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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.
@ The world's smallest ball end mill “Micro Ball” extends precision
machining field.
@ NS original R design exericises fine finishing surface.
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& p4 Unit [size : mm / Retail Price : JPY] NSMB100 RO0.05
3—KNo. |Rf-I42| ()FR |(DFIR|(v)ER |(71/78 | (D2K | B
Code No. Radius. | LengthofCut | Dia. | MNeckTeperfngl | Shank Dia. | OverallLength § Retail Price
01-00003-00005| R0.005| 0.01 |0.01| 15°| 4 | 45 |34,700
01-00003-00010| R0.01 |0.020.02| 15°| 4 | 45 |27.800
01-00003-00015| R0.015| 0.03 | 0.03| 15°| 4 | 45 |23.800
01-00003-00020| R0.02 | 0.04 |0.04| 15°| 4 | 45 |20,000
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 |12900
01-00003-00040| R0.04 | 0.0810.08| 15°| 4 | 45 10,800
01-00003-00050| R0.05 | 0.1 | 0.1 15°| 4 | 45 | 9000
W NSMB100 - +&F%(R) ZHERL TFEL, (y)BEETY.
When you order, indicate NSMB100 (R). #(y) is reference value.
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@Recommended Milling Conditions are shown on page 341.
=1 Technical Data 1
R0.03 L X7 LA EFI LensArray Model HWHEIE 27E Y FiR
Work Material Tough Pitch Copper
EEFER [Elkre .
Wear rate 1.49pm Spindle Speed 60,000min
I~ EOEE |3V : 50mm/min | £ : 30mm/min
Feed Roughing Finishing
YIDAHE X 3B - lumx2um| £ EF - Tumx1um| @%MY -t EIF&R—T
i Depth of Cut | Roughing (@p X a@e) | Finishing (@p X ae) BTfTVwELL,
I TASRS 4 B5RS 40 4 Full process done by one
Time 4hr 40min tool.
BIETED BILCTE IITEaRE #ap Y AHRS, ae
£ F1.02mm Before machining After machining Cutting Length 104m BYURHEERLET,
& a I—5U AAINIR L ap: Axial Depth of Cut,
S 0.48mm Coolant Oil Mist Ae: Radial Depth of Cut.
y|me==0 PR Technical Data 2
R0.005 N 3X=HNT N Engravin HHIE
_ ¢ ’ Work Material NAK80 40HRC
= EHES : Rz 0.40um O .
: Surface Roughness: Rz 0.40 um spindle Speed 60,000min
ERE -
Wear rate o.szﬂ =3 I%’;%E 5mm/min
EIDAHE % 0.3um X 0.5um EBY - ER—T
E . Depth of Cut (af X ae) .’Eﬁ?ﬁ“; L 730% 2
= - bu%li:rgiﬁ;ﬁ 2 gﬁ%;o?n?n/ﬁ E)L:)I:_mocess done by one
BT IOTEERE ¥ap B YIAHRE, ae
0.13mm ! YIS IS Cutting Length 0.8m FIAARIEERLE T,
SEIMITZES 1 0.01mm Before machining After machining -3k FA4IIZ b ap: Axial Depth of Cut,
Final Machining Depth: 0.01mm Coolant 0il Mist ae: Radial Depth of Cut.





