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CBN Ball End Mill for precision machining “CBN Micro Ball”
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@ The world's first CBN Micro Ball End Mill.

@ CBN Micro Ball develops new machining capability in high-precision technology.
@ Standarized sizes from R0.01.

@ Realized sharp edge by maximizing features of CBN.

@ Long machining on pre-hardened to high-hardened steels (60HRC~).
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Carbon Steels Aloy Steels - Tool Steels | Prehardened Steels ~ 55HRC 55HRC ~ Stainless Steels Titanium Alloy Aluminum Copper Plastic
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Unit [size : mm / Retail Price : JPY]
3—RNo. | (RAR—IL¥fE (2) V& (DM (v)Ef (A)>v> o’ LR ISR
Code No. Radius Length of Cut Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00460-00010|  RO.0O1 0.02 0.02 15° 4 50 72,000
01-00460-00015| R0O.015 0.03 0.03 15° 4 50 62,000
01-00460-00020  RO.02 0.04 0.04 15° 4 50 51,600
01-00460-00025| R0O.025 0.05 0.05 15° 4 50 47,400
01-00460-00030| RO.03 0.06 0.06 15° 4 50 43,200
01-00460-00040|  R0O.04 0.08 0.08 15° 4 50 39,600
01-00460-00050|  RO.05 0.1 0.1 15° 4 50 36,000
mﬁ SMB120 R—ILHEHHER) ZHERLTTFEW. ¥(y)FBEETY.
When you order, indicate SMB120 (R). #(v) is reference value.

OUIHIRMRIZPBAICEH
@Recommended Milling Conditions are shown on page 84.
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Work Material STAVAX 52HRC
ERE [CIERE .
Wear rate 1.83um Spindle Speed 60,000min”
ﬁ REORE  |3ELY : 200mm/min| £k F : 50mm/min
Feed F i Finishing
FIDAGHE X 2B 1) : 2umx5um| £ EF  2umx2um| @FMWY - £ Ef £F—T
Depth of Cut ing (Ap x ae) | Finishing (@p X @e)| ETTVE L%,
INTRSRS 1 B[ 50 4 Full process done by one
Time 1hr 50min tool.

DA I P #ap B AHRS, e
el _ R15mm s Atter i Cutting Length 77m EPRAHEERLET,
8 -5V~ TANIZN ap: Axial Depth of Cut,
© 1.9mm Coolant 0il Mist Ae: Radial Depth of Cut.
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R003 L > X7 LA ET I LensArray Model W
Work Material PD613 60HRC
ERE [E1%z: .
Wear rate 3.33um Spindle Speed 60,000min”
ﬁ EDREE  [5EEY) : 50mm/min | kS 1 30mm/min
Feed F i Finishing
FIDAHE 3B tumx2um| £EF D tumxTum| g@z= . £ g = —
Depth of Cut | Roughing (@p x ae) | Finishing (ap x ae) ’g%wg f ,Lj% A-L
INTESRS 4 B
T il rolgl:lprocess done by one
e R1.02mm YDHIED P NI EERE 10.4m ¥ap B YIRAARE, ae
E Before machining After machining Cutting Length ’ W AHBERLET,
g i ‘ -5k FAIIX b ap: Axial Depth of Cut,
S 0.48mm Coolant Oil Mist Qe: Radial Depth of Cut.
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