d3dd0I 40

gg 2 Flutes 45°Helix Rib Ball End Mills for Copper
= U
2545 UHA B HG 2 B AEY
- SYUESEE, gR0IEEE, HIHAS7ISEAUNEY

M + JCRO Z & X{2|5t0] CHFSH MARY 7FSA| Q1M B0 ——Eﬂ¢7|‘
2o mAHHO| R 7} SEALEIL|C.

15 + 45°EA Bya 22 B0 HAGI0] YHE0| 245iD,

h5

o5 T e 14, 10}% 7120 HEELL,
ol : . BER0| 52 O[22 2782 (0.5m)8 M, ACUO| THAS HAT
- L2

e + Endmills for copper, copper alloy, nonferrous and non-

R hs metallic materials.

g] ‘ g[ * JCRO coating provides wear resistance improvement as well
] as avoid edge stress in various applications.

Minimize fracturing by high TRS fine(0.5um) WC grade.

High speed, feed applicable by 45°degree helix and deep chip
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D Size D Tolerance
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0.25~25R 3R~6R oel: mm

2COB005010S04 0.25RX 0.5 1 4 2COB 025 200 S06 1.25RX 2.5 6
2COB 005 020 S04 0.25R X 0.5 2 4 2COB 030 080 S06 1.5RX3 6
2COB 005 030 S04 0.25RX 0.5 0.7 3 45 4 2COB 030 120 S06 1.5RX3 4.5 1 2 60 6
2COB 005 040 S04 0.25RX0.5 0.7 4 45 4 2COB 030 160 S06 1.5RX3 45 16 60 6
2COB 005 050 S04 0.25RX0.5 0.7 5 45 4 2COB 030 200 S06 1.5RX3 45 120 60 6
2COB 005 060 S04 0.25RX0.5 0.7 6 45 4 2COB 030 250 S06 1.5RX3 45 25 70 | 6
2COB 006 020 S04 0.3RX0.6 09 2 45 | 4 2COB 030 300 S06 1.5RX3 45130 70 6
2COB 006 030 S04 0.3RX0.6 09 3 45 4 2COB 030 400 S06 1.5RX3 45 40 80 | 6
2COB 006 040 S04 0.3RX0.6 09 4 45 4 2COB 040 100 S06 2RX4 6 10 60 | 6
2COB 006 050 S04 0.3RX0.6 09 5 45 | 4 2COB 040 160 S06 2RX 4 6 16 60 6
2COB 006 060 S04 0.3RX0.6 09 6 45 4 2COB 040 200 S06 2RX4 6 20 60 6
2COB 006 080 S04 0.3RX0.6 09 8 45 4 2COB 040 250 S06 2RX4 6 25 70 6
2COB 006 100 S04 0.3RX0.6 09 10 45 4 2COB 040 300 S06 2RX 4 6 30 70 6
2COB 008 020 S04 0.4RX 0.8 1.2 2 45 4 2COB 040 400 S06 2RX4 6 40 80 6
2C0OB 008 030 S04 0.4RX0.8 1.2 3 45 4 2COB 050 160 S06 2.5RX5 8 16 80 | 6
2COB 008 040 S04 0.4RX0.8 1.2 4 45 | 4 2COB 050 200 S06 2.5RX5 8 20 80 6
2COB 008 060 S04 0.4RX0.8 1.2 6 45 4 2COB 050 250 S06 2.5RX5 8 25 80 6
2COB 008 080 S04 0.4RX0.8 1.2 8 45 4 2COB 060 150 S06 3RX6 9 15 90 6
2C0OB 008 100 S04 0.4RX0.8 1.2 10 45 4 2COB 060 300 S06 3RX6 9 30 90 6
2COB 008 120 S04 0.4RX0.8 1.2 12 45 4 2COB 060 400 S06 3RX6 9 40 90 6
2COB 010030 S04 0.5RX1 1.5 3 50 4 2COB 080 200 S08 4R X8 12 20 100 8
2COB 010 050 S04 0.5RX1 15| 5 50 4 2COB 100 250S10 5RX10 15 25 100 10
2COB 010080 S04 0.5RX1 1.5 8 50 4 2COB 120300512 6RX 12 18 30 110 12
2COB 010 100 S04 0.5RX1 1.5 10 50 4 2COB 160 600S16 8RX 16 30 60 160 16
2COB 010120 S04 0.5RX1 1.5 12 50 4
2COB 010 160 S04 0.5RX1 1.5 16 50 4
2COB 010200 S04 0.5RX1 1.5 20 50 4
2COB 012 030 S04 0.6RX 1.2 1.8 3 50 4
2C0OB 012 040 S04 0.6RX 1.2 1.8 4 50 4
2C0OB 012 060 S04 0.6RX 1.2 1.8 6 50 4
2C0OB 012 080 S04 0.6RX 1.2 1.8 8 50 4
2COB 012 100 S04 0.6RX 1.2 1.8 | 10 50 4
2COB 012120 S04 0.6RX 1.2 1.8 12 50 4
2C0OB 015 050 S04 0.75RX 1.5 2 5 50 4
2C0OB 015080 S04 0.75RX 1.5 2 8 50 4
2COB 015 100 S04 0.75RX 1.5 2 10 50 4
2COB 015120 S04 0.75RX 1.5 2 12 50 4
2COB 015 160 S04 0.75RX 1.5 2 16 50 4
2C0OB 015200 S04 0.75RX 1.5 2 20 50 | 4
2COB 020 050 S06 1RX2 3 5 50 6
2C0OB 020 080 S06 1RX2 3 8 50 6
2COB 020 100 S06 1RX2 3 10 50 6
2C0OB 020 120 S06 1RX2 3 12 60 6
2C0OB 020 160 S06 1RX2 3 16 60 6
2C0OB 020 200 S06 1RX2 3 20 60 6
2COB 020 250 S06 1RX2 3 25 65 6
2COB 025 060 S06 1.25RX 2.5 4 6 50 6
2COB 025 100 S06 1.25RX 2.5 4 10 50 6
2COB 025 120 S06 1.25RX 2.5 4 12 60 6
2COB 025 160 S06 1.25RX 2.5 4 16 60 6
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3& 5& 55 UR Cutting Condition « RPM:rev. min » Feed : mmfmin

AHQIZ|AZ/ E|EEES

I A Stainless Steels / Titanium Alloy Steels
Material
SUS304 / SUS 316 / Ti6A

A3 A Ae

é{g;ﬁg‘;r RPM FEED Axial Bepth Radial Depth
23 5,000 380 0.9 3
24 4,800 350 1.2 4
25 4,700 350 1.5 5
26 4,400 340 1.5 6
a7 3,800 340 1.75 7
28 3,300 340 2 8
29 3,000 340 2.25 9
210 2,700 330 2.5 10
212 2,200 330 1.8 12
214 2,000 310 2.1 14
216 1,750 300 2.4 16
220 1,300 210 2 20

1.0D @3~5=0.3xD
2o 1 A: 6~10=025xD
Depth of Cut A P g12-16=015%xD
_ 218~20=0.1xD
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+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the effective length is long, reduce the RPM and feed maximum 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.
+ In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.

+ Depending on the workpiece and shape, use adequate coolant.

For parting off stainless or hear resistant alloy, using water-soluble oil is the most effective way.

2 C OB Cutting Condition + RPM: rev. i - Feed : mm/rmin

LM Material E83 Copper Alloys

as15° a>15
w 15 15
Corner A

A P Ae Ap Ae
Radus RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
RO.5 40,000 8,000 0.06 0.1 40,000 3,200 0.06 0.1
R0.75 40,000 9,600 0.09 0.15 40,000 4,000 0.09 0.15
R1 40,000 9,600 0.1 0.2 39,000 4,700 0.11 0.2
R1.5 40,000 12,000 0.12 0.3 30,000 4,500 0.12 0.3
R2 40,000 12,000 0.13 0.4 27,000 4,300 0.13 0.4
R2.5 32,000 11,000 0.15 0.5 20,000 3,600 0.15 0.5
R3 25,000 9,000 0.2 0.6 16,000 2,900 0.2 0.6
R4 21,000 8,400 0.25 0.8 13,000 2,600 0.25 0.8
R5 16,000 6,400 0.3 1 10,000 2,000 0.3 1
R6 13,000 5,200 0.5 1.2 8,000 1,700 0.5 1.2
R8 9,000 3,600 0.5 1.6 6,000 1,300 0.5 1.6
Ae
Depth of Cut .
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+ a value represents a slope of workpiece.

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

¢ Using Water-soluble oil is recommended for smooth chip emission.

If the parameters exceed the maximum RPM and feed of your machine, reduce the RPM and feed in the same proportion.
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Your specials are our standards.
glo| AL &2 2o HZEIL L,

WWW.JJTOOLS.CO.KR

Fovs igrmiasla s inn’ wlarubarsls. "" R W DT B AR fe N L1 1) L]
L e . L SO AN O BRI N urmiis

B7 2 sly,@ o

LR, SETEE S -

LOWoerice
HIGH
Performance

THREAD

Diling Swsacing sad charming in
R —

B 0y XD nag mw
FLATEW?JEI'E’

Bl e e Cerry

| Mm IrI-w g
LAE WY EARLE

e =% || [ |wm-vu-m A T
e VoW A v BT L T

DENTAL FRTIRO APERE -

_' 42 DENTAL .. BME2 OoEe - i
SERIES | | HEHNEERS!

e i g b e

i md AT BEE D TR

b=
31, Dusan-ro, Geumcheon-gu, Seoul,
N HOHOEA(R) Ao ) S oot @ @) Aol R A £
\ IS0 52 - 87 ZeNAE 052 YEi

JJTOOLS Co.,Ltd.  Fax. +82.2.808.2746 www.jjtools.co.kr ot

oy o
Y
ro

)





