SM B1 20 *)Zbiﬁ R0O.01 ~ R0.05

BRI ACBNERkHET] “CBN Micro Ball” H A TG
CBN Ball End Mill for precision machining “CBN Micro Ball” Total 7 sizes
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@ The world's first CBN Micro Ball End Mill.

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

@ Long machining on pre-hardened to high-hardened steels.
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Cutting edge shape

EBAL (A& mm g B7T)
Unit [Size : mm / Retail Price : JPY]

Pt (R)IKKF12E @7 D)5z (7)Enf ()1t (BES S EM(B7T)
Code No. Radius Length of Cut Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
BES 01-00460-00010 R0.01 0.02 0.02 15° 4 50 72,000
O etaerisea P 01-00460-00015 R0.015 0.03 0.03 15° 4 50 62,000
01-00460-00020 R0.02 0.04 0.04 15° 4 50 51,600
01-00460-00025 R0.025 0.05 0.05 15° 4 50 47,400
01-00460-00030 R0.03 0.06 0.06 15° 4 50 43,200
01-00460-00040 R0.04 0.08 0.08 15° 4 50 39,600
BEET-~65 1 01-00460-00050 R0.05 0.1 0.1 15° 4 50 36,000
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JEHEESMB120 3Rk #ZE(R)o (1) RBEEE
EE&M"JO How to Order When you order, indicate SMB120 (R). #(7) is reference value
O Hardened Steel HRC
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e Machining Case 1

R0O.05 NS XZFHIT nsi PNTAPES
00° Work material STAVAX 52HRC
i TR 80,000min”

Wear rate 1.83um | Spindle speed

FLERE  |FBINT: 200mm/min| ¥EI: 50mm/min
Feed Roughing Finishing
PhRE  [MMNI: 2umXS5um| NI 2umx2um
Depth of cut |Roughing (ApXxae) | Finishing (Apxae)

i IS 1 \BS5053 54
e Machining time Thr 50min
c R15mm ’ﬂJJﬁ'JEIJ IS MIRE 7.7m @EMTAEMIERFE—TI’
17 Before machining After machining ~ [Machining length #H1To
3 REHH HE Full process done by one
° 1.9mm Coolant Oil mist tool.
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