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Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel
and hard to cut materials.

JCRO coating provides wear resistance improvement as well as
avoid edge stress in various applications.

Strong design for protection against chattering.

Excellent work surface finish by 4 flute and deep chip pocket.
Minimize fracturing at high feed by high TRS fine WC grade.

D Size D Tolerance
g1~5 +0 ~ -0.01mm
26~12 -0.005 ~ -0.015mm
216~ 20 -0.01 ~-0.02mm
353P oel: mm

New

New
New

New
New

New

New

New

New

New

New

New

New

New

4SUCR 010001 050
w 4SUCR 010001 060
4SUCR010001 080
4SUCR 020001 100
4SUCR 020001 120
4SUCR 020 001 160
4SUCR 020 002 100
4SUCR 020 002 120
4SUCR 020 002 160
4SUCR 030002 150
4SUCR 030 002 200
4SUCR 030 005 150
4SUCR 030 005 200
4SUCR 040 002 200
4SUCR 040 002 300
4SUCR 040 005 200
4SUCR 040 005 300
4SUCR 040 010 200
4SUCR 050 002 250
4SUCR 050 002 360
4SUCR 050 005 250
4SUCR 050 005 360
4SUCR 050010250
4SUCR 060 003 300
4SUCR 060 003 400
4SUCR 060 005 300
4SUCR 060 005 400
4SUCR 060 010 300
4SUCR 060 010 400
4SUCR 060 015 300
4SUCR 070 003 350
4SUCR 070 005 350
4SUCR 070010 350
4SUCR 080 003 400
4SUCR 080 005 400
4SUCR 080010 400
4SUCR 080 015 400
4SUCR 080 020 400
4SUCR 090 003 450
4SUCR 090 005 450
4SUCR 090010450
4SUCR 100 003 500
4SUCR 100 005 500
4SUCR 100010 500
4SUCR 100015 500
4SUCR 100 020 500
4SUCR 110 003 550
4SUCR 110 005 550
4SUCR 110010550
4SUCR 120 003 600

1 XR0.1
1XRO0.1
1XRO0.1
2XRO0.1
2XR0.1
2XR0.1
2XR0.2
2XR0.2
2XR0.2
3XR0.2
3XR0.2
3XR0.5
3XR0.5
4XR0.2
4XR0.2
4XR0.5
4 XR0.5
4XR1

5XR0.2
5XR0.2
5XR0.5
5XR0.5
5XR1

6 XR0.3
6 XR0.3
6 XR0.5
6 XR0.5
6 XR1

6 XR1

6 XR1.5
7XR0.3
7XR0.5
7XR1

8XR0.3
8XR0.5
8 XR1

8XR1.5
8XR2

9XR0.3
9XR0.5
9XR1

10XR0.3
10 XR0.5

10XR1

10XR1.5

10XR2

11 XR0.3
11 XR0O.5

11 XR1

12 XR0O.3

10
12
16
10
12
16
15
20
15
20
20
30
20
30
20
25
36
25
36
25
30
40
30
40
30
40
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35
35
40
40
40
40
40
45
45
45
50
50
50
50
50
55
55
55
60

60
60
60
60
60
60
60
65
70
65
70
70
80
70
80
70
70
80
70
80
70
70
80
70
80
70
80
70
80
80
80
80
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90
90
90
100
100
100
100
100
100
100
100
110

4SUCR 120 005 600 12XR0.5

4SUCR 120010 600 12XR1 110
4SUCR 120015 600 12XR1.5 18 60 110
4SUCR 120 020 600 12XR2 18 60 110
4SUCR 120 025 600 12XR2.5 18 60 110
4SUCR 120 030 600 12XR3 18 60 110
4SUCR 160 005 800 16 XR0.5 24 | 80 130
4SUCR 160010 800 16 XR1 24 | 80 130
4SUCR 160 015 800 16 XR1.5 24 | 80 130
4SUCR 160 020 800 16 XR2 24 | 80 130
4SUCR 160 030 800 16 XR3 24 | 80 130
4SUCR 200 005 1000 20X R0.5 30 | 100 150
4SUCR 200010 1000 20X R1 30 | 100 150
4SUCR 200 015 1000 20XR1.5 30 | 100 150
4SUCR 200 020 1000 20XR2 30 | 100 150
4SUCR 200 030 1000 20XR3 30 | 100 150
4SUCR 200 050 1000 20 XR5 30 | 100 150
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45 U CR Cutting Condition « RPM: rev.min » Feed : mmjimin

#32/372 AB[OIAZ EEtE 23E%

’\Tiﬂ" | Alloy Steels / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels

ateria
SKD61 / NAK SUS304 /SUS 316 /Ti6A Inconel 718

A2 A Ae A Ae A Ae

Dqé’rrﬁfér RPM FEED Axial [’:epth Radial Depth RPM FEED Axial Bepth Radial Depth RPM FEED Axial Bepth Radial Depth
21 13,210 476 0.5 0.8 10,836 399 0.3 0.5 5,820 78 0.1 0.3
22 11,270 691 1.0 1.6 9,391 399 0.6 1.0 4,840 109 0.2 0.6
23 8,054 783 1.5 2.4 7,112 605 0.9 1.5 4,239 155 0.3 0.9
g4 5,904 876 2.0 3.2 5,366 688 1.2 2.0 3,230 178 0.4 1.2
25 5,155 1183 2.5 4.0 4,291 716 1.5 2.5 2,522 202 0.5 1.5
26 4,301 1382 3.0 4.8 3,552 716 1.8 3.0 2,115 202 0.6 1.8
28 3,216 998 4.0 6.4 2,683 674 2.4 4.0 1,610 202 0.8 2.4
210 2,573 876 5.0 8.0 2,150 550 3.0 5.0 1,310 171 1.0 3.0
212 2,150 768 6.0 9.6 1,806 550 3.6 6.0 1,106 140 1.2 3.6
216 1,613 722 8.0 12.8 1,342 399 4.8 8.0 805 109 1.6 4.8
220 1,286 538 10.0 16.0 1,075 358 6.0 10.0 601 78 2.0 6.0

0.8D 0.5D 0.3D
]
Depth of Cut 0.5D 0.3D 0.1D
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If the effective length is long, reduce the RPM and feed in the same proportion.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

Consider the corner radius value when you set up the Ae value.

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 a machine with low vibration and good rigidity (&1 or less, the vibration tolerance management should be within 5um).

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.

5& 6 TR OE Cutting Condition + RPM  rev.Jmin » Feed : mmjrmin

4328/342 AHQIHAZ EIHES 13z
| AR | Alloy Steels / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Materia
SKD61 / NAK SUS304 /SUS 316 /Ti6A Inconel 718
ol A
> p Ae Ap Ae Ap Ae
[ggrrﬁgjtgr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 3,700 450 6 0.3 3,200 380 6 0.3 1,100 65 6 0.3
28 2,800 400 8 0.4 2,350 420 8 0.4 950 60 8 0.4
210 2,250 325 10 0.5 1,990 350 10 0.5 750 60 10 0.5
212 1,990 300 12 0.6 1,550 270 12 0.6 600 55 12 0.6
216 1,550 250 16 0.8 1,250 250 16 0.8 500 50 16 0.8
220 1,200 180 20 1 900 150 20 1 350 50 20 1
<0.05D
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Depth of Cut
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If the effective length is long, reduce the RPM and feed in the same proportion.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

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.
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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Your specials are our standards.
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