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+ Good wear resistance by high quality Si-based PVD coating.
Designed for low speed with high feed condition.

« Suitable for heavy duty and roughing application.

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

h5

od

D Size D Tolerance
- 21~5 +0~-0.01Tmm
PEEDEER0E =
0.005 £0.01 0.015 216 -0.01 ~-0.02mm
R0.2~0.5R1~ 1.5 298P ool mm
4JJRC 010002 025 1XR0.2 4 6JJRC 060 005 060 6 XR0.5 6
4JJRC 015 005 040 1.5XR0.5 o> 4 6JJRC 060 010 060 6 XR1 6
4JJRC 020 005 060 2XR0.5 2 6 50 6 6JJRC 080 005 060 8XR0.5 16 60 8
4JJRC 030 005 080 3XR0.5 3 8 50 6 6JJRC 080010 060 8 XR1 16 60 8
4JJRC 040005120 4 XR0.5 4 12 60 6 6JJRC 080 020 060 8XR2 16 60 8
4JJRC 040 005 160 4 XR0.5 4 16 60 6 6JJRC 100 005070 10 X RO.5 20 70 10
4JJRC040010120 4XR1 4 12 60 6 6JJRC 100010070 10XR1 20 70 10
4JJRC040010 160 4XR1 4 16 60 6 6JJRC 100 020 070 10XR2 20 70 10
4JJRC 050 005 150 5XR0.5 5 15 60 6 6JJRC 120 005 080 12 XR0.5 25 80 12
4JJRC 050010 150 5XR1 5 15 60 6 6JJRC 120010 080 12XR1 25 80 12
4JJRC 060 003 150 6 XR0.3 6 |15 60 6 6JJRC 120 020 080 12XR2 25 80 12
4JJRC 060 005 150 6 X RO.5 6 15 60 6 6JJRC 160 005 100 16 XR0.5 30 100 16
4JJRC060010 150 6 XR1 6 15 60 6 New 6JJRC 160 005 160 16 XR0.5 30 160 16
4JJRC 060015 150 6 XR1.5 6 15 60 6 6JJRC 160010 100 16 XR1 30 100 16
4JJRC 080003 160 8 XR0.3 8 16 60 8 New 6JJRC 160010 160 16 XR1 30 160 16
4JJRC 080 005 160 8XR0.5 8 |16 60 8
4JJRC 080 005 200 8 XR0.5 8 20 80 8
4JJRC 080 005 300 8 XR0.5 8 30 110 8
4JJRC080010 160 8 XR1 8 |16 60 8
4JJRC 080010 200 8 XR1 8 |20 80 8
4JJRC 080010300 8XR1 8 30 110 8
4JJRC 080 020 160 8XR2 8 |16 60 8
4JJRC 080 020 200 8XR2 8 |20 80 8
4JJRC 080 020 300 8XR2 8 30 110 8
4JJRC 100 003 200 10XR0.3 10 20 | 70 10
4JJRC 100 005 200 10 X RO.5 10 | 20 | 70 10
4JJRC 100 005 250 10 XR0.5 10 25 90 10
4JJRC 100 005 300 10 XR0.5 10 30 120 10
4JJRC 100010 200 10X R1 10 | 20 | 70 10
4JJRC 100 010 250 10X R1 10 | 25 | 90 10
4JJRC 100010 300 10X R1 10 30 120 10
4JJRC 100 020 200 10 XR2 10 20 70 10
4JJRC 100 020 250 10XR2 10 25 | 90 10
4JJRC 100 020 300 10X R2 10 30 120 10
4JJRC 120 005 250 12 XR0.5 12 25 80 12
4JJRC 120 005 300 12X R0.5 12 /30 100 12
4JJRC 120 005 350 12 XR0.5 12 35 130 12
4JJRC 120010 250 12X R1 12 | 25 80 12
4JJRC 120010 300 12XR1 12 1 30 | 100 12
4JJRC 120010 350 12XR1 12 1/ 35 130 12
4JJRC 120 020 250 12XR2 12 | 25 | 80 12
4JJRC 120 020 300 12XR2 12 | 30 100 12
4JJRC 120020 350 12XR2 12 1 35 130 12
4JJRC 120 030 250 12XR3 12 25 | 80 12
4JJRC 160 010 300 16 X R1 16 | 30 [ 110 16
4JJRC 160 010 400 16 X R1 16 40 160 16
4JJRC 160 020 300 16 XR2 16 30 110 16
4JJRC 160 020 400 16 XR2 16 40 160 16
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Cuttlng COndltlon « RPM : rev./min « Feed : mm/min
| AR g3z /312 Ink:[=+/; 14EZ
Material Alloy Steels/ Tool Steels Hardened Steels Hardened Steels
4E Hardness 30 ~45HRC 45 ~55HRC 55 ~ 62HRC
ol K A
: e p Ae Ap Ae Ap Ae
I%grrﬁggr (R:gcri?fsr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 R0.2 42,000 7,800 0.03 0.05 35,000 6,800 0.02 0.05 25,000 2,600 0.02 0.05
215 R0O.5 40,000 8,000 0.04 0.06 30,000 7,000 0.03 0.60 21,000 2,800 0.02 0.06
22 R0.5 27,000 8,400 0.05 0.08 24,000 7,500 0.04 0.80 16,000 3,000 0.03 0.80
23 RO.5 18,000 9,000 0.08 1.20 16,000 8,500 0.06 1.20 11,000 3,300 0.05 1.20
24 RO.5 16,000 10,000 0.13 1.70 13,000 10,000 0.09 1.70 9,000 4,000 0.08 1.70
” R1.0 14,000 9,500 0.12 1.50 12,000 8,800 0.08 1.50 8,000 3,500 0.07 1.50
25 RO.5 12,000 12,000 0.17 2.30 11,000 10,000 0.12 2.30 7,300 4,300 0.09 2.30
” R1.0 11,000 11,000 0.15 2.00 9,600 9,500 0.10 2.00 6,400 3,800 0.08 2.00
26 RO.3 10,900 13,200 0.18 2.95 10,000 13,000 0.12 2.95 6,500 4,600 0.12 2.95
” R0O.5 10,600 13,000 0.17 2.85 9,500 12,000 0.11 2.85 6,300 4,500 0.11 2.85
” R1.0 12,654 12,600 0.17 2.80 9,000 11,000 0.1 2.80 5,800 4,100 0.1 2.80
” R1.5 9,000 11,000 0.15 2.50 8,000 9,600 0.10 2.50 5,300 3,800 0.10 2.50
28 RO.3 8,400 13,500 0.24 3.54 7,300 15,000 0.18 3.54 4,700 4,484 0.15 3.54
” RO.5 8,200 13,000 0.23 3.42 7,100 13,000 0.17 3.42 4,600 4,370 0.15 3.42
” R1.0 8,000 12,000 0.22 3.36 6,700 11,000 0.17 3.36 4,520 4,294 0.15 3.36
” R2.0 7,000 11,000 0.20 3.00 6,000 9,600 0.15 3.00 4,000 3,800 0.13 3.00
210 R0O.3 6,490 12,980 0.24 5.31 5,664 11,210 0.18 5.31 3,776 4,484 0.15 5.31
” RO.5 6,325 12,650 0.23 5.13 5,520 10,925 0.17 5.13 3,680 4,370 0.15 5.13
” R1.0 6,160 12,320 0.22 5.04 5,376 10,640 0.17 5.04 3,584 4,256 0.15 5.04
” R2.0 5,500 11,000 0.20 4.50 4,800 9,500 0.15 4.50 3,200 3,800 0.13 4.50
212 RO.5 5,428 11,800 0.35 5.31 4,838 10,620 0.30 5.31 3,186 4,130 0.24 5.31
” R1.0 5,290 11,500 0.34 5.13 4,715 10,350 0.29 5.13 3,105 4,025 0.23 5.13
” R2.0 5,152 11,200 0.34 5.04 4,592 10,080 0.28 5.04 3,024 3,920 0.22 5.04
” R3.0 4,600 10,000 0.30 4.50 4,700 9,000 0.25 4.50 2,700 3,500 0.20 4.50
216 R1.0 4,012 10,384 0.25 7.10 3,540 9,204 0.22 7.15 2,360 3,776 0.13 7.35
” R2.0 3,400 8,800 0.30 7.50 3,000 7,800 0.25 7.50 2,000 3,200 0.20 7.50
Ae
Y o BARIHELY
Depth of Cut < ’J Inclined Cutting
= Coefficients respective of tool overhang « DU AMAI 20| TR HOH Y2 015 PITCHE MY SRR
A7| RUB= 4L 7|2 AL}
5 Depth of Cut ° ceeTE e =
Type | Overhang | Revolution | Feedrate | PFR" 8 . o) nfep sfzi QA1 TS OFAOI 4 LIOIAY 20k SO%7HR) UP SHE44AIS.
L/D=5 100% 100% 100% o O] A 2B HAZ 0| A0 2] YU|Ch A 715AI 715 ©Y, 715 24, 287 |A o
Straight | L/D=6 90% 80% 80% [t} 274 B74 90t BHL|C}
Dl T TP - HEPIo| S 4558 Fo0js S S50t 0l4 S8 22 882 B0 FANL.
Taperneck | L/D=8 %0% 80% 80% - 5220712 29, 9 A0 RPVR| FEEDS 7412
- ° ° ? . HolZip|7t L 7o Q
L/D=10 80% 70% 70% ZO[7t &2 A<, RPM2t FEEDE 713 AL,

B3 A2 S 9510 0| 2L OU D|AES 22 BHict,

For curved milling, raise up the feed up to 30% in stable condition.

The parameters on the table are based on 4 flutes.

With 6 flutes milling, raise up the feed up to 50% in stable condition.

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

If your CNC machine cannot run enough RPM and Feed, reduce the RPM and
feed in same proportion.

In case of long effective length, reduce the RPM and feed by 30% or less.

If you use small value of Ap, raise up the RPM and feed.

Air blow or oil mist is recommended for smooth chip emission.

www.jjtools.co.kr

| 329



Your specials are our standards.
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