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Endmills for various work materials(~HRc52), pre-hardened
steel, carbon steel, mold steel.

Optimum for various work materials by JCRO coating.

B + High precise edge tolerance.

Minimize fracturing by high TRS fine(0.5:m) WC grade.
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D Size D Tolerance Q
PECEEEONG = |
Coating Helix Angle DATA - - ~
0 0.0 01-00 015 0.0: 214 ~20 -0.015 ~ -0.03mm E-
8~55 @6~12 @14~2 Shield Edge ~ 336P ool mm Al
4HCEG 008 020 S04 4 4HCEG 080 080 S08
4HCEG 010010 S04 1 4 4HCEG 080 190 S08
4HCEG 010 025 S04 1 2.5 40 4 4HCEG 080 200 S08 8 20 70 8
4HCEG 010 025 S06 1 2.5 40 6 4HCEG 085 190S10 8.5 19 70 10
4HCEG 010 025 060 1 2.5 60 6 4HCEG 090 190 S10 9 19 70 10
4HCEG 010 025 080 1 2.5 80 6 4HCEG 095 190 S10 9.5 19 70 10
4HCEG 010 040 S06 1 4 50 6 4HCEG 100 100 S10 10 10 60 10
4HCEG 012012 S04 1.2 1.2 40 4 4HCEG 100220 S10 10 22 70 10
4HCEG 012 030 S04 1.2 3 40 4 4HCEG 100 250 S10 10 25 75 10
4HCEG 012 030 S06 1.2 3 40 6 4HCEG 105 220 S12 10.5 22 75 12
4HCEG 012 030 060 1.2 3 60 6 4HCEG 110220512 1" 22 75 12
4HCEG 012 060 S06 1.2 6 50 6 4HCEG 115220512 11.5 22 75 12
4HCEG 015 015 S04 1.5 1.5 40 4 4HCEG 120 120512 12 12 65 12
4HCEG 015 040 S04 1.5 4 40 4 4HCEG 120 260 S12 12 26 75 12
4HCEG 015 040 S06 1.5 4 40 6 4HCEG 120 300 S12 12 30 80 12
4HCEG 015 040 060 1.5 4 60 6 4HCEG 140 260 S14 14 26 80 14
4HCEG 015 040 080 1.5 4 80 6 4HCEG 140 260 S16 14 26 85 16
4HCEG 020 020 S04 2 2 40 4 4HCEG 160350 S16 16 35 100 16
4HCEG 020 060 S04 2 6 40 4 4HCEG 160400 S16 16 40 100 16
4HCEG 020 060 S06 2 6 40 6 4HCEG 180 350S18 18 35 100 18
4HCEG 020 060 060 2 6 60 6 4HCEG 200 400 S20 20 40 100 @ 20
4HCEG 020 060 100 2 6 100 6 4HCEG 200 450 S20 20 45 100 20
4HCEG 025 080 S04 2.5 8 45 4
4HCEG 025 080 S06 2.5 8 45 6
4HCEG 025 080 070 2.5 8 70 6
4HCEG 025 080 100 2.5 8 100 6
4HCEG 030 080 S03 3 8 45 3
4HCEG 030 080 S04 3 8 45 4
4HCEG 030 080 S06 3 8 45 6
4HCEG 030 080 070 3 8 70 6
4HCEG 030 080 100 3 8 100 6
4HCEG 035 100 S06 3.5 10 45 6
4HCEG 040 040 S04 4 4 40 4
4HCEG 040 110 S04 4 1 45 4
4HCEG 040 110 S06 4 11 45 6
4HCEG 040 110070 4 1 70 6
4HCEG 040110 100 4 1 100 6
4HCEG 045 110 S06 4.5 1 45 6
4HCEG 050 130 S06 5 13 50 6
4HCEG 050 130 080 5 13 80 6
4HCEG 050 130 100 5 13 100 6
4HCEG 055 130 S06 5.5 13 50 6
4HCEG 060 060 S06 6 6 45 6
4HCEG 060 130 S06 6 13 50 6
4HCEG 060 130 080 6 13 80 6
4HCEG 060 130 100 6 13 100 6
4HCEG 060 150 S06 6 15 60 6
4HCEG 065 160 S08 6.5 16 60 8
4HCEG 070 160 S08 7 16 60 8
4HCEG 075 160 S08 7.5 16 60 8
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[ 4HCEG / 4LEMG Cutting Condition

E34 Slotting

« RPM : rev./min « Feed : mm/min

A 5 majsE 2753
Material Copper Prehardened Steels Hardened Steels
AE Hardness 40 ~ 50HRC 50 ~ 52HRC
o3 A
> p Ae Ap Ae Ap Ae
é?g}rs]geer RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
g1 48,000 2,700 0.10 1.0 38,000 2,160 0.10 1.0 25,500 1,512 0.80 0.50
g2 33,300 3,060 0.20 2.0 26,000 2,448 0.20 2.0 17,500 1,714 1.60 1.00
23 21,800 3,060 0.30 3.0 17,300 2,448 0.30 3.0 11,500 1,714 2.40 1.50
24 16,700 3,168 0.40 4.0 13,200 2,534 0.40 4.0 8,800 1,774 3.20 2.00
g5 15,700 3,600 0.50 5.0 12,500 2,880 0.50 5.0 8,300 2,016 4.00 2.50
26 13,000 3,420 0.60 6.0 10,350 2,736 0.60 6.0 6,000 1,915 4.80 3.00
28 9,880 3,348 0.80 8.0 7,800 2,678 0.80 8.0 5,200 1,875 6.40 4.00
210 7,800 3,060 1.00 10.0 6,150 2,448 1.00 10.0 4,700 1,714 8.00 5.00
212 6,650 3,060 1.20 12.0 5,250 2,448 1.20 12.0 3,500 1,714 9.60 6.00
216 5,540 2,808 1.60 16.0 4,340 2,246 1.60 16.0 2,600 1,572 12.80 8.00
218 5540 2,808 1.80 18.0 4,340 2,246 1.80 18.0 2,600 1,572 14.40 9.00
220 4,640 2,592 2.00 20.0 4,340 2,074 2.00 20.0 2,100 1,452 16.00 10.00
1.0D 0.5D
Hol2F T —
Depth of Cut ~ 50HRC 0.1D 50HRC ~ 0.8D
_ 2
ZHHA  Side Cutting
oA 3 ZelstEd 173z
Material Copper Prehardened Steels Hardened Steels
A& Hardness 40 ~ 50HRC 50 ~ 52HRC
o3 A
: p Ae Ap Ae Ap Ae
Ié)ig}r?gjtgr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 48,000 1,155 1 0.03 38,000 809 1 0.03 25,500 566 0.50 0.02
g2 33,300 1,320 2 0.06 26,000 924 2 0.06 17,500 647 1.00 0.04
23 21,800 1,320 3 0.09 17,300 924 3 0.09 11,500 647 1.50 0.06
g4 16,700 1,375 4 0.12 13,200 963 4 0.12 8,800 674 2.00 0.08
g5 15,700 1,595 5 0.15 12,500 1,117 5 0.15 8,300 782 2.50 0.10
26 13,000 1,485 6 0.18 10,350 1,040 6 0.18 6,900 728 3.00 0.12
28 9,880 1,452 8 0.24 7,800 1,016 8 0.24 5,200 711 4.00 0.16
210 7,800 1,320 10 0.30 6,150 924 10 0.30 4,100 647 5.00 0.20
212 6,650 1,320 12 0.36 5,250 924 12 0.36 3,500 647 6.00 0.24
216 5,540 1,100 16 0.48 4,340 770 16 0.48 2,600 539 8.00 0.32
218 5540 1,100 18 0.54 4,340 770 18 0.54 2,600 539 9.00 0.36
220 4,640 1,045 20 0.60 4,340 836 20 0.60 2,100 585 10.00 0.40
0.03D 0.02D
3y
Depth of Cut ~50HRC 1.0D 50HRC ~ 0.5D
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* 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.
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* If the effective length is long, reduce the RPM and feed in the same proportion.

* When milling workpiece HRC over 52 hardened steel, reduce 20% of the RPM and feed compared to the same diameter.
* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Use a machine with low vibration and good rigidity (&1 or less, the vibration tolerance management should be within 5um).
* Air blow or oil mist is recommended for smooth chip emission, and dry milling is recommended for copper material.
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Your specials are our standards.
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