2 Flutes Corner Rounding Cutter

- Endmills for various work materials, hardened steel
(HRc ~52), pre-hardened steel, tool steel and cast iron.
+ Good wear resistance by Si-based PVD coating.

R 15° s « High precise edge tolerance.
-5 f > « Very nice work surface finish.
S[Sj T‘SL « Minimize fracturing by high TRS fine(0.5 ym) WC grade.
L2
L

. D Size D Tolerance
TISIN CUTTING
.5~0.9 +0 ~ -0.01mm
, Coating DATA %
E . . HEIIXAngle £2-52 .

01~25R 3~8

2CRC 005 001 S04 0.5 XR0.1

2CRC 005 0015S04 | 0.5XR0.15
2CRC 005 002 S04 0.5XR0.2 1 2.5 45
2CRC 0050025S04 | 05XR025 11 25 45
2CRC 005 003 S04 0.5XR0.3 12 25 45
2CRC 0050035804 | 05XR035 13 25 45
2CRC 005 004 S04 0.5XR0.4 14 | 25 45
2CRC 0050045S04 | 05XR045 15 25 45
2CRC 005 005 S04 0.5XR0.5 16 25 45
2CRC 009 005 S04 0.9 XR0.5 2 3 45

2CRC 049 005 S06 4.9 XR0.5 6 - 50
2CRC 005 0055S04 | 0.5XR0.55 | 1.7 3 45
2CRC 005 006 S04 0.5XR0.6 1.8 3 | 45
2CRC 005 0065 S04 | 0.5XR0.65 | 1.9 3 45
2CRC 005 007 S04 0.5XR0.7 2 3 45
2CRC 009 0075S04 | 0.9XR0.75 | 2.5 4 45
2CRC 009 008 S04 0.9XR0.8 2.6 4 | 45
2CRC 009 0085S04 | 0.9XR0.85 | 2.7 4 45
2CRC 009 009 S04 0.9XR0.9 2.8 4 | 45
2CRC 009 0095S04 | 0.9XR0.95 | 29 4 45
2CRC 009 010 S06 0.9XR1 3 5 50
2CRC 039 010 S06 3.9XR1 6 = 50
2CRC 059 010 S08 59 XR1 8 - 60
2CRC 0090125806 | 0.9XR1.25 | 3.5 5 50
2CRC 034 0125S06 | 3.4XR1.25 6 - 50
2CRC 014 015 S06 1.4XR1.5 4.5 8 50
2CRC 049 015 S08 49XR1.5 8 - 60
2CRC 014 020 S06 1.4XR2 55 | 10 | 80

2CRC 039 020 S08 3.9XR2 8 - 60
2CRC 019 025 S08 1.9XR2.5 7 13 60
2CRC 019 030 S08 1.9XR3 8 - 60 | 8
2CRC 019 035 S10 1.9XR3.5 S 13 70 10

DO WOOOOR”DMDMDIMDAMAMMMDMODMDMDEAAAEDAEMNDMDDDN

2CRC 019 040 S10 1.9XR4 10 - 70 10
2CRC 019 045 S12 1.9XR4.5 11 183 80 12
2CRC 019 050 S12 1.9XR5 12 - 80 | 12
2CRC 039 060 S16 3.9XR6 16 = 90 16
2CRC 059 070 S20 5.9XR7 20 - 90 | 20
2CRC 039 080 S20 3.9XR8 20 = 90 20
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4 Flutes Corner Rounding Cutter

' . Endmills for various work materials, hardened steel
(HRc ~52), pre-hardened steel, tool steel and cast iron.

Good wear resistance by Si-based PVD coating.

R 15° hs « High precise edge tolerance.
sTor f > « Very nice work surface finish.
S] s s « Minimize fracturing at high feed by high TRS fine WC grade.

L2

. . o .
I\ T|S|N o CUINING D Size D Tolerance
Coating Helix Angle DATA
| +0.0 0.0 ?1.4~5.9 +0~ -0.02mm
6R 16P

05~25R 3~ mm

4CRC 029 005 S04 2.9XR0.5 4 - 50 4
4CRC 024 0075S04 | 2.4 XR0.75 4 = 50 4
4CRC 019 010 S04 1.9XR1 4 - 50 4
New 4CRC 0140125806 | 1.4XR1.25 4 8 60 6
4CRC 049 005 S06 4.9XR0.5 6 - 50 6
4CRC 044 0075S06 | 4.4 XR0.75 6 = 50 6
4CRC 039 010 S06 3.9XR1 6 - 50 6
4CRC 059 010 S08 5.9XR1 8 = 60 8
New 4CRC 054 0125 S08 | 5.4 XR1.25 8 - 60 8
4CRC 049 015 S08 4.9 XR1.5 8 = 60 8
4CRC 039 020 S08 3.9XR2 8 - 60 8
4CRC 059 020 S10 5.9XR2 10 = 70 10
4CRC 049 025 S10 49XR25 10 - 70 10
4CRC 039 030 S10 3.9XR3 10 = 70 10
4CRC 059 030 S12 5.9XR3 12 - 75 12
4CRC 039 040 S12 3.9XR4 12 = 75 | 12
4CRC 059 050 S16 5.9XR5 16 - 80 16
4CRC 039 060 S16 3.9XR6 16 = 80 16
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W § T 1 Flute Straight Flute Taper End Mills
— |

. Endmills for various work materials, hardened steel
(HRc ~50), pre-hardened steel, tool steel and cast iron.

« Good wear resistance by Si-based PVD coating.

» Optimum for NC engraving by straight type one edge.

« Maximize engraving efficiency by various edge diameter.

D Size D Tolerance

'|'|S|N CUTTING =
Coating Hellx ‘Angle DATA 20 +0.05 ~ =Omm
’) 20.05 ~ 0.3 +0 ~ -0.02mm
@0.05 ~ 0.3

1STE 000 200 S04 0 20° 5 4 New 1STE 003 200 S04 4
1STE 000 300 S04 0 30° 5 4 New 1STE 003 300 S04 30 4
1STE 000 900 S04 0 Q0° 2 40 4 New 1STE 003 600 S04 0.3 60° 3.2 40 4
1STE 000 200 S06 0 20° 5 50 6 New 1STE 003 900 S04 0.3 Q0°  1.85 40 4
1STE 000 300 S06 0 30° | 5 50 6
1STE 000 900 S06 0 Q0° 3 50 6
1STE 000 1200 S06 0 120°| 1.73 50 6
1STE 0005 200 S04 0.05 20° 5 40 4
1STE 0005 300 S04 0.05 30° 5 40 4
1STE 0005 900 S04 0.05  90° | 1.97 40 4
1STE 0005 200 S06 005  20°| 5 50 6
1STE 0005 300 S06 005 30° 5 50 6
1STE 0005 900 S06 0.05 90° 297 50 6
1STE 0005 1200 S06 | 0.05 @ 120° 1.71 50 6
1STE 001 200 S04 0.1 20° 5 40 4
1STE 001 300 S04 0.1 30° 5 40 4
New 1STE 001 600 S04 0.1 60° | 3.37 40 4
1STE 001 900 S04 0.1 90° 195 40 4
1STE 001 200 S06 0.1 20° 5 50 6
1STE 001 300 S06 0.1 30° 5 50 6
1STE 001 900 S06 0.1 Q0° | 295| 50 6
1STE 001 1200 S06 0.1 120°| 1.7 50 6
1STE 0015 200 S04 015  20° 5 40 4
1STE 0015 300 S04 0.15 30° 5 40 4
New 1STE 0015 600 S04 0.15  60°  3.33 40 4
1STE 0015 900 S04 0.15  90° 192 40 4
1STE 0015 200 S06 015 | 20° 5 50 6
1STE 0015 300 S06 0.15 30° 5 50 6
1STE 0015 900 S06 015  90° 292 &0 6
1STE 00151200S06 | 0.15  120° 1.68 50 6
1STE 002 200 S04 0.2 20° 5 40 4
1STE 002 300 S04 0.2 30° 5 40 4
New 1STE 002 600 S04 0.2 60° | 3.29 40 4
1STE 002 900 S04 0.2 Q0° 19 40 4
1STE 002 200 S06 0.2 20° 5 50 6
1STE 002 300 S06 0.2 30° b5 50 6
1STE 002 900 S06 0.2 Q0° | 29 50 6
1STE 002 1200 S06 0.2 | 120° 1.67 50 6
Available Cutting Shape
(0) (0) (0) (0)
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2 Flutes Straight Flute Taper End Mills

- ‘0n° CUTTING
E T(:!’gilng DATA
’ 0 16P

Endmills for various work materials, hardened steel

(HRc ~50), pre-hardened steel, tool steel and cast iron.
Good wear resistance by Si-based PVD coating.

Optimum for NC engraving, chamfering and centering with straight

2flutes.

Resin, plastic machining applicable witn coated or non coated endmill.

5.5 60
2.5 60

2STE 000 300 S03 2STEC 000 300 S03 0 30° 3
2STE 000 600 S03 2STEC 000 600 S03 0 60° . 3
2STE 000 900 S03 2STEC 000 900 S03 0 Q0° 1.5 60 3
2STEC 000 900 080 0 90° 1.5 80 3
2STE 000 1200 S03 2STEC 000 1200 S03 0 120° 0.86 60 3
2STE 000 300 S04 2STEC 000 300 S04 0 30° 7.4 60 4
2STE 000 600 S04 2STEC 000 600 S04 0 60° 3.4 60 4
2STE 000 900 S04 2STEC 000 900 S04 0 90° 2 60 4
2STEC 000 900 100 0 Q0° 2 100 4
2STE 000 1200 S04 2STEC 000 1200 S04 0 120° 1.15 60 4
2STE 000 300 S06 2STEC 000 300 S06 0 30° 1.1 60 6
2STE 000 600 S06 2STEC 000 600 S06 0 60° 5.1 60 6
2STE 000 900 S06 2STEC 000 900 S06 0 90° 3 60 6
2STEC 000 900 110 0 9Q0° 3 110 6
2STE 000 1200 S06 2STEC 0001200 S06 0 120° 1.73 60 6
2STE 000 600 S08 2STEC 000 600 S08 0 60° 6.9 65 8
2STE 000 900 S08 2STEC 000 900 S08 0 90° 4 65 8
2STEC 000 900 120 0 90° 4 120 8
2STE 000 1200 S08 2STEC 000 1200 S08 0 120° 2.3 65 8
2STE 000 600 S10 2STEC 000 600 S10 0 60° 8.6 70 10
2STE 000 900 S10 2STEC 000 900 S10 0 90° 5 70 10
2STEC 000 900 150 0 9Q0° 5 150 10
2STE 000 1200 S10 2STEC 000 1200 S10 0 120° 2.88 70 10
(] 2STE 000 600 S12 2STEC 000 600 S12 0 60° 10.3 75 12
E 2STE 000 900 S12 2STEC 000 900 S12 0 90° 6 75 12
% 2STEC 000 900 160 0 90° 6 160 12
,13 2STE 000 1200 S12 2STEC 000 1200 S12 0 120° 3.46 75 12
u
3
B
m

D Size D Tolerance
20 +0.05 ~ -Omm

mm

Available Cutting Shape

vy L

(0) (0) (A)
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T 4 Flutes Straight Flute Taper End Mills

. Endmills for various work materials, hardened steel
(HRc ~52), pre-hardened steel, tool steel and cast iron.

- Good wear resistance by Si-based PVD coating.

« Optimum for NC engraving, chamfering and centering with straight
4flutes.

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

.
TISIN o CUTmING D Size D Tolerance
Coating Helix Angle DATA
0.05 —O 20 +0.05~ -Omm

@0 16P mm

4STE 000 600 S03 0 60° | 2.5 | 50 3
4STE 000 900 S03 0 90° 1.5 &0 3
4STE 000 600 S04 0 60° 34 50 4
4STE 000 900 S04 0 90° | 2 50 4
4STE 000 600 S06 0 60° 51 60 6
4STE 000 900 S06 0 90° 3 60 6
New 4STE 000 900 030 0 90° | 3 | 100 6
4STE 000 600 S08 0 60° 69 65 8
4STE 000 900 S08 0 90° 4 65 8
New 4STE 000 900 040 0 90° 4 100 8
4STE 000 600 S10 0 60° 86 75 | 10
4STE 000 900 S10 0 90° 5 75 | 10
New 4STE 000 900 050 0 90° | 5 | 100 10
4STE 000 600 S12 0 60° 103 80 | 12
4STE 000 900 S12 0 90° 6 80 | 12
New 4STE 000 900 080 0 90° 8 100 | 16

Available Cutting Shape

D D g | Fine point machining

(0) (0) (X)
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2 Flutes 90° Chamfering Cutter

!_ ' - Endmills for various work materials, hardened steel (HRc ~50),

. pre-hardened steel, tool steel and cast iron.
LA « Good wear resistance by Si-based PVD coating.
ﬁb er‘\ a « Applied helix 2flutes design for better performance in corner chamfering.
L1

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

TISIN 30 CULIING D Size D Tolerance
Coating Helix Angle DATA 208 ~ 1 0 0.02
138 ~ -0.02mm

08~ g1 17P mm

2CHA 008 900 011 0.8 90° | 1.1 | 80 3
2CHA 008 900 016 0.8 90° | 1.6 50 4
2CHA 010 900 025 1 90° | 25 60 6
2CHA 010 900 035 1 90° 35 70 8
2CHA 010 900 045 1 Q0° 45 | 80 10
2CHA 010 900 055 1 90° 55 90 | 12

3 Flutes 90° Chamfering Cutter

M - Endmills for various work materials, hardened steel (HRc ~50),

o pre-hardened steel, tool steel and cast iron.
« Good wear resistance by Si-based PVD coating.
@ 0 e& « Applied helix 2flutes design for better performance in corner chamfering.
]

od

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

O
'|'|S|N CUTTING 5Tar
Coating Hellx Mgle DATA D Size olerance
20.8 ~ 1 +0~ -0.02mm

yao 8~ g2
3CHA 008 900 011 90° 3
3CHA 008 900 016 90° 4
3CHA 010 900 025 1 90° 2.5 60 6
3CHA 010 900 035 1 90° 35 65 8
3CHA 020 900 045 2 90° 45 | 75 10
3CHA 020 900 055 2 90° 55 80 | 12

\ £ 4 TOOLS
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2 Flutes Centering End Mills

ﬁge%
L1

« Non coating : acryl, A.B.S, aluminum, non-ferrous and non-
metallic materials
. Coating : pre-hardened steel, cast iron, non-metallic materials

« Multi function endmill for corner chamfering, side wall and centering.
- Applied fine WC grade optimized for various non-ferrous and non-

od

L

metallic work materials.

« Endmills for various work materials, hardened steel(HRc ~50), pre-
hardened steel, tool steel and cast iron.

e

(2!02~ ¢5

D Size D Tolerance
20.2~5 +0~ -0.01mm
26 ~12 -0.01 ~ -0.025mm
214 ~ 16 -0.015 ~ -0.08mm

New

New

New

New

2CEN 002 600 S03
2CEN 002 900 S03
2CEN 003 600 S03
2CEN 003 900 S03
2CEN 005 600 S03
2CEN 005 900 S03
2CEN 008 600 S03
2CEN 008 900 S03
2CEN 010 600 S03
2CEN 010 900 S03
2CEN 015 600 S03
2CEN 015 900 S03
2CEN 020 600 S03
2CEN 020 900 S03
2CEN 030 600 S03
2CEN 030 900 S03
2CEN 030 600 S06
2CEN 030 900 S06
2CEN 040 600 S06
2CEN 040 900 S06
2CEN 050 600 S06
2CEN 050 900 S06
2CEN 060 600 S06
2CEN 060 900 S06
2CEN 080 600 S08
2CEN 080 900 S08
2CEN 100 600 S10
2CEN 100 900 S10
2CEN 120 600 S12
2CEN 120900 S12
2CEN 140 600 S14
2CEN 140900 S14
2CEN 160 600 S16
2CEN 160 900 S16

New
New

New
New

2CENC 002 600 S03
2CENC 002 900 S03
2CENC 003 600 S03
2CENC 003 900 S03
2CENC 005 600 S03
2CENC 005 900 S03
2CENC 008 600 S03
2CENC 008 900 S03
2CENC 010 600 S03
2CENC 010 900 S03
2CENC 015 600 S03
2CENC 015 900 S03
2CENC 020 600 S03
2CENC 020 900 S03
2CENC 030 600 S03
2CENC 030 900 S03
2CENC 030 600 S06
2CENC 030 900 S06
2CENC 040 600 S06
2CENC 040 900 S06
2CENC 050 600 S06
2CENC 050 900 S06
2CENC 060 600 S06
2CENC 060 900 S06
2CENC 080 600 S08
2CENC 080 900 S08
2CENC 100 600 S10
2CENC 100 900 S10
2CENC 120 600 S12
2CENC 120 900 S12
2CENC 140 600 S14
2CENC 140 900 S14
2CENC 160 600 S16
2CENC 160 900 S16

60° 3
90° 3
0.3 60° 0.6 45 3
0.3 90° 0.6 45 3
0.5 60° 1 50 3
0.5 90° 1 50 3
0.8 60° 1.6 50 3
0.8 90° 1.6 50 3
1 60° 2 50 3
1 90° 2 50 3
1.5 60° 3 50 3
1.5 90° 3 50 3
2 60° 4 50 3
2 90° 4 50 3
3 60° 6 50 3
3 90° 6 50 3
3 60° 6 50 6
3 90° 6 50 6
4 60° 8 50 6
4 90° 8 50 6
5 60° 10 50 6
5 90° 10 50 6
6 60° 12 60 6
6 90° 12 60 6
8 60° 16 70 8
8 90° 16 70 8
10 60° 18 70 10
10 90° 18 70 10
12 60° 20 75 12
12 90° 20 75 12
14 60° 26 80 14
14 90° 26 80 14
16 60° 32 100 16
16 90° 32 100 16

Available Cutting Shape

Ty
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2 Flutes Miniature Chamfering End Mills

- pre-hardened steel, cast iron, non-metallic materials

« Multi function endmill for corner chamfering, side wall and centering.

« Applied fine WC grade optimized for various non-ferrous and non-
metallic work materials.

« Endmills for various work materials, hardened steel(HRc ~50), pre-
hardened steel, tool steel and cast iron.

JCRO 300 CULIING D Size D Tolerance
Coating Helix Angle DATA
D —0.0 20.5 ~ 3 +0~ -0.01mm
18P

0.5~ g3 mm

2CENE 005 0005 090 0.5 0.05 90° 1 40 3
2CENE 006 0005 090 0.6 0.05 90° 1.2 40 3
2CENE 007 0005 090 0.7 0.05 90° 1.4 40 3
2CENE 008 0005 090 0.8 0.05 90° 1.6 40 3
2CENE 010 0005 090 1 0.05 90° 2 40 3
2CENE 010 001 090 1 0.1 90° 2 40 3
2CENE 010 001 120 1 0.1 120° 2 40 3
2CENE 012 001 090 1.2 01 90° 2.4 40 3
2CENE 015 001 090 1.5 0.1 Q0° 3 40 3
2CENE 015 001 120 1.5 0.1 120° 3 40 3
2CENE 020 001 090 2 0.1 90° 4 40 3
2CENE 020 002 090 2 0.2 90° 4 40 3
2CENE 020 002 120 2 0.2 120° 4 40 3
2CENE 025 002 090 25 0.2 90° 5 40 3
2CENE 030 002 090 3 0.2 Q0° 6 40 3
2CENE 030 002 120 3 0.2 120° 6 40 3
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Available Cutting Shape

(0) (0) (0)
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gMg 2 Flutes Coner C End Mills

/

% o i "]

x ) « Pre-hardened steel, Cast iron, Non-metallic materials

) « Multi function endmill for corner chamfering, side wall.
c 15t h5 « Minimize edge chipping by applying edge chamfering design.
« JCRO coating provides wear resistance improvement as well as
P

(S

2D
\

g
od

avoid edge stress in various applications.
« Endmills for various work materials.

od

. | | D Size D Tolerance
OECEE0 —
+0 -0.01 0.01 -0.025, 26 ~ 12 -0.01 ~ -0.025mm
o1~g5 g6~ g12 18P mm
Order Number Diameter  Chamfer I?%ncgl}? Eé’,%?rl! SB?QK Order Number Diameter  Chamfer L;ngﬁ g’%ﬁ'{ SB?QK
D (o] L1 L d D C L1 L d
2CCMC 010 0002 S04 1 002 | 25 45 4 2CCMC 080 025 S08 8 25 | 19 | 70 8
2CCMC 010 0005 S04 1 005 25 45 4 2CCMC 080 030 S08 8 8 19 70 8
2CCMC 010 001 S04 1 01 25| 45 4 2CCMC 100 001 S10 10 0.1 22 | 75 10
2CCMC 010 002 S04 1 02 25| 45 4 2CCMC 100 002 S10 10 02 22 75 10
2CCMC 010 003 S04 1 03 25|45 4 2CCMC 100 005 S10 10 05 | 22 | 75 10
2CCMC 015 0005 S04 1.5 0.05 | 4 45 | 4 2CCMC 100 010 S10 10 1 22 75 10
2CCMC 015 001 S04 1.5 0.1 4 45 | 4 2CCMC 100 015 S10 10 15 | 22 | 75 |10
2CCMC 015 002 S04 1.5 0.2 4 45 4 2CCMC 100 020 S10 10 2 22 75 10
2CCMC 015 003 S04 15 0.3 4 45 | 4 2CCMC 100 030 S10 10 3 22 | 75 10
2CCMC 015 005 S04 1.5 0.5 4 45 4 2CCMC 100 040 S10 10 4 22 75 10
2CCMC 020 0005 S04 2 005 | 6 45 4 2CCMC 120 001 S12 12 0.1 26 | 80 12
2CCMC 020 001 S04 2 0.1 6 45 4 2CCMC 120 002 S12 12 02 | 26 80 12
2CCMC 020 002 S04 2 0.2 6 | 45 | 4 2CCMC 120 005 S12 12 05 | 26 | 80 |12
2CCMC 020 003 S04 2 0.3 6 45 4 2CCMC 120 010 S12 12 1 26 80 12
2CCMC 020 004 S04 2 0.4 6 | 45 | 4 2CCMC 120 015 S12 12 15 | 26 80 12
2CCMC 020 005 S04 2 0.5 6 45 4 2CCMC 120 020 S12 12 2 26 80 12
2CCMC 030 0005 S06 3 005 | 8 50 6 2CCMC 120 030 S12 12 3 26 | 80 12
2CCMC 030 001 S06 8 0.1 8 50 6 2CCMC 120 040 S12 12 4 26 | 80 12
2CCMC 030 002 S06 3 0.2 8 50 6 2CCMC 120 050 S12 12 5 26 | 80 12
2CCMC 030 003 S06 3 0.3 8 50 6
2CCMC 030 005 S06 3 0.5 8 50 6
2CCMC 030 010 S06 3 1 8 50 6
2CCMC 040 0005 S06 4 005 | 11 | 50 6
2CCMC 040 001 S06 4 0.1 11 50 6
2CCMC 040 002 S06 4 0.2 11 1 650 6
2CCMC 040 003 S06 4 03 11 | 50 6
2CCMC 040 005 S06 4 05 11 | 50 6
2CCMC 040 010 S06 4 1 11 50 6
2CCMC 040 015 S06 4 15 11 | 50 6
2CCMC 050 001 S06 5 0.1 13 60 6
2CCMC 050 002 S06 5 0.2 13 1 60 6
2CCMC 050 005 S06 5 05 13 | 60 6
2CCMC 050 010 S06 5 1 13 1 60 6
2CCMC 050 015 S06 5 15 13 60 6
2CCMC 050 020 S06 5 2 13 1 60 6
2CCMC 060 0005 S06 6 005 13 60 6
2CCMC 060 001 S06 6 0.1 13 1 60 6
2CCMC 060 002 S06 6 0.2 13 60 6
2CCMC 060 003 S06 6 03 13 | 60 6
2CCMC 060 005 S06 6 05 13 | 60 6
2CCMC 060 010 S06 6 1 13 60 6
2CCMC 060 015 S06 6 15 13 60 6
2CCMC 060 020 S06 6 2 13 60 6
2CCMC 060 025 S06 6 25 | 13 60 6
2CCMC 080 001 S08 8 0.1 19 70 8
2CCMC 080 002 S08 8 0.2 19 70 8
2CCMC 080 005 S08 8 05 19 | 70 8
2CCMC 080 010 S08 8 1 19 70 8
2CCMC 080 015 S08 8 15 19 | 70 8
2CCMC 080 020 S08 8 2 19 70 8
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4 Flutes T-Slot Cutter

_ - Endmills for various work materials, hardened steel(HRc ~50),
) pre-hardened steel, tool steel and cast iron.
30" hs « JCRO coating provides wear resistance improvement as well as
r avoid edge stress in various applications.
% D1+0-0.2 ﬂ « Minimize edge chipping by applying 4flutes design.
« Various shapes and length provides optimum efficiency.
« Resin, plastic machining applicable witn coated or non coated endmill.

2D

D Size D Tolerance
CRO CUTTING - —
Coating Hellx il DATA @2~5 +0 ~ -0.02mm
' & @6 ~10  -0.01 ~ -0.03mm
¢2~ @6~ @10 2 ~ ¢6 10

4TES 020 003 040 4TESC 020 003 040 2 6
4TES 020 005 040 4TESC 020 005 040 2 6
4TES 030 003 045 4TESC 030 003 045 3 0.3 4.5 1 .5 5O 6
4TES 030 005 045 4TESC 030 005 045 3 0.5 4.5 1.5 50 6
4TES 030 010 045 4TESC 030 010 045 3 1 4.5 1.5 50 6
4TES 040 003 050 4TESC 040 003 050 4 0.3 5 2 50 6
4TES 040 005 050 4TESC 040 005 050 4 0.5 5 2 50 6
4TES 040 010 050 4TESC 040 010 050 4 1 5 2 50 6
4TES 050 005 045 4TESC 050 005 045 5 0.5 4.5 2.5 50 6
4TES 050 010 050 4TESC 050 010 050 5 1 5 25 50 6
4TES 050 015 055 4TESC 050 015 055 5 1.5 55 2.5 50 6
4TES 050 020 060 4TESC 050 020 060 5 2 6 25 50 6
4TES 060 005 045 4TESC 060 005 045 6 0.5 4.5 3 60 6
4TES 060 010 050 4TESC 060 010 050 6 1 5 3 60 6
4TES 060 015 055 4TESC 060 015 055 6 1.5 5.5 3 60 6
4TES 060 020 060 4TESC 060 020 060 6 2 6 3 60 6
4TES 080 005 045 4TESC 080 005 045 8 0.5 4.5 4 60 8
4TES 080 010 050 4TESC 080 010 050 8 1 5 4 60 8
4TES 080 015 055 4TESC 080 015 055 8 1.5 55 4 60 8
4TES 080 020 060 4TESC 080 020 060 8 2 6 4 60 8
4TES 080 030 070 4TESC 080 030 070 8 3 7 4 60 8
4TES 100 010 070 4TESC 100 010 070 10 1 7 5 70 10
4TES 100 020 080 4TESC 100 020 080 10 2 8 5 70 10
4TES 100 030 090 4TESC 100 030 090 10 3 9 5 70 10

£ 4 TOOLS




4 Flutes T- R Slot Cutter

Endmills for various work materials, hardened steel(HRc ~50),

pre-hardened steel, tool steel and cast iron.
« JCRO coating provides wear resistance improvement as well as

avoid edge stress in various applications.
Minimize edge chipping by applying straight 4flutes design.
Various shapes and length provides optimum efficiency.

"0° | curmne
' 17P

0.5R~3R

@6 ~ 12

D Size D Tolerance

25 ~12 -0.01 ~ -0.026mm

mm

4TRS 050 010 045
4TRS 050 010 070
4TRS 050 020 055
4TRS 060 010 050
4TRS 060 010 080
4TRS 060 015 055
4TRS 060 020 060
4TRS 060 020 100
4TRS 080 020 070
4TRS 080 020 130
4TRS 080 030 080
4TRS 100 040 100
4TRS 100 040 160
4TRS 120 060 150
4TRS 120 060 210

5X0.5R
5X0.5R
5X1R
6 X0.5R
6 X 0.5R
6 X0.75R
6 X1R
6 X 1R
8 X 1R
8X1R
8 X1.5R
10X 2R
10X 2R
12X 3R
12X 3R

_ AN = =

-
(9]

OO~ DMONNNDN:

4.5

5.5

5.5
10
13
10
16

15
21

» b
O'IO'ImU]-b-h-bOJCD(DCDOO

50
50
50
50
50
50
50
50
60
60
60
70
70
75
75

[eclieciiec oo N NN NN N

10
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3 Flutes T- Double Corner Rounding Cutter

h5

od

olLt
E

ot
%

o
BA

No flutes -
in the bottom
LR,
E Jccoatingo M

0.2R~3R

(e

@1.9~ @12

o° CUTTING
Helix Angle DATA
17P

Endmills for various work materials, hardened steel

(HRc ~50), pre-hardened steel, tool steel and cast iron.
JCRO coating provides wear resistance improvement as well as
avoid edge stress in various applications.
Minimize edge chipping by applying straight 3flutes design.

Various shapes and length provides optimum efficiency.

D Size

D Tolerance

21.9 ~12

+0 ~ -0.03mm

mm

3TRC 019 002 080
3TRC 024 003 090
3TRC 026 004 100
3TRC 029 005 120
3TRC 049 005 150
3TRC 068 010 200
3TRC 079 015 250
3TRC 099 020 300
3TRC 119 030 350

Q
2
3
>
r~
g
3
&
m

1.9XR0.2
2.4 XR0.3
2.6 XR0.4
2.9XR0.5
4.9 XR0.5
6.8 XR1

79XR1.5
9.9XR2

11.9XR3

1.45
1.75
1.75
1.85
3.8
4.7
4.7
5.8
5.8

0.9
1.2
1.5
1.8

2.2
2.5
2.8

1.45
1.95
2.5

3.3
4.3
5.8
6.8
8.8

10
12
15
20
25
30
35

60
60
60
60
80
80
80
80
80

0o s MDA

4
N O

Available Cutting Shape

1]

(0) (0)
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ﬂ JT_% 4&6 Flutes T-Double Angular Cutter
i |

a* + Endmills for various work materials, hardened steel
(HRc ~50), pre-hardened steel, tool steel and cast iron.

0 - « JCRO coating provides wear resistance improvement as well as
' ho avoid edge stress in various applications.
ij g] D1+0-0.2 < » Minimize edge chipping by applying straight 4flutes design.
s s oo S 1 « Various shapes and length provides optimum efficiency.
U S el L
No flutes -
in the bottom

D Size D Tolerance

JCRO cUTTING 5~5 0 ~ —0.02
Coating DATA — Sor o0
. ' : Hellx Angle @6 ~12 -0.01 ~ -0.08mm

@1.5~85 @6~312 m 5~@5 ~ 12 mm

4TDA 015 600 030 0.43 3 0.75 4
4TDA 015 900 030 90 0.75 3 0.75 4
4TDA 020 600 050 2 60° 0.57 5 1 50 4
4TDA 020 900 050 2 90° 1 5 1 50 4
4TDA 025 600 060 2.5 60° 0.75 6 1.2 50 4
4TDA 025 900 060 2.5 90° 1.3 6 1.2 50 4
4TDA 030 600 075 3 60° 0.86 7.5 1.5 50 4
4TDA 030 600 120 3 60° 0.86 12 1.5 50 4
4TDA 030 900 075 3 90° 1.5 7.5 1.5 50 4
4TDA 030 900 120 3 90° 1.5 12 1.5 50 4
4TDA 040 600 100 4 60° 1.15 10 2 50 4
4TDA 040 600 160 4 60° 1.15 16 2 50 4
4TDA 040 900 100 4 90° 2 10 2 50 4
4TDA 040 900 160 4 90° 2 16 2 50 4
4TDA 050 600 125 5 60° 1.44 12.5 2.5 60 6
4TDA 050 600 200 5 60° 1.44 20 2.5 60 6
4TDA 050 900 125 5 90° 2.4 12.5 25 60 6
4TDA 050 900 200 5 90° 2.4 20 25 60 6
4TDA 060 600 150 6 60° 1.73 15 3 60 6
4TDA 060 600 250 6 60° 1.73 25 3 60 6
4TDA 060 900 150 6 90° 2.8 15 3 60 6
4TDA 060 900 250 6 90° 2.8 25 3 60 6
6TDA 080 600 200 8 60° 2.3 20 4 70 8
6TDA 080 600 280 8 60° 2.3 28 4 70 8
6TDA 080 900 200 8 90° 3.8 20 4 70 8
6TDA 080 900 280 8 90° 3.8 28 4 70 8
6TDA 100 600 250 10 60° 2.8 25 5 75 10
6TDA 100 600 350 10 60° 2.8 35 5 75 10
6TDA 100 900 250 10 Q0° 4.8 25 6 80 10
6TDA 100 900 350 10 9Q0° 4.8 35 6 80 10
6TDA 120 600 300 12 60° 3.4 30 6 80 12
6TDA 120 600 420 12 60° 3.4 42 6 80 12
6TDA 120 900 300 12 Q0° 5.8 30 6 80 12
6TDA 120 900 420 12 90° 5.8 42 6 80 12

Available Cutting Shape

el ]
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38&4 Flutes Thread Milling Cutter

. Endmills for various work materials, hardened steel
(HRc ~50), pre-hardened steel, tool steel and cast iron.

« JCRO coating provides wear resistance improvement as well as
avoid edge stress in various applications.

60°+1 . « Minimize edge chipping and fracturing by applying straight flutes
} ns design which is appropriate to screw groove cutting.
Q QL D1+0-0.2 < « Various shapes and length provides optimum efficiency.
wangs L
No flutes -
in the bottom

Y )
JCC'RO 0 D Size D Tolerance
oatin B
1 +0-002 Helgsl 2057 ~8 40 ~ ~0.02mm

20.57~@8 @0.01~ 20.09 mm

3THC 0057 025 M008 0.57 0.01 0.16 25 0.3 40 4
3THC 0065 028 M009 0.65 0.01 0.18 2.8 0.35 40 4
3THC 007 030 MO1 0.7 0.015 0.19 3 0.4 40 4
3THC 009 036 M012 0.9 0.015 0.2 3.6 0.57 40 4
3THC 0105 045 M014 1.06 0.02 0.24 4.5 0.66 40 4
3THC 012 050 M016 1.2 0.02 0.28 5 0.75 40 4
4THC 015 060 M02 1.5 0.025 0.31 6 1 45 4
4THC 019 070 M025 1.9 0.025 0.34 7 1.35 45 4
4THC 023 090 M03 2.3 0.03 0.43 9 1.6 65 6
4THC 031 120 M04 3.1 0.04 0.56 12 2.2 65 6
4THC 040 150 M05 4 0.05 0.62 15 3 65 6
4THC 048 180 M06 4.8 0.07 0.79 18 3.65 75 6
4THC 065 230 M08 6.5 0.08 0.94 23 5 80 8
4THC 079 260 M10 7.9 0.09 1.13 26 6.1 80 8

Q
2
3
>
2
z
:
B
Lu]

Available Cutting Shape

(0) (0)
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4&6 Flutes T-Angular Cutter

W « Endmills for various work materials, hardened steel
(HRc ~50), pre-hardened steel, tool steel and cast iron.

« JCRO coating provides wear resistance improvement as well as
avoid edge stress in various applications.

« Minimize edge chipping by applying straight 4flutes design.

« Various shapes and length provides optimum efficiency.

h&

od

D Size D Tolerance

CRO CUTTING —
Coating Hellx iale DATA @1.5~5 +0~ -0.02mm
| 0 @6 ~12 -0.01 ~ -0.03mm

¢1 5~g5 @6~312 m 5~@5 ~ 12 mm

4TAC 015 300 030 3 0.75 4
4TAC 015 450 030 45 O 37 3 0.75 4
4TAC 020 300 050 2 30° 0.28 5 1 50 4
4TAC 020 450 050 2 45° 0.5 5 1 50 4
4TAC 025 300 060 2.5 30° 0.37 6 1.2 50 4
4TAC 025 450 060 2.5 45° 0.65 6 1.2 50 4
4TAC 030 300 075 3 30° 0.43 7.5 1.5 50 4
4TAC 030 300 120 3 30° 0.43 12 1.5 50 4
4TAC 030 450 075 3 45° 0.75 7.5 1.5 50 4
4TAC 030 450 120 3 45° 0.75 12 1.5 50 4
4TAC 040 300 100 4 30° 0.57 10 2 50 4
4TAC 040 300 160 4 30° 0.57 16 2 50 4
4TAC 040 450 100 4 45° 1 10 2 50 4
4TAC 040 450 160 4 45° 1 16 2 50 4
4TAC 050 300 125 5 30° 0.72 12.5 2.5 60 6
4TAC 050 450 125 5 45° 1.25 125 2.5 60 6
4TAC 060 300 150 6 30° 0.86 15 3 60 6
4TAC 060 300 240 6 30° 0.86 24 3 60 6
4TAC 060 450 150 6 45° 1.5 15 3 60 6
4TAC 060 450 240 6 45° 1.5 24 3 60 6
6TAC 080 300 200 8 30° 1.15 20 4 70 8
6TAC 080 300 280 8 30° 1.15 28 4 70 8
6TAC 080 450 200 8 45° 2 20 4 70 8
6TAC 080 450 280 8 45° 2 28 4 70 8
6TAC 100 300 250 10 30° 1.44 25 5 75 10
6TAC 100 300 350 10 30° 1.44 35 5 75 10
6TAC 100 450 250 10 45° 2.5 25 5 75 10
6TAC 100 450 350 10 45° 2.5 35 5 75 10
6TAC 120 300 300 12 30° 1.73 30 6 80 12
6TAC 120 300 420 12 30° 1.73 42 6 80 12
6TAC 120 450 300 12 45° 3 30 6 80 12
6TAC 120 450 420 12 45° 3 42 6 80 12

Available Cutting Shape

www.jitools.co.kr ‘ 15




| 2CRC

Cutting Condition

«RPM:rev./min  «Feed : mm/min

Material Carbon Steels Alloy Steels Hardened Steels
Hardness 35~ 40HRC
Outside Diameter RPM FEED RPM FEED RPM FEED
1.9 3,200 60 2,300 50 2,500 40
229 2,500 60 1,800 50 1,800 40
?3.9 1,850 60 1,400 50 1,400 40
24.9 1,600 60 1,100 50 1,200 40
@5.9 1,400 60 900 50 1,000 40
I 4cnc «RPM:rev./min  «Feed : mm/min
Material Carbon Steels Alloy Steels Hardened Steels
Hardness 35~ 40HRC
Outside Diameter RPM FEED RPM FEED RPM FEED
1.9 5,940 1,260 4,950 1,050 3,960 840
229 5,280 1,130 4,400 940 3,520 750
?3.9 4,700 1,010 3,910 840 3,100 670
24.9 4,200 910 3,400 750 2,800 600
@5.9 3,700 820 3,000 670 2,400 540

« When entering the tool to the workpiece, enter the tool from outside to the workpiece.
« Measure after cutting through the R gauge.
« Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

| 1ISTE/25STE/4ASTE

«RPM:rev./min  «Feed : mm/min

Material S45C ~ S55C SKD/ SUS/ SCM NAK/HPM
QJA Outside Diameter RPM FEED RPM FEED RPM FEED
@2 5,500 85 4,000 75 3,000 50
@3 4,000 70 3,000 55 2,000 40
g4 3,000 60 2,500 45 1,800 35
@5 2,500 50 2,000 40 1,500 30
@6 2,000 45 1,600 35 1,200 25
a7 1,800 40 1,300 30 1,150 25
28 1,600 35 1,250 30 900 23
29 1,350 35 1,100 30 850 20
210 1,200 35 900 25 800 20
g11 1,100 35 850 25 750 20
212 1,000 30 800 25 600 15
Ad
Depth of Cut Ad : 0.05D0|35} <::| <:|
0 D D

+ The parameters on the table is based on 2 flutes. To change the number of flutes, refer to the same diameter of other parameters and then adjust it.
+ For engrave machining, check the edge of the flutes.
+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
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I ECHA/3CHA Cuttlng Condltlon «RPM:rev./min  «Feed : mm/min

Material Carbon Steels Alloy Steels Hardened Steels
Hardness ~225HB 225 ~ 325 HB 35~ 40HRC

Outside Diameter RPM FEED RPM FEED RPM FEED
@3 4,200 70 3,000 55 2,500 40
g4 3,000 60 2,500 45 1,800 35
26 2,000 40 1,500 & 1,200 25
28 1,500 35 1,200 30 900 25
210 1,200 85 1,000 25 900 20
212 1,000 30 850 25 600 20

Ap

Ap: 0.1d 1
Ap : Axial Depth

Depth of Cut
(mm) _t

+ The parameters on the table is based on 2 flutes. To change the number of flutes, refer to the same diameter of other parameters and then adjust it.
+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
+ Air blow, water-soluble oil, or oil mist is recommended.

I 4TES/ 4TRS/ 3TRC/ 4&6TDA/ 4&6TAC . SleR tche sgr?(\aARPM’aﬁgErBduce me?é’;’é’ t?yo‘sNorlAJ for 3TRC.
e

Material Mild Steels / Carbon Steels Alloy Steels Prehardened Steels
QI Outside Diameter RPM FEED RPM FEED RPM FEED
215 3,050 117 1,890 77 1,530 59
@2 2,850 110 1,790 72 1,440 55
@2.5 2,680 99 1,700 66 1,350 50
23 2,500 92 1,610 60 1,260 45
o4 2,150 81 1,430 54 1,080 41
@5 1,800 70 1,200 47 900 35
@6 1,430 59 950 39 720 30
@8 1,070 44 720 30 540 22
@10 860 35 580 23 430 17
@12 720 30 480 20 360 14
D
 —
Depth of Cut
Z
Material Mild Steels / Carbon Steels Alloy Steels Prehardened Steels
Outside Diameter RPM FEED RPM FEED RPM FEED
21.5 3,050 162 1,890 94 1,530 76
@2 2,850 149 1,790 88 1,440 70
225 2,680 135 1,700 83 1,350 65
@3 2,500 122 1,610 79 1,260 59
o4 2,150 108 1,430 72 1,080 54
@5 1,800 95 1,200 65 900 49
26 1,430 86 950 58 720 43
@8 1,070 64 720 43 540 32
210 860 52 580 34 430 26
@12 720 43 480 29 360 22
Depth of Cut
Ae 0.1p

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

+ The parameters on the table is based on 4 flutes. For using 3TRC , use the same RPM and reduce the feed by 30%.

+ 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.
« If a vibration is occurred while side milling, reduce the feed.
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I ECEN Cuttlng Condltlon «RPM:rev./min  «Feed : mm/min

Material Mild Steels/ Carbon Steels Alloy Steels/ Tool Steels Prehardened Steels (30~45HRC) Aluminum Alloys
Outside Diameter RPM FEED Ap RPM FEED RPM FEED Ap RPM FEED
Axial Depth Axial Depth Axial Depth Axial Depth
@2 1,400 100 2 800 50 2 650 40 1 4,800 280 2
23 1,400 100 3 800 50 3 650 40 1.5 4,800 280 3
o4 1,280 100 4 690 50 4 580 40 2 4,200 280 4
@5 1,300 100 5 640 50 5 520 40 25 3,300 280 5
@6 1,150 100 6 600 50 6 480 40 3 2,900 280 6
28 1,000 100 8 530 50 8 420 40 4 2,600 280 8
@10 850 90 10 490 40 10 390 30 5 2,400 260 10
@12 720 90 12 410 40 12 310 30 6 1,900 260 12
@14 610 90 14 340 40 14 270 30 7 1,700 240 14
@16 550 90 16 310 40 16 250 30 8 1,500 230 16
Ap
Depth of Cut
7

| 2CENE/2CCMC R —

Prehardened Steels

Material Mild Steels/ Carbon Steels Alloy Steels (30~45HRC) Copper Aluminum
Outside RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae
Diameter
@1 28,000 230 1.5 0.05 | 24500 180 1.5 0.05 | 17,500 120 1.5 0.05 23,000 150 15 0.1 | 50,000 400 15 02
21.5 18,700 340 20 0.10 | 16300 180 20 0.10 | 11,700 120 2.0 0.10 13,000 150 20 0.3 | 40900 400 20 0.3
@2 14,000 360 25 0.15| 12,300 220 25 0.15 8,800 170 25 0.15 11,500 150 25 04 | 31,800 400 25 04
@3 9,300 390 4.0 0.30 8,200 240 4.0 0.30 5800 170 4.0 0.30 8,000 200 40 06 | 21,200 400 4.0 0.6
@4 7,000 390 5.0 040 6,100 240 5.0 0.40 4,400 180 5.0 0.40 6,000 200 50 0.8 | 15900 500 50 0.8
@5 5600 470 6.0 0.50 4900 260 6.0 0.50 3,500 200 6.0 0.50 5000 200 6.0 1] 12,700 500 6.0 1
@6 4,700 480 8.0 0.60 4100 270 80 0.60 2,900 200 8.0 0.60 4,000 200 80 12 | 10600 500 80 1.2
28 3,500 470 10.0 1.00 3,100 270 10.0 1.00 2,200 200 10.0 1.00 3,000 200 100 1.6 8,000 600 100 1.6
@10 2,800 480 12.0 1.20 2,500 280 12.0 1.20 1,800 200 12.0 1.20 2,400 200 12.0 2 6,400 600 12.0 2
@12 2,300 470 150 1.50 2,000 260 15.0 1.50 1,500 200 15.0 1.50 2,000 200 150 2.4 5300 700 150 24
Side Milling =
Depth of Cut +Ap : Axial Depth <
«Ae : Radial Depth Ae

+ Grooving with 2CENE is not possible and 2CCMC is also not recommeded.

+ Above parameters are for side miling.

+ 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.
+ If a vibration is occurred while side milling, reduce the feed.
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