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« Endmills for Graphite, reinforced plastics, carbon fiber,
Non-ferrous and non-metallic materials.

+ Excellent wear resistance by applying qualified CVD diamond coating.

+ Wide range products prepared for various work shape and excellent

performance.
DIA. 00 .| 5° CUTTING .
Coating J yejix Angle | Helix Angle DATA Dike D Tolerance
22~16 +0 ~ -0.02mm
6F ShieldEdge ~ 472P okl : mm

4DEM 020 060 S04 2 4 6DEM 100400 110 110 ]
4DEM 020 100 S04 2 4 6DEM 100 400 160 160 §
4DEM 030 090 S06 3 9 50 6 6DEM 120450 110 1 2 45 110 1 2 ::_E
4DEM 030 150 S03 3 15 60 3 6DEM 120450 160 12 45 160 12 m
4DEM 030 150 S04 3 15 60 4 6DEM 160 500 110 16 50 110 16

4DEM 040 120 S06 4 12 50 6 6DEM 160 500 160 16 50 160 16

4DEM 040 200 080 4 20 80 4 6DEM 160 500 200 16 50 200 16

4DEM 040 200 100 4 20 100 4

4DEM 060 180 060 6 18 60 6

4DEM 060 250 110 6 25 110 6

4DEM 060 250 150 6 25 150 6

4DEM 080 240 070 8 24 70 8

4DEM 080 350 110 8 35 110 8

4DEM 080 350 150 8 35 150 8

4DEM 100 250 080 10 25 80 10

4DEM 100400 110 10 40 110 10

4DEM 100 500 160 10 50 160 10

4DEM 120 250 080 12 25 80 12

4DEM 120450110 12 45 110 12

4DEM 120 550 160 12 55 160 12

www.jjtools.co.kr ‘ 191



2DBE/3DBE/4DBE Cutting Condition « RPM: rev.min » Feed : mm/min

2DBE 3DBE 4DBE
oA =] i &9 i = i
Matorial = Graphite =H Graphite =9 Graphite
e RRM  FEED AP A RPM  FEED A = RPM  FEED A -
Doig;ﬁ:sdtgr Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
21 16,000 400 0.20 0.20 16,000 480 0.20 0.20 16,000 700 0.20 0.20
22 16,000 800 0.40 0.40 16,000 960 0.40 0.40 16,000 1,200 0.40 0.40
23 16,000 1,450 0.60 0.60 16,000 1,740 0.60 0.60 16,000 2,000 0.60 0.60
24 16,000 2,100 0.80 0.80 16,000 2,520 0.80 0.80 16,000 3,100 0.80 0.80
25 15,500 2,550 1.00 1.00 15,500 3,060 1.00 1.00 15,000 3,800 1.00 1.00
26 15,000 2,950 1.20 1.20 15,000 3,540 1.20 1.20 15,000 4,400 1.20 1.20
28 13,000 3,000 1.60 1.60 13,000 3,600 1.60 1.60 13,000 4,500 1.60 1.60
210 11,500 3,000 2.00 2.00 12,000 3,600 2.00 2.00 12,000 4,600 2.00 2.00
212 10,700 3,200 2.40 2.40 10,000 3,840 2.40 2.40 10,000 4,700 2.40 2.40
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If the effective length is long, reduce the RPM and feed maximum 20%.

If the effective length of your tool does not show above the table, use the shorten effevtive length of parameter and reduce the parameters
in the same proportion.

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

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

2DEM/3DEM/4&6DEM cutting Condition ST ——

2DEM 4DEM 6DEM
I AF = q = q = o
l\ﬂat-é?illal £9 Graphite £9 Graphite £9 Graphite
ol A
> p Ae Ap Ae Ap Ae
Doigrtrﬁ:sdtgr RPM FEED sl Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
20.2 40,000 100 0.3 0.02 - - - - - - - -
20.4 40,000 200 0.6 0.04 - - - - - - - -
20.6 40,000 350 0.9 0.06 - - - - - = - -
20.8 40,000 550 1.2 0.08 - - - - - - - -
21 40,000 700 1.5 0.10 - - - - - - - -
22 25,000 800 3.0 0.20 - - - - - - - -
23 16,500 800 4.5 0.30 16,500 1,600 4.5 0.3 - - - -
24 15,000 1,200 6.0 0.40 15,000 2,400 6.0 0.4 - - - -
25 14,000 1,400 7.5 0.50 14,000 2,800 7.5 0.5 - - - -
26 11,000 1,500 9.0 0.60 11,000 3,000 9.0 0.6 21,450 6,200 9 0.6
28 8,000 1,800 12.0 0.80 8,000 3,600 12.0 0.8 15,600 7,400 12 0.8
210 6,500 1,200 15.0 1.00 6,500 3,000 15.0 1.0 12,675 6,200 15 1.0
212 5,500 1,500 18.0 1.20 5,500 3,000 18.0 1.2 10,725 6,200 18 1.2
216 5,500 1,300 24.0 1.60 - - - - 10,725 5,300 24 1.6
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If the effective length is long, reduce the RPM and feed in the same proportion.

* 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.

* Use a machine with low vibration and good rigidity (&1 or less, the vibration tolerance management should be within 5m).

* For graphite milling, air blow method is recommended.
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