2 Flutes JJ End Mills for Hardened Steels
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Endmills for pre-hardened and hardened steels(HRc52~68)

hs + Good wear resistance by high quality Si-based PVD coating.

+ High precise edge tolerance.
+ Reinforced edge design for preventing edge chipping.

=

+ Produce down to 0.03mm in diameter endmills at the first time in Korea.

TISIN-S

Coating

e

ON

+ Outstanding performance at high speed machining by ultra fine
(0.2um) WC grade.
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Condition D Size D Tolerance Condition D Size

D Tolerance

CUTTING ©0.03~0.15 _ +0 ~ -0.005mm 93~6 0005 ~ ~0.015mm
DATA gD#@gd  ©0.2~6 +0 ~ -0.01mm gD=gd _ @8~12 -0.01 ~ -0.025mm
6.5~ 20 +0 ~ -0.015mm 214~20 -0.015 ~ -0.03mm
Shield Edge ~ 414P el :mm

2JJE 0003 00045 S04 4 2JJE 026 080 S04 8 4

2JJE 0004 0006 S04 O 04 O 06 4 2JJE 027 080 S04 8 4

2JJE 0005 0008 S04 0.05 0.08 40 4 2JJE 028 080 S04 2.8 8 45 4

2JJE 0006 001 S04 0.06 0.1 40 4 2JJE 029 080 S04 2.9 8 45 4

2JJE 0007 0012 S04 0.07 0.12 | 40 4 2JJE 030 080 S03 3 8 50 3

2JJE 0008 0015 S04 0.08 0.15 | 40 4 2JJE 030 080 S04 3 8 45 4

2JJE 0009 0017 S04 0.09 0.17 | 40 4 2JJE 030 080 S06 3 8 45 6

2JJE001 002 S04 0.1 0.2 40 4 2JJE 035 100 S06 3.5 10 45 6

2JJE0015 003 S04 0.15 0.3 40 4 2JJE 040 100 S04 4 10 45 4

2JJE 002 004 S04 0.2 0.4 40 4 2JJE040 110 S06 4 M 45 6

2JJE 0025 005 S04 0.25 0.5 40 4 2JJE045 110 S06 4.5 M 45 6

2JJE 003 006 S04 0.3 0.6 40 4 2JJE 050 130 S06 5 13 50 6

2JJE 0035 007 S04 0.35 0.7 40 4 2JJE 055 130 S06 55 13 50 6

2JJE 004 008 S04 0.4 0.8 40 4 2JJE 060 130 S06 6 13 50 6

2JJE 0045 009 S04 0.45 0.9 40 4 2JJE 065 160 S08 6.5 16 60 8

2JJE005 010 S04 0.5 1 40 4 2JJE070 160 S08 7 16 60 8

2JJE0055011 S04 0.55 1.1 40 4 2JJE 075 160 S08 7.5 16 60 8

2JJE006 012 S04 0.6 1.2 40 4 2JJE 080 190 S08 8 19 60 8

2JJE 0065 013 S04 0.65 1.3 40 4 2JJE085190 510 8.5 19 70 10
2JJE007 014 S04 0.7 1.4 | 40 4 2JJE090 190 S10 9 19 70 10
2JJE0075 015 S04 0.75 1.5 40 4 2JJE095 190510 9.5 19 70 10
2JJE008 016 S04 0.8 1.6 40 4 2JJE100 220510 10 22 70 10
2JJE 0085 017 S04 0.85 1.7 40 4 2JJE105 220512 10.5 22 75 12
2JJE 009 020 S04 0.9 2 40 4 2JJE110220 512 1M 22 75 12
2JJE 0095 020 S04 0.95 2 40 4 2JJE115220 512 11.5 22 75 12
2JJE010025S03 1 2.5 40 3 2JJE120 260 512 12 26 75 12
2JJE010 025 S04 1 2.5 40 4 2JJE140260S14 14 26 80 | 14
2JJE010 025 S06 1 2.5 40 6 2JJE140 260516 14 26 9 16
2JJEO011 027 S04 1.1 2.7 40 4 2JJE160 350516 16 35 100 16
2JJE012 030 S03 1.2 3 40 3 2JJE180350S18 18 35 100 18
2JJE012 030 S04 1.2 3 40 4 2JJE 200 400 S20 20 40 100 @ 20
2JJE013 032 S04 1.3 3.2 40 4

2JJE014 035 S04 1.4 3.5 40 4

2JJE 015040 S03 1.5 4 40 3

2JJE 015 040 S04 1.5 4 40 4

2JJE015 040 S06 1.5 4 40 6

2JJE016 040 S04 1.6 4 40 4

2JJE017 042 S04 1.7 4.2 40 4

2JJE018 045 S04 1.8 4.5 40 4

2JJE019 050 S04 1.9 5 40 4

2JJE 020 060 SO3 2 6 40 3

2JJE 020 060 S04 2 6 40 4

2JJE 020 060 S06 2 6 40 6

2JJE 021 060 S04 2.1 6 40 4

2JJE 022 060 S04 2.2 6 40 4

2JJE 023 060 S04 2.3 6 40 4

2JJE 024 080 S04 2.4 8 45 4

2JJE 025 080 S03 2.5 8 45 3

2JJE 025 080 S04 2.5 8 45 4

2JJE 025 080 S06 2.5 8 45 6
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I ZJJE Cutti ng Condition * RPM : rev./min « Feed : mm/min

£ 34 Slotting ZHIA Side Cutting
R Ik L 232/ 242 232 / 24EZ 13eZ 232/ 23S 232 | 23S
EI -|1|| Hardened Steels Heat-treated steels / Hardened Steels Heat-treated steels / Hardened Steels Hardened Steels Heat-treated steels / Hardened Steels Heat-treated steels / Hardened Steels
Material STAVAX/SKD11 SKD11/SKD61 YXR7 / SKH51 STAVAX/SKD11 SKD11/ SKD61 YXR7 / SKH51
A& Hardness 45 ~ 55HRc 55 ~ 65HRc 62 ~ 70HRc 45 ~ 55HRc 55 ~ 62HRc 62 ~ 70HRc
B RPM  FEED RPM  FEED RPM  FEED RPM  FEED RPM  FEED RPM  FEED
utside Diameter

20.1 33,000 50 33,000 40 26,400 30

20.2 33,000 60 33,000 45 20,000 35

20.3 33,000 70 25,000 50 20,000 40

20.4 33,000 90 25,000 55 20,000 60 o SHEMNET}

20.5 33,000 140 25,000 85 20,000 75 + Side cutting is not possible.

20.6 30,000 160 25,000 105 15,200 80

20.8 25,000 185 19,000 110 14,000 90

20.9 22,700 205 17,500 125 12,500 85
21 20,500 670 16,000 340 12,500 160 20,500 775 16,000 340 12,500 323
%2 14,500 800 11,000 400 9,500 210 14,500 925 11,000 415 9,500 394
23 9,500 800 7,500 400 6,400 210 9,500 925 7,500 415 6,400 394
o4 7,200 840 5,600 425 4,750 220 7,200 960 5,600 430 4,750 409
@5 6,400 885 5,100 450 4,450 245 6,400 1,020 5,100 470 4,450 447
%6 5,300 870 4,200 450 3,700 240 5,300 1,000 4,200 460 3,700 437
28 4,000 800 3,200 400 2,800 220 4,000 910 3,200 425 2,800 404
210 3,200 750 2,550 390 2,200 210 3,200 850 2,550 400 2,200 380
212 2,650 750 2,100 390 1,860 210 2,650 850 2,100 400 1,860 380
216 1,840 560 1,800 250 1,460 185 1,840 750 1,800 340 1,800 323
218 1,840 560 1,800 250 1,460 185 1,840 750 1,800 340 1,800 323
220 1,460 560 1,400 250 1,100 185 1,460 1,400 325 1,400 309
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Depth of Cut 0 . ~60HRC 60HRC ~
~60HRC 60HRC ~

+ HRCSS Ofs} TiAM (B3, B7%) 7HBAI 262 o[l Cht] 47| HALZZA0| 20% UP SHEAAIS.
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* When milling workpiece, HRC below 55 (Alloy steel, tool steel), Raise up 20% 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 suitable cutting oil for material and machining geometry.
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