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• For more information on product features, see 022P
• For MD Arbor, please contact us.
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D6 (30bar)

Check the D6 ball end mill
slotting machining area.

Check the D5 ball end mill
slotting machining area.

Check the D4 ball end mill
slotting machining area.

Check the D3 ball end mill
slotting machining area.

Check the D2 ball end mill
slotting machining area.

Check the D1 ball end mill
slotting machining area.
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Outer Race Machining

Inner Race Machining

Outer [Tool Holder]

Inner [Tool Holder]
• For Finishing
• High cBN Contented Cutting Edge
• High-precision Machining WhenFinishing

High-hardness Workpieces
• Mechanical Post-processing Not Needed

cBN

• For Roughing and Semi-finishing
• CarbideHead
• High Wear Resistance
• High-speed Machining

Carbide

A tool that millsthe track along which the ball moves inside the
CV Joint

• Excellent in Maintaining Surface Roughness
• Excellent Rigidity of High-productivity

Surface Roughness Machining Quantity(pcs)

Ra0.8 or below 1,500



External Turning Holder Internal Turning Holder

Internal MachiningExternal Machining

cBN

Cage Ball Pocket Machining

Carbide

cBN

Hydraulic Expansion Chuck






