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4 Flutes Long Length Corner Radius End Mills for SUS
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Endmills for alloy steels, SUS, Ti/Ni base alloys, 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.
. Preventlng bottom edge chipping by corner R.

Minimize fracturing at high feed by high TRS fine WC grade.

JCRO 420 CUTTING Condition D Size D Tolerance Condition D Size D Tolerance
Coating Helix Angle DATA 2D #gd 26 ~ 20 +0 ~-0.01mm " 26~ 12 -0.005 ~ -0.015mm
° 005 214~20 _ -0.01--0.02mm

4LSUC 060 003 070
4LSUC 060 005 070
4LSUC 060010070
4LSUC 060015 070
4LSUC 080003 080
4LSUC 080 005 080
4LSUC 080010 080
4LSUC 080015080
4LSUC 080 020 080
4LSUC 100 003 100
4LSUC 100 005 100
4LSUC 100010 100
4LSUC 100015 100
4LSUC 100020 100
4LSUC 120003 120
4LSUC 120005120
4LSUC 120010120
4LSUC 120015120
4LSUC 120020120
4LSUC 120025 120
4LSUC 120030 120
New 4L.SUC 140 005 120
New 4L.SUC 140010 120
New 4L.SUC 140 020 120
New 4LSUC 140 030 120
4LSUC 160005 130
4LSUC 160010 130
4LSUC 160015130
4LSUC 160020 130
4LSUC 160030 130
4LSUC 200 005 160
4LSUC 200010160
4LSUC 200015 160
4LSUC 200 020 160
4LSUC 200030 160
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6 XR0.3
6 X RO.5
6 XR1

6 XR1.5
8 XR0O.3
8 XR0.5
8 XR1
8XR1.5
8XR2
10XR0.3
10 XR0.5
10X R1
10XR1.5
10XR2
12XR0.3
12XR0.5
12XR1
12XR1.5
12XR2
12XR2.5
12XR3
14 XR0.5
14 XR1
14 XR2
14 XR3
16 XR0.5
16 XR1
16 XR1.5
16 XR2
16 XR3
20X R0.5
20 X R1
20XR1.5
20X R2
20XR3
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4SUCR Cutting Condition * RPM : rev./min « Feed : mm/min

g§32/Z2sE AH[QIAZ [ E|ENs B2 lgsaz
mAY Alloy Steels / Pre-hardened Steels Stainless Steel / Titanium alloy steels Heat Resistance Alloys
Material NAK80 / KP4M SUS304 / SUS316 / Ti6A
40 ~ 45HRc

o3 A Ae A Ae A Ae

é%grt;iedtgr RPM FEED Axial Bepth Radial Depth RPM FEED Axial Bepth Radial Depth RPM FEED Axial gepth Radial Depth
21 13,210 357 0.3 0.5 10,836 339 0.3 0.5 5,820 78 0.1 0.3
22 11,270 518 0.6 1.0 9,391 339 0.6 1.0 4,840 109 0.2 0.6
23 8,054 588 0.9 1.5 7,112 515 0.9 1.5 4,239 155 0.3 0.9
24 5,904 657 1.2 2.0 5,366 585 1.2 2.0 3,230 178 0.4 1.2
25 5,155 887 1.5 2.5 4,291 608 1.5 2.5 2,522 202 0.5 1.5
26 4,301 1037 1.8 3.0 3,552 608 1.8 3.0 2,115 202 0.6 1.8
28 3,216 749 2.4 4.0 2,683 573 24 4.0 1,610 202 0.8 24
210 2,573 657 3.0 5.0 2,150 468 3.0 5.0 1,310 171 1.0 3.0
212 2,150 576 3.6 6.0 1,806 468 3.6 6.0 1,106 140 1.2 3.6
216 1,613 541 4.8 8.0 1,342 339 4.8 8.0 805 109 1.6 4.8
220 1,286 404 6.0 10.0 1,075 304 6.0 10.0 601 78 2.0 6.0

0.5D 0.5D 0.3D
oy
Depth of Cut 0.3D 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.

4Lsuc CUtting Condition * RPM :rev./min « Feed : mm/min

§27/ =2l5ER AH[QIAZ [ ElENS B2 R EEER
A Alloy Steels / Pre-hardened Steels Stainless Steel / Titanium alloy steels Heat Resistance Alloys
M a?eri H NAK80 / KP4M SUS304 / SUS316 / Ti6A
40 ~ 45HRc

A3 Ap Ae Ap Ae Ap Ae

Ig)igrtrﬁgjtgr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 14,300 380 0.5 1 9,600 310 0.5 1 4,770 80 0.2 1
22 8,500 400 1.0 2 9,600 310 1.0 2 3,000 100 0.4 2
23 6,900 410 1.5 3 7,400 380 1.5 3 2,700 110 0.6 3
a4 5,600 490 2.0 4 5,600 400 2.0 4 2,000 120 0.8 4
a5 4,500 630 2.5 5 4,500 410 2.5 5 1,600 130 1.0 5
26 3,700 740 3.0 6 3,700 440 3.0 6 1,300 160 1.2 6
a7 3,200 700 3.5 7 3,200 410 3.5 7 1,100 140 1.4 7
28 2,800 670 4.0 8 2,800 390 4.0 8 1,000 130 1.6 8
210 2,200 530 5.0 10 2,200 350 5.0 10 800 130 2.0 10
211 2,000 530 5.5 1" 2,000 320 5.5 1 720 120 2.2 "
212 1,900 530 6.0 12 1,900 300 6.0 12 660 110 2.4 12
216 1,400 390 8.0 16 1,400 280 8.0 16 500 80 3.2 16
220 1,100 350 10.0 20 1,100 260 10.0 20 400 60 4.0 20

D D D
;g(g%p I I e
Depth of Cut <1D (MAX. 12mm) <0.5D <0.2D
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