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Endmills for pre-hardened and hardened steel (HRc52~70)
Good wear resistance by high quality Si-based PVD coating.

Minimize chattering and fracturing by taper designed flute.

Designed for minimizing edge chipping by corner R shape.

High precise edge tolerance.

Outstanding performance at high speed machining by ultra fine

i |

(0.2um) WC grade.
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TASIN éo BJR.'I'.'R D Size D Tolerance
LE ] Helix Angle
0005 21~4 +0~-0.01mm
0.1~0.5 o2l mm

2JJTC010001 0601 1XRO0.1 1° 1 4 2JJTC 020 003 2501 1° 2 4
2JJTC010001 1001 1XRO0.1 1° 1 4 2JJTC 020 003 3001 2 X RO 3 1° 2 4
2JJTC010001 1501 1XRO0.1 1° 1 1 5 50 4 2JJTC 020 003 3501 2XR0.3 1° 2 35 75 4
2JJTC 010001 2001 1XRO0.1 1° 1 20 60 4 2JJTC020 003 4001 2XR0.3 1° 2 40 80 4
2JJTC010 001 2501 1XRO0.1 1° 1 25 60 4 2JJTC 020 003 5001 2XR0.3 1° 2 50 90 4
2JJTC010 001 3001 1XRO0.1 1° 1 30 70 4 2JJTC 020 005 1201 2XR0.5 1° 2 12 50 4
2JJTC010 001 3501 1XRO0.1 1° 1 3 75 4 2JJTC020 005 1601 2XR0.5 1° 2 16 50 4
2JJTC010 002 0601 1XR0.2 1° 1 6 50 4 2JJTC 020 005 2001 2XR0.5 1° 2 20 60 4
2JJTC010002 1001 1XR0.2 1° 1 10 50 4 2JJTC 020 005 2501 2XR0.5 1° 2 25 60 4
2JJTC 010002 1501 1XR0.2 1° 1 15 50 4 2JJTC 020 005 3001 2 XR0.5 1° 2 30 70 4
2JJTC 010002 2001 1XR0.2 1° 1 20 60 4 2JJTC 020 005 3501 2XR0.5 1° 2 3 75 4
2JJTC010 002 2501 1XR0.2 1° 1 25 60 4 2JJTC 020 005 4001 2XR0.5 1° 2 40 80 4
2JJTC010 002 3001 1XR0.2 1° 1 30 70 4 2JJTC 020 005 5001 2XR0.5 1° 2 50 90 4
2JJTC010 002 3501 1XR0.2 1° 1 35|75 | 4 2JJTC 030 002 2001 3XR0.2 1° 3 20 60 6
2JJTC010 003 0601 1XR0.3 1° 1 6 50 4 2JJTC 030 002 3001 3XR0.2 1° 3 30 70 6
2JJTC010003 1001 1XR0.3 1° 1 10 50 4 2JJTC 030 002 4001 3XR0.2 1° 3 40 80 6
2JJTC010003 1501 1XR0.3 1° 1 15 50 4 2JJTC 030002 5001 3XR0.2 1° 3 50 9 6
2JJTC010 003 2001 1XR0.3 1° 1 20 60 4 2JJTC 030002 6001 3XR0.2 1° 3 60 100 6
2JJTC010 003 2501 1XR0.3 1° 1 25 60 4 2JJTC 030 003 2001 3XR0.3 1° 3 20 60 6
2JJTC010 003 3001 1XR0.3 1° 1 30 70 4 2JJTC030 003 3001 3XR0.3 1° 3 30 70 6
2JJTC010 003 3501 1XR0.3 1° 1 3 75 4 2JJTC 030 003 4001 3XR0.3 1° 3 40 80 6
2JJTC015002 1001 1.5XR0.2 1° 1.5 10 50 4 2JJTC 030 003 5001 3XR0.3 1° 3 50 9 6
2JJTC015002 1501 1.5XR0.2 1 1.5 15 50 4 2JJTC 030003 6001 3XR0.3 1° 3 60 100 6
2JJTC 015002 2001 1.5XR0.2 1° |15 20 60 4 2JJTC 030 005 2001 3XR0.5 1° 3 20 60 6
2JJTC 015002 2501 1.5XR0.2 1" 1.5 25 60 4 2JJTC 030 005 3001 3XR0.5 1° 3 30 70 6
2JJTC 015002 3001 1.5XR0.2 1° 1.5 30 70 4 2JJTC 030 005 4001 3XR0.5 1° 3 40 80 6
2JJTC015002 3501 1.5XR0.2 1° 1.5 3 75 4 2JJTC 030 005 5001 3XR0.5 1° 3 50 9 6
2JJTC015003 1001 1.5XR0.3 1° |15 10 50 4 2JJTC 030 005 6001 3XR0.5 1° 3 60 100 6
2JJTC015003 1501 1.5XR0.3 1" 1.5 15 50 4 2JJTC 030010 2001 3XR1 1° 3 20 60 6
2JJTC015 003 2001 1.5XR0.3 1° 1.5 20 60 4 2JJTC030010 3001 3XR1 1° 3 30 70 6
2JJTC 015003 2501 1.5XR0.3 1° 1.5 25 60 4 2JJTC 0300104001 3XR1 1° 3 40 80 6
2JJTC 015003 3001 1.5XR0.3 1° 1.5 30 70 4 2JJTC 0300105001 3XR1 1° 3 50 90 6
2JJTC015003 3501 1.5XR0.3 1 1.5 35 75 4 2JJTC030010 6001 3XR1 1° 3 60 100 6
2JJTC 015005 1001 1.5XR0.5 1° /1.5 10 50 4 2JJTC 040 002 2001 4XR0.2 1° 4 20 60 6
2JJTC 015005 1501 1.5XR0.5 1" 1.5 15 50 4 2JJTC 040 002 3001 4XR0.2 1° 4 30 70 6
2JJTC 015 005 2001 1.5XR0.5 1° /1.5 20 60 4 2JJTC 040 002 4001 4 XR0.2 1° 4 40 80 6
2JJTC015 005 2501 1.5XR0.5 1° 1.5 25 60 4 2JJTC 040 002 5001 4XR0.2 1° 4 50 90 6
2JJTC 015 005 3001 1.5XR0.5 1° /1.5 30 70 4 2JJTC 040 002 6001 4XR0.2 1° 4 60 100 6
2JJTC 015 005 3501 1.5XR0.5 1° 1.5 35 75 4 2JJTC 040003 2001 4XR0.3 1° 4 20 60 6
2JJTC 020002 1201 2XR0.2 1° 12 12 50 4 2JJTC 040 003 3001 4XR0.3 1° 4 30 70 6
2JJTC 020002 1601 2XR0.2 1" 2 16 50 4 2JJTC 040 003 4001 4XR0.3 1° 4 140 80 6
2JJTC 020 002 2001 2 XR0.2 1° 12 20 60 4 2JJTC 040 003 5001 4XR0.3 1° 4 50 90 6
2JJTC 020 002 2501 2XR0.2 1° 2 25 60 4 2JJTC 040 003 6001 4XR0.3 1° 4 60 100 6
2JJTC 020 002 3001 2XR0.2 1° 12 30 70 4 2JJTC 040 005 2001 4XR0.5 1° 4 20 60 6
2JJTC 020 002 3501 2 XR0.2 1" 2 3 75 4 2JJTC 040 005 3001 4XR0.5 1° 4 30 70 6
2JJTC 020 002 4001 2 XR0.2 1° 12 40 80 4 2JJTC 040 005 4001 4 XR0.5 1° 4 40 80 6
2JJTC 020 002 5001 2XR0.2 1 2 50 9 4 2JJTC 040 005 5001 4XR0.5 1° 4 50 90 6
2JJTC 020 003 1201 2XR0.3 1° 12 12 50 4 2JJTC 040 005 6001 4XR0.5 1° 4 60 100 6
2JJTC 020003 1601 2 XR0.3 1" 2 16 50 4 2JJTC 0400102001 4XR1 1° 4 120 60 6
2JJTC 020 003 2001 2 XR0.3 1° | 2 20 60 4 2JJTC 040010 3001 4XR1 1° 4 30 70 6
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2JJTC 0400105001 4XR1
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| ZJJCR / ZJJTC Cutting Condition

£34 Slotting

+ RPM : rev./min « Feed : mm/min

Ty 2357
Material Hardened Steels
4E Hardness 55 ~60HRC 60 ~ 65HRC 65 ~ 68HRC
oA a3 A Ae A Ae A Ae
[%g}gftgr gga?t?; — — Axial I’D)epth Radial Depth = — Axial gepth Radial Depth e — Axial gepth Radial Depth
20.4 RO.1 33,000 105 0.01 0.01 25,000 60 0.005 0.008 25,000 60 0.005 0.008
20.5 RO.1 33,000 110 0.015 0.02 25,000 65 0.007 0.010 20,000 40 0.007 0.010
20.8 R0.2 30,000 125 0.02 0.10 25,000 85 0.01 0.075 20,000 50 0.01 0.075
21 R0.3 25,000 145 0.04 0.15 19,000 90 0.02 0.12 16,000 55 0.02 0.12
215 R0.5 20,500 172 0.10 0.30 16,000 108 0.05 0.20 12,500 70 0.05 0.20
22 RO.5 14,500 208 0.15 0.50 11,000 128 0.1 0.25 9,500 92 0.10 0.30
225 RO.5 9,500 208 0.20 0.50 7,500 128 0.12 0.35 6,400 92 0.12 0.40
23 R0.5 9,500 208 0.20 0.50 7,500 128 0.12 0.35 6,400 92 0.12 0.40
24 R0.3 7,200 216 0.25 0.30 5,600 136 0.15 0.20 4,750 94 0.15 0.30
25 RO.5 6,400 228 0.25 0.50 5,100 144 0.15 0.50 4,450 105 0.15 0.40
” R1 6,400 228 0.40 1.05 5,100 144 0.35 0.80 4,450 105 0.30 0.70
26 RO.5 5,300 224 0.20 0.70 4,200 144 0.2 0.60 3,700 104 0.20 0.50
” R1 5,300 224 0.30 1.00 4,200 144 0.3 0.80 3,700 104 0.20 0.65
” R1.5 5,300 224 0.50 1.30 4,200 144 0.4 1.00 3,700 104 0.30 0.80
28 R0O.5 4,000 204 0.30 0.70 3,200 132 0.20 0.60 2,800 96 0.20 0.50
” R1 4,000 204 0.40 1.00 3,200 132 0.25 0.90 2,800 96 0.25 0.70
” R1.5 4,000 204 0.40 1.30 3,200 132 0.25 1.20 2,800 96 0.25 0.80
210 R0O.5 3,200 192 0.40 0.80 2,550 124 0.2 0.60 2,200 90 0.20 0.50
” R1 3,200 192 0.50 1.00 2,550 124 0.3 0.80 2,200 90 0.30 0.80
” R2 3,200 192 0.50 1.70 2,550 124 0.3 1.50 2,200 90 0.30 1.30
212 RO.5 2,650 192 0.50 1.00 2,100 124 0.35 0.80 1,860 90 0.20 0.60
” R1 2,650 192 0.60 1.30 2,100 124 0.35 1.20 1,860 90 0.30 1.00
” R2 2,650 192 0.60 1.80 2,100 124 0.35 1.70 1,860 20 0.30 1.40
” R3 2,650 192 0.60 2.50 2,100 124 0.40 2.00 1,860 90 0.30 1.80
Z0AN  Side Cutting
| AR 133
Material Hardened Steels
HE Hardness 55 ~ 60HRC 60 ~ 65HRC 65 ~ 68HRC
oA A Ae A Ae A Ae
Is)igrtﬁigtgr RPM FEED Axial Il))epth Radial Depth RPM FEED Axial gepth Radial Depth RPM FEED Axial gepth Radial Depth
20.4 33,000 105 0.4 0.012 25,000 60 0.2 0.008 25,000 60 0.2 0.008
20.5 33,000 110 0.5 0.015 25,000 65 0.25 0.010 20,000 40 0.25 0.010
20.8 30,000 125 0.8 0.024 25,000 85 0.4 0.016 20,000 50 0.4 0.016
21 25,000 145 1 0.030 19,000 90 0.5 0.02 16,000 55 0.5 0.02
22 14,500 208 2 0.060 11,000 128 1 0.04 9,500 92 1 0.04
23 9,500 208 3 0.090 7,500 128 1.5 0.06 6,400 92 1.5 0.06
24 7,200 216 4 0.120 5,600 136 2 0.08 4,750 94 2 0.08
26 5,300 224 6 0.180 4,200 144 3 0.12 3,700 104 3 0.12
28 4,000 204 8 0.240 3,200 132 4 0.16 2,800 96 4 0.16
210 3,200 192 10 0.300 2,550 124 5 0.20 2,200 90 5 0.20
212 2,650 192 12 0.360 2,100 124 6 0.24 1,860 90 6 0.24
0.03D 0.02D
e ANy
Depth of Cut ~60HRC 1.00 60HRC ~ 0.5D Inclined Cutting
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* When milling workpiece, HRC below 55 (Alloy steel, tool steel), Raise up 20% RPM and feed compared to the same diameter.

* In case of long effective length, reduce the RPM and feed by 30% or less.

For side milling, refer to the corner radius and

* For curved milling, set up the lower value of the pitch than the corner radius value of tool diameter.

For curved milling, raise up the feed by 30% in stable condition.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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Your specials are our standards.
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