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3CPR 060 200 S06 5
3CPR 080 250 S08 5
3CPR 100 270 S10 1 O 6 27 80
3CPR 120300 S12 12 6 30 80
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Endmills for CFRP, GFRP, glass/carbon fiber, non-ferrous
and non-metallic materials.

No up-moving work material at wall cutting.

No burr in work materials.

Excellent wear resistance by applying high hardness coating layer.
Minimize built up edge by low friction diamond coating technology.

D Size D Tolerance
26~12 -0.01 ~ -0.025mm
474P ctel : mm
4CPR 060 200 S06 6 5
6CPR 080 250 S08 8 5
6CPR 100 270 S10 0 6 27 80 10
6CPR 120300 S12 2 6 30 80 12
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Helix Angle

A
Coating

Shield Edge

6CPOA 020 070 S04 2 A
6CPOB 020 070 S04 2 B
6CPOA 030 120 S04 3 1 2 50 A
6CPOB 030 120 S04 3 12 50 B
8CPOA 040 160 S04 4 16 60 A
8CPOB 040 160 S04 4 16 60 B
10CPOA 050 200 S06 5 20 60 A
10CPOB 050 200 S06 5 20 60 B
10CPOA 060 200 S06 6 20 70 A
10CPOB 060 200 S06 6 20 70 B
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Router for CFRP, GFRP, glass/carbon fiber, graphite,
non-ferrous and non-metallic materials

Outstanding performance in roughing of various composite materials.
Atype has many bottom edges and optimized for slotting.

B type has two bottom edges and excellent performance in

vertical, horizontal machining.

Excellent wear resistance by applying high hardness coating layer.
Minimize built up edge by low friction diamond coating technology.

Condition D Size D Tolerance Condition D Size D Tolerance
@D #gd @2~5 +0~-0.01Tmm @D =gd 24~12 -0.005 ~ -0.02mm
9l - mm

12CPOA 080 250 S08 A
12CPOB 080 250 S08 B
14CPOA 100 270 S10 10 27 80 A 10
14CPOB 100 270 S10 10 27 80 B 10
16CPOA 120 300 S12 12 30 80 A 12
16CPOB 120 300 S12 12 30 80 B 12
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I BCPR R-TAC L'oating « RPM : rev./min « Feed : mm/min

DA Material CFRP
ol A
> p Ae
Doig,t.ﬁggr RPM FEED Axial Depth Radial Depth
26 8,000 600 6 2.4
28 6,000 600 8 3.2
210 4,800 540 10 4.0
212 4,000 540 12 4.8
I 4EEEPR DIA Coating * RPM : rev./min  Feed : mm/min
4CPR 6CPR
T[A3 Material CFRP GFRP CFRP GFRP
94 Ap Ae Ap Ae Ap Ae Ap Ae
Outside RPM FEED  Axial Radial RPM FEED Axial]  Radial RPM  FEED Axial  Radial RPM FEED  Axial Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth
26 7,900 1,100 6 2.4 4,200 430 6 24 ]10,500 1,950 1.8 0.12 | 5300 740 1.8 0.12
28 5,960 1,600 8 3.2 3,200 590 8 3.2 7,970 2,950 2.4 0.16 | 3,900 950 2.4 0.16
210 4,750 1,500 10 4.0 2,550 560 10 4.0 6,350 2,930 3 0.20 | 3,120 850 3 0.20
212 3,950 2,060 12 4.8 2,120 725 12 4.8 5,300 3,900 3.6 0.24 | 2,600 1,050 3.6 0.24
0.4D 0.02D
1 1.0D 0.3D
Depth of Cut
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In case of long effective length, reduce the RPM and feed by 20% or less.

* The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

I 5 ~16CPD Cutting Condition + RPM:rev./min « Feed : mm/min

OA Material CFRP GFRP
o3 A
: p Ae Ap Ae
I%grtrﬁggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
24 15,900 1,400 8 1.4 15,900 1,400 8 1.4
25 13,000 1,900 10 1.8 13,000 1,900 10 1.8
26 10,600 2,200 12 2.1 10,600 2,200 12 2.1
28 7,950 2,600 16 2.8 7,950 2,600 16 2.8
210 6300 3050 20 3.5 6300 3050 20 3.5
212 5300 3300 24 4.2 5300 3300 24 4.2
0.35D
2y 2.0D
Depth of Cut
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* In case of long effective length, reduce the RPM and feed by 20% or less.

* The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.

* Above the value of the table is based on 8 flutes. If you use more than 8 flutes of endmill, raise up the RPM and Feed in a same proportion
compared to the same diameter.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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