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Tool design with enhanced cutting edge rigidity achieves high efficient machining
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Hardened Steels
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CBN 4-Flute Long Neck Corner Radius End Mill

SSR400
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Total 121 sizes
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Cutting edge shape

Feature E%ﬁi

1 Long tool life

CBN BEisik(c L HRG6m

Long tool life due to CBN Sintered Alloy

AL FALTEN . _
High Dl (BE : Hv8,000~10,000)

Hardness

CENIETEEI (fe : Hv4,300~4,700)
CBN Hardness

CBN (Cubic Boron Nitride /YA R={LHIZR) BHEAKE. 94
VESRORITE, BESELLEELTEN 3 BOMESEIF5. I5IC
Mz - BYREEEEH eV TEMBITY., UL, HE - 84
(HMECTFYESITUBWRBREEDEIFEFET., oT. TEXELICH
WHZEZFZREOIMICEFVEIUBAEETI N, IR

1 PROMEEFINTESBVTE CBN OIES - MHEEOBAIIECLDT
5 e =

= BESEI 2= : vv1.300~1,500) BEFZIZEENLRTIESHGNMESN. HCEEEMONTCE

Cemented Carbide Hardness b_cb\ig'o

| NTR (8 : H800~900) CBN(Cubic Boron Nitride) sintered alloy is 3 times harder than Tungsten carbide,

%&’, L Hardness second hardest material next to diamond, moreover strong heat-resistant

and high thermal conductivity. However less tough characteristic of CBN

&Ly > =0 often causes chipping of tool edge easily. Accordingly, CBN is recommended

tow BE - B High for finishing of hard materials with less cutting load on the tool edge, which

Toughness

guarantees extra long tool life.

Feature :IZ I\ﬁ“;ﬁﬁ

2 Cost reduction

SR IDFEEDI T 2R

Multi-flute design enables high feed machining

SSR400 (FfEHan 2 WAL CAIRICTBEaN'E LU, ERATEARBZHIR
SHICHN TR EEIERG 2 MHTLEATHI 50% THNTH EIEE

The SSR400 has a significantly improved tool life compared to conventional 2-flute products, reducing the number of
used tools and enabling machining in approximately 50% of the time compared to conventional 2-flute products

miERan 2 MASSTFALY RIIVEDIA MEB

Cost comparison with conventional 2-flute corner radius end mills

»2 x R0.2 x HTE 60125
¢2 x R0.2 x Under neck length 6

2 MHEDLEELT

40% J1zr9>

40% cost reduction compare with
2-flute corner radius end mills

XA Fr—48 ¢ ¥ 5,000/B5RI CETE

%Machine charge fee: JPY 5,000/h

EHTR SSR400 R
Tool (44 4-flute) Conventional
(ERAS K] 1 5

Tool Q'ty [pcs]

TEEHA ¥30,600 ¥ 48,000
100l cost (¥30,600/pc) (¥24,000/pc)
PN BsRE (53

Machinin;tiEne Emin] 150 300
P T v — A

Mac):ﬂne char/ge fee ¥ 12'500 ¥ 251000
ANTIRb

Machining cost ¥ 43' 100 ¥ 73,000

At AR 4o &SRR N T 2525

3 High efficiency High-rigidity cutting edge design enables high-efficiency machining

HFEhtzEmo TREETHCLD. CBNERM THORNSII TEEOEVI - IRARPHIRIZA T ICEWTE,
LZEUCIN T Z2RIRUFT

The tool design enhances the cutting edge rigidity, and even with CBN material, it achieves stable machining on high-load
workpiece shapes and cutting conditions

m {3k m 2 A B LVttt méDERLLE

Tool life comparison with conventional 2-flute products and the other tool brand's products

#HIH : PD613 (60HRC) MT T EE E AIET L
Work material Process Finishing (Bottom) Finishing (Side)
=326 A=A -
Coolant Oil mist TEH(X
Tool size d)2 *R0.2x 6
[EI#RZR [min
Spindle s;gg;ldn ] 23,000
FIrEL 4MH 2K 48H 2K
Number of flute 4-flute 2-flute 4-flute 2-flute
6 mm
SR il 2500 | 1250 | 2500 | 1,250
O
Cutting d[;])m] 0.03
tREDEE = 0° YPEHE [mm) ae 0.6 ap 0.07
Draft angle
—F &1Ly MLIBRL

A2 I-FREMITERIEVNIT-IRARTHDRNS,
SSR400(FRERRIBEIIKRRFENMN T ZEIR

Even under high-load workpiece geometries, such as sharp corners,
SSR400 enables extended machining without major damage

No corner filleting

aEl ftt ek
Tool SSR400 Other toolul;]rand Convent?c?nal
FAER 48 4 2
Number of flute 4-flute 4-flute 2-flute
€
<
O
TEERRR
RS
AT RS E
Tool wear tg
Cutting distance (a\} Y
Machining time
2 B§fE 28 43 2 B%fE 28 3 BFfE 42 43
2 hr 28 min 2 hr 28 min 3 hr 42 min
9 IFEIDINITT
£ REKRIE
o Major damage at 9 hours
F
© Ik
6 B¥fE 10 43 6 B[ 10 4 9 B5fE 8 4
6 hr 10 min 6 hr 10 min 9 hr 8 min




SSR400 wew S $0.1xR0.01 ~ ¢3xR0.3 CBN SSR400

CBN4MAOYI1xYISIPALYRI £ 121 B4(X CBN4MAOYIrYISIFALYRIN
CBN 4-Flute Long Neck Corner Radius End Mill Total 121 sizes CBN 4-Flute Long Neck Corner Radius End Mill

MMt zEso TR TRIERIMNTZEIR

Ty |+diD
BIVE 0.1 h0aTSSTIIVRIIL ”

-0.001 B [SHE © mm / fiig : []
+0.002 | -0.003 Unit [Size : mm / Retail Price : JPY]

Tool design with enhanced cutting edge rigidity achieves high efficient machining = I-FNo. D)oE RIT¥E | (LETE | (OAE | @ETE | (NEA | ([@wiE D2E ey
4'ﬂUte corner rad|US end m|” from D|a- 0 1 mm ,, Code No. Dia. Corner Radius Under Neck Length Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
l.’ & 01-00491-04305 0.5 0.24 0.37 15° 4 50 33,500
¢ 01-00491-04310 R0.03 1 0.24 0.37 15° 4 50 34,800
R£0002 ¢ 01-00491-04315 1.5 0.24 0.37 15° 4 50 35,100
, g ’é R g [/i, T 1 é g ¢ 01-00491-04320 2 0.24 0.37 15: 4 50 35,400
_ y ©% 00 of B H ]c.;@ ¢ 01-00491-04405 0.5 0.24 0.37 15 4 50 32,500
! g g *QL T e ¢ 01-00491-04410 0.4 R0.05 1 0.24 0.37 15° 4 50 32,700
— 01 ¢ 01-00491-04415 1.5 0.24 0.37 15° 4 50 32,700
©® AR TIMEHA I THEIXENEER, 4 A4 L ¢ 01-00491-04420 2 0.24 0.37 15° 4 50 33,400
® 1 RIFE L2y M ERIERRICIDEFEEIN L ZIE. ¢ 01-00491-04505 0.5 0.24 0.37 15° 4 50 32,500
@ 4-flute design realizes high feed rate even with small diameter. ¢ 01-00491-04510 1 0.24 0.37 15° 4 50 32,700
® By providing corner R accuracy of +2um and actual outer diameter ¢ 01-00491-04515 R0.1 15 0.24 0.37 15° 4 50 32,700
indication supports high precision machining. ¢ 01-00491-04520 2 0.24 0.37 15° 4 50 33,400
BETTH WINEEL (TR, ¢ 01-00491-05205 0.5 0.3 0.46 15° 4 48 29,900
e of ok e et o bk 0 S ot o1 et 01-00491-05210 R0.02 1 03 046 15° 4 50 30,100
¢ 01-00491-05215 1.5 0.3 0.46 15° 4 50 30,300
—— ¢ 01-00491-05225 25 0.3 0.46 15° 4 50 33,100
Ei-wmn.us %z IR Work Material ¢ 01-00491-05305 0.5 0.3 0.46 15° 4 48 28,800
LIS Rilwan ppwim 0o TR EEES Y o # _ 01-00491-05310 1 0.3 0.46 15° 4 50 29,000
KBINCEROINMEZ INAI0X— NVEAITERRL. BAEENTIZa8ECLET . Hardened Steel Cuttzﬁgﬁgape ¢ 01-00491-05315 R0.03 15 0.3 0.46 15° 4 50 29 200
Actual diameter is indicated in 1 micron units on product label, and enables high precision machining. ~70HRC . . . 2
XA I0%— NI TOTEIEE S TEE LA, ¢ 01-00491-05325 0.5 2.5 0.3 0.46 15° 4 50 31,800
Micron units dimensions cannot be specified. ¢ 01-00491-05405 ) 0.5 0.3 0.46 15° 4 48 27’000
© 20255 48%55 % Release in Apr, 2025. Unit%rge [_rrnﬁ / Rn;gil/Pﬂ?i JEY]] : 81 :83:21 :8221 g R0.05 1 5 gg g:g :]I go : 23 ;;’288
J—-RNo. (D)o (R) I8 (LDETER (0)HAR (d2) &2 (r)Ef (d)>vohez (DE=S TRAEAAR : - .
Code No. Dia. Comer Radius | Under Neck Length |  Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price ¢ 01-00491-05425 2.5 0.3 0.46 15° 4 50 29,900
¢ 01-00491-01002 0.2 0.04 0.09 15° 4 50 49,800 ¢ 01-00491-05505 0.5 0.3 0.46 15° 4 48 27,000
¢ 01-00491-01003 R0.01 0.3 0.04 0.09 15° 4 50 50,400 ¢ 01-00491-05510 RO.1 1 0.3 0.46 15° 4 50 27,200
¢ 01-00491-01005 01 0.5 0.04 0.09 15° 4 50 51,300 ¢ 01-00491-05515 1.5 0.3 0.46 15° 4 50 27,500
¢ 01-00491-01022 0.2 0.04 0.09 15° 4 50 49,800 ¢ 01-00491-05525 25 0.3 0.46 15° 4 50 29,900
¢ 01-00491-01023 R0.02 0.3 0.04 0.09 15° 4 50 50,400 ¢ 01-00491-06210 1 0.3 0.56 15° 4 50 30,200
¢ 01-00491-01025 0.5 0.04 0.09 15° 4 50 51,300 ¢ 01-00491-06215 R0.02 1.5 0.3 0.56 15° 4 50 30,400
¢ 01-00491-01522 0.2 0.06 0.14 15° 4 50 49,800 ¢ 01-00491-06225 2.5 0.3 0.56 15° 4 50 33,100
¢ 01-00491-01523 R0.02 0.3 0.06 0.14 15° 4 50 50,400 ¢ 01-00491-06410 1 0.3 0.56 15° 4 50 27,300
¢ 01-00491-01525 0.15 0.5 0.06 0.14 15° 4 50 51,300 ¢ 01-00491-06415 0.6 R0.05 1.5 0.3 0.56 15° 4 50 27,600
¢ 01-00491-01532 0.2 0.06 0.14 15° 4 50 47,600 ¢ 01-00491-06425 25 0.3 0.56 15° 4 50 30,000
¢ 01-00491-01533 R0.03 0.3 0.06 0.14 15° 4 50 48,300 ¢ 01-00491-06510 1 0.3 0.56 15° 4 50 27,300
¢ 01-00491-01535 0.5 0.06 0.14 15° 4 50 49,800 ¢ 01-00491-06515 RO.1 1.5 0.3 0.56 15° 4 50 27,600
¢ 01-00491-02203 0.3 0.08 0.19 15° 4 50 38,300 ¢ 01-00491-06525 25 0.3 0.56 15° 4 50 30,000
¢ 01-00491-02205 R0.02 0.5 0.08 0.19 15° 4 50 38,300 ¢ 01-00491-08420 R0.05 2 0.56 0.76 15° 4 50 30,000
¢ 01-00491-02207 0.75 0.08 0.19 15° 4 50 38,800 ¢ 01-00491-08440 0.8 4 0.56 0.76 15° 4 53 30,900
¢ 01-00491-02210 0.2 1 0.08 0.19 15° 4 50 39,300 ¢ 01-00491-08520 RO.1 2 0.56 0.76 15° 4 50 30,000
¢ 01-00491-02303 0.3 0.08 0.19 15° 4 50 34,500 ¢ 01-00491-08540 4 0.56 0.76 15° 4 53 30,900
¢ 01-00491-02305 R0.03 0.5 0.08 0.19 15° 4 50 34,500 ¢ 01-00491-10202 2 0.7 0.95 15° 4 50 28,000
¢ 01-00491-02307 0.75 0.08 0.19 15° 4 50 35,000 ¢ 01-00491-10203 R0.02 3 0.7 0.95 15° 4 50 28,000
¢ 01-00491-02310 1 0.08 0.19 15° 4 50 35,500 ¢ 01-00491-10205 5 0.7 0.95 15° 4 53 31,500
¢ 01-00491-03205 0.5 0.13 0.285 15° 4 50 37,800 ¢ 01-00491-10302 2 0.7 0.95 15° 4 50 26,700
¢ 01-00491-03210 R0.02 1 0.13 0.285 15° 4 50 38,300 ¢ 01-00491-10303 R0.03 3 0.7 0.95 15° 4 50 26,700
¢ 01-00491-03215 1.5 0.13 0.285 15° 4 50 38,700 ¢ 01-00491-10305 5 0.7 0.95 15° 4 53 30,000
¢ 01-00491-03220 0.3 2 0.13 0.285 15° 4 50 39,300 ¢ 01-00491-10402 2 0.7 0.95 15° 4 50 25,400
¢ 01-00491-03305 ’ 0.5 0.13 0.285 15° 4 50 34,200 ¢ 01-00491-10403 1 R0.05 3 0.7 0.95 15° 4 50 25,400
¢ 01-00491-03310 R0.03 1 0.13 0.285 15° 4 50 34,500 ¢ 01-00491-10405 5 0.7 0.95 15° 4 58] 28,500
¢ 01-00491-03315 1.5 0.13 0.285 15° 4 50 35,000 ¢ 01-00491-10502 2 0.7 0.95 15° 4 50 25,400
¢ 01-00491-03320 2 0.13 0.285 15° 4 50 35,500 ¢ 01-00491-10503 RO.1 3 0.7 0.95 15° 4 50 25,400
¢ 01-00491-04205 0.5 0.24 0.37 15° 4 50 34,900 ¢ 01-00491-10505 5 0.7 0.95 15° 4 53 28,500
¢ 01-00491-04210 0.4 R0.02 1 0.24 0.37 15° 4 50 36,200 ¢ 01-00491-10602 2 0.7 0.95 15° 4 50 25,400
¢ 01-00491-04215 1.5 0.24 0.37 15° 4 50 36,500 ¢ 01-00491-10603 R0.2 3 0.7 0.95 15° 4 50 25,400
¢ 01-00491-04220 2 0.24 0.37 15° 4 50 36,900 ¢ 01-00491-10605 5 0.7 0.95 15° 4 58 28,500
A—H—F55E SSR400 #ME (D) xI-F¥& (R) xEFE (£1) ZERLTIZEW, % () BEfETY,
How to Order When you order, indicate SSR400 (D)x(R)x(£1). X (7)is reference value.
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CBN 4-Flute Long Neck Corner Radius End Mill Recommended Conditions

SR SR J\AR
Bf7 [SHE : mm / fiiAg : [ TEIAA Hardened Steels Hardened Steels High Speed Steels
© 20255 4AF5E K Release in Apr, 2025. Unit [Size : mm / Retail Price : JPY] Work Material SKD61-STAVAX SKD11-ELMAX SKH-HAP
- FNo. D5 RITEE | (LOBTE (OAE ETE (Es (@STE D=E ey (~52HRC) (~62HRC) (~68HRC)

Code No. Dia. Corner Radius Under Neck Length Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price Z'KI,E—\ Z'KIE ZSIQ
¢ 01-00491-15402 2 1 1.45 15° 4 52 29,800 _ 2r | EEEER | s g |EFAID | EEEE | e | BRI | T | e ST J=F )
®  01-00491-15403 R0.05 3 1 145 15° n = 29,800 e e EUNI? e Spindle il I it BUR | gpnde A BUR | Spnde il I o ALK
¢ 01-00491-15502 15 RO.1 2 1 1.45 15° 4 52 29,800 a ggmﬁé Leﬁgth 08/%: using this tool using this tool using this tool
¢ 01-00491-15503 3 1 1.45 15° 4 52 29,800 min" [mm/min| @ mm | @emm | mm min™ [mm/min| @ mm | @emm | mm min" [mm/min| @ mm | @emm | mm
¢ 01-00491-15602 RO0.2 2 1 1.45 15° 4 52 29,800 0.2 | 2 [50,000] 320 0.0020.015| 0.002 |50,000| 240 |0.002|0.010 | 0.002 [50,000| 120 |0.001 | 0.010 | 0.002
¢ _ 01-00491-15603 3 1 1.45 15° 4 52 29,800 R0.01| 0.3 | 3 [50,000 240 |0.001|0.010 | 0.002 [50,000/ 160 | 0.001 | 0.008 | 0.002 {50,000 60| 0.001 | 0.008 | 0.002
¢ 01-00491-20404 4 1.2 1.94 15° 4 53 30,600 05 | 5 |50,000 200 0.001|0.010| 0.002 |50,000| 140 |0.001 | 0.008 | 0.002 {50,000| 50 | 0.001 | 0.008 | 0.002
¢ 01-00491-20406 R0.05 6 1.2 1.94 15° 4 53 30,600 01 02 | 2 [50,000] 4000.0020.015] 0.002 [50,000] 300 |0.002 |0.010 [ 0.002 [50,000] 200 |0.001 |0.010 | 0.002
¢ 01-00491-20410 10 1.2 1.94 15° 4 53 34,000 R0.02| 0.3 | 3 [50,000 300 0.001|0.010 | 0.002 |50,000] 200 |0.001 | 0.008 | 0.002 {50,000 100 |0.001 | 0.008 | 0.002
¢ 01-00491-20504 4 1.2 1.94 15° 4 53 30,600 0.5 | 5 |50,0000 260 |0.001|0.010 | 0.002 {50,000/ 180 |0.001 |0.008 | 0.002 {50,000 80 | 0.001 | 0.008 | 0.002
¢ 01-00491-20506 RO.1 6 1.2 1.94 15° 4 53 30,600 0.2 | 1.3 |50,000/ 500 0.003 |0.020 | 0.002 |50,000| 400 |0.003 | 0.020 | 0.002 {50,000/ 300 | 0.002 | 0.015 | 0.002
¢ 01-00491-20510 10 1.2 1.94 15° 4 53 34,000 R0.02| 0.3 | 2 50,0000 500 |0.003|0.020 | 0.002 [50,000] 400 | 0.003[0.020 | 0.002 [50,000] 300 |0.002]0.015 | 0.002
¢ 01-00491-20604 4 1.2 1.94 15° 4 53 30,600 0.5 | 3.3 [50,000] 400 |0.002|0.015 | 0.002 {50,000/ 300|0.002|0.015| 0.002 [50,000] 200 | 0.001 | 0.010 | 0.002
¢ 01-00491-20606 2 R0.2 6 1.2 1.94 15° 4 53 30,600 013 0.2 | 1.3 |50,000/ 500 |0.003 |0.020 | 0.002 {50,000/ 400 |0.003|0.020 | 0.002 [50,000] 300 | 0.002 | 0.015 | 0.002
¢ 01-00491-20610 10 1.2 1.94 15° 4 53 34,000 R0.03| 0.3 | 2 50,000 500 |0.003 |0.020 | 0.002 {50,000 400 | 0.003 | 0.020 | 0.002 [50,000| 300 |0.002|0.015 | 0.002
¢ 01-00491-20704 4 1.2 1.94 15° 4 53 30,600 0.5 | 3.3 |50,000] 400 0.002|0.015] 0.002 [50,000] 300 |0.002 |0.015 | 0.002 [50,000] 200 | 0.001 |0.010 | 0.002
¢ 01-00491-20706 RO.3 6 1.2 1.94 15° 4 53 30,600 0.3 | 1.5 |50,000/ 800 |0.003 |0.030 | 0.002 {50,000/ 700 |0.003|0.030| 0.002 [50,000] 500 | 0.002 | 0.020 | 0.002
¢ _ 01-00491-20710 10 1.2 1.94 15° 4 53 34,000 0.5 | 2.5 50,000/ 600 |0.003 |0.030 | 0.002 {50,000/ 500 |0.003|0.030 | 0.002 [50,000] 400 | 0.002 | 0.020 | 0.002
¢ 01-00491-20804 4 1.2 1.94 15° 4 53 30,600 RO027,75 | 38 50,000/ 400 | 0.002 | 0.020 | 0.002 |50,000/ 400 | 0.002 | 0.020 | 0.002 |50,000| 200 | 0.001 | 0.010 | 0.002
¢ 01-00491-20806 R0.5 6 1.2 1.94 15° 4 53 30,600 1 5 |50,000] 360 |0.002]0.020 | 0.002 [50,000] 360 |0.002|0.020 | 0.002 [50,000] 180]0.001 [ 0.010 ] 0.002
¢ 01-00491-20810 10 1.2 1.94 15° 4 53 34,000 0.2 0.3 | 1.5 |50,000/ 800 |0.003 |0.030 | 0.002 {50,000/ 700 |0.003|0.030| 0.002 [50,000] 500 | 0.002 | 0.020 | 0.002
¢ _ 01-00491-30406 6 1.8 2.85 15° 6 53 39,200 0.5 | 2.5 50,000/ 600 |0.003 |0.030 | 0.002 {50,000/ 500 |0.003|0.030 | 0.002 [50,000] 400 | 0.002 | 0.020 | 0.002
¢ 01-00491-30409 R0.05 9 1.8 2.85 15° 6 53 40,000 ROO37 75| 38 50,000/ 400 | 0.002 | 0.020 | 0.002 [50,000] 400 | 0.002 | 0.020 | 0.002 {50,000| 200 |0.001 | 0.010 | 0.002
¢ 01-00491-30415 15 1.8 2.85 15° 6 63 41,600 1 5 [50,000] 360 [0.002]0.020 | 0.002 [50,000] 360 |0.002 | 0.020 | 0.002 [50,000] 180]0.001 [ 0.010 ] 0.002
¢ 01-00491-30506 6 1.8 2.85 15° 6 53 39,200 0.5 | 1.7 [50,000| 1,000 | 0.003 | 0.050 | 0.003 {50,000/ 800 | 0.003 | 0.050 | 0.003 [50,000] 600 | 0.002 | 0.030 | 0.002
¢ _ 01-00491-30509 R0.1 9 1.8 2.85 15° 6 53 40,000 1 3.3 |50,000 800 |0.002|0.030| 0.003 {50,000/ 600 | 0.002 | 0.030 | 0.003 50,000, 400 | 0.001 | 0.020 | 0.002
¢ __01-00491-30515 3 15 1.8 2.85 15° 6 63 41,600 RO02745 |5 50,000 600]0.0020.030 | 0.003 [50,000 500 0.002 | 0.030 | 0.003 50,000 360 | 0.001 | 0.020 | 0.002
¢ 01-00491-30606 6 1.8 2.85 15° 6 53 39,200 2 6.7 |50,000 600 |0.002]0.030 | 0.003 [50,000] 500 |0.002 [ 0.030 | 0.003 [50,000] 360 0.001 | 0.020 [ 0.002
¢ 01-00491-30609 R0.2 9 1.8 2.85 15° 6 53 40,000 0.3 0.5 | 1.7 |50,000| 1,000 | 0.003 | 0.050 | 0.003 {50,000/ 800 | 0.003 | 0.050 | 0.003 [50,000] 600 | 0.002 | 0.030 | 0.002
¢ _ 01-00491-30615 15 1.8 2.85 15° 6 63 41,600 1 3.3 |50,000/ 800 |0.002|0.030| 0.003 {50,000/ 600 | 0.002 | 0.030 | 0.003 50,000, 400 | 0.001 | 0.020 | 0.002
¢ 01-00491-30706 6 1.8 2.85 15° 6 53 39,200 ROO3 s s 50,000/ 600 | 0.002 | 0.030 | 0.003 [50,000 500 | 0.002 | 0.030 | 0.003 {50,000| 360 |0.001 | 0.020 | 0.002
¢ 01-00491-30709 R0.3 9 1.8 2.85 15° 6 53 40,000 2 6.7 |50,000 600 |0.002]0.030 | 0.003 [50,000] 500 |0.002|0.030 | 0.003 [50,000] 360 0.001 | 0.020 [ 0.002
¢ _ 01-00491-30715 15 1.8 2.85 15° 6 63 41,600 0.5 | 1.3 |50,000| 1,400 | 0.005 | 0.100 | 0.004 |{50,000| 1,200 | 0.005 | 0.100 | 0.004 [50,000| 800 | 0.003 | 0.030 | 0.003
SRA00NE (D) T IHE (R) (ETR (00 HERUCGR () BsETs. Ro.02 1| 2:5 50,000 1,400 0.005 | 0.100 | 0.004 |50,000| 1,200 | 0.005 | 0.100 | 0.004 [50,000] 800 | 0.003 | 0.030 | 0.003

1.5 | 3.8 ||50,000| 1,000 | 0.004 | 0.050 | 0.004 [50,000| 800 |0.004 | 0.050 | 0.004 |50,000| 600 | 0.002 | 0.020 | 0.003

2 5 |50,000] 800 |0.004|0.050 | 0.004 [50,000] 700 |0.004 [0.050 | 0.004 [50,000] 500 ]0.002[0.020 | 0.003

0.5 | 1.3 |50,000| 1,400 | 0.005 | 0.100 | 0.004 {50,000| 1,200 | 0.005 | 0.100 | 0.004 {50,000| 800 | 0.003 | 0.030 | 0.003
R0.03 1 2.5 |50,000| 1,400 | 0.005 | 0.100 | 0.004 [50,000| 1,200 | 0.005 | 0.100 | 0.004 [50,000| 800 | 0.003 | 0.030 | 0.003
1.5 | 3.8 ||50,000| 1,000 | 0.004 | 0.050 | 0.004 [50,000| 800 |0.004 | 0.050 | 0.004 |50,000| 600 | 0.002 | 0.020 | 0.003

04 2 5 |50,000] 800 |0.004 |0.050 | 0.004 [50,000] 700 |0.004 [0.050 | 0.004 [50,000] 500 ]0.002[0.020 | 0.003
0.5 | 1.3 |50,000| 1,400 | 0.005 | 0.100 | 0.004 {50,000| 1,200 | 0.005 | 0.100 | 0.004 {50,000| 800 | 0.003 | 0.030 | 0.003
R0.05 ! 2.5 |50,000| 1,400 | 0.005 | 0.100 | 0.004 [50,000| 1,200 | 0.005 | 0.100 | 0.004 [50,000| 800 | 0.003 | 0.030 | 0.003
1.5 | 3.8 ||50,000| 1,000 | 0.004 | 0.050 | 0.004 [50,000| 800 |0.004 | 0.050 | 0.004 |50,000| 600 | 0.002 | 0.020 | 0.003

2 5 |50,000/ 800 |0.004|0.050 | 0.004 |50,000/ 700 |0.004 |0.050 | 0.004 [50,000] 500 |0.002|0.020 | 0.003

0.5 | 1.3 |50,000| 1,400 | 0.005 | 0.100 | 0.004 {50,000| 1,200 | 0.005 | 0.100 | 0.004 {50,000| 800 | 0.003 | 0.030 | 0.003

RoA L1 2.5 |50,000| 1,400 | 0.005 | 0.100 | 0.004 [50,000| 1,200 | 0.005 | 0.100 | 0.004 [50,000| 800 | 0.003 | 0.030 | 0.003
1.5 | 3.8 ||50,000| 1,000 | 0.004 | 0.050 | 0.004 [50,000| 800 |0.004 | 0.050 | 0.004 |50,000| 600 | 0.002 | 0.020 | 0.003

2 5 |50,000] 800 |0.004|0.050 | 0.004 |50,000] 700 |0.004 |0.050 | 0.004 [50,000] 500 |0.002|0.020 | 0.003

05 | 1 |50,000] 1,400 | 0.005 | 0.200 | 0.005 {50,000| 1,200 | 0.005 | 0.200 | 0.004 |{50,000| 1,000 | 0.003 | 0.100 | 0.003
R0.021 2 |50,000| 1,400 | 0.005 | 0.200 | 0.005 [50,000| 1,200 | 0.005 | 0.200 | 0.004 [50,000| 1,000 | 0.003 | 0.100 | 0.003
15 | 3 ||50,000| 1,200 | 0.004 | 0.100 | 0.005 [50,000| 1,000 | 0.004 | 0.100 | 0.004 |50,000| 800 | 0.002 | 0.050 | 0.003

05 25 | 5 |50,000] 1,000 | 0.004 | 0.100 | 0.005 |50,000| 800 | 0.004 | 0.100 | 0.004 {50,000, 700 | 0.002 | 0.050 | 0.003
05 | 1 |50,000] 1,400 | 0.005 | 0.200 | 0.005 {50,000| 1,200 | 0.005 | 0.200 | 0.004 |{50,000| 1,000 | 0.003 | 0.100 | 0.003
R0.03 1 2 |50,000| 1,400 | 0.005 | 0.200 | 0.005 [50,000| 1,200 | 0.005 | 0.200 | 0.004 [50,000| 1,000 | 0.003 | 0.100 | 0.003
15 | 3 |j50,000| 1,200 | 0.004 | 0.100 | 0.005 [50,000| 1,000 | 0.004 | 0.100 | 0.004 |50,000| 800 | 0.002 | 0.050 | 0.003

25 | 5 [50,000] 1,000 | 0.004 | 0.100 | 0.005 |50,000| 800 | 0.004 | 0.100 | 0.004 {50,000, 700 | 0.002 | 0.050 | 0.003




SSR400 wew SSR400

&GS ER Recommended Conditions tH&HGESER Recommended Conditions
= hEfE = hEfE J\AR hEE =hEE JAR
HEHIAA Hardened Steels Hardened Steels High Speed Steels WA Hardened Steels Hardened Steels High Speed Steels
Work Material SKD61-STAVAX SKD11-ELMAX SKH-HAP Work Material SKD61-STAVAX SKD11-ELMAX SKH-HAP
(~52HRC) (~62HRC) (~68HRC) (~52HRC) (~62HRC) (~68HRC)
[ElERE% {;KFHI;E [ElERE% {;KFH;‘:E [ElERER {?m;‘% [EIERER 1;‘%[% [EIERER 1?%5 [E1EREY gﬁﬁl—_g
5z [RV—— s = I [PV—— N = I [V—— N = I 2 SV N = [ [V —— N = i [RVI—— N = [
HhiE :;317: %nff gjl:ié %p”z‘:d'e JLiFDeJiE Dﬂ%?it ’?"ﬂjj)? Spinde JL;EFDeJiE Dgi%?ﬁt §§[JH4JJ? Spinde J@EFDele;de Dté)i%git ;7—%&])? G :Jt;; Eu;l;f Q%é Spinde ﬁFDde ﬂ%ﬂ?it 59%5%3 Spinde ﬁgl?ei,; Dﬂ%?it 55‘2&%@ Spinde JL%’EFDeJ?dF Dﬂ%?ﬁt 59%&%@
Dia. | Comer | Neck O peed Stock before Speed Stock before Speed Stock before Dia. | Comer | Neck DL Speed Stockbefore | Speed Stockbefore | Speed Stock before
Radius | Length UD using this tool using this tool using this tool Radius | Length ) using this tool using this tool using this tool
min" [mm/min| @pmm | @emm | mm min" [mm/min| @pmm | @emm | mm min" [mm/min| @pmm | @emm | mm min™ [mm/min| @ mm | @emm | mm min" [mm/min| @ mm | @emm | mm min" [mm/min| @ mm | @emm | mm
05| 1 50,000| 1,400 | 0.010 | 0.200 | 0.005 (50,000| 1,200 | 0.010 | 0.200 | 0.005 (50,000| 1,000 | 0.005 | 0.150 | 0.004 4 2 24,000/ 4,000 | 0.050 | 0.800 | 0.015 |24,000| 3,000 | 0.050 | 0.700 | 0.013 |20,000| 2,400 | 0.020 | 0.500 | 0.011
R0.05 1 2 50,000| 1,400 | 0.010 | 0.200 | 0.005 [50,000| 1,200 | 0.010 | 0.200 | 0.005 (50,000 1,000 | 0.005 | 0.150 | 0.004 R0.3 6 3 24,000/ 3,600 | 0.030 | 0.600 | 0.015 |24,000| 2,800 | 0.030 | 0.500 | 0.013 |20,000| 2,200 | 0.015 | 0.300 | 0.011
15| 3 50,000 1,200 | 0.008 | 0.100 | 0.005 (50,000| 1,000 | 0.008 | 0.100 | 0.005 (50,000| 800 | 0.004 | 0.100 | 0.004 2 10 5 |24,000| 3,200 | 0.030 | 0.600 | 0.015 (24,000| 2,600 | 0.030 | 0.500 | 0.013 |20,000| 2,000 | 0.015 | 0.300 | 0.011
05 25| 5 50,000{ 1,000 | 0.008 | 0.100 | 0.005 (50,000 800 | 0.008 | 0.100 | 0.005 (50,000| 700 | 0.004 | 0.050 | 0.004 4 2 24,000/ 4,000 | 0.050 | 0.800 | 0.015 |24,000/ 3,000 | 0.050 | 0.700 | 0.013 |20,000| 2,400 | 0.020 | 0.500 | 0.011
05| 1 50,000| 1,600 | 0.020 | 0.200 | 0.005 (50,000| 1,600 | 0.020 | 0.200 | 0.005 (50,000| 1,400 | 0.010 | 0.150 | 0.004 R0.5 6 3 ||24,000] 3,600 | 0.030 | 0.600 | 0.015 |24,000| 2,800 | 0.030 | 0.500 | 0.013 |20,000| 2,200 | 0.015 | 0.300 | 0.011
RO.1 1 2 50,000| 1,600 | 0.020 | 0.200 | 0.005 [{50,000| 1,600 | 0.020 | 0.200 | 0.005 (50,000 1,400 | 0.010 | 0.150 | 0.004 10 5 24,000/ 3,200 | 0.030 | 0.600 | 0.015 |24,000| 2,600 | 0.030 | 0.500 | 0.013 |20,000| 2,000 | 0.015 | 0.300 | 0.011
15| 3 50,000/ 1,400 | 0.015 | 0.100 | 0.005 {50,000/ 1,400 | 0.015 | 0.100 | 0.005 (50,000 1,200 | 0.008 | 0.100 | 0.004 6 2 |22,000( 3,000 | 0.030 | 1.000 | 0.012 |20,000| 2,600 | 0.020 | 0.850 | 0.010 |17,000| 1,800 | 0.015 | 0.600 | 0.009
25| 5 50,000| 1,200 | 0.015 | 0.100 | 0.005 [50,000| 1,200 | 0.015 | 0.100 | 0.005 (50,000| 1,000 | 0.008 | 0.050 | 0.004 R0.05 9 3 22,000/ 2,600 | 0.020 | 0.850 | 0.012 |20,000| 2,400 | 0.015 | 0.700 | 0.010 |17,000| 1,600 | 0.010 | 0.500 | 0.009
1 1.7 |50,000/ 1,400 | 0.005 | 0.200 | 0.005 |50,000| 1,200 | 0.005 | 0.200 | 0.005 |50,000| 1,000 | 0.003 | 0.100 | 0.003 15 5 122,000| 2,400 | 0.020 | 0.850 | 0.012 {20,000/ 2,200 | 0.015 | 0.700 | 0.010 |17,000| 1,400 | 0.010 | 0.500 | 0.009
R0.02| 1.5| 2.5 ||50,000| 1,400 | 0.005 | 0.200 | 0.005 |50,000| 1,200 | 0.005 | 0.200 | 0.005 |50,000| 1,000 | 0.003 | 0.100 | 0.003 6 2 22,000/ 4,000 | 0.050 | 1.000 | 0.015 |20,000| 3,500 | 0.040 | 0.850 | 0.013 |17,000| 2,200 | 0.020 | 0.600 | 0.011
2.5| 4.2 |50,000| 1,200 | 0.004 | 0.100 | 0.005 |50,000| 1,000 | 0.004 | 0.100 | 0.005 |50,000| 800 | 0.002 | 0.050 | 0.003 RO.1 9 3 22,000/ 3,600 | 0.030 | 0.850 | 0.015 |20,000| 3,200 | 0.030 | 0.700 | 0.013 |17,000| 2,000 | 0.015 | 0.500 | 0.011
1 1.7 |50,000/ 1,400 | 0.010 | 0.200 | 0.006 |50,000| 1,200 | 0.010 | 0.200 | 0.005 |50,000/| 1,000 | 0.005 | 0.150 | 0.004 3 15 5 22,000 3,200 | 0.030 | 0.850 | 0.015 {20,000| 2,800 | 0.030 | 0.700 | 0.013 {17,000/ 1,800 | 0.015 | 0.500 | 0.011
0.6 |R0.05 1.5 | 2.5 |50,000| 1,400 | 0.010 | 0.200 | 0.006 |50,000| 1,200 | 0.010 | 0.200 | 0.005 |50,000( 1,000 | 0.005 | 0.100 | 0.004 6 2 22,000/ 4,000 | 0.050 | 1.000 | 0.015 |20,000/ 3,500 | 0.040 | 0.850 | 0.013 |17,000| 2,200 | 0.020 | 0.600 | 0.011
2.5| 4.2 |50,000| 1,200 | 0.008 | 0.100 | 0.006 |50,000| 1,000 | 0.008 | 0.100 | 0.005 |50,000| 800 | 0.004 | 0.050 | 0.004 R0.2 9 3 22,000/ 3,600 | 0.030 | 0.850 | 0.015 |20,000| 3,200 | 0.030 | 0.700 | 0.013 |17,000| 2,000 | 0.015 | 0.500 | 0.011
1 1.7 |50,000/ 2,000 | 0.020 | 0.200 | 0.006 {50,000 2,000 | 0.020 | 0.200 | 0.005 {50,000/ 1,400 | 0.010 | 0.150 | 0.004 15 5 22,000/ 3,200 | 0.030 | 0.850 | 0.015 |20,000| 2,800 | 0.030 | 0.700 | 0.013 {17,000 1,800 | 0.015 | 0.500 | 0.011
RO.1 1.5 | 2.5 |50,000/ 2,000 | 0.020 | 0.200 | 0.006 |50,000( 2,000 | 0.020 | 0.200 | 0.005 |50,000( 1,400 | 0.010 | 0.100 | 0.004 6 2 22,000/ 4,000 | 0.050 | 1.000 | 0.015 |20,000| 3,500 | 0.040 | 0.850 | 0.013 {17,000/ 2,200 | 0.020 | 0.600 | 0.011
2.5 | 4.2 |50,000| 1,800 | 0.015| 0.100 | 0.006 [50,000| 1,800 | 0.015 | 0.100 | 0.005 [50,000| 1,200 | 0.008 | 0.050 | 0.004 R0.3 9 3 22,000/ 3,600 | 0.030 | 0.850 | 0.015 |20,000| 3,200 | 0.030 | 0.700 | 0.013 |17,000| 2,000 | 0.015 | 0.500 | 0.011
R0.05 2 2.5 |50,000| 2,000 | 0.020 | 0.300 | 0.008 |50,000| 2,000 | 0.020 | 0.200 | 0.007 (42,000| 1,400 | 0.010 | 0.100 | 0.006 15 5 22,000/ 3,200 | 0.030 | 0.850 | 0.015 |20,000| 2,800 | 0.030 | 0.700 | 0.013 |17,000| 1,800 | 0.015 | 0.500 | 0.011
0 4 | 5 50,000/ 1,600 |0.015|0.200 | 0.008 [50,000| 1,600 | 0.015 | 0.100 | 0.007 [42,000| 1,200 | 0.008 | 0.050 | 0.006 41 WaHEO.pUMAROIAIEE S LIRSS,
RO4 |2 | 25 [50,000] 2,800 0.020]0.300 | 0.008 |50,000 2,400 | 0.020 | 0.200 | 0.007 |42,000| 2,000 | 0.010 | 0.100 | 0.006 i T ML Z X ITIPR-EDE TR T,
4 5 50,000| 2,400 | 0.015 | 0.200 | 0.008 (50,000| 2,000 | 0.015 | 0.100 | 0.007 (42,000| 1,600 | 0.008 | 0.050 | 0.006 <4 {tJ;Lﬂﬁp“i':]*(C@ji:ﬁl:%KI%Efﬂﬁﬁ@ﬁﬁﬁ(qﬂtj:bﬂ(C“I%’xb((t:"éb\u
2 | 2 |48,000] 1,600 0.005 | 0.400 | 0.005 [48,000] 1,600 | 0.005 | 0.300 | 0.005 [40,000| 1,200 | 0.005 | 0.200 | 0.004 R o L CHIMIAMNEC 8 B SIIEL TR,
R0.02| 3 3 48,000/ 1,400 | 0.004 | 0.300 | 0.005 48,000 1,400 | 0.004 | 0.200 | 0.005 |40,000| 1,000 | 0.004 | 0.100 | 0.004 ég _ﬁ{ﬁ’é%%£ég%¥f§§£§g%é&%§ﬁgéﬂg;iacigzgggéi&IEb%ﬂét‘FLﬁ(kéL,\
5 5 48,000/ 1,200 | 0.004 | 0.300 | 0.005 |48,000| 1,200 | 0.004 | 0.200 | 0.005 ({40,000| 800 | 0.004 | 0.100 | 0.004 %9 THEZESHUBEWE ECHIBVTIZEN,
2 | 2 l48,000] 1,600 | 0.005 | 0.400 | 0.007 [48,000/ 1,600 | 0.005 | 0.300 | 0.006 [40,000| 1,200 | 0.005 | 0.200 | 0.005 " = e T« R LA R s L TS,
R0.03| 3 3 48,000/ 1,400 | 0.004 | 0.300 | 0.007 |48,000| 1,400 | 0.004 | 0.200 | 0.006 |40,000| 1,000 | 0.004 | 0.100 | 0.005 Notes 1 Depth of Gt ap-Aotel Dot of Cat/ sl Depth of ot
5 5 48,000 1,200 0004 0300 0007 48,000 1,200 0004 0200 0006 40,000 800 0004 0100 0005 2 Depth of Cut shows the reference value for semi-finishing and finishing. Adjust milling conditions depending on the rigidity of the machine, work shape and requested accuracy.
2 | 2 |48,000] 2,000 | 0.010 | 0.400 | 0.010 [48,000] 2,000 | 0.010 | 0.300 | 0.009 |40,000| 1,600 | 0.010 | 0.200 | 0.008 4. B cretl 1o obiam unform o6k amount on adting Sace befors van this tool.
1 |R0.05| 3 |3 48,000| 1,800 | 0.008 | 0.300 | 0.010 [48,000] 1,800 | 0.008 | 0.200 | 0.009 [40,000] 1,400 | 0.008 | 0.100 | 0.008 6 1fihe ouing 198 s igh ; comers tc. et tne ilng concions an ool pth carefuly o recuce the uting oad.
5 5 48|000 1|600 0008 0300 0010 48’000 11600 0008 0200 0009 40’000 11200 0008 0100 0008 ig :?lcrzgani:xﬁggniz;ﬁlz\Zpsepeeidagar:eeegn:::r:?f:l?ﬁﬁﬁ;ﬁvgrt:is:lifgcriffg‘rg:\aczh\i/rglzge:p\easereducethesp\nd\espeedandfeedrateinthesamepropomon.
2 2 48,000 3,000 | 0.030 | 0.400 | 0.010 |48,000| 2,400 | 0.030 | 0.300 | 0.009 |40,000| 2,000 | 0.020 | 0.200 | 0.008 §?0wg‘gf:nfnf’;fj'f‘:m‘gi‘I"r‘:fsrt’igg‘fn'zgm
R01 3 3 481000 2’600 0020 0300 0010 48,000 2,200 0020 0200 0009 40,000 1,800 0015 0100 0008 %11 The stock allowance for this tool is a guideline, please adjust it according to the machining condition of the previous process and the required accuracy.
5 5 48,000| 2,400 | 0.020 | 0.300 | 0.010 {48,000| 2,000 | 0.020 | 0.200 | 0.009 [40,000| 1,600 | 0.015 | 0.100 | 0.008
2 2 48,000/ 3,000 | 0.030 | 0.400 | 0.010 |48,000| 2,400 | 0.030 | 0.300 | 0.009 |40,000| 2,000 | 0.020 | 0.200 | 0.008
R0.2 3 3 48,000 2,600 | 0.020 | 0.300 | 0.010 |48,000| 2,200 | 0.020 | 0.200 | 0.009 |40,000| 1,800 | 0.015 | 0.100 | 0.008
5 5 48,000 2,400 | 0.020 | 0.300 | 0.010 |48,000| 2,000 | 0.020 | 0.200 | 0.009 |40,000| 1,600 | 0.015 | 0.100 | 0.008
R0.05 2 1.3 ||32,000/ 2,400 | 0.020 | 0.700 | 0.012 |32,000| 2,200 | 0.010 | 0.600 | 0.010 |27,000| 1,600 | 0.010 | 0.300 | 0.009
3 2 32,000| 2,400 | 0.020 | 0.700 | 0.012 {32,000/ 2,200 | 0.010 | 0.600 | 0.010 (27,000 1,600 | 0.010 | 0.300 | 0.009
15 |ROA 2 1.3 ||32,000/ 4,000 | 0.040 | 0.700 | 0.015 {32,000/ 3,000 | 0.040 | 0.600 | 0.013 |27,000| 2,400 | 0.020 | 0.300 | 0.011
3 2 32,000| 4,000 | 0.040 | 0.700 | 0.015 {32,000| 3,000 | 0.040 | 0.600 | 0.013 {27,000/ 2,400 | 0.020 | 0.300 | 0.011
RO.2 2 1.3 |[32,000/ 4,000 | 0.040 | 0.700 | 0.015 {32,000/ 3,000 | 0.040 | 0.600 | 0.013 |27,000| 2,400 | 0.020 | 0.300 | 0.011
3 2 32,000/ 4,000 | 0.040 | 0.700 | 0.015 ({32,000| 3,000 | 0.040 | 0.600 | 0.013 {27,000/ 2,400 | 0.020 | 0.300 | 0.011
4 2 24,000| 2,000 | 0.020 | 0.800 | 0.012 {24,000/ 2,000 | 0.010 | 0.700 | 0.010 {20,000/ 1,600 | 0.010 | 0.500 | 0.009
R0.05| 6 3 24,000/ 1,800 | 0.015 | 0.600 | 0.012 {24,000/ 1,800 | 0.008 | 0.500 | 0.010 (20,000/ 1,400 | 0.008 | 0.300 | 0.009 mta’*'fy h
10 5 24,000| 1,600 | 0.015 | 0.600 | 0.012 (24,000| 1,600 | 0.008 | 0.500 | 0.010 (20,000| 1,200 | 0.008 | 0.300 | 0.009
4 | 2 [24,000] 4,000 0.050 | 0.800 | 0.015 [24,000] 3,000 | 0.050 | 0.700 | 0.013 [20,000| 2,400 | 0.020 | 0.500 | 0.011 NMIEEIEO\T HEFR (EYR) (o0 T b
2 RO | 6 |3 24,000 3,600]0.030]0.600 | 0.015 [24,000] 2,800 | 0.030 | 0.500 | 0.013 [20,000] 2,200 | 0.015 | 0.300 | 0.011 0 INECBNIYRI L EEAT B L FR (BUR) E5—I1cF5 G —
10 5 24,000 3,200 | 0.030 | 0.600 | 0.015 (24,000| 2,600 | 0.030 | 0.500 | 0.013 {20,000/ 2,000 | 0.015 | 0.300 | 0.011 QO AFEirhz@NE<LTIES L, CEHEETY, - mEfnising
4 2 24’000 4,000 0.050 | 0.800 | 0.015 24’000 3,000 0.050 | 0.700 | 0.013 20,000 2’400 0.020 | 0.500 | 0.011 Minimize the deflection of cutting edge. mgir:tgﬂcgsmall CBN End Mill, uniform finishing allowance (stock amount) is iﬁgﬁgﬁ Q
RO.2 | 6 | 3 |24,000]3,6000.030 | 0.600 | 0.015 [24,000] 2,800 | 0.030 | 0.500 | 0.013 [20,000| 2,200 | 0.015 | 0.300 | 0.011 B 010 R E ST O O BRI T AL TEOEEAAZ0E. B L b
10 5 24,000 3,200 | 0.030 | 0.600 | 0.015 (24,000| 2,600 | 0.030 | 0.500 | 0.013 {20,000/ 2,000 | 0.015 | 0.300 | 0.011 RL EER- TS0, IHiU)fiJ:(“f‘ﬁ(ﬂiUﬁ)7‘?‘\\?&’5@3%\\IE%@\”?JUIEE(C%@[J*?@ I
) T HINI TGt LT EZISEHIEETT, comerarea
To ynde.rstand the natqre of the expansion of t_he When tool is used on roughing and semi-finishing and it has a big abrasion, X
main spindle and machine posture transformation, finishing allowance (stock amount) on semi-finishing and finishing is increasing "
and take measures against them. and it affects tool life and cutting accuracy. Therefore, it is important to get
uniform stock amount in the pre-stage cutting.
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Machining case
PD613 (57HRC) ~—4>F1vItRiEHmlT

tIHSEOSVWSEBELRMIICSEVNTS
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PD613 (57HRC) Tartan Check Pattern Slotting

IIAEE

Accuracy

ol el =1 = (=
SHIcEEUENM I A miIzsER
By using multi-flute tools, high efficient machining is realized with stable surface quality
Long tool life with minimal tool wear even when machining on difficult-to-cut materials

wuii . PD613 (57HRC)

T EhE

Machining movie

Work material BT [mm]
Unit
7-794%:50 X 80 X 50 mm AEET ALVE e =
Work size Measurement Position Target Actual Error
RANTFEE : 3 mm g
Maximum machining depth ° gggﬁﬁ;n 1.009 -0.001
-3k AAWEAB
Coolant : Oil mist 1.010
R A%
winTeses - 12 B5RE 16 9 e IITisEE 1.010 0
Total machining time : 12 hr 16 min
Ve 4 v VN RITEERR hITE REAES [um]
‘ Measurement Position Surface Surface roughness
R 4 o / : \ P
A houy 2 INT RS Ra :0.086
Beginning Rz :0.628
INTH&E% Ra:0.108
Ending Rz :0.877
MIT?E fAlE FHRD Pt B £+ £ (E) B £ £ (AE)
Process Side Roughing Semi-finishing Finishing (Top) Slot Finishing (Side)
fEETE MHDSH445 MRBSH330 SSR400 e
Tool $3x6 R1x 3 $1xR0.1x3 T EEFEIRRE
Tool wear
El#E£% [min™] . 3
Spindle speed 8,000 25,000 30,000 P TE FRERD, it I T B LN
Process After roughing and semi-finishing After slot finishing
S _ hOT B 16505135 10B3R3515
JF:?dL}; [mm/min] 700 3,800 2,500 1,500 400 Machining time 1 hr 13 min 10 hr 51 min
MRBSH330 SSR400
fEATER R1x3 $»1xR0.1%3
thAHE [mm] Tool I<VE Felims I<VE Selis
ap X ae 3 x0.05 0.2x04 pf 0.05 pf 0.02 0.02 0.05 x 0.005 Rake End Rake End
Depth of cut
PEUAR 3 . TEEFIRAE
vl 0.05 0.005 =R
IR 12 53 36 53 37 %) 2859 185 | 28I 504 | 5 KM 43 5 _ _ -
Machining time 12 min 36 min 37 min 2 hr 18 min 2 hr 50 min 5 hr 43 min M@ﬁ%ﬁ?ﬁh 0.041mm 0.036mm

10

1
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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
(£ - B-#8 - SAEEZR<)

- A EENWI T2 EODFR  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)

02)
%))
04)

)]
06)
07)
08)

09)
10)

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

Never touch the cutting edges directly with bare hand.

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

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.

The work materials clamp firmly.

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

Itis necessary to adjust conditions according to the dimensions of work materials and the machine.
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.

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

Don’t modify tools.

25'07
SSR400_B1_202507

BAHYOD (IBBOURBARE. BHE - BROHFERERTBHANTETVET.
Specifications may change without notice for improvement.

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




