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Superior accuracy mono design type
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*Achieves a new degree of runout accuracy thanks

to improved holder production accuracy and : /7 ¢3 3 4 000
cutter shank tolerance. L S N\ . 1754

% ldealfor ultra high speed and high precision machining centers.
Especially suitable for small and micro cutting tools.
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Stable run-out accuracy Machining quality 77— @@Ea%
im rovement Work-piece Hard metal
p @Eﬁg ............ 20,000min-1
#RNFEE Runout accuracy Revolution
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Cutting depth 1.2mm(ae)
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Carbide endmill diamond coating
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Positioning accuracy Longer cutter life
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improvement Work-piece ROMTHIC LD TEERLE 70 eIy 024
IR B SR L8 EISREY o 12,000min-1 Tool life comparison oriepiece Leramics
Positioning accuracjcomparison I‘?e:/o;\utwon ‘ for number of holes drilled R@eflnoﬁlution 12,000min-1
3 T RUE 0.02mmirey UNO  COLLET HOLDER 30 fg....-0.0007mmrer
2 PR — 5= (Tum) (5um) Feed
e 2F7y 78 - 0.1mm _
1 <t Step feed 1000 27y 7 &-0.004mm
0 2 :.: b FURE e ) 900 Step feed
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2 GIHURE] - SR 700 Gutting Dry
- Cutting fluid Mist 600 fluid
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(Tum) (Gum) NC Pointing Drill

The number of $0.04

machining holes
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More highly accurate ma-
chining is achieved with
the eye marks of all prod-
ucts and an inspection table.
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All products are inspected, and an eye
mark (A) is affixed at the location of
the highest run-out position.

More highly accurate machining is
achieved by measuring the run-out of
a machine spindle and by installing an
UNO on the spindle so that the location
where run-out is the smallest matches
an eye mark (A).
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CODE 9D ¢C @ L M Li | 4Ci #C2/¢D1| H  h N i
E25—SLRA3—35 UNO 3 7.5 2.25 35 17 8 9.3 18 4 9 29 0.06 0.37 2.3
—SLRA4—35 UNO 4 10 3 11.8 4.3 12 0.38 1.4
—SLSA31— 35 UNO 3175 | 61 | 15 8 4 9 037 | 35
E32—SLRA3—50—M22 UNO 3 7.5 2.25 50 22 8 9.8 20 4 9 42 0.1 0.4 2.8
—SLRA4—-50—M22 UNO 4 10 3 12.3 5 12 35 0.2 1.7
—SLSA3.1715—50—M22 UNO 3475 6.175 1.5 8.5 4 9 42 0.1 4.4
E40—SLRA3—50—M22 UNO 3 7.5 2.25 50 22 8 9.8 20 4 9 42 0.2 0.7 2.8
—SLRA4—50—M22 UNO 4 |10 |3 123 5 | 12 16
—SLSA3.115—50—M22 UNO 3i75 | 6475 | 1.5 8.5 4 9 4.4
E50—SLRA3—75—M22 UNO 3 7.5 2.25 75 22 27 9.8 25 4 9 65 0.5 1.7 2.8
—SLRA4—75—M22 UNO 4 |10 |3 12.3 5 | 12 17
F63—SLRA3—75—M22 UNO 3 7.5 2.25 75 22 27 9.8 25 4 9 54 0.7 1.8 2.8
—SLRA4—-75—M22 UNO 4 10 3 12.3 5 12 58 1.7
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«SLIMLINE UNO is available for other shank designs and internal bore sizes not
listed in this chart. For more information, please contact us.

«The installation of a tool requires a shrink-fi t heater (option). For more information,
please contact MST Corporation.

mCaution .A coolant duct is not installed on HSK-E type. Consult us if you need it.
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G& ©f Mitsubishi Hitachi Tool
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MS T corporation

1738 Kitatahara lkoma Nara 630-0142 Japan
TEL:81-743-78-1931 e-mail:info@mst-corp.co.jp
http://www.mst-corp.co.jp
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