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Ideal for milling with small diameter tools of big size molds!
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| Ty | [ Now possible to mill with small-diameter tools!
#Ew : Switch from EDM to direct machining for corner processing of
\ | large metal molds!
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A63 -SLSA3-330 cv 3 6 330 304 53 9]22|176 $th WVeLET, l available upon request.
-360 cv 360 | 334 2.3 123.1| mixs=E M Caution
_ o TE(Ft—TF4¥—VKURET o Setting cutters:--Be sure to insert
390 cv 390 | 364 2.5 |29.7 BALEY FLTLEZ, the tool beyond the safety mark.
-SLSA4-330 cv 4 7 330 | 304 12 | 22 |116.8 s s
-360 cv 360 | 334 23 (22 9 BI14E(E @ The rigidity value
-390 cv 390 | 364 2.6 |23.2 “gf‘”“)#
-SLSA6-330 cv 6 9 330 | 304 18 | 2.3 1128 == ':#S(;Lm)
-360 cv 360 334 2.4 116.9 TEA&HIC1kg(9.8N) DERIFTHRIE A rigidity value represents the amount of
EhlFf=EED, RIVFETE4S4K  deflection for the entireholder and tool
-390 cv 390 364 2.6 |22 b BERLTWVET, when a bending load of 1kgf (9.8N) is ap-
- = EHNENERIENSS <. e pliedto thetip of the tool.
A100-SLSA3-375 cv 3 6 375 346 85 9]52]125 %“ui\gif;;@l& SR The smaller the numerical value is, the higher
-405 ¢y 405 376 56 112.8 the rigidity and the more stable machining.
-435 cv 435 | 406 6 13.2
-465 cv 465 | 436 6.3 113.9 RORIVSIOIIIE. EHDOENEED _
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-SLSA4-375 cv 4 | 7 | 375 | 346 12 | 28 157 [ L J.
BHEw SRhFvoH = 4 i
-405 cv 405 | 376 54 1154 FAMN= FIvHIAL B :
-435 ¢y 435 | 406 58 [15.9 MIAICHRICHEETF v/ TEET, XFEMEBHEH<LEZN,
-465 cv 465 | 436 6.1 116.9 When machining with a long holder, the run-out ‘
i _ accuracy of the machine spindle has a significant
SLSA6-375 cv 6 ° 375 346 181521108 impact on machining efficiency.
-405 cv 405 | 376 56 111.3 Spindle run-out measuring tool
-435 cv 435 | 406 5.9 [12.2| [ ~
ccuracy can be easily checked before machining.
-465 cv 465 436 6.2 1128 %For more information, please contact us. mis
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