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ShRIAEREEERE -

Radius bottom corner and R-shaped chip
removal flute expander chip removal space.
From German special carbide round

bar The best choice, for end mill longer

life time and better workpiece surface quality.

Bullet-shaped design, excellent slop
processing and large angle cutting best
performance in rough milling.

o TS« WGMREFIE | |
FREREE BT B

PRI 58K o

The best choice for broaching and drill

milling, Bullet fluid mechanics concept
less resistance, powerful cutting force.

o EEHK
{FEiES S FREN IR ZEE
WINEREEE

With two water through holes not only to
speed up the chips removal but also
reach better finished surface in slot or
groove processing.

o BEERSRESEE
ERbR IR B
With special nano-multi layers

coating and solve the chip
adhension issue.
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= SERVICE | Welcome toinquiry the special SPEC

BERFERE A B A& A &
Test Video Benchmark Test
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APET Bullet-Shaped Generic End Mill For Steel (Generic Type)
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APET Bullet Shape Ball End Mill With Radial Coolant Hole (Generic Type)
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PIHI%42&R Cutting Condition P.03-P.06
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APETZEs: TIHIE(FR

Solid Carbide End Mills-Cutting Condition Table

A /BIFEEIE Metric (mm) / Side Milling

HHIME

Work
Material

TR/ R
S45C/FC
20 HRC

CFn
SCM /SKT / SKD / SCr
30 HRC

SR
SCM / SKT / SKD
45 HRC

FeAsH
SUS3/SUs4

PIHIERRE Ve
m/ min 100 - 250 m / min 100 - 200 m / min 100 - 150 m / min 80-120 m/ min
Cutting Speed
BH€DC FahagiR BIER Fz S ETE BIEE Fz FEhEER BI)ER Fz FEhER BI)ER Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
4 13930 0.01-0.04 11940 0.01-0.03 9950 0.01-0.02 7960 0.01-0.02
5 11140 0.02 - 0.05 9550 0.01-0.04 7960 0.01-0.03 6370 0.01-0.03
6 9280 0.02 - 0.06 7960 0.02 - 0.05 6630 0.01 -0.04 5310 0.01 -0.04
8 6960 0.03 -0.08 5970 0.02 - 0.07 4970 0.02 - 0.05 3980 0.02 - 0.05
10 5570 0.05-0.10 4770 0.05-0.08 3980 0.02 - 0.06 3180 0.02 - 0.06
12 4640 0.05-0.12 3980 0.05-0.10 3320 0.02 -0.07 2650 0.02-0.07
16 3480 0.07-0.15 2980 0.07-0.12 2490 0.03-0.08 1990 0.03 -0.08
20 2790 0.07-0.17 2390 0.07-0.14 1990 0.03 - 0.09 1590 0.03 - 0.09
tgﬁgﬁf: Ap=15D 2 L
Conditions Ae=025D Ae]

B /BIEEIE Imperial (inch) / Side Milling

WHIME T3/ $R i A%l A REEiH
Work S45C/FC SCM / SKT / SKD / SCr SCM / SKT / SKD SUS3/SUS4
Material 20 HRC 30 HRC 45 HRC
IHIERE min max min max min max min max
Cutéi/flgFS'\geed 328.0840 820.2100 328.0840 656.1680 328.0840 492.1260 262.4672 393.7008
BH1EDC Inches per Tooth
inch mm min max min max min max min max
0.1575 4 0.0004 0.0016 0.0004 0.0012 0.0004 0.0008 0.0004 0.0008
0.1969 5 0.0008 0.0020 0.0004 0.0016 0.0004 0.0012 0.0004 0.0012
0.2362 6 0.0008 0.0024 0.0008 0.0020 0.0004 0.0016 0.0004 0.0016
0.3150 8 0.0012 0.0031 0.0008 0.0028 0.0008 0.0020 0.0008 0.0020
0.3937 10 0.0020 0.0039 0.0020 0.0031 0.0008 0.0024 0.0008 0.0024
0.4724 12 0.0020 0.0047 0.0020 0.0039 0.0008 0.0028 0.0008 0.0028
0.6299 16 0.0028 0.0059 0.0028 0.0047 0.0012 0.0031 0.0012 0.0031
0.7874 20 0.0028 0.0067 0.0028 0.0055 0.0012 0.0035 0.0012 0.0035
Pl oz 2
Conditions Ae=0.25D he
EIHMEHEFE 2N - Instruction for cutting conditions:

AEREES - MESHRERREA -

QEEEAWEIM LM RN

Q7IR&mIREER > BESMRRERLSEREERN
FIEWEER SIS T BIRE -

@FRBATHISHEEE  BRMIIER > SEEe 2Lt -
TH3RET ~ INTEMUALREIER - SREHISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



APETZ &St VIEIRIFR

Solid Carbide End Mills-Cutting Condition Table

ANl /5EEDEI Metric (mm) / Slot Milling

HRHEIAE
Work
Material

TR/ R
S45C/FC
20 HRC

CFn
SCM /SKT / SKD / SCr
30 HRC

PIHIERE Vi
)Ji]}/_ﬁnc 100 - 180 m / min 100 - 150 m / min
Cutting Speed
BH€DC FhagR BIER Fz S ETE BIEE Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth
4 11940 0.005 - 0.025 9950 0.005 -0.020
5 9550 0.005 - 0.030 7960 0.005 - 0.025
6 7960 0.005 - 0.040 6630 0.005-0.030
8 5970 0.01 - 0.05 4970 0.010 - 0.045
10 4770 0.01-0.06 3980 0.010 - 0.055
12 3980 0.01-0.07 3320 0.010 - 0.065
16 2980 0.02-0.09 2490 0.02-0.08
20 2390 0.02-0.10 1990 0.02 - 0.09
PLEIGSES
Cutting Ap=1D
Conditions

B /#4740 Imperial (inch) / Slot Milling

afl

SCM/ SKT / SKD
45 HRC

70-100 m/ min

FEhEER BIELR Fz
Speed Rpm mm / tooth
6760 0.005-0.015
5410 0.005 - 0.020
4510 0.005 - 0.025
3380 0.005 - 0.030
2710 0.010-0.035
2250 0.01-0.04
1690 0.01-0.05
1350 0.01 - 0.06
gl
e ]

FeAsH
SUS3/SUs4

70-100 m/ min

FEhER BIELR Fz
Speed Rpm mm / tooth
6760 0.005-0.015
5410 0.005 - 0.020
4510 0.005 - 0.025
3380 0.005 - 0.030
2710 0.010-0.035
2250 0.01-0.04
1690 0.01 -0.05
1350 0.01 - 0.06

WHIME T3/ $R i A%l A REEiH
Work S45C/FC SCM / SKT / SKD / SCr SCM / SKT / SKD SUS3/SUS4
Material 20 HRC 30 HRC 45 HRC
IHIRE min max min max min max min max
Cut:i/flgFS'\geed 328.0840 590.5512 328.0840 492.1260 229.6588 328.0840 229.6588 328.0840
BH1EDC Inches per Tooth
inch mm min max min max min max min max
0.1575 4 0.0002 0.0010 0.0002 0.0008 0.0002 0.0006 0.0002 0.0006
0.1969 5 0.0002 0.0012 0.0002 0.0010 0.0002 0.0008 0.0002 0.0008
0.2362 6 0.0002 0.0016 0.0002 0.0012 0.0002 0.0010 0.0002 0.0010
0.3150 8 0.0004 0.0020 0.0004 0.0018 0.0002 0.0012 0.0002 0.0012
0.3937 10 0.0004 0.0024 0.0004 0.0022 0.0004 0.0014 0.0004 0.0014
0.4724 12 0.0004 0.0028 0.0004 0.0026 0.0004 0.0016 0.0004 0.0016
0.6299 16 0.0008 0.0035 0.0008 0.0031 0.0004 0.0020 0.0004 0.0020
0.7874 20 0.0008 0.0039 0.0008 0.0035 0.0004 0.0024 0.0004 0.0024
PGS B
Cut?ipg Ap=1D e
Conditions 04
EIHMEHEFE 2N - Instruction for cutting conditions:

AEREES - MESHRERREA -

QEEEAWEIM LM RN

Q7IR&mIREER > BESMRRERLSEREERN
FIEWEER SIS T BIRE -

@FRBATHISHEEE  BRMIIER > SEEe 2Lt -
TH3RET ~ INTEMUALREIER - SREHISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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APETZEstn YIEIRIFR

Solid Carbide End Mills-Cutting Condition Table

A Hll/#3EEDEI Metric (mm) / Ramping

HRHIAE
Work
Material

TIBIZRE Ve
m/ min
Cutting Speed

10
12
16
20
PSS

Cutting
Conditions

TR/ R
S45C/FC
20 HRC

100 - 180 m / min

FahagiR BIELR Fz
Speed Rpm mm / tooth
11940 0.005 - 0.025
9550 0.005 - 0.030
7960 0.005 - 0.040
5970 0.01 - 0.05
4770 0.01-0.06
3980 0.01-0.07
2980 0.02-0.09
2390 0.02-0.10
Ap=1D
PHIAE =45

FEH /8@ 04 Imperial (inch) / Ramping

CFn
SCM /SKT / SKD / SCr
30 HRC

100 - 150 m / min

aEl

SCM/ SKT / SKD
45 HRC

70-100 m/ min

b
SUS3/SUs4

40-60m/ min

S EETEY BIER Fz FaEhEER BIELR Fz FaEhEER BIELR Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
9950 0.005 -0.020 6760 0.005-0.015 3980 0.005-0.015
7960 0.005 - 0.025 5410 0.005 - 0.020 3180 0.005-0.015
6630 0.005-0.030 4510 0.005 - 0.025 2650 0.005-0.015
4970 0.010 - 0.045 3380 0.005 - 0.030 1990 0.01 -0.02
3980 0.010 - 0.055 2710 0.010-0.035 1590 0.01-0.02
3320 0.010 - 0.065 2250 0.01-0.04 1330 0.01-0.02
2490 0.02-0.08 1690 0.01-0.05 990 0.010-0.025
1990 0.02 - 0.09 1350 0.01 - 0.06 800 0.010 - 0.025

b g = g

&l 2 gumgars | L d

WHIME T3/ $R i A%l A REEH
Work S45C/FC SCM / SKT / SKD / SCr SCM / SKT / SKD SUS3/SUS4
Material 20 HRC 30 HRC 45 HRC
IHIRE min max min max min max min max
Cut:i/flgFS,\geed 328.0840 590.5512 328.0840 492.1260 229.6588 328.0840 131.2336 196.8504
BH1EDC Inches per Tooth
inch mm min max min max min max min max
0.1575 4 0.0002 0.0010 0.0002 0.0008 0.0002 0.0006 0.0002 0.0006
0.1969 5 0.0002 0.0012 0.0002 0.0010 0.0002 0.0008 0.0002 0.0006
0.2362 6 0.0002 0.0016 0.0002 0.0012 0.0002 0.0010 0.0002 0.0006
0.3150 8 0.0004 0.0020 0.0004 0.0018 0.0002 0.0012 0.0004 0.0008
0.3937 10 0.0004 0.0024 0.0004 0.0022 0.0004 0.0014 0.0004 0.0008
0.4724 12 0.0004 0.0028 0.0004 0.0026 0.0004 0.0016 0.0004 0.0008
0.6299 16 0.0008 0.0035 0.0008 0.0031 0.0004 0.0020 0.0004 0.0010
0.7874 20 0.0008 0.0039 0.0008 0.0035 0.0004 0.0024 0.0004 0.0010
Conditions IR =45 ] THIBE =15
EIHMEHEFE 2D - Instruction for cutting conditions:

AEREES - MESHRERREA -
QEEEAWHIM ILMA RN

Q7IR&mIREEA - BESMRRERLSEREERN

FIEWE(ER SIS T BIRE -

@FERBATHISHEEE  BRMIIER » SEe 2Lt -
TH3RET ~ INTEMUALREIER SRR HISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



APETZ &St VIEIRIFR

Solid Carbide End Mills-Cutting Condition Table

NHEl/EEIL Metric (mm) / Driling

I E
Work

Material

PIHIZRE Vc
m/min
Cutting Speed

HE DC
mm

4

B/ =E 3L Imperial (inch) / Drlling

100 - 180 m / min

FEIgR
Speed Rpm

11940
9550
7960
5970
4770
3980
2980
2390

8IS Fz
mm / tooth

0.005 -0.025

0.005 - 0.030

0.005 - 0.040
0.01-0.05
0.01-0.06
0.01-0.07
0.02-0.09
0.02-0.10

SCM/ SKT / SKD / SCr

100 - 150 m / min

FohEiR
Speed Rpm

9950
7960
6630
4970
3980
3320
2490
1990

FIER Fz
mm / tooth

0.005 - 0.020
0.005 - 0.025
0.005 - 0.030
0.010 - 0.045
0.010-0.055
0.010 - 0.065
0.02-0.08
0.02 -0.09

#REIE
Work SCM / SKT / SKD / SCr
Material
LIHIRE min max min max
Ve SFM
Cutting Speed 328.0840 590.5512 | 328.0840 492.1260
B8 DC Inches per Tooth
inch mm min max min max
0.1575 4 0.0002 0.0010 0.0002 0.0008
0.1969 5 0.0002 0.0012 0.0002 0.0010
0.2362 6 0.0002 0.0016 0.0002 0.0012
0.3150 8 0.0004 0.0020 0.0004 0.0018
0.3937 10 0.0004 0.0024 0.0004 0.0022
0.4724 12 0.0004 0.0028 0.0004 0.0026
0.6299 16 0.0008 0.0035 0.0008 0.0031
0.7874 20 0.0008 0.0039 0.0008 0.0035
EIHMEHEFEZAAD - Instruction for cutting conditions:

AEREES - MESHRERREA -
QEEEAWHIM IRMA RN

Q7IR&mIREIEIA - BESMRRERLSEREERN
FIEWE(ER SIS T RIRE -

@FRBATHISHEEE  BRMIIER » SEES 2Lt -
TH3RET ~ INTEMUALREIER SRR HISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.
(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.

Improper use may lead the tool damaged.
@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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APAL Bullet-Shaped Design End Mill For Aluminum

(#8870 )

iR FERIERE
AR TR AELHE] -
BEEM T RERSR -
Bullet-shaped design, excellent slop

processing and large angle cutting best
performance in rough milling.

c EBREAEREHRET]

BAREZHE  BREA @M ’
SalkEREEERE

Radius bottom corner and R-shaped chip
removal flute expander chip removal space.
From German special carbide round

bar The best choice, for end mill longer

life time and better workpiece surface quality.

oo {Esk - EHAREFIS !
FREREE NS BHA/N
IRiR 58K -

The best choice for broaching and drill

milling, Bullet fluid mechanics concept
less resistance, powerful cutting force.

o BEE K
IR BN LR T 218
EINRENIBE ©

With two water through holes not only to
speed up the chips removal but also
reach better finished surface in slot or
groove processing.

ﬂiﬂ]ﬁ#&%ﬁﬁﬁﬁ
B SRR RN B

With supreme Ta-C coating
and solve the Aluminum chip
adhesion issue.

g - ) 13 CUSTOMIZED | #EERTEAT R -BEBHEM
2= SERVICE Welcome to inquiry the special SPEC

BRI A B A& A &
Test Video Benchmark Test




APALf3E§87] JILC )

APAL Bullet-Shaped Design End Mill For Aluminum

D ld * JERER T AT &

’ Planmg Slotting Pusmnmng I'erinmlon
A S = Q@ 1]

4R 9H<“ Rﬁ ﬁ W& 7] §SZ W“ %F
(Number) ((\[ ]

APAL0404 4 0.1R 125 3 4

APALO506 5 10 0.1R 15.5 3 6 60

APALO606 6 12 0.15R 18.5 3 6 60

APALO708 7 14 0.15R 21.5 3 8 60

APALO808 8 16 0.2R 24.5 3 8 64

APAL0910 9 18 0.2R 27.5 3 10 75

APAL1010 10 20 0.25R 30.5 3 10 80

APAL1112 1 22 0.25R 335 3 12 80

APAL1212 12 24 0.3R 36.5 3 12 85

APAL1616 16 32 0.4R 48.5 3 16 100
APAL2020 20 40 0.5R 60.5 3 20 110

APALE @ HKFEER7]

APAL Bullet Shape End Mill With Radial Coolant Hole For Aluminum

E Planing Slotting Piitifﬂg Perforation
oA S = Ge [ ¥

IME
(Number)
APALW0404 4 8 0.1R 125 3 4 50
APALW0506 5 10 0.1R 15.5 3 6 60
APALW0606 6 12 0.15R 18.5 3 6 60
APALW0708 7 14 0.15R 21.5 3 8 64 08
APALW0808 8 16 0.2R 24.5 3 8 64
APALW0910 9 18 0.2R 27.5 3 10 80
APALW1010 10 20 0.25R 30.5 3 10 80
APALW1112 11 22 0.25R 335 3 12 85
APALW1212 12 24 0.3R 36.5 3 12 85
APALW1616 16 32 0.4R 48.5 3 16 100
APALW2020 20 40 0.5R 60.5 3 20 110

PIHI%42& Cutting Condition P.09-P.12



APAL7 & YIHIIRER

Solid Carbide End Mills-Cutting Condition Table

AHF/BIEEDH Metric (mm) / Side Milling

eI E i
Work Copper
Material
LIHIERRE Ve
m/ min 200 - 400 m / min 200 - 350 m / min 200 -300 m/ min
Cutting Speed
BHi¥DC B SIS Fz FahEsR BI)ELR Fz FEhEEER SIS Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
4 23870 0.03 -0.06 21880 0.03 - 0.06 19890 0.01-0.04
5 19100 0.03-0.08 17510 0.03-0.08 15920 0.02 - 0.06
6 15920 0.05-0.10 14590 0.05-0.10 13260 0.03-0.07
8 11940 0.05-0.12 10940 0.05-0.12 9950 0.04 -0.09
10 9550 0.10-0.15 8750 0.10-0.15 7960 0.05-0.11
12 7960 0.10-0.17 7290 0.10-0.17 6630 0.05-0.13
16 5970 0.15-0.22 5470 0.15-0.22 4970 0.10-0.16
20 4770 0.15-0.25 4380 0.15-0.25 3980 0.10-0.19
tgﬁﬂﬁg Ap=15D
Conditions Ae=025D
B /@IE LA Imperial (inch) / Side Milling
A E
Work
Material
IHIRE min max min max min max
Vc SFM
Cutting Speed 656.1680 1312.3360 656.1680 1148.2940 656.1680 984.2520
BHiEDC Inches per Tooth
inch mm min max min max min max
0.1575 4 0.0012 0.0024 0.0012 0.0024 0.0004 0.0016
0.1969 5 0.0012 0.0031 0.0012 0.0031 0.0008 0.0024
0.2362 6 0.0020 0.0039 0.0020 0.0039 0.0012 0.0028
0.3150 8 0.0020 0.0047 0.0020 0.0047 0.0016 0.0035
0.3937 10 0.0039 0.0059 0.0039 0.0059 0.0020 0.0043
0.4724 12 0.0039 0.0067 0.0039 0.0067 0.0020 0.0051
0.6299 16 0.0059 0.0087 0.0059 0.0087 0.0039 0.0063
0.7874 20 0.0059 0.0098 0.0059 0.0098 0.0039 0.0075
tgﬁgt{'lif* Ap=15D |2
Conditions Ae202D | &
09
IHHEHER AL Instruction for cutting conditions:
OB ERREES  MitS0RERKE - (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWHIM LA H RSN (Please use the suitable cooling method and coolant for the workpiece.
QTR HEIFETIHIF - BASARBESSEEEER - @It is necessary to measure deflection before the cutting tool to be assembled in the arbor.
RIEWE(EF SIS ) BI8IE - Improper use may lead the tool damaged.
OFRRERTHISHELEE - ERMIIER » Ak 2wt - @This table is for the reference. Please according to the rigidity of the machine,

TH3E ~ IR EER  REDHISERGE workpiece clamping and the part processing method to adjust the parameter.



APAL7 s YIHIRER JILC )

Solid Carbide End Mills-Cutting Condition Table

NHI/ELIH Metric (mm) / Slot Milling

HHIE Er
Work Copper
Material
LIHIRRE Ve
m/ min 200 -300 m/ min 150 -250 m / min 150 - 200 m / min
Cutting Speed
Hf€DC TR BIERFz FahEEiR BIELR Fz TR BIER Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
4 19890 0.01-0.03 17900 0.01-0.03 13930 0.01-0.03
5 15920 0.03-0.05 14320 0.03 - 0.05 11140 0.01-0.04
6 13260 0.04 - 0.07 11940 0.04 - 0.07 9280 0.02 -0.05
8 9950 0.04 -0.09 8950 0.04 - 0.09 6960 0.02 - 0.06
10 7960 0.05-0.10 7160 0.05-0.10 5570 0.03 -0.07
12 6630 0.05-0.11 5970 0.05-0.11 4640 0.04-0.08
16 4970 0.06 - 0.13 4480 0.06 - 0.13 3480 0.05-0.10
20 3980 0.06 -0.15 3580 0.06 - 0.15 2790 0.05-0.11
PSS ‘C‘LI
Cutting Ap=1D [ae]
Conditions -

4| /55740 Imperial (inch / Slot Milling)

A E
Work
Material
IHIRE min max min max min max
Vc SFM
Cutting Speed 656.1680 984.2520 492.1260 820.2100 492.1260 656.1680
BHiEDC Inches per Tooth
inch mm min max min max min max
0.1575 4 0.0004 0.0012 0.0004 0.0012 0.0004 0.0012
0.1969 5 0.0012 0.0020 0.0012 0.0020 0.0004 0.0016
0.2362 6 0.0016 0.0028 0.0016 0.0028 0.0008 0.0020
0.3150 8 0.0016 0.0035 0.0016 0.0035 0.0008 0.0024
0.3937 10 0.0020 0.0039 0.0020 0.0039 0.0012 0.0028
0.4724 12 0.0020 0.0043 0.0020 0.0043 0.0016 0.0031
0.6299 16 0.0024 0.0051 0.0024 0.0051 0.0020 0.0039
0.7874 20 0.0024 0.0059 0.0024 0.0059 0.0020 0.0043
LI <
Cutting Ap=1D [ac]
Conditions 10
IHHEHER AL Instruction for cutting conditions:
OB ERREES  MitS0RERKE - (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWHIM LA H RSN (Please use the suitable cooling method and coolant for the workpiece.
QTR HEIFETIHIF - BASARBESSEEEER - @It is necessary to measure deflection before the cutting tool to be assembled in the arbor.
RIEWE(EF SIS ) BI8IE - Improper use may lead the tool damaged.
OFRRERTHISHELEE - ERMIIER » Ak 2wt - @This table is for the reference. Please according to the rigidity of the machine,

TH3E ~ IR EER  REDHISERGE workpiece clamping and the part processing method to adjust the parameter.
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APAL7 & YIHIIRER

Solid Carbide End Mills-Cutting Condition Table

A ill/83mEtnEl Metric (mm) / Ramping

HHIE
Work
Material
EIHIRRE Ve
m/min 200-300 m/ min
Cutting Speed
Hf®DC FEEER B Fz
mm Speed Rpm mm / tooth
4 19890 0.01-0.03
5 15920 0.03 -0.05
6 13260 0.04 - 0.07
8 9950 0.04 - 0.09
10 7960 0.05-0.10
12 6630 0.05-0.11
16 4970 0.06 -0.13
20 3980 0.06 - 0.15
PLEIGSES
Cutting
Conditions

| YRS TE =l Imperial (inch) / Ramping

A E
Work

Material

IHIRE min max

Vc SFM
Cutting Speed 656.1680 984.2520

H1¥DC

inch mm min max

0.1575 4 0.0004 0.0012
0.1969 5 0.0012 0.0020
0.2362 6 0.0016 0.0028
0.3150 8 0.0016 0.0035
0.3937 10 0.0020 0.0039
0.4724 12 0.0020 0.0043
0.6299 16 0.0024 0.0051
0.7874 20 0.0024 0.0059

P INESES

Cutting

Conditions
PIERHERIZRAD |

OFEABES - MESRERRE

QEEBEARHIM ORMA RN

Q7IB&mIRETEA - BESIRRERSEREERN
FIEWEER SIS T RIRE -

@AREATHSHEREE » BRMTIER  BiESZM@E
THRET ~ INTEMUALRE ISR - SBEHISEURAGE -

il
Copper

150 - 250 m / min 150 - 200 m / min

S ETE BIELR Fz TR BIERFz
Speed Rpm mm / tooth Speed Rpm mm / tooth
17900 0.01-0.03 13930 0.01-0.03
14320 0.03 - 0.05 11140 0.01 -0.04
11940 0.04 - 0.07 9280 0.02-0.05
8950 0.04 - 0.09 6960 0.02 - 0.06
7160 0.05-0.10 5570 0.03 -0.07
5970 0.05-0.11 4640 0.04 - 0.08
4480 0.06 - 0.13 3480 0.05-0.10
3580 0.06 - 0.15 2790 0.05-0.11

Ap

Ap=1D |\ zqg%g
MR =45° S

min max min max
492.1260 820.2100 492.1260 656.1680
Inches per Tooth
min max min max
0.0004 0.0012 0.0004 0.0012
0.0012 0.0020 0.0004 0.0016
0.0016 0.0028 0.0008 0.0020
0.0016 0.0035 0.0008 0.0024
0.0020 0.0039 0.0012 0.0028
0.0020 0.0043 0.0016 0.0031
0.0024 0.0051 0.0020 0.0039
0.0024 0.0059 0.0020 0.0043
tﬂ%ﬂ@g ; JlsD" @%’@ *il

Instruction for cutting conditions:

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



APAL7 & YIEHIRER JILC )

Solid Carbide End Mills-Cutting Condition Table

AHIl/EE I, Metric (mm) / Drlling

WEIE il
Work Copper
Material
PIHIRRE Ve
m/ min 200 -300 m/ min 150 -250 m / min 150 - 200 m / min
Cutting Speed
Hi®DC TR BIERFz FahEgiR BIELR Fz TR BIERFz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth

4 19890 0.01-0.03 15920 0.01-0.03 13930 0.01-0.03
5 15920 0.03-0.05 12730 0.03 - 0.05 11140 0.01-0.04
6 13260 0.04 -0.07 10610 0.04 - 0.07 9280 0.02 - 0.05
8 9950 0.04 - 0.09 7960 0.04 - 0.09 6960 0.02 - 0.06
10 7960 0.05-0.10 6370 0.05-0.10 5570 0.03-0.07
12 6630 0.05-0.11 5310 0.05-0.11 4640 0.04-0.08
16 4970 0.06 -0.13 3980 0.06 -0.13 3480 0.05-0.10
20 3980 0.06 - 0.15 3180 0.06 - 0.15 2790 0.05-0.11

B/ =EmiL Imperial (inch) / Drlling

A E
Work
Material
IHIERE min max min max min max
Vc SFM
Cutting Speed 656.1680 984.2520 492.1260 820.2100 492.1260 656.1680
BHEDC Inches per Tooth
inch mm min max min max min max
0.1575 4 0.0004 0.0012 0.0004 0.0012 0.0004 0.0012
0.1969 5 0.0012 0.0020 0.0012 0.0020 0.0004 0.0016
0.2362 6 0.0016 0.0028 0.0016 0.0028 0.0008 0.0020
0.3150 8 0.0016 0.0035 0.0016 0.0035 0.0008 0.0024
0.3937 10 0.0020 0.0039 0.0020 0.0039 0.0012 0.0028
0.4724 12 0.0020 0.0043 0.0020 0.0043 0.0016 0.0031
0.6299 16 0.0024 0.0051 0.0024 0.0051 0.0020 0.0039
0.7874 20 0.0024 0.0059 0.0024 0.0059 0.0020 0.0043
12
PIERHERIZRAD | Instruction for cutting conditions:
OB ERREES  MitS0RERKE (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWHIM LA AR RSN (Please use the suitable cooling method and coolant for the workpiece.
QTIRHEIFETIHIF - FASARBESSEEEER - @It is necessary to measure deflection before the cutting tool to be assembled in the arbor.
RIETE(EF SIS ) BI8IE - Improper use may lead the tool damaged.
OFRRERTHISHELEE - ERMIIER Ak Zmit - @This table is for the reference. Please according to the rigidity of the machine,

TH3Es ~ IR EER  REDHISHRGE workpiece clamping and the part processing method to adjust the parameter.
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iR XEH7 %% AEROSPACE CUTTING TéLS SERIES

PEF F

APEF Bullet-Shaped Generic End Mill For Steel

o $EHt—RRTNEE °
APEFFREEET) AHERE B
&3t —RETHEE © BESNRIRE IR
HIFSEEI(EE - FENLRREE A
SR AEERDRTIRER
BREE EXEPIus ©
Integrated Drilling and milling
function. APEF bullet shape end
mill integrated drilling and milling I
function in one tool it helps 7
engineers to reduce the

tools replacement and
leads process more

efficient.

o RDERINIRT/R
BRI AR N TBRHE

FREBINIEMELNEE
ﬁaﬁ'ﬂi?ié/mﬁi 1: E"T?JDI%IZ%Z’
fﬁi%uufi%ﬂﬂuuﬁﬁ °

Reduce the demand for additional tools.

The unique design leads for lower additional tools
usage rate and simplifies the process. It result the
better efficiency and smooth production process .

B A& A &
Benchmark Test

BERFEE A
Test Video

.“‘“\ e
5 W ikas

TITANIUM

‘. I »
mIERE
PROCESSING MATERIAL CATEGORY

_° ABIEI)RE

BHRETIRRET - AIEATIIERALEN
FBIRVEH - O BIERMAOEE

?ET%‘?JI]I*%FE*DXSZ-”.A’- wE SR
MIFEK @ JWAEZER -

The Unigue bottom flute design. The unique
bottom flute design is able to perform drilling
of counter bore or half bore, it shows the
advantage of plunge milling to improve
processing accuracy and efficiency

in various of demand.

o BN MAHRIITII)AEERE
BERNAERETTERAERIRIZT - RIF
MEFEMREER AR S E AR - [RRTIAE
BIAR > (BEE SRV IREE -

Totally upgraded Flute angle design.
The unique flute angle design not only
improve the chip removal, but also
production efficiency. It reduces the
frequency of tool replacement and
achieves more efficient machining
process.

FERERITAT R FESIHIET
Welcome to inquiry the special SPEC

& R b e




APEF-F3&8t7] GZRE)

APEF Bullet-Shaped Generic End Mill For Steel (Generic Type)

NL

AmaR

(Number)

APEF0404
APEF0506
APEF0606
APEF0708
APEF0808
APEF0910
APEF1010
APEF1112
APEF1212
APEF1616
APEF2020

0.2R
0.2R
0.3R
0.3R
0.4R
0.4R
0.5R
0.5R
0.6R
0.8R
1R

B

125
155
18.5
215
245
27.5
305
335
36.5
48.5
60.5

JLCH

* JFRER TR &

Planing ﬂ Slotting [JBITNIN] Perforation
- -
1 5s I Tual e

~

B T S - T R S

4 50
6 60
6 60
8 60
8 64
10 75
10 80
12 80
12 85
16 100
20 110

IEIf%{E &R Cutting Condition P.15-P.18

14
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APEFFEsn YIEIIRGR

Solid Carbide End Mills-Cutting Condition Table

A /BIFEEIE Metric (mm) / Side Milling

HHIME

Work
Material

TR/ R
S45C/FC
20 HRC

CFn
SCM /SKT / SKD / SCr
30 HRC

SR
SCM / SKT / SKD
45 HRC

FeAsH
SUS3/SUs4

PIHIERRE Ve
m/ min 100 - 250 m / min 100 - 200 m / min 100 - 150 m / min 80-120 m/ min
Cutting Speed
BH€DC FahagiR BIER Fz S ETE BIEE Fz FEhEER BI)ER Fz FEhER BI)ER Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
4 13930 0.01-0.04 11940 0.01-0.03 9950 0.01-0.02 7960 0.01-0.02
5 11140 0.02 - 0.05 9550 0.01-0.04 7960 0.01-0.03 6370 0.01-0.03
6 9280 0.02 - 0.06 7960 0.02 - 0.05 6630 0.01 -0.04 5310 0.01 -0.04
8 6960 0.03 -0.08 5970 0.02 - 0.07 4970 0.02 - 0.05 3980 0.02 - 0.05
10 5570 0.05-0.10 4770 0.05-0.08 3980 0.02 - 0.06 3180 0.02 - 0.06
12 4640 0.05-0.12 3980 0.05-0.10 3320 0.02 -0.07 2650 0.02-0.07
16 3480 0.07-0.15 2980 0.07-0.12 2490 0.03-0.08 1990 0.03 -0.08
20 2790 0.07-0.17 2390 0.07-0.14 1990 0.03 - 0.09 1590 0.03 - 0.09
tgﬁgﬁf: Ap=15D 2 L
Conditions Ae=025D Ae]

B /BIEEIE Imperial (inch) / Side Milling

WHIME T3/ $R i A%l A REEiH
Work S45C/FC SCM / SKT / SKD / SCr SCM / SKT / SKD SUS3/SUS4
Material 20 HRC 30 HRC 45 HRC
IHIERE min max min max min max min max
Cut:i/flgFS'\geed 328.0840 820.2100 328.0840 656.1680 328.0840 492.1260 262.4672 393.7008
BH1EDC Inches per Tooth
inch mm min max min max min max min max
0.1575 4 0.0004 0.0016 0.0004 0.0012 0.0004 0.0008 0.0004 0.0008
0.1969 5 0.0008 0.0020 0.0004 0.0016 0.0004 0.0012 0.0004 0.0012
0.2362 6 0.0008 0.0024 0.0008 0.0020 0.0004 0.0016 0.0004 0.0016
0.3150 8 0.0012 0.0031 0.0008 0.0028 0.0008 0.0020 0.0008 0.0020
0.3937 10 0.0020 0.0039 0.0020 0.0031 0.0008 0.0024 0.0008 0.0024
0.4724 12 0.0020 0.0047 0.0020 0.0039 0.0008 0.0028 0.0008 0.0028
0.6299 16 0.0028 0.0059 0.0028 0.0047 0.0012 0.0031 0.0012 0.0031
0.7874 20 0.0028 0.0067 0.0028 0.0055 0.0012 0.0035 0.0012 0.0035
Pl oz 2
Conditions Ae=0.25D he
EIHMEHEFE 2N - Instruction for cutting conditions:

AEREES - MESHRERREA -

QEEEAWEIM LM RN

Q7IR&mIREER > BESMRRERLSEREERN
FIEWEER SIS T BIRE -

@FRBATHISHEEE  BRMIIER > SEEe 2Lt -
TH3RET ~ INTEMUALREIER - SREHISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



APEFFEsn YIEIIRGR

Solid Carbide End Mills-Cutting Condition Table

ANl /5EEDEI Metric (mm) / Slot Milling

HRHEIAE
Work
Material

TR/ R
S45C/FC
20 HRC

CFn
SCM /SKT / SKD / SCr
30 HRC

PIHIERE Vi
)Ji]}/_ﬁnc 100 - 180 m / min 100 - 150 m / min
Cutting Speed
BH€DC FhagR BIER Fz S ETE BIEE Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth
4 11940 0.005 - 0.025 9950 0.005 -0.020
5 9550 0.005 - 0.030 7960 0.005 - 0.025
6 7960 0.005 - 0.040 6630 0.005-0.030
8 5970 0.01 - 0.05 4970 0.010 - 0.045
10 4770 0.01-0.06 3980 0.010 - 0.055
12 3980 0.01-0.07 3320 0.010 - 0.065
16 2980 0.02-0.09 2490 0.02-0.08
20 2390 0.02-0.10 1990 0.02 - 0.09
PLEIGSES
Cutting Ap=1D
Conditions

B /#4740 Imperial (inch) / Slot Milling

afl

SCM/ SKT / SKD
45 HRC

70-100 m/ min

FEhEER BIELR Fz
Speed Rpm mm / tooth
6760 0.005-0.015
5410 0.005 - 0.020
4510 0.005 - 0.025
3380 0.005 - 0.030
2710 0.010-0.035
2250 0.01-0.04
1690 0.01-0.05
1350 0.01 - 0.06
gl
e ]

FeAsH
SUS3/SUs4

70-100 m/ min

FEhER BIELR Fz
Speed Rpm mm / tooth
6760 0.005-0.015
5410 0.005 - 0.020
4510 0.005 - 0.025
3380 0.005 - 0.030
2710 0.010-0.035
2250 0.01-0.04
1690 0.01 -0.05
1350 0.01 - 0.06

WHIME T3/ $R i A%l A REEiH
Work S45C/FC SCM / SKT / SKD / SCr SCM / SKT / SKD SUS3/SUS4
Material 20 HRC 30 HRC 45 HRC
IHIRE min max min max min max min max
Cut:illslgFS'\geed 328.0840 590.5512 328.0840 492.1260 229.6588 328.0840 229.6588 328.0840
BH1EDC Inches per Tooth
inch mm min max min max min max min max
0.1575 4 0.0002 0.0010 0.0002 0.0008 0.0002 0.0006 0.0002 0.0006
0.1969 5 0.0002 0.0012 0.0002 0.0010 0.0002 0.0008 0.0002 0.0008
0.2362 6 0.0002 0.0016 0.0002 0.0012 0.0002 0.0010 0.0002 0.0010
0.3150 8 0.0004 0.0020 0.0004 0.0018 0.0002 0.0012 0.0002 0.0012
0.3937 10 0.0004 0.0024 0.0004 0.0022 0.0004 0.0014 0.0004 0.0014
0.4724 12 0.0004 0.0028 0.0004 0.0026 0.0004 0.0016 0.0004 0.0016
0.6299 16 0.0008 0.0035 0.0008 0.0031 0.0004 0.0020 0.0004 0.0020
0.7874 20 0.0008 0.0039 0.0008 0.0035 0.0004 0.0024 0.0004 0.0024
PGS B
Cut?ipg Ap=1D e
Conditions 16
EIHMEHEFE 2N - Instruction for cutting conditions:

AEREES - MESHRERREA -

QEEEAWEIM LM RN

Q7IR&mIREER > BESMRRERLSEREERN
FIEWEER SIS T BIRE -

@FRBATHISHEEE  BRMIIER > SEEe 2Lt -
TH3RET ~ INTEMUALREIER - SREHISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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APEFFEsn YIEIIRGR

Solid Carbide End Mills-Cutting Condition Table

A Hll/#3EEIEI Metric (mm) / Ramping

HRHIAE
Work
Material

PIHIERRE Ve
m/ min
Cutting Speed

10
12
16
20
PSS

Cutting
Conditions

TR/ R
S45C/FC
20 HRC

100 - 180 m / min

FahagR BIELR Fz
Speed Rpm mm / tooth
11940 0.005 - 0.025
9550 0.005 - 0.030
7960 0.005 - 0.040
5970 0.01 - 0.05
4770 0.01-0.06
3980 0.01-0.07
2980 0.02-0.09
2390 0.02-0.10
Ap=1D
PHIAE =45

FEH /8@ 04 Imperial (inch) / Ramping

CFn
SCM /SKT / SKD / SCr
30 HRC

100 - 150 m / min

aEl

SCM/ SKT / SKD
45 HRC

70-100 m/ min

b
SUS3/SUs4

40-60m/ min

S EETEY BIER Fz FaEhEER BIELR Fz FaEhEER BIELR Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
9950 0.005 -0.020 6760 0.005-0.015 3980 0.005-0.015
7960 0.005 - 0.025 5410 0.005 - 0.020 3180 0.005-0.015
6630 0.005-0.030 4510 0.005 - 0.025 2650 0.005-0.015
4970 0.010 - 0.045 3380 0.005 - 0.030 1990 0.01 -0.02
3980 0.010 - 0.055 2710 0.010-0.035 1590 0.01-0.02
3320 0.010 - 0.065 2250 0.01-0.04 1330 0.01-0.02
2490 0.02-0.08 1690 0.01-0.05 990 0.010-0.025
1990 0.02 - 0.09 1350 0.01 - 0.06 800 0.010 - 0.025

b g = g

&l 2 gumgars | L d

WHIME T3/ $R i A%l A REEH
Work S45C/FC SCM / SKT / SKD / SCr SCM / SKT / SKD SUS3/SUS4
Material 20 HRC 30 HRC 45 HRC
IHIRE min max min max min max min max
Cut:i/flgFS,\geed 328.0840 590.5512 328.0840 492.1260 229.6588 328.0840 131.2336 196.8504
BH1EDC Inches per Tooth
inch mm min max min max min max min max
0.1575 4 0.0002 0.0010 0.0002 0.0008 0.0002 0.0006 0.0002 0.0006
0.1969 5 0.0002 0.0012 0.0002 0.0010 0.0002 0.0008 0.0002 0.0006
0.2362 6 0.0002 0.0016 0.0002 0.0012 0.0002 0.0010 0.0002 0.0006
0.3150 8 0.0004 0.0020 0.0004 0.0018 0.0002 0.0012 0.0004 0.0008
0.3937 10 0.0004 0.0024 0.0004 0.0022 0.0004 0.0014 0.0004 0.0008
0.4724 12 0.0004 0.0028 0.0004 0.0026 0.0004 0.0016 0.0004 0.0008
0.6299 16 0.0008 0.0035 0.0008 0.0031 0.0004 0.0020 0.0004 0.0010
0.7874 20 0.0008 0.0039 0.0008 0.0035 0.0004 0.0024 0.0004 0.0010
Conditions IR =45 ] THIBE =15
EIHMEHEFE 2D - Instruction for cutting conditions:

AEREES - MESHRERREA -
QEEEAWHIM ILMA RN

Q7IR&mIREEA - BESMRRERLSEREERN

FIEWE(ER SIS T BIRE -

@FERBATHISHEEE  BRMIIER » SEe 2Lt -
TH3RET ~ INTEMUALREIER SRR HISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



APEFFEs YIEIIRGR

Solid Carbide End Mills-Cutting Condition Table

AHEll/EESIL Metric (mm) / Driling

HRHIAE
Work
Material

v Bl
S45C/FC
20 HRC

aEE

SCM/ SKT / SKD / SCr
30 HRC

t}]EJi/EEnVc 100 - 180 m / min 100 - 150 m / min
Cutting Speed

H1§ DC FEIgR BIERFz FaEgR TR Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth
4 11940 0.005 - 0.025 9950 0.005 - 0.020
5 9550 0.005 - 0.030 7960 0.005 - 0.025
6 7960 0.005 - 0.040 6630 0.005 - 0.030
8 5970 0.01-0.05 4970 0.010 - 0.045
10 4770 0.01-0.06 3980 0.010 - 0.055
12 3980 0.01-0.07 3320 0.010 - 0.065

16 2980 0.02-0.09 2490 0.02-0.08

20 2390 0.02-0.10 1990 0.02-0.09

B/ =E 3L Imperial (inch) / Drlling

WHIME IR/ RS A%
Work S45C/FC SCM / SKT / SKD / SCr
Material 20 HRC 30 HRC
TIHIRE min max min max
Vc SFM
Cutting Speed 328.0840 590.5512 | 328.0840 492.1260
B8 DC Inches per Tooth
inch mm min max min max
0.1575 4 0.0002 0.0010 0.0002 0.0008
0.1969 5 0.0002 0.0012 0.0002 0.0010
0.2362 6 0.0002 0.0016 0.0002 0.0012
0.3150 8 0.0004 0.0020 0.0004 0.0018
0.3937 10 0.0004 0.0024 0.0004 0.0022
0.4724 12 0.0004 0.0028 0.0004 0.0026
0.6299 16 0.0008 0.0035 0.0008 0.0031
0.7874 20 0.0008 0.0039 0.0008 0.0035
18
EIHMEHEFEZAAD - Instruction for cutting conditions:

AEREES - MESHRERREA -

QEEEAWHIM IRMA RN

Q7IR&mIREIEIA - BESMRRERLSEREERN
FIEWE(ER SIS T RIRE -

@FRBATHISHEEE  BRMIIER » SEES 2Lt -
TH3RET ~ INTEMUALREIER SRR HISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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MmMAXERAT%5 AEROSPACE C'UITlNG TOOLS SERIE ‘

o ANETDEx AR T 3R
2 AN TR RS - MR E NS -

Unequal flute design reduce the friction with the workpiece,
Lower machining chatter and noise .

> R REBIE T FIRhE
B ETERE
YENNT] B &AM R & KRB XS 22

The special R-shaped groove and unequal
helix angle design, increase the rigidity
of the tool and chip removal space.

o JIEKE

JLC BREWERSHERE
FuhZemER 1200 ELLE
BRRETIAESHEMIRERE
Coating: JLC exclusive composite coating,
remove chips smoothly and temperature-

resistant is above 1200 degree. Improve tool
life time and surface accuracy of workpiece.

b MBI ERE
MEHEE ~ BHEHEERES -
MLt —fg T Sl L -
Unique outer flute design,
accelerate chip out process,

double life time than the
general tools.

19

E £ 1B CUSTOMIZED || =R T A sT R 8 B4 A 4
= SERVICE | Welcome toinquiry the special SPEC

ERARHER AR A

Test Video Benchmark Test




AP4-718RESEF R/ JILC )

AP4-End Mill For Nickel Alloy 718 - 4 Flutes

* JERERTATRTR

Planmg Slotting
=3 A

L IME HwE IME
(D) (Number) ()]
AP4-0404 4 10 4 4 50 AP4L-0404 4 10 4 4 75
AP4-0506 5 13 4 6 50 AP4L-0506 5 13 4 6 75
AP4-0606 6 15 4 6 50 AP4L-0606 6 15 4 6 75/100
AP4-0808 8 20 4 8 60 AP4L-0808 8 20 4 8 75/100
AP4-1010 10 25 4 10 75 AP4L-1010 10 25 4 10 100
AP4-1212 12 30 4 12 75 AP4L-1212 12 30 4 12 100
AP4-1616 16 45 4 16 100 AP4L-1616 16 45 4 16 150
AP4-2020 20 50 4 20 100 AP4L-2020 20 50 4 20 150

AP4-718RESEFRESHT]

AP4-Corner Radius End Mill For Nickel Alloy 718 - 4 Flutes

R
N |

‘ L : Plamng slottmg
=1
4RER %1‘“ 3’]5 R% 7]%( *ﬁ?‘“ 25 i 9|*1‘“ YJF Rﬁ 7]%( ﬁf‘“ 25
(Number) (Number)

AP4-0405R 4 0.5R 4 4 AP4L-0405R 4 0.5R 4 4

AP4-0410R 4 10 1R 4 4 50 AP4L-0410R 4 10 1R 4 4 75
AP4-0605R 6 15 0.5R 4 6 50 AP4L-0605R 6 15 0.5R 4 6 75/100
AP4-0610R 6 15 1R 4 6 50 AP4L-0610R 6 15 1R 4 6 75/100
AP4-0620R 6 15 2R 4 6 50 AP4L-0620R 6 15 2R 4 6 75/100
AP4-0805R 8 20 0.5R 4 8 60 AP4L-0805R 8 20 0.5R 4 8 75/100
AP4-0810R 8 20 1R 4 8 60 AP4L-0810R 8 20 1R 4 8 75/100
AP4-0820R 8 20 2R 4 8 60 AP4L-0820R 8 20 2R 4 8 75/100
AP4-1005R 10 25 0.5R 4 10 75 AP4L-1005R 10 25 0.5R 4 10 100
AP4-1010R 10 25 1R 4 10 75 AP4L-1010R 10 25 1R 4 10 100
AP4-1020R 10 25 2R 4 10 75 AP4L-1020R 10 25 2R 4 10 100
AP4-1205R 12 30 0.5R 4 12 75 AP4L-1205R 12 30 0.5R 4 12 100
AP4-1210R 12 30 1R 4 12 75 AP4L-1210R 12 30 1R 4 12 100
AP4-1220R 12 30 2R 4 12 75 AP4L-1220R 12 30 2R 4 12 100
AP4-1605R 16 45 0.5R 4 16 100 AP4L-1605R 16 45 0.5R 4 16 150
AP4-1610R 16 45 1R 4 16 100 AP4L-1610R 16 45 1R 4 16 150
AP4-1620R 16 45 2R 4 16 100 AP4L-1620R 16 45 2R 4 16 150
AP4-2010R 20 50 1R 4 20 100 AP4L-2010R 20 50 1R 4 20 150
AP4-2020R 20 50 2R 4 20 100 AP4L-2020R 20 50 2R 4 20 150

PIHIME#ER Cutting Condition P.23-P.24
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MmMAXERATI%5 AEROSPACE C'UITlNG TOOLS SERIE ‘

! AP5 End Mill For Nickel Alloy 718 - 5 Flutes

— 5] BT E

RI#ER - BERASERLT
HRSFER4TIEM2RLLE - SaGES ©

5 flutes high-rigidity design for side milling, excellent finished

surface quality. The overall F-value is increased more than 20%
compared with the 4 flutes type, extends the tool's lifespan.

o JIASEE

JLC BREWEEAIERE
PUAEEMHE 1200 ELLE
BMIRE ) ASHENIRERE
Coating: JLC exclusive composite coating,
remove chips smoothly and temperature-resistant

is above 1200 degree. Improve tool life time and
surface accuracy of workpiece.

S EHIIO&E
SEETHRELIHEIE -
ERRSIERME -
Special flute design,

no need to reduce
the cutting feeds.

21
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BERFER A B g A &
Test Video Benchmark Test




AP5-718RES BRI/ JILC )

AP5-End Mill For Nickel Alloy 718 - 5 Flutes

* JERERTAIRTR

‘ L ‘ qll Planmg SIottmg
St gs
i é’H‘“ mr« 4R 9#1“‘ 7]% 7]%1 W‘“
(Number) T (Number)

AP5-0404 4 5 4 AP5L-0404 4 5 4
AP5-0506 5 13 5 6 50 AP5L-0506 5 13 5 6 75
AP5-0606 6 15 5 6 50 AP5L-0606 6 15 5 6 75/100
AP5-0808 8 20 5 8 60 AP5L-0808 8 20 5 8 75/100
AP5-1010 10 25 5 10 75 AP5L-1010 10 25 5 10 100
AP5-1212 12 30 5 12 75 AP5L-1212 12 30 5 12 100
AP5-1616 16 45 5 16 100 AP5L-1616 16 45 5 16 150
AP5-2020 20 50 5 20 100 AP5L-2020 20 50 5 20 150
A\ =1 B

AP5-7188RES El2E%7]

AP5-Corner Radius End Mill For Nickel Alloy 718 - 5 Flutes

N . |

ql; Planing Slotting

& B < [ Ug

4Rk IME AR MR
(Number) (D) (Number) (D)
AP5-0405R 4 10 0.5R 5 4 50 AP5L-0405R 4 10 0.5R 5 4 75
AP5-0410R 4 10 1R 5 4 50 AP5-0410R 4 10 1R 5 4 75
AP5-0605R 6 15 0.5R 5 6 50 AP5L-0605R 6 15 0.5R 5 6 | 75/100
AP5-0610R 6 15 1R 5 6 50 AP5-0610R 6 15 1R 5 6 | 75/100
AP5-0620R 6 15 2R 5 6 50 AP5-0620R 6 15 2R 5 6 | 75/100
AP5-0805R 8 20 0.5R 5 8 60 AP5L-0805R 8 20 0.5R 5 8 | 75/100
AP5-0810R 8 20 1R 5 8 60 AP5L-0810R 8 20 1R 5 8 | 75/100
AP5-0820R 8 20 2R 5 8 60 AP51-0820R 8 20 2R 5 8 | 75/100
AP5-1005R 10 25 0.5R 5 10 75 AP5L-1005R 10 25 0.5R 5 10 100
AP5-1010R 10 25 1R 5 10 75 AP5L-1010R 10 25 1R 5 10 100
AP5-1020R 10 25 2R 5 10 75 AP5L-1020R 10 25 2R 5 10 100
AP5-1205R 12 30 0.5R 5 12 75 AP5L-1205R 12 30 0.5R 5 12 100 22
AP5-1210R 12 30 1R 5 12 75 AP5L-1210R 12 30 1R 5 12 100
AP5-1220R 12 30 2R 5 12 75 AP5L-1220R 12 30 2R 5 12 100
AP5-1605R 16 45 0.5R 5 16 100 AP5L-1605R 16 45 0.5R 5 16 150
AP5-1610R 16 45 1R 5 16 100 AP5L-1610R 16 45 1R 5 16 150
AP5-1620R 16 45 2R 5 16 100 AP5L-1620R 16 45 2R 5 16 150
AP5-2010R 20 50 1R 5 20 100 AP5L-2010R 20 50 1R 5 20 150
AP5-2020R 20 50 2R 5 20 100 AP5-2020R 20 50 2R 5 20 150

PIHI{%4R Cutting Condition P.23-P.24
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AP4/AP5-7188Eassmun/ERN YIEIRER

Solid Carbide End Mills-Cutting Condition Table

A /BIFEEIE Metric (mm) / Side Milling
AT E

Work
Material

EIHIRE Ve
m/ min
Cutting Speed

BEEDC
mm

20

P ITESES
Cutting
Conditions

25-40m/min

FEhEER
Speed Rpm

5170
3450
2590
2070
1720
1290
1030
860

650

520

BIELR Fz
mm / tooth

0.010-0.015
0.01-0.02
0.01-0.03

0.015-0.040
0.02-0.05
0.02-0.05
0.03-0.06
0.03-0.07
0.04-0.08
0.04 -0.09

B /BIELH Imperial (inch) / Side Milling
W HIAAE

Work
Material

IR
Vc SFM
Cutting Speed
H€DC

inch mm

0.0787
0.1181
0.1575
0.1969

o U A W N

0.2362
03150 8
03937 | 10
04724 12
0.6299 | 16
0.7874 20
PSS

Cutting
Conditions

UIHIMRERZRAD -
OFEEEREES - MESHRERRKE -
QEEEAWHIM RMA RN

min

82.0210

min
0.0004
0.0004
0.0004
0.0006
0.0008
0.0008
0.0012
0.0012
0.0016
0.0016

max

131.2336

max
0.0006
0.0008
0.0012
0.0016
0.0020
0.0020
0.0024
0.0028
0.0031
0.0035

Q7IRmIREIIER » BESMRRERLSEREERN
FIEWE(ER SIS T BIRE -

@FRBATHISHEEE - BRIMIIER > SIS 2Lt -
TH3RE ~ INTERUIALREIER - SREIHISEURAFE

fIN=FH

Ti 6Al - 4V

60 -80m/ min

ESiETEY
Speed Rpm

11140
7430
5570
4460
3710
2790
2230
1860
1390
1110

Ap=15D
Ae=0.2D

BIERFz

mm / tooth
0.01-0.02
0.01-0.03
0.01 -0.04
0.015 - 0.050
0.02 - 0.06
0.02 - 0.06
0.03 -0.07
0.03 -0.08
0.04 - 0.08
0.04-0.10

Kas®
Ti 6Al - 4V
min max
196.8504 262.4672
Inches per Tooth
min max
0.0004 0.0008
0.0004 0.0012
0.0004 0.0016
0.0006 0.0020
0.0008 0.0024
0.0008 0.0024
0.0012 0.0028
0.0012 0.0031
0.0016 0.0031
0.0016 0.0039
Ap=15D |2
Ae 02D i

Instruction for cutting conditions:

70-90 m/ min

FahaRR
Speed Rpm

12730
8490
6370
5090
4240
3180
2550
2120
1590
1270

min

229.6588

min
0.0004
0.0004
0.0004
0.0006
0.0008
0.0008
0.0012
0.0012
0.0016
0.0016

BIES Fz
mm / tooth

0.01-0.02
0.01-0.03
0.01-0.04
0.015 -0.050
0.02-0.06
0.02 - 0.06
0.03-0.07
0.03-0.08
0.04-0.08
0.04-0.10

max

295.2756

max
0.0008
0.0012
0.0016
0.0020
0.0024
0.0024
0.0028
0.0031
0.0031
0.0039

(DPlease use equipment and fixtures with high precision and high rigidity.
(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



AP4/AP5-718Eassms/ERN PIHIMRMEER JLC)

Solid Carbide End Mills-Cutting Condition Table

NE/5ELIE Metric (mm) / Slot Milling

eI E e
Work Ti 6Al - 4V
Material
EIHIRE Ve
m/min 20-30m/min 50-70m/ min 60-80m/min
Cutting Speed
B8 DC FEhEER )R Fz FohEER YR Fz FEhagiR SR Fz
mm Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 3980 0.010-0.015 9550 0.01-0.02 11140 0.01-0.02
3 2650 0.010-0.020 6370 0.01-0.03 7430 0.01-0.03
4 1990 0.015-0.025 4770 0.015-0.035 5570 0.015-0.035
5 1590 0.015-0.030 3820 0.015 - 0.040 4460 0.015 - 0.040
6 1330 0.020 - 0.040 3180 0.020 - 0.045 3710 0.020 - 0.045
8 990 0.020 - 0.045 2390 0.02 - 0.05 2790 0.02-0.05
10 800 0.025 -0.050 1910 0.025 -0.06 2230 0.025-0.06
12 660 0.025 - 0.055 1590 0.03-0.07 1860 0.03-0.07
16 500 0.03 -0.06 1190 0.04 - 0.09 1390 0.04 -0.09
20 400 0.03 -0.07 950 0.05-0.10 1110 0.05-0.10
PLEIGSES B
Cutting Ap =0.25D
Conditions Lae

B /58040 Imperial (inch) / Slot Milling

A E F7N=F
Work Ti 6Al - 4V
Material
PIHIRE min max min max min max
Vc SEM
Cutting Speed 65.6168 98.4252 164.0420 229.6588 196.8504 262.4672
Ei®DC Inches per Tooth
inch mm min max min max min max
0.0787 2 0.0004 0.0006 0.0004 0.0008 0.0004 0.0008
0.1181 3 0.0004 0.0008 0.0004 0.0012 0.0004 0.0012
0.1575 4 0.0006 0.0010 0.0006 0.0014 0.0006 0.0014
0.1969 5 0.0006 0.0012 0.0006 0.0016 0.0006 0.0016
0.2362 6 0.0008 0.0016 0.0008 0.0018 0.0008 0.0018
0.3150 8 0.0008 0.0018 0.0008 0.0020 0.0008 0.0020
0.3937 10 0.0010 0.0020 0.0010 0.0024 0.0010 0.0024
0.4724 12 0.0010 0.0022 0.0012 0.0028 0.0012 0.0028
0.6299 16 0.0012 0.0024 0.0016 0.0035 0.0016 0.0035
0.7874 20 0.0012 0.0028 0.0020 0.0039 0.0020 0.0039
PIJIESES o 24
Cutting Ap =025D ™
Conditions S
PIERAHERZRAD | Instruction for cutting conditions:
OBERRES - SR ERKEA (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWEIM LA A RZANE (QPlease use the suitable cooling method and coolant for the workpiece.
QTIRHEDFEAHF - FARSARBESESEEEER - @It is necessary to measure deflection before the cutting tool to be assembled in the arbor.
RIERE(EF BB T BI8IR - Improper use may lead the tool damaged.
@ARFEATHISHELEE » BEMIIER - AREE 2 @This table is for the reference. Please according to the rigidity of the machine,

T3S ~ INTEAIEAREZIER ~ BHERETIHIS S REE - workpiece clamping and the part processing method to adjust the parameter.
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MmMAXERAT%5 AEROSPACE C'UITING TOOLS SERIES

‘ P9-718

AP9 End Mill For Nickel Alloy 718 - 9 Flutes

BESSSAT]

B tEREES

o [FETRBBIRTIT] o
BIEMENBIERG - EMESE
REOERT « TR
INE » D RARRBEB AL -
BT BB R R AR B
NIIRERE - EE—FiRE
BRI T3K o

Effectively cut off the chips and
reduce heat damage on the flute.
The excellent chip breaker design
cut off the chips smoothly under
high feed rates and reduce the
long filamentary waste. In addition
to effectively preventing waste
chips and thermal heat from
gathering on the flute and
repeated milling.

EnfEfERER
Chip Breaker
Groove design

significantly.

_° NLIJEREt
BEMNTIEEE
BUBREERAERE
FmELL L - BER

7R SRR IMER -
Nine flutes design. The professional nine

flutes design leads the cutting speed to twice
the original and improves processing efficiency

BERFER A B A& A &
Test Video Benchmark Test

o SEmX
EEMARITERRINESEMAK @ iR EER
BEMMMANY - REEUHINSIERR -

Increased core diameter. By increasing the core
diameter both of the bottom flute and cutting length,
it provides greater stability and durability performance
in overall milling process.

RS
A

L;@%MI&EEMI

LEEREHER RIS HIENRE M TANBAR N T - BEE B E
FEFRPEEEIRE D E2fERIMERIEF - /%ET%'ESEDD
TIRIBREK  BRFERENEENE -

Dynamic and Trochoidal process. This design is especially
. for dynamic and trochoidal process. It can achieve at
" least 1to 2 times efficiency improvement in these
\ \ specific applications and fit the higher standard
environment to ensure the stable process.

o BB EEE R

JLC—BRER B REMERE G HERER
fly - EIEINT)EMIEN - STERES
R KSR H At E R D HIAVHEE o

Imported European carbide round
bar and coating technology. JLC
keep using European carbide
round bar and composite

coating to make sure each
tool more wear resistant
and longer life time. It
provides the best milling
solution for aerospace
and other industries.

v

’
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AP9-718RESEFRESHT] JLC )

AP9-Corner Radius End Mill For Nickel Alloy 718 - 9 Flutes

d * JFRER TR &

Planing
g?,ﬁ" = [ =

Hwsir T

(Number) (T)

AP9-0805R 8 20 0.5R 9 8 60
AP9-0808R 8 20 0.8R 9 8 60
AP9-0810R 8 20 1R 9 8 60
AP9-0820R 8 20 2R 9 8 60
AP9-1005R 10 25 0.5R 9 10 75
AP9-1010R 10 25 1R 9 10 75
AP9-1020R 10 25 2R 9 10 75
AP9-1205R 12 32 0.5R 9 12 75
AP9-1210R 12 32 1R 9 12 75
AP9-1220R 12 32 2R 9 12 75
AP9-1230R 12 32 3R 9 12 75
AP9-1605R 16 45 0.5R 9 16 100
AP9-1610R 16 45 1R 9 16 100
AP9-1620R 16 45 2R 9 16 100
AP9-1630R 16 45 3R 9 16 100
AP9-1640R 16 45 4R 9 16 100
AP9-2005R 20 50 0.5R 9 20 100
AP9-2010R 20 50 1R 9 20 100

AP9-718RESEERE&HK] (EEE)

AP9-Corner Radius End Mill For Nickel Alloy 718 ( Chip Breaker Groove ) - 9 Flutes

Planing
gﬂf = |

mot 788
(Number) )
APOX-0805R 8 20 0.5R 9 8 60
AP9X-0810R 8 20 1R 9 8 60
APOX-1005R 10 25 0.5R 9 10 75 26
AP9X-1010R 10 25 1R 9 10 75
AP9X-1205R 12 32 0.5R 9 12 75
AP9X-1210R 12 32 1R 9 12 75
AP9X-1605R 16 45 0.5R 9 16 100
APIX-1610R 16 45 1R 9 16 100
APOX-2005R 20 50 0.5R 9 20 100
AP9X-2010R 20 50 1R 9 20 100

PIHI%42R Cutting Condition P.29



AP9-718RESEEREEHI(KRIE)

AP9-Corner Radius End Mill For Nickel Alloy 718 ( Long Flute ) - 9 Flutes

* JFRER TR &

R
(Number)
AP9L-1210R 12 52 1R 9 12 100
AP9L-1210RS 12 62 1R 9 12 110
APIL-1610R 16 66 1R 9 16 120
AP9L-1610RS 16 82 1R 9 16 150

AP9-718RESEEREEHR] (RIB/EREE)

AP9-Corner Radius End Mill For Nickel Alloy 718 ( Long Flute/Chip Breaker Groove ) - 9 Flutes

HRsin IME
(Number)
APILX-1210R 12 52 1R 9 12 100
APILX-1210RS 12 62 1R 9 12 110
APILX-1610R 16 66 1R 9 16 120
APILX-1610RS 16 82 1R 9 16 150

27

EIHIMEHZER Cutting Condition P.30



AP9-718RESEERE LMK (RIAE) JLC D

AP9-Corner Radius End Mill For Nickel Alloy 718 ( Long Neck) - 9 Flutes

R H N
AN — L -
N —
o * JEAEHE R T AT 5T BY
| ? | N
} NL ‘
|

A Planing

g

(Number) ) (N)
APINL-1250 12 18 1R 1.4 50 9 12 100
APONL-1262 12 18 1R 114 62 9 12 110
APINL-1666 16 35 1R 15.2 66 9 16 120
APONL-1682 16 35 1R 15.2 82 9 16 150

AP9-718RESEERESHK] (RIRE/EREE)

AP9-Corner Radius End Mill For Nickel Alloy 718 ( Long Neck/Chip Breaker Groove ) - 9 Flutes

A Planing
B EYE

HRsi gag

(Number) (N)
APINLX-1250 12 27 1R 11.4 50 9 12 100
APINLX-1262 12 27 1R 114 62 9 12 110
APINLX-1666 16 35 1R 15.2 66 9 16 120
APINLX-1682 16 35 1R 15.2 82 9 16 150

28

IHIMEHER Cutting Condition P.30
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AP9-718EassmEas ) (Een) PIEHIEMHER

Solid Carbide End Mills-Cutting Condition Table

A/ RIE LA/ R80T Metric (mm) / Side Milling / Trochoidal Milling

HHIME

Work
Material

Tk R/ SR
S45C/FC
20 HRC

S
SCM / SKT / SKD / SCr

HESE

Inconel 718

78k
Ti 6Al - 4V

PIHIERRE Ve
m/ min 160 - 220 m / min 140 - 200 m / min 120 - 190 m / min 35-50m/min 80-110m/ min
Cutting Speed
BHEDC THITR BYER Fz| TEHIER SR Fz| MR SYEGEFz| TEER SYERFz MR S8IEREFR:
mm Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth
8 7560 0.08 -0.16 6760 0.06 - 0.15 6170 0.02 - 0.05 1690 0.02 - 0.04 3780 0.02 - 0.06
10 6050 0.09-0.17 5410 0.07 -0.16 4930 0.03 - 0.06 1350 0.02 - 0.05 3020 0.03-0.07
12 5040 0.10- 0.18 4510 0.08 -0.17 4110 0.03-0.07 1130 0.02 -0.05 2520 0.03-0.08
16 3780 0.11-0.19 3380 0.09-0.18 3080 0.04 - 0.08 850 0.03 - 0.06 1890 0.04 - 0.08
20 3020 0.12-0.20 2710 0.10-0.19 2470 0.05-0.09 680 0.03 -0.07 1510 0.04-0.10
PTG 2
Cutting Ae =0.07D »
Conditions Ae

BE I /RIEEIE /R4 T Imperial (inch) / Side Milling / Trochoidal Milling

A E Tk =8/ R S B BESE Ha®
Work S45C/FC SCM / SKT / SKD / SCr SUS304 Inconel 718 Ti 6Al - 4V
Material 20 HRC
TIEIRE min max min max min max min max min max
Vc SFM
Cutting Speed 524.9344 721.7848 459.3176 656.1680 393.7008 623.3596 114.8294 164.0420 262.4672 360.8924
BH1EDC Inches per Tooth
inch mm min max min max min max min max min max
0.3150 8 0.0031 0.0063 0.0024 0.0059 0.0008 0.0020 0.0008 0.0016 0.0008 0.0024
0.3937 10 0.0035 0.0067 0.0028 0.0063 0.0012 0.0024 0.0008 0.0020 0.0012 0.0028
0.4724 12 0.0039 0.0071 0.0031 0.0067 0.0012 0.0028 0.0008 0.0020 0.0012 0.0031
0.6299 16 0.0043 0.0075 0.0035 0.0071 0.0016 0.0031 0.0012 0.0024 0.0016 0.0031
0.7874 20 0.0047 0.0079 0.0039 0.0075 0.0020 0.0035 0.0012 0.0028 0.0016 0.0039
Pl ES ‘%L
Cutting Ae =0.07D ]
Conditions he
EIHME-EFEZEAD Instruction for cutting conditions:

AEREES - MESHRERREA -

QEEEAWHIM MBI

Q7IR&mIREIER > BESMRRERLSEREERN
FIEWE(ER SIS T BIRE -

@FRBATHISHEEE - BRMIIER » SEEe 2Lt -
TH3RET ~ INTEMUALREIER SRR HISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

QItis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



AP9-7188EacEmERS(ENR/sER) YIEHIFHEHER

JLCH

Solid Carbide End Mills-Cutting Condition Table

A/ RIE LA/ R80T Metric (mm) / Side Milling / Trochoidal Milling

HRHEIAE TR Z 3/ sR i AEif RESE HKas
Work S45C/FC SCM / SKT / SKD / SCr Inconel 718 Ti 6Al - 4V
Material 20 HRC
PIHIERRE Ve
m/ min 130 - 190 m / min 110-170 m / min 90 - 160 m / min 25-40m/ min 60 -90 m / min
Cutting Speed
BHEDC THIRR BYER Fz| TEIER SYERFz| MR SYEGEFz| TEER SIERFz| MR S8IERFR:
mm Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth
12 4240 0.03-0.16 3710 0.03-0.15 3320 0.02 - 0.06 860 0.01-0.03 1990 0.02 -0.05
16 3180 0.03-0.17 2790 0.03-0.16 2490 0.03 - 0.07 650 0.02 - 0.04 1490 0.03 -0.06
PGS o
Cutting Ae =0.04D =
Conditions Ae

BE I /RIEEIE /R4 T Imperial (inch) / Side Milling / Trochoidal Milling

A E Tk =8/ R S B BESE Ha®
Work S45C/FC SCM / SKT / SKD / SCr SUS304 Inconel 718 Ti 6Al - 4V
Material 20 HRC
TIEIRE min max min max min max min max min max
Vc SFM
Cutting Speed 426.5092 623.3596 360.8924 557.7428 295.2756 524.9344 82.0210 131.2336 196.8504 295.2756
BH1EDC Inches per Tooth
inch mm min max min max min max min max min max
0.4724 12 0.0012 0.0063 0.0012 0.0059 0.0008 0.0024 0.0004 0.0012 0.0008 0.0020
0.6299 16 0.0012 0.0067 0.0012 0.0063 0.0012 0.0028 0.0008 0.0016 0.0012 0.0024
PSS 2
Cutting Ae =0.04D H
Conditions he
30
EIHME-EFEZEAD Instruction for cutting conditions:

AEREES - MESHRERREA -
QEEEAWHIM MBI
Q7IR&mIREIER > BESMRRERLSEREERN

FIEWE(ER SIS T BIRE -
@ARERTHSHERE  BRMTIER  BEa @it -

TH3RET ~ INTEMUALREIER SRR HISEURAFE -

(DPlease use equipment and fixtures with high precision and high rigidity.
(@Please use the suitable cooling method and coolant for the workpiece.

QItis necessary to measure deflection before the cutting tool to be assembled in the arbor.

Improper use may lead the tool damaged.
@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



APB

APB-Bullet-Shaped Design-Ball End Mill - 2 Flutes ‘

AREINANZ AR

Enlarge the static point to prevent damage.

o MAIE A HEE A EREEIE D R RS

Increase the bottom chip out angle to reduce cutting
resistance and chip accumulation.

lI%ﬁ%ﬁﬁ*
 ERERSRA]
BB FE R HI A SR T -
MITHREESS  EBIE -
TohEh  THNXREENMER -
For ditch and profile process with bullet-shaped

cutting groove. Easy to remove chips and the
surface is more equal than general type.

o BRERRIEM - THRIBE
=R T) )RS R HIBR R K
RS AV B NS -

Selected carbide round bar from
Europe high rigidity flutes lead

the effect of lower tools chatter
and processing noise.

LLUE%!
JLC EEMEERER - BNEESR
RETABGENIREREE -

Coating: JLC exclusive coating

(ball end mill static point is covered )
improve tool life time and surface
accuracy of workpiece.

31
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BERFER A B g A &
Test Video Benchmark Test




APBF3&¥k7] - 23]

APB-Bullet-Shaped Design-Ball End Mill - 2 Flutes

miR

(Number)

R

(R)

JLCH

* JFRER TR &

§‘\ X Profiling
= e

APB0204
APB0304
APB0404
APB0606
APB0808
APB1010
APB1212
APB1616
APB2020

1R
1.5R
2R
3R
4R
5R
6R
8R
10R

BT

(R)

o A W N

10
12
16
20

5
(D)

12
16
20
24
32
40

N NN N NN NNN

4 50
4 50
4 50
6 50
8 60
10 75
12 75
16 100
20 100

APBS0204
APBS0304
APBS0404
APBS0606
APBS0808
APBS1010
APBS1212
APBS1616
APBS2020

1R
1.5R
2R
3R
4R
5R
6R
8R
10R

o A W N

10
12
16
20

12
16
20
24
32
40

N N NN NN NN

4 75
4 75
4 75
6 75/100
8 75/100
10 100
12 100
16 150
20 150

EIHI%{E &R Cutting Condition P.35-P.36
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APN

APN-Bullet-Shaped Design-Ball End Mill - 4 Flutes ‘ A

> ¥55%F o T BIER Bt
AART]OER AERET - IMAREBRHELIHIFES -

Special bullet shape design, improve anti-chipping function,
large bottom angle to reduce cutting resistance.

 BEERIEM - HEBE
\ =R T] T FERE EHN I BR IR K
N B RS BN -
Selected carbide round bar from
Europe high rigidity flutes lead

the effect of lower tools chatter
and processing noise.

lIEm#ﬁﬁ 1\

Eﬁﬁ?ﬁ%ﬂ’]?%ﬁifﬂﬁl FEZRAANL -
MITHREEST > ZEHE
TER THNREEMER -

For ditch and profile process with
bullet-shaped cutting groove.

Easy to remove chips and the surface
is more equal than general type.

o JIEEE
JLC SEIMERER  ENEEEE
REJJESHBENIRARE °

Coating: JLC exclusive coating
(ball end mill static point is covered )
improve tool life time and surface

accuracy of workpiece.
33

E £ 1B CUSTOMIZED || =R T A aT R B8 B4 A 4
= SERVICE | Welcome toinquiry the special SPEC

BERFER A B g A &
Test Video Benchmark Test




APN-F3&EEK7] - 47]

APN-Bullet-Shaped Design-Ball End Mill - 4 Flutes

JLCH

* JFRER TR &

Be GG

RS BRFE IME

(Number) (R) ((3)]
APN0204 1R 2 4
APNO0304 1.5R 3 6
APN0404 2R 4 8
APNO0606 3R 6 12
APN0808 4R 8 16
APN1010 5R 10 20
APN1212 6R 12 24
APN1616 8R 16 32
APN2020 10R 20 40

B N - T - T - B R - S

4 50
4 50
4 50
6 50
8 60
10 75
12 75
16 100
20 100

AR BREE IME
(Number) (R) ()
APNS0204 1R 2 4
APNS0304 1.5R 3 6
APNS0404 2R 4 8
APNS0606 3R 6 12
APNS0808 4R 8 16
APNS1010 5R 10 20
APNS1212 6R 12 24
APNS1616 8R 16 32
APNS2020 10R 20 40

B L - T - R S O

4 75
4 75
4 75
6 75/100
8 75/100
10 100
12 100
16 150
20 150

EIHIMEHZER Cutting Condition P.35-P.36
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718usassmEnann HIEMGR

Solid Carbide End Mills-Cutting Condition Table

/L-\\fﬁ“ Metric (mm)

HRHIAE
Work
Material
EIHIERRE Ve
m/ min 20-40 m/ min
Cutting Speed
B¥DC FER FahEsiR BIERFz
mm mm Speed Rpm mm / tooth
2 1R 4770 0.01-0.02
3 1.5R 3180 0.010 - 0.025
4 2R 2390 0.01-0.03
6 3R 1590 0.015 - 0.040
8 4R 1190 0.015-0.050
10 5R 950 0.015 - 0.060
12 6R 800 0.02 - 0.07
16 8R 600 0.02 - 0.08
20 10R 480 0.02-0.09
P INESES
Cutting
Conditions
PIERHERZRAD |

OBEABES « MESRERRE

QEEEAWHIM ORMA RN

Q7IR&mIREER > BESMRRERLSEREERN
FIEWEER SIS T BIRE -

@AREATHSHERE » BRMTIER  BEa @it -

TH3RET ~ INTEMUIALREIER  SREHISEURAFE -

7N

Ti 6Al - 4V

60 - 80 m / min 80-100 m/ min
FEhEER BIELEFz FafEgR BIELR Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth
11140 0.01-0.03 14320 0.01-0.03
7430 0.01-0.04 9550 0.01-0.04
5570 0.015-0.050 7160 0.015-0.050
3710 0.015 - 0.060 4770 0.015 - 0.060
2790 0.02-0.07 3580 0.02-0.07
2230 0.02-0.08 2860 0.02-0.08
1860 0.025-0.090 2390 0.025-0.090
1390 0.025 - 0.090 1790 0.025 - 0.090
1110 0.03-0.10 1430 0.03-0.10
£
Ap =0.025D L2e]
Ae =0.04D

Instruction for cutting conditions:

(DPlease use equipment and fixtures with high precision and high rigidity.

(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



718ngasmmuagn YJHIRER JILC )

Solid Carbide End Mills-Cutting Condition Table

Bl Imperial (inch)

A E 1N =
Work Ti 6Al - 4V
Material
PIHIRE min max min max min max
Vc SEM
Cutting Speed 65.6168 131.2336 196.8504 262.4672 262.4672 328.0840
H€DC FER Inches per Tooth
inch mm inch mm min max min max min max
0.0787 2 0.0394R 1R 0.0004 0.0008 0.0004 0.0012 0.0004 0.0012
0.1181 3 0.0591R 1.5R 0.0004 0.0010 0.0004 0.0016 0.0004 0.0016
0.1575 4 0.0787R 2R 0.0004 0.0012 0.0006 0.0020 0.0006 0.0020
0.2362 6 0.1181R 3R 0.0006 0.0016 0.0006 0.0024 0.0006 0.0024
0.3150 8 0.1575R 4R 0.0006 0.0020 0.0008 0.0028 0.0008 0.0028
0.3937 10 0.1969R = 5R 0.0006 0.0024 0.0008 0.0031 0.0008 0.0031
0.4724 12 0.2362R 6R 0.0008 0.0028 0.0010 0.0035 0.0010 0.0035
0.6299 16 0.3150R 8R 0.0008 0.0031 0.0010 0.0035 0.0010 0.0035
0.7874 20 0.3937R | 10R 0.0008 0.0035 0.0012 0.0039 0.0012 0.0039
PIHIMSHE Iz
Cutting Ap = 0.025D |Ae |
Conditions Ae =0.04D
36
PIERHERZRAD | Instruction for cutting conditions:
OB ERRES - Mt RERRE (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWHIM LA A RZANE (Please use the suitable cooling method and coolant for the workpiece.
QTIRHEIFETHF - BASARBESESEEEER - @It is necessary to measure deflection before the cutting tool to be assembled in the arbor.
RIERE(EF SiEmM T EI8IE - Improper use may lead the tool damaged.
@ARFERTHISHELEE » BEMIIER - AREa 2 @This table is for the reference. Please according to the rigidity of the machine,

TH5E ~ INTERIEARZIER ~ HRETIHIS SRS - workpiece clamping and the part processing method to adjust the parameter.
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AP Series : Multiple Function Ball End mill (Bullet Shaped)

(FEHRT )

]

° f AR R XM S TtDHEI © o IR tIEIEHEMIR
SR EEVEEER - 15 , m - EmREATIENISS
MTJEEFREE - ZTIRIERET ~ EMTENTIE - EEEUEIEREF - FEEN
BETER—FFE R EITE ZHH - Mt - FEHBESILE SRERETIREIRAINT
REMNIRER @ 5hl BRI MZE HE - WERTIERERAS® o
MARBEERBINL  WmES Improve milling efficiency and tool life time.
BEENEMENEK o Increasing the tool numbers of flute lead it to

achieve higher processing speed and better tool

Perfect multi-flutes design for rigidity which will be extended the tool life time.
aviation engine blades. For milling ’

aviation engine blades, the
multi-flutes design can higher §
the cutting speed and more S g
efficiency to meet high ;
precision demand on
the work piece.

o DIOMERE
IR T O & e ST ERE T E I
FLHREXRER  E—
1EANT) BRI EEREERE -
Geometry flute design. The AP special geometry
flute design and thicker bottom core diameter improve

the surface roughness of the work piece and further
uograde the overall performance of the tool in process.

o R A EFE ENR & R R EERLAE
LEERET P A EHRIEIRIE B i E R
MENRENEE  ERSERBEEMI
mEHMTEEMEENSEK -

To reach the best performance with five-axis
CNC machine. The AP design can be achieved
the best performance with five-axis CNC machine

platform. It is totally meet the high demand for
processing speed and accuracy.

o BX 17 B £ [ F: filg
JLC—ENMARBEREMEESNERR
fity - AT ELMIEE N - SaRPlus ©

Imported European carbide round bar
and coating technology. JLC keep
using European carbide round bar
and composite coating to keep
each JLC tool more wear

37 resistant and longer life time.

" 1 CUSTOMIZED | #@BER T AT R EB o AE
.-1 E ﬁa 1B SERVICE Welcome to inquiry the special SPEC
[OF:3)

BERFER A B g A &
Test Video Benchmark Test




APF5&EEkT] (Z5]8) JLC)

AP Bullet Shape Ball End Mill ( Multi-Flutes Type)

* JFRER T AT &

| - N §30 p,.,....n,,

i BRAAE Mg

(Number) (R) (T)

APB6-0606 3R 6 9 6 6 100
APB8-0808 4R 8 12 8 8 100
APB8-1010 5R 10 15 8 10 108
APB8-1212 6R 12 18 8 12 108
APB8-1616 8R 16 24 8 16 108
APB10-2020 10R 20 30 10 20 150

APF3EEKT] (FIEEL)

AP Bullet Shape Ball End Mill (Taper Type)

A

e“T: 0|4 \— ld
S : | 2, E

4w BRAAR #E IV &
(Number) (R) ()] (T)
APBC2005 2R 5° 3.83 24.86 6 100
APBC2505 2.5R 5 4,79 13.9 6 100
APBC3005 3R 5° 5.74 25.84 6 100
APBC4005 4R & 7.66 26.82 8 10 100
APBC5005 5R 5° 9.57 2779 8 12 108
APBC6005 6R 5 11.49 51.68 8 16 108
APBC8005 8R 5° 15.32 53.63 8 20 108

APFiExk 7] (REAEY)

AP Bullet Shape Ball End Mill (Long Neck-Length Type)

R
Prolllmg
So
w5 Iﬁ#?‘“ éw« <<<E1“< ﬁxﬁl% 7];& w« Z;EF
(Number) (NL) 38

APBN2008

APBN2510 2.5R 5 7.5 4.8 10 6 100
APBN3012 3R 6 9 5.8 12 6 100
APBN4016 4R 8 12 7.8 16 8 10 100
APBN5023 5R 10 15 9.8 23 8 12 108
APBN6024 6R 12 18 11.8 24 8 16 108
APBN8032 8R 16 24 15.8 32 8 20 108

PIHI%ER Cutting Condition P.39-P.40



718uEassmnag (smen) PIEEMHEER

Solid Carbide End Mills-Cutting Condition Table

niEll/ Metric (mm)

WHIE

)

Work
Material

HIZRE Vc

m/ min
Cutting Speed

HEDC| #ER
mm mm

4
5
6
8
10
12
16
20

2R
2.5R
3R
4R
5R
6R
8R

10R

P GRS

Cutting

Conditions

39

PIEIIES

{HH{ERZRA -

TR/ SR
S45C/FC
20 HRC

160 - 220 m / min

FEEE
Speed Rpm

15120
12100
10080
7560
6050
5040
3780
3020

BIELS Fz
mm / tooth

0.05-0.13
0.06-0.14
0.07-0.15
0.08 - 0.16
0.09-0.17
0.10-0.18
0.11-0.19
0.12-0.20

OBEARES « MESHRERRE
QEEEAWHIM ILMA RN
Q7IR&mIREEA - BESMRRERLSEREERN
FIEWE(ER SIS T BIRE -
@FERBATHISHEEE  BRMIIER » SEe 2Lt -
TH3RET ~ INTEMUALREIER SRR HISEURAFE -

S
SCM /SKT / SKD / SCr

140 - 200 m / min

IR
Speed Rpm

13530
10820
9020
6760
5410
4510
3380
2710

35-50m/min

BYEH Fz | FEER
mm / tooth | Speed Rpm
0.03-0.12 3380
0.04-0.13 2710
0.05-0.14 2250
0.06 -0.15 1690
0.07-0.16 1350
0.08-0.17 1130
0.09-0.18 850
0.10-0.19 680
Ap =0.07D
Ae =0.07D

BER Fz
mm / tooth

0.015-0.030
0.015 - 0.040
0.015-0.040
0.015-0.050
0.015-0.060
0.02-0.07
0.02-0.08
0.02-0.09

78—

Ti 6Al - 4V

80-110m/ min

THEE SIERFz
Speed Rpm mm / tooth
7560 0.015-0.040
6050 0.015 - 0.050
5040 0.015 -0.060
3780 0.02 -0.07
3020 0.02-0.08
2520 0.025 - 0.090
1890 0.025 -0.090
1510 0.03-0.10

Instruction for cutting conditions:

(DPlease use equipment and fixtures with high precision and high rigidity.
(@Please use the suitable cooling method and coolant for the workpiece.

90 - 120 m / min

FToER  SYERFz
Speed Rom mm / tooth
9150 0.015-0.040
7320 0.015 - 0.050
6100 0.015 - 0.060
4580 0.02 -0.07
3660 0.02-0.08
3050 0.025 - 0.090
2290 0.025 -0.090
1830 0.03-0.10

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.



718Eassmunng (smen) PIENEMHEER

Solid Carbide End Mills-Cutting Condition Table

B1ll/ Imperial (inch)

HHIAE TR s/ 8588 =F=
Work S45C/FC SCM / SKT / SKD / SCr

Material 20 HRC

DIEERE min max min max min max

Vc SFM

Cutting Speed 5249344  721.7848 | 459.3176 = 656.1680 I 114.8294
E1EDC R Inches per Tooth
inch  mm inch mm min max min max min max

0.1575 4 | 0.0787R | 2R 0.0020 0.0051 0.0012 0.0047 0.0006 0.0012
0.1969 5 | 0.0984R 2.5R| 0.0024 0.0055 0.0016 0.0051 0.0006 0.0016
0.2362 6 0.1181R | 3R 0.0028 0.0059 0.0020 0.0055 0.0006 0.0016
0.3150 8 0.1575R 4R 0.0031 0.0063 0.0024 0.0059 0.0006 0.0020
0.3937 | 10 | 0.1969R | 5R 0.0035 0.0067 0.0028 0.0063 0.0006 0.0024
0.4724 12 | 0.2362R 6R 0.0039 0.0071 0.0031 0.0067 0.0008 0.0028
0.6299 16 | 0.3150R | 8R 0.0043 0.0075 0.0035 0.0071 0.0008 0.0031
0.7874 20 0.3937R 10R 0.0047 0.0079 0.0039 0.0075 0.0008 0.0035

Pl RS

Cutting Ap =0.07D lAe |

Conditions Ae =0.07D
PIERHERZRAD | Instruction for cutting conditions:

OB EABES - MESHRERRE

QEEEAWHIM MBI

Q7IR&mIREEF - BESMRRERSEREERN
FIEWE(ER SIS T BIRE -

@FERBATHISHEEE  BRMIIER > SHES ZmE -
TH3RET ~ INTEMUALREIER  SREHISEURAFE

164.0420 I 311.6798

HEE
Ti 6Al - 4V

min

min
0.0006
0.0006
0.0006
0.0008
0.0008
0.0010
0.0010
0.0012

max

360.8924 I 295.2756

max
0.0016
0.0020
0.0024
0.0028
0.0031
0.0035
0.0035
0.0039

min

min
0.0006
0.0006
0.0006
0.0008
0.0008
0.0010
0.0010
0.0012

(DPlease use equipment and fixtures with high precision and high rigidity.
(@Please use the suitable cooling method and coolant for the workpiece.
@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.
Improper use may lead the tool damaged.
@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.

max

393.7008

max
0.0016
0.0020
0.0024
0.0028
0.0031
0.0035
0.0035
0.0039

40
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2 a5 .
»

JJW Carbide High Speed Drill With Coolant Hole - 2 Flutes

o {BHIFEM TRV ERERIZS ©
P2 SEERAS RIS T3 £ LU T AYM
HmbEEE - FRIERVEEN TH6ES
HECSEHEINT - EBHAFEE
B AE  mESEMLE
K RS HHIMRERZR -
The best tool for difficult processing
materials. JJW Drill with internal
coolant hole is special for difficult
processing material , it leads CNC
users not only to save the labor

time cost, but improve their — >
performance in various

process.

| © YRR E R ERE
BRI R EHE S RAVEE
ERT)S{REEARVERET -
RS T Rm A
EERLTZERT]
JJW-Special drill tip design. The JJW drill tip-it
combines the R-shaped groove and the tip

protection angle to improve the durability and
leads it not to be broken easily.

a1

ERARHER

Test Video

AR

Benchmark Test

BicHEE £ EE

BRI O BRURSHIENER - Bat]H
BRERRYEE - E—SEAM IR -
HEREE IR

Optimized the chip removal performance.

The JJW unique flute design improve chip removal

efficiency, it avoids chip clogging and makes chip
removal smoother during the process.

BERAENNE

EEBISHAERRET - RESTRIRIE A E
MIAMEREEIZER - 125 7 tIAI1ERE -
{5500 T2 58 NNNEss

Improve drilling efficiency more, With the unique

angle design, the drilling efficiency for difficult
process materials can be greatly improved

o STEE S EER

RS ENE S EBRIM -
\ STEBFEER T (4 BEFE B ARBTIE -
TE Stk —MEmEERA -
Advanced composite coating
technology. JJW-With advanced
composite coating , it reduces
wear out and lower the adhesion

to the workpiece. JJW Tool life time
is better than other products.

E 1 1B CUSTOMIZED || t=#RTrlsTHES 588
= SERVICE | Welcome toinquiry the special SPEC




IS S EN/ZEIE Rism / 328 -2)]

Carbide High Speed Drill With Coolant Hole ( Stainless / 3xH ) - 2 Flutes

| . |
T N T )
e
o | ] | o
L
Pnsmnmng Perforation
ool E P e G P
4RER 9#1‘“ Wi?‘“ i 57H<“ %F 9J§SI 7@‘“ %F
(Number) T (Number)

JJWL040 2 6 JJWLO077 2 8

JJWLO041 4.1 24 2 6 66 JJWLO078 7.8 41 2 8 79
JJWL042 4.2 24 2 6 66 JJWLO079 7.9 41 2 8 79
JJWL043 43 24 2 6 66 JJWLO080 8.0 41 2 8 79
JJWL044 4.4 24 2 6 66 JJWLO081 8.1 47 2 10 89
JJWL045 4.5 24 2 6 66 JJWL082 8.2 47 2 10 89
JJWL046 4.6 24 2 6 66 JJWL083 83 47 2 10 89
JIWL047 4.7 24 2 6 66 JJWL084 8.4 47 2 10 89
JJWL048 4.8 28 2 6 66 JJWLO085 85 47 2 10 89
JJWL049 4.9 28 2 6 66 JJWLO086 8.6 47 2 10 89
JJWLO050 5.0 28 2 6 66 JJWL087 8.7 47 2 10 89
JJWLO51 5.1 28 2 6 66 JJWL088 8.8 47 2 10 89
JJWLO052 52 28 2 6 66 JJWL089 8.9 47 2 10 89
JJWLO053 53 28 2 6 66 JJWL090 9.0 47 2 10 89
JJWLO054 5.4 28 2 6 66 JJWLO091 9.1 47 2 10 89
JJWLO055 55 28 2 6 66 JJWL092 9.2 47 2 10 89
JJWLO056 5.6 28 2 6 66 JJWL093 9.3 47 2 10 89
JJWLO57 57 28 2 6 66 JJWL094 9.4 47 2 10 89
JJWLO058 58 28 2 6 66 JJWL095 9.5 47 2 10 89
JJWLO059 59 28 2 6 66 JJWL096 9.6 47 2 10 89
JJWL060 6.0 28 2 6 66 JJWL097 9.7 47 2 10 89
JJWLO061 6.1 34 2 8 79 JJWL098 9.8 47 2 10 89
JJWL062 6.2 34 2 8 79 JJWL099 9.9 47 2 10 89
JJWL063 6.3 34 2 8 79 JJWL100 10.0 47 2 10 89
JIWL064 6.4 34 2 8 79 JJWL101 10.1 55 2 12 102
JJWLO065 6.5 34 2 8 79 JJWL102 10.2 55 2 12 102
JJWL066 6.6 34 2 8 79 JJWL103 103 55 2 12 102
JJWL067 6.7 34 2 8 79 JJWL104 10.4 55 2 12 102
JJWL068 6.8 34 2 8 79 JJWL105 10.5 55 2 12 102
JJWL069 6.9 34 2 8 79 JJWL106 10.6 55 2 12 102
JJWL070 7.0 41 2 8 79 JJwWL107 10.7 55 2 12 102
JJWLO71 Al 41 2 8 79 JJWL108 10.8 55 2 12 102
JJWL072 7.2 41 2 8 79 JJWL109 10.9 55 2 12 102
JJWLO073 73 41 2 8 79 JJWL110 11.0 55 2 12 102 42
JIWL074 7.4 41 2 8 79 JWL111 1.1 55 2 12 102
JJWLO075 V2S5, 41 2 8 79 JJWL112 11.2 55 2 12 102
JJWL076 7.6 41 2 8 79 JJwL113 1.3 55 2 12 102

ETE / IHEER Cutting Condition P.47-P.48



e = R A /S IEEE (rm / 3128) -27]

Carbide High Speed Drill With Coolant Hole ( Stainless / 3xH ) - 2 Flutes

H |

e—

BrE
iR MR ji 7 £ iweR sME
(Number) (9)) ) (Number) ((9)
JJWL114 11.4 55 2 12 102
JJWL115 11.5 55 2 12 102
JJWL116 11.6 55 2 12 102
JwL117 11.7 55 2 12 102
JJWL118 11.8 55 2 12 102
JJWL119 11.9 55 2 12 102
JJWL120 12.0 55 2 12 102
JJWL125 125 60 2 14 107
JJWL130 13.0 60 2 14 107
JJWL135 135 60 2 14 107
JJWL140 14.0 60 2 14 107
JJWL145 14.5 65 2 16 115
JJWL150 15.0 65 2 16 115
JJWL155 15.5 65 2 16 115
JJWL160 16.0 65 2 16 115
JJWL165 16.5 73 2 18 123
JJWL170 17.0 73 2 18 123
JJWL175 17.5 73 2 18 123
JJWL180 18.0 73 2 18 123
JJWL185 18.5 79 2 20 131
JJWL190 19.0 79 2 20 131
JJWL195 19.5 79 2 20 131
JJWL200 20.0 79 2 20 131

43

PIHIME {2 Cutting Condition P.47-P.48



IS S EAN /SR Rism / 5128 -2)]

Carbide High Speed Drill With Coolant Hole ( Stainless / 5xH ) - 2 Flutes

| H |
T, - .
—
iE | - 4
L
Pusmomng Perforation
s I B o S i P
ARSE 9“‘“ W“ w5 aw« ,éF 73%1 w« %F
(Number) T (Number)

JJWH040 2 6 JIWHO077 2 8

JJWHO041 4.1 36 2 6 74 JJWHO078 7.8 53 2 8 91
JJWH042 4.2 36 2 6 74 JJWHO079 7.9 53 2 8 91
JJWHO043 43 36 2 6 74 JJWH080 8.0 53 2 8 91
JJWHO044 44 36 2 6 74 JJWHO081 8.1 61 2 10 103
JJWHO045 4.5 36 2 6 74 JJWH082 8.2 61 2 10 103
JJWHO046 4.6 36 2 6 74 JJWH083 83 61 2 10 103
JJWHO047 4.7 36 2 6 74 JJWH084 8.4 61 2 10 103
JJWHO048 4.8 44 2 6 82 JJWHO085 85 61 2 10 103
JJWH049 4.9 44 2 6 82 JJWH086 8.6 61 2 10 103
JJWHO050 5.0 44 2 6 82 JJWH087 8.7 61 2 10 103
JJWHO051 5.1 44 2 6 82 JJWH088 8.8 61 2 10 103
JJWHO052 52 44 2 6 82 JJWH089 8.9 61 2 10 103
JJWHO053 53 44 2 6 82 JJWH090 9.0 61 2 10 103
JJWHO054 5.4 44 2 6 82 JJWH091 9.1 61 2 10 103
JJWHO055 55 44 2 6 82 JJWH092 9.2 61 2 10 103
JJWHO056 5.6 44 2 6 82 JJWH093 9.3 61 2 10 103
JJWHO057 57 44 2 6 82 JJWH094 9.4 61 2 10 103
JJWHO058 58 44 2 6 82 JJWH095 9.5 61 2 10 103
JJWHO059 59 44 2 6 82 JJWH096 9.6 61 2 10 103
JJWHO060 6.0 44 2 6 82 JJWH097 9.7 61 2 10 103
JJWHO061 6.1 53 2 8 91 JJWH098 9.8 61 2 10 103
JJWH062 6.2 53 2 8 91 JJWH099 9.9 61 2 10 103
JJWH063 6.3 53 2 8 91 JJWH100 10.0 61 2 10 103
JJWHO064 6.4 53 2 8 91 JJWH101 10.1 71 2 12 118
JJWHO065 6.5 53 2 8 91 JJWH102 10.2 71 2 12 118
JJWHO066 6.6 53 2 8 91 JJWH103 10.3 71 2 12 118
JJWHO067 6.7 53 2 8 91 JJWH104 10.4 71 2 12 118
JJWHO068 6.8 53 2 8 91 JJWH105 10.5 71 2 12 118
JJWHO069 6.9 53 2 8 91 JJWH106 10.6 71 2 12 118
JJWHO070 7.0 53 2 8 91 JJWH107 10.7 71 2 12 118
JJWHO071 Al 53 2 8 91 JJWH108 10.8 71 2 12 118
JJWHO072 7.2 53 2 8 91 JJWH109 10.9 71 2 12 118
JJWHO073 7.3 53 2 8 91 JJWH110 11.0 71 2 12 118 44
JJWHO074 7.4 53 2 8 91 JJWH111 1.1 71 2 12 118
JJWHO075 7.5 53 2 8 91 JJWH112 11.2 71 2 12 118
JJWHO076 7.6 53 2 8 91 JJWH113 1.3 71 2 12 118

ETE / IHE#EER Cutting Condition P.47-P.48



el = R A /S IEEE (rm / 5128) -27]

Carbide High Speed Drill With Coolant Hole ( Stainless / 5xH ) - 2 Flutes

H |

e—

BrE
iwoR MR ji 7 £ imeE sME
(Number) (9)) ) (Number) ((9)
JJWH114 11.4 71 2 12 118
JJWH115 11.5 71 2 12 118
JJWH116 11.6 71 2 12 118
JJWH117 11.7 71 2 12 118
JJWH118 11.8 71 2 12 118
JJWH119 11.9 71 2 12 118
JJWH120 12.0 71 2 12 118
JJWH125 125 77 2 14 127
JJWH130 13.0 77 2 14 127
JJWH135 135 77 2 14 127
JJWH140 14.0 77 2 14 127
JJWH145 14.5 83 2 16 133
JJWH150 15.0 83 2 16 133
JJWH155 15.5 83 2 16 133
JJWH160 16.0 83 2 16 133
JJWH165 16.5 93 2 18 143
JJWH170 17.0 93 2 18 143
JJWH175 17.5 93 2 18 143
JJWH180 18.0 93 2 18 143
JJWH185 18.5 101 2 20 153
JJWH190 19.0 101 2 20 153
JJWH195 19.5 101 2 20 153
JJWH200 20.0 101 2 20 153

45

PIHIME {2 Cutting Condition P.47-P.48
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Carbide High Speed Drill With Coolant Hole ( Stainless / 7xH ) - 2 Flutes

| i |
- _— n
—
il - - |
| |
L
Pusmomng Perforation
w0 TR 4 B o Bl 5
AR 9“‘“ ik e aw« ,éF 73%1 w« %F
(Number) T ()] (Number)

JJWLHO050 2 6 JJWLH092 2 131
JJWLHO051 5l 50 2 6 920 JJWLH093 9.3 87 2 10 131
JJWLHO052 5.2 50 2 6 920 JJWLH094 9.4 87 2 10 131
JJWLHO053 53 50 2 6 90 JJWLH095 9.5 95 2 10 139
JJWLHO054 5.4 50 2 6 90 JJWLHO096 9.6 95 2 10 139
JJWLHO055 55 57 2 6 97 JJWLH097 9.7 95 2 10 139
JJWLHO056 5.6 57 2 6 97 JJWLH098 9.8 95 2 10 139
JJWLHO057 57 57 2 6 97 JJWLH099 o159 95 2 10 139
JJWLHO058 58 57 2 6 97 JJWLH100 10.0 95 2 10 139
JJWLHO059 5.9 57 2 6 97 JJWLH101 10.1 106 2 12 155
JJWLHO060 6.0 57 2 6 97 JJWLH102 10.2 106 2 12 155
JJWLHO061 6.1 57 2 8 106 JJWLH103 10.3 106 2 12 155
JJWLHO062 6.2 57 2 8 106 JJWLH104 104 106 2 12 155
JJWLHO063 6.3 57 2 8 106 JJWLH105 10.5 106 2 12 155
JJWLHO064 6.4 57 2 8 106 JJWLH106 10.6 106 2 12 155
JJWLHO065 6.5 66 2 8 106 JJWLH107 10.7 106 2 12 155
JJWLHO066 6.6 66 2 8 106 JJWLH108 10.8 106 2 12 155
JJWLHO067 6.7 66 2 8 106 JJWLH109 10.9 106 2 12 155
JJWLHO068 6.8 66 2 8 106 JJWLH110 11.0 106 2 12 155
JJWLHO069 6.9 66 2 8 106 JJWLH111 1.1 114 2 12 163
JJWLHO070 7.0 76 2 8 116 JJWLH112 1.2 114 2 12 163
JJWLHO071 7.1 76 2 8 116 JJWLH113 1.3 114 2 12 163
JJWLH072 7.2 76 2 8 116 JJWLH114 11.4 114 2 12 163
JJWLHO073 73 76 2 8 116 JJWLH115 11.5 114 2 12 163
JJWLHO074 7.4 76 2 8 116 JJWLH116 11.6 114 2 12 163
JJWLHO075 7.5 76 2 8 116 JJWLH117 11.7 114 2 12 163
JJWLHO076 7.6 76 2 8 116 JJWLH118 11.8 114 2 12 163
JJWLHO077 7.7 76 2 8 116 JJWLH119 11.9 114 2 12 163
JJWLHO078 7.8 76 2 8 116 JJWLH120 12.0 114 2 12 163
JJWLHO079 79 76 2 8 116 JJWLH121 121 133 2 14 182
JJWLHO080 8.0 76 2 8 116 JJWLH123 123 133 2 14 182
JJWLHO081 8.1 87 2 10 131 JJWLH125 125 133 2 14 182
JJWLH082 8.2 87 2 10 131 JJWLH130 13.0 133 2 14 182
JJWLHO083 8.3 87 2 10 131 JJWLH135 135 133 2 14 182
JJWLHO084 8.4 87 2 10 131 JJWLH140 14.0 133 2 14 182
JJWLHO085 8.5 87 2 10 131 JJWLH141 14.1 152 2 16 204 46
JJWLHO086 8.6 87 2 10 131 JJWLH145 14.5 152 2 16 204
JJWLHO087 8.7 87 2 10 131 JJWLH150 15.0 152 2 16 204
JJWLHO088 8.8 87 2 10 131 JJWLH155 155 152 2 16 204
JJWLHO089 8.9 87 2 10 131 JJWLH157 15.7 152 2 16 204
JJWLH090 9.0 87 2 10 131 JJWLH160 16.0 152 2 16 204
JJWLHO091 9.1 87 2 10 131

PIHEMHER Cutting Condition P.47-P.48
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Solid Carbide End Mills-Cutting Condition Table

N/ Metric (mm)
WIS

Work
Material

EIHIRRE Ve
mm / min
Cutting Speed

BHEDC
mm

80 - 150 mm / min

ES 1 EFES
Speed Rpm

12200
9150
7320
6100
5230
4580
4070
3660
3330
3050
2820
2610
2440
2290
2150
2030
1930
1830

B3/ Imperial (inch)

A E
Work
Material
EIHIRE
Vc SFM
Cutting Speed
Bi¥DC

inch mm
0.1181 3
0.1575 4
0.1969 5
0.2362 6
0.2756 7
0.3150 8
0.3543 9
0.3937 10
0.4331 11
0.4724 12
0.5118 13
0.5512 14
0.5906 15
0.6299 16
0.6693 17
0.7087 18
0.7480 19
0.7874 20

PIEIRHERZRAD |

min

262.4672

min
0.0012
0.0016
0.0020
0.0024
0.0028
0.0031
0.0035
0.0039
0.0043
0.0047
0.0051
0.0055
0.0059
0.0063
0.0067
0.0071
0.0075
0.0079

SEEGF

mm / rev
0.03 -0.09
0.04-0.12
0.05-0.15
0.06 - 0.18
0.07 -0.21
0.08 - 0.24
0.09-0.27
0.10-0.30
0.11-0.33
0.12-0.36
0.13-0.39
0.14-0.42
0.15-0.45
0.16 - 0.48
0.17-0.51
0.18 -0.54
0.19-0.57
0.20 - 0.60

max

492.1260

max

0.0035
0.0047
0.0059
0.0071

0.0083
0.0094
0.0106
0.0118
0.0130
0.0142
0.0154
0.0165
0.0177
0.0189
0.0201

0.0213
0.0224
0.0236

OB EARES « MESHRERRE
QEEEAWHIM ORMA RN
Q7IR&mIRETER > BESMRRERLSEREERN
FIEEER SIS T RIRE -
@FRBATHISHEEE - BRMIIER » SEEe 2t -
TH3RET ~ INTEMUALREIER - SREIHISEURFE -

kA ]

SCM /SCr/SNCM
28 - 35 HRC

50-120 mm / min

ST EEES
Speed Rpm

9020
6760
5410
4510
3870
3380
3010
2710
2460
2250
2080
1930
1800
1690
1590
1500
1420
1350

SEEGF

mm / rev
0.03-0.09
0.04-0.12
0.05-0.15
0.06 - 0.18
0.07 -0.21
0.08 -0.24
0.09-0.27
0.10-0.30
0.11-0.33
0.12-0.36
0.13-0.39
0.14-0.42
0.15-0.45
0.16 - 0.48
0.17-0.51
0.18 - 0.54
0.19-0.57
0.20 - 0.60

Al
SCM /SCr/ SNCM
28 -35HRC
min max
164.0420 393.7008

min max
0.0012 0.0035
0.0016 0.0047
0.0020 0.0059
0.0024 0.0071
0.0028 0.0083
0.0031 0.0094
0.0035 0.0106
0.0039 0.0118
0.0043 0.0130
0.0047 0.0142
0.0051 0.0154
0.0055 0.0165
0.0059 0.0177
0.0063 0.0189
0.0067 0.0201
0.0071 0.0213
0.0075 0.0224
0.0079 0.0236

40 - 80 mm / min

E [ ETEY
Speed Rpm

6370
4770
3820
3180
2730
2390
2120
1910
1740
1590
1470
1360
1270
1190
1120
1060
1010
950

min

131.2336

SEEGF

mm / rev
0.015-0.045
0.02-0.06
0.025-0.075
0.03-0.09
0.035-0.105
0.04-0.12
0.045-0.135
0.05-0.15
0.055-0.165
0.06-0.18
0.065-0.195
0.07-0.21
0.075-0.225
0.08-0.24
0.085 - 0.255
0.09-0.27
0.095-0.285
0.10-0.30

max

262.4672

IPR

min
0.0006
0.0008
0.0010
0.0012
0.0014
0.0016
0.0018
0.0020
0.0022
0.0024
0.0026
0.0028
0.0030
0.0031
0.0033
0.0035
0.0037
0.0039

max
0.0018
0.0024
0.0030
0.0035
0.0041
0.0047
0.0053
0.0059
0.0065
0.0071
0.0077
0.0083
0.0089
0.0094
0.0100
0.0106
0.0112
0.0118

NEE
Ti- 6Al - 4V

40 - 80 mm / min

TEEE SRR T
Speed Rom  mm /rev
6370 0.01-0.05
4770 0.01 - 0.06
3820 0.01-0.07
3180 0.02 -0.08
2730 0.03 -0.09
2390 0.04-0.10
2120 0.05-0.12
1910 0.06 -0.14
1740 0.06 - 0.15
1590 0.07-0.16
1470 0.07-0.17
1360 0.08-0.18
1270 0.08-0.19
1190 0.09-0.20
1120 0.09-0.21
1060 0.10-0.22
1010 0.11-0.23
950 0.12-0.24
#as
Ti- 6Al -4V
min max
131.2336 262.4672
min max
0.0004 0.0020
0.0004 0.0024
0.0004 0.0028
0.0008 0.0031
0.0012 0.0035
0.0016 0.0039
0.0020 0.0047
0.0024 0.0055
0.0024 0.0059
0.0028 0.0063
0.0028 0.0067
0.0031 0.0071
0.0031 0.0075
0.0035 0.0079
0.0035 0.0083
0.0039 0.0087
0.0043 0.0091
0.0047 0.0094

Instruction for cutting conditions:

(DPlease use equipment and fixtures with high precision and high rigidity.

10-35mm/ min

ESLEE
Speed Rpm

2390
1790
1430
1190
1020
900
800
720
650
600
550
510
480
450
420
400
380
360

min

32.8084

min
0.0004
0.0004
0.0004
0.0008
0.0012
0.0016
0.0020
0.0024
0.0024
0.0024
0.0028
0.0028
0.0028
0.0031
0.0031
0.0031
0.0035
0.0035

(@Please use the suitable cooling method and coolant for the workpiece.
@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.

Improper use may lead the tool damaged.

BEEIAF

mm / rev
0.01-0.05
0.01-0.06
0.01-0.07
0.02-0.08
0.03-0.09
0.04-0.10
0.05-0.12
0.06-0.14
0.06-0.15
0.06-0.16
0.07-0.17
0.07-0.18
0.07-0.19
0.08-0.20
0.08-0.21
0.08-0.22
0.09-0.23
0.09-0.24

max

114.8294

max
0.0020
0.0024
0.0028
0.0031
0.0035
0.0039
0.0047
0.0055
0.0059
0.0063
0.0067
0.0071
0.0075
0.0079
0.0083
0.0087
0.0091
0.0094

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

N/ Metric (mm)

120 - 250 mm / min

WIS YA/ SRR ] IREIRE
Work 40 - 50 HRC FC250 FCD600
Material 350N/ mm2 400 - 600 N/ mm2
PIHIERE Ve
mm / min 30-60 mm/ min 20 -40 mm / min 80 - 150 mm / min 60 - 130 mm / min
Cutting Speed
E¥DC TR | SRR | TEEER  SEEAF TR SiEERF | TSR SR TR
mm SpeedRom mm/rev | SpeedRpm mm/rev | SpeedRom mm/rev | SpeedRpm mm/rev | Speed Rpm
3 4770 0.03 - 0.06 3180 0.03 - 0.06 12200 0.03 -0.09 10080 0.03 -0.09 19630
4 3580 0.04 - 0.08 2390 0.04 - 0.08 9150 0.04-0.12 7560 0.04-0.12 14720
5 2860 0.05-0.10 1910 0.05-0.10 7320 0.05-0.15 6050 0.05-0.15 11780
6 2390 0.06 -0.12 1590 0.06 -0.12 6100 0.06 -0.18 5040 0.06-0.18 9810
7 2050 0.07 -0.14 1360 0.07 -0.14 5230 0.07 - 0.21 4320 0.07 - 0.21 8410
8 1790 0.08 -0.16 1190 0.08 -0.16 4580 0.08 - 0.24 3780 0.08 -0.24 7360
9 1590 0.09-0.18 1060 0.09-0.18 4070 0.09-0.27 3360 0.09-0.27 6540
10 1430 0.10-0.20 950 0.10-0.20 3660 0.10-0.30 3020 0.10-0.30 5890
11 1300 0.11-0.22 870 0.11-0.22 3330 0.11-0.33 2750 0.11-0.33 5350
12 1190 0.12-0.24 800 0.12-0.24 3050 0.12-0.36 2520 0.12-0.36 4910
13 1100 0.13-0.26 730 0.13-0.26 2820 0.13-0.39 2330 0.13-0.39 4530
14 1020 0.14-0.28 680 0.14-0.28 2610 0.14-0.42 2160 0.14-0.42 4210
15 950 0.15-0.30 640 0.15-0.30 2440 0.15-0.45 2020 0.15-0.45 3930
16 900 0.16 -0.32 600 0.16-0.32 2290 0.16-0.48 1890 0.16 - 0.48 3680
17 840 0.17 -0.34 560 0.17-0.34 2150 0.17 - 0.51 1780 0.17 -0.51 3460
18 800 0.18 - 0.36 530 0.18 -0.36 2030 0.18 - 0.54 1680 0.18 - 0.54 3270
19 750 0.19-0.38 500 0.19-0.38 1930 0.19-0.57 1590 0.19-0.57 3100
20 720 0.20 - 0.40 480 0.20 - 0.40 1830 0.20 - 0.60 1510 0.20 - 0.60 2940
B3/ Imperial (inch)
HWEIE YA/ SR iR IREIRE
Work 40 - 50 HRC FC250 FCD600
Material 350 N/ mm2 400 - 600 N/ mm2
EIHIRE min max min max min max min max min
Cut:i/;gs?geed 98.4252 196.8504 65.6168 131.2336 262.4672 492.1260 196.8504 426.5092 393.7008
Bf®DC IPR
inch mm min max min max min max min max min
0.1181 | 3 0.0012 0.0024 0.0012 0.0024 0.0012 0.0035 0.0012 0.0035 0.0012
0.1575 4 0.0016 0.0031 0.0016 0.0031 0.0016 0.0047 0.0016 0.0047 0.0016
0.1969 5 0.0020 0.0039 0.0020 0.0039 0.0020 0.0059 0.0020 0.0059 0.0020
0.2362 6 0.0024 0.0047 0.0024 0.0047 0.0024 0.0071 0.0024 0.0071 0.0024
0.2756 7 0.0028 0.0055 0.0028 0.0055 0.0028 0.0083 0.0028 0.0083 0.0028
0.3150 8 0.0031 0.0063 0.0031 0.0063 0.0031 0.0094 0.0031 0.0094 0.0031
0.3543 9 0.0035 0.0071 0.0035 0.0071 0.0035 0.0106 0.0035 0.0106 0.0035
0.3937 10 0.0039 0.0079 0.0039 0.0079 0.0039 0.0118 0.0039 0.0118 0.0039
0.4331 11 0.0043 0.0087 0.0043 0.0087 0.0043 0.0130 0.0043 0.0130 0.0043
0.4724 12 0.0047 0.0094 0.0047 0.0094 0.0047 0.0142 0.0047 0.0142 0.0047
0.5118 13 0.0051 0.0102 0.0051 0.0102 0.0051 0.0154 0.0051 0.0154 0.0051
0.5512 14 0.0055 0.0110 0.0055 0.0110 0.0055 0.0165 0.0055 0.0165 0.0055
0.5906 15 0.0059 0.0118 0.0059 0.0118 0.0059 0.0177 0.0059 0.0177 0.0059
0.6299 16 0.0063 0.0126 0.0063 0.0126 0.0063 0.0189 0.0063 0.0189 0.0063
0.6693 17 0.0067 0.0134 0.0067 0.0134 0.0067 0.0201 0.0067 0.0201 0.0067
0.7087 18 0.0071 0.0142 0.0071 0.0142 0.0071 0.0213 0.0071 0.0213 0.0071
0.7480 19 0.0075 0.0150 0.0075 0.0150 0.0075 0.0224 0.0075 0.0224 0.0075
0.7874 20 0.0079 0.0157 0.0079 0.0157 0.0079 0.0236 0.0079 0.0236 0.0079
PIERHERZRD | Instruction for cutting conditions:
OB EREER - MESHRERRE - (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWEIM LA AN RZANE (Please use the suitable cooling method and coolant for the workpiece.

QTEELRIIFETHF > FESUREEREEIEEER
RIERE(EFA SIEM T BI8IE - Improper use may lead the tool damaged.

OFRERTHISHELEE - BEMIIER  FREE 2L
T3 ~ ITEMIAREIER © RIS BURIEH -

BEEIAF

mm / rev
0.03-0.09
0.04-0.12
0.05-0.15
0.06-0.18
0.07 -0.21
0.08 -0.24
0.09-0.27
0.10-0.30
0.11-0.33
0.12-0.36
0.13-0.39
0.14-0.42
0.15-0.45
0.16 - 0.48
0.17-0.51
0.18 - 0.54
0.19-0.57
0.20 - 0.60

max

820.2100

max
0.0035
0.0047
0.0059
0.0071
0.0083
0.0094
0.0106
0.0118
0.0130
0.0142
0.0154
0.0165
0.0177
0.0189
0.0201
0.0213
0.0224
0.0236

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.

a8
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JIFW Micro Grain Carbide Flat Drill With Coolant Holes And Reamer Fuction ?EczﬁumT:ﬁLﬁﬁﬁd % % A @
. ALLOY K

RIS T i

1555 BB B A T FRER Bt

ELEBENBERES - BHEEEES
wAEEME > B RARMERTER o
Special chip out and geometric flute design.

Excellent chip out perfomance without burrs.
For various materials including the ductile stainless steel.

n] 8 A] $XERET
EEHEEIZ0.0TmmLLA >

AIAMTIE MRTI RN TERE

With both function of Drill and Reamer design
and its accuracy tolerance is within 0.01mm.
It also can save tool change time while processing.

l%ﬁﬁﬂﬂﬂ% \\\\\\

| BEEHETE
SAVARNYE - RIS
EANWSHERE -
Multinational patented drill point
angle and double flute design.

Great wear out resistance Keep
long time precise drilling.

BEREBRRALRESRE
SELBERE  MEARSHBA
KAIENSdn o BFEFTAEMIAA ©
Based on Europe composite coating with
internal coolant holes, it leads the JLC flat

drill much longer life time and reduce
customer lots of processing cost.

Ex R ESHEI BB R R A A E R
TJERERAERIE @ (7] BBEMEGEIMTZ)0%E
BpESoiEm—mEuLE -

With European carbide round bar and exclusive
cutting angle design, We run the polish process on / SRR

all the end mills, and it leads the tools easy to remove 4 ' COMPOUND DESIGN
chips and keep the double life time than other competitors. j (PATENTED CUTTING T00L)

E5F1/ 552 PATENT NUMBER
M631172

e
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / 3xH ) - 2 Flutes

| H |
[ |
TN—
o | |
L
Pnsmnmng Perforation
oo [T 0 B 7 B 5
4RER 9#1‘“ Wi?‘“ 4wk §7H<“ %F 9J§$( 7@‘“ %F
(Number) T (Number)

JJFWL030 2 6 JJFWLO067 2 8

JJFWLO031 3.1 20 2 6 66 JJFWL068 6.8 34 2 8 79
JJFWL032 3.2 20 2 6 66 JJFWL069 6.9 34 2 8 79
JJFWLO033 33 20 2 6 66 JJFWL070 7.0 41 2 8 79
JJFWL034 3.4 20 2 6 66 JJFWLO71 7.1 41 2 8 79
JJFWLO035 35 20 2 6 66 JJFWL072 7.2 41 2 8 79
JJFWLO036 3.6 20 2 6 66 JJFWLO073 7.3 41 2 8 79
JJFWL037 3.7 20 2 6 66 JJFWL074 74 41 2 8 79
JJFWLO038 3.8 20 2 6 66 JJFWLO75 7.5 41 2 8 79
JJFWL039 3.9 20 2 6 66 JJFWLO76 7.6 41 2 8 79
JJFWL040 4.0 24 2 6 66 JJFWLO77 7.7 41 2 8 79
JJFWLO041 4.1 24 2 6 66 JJFWLO78 7.8 41 2 8 79
JJFWLO042 4.2 24 2 6 66 JJFWLO079 7.9 41 2 8 79
JJFWLO043 43 24 2 6 66 JJFWL080 8.0 41 2 8 79
JJFWL044 4.4 24 2 6 66 JJFWLO081 8.1 47 2 10 89
JJFWL045 4.5 24 2 6 66 JJFWL082 8.2 47 2 10 89
JJFWL046 4.6 24 2 6 66 JJFWLO083 83 47 2 10 89
JJFWL047 4.7 24 2 6 66 JJFWL084 8.4 47 2 10 89
JJFWL048 4.8 28 2 6 66 JJFWLO085 85 47 2 10 89
JJFWL049 4.9 28 2 6 66 JJFWL086 8.6 47 2 10 89
JJFWLO050 5.0 28 2 6 66 JJFWL087 8.7 47 2 10 89
JJFWLO51 5.1 28 2 6 66 JJFWL088 8.8 47 2 10 89
JJFWLO052 52 28 2 6 66 JJFWL089 8.9 47 2 10 89
JJFWLO053 53 28 2 6 66 JJFWL090 9.0 47 2 10 89
JJFWL054 5.4 28 2 6 66 JJFWL091 9.1 47 2 10 89
JJFWLO55 55 28 2 6 66 JJFWL092 9.2 47 2 10 89
JJFWLO056 5.6 28 2 6 66 JJFWL093 9.3 47 2 10 89
JJFWLO57 57 28 2 6 66 JJFWL094 9.4 47 2 10 89
JJFWLO058 58 28 2 6 66 JJFWL095 9.5 47 2 10 89
JJFWLO059 59 28 2 6 66 JJFWL096 9.6 47 2 10 89
JJFWL060 6.0 28 2 6 66 JJFWL097 9.7 47 2 10 89
JJFWLO061 6.1 34 2 8 79 JJFWL098 9.8 47 2 10 89
JJFWLO062 6.2 34 2 8 79 JJFWL099 9.9 47 2 10 89
JJFWLO063 6.3 34 2 8 79 JJFWL100 10.0 47 2 10 89 50
JJFWL064 6.4 34 2 8 79 JJFWL101 10.1 55 2 12 102
JJFWLO065 6.5 34 2 8 79 JJFWL102 10.2 55 2 12 102
JJFWL066 6.6 34 2 8 79 JJFWL103 10.3 55 2 12 102

BT E / TIHIEM/EER Cutting Condition P.57-P.58
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / 3xH ) - 2 Flutes

s

BrE
iR MR ji 7 £ imeE sME
(Number) (9)) ) (Number)
JJFWL104 104 55 2 12 102
JJFWL105 10.5 55 2 12 102
JJFWL106 10.6 55 2 12 102
JJFWL107 10.7 55 2 12 102
JJFWL108 10.8 55 2 12 102
JJFWL109 10.9 55 2 12 102
JJFWL110 11.0 55 2 12 102
JJFWL111 11.1 55 2 12 102
JJFWL112 11.2 55 2 12 102
JJFWL113 113 55 2 12 102
JJFWL114 11.4 55 2 12 102
JJFWL115 11.5 55 2 12 102
JJFWL116 11.6 55 2 12 102
JJFWL117 11.7 55 2 12 102
JJFWL118 11.8 55 2 12 102
JJFWL119 11.9 55 2 12 102
JJFWL120 12.0 55 2 12 102
JJFWL122 12.2 60 2 14 107
JJFWL125 12.5 60 2 14 107
JJFWL128 12.8 60 2 14 107
JJFWL130 13.0 60 2 14 107
JJFWL135 13.5 60 2 14 107
JJFWL140 14.0 60 2 14 107
JJFWL145 14.5 65 2 16 115
JJFWL150 15.0 65 2 16 115
JJFWL155 15.5 65 2 16 115
JJFWL160 16.0 65 2 16 115
JJFWL170 17.0 73 2 18 123
JJFWL180 18.0 73 2 18 123
JJFWL190 19.0 79 2 20 131
JJFWL200 20.0 79 2 20 131

51

EIHI&E# R Cutting Condition P.57-P.58
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / 5xH ) - 2 Flutes

| H |
I |
L
Pusmomng Perforation
so I & B v B
HRSE 9“‘“ W“ w5 m« %F 93%1 w« %F
(Number) T (Number)

JJFWHO030 2 6 JJFWHO067 2 8

JJFWHO031 3.1 28 2 6 66 JJFWHO068 6.8 53 2 8 91
JJFWHO032 3.2 28 2 6 66 JJFWHO069 6.9 53 2 8 91
JJFWHO033 33 28 2 6 66 JJFWHO070 7.0 53 2 8 91
JJFWHO034 3.4 28 2 6 66 JJFWHO071 7.1 53 2 8 91
JJFWHO035 35 28 2 6 66 JJFWHO072 7.2 53 2 8 91
JJFWHO36 3.6 28 2 6 66 JJFWHO073 7.3 53 2 8 91
JJFWHO037 3.7 28 2 6 66 JJFWHO074 74 53 2 8 91
JJFWHO038 3.8 36 2 6 74 JJFWHO075 7.5 53 2 8 91
JJFWHO039 3.9 36 2 6 74 JJFWHO076 7.6 53 2 8 91
JJFWHO040 4.0 36 2 6 74 JJFWHO077 7.7 53 2 8 91
JJFWHO041 4.1 36 2 6 74 JJFWHO078 7.8 53 2 8 91
JJFWHO042 4.2 36 2 6 74 JJFWHO079 7.9 53 2 8 91
JJFWHO043 43 36 2 6 74 JJFWHO080 8.0 53 2 8 91
JJFWHO044 44 36 2 6 74 JJFWHO081 8.1 61 2 10 103
JJFWHO045 4.5 36 2 6 74 JJFWH082 8.2 61 2 10 103
JJFWHO46 4.6 36 2 6 74 JJFWHO083 83 61 2 10 103
JJFWHO047 4.7 36 2 6 74 JJFWHO084 8.4 61 2 10 103
JJFWHO048 4.8 44 2 6 82 JJFWHO085 85 61 2 10 103
JJFWHO049 4.9 44 2 6 82 JJFWHO086 8.6 61 2 10 103
JJFWHO050 5.0 44 2 6 82 JJFWHO087 8.7 61 2 10 103
JJFWHO051 5.1 44 2 6 82 JJFWHO088 8.8 61 2 10 103
JJFWHO052 52 44 2 6 82 JJFWHO089 8.9 61 2 10 103
JJFWHO053 53 44 2 6 82 JJFWHO090 9.0 61 2 10 103
JJFWHO054 5.4 44 2 6 82 JJFWHO091 9.1 61 2 10 103
JJFWHO055 55 44 2 6 82 JJFWH092 9.2 61 2 10 103
JJFWHO56 5.6 44 2 6 82 JJFWH093 9.3 61 2 10 103
JJFWHO57 57 44 2 6 82 JJFWH094 9.4 61 2 10 103
JJFWHO58 58 44 2 6 82 JJFWHO095 9.5 61 2 10 103
JJFWHO059 59 44 2 6 82 JJFWHO096 9.6 61 2 10 103
JJFWHO060 6.0 44 2 6 82 JJFWHO097 9.7 61 2 10 103
JJFWHO061 6.1 53 2 6 91 JJFWHO098 9.8 61 2 10 103
JJFWH062 6.2 53 2 6 91 JJFWHO099 9.9 61 2 10 103
JJFWHO063 6.3 53 2 6 91 JJFWH100 10.0 61 2 10 103 52
JJFWHO064 6.4 53 2 6 91 JJFWH101 10.1 71 2 12 118
JJFWHO065 6.5 53 2 6 91 JJFWH102 10.2 71 2 12 118
JJFWHO066 6.6 53 2 6 91 JJFWH103 10.3 71 2 12 118

BT E / PIHIEHER Cutting Condition P.57-P.58
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / 5xH ) - 2 Flutes

s

BrE
i MR ji 7 £ imeE sME
(Number) (9)) ) (Number)
JJFWH104 104 71 2 12 118
JJFWH105 10.5 71 2 12 118
JJFWH106 10.6 71 2 12 118
JJFWH107 10.7 71 2 12 118
JJFWH108 10.8 71 2 12 118
JJFWH109 10.9 71 2 12 118
JJFWH110 11.0 71 2 12 118
JJFWH111 11.1 71 2 12 118
JJFWH112 11.2 71 2 12 118
JJFWH113 113 71 2 12 118
JJFWH114 11.4 71 2 12 118
JJFWH115 11.5 71 2 12 118
JJFWH116 11.6 71 2 12 118
JJFWH117 11.7 71 2 12 118
JJFWH118 11.8 71 2 12 118
JJFWH119 11.9 71 2 12 118
JJFWH120 12.0 71 2 12 118
JJFWH125 125 77 2 14 127
JJFWH130 13.0 77 2 14 127
JJFWH135 135 77 2 14 127
JJFWH140 14.0 77 2 14 127
JJFWH145 14.5 83 2 16 133
JJFWH150 15.0 83 2 16 133
JJFWH155 15.5 83 2 16 133
JJFWH160 16.0 83 2 16 133
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / 7xH ) - 2 Flutes

| H |
I |
L
Pusmomng Perforation
wo IE & 5 x Bl és
HRSE 9“‘“ W“ et aw« ,éF 73%1 w« %F
(Number) T (Number)

JJFWLH030 2 6 JJFWLHO067 2 8 106
JJFWLHO031 3.1 30 2 6 75 JJFWLHO068 6.8 66 2 8 106
JJFWLH032 3.2 30 2 6 75 JJFWLHO069 6.9 66 2 8 106
JJFWLH033 33 30 2 6 75 JJFWLHO070 7.0 76 2 8 116
JJFWLHO034 3.4 355 2 6 75 JJFWLHO071 7.1 76 2 8 116
JJFWLHO035 35 355 2 6 75 JJFWLHO072 7.2 76 2 8 116
JJFWLHO036 3.6 355 2 6 75 JJFWLHO073 7.3 76 2 8 116
JJFWLH037 3.7 355 2 6 75 JJFWLHO074 74 76 2 8 116
JJFWLHO038 3.8 375 2 6 75 JJFWLHO075 7.5 76 2 8 116
JJFWLH039 3.9 37.5 2 6 75 JJFWLHO076 7.6 76 2 8 116
JJFWLH040 4.0 375 2 6 75 JJFWLHO077 7.7 76 2 8 116
JJFWLHO041 4.1 37.5 2 6 75 JJFWLHO078 7.8 76 2 8 116
JJFWLH042 4.2 375 2 6 75 JJFWLHO079 7.9 76 2 8 116
JJFWLH043 43 45 2 6 90 JJFWLHO080 8.0 76 2 8 116
JJFWLHO044 44 45 2 6 920 JJFWLHO081 8.1 87 2 10 131
JJFWLH045 4.5 45 2 6 920 JJFWLH082 8.2 87 2 10 131
JJFWLHO046 4.6 45 2 6 920 JJFWLHO083 83 87 2 10 131
JJFWLH047 4.7 45 2 6 920 JJFWLHO084 8.4 87 2 10 131
JJFWLH048 4.8 50 2 6 920 JJFWLHO085 85 87 2 10 131
JJFWLH049 4.9 50 2 6 920 JJFWLHO086 8.6 87 2 10 131
JJFWLH050 5.0 50 2 6 920 JJFWLHO087 8.7 87 2 10 131
JJFWLHO051 5.1 50 2 6 90 JJFWLHO088 8.8 87 2 10 131
JJFWLH052 52 50 2 6 920 JJFWLHO089 8.9 87 2 10 131
JJFWLHO053 53 50 2 6 90 JJFWLHO090 9.0 87 2 10 131
JJFWLHO054 5.4 50 2 6 920 JJFWLHO091 9.1 87 2 10 131
JJFWLHO055 55 57 2 6 97 JJFWLH092 9.2 87 2 10 131
JJFWLHO056 5.6 57 2 6 97 JJFWLH093 9.3 87 2 10 131
JJFWLHO057 57 57 2 6 97 JJFWLHO094 9.4 87 2 10 131
JJFWLHO058 58 57 2 6 97 JJFWLH095 9.5 95 2 10 139
JJFWLH059 59 57 2 6 97 JJFWLH096 9.6 95 2 10 139
JJFWLH060 6.0 57 2 6 97 JJFWLH097 9.7 95 2 10 139
JJFWLHO061 6.1 57 2 8 106 JJFWLH098 9.8 95 2 10 139
JJFWLH062 6.2 57 2 8 106 JJFWLH099 9.9 95 2 10 139
JJFWLH063 6.3 57 2 8 106 JJFWLH100 10.0 95 2 10 139 54
JJFWLHO064 6.4 57 2 8 106 JJFWLH101 10.1 106 2 12 155
JJFWLH065 6.5 66 2 8 106 JJFWLH102 10.2 106 2 12 155
JJFWLH066 6.6 66 2 8 106 JJFWLH103 10.3 106 2 12 155

ETE / PIHIEHZER Cutting Condition P.57-P.58
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / 7xH ) - 2 Flutes

s

BrE
iwoR MR ji 7 £ imeE sME
(Number) (9)) ) (Number)
JJFWLH104 10.4 106 2 12 155
JJFWLH105 10.5 106 2 12 155
JJFWLH106 10.6 106 2 12 155
JJFWLH107 10.7 106 2 12 155
JJFWLH108 10.8 106 2 12 155
JJFWLH109 10.9 106 2 12 155
JJFWLH110 11.0 106 2 12 155
JJFWLH111 1.1 114 2 12 163
JJFWLH112 11.2 114 2 12 163
JJFWLH113 1.3 114 2 12 163
JJFWLH114 1.4 114 2 12 163
JJFWLH115 11.5 114 2 12 163
JJFWLH116 11.6 114 2 12 163
JJFWLH117 11.7 114 2 12 163
JJFWLH118 11.8 114 2 12 163
JJFWLH119 11.9 114 2 12 163
JJFWLH120 12.0 114 2 12 163
JJFWLH121 12.1 133 2 14 182
JJFWLH123 12.3 133 2 14 182
JJFWLH125 12.5 133 2 14 182
JJFWLH130 13.0 133 2 14 182
JJFWLH135 13.5 133 2 14 182
JJFWLH140 14.0 133 2 14 182
JJFWLH141 14.1 152 2 16 204
JJFWLH145 14.5 152 2 16 204
JJFWLH150 15.0 152 2 16 204
JJFWLH155 15.5 152 2 16 204
JJFWLH157 15.7 152 2 16 204
JJFWLH160 16.0 152 2 16 204
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Micro Grain Carbide Flat Drill With Reamer Fuction (With Coolant Holes)( Stainless / Steel / Inch ) - 2 Flutes

?

3xD m Ao E X7 "“S"'ﬂmnn remraunn

ARER IME y TIE £ Ameik IME

(Number) (n)] (Number)

JJFWL0318 1/8(3.18) 20 2 6 66
JJFWL0397 5/32(3.97) 24 2 6 66
JJFWL0476 3/16 (4.76) 28 2 6 66
JJFWL0635 1/4 (6.35) 34 2 8 79
JJFWL0794 5/16 (7.94) 41 2 8 79
JJFWL0953 3/8(9.53) 47 2 10 89
JJFWL1111 7/16 (11.11) 55 2 12 102
JJFWL1270 1/2(12.70) 60 2 14 107
JJFWL1428 | 9/16(14.28) 65 2 16 115
JJFWL1587 5/8(15.87) 65 2 16 115
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Solid Carbide End Mills-Cutting Condition Table

N/ Metric (mm)

HWHEIE AEif
Work SCM/SCr/SNCM
Material 28 - 35 HRC
EIHIRRE Ve
mm / min 80 - 120 mm / min 50 -90 mm / min
Cutting Speed
B DC FEhiER  SEEAF | TR  SEERT
mm SpeedRom  mm/rev | SpeedRpm  mm/rev
3 10610 0.03 -0.09 7430 0.03 -0.09
4 7960 0.04-0.11 5570 0.04-0.11
5 6370 0.05-0.13 4460 0.05-0.13
6 5310 0.06 - 0.15 3710 0.06 - 0.15
7 4550 0.07-0.17 3180 0.07-0.17
8 3980 0.08 -0.19 2790 0.08 -0.19
9 3540 0.09-0.21 2480 0.09-0.21
10 3180 0.10-0.23 2230 0.10-0.23
11 2890 0.11-0.25 2030 0.11-0.25
12 2650 0.12-0.27 1860 0.12-0.27
13 2450 0.13-0.29 1710 0.13-0.29
14 2270 0.14-0.31 1590 0.14-0.31
15 2120 0.15-0.33 1490 0.15-0.33
16 1990 0.16 -0.35 1390 0.16 - 0.35
17 1870 0.17-0.37 1310 0.17-0.37
18 1770 0.18 -0.39 1240 0.18 -0.39
19 1680 0.19-0.41 1170 0.19-0.41
20 1590 0.20-0.43 1110 0.20 - 0.43

B1ll/ Imperial (inch)

A E A
Work SCM / SCr / SNCM
Material 28 -35HRC
PIHIRE min max min max
Vc SFM
Cutting Speed 262.4672 393.7008 164.0420 295.2756
Bi®DC
inch mm min max min max
0.1181 3 0.0012 0.0035 0.0012 0.0035
0.1575 4 0.0016 0.0043 0.0016 0.0043
0.1969 5 0.0020 0.0051 0.0020 0.0051
0.2362 6 0.0024 0.0059 0.0024 0.0059
0.2756 7 0.0028 0.0067 0.0028 0.0067
0.3150 8 0.0031 0.0075 0.0031 0.0075
0.3543 9 0.0035 0.0083 0.0035 0.0083
0.3937 10 0.0039 0.0091 0.0039 0.0091
0.4331 11 0.0043 0.0098 0.0043 0.0098
0.4724 12 0.0047 0.0106 0.0047 0.0106
0.5118 13 0.0051 0.0114 0.0051 0.0114
0.5512 14 0.0055 0.0122 0.0055 0.0122
0.5906 15 0.0059 0.0130 0.0059 0.0130
0.6299 16 0.0063 0.0138 0.0063 0.0138
0.6693 17 0.0067 0.0146 0.0067 0.0146
0.7087 18 0.0071 0.0154 0.0071 0.0154
0.7480 19 0.0075 0.0161 0.0075 0.0161
0.7874 20 0.0079 0.0169 0.0079 0.0169
PIEIRHERZRAD |

40 - 60 mm / min

NEE
Ti- 6Al - 4V

40 - 60 mm / min

10-35mm/ min

THiEE SEERF | TSR  SEERF | THEE | SEERF
SpeedRom  mm/rev | SpeedRpm mm/rev | Speed Rom  mm/rev
5310 0.015-0.045 5840 0.01-0.05 2390 0.01-0.03
3980 0.02-0.06 4380 0.01 - 0.06 1790 0.01-0.04
3180 0.025-0.075 3500 0.01-0.07 1430 0.01-0.05
2650 0.03 -0.09 2920 0.02 -0.08 1190 0.02 -0.06
2270 0.035-0.105 2500 0.02-0.09 1020 0.02-0.07
1990 0.04-0.12 2190 0.02-0.10 900 0.02-0.08
1770 0.045-0.135 1950 0.02-0.11 800 0.02-0.09
1590 0.05-0.15 1750 0.03-0.12 720 0.03-0.10
1450 0.055-0.165 1590 0.03 -0.13 650 0.03-0.11
1330 0.06-0.18 1460 0.03-0.14 600 0.03-0.12
1220 0.065-0.195 1350 0.03-0.15 550 0.03-0.13
1140 0.07-0.21 1250 0.04-0.16 510 0.04-0.14
1060 0.075-0.225 1170 0.04-0.17 480 0.04-0.15
990 0.08-0.24 1090 0.04-0.18 450 0.04-0.16
940 0.085-0.255 1030 0.04-0.19 420 0.04-0.17
880 0.09-0.27 970 0.05-0.20 400 0.05-0.18
840 0.095-0.285 920 0.05-0.21 380 0.05-0.19
800 0.10-0.30 880 0.05-0.22 360 0.05-0.20
#as
Ti- 6Al -4V
min max min max min max
131.2336 196.8504 131.2336 196.8504 32.8084 114.8294
IPR
min max min max min max
0.0006 0.0018 0.0004 0.0020 0.0004 0.0012
0.0008 0.0024 0.0004 0.0024 0.0004 0.0016
0.0010 0.0030 0.0004 0.0028 0.0004 0.0020
0.0012 0.0035 0.0008 0.0031 0.0008 0.0024
0.0014 0.0041 0.0008 0.0035 0.0008 0.0028
0.0016 0.0047 0.0008 0.0039 0.0008 0.0031
0.0018 0.0053 0.0008 0.0043 0.0008 0.0035
0.0020 0.0059 0.0012 0.0047 0.0012 0.0039
0.0022 0.0065 0.0012 0.0051 0.0012 0.0043
0.0024 0.0071 0.0012 0.0055 0.0012 0.0047
0.0026 0.0077 0.0012 0.0059 0.0012 0.0051
0.0028 0.0083 0.0016 0.0063 0.0016 0.0055
0.0030 0.0089 0.0016 0.0067 0.0016 0.0059
0.0031 0.0094 0.0016 0.0071 0.0016 0.0063
0.0033 0.0100 0.0016 0.0075 0.0016 0.0067
0.0035 0.0106 0.0020 0.0079 0.0020 0.0071
0.0037 0.0112 0.0020 0.0083 0.0020 0.0075
0.0039 0.0118 0.0020 0.0087 0.0020 0.0079

Instruction for cutting conditions:

OB EARES « MESHRERRE

QEEEAWHIM ORMA RN

Q7IR&mIRETER > BESMRRERLSEREERN
FIEEER SIS T RIRE -

@FRBATHISHEEE - BRMIIER » SEEe 2t -
TH3RET ~ INTEMUALREIER - SREIHISEURFE -

(DPlease use equipment and fixtures with high precision and high rigidity.
(@Please use the suitable cooling method and coolant for the workpiece.

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.

Improper use may lead the tool damaged.
@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

N/ Metric (mm)

HWHEIE YA/ SRR ] IREIRE
Work 40 - 50 HRC FC250 FCD600
Material 350N/ mm2 400 - 600 N/ mm2
PIHIERE Ve
mm / min 20 -40 mm / min 20 -40 mm / min 80-120 mm / min 60 - 100 mm / min
Cutting Speed
E¥DC TR | SRR | TEEER  SEEAF TR SiEERF | TEER SR F 0 TR
mm SpeedRom mm/rev | SpeedRpm mm/rev | Speed Rom mm/rev | SpeedRpm mm/rev | Speed Rpm
3 3180 0.02 - 0.04 3180 0.02 - 0.04 10610 0.03 -0.09 8490 0.03 -0.09 16980
4 2390 0.03 - 0.06 2390 0.03 - 0.06 7960 0.04-0.11 6370 0.04-0.11 12730
5 1910 0.04 -0.08 1910 0.04 - 0.08 6370 0.05-0.13 5090 0.05-0.13 10190
6 1590 0.05-0.10 1590 0.05-0.10 5310 0.06 - 0.15 4240 0.06 - 0.15 8490
7 1360 0.06 -0.12 1360 0.06 -0.12 4550 0.07-0.17 3640 0.07-0.17 7280
8 1190 0.07 -0.14 1190 0.07 -0.14 3980 0.08 -0.19 3180 0.08-0.19 6370
9 1060 0.08-0.16 1060 0.08-0.16 3540 0.09 -0.21 2830 0.09 -0.21 5660
10 950 0.09-0.18 950 0.09-0.18 3180 0.10-0.23 2550 0.10-0.23 5090
11 870 0.10-0.20 870 0.10-0.20 2890 0.11-0.25 2310 0.11-0.25 4630
12 800 0.11-0.22 800 0.11-0.22 2650 0.12-0.27 2120 0.12-0.27 4240
13 730 0.12-0.24 730 0.12-0.24 2450 0.13-0.29 1960 0.13-0.29 3920
14 680 0.13-0.26 680 0.13-0.26 2270 0.14-0.31 1820 0.14-0.31 3640
15 640 0.14-0.28 640 0.14-0.28 2120 0.15-0.33 1700 0.15-0.33 3400
16 600 0.15-0.30 600 0.15-0.30 1990 0.16 - 0.35 1590 0.16 - 0.35 3180
17 560 0.16 - 0.32 560 0.16 -0.32 1870 0.17-0.37 1500 0.17-0.37 3000
18 530 0.17 - 0.34 530 0.17 -0.34 1770 0.18 -0.39 1410 0.18-0.39 2830
19 500 0.18 -0.36 500 0.18 -0.36 1680 0.19-0.41 1340 0.19-0.41 2680
20 480 0.19-0.38 480 0.19-0.38 1590 0.20-0.43 1270 0.20-0.43 2550
B15l/ Imperial (inch)
#WEIE YA/ SR iR IREIRE
Work 40 - 50 HRC FC250 FCD600
Material 350 N/ mm2 400 - 600 N/ mm2
EIHIRE min max min max min max min max min
Cut:i/;gs?geed 65.6168 131.2336 65.6168 131.2336 262.4672 393.7008 196.8504 328.0840 393.7008
Bf®DC IPR
inch mm min max min max min max min max min
0.1181 3 0.0008 0.0016 0.0008 0.0016 0.0012 0.0035 0.0012 0.0035 0.0012
0.1575 4 0.0012 0.0024 0.0012 0.0024 0.0016 0.0043 0.0016 0.0043 0.0016
0.1969 5 0.0016 0.0031 0.0016 0.0031 0.0020 0.0051 0.0020 0.0051 0.0020
0.2362 6 0.0020 0.0039 0.0020 0.0039 0.0024 0.0059 0.0024 0.0059 0.0024
0.2756 7 0.0024 0.0047 0.0024 0.0047 0.0028 0.0067 0.0028 0.0067 0.0028
0.3150 8 0.0028 0.0055 0.0028 0.0055 0.0031 0.0075 0.0031 0.0075 0.0031
0.3543 9 0.0031 0.0063 0.0031 0.0063 0.0035 0.0083 0.0035 0.0083 0.0035
0.3937 10 0.0035 0.0071 0.0035 0.0071 0.0039 0.0091 0.0039 0.0091 0.0039
0.4331 11 0.0039 0.0079 0.0039 0.0079 0.0043 0.0098 0.0043 0.0098 0.0043
0.4724 12 0.0043 0.0087 0.0043 0.0087 0.0047 0.0106 0.0047 0.0106 0.0047
0.5118 13 0.0047 0.0094 0.0047 0.0094 0.0051 0.0114 0.0051 0.0114 0.0051
0.5512 14 0.0051 0.0102 0.0051 0.0102 0.0055 0.0122 0.0055 0.0122 0.0055
0.5906 15 0.0055 0.0110 0.0055 0.0110 0.0059 0.0130 0.0059 0.0130 0.0059
0.6299 16 0.0059 0.0118 0.0059 0.0118 0.0063 0.0138 0.0063 0.0138 0.0063
0.6693 17 0.0063 0.0126 0.0063 0.0126 0.0067 0.0146 0.0067 0.0146 0.0067
0.7087 18 0.0067 0.0134 0.0067 0.0134 0.0071 0.0154 0.0071 0.0154 0.0071
0.7480 19 0.0071 0.0142 0.0071 0.0142 0.0075 0.0161 0.0075 0.0161 0.0075
0.7874 20 0.0075 0.0150 0.0075 0.0150 0.0079 0.0169 0.0079 0.0169 0.0079
PIERHERZRD | Instruction for cutting conditions:
OB EREER - MESHRERRE - (DPlease use equipment and fixtures with high precision and high rigidity.
QEEEAWEIM LA AN RZANE (Please use the suitable cooling method and coolant for the workpiece.

QTEELRIIFETHF > FESUREEREEIEEER
RIERE(EFA SIEM T BI8IE - Improper use may lead the tool damaged.

OFRERTHISHELEE - BEMIIER  FREE 2L
T3 ~ ITEMIAREIER © RIS BURIEH -

120 - 200 mm / min

BEEIAF

mm / rev
0.03-0.09
0.04-0.12
0.05-0.15
0.06-0.18
0.07-0.20
0.08 - 0.22
0.09-0.24
0.10-0.26
0.11-0.28
0.12-0.30
0.13-0.32
0.14-0.34
0.15-0.36
0.16 - 0.38
0.17 - 0.40
0.18 - 0.42
0.19-0.44
0.20 - 0.46

max

656.1680

max
0.0035
0.0047
0.0059
0.0071
0.0079
0.0087
0.0094
0.0102
0.0110
0.0118
0.0126
0.0134
0.0142
0.0150
0.0157
0.0165
0.0173
0.0181

@Itis necessary to measure deflection before the cutting tool to be assembled in the arbor.

@This table is for the reference. Please according to the rigidity of the machine,
workpiece clamping and the part processing method to adjust the parameter.
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