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1. TEFEEICENDCBN44FE CBN material featuring very high wear resistance.

2. I\ZVVIPRICKDBIEEMIHEIEEIC | Burnishing effect enables super mirror milling!

3. AEFTI—S bHELBEREL The slot design that allows coolant to reach the cutting edge.
b < FHEHRIE = RFFdE Chip evacuation effect offers long tool life.
)b £ FlifABHLERNIE = ¥—TXANTME Prevention of repetitive chip cutting offers uniform milling surfaces.
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H Qi illi Inclined Angle
the label to support High Precision milling. contact with the work piece, we recommend the user controls the
precise value of this angle. Shank taper angle should not make
contact with the work piece.
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Number Ball Nose Length of Cut Diameter Angle Length Diameter Retail Price T gl oy e g s
R 2, 2 @d; Bta L ¢d ¥ 30° 1 1°30° 2 3
CBN-PLB 2004-010 RO.2 1 0.24 0.38 15° 50 4 32.800 1.03 1.06 1.09 1.13 1.21
CBN-PLB 2006-015 RO.3 1.5 0.36 0.58 15° 50 4 30.800 1.63 1.57 1.62 1.68 1.79
CBN-PLB 2010-025 RO.5 25 0.6 0.98 15° 50 4 30.800 257 | 264 272 @ 281 3.00
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Inclined surface milling
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Coolant Qil Mist
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Milling Method Contour milling
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Spinﬁl’gspeed 30,000 min
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Feed Rate 375 mm/min
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Allowance 0.003 mm B ?slﬁf‘iﬁlﬂf EHE Surface roughness
I LRSS ; nclined surrace 15° Ra0.014 um
e 1 pocket 1h 30 min 45° Ra 0.018 um
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Model Radius of Ball Effective Spindle Feed Axial Radial
Number Nose Length Speed Rate Depth Depth
(mm) (mm) (min™) (mm/min) (mm) (mm)
2004-010 R0.2 1 30,000 150 0.001 0.001 AR
Length of cut
2006-015 R0.3 1.5 30,000 300 0.002 0.002
PR
2010025  RO5 25 30000 375 0003 0.003 e E 2 s

The length of cut that is 1.2 times the ball radius
enables finishing on vertical surfaces.
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Note:
- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed.
- Recommend oil mist to avoid tool damage.
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& Advisory for Safe Use of UNIMAX End Mills

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.
Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safety glasses and a face guard.
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and strategy; machine rigidity and spindle capability.

@Use a machine that has high rigidity and generates a low level of vibration.

@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX End Mills

@Never regrind the tool without wearing safety glasses and a face guard.
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Price & Specifications are subject to change without notice.
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