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It is the most appropriate for the use of direct cutting of cemented carbide!
Realized the high quality cutting surface on the curved surface shape.
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Spiral ball shape with balanced strength and sharpness of cutting edges BMESNIVICHESR
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Adopted newly-developed diamond coating with enhanced sticking force the label.
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Material Regular Grain Carbide %7 C(‘:H J o % ] é Reference value of interference
_ . 3 N _ R / — 18 7/, f ___tg§ angle after length of cutis 12° .
A—F4 27 A4 XYERA=FT127 H+OO1<2*‘ 2 ‘ Actual measurement required,
Coating Diamond Coating o L rreore L between 160, and work materal
B (sh& mm / fli4& 0 M)
Unit (Size : mm / Retail Price : JPY)
31— KNo. RIF-I#E | (M) FHER (DA% IR (2)ETE | v &R ERaiilr
Code No. Radius Effective Length Length of Cut Type Neck Dia. Shank Dia. Overall Length Retail Price
05-00500-00100 RO.1 — 0.15 I — 4 45 38,000
05-00500-00101 RO.1 0.5 0.12 I 0.18 4 45 38,400
05-00500-00200 R0.2 — 0.3 I — 4 45 35,000
05-00500-00201 R0.2 1 0.25 I 0.37 4 45 35,400
05-00500-00300 R0.3 — 0.45 I — 4 45 31,100
05-00500-00301 R0.3 15 0.35 I 0.56 4 45 31,500
05-00500-00500 R0.5 — 0.75 I — 4 45 31,100
05-00500-00501 RO.5 25 0.6 I 0.95 4 45 31,500
05-00500-00750 R0.75 — 1.1 I - 4 45 31,100
05-00500-00751 R0.75 3.8 0.9 I 1.45 4 45 31,500
05-00500-01000 R1 — 1.5 I - 4 45 31,100
05-00500-01001 R1 5 1.2 I 1.94 4 45 31,500
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W When you order, indicate DCMB (R)[ X (£ 1)] .



5F Shinminamioi Bldg., 1-13-5, Minamioi, Shinagawa-ku, Tokyo 140-0013 Japan
NS TOOL CO.LTD Tel. +81-3-3763-4619 (Export Dept.)  Fax. +81-3-3763-2280

D C M B MRIREESER Recommended Milling Conditions
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Work Material Cemented Carbide
(R) F— VR BHE ElERH R RE MAHE
. Effective Spindle Speed Feed Depth of Cut
Radius
Length min” mm/min ap mm 8e mm
RO.1 — 30,000 100 0.004 0.004
0.5 30,000 30 0.002 0.003
RO2 — 30,000 150 0.008 0.030
1 30,000 100 0.006 0.025
RO3 — 30,000 200 0.01 0.05
1.5 30,000 200 0.01 0.05
RO5 — 30,000 300 0.02 0.10
2.5 30,000 300 0.02 0.10
— 30,000 300 0.03 0.15
RO.75 3.8 30,000 300 0.03 0.15
R1 — 20,000 300 0.04 0.15
5 20,000 300 0.04 0.15

M TENIIBYXIB. O—F 1 > FTIEOHBEOER & 4 5 7= HEIH] *Follow the recommended milling conditions to

& it Az N e prevent tool breakage and coating peeling.
FAEEABIRARICHE S TRIEL TTE L, Minimal tool runout is required to avoid the tool

XIF—\@IE’P?{H& MIEEDETICRDY 2 -0 TEOEEGIRN breakage and to increase the work accuracy.
BEm/MIHIZTTFE L, %Recommend to assess the machine characters, such

MINTRNCESHOMUBABCLEMOBMEEZEL THS>OMNT as expansion of the spindle and others before using
EBEDHLET, the tool.

[y o B g w _ o o % Accurate tool path for approach method, tolerance
HOHRFEAEER L LBEORY — L AXOMN EOHT setting and etc. is required to reduce the cutting

TFaV (77O-FHEP LI ADEES L) load.
MIEH | Technical Data
#wHIM . BESE (FEE : 89HRA) {£ATH : DCMB R1
Work Material : Cemented Carbide (89HRA) Tool
£ EFIT
Finishing
[EIERE .
Spindle Speed 20,000min f
EDIRE i
Feed 200mm/min
thAHE
Depth of Cut (ap) 0.005mm X (ae)0.01mm
HNTESRS 3rEEI55 9
Time 3hr55min
-3k FA4ILIXb
Coolant Oil Mist

'J—bf)‘»f?( : 20mmX20mm X 10mm EHE(R2)0.51 um~1.04um
Work Size Surface Roughness
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T140-0013 RRE#BA/IIXKEAFH1-13-5 #H@AHEISF TEL.03-3763-5621 FAX.03-3763-2280 http://www.ns-tool.com
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TEL.06-6534-4621 FAX.06-6534-4530 TEL.052-332-0087 FAX.052-332-2757 TEL.0268-28-5720 FAX.0268-28-5717 TEL.022-344-3977 FAX.022-344-3455 TEL.092-481-3378 FAX.092-481-3378

LN 22 ED;FE  Attention on Safety

1) TE27— X 5WMYIHTEER. TEORUHELR., AP RFICEEMALVIRIC, BHISER 1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
LTF&EWL, the cutting edges.

2) hAEEERFCTHALZVEICLTTE L, 2) Never touch the cutting edges directly with bare hand.

3) TE4#FATIRIE. WBTABRIHYETOT, BFHN— - REAHFEEFEALTFAL, 3) Use safety covers and eye protection, as tools may be broken.

4) RNAZEE, TEPNINBICRE > MEFBLTTEL, 4) Use holders, etc. that match the tools and nature of the processing operations.
TEEFALLICLonY EEEL. RhEMABESICLTTAL, 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

5) #HIHIE. Lo WEELTFEW,
6) TERUHHIMOTEIR. H5» UOHBBLTHEVTTE,
7) PIRISRMIE. NI CEREHICE L T, RBTI2LEN S ET,

8) FICIS U THIHIMERE L T T &V, RABMEEAEERT 2581, MIBICRET ZNIE fluid could lead to fires due to sparks generated during processing or heat caused by
PHB TN, KKDBRIBY T, BIARRELTIToTFEW, breakage. Ensure that you take proper fire-prevention measures.
9) EARICERE (HIE - &) »FPRELABER. E5ICEBEZLED TTE L, 9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) TEDUEE LAEVWT T, 10) Don't modify tools.
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14'04 JOA-QMB0S6  JQA-EM3T12 Specifications may change without notice for improvement.




