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

High speed, feed applicable by 3 flute 45°degree helix and deep
chip pocket design.

Minimize fracturing by high TRS fine (0.5um) WC grade.
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Order Number Diameter  Lergth ifective Overal Shank Order Number Diameter  ergfn ifectie Overal Shark
DxR L1 L2 L d DxR L1 L2 L d
3COR 010001 030 1 XR0.1 1.5 3 45 4 3COR 060 005 200 6 XR0.5 9 20 55 6
3COR 010001 060 1 XRO0.1 1.5 6 45 4 3COR 060 005 300 6 X R0.5 9 30 70 6
3COR010001 100 1 XRO.1 1.5 10 45 4 3COR 060010 200 6 XR1 9 20 55 6
3COR 010002 030 1XR0.2 1.5 3 45 4 3COR 060010 300 6 XR1 9 |30 |70 | 6
3COR 010 002 060 1XR0.2 1.5 6 45 4 3COR 080 003 S08 8 XR0.3 12 25 65 8
3COR 010002 100 1XR0.2 1.5 10 45 4 3COR 080 005 S08 8 XR0.5 12 25 65 8
3COR 015001 050 1.5XR0.1 2 5 45 4 3COR 080010 S08 8XR1 12 25 65 8
3COR 015001 080 1.5XR0.1 2 8 45 4 3COR 100 005 S10 10XRO.5 15 30 70 10
3COR015001 120 1.5XRO0.1 2 12 45 4 3COR100010S10 T0XR1 15 30 70 10
3COR 015002 050 1.5XR0.2 2 5 (45 | 4 3COR 120005 S12 12XR0O.5 20 35 80 12
3COR 015002 080 1.5XR0.2 2 8 45 4 3COR120010S12 12XR1 20 35 1 80 12
3COR015002 120 1.5XR0.2 2 |12 45 4
3COR 020 001 060 2 XR0.1 3 6 |45 4
3COR 020 001 100 2 XR0.1 3 10 45 4
3COR 020001 140 2 XR0.1 3 14 45 4
3COR 020 002 060 2 XR0.2 3 6 |45 4
3COR 020 002 100 2 XR0.2 3 10 45 4
3COR 020002 140 2XR0.2 3 14 45 4
3COR 025001 080 25XR0.1 135 8 45 4
3COR 025001 120 25XR0.1 135 12 45 4
3COR 025001 160 25XR0.1 35 16 45 4
3COR 025 002 080 25XR0.2 135 8 45 4
3COR 025002 120 25XR0.2 135 12 45 4
3COR 025 002 160 25XR0.2 35 16 45 4
3COR 025 005 080 25XR0S5 35 8 45 4
3COR 025005120 25XR05 35 12 45 4
3COR 025 005 160 25XR05 35 16 45 4
3COR 030002 100 3XR0.2 4 10 50 4
New 3COR 030002 120 3XR0.2 4 12 50 4
3COR 030002 160 3XR0.2 4 116 50 4
3COR 030 002 200 3XR0.2 4 20 50 4
3COR 030 003 100 3XR0.3 4 10 50 4
New 3COR 030003 120 3XR0.3 4 12 50 4
3COR 030003 160 3XR0.3 4 16 50 4
3COR 030 003 200 3XR0.3 4 20 50 4
3COR 030 005 100 3XR0.5 4 10 50 4
New 3COR 030 005 120 3 XR0.5 4 12 50 4
3COR 030 005 160 3XR0.5 4 16 |50 4
3COR 030 005 200 3XR0.5 4 20 50 4
3COR 040002 120 4 XR0.2 6 12 50 4
3COR 040 002 160 4 XR0.2 6 16 50 4
3COR 040 002 200 4 XR0.2 6 20 50 4
3COR 040003 120 4 XR0.3 6 12 50 4
3COR 040 003 160 4 XR0.3 6 16 50 4
3COR 040 003 200 4 XR0.3 6 20 50 4
3COR 040 005 120 4 XR0.5 6 12 50 4
3COR 040 005 160 4 XR0.5 6 16 50 4
3COR 040 005 200 4 XR0.5 6 20 50 4
3COR 060 003 200 6 XR0.3 9 20 55 6
3COR 060 003 300 6 X R0.3 9 30 70 6
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* RPM : rev./min « Feed : mm/min

Side Cutting

DM Materid &/ Z82C1100 Copper / Copper Alloys &/ E82C1100 Copper / Copper Alloys
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é?gﬁ,s'gtgr %g&’l‘fsr Eﬂ%gtiﬁe RPM FEED Axial I’))epth Radial%epth RPM FEED Axial I’D)epth Radial%epth
21 RO.1, RO.2 3 45,000 2,500 0.036 1 45,000 4,500 0.036 0.2
” ” 6 40,000 2,000 0.03 1 40,000 3,000 0.03 0.2
” ” 10 35,000 1,600 0.025 1 35,000 2,000 0.025 0.2
21.5 | R0O.1,R0.2 5 23,000 1,800 0.08 1.5 50,000 6,000 0.08 0.3
” ” 8 26,000 1,600 0.06 1.5 45,000 5,500 0.06 0.3
” ” 12 30,000 1,500 0.05 1.5 40,000 4,500 0.04 0.3
@2 | RO.1,R0.2 6 35,000 1,800 0.14 2 45,000 5,000 0.12 0.8
” ” 10 30,000 1,600 0.12 2 40,000 4,700 0.1 0.6
” ” 14 30,000 1,200 0.08 2 30,000 3,800 0.06 0.4
@23 | R0.2,R0.3| 10 30,000 2,200 0.14 3 40,000 6,500 0.12 1
” ” 16 20,000 2,000 0.12 3 35,000 6,000 0.1 0.6
” ” 20 20,000 2,000 0.12 3 35,000 6,000 0.1 0.6
” RO.5 10 20,000 2,600 0.14 3 38,000 10,000 0.12 0.8
” ” 16 20,000 2,200 0.12 3 35,000 8,000 0.1 0.6
” ” 20 20,000 2,200 0.12 3 35,000 8,000 0.1 0.6
24 |R0.2,R0.3| 12 20,000 2,600 0.5 4 40,000 8,000 0.18 0.12
” ” 16 15,000 2,400 0.3 4 32,000 5,000 0.16 0.1
” ” 20 15,000 2,000 0.25 4 32,000 5,000 0.15 0.8
” RO.5 12 20,000 2,400 0.5 4 35,000 10,000 0.3 0.1
” ” 16 15,000 2,200 0.25 4 32,000 7,000 0.15 0.8
” ” 20 15,000 2,200 0.25 4 32,000 7,000 0.15 0.8
26 |R0.3,R0.5| 20 10,000 1,400 0.6 6 20,000 5,200 0.25 1.2
” ” 30 10,000 1,200 0.4 6 20,000 5,000 0.25 1.2
” R10 20 10,000 1,800 0.6 6 20,000 9,000 0.25 1.2
. ” 30 10,000 1,500 0.4 6 20,000 7,000 0.25 1.2
28 | R0O.3,R0.5| 25 8,000 1,000 0.3 8 15,000 5,000 0.3 1.5
g R1 25 8,000 1,300 0.3 8 15,000 10,000 0.3 1.5
210 RO.5 30 7,000 1,300 0.3 10 13,000 7,000 0.2 1.5
o R1.0 30 7,000 1,500 0.3 10 13,000 12,000 0.2 1.5
212 RO.5 35 6,000 1,100 0.2 12 10,000 9,000 0.15 2
” R1.0 35 6,000 1,300 0.2 12 10,000 15,000 0.15 2
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* Please refer to the corner R when cutting.

* If the effective length is long, reduce the rotation speed and feed rate by up to 20%.

* The above cutting conditions are for 2-flute cutting. For 3-flute cutting, maintain the rotation speed
and increase the feed by up to 20% within a stable speed range.

* When cutting grooves, set the Ae value relative to the corner R of the tool's edge.
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