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Your specials are our standards.
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SERIES

Chg 75 Aoz OIME Ifk HA3Y |

Applying multi flutes to minimize damage on edge !

FOR Various high- ) /
speed processing / ,




ZISS #|A0} 2

bl - ey 2]
SERIES z=2 MEiS 8!

HEEHSFLIE A I
Bs=g 282 25!
Unequal pitch design !

FEEY L HECZ A Al A5 U TS 243 SIS LIC,
Minimized noise and vibration due to unequal pitch design of
bottom flute.

o e e
2 Z7 +H2 g3t SHAE AL M |
Improved flute design for better tool life !

& E YX|Z AHEHSI] A=Y B0 52t IS 2] ot & LICh

With shield edge design, breakage of flute end is avoided.

H =

TEEIE

Multiple Helix

HE2|E 8HZ2 £|X9| &] Hi£0| 7t50}H Cf #2110 225t HAf0|
ZFsefLct.

The unequal lead design enables optimal chip evacuation and faster
and more powerful cutting.

[ ES oF O XI

& Hj=o| go|at 5= & 23 |
Wide chip pocket for excellent chip emission
ZALEo| ot vz gLch

Cutting chips are well evacuated.

MZL TISIN-R FEIS HE |
APPlied new TISIN-R coating !

Tisin-R &S Xg0t0{ LiOtE &S =¥ o, A= oldE9|
AAQIM (built-up edge)E AX|BF0] %] Y=Y OFPE L=
Mg LIt

Reinforced coating restrained buit-up edge to enhance wear
resistance of V series




22 7r50 2|33tE & Beol7
Optimized chip breaker for deep milling

S CHOILIS) 722 $I5

High speed slotting end mill for dynamic roughing milling !

14225713 AEY

High Speed Sloting End Mill g S L E

+ B3, SUSAZ, o174, AeIT2Z} 5 LS LI B4, B4 HE

+ SEEIKBAI 259 gL EOZ & HIE0| 2434, FEI2 230 F0j=
£52/ gl 7132 78I

+ TISIN-R ZE! X{2/3/0f LSS TIA IKBA| Q10 AEZ A7} 300,
Lok Eot SHAHELICE

Endmills for finishing and roughing of alloy steel, sus, inconel,
mild steels and various hard to cut materials.

Chip emission is excellent for slotting, and thick double core designed
enables continuous machining without chattering.

TISIN-R coating provides wear resistance improvement as well as avoid
edge stress in various applications.

By By %

B EBANE YYE  gAZIB A0

Slot Pocket Ramping Helical Side

A S 11 © OJ5
A5 g IS S Plot
For high speed roughing milling

EZA0/E7t5 dlcg

Trochoidal Milling End Mill

(586 TROE

EZF0/g 222 Va8 L2/o| 5t B O 2 A L2 B HFgt ZALZI0/9 22
243 ZAIZI0|E ARGSH TAIIBHOILIL TFBA| BHZEE HEAS X5
ZAEEoIHM & FHE 2EotAH RAloh= 20| £322 0|F 2lofl Z7E =27}
Ltg= JIxIA ElLICt.

Chip emission is excellent for slotting, and thick double core designed
enables continuous machining without chattering.

TISIN-R coating provides wear resistance improvement as well as avoid
edge stress in various applications.

7|Z£2871&  Conventional milling EZZ0/4£287}& Trochoidal slotting

de

o Fy2H OfFZ=H
Arc contact surface Arc contact surface




4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels W
4t T2 He 2oca) #

‘ - SHHEZ(HRc 420/3h), B, 2, SUSHE 7HE e
+ HRIE H2oi0f ofet AP 71 8A| S140] AE[AZ} 200
LHOFR A EE3E EEAF ELIC.
5 e . BSEE BT I B MR HERO| IS 24 SigtaL
o AL AN Z2 ZAO0Z ZHHE0| YESIH, DA HR LT 243 CH

« Mid-low hardened steel (HRc~42), soft steel, steel, SUS
+ HR coating reduces stress of flute and enhances wear resistance.
« Unequal pitch Ball design and helix enable decrease of chattering.

R hs

L L « 4flutes and deep pocket enable chip evacuation and increase surface
roughness.
D Size D Tolerance
21~5 +0~-0.01mm
PEDEEEE =
Coalg . 0 . 0 0015 ) B A"""’ 716-25 ~0.01 ~ -0.02mm
0.5~2.5R ~ 8~12.5R  @1~25 ool mm

4VSB 010 025 S06 0.5RX 1 2.5 50 6
4VSB 012 030 S06 0.6RX 1.2 3 50 6
4VSB 015 040 S06 0.75RX1.5 4 50 6
4VSB 020 050 S06 1RX2 5 50 6
4VSB 025 060 S06 1.25RX25 6 50 6
4VSB 030 060 S03 1.5RX 3 6 50 3
4VSB 030 080 S06 1.5RX 3 8 50 6
4VSB 040 080 S04 2RX 4 8 50 4
4VSB 040 100 S06 2RX4 10 50 6
4VSB 050 150 S06 2.5RX5 15 60 6
4VSB 060 150 S06 3RX6 15 60 6
4VSB 060 150 090 3RX6 15 90 6
4VSB 080 200 S08 4RX8 20 70 8
4VSB 080 200 100 4RX8 20 100 8
4VSB 100 250 S10 5RX10 25 75 10
4VSB 100 250 100 5RX 10 25 100 10
4VSB 120300 S12 6RX 12 30 80 12
4VSB 120 300 120 6RX 12 30 120 | 12
4VSB 160 400 S16 8RX 16 40 100 16
4VSB 160400 130 8RX 16 40 130 | 16
4VSB 200 450 S20 10R X 20 45 100 | 20
4VSB 200450 150 10R X 20 45 150 | 20
4VSB 250 500 S25 12.5RX 25 50 125 25
4VSB 250 500 160 12.5R X 25 50 160 25

04 | < wtoos



4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels

4t 12 e ocal

[

SAHZEZ (HRc 420/31), %7, #3, SUSHY 713 Ay
HRIE X{2[510] Chet AR 7HSA| QIR0 AE AT O
|_|-||:||-Ek| 5t 3MP 5=||L|I:|-

. BSEE AT I G QA HEFR0| IS 24 BELIL

o AL HEU H2 ZAOZ ZHHEO| YESIH, DA HR LT @48

'l

Mid-low hardened steel (HRc~42), soft steel, steel, SUS

HR coating reduces stress of flute and enhances wear resistance.
Unequal pitch design and helix enable decrease of chattering.
4flutes and deep pocket enable chip evacuation and increase surface

. 2
e~ .

2D
od
.

roughness.
D Size D Tolerance
m 380 35738° 21-~5 +0~-0.01mm
Coatmg Helix Angle | Helix Angle 96~12 -0.01 ~ -0.025mm
0-0.01) £0.01-0.025) {0.015-0. \ ©16~20 _ -0.015~-0.03mm
@1~5 @6~12 ©16~20 ©1~3  ©6~20 ShieldEdge el mm

4VSE 010 025 S06 1 2.5 50 6
4VSE 010 035 S06 1 35 50 6
4VSE 012 030 S06 1.2 3 50 6
4VSE 012 045 S06 1.2 4.5 50 6
4VSE 015 040 S06 1.5 4 50 6
4VSE 015 060 S06 1.5 6 50 6
4VSE 020 060 S06 2 6 50 6
4VSE 020 090 S06 9 50 6
4VSE 025 070 S06 2.5 7 50 6
4VSE 025 100 S06 2.5 10 50 6
4VSE 030 080 S06 3 8 50 6
4VSE 030 120 S06 3 12 50 6
4VSE 040 100 S06 4 10 50 6
4VSE 040 150 S06 4 15 60 6
4VSE 050 150 S06 5 15 60 6
4VSE 050 200 S06 5 20 70 6
4VSE 060 150 S06 6 15 60 6
4VSE 060 200 S06 6 20 70 6
4VSE 080 200 S08 8 20 70 8
4VSE 080 300 S08 8 30 80 8
4VSE 100 250510 10 25 75 10
4VSE 100400510 10 40 90 10
4VSE 120 300S12 12 30 80 12
4VSE 120450512 12 45 100 @ 12
4VSE 160400516 16 40 100 @ 16
4VSE 160 600 S16 16 60 120 | 16
4VSE 200 450 S20 20 45 100 @ 20
4VSE 200 650 S20 20 65 120 | 20

www.jjtools.co.kr | (05
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6 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels

gn Y

SN
R TS

h5

od

£ e

h5

od

2 4 oca)

EHZEZ(HRc420[3), A2, 33, SUSAIE 743 A=Y
HRZE X2|5H0] CHat mARY 7+-SA| Q450 AEH| AT} HOMH
LHDFE’S l:l:%l- 3FM EI[_||:|.

22 & A MR HHB0| HEEID A HEEIE 948U

Mid-low hardened steel (HRc~42), soft steel, steel, SUS

HR coating reduces stress of flute and enhances wear resistance.
Deep hole helix design enable chip evacuation and increase surface
roughness.

D Size D Tolerance

23~5 +0~-0.01mm

26~12 -0.01 ~ -0.025mm

HI A I " y

2’6 12 ﬂ16 20 @23~20

Shield Edge oHol: mm

06 |

6VSE 030 080 S06 3 8 50 6
6VSE 030 120 S06 3 12 60 6
6VSE 040 100 S06 4 10 50 6
6VSE 040 160 S06 4 16 60 6
6VSE 050 150 S06 5 15 60 6
6VSE 050 200 S06 5 20 70 6
6VSE 050 250 S06 5 25 75 6
6VSE 060 150 S06 6 15 60 6
6VSE 060 200 S06 6 20 70 6
6VSE 060 250 S06 6 25 75 6
6VSE 080 210 S08 8 21 70 8
6VSE 080 260 S08 8 26 70 8
6VSE 080 320 S08 8 32 75 8
6VSE 100 260 S10 10 26 75 10
6VSE 100 350 S10 10 35 90 10
6VSE 100420 S10 10 42 100 10
6VSE 120310S12 12 31 80 12
6VSE 120410512 12 41 100 12
6VSE 120510512 12 51 120 12
6VSE 160400 S16 16 40 100 16
6VSE 160 650 S16 16 65 130 16
6VSE 200 450 S20 20 45 100 @ 20
6VSE 200 800 S20 20 80 160 | 20
L waTooLS
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4 Flutes Various Symmetry End Mills for

4 158

steels, Cast Iron & Stainless Steels W
ol
HEgCcacY #

- SMEEZ(HRc 42015, AF, 34, SUSHIE 7+5 A=Y

h « HRTE x{2|510] C}ksSH mARN 7F2A| OIMEQ| AEE."A7|_1-|OD1

LHOFR A EESE SFAF EILICE
. BSRUADIIA WA QUAAE HEIZ0| IS 24 SigaL

20—

h5

o AL HEU H2 ZAOZ ZHHEO| YESIH, DA HR LT @48

« Mid-low hardened steel (HRc~42), soft steel, steel, SUS

P oyl
%m

hs + HR coating reduces stress of flute and enhances wear resistance.

« Unequal pitch design and helix enable decrease of chattering.

« 4flutes and deep pocket enable chip evacuation and increase surface

roughness.

D Size D Tolerance

38 g1-5 +0~-0.01mm
H R Helix Angl H | An | 26~12 -0.01 ~ -0.025mm
Coating . 0.0 I 0 . 0 lelix Angle lelix Angle 21520 YTy

4VCC 010020 S04
4VCC 010025 S06
4VCC 010035 S06
4VCC 012020 S04
4VCC 012030 S06
4VCC 012050 S06
4VCC 015030 S04
4VCC 015 040 S06
4VCC 015060 S06
4VCC 020 040 S04
4VCC 020 060 S06
4VCC 020 090 S06
4VCC 025 050 S04
4VCC 025070 S06
4VCC 025 100 S06
4VCC 030 060 S04
4VCC 030 060 S06
4VCC 030 080 S06
4VCC 030 120 S06
4VCC 040 080 S04
4VCC 040 080 S06
4VCC 040 100 S06
4VCC 040 150 S06
4VCC 050 100 S06
4VCC 050 150 S06
4VCC 050 200 S06
4VCC 060 120 S06
4VCC 060 150 S06
4VCC 060 200 S06
4VCC 080 160 S08
4VCC 080 200 S08
4VCC 080 300 S08
4VCC100200S10
4VCC 100250510
4VCC 100350S10
4VCC 1202408512
4VCC 120300512
4VCC 120450512
4VCC 160400S16
4VCC 160600S16
4VCC 200 450 S20
4VCC 200 650 S20

oo U b, DWWWW

NN (== o = 2 =
O OO O NNNOOO

26~ 12

—_ w N
(IJO\O\O\IU'I&OO\-hO\-bwU'IwNU_IU_‘N

D BB D WNWNDDWN =N = = N = g gy =
U1l U1 OO UTO P»UTUTO OO O O Ul O U O Ul o N

0.03
0.03
0.03
0.04
0.04
0.04
0.05
0.05
0.05
0.075
0.075
0.075
0.08
0.08
0.08
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.2
0.2
0.2
0.2
0.2
0.2
0.3
0.3
0.3
0.35
0.35
0.35
0.4
0.4
0.5
0.5

216~20

21~3 26 ~20 ShleIdEdge ool mm

50
50
45
50
50
45
50
50
45
50
50
50
50
50
50
50
50
50
50
50
50
60
50
60
70
50
60
70
60
70
80 8
75 10
75 10
90 10
75 12
80 12
100 | 12
100 @ 16
120 | 16
100 | 20
120 = 20

[eolilecle) o) o) Il o) Ie) B o) Rie) B o) Iie) B >NNe) B o) Bie) I >N e) B o) I SN o) i) I SN0 ) @) I K2 BN IS o) B o) IS SN
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5 Flutes Various Symmetry Corner C End Mills for

steels, Cast Iron & Stainless Steels
LF L= o
s aSEHg AL ATy

- SHZEZ(HR420/3h), 92, 3, SUSAIZ 713 A=

+ HREE %{2[5t0] Lot mA2f 7kSA| Q1480 AER| AT} A O
LD 3 S ElLIC

L2

- BSEY YA 71 A A QLM HA 2 HE|-O| S A SIRELICE
- 4 A2 ZHOZ Y HIEO0| YGIH DA HZ =7t L4
h&

« Mid-low hardened steel (HRc~42), soft steel, steel, SUS

+ HR coating reduces stress of flute and enhances wear resistance.
« Unequal pitch design and helix enable decrease of chattering.

« 4flutes and deep pocket enable chip evacuation and increase surface
roughness.

D Size D Tolerance
, m m 357 . 81~5 +0~-0.01mm
! cI'l R o A?:sl 26~ 12 -0.01 ~ -0.025mm
- - 91-0.0; 015-0. paaag ( \™ ©16~20  -0.015~-0.03mm

5VCC 060 130 S06
5VCC 080 190 S08
5VCC 100220510
5VCC 120 260 S12
5VCC 140 260 S14
5VCC 160320518
5VCC 180 320S16
5VCC 200 380 S20

26~12

216~20

26 ~20

Shield Edge o2: mm

55 6
60 8
70 10
80 12
80 14
90 16
90 18
100 | 20

08 | < woos



4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels
J
' LF L= o o t; EU[
— ﬁ 45 55 Hn"'g Ay gC|RA A=Y —
\ « SMZEEZ(HRc420l5t), Hg, F&, SUSHE 73 =Y
« HRIE {2|510f Cret m|Af 7+ A| QIME0| AER| AT HOH

LD St 8pat EILC,
g . - SSEE ATl YA LM 2 HEO| TS 24 SIRELI,

— =

=2 o
% a f o AL HEU H2 ZAOZ ZHHEO| YESIH, DA HR LT @48

od

3

L1

L « Mid-low hardened steel (HRc~42), soft steel, steel, SUS

. hs + HR coating reduces stress of flute and enhances wear resistance.
% gm 3 « Unequal pitch design and helix enable decrease of chattering.
L1
[ L

« 4flutes and deep pocket enable chip evacuation and increase surface

roughness.
D Size D Tolerance
. ‘s 0° ? g1~5 +0 ~-0.01mm
PEDEEE0R ==
5 Coating 0‘0 1 15 Helix Angle Helix Angle 216~20 -0.01 ~-0.02mm
R0.1~0.5 R1~15 R2~3 21~3 26 ~20 Ctol: mm
4VSC010001 S06 1 XRO.1 2.5 50 6
4VSC 010002 S06 1 XR0.2 2.5 50 6
4VSC 012001 S06 1.2XR0.1 3 50 6
4VSC 012002 S06 1.2XR0.2 3 50 6
4VSC 015001 S06 1.5XR0.1 4 50 6
4VSC 015002 S06 1.5XR0.2 4 50 6
4VSC 020001 S06 2XR0.1 6 50 6
4VSC 020002 S06 2XR0.2 6 50 6
4VSC 025001 S06 2.5XR0.1 7 50 6
4VSC 025 002 S06 2.5XR0.2 7 50 6
4VSC 030002 S06 3XR0.2 8 50 6
4VSC 030 003 S06 3XR0.3 8 50 6
4VSC 030 005 S06 3XR0.5 8 50 6
4VSC 040 002 S06 4 XR0.2 10 50 6
4VSC 040 003 S06 4XR0.3 10 50 6
4VSC 040 005 S06 4XR0.5 10 50 6
4VSC 050 002 S06 5XR0.2 15 60 6
4VSC 050 003 S06 5XR0.3 15 60 6
4VSC 050 005 S06 5XR0.5 15 60 6
4VSC 060 002 S06 6 X R0.2 15 60 6
4VSC 060 003 S06 6 XR0.3 15 60 6
4VSC 060 005 S06 6 XR0.5 15 60 6
4VSC 060010 S06 6 XR1 15 60 6
4VSC 080003 S08 8XR0.3 20 70 8
4VSC 080 005 S08 8 XR0.5 20 70 8
4VSC 080010 S08 8XR1 20 70 8
4VSC 100003 S10 10 XR0.3 25 75 10
4VSC 100005 S10 10 XR0.5 25 75 10
4VSC100010S10 10 XR1 25 75 10
4VSC100015S10 10 XR1.5 25 75 10
4VSC 100020 S10 10X R2 25 75 10
4VSC 120005 S12 12 XR0.5 30 80 12
4VSC 1200108512 12XR1 30 80 12
4VSC 120020512 12XR2 30 80 12
4VSC 160005 S16 16 XR0.5 40 100 16
4VSC160010S16 16 XR1 40 100 16
4VSC 160020516 16 XR2 40 100 16
4VSC160030S16 16 XR3 40 100 16
4VSC 200 005 S20 20 XR0O.5 45 100 20
4VSC200010S20 20 XR1 45 100 20
4VSC 200020 S20 20X R2 45 100 20
4VSC 200030 S20 20XR3 45 100 20

www.jjtools.co.kr ‘ 09



6 Flutes Various Symmetry Corner Radius End Mills for steels, Cast Iron & Stainless Steels
LF 7= o al
65 158 48 A HCIAAEY Ve

- SHZEZ(HR420/3h), 92, 3, SUSAIZ 713 A=

+ HR2E 25101 CI¥3t TiAkH 712A| QIME0| AEH|AT oD
h Lhohs e 3 S,

. 45" YRIA A0 2 HA5H0] %, 10/ 7O A BT
o BESESHHMA O MM 2 JHE{2I0| T2 ZA SHHELICt

R h5
% s « Mid-low hardened steel (HRc~42), soft steel, steel, SUS
L . + HR coating reduces stress of flute and enhances wear resistance.

+ 45 helix design is suitable for high speed machining.
« The unequal pitch design decreases chattering.

od

D Size D Tolerance

. ) 23~5 +0~-0.01mm
: !E '|;!)§I|“N ? g ﬂ 45 26 ~12 -0.005 ~ -0.015mm
g Helix Angle
0.005 0.0 0.015 216 -0.01 ~ -0.02mm
R2

R0.1~0.5 RI~15 ol mm

6VSC 060 005 S06 6 XR0.5 15 60 6

6VSC 060 010 S06 6 XR1 15 60 6

6VSC 080 005 S08 8XR0.5 20 70 8

6VSC 080010 S08 8 XR1 20 70 8

6VSC 100 005 S10 10X R0.5 25 75 10
6VSC 100010510 10X R1 25 75 10
6VSC 100015510 10XR1.5 25 75 10
6VSC 100 020S10 10X R2 25 75 10
6VSC 120 005 S12 12XR0.5 30 80 12
6VSC 120010512 12XR1 30 80 12
6VSC 120015512 12XR1.5 30 80 12
6VSC 120020 S12 12XR2 30 80 12
6VSC 120030 512 12XR3 30 80 12
6VSC 160010516 16 X R1 40 | 100 | 16
6VSC 160015516 16 XR1.5 40 | 100 16
6VSC 160 020 S16 16 XR2 40 | 100 | 16
6VSC 160030516 16 XR3 40 | 100 | 16
6VSC 200010 S20 20 XR1 45 100 | 20
6VSC 200015520 20XR1.5 45 100 20
6VSC 200 020 S20 20XR2 45 100 | 20
6VSC 200 030 S20 20XR3 45 100 | 20

10 | < wtoos



7 Flutes Non Symmetry Corner Radius End Mills for SUS

75 SUS7IE8& AL g4 AL

223, SUSAIE, Ti/NiA g3, 2128 S
o

TISIN-R 2 %{2/5101 CHI3H IAIR) 72A| Q140 AEH AT} 2O,

LA 7H3 AE Y

Ljotm A 5t 8k ElLICt
2243t AEfYA| 472 A= Lo ASS 2|43} SIQALIC
FRE HROE Ut AL WA SIABLICH

R

h5

&R e

od
.

and hard to cut materials.

L1

avoid edge stress in various applications.

Preventing bottom edge chipping by coner R.

E R | ! i E| © [ curTing
RO.5 385P

7SUC 060 005 060
7SUC 080 005 070
7SUC 100 005 075
7SUC 120 005 085
7SUC 160 005 100
7SUC 200005110

6 X R0O.5
8 XR0.5
10 XR0O.5
12XR0.5
16 XRO.5
20X R0O.5

15 60 6
25 70 8
25 75 10
30 85 12
42 100 16
48 110 20

0| 52 /YA 2ZETS HeFI0l, 1018 HYA| AELO| TS 343,

[

Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel
TISIN-R coating provides wear resistance improvement as well as
Strong design for protection against chattering.

Minimize fracturing at high feed by high TRS fine WC grade.

D Size D Tolerance
26~12 -0.005 ~ -0.015mm
216~ 20 -0.01 ~ -0.02mm
o2l mm

www.jjtools.co.kr \ 1
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h5

od

4 Flutes High Speed Sloting End Mills for SUS W
g agagAgucy

EII‘E%I‘; SUSH'%; ==, 2 [ |

XY 7ISAI 282 He B0 = Y HIS0| 24510, FEIR 252 Z0j= E5T
U= 7152 TS

TISIN-RZE A2(5104 CHH DA 7HSA| QM S0 AEH AT MO,
LHOFR Y E5H Sk ElLIC.

0| =2 0|EA 2ZYS(0.5m) = e, =20 IS 2|45} SIRELICE

o|al QUHEAZ 7L £ Cokst LEARZY Jg)g, %@P 7|-.g_

Endmiills for finishing and roughing of alloy steel, sus, inconel,
mild steels and various hard to cut materials.

Chip emission is excellent for slotting, and thick double core designed

enables continuous machining without chattering.

Minimize fracturing by high TRS fine (0.5um) WC grade.

TISIN-R coating provides wear resistance improvement as well as avoid

edge stress in various applications.

D Size D Tolerance
, @3~4 +0 ~-0.01mm
PEDERE0E ==
= TISIN-R w w m Helix Angle 216~20 -0.015 ~ -0.03mm
@3~4  ©6~12 ©16~20 C Cutting ool mm
4SLE 030 080 S06 3 8 - 50 6
4SLE 030210 S06 3 8 21 60 | 6
4SLE 040 100 S06 4 10 - |50 6
4SLE 040 210 S06 4 10 | 21 60 6
4SLE 060 150 S06 6 15 - 60 6
4SLE 060 210 S06 6 15 1 21 60 6
4SLE 080 200 S08 8 20 - 70 8
4SLE 080 270 S08 8 20 27 70 8
4SLE 100 250 S10 10 25 - 180 10
4SLE 100350 S10 10 25 35 80 10
4SLE 120300 S12 12 30 - 90 12
4SLE 120400 S12 12 30 | 40 | 90 12
4SLE 160400 S16 16 40 - 1100 16
4SLE 160500 S16 16 40 | 50 100 16
4SLE 200 450 S20 20 45 - 110 20
4SLE 200 550 S20 20 45 | 55 110 20
L waTooLS
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5&6 Flutes Trochoidal Milling End Mills
LF CF rul =] |
5&6< EEF0/E 7f& Al =2
- 223, SUSAH|E, Q13d, Atttz S CHfoh AR o S47HS
o G EY0|FH EAL TISIN-R 2 2|2 CHISHI| AL 7HSA| Q1Mo
AEY AT HOM, LHOFE Y L5t okef ELICH
Th 2l 202 AL A3t0] ZAE0| FAIZH IR0 HE B

SEHO0| &2 0|EA 22 (0.5m) = HH, PEBO| THES 2|48} SIRELICE

Roughing Endmills for alloy steel, SUS, Inconel, Mild steel and
various hard-to-cut materials.

+ Chip breaker designed for side flute and TISIN-R coating provides wear
resistance improvement as well as avoid edge stress in various applications.
Variable helix design for minimizing cutting resistance and long time process.
+ Minimize fracturing by high TRS fine (0.5um) WC grade.

- o D Size D Tolerance
l! o TISIRN ) E m &?Ie 26~ 12 -0.01 ~ -0.025mm
- TG 015-0.0 9 WELDON ©16~20  -0.015~-0.03mm
26~12 ©16~20 Shield Edge Weldon Shank cel: mm

6TROE 060 140 060 6 14 - 60 | 6
6TROE 060 200 065 6 20| - |65 |6
5TROE 060 260 070 6 26 | - 70 6
6TROE 060 300 070 6 16 1 30 70 | 6
6TROE 080 180 065 8 18 - 658
6TROE 080 260 070 8 26 - 70 8
5TROE 080 340 080 8 34 - 8 8
6TROE 080 400 080 8 21 1 40 80 8
6TROE 100 220 075 10 22 | - |75 10
6TROE 100 330 080 10 33| - 80 10
5TROE 100 430 090 10 43 ' - |9 |10
6TROE 100 500 100 10 26 | 50 100 10
6TROE 120 270 080 12 27 | - 80 12
6TROE 120 390 095 12 39| - |95 |12
5TROE 120510110 12 51 - 110 12
6TROE 120600 110 12 31 | 60 110 12
6TROE 160 360 100 16 36 | - 100 16
6TROE 160 520 120 16 52 | - 120 16
5TROE 160 680 130 16 68 | - 130 16
6TROE 160 800 130 16 41 1 80 130 16
6TROE 200450 110 20 45 - 1110 | 20
6TROE 200 650 130 20 65 | - 13020
5TROE 200 850 150 20 85 - |150 | 20
6TROE 200 900 150 20 51 | 90 150 20
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4VSB Cutting Condition « RPM : rev./min « Feed : mm/min

_ Hag g§33/3+% E[ERE g &3z AB[QIAZ
I:ALI?ZH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
HEA Ap  Ae Ap  Ae Ap  Ae Ap  Ae Ap  Ae
(Radius) S| ey Axial  Radial i) | ey Axial  Radial WA ey Axial  Radial sl | e Axial  Radial il | nzEy Axial  Radial

R0O.5X1 44,500 1,780 1.0 0.5 |20,700 1,200 1.0 0.5 |16,000 1,000 | 0.30 0.5 9,550 110 0.2 0.1 25,500 1,000 1.0 0.5
R0.6X1.2 37,150 1,490 1.2 0.6 |17,250 1,000 1.2 0.6 |13,200 800 0.36 0.6 | 8,000 100 0.2 0.1 21,000 850 1.2 0.6
RO75X1.5 |29.720 1,200 15 0.8 13,800 800 13 0.8 10,600 600 0.45 0.8 | 6,300 80 0.3 0.2 17,000 700 15 0.8

R1X2 22.300 1,330 2.0 1.0 10,350 620 2.0 1.0 8,000 480 0.60 1.0 3,180 120 0.4 0.4 |12,800 760 2.0 1.0
R1.25X2.5 | 17.800 1,400 235 13 8,280 500 225 13 6,400 380 0.75 1.3 2,500 100 0.5 0.2 |10,000 600 225 13
R1.5X3 14.860 1,200 3.0 1.0 6,900 550 3.0 1.0 5,300 420 0.90 1.0 2,120 90 0.6 0.2 8,500 780 3.0 1.0

R2X4 11,150 1,120 | 4.0 2.0 5,170 350 4.0 2.0 4,000 300 1.20 2.0 1,590 100 0.8 0.2 6,370 640 4.0 2.0
R2 5X5 8,910 1,070 5.0 A5 4,140 330 5.0 AS 3,200 300 1.50 A5 1,270 90 1.0 0.2 5,100 710 5.0 A5
R3X6 7,430 1,000 6.0 3.0 3,450 340 6.0 3.0 2,650 300 1.80 3.0 1,000 85 12 0.2 4,250 680 6.0 3.0
R4X8 5,500 900 8.0 4.0 2,590 310 8.0 4.0 2,000 240 2.40 4.0 800 70 1.6 0.2 3,190 580 8.0 4.0
R5X10 4,460 800 10.0 5.0 2,070 290 10.0 5.0 1,600 230 3.00 5.0 630 60 2.0 0.2 2,550 500 10.0 5.0

R6X12 3,710 750 12.0 6.0 1,720 280 12.0 6.0 1,320 240 3.60 6.0 530 55 2.4 0.2 2,120 470 12.0 6.0
R8X16 2,790 610 16.0 8.0 1,300 230 16.0 8.0 1,000 200 4.80 8.0 400 45 32 0.2 1,600 390 16.0 8.0
R10X20 2,230 500 20.0 10.0 | 1,035 200 20.0 10.0 800 170 6.00 10.0 300 40 4.0 0.2 1,280 320 20.0 10.0
R12.5X25 1,780 430 25.0 12.5 800 200 25.0 12.5 630 150 7.50 12.5 255 85 5.0 0.5 1,000 260 25.0 12.5

Ap : Axial Depth % 20| ¢} 20| (mm)
Ae : Radial Depth £t H3¢0| ¢} 2/0|(mm)

_k./\./ D : Qutside Diameter 2|Z (mm)
f n:Speed ESHEE (min)

“i‘ Vf:Feed 0| 4% (mm/min)

EDRES
Depth of Cut

| AP |

AL

.3_*3.@ ”z' [EZ 2510 UPADOWN 5101 43 5HiAI2

. “7|;““7*7*9|é1LT7~|0|‘:'§ YIS 718 8, 7HE =4, A& 7|0l w2t 22 HE 2 gL
© HE I UL R BES FR0= BlH 9 0SS EE 22 HIZ2 20N AL T

© US0| AL ZY0| Z2 SA7|H A8 QULIC (@ 1 0[5HALBA| 215 51 22| SmO|LHLZ)

T YUES 2501 022 22 D|AE 2HUE MES FHFLILL

* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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4VSE Cutting Condition « RPM : rev./min « Feed : mm/min

e ErAZ 3%/ 272 . EEEE TEEEY ARl AZ
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
24 mm A Ae A Ae A Ae A Ae A Ae
Ouside  RPM - FEED mbl e PPMFEED R ol R reED B S R D R o BMOOFEED R
Tmm 41,400 800 | 075 025 |19,000 230 | 075 025 19,100 150 0.5 0.2 |8000 100 | 0.5 0.2 (31,900 380 | 0.7 0.3
1.2mm 34500 700 | 0.90 030 |16,000 200 | 0.90 030 15920 120 0.6 02 | 6630 80 0.6 0.2 [265500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 [12800 150 | 1.13 038 12,800 100 0.8 03 | 5300 65 0.8 0.3 (21,200 250 | 1.1 0.5
2mm 20,700 400 | 150 050 | 9,550 110 | 1.50 050 9,550 80 1.0 0.4 | 4,000 65 1.0 0.4 (15600 200 | 1.4 0.6
2.5mm 16,500 330 | 1.88 0.63 | 7650 90 | 1.88 0.63 | 7,600 70 1.3 0.5 |318 50 1.3 0.5 (12,800 150 | 1.8 0.8
3mm 13,800 330 | 45 15 | 6370 80 45 15 | 6370 100 3.0 12 | 265 50 30 075 10,600 210 | 45 15
4mm 10,350 410 | 6.0 20 | 4780 135 | 6.0 20 | 4780 130 4.0 1.6 | 2000 40 40 1.00 | 8000 150 | 6.0 2.0
5mm 8280 430 | 7.5 25 | 380 150 | 7.5 25 | 380 150 5.0 2.0 | 1,600 6 50 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 30 | 3200 150 | 9.0 30 |3200 150 6.0 24 1320 80 6.0 150 | 5300 420 | 9.0 3.0
8mm 5180 520 | 120 40 | 2390 140 | 120 4.0 | 2390 140 8.0 32 [ 1,000 80 80 200 | 4,000 180 | 120 40
10mm 4140 660 | 150 50 | 2070 200 | 150 50 | 2000 130 | 10.0 40 | 800 9 | 100 250 |38 510 | 150 5.0
12mm 3450 620 | 180 60 | 1,720 200 | 180 6.0 | 1,600 140 | 120 48 | 660 100 | 120 300 | 2650 530 | 180 6.0
16mm 2,600 520 | 240 80 | 1,300 200 | 240 80 | 1200 120 | 160 6.4 | 500 9 | 160 400 | 2000 400 | 240 80
20mm 2,000 450 | 30.0 100 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
. 1.0D . 1.0D 1.0D
%‘?J 7|'§ Sld? Ml!llng = F— Sld‘.e Ml!llng = e 1
+Ap: Axial Depth < 1.0D + Ap: Axial Depth < 0.5D 1.0D
Depth ofCut | Ae : Radial Depth Ae 7 + Ae : Radial Depth Ae 7, 0

.

.

7H2 YA 7Hs 3 TIAR B0k Y] RIS,
A 2200] g 33 U QEYS HI23H A2 U SN0 250 UP&DOWN 3101 4% SHAIQ

' 20| U5t SALE0| USLIC THAS Tisp| 9fsh 753121 HIHS A2 ZHSHIAR.

A7) 284 2710| 0 4300192, MIKBAI KB ¥, 73 B3, MG 70l et 271 2 2% Sick

ZABI} 70| 20 ATS £E8 2T ¥ U M 0| ST I AHS 450} 018 SRS HIY HO2 IR,

US0| 21 20| 2 SA7|H AL QUSILICH (@ 1 0[5F ALBA| 21E 518 22| SymO|LHL )

022, HAR, QU O|AE SHUES A, US 2 X715t 7+S Al L1t 2atof| FoI5HAIL.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5;m)

Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

EVSE CUtting Condition « RPM : rev./min « Feed : mm/min

e EtA% %32/ 272 - EEE3 L ABOIYAZ
Ma?erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
|4 mm Ap AE Ap AE Ap AE Ap AE Ap AE
Outside RPM  FEED Axial Radial RPM  FEED  Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth ~ Depth
3mm 30,000 5000 | 6.0  0.15 | 10,600 1,100 | 6.0 0.15 |11,500 700 6.0 0.5 | 3,190 200 6.0 015 |15900 1,400 | 6.0 0.15
4mm 22,300 5200 | 80 0.0 | 8000 1,200 | 8.0 0.20 | 8750 800 80 020 | 2400 280 | 80 020 [12,000 1,500 | 8.0 0.20
5mm 17,800 7,000 | 100 025 | 6400 1,200 | 10.0 025 | 7,000 920 | 10.0 025 | 2,000 280 | 10.0  0.25 | 95500 1,500 | 10.0  0.25
6mm 14,800 6,000 | 120 030 | 5300 1,280 | 120 030 | 5800 1,000 | 120 030 | 1,600 280 | 120 030 | 7960 1,900 | 120  0.30
8mm 11,000 6,600 | 160  0.40 | 4000 1,200 | 16.0  0.40 | 4380 1,300 | 160 040 | 1,200 320 | 160 040 | 6,000 2500 | 16.0  0.40
10mm 8,900 8,000 | 20.0 050 | 3,200 1,600 | 20.0  0.50 | 3,500 1,400 | 20.0  0.50 | 1,000 280 | 20.0  0.50 | 4780 2,300 | 20.0  0.50
12mm 7,400 8500 | 240  0.60 | 2,650 1,600 | 240  0.60 | 3,000 1,400 | 240 0.0 | 800 300 | 240 060 | 3,900 2,700 | 240  0.60
16mm 5570 6,700 | 32.0  0.80 | 2,000 1,500 | 320  0.80 | 2,200 1,200 | 32.0  0.80 | 600 270 | 320 0.80 | 3,000 1,700 | 320  0.80
20mm 4,500 5300 | 40.0 1.00 | 1,600 1,500 | 40.0  1.00 | 1,750 1,150 | 40.0  1.00 | 480 230 | 40.0 1.00 | 2,400 1,500 | 40.0  1.00
7|12 Side Milling
Depth of Cut *Ap: Axial Depth <
+ Ae : Radial Depth Ae

742 21QUA] 7H5 B TIARY 0l 21 SHIAIQ.

A 20| gl= 2E 2 Rad2 e 21E U 35200 B[S0 UPADOWN 5t 43 SHdAIR

o 20| YLUSHA HAIE|0f USLIC THES T|5H | ol 7HSOHH HIY S YAlo 2 ZHTIMUAIR.

47| 24 249 A= 20|22, HIIBA 7S 8Y, 715 S, A8 7|A|of 2t 24 HE QY SiLCL

ZABI 72| 2 ATS A5 S 2517t ] U MY HA0| LS 1) ATIS S50t 0[5 A5 HJH| HOZ ZHFHAAIR.

2US0| A1 20| 22 SH7|H A QUSILICH (@ 1 0[5F ALBA| 2S 518 22| SymO|LHER)

OI0EZ, AR, QU O|AE FHUEES A5, YS 2 75t 745 Al2| L at Watof| Fol5HAIL.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)

Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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4VCE Cutting Condition « RPM : rev./min « Feed : mm/min

e ErAZ 3%/ 272 . EEEE TEEEY ARl AZ
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
24 mm A Ae A Ae A Ae A Ae A Ae
Ouside  RPM - FEED mbl e PPMFEED R ol R reED B S R D R o BMOOFEED R
Tmm 41,400 800 | 075 025 |19,000 230 | 075 025 |19,100 150 0.5 0.2 |8000 100 | 0.5 0.2 (31,900 380 | 0.7 0.3
1.2mm 34500 700 | 0.90 0.30 |16,000 200 | 0.90 030 |15920 120 0.6 02 | 6630 80 0.6 0.2 [265500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 [12800 150 | 1.13  0.38 |12,800 100 0.8 03 | 5300 65 0.8 0.3 (21,200 250 | 1.1 0.5
2mm 20,700 400 | 150 050 | 9,550 110 | 1.50 050 | 9,550 80 1.0 0.4 | 4,000 65 1.0 0.4 (15600 200 | 1.4 0.6
2.5mm 16,500 330 | 1.88 0.63 | 7650 90 | 1.88 0.63 | 7,600 70 1.3 0.5 |318 50 1.3 0.5 (12,800 150 | 1.8 0.8
3mm 13,800 330 | 45 15 | 6370 80 45 15 | 6370 100 3.0 12 | 265 50 30 075 10,600 210 | 45 15
4mm 10,350 410 | 6.0 20 | 4780 135 | 6.0 20 | 4780 130 4.0 1.6 | 2000 40 40 1.00 | 8000 150 | 6.0 2.0
5mm 8280 430 | 7.5 25 | 380 150 | 7.5 25 | 380 150 5.0 2.0 | 1,600 6 50 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 30 | 3200 150 | 9.0 30 |3200 150 6.0 24 1320 80 6.0 150 | 5300 420 | 9.0 3.0
8mm 5180 520 | 120 40 | 2390 140 | 120 4.0 | 2390 140 8.0 32 [ 1,000 80 80 200 | 4,000 180 | 120 40
10mm 4140 660 | 150 50 | 2070 200 | 150 50 | 2000 130 | 10.0 40 | 800 9 | 100 250 |38 510 | 150 5.0
12mm 3450 620 | 180 60 | 1,720 200 | 180 6.0 | 1,600 140 | 120 48 | 660 100 | 120 300 | 2650 530 | 180 6.0
16mm 2,600 520 | 240 80 | 1,300 200 | 240 80 | 1200 120 | 160 6.4 | 500 9 | 160 400 | 2000 400 | 240 80
20mm 2,000 450 | 30.0 100 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
. 1.0D . 1.0D 1.0D
%‘?J 7|'§ Sld? Ml!llng = F— Sld‘.e Ml!llng = e 1
+Ap: Axial Depth < 1.0D + Ap: Axial Depth < 0.5D 1.0D
Depth ofCut | Ae : Radial Depth Ae 7 + Ae : Radial Depth Ae 7, 0

715 ZYA 7hs o DA HHol|Af 21 SHYAI 2.

A 270| Q= 27 Y AL B3 17 Y QA0 HI25I01 UP&DOWN 3101 43 SHAIL

o & 20| FUSHA HAE|O] QUELICH T2 TI5H| ol 7HSSHH HIHE WAl 2 ZHSHIAIR.

« 7| A U FESA0|BZ, HIIBAI7IS B, 718 24, A8 7|A0f| Wt 221 H 2% S

ZUBIL7|AQ| 2{0] ATS S8 2GS L H 2 A HYO| T I ATS S0t 0|5 SES HF 202 ZYTHUAIR.

+ 2SO0 A1 ZH0| E2 SA7|H AL LYBILIC (@ 1 0I5t ALZA| 21E 512 22| SimO|LLA)

o OjojE2, AR, QUD|AE FUES FHSHH, S T 7SI 75 Al LI} Loi0f| FOGHIAI2.

+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

+ If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
+ Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

+ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

svcc Cutti ng Condition * RPM : rev./min « Feed : mm/min

.

. B4 232/ 373 Eleeta TEREE ABOIAZ
'\T ?ZH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
$45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
o7 mm Ap AE Ap  AE Ap  AE Ap  AE Ap AE
Outside RPM FEED Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth ~ Depth
6mm 6,900 1,000 7.2 1.2 7,590 950 7.2 1.2 4,250 630 6.0 1.2 1,050 80 6.0 1.2 5,800 850 7.2 1.2
8mm 5,100 1,030 9.6 1.6 5,610 979 9.6 1.6 3,180 520 8.0 1.6 800 70 8.0 1.6 4,400 650 9.6 1.6
10mm 4,140 1,140 | 12.0 2.0 4,554 1,083 | 12.0 2.0 2,550 460 10.0 2.0 630 100 10.0 2.0 3,500 700 12.0 2.0
12mm 3,450 1,030 | 14.4 2.4 3,795 979 14.4 2.4 2,120 410 12.0 2.4 600 95 12.0 2.4 3,000 730 14.4 2.4
14mm 3,000 1,000 16.8 2.8 3,300 950 16.8 2.8 1,600 420 14.0 2.8 540 95 14.0 2.8 2,500 750 16.8 2.8
16mm 2,600 970 19.2 32 2,860 922 19.2 32 1,400 400 16.0 3.2 500 90 16.0 32 2,200 700 19.2 32
18mm 2,300 920 21.6 3.6 2,530 874 21.6 3.6 1,400 380 18.0 3.6 440 90 18.0 3.6 2,000 630 21.6 3.6
20mm 2,070 930 24.0 4.0 2,277 884 24.0 4.0 1,200 380 20.0 4.0 400 90 20.0 4.0 1,750 600 24.0 4.0
2oz SAI:e ',Z::!Ingepth 2
Depth of Cut + Ae : Radial Depth Ae
+ 7HS 2YA 7k Bt DAY SOl 212 SHdAlL.
« HA 20| gl= 21 U RRY2 HIE 21E 2 R Y0 U350 UP&DOWN 5104 23 SHAI2

.

' Zo| TLCLHH| Ae 22 B2 HHAIL.

7| EA 209 U= £2|0|122, HIISA 7HS Y, 7HS S, A& T o w2t 24 HE QY Stk

ZUBIL7|AHQ| 2|t AUS L5 2USI7ILE H B HE 0| DYS I ATS L2005 £ S H[H A0 2 ZHHAIR.

2US0| A1 20| 2 SA7|H A QUELICH (@ 1 0[5F ALBA| 215 518 22| SymO|LHLZ)

o 002, HAR, QUO|AE FUEES ZHGHH, US 2 75t 745 Al L at 2atof| FOI5HAIL.

+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

¢ If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

+ Set ae figure considering Corner C figure of diameter.

+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
¢ If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
+ Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

+ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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4VSC Cutting Condition « RPM : rev./min « Feed : mm/min

e ErAZ 3%/ 272 . EEEE TEEEY ARl AZ
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
24 mm A Ae A Ae A Ae A Ae A Ae
Ouside  RPM - FEED mbl e PPMFEED R ol R reED B S R D R o BMOOFEED R
Tmm 41,400 800 | 075 025 |19,000 230 | 075 025 |19,100 150 0.5 0.2 |8000 100 | 0.5 0.2 (31,900 380 | 0.7 0.3
1.2mm 34500 700 | 0.90 0.30 |16,000 200 | 0.90 030 |15920 120 0.6 02 | 6630 80 0.6 0.2 [265500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 [12800 150 | 1.13  0.38 |12,800 100 0.8 03 | 5300 65 0.8 0.3 (21,200 250 | 1.1 0.5
2mm 20,700 400 | 150 050 | 9,550 110 | 1.50 050 | 9,550 80 1.0 0.4 | 4,000 65 1.0 0.4 (15600 200 | 1.4 0.6
2.5mm 16,500 330 | 1.88 0.63 | 7650 90 | 1.88 0.63 | 7,600 70 1.3 0.5 |318 50 1.3 0.5 (12,800 150 | 1.8 0.8
3mm 13,800 330 | 45 15 | 6370 80 45 15 | 6370 100 3.0 12 | 265 50 30 075 10,600 210 | 45 15
4mm 10,350 410 | 6.0 20 | 4780 135 | 6.0 20 | 4780 130 4.0 1.6 | 2000 40 40 1.00 | 8000 150 | 6.0 2.0
5mm 8280 430 | 7.5 25 | 380 150 | 7.5 25 | 380 150 5.0 2.0 | 1,600 6 50 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 30 | 3200 150 | 9.0 30 |3200 150 6.0 24 1320 80 6.0 150 | 5300 420 | 9.0 3.0
8mm 5180 520 | 120 40 | 2390 140 | 120 4.0 | 2390 140 8.0 32 [ 1,000 80 80 200 | 4,000 180 | 120 40
10mm 4140 660 | 150 50 | 2070 200 | 150 50 | 2000 130 | 10.0 40 | 800 9 | 100 250 |38 510 | 150 5.0
12mm 3450 620 | 180 60 | 1,720 200 | 180 6.0 | 1,600 140 | 120 48 | 660 100 | 120 300 | 2650 530 | 180 6.0
16mm 2,600 520 | 240 80 | 1,300 200 | 240 80 | 1200 120 | 160 6.4 | 500 9 | 160 400 | 2000 400 | 240 80
20mm 2,000 450 | 30.0 100 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
. 1.0D . 1.0D 1.0D
%‘?J 7|'§ Sld? Ml!llng = F— Sld‘.e Ml!llng = e 1
+Ap: Axial Depth < 1.0D + Ap: Axial Depth < 0.5D 1.0D
Depth ofCut | Ae : Radial Depth Ae 7 + Ae : Radial Depth Ae 7, 0

.

78 2YAI 7H5 3 DA S0l 212 SHIAIR.

A Z740] G 37 Y SEYS I3 27 U QAN H[2510] UP&DOWN 301 43 SHIAI2

' 29 IR CHH| Ae S 4 SHIAIL.

47| 34 220 405 2300|102, UKBA 13 BY 713 54, 38 7o) ufet 221 WY 23 B

i?iiﬂk 7|H el 2|t ATS K5 2L H & ‘%‘ AY0| AT I ATS L0 01 S HY 202 ZYTHUAIR.
AUSO0| A1 20| F2 SA7|H A& 2UBILICH (B 1 0[5 ALBA| 21E 51 & 22| SimO|LHLA)

Olo{EE, BAR, QUDN|AE SHUES 25H, S 2 Mot 715 Al L0t wato] FOISHIAIR.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.
Consider the corner radius value when you set up the Ae value.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

6VSC Cutting Condition

+ RPM : rev./min « Feed : mm/min

- EtaZt §32/3+12 E|Et3ta g gaz AgQl3AZ
’:44 ?ZH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
|4 mm Ap AE Ap AE Ap AE Ap AE Ap AE
Outside RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial
Diameter Depth  Depth Depth ~ Depth Depth  Depth Depth  Depth Depth  Depth
6mm 14,800 6,000 | 12.0 0.3 | 5300 1,280 | 12.0 0.3 | 5800 1,000 | 120 03 | 1,600 280 | 12.0 0.3 | 7,960 1,900 | 12.0 0.3
8mm 11,000 6,600 | 16.0 0.4 | 4,000 1,200 | 16.0 0.4 | 438 1,300 | 160 04 | 1200 320 | 16.0 0.4 | 6,000 2,500 | 16.0 0.4
10mm 8,900 8,000 | 20.0 0.5 | 3,200 1,600 | 20.0 0.5 | 3500 1,400 | 200 05 | 1,000 280 | 20.0 0.5 | 4,780 2,300 | 20.0 0.5
12mm 7,400 8,500 | 24.0 0.6 | 2,650 1,600 | 24.0 0.6 | 3,000 1,400 | 240 06 | 800 300 | 24.0 0.6 | 3900 2,100 | 24.0 0.6
16mm 5570 6,700 | 32.0 0.8 | 2,000 1,500 | 32.0 0.8 | 2200 1,200 | 320 08 | 600 270 | 32.0 0.8 | 3,000 1,700 | 32.0 0.8
20mm 4,500 5,300 | 40.0 1.0 | 1,600 1,500 | 40.0 1.0 | 1,750 1,150 | 40.0 1.0 | 480 230 | 40.0 1.0 | 2,400 1,500 | 40.0 1.0
HUIIE Side Milling 5
Depth of Cut «Ap: A><|a! Depth
« Ae : Radial Depth Ae
o 7t3 UUA| 7+s ot TARY B0l 21 SHYAIR
« HAHZ70] Gl AZ Y KAV HIXG AA Y SE| B[5H0{ UPRDOWN 510 4% 5HIAIL

.

El 710| TR Ae 22 HY SHHAIL.

LS "ZIOI 02, HIIBAI 7S 8, 71 B2, A8 7|A|of w2t 24 HE oY .‘Z'—IEf

ZURL7|AHQ 2 ALS LS f3f71l-f H 2 A 0| 2l [ ATE L0t 0|& LS H|Y O 2 2YTHAIR.

AUS0| A1 Zd0[ E2 A7 |A Af QUSBILICE (@1 0[5t AFBA| 21E 518 22| 5um0|'-H%Zi)

2R, EAR, QU DIAE SUES S0, TS 2 Aot 715 Al2] &S Lel0] FoSHHAIR.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

Consider the corner radius value when you set up the Ae value.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

www.jjtools.co.kr ‘ 17



7SUE Cutting Condition + RPM rev./min » Feed : mm/min
y g§32/3+2 AHQIZAZ/ EIEEE nk: 1))
| AR I Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Materia
SKD61 / NAK SUS304 /SUS 316 / Ti6A Inconel 718
o3 A
> p Ae Ap Ae Ap Ae
Doigrt‘ﬁledtgr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 4,070 925 6 6 4,070 550 3 6 1,430 200 1.2 6
28 3,080 838 8 8 3,080 488 4 8 1,100 163 1.6 8
210 2,420 663 10 10 2,420 438 5 10 880 163 2 10
212 2,090 663 12 12 2,090 375 6 12 726 138 2.4 12
216 1,540 488 16 16 1,540 350 8 16 550 100 3.2 16
220 1,210 438 20 20 1,210 325 10 20 440 75 4 20
D D D
ey
Depth of Cut <1D (MAX. 12mm) <0.5D <0.2D
I 7 7

ZLI =] =]
+ BA 20| 9 12 Y AL BISE 1 Y SAH0] HIH510] UP&DOWN 5101 44 SHIAI2.

© Oloj=2, HAIR, QU O|AE BHUES 23501,

=
42| YUCE A 7HBAI 7B 84, 718 23, 48 7|0l 2t 2247 2% S,
= 2 22 BA0| ST I ATS A0 O[S4 ES HZHO
O, 218 % AZASHD 7HBAIS] Tt afo] 20| SNl

ZY AR,

* If the effective length is long, reduce the RPM and feed in the same proportion.

* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

4SLE Cutting Condition

« RPM : rev./min « Feed : mm/min

432/ 3+2 AHQIAZ/ E[EE 13z
ARy Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Material
SKD61 / NAK SUS304 /SUS 316 / Ti6A Inconel 718
oilt?de RPM  FEED Ap Ae RPM  FEED Ap Ae RPM  FEED Ap Ae
Diameter Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
23 13,270 740 24 3.0 5,840 260 2.4 3.0 3,185 115 2.4 3.0
24 9,950 710 3.2 4.0 4,380 245 3.2 4.0 2,390 115 3.2 4.0
26 6,630 720 4.8 6.0 2,920 245 4.8 6.0 1,590 115 4.8 6.0
28 4,970 800 6.4 8.0 2,190 245 6.4 8.0 1,190 115 6.4 8.0
210 3,980 800 8.0 10.0 1,750 245 8.0 10.0 955 115 8.0 10.0
212 3,320 800 9.6 12.0 1,460 245 9.6 12.0 796 115 9.6 12.0
216 2,490 800 12.8 16.0 1,095 245 12.8 16.0 597 115 12.8 16.0
220 1,990 800 16.0 20.0 880 245 16.0 20.0 480 115 16.0 20.0
1.0D
R
Depth of Cut 0.8D
7

$8% 20717 9, RPMI} FEEDE 52 B8 HHZNL.

712 IUA| T3 TR HOIAf 212 SHIALS.

+ A 2200] O 17 U B HIXH A Y SIS0

UP & DOWN 3101 442 SHIAI.

& 20| HUsp| HAEI0| YSLICH THES Tis}| 9ish 7512

BRI WAOR 2 BHIAR.

O B ZZBE HAZ0 3T 43| ULICH U HBAI 1B B
7K 23, 387|700l ufe 22447 22 $hict,

2RI 70| A ATE 422

A 1 ATIS A0 0l% 422 HHHOZ .

© OOfER, AR, QU NAE BUES 235H, U3 H AH5tD

7HBAJo] 2wt 20| SNl

18 | < wtoos

If the effective length is long, reduce the RPM and feed in the same proportion.
When entering the tool to the workpiece, enter the tool from outside to the
workpiece.

If the diameter or effective length of your tool are not on the table, adjust it
compared similarity value on the table.

The edge of the flute precisely grinded. If you want to measure the tool, and
to avoid damaging on the flutes, use non-contact measuring method.

Use this table for your reference. Adjust the parameters depending on your
machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red
heat on the material, adjust RPM and feed in the same proportion.

Air blow or mist coolants are recommended and note for chip emission, heat,
or ignition.



5&5TRDE Cutti ng Condition * RPM :rev./min « Feed : mm/min

a3/ 342 AH|QIAZ/ EIEEE Iz L=,
TIAHR : Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Materia
SKD61 / NAK SUS304 /SUS 316 / Ti6A Inconel 718
o3 A
> p Ae Ap Ae Ap Ae
Doigﬁ‘nsggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 3,700 450 6 0.3 3,200 380 6 0.3 1,100 65 6 0.3
28 2,800 400 8 0.4 2,350 420 8 0.4 950 60 8 0.4
210 2,250 325 10 0.5 1,990 350 10 0.5 750 60 10 0.5
212 1,990 300 12 0.6 1,550 270 12 0.6 600 55 12 0.6
216 1,550 250 16 0.8 1,250 250 16 0.8 500 50 16 0.8
220 1,200 180 20 1 900 150 20 1 350 50 20 1
<0.05D
oy <1D
Depth of Cut
2EZ 0|7t 71 42, RPMIt FEEDE SY HIEE YHFAIL.
713 2YA| 7hst TIARY oA 21 SHYAIR.
A 20| gl= 2 2 REE2 HIRE 21E Y K220 HZ5t UPADOWN 5t 2% SHA|2.
Of H4t 22 H= HAZRAC| A1 3| YLICE A 718A 715 ©4Y, 718 S, A& 7|A o w2t 2AHZ 2 STt
ZABTL7|A Q| 2T ATS 5 ZAGI7LEH T A S 0| BMY I AUE K504 0|5 LS H[H X Z 2 FHIAL.
O01E2, HAR, QYU D|AE FHEE FH5HH, /S A H|7{ot L 715AI2] LHIH USH0]| 9| SHIAIR

If the effective length is long, reduce the RPM and feed in the same proportion.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

www.jjtools.co.kr ‘ 19



)

Your specials are our standards.

S AHE2 R0l H

WWW.JJTOOLS.CO.KR

=X it
=

LiL},

wwwtois.cokr /N HIHOEAZ)
N/ TO0LS Cotid.
EE

LONG .
HIGH

Performance

+ HRCB20/2] CIZS8 TIA 7H3.

ol

2hinG

2 Zhne

FINISHING 23 348 2I4E @

INSERTS

ssric » -

¢
=
7
W

Your specials are our standards.
Gtlo] AnjS2 R2]o| BEFRULIC)

Your specials are our standards.
A9 Anjge 2/o] BEELLIC

O e

EXics

LO WPrice
HIGH

Performance

BAE! B8 3 2 sz g

FLAT CIxfoI X2 |

Applied flat design for inclined or curved
surfaces when counter boring and dilling

JHHAE, 4585 - thls EREE A2

FLAT DRILL

tistaction, Performance Satisfaction = Muli functional Flat Drill Series

A 20, Folct & wiEe |

Helx 20", Excellont cip snision |
==

#EIA 25~30° 22 & EIY X |
Helx 25-30", Coolant hle type !
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Your specials are our standards.
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Drilling, threading and chamfering in

one tool operation
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Strong & Long Lasting Nano Diamond Coating
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S5SNI 345

Minimizo bt up ecgo by low fcton damond coating

23t FEHAE(CFRP-GFRP), §- 583,
R2/EAYR, J24T0|E(52) §

HIE B34 ARS SEAY ¥ ACy
Endmils for GFRP, GFR, copper, copper ally,
glassicarbon iber graphite nonferous and
nor-mealic mateil.
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For Composite Materials
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