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Endmills for pre-hardened and hardened steel (HRc52~68)
Good wear resistance by high quality Si-based PVD coating.

High precise edge tolerance.

Very nice work surface finish.

Outstanding performance at high speed machining by ultra fine
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D Size D Tolerance
TISIN S © | curming
Coating Hellxggle DATA 21~5 +0~-0.01mm
0.005 0.007 0.01 @6~12 -0.005~-0.015mm
0.5~1.25R 1.5~3R 4~6 et mm

3JJRB 010 040 S04 0.5RX1 4 4
3JJRB 010 060 S04 0.5RX1 6 4
3JJRB 010 080 S04 0.5RX1 1.2 8 50 4
3JJRB010 100 S04 0.5RX1 1.2 10 50 4
3JJRB 010 120 S04 0.5RX1 1.2 12 50 4
3JJRB 010 160 S04 0.5RX1 1.2 16 50 4
3JJRB 015 060 S04 0.75RX15 18 6 |50 4
3JJRB 015 080 S04 0.75RX15 18 8 50 4
3JJRB 015 100 S04 0.75RX1.5 1.8 10 | 50 4
3JJRB 015 120 S04 0.75RX1.5 1.8 12 50 4
3JJRB 015 160 S04 0.75RX1.5 18 16 | 50 4
3JJRB 015 200 S04 0.75RX1.5 1.8 20 60 4
3JJRB 020 080 S04 1RX2 24 8 50 4
3JJRB 020 100 S04 1RX2 24 10 50 4
3JJRB 020 120 S04 1RX2 24 12 50 4
3JJRB 020 160 S04 1RX2 24 16 50 4
3JJRB 020 200 S04 1RX2 24 20 60 4
3JJRB 020 250 S04 1RX2 24 25 70 4
3JJRB 025 080 S04 1.25RX25 3 8 50 4
3JJRB 025 100 S04 1.25RX25 3 10 50 4
3JJRB 025 120 S04 1.25RX25 3 12 50 4
3JJRB 025 160 S04 1.25RX25 3 16 50 4
3JJRB 025 200 S04 1.25RX25 3 20 60 4
3JJRB 025 250 S04 1.25RX25 3 25 70 4
3JJRB 030 120 S06 1.5RX3 36 12 60 6
3JJRB 030 160 S06 1.5RX 3 36 16 60 6
3JJRB 030 200 S06 1.5RX 3 36 20 65 6
3JJRB 030 250 S06 1.5RX3 36 25 70 6
3JJRB 030 300 S06 1.5RX 3 36 30 75 6
3JJRB 030 400 S06 1.5RX 3 36 40 9 6
3JJRB 030 500 S06 1.5RX3 3.6 50 100 6
3JJRB 040 160 S06 2RX4 48 16 60 6
3JJRB 040 200 S06 2RX 4 48 20 65 6
3JJRB 040 250 S06 2RX4 48 25 70 6
3JJRB 040 300 S06 2RX4 48 30 75 6
3JJRB 040 400 S06 2RX 4 48 40 90 6
3JJRB 040 500 S06 2RX4 48 50 100 6
3JJRB 040 600 S06 2RX4 48 60 110 6
3JJRB 050 300 S06 2.5RX5 6 30 75 6
3JJRB 050 400 S06 2.5RX5 6 40 90 6
3JJRB 050 500 S06 2.5RX5 6 50 100 6
3JJRB 050 600 S06 2.5RX5 6 60 110 6
3JJRB 060 200 060 3RX6 9 20 60 6
3JJRB 060 300 090 3RX6 9 30 9 6
3JJRB 080 250 060 4RX8 12 25 60 8
3JJRB 080 400 100 4RX8 12 40 100 8
3JJRB 100 300 070 5RX 10 15 30 70 |10
3JJRB 100500 110 5RX 10 15 50 110 |10
3JJRB 120 350 075 6RX 12 18 35 75 |12
3JJRB 120600 110 6RX 12 18 60 110 | 12
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| 3JJRB Cutting Condition

« RPM : rev./min « Feed : mm/min

AR IAEZ qAEZ qAZZ
Material Hardened Steels Hardened Steels Hardened Steels
4E Hardness 55 ~62HRC 62 ~ 66HRC 66 ~ 68HRC
A 'Ef'ffﬁ’;e RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae
Radius Length Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
RO.5 4 25,500 2,360 0.050 0.200 21,000 2,000 0.030 0.170 16,000 960 0.030 0.170
” 8 18,500 760 0.015 0.120 18,400 710 0.015 0.120 13,800 287 0.015 0.120
” 12 13,400 540 0.008 0.080 13,300 405 0.008 0.080 9,950 189 0.008 0.080
” 16 10,500 320 0.005 0.045 10,500 225 0.005 0.045 7,850 115 0.005 0.045
R0.75 8 15,000 1,389 0.045 0.250 14,000 1,280 0.030 0.210 10,500 648 0.030 0.210
” 16 8,850 530 0.012 0.130 8,800 489 0.012 0.130 6,600 208 0.012 0.130
R1 8 14,000 2,350 0.100 0.400 12,250 1,960 0.060 0.300 9,200 1,060 0.060 0.300
” 16 10,800 776 0.030 0.240 10,700 580 0.030 0.240 8,000 335 0.030 0.240
” 25 7,800 530 0.016 0.160 7,800 380 0.016 0.160 5,850 320 0.016 0.160
R1.5 16 10,500 2,500 0.150 0.650 9,200 2,100 0.100 0.500 6,900 1,100 0.100 0.500
” 25 8,000 820 0.050 0.380 8,000 640 0.050 0.380 6,000 855 0.050 0.380
” 40 4,900 530 0.020 0.240 4,950 360 0.020 0.240 3,700 220 0.020 0.240
R2 20 9,000 2,680 0.200 0.850 7,900 2,250 0.130 0.700 5,900 1,240 0.130 0.700
” 30 7,000 845 0.060 0.450 7,000 710 0.060 0.450 5,250 374 0.060 0.450
” 40 4,300 640 0.040 0.390 4,300 420 0.040 0.390 3,200 267 0.040 0.390
R2.5 30 6,400 1,630 0.160 0.880 6,200 1,430 0.110 0.730 4,650 775 0.110 0.730
” 40 6,000 820 0.080 0.625 5,900 760 0.080 0.625 4,500 415 0.080 0.625
” 50 5,300 530 0.050 0.410 5,200 490 0.040 0.400 4,300 295 0.035 0.370
R3 20 6,500 2,820 0.300 1.300 5,700 2,390 0.200 1.000 4,300 1,360 0.200 1.000
” 30 6,400 1,720 0.160 0.880 6,200 1,538 0.110 0.730 4,650 843 0.110 0.730
R4 25 5,200 2,350 0.400 1.700 4,500 2,100 0.250 1.350 3,400 1,060 0.250 1.350
” 40 3,600 1,570 0.300 0.850 2,700 1,260 0.150 0.720 2,040 636 0.120 0.700
R5 30 4,300 2,170 0.500 2.100 3,750 1,860 0.300 1.700 2,800 986 0.300 1.700
” 50 3,400 1,330 0.400 1.050 2,419 1,200 0.200 0.750 1,806 636 0.190 0.680
R6 35 3,600 1,890 0.600 2.600 3,150 1,680 0.350 2.000 2,350 840 0.350 2.000
” 60 2,700 1,180 0.500 1.300 1,956 1,043 0.250 0.900 1,459 522 0.220 0.850
Ap : Axial Depth 23| 4Z/0[(mm)
Moy " Ae: Radjal Dgpth HrZeroI A 20| (mm)
DepthotCut g \_a_y  DioumsdeDiometer saiom
pe | n:Speed ZHULE (min’) .
Vf:Feed OIE4Z (mm/min)

HRCS5 Ol A (2132, B72) 7KBA| 22 THO|ol Tht| 47| HALZZ40] 20% UP SHEAAIS.
00| 52 0|AE BUES 235401, 5 71BAI &4 BHE 2 BLICL
A7 AR 3T 4300|022 4 TKBAI 7S B4, 713 B, HE 71700 w2t 22 WY 2UBLICL

US| {1 20| 2 S 7|H AHE 2 FLICH @1 0I5 AHE Al 215 518 22| Sym O|Li Y &)
HAHH FO 2 7L SAEE, Lol FolotuAl2.

When milling workpiece HRC below 55 (Alloy steel, tool steel), Raise up 20% RPM and feed compared to the same diameter.

Air blow or mist coolant is recommended, and wet coolants are recommended for copper milling.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
Use a machine with low vibration and good rigidity (&1 or less, the vibration tolerance management will be within 5um).

Note for chip emission, heat, or ignition.
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