Your specials are our standards

Srulo] ATjie 92jo) BEEYLI: \/ JJTOOLS

() 3UB7

LDNG Life
HIGH

Performance

ZIAI'OI_.EWZEE of5] 5

LASER 7f-c'>-!

Laser machining for ultimate surface

)

|

45t LYOLD it D4 HALS $I5H

PCD ENDMILL

For excellent wear resistance and high-speed cutting
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This will change the meaning of innovation !
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Clearancé Angle 15 « The sharpness of the edge can be achieved below 5um, minimizing

damage to the work material during machining, and improve cutting
force to maximize machining performance and surface roughness.

« Laser processing can be applied in um units, and 5-axis machining
can produce and process various shapes. Also, it has the best
performance with precise R shape.

Chip breaker processing method can only be produced by laser

- ® 0122115 . ; . . L,
c,ea,mﬂ;,:g,e 15 processing, preventing chip load in advance, and minimizing bad

effects on the work materials caused by chip.
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Endmills for aluminum alloys and non-ferrous metals

PCD A2 A[2[X

PCD (Polycrystalline diamond) EndMill series
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Endmills for Graphite, Aluminum, AL alloy, non-ferrous

and non—-metallic materials.
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Using PCD(Polycrystalline Diamond) tool to cut aluminum or copper
alloys, the machining accuracy is excellet, and surface roughness
such as mirror finishing can be achieved.

PCD has very high hardness and can also be applied to cutting
ceramic or ultra-hard alloy. Also, the thermal conductivity is very
high, indicating suitability cutting titanium alloy.
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PCD endmiills for aluminum alloys and non-ferrous metals.
Laser processing enables the blade to be less than 5im, providing
excellent cutting performance and surface finish of the workpiece.
Designed with excellent concentricity for precision machining.

An additional polishing process on the edge of flutes to facilitates

the cutting chip emission.
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D Size D Tolerance
23~6 +0~-0.012mm
" MO 28~12 +0 ~-0.015mm
DEEEE0 =
lelix Angle
= e 005 216 +0 ~ -0.022mm
1.5~8R ot mm
1BPCD 030 080 S06 1.5RX3 6
1BPCD 030 120 S06 1.5RX3 6
1BPCD 030 180 S06 1.5RX3 2.3 18 60 6
2BPCD 040 100 S06 2RX4 3310 | 50 6
2BPCD 040 120 S06 2RX4 33 12 | 50 6
2BPCD 040 180 S06 2RX4 33 18 60 6
2BPCD 060 120 S06 3RX6 51112 | 60 6
2BPCD 060 150 S06 3RX6 5115 | 65 6
2BPCD 060 200 S06 3RX6 51,20 70 6
2BPCD 060 250 100 3RX6 51 25 100 6
2BPCD 080 150 S08 4RX8 7 |15 | 60 8
2BPCD 080300 110 4RX8 7 30 110 8
2BPCD 100 200 S10 S5RX 10 8 20 | 70 |10
2BPCD 100300110 5RX 10 8 |30 110 10
2BPCD 100 350 150 5RX 10 8 |35 150 10
2BPCD 120 250 S12 6RX 12 9 |25 |80 |12
2BPCD 120350110 6RX 12 9 |35 [ 110 12
2BPCD 120400 150 6RX 12 9 |40 150 12
2BPCD 160 350S16 8RX 16 12 35 90 16
2BPCD 160450110 8RX 16 12 | 45 110 16
2BPCD 160 500 150 8RX 16 12 1 50 | 150 16
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@ o j PCD endmills for aluminum alloys and non-ferrous metals.
Laser processing enables the blade to be less than 5um, providing

R/ u | L2 ‘ excellent cutting performance and surface finish of the workpiece.

Designed with excellent concentricity for precision machining.

An additional polishing process on the edge of flutes to facilitates
the cutting chip emission.
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D Size D Tolerance
23~6 +0 ~-0.012mm
: 28~10 +0 ~ -0.015mm
@ @ oo 212 +0 ~ -0.018mm
i L' o 216~ 20 +0 ~ -0.022mm
1PCD 030 080 S04 3XR0.1 4 3PCD 120 300 090 12 XR0.1
2PCD 040 100 S06 4XR0.1 6 3PCD 160 250 S16 16 XR0.1
2PCD 060 200 S06 6 XRO0.1 10 20 60 6 3PCD 160 350 S16 16 X RO.1 20 35 1 30 16
2PCD 060 250 S06 6 X R0.1 15 | 25 60 6 3PCD 160400 S16 16XR0.1 | 25 40 160 16
2PCD 060 250 080 6 XRO.1 15 25 180 | 6 3PCD 200 250 S20 20 XR0.1 15 25 1 90 | 20
2PCD 080 200 S08 8 XRO0.1 10 @ 20 60 | 8 3PCD 200 350 S20 20 X R0.1 20 | 35 130 20
2PCD 080 250 S08 8 XRO0.1 15 | 25 60 8 3PCD 200 400 S20 20 XR0.1 25 | 40 160 20
2PCD 080 300 S08 8 XRO0.1 20 | 30 70 | 8 4PCD 160 250 S16 16 X R0.1 15 | 25 90 16
2PCD 080 300 100 8 XRO0.1 20 | 30 100 8 4PCD 160 350 S16 16 X RO.1 20 | 35 130 16
2PCD 100250 S10 10X R0.1 10 @ 25 70 10 4PCD 160400 S16 16 XRO.1 25 | 40 160 16
2PCD 100300 S10 10 X RO.1 15 30 70 10 4PCD 200 250 S20 20 XRO0.1 15 25 1 90 | 20
2PCD 100 300 080 10 XRO.1 20 | 30 80 10 4PCD 200 350 S20 20 XR0.1 20 | 35 130 20
2PCD 100300110 10 XRO.1 20 | 30 110 10 4PCD 200 400 S20 20 XR0.1 25 | 40 160 20
2PCD 120 250 S12 12 XRO0.1 10 25 80 12
2PCD 120300 S12 12 XR0.1 15 1 30 80 12
2PCD 120 300 090 12 XR0.1 20 | 30 | 90 12
2PCD 120300130 12 XRO.1 20 1 30 130 12
2PCD 160 250S16 16 X R0.1 10 | 25 90 16
2PCD 160300 S16 16 XRO0.1 15 | 30 90 |16
2PCD 160350 S16 16 X RO.1 20 | 35 100 16
2PCD 200 250 S20 20 X RO.1 10 ' 25 | 90 20
2PCD 200 300 S20 20 X RO.1 15 | 30 90 | 20
2PCD 200 300 100 20 X R0.1 20 | 30 | 100 | 20
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PCD endmills for aluminum alloys and non-ferrous metals.
Laser processing enables the blade to be less than 5im, providing
R/ ], ‘ excellent cutting performance and surface finish of the workpiece.

‘ Designed with excellent concentricity for precision machining.
An additional polishing process on the edge of flutes to facilitates
the cutting chip emission.
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D Size D Tolerance
g6 +0 ~-0.012mm
i \ 28~10 +0 ~ -0.015mm
E % R oo 212 +0 ~-0.018mm
. - -j-; MR 216~ 20 +0 ~ -0.022mm
2CPCD 060 200 S06 6 XRO.1 6 3CPCD 160 250 S16 16 XRO.1
2CPCD 060 250 S06 6 XR0.1 6 3CPCD 160 300 S16 16 XRO.1 100
2CPCD 080 200 S08 8 X RO.1 10 20 60 8 4CPCD 200 300 S20 20 X RO.1 15 30 90 20
2CPCD 080 250 S08 8XR0.1 15 25 60 8 4CPCD 200 350 S20 20XR0.1 20 | 35 100 20
2CPCD 080 250 070 8 X RO.1 20 25 | 70 | 8
2CPCD 100250510 10 X RO.1 10 25 70 10
2CPCD 100300 S10 10X RO0.1 15 1 30 | 70 10
2CPCD 100 300 080 10X RO.1 20 30 80 10
2CPCD 120250512 12 X RO.1 10 25 80 12
2CPCD 120300 S12 12XRO0.1 15 30 | 80 |12
2CPCD 120 300 090 12XR0.1 20 30 | 90 12
2CPCD 160 250S16 16 X RO.1 10 25 90 16
2CPCD 160 300 S16 16 XR0.1 15 1 30 | 90 |16
2CPCD 160 300 100 16 XRO.1 20 30 100 16
2CPCD 200 250 S20 20 X RO.1 10 25 90 20
2CPCD 200 300 S20 20X RO.1 15 30 | 90 |20
2CPCD 200 300 100 20 XRO.1 20 30 100 20

www.jjtools.co.kr ‘ 05



UE0EEHEEEEEE

1~3 Flutes PCD Helix Endmills by Laser Processing
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PCD endmills for aluminum alloys and non-ferrous metals.
Laser processing enables the blade to be less than 5um, providing
excellent cutting performance and surface finish of the workpiece.
Designed with excellent concentricity for precision machining.

Helix design on the side of the edge reduces cutting resistance and
improves wear resistance.

An additional polishing process on the edge of flutes to facilitates

the cutting chip emission.

D Size D Tolerance
24~6 +0~-0.012mm
28~10 +0 ~ -0.015mm
212 +0 ~ -0.018mm
216 ~20 +0 ~ -0.022mm
216~20 AType B Type ool mm

06 |

THPCD 040 180 S06 4 XR0.1 A 6 3HPCD 120 250 S12 12 XR0.1 A

2HPCD 060 180 S06 6 XRO.1 A 6 3HPCD 120450 S12 12 XR0.1 B 100
2HPCD 060 250 S06 6 XR0.1 1 5 25 B 80 6 3HPCD 160 300 S16 16 X RO.1 20 30 A |90 16
2HPCD 080 200 S08 8 XR0.1 0 20 A 70 8 3HPCD 160450 S16 16XR0.1 30 | 45 B 110 16
2HPCD 080 250 S08 8 X RO.1 20 | 25 B 9 | 8 3HPCD 200 400 S20 20 XR0.1 25 40 | A 100 20
2HPCD 100220 S10 10 X RO.1 12 1 22 A 70 10 3HPCD 200 550 S20 20X RO.1 40 | 55 B 110 20
2HPCD 100 400 S10 10XRO.1 | 25 40 B [100 10

2HPCD 120 250 S12 12 XR0.1 1525 A 80 12

2HPCD 120450512 12XRO0.1 30 45 B 100 12

2HPCD 160 300 S16 16XR0O.1 20 30 A 90 |16

2HPCD 160450 S16 16 X RO.1 30 45 | B 110 16

2HPCD 200 400 S20 20 XR0.1 25 40 | A 100 20

2HPCD 200 550 S20 20XRO.1 | 40 55 | B [110 20
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2RPCD 100 300S10
2RPCD 100400 S10
2RPCD 120300 S12
2RPCD 120 400 S12
2RPCD 160 400 S16
2RPCD 160 650 S16
2RPCD 200 400 S20
2RPCD 200 650 S20

10 XRO.1
10X RO.1
12 XRO.1
12 XR0.1
16 XRO.1
16 XRO.1
20X RO.1
20 XRO0.1

20
30
30
50
30
50

30
40
40
65
40
65

ﬂ16 20

80
90
100
130
100
130

B 2&3 Flutes PCD Roughing Endmills by Laser Proces
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PCD endmills for aluminum alloys and non-ferrous metals.

Laser processing enables the blade to be less than 5um, providing
excellent cutting performance and surface finish of the workpiece.

* Designed with excellent concentricity for precision machining.

Helix design on the side of the edge reduces cutting resistance and
improves wear resistance.

An additional polishing process on the edge of flutes to facilitates
the cutting chip emission.

D Size D Tolerance
- o 210 +0 ~-0.015mm
rngl 212 +0~-0.018mm
N
elix Angle 216 ~20 +0 ~-0.022mm
Ckel: mm

3RPCD 100 300S10 10 XRO.1

3RPCD 100400 S10 10 XRO.1
12 3RPCD 120300 S12 12XR0.1 20 30 80 12
12 3RPCD 120400 S12 12XR0.1 30 40 90 12
16 3RPCD 160 400 S16 16 XRO.1 30 40 100 @16
16 3RPCD 160 650 S16 16 XRO.1 50 65 130 16
20 3RPCD 200 400 S20 20 XR0.1 30 40 100 @ 20
20 3RPCD 200 650 S20 20 XRO.1 50 65 130 @ 20
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D @) &2 Flutes PCD Corner Radius Endmills by Laser Processing
O 1&24 20jx JI2PCD F L BC|2A HEY *539“[

YT0|5 B3 U 3L U PCDACY
LASER 7}302 & ?_._ESumOIOFE-TjM £t BAY ST}
T{ARHO) B 27} EOl L,

OfLt ST 2 A2E(0] HL7FB0| JH5BHLC,

QNS B4 H2[5t0] 2t 0] HiZ0| AEFILICE

PCD endmills for aluminum alloys and non-ferrous metals.
Laser processing enables the blade to be less than 5im, providing
excellent cutting performance and surface finish of the workpiece.
Designed with excellent concentricity for precision machining.

An additional polishing process on the edge of flutes to facilitates

the cutting chip emission.

D Size D Tolerance

24~6 +0 ~-0.012mm

28~10 +0 ~-0.015mm

212 +0 ~ -0.018mm
ool mm

08 |

1PCDC 040 002 100 4XR0.2 5 6
1PCDC 040 003 100 4XR0.3 5 6
2PCDC 060 003 200 6XR0.3 6 20 60 6
2PCDC 060 003 250 6 XR0.3 15 | 25 | 60 | 6
2PCDC 060 005 200 6 XR0.5 6 20 60 6
2PCDC 060 005 250 6 X RO.5 15 25 60 6
2PCDC 060 010 200 6 XR1 6 20 60 | 6
2PCDC 060 010 250 6 XR1 15 25 60 6
2PCDC 080 003 200 8XR0.3 8 20 60 8
2PCDC 080 003 250 8XR0.3 15 25 60 8
2PCDC 080 005 200 8XR0.5 8 20 60 8
2PCDC 080 005 250 8XR0.5 15 | 25 | 60 | 8
2PCDC 080 010 200 8XR1 8 20 60 8
2PCDC 080 010 250 8XR1 15 25 60 8
2PCDC 100 005 250 10 XR0.5 10 | 25 70 10
2PCDC 100 005 300 10XR0.5 |15 | 30 | 70 10
2PCDC 100010 250 10XR1 10 25 70 10
2PCDC 100010 300 10XR1 15 | 30 | 70 | 10
2PCDC 120 005 250 12XR0.5 |10 | 25 | 80 12
2PCDC 120 005 300 12XRO.5 15 30 80 12
2PCDC 120010 250 12XR1 10 | 25 80 12
2PCDC 120010 300 12XR1 15 30 80 12
L waTooLS



W 1&2 Flutes PCD Ball Endmills by Wire Processin
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[a] °
@ v j ° + PCD endmills for graphite, aluminum alloys and non-
0 L L ferrous metals.

The edge of the PCD flute enables excellent surface finish and
wear resistance during graphite machining.
An additional polishing process on the edge of flutes to facilitates
the cutting chip emission.

.

D Size D Tolerance
" 23~6 +0~-0.012mm
o
;i a B O 28~ 10 +0 ~ -0.015mm
Helix Angle
. - 005 212 +0 ~ -0.018mm
R1.5~6 Ctol: mm

1BPCDW 030 060 S04 1.5RX3 4
1BPCDW 030 100 S04 1.5RX3 4
1BPCDW 030 200 S04 1.5RX 3 2.3 20 80 4
1BPCDW 030 300 S04 1.5RX3 23 /30 80 4
1BPCDW 040 060 S06 2RX 4 33, 6 60 6
1BPCDW 040 100 S06 2RX4 33 10 80 6
1BPCDW 040 200 S06 2RX4 33 /20 80 6
1BPCDW 040 300 S06 2RX 4 33 30 8 6
2BPCDW 060 051 S06 3RX6 5.1 - 60 6
2BPCDW 060 200 S06 3RX6 51 20 90 6
2BPCDW 060 300 S06 3RX6 51 30 9 6
2BPCDW 060 400 S06 3RX6 51 40 100 6
2BPCDW 080 300 S08 4R X8 7 30 |8 |8
2BPCDW 080 500 S08 4RX8 7 50 150 8
2BPCDW 100 300 S10 5RX 10 8 30 | 80 |10
2BPCDW 100 500S10 5RX 10 8 50 | 150 |10
2BPCDW 120 300S12 6RX 12 9 30 |80 |12
2BPCDW 120500 S12 6RX 12 9 50 | 150 12
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1PCDW 030 060 S04
1PCDW 030 100 S04
1PCDW 030 200 S04
1PCDW 030 300 S04
1PCDW 040 060 S06
1PCDW 040 100 S06
1PCDW 040 200 S06
1PCDW 040 300 S06
2PCDW 060 100 S06
2PCDW 060 200 S06
2PCDW 060 300 S06
2PCDW 060 400 S06
2PCDW 080 300 S08
2PCDW 080 500 S08
2PCDW 100 300 S10
2PCDW 100500 S10
2PCDW 120 300 S12
2PCDW 120 500 S12

3XR0.1
3XRO0.1
3XR0.1
3XR0.1
4XR0.1
4XR0.1
4XR0.1
4XR0.1
6 XRO.1
6 XRO0.1
6 X RO.1
6 XRO.1
8 XRO0.1
8 XRO0.1
10X RO.1
10 X RO.1
12 XRO.1
12 XR0.1

ST, BT, B N N NN

10
10
10
10
10
12
12
12
12

20
30
6
10
20
30
20
30
40
30
50
30
50
30
50

80
80
60
80
80
80
60
90
90
100
80
150
80
150
80
150

1&2 Flutes PCD Endmills by Wire Processing I‘
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PCD endmills for graphite, aluminum alloys and non-
ferrous metals.

The edge of the PCD flute enables excellent surface finish and
wear resistance during graphite machining.

An additional polishing process on the edge of flutes to facilitates
the cutting chip emission.

D Size D Tolerance

23~6 +0 ~-0.012mm

28~10 +0~-0.015mm

212 +0 ~-0.018mm
ool mm
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W 1&2 Flutes PCD Coner Radius Endmills by Wire Process
|
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PCD endmills for graphite, aluminum alloys and non-
ferrous metals.
— L2 L o The edge of the PCD flute enables excellent surface finish and
wear resistance during graphite machining.
* Anadditional polishing process on the edge of flutes to facilitates
the cutting chip emission.

D Size D Tolerance
R 'oo 24~6 +0 ~ -0.012mm
- dl . 28~10 +0 ~ -0.015mm
lelix le
0.005 e 212 10~ -0018mm
R0O.2~1 otel: mm

1CPCDW 040 002 100 4XR0.2 5 6 1CPCDW 040 002 100 4XR0.2 5 6
1CPCDW 040 003 100 4XR0.3 5 6 1CPCDW 040 003 100 4XR0.3 5 6
2CPCDW 060 003 200 6 XR0.3 6 20 60 6 2CPCDW 060 003 200 6 XR0.3 6 20 60 6
2CPCDW 060 003 250 6 XR0.3 15 25 60 6 2CPCDW 060 003 250 6 XR0.3 15 | 25 60 6
2CPCDW 060 005 200 6 X R0.5 6 | 20 60 6 2CPCDW 060 005 200 6 XR0.5 6 20 60 6
2CPCDW 060 005 250 6 X R0.5 15 | 25 | 60 6 2CPCDW 060 005 250 6 X R0.5 15 | 25 60 6
2CPCDW 060010 200 6 XR1 6 20 60 6 2CPCDW 060 010 200 6 XR1 6 20 60 6
2CPCDW 060 010 250 6 XR1 15 | 25 | 60 6 2CPCDW 060 010 250 6 XR1 15 | 25 60 6
2CPCDW 080 003 200 8 X R0.3 8 | 20 60 8 2CPCDW 080 003 200 8 XR0.3 8 | 20 60 8
2CPCDW 080 003 250 8XR0.3 15 | 25 | 60 8 2CPCDW 080 003 250 8XR0.3 15 25 60 8
2CPCDW 080 005 200 8 X R0.5 8 | 20 60 8 2CPCDW 080 005 200 8 X R0.5 8 | 20 60 8
2CPCDW 080 005 250 8 X R0.5 15 | 25 | 60 8 2CPCDW 080 005 250 8 X R0.5 15 | 25 60 8
2CPCDW 080010 200 8 XR1 8 | 20 60 8 2CPCDW 080 010 200 8 XR1 8 20 60 | 8
2CPCDW 080 010 250 8XR1 15 | 25 | 60 8 2CPCDW 080 010 250 8XRI1 15 | 25 60 8
2CPCDW 100 005 250 10XR0.5 10 | 25 | 70 10 2CPCDW 100 005 250 10 XR0.5 10 | 25 | 70 10
2CPCDW 100 005 300 10X R0.5 15 | 30 | 70 10 2CPCDW 100 005 300 10X R0.5 15 30 70 |10
2CPCDW 100010 250 10X R1 10 | 25 | 70 10 2CPCDW 100010 250 10 XR1 10 | 25 | 70 10
2CPCDW 100 010 300 10 XR1 15 | 30 | 70 10 2CPCDW 100 010 300 10 XR1 15 | 30 70 10
2CPCDW 120 005 250 12 XR0.5 10 25 80 12 2CPCDW 120 005 250 12 XR0O.5 10 25 80 |12
2CPCDW 120 005 300 12XR0.5 15 30 | 80 |12 2CPCDW 120 005 300 12 XR0.5 15 | 30 80 12
2CPCDW 120010 250 12XR1 10 | 25 | 80 12 2CPCDW 120010 250 12 XR1 10 | 25 1 80 12
2CPCDW 120 010 300 12 XR1 15 30 80 12 2CPCDW 120010 300 12 XR1 15 30 80 12
| PCD End Mill Cutting Condition AP rew i Fead -
msl Materia VC FEED RATE (fz)

h aena m/mim 2 ~3mm 4 ~6mm 7 ~11mm 12 ~20mm
AL-alloy Si (1% 150 ~ 6,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04 ~0.3
AL-alloy Si {12% 150 ~ 4,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
AL-alloy Si )12% 150 ~ 2,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
Magnesium alloy 150 ~ 6,000 0.007 ~0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
Cooper alloy 150 ~ 5,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
Brass ally 150 ~ 5,001 0.007 ~ 0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
GFRP 150 ~ 3,000 0.007 ~0.05 0.02 ~0.150 0.02 ~0.20 0.04~0.3
CFRP 150 ~ 4,000 0.007 ~ 0.05 0.02 ~ 0.150 0.02 ~0.20 0.04 ~0.3
Graphite 150 ~ 3,000 0.007 ~ 0.05 0.02 ~0.150 0.02 ~ 0.20 0.04 ~ 0.3
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