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Ball End Mill for precision machining “Micro Ball”
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@ The world's first standardization of Ball size R0.005. Micro Ball develops
new machining field in high-precision technology.
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Code No. Radius. | Lengthof@t | Dia. |NerklaperAng | Shank Dia, | OverallLength | Retail Price 7]
01-00003-00005 | R0.005 | 0.01 | 0.01 | 15° 4 45 | 34,700
01-00003-00010|R001 [0.02 [0.02 | 15° | 4 | 45 | 27,800 2.2 kK
& S
01-00003-00015 |R0015 | 0.03 | 0.03 | 15° | 4 | 45 | 23,800 E.E 2 TIBk
01-00003-00020|R0.02 | 0.04 | 0.04 | 15° 4 45 | 20,000 &= E 3L
01-00003-00025 | R0.025 | 0.05 | 0.05 | 15° 4 45 | 18,000
01-00003-00030(R0.03 | 0.06 | 0.06 | 15° | 4 | 45 | 12,900
01-00003-00040|R0.04 | 0.08 | 0.08 | 15° 4 45 | 10,800
01-00003-00050 (RO.05 | 0.1 [0Q.1 1152 4 45 9,000 —
IBIEENSMB100 BRELFZR),  X(7)ASE(E.

ﬂ—m’gﬁlﬁ When you order, indicate NSMB100 (R).
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@ Recommended Milling Conditions are shown on page E-074.
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#(7) is reference value.
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Wear rate 1.49um Spindle Speed 60,000min
BHEAEE  FRINT : 50mm/min FEINT : 30mm/min
Feed Roughing [Finishing
RSN PEINT : 1 umx 2 umpEhnT : 1umx1um , _
i Depth of Cut [Roughing (Bpxde) Finishing (@pxade) ® %BD%E*%BDIE}EE R—
}JDTI.METJ 4’{;’]}?3)%\# Full ;)roces; done by one tool.
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R1.02mm PILAT LS IITRE 10.4m ErEAIAE.
g Before machining After machining Cutting Length ap: Axial Depth of Cut,
g a REAE SHIE Qe: Radial Depth of Cut.
=4 0.48mm Coolant Ol Mist
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/ i Spindle Speed 60.000min
| 3 45\5}*
* Wear rate 0.82um ﬁ?:edz Smm/min
z PIgEx 03um=0.5um
g Depth of Cut (apx ae) ® T AVEIN T /AR —
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Time 2hr 30min Full process done by one tool.
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0 13mm T mTE Cutting Leﬁgth 0.8m FEATIAE,
Before machinin After machinin SHAR HE Gp: Axial Depth of Cut
9 9 Coolant Oil Mist de: Radial Depth of Cut.
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