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- Variety cutting process for under HRc62.

- Insert coated TISN-S provides long cutting life

- High quality cutting surface by high precision of insert
with the body

- Special shape provices excellent performance and

beautiful surface
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Thank you for JJtools partner and we repay for your favor.

We are always trying to do our best for supplying better
quality product and reasonable price.

Your specials are our standards.
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Mg 2 Flutes HH Carbide Helix Ball Inserts for Hardened Steels
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Ball Inserts for hardened steels(~HRc62), pre-hardened and
graphite materials

Optimum for wear resistance by TISIN-S coating.

Maximize cutting force by applying the new helix edge design.

Designed for minimizing edge chipping by ball shape.

Minimize fracturing by ultra fine(0.3um) WC grade.

. [ [ . " D Size D Tolerance

= | TISIN-S CUTTING
Coating % % JOIN DATA 210~13 +0 ~-0.01mm
] 5 +0.02 216 ~ 30 +0 ~-0.02mm

5~6.5R 8~15R 5~15R 506P ool :mm

2HHINB 100 5RX 10 2HHINB 210 10.5R X 21 20.9 5.2
2HHINB 110 5.5RX11 12 6 2HHINB 250 12.5R X 25 24.1 6.2
2HHINB 120 6RX 12 14.6 3.2 2HHINB 260 13RX 26 24.6 6.2
2HHINB 130 6.5RX 13 15.1 3.2 2HHINB 300 15R X 30 29.1 7.2
2HHINB 160 8RX16 16.5 4.2 New 2HHINB 320 16R X 32 30.4 7.2
2HHINB 170 8.5RX 17 17 4.2 New 2HHINB 330 16.5R X33 30.4 7.2
2HHINB 200 10R X 20 20.4 5.2

2 Flutes HH Carbide Helix Corner Radius Inserts for Hardened Steels
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. @ Endmills for Mild steel, Acryl, A.B.S, Aluminum, non-ferrous
~__ and non-metallic materials
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Optimum for wear resistance by TISIN-S coating.

Maximize cutting force by applying the new helix edge design.
Designed for minimizing edge chipping by ball shape.
Minimize fracturing by ultra fine(0.3um) WC grade.

{ . - CUTTING D Size D Tolerance
7 | Tosting JOIN | paATA BT0-15 o~ oo
HAUOE 216-30 +0~-0.02mm

05~2R ©10~30  506P £el s mm
2HHINC 100 005 10XR0.5 2HHINC 210 005 21 XR0.5 20.9 5.2
2HHINC 100010 10XR1 12 1 2HHINC 210010 21 XR1 20.9 5.2
- 2HHINC 110 005 11 XR0.5 12.6 2.7 2HHINC 210 020 21 XR2 20.9 5.2
l.lz'l 2HHINC 110010 11 XR1 12.6 2.7 2HHINC 250 005 25XR0.5 241 6.2
"ﬂ 2HHINC 120 005 12XR0.5 14.6 3.2 2HHINC 250 010 25 XR1 24.1 6.2
~ 2HHINC 120010 12XR1 14.6 3.2 2HHINC 250 020 25XR2 24.1 6.2
2HHINC 120 020 12XR2 14.6 3.2 2HHINC 260 005 26 XR0.5 24.6 6.2
2HHINC 130 005 13XR0.5 15.1 3.2 2HHINC 260 010 26 XR1 24.6 6.2
2HHINC 130010 13XR1 15.1 3.2 2HHINC 260 020 26 XR2 24.6 6.2
2HHINC 130 020 13XR2 15.1 3.2 2HHINC 300 005 30X R0O.5 29.1 7.2
2HHINC 160 005 16 XR0.5 16.5 4.2 2HHINC 300010 30XR1 29.1 7.2
2HHINC 160010 16 XR1 16.5 4.2 2HHINC 300 020 30XR2 29.1 7.2
2HHINC 160 020 16 XR2 16.5 4.2 New 2HHINC 320 005 32 XR0.5 30.4 7.2
2HHINC 170 005 17 XR0.5 17 4.2 New 2HHINC 320 010 32XR1 30.4 7.2
2HHINC 170010 17 XR1 17 4.2 New 2HHINC 320 020 32XR2 30.4 7.2
2HHINC 170 020 17 XR2 17 4.2 New 2HHINC 330 005 33XR0.5 30.4 7.2
2HHINC 200 005 20X R0.5 20.4 5.2 New 2HHINC 330010 33XR1 30.4 7.2
2HHINC 200010 20X R1 20.4 5.2 New 2HHINC 330 020 33XR2 30.4 7.2
2HHINC 200 020 20X R2 20.4 5.2
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MMQ 2 Flutes JJ Carbide Ball Inserts for Hardened Steels
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I Ball Inserts for hardened steel (~HRc62), pre-hardened and

+ graphite materials
+ Optimum for wear resistance by TISIN-S coating.
i + Designed for minimizing edge chipping by ball shape.
@ + Minimize fracturing by ultra fine(0.3um) WC grade.
. [ [ . . D Size D Tolerance
] 5 +0.02 216 ~30 +0 ~ -0.02mm
5~6.5R 8~15R 5~15R 506P ool i mm

2JJINB 100 5RX10 2JJINB 210 10.5RX 21 20.9 5.2
2JJINB 110 5.5R X1 12 6 2JJINB 250 12.5RX 25 241 6.2
2JJINB 120 6RX 12 14.6 3.2 2JJINB 260 13RX 26 24.6 6.2
2JJINB 130 6.5RX 13 15.1 3.2 2JJINB 300 15R X 30 29.1 7.2
2JJINB 160 8RX16 16.5 4.2 New 2JJINB 320 16R X 32 30.4 7.2
2JJINB 170 8.5RX 17 17 4.2 New 2JJINB 330 16.5R X 33 30.4 7.2
2JJINB 200 1T0RX 20 20.4 5.2

MM@ 2 Flutes JJ CarbideCorner Radius Inserts for Hardened Steels
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@ % « Ball Inserts for hardened steel (~HRc62), pre-hardened and
T . o
graphite materials
\/ + Optimum for wear resistance by TISIN-S coating.
+ Designed for minimizing edge chipping by ball shape.
130° + Minimize fracturing by ultra fine(0.3um) WC grade.
SIN-S [ OIN L D Size D Tolerance
Coatlh DATA 210~13 +0 ~ -0.01mm
+0.02 216~ 30 +0 ~ -0.02mm
05~2R ©10~30  506P 9 mm
2JJINC 100 005 10XR0.5 2JJINC 210 005 21 XR0O.5 20.9 5.2
2JJINC 100010 10 XR1 12 1 2JJINC210010 21 XR1 20.9 5.2
2JJINC 110 005 11 XR0O.5 12.6 2.7 2JJINC210020 21 XR2 20.9 5.2 -
2JJINC110010 11 XR1 12.6 2.7 2JJINC 250 005 25XR0.5 241 6.2 E
2JJINC 120 005 12XR0.5 14.6 3.2 2JJINC 250010 25XR1 241 6.2 EI
2JJINC120010 12XR1 14.6 3.2 2JJINC 250 020 25XR2 24.1 6.2 ~
2JJINC 120020 12XR2 14.6 3.2 2JJINC 260 005 26 XR0.5 24.6 6.2
2JJINC 130 005 13XR0.5 15.1 3.2 2JJINC 260010 26 XR1 24.6 6.2
2JJINC 130010 13XR1 15.1 3.2 2JJINC 260 020 26 XR2 24.6 6.2
2JJINC 130 020 13XR2 15.1 3.2 2JJINC 300 005 30X R0.5 29.1 7.2
2JJINC 160 005 16 XR0.5 16.5 4.2 2JJINC300010 30XR1 29.1 7.2
2JJINC160010 16 XR1 16.5 4.2 2JJINC 300 020 30XR2 29.1 7.2
2JJINC 160 020 16 XR2 16.5 4.2 New 2JJINC 320 005 32 XR0.5 30.4 7.2
2JJINC 170 005 17 XR0.5 17 4.2 New 2JJINC 320010 32XR1 30.4 7.2
2JJINC170010 17 XR1 17 4.2 New 2JJINC 320 020 32XR2 30.4 7.2
2JJINC 170020 17 XR2 17 4.2 New 2JJINC 330 005 33XR0.5 30.4 7.2
2JJINC 200 005 20X R0O.5 20.4 5.2 New 2JJINC 330010 33XR1 30.4 7.2
2JJINC200010 20 XR1 20.4 5.2 New 2JJINC 330 020 33XR2 30.4 7.2
2JJINC 200 020 20X R2 20.4 5.2
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E 2 Flutes Carbide Helix Ball Inserts for General Purpose
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Ball Inserts for hardened steels (~HRc52), pre-hardened and
graphite materials

Designed for minimizing edge chipping by TISIN coating.

Maximize cutting force by applying the new helix edge design.

Minimize fracturing by high TRS fine WC grade.

i . i i » » D Size D Tolerance
: CUTTING

C Il!gilg % % JOIN DATA 210~ 13 +0~-0.01mm

| 51 o002 216~ 30 +0 ~ -0.02mm

5~6.5R 8~15R 5~15R 507P ool :mm

2GINB 100 5RX 10 2GINB 210 10.5RX 21 20.9 5.2
2GINB 110 5.5RX11 12 6 2GINB 250 12.5RX 25 24.1 6.2
2GINB 120 6RX 12 14.6 3.2 2GINB 260 13RX 26 24.6 6.2
2GINB 130 6.5RX 13 15.1 3.2 2GINB 300 15R X 30 29.1 7.2
2GINB 160 8RX 16 16.5 4.2 New 2GINB 320 T6RX 32 30.4 7.2
2GINB 170 8.5RX 17 17 4.2 New 2GINB 330 16.5R X 33 30.4 7.2
2GINB 200 T0R X 20 20.4 5.2

% 2 Flutes Carbide Helix Corner Radius Inserts for General Purpose
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. + Ball Inserts for hardened steels (~HRc52), pre-hardened and
@ graphite materials.
+ Designed for minimizing edge chipping by TISIN coating.
\/ + Maximize cutting force by applying the new helix edge design.
@ + Minimize fracturing by high TRS fine WC grade.

T|S|N CUTTING D Size D Tolerance
Coating JOIN DATA 210~13 +0~-0.01mm
£0.02 16~ 30 +0 ~ =0,02mm

05~2R 210~30  507P THel: mm
2GINC 100 005 10 XR0O.5 2GINC 210 005 21 XR0.5 20.9 5.2
2GINC 100010 10XR1 12 1 2GINC 210010 21 XR1 20.9 5.2
2GINC 110 005 11 XR0.5 12.6 2.7 2GINC 210020 21 XR2 20.9 5.2
2GINC 110010 11 XR1 12.6 2.7 2GINC 250 005 25XR0.5 241 6.2
2GINC 120 005 12 XR0O.5 14.6 3.2 2GINC 250010 25XR1 241 6.2
2GINC 120010 12XR1 14.6 3.2 2GINC 250 020 25XR2 24.1 6.2
2GINC 120 020 12XR2 14.6 3.2 2GINC 260 005 26 XR0.5 24.6 6.2
2GINC 130 005 13XR0.5 15.1 3.2 2GINC 260010 26 XR1 24.6 6.2
2GINC 130010 13XR1 15.1 3.2 2GINC 260 020 26 XR2 24.6 6.2
2GINC 130020 13XR2 15.1 3.2 2GINC 300 005 30 XR0.5 291 7.2
2GINC 160 005 16 XR0O.5 16.5 4.2 2GINC 300010 30 XR1 291 7.2
2GINC 160010 16 XR1 16.5 4.2 2GINC 300 020 30XR2 29.1 7.2
2GINC 160 020 16 XR2 16.5 4.2 New 2GINC 320 005 32XR0.5 30.4 7.2
2GINC 170 005 17 XR0O.5 17 4.2 New 2GINC 320010 32XR1 30.4 7.2
2GINC 170010 17 XR1 17 4.2 New 2GINC 320 020 32XR2 30.4 7.2
2GINC 170 020 17 XR2 17 4.2 New 2GINC 330 005 33XR0.5 30.4 7.2
2GINC 200 005 20XR0.5 20.4 5.2 New 2GINC 330010 33 XR1 30.4 7.2
2GINC 200010 20XR1 20.4 52 New 2GINC 330 020 33XR2 30.4 7.2
2GINC 200 020 20 XR2 20.4 5.2
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% 2Flutes Diamond Coated Ball Inserts for Graphite
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Inserts for graphite milling
Excellent wear resistance by applying qualified CVD diamond coating.
Maximize cutting force by applying the new helix edge design.

A4
. bl A | | CUTTING D Size D Tolerance
(:oatin; DATA 210~13 +0~-0.01mm
01 015 216~ 30 +0 ~ -0.02mm

5~65R 8~15R  5~15R  508P el mm
2DINB 100 5RX10 12.1 2DINB 210 10.5R X 21 20.9 52
2DINB 110 5.5RX11 12.6 2DINB 250 12.5R X 25 241 6.2
2DINB 120 6RX 12 14.6 3.2 2DINB 260 13RX 26 24.6 6.2
2DINB 130 6.5RX 13 15.1 3.2 2DINB 300 15R X 30 29.1 7.2
2DINB 160 8RX16 16.5 4.2
2DINB 170 8.5RX 17 17 4.2
2DINB 200 10R X 20 20.4 52

2Flutes Diamond Coated Corner Radius Inserts for Graphite
U
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Inserts for graphite milling
Excellent wear resistance by applying qualified CVD diamond coating.
Maximize cutting force by applying the new helix edge design.

A
; . E . D Size D Tolerance
- (galtlAng DATA 210~ 13 0~ -0.01mm
015 216~ 30 +0 ~ -0.02mm
05~2R @10~30 508P Ckol : mm

2DINC 100 005 10 XR0O.5 12.1 . 2DINC 200 005 20XR0.5 . 5.2 E
2DINC 100010 10X R1 12.1 2.7 2DINC 200010 20 XR1 20.4 5.2 m
2DINC 110 005 11 XR0O.5 12.6 2.7 2DINC 200 020 20XR2 20.4 5.2 3
2DINC 110010 1T XR1 12.6 2.7 2DINC 210 005 21 XR0.5 20.9 5.2

2DINC 120 005 12 XR0.5 14.6 3.2 2DINC 210010 21 XR1 20.9 5.2

2DINC 120010 12XR1 14.6 3.2 2DINC 210020 21 XR2 20.9 52

2DINC 120 020 12XR2 14.6 3.2 2DINC 250 005 25XR0.5 24.1 6.2

2DINC 130 005 13XR0.5 15.1 3.2 2DINC 250010 25XR1 241 6.2

2DINC 130010 13XR1 15.1 3.2 2DINC 250 020 25XR2 241 6.2

2DINC 130 020 13XR2 15.1 3.2 2DINC 260 005 26 XR0.5 24.6 6.2

2DINC 160 005 16 XR0.5 16.5 4.2 2DINC 260010 26 XR1 24.6 6.2

2DINC 160010 16 XR1 16.5 4.2 2DINC 260 020 26 XR2 24.6 6.2

2DINC 160 020 16 XR2 16.5 4.2 2DINC 300 005 30XR0.5 29.1 7.2

2DINC 170 005 17 XR0O.5 17 4.2 2DINC 300010 30 XR1 291 7.2

2DINC 170010 17 XR1 17 4.2 2DINC 300 020 30XR2 291 7.2

2DINC 170 020 17 XR2 17 4.2
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% 4Flutes JJ Carbide Helix Ball Shrink-fit Inserts for Hardened steels
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Shrink fit inserts for hardened steel (HRc52~62), pre-hardened steels
Optimum for wear resistance on the edge by TISIN-S coating.

Excellent holding power and concentricity keeping are available by shrink fitting holder.
It is very economical because regrinding is available more than three times.

L1 Minimize fracturing by high TRS fine (0.4um) WC grade.
L2 L
D Size D Tolerance
TISIN-S 50 CUTTING : -
) )36 s
5~65R 8~10.5R o9l :mm

4SFJB 100 085 S06 5RX 10

4SFJB 110 085 S06 5.5RX 11 g
4SFJB 120 090 S06 6RX 12 9 13 38
4SFJB 130 090 S06 6.5RX 13 9 13 38
4SFJB 160120 S10 8RX16 12 17 48
4SFJB170120S10 8.5RX 17 12 17 48 10
4SFJB 200 150 S12 10RX 20 15 21 54 12
4SFJB 210150512 10.5RX21 15 21 54 12

-
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4Flutes JJ Carbide Helix Corner Radius Shrink-fit Inserts for Hardened steel
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Shrink fit inserts for hardened steel (HRc52~62), pre-hardened steels.
Optimum for wear resistance on the edge by TISIN-S coating.

Excellent holding power and concentricity keeping are available by shrink fitting holder.
It is very economical because regrinding is available more than three times.

Minimize fracturing by high TRS fine (0.4un) WC grade.

o | cutting D Size D Tolerance
" TISIN-S 45 DATA 210~12  -0.005~ -0.015mm
Coating Helix Angle
0.005 @13~21 -0.01 ~ -0.02mm

~

E R0.3~0.5 9l : mm

-
4SFJC 100 003 085 10X R0.3 6 4SFJC 130010 090 13XR1 9 13 38 6
4SFJC 100 005 085 10X R0O.5 8. 6 4SFJC 160 005 120 16 XR0.5 12 17 48 10
4SFJC 100010085 T0XR1 8.5 12 37 6 4SFJC 160010120 16 XR1 12 17 48 10
4SFJC 110003 085 11 XR0.3 8.5 12 37 6 4SFJC 170005120 17 XR0.5 12 17 48 10
4SFJC 110 005 085 11 XR0.5 8.5 12 37 6 4SFJC170010120 17 XR1 12 17 48 10
4SFJC110010 085 11 XR1 8.5 12 37 6 4SFJC 200 005 150 20 XR0.5 15 21 54 12
4SFJC 120003 090 12 XR0.3 9 13 38 6 4SFJC 200010 150 20XR1 15 21 54 12
4SFJC 120 005 090 12 XR0.5 9 13 38 6 4SFJC 210005 150 21 XR0.5 15 21 54 12
4SFJC 120010090 12XR1 9 13 38 6 4SFJC210010150 21 XR1 15 21 54 12
4SFJC 130003 090 13XR0.3 9 13 38 6
4SFJC 130 005 090 13X R0O.5 9 13 38 6
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QMM 6~12Flutes JJ Carbide Helix Corner Radius Shrink-fit Inserts for Hardened steels
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Shrink fit inserts for hardened steels (HRc52~62), pre-hardened steels
Optimum for wear resistance on the edge by TISIN-S coating.

High speed milling process is available with multiple 6-12 flutes.

Excellent holding power and concentricity keeping are available by shrink fitting holder.
It is very economical because regrinding is available more than three times.

Minimize fracturing by high TRS fine (0.4im) WC grade.

. 3 3 - . .
. R o | curting D Size D Tolerance
~ o} | TisiN=s | Iy 3 & ot
a Coating &xigle DATA 210~12 0.005 ~ -0.015mm
0.00 r 213~21 -0.01 ~-0.02mm

[&]

L2

2D
4 1

2d
e e e e

-.... --.. %
6SFJC 100 003 085 10X RO0.3 6 8SFJC 130010090 13XR1 38 6
6SFJC 100 005 085 10X R0.5 . 6 10SFJC 160 005 120 16 XR0O.5 48 10
6SFJC 100 010 085 10X R1 8.5 12 37 6 10SFJC 160010 120 16 XR1 12 17 48 10
6SFJC 110 003 085 11XR0.3 85 12 37 6 10SFJC 170 005 120 17 XR0O.5 12 17 48 10
6SFJC 110 005 085 11XR0O.5 85 12 37 6 10SFJC 170010 120 17 XR1 12 17 48 10
6SFJC 110010 085 11 XR1 8.5 12 37 6 12SFJC 200 005 150 20XR0.5 15 21 54 12
8SFJC 120 003 090 12 XR0.3 9 13 38 6 12SFJC 200010 150 20 XR1 15 21 54 12
8SFJC 120 005 090 12 XR0.5 9 13 38 6 12SFJC 210005 150 21 XR0.5 15 21 54 12
8SFJC 120010090 12XR1 9 13 38 6 12SFJC210010 150 21 XR1 15 21 54 12
8SFJC 130 003 090 13XR0.3 9 13 38 6
8SFJC 130 005 090 13XR0.5 9 13 38 6

4Flutes Diamond Coated Helix Ball Shrink-fit Inserts for Graphites
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+ Inserts for graphite milling
; } + Excellent wear resistance by applying qualified CVD diamond coating.

+ Maximize cutting force by applying the new helix edge design.
+ Excellent holding power and concentricity keeping are available by

2D
R
od

L shrink fitting holder.
L2 L
i D Tolerance
DIA © | curTing D Size
E. 45 DATA N
~ +0 ~ -0.025mm
5~65R  8~10.5R Trel: mm

143SNI

4SFDB 100 085 S06 5RX10 6
4SFDB 110 085 S06 55RX 11 8. 6
4SFDB 120 090 S06 6RX 12 9 1 3 38 6
4SFDB 130 090 S06 6.5RX 13 9 13 38 6

4SFDB 160 120 S10 8RX16 12 17 48 10
4SFDB 170120 S10 8.5RX 17 12 17 48 10
4SFDB 200 150 S12 10RX 20 15 21 54 12
4SFDB 210 150 S12 10.5RX21 | 15 21 54 12
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4Flutes Diamond Coated Helix Corner Radius Shrink-fit Inserts for Graphite

2745 FHC E07ZR JOJOHEE FEI AHRONE

=N - I-)

20| E (B9) 712 HE AIME

CVD &= Ciojot=E 28 2 28510 LiotR 40| L48tLCt
SZ|A SHALO| OIMELE M50, ZAIRI0| SHAME|UZLICE.

Qg FC| AZA| &2 T2 S0t SAIE SAVHIHSELIC

Inserts for graphite milling

Excellent wear resistance by applying qualified CVD diamond coating.
Maximize cutting force by applying the new helix edge design.
Excellent holding power and concentricity keeping are available by

o o i
S N
:I shrink fitting holder.

L2

4

DEOROE
Coating - N DATA 210~12 +0 ~-0.02mm
213~21 +0 ~ -0.025mm
RO.3~1 ¢l mm
4SFDC 100 003 085 10X R0.3 6 4SFDC 130010 090 13XR1 9 13 38 6
4SFDC 100 005 085 10X R0.5 8. 6 4SFDC 160 005 120 16 X R0.5 12 17 48 10
4SFDC 100010 085 10X R1 8.5 12 37 6 4SFDC 160010 120 16 XR1 12 17 48 10
4SFDC 110 003 085 11 XR0.3 8.5 12 37 6 4SFDC 170 005 120 17 XR0.5 12 17 48 10
4SFDC 110 005 085 11 XRO.5 8.5 12 37 6 4SFDC 170010120 17 XR1 12 17 48 10
4SFDC 110010 085 T1XR1 8.5 12 37 6 4SFDC 200 005 150 20 XR0.5 15 21 54 12
4SFDC 120 003 090 12XR0.3 9 13 38 6 4SFDC 200010 150 20 XR1 15 21 54 12
4SFDC 120 005 090 12 XR0.5 9 13 38 6 4SFDC 210 005 150 21 XR0.5 15 21 54 12
4SFDC 120010090 12XR1 9 13 38 6 4SFDC 210010150 21 XR1 15 21 54 12
4SFDC 130 003 090 13XR0.3 9 13 38 6
4SFDC 130 005 090 13XR0.5 9 13 38 6

@MM% 6~12Flutes Diamond Coated Helix Ball Shrink-fit Inserts for Graphite

: T ————
= 376+128 243 BIBE LOIIZE 25 2R M

JE2Mo|E(59) 7t5 28 QA E

CVD 4 CO[OF2E T2 &R35{0] L{OpR 40| 4|t

6~12712| 483101, 14 7122 MBHIHSLICL
Q3 EO| AZA| £2 T FolLt SAE SRt HsHLIC

Inserts for graphite milling

Excellent wear resistance by applying qualified CVD diamond coating.
High speed milling process is available with multiple 6-12 flutes.
Excellent holding power and concentricity keeping are available by
shrink fitting holder.

2D
2d

Lo

L2

4
A/ DIA. ' 4 ° CUTTING D Size D Tolerance
Coaligy Helix Angle DATA Z :g - ;f :g ~ -gg;smm
: > ~ ~-0.025mm

-.... - %
6SFDC 100 003 085 10XR0.3 6 8SFDC 130010 090 13XR1 9 13 38 6
6SFDC 100 005 085 10XR0.5 8. 6 10SFDC 160 005 120 16 XR0.5 12 17 48 10
6SFDC 100 010 085 10X R1 8.5 12 37 6 10SFDC 160010 120 16 XR1 12 17 48 10
6SFDC 110 003 085 11 XR0.3 8.5 12 37 6 10SFDC 170 005 120 17 XR0.5 12 17 48 10
6SFDC 110 005 085 11 XR0.5 8.5 12 37 6 10SFDC 170010 120 17 XR1 12 17 48 10
6SFDC 110010 085 11 XR1 8.5 12 37 6 12SFDC 200 005 150 20XR0.5 15 21 54 12
8SFDC 120 003 090 12XR0.3 9 13 38 6 12SFDC 200010 150 20XR1 15 21 54 12
8SFDC 120 005 090 12XR0.5 9 13 38 6 12SFDC 210 005 150 21 XR0.5 15 21 54 12
8SFDC 120010 090 12XR1 9 13 38 6 12SFDC 210010 150 21 XR1 15 21 54 12
8SFDC 130 003 090 13XR0.3 9 13 38 6
8SFDC 130 005 090 13XR0.5 9 13 38 6
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MIHS g5
‘ =oy o O
\ ‘ 252 5=
« ZQME E=2|C|RA QIME BE AL 74SEILIC
« otLte| 252 OfEHE{of CHet A4l Sl|E7F W& 7+5310,
SH|8S HUE + AUSLICH
« OFEHE{7} 2fH|0f| ZH2HEl HEHOf|lAM Sl ERF WS 715510, Hold &
3 WAHA|ZHO| MZELCE

+ Can be used for both of ball and corner radius inserts.
;T + Possible to exchange variety heads for one modular adopter

s and helps save your purchasing cost.
+ Installed modular adopter can change only head without
uninstallation, it gives more convenience and it helps save
your time.

2d

MHE 100 250 M06 MO6 10 40 25 9.5 6.5 2JJINCJ 100 / 2JJIN[J110  SC100581142 T10
MHE 120 250 M06 MO06 12 40 25 " 6.5 2JJINJ120 / 2JJINCJ130 | SC120581143 T20
MHE 160 290 M08 MO8 16 45 29 145 85 2JJIN[J160 / 2JJINCJ170 | SC160581144 T20
MHE 200 330 M10 M10 20 55 33 18 10.5 | 2JJIN[J200 / 2JJIN[J210 = SC200581145 125
MHE 250 390 M12 M12 25 60 39 225 12,5 | 2JJNO250 / 2JJINCI260 | SC250581146 T30
MHE 300 430 M16 M16 30 70 43 28 17 2JJINI300 SC300581147 T30

SC 100581142 T10 SC 250581146 T30
SC120581143 T20 SC 300581147 T30
SC 160581144 T20
SC 200581145 125

Carbide Modular Adapter
= .|
% 2% 852 OfE]

f . LA} B2E2 5= ML O1E| (MHE 581
ﬁ . C}USH SEA0 2 702 SAbo| mAMY 7F20| 7HsEHLIL}.

« LIALRE2 5|2 2 H|1Z0| Heg ot

s EI i#j 3 * Adapter for the spiral modular head (Compatible with MHE)
+ Deep cavity milling is available with a variety of effective lengths.
L ‘ + Convenient clamping with the modular head (MHE).

10 6.5 24
12 6.5

CMA100240 114 M06 9.7 114 -
CMA120 240 129 M06 11 . 24 129 ﬁ
CMA160 300 130 MO8 14.5 16 8.5 30 130 m
CMA160 300 160 M08 14.5 16 8.5 30 160 5'.
CMA160 300 200 MO8 14.5 16 8.5 30 200
CMA160 300 250 MO8 14.5 16 8.5 30 250
CMA200 500 170 M10 18.5 20 10.5 50 170
CMA200 500 220 M10 18.5 20 10.5 50 220
CMA200 500 270 M10 18.5 20 10.5 50 270
CMA250 650 265 M12 23 25 12.5 65 265
CMA250 650 315 M12 23 25 12.5 65 315
CMA300 800 260 M16 28 32 17 80 260
CMA300 800 360 M16 28 32 17 80 360
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Carbide Shrink-fit Insert Modular Adapter for finishing and semi finishing
= AF 2 G
ENEMILS 25 gus oz - 54 - 54 8

24, 0k, ABS, €, 220|E S HIH, HISS DAY 715

Ciorst QA0 2 218 Hate| IiA 7k30| FFSELIC
kS E0| A2 £2 T[4} H0fu SAE 227t THSELIC
AL BA HBALICE AN TH0] FOIHAINIR

J1eiE) OFEIE{O] 4 B1E) Al $21 HoHAIZ4 QIO 212151 OIEl B

LHZFS AFRSIA|Z! HIEH
DE: | Hg 42k AFBSHAIZ BRILICE
. « Adapter for the spiral modular head (MHE)
L + Deep cavity milling is available with a variety of effective lengths.

« Excellent holding power and concentricity keeping are available
by shrink fitting holder. :Be careful of breakage when roughing.

+ Reheating the adapter may decrease its lifespan, so please use it
after allowing the adapter to cool completely.

SFMA 100 028 108 9.8 6 108 OJsFOE 100 /HSFEE 110
SFMA 100 028 148 9.8 6 148 OISFOICI 100 /CISFEIE 110
SFMA 100 048 188 9.8 6 48 188 10 LISFOEI 100 /CISFCIEI 110
SFMA 120 027 117 11.8 6 27 117 12 OISFOE 120 /EISFEE 130
SFMA 120 027 147 11.8 6 27 147 12 LISFOOE 120 /CISFEIE 130
SFMA 120 047 187 11.8 6 47 187 12 LISFOIE] 120 /CISFCIE 130
SFMA 160 033 143 15.8 10 33 143 16 SFOC 160 /OISFE 170
SFMA 160 053 183 15.8 10 53 183 16 OISFOCI 160 /CISFCIC 170
SFMA 200 039 139 19.8 12 39 139 20 LISFOIE] 200 /CISFLIE 210
SFMA 200 059 179 19.8 12 59 179 20 CISFE 200 /EISFEE 210
SFMA 200 079 229 19.8 12 79 229 20 CISFIE] 200 /CISFLIE 210

%ﬁ Carbide Indexable Cutters for Finishing
= po U
w 23 oIEIAE HEf
= QME £ 2|C|RA QME BT AL TS EiLCE
Solid AEZN FSUSH A5 THA 14, THU IHS0f| HeteLct

£ I£A] 4A00] ZHSELICE
Ag! ECjo} | w5fo] Halo] 2|43150] 2HEH0l 7420| FHsELICY,

T

N

« Suitable for high speed cutting and high precise cutting due to
same toughness as solid tools.

+ Availabe repairing tool holders at JJ TOOLS co., Itd when
broken problem.

+ Availabe stable machining due to minimized vibration on carbide
holders.

ad

I:@ { + Can be used for both of ball and corner radius inserts.

1

E CICF100 350 150 10 35 150 10 2JJINCJ 100 / 2JINCJ110 | SC100581142 T10
m CICF120 450 160 12 45 160 12 2JJINOJ120 / 2JJINOOJ 130 SC120581143 T20
3 CICF160 600 200 16 60 200 16 2JJINCI160 / 2INCJ170 | SC160581144 T20
CICF160 600 230 16 60 230 16 2JJINCJ160 / 2JINCJ170 | SC 160581144 T20
CICF200 700 220 20 70 220 20 2JJIN[J200 / 2JJIN[J210 | SC200581145 T25
CICF250 800 250 25 80 250 25 2JJINCI250 / 2JJINCJ260  SC250581146 T30
CICF250 800 300 25 80 300 25 2JJINJ250 / 2JJINCJ260  SC250581146 T30
CICF300 1000 300 30 100 300 30 2JJINCJ 300 SC 300581147 T30
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l@ﬁ/ Indexable Cutters for Finishing
=
‘ 2IEIAIZ Z{E
+ BOIME EE LA QINE BE A JHSTILL,

- SEASHO|IH ILOE MA5to] WS "I-nﬁ-f SHRSLICHA-Type).
@ _ﬁ . CIISH A 48 48s0, 3+ ﬁE—."QI 0| W&Lch
—
+ Can be used for both of ball and corner radius inserts.
bﬁ » Effective length design by taper type to minimize vibration (A-Type).

. + Wide tool range option is available with a variety of overall lengths.
o
AType S:[ﬁ

o
B Type ‘é‘[:@ ‘
L1

2d

ICF 100 250 100 S12 A 2JJINCJ 100 / 2JJNTJ 110 SC100581142 T10
ICF 100 500 150 S16 150 A 2JJINOJ 100 / 2JJINOJ 110 SC100581142 T10
ICF120300 110512 12 30 110 12 B 2JJINJ120 / 2INCJ 130 SC120581143 T20
ICF 120 600 160 S16 12 60 160 16 A 2JJINJ120 / 2JINCJ 130 SC120581143 T20
ICF 160 500 130 S20 16 50 130 20 A 2JJIN[J160 / 2JJINCJ170 | SC160581144 T20
ICF 160 600 220 S16 16 60 220 16 B 2JJINCJ160 / 2JINCJ170 | SC 160581144 T20
ICF 160 650 160 S20 16 65 160 20 A 2JJINCJ160 / 2JJINCJ170 | SC 160581144 T20
ICF 200 700 220 S20 20 70 220 20 B 2JJINJ200 / 2JJINCJ210  SC200581145 T25
ICF 200 700 250 S20 20 70 250 20 B 2JJIN[J200 / 2JJIN[J210 | SC200581145 T25
ICF 200 800 180 S25 20 80 180 25 A 2JJIN[J200 / 2JJIN[J210  SC200581145 125
ICF 250 700 220 S25 25 70 220 25 B 2JJINOJ250 / 2JJINLJ260  SC250581146 T30
ICF 250 800 250 S25 25 80 250 25 B 2JJIN[J250 / 2JJIN[J260 | SC250581146 T30
ICF 250 800 300 S25 25 80 300 25 B 2JJINJ250 / 2JIN[J260  SC250581146 T30
ICF 300 1000 250 S32 30 100 250 32 A 2JJINCI300 SC300581147 T30
ICF 300 1000 300 S32 30 100 300 32 A 2JJIN[I300 SC300581147 T30
ICF 300 1000 350 S32 30 100 350 32 A 2JJIN[300 SC300581147 T30

| Z4tS OIME X HDF Regrinding shrink-fit insert
+ 2~38 MR kS50, ZHHLLIC
. OEA| BT SE3 420 458 IR,

* 2to 3times regrinding is available, so it is economical.
* Regrinding performs the same as new product quality.

- 5217138 DIA 2 QIMEEAHPHETHELICL
* Regrinding DIA coated insert for graphite material is not available.

143SNI
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| 2MEM

* RPM : rev./min « Feed : mm/min

oAy YHIARZ [ AZ 128Z[HLZ /315 20|15 EF
M e | Mild steels / Free cutting steel Structural steel / Carbon Steels /Gray cast iron Aluminum alloys
ElEShiE HP/SM SS/SC/FC AL7075
A& Hardness -200HB ~30HRc
i RPM  FEED He b RPM  FEED iy o RPM  FEED Ap =
Dignfletgr Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
21 12,900 125 0.15 0.07 11,400 90 0.15 0.07 43,000 510 0.15 0.07
21.5 8,600 125 0.75 0.11 7,700 90 0.75 0.11 29,000 580 0.75 0.11
22 6,500 125 1.00 0.14 5,800 110 1.00 0.14 22,000 650 1.00 0.14
225 5,100 150 1.25 0.18 4,600 110 1.25 0.18 17,200 680 1.25 0.18
23 4,300 170 1.50 0.45 3,800 120 1.50 0.45 14,300 720 1.50 0.45
24 3,200 200 3.00 0.60 2,900 120 3.00 0.60 10,700 750 3.00 0.60
25 2,600 210 3.75 0.75 2,300 135 3.75 0.75 8,600 775 3.75 0.75
26 2,200 220 4.50 0.90 1,900 150 4.50 0.90 7,200 790 4.50 0.90
28 1,600 200 6.00 1.20 1,400 145 6.00 1.20 5,400 700 6.00 1.20
210 1,300 180 7.50 1.50 1,200 145 7.50 1.50 4,300 650 7.50 1.50
212 1,100 170 9.00 1.80 1,000 135 9.00 1.80 3,600 610 9.00 1.80
I 3MEM + RPM : rev./min « Feed : mm/min
JAHY U2 M TREL[EHAZ 3R Y20 EE
il Mild steels / Free cutting steel Structural steel / Carbon Steels /Gray cast iron Aluminum alloys
Material HP/SM SS/SC/FC AL7075
ZE Hardness -200HB ~30HRc
v RRM  FEED P he RPM  FEED Ap he RPM  FEED Ap he
Dismeter Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
21 13,674 141 0.15 0.07 12,084 101 0.15 0.07 45,580 566 0.15 0.07
215 9,116 141 0.75 0.11 8,162 101 0.75 0.11 30,740 644 0.75 0.11
22 6,890 141 1.00 0.14 6,148 123 1.00 0.14 23,320 722 1.00 0.14
225 5,406 170 1.25 0.18 4,876 123 1.25 0.18 18,232 769 1.25 0.18
23 4,558 192 1.50 0.45 4,028 134 1.50 0.45 15,158 799 1.50 0.45
24 3,392 226 3.00 0.60 3,074 134 3.00 0.60 11,342 833 3.00 0.60
26 2,332 249 4.50 0.90 2,014 168 4.50 0.90 7,632 877 4.50 0.90
I 4MEM + RPM : rev./min « Feed : mm/min
A} YHIARZ [ HAZ T28%/HLZ /31 20|15 S
o Mild steels / Free cutting steel Structural steel / Carbon Steels /Gray cast iron Aluminum alloys
M]II ZIII
S HP /SM SS/SC/FC AL7075
A& Hardness -200HB ~30HRc
v RPM  FEED A = RPM  FEED e L RPM  FEED Ap -
Diarstar Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
21 14,084 153 0.15 1.00 12,483 107 0.15 1.00 46,583 594 0.15 1.00
215 9,389 153 0.75 1.50 8,431 107 0.75 1.50 31,416 676 0.75 1.50
22 7,097 153 1.00 2.00 6,351 131 1.00 2.00 23,833 758 1.00 2.00
225 5,568 183 1.25 2.50 5,037 131 1.25 2.50 18,633 808 1.25 2.50
23 4,695 207 1.50 3.00 4,161 142 1.50 3.00 15,491 839 1.50 3.00
24 3,494 244 3.00 4.00 3,175 142 3.00 4.00 11,592 874 3.00 4.00
26 2,402 268 4.50 6.00 2,080 178 4.50 6.00 7,800 921 4.50 6.00
28 2,509 258 6.00 8.00 1,957 156 6.00 8.00 6,006 889 6.00 8.00
210 1,720 234 7.50 10.00 1,342 133 7.50 10.00 4,625 826 7.50 10.00
212 1,279 210 9.00 12.00 998 116 9.00 12.00 3,561 744 9.00 12.00
Ae
D
Holag Ae BT I— gp1~1.2=0.15D
Depth of Cut e T AP 215~35=05D
R 0 @4 ~=0.75D
o 2 E0| YUSHAH HAE|O AELIC ThES TS| QI8 7HSSIH HIEE UAOZ 2 FHAIR
o ST AUYA AL HHoflM 21 SHYAIL.
o 7| BMZRAZ AU £2|0|E2 HIIZA 7S Y, 7tS S, A& (Ao Wt 2AHE QYL

o ZUBIFI|AQ 2|t ATE LEE 2ASHALHH B HE HY0| LY ] ATS £204 015 S5 H2S10] 2 SHUAIR.

* 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.

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

* 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.
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2HHINB/2JJINB cCutting Condition ST ——

. 372342 #3723 <127
Mat:: ral Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
SCM / HPM 30 ~40HRC NAK80 / KP4M 40~45HRC STAVAX / SKD11
A& Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
Bk A
= p Ae Ap Ae Ap Ae
gg&ri‘fsr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
R5 7320 2635 0.25 1.0 6700 2196 0.50 1.0 5400 1910 0.50 0.50
R5.5 6660 2428 0.28 1.1 6000 2024 0.55 1.1 4900 1760 0.55 0.55
R6 6100 2185 0.30 1.2 5570 1821 0.60 1.2 4500 1584 0.60 0.60
R6.5 5630 2015 0.33 1.3 5150 1679 0.65 1.3 4160 1461 0.65 0.65
R8 4580 1639 0.40 1.6 4180 1366 0.80 1.6 3380 1188 0.80 0.80
R8.5 4300 1542 0.43 1.7 3900 1285 0.85 1.7 3180 1118 0.85 0.85
R10 3660 1311 0.50 2.0 3340 1093 1.00 2.0 2700 950 1.00 1.00
R10.5 3500 1250 0.53 2.1 3180 1042 1.05 2.1 2580 906 1.05 1.05
R12.5 2930 1056 0.63 2.5 2670 880 1.25 2.5 2170 765 1.25 1.25
R13 2800 1007 0.65 2.6 2600 839 1.30 2.6 2080 730 1.30 1.30
R15 2440 874 0.75 3.0 2230 728 1.50 3.0 1800 633 1.50 1.50
Ap : Axial Depth 2%t Z10](mm)
ol N Ae: Radjal Depth B3kl I Z10] (mm)
Denth of Cut < D : Outside Diameter 2|Z (mm
P T el n:Speed BHLE (min’)
- Vf:Feed Ol5&E (mm/min)

+ RE30| 2 Z0= 242t 0SE LS 2|0} 20% O[5HZ Z0|HAIR.

¢« AMEHZ Y 2EQ| 2YUS I 2 7S FHIAIR.

© AD| MARZS BT 4X(0[02 A KB IS B4, 7K3 B3, 28 7|7 Wt 27447 2% FLICL

© SATIAY 7IEEQ BE0| Ys B2 AUS0| A 2HBH UL 0| SLEE Z2 22 20{M A LT

© OBz, ZAR, QUDIAE SHUEES FA5IH, S 2 M5t 71SAI LB 30| 39| FHAIR

* In case of long effective length, reduce the RPM and feed by 20% or less.

* After the heat the shrink-fit, check the clamping and bolt status, and then use.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
* In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

ZHHINC/2JJINC Cutting Condition « RPM e Jmin « Feed : mm/imin

. 372392 #3%/ 2232 132
Ma?erial Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
SCM / HPM 30 ~40HRC NAK80 / KP4M 40~45HRC STAVAX / SKD11
A& Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc

o3 A Ae A Ae A Ae

I%gr%iedtgr s 2db Axial gepth Radial Depth 2 A Axial Igepth Radial Depth a A Axial gepth Radial Depth
210 9550 950 0.25 2.0 8900 890 0.50 2.0 7000 700 0.50 1.0
g11 8690 870 0.28 2.2 8100 810 0.55 2.2 6370 640 0.55 1.1
212 7960 800 0.30 2.4 7430 740 0.60 2.4 5840 580 0.60 1.2
213 7350 730 0.33 2.6 6860 690 0.65 2.6 5390 540 0.65 1.3
216 5970 600 0.40 3.2 5570 550 0.80 3.2 4380 440 0.80 1.6
217 5620 560 0.43 3.4 5240 520 0.85 34 4120 410 0.85 1.7
220 4780 480 0.50 4.0 4460 450 1.00 4.0 3500 350 1.00 2.0
a21 4550 450 0.53 4.2 4250 425 1.05 4.2 3340 330 1.05 2.1
@25 3800 380 0.63 5.0 3670 350 1.25 5.0 2800 280 1.25 2.5
226 3670 360 0.65 5.2 3400 340 1.30 5.2 2700 270 1.30 2.6
230 3200 320 0.75 6.0 2980 290 1.50 6.0 2330 230 1.50 3.0
Holat Slotting

De;: O?Cut + Ap: Axial Depth <
+ D @ Outside Diameter D

R
79 BE0| 28 80l 371 AL,
HMZ U2 A0 £3|0|22 H7HSA| 715 B, 7+ 24, A8 7| A|of w2t 224 2% St C.
© Z2BIFIIAQ) L) ALE SRS 2L 2 Y S0| BUH I} AL A0 0] S HI5I0] ZHTHINL.
© OBz, AR, QUDIAE FHUEES FA5HH, S & M5t 71SAl LB 30| F9| FHAIR
* If the effective length is long, reduce the RPM and feed in the same proportion.
* After the heat the shrink-fit, check the clamping and bolt status, and then use.
¢ 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.

+ REZ 20Dt 39, RPMI} FEEDS S HI82 HAFAR,
o

-
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2GINB Cutting Condition

« RPM : rev./min « Feed : mm/min

. 33/ #32/ Za3Ey 2452
Material ool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
SCM /HPM NAK80 / KP4M STAVAX / SKD11
A& Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
g A Ae A Ae A Ae
(F%g(ri?gsr RPM FEED Axial Igepth Radial Depth RPM FEED Axial Bepth Radial Depth RPM FEED Axial Bepth Radial Depth
R5 6,220 2,500 0.1 0.5 5,700 1,700 0.1 0.3 4,590 1,840 0.05 0.3
R5.5 5,660 2,260 0.1 0.5 5,100 1,530 0.1 0.3 4,160 1,700 0.06 0.3
R6 5,180 2,070 0.1 0.5 4,740 1,420 0.1 0.3 3,800 1,530 0.06 0.3
R6.5 4,800 1,900 0.1 0.5 4,380 1,320 0.1 0.3 3,530 1,400 0.07 0.3
R8 3,900 1,530 0.2 0.5 3,550 1,060 0.1 0.3 2,870 1,150 0.08 0.3
R8.5 3,660 1,460 0.2 0.5 3,300 1,000 0.1 0.3 2,700 1,080 0.09 0.3
R10 3,120 1,240 0.2 0.5 2,840 850 0.1 0.3 2,300 920 0.10 0.3
R10.5 3,000 1,180 0.2 0.5 2,700 800 0.1 0.3 2,200 880 0.11 0.3
R12.5 2,500 990 0.3 0.5 2,270 680 0.1 0.3 1,830 740 0.13 0.3
R13 2,380 960 0.3 0.5 2,210 650 0.1 0.3 1,760 700 0.13 0.3
R15 2,080 850 0.3 0.5 1,990 600 0.2 0.3 1,530 610 0.15 0.3
Ap : Axial Depth %%+ Z10](mm)
Hola N AeiRad.iaI D(—,Tpth HEZBI5E0| 2401210 (mm)
Depth of Cut < _kw D : Outside Dlameter Qlé (mm)
B — e | n:Speed ZHLE (min)
A Vf:Feed O|54E (mm/min)

FEZ0| 2 420 3| OISEES 2| 20% O[5t ZO0|HAI2.

OIME HZ U BE| 2B B0l $ 7B SHIAIC.

Y7| ZAZU2 YT 20|82, M 7ISA| 7S B, 715 S, A8 7|H|of w2t 2A4HE 28 FLCH

SAT|AA 722 20| gis E2 2SO LUTA| ZUR0| 2JUL L9 OSEEE 22 HIEZ E0M A& FLCL
OI0E2, AR, QU OJAE SUEES FHGHH, S 2 A5t 7H5A| 2B 1t watof 2| SHAIR

In case of long effective length, reduce the RPM and feed by 20% or less.

After the heat the shrink-fit, check the clamping and bolt status, and then use.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.

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

2GINC Cutting Condition

« RPM : rev./min « Feed : mm/min

" 372 /342 #3z2/m2sEs 232
Nﬂt-éﬁll Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
SCM /HPM NAK80 / KP4M STAVAX / SKD11
4 Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc

g A Ae A Ae A Ae

I%lajrtrﬁiadtgr RPM FEED Axial gepth Radial Depth RPM FEED Axial gepth Radial Depth RPM FEED Axial gepth Radial Depth
210 8.200 807 0.3 2.0 7.560 756 0.1 1.0 5,950 595 0.125 1.0
211 7.400 739 0.3 2.2 6.900 688 0.1 1.1 5,410 544 0.138 1.1
212 6.770 680 0.3 2.4 6.320 629 0.2 1.2 4,960 493 0.150 1.2
213 6.250 620 0.3 2.6 5.830 586 0.2 1.3 4,580 459 0.163 1.3
216 5.070 510 0.4 3.2 4.740 467 0.2 1.6 3,720 374 0.200 1.6
217 4.780 476 0.4 3.4 4.450 442 0.2 1.7 3,500 348 0.213 1.7
220 4.060 408 0.5 4.0 3.790 382 0.3 2.0 2,970 297 0.250 2.0
221 3.870 382 0.5 4.2 3.610 361 0.3 2.1 2,840 280 0.263 2.1
@25 3.230 323 0.6 5.0 3.120 287 0.3 2.5 2,380 238 0.313 2.5
226 3.120 306 0.7 5.2 2.890 289 0.3 2.6 2,300 229 0.325 2.6
230 2.720 272 0.8 6.0 2.530 246 0.4 3.0 1,980 195 0.375 3.0

2olat Slotting

De;hﬂ O?Cut + Ap ¢ Axial Depth 2
+ D : Outside Diameter D

SE2 207t 71 42, RPMIt FEEDE S HIEZ HZIFA L.

ONE HZ Y BEO| 22 Hol £ KT SIS,

H7| BAZ A2 H0 £2(0|B 2, HIHSA| 75 @, 7HS 22, A& 7| Ao 2t 24 23 St
ZUBITLI|A Q| 2| ATE £
0022, AR, QUDIAE SHUEES FASHH, S & H|7{5t L 715A| 2B 230 F2| FHAIR
If the effective length is long, reduce the RPM and feed in the same proportion.

After the heat the shrink-fit, check the clamping and bolt status, and then use.

£ ZDSPALE B 2 X HO| 2 A| ABIS 20} 015 SEB HISI0) 2L,

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.
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ZDINB * RPM :rev./min « Feed : mm/min ZDINC + RPM: rev./min « Feed : mm/min

IA Materid £% Graphite A Materid &2 Graphite
3 Radius RPM FEED Axial;\ gepth Radiggepth 243 Outside Diamete RPM FEED A><ial;A Igepth Radiggepth
R5 12740 4200 0.250 1.0 210 16560 2822 0.250 3.0
R5.5 11580 3892 0.275 1.1 211 15000 1862 0.275 3.3
R6 10600 3570 0.300 1.2 212 13780 1708 0.300 3.6
R6.5 9800 3290 0.325 1.3 213 12740 1582 0.325 3.9
R8 7960 3800 0.400 1.6 216 10350 1820 0.400 4.8
R8.5 7490 3600 0.850 1.7 217 9740 1720 0.850 5.1
R10 6370 3060 1.000 2.0 220 8280 1460 1.000 6.0
R10.5 6000 2900 1.050 2.1 221 7800 1400 1.050 6.3
R12.5 5100 2440 1.250 2.5 225 6630 1180 1.250 VAS
R13 4900 2360 1.300 2.6 226 6370 1140 1.300 7.8
R15 4250 2000 1.500 3.0 2 30 5520 1920 1.500 9.0
Ap : Axial Depth

a3 :_LM ge :()Ruat(iiigleﬁg:eter Bk SIotting g

DepthofCut | <|  \ SRSl ) Depth of Cut . /Sp:~ C/)*:t'zildzeg;hmeter e

‘ Ae ‘ Vf: Feed (mm/min) 4‘—‘”

+ SEW 077 Z9, RPMII FEEDS SY HISE YHZNR.

+ OAE HZ U BE| 2YS 5Ol S B FHYNL.

¢ A7 BAMZZS 3T 4X(0[02 A 71BAI 1B B4, 7KB B, HE T W2t ZAHZ 2 B,

© ZUBILIAQ| 2| ATES L5 ZIGI7LE H L HE HYO0| L A| ATHS L0 015 £ 5 H|H|SHO ZHSHIAIR.

© 201713 o022 2L

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

* After the heat the shrink-fit, check the clamping and bolt status, and then use.

* 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 is recommended for graphite milling.

4SFIB Cutting Condition

* RPM : rev./min « Feed : mm/min

iy 578/ 3¥2 gad/zal5E 173=z
M at:. al Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
SCM /HPM NAK80 / KP4M STAVAX / SKD11
A& Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
HE24 A
= p Ae Ap Ae Ap Ae
ggariwssr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
R5 6370 2380 0.3 1.0 4750 1700 0.13 0.8 3100 620 0.13 0.8
R5.5 5800 2125 0.3 1.1 4300 1550 0.14 0.8 2840 570 0.14 0.8
R6 5300 1980 0.3 1.2 3950 1420 0.15 0.9 2600 520 0.15 0.9
R6.5 4900 1836 0.3 1.3 3650 1300 0.16 1.0 2400 480 0.16 1.0
R8 4000 1487 0.5 1.8 3000 1070 0.23 1.4 1950 390 0.23 1.4
R8.5 3750 1402 0.5 1.9 2800 1000 0.24 1.4 1800 370 0.24 1.4
R10 3180 1190 0.5 2.0 2370 850 0.25 1.5 1560 300 0.25 1.5
R10.5 3000 1130 0.5 2.1 2260 800 0.26 1.6 1500 300 0.26 1.6
Ap : Axial Depth &2l Z/0](mm)
opzr N Ae: Radjal Depth BrZUI3ko| QI 70| (mm)
Deoth O?C " < D : Outside Diameter 2|Z(mm
€p u I — ‘ Ae ‘ n:Speed SIHEE (min)
- Vf:Feed OIE&E (mm/min)
« RE30| 2 Z0= 242t 0EE LS 2|0 20% O[5HZ ZO0|HAIR.
+ TS 5 QB LIS ol 3 IHB BHIAL.

2}
© A7| MARZS BT 4X(0[02 A KB IS B4, 713 S, 28 7| Wt 274%7 2% FLICL

© SATAY 7IEEQ BE0| s B2 AUS0| TN 2HBH UK 0| SLEE Z2 IR 20{M A LTt

© O0jEZ, MR, QU N|AE FUES UG, S 2 A5t 7H3A| LB ut Lat0] 0| 5HAR

* In case of long effective length, reduce the RPM and feed by 20% or less.

* After the heat the shrink-fit, check the clamping and bolt status, and then use.

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

* In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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4SFIC Cutting Condition

* RPM : rev./min « Feed : mm/min

=Y Iottmg
- 372 /392 832/ Zaisi=2 23E
= Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
Material SCM / HPM NAK80 / KP4M STAVAX / SKD11
4E Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
Eléd RPM  FEED Ap Ae RPM  FEED Ap Ae RPM  FEED Ap Ae
Iggrtvﬁiatgr Axial Depth ~ Axial Depth Axial Depth  Axial Depth Axial Depth ~ Axial Depth
210 1600 320 2.0 10 1440 288 1.0 10 800 130 1.0 8.0
211 1450 290 2.2 11 1305 261 1.1 11 725 120 1.1 8.8
212 1330 265 2.4 12 1197 239 1.2 12 660 100 1.2 9.6
213 1225 245 2.6 13 1103 221 1.3 13 610 100 1.3 10.4
216 1000 200 3.2 16 900 180 1.6 16 500 80 1.6 12.8
217 940 190 3.4 17 846 171 1.7 17 470 75 1.7 13.6
220 800 160 4.0 20 720 144 2.0 20 400 65 2.0 16.0
221 760 150 4.2 21 684 135 2.1 21 380 60 2.1 16.8
Slotting
2olak
De:c:o?Cut +Ap: Axial Depth <
+ D : Outside Diameter D
ZHHA - Side Cutting
o 372 /382 g3z /z2EE 13EZ
o ";I_i Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
Material SCM /HPM NAK80 / KP4M STAVAX / SKD11
4E Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
e RPM  FEED a bz RPM  FEED by bz RPM  FEED Ap -
Doi}ajrgrﬁletgr Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
210 2050 500 5.0 1.0 2050 480 5.0 0.5 800 130 3.0 0.5
211 1880 450 5.5 1.1 1880 420 5.5 0.6 730 120 3.3 0.6
212 1720 410 6.0 1.2 1720 380 6.0 0.6 660 100 3.6 0.6
213 1600 380 6.5 1.3 1600 350 6.5 0.7 610 100 3.9 0.7
216 1300 310 8.0 1.6 1300 300 8.0 0.8 500 80 4.8 0.8
217 1220 300 8.5 1.7 1220 285 8.5 0.9 470 75 5.1 0.9
220 1000 250 10.0 2.0 1000 240 10.0 1.0 400 65 6.0 1.0
221 980 230 10.5 2.1 980 220 10.5 1.1 380 60 6.3 1.1
Side Milling
olaf
== +Ap: AxialDepth £
Depth of Cut « Ae : Radial Depth 4%
5% 40|17 71 42, RPMIL FEEDE S HIEZ HFFAH L
FELS F AUT| YRAE|A=A| & 2 7HS SHIAIR.
47| INZA2 H0 SA0ID2 4IHBA 7K B4, 718 S5, 3N T 224087 288 B
AZHL 70| 20| NS A58 2SI 2 A HA0 W A SIS SE9) 015 SE8 HAfSlo] 2oL,
0l=2, HAtg, OU DIAE SHES 22501, 43  A7Ioin 1BA Hen} Waio) 3ol HlAl

If the effective length is long, reduce the RPM and feed in the same proportion.
After the heat the shrink-fit, check the clamping and bolt status, and then use.

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

509



5~125FJC Cuttlng Condltlon * RPM:rev./min « Feed : mm/min
ZHAA  Side Cutting
_— 372/ 282 #3237/ D2 23EY
I "J,H Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
Material SCM / HPM NAK80 / KP4M STAVAX / SKD11
4E Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
e RPM  FEED Af7 = RPM  FEED AP i RPM  FEED At b2
Buidtg Axial Depth  Radial Depth Axial Depth  Radial Depth Axial Depth  Radial Depth
210 3075 1150 5.0 1.0 3075 1104 3.0 0.5 1200 299 3.0 0.5
211 2820 1035 5.5 1.1 2820 966 33 0.6 1095 276 33 0.6
212 2580 943 6.0 1.2 2580 874 3.6 0.6 990 230 3.6 0.6
213 2400 874 6.5 1.3 2400 805 3.9 0.7 915 230 3.9 0.7
216 1950 713 8.0 1.6 1950 690 4.8 0.8 750 184 4.8 0.8
217 1830 690 8.5 1.7 1830 656 5.1 0.9 705 173 5.1 0.9
220 1500 575 10.0 2.0 1500 552 6.0 1.0 600 150 6.0 1.0
221 1470 529 10.5 2.1 1470 506 6.3 1.1 570 138 6.3 1.1
Side Milling
24olaf
=HS +Ap: AxialDepth £
Depth of Cut + Ae : Radial Depth
Ae
« 72 Z0|7 21 4%, RPMII FEEDE SY HIER H3FA Q.
+ TS 3 Q5| ARG Sl 3 IHBSHIAIL.
+ A7) A 222 6 7IZ010 & 4 B7HA| QYO S LjoIM FEEDS UP SFAAIL.
© 7| BZA2 D A0I02 WIS I3 BY, 713 23, 48 7o 12} 22 QY BLICL
o ZUEILT|AQ 2| AUS LE5 2SI L H B HE SY0| WY A ATUS £291 018 £25 HIF5H0 24 SHAAL.
© OolE=z, HAR, 2 UIéE EUEES 25N, S 2 HAHILL 7HSAl LSt L3tof| 20| SHAL
* If the effective length is long, reduce the RPM and feed in the same proportion.
¢ After the heat the shrink-fit, check the clamping and bolt status, and then use.
* Above the table value is based on 6 flutes. If you use more than 6 flutes of endmill, raise up the feed in stable milling condition.
* 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.
4SFDB 4SFDC 6~12SFDC
Ay L] Ty 291 Ty 29
Material Graphite Material Graphite Material Graphite
8 A 9 9/
= p Ae : Ap Ae : Ap Ae
%gé?fsr RPM FEED Axial Depth Radial Depth Igigrtﬁ:gtgr RPM FEED Axial Depth Radial Depth IDc?grEnsgitgr RPM FEED Axial Depth Radial Depth
R5 9550 3965 0.250 1.0 210 5100 4000  0.250 3.0 210 5100 4840  0.250 3.0
R5.5 8700 3640 0.275 11 211 4630 3700  0.275 33 211 4630 4477  0.275 33
R6 7960 3315 0.300 1.2 212 4250 3400 0.300 3.6 212 4250 4114 0.300 3.6
R6.5 7350 3055 0.325 1.3 213 3920 3125  0.325 3.9 213 3920 3781 0.325 3.9
R8 5970 2470 0.400 1.6 216 3180 2550  0.400 4.8 216 3180 3086  0.400 4.8
R8.5 5620 2340 0.850 1.7 217 3000 2400 0.850 5.1 217 3000 2904 0.850 5.1
R10 4780 1989 1.000 2.0 220 2550 2000  1.000 6.0 220 2550 2420  1.000 6.0
R10.5 4550 1898 1.050 2.1 221 2430 1950  1.050 6.3 221 2430 2360  1.050 6.3
Ap : Axial Depth
quE | Ae : Radial Depth e Slotting U Slotting
Depth | € D : Outside Diameter Depth | « Ap: Axial Depth 2 Depth | « Ap: Axial Depth 2
ofCut | 7 |#e | N Speed (min ) ofCut | . p: Outside Diameter D ofCut | . p : Outside Diameter D
Vf: Feed (mm/min)
+ REY 077 Z9, RPMI FEEDS U IS HHZNL. " RPN rev./min- Feed  mmmin
+ IS B SUHS| UYTIGET| B 3 IHE SHIAIS.
© A EAZAS BT $2(0|02 ATIBAIIZ 84, 7K8 B3, 42 7| 2t 227 2 HLICL
. .’n‘_?iiﬂf 7|H2 2| ATS L5 ZASEAL H B A SH0| LM A| ATS £L0H 0|5 £S5 H2510] 2 SHUAIR.
© SUIS WO 22 E SHELICE
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If the effective length is long, reduce the RPM and feed in the same proportion.
After the heat the shrink-fit, check the clamping and bolt status, and then use.
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 is recommended for graphite milling.
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Precautions When Using Tools

- Wear safety equipment such as protective eyewear to prevent the risk of injury in case
the tool breaks during use.

- Do not use the tool for purposes other than its intended use, or install it on equipment that
is not designed for it. Do not grind or modify it arbitrarily.

- To prevent damage to the cutting edge, it is recommended to use non-contact measurements
whenever possible.

- Ensure proper attachment of the tool before use.

- Sparks may be generated due to high heat during use.

- Eliminate potential fire or explosion hazards before using.

- Before and after use, always check the dimensions of the tool and the workpiece.

- Discontinue use if the tool is worn or damaged.

- If abnormal vibration or noise occurs, stop the system and identify and eliminate the cause of
the vibration or noise.

C HOHOIEA(F)
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