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Excellent wear resistance by applying qualified CVD diamond coating.

DN & S Wide range products prepared for various work shape and excellent
‘SL ‘ S performance.
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wc cUTTING :
mElIr \ J DAU D Size D Tolerance
‘ +°°1 22~12 +0 ~~0.02mm

471P CtQl : mm
23 2% |8%¥ ¥% 43 Ha e 23 f8¥ 43 43 Ha
Order Number Diameter  engfn fifectie Overal Shark Order Number Diameter  LShath Efiectve Dyeral Shark
DxR L1 L2 L d DxR L1 L2 L d
4DCR 020 0005 035 2XR0O.05 35 - 60 4 4DCR 030 005 040 3XR0.5 4 - 80 4
4DCR 020 0005 060 2XR0.05 35 6 60 4 4DCR 030 005 100 3XR0.5 4 110 80 4
4DCR 020 0005 120 2XR0.05 35 12 60 4 4DCR 030 005 200 3XR0.5 4 120 80 4
4DCR 020 0005 180 2XR0.05 35 18 60 4 4DCR 030 005 300 3XR0.5 4 1 30 80 4
4DCR 020 0005 250 2XR0.05 35 25 60 4 4DCR 030 005 400 3XR0.5 4 140 80 4
4DCR 020 0005 300 2XR0.05 35 30 60 4 4DCR 030 010 040 3XR1 4 - 80 4
New 4DCR 020 001 035 2 XR0.1 35 - 60 4 4DCR 030010 100 3XR1 4 10 80 4
New 4DCR 020 001 060 2 XR0.1 35 6 60 4 4DCR 030010200 3XR1 4 120 80 4
New 4DCR 020 001 120 2 XR0.1 35 12 60 4 4DCR 030010 300 3XR1 4 130 80 4
New 4DCR 020 001 180 2 XR0.1 35/ 18 | 60 4 4DCR 030010 400 3XR1 4 140 80 4
New 4DCR 020 001 250 2 XR0.1 35 25 60 4 New 4DCR 040 001 100 4 X RO.1 6 20 100 4
New 4DCR 020 001 300 2 XR0.1 35 30 60 4 New 4DCR 040 002 100 4 XR0.2 6 20 100 4
4DCR 020 002 035 2 XR0.2 35 - 160 4 4DCR 040003 100 4 XR0.3 6 20 100 4
4DCR 020 002 060 2XR0.2 35/ 6 | 60 4 4DCR 040 005 100 4 XR0.5 6 20 100 4
4DCR 020002 120 2 XR0.2 35 12 1 60 4 4DCR 040010 100 4 XR1 6 20 100 4
4DCR 020002 180 2XR0.2 35 18 60 4 4DCR 060003 110 6 XR0.3 9 25 110 6
4DCR 020 002 250 2 XR0.2 35 25 60 4 4DCR 060 005 110 6 XR0.5 9 25 110 6
4DCR 020 002 300 2XR0.2 35/ 30 | 60 4 4DCR 060 005 150 6 XR0.5 9 30 150 6
4DCR 020 003 035 2XR0.3 35 - 160 4 4DCR 060010110 6 XR1 9 25 110 6
4DCR 020 003 060 2XR0.3 35 6 60 4 4DCR 060010 150 6 XR1 9 30 150 6
4DCR 020003 120 2XR0.3 35 12 60 4 4DCR 080003 110 8XR0.3 12 30 110 8
4DCR 020 003 180 2XR0.3 35/ 18 | 60 4 4DCR 080005110 8 XR0.5 12 30 110 8
4DCR 020 003 250 2 XR0.3 35 25 60 4 4DCR 080 005 150 8 XR0.5 12 1 40 150 8
4DCR 020 003 300 2XR0.3 35 30 60 4 4DCR 080010110 8 XR1 12 1 30 110 8
4DCR 020 005 035 2XR0.5 35 - 60 4 4DCR 080010 150 8 XR1 1240 150 8
4DCR 020 005 060 2 XR0.5 35 6 60 4 4DCR 100005110 10XR0.5 15 35 110 10
4DCR 020005 120 2 XR0.5 35112 1 60 4 4DCR 100 005 160 10XR0.5 15 | 45 160 10
4DCR 020 005 180 2 XR0.5 35 18 60 4 4DCR 100010110 10XR1 15 35 110 10
4DCR 020 005 250 2 XR0.5 35 25 60 4 4DCR 100010 160 10XR1 15 45 160 10
4DCR 020 005 300 2 XR0.5 35 30 60 4 4DCR 120005110 12XR0.5 ' 18 40 110 12
4DCR 030 0005 040 3XR0.05 4 - 80 4 4DCR 120 005 160 12XR0.5 | 18 45 160 12
4DCR 030 0005 100 3XR0.05 4 110 80 4 4DCR 120010110 12XR1 18 1 40 110 12
4DCR 030 0005 200 3 XR0.05 4 20 80 4 4DCR 120010 160 12XR1 18 1 45 160 12
4DCR 030 0005 300 3XR0O.0O5 4 30 80 4
4DCR 030 0005 400 3XR0.05 4 40 80 4
New 4DCR 030 001 040 3XR0.1 4 - 80 4
New 4DCR 030 001 100 3XR0.1 4 10 80 4
New 4DCR 030 001 200 3XR0.1 4 120 80 4
New 4DCR 030 001 300 3XR0.1 4 130 80 4
New 4DCR 030 001 400 3XRO.1 4 40 80 4
4DCR 030 002 040 3XR0.2 4 - 80 4
4DCR 030002 100 3XR0.2 4 10 80 4
4DCR 030 002 200 3XR0.2 4 120 80 4
4DCR 030 002 300 3XR0.2 4 130 80 4
4DCR 030 002 400 3XR0.2 4 140 80 4
4DCR 030 003 040 3XR0.3 4 - 80 4
4DCR 030003 100 3XR0.3 4 110 80 4
4DCR 030 003 200 3XR0.3 4 120 80 4
4DCR 030 003 300 3XR0.3 4 130 80 4
4DCR 030 003 400 3XR0.3 4 140 80 4
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2GEM/4GEM/6GEM Cutting Condition « RPM :rev.jmin « Feed : mm/min

2GEM 4GEM 6GEM
oA 59 i &9 [ = i
Material = Graphite = Graphite =H Graphite
o4 A
> p Ae Ap Ae Ap Ae
[%}rsmggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 36,000 700 1.00 0.10 - - - - - - - -
22 28,000 700 2.00 0.20 - - - - - - - -
23 18,000 800 3.00 0.30 18,000 1,600 3.00 0.30 - - - -
24 16,000 1,000 4.00 0.40 16,000 2,000 4.00 0.40 - - - -
25 15,000 1,200 5.00 0.50 15,000 2,400 5.00 0.50 - - - -
26 12,000 1,300 6.00 0.60 12,000 2,600 6.00 0.60 23,400 2,880 6.00 0.60
28 10,000 1,500 8.00 0.80 10,000 3,000 8.00 0.80 19,500 3,900 8.00 0.80
210 8,000 1,400 10.00 1.00 8,000 2,800 10.00 1.00 15,600 4,800 10.00 1.00
212 6,500 1,400 12.00 1.20 6,500 2,800 12.00 1.20 12,675 4,800 12.00 1.20
216 5,800 1,300 16.00 1.60 5,800 2,600 16.00 1.60 11,310 5,400 16.00 1.60
220 5,000 1,200 20.00 2.00 5,000 2,400 20.00 2.00 9,750 5,400 20.00 2.00
0.1D
e 1.0D
Depth of Cut

T2 Z0|7t 21 22, RPM2t FEEDE SY HIEE Z3 A4 2.

o 20| ZUSHA HAE|0] QAELICH T2 5t | sl 7HSoHH HIHE YA 2 2 SHUAIR.

A7) MAZAR BT £X0|B2 M IISA| 7HS Y, 718 =4, A8 7|A|of w2t 22y % $iLC

ZUBTLI|A S| 2|t ATS S5 20} 5L 2 HE SHY0| WYSIY ATS £ 29t 0| EL L5 HIRGHH 2 SHUAIR.

USO0| M1 20| F2 SA7|H At 2 ST (F10[3H AHBA| S 518 H2| SymO|LH LA.)

SHIIZA O HZE 24 JHLC.

If the effective length is long, reduce the RPM and feed in the same proportion.

The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contac measuring method.
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).

For graphite milling, air blow method is recommended.

2DCR/4DCR Cutting Condition * RPM : rev./min » Feed : mm/min

2DCR 4DCR
A7 Material £9 Graphite £9 Graphite
A2 A Ae A he
[())igrtnsgeer RPM FEED Axial gepth Radial Depth RPM FEED Axial gepth Radial Depth
20.2 40,000 100 0.06 0.06 - - - -
204 40,000 230 0.12 0.12 - - - -
20.5 40,000 300 0.15 0.15 - - - -
20.6 40,000 400 0.18 0.18 - - - -
20.8 40,000 630 0.24 0.24 - - - -
21 35,000 800 0.30 0.30 - - - -
a2 25,000 920 0.60 0.60 25,000 1,840 0.60 0.60
a3 16,500 920 0.90 0.90 16,500 1,840 0.90 0.90
24 15,000 1,300 1.20 1.20 15,000 2,600 1.2 1.2
a5 14,000 1,600 1.50 1.50 - - - -
26 11,000 1,700 1.80 1.80 11,000 3,390 1.8 1.8
28 = = = = 8,000 2,030 24 2.4
210 - - - - 6,500 1,700 3.0 3.0
212 - - - - 5,500 1,700 3.6 3.6
216 - - = = 5,500 1,500 4.8 4.8
0.3D
R 0.3D ZaEEY
Depth of Cut Inclined Cutting
FE20| 2 Z0l|= 3|40t 0| EE=E 2{TH20% O[SHE ZO0[HAIL. * If the effective length is long, reduce the RPM and feed in the same proportion.
2 MAA| LZ40| TR ECH 2 0| F PITCHE M2 sHIAI2. + For curved milling, set up the lower value of the pitch than the corner radius
I MAA| OFH A0l £ LHOf|A I =5 2|C 50%7HA] UP SiFMAI2. value of tool diameter.
B A 20 AR CHH| Ae ZES M SHIAIL. * For curved milling, raise up the feed up to 50% in stable milling condition.
A7) HALZAS 27 £3]0|D2 Al 7H2A| 742 84, * For groove milling, set up the Ae valge by considering of corner r.adius value.
Iz 474 QUL BH|CH + Use this table for your reference. Adjust the parameters depending on your

2 23, 38 7|70 et 227 2
5|

St SRE ALST} JFRA| S SH510] 20| B1AIA[S. machining geometry, machining purpose and CNC.

Use the adequate coolant for work material and machining geometry and note
for heat and ignition.

!
!

www.jjtools.co.kr ‘ 471





