QMM 6~12Flutes JJ Carbide Helix Corner Radius Shrink-fit Inserts for Hardened steels
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Shrink fit inserts for hardened steels (HRc52~62), pre-hardened steels
Optimum for wear resistance on the edge by TISIN-S coating.

High speed milling process is available with multiple 6-12 flutes.

Excellent holding power and concentricity keeping are available by shrink fitting holder.
It is very economical because regrinding is available more than three times.

Minimize fracturing by high TRS fine (0.4im) WC grade.
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6SFJC 100 003 085 10X RO0.3 6 8SFJC 130010090 13XR1 38 6
6SFJC 100 005 085 10X R0.5 . 6 10SFJC 160 005 120 16 XR0O.5 48 10
6SFJC 100 010 085 10X R1 8.5 12 37 6 10SFJC 160010 120 16 XR1 12 17 48 10
6SFJC 110 003 085 11XR0.3 85 12 37 6 10SFJC 170 005 120 17 XR0O.5 12 17 48 10
6SFJC 110 005 085 11XR0O.5 85 12 37 6 10SFJC 170010 120 17 XR1 12 17 48 10
6SFJC 110010 085 11 XR1 8.5 12 37 6 12SFJC 200 005 150 20XR0.5 15 21 54 12
8SFJC 120 003 090 12 XR0.3 9 13 38 6 12SFJC 200010 150 20 XR1 15 21 54 12
8SFJC 120 005 090 12 XR0.5 9 13 38 6 12SFJC 210005 150 21 XR0.5 15 21 54 12
8SFJC 120010090 12XR1 9 13 38 6 12SFJC210010 150 21 XR1 15 21 54 12
8SFJC 130 003 090 13XR0.3 9 13 38 6
8SFJC 130 005 090 13XR0.5 9 13 38 6

4Flutes Diamond Coated Helix Ball Shrink-fit Inserts for Graphites
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+ Inserts for graphite milling
; } + Excellent wear resistance by applying qualified CVD diamond coating.

+ Maximize cutting force by applying the new helix edge design.
+ Excellent holding power and concentricity keeping are available by
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4SFDB 100 085 S06 5RX10 6
4SFDB 110 085 S06 55RX 11 8. 6
4SFDB 120 090 S06 6RX 12 9 1 3 38 6
4SFDB 130 090 S06 6.5RX 13 9 13 38 6

4SFDB 160 120 S10 8RX16 12 17 48 10
4SFDB 170120 S10 8.5RX 17 12 17 48 10
4SFDB 200 150 S12 10RX 20 15 21 54 12
4SFDB 210 150 S12 10.5RX21 | 15 21 54 12
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5~125FJC Cuttlng Condltlon * RPM:rev./min « Feed : mm/min
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I "J,H Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
Material SCM / HPM NAK80 / KP4M STAVAX / SKD11
4E Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
e RPM  FEED Af7 = RPM  FEED AP i RPM  FEED At b2
Buidtg Axial Depth  Radial Depth Axial Depth  Radial Depth Axial Depth  Radial Depth
210 3075 1150 5.0 1.0 3075 1104 3.0 0.5 1200 299 3.0 0.5
211 2820 1035 5.5 1.1 2820 966 33 0.6 1095 276 33 0.6
212 2580 943 6.0 1.2 2580 874 3.6 0.6 990 230 3.6 0.6
213 2400 874 6.5 1.3 2400 805 3.9 0.7 915 230 3.9 0.7
216 1950 713 8.0 1.6 1950 690 4.8 0.8 750 184 4.8 0.8
217 1830 690 8.5 1.7 1830 656 5.1 0.9 705 173 5.1 0.9
220 1500 575 10.0 2.0 1500 552 6.0 1.0 600 150 6.0 1.0
221 1470 529 10.5 2.1 1470 506 6.3 1.1 570 138 6.3 1.1
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* If the effective length is long, reduce the RPM and feed in the same proportion.
¢ After the heat the shrink-fit, check the clamping and bolt status, and then use.
* Above the table value is based on 6 flutes. If you use more than 6 flutes of endmill, raise up the feed in stable milling condition.
* 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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%gé?fsr RPM FEED Axial Depth Radial Depth Igigrtﬁ:gtgr RPM FEED Axial Depth Radial Depth IDc?grEnsgitgr RPM FEED Axial Depth Radial Depth
R5 9550 3965 0.250 1.0 210 5100 4000  0.250 3.0 210 5100 4840  0.250 3.0
R5.5 8700 3640 0.275 11 211 4630 3700  0.275 33 211 4630 4477  0.275 33
R6 7960 3315 0.300 1.2 212 4250 3400 0.300 3.6 212 4250 4114 0.300 3.6
R6.5 7350 3055 0.325 1.3 213 3920 3125  0.325 3.9 213 3920 3781 0.325 3.9
R8 5970 2470 0.400 1.6 216 3180 2550  0.400 4.8 216 3180 3086  0.400 4.8
R8.5 5620 2340 0.850 1.7 217 3000 2400 0.850 5.1 217 3000 2904 0.850 5.1
R10 4780 1989 1.000 2.0 220 2550 2000  1.000 6.0 220 2550 2420  1.000 6.0
R10.5 4550 1898 1.050 2.1 221 2430 1950  1.050 6.3 221 2430 2360  1.050 6.3
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If the effective length is long, reduce the RPM and feed in the same proportion.
After the heat the shrink-fit, check the clamping and bolt status, and then use.
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 is recommended for graphite milling.





