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Mold Meister Ball
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The most suitable high precision end mill which makes Precision Mold polishing less
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Enlarged R tolerance range from

ball edge to outside cutting edge
by seamless processing.
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0.4 o tﬂﬁ'ﬂ%# Milling Condition
Competitor I/R3JVIR6
A End Mill
E—IRIART—K—)V KI5 EE :200m/min(5. 300min")
Mold Meister Ball Cutting Speed
% V) & :1.060mm/min(0.1mm/tooth)
Feed
# Hl #:SKD11(60HRC)
Work Material
o PElmF:- T 770
0 EefRsimEmT Cutting Fluid Air blow
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'{;UE]”E (m) contour line milling

cutting length
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('.%'*%EHI]I High precision milling >
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Theory value of a gap of milling surface Actual survey value of a gap of milling surface

E—IRTARE—KR—)L

B AL i \l E—JURTARG—K—Il R3XIX100X @6 oM
1

it

Ideal ball form it R—ILIVRIIL R3X12X90X ¢6
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Target milling form

fthitR—ILHl T

Competitor milling form
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Competitor ball form
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MMITECXL. ElvY scanning line milling the slope of 85° REBEDED 58umDEEhRE
EUDEETD, R precision difference / gap outbreak of 8ym

BRABEIFE work

Mold steels, Pre-Hardened steels, Carbon steels, Alloy steels, Stainless steels, Nickel alloys, Titanium alloys,
Cast Irons

AR  Stocked Size

2MMR BEEN

LIST9408 BAT (Unit) :mm
R—IVHE PANES 2R HE DAL "HE
Radius Dia. of Mill Overall Length Length of Cut SHELLIER Stock
0.5 1 50 1.5 4 (]
0.75 1.5 50 2.5 4 [
1 2 60 3 6 [ J
1.25 2.5 60 4 6 [ J
1.5 3 80 4.5 6 [
2 4 80 6 6 o
2.5 B 90 7.5 6 o
3 6 100 9 6 [ J
4 8 100 12 8 [ J
5 10 120 15 10 [ J
6 12 120 18 12 [ J
AL EFFAE£0.003mm ODERIS FEEERTT

Ball tolerance

SMREFARZ=110.006mm

Dia. of Mill talerance

v U REFRE0~-0.005mm
Shank Dia. tolerance



BEVIHISRIF  Standard Milling

,ﬂﬁﬁ%ﬁ: Conventional Condition
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Carbon Steels, Cast Irons  Alloy Steels, Mold Steels  Hardened Steels, Pre-Hardened Steels ~ Stainless Steels, Hardened Steels Hardened Steels Hardened Steels

Work Material

I
el SG.FC SCM, SKD 30~38HRC  38~45HRC  45~55HRC  55~B0HRC
Milling Conditions
R—JUE [ElE5#L EDRE [EIET5 EDRE [ElE5# EDRE [EIE T3 EDRE Bl EDRE [EIE 5 EDRE
Ball Radius Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min
R 0.5 32000 820 31000 620 25000 440 22000 330 19000 240 14000 130
R 1 16000 920 15000 680 13000 510 11000 380 9600 280 7200 160
R 2 8000 1000 7600 760 6400 560 5600 430 4800 310 3600 170
R 3 5300 1000 5100 770 4200 550 3700 420 3200 310 2400 170
R 5 3200 1000 3100 780 2500 550 2200 420 1900 300 1400 170
tAHE | Aa 0.1D 0.05D
Depth of cut | Pf 0.2D 0.1D
e High Speed Condition

JEHE  pemms aeEs @ BEEIV\—OE ZSULZAEEE  SEES AEEE

Carbon Steels, Cast Irons  Alloy Steels, Mold Steels  Hardened Steels, Pre-Hardened Steels ~ Stainless Steels, Hardened Steels Hardened Steels Hardened Steels

IR

Milling Conditions

SC,.FC SCM, SKD 30~38HRC 38~45HRC 45~55HRC 55~60HRC

R—ILHE OERg | XDEE EERE | XDEE OERE | XDEE EERE | XDEE OERg | XDEE EERE | XDERE
Ball Radius Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min min- mm/min
R 0.5 60000 3600 60000 3600 60000 3000 60000 3000 60000 2400 48000 1900
R 1 51000 5100 48000 4800 40000 3200 37000 3000 35000 2100 24000 1400
R 2 25000 5000 24000 4800 20000 3200 18000 2500 18000 2200 12000 1400
R 3 17000 4100 16000 3800 13000 2900 12000 2200 12000 1900 8000 1300
R 5 10200 3100 9600 2500 8000 1900 7300 1500 7000 1400 4800 960
thiAHE | Aa 0.05D
Depth of cut | Pf 0.1D 0.05D
1) 27 L ZEMN T 33581 Ty b T IL T8N,
D:I > K3 JL4HZ Dia. of Mill ‘ 2) ZER OO RS EEHN FENHIEAIOELEVEE R REREHR T ER

Vo ZDBE FEREDBRULERTT I TLZEN,
3) T—URHICSIRE PR BN RET BEEERRICISU THIRIRMFEERL TSN,
1) Use in wet condition in case of Stainless Steels.

2) When using low speed machines, use the maximum speed and adjust the feed rate.
3) Adjust milling condition when unusual vibration, different sound occur by cutting.
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TEAERS([ OAFHERPRIHDD TERFEALENTIZEL, OTIDTHEETENENESICL T T,
TEAVEREOI. OTERUMEL-DOBEELTIILTKEEL.  OEEFOTEICSHFDRRAMENESICL TR,

IS0 9001 05 EDTN< TR T YRS LD BROIERASDRRAGOET DT MTEHSEN LTI TS,

JOA-1303

9 mmAH ESEEXEHE1-025BEREIL 7F (03)55685111

N CHI Bl A ELSSELFEAR A -1-1 (0764235111
A —_ EEZES (Oversea Div.) +81-3-5568-5241

#ri=t RN http://www.nachi-fujikoshi.co.jp/tool/index.htm
5 H 7 374t (03) 55685285 rh B A 3 3t (052) 7696816 76 H 7 37 4t (06) 6748-1952 HEAE#EY9— (03) 36926421
JLBI SR 3T 5 (0276) 467511 3 B XI5 (053)454-4160 FREMUESIRE (086) 244-0002 HHARREYY— (062) 682-9060
JmEEERT (011) 7820006 4t B X 5 (076)425-8013 [REE%EF (082) 8325111 @ERAEETYS— (06) 67449775
B4k = % 7 (024) 991-4511 M 32 K5 (092) 441-2505
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