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Mold Finish Master SUMIDIA BINDERLESS Ball-nose Endmills NPDB Series
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NPDBS type for standard finishing is newly available!
NPDB type for precise finishing in small diameter boring is expanded!
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Application to precision die Application to optical use Application to medical use
(Die for forging, pressing and etc.) I (Fly-eye lens mold) (u+TAS mold)
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l*ﬂ&g General Features
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NPDB type and NPDBS type enables direct mirror finishing of carbide, which is
impossible for existing single-crystal or polycrystalline diamond
‘SUMIDIA BINDELESS’, which is harder than singlecrystal diamond, for

the cutting edge.

.ﬁE Characteristics
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e|deal for finishing of hard and brittle materials including carbide
Provides excellent machined surface quality thanks to the sharp cutting edge and optimized edge treatment.

eEnables high-precision machining and achieves long tool life
Maintains excellent dimensional accuracy for a long time thanks to the high contour accuracy of the cutting edge and the excellent wear resistance of diamonds.

HYIEHHED XU Advantage of Machining BEINTEDLEER Comparison to EDM
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Standard Precision
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PSS Cutting Conditions 42.4h
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Rough Machining Standard Finishing Precise Finishing i g 30 - H
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1= SDCB2R100-025 [ NPDBS1050-20 | NPDB1050-20 B o
Tools AP B B y 20.0h
- . h) © e
EERRE n (min™) 30,000 40,000 40,000 we = 4
Spindle Speed 10 | __100h Bl Finkhing | _
EDIRE vi(mm/rev) ma (0en ot
i 300 400 400 o g (o8 | | e | ol
BHTSEIIAGHRSE a, (mm) 01 0.005 0.005 2 @NPDBS OWE&+EE GONPDB
Axial Depth of Cutl . . ) EDM + Polishment
200 (- T
FEFHEWHAFFES a.(mm) 1
Radial Depth of Cut 0.3 005 0.005 !
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Coolant Air blow Oil mist Oil mist 7:JE 3
2 Z100-- - -
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*Realize unattended operation by process aggregation. U e B Ra[].17un"‘3”];;0f0},gn{ ””” R ;lﬁbiﬁn;”
eProductivity improves by shortening at processing time. ! Do
*Processing cost is largely reduced by using ‘NPDBS’ in standard finishing. 0.0 T
eEdge shape break is prevented by using ‘NPDB’ instead of ‘EDM + polishing’ in precise finishing. [0)i¢: @NPDBS QRE+EZX @ONPDB
EDM EDM + Polishment
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Mold Finish Master
SUMIDIA BINBERPESS Ball-nose Endmills NPDB Series
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Inclined Angles
B NPDBz KMEFEBELEIFA)  nros 1ype Body (For Precise Finising) (B unit - MM)
3 " . \Il : N koS
RUE e & pimensions (Mm) m%ﬁﬁ%ﬁt{] Bﬁgéﬁﬁgﬁ B (1)
Cat. No. Stock R ﬂDc ) 32 L QD1 ﬂDs 0.50 1 o 1 .50 20 3° List Price
NPDB 1010-004 ® O01]02|01|04]| 40 |0.18| 4 |0.44|0.45|0.46|0.47|0.49 212,000
1020-008 ® 02|04 |02|08| 40 |0.38| 4 |0.83/0.84|0.85|0.86|0.89 207,000
1030-010 ® 0306 |03|1.0/| 40 |058| 4 |1.05/1.08|1.10(1.13|1.20 207,000
1050-020 ® 05|10 |05 |20 | 40 |095| 4 |2.08[2.13|2.19|2.24|2.38 173,000
1100-030 ® | 1.0]20 |10 |30 40 |[195| 4 |3.13|3.20|3.27|3.35|3.53 220,000
Mg BARENDH DS T . #47& NPD10
This List price is a price only for Japan. Grade
. N PDBS@ ${$ (%ﬁ{iklf‘m) NPDBS Type Body (For Standard Finising) (%ﬁiz Unit - mm)
S ) e X By
AU s P& pimensions (Mm) WEA@@%@L Bﬁgﬁiﬁégﬁ B (1)
Cat. No. Stock R ﬁDc ) eg L ﬁD1 ﬁDs 05u 10 1 .50 2n 3o List Price
NPDBS 1010-004 ® O01/02|01|04]| 40 |0.18| 4 |0.44|0.45|0.46|0.47|0.49 80,200
1020-008 ® 02|04 |02|08| 40 |0.38| 4 |0.83/0.84|0.85|0.86|0.89 75,200
1030-010 ® 03|06 |03|10| 40 |058| 4 |[1.05(1.08|1.10/1.13|1.20 75,000
1050-020 ® 05|10 |05 |20 | 40 |095| 4 |2.08(2.13|2.19|2.24|2.38 70,000
1100-030 ® 102010 30| 40 |1.95| 4 |3.13|3.20|3.27|3.35|3.53 125,400
KR BAERNDHDMIE T . #7& NPD10
This List price is a price only for Japan. Grade
. ?Eﬁtﬂﬁ“%ﬁ: Recommended Cutting Conditions . ﬂﬁ@ﬂ?l"‘?‘i Identification
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(2) UIHPRIEAKBEZAV. A MKRICIIHNEBIEHTOERZHELF T, N PDB(S) 1 030 = 01 0
TREAOBE. MIRICRET DNEP TERIEIC K DN KREDBRIBOFITOT. B LR M AnEE pre——.
BEWN%%M@TBE LJZ- < T:ZSL/\O Series Code For Standard Finising No. of Teeth Ballnose Radius Length Below Neck

(3) TEDREHUERF. T=EBRIFEL UL TTHERLEEL,

(4) RIFEREZICRDRHDREDEDHDTIDT, TOMERMHZFEL TS,

(5) RHRDEIF. BRZRUTHBDET ., MEETDMTERAICIU CTYIRIZEAEZ
BELUTLZEW,

(1) Use a machine with high accuracy for stable cutting.

(2) Non-water soluble coolant recommended. Supply as a mist or external coolant. Take fire prevention precautions to
avoid fire hazards caused by sparks igniting during machining or tool breakage.

(8) Shorten overhang as much as possible.

(4) Adjust cutting conditions as necessary as machine spec and other conditions may vary.

(5) These cutting parameters show reference value. Adjust the cutting conditions to the desired machined surface finish.

© FEE_EIFII Face miling for Finish ® BULMEEIFANT profiing for Finish
I BEaE AT BiEaE
Work Material Carbide Work Material Carbide
—FE | EOEE —FE | EDEE
R(mm)|£>(mm) El%ﬁi%ﬁ{: &Fgﬁ)ﬁf a,(mm) | ps(mm) R(mm)| £ (mm) E'%ﬁ’?;er:: %3%? a,(mm) | ps(mm)
(min) |[(mm/min) (min) |(mm/min)
0.1 0.4 40,000 100 0.001 0.001 0.1 0.4 40,000 100 0.001 0.001
0.2 | 0.8 | 40,000 150 0.001 0.001 0.2 | 0.8 | 40,000 150 0.002 0.001
0.3 1.0 40,000 200 0.001 0.001 0.3 1.0 40,000 200 0.003 0.001
0.5 | 2.0 | 40,000 400 0.001 0.003 0.5 | 2.0 | 40,000 400 0.005 0.003
1.0 3.0 40,000 600 0.001 0.005 1.0 3.0 40,000 600 0.010 0.005
% —2AICREBEREREZENMILTEDET, *Radius accuracy inspection test results included.
YA ACKbOVIRYIIATICHMIGEEETT o %A long neck type is available depending on the required size.
BT TEE LY, Contact your SUMITOMO ELECTRIC representative for details.
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@mark: Standard stock item  @mark: Standard stock item (Expansion item)
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Mold Finish Master
SUMIDIA BINBEREFESS Ball nose Endmills NPDB Series
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. Eﬁﬁiﬁu Application Example
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BEES (BLMKED) HRET A BEAS~OHEEMNT FIcIFEE R OB MRNATHE
Carbide (Ultra-fine Grain) Cross-sections Mirror finishing of carbide Making it possible to eliminate all polishing stages from the machining
of cemented carbide or shorten the required polishing time.
% Hl ¥ BESE VF-20 (92.5HRA) s Hl # : BEAE VF-20 (92.5HRA)
Work Material Carbide VF-20 (92.5HRA) Work Material Carbide VF-20 (92.5HRA)
T B : NPDB1050-020 (R0.5) T B : NPDB1050-020 (R0.5)
Tool Tool
YIHIZA @ n = 40,000minT" v, = 120mm/min YIHIZAE @ n = 40,000minT' v, = 120mm/min ©5.6mm
Cutting Conditions Cutting Conditions
’ ft £t 0.003mm YIHIE 74m AL ’ e 2.0mm {F FF 0.008mm IHIE 18m Z LS
Removal finishing stock Cutting length Oil Mis Removal finishing stock Cutting length Oil Mist
M *8 & : Ra0.008um [iET E A Rao 008pm

Surface Roughness Surface Roughness

HZRAENDER (51471 XxE)

Application to medical use (u+TAS mold)

EERAE~NDER (u-TASEEY)
Application to medical use (u+TAS mold)

% H| #  BIESE VF-20 (92.5HRA) #w Hl ¥ BEA% VF-20 (92.5HRA)

Work Material Carbide VF-20 (92.5HRA) Work Material Carbide VF-20 (92.5HRA)

TI| B NPDB1050-020 (R0.5) TI‘ B2 : NPDB1030-010 (R0.3)

YIHIZAF @ n = 60,000min" v, = 300mm/min YIHIZAF @ n = 38,000min v, = 95mm/min p; = 0.001mm

Cutting Conditions Cutting Condtions

= 0.005mm g!'M/ft)I/\ZF
. Ra0.015um

f£ E(F% 0.008mm tJHIE 8.3m  Wet (%)
Removal finishing stock Cutting iength Wet (Oil based)
Sur tﬂna M 8 & : Ra0.016pum
B, sghness

Surface Roughness
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SNBTENHDERIDT, BENI\—PREAHRE
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® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

AN

® Please handle with care as this product has sharp edges.

® Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its
recommended conditions

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.
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< SUMITOMO ELECTRIC INDUSTRIES, LTD.

IN—RXZ)LEZE
Global Marketing Department
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T664-0016 EERFAMERIL 1 -1 -1
1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

T107-8468 R R ERXTHR|W 1 -3 -13

TEL (072)772-4531
TEL +81-(72)-772-4535

TEL (03)6406-2635

FAX (072)772-4595
FAX +81-(72)-771-0088

FAX (03)6406-4006
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T461-00056 B EMAERXEHK1-1 -6
T446-0059 ZW M= I&ZHWAHE 1-22-10
T541-0041 KM RXIEER4-7-28
TEL(03)6406-2636 7 &/ B(0144)35-3322 AR 7 B(048)525-8215
TEL(052)963-2880 |4 flll & 80222920128 T ZE 8(047)312-5105
TEL(06)6221-3700 Wl 1155% 8(0285)24-3627  #% & B(045)851-1788

TEL (052)963-284 1
TEL (0566)74-7091
TEL (06)6221-3600

FAX (052)963-2765
FAX (0566)74-7190
FAX (06)6221-3015

E_EI T B(0545)53-1152  [iv & B(082)250-1022
5 3 B(053)451-4395 1, M B(092)481-8131
b B 8(076)264-3822

& FRETYV-ILvMFKR

RIRESE TEL(03)6406-2814 FAX(03)6406-4037
HREREZEER  TEL(062)209-6285 FAX(062)209-6286
KBREZESR TEL(06)6221-3900 FAX(06)6221-3015
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http://www.sumitool.com -, 1890120~ 15911
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