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3SUR 030 002 S06
3SUR 040 002 S06
4SUR 050 002 S06
4SUR 060 002 200
4SUR 060 002 S06
4SUR 060 005 S06
4SUR 070 002 S08
4SUR 080 002 250
4SUR 080 002 S08
4SUR 080010 S08
4SUR 090 003 S10
4SUR 100 003 300
4SUR 100003 S10
4SUR 100010S10
4SUR 110003 S12
4SUR 120 003 350
4SUR 120003 S12
4SUR 120010512
5SUR 140 005 S16
5SUR 160 005 100
5SUR 160 005 110
5SUR 160 015 100
5SUR 160015110
5SUR 200 005 100
5SUR 200005110
5SUR 200 020 100
5SUR 200020 110

4XR02
5XR0.2
6 XR0.2
6 XR0.2
6 XR0O.5
7XR0.2
8XR0.2
8XR0.2
8 XR1
9XR0.3
10X R0.3
10 XR0.3
10 XR1
11 XR0.3
12 XR0.3
12 XR0.3
12 XR1
14 XR0.5
16 XRO.5
16 XR0.5
16 XR1.5
16 XR1.5
20XR0.5
20X R0.5
20X R2
20X R2
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3&4&5 Flutes 45°Helix Roughing Corner R End Mills for SUS
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Roughing Endmills for alloy steels, SUS, Inconel, Mild steels
and various hard-to-cut materials

+ JCRO coating provides wear resistance improvement as well as

avoid edge stress in various applications.

+ 45 helix Design for minimizing cutting resistance and long time process.
+ High speed and roughing work applicable by fine pitch flute.

o | curming

D Tolerance
-0.02 ~ -0.04mm
-0.02 ~ -0.05mm

o9l - mm

D Size
23~9
210~20
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3&4&55UR Cuttlng Condition « RPM : rev./min « Feed : mm/min

AH|QIHAZ/ EIEHRS
AR Stainless Steels / Titanium Alloy Steels
Material
SUS304 / SUS 316 / Ti6A
93 A Ae
Iéjig%iedtgr RPM FEED Axial [’:epth Radial Depth
23 5,000 380 0.9 3
a4 4,800 350 1.2 4
a5 4,700 350 1.5 5
26 4,400 340 1.5 6
a7 3,800 340 1.75 7
28 3,300 340 2 8
29 3,000 340 2.25 9
210 2,700 330 2.5 10
212 2,200 330 1.8 12
214 2,000 310 2.1 14
216 1,750 300 2.4 16
220 1,300 210 2 20
23~5=0.3xD
2ay s . ©6~10=0.25xD
Depth of Cut A A 512-16=0.15xD
I @18~20=0.1xD
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+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

+ If the effective length is long, reduce the RPM and feed maximum 30%.

+ 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.
+ In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.

+ Depending on the workpiece and shape, use adequate coolant.

+ For parting off stainless or hear resistant alloy, using water-soluble oil is the most effective way.

ZCDB Cutting Condition « RPM : rev./min « Feed : mm/min

A Material 82 CopperAlloys C1100
<qce o
11 as15 a>15
Corner Ap Ae Ap Ae
Radius RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
RO.5 40,000 5,200 0.06 0.1 40,000 3,200 0.06 0.1
R0.75 40,000 6,240 0.09 0.15 40,000 4,000 0.09 0.15
R1 40,000 6,240 0.1 0.2 39,000 4,700 0.1 0.2
R1.5 40,000 7,800 0.12 0.3 30,000 4,500 0.12 0.3
R2 40,000 7,800 0.13 0.4 27,000 4,300 0.13 0.4
R2.5 32,000 7,150 0.15 0.5 20,000 3,600 0.15 0.5
R3 25,000 5,850 0.2 0.6 16,000 2,900 0.2 0.6
R4 21,000 5,460 0.25 0.8 13,000 2,600 0.25 0.8
R5 16,000 4,160 0.3 1 10,000 2,000 0.3 1
R6 13,000 3,380 0.5 1.2 8,000 1,700 0.5 1.2
R8 9,000 2,340 0.5 1.6 6,000 1,300 0.5 1.6
Ae
Depth of Cut o
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+ a value represents a slope of workpiece.

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

+ Using Water-soluble oil is recommended for smooth chip emission.

+ If the parameters exceed the maximum RPM and feed of your machine, reduce the RPM and feed in the same proportion.
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