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MSDH (2 & % DC53 & FhNT

#%HE% : DC53 60HRC
INIEERT 1 9 30 #/ox

INIoRE : 100 v (B@50)

7 — 24 X 30x30(mm) (MITEE 4.7mm)
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MSBH230 MSDH
AIR R0.2 00.5
E & ¥ (min™) 18,000 15,000
1% Y 3% B (mm/min) 10 50
A7y 7R (mm) 0.01 0.025
005 R4 ImmEEIT
FERAMTAR 0.497mm
BiaviRh 2W'm
= 1B  0.498mm
nE 100538  0.496mm
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MUGEN COATING PREMIUM Precision Drill for Hardened Steel
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Available for drilling on hardened steel which has 65HRC
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Point Angle 150°(Original design)

® N\ZERJITEBEER (~65HRC) NDITEH(FILTATIEE !
@ F5DEDABVIERE, REURSHZXIR !

® ¢0.1H SYIHITOSTEEMT G (FITLTATIRE |

@ Precise drilling on hardened steel (65HRC)!

@ Equable hole accuracy and stably long tool life!

@ Drilling on high hardened steel (¢ 0.1~)!

B [N © mm / {#i4E : [
Unit [Size : mm / Retail Price : JPY]

3—KNo. D)BER (R)BR (DRSS (d2)ET& (r)EA (d>v>T8R% LEE IRAE(TAE
Code No. Dia. Flute Length Under neck Length Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
04-00050-01000 0.1 0.2 1 0.085 15° 4 45 14,000
04-00050-01500 0.15 0.3 1.5 0.13 15° 4 45 14,000
El] 04-00050-02000 0.2 0.4 2 0.18 15° 4 45 13,000
EE 04-00050-02500 0.25 0.5 25 0.23 15° 4 45 13,000
5 —— R 0.6 3 0.28 15° 4 45 12,000
= 04-00050-03500]  0.35 07 35 032 15° 4 45 12,000
04-00050-04000 0.4 0.8 4 0.37 15° 4 45 9,600
04-00050-04500 0.45 0.9 45 0.41 15° 4 45 9,600
04-00050-05000 0.5 1 5 0.46 15° 4 45 8,500
04-00050-05500 0.55 1.1 5.5 0.51 15° 4 45 8,500
04-00050-06000 0.6 1.2 6 0.56 15° 4 45 7,800
04-00050-06500 0.65 1.3 6.5 0.61 15° 4 45 7,800
04-00050-07000 0.7 1.4 7 0.66 15° 4 45 7,200
04-00050-07500 0.75 1.5 7.5 0.71 15° 4 45 7,200
04-00050-08000 0.8 1.6 8 0.76 15° 4 45 6,800
04-00050-08500 0.85 1.7 8.5 0.81 15° 4 45 6,800
04-00050-09000 0.9 1.8 9 0.86 15° 4 45 6,500
04-00050-09500 0.95 1.9 9.5 0.9 15° 4 45 6,500
04-00050-10000 1 2 10 0.95 15° 4 45 6,000
H——JiE MSDH E#Z (D) Z#8RUTLIEE L. ¥(7)FBEETYT.
How to Order When you order, indicate MSDH (D). #%(7) is reference value.
Machining Case1
A st C 1200 s frIn MSDH 00.5
) AL T e oced 15,000 min’
ﬁ% 800 -~ R~ Bre;;ge """ E:éﬁg 50 mm/min
. 1o Y B A 0025 mm
NN 2k RERPIIEE B B TR 4.9 mm (B8
;. Depth of hole Through
S B . -5 ALNIRN
Coolant Oil mist
MSDH 1%1:%2?? ﬁ%ﬁ@r% holes 11,6(3(()) Eo?:\s
J—74%4 X : 25X25X4.9mm ﬁaﬁﬁ%‘g time 11 mﬁi% %&?si%ﬂhﬁ
Work Size : 25X 25X 4.9mm
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Recommended Milling Conditions

SiEEH SiEEH N R
1 EIAA Hardened Steels Hardened Steels High Speed Tool Steels
Work Material HPM-38-STAVAX+SKD61 SKD11:PD613 SKH
(~55HRQ) (~62HRC) (~65HRCQ)
O
OEY | RURE |AFv7R| OEM | 2URE A7y 7E| OEM | 2URE |27y 7R [
B & Spindle Speed Feed Step Feed [Spindle Speed Feed Step Feed |Spindle Speed Feed Step Feed
Dia.
mim’’ mm/min mm mim”’ mm/min mm mim’’ mm/min mm
0.1 40,000 10 0.005 40,000 5 0.003 40,000 3 0.001
0.15 40,000 10 0.005 40,000 5 0.003 40,000 3 0.001
0.2 30,000 20 0.01 30,000 15 0.005 30,000 5 0.003
0.25 30,000 20 0.01 30,000 15 0.005 30,000 5 0.003
0.3 20,000 30 0.02 20,000 25 0.01 20,000 15 0.005
0.35 20,000 30 0.02 20,000 25 0.01 20,000 15 0.005
0.4 20,000 40 0.04 20,000 40 0.02 20,000 40 0.007
0.45 20,000 40 0.04 20,000 40 0.02 20,000 40 0.007
0.5 15,000 50 0.05 15,000 50 0.03 15,000 50 0.01
0.55 15,000 50 0.05 15,000 50 0.03 15,000 50 0.01
0.6 15,000 70 0.05 15,000 70 0.03 15,000 70 0.01
0.65 15,000 70 0.05 15,000 70 0.03 15,000 70 0.01
0.7 12,000 130 0.06 12,000 120 0.04 12,000 100 0.02
0.75 12,000 130 0.06 12,000 120 0.04 12,000 100 0.02 -
0.8 12,000 160 0.06 12,000 150 0.04 12,000 140 0.02 %’
0.85 12,000 160 0.06 12,000 150 0.04 12,000 140 0.02 8
0.9 10,000 200 0.07 10,000 200 0.05 10,000 180 0.03 g
0.95 10,000 200 0.07 10,000 200 0.05 10,000 180 0.03
1 10,000 200 0.07 10,000 200 0.05 10,000 180 0.03
¥ 1 1EIE - DIABICBLEY -5 MRSV,
¥ 2 EERSIIEAIRE DA 8 VWEERHICHREL. FvvF 2 TOIRNEEIZ TS W,
(OTRE78 5 (FERS N 3 OE TOBMIRNBEZHER L TS L)
¥ 3 NITEZEEAFBCLT, MIzRMEL TS0,
" = %4 TEOBRWHUREY. FvvF > 7BICHL0EEE BV LET.
Notes %1 Use appropriate coolant for work material and machining description.
%2 Minimize chucking runout by setting spindle speed at minimum oscillation.
(Recommend to measure actual runout at activated Spindle Speed.)
%3 Set up flat surface before start machining.
%4 Take extra care when chucking in and out.
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45HRC~65HRCOSEEM (B L TULET,

[#%FEI#4] HAP4O : #3R/\1 A (60HRC)

MRBH230 R1x6
FEEFENE0.029mm

it SEEA
EEFEMRO.1mm

n:20,000min"1 Vf:1,600mm/min ap:0.15mmxae:0.3mm
FAILER b DNIESA: 184 4I&|R25m

[#%HI#4] SKD11 : PD613 (60HRC)

MRBH230 R1x6
EEFENE0.046mm

fht S5EE B
EE#E180.163mm

n:25,000min"* Vf:2,000mm/min ap:0.2mmxae:0.3mm
FAILER b INIESRS:624 T4I&R100m
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