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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.

* Anadditional polishing process on the edge of flutes to facilitates
the cutting chip emission.

D Size D Tolerance
. . - -
o° CUTTING :: 16;) +0 o.olémm
- 0
neixange | DATA 0~-0.015mm
z 212 +0 ~ -0.018mm
RO2-1 379P o2l 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 6XR0.3 6 20 60 6
2CPCDW 060 003 250 6 XR0.3 15 25 60 6 2CPCDW 060 003 250 6XR0.3 15 25 60 6
2CPCDW 060 005 200 6 X RO.5 6 | 20 60 6 2CPCDW 060 005 200 6 XR0.5 6 20 60 6
2CPCDW 060 005 250 6 XR0.5 15 25 60 6 2CPCDW 060 005 250 6 XR0.5 15 25 60 6
2CPCDW 060 010 200 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 8XR0.3 8 20 60 8 2CPCDW 080 003 200 8XR0.3 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 XR0.5 8 20 60 8 2CPCDW 080 005 200 8 XR0.5 8 20 60 8
2CPCDW 080 005 250 8 XR0.5 15 25 60 8 2CPCDW 080 005 250 8XR0.5 15 25 60 8
2CPCDW 080 010 200 8XR1 8 20 60 8 2CPCDW 080010 200 8XR1 8 20 60 8
2CPCDW 080 010 250 8XR1 15 25 60 8 2CPCDW 080010 250 8XR1 15 25 60 8
2CPCDW 100 005 250 10X R0.5 10 25 70 |10 2CPCDW 100 005 250 10X R0.5 10 25 70 |10
2CPCDW 100 005 300 10XR0.5 15 30 70 |10 2CPCDW 100 005 300 10X R0.5 15 30 70 |10
2CPCDW 100010 250 10XR1 10 25 70 |10 2CPCDW 100010 250 10X R1 10 25 70 |10
2CPCDW 100010 300 10X R1 15 1 30 | 70 10 2CPCDW 100010 300 10X R1 15 30 70 |10
2CPCDW 120 005 250 12XR0.5 10 25 80 |12 2CPCDW 120 005 250 12XR0.5 10 25 80 |12
2CPCDW 120 005 300 12XR0.5 15 30 80 |12 2CPCDW 120 005 300 12XR0.5 15 1 30 80 12
2CPCDW 120010 250 12XR1 10 25 80 |12 2CPCDW 120010 250 12XR1 10 25 80 |12
2CPCDW 120010 300 12XR1 15 30 80 |12 2CPCDW 120010 300 12XR1 15 30 80 |12
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I PCD End Mi” Cutting Condition « RPM : rev. /min « Feed : mm/min

Sl Viter Ve FEED RATE (f2)

ateria :

h 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 Siy12% 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

I 2 SP 0 Cutting Condition « RPM : ev./min - Feed : mm/rmin

oA 1287/ EtaZ 3134 327/ ZelstE =YL/ gxj212
Material SS/SC/FC SCM / NAK / HPM SKD
ZE Hardness ~200 HB 20~ 30HRC 30~ 40HRC
9| outside Diameter HALE (V/C) 0I5 (f) HALE (V/C) 0I5 (f) H4EE (v/O) 0|5 (f)
21 23,800 500 2,000 400 19.100 380
22 12,000 700 10,350 400 9.550 380
23 8,000 800 6,900 550 6.400 510
24 5,900 800 5,200 620 4.800 570
26 3,980 700 3,450 550 3.180 510
28 3,000 600 2,600 520 2.400 480
210 2,400 580 2,070 500 2.000 460
212 2,000 560 1,720 480 1.600 450
216 1,500 500 1,300 400 1.200 380
I 25 TD Cuttlng Condltlon «RPM:mir !« Feed : mm/min
may  TESUEAY/HRE  H3Y/mAESy  3wy/ANAZ SER 23 AHAZ HELEE RET
M ? i SS/SC/FC SCM / NAK / HPM SKD FCD SUS304 A7075 inconel
gena ~200HB 20 ~30HRC 30 ~ 40HRC
A ENAE OIS BMAE  O18%  HMAE 3% FNAE 0T FNAE 04T BMAE  0)dy  FMNAE  0sT
Diameter  V/C f v/C f v/C f v/C f v/C f v/C f v/C f

23.4 60~100 0.1~0.2 | 60~100 0.1~0.2 20~60 0.05~0.1 40~70 0.07~0.2 20~60 0.05~0.2 | 80~120 0.1~0.2 | 10~30 0.05~0.15
24.3 60~100 0.1~0.2 | 60~100 0.1~0.2 20~60 0.05~0.1 40~70 0.07~0.2 20~60 0.05~0.2 | 80~120 0.1~0.2 | 10~30 0.05~0.15
25.1 60~100 0.1~0.2 | 60~100 0.1~0.2 20~60 0.05~0.1 40~70 0.07~0.2 20~60 0.05~0.2 | 80~120 0.1~0.2 | 10~30 0.05~0.15
26.9 60~100 0.15~0.3 | 60~100 0.15~0.3 20~60 0.08~0.2 40~70 0.1~0.2 20~60 0.1~0.2 | 80~120 0.15~0.2 | 10~30 0.05~0.15
28.6 60~100 0.15~0.3 | 60~100 0.15~0.3 20~60 0.08~0.2 40~70 0.1~0.2 20~60 0.1~0.2 | 80~120 0.15~0.2 | 10~30 0.05~0.15
210.3 60~100 0.2~04 | 60~100 0.2~0.4 20~60 0.1~0.2 40~70 0.2~0.4 20~60 0.15~0.3 | 80~120 0.2~0.4 | 10~30 0.1~0.2

[ ZDED Cutting Condition « RPM ev.min « Feed : mm/rmin

DA Materid U205 &2 Aluminum Alloys 22| Resin
212 Diameter RPM 05 (f) RPM 0% (f)
20.1~0.3 25,000 0.001 ~0.003 22,000 0.001 ~ 0.003
20.3~0.5 20,000 0.005 ~ 0.02 22,000 0.005 ~ 0.01
20.5~0.8 18,000 0.01 ~0.03 15,000 0.01 ~0.03
208~1 15,000 0.02 ~0.04 13,000 0.02 ~ 0.05
21~1.5 12,000 0.03 ~0.05 8,000 0.02 ~0.05
215~2 9,000 0.03 ~ 0.05 6,000 0.02 ~ 0.05
22~3 7,000 0.03 ~0.05 4,500 0.05
23~4 3,500 0.03 ~0.05 3,200 0.05
24~5 2,800 0.03 ~0.05 2,500 0.05
25~6 2,200 0.03 ~ 0.05 2,000 0.05
o AUS0| A1 20| 22 ST A ALBLURLICH (91 05t ALBA| 2IS 31& 2| 3umO|U 24.)
o 7HEd GYE HE 2 e
o M7 HMZAR FN SR0|EZ, HIISA| 71 E4, 7S 24, A& 7|A|0f w2t RUHE QT JHLCE
o ZURIFTAQ| Z|) ATES L5 ZAGI7LE H L B L0 LTI ATS L0101 LS H|HHOZ 2 FHYAIL.

* Use a machine with low vibration and good rigidity (&1 or less, the vibration tolerance management should be within 3um).

* Using shrink-fit chuck is recommeded.

¢ 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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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

)





