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, Endmills for various work materials, hardened steel
@ L 014002 (HRc ~50), pre-hardened steel, tool steel and cast iron.
Lo, JCRO coating provides wear resistance improvement as well as
T L avoid edge stress in various applications.
No flutes - Minimize edge chipping and fracturing by applying straight flutes
in the bottom . e . .
design which is appropriate to screw groove cutting.

Various shapes and length provides optimum efficiency.
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JCR_O o D Size D Tolerance
Coating Helix Angle
0 20.57 ~8 +0 ~-0.02mm

od

20.57~8 20.01~0.09 Bl mm
3THC 0057 025 M008 0.57 4
3THC 0065 028 M009 0.65 0 01 0 18 2.8 0 35 4
3THC 007 030 MO1 0.7 0.015 0.19 3 0.4 40 4
3THC 009 036 M012 0.9 0.015 0.2 3.6 0.57 40 4
3THC 0105 045 M014 1.05 0.02 0.24 4.5 0.66 40 4
3THC 012 050 M016 1.2 0.02 0.28 5 0.75 40 4
4THC 015 060 M02 1.5 0.025 0.31 6 1 45 4
4THC 019 070 M025 1.9 0.025 0.34 7 1.35 45 4
4THC 023 090 M03 2.3 0.03 0.43 9 1.6 65 6
4THC 031 120 M04 3.1 0.04 0.56 12 2.2 65 6
4THC 040 150 M05 4 0.05 0.62 15 3 65 6
4THC 048 180 M06 4.8 0.07 0.79 18 3.55 75 6
4THC 065 230 M08 6.5 0.08 0.94 23 5 80 8
4THC 079 260 M10 7.9 0.09 1.13 26 6.1 80 8
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[ ZCHA / 3CHA Cutting Condition

« RPM : rev./min « Feed : mm/min

oA Hag EER 13e3
Material Carbon Steels Alloy Steels Hardened Steels
4 Hardness ~225HB 225~325HB 35~ 40HRC
Q| outside Diameter RPM FEED RPM FEED RPM FEED
23 4,200 70 3,000 55 2,500 40
24 3,000 60 2,500 45 1,800 35
26 2,000 40 1,500 35 1,200 25
28 1,500 35 1,200 30 900 25
210 1,200 35 1,000 25 900 20
212 1,000 30 850 25 600 20
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Air blow, water-soluble oil, or oil mist is recommended.

1 4TES / 4TRS / 3TRC / 486TDA / 3R4THC / 486TAC
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The parameters on the table is based on 2 flutes. To change the number of flutes, refer to the same diameter of other parameters and then adjust it.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

m 3TRC=RPM S, FEEDRHZ|CH 30% Down X E.
B Use the same RPM and reduce the feed by 30% for 3TRC.

Ty U227/ EaZ #az a5
Material Mild Steels / Carbon Steels Alloy Steels Prehardened Steels
Q| outside Diameter RPM FEED RPM FEED RPM FEED
21.5 3,050 117 1,890 77 1,530 59
22 2,850 110 1,790 72 1,440 55
225 2,680 99 1,700 66 1,350 50
23 2,500 92 1,610 60 1,260 45
24 2,150 81 1,430 54 1,080 41
25 1,800 70 1,200 47 900 35
26 1,430 59 950 39 720 30
28 1,070 44 720 30 540 22
210 860 35 580 23 430 17
212 720 30 480 20 360 14
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Depth of Cut
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DAY Y2 2Y/ EHAY EEX Zasi=g
Material Mild Steels / Carbon Steels Alloy Steels Prehardened Steels
Q| outside Diameter RPM FEED RPM FEED RPM FEED

21.5 3,050 162 1,890 94 1,530 76
22 2,850 149 1,790 88 1,440 70
225 2,680 135 1,700 83 1,350 65
23 2,500 122 1,610 79 1,260 59
a4 2,150 108 1,430 72 1,080 54
25 1,800 95 1,200 65 900 49
26 1,430 86 950 58 720 43
28 1,070 64 720 43 540 32
210 860 52 580 34 430 26
212 720 43 480 29 360 22
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SOA A| H20| L5t 32 HAZO| FeedS ZOITHAIR.
When entering the tool to the workpiece, enter the tool from outside to the workpiece.

The parameters on the table is based on 4 flutes. For using 3TRC, use the same RPM and reduce the feed by 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.
If a vibration is occurred while side milling, reduce the feed.
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Your specials are our standards.
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