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MTBZ30 H4 X KRR XFAT ~ KimR2XFAE 1Y
Size RO.1Xxtaper angle1®~ R2Xtaper angle15°
\|RO—T1>7 T—INKR=ILIVRI)
MUGEN COATING 2-Flute Taper Ball End Mill
RAII—RBF—NHAR—ILIVRI)L
FARRRXIS £#¥T3107v7

Line up to maximum neck taper ange 15° of standard type taper ball end mill.
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Prehardened Steel

TILIEE N

Aluminium Alloy

R<0.25 R*0.005
R20.25 R+0.01

i
O Copper N

O BiE N @ 7 —/ ST AR LT AEESC ATEE,
Resin @ 1 AFRIROINS. FARRKRIS T —X1t,
@ Itis possible to cut both taper and ball simultaneously.
@ The available sizes are from radius 0.1 and single angles up to 15°

B [FE © mm / {@i4E : FE]
Unit [Size : mm / Retail Price : JPY]

TE O—RNo. |RE-IEE|(8)RA|(2)NR| [MIXEE | (1)ER | 05178 | (VLR | e O—RNo. |RE-IE|(8)RA|(2)RR| [MIKEE |(v)ER|07+/78 | (VLR | LTS
g—g H Code No. Radius | TaperAngle | LengthofCut | Diaatlagebnd | NecTperdnge | Shank Dia. | Overdlllength | Retail Price Code No. Radius | TaperAngle | LengthofCut | Diaatlargebnd | NecTeperage | Shank Dia. | Overdlllength | Rettail Price
% 5 08-00540-01004 1° |1 023 9°| 4 50 (25,000 08-00540-03004 1° | 3 0.69| 9°| 4 50 |13,000
-3 08-00540-01006 2° 11 026 9°| 4 50 (25,000 08-00540-03006 2° (3 079 9°| 4 50 |13,000
08-00540-01008 3° 11 029 9°| 4 50 /25,000 08-00540-03008 3° (3 0.88| 9°| 4 50 |13,000
08-00540-01012 RO1 5° 11 036 9°| 4 | 50 |25,000 08-00540-03012  R0.3 5° |3 1.07| 9°| 4 | 50 |13,500
08-00540-01016 7° |1 042 9°| 4 50 (26,500 08-00540-03016 7° 13 1271 9°| 4 50 |14,500
08-00540-01019 10° | 1 052 10°| 4 50 (30,000 08-00540-03019 10° | 3 156( 10°| 4 50 |16,500
08-00540-01504 1°115]035| 9°| 4 50 /20,000 08-00540-03024 15° | 3 207 | 15°| 4 50 {21,000
08-00540-01506 2° |15 (039 9°| 4 50 /20,000 08-00540-03504 1° (35 (081 9°| 4 50 |13,000
08-00540-01508 3° |15 |044| 9°| 4 | 50 |20,000 08-00540-03506 2° 135|092 9°| 4 | 50 |13,000
08-00540-01512|R0.15| 5° | 1.5 |{0.54| 9°| 4 50 /20,000 08-00540-03508 3°|35 [1.03] 9°| 4 50 |13,000
08-00540-01516 7° 115 (063 9°| 4 | 50 |21,500 08-00540-03512| R0.35| 5° | 3.5 [1.25| 9°| 4 | 50 [13,500
08-00540-01519 10° | 1.5 [0.78| 10°| 4 50 (23,500 08-00540-03516 7° |35 (148 9°| 4 50 |14,500
08-00540-01524 15| 1.5 |1.03] 15°| 4 50 /29,000 08-00540-03519 10° | 35 |1.82] 10°| 4 50 |16,500
08-00540-02004 1°] 2 046 9°| 4 50 |15,000 08-00540-03524 15° | 35 |241] 15°| 4 50 |21,000
08-00540-02006 2° 12 053] 9°| 4 50 |15,000 08-00540-04004 1° | 4 093] 9°| 4 50 |13,000
08-00540-02008 3° 12 059 9°| 4 50 |15,000 08-00540-04006 2° | 4 1.05| 9°| 4 50 |13,000
08-00540-02012 | RO.2 5° |2 072 9°| 4 50 15,500 08-00540-04008 3° |4 1181 9°| 4 50 |13,000
08-00540-02016 7° 12 084 9°| 4 50 |16,500 08-00540-04012 | R0.4 5° | 4 1431 9°| 4 50 |13,500
08-00540-02019 10° | 2 1.04| 10°| 4 50 (18,500 08-00540-04016 7° | 4 169 9°| 4 50 |14,500
08-00540-02024 15° | 2 1.38| 15°| 4 50 (23,000 08-00540-04019 10° | 4 2.08| 10°| 4 50 |16,500
08-00540-02504 1°125 (058 9°| 4 50 14,000 08-00540-04024 15° | 4 276 15°| 4 50 |21,000
B 08-00540-02506 2° |25 (066 9°| 4 50 (14,000 08-00540-04504 1° | 4 1.021 9°| 4 50 |13,000
lh.\“j I T;“}' % g 08-00540-02508 3° |25 (074 9°| 4 50 |14,000 08-00540-04506 2° | 4 115 9°| 4 50 |13,000
wa P 08-00540-02512|R0.25| 5° | 2.5 {090| 9°| 4 50 (14,500 08-00540-04508 3° | 4 1271 9°| 4 50 |13,000
08-00540-02516 7° 125 (106 9°| 4 50 15,500 08-00540-04512| R0.45| 5° | 4 152 9°| 4 50 |13,500
08-00540-02519 10°| 25 |1.30( 10°| 4 50 (17,500 08-00540-04516 7° | 4 1741 9°| 4 50 |14,500
08-00540-02524 15° 1 25 [1.72] 15°| 4 50 (22,000 08-00540-04519 10° | 4 2171 10°| 4 50 |16,500
MTB230 R—JLEZ (R) X KA (0) ZIERL TS, 08-00540-04524 15° |4 [283]15°] 4 | 50 |21,000

How to Order When you order, indicate MTB230 (R)x(6).

H(d) R (7) 1FBBETT .

#(d1) and () is reference value.
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MUGEN COATING 2-Flute Taper Ball End Mill
P Carbon Steel @
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Alloy Steel
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Aluminium Alloy
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O—RNo. |RE-IEE|(8)RA|(2)NR| [MIXEE | (7)ER| 031278 | (VLR | e O—RNo. |RE-IE|(8)RF|(2)NR| (KR |(v)EA|07+/78 | (VLR | LTS Fy
Code No. Radius | TaperAngle | LengthofCut | Diatlagebnd | NecTperdnge | Shank Dia. | OverdllLength | Retail Price Code No. Radius | TaperAngle | LengtnofCut | Diatlargebnd | NecTapr g | Shank Dia. | Overlllength | Retail Price E—

08-00540-05004 1°0 4 [1.12] 9°| 4 55 112,500 08-00540-10004 1°| 8 | 224 9°| 4 60 |13,000 %
08-00540-05006 2°1 4 |125] 9°| 4 55 112,500 08-00540-10006 2°| 8 [249| 9°| 4 60 |13,000 E
08-00540-05008 3°| 4 (137 9°| 4 55 12,500 08-00540-10008 3°| 8 [274] 9°| 4 60 |13,000
08-00540-05012 | R0.5 5° | 4 |162| 9°| 4 | 55 |13,000 08-00540-10012 | R1 5| 8 323 9°| 4 | 60 [13,500
08-00540-05016 7° | 4 [187] 9°| 4 | 55 |14,000 08-00540-10016 7°| 8 | 373] 7°| 4 | 60 |14,500
08-00540-05019 10° | 4 |225]10°| 4 55 116,000 08-00540-10019 10°| 8 | 450| 10°| 6 60 |16,500
08-00540-05024 15° | 4 [291]15°| 4 55 120,000 08-00540-10024 15°| 8 | 582| 15°| 6 60 |21,000
08-00540-06004 1°| 5 |135]| 9°| 4 55 112,500 08-00540-12504 1°] 10 | 281 9°| 4 60 |13,500
08-00540-06006 2°| 5 [150] 9°| 4 | 55 |12,500 08-00540-12506 2° |10 | 311 9°| 4 | 60 |13,500
08-00540-06008 3°| 5 |166] 9°| 4 55 112,500 08-00540-12508 3° 110 [ 342 9°| 4 60 |13,500
08-00540-06012 | R0.6 51 5 197 9°| 4 55 13,000 08-00540-12512| R1.25| 5° | 10 | 4.04| 9°| 6 60 |14,000
08-00540-06016 7°| 5 [229| 9°| 4 55 |14,000 08-00540-12516 7°| 10 | 467 9°| 6 60 |15,000
08-00540-06019 10°| 5 |277]10°| 4 55 116,000 08-00540-12519 10° | 10 | 562| 10°| 6 60 |16,000
08-00540-06024 15°| 5 |3.60] 15°| 4 | 55 |20,000 08-00540-12524 15° | 10 | 7.28| - 6 | 60 |25,600
08-00540-07504 1°1 6 [168| 9°| 4 55 |12,500 08-00540-15004 1° 012 | 337 9°| 4 60 |14,000
08-00540-07506 2°| 6 (187 9°| 4 55 |12,500 08-00540-15006 2° | 12 | 374 2°| 4 60 |14,000
08-00540-07508 3°| 6 [205| 9°| 4 55 112,500 08-00540-15008 3° 012 [ 410 9°| 6 60 |14,000
08-00540-07512| R0.75| 5° | 6 [242| 9°| 4 | 55 13,000 08-00540-15012 | R1.5 5° 12 | 485 9°| 6 | 60 [14,500
08-00540-07516 7°| 6 [280| 9°| 4 55 |14,000 08-00540-15016 7° |12 | 560 7°| 6 60 |15,500
08-00540-07519 10°| 6 |337|10°| 4 55 |16,000 08-00540-15019 10° | 12 | 6.75| - 6 60 |19,200
08-00540-07524 15° | 6 |437| - 4 55 /20,000 08-00540-15024 15° | 12 | 873| - 8 60 |24,500
08-00540-08004 1°] 6 |1.78] 9°| 4 55 112,500 08-00540-20004 1°| 16 | 449 9°| 6 | 65 |14,500 5
08-00540-08006 2°1 6 [196] 9°| 4 55 112,500 08-00540-20006 2° |1 16 | 498 9°| 6 | 65 |14,500 % %/T\ !\\\"‘
08-00540-08008 3°| 6 [215] 9°| 4 55 112,500 08-00540-20008 3°| 16 | 547 9°| 6 | 65 |14,500 3; 2y
08-00540-08012| R0.8 5°| 6 |252] 9°| 4 | 55 |13,000 08-00540-20012| R2 5°| 16 | 646| — 6 | 65 [16,900
08-00540-08016 7°| 6 (289 9°| 4 55 114,000 08-00540-20016 7° 1 16 | 747 7°| 8 | 65 |20,400
08-00540-08019 10°| 6 |346| 10°| 4 55 |16,000 08-00540-20019 10° | 16 | 9.00| - 8 | 65 123,300
08-00540-08024 15° | 6 |4.44| - 4 | 55 |22,000 08-00540-20024 15° | 16 (11.64] — |10 | 70 |29,100
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Recommended Milling Conditions
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© Carbon Steel P

PN =il S5 ZAES .
O ailp G el FLIZOABE-H
WA Prehardened Steels (52HRC) Aluminium Alloy-Copper
©7o|)/\ < p Work Material S50C-SKD-NAK
Prehardened Steel B B B
Slotting Slotting Slotting
s | g | EES | mume | gpem | mEs | zume | g2sE | @ | xURE | 0asE
e Taper Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut [ Spindle Speed Feed Depth of Cut
TIse% N Radius | Angle min”' mm/min | ap mm min’' mm/min | ap mm min”' mm/min | ap mm
Aluminium Alloy 1° | 40,000 90 0.005 40,000 60 0.003 40,000 100 0.006
2° || 40,000 100 0.006 40,000 70 0.004 40,000 110 0.007
O Comﬁ N os 3° || 40,000 120 0.006 40,000 80 0.004 40,000 140 0.007
5° 40,000 130 0.007 40,000 90 0.005 40,000 140 0.008
O fiali ] N 7° 40,000 160 0.007 40,000 100 0.005 40,000 180 0.008
i 10° 40,000 180 0.008 40,000 120 0.005 40,000 200 0.01
1° 40,000 120 0.005 40,000 80 0.004 40,000 140 0.006
2° 40,000 130 0.005 40,000 90 0.004 40,000 140 0.006
3° 40,000 140 0.006 40,000 100 0.004 40,000 160 0.007
RO.15 5° 40,000 150 0.006 40,000 100 0.005 40,000 170 0.007
7° 40,000 180 0.007 40,000 120 0.005 40,000 200 0.008
10° 40,000 210 0.008 40,000 140 0.005 40,000 230 0.01
15° 40,000 240 0.01 40,000 160 0.007 40,000 260 0.012
1° 40,000 390 0.015 40,000 260 0.01 40,000 430 0.018
Iz 2° 40,000 400 0.015 40,000 260 0.01 40,000 440 0.018
%g H 3° 40,000 420 0.02 40,000 280 0.013 40,000 460 0.024
%%ﬁ] RO.2 5° 40,000 430 0.02 40,000 290 0.013 40,000 470 0.024
8 7° 40,000 450 0.02 40,000 300 0.013 40,000 500 0.024
10° 40,000 470 0.02 40,000 310 0.013 40,000 520 0.024
15° 40,000 500 0.02 37,000 310 0.013 40,000 550 0.024
1° 40,000 420 0.015 38,000 260 0.01 40,000 460 0.018
2° 40,000 430 0.02 37,000 260 0.013 40,000 470 0.024
3° 40,000 440 0.02 36,000 260 0.013 40,000 490 0.024
R0.25 5° 40,000 450 0.025 35,000 260 0.017 40,000 500 0.03
7° 40,000 480 0.03 34,000 270 0.02 40,000 530 0.036
10° 40,000 510 0.03 32,000 270 0.02 40,000 560 0.036
15° 40,000 540 0.03 29,000 270 0.02 40,000 600 0.036
1° 40,000 500 0.03 31,000 260 0.02 40,000 550 0.036
2° 40,000 520 0.035 30,500 260 0.023 40,000 580 0.042
3° 40,000 530 0.04 30,000 260 0.026 40,000 580 0.05
RO.3 5° 40,000 550 0.045 29,000 270 0.03 40,000 610 0.055
7° 38,000 570 0.05 28,000 280 0.033 40,000 660 0.06
10° 35,000 580 0.05 27,000 300 0.033 40,000 730 0.06
15° 32,000 600 0.05 24,000 300 0.033 40,000 820 0.06
1° 36,000 720 0.06 27,000 360 0.04 40,000 880 0.07
2° 35,000 720 0.065 26,500 360 0.043 40,000 900 0.08
3° 34,000 720 0.07 26,000 360 0.046 40,000 940 0.085
R0.35 5° 33,000 720 0.075 25,000 360 0.05 40,000 960 0.09
7° 32,000 720 0.08 24,000 360 0.053 40,000 990 0.095
=27, 10° 30,000 720 0.085 23,000 360 0.056 40,000 1,060 0.1
—-—F % 7 15° | 28,000 720 0.09 21,000 360 0.06 40,000 1,140 0.11
HE 2= 1° 32,000 900 0.065 23,500 460 0.043 40,000 1,240 0.08
2° 31,000 900 0.07 23,000 460 0.046 40,000 1,280 0.085
3° 30,000 900 0.075 22,500 460 0.05 40,000 1,320 0.09
RO.4 5° 29,000 900 0.08 22,000 460 0.053 40,000 1,370 0.095
7° 28,000 900 0.09 21,000 460 0.06 40,000 1,420 0.11
10° 27,000 900 0.1 20,000 460 0.066 40,000 1,470 0.12
15° 25,000 900 0.11 18,500 460 0.073 37,000 1,470 0.13
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Recommended Milling Conditions

=i S5 - EEES . A
oy et N FLIZOAEE P e ©
WA Prehardened Steels (52HRC) Aluminium Alloy-Copper
Work Material S50C-SKD-NAK +)
B B B P Prehardened Steel
Slotting Slotting Slotting
S | pg | BEE | mvmE | gasE | Bms | mume | gaes | EEs | zvee | gaeE
q» Taper Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Radius | Angle min”' mm/min | @p mm min”' mm/min | ap mm min”' mm/min | ap mm .
1° [ 28,000 1,100 0.1 21,000 550 0.065 40,000 1,730 0.12 Ao Aoy O
2° || 27,500 1,100 0.1 20,500 550 0.067 40,000 1,760 0.125
3° 27,000 1,100 0.11 20,000 550 0.073 40,000 1,790 0.13 N ﬁpper O
R0.45 5° 26,000 1,100 0.12 19,500 550 0.08 39,000 1,820 0.145
7° 25,000 1,100 0.13 19,000 550 0.086 37,500 1,820 0.16 N iR O
10° 24,000 1,100 0.14 18,000 550 0.092 36,000 1,820 0.17 sm
15° 22,000 1,100 0.15 16,500 550 0.1 33,000 1,820 0.18
1° 25,000 1,200 0.12 19,000 570 0.08 38,000 2,000 0.145
2° 24,500 1,200 0.13 18,500 570 0.085 37,000 2,000 0.16
3° 24,000 1,200 0.14 18,000 570 0.09 36,000 2,000 0.17
RO.5 5° 23,000 1,200 0.15 17,500 570 0.1 35,000 2,000 0.18
7° 22,500 1,200 0.16 17,000 570 0.105 34,000 2,000 0.19
10° 21,000 1,200 0.17 16,000 570 0.11 32,000 2,000 0.2
15° 20,000 1,200 0.18 15,000 570 0.12 29,000 2,000 0.21
1° 21,000 1,300 0.13 16,000 590 0.085 32,000 2,100 0.16 I
2° 20,500 1,300 0.15 15,500 590 0.1 31,000 2,100 0.18 %
3° 20,000 1,300 0.16 15,000 590 0.11 30,000 2,100 0.2 %
RO.6 5° 19,500 1,300 0.18 14,500 590 0.12 29,000 2,100 0.22 s
7° 19,000 1,300 0.2 14,000 590 0.13 28,000 2,100 0.24
10° 18,000 1,300 0.22 13,000 590 0.145 27,000 2,100 0.26
15° 16,000 1,300 0.23 12,000 590 0.15 25,000 2,100 0.28
1° 17,000 1,300 0.15 13,000 600 0.1 25,000 2,100 0.17
2° 16,500 1,300 0.17 12,500 600 0.11 24,500 2,100 0.2
3° 16,000 1,300 0.18 12,000 600 0.12 24,000 2,100 0.22
RO.75 5° 15,500 1,300 0.2 11,500 600 0.13 23,000 2,100 0.24
7° 15,000 1,300 0.22 11,000 600 0.145 22,500 2,100 0.25
10° 14,000 1,300 0.24 10,500 600 0.16 21,000 2,100 0.27
15° 13,000 1,300 0.25 10,000 600 0.165 20,000 2,100 0.29
1° 16,000 1,400 0.15 12,500 620 0.105 23,500 2,300 0.19
2° 15,500 1,400 0.17 12,000 620 0.11 23,000 2,300 0.22
3° 15,000 1,400 0.18 11,500 620 0.12 22,500 2,300 0.23
R0.8 5° 14,500 1,400 0.2 11,000 620 0.13 22,000 2,300 0.25
7° 14,000 1,400 0.22 10,500 620 0.145 21,000 2,300 0.26
10° 13,000 1,400 0.24 10,000 620 0.16 20,000 2,300 0.29
15° 12,000 1,400 0.25 9,500 620 0.165 18,000 2,300 0.3
1° 13,000 1,200 0.18 10,000 600 0.12 19,000 2,000 0.21
2° 12,500 1,200 0.2 9,500 600 0.13 18,500 2,000 0.24
3° 12,000 1,200 0.22 9,000 600 0.145 18,000 2,000 0.26
R1 5° 11,500 1,200 0.24 8,500 600 0.16 17,500 2,000 0.29
7° 11,000 1,200 0.26 8,000 600 0.17 17,000 2,000 0.31 7
10° | 10,500 1,200 0.28 7,500 600 0.185 16,000 2,000 033 27 %) IR~
15° 10,000 1,200 0.3 7,000 600 0.195 15,000 2,000 0.36 “z 83
1° 10,000 1,200 0.2 7,500 600 0.13 15,500 2,000 0.24
2° 10,000 1,200 0.22 7,500 600 0.145 15,000 2,000 0.26
3° 9,500 1,200 0.24 7,000 600 0.16 14,500 2,000 0.29
R1.25 5° 9,500 1,200 0.26 7,000 600 0.17 14,000 2,000 0.31
7° 9,000 1,200 0.28 6,500 600 0.185 13,500 2,000 0.33
10° 8,500 1,200 0.3 6,500 600 0.2 13,000 2,000 0.36
15° 8,000 1,200 0.32 6,000 600 0.21 12,000 2,000 0.38
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Tapered

&% PRERE - SsH - S =
Carbon Steels-Alloy Steels* Hariﬁ%?tﬂeels FILIZHUASE 5
WA Prehardened Steels (52HRC) Aluminium Alloy-Copper
FUN Work Material 550C-SKD-NAK
O ¥4 p : : :
Prehardened Steel B b B
Slotting Slotting Slotting
S | p | EEM | EumE | OAsE | DS | 2URE | OAxE | BEE | 2URE | DA3E
,£\|£?§ Taper Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut [ Spindle Speed Feed Depth of Cut
. Radius | Angle min”' mm/min | ap mm min’' mm/min | ap mm min”' mm/min | ap mm
=)
Aluminium Alloy N 1° 8,300 1,200 0.22 6,300 600 0.145 13,000 2,000 0.26
2° 8,200 1,200 0.24 6,100 600 0.16 12,500 2,000 0.29
O ch[ﬁ N 3° 8,100 1,200 0.26 6,000 600 0.17 12,000 2,000 0.31
R1.5 5° 7,800 1,200 0.28 5,800 600 0.185 11,500 2,000 0.33
O fiali ] N 7° 7,500 1,200 0.3 5,600 600 0.2 11,000 2,000 0.36
i 10° 7,100 1,200 0.32 5,300 600 0.21 10,500 2,000 0.38
15° 6,500 1,200 0.35 4,900 600 0.23 10,000 2,000 0.42
1° 6,300 1,100 0.25 4,700 550 0.165 9,400 1,800 0.3
2° 6,100 1,100 0.27 4,600 550 0.18 9,200 1,800 0.32
3° 6,000 1,100 0.29 4,500 550 0.19 9,100 1,800 0.35
R2 5° 5,800 1,100 0.32 4,400 550 0.21 8,800 1,800 0.38
7° 5,600 1,100 0.35 4,200 550 0.23 8,400 1,800 0.42
10° 5,300 1,100 0.37 4,000 550 0.245 8,000 1,800 0.44
15° 4,900 1,100 0.4 3,700 550 0.265 7,300 1,800 0.48
I=
§L = ¥ NHIRGESEETT . EEONLIRRS LOEEEME IC TUHRGEZREL TS0,
2EH %2 AYDHIRAFF. TREHRNSRX2BEDONTRS ZRELLHNDTY,
oM CNEBZZRESOBITICH N TR O E BEEEEL TS,
8 3 UUWARET 31863, BEHEE)EEZFCEGTRF TRV,
Flo. FEEEHAEY BVBELERIC. BUBIETRFTIRESL,
= x4 EHEHIEHED LET,
Notes %5 SEEHENLIIZ5GEF. A TLIANEHEHLET,
%1 Recommend to use the milling condition as just reference. Adjust milling conditions according to machining shape and machine status.
%2 This cutting condition assumes cutting depth of Rx2 from the tip of the tool.
Please adjust both spindle speed and feed when the slotting depth is over 2xR.
%3 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
%4 Recommend reciprocating cutting.
35 Oil mist coolant is recommended for the machining of hardened steels.
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R I—F« VI ETIAIN (FAVTIL=FA RS R) R=ADDA—F+ 2D THDRIHNS,
WSS, MEMEEEBICEVMFEEIF O TULET, TaBShihStohdESDERENE -
DUJ\—B288 - 444 - 3(Cd U CTHEBUVMERESEREEB L TCWED, Blc, J—>> b6

HAME - T7—J0O— - AAIL=A RCHEHIGU.
=520 ERR>TUVET,

[#%HlI+#4] SUS420]22% : STAVAX (52HRC)

MRB230 R1x10 fibtt

EE#E1R0.087mm EEFENR0.136mm

n:10,000min-! Vf:1,500mm/min ap:0.immxae:0.2mm
FBMELIHE M TERS: 1324 tDHIKR150m

[#%HI#4] S50C

MSE230 6 fthtt
EEFENE0.022mm EFEMEO0.1mm

n:3,400min"! Vf:600mm/min ap:9.0mmxae:1.2mm
GBS NI TEERS: 3353 tIAIR20m

[#%RI#4] 5

MRB230 R1x6 fthtt
EE#EMR0.028mm EFENE0.095mm

n:12,000mint Vf:1,200mm/min ap:0.2mmxae:0.3mm
KBMELIE)E NSRS : SEERI444) tEIH/365m

[EIM,. O—5> B &&(ERVMEN

0.16
014 0.136
R
0.12 213
0.1 0.087 MLE
0.08
0.06
0.04
0.02
0
MRB230 ikt
0.16
0.14
0.12
0.1
0.1 ‘
0.08 e
1/3
0.06 NF
0.04
0.022 |
0.02 |
0 j—

MSE230 finat
0.16
0.14
0.12
01 0.095
0.08 e
13
0.06 BF
0.04 0.028 :
0.02 - i
0

MRB230 fzt



