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Pre-hardened steels, Cast irons, Non-metallic materials
+ JCRO coating provides wear resistance improvement as well as
avoid edge stress in various applications.
« Suitable for special components with 3 axes and 5 axes sector
such as impellers, blisks, tire profiles, turbine blades.
+ Available for simultaneous machining of roughing and finishing with
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.

only one tool.
JCRO o | currine
EBEIEE
05R~1R 2R~3R el :mm
3TBIC010010 120 7° 6 3TBIC 040 040 300 4°
3TBIC010010 200 RO 5 >< 1 1° 6 3TBIC 040 050 200 RZ >< 4 5°
3TBIC 010020 150 RO.5X 1 2° 1 5 55 6 3TBIC 040 050 320 R2X 4 5° 32 80 1 0
3TBIC 010 020 200 RO.5X 1 2° 20 60 6 3TBIC 040 060 200 R2X4 6° 20|70 | 8
3TBIC 010030 150 RO.5X 1 3 1555 6 3TBIC 040 060 300 R2X 4 6° 30 80 10
3TBIC 010 030 200 RO.5X 1 3 20 60 6 3TBIC 040 070 180 R2X 4 7° 118 70 8
3TBIC 010 040 200 RO.5X 1 4° 120 60 6 3TBIC 040 070 260 R2X4 7° 2680 |10
3TBIC 010 050 200 RO.5X 1 5° 20 60 6 3TBIC 040 080 230 R2X 4 8 2375 10
3TBIC 010 060 200 RO.5X 1 6° 20 60 6 3TBIC 060 010 320 R3X6 1° 3275 8
3TBIC 010 070 200 RO.5X 1 7° 120 60 6 3TBIC 060 020 300 R3X6 2° 130 75 8
3TBIC 010080 180 RO.5X 1 8 118 60 6 3TBIC 060 030 220 R3X6 3 2275 8
3TBIC 020010 120 R1X2 1° 12 50 6 3TBIC 060 030 320 R3X6 3 32 80 10
3TBIC 020 010 200 R1X2 1° 20 60 6 3TBIC 060 030 400 R3X6 3° 40 | 90 | 10
3TBIC 020 020 150 R1X2 2° 1555 6 3TBIC 060 040 250 R3X6 4° 25 75 110
3TBIC 020 020 200 R1X2 2° 20 60 6 3TBIC 060 040 310 R3X6 4° 3180 |10
3TBIC 020 030 150 R1X2 3 1555 6 3TBIC 060 050 210 R3X6 5 | 21|75 |10
3TBIC 020 030 200 R1X2 3 20 60 6 3TBIC 060 050 320 R3X6 5° 32180 |12
3TBIC 020 030 300 R1X2 3 30 70 6 3TBIC 060 060 210 R3X6 6° 21 75 10
3TBIC 020 040 200 R1X2 4° 120 60 6 3TBIC 060 060 310 R3X6 6° 31 80 12
3TBIC 020 050 200 R1X2 5° 20 60 6 3TBIC 060 070 190 R3X6 7° 19 75 10
3TBIC 020 050 300 R1X2 5° 3075 8 3TBIC 060 070 270 R3X6 7° 27 80 12
3TBIC 020 060 190 R1X2 6° 19 60 6
3TBIC 020 060 290 R1X2 6 29 75 8 N
3TBIC 020 070 160 R1X2 7° 16 60 | 6 g
3TBIC 020 070 250 R1X2 7° 25 70 | 8 x
3TBIC 020 080 150 R1X2 8 15 60 6
3TBIC 020 080 220 R1X2 8 |22 70 8
3TBIC 030010 200 R1.5X3 1° | 20 60 6
3TBIC 030 010 320 R1.5X3 1° 32 75 6
3TBIC 030 020 200 R1.5X3 2° 20 60 6
3TBIC 030 030 200 R1.5X3 3 20 60 6
3TBIC 030 030 300 R1.5X3 3 30 70 6
3TBIC 030 030 390 R1.5X3 3 3980 8
3TBIC 030 040 200 R1.5X3 4° 120 65 6
3TBIC 030 050 180 R1.5X3 5 18 60 6
3TBIC 030 050 300 R1.5X3 5° 30 75 8
3TBIC 030 060 150 R1.5X3 6° 15 60 6
3TBIC 030 060 250 R1.5X3 6° 25 70 8
3TBIC 030 070 190 R1.5X3 7° 19 70 8
3TBIC 030 070 300 R1.5X3 7° 30 80 10
3TBIC 030 080 190 R1.5X3 8 19 70 | 8
3TBIC 030 080 260 R1.5X3 8 26 75 10
3TBIC 040 010 200 R2X 4 1° 20 60 6
3TBIC 040 010 320 R2X 4 1° |32 75 | 6
3TBIC 040 020 200 R2 X4 2° 20 60 6
3TBIC 040 020 300 R2X 4 2° 30 70 6
3TBIC 040 030 210 R2X 4 3 2170 6
3TBIC 040 030 320 R2X 4 3 32,8 8
3TBIC 040 030 400 R2X 4 3 40 90 8
3TBIC 040 040 200 R2X 4 4° 20 70 | 8
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I 3TBIE Cutting Condition * RPM : rev./min « Feed : mm/min

A g38/=25ES 13E3 22| [ 23=Z
Mat-'erial Alloy Steels / Pre-hardened Steels Hardened Steels Heat-treated steels / Hardened Steels
NAK80 / KP4M STAVAX / SKD11 SKD11 / SKD61
4 Hardness 40 ~ 45HRc 45 ~ 55HRc 55~ 62HRc
uy wEY 2R A Ae A Ae A he
Rardlus El_fgfgme -/Eﬂgleef RPM FEED Axial gepth Radial Depth RPM FEED il gepth Radial Depth RPM FEED Axial gepth Radial Depth
RO.5 | 12 1° 38,000 1,375 0.110 0.16 35,000 880 0.080 0.13 25,000 440 0.050 0.08
” 20 1° 38,000 1,375 0.060 0.09 35,000 880 0.050 0.07 25,000 440 0.030 0.05
” 15 2° 38,000 1,375 0.090 0.14 35,000 880 0.070 0.11 25,000 440 0.050 0.07
o 20 2° 38,000 1,375 0.060 0.09 35,000 880 0.050 0.07 25,000 440 0.030 0.05
” 15 3° 38,000 1,375 0.090 0.14 35,000 880 0.070 0.11 25,000 440 0.050 0.07
” 20 3° 38,000 1,375 0.060 0.09 35,000 880 0.050 0.07 25,000 440 0.030 0.05
” 20 4° 38,000 1,375 0.070 0.1 35,000 880 0.060 0.08 25,000 440 0.030 0.05
” 20 5° 38,000 1,375 0.080 0.11 35,000 880 0.060 0.09 25,000 440 0.040 0.06
” 20 7° 38,000 1,375 0.080 0.11 35,000 880 0.060 0.09 25,000 440 0.040 0.06
R1 12 1° 35,000 1,540 0.400 0.27 30,000 990 0.140 0.22 15,000 550 0.090 0.14
o 20 1° 35,000 1,540 0.180 0.21 30,000 990 0.110 0.17 15,000 550 0.070 0.11
” 15 2° 35,000 1,540 0.400 0.24 30,000 990 0.130 0.19 15,000 550 0.080 0.12
4 20 2° 35,000 1,540 0.160 0.21 30,000 990 0.110 0.17 15,000 550 0.070 0.11
” 15 3° 35,000 1,540 0.400 0.24 30,000 990 0.130 0.19 15,000 550 0.080 0.12
” 20 3° 35,000 1,540 0.300 0.21 30,000 990 0.110 0.17 15,000 550 0.070 0.11
” 30 3° 35,000 1,540 0.160 0.2 30,000 990 0.12 0.18 15,000 550 0.08 0.12
” 20 4° 35,000 1,540 0.400 0.21 30,000 990 0.110 0.17 15,000 550 0.070 0.11
” 20 5° 35,000 1,540 0.15 0.22 30,000 990 0.12 0.18 15,000 550 0.08 0.12
” 30 5° 35,000 1,540 0.13 0.2 30,000 990 0.1 0.18 15,000 550 0.07 0.12
” 29 6° 35,000 1,540 0.14 0.2 30,000 990 0.1 0.18 15,000 550 0.07 0.12
” 25 7° 35,000 1,540 0.15 0.25 30,000 990 0.12 0.18 15,000 550 0.07 0.11
R2 20 1° 24,000 1,925 0.23 0.34 20,000 1,375 0.18 0.27 12,000 825 0.11 0.17
” 20 2° 24,000 1,925 0.23 0.34 20,000 1,375 0.18 0.27 12,000 825 0.11 0.17
” 21 3° 24,000 1,925 0.23 0.34 20,000 1,375 0.18 0.27 12,000 825 0.11 0.17
” 20 4° 24,000 1,925 0.23 0.34 20,000 1,375 0.18 0.27 12,000 825 0.11 0.17
” 20 5° 24,000 1,925 0.24 0.37 20,000 1,375 0.19 0.29 12,000 825 0.12 0.18
” 20 6° 24,000 1,925 0.22 0.32 20,000 1,375 0.17 0.25 12,000 825 0.1 0.16
” 18 7° 24,000 1,925 0.23 0.34 20,000 1,375 0.18 0.27 12,000 825 0.11 0.17
R3 32 1° 16,000 1,925 0.23 0.41 13,500 1,375 0.23 0.35 8,000 825 0.14 0.21
” 30 2° 16,000 1,925 0.25 0.42 13,500 1,375 0.23 0.35 8,000 825 0.14 0.21
” 22 3° 16,000 1,925 0.3 0.45 13,500 1,375 0.24 0.36 8,000 825 0.15 0.23
” 40 3° 16,000 1,925 0.2 0.4 13,500 1,375 0.2 0.35 8,000 825 0.13 0.19
” 25 4° 16,000 1,925 0.22 0.43 13,500 1,375 0.22 0.36 8,000 825 0.14 0.2
” 21 5° 16,000 1,925 0.25 0.45 13,500 1,375 0.23 0.36 8,000 825 0.14 0.23
” 21 6° 16,000 1,925 0.25 0.45 13,500 1,375 0.23 0.36 8,000 825 0.14 0.23
” 19 7° 16,000 1,925 0.21 0.43 13,500 1,375 0.25 0.36 8,000 825 0.15 0.25
Ap : Axial Depth Z&8ko|2¢iZ10](mm)
Holzy 7 Ae: Rad!al Depth HEZ4H+5£0|Z401210| (mm)
Depth of Cut il/k/ D+ Outside D_lamiter 9"7.4 {mm)
‘ Ae ‘ n:Speed SIMEE (min’)
— Vf:Feed OlE4E (mm/min)

A 270 Ol ZhE 22 120 O 2ot BIZH0] AS SHIALL,
.+ OIS4E U 2 3ol HQ 2| Blo[T{2ol nfek TSI, A A0 U0 23 BHIAI.
+ 47| HAZAS 31 4%0|02 4 TKBA 7K Y, 718 2, HE A0 w2t 2297 2% LI

o HA4Y0| 22 F2, FeedE 2|t 20% 7HA| UP AlAH FHAIL.
o HAA T ISA EE, L0 2 SHAIR.

* If there is no parameter for the angle of your tool, refer to the previous angle, and adjust compare to it.

* Consider the RPM and feed based on the taper angle and adjust it with milling condition.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
* If you want to increase metal removal rates, raise up the feed up to 20%.

* During the chip evacuation, note for heat and ignition.
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