001 | 40,000 50 0.001 0.001 0.001 | 40,000 50
L 0.1 0.5 0.001 0.001 0.001 | 40,000 100 0.001 0.001 0.001 | 40,000 100
‘ ‘ 0.15 0.75 0.001 0.001 0.001 | 40,000 150 0.001 0.001 0.001 | 40,000 120
0.2 1 0.002 0.002 0.002 | 40,000 200 0.002 0.002 0.002 | 40,000 150
0.25 1.25 0.002 0.002 0.002 | 40,000 300 0.002 0.002 0.002 | 40,000 170
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
I Bz - N —pe o~ 1.5 7.5 0.005 0.006 0.006 | 30,000 800 0.005 0.005 0.005 | 30,000 500
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4 ygfbf' DD%E%{?éf »o o 6L T-:}L}r/;~ = NTTAE 2 10 0.005 0.007 0.007 | 22,000 800 0.005 0.006 0.006 | 20,000 500
o JLLTITIEBL T LN DEBICER O, BE LA Tk 3 [15 0.005 | 0.009 | 0.009 | 16,000 | 800 | 0.005 | 0.007 | 0.007 | 12,000 | 500
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@ Unique tool geometry makes stable surface. %1 ThAKEOApFEAENOYIAKRS . delFEEABDYBAKEIZRUET
@ Polish-less machining become reality by nano-level roughness on profiling finish. X2 VAR BEBRAMBICH) FT . BB CEFamElt. EXRBERL(CEDETHERELTILES L,
@ Upgraded tool edge design makes stable high quality surface. 3 EFRANIECH LU THE—CREED. BMlL (k) BCERES 0,
4 JIThOBEM. FFEEMETLEVED. 7—F2 MNITREFCEET 2L DITERL TS L,
%5 J—F8. BNTALS. BEIE<AZINLIER TR, FICREREPY —ILARTERLTLIET W,
¥6 RABMEYHIBE BEDHLET,
= X7 RAKBHELHIBZER T 3563 NIICHKET 2ATEPRIBTIIN. KKDOBRA B T, BRANERENT
RO 1 99 Neics ToTLIEE L,
- %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.
%3 Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
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S NUEEENEE  TOOL ><7 Usiii:'neg;:/r\fa?:r-ile'\sc‘;‘ll‘ut‘)slereffzmrgte)r&Ig lead to fires due to sparks generated during machining or heat caused by breakage.
. _ _ Ensure that you take proper fire-prevention measures.
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i Cuttijg?z}gjfhape RA —ILIERETIU  Wheel model
Lol O - #EHI#4 : ELMAX 60HRC Work material : ELMAX 60HRC 0 :
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= K EHETRE (v > 7R15mmUEDEHDFHBEHEVLEDLE IZE L) Unit [Size : mm / Retail Price : JPY] - $ON0THSRST - SO BFRE 1349 Total machining time : 50hr 13min -
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- Code No. Radius UnderNeckLength | Length of Cut Dia. Neck Taper Angle |  Shank Dia. Overall Length Retail Price Work size : 50 X 50mm G MRBH23\;) MRBH236 <SPB220 PCDRB T
O FEA 04-00500-00501 | 0.15 0.05 0.1 15° 4 48 | 65,000 T . g - -
. 5 min’'
© FEER 0 04-00500-00502 0.25 0.05 0.1 15 4 48 65,000 Spindle speed 25.000 25.000 40000 40,000 H oo BB o
e 04-00500-00751 | 1 e 0.23 0.075 0.15 15° 4 48 65,000 EZE [mm/min] 2,000 1.000 800 500 HRC fardreted
04-00500-00752 : 0.38 0.075 0.15 15° 4 48 65,000 T 2015 ap 002 2p 001 2P 0,003
04-00500-01001 |  RO.1 0.5 0.1 0.2 15° 4 48 56,000 ;mf o de03 e 005 ge 001 ge 0003
*  04-00500-01501 | RO.15 0.75 0.15 03 15° 4 48| 56,000 Soce 0033 0.013 0.003 0
04-00500-02001 RO.2 1 0.2 04 15° 4 48 54,000 HOTBRS 205/175 185455 785125 38B¥A585)
’ ! Machining time 2hr 17min Thr 45min 7hr 12min 38hr 58min
¢ 04-00500-02501 R0.25 1.25 0.25 0.5 15 4 48 54,000
* 04-00500-03001 RO.3 1.5 0.3 0.6 15° 4 48 50,000 REAHS  surface roughness ® T4y bLEBR (0° k) Rz[f1m]
* 04-00500-05001 | RO.5 2.5 0.5 1 15" 4 50 | 56,000 4 Upperfillt —
*_04-00500-07501 | RO.75 3.8 0.75 15 15° 4 48| 60,000 N o o 0209
* 04-00500-10001 | _R1 5 1 2 15 4 48 | 60,000 G @by MR QUL ] oo
¢% 04-00500-15001 R1.5 7.5 1.5 3 15° 6 59 75,000 ® 0.159
#% 04-00500-20001 R2 10 2 4 15° 6 60 85,000 ® 0.330
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@t 04-00500-30001 53 15 _3 : 6 6 62 99,800 a— @ :Flliiﬂnll 11 Bt
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@ PCDRB can realize mirror like finishing on full surface machining and achieve the sub-micro level surface roughness, even for approx. 39hrs finishing process.
@ Before finishing, use CBN to process semi-finishing. Leaving constant stock amount on semi-finished surface will have great affects in the finishing process.
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