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HHigh precision machining with long tool life of
hardened steels

HESuper tough grade CBN BN350 prevents chip-

ping of the cutting edge
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Excellent surface finish compared with competitor's and coated carbide endmills
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CODE R D ) L1 L d Stock
BNBP20200124 0.2 0.4 0.3 1.2 50 4 O
BNBP20300154 0.3 0.6 0.4 1.5 50 4 [ ]
BNBP20500254 0.5 1.0 0.6 2.5 50 4 o
BNBP20750404 0.75 1.5 0.9 4.0 50 4 [ ]
BNBP21000554 1.0 2.0 1.4 5.5 50 4 [ ]
H6mm>+¥>’Y  6mm Shank BT (Unit) :mm
FfEL S R—IVERER HEF AR BHTE 2R v 1EEE
CODE R D ) L1 L d Stock
BNBP20200126 0.2 0.4 0.3 1.2 50 6 @)
BNBP20300156 0.3 0.6 0.4 1.5 50 6 [ ]
BNBP20500256 0.5 1.0 0.6 2.5 50 6 o
BNBP20750406 0.75 1.5 0.9 4.0 50 6 [ ]
BNBP21000556 1.0 2.0 1.4 55 50 6 o
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WERYEIEHSF  Recommended milling condition
Bkt STAVAX, NAK80, SKD61 SKD11 SKH
ORGSR (40~52HRC) (52~62HRC) (60~70HRC)
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ji_Ei‘l"iéiié mm min—* mm/tooth % rlr::fm min—* mm/tooth r?% rr‘?r; min—* mm/tooth r?% rr‘?r;
20,000 ~ 20,000 ~ 20,000 ~
RO.2 s0000 | 0:02 | 0.03 | 0.03 50000 | 002 | 0.01 | 002 50000 | 0-015 | 0.01 | 0.02
20,000 ~ 20,000 ~ 20,000 ~
RO.3 80000 | 002 | 0.03 | 0.03 80000 | 002 | 0.01 | 0.02 50000 | 0-015 | 0.01 | 0.02
20,000 ~ 20,000 ~ 20,000 ~
RO.5 80000 | 0-03 | 0.05 | 0.05 50000 | 0-03 | 0.03 | 0.04 50000 | 0-02 | 0.02 | 0.03
20,000 ~ 20,000 ~ 20,000 ~
R0.75 80000 | 0-04 | 0.08 0.1 50000 | 0-04 | 0.05 | 0.05 50000 | 0-03 | 0.02 | 0.05
R1.0 20'005?0500 005 | 0.1 0.1 17'0080’500 005 | 005 | 0.05 17'0030500 003 | 003 | 005
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