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« Variety cutting process for under HRc62.

+ Insert coated TISIN-S provides long cutting life.

« High quality cutting surface by high precision of insert
with the body.

» Special shape provides excellent performance and

beautiful surface.
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Thank you for JJtools partner and we repay for your favor.

We are always trying to do our best for supplying better
quality product and reasonable price.
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Mg 2 Flutes HH Carbide Helix Ball Inserts for Hardened Steels
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Ball Insert for hardened steel (HRc62~), pre-hardened and
graphite materials.

- Optimum for wear resistance by TISIN-S coating.

» Maximize cutting force by applying the new helix edge design.
Designed for minimizing edge chipping by ball shape.

Minimize fracturing by high TRS fine(0.3 ym WC grade.
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5~6.5R 8~15R 210~ @13 @16~330 5~15R chel : mm

=23 =0l SH =23 =0l SH
Order Number Diameter Height Thickness Order Number Diameter Height Thickness

RXD H T R XD H T
2HHINB 100 5RX 10 121 2.7 2HHINB 200 10R X 20 20.4 5.2
2HHINB 110 5.6R X11 12.6 2.7 2HHINB 210 10.5R X 21 20.9 5.2
2HHINB 120 B6R X 12 14.6 3.2 2HHINB 250 12.6R X 25 241 6.2
2HHINB 130 6.5RX 13 15.1 3.2 2HHINB 260 13R X 26 24.6 6.2
2HHINB 160 8RX 16 16.5 4.2 2HHINB 300 15R X 30 29.1 7.2
2HHINB 170 8.5RX 17 17 4.2

M 2 Flutes HH Carbide Helix Corner Radlius Inserts for Hardened Steels
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- Ball Insert for hardened steel (HRc62~), pre-hardened and
graphite materials.

« Optimum for wear resistance by TISIN-S coating.

« Maximize cutting force by applying the new helix edge design.

Designed for minimizing edge chipping by cormner R shape.

« Minimize fracturing by high TRS fine(0.3 ym) WC grade.
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05~2R  ¢10~213 @16~330 @0~a30 cHel : mm
=23 =0l =H =23 =0l =H
Order Number Diameter Height Thickness Order Number Diameter Height Thickness
D XR H T D XR H T

2HHINC 100 005 10 X R0.5 12.1 2.7 2HHINC 200 005 20 X R0.5 20.4 5.2
2HHINC 100 010 10X R1 12.1 2.7 2HHINC 200 010 20 X R1 20.4 5.2
2HHINC 110 005 11 XR0.5 12.6 2.7 2HHINC 200 020 20X R2 20.4 5.2
2HHINC 110 010 11 X R1 12.6 2.7 2HHINC 210 005 21 XR0.5 20.9 5.2
2HHINC 120 005 12 X R0O.5 14.6 3.2 2HHINC 210 010 21 XR1 20.9 5.2
2HHINC 120 010 12 X R1 14.6 3.2 2HHINC 210 020 21 XR2 20.9 5.2
2HHINC 120 020 12X R2 14.6 3.2 2HHINC 250 005 25 X R0.5 241 6.2
2HHINC 130 005 13 X R0O.5 151 3.2 2HHINC 250 010 25 X R1 241 6.2
2HHINC 130 010 13X R1 151 3.2 2HHINC 250 020 25 X R2 241 6.2
2HHINC 130 020 13X R2 151 3.2 2HHINC 260 005 26 X R0.5 24.6 6.2
2HHINC 160 005 16 X R0O.5 16.5 4.2 2HHINC 260 010 26 X R1 24.6 6.2
2HHINC 160 010 16 X R1 16.5 4.2 2HHINC 260 020 26 X R2 24.6 6.2
2HHINC 160 020 16 X R2 16.5 4.2 2HHINC 300 005 30 XR0.5 29.1 7.2
2HHINC 170 005 17 X RO.5 17 4.2 2HHINC 300 010 30 X R1 29.1 7.2
2HHINC 170 010 17 XR1 17 4.2 2HHINC 300 020 30X R2 29.1 7.2
2HHINC 170 020 17 XR2 17 4.2
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2 Flutes JJ Carbide Ball Inserts for Hardened Steels
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Ball Insert for hardened steel (HRc62~), pre-hardened and
graphite materials.

Optimum for wear resistance by TISIN-S coating.

Excellent ball design to minimize chipping.

Minimize fracturing by high TRS fine(0.3 ym WC grade.
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5-65R 8~15R ¢10~g13 @16~¢30 5-~15R crgl : mm
=23 =0l SH =23 =0l SH
Order Number Diameter Height Thickness Order Number Diameter Height Thickness
R XD H T RXD H T
2JJINB 100 5R X 10 121 2.7 2JJINB 200 10R X 20 20.4 5.2
2JJINB 110 5.5R X11 12.6 2.7 2JJINB 210 10.5R X 21 20.9 5.2
2JJINB 120 B6R X 12 14.6 3.2 2JJINB 250 12.5R X 25 241 6.2
2JJINB 130 6.5R X 13 15.1 3.2 2JJINB 260 13R X 26 24.6 6.2
2JJINB 160 8RX 16 16.5 4.2 2JJINB 300 15R X 30 291 7.2
2JJINB 170 8.5R X 17 17 4.2
MN 2 Flutes Carbide Helix Corner Radius Inserts for Hardened Steels
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Order Number Diameter
D XR

2JJINC 100 005 10 X R0.5
2JJINC 100 010 10X R1
2JJINC 110 005 11 X R0.5
2JJINC 110010 11 X R1
2JJINC 120 005 12 X R0O.5
2JJINC 120 010 12 X R1
2JJINC 120 020 12X R2
2JJINC 130 005 13 X R0O.5
2JJINC 130 010 13X R1
2JJINC 130 020 13X R2
2JJINC 160 005 16 X RO.5
2JJINC 160 010 16 X R1
2JJINC 160 020 16 X R2
2JJINC 170 005 17 X RO.5
2JJINC 170 010 17 XR1
2JJINC 170 020 17 XR2
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Ball Insert for hardened steel (HRc62~), pre-hardened and
graphite materials.

Optimum for wear resistance by TISIN-S coating.

Excellent corner radius design to minimize chipping.

Minimize fracturing by high TRS fine(0.3 ym) WC grade.
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Order Number Diameter Height Thickness
DXR H T

2JJINC 200 005 20 X R0.5 20.4 5.2
2JJINC 200 010 20 X R1 20.4 5.2
2JJINC 200 020 20X R2 20.4 5.2
2JJINC 210 005 21 XR0.5 20.9 5.2
2JJINC 210 010 21 XR1 20.9 5.2
2JJINC 210 020 21 XR2 20.9 5.2
2JJINC 250 005 25 X R0.5 241 6.2
2JJINC 250 010 25 X R1 241 6.2
2JJINC 250 020 25 XR2 241 6.2
2JJINC 260 005 26 X R0.5 24.6 6.2
2JJINC 260 010 26 X R1 24.6 6.2
2JJINC 260 020 26 X R2 24.6 6.2
2JJINC 300 005 30 XR0.5 29.1 7.2
2JJINC 300 010 30 X R1 29.1 7.2
2JJINC 300 020 30X R2 29.1 7.2




M 2Flutes Diamond Coated Helix Ball Insert for Graphite
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. Insert for graphite milling
« Excellent wear resistance by applying qualified CVD diamond coating.
. Maximize cutting force by applying the new helix edge design.
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5~6.5R 8~15R @10~313 @16~330 5~15R ctel : mm

=23 =0l =H =23 =0l =H
Order Number Diameter Height Thickness Order Number Diameter Height Thickness

R XD H T R XD H T
2DINB 100 5R X 10 121 2.7 2DINB 200 10R X 20 20.4 5.2
2DINB 110 5.5R X11 12.6 2.7 2DINB 210 10.5R X 21 20.9 5.2
2DINB 120 B6R X 12 14.6 3.2 2DINB 250 12.6R X 25 241 6.2
2DINB 130 6.5R X 13 151 3.2 2DINB 260 18R X 26 24.6 6.2
2DINB 160 8R X 16 16.5 4.2 2DINB 300 15R X 30 29.1 7.2
2DINB 170 8.5RX 17 17 4.2

2Flutes Diamond Coated Helix Corner Radius Insert for Graphite
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= @ . Insert for graphite milling
\/ - Excellent wear resistance by applying qualified CVD diamond coating.
P « Maximize cutting force by applying the new helix edge design.
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05~2R  ¢10~213 @16~330 @0~a30 cHel : mm
=23 =0l SH =23 =0l SH
Order Number Diameter Height Thickness Order Number Diameter Height Thickness

D XR H T D xR H T
2DINC 100 005 10 X R0.5 12.1 2.7 2DINC 200 005 20 X R0.5 20.4 5.2
2DINC 100 010 10 X R1 12.1 2.7 2DINC 200 010 20X R1 20.4 5.2
2DINC 110 005 11 XR0.5 12.6 2.7 2DINC 200 020 20XR2 20.4 5.2
2DINC 110010 11 XRA1 12.6 2.7 2DINC 210 005 21 XR0.5 20.9 5.2
2DINC 120 005 12 XR0.5 14.6 3.2 2DINC 210 010 21 XR1 20.9 5.2
2DINC 120 010 12 X R1 14.6 3.2 2DINC 210 020 21 XR2 20.9 52
2DINC 120 020 12 XR2 14.6 3.2 2DINC 250 005 25 X R0.5 241 6.2
2DINC 130 005 13 XR0.5 15.1 3.2 2DINC 250 010 25 X R1 241 6.2
2DINC 130 010 13 XR1 15.1 3.2 2DINC 250 020 25 XR2 241 6.2
2DINC 130 020 183 XR2 151 3.2 2DINC 260 005 26 X R0.5 24.6 6.2
2DINC 160 005 16 X R0O.5 16.5 4.2 2DINC 260 010 26 X R1 24.6 6.2
2DINC 160 010 16 X R1 16.5 4.2 2DINC 260 020 26 XR2 24.6 6.2
2DINC 160 020 16 XR2 16.5 4.2 2DINC 300 005 30 XR0.5 29.1 7.2
2DINC 170 005 17 XR0.5 17 4.2 2DINC 300 010 30 X R1 29.1 7.2
2DINC 170 010 17 XR1 17 4.2 2DINC 300 020 30X R2 29.1 7.2
2DINC 170 020 17 XR2 17 4.2




4Flutes JJ Carbide Helix Ball Shrink-fit Insert for Hardened steel
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. Shrink fit insert for hardened steel (HRc62~), pre-hardened and

8 3 graphite materials.
» Optimum for wear resistance on the edge by TISIN-S coating.
LJ « Excellent holding power and concentricity keeping are available by shrink fitting holder.
Lo « Regrinding is available as new product quality and very economical after use.
L | - Minimize fracturing by high TRS fine (0.4 ;) WC grade.

D Size D Tolerance
#10 ~12 -0.005 ~ -0.015mm
@13 ~ 21 -0.01 ~ -0.02mm

i -
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5~65R  8-105R —

=3 28 f/ay ¥ 43 =3 28 |/2% d¥ 43

Order Number Diameter Longth  llectve  Dyerah  Shenk Order Number Diameter Longlh  loctie  Dyoral Spank
R xD L1 L2 L d RxD L1 L2 L d

4SFJB 100 085 S06 | 5RX 10 8.5 12 37 6 4SFJB 160120 S10 | 8RX 16 12 17 48 10
4SFJB 110085 S06 | 5.5RX 11 8.5 12 37 6 4SFJB 170120 S10 | 85R X 17 12 17 48 10
4SFJB 120 090 S06 | 6RX 12 9 13 38 6 4SFJB 200 150 S12 | 10RX20 15 21 54 12
4SFJB 130 090 S06 | 6.5R X 13 9 13 38 6 4SFJB 210150 S12 | 10.5R X 21 15 21 54 12

4Flutes JJ Carbide Helix Corner Radius Shrink-fit Insert for Hardened steel
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N - Shrink fit insert for hardened steel (HRc62~), pre-hardened and
o o graphite materials.
8 s » Optimum for wear resistance on the edge by TISIN-S coating.
LJ « Excellent holding power and concentricity keeping are available by shrink fitting holder.
O . Reg_rinding is av_ailable as new peruct quality and very economical after use.
L » Minimize fracturing by high TRS fine (0.4 ym WC grade.
: . D Size D Tolerance
210 ~ 12 0~ -0.01mm
+0.005 +0.01
R0.3 ~ 0.5 R1 ctgl : mm
=23 =2 [ay Ny 43 =23 22 fp¥  N¥ M3
Order Number Diameter Loefnogl}P El_ﬂeencgt%e Eev%?,l.! SB?QK Order Number Diameter Loefn(?l}{] Elffee%it\ae g’%ﬂlt SB?QK
D xR L1 L2 L d DxR L1 L2 L d
4SFJC 100003085 | 10XR0.3 8.5 12 37 6 4SFJC 130005090 | 13XR0.5 9 13 38 6
4SFJC 100 005085 | 10 XR0.5 8.5 12 37 6 4SFJC 130010090 | 13XR1 9 13 38 6
4SFJC 100010085 | 10X R1 8.5 12 37 6 4SFJC 160 005120 | 16 XR0.5 12 17 48 10
4SFJC 110003 085 | 11 XR0.3 8.5 12 37 6 4SFJC 160010120 | 16 X R1 12 17 48 10
4SFJC 110005085 | 11 XR0.5 8.5 12 37 6 4SFJC 170005120 | 17 XR0.5 12 17 48 10
4SFJC 110010085 | 11 XR1 8.5 12 37 6 4SFJC 170010120 | 17 XR1 12 17 48 10
4SFJC 120003 090 | 12X R0.3 9 13 38 6 4SFJC 200 005150 | 20X R0.5 15 21 54 12
4SFJC 120005090 | 12XR0.5 9 13 38 6 4SFJC 200010150 | 20 X R1 15 21 54 12
4SFJC 120010090 | 12XR1 9 13 38 6 4SFJC 210005150 | 21 XR0.5 15 21 54 12
4SFJC 130003 090 | 13X R0.3 9 13 38 6 4SFJC 210010150 | 21 X R1 15 21 54 12




m 6~12Flutes JJ Carbide Helix Corner Radius Shrink-fit Insert for Hardened steel
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. Shrink fit insert for hardened steel (HRc62~), pre-hardened and
graphite materials.

« Optimum for wear resistance on the edge by TISIN-S coating.

L2 L « High speed milling process is available with multiple 6-12 flutes.

« Excellent holding power and concentricity keeping are available by shrink fitting holder.

«+ Regrinding is available as new product quality and very economical after use.

« Minimize fracturing by high TRS fine (0.4 ;) WC grade.

¢ - D Size D Tolerance
~ )< TISIN R, ‘j’ #10~12 0~ -0.01mm
=0 el | 001 B #13~21  -001 -~ -0.02mm

L1

R0.05 ~ 0.5 £l mm
23 =2 &8 g 43 23 =8 &sp¥ ¥ M3
Order Number Diameter Longh  fflocthve  Dverah  Shenk Order Number Diameter Longth | Efoctie  Dyoral  Shenk
DXR L1 L2 L d D xR L1 L2 L d
6SFJC 100003085 | 10XR03 85 @ 12 | 37 6 8SFJC 130 005090 | 13XR0.5 9 13 | 38 6
6SFJC 100 005085 | 10XR0.5 8.5 12 37 6 8SFJC 130 010 090 13 XR1 9 13 38 6
6SFJC 100 010085 | 10XR1 85 12 | 37 6 10SFJC 160 005120 | 16 XR0.5 12 17 48 10
6SFJC110003085 | 11XR03 | 85 | 12 | 37 6 10SFJC 160 010120 | 16 X R1 12 17 | 48 | 10
6SFJC 110005085 [ 11XR0O5 85 @ 12 | 37 6 10SFJC 170 005120 | 17 XR05 12 17 48 | 10
6SFJC 110010085 | 11 XR1 85 12 | 37 6 10SFJC 170010120 | 17 XRi 12 17 | 48 | 10
8SFJC 120 003 090 | 12 XR0.3 9 13 38 6 12SFJC 200 005150 | 20X R0.5 15 | 21 54 12
8SFJC 120 005090 | 12XR05 9 13 38 6 12SFJC 200 010150 | 20X R1 15 | 21 54 | 12
8SFJC 120010090 | 12XR1 9 13 38 6 12SFJC 210 005150 | 21 XR0.5 15 | 21 54 12
8SFJC 130 003090 | 13XR0.3 S 13 38 6 12SFJC 210010150 | 21 X R 15 21 54 12

4Flutes Diamond Coated Helix Ball Shink-fit Insert for Graphite
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Shrink fit insert for graphite materials.

Excellent wear resistance by applying the CVD pure diamond coating.

S S . Advanced helix edge design to maximize cutting force.

Excellent holding power and concentricity keeping are available by shrink

L1 fitting holder.

L2

W D Size D Tolerance
o 10 ~12  -0.005 ~ -0.02mm
~ 0. ool . mm
=23 2% [/pE oy M3 =23 2% [/ oy 43
Order Number Diameter LoefanL}th IEI_fger]cgtit\'{]e Eg:é?rl]l Sg?nk Order Number Diameter laefnggp Elffeer%it\ée Eé’%%l! SB?QK
RXD L1 L2 L d R XD L1 L2 L d
4SFDB 100 085 S06 | 5R X 10 8.5 12 37 6 4SFDB 160 120 S10 | 8RX 16 12 17 48 10
4SFDB 110 085 S06 | 5.5R X 11 8.5 12 37 6 4SFDB 170120 S10 | 85R X 17 12 17 48 10
4SFDB 120 090 S06 | 6R X6 9 13 38 6 4SFDB 200 150 S12 | 10RX 20 15 21 54 12
4SFDB 130 090 S06 | 6.5R X 13 9 13 38 6 4SFDB 210 150 S12 | 10.5R X 21 15 21 54 12




4Flutes Diamond Coated Helix Corner Radius Shrink-fit Insert for Graphite
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Shrink fit insert for graphite materials.

Excellent wear resistance by applying the CVD pure diamond coating.

- Advanced helix edge design to maximize cutting force.

Excellent holding power and concentricity keeping are available by shrink
fitting holder.
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D Size D Tolerance
‘ @10 ~ 12 0~ -0.01mm
el @13 ~ 21 -0.01 ~ -0.02mm
£el s mm
=23 =% Ra8 g o3 =23 2% /% g 3
Order Number Diameter Iaefngjp El_fg%%e Egneé?rl{ SB?QK Order Number Diameter Iaefngtmh E[f:r%%e &vr?gr?g SB?QK
D xR L1 L2 L d D xR L1 L2 L d
4SFDC 100 003 085 | 10 XR0.3 8.5 12 37 6 4SFDC 130 005090 | 13X R0.5 9 13 38 6
4SFDC 100 005085 | 10 XR0.5 8.5 12 37 6 4SFDC 130010090 | 13XRf1 9 13 38 6
4SFDC 100010085 | 10XR1 8.5 12 37 6 4SFDC 160 005120 | 16 XR0.5 12 17 48 10
4SFDC 110003 085 | 11 XR0.3 8.5 12 37 6 4SFDC 160010120 | 16 XR1 12 17 48 10
4SFDC 110005085 | 11 XR0.5 8.5 12 37 6 4SFDC 170005120 | 17 XR0.5 12 17 48 10
4SFDC 110010085 | 11 XR1 8.5 12 37 6 4SFDC 170010120 | 17 XR1 12 17 48 10
4SFDC 120 003 090 | 12 XR0.3 9 13 38 6 4SFDC 200 005 150 | 20 XR0.5 15 21 54 12
4SFDC 120 005 090 | 12 XR0.5 9 13 38 6 4SFDC 200 010150 | 20 X R1 15 21 54 12
4SFDC 120010090 | 12XR1 9 13 38 6 4SFDC 210005150 | 21 XR0.5 15 21 54 12
4SFDC 130 003 090 | 13XR0.3 9 13 38 6 4SFDC 210010150 | 21 XR1 15 21 54 12

m % 6~12Flutes Diamond Coated Helix Ball Shrink-fit Insert for Graphite
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Shrink fit insert for graphite materials.

Excellent wear resistance by applying the CVD pure diamond coating.
High speed milling process is available with multiple 6-12 flutes.
Excellent holding power and concentricity keeping are available by shrink

L2 L fitting holder.
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D Size D Tolerance
210 ~ 12 0~ -0.01mm
@13 ~ 21 -0.01 ~ -0.02mm

R0.3 ~1 £t : mm

=23 =% Ra% g M3 =23 =% f/an g 43

Order Number Diameter Loefnogl}P ELff:ncgtit\'/qe Eev%?,l.! SB?Qk Order Number Diameter Loefnﬂ Elr'%it‘{]e LOev%?rli SB?QK
D xR L1 L2 L d D xR L1 L2 L d
6SFDC 100 003 085 | 10 XR0.3 8.5 12 37 6 8SFDC 130 005 090 13 XR0.5 9 13 38 6
6SFDC 100 005 085 | 10 XR0.5 8.5 12 37 6 8SFDC 130 010 090 13 XR1 9 13 38 6
6SFDC 100010085 | 10 XR1 8.5 12 37 6 10SFDC 160 005120 | 16 XR0.5 12 17 48 10
6SFDC 110003085 | 11 XR0.3 8.5 12 37 6 10SFDC 160010120 | 16 XR1 12 17 48 10
6SFDC 110005085 | 11 XR0.5 8.5 12 37 6 10SFDC 170 005120 | 17 XR0.5 12 17 48 10
6SFDC 110010085 | 11 XR1 8.5 12 37 6 10SFDC 170010120 | 17 XR1 12 17 48 10
8SFDC 120 003 090 | 12 XR0.3 9 13 38 6 12SFDC 200 005 150 | 20 XR0.5 15 21 54 12
8SFDC 120 005 090 | 12 XR0.5 9 13 38 6 12SFDC 200 010 150 | 20 X R1 15 21 54 12
8SFDC 120010090 | 12XR1 9 13 38 6 12SFDC 210 005150 | 21 XR0.5 15 21 54 12
8SFDC 130 003 090 | 13XR0.3 9 18 38 6 12SFDC 210010150 | 21 X R1 15 21 54 12
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« Can be used for both of ball and comer radius inserts.

| « Possible to exchange variety heads for one modular adopter
and helps save your purchasing cost.

« Installed modular adopter can change only head without uninstallation,
it gives more convenience and it helps save your time.

cke o mm

MHE 100 250 M06 .5 2JJINJ 100 / 2JJINT110 sc 100 581142 T1 0
MHE 120 250 M06 MO6 2JJIN[J120 / 2JJNJ130 | SC120581143  T20
MHE 160 290 M08 MO8 16 45 29 14.5 8.5 2JJIN1160 / 2JJINCJ170 | SC 160 581144 T20
MHE 200 330 M10 MiO 20 55 @ 33 18 | 105 = 2JJN[I200 / 2JJN[210  SC200581145 = T25
MHE 250 390 M12 Mi2 25 | 60 39 | 225 125  2JJN[J250 / 2JJN[]260 @ SC250581146 | T30
MHE 300 430 M16 Mi6 30 70 43 28 17 | 2JJIN[I300 SC300581147 | T30

SC 100 581142 T10 SC 250 581146 T30

SC 120581143 T20 SC 300 581147 T30

SC 160 581144 20

SC 200 581145 T25

Carbide Shrink-fit Insert Modular Adopter
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. - Adopter for shrink fit insert
s 3[': ‘ H s « Deep cavity milling is available with a variety of effective lengths.

Excellent holding power and concentricity keeping are available
by shrink fitting holder.

L

£l mm
SFMA 100 028 108 9.8 6 10 28 108 4SF[ 100
SFMA 100 028 123 9.8 6 10 28 148 4SFOO 100
SFMA 100 048 163 9.8 6 10 48 188 4SF[O 100
SFMA 120 027 107 11.8 6 12 27 107 4SF[[1120
SFMA 120 027 122 11.8 6 12 27 147 4SF[][120
SFMA 120 047 162 11.8 6 12 47 187 4SFOO120
SFMA 160 033 143 15.8 16 10 33 143 4SF[O 160
SFMA 160 053 183 15.8 16 10 53 183 4SF[[1 160
SFMA 200 039 139 19.8 20 12 39 139 4SF 1200
SFMA 200 059 179 19.8 20 12 59 179 4SF 1200
SFMA 200 079 229 19.8 20 12 79 229 4SF[][1200
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Carbide Modular Adopter
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S gt i:ﬂ:“[‘g . Adopter for the spiral modular head (MHE)
Moy ‘ ‘ » Deep cavity milling is available with a variety of effective lengths.
L «» Convenient clamping with the modular head (MHE).
ctel: mm
CMA100 240 114 114
CMA120 240 129 M06 1 ‘1 24 129
CMA160 300 130 MO8 14.5 1 6 8.5 30 130
CMA160 300 160 MO8 14.5 16 8.5 30 160
CMA160 300 200 MO8 14.5 16 8.5 30 200
CMA160 300 250 MO8 14.5 16 8.5 30 250
CMA200 500 170 M10 18.5 20 10.5 50 170
CMA200 500 220 M10 18.5 20 10.5 50 220
CMA200 500 270 M10 18.5 20 10.5 50 270
CMA250 650 265 M12 23 25 12.5 65 265
CMA250 650 315 M12 23 25 12.5 65 315
CMAS300 800 260 M16 28 32 17 80 260
CMAS300 800 360 M16 28 32 17 80 360

%ﬁ Carbide Indexable Cutter for Finishing
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A a8 « Can be used for both of ball and corner radius inserts.
\ ‘ ‘ S « Suitable for high speed cutting and high precise cutting due to
L2 same toughness as solid tools.
L « Avalilabe repairing tool holders at JJ TOOLS co., Itd when broken problem.

« Avalilabe stable machining due to minimized vibration on carbide holders.

£tel : mm
CICF100 350 150 150 2JJIN[J 100 / 2JJIN[J110 SC 100 581142 T1O
CICF120 450 160 160 2JJIN[] 120 / 2JJIN[] 130 SC 120 581143 T20
CICF160 600 200 1 6 ‘l 6 60 200 2JJINJ 160 / 2JJIN[J 170 SC 160 581144 T20
CICF160 600 230 16 16 60 230 2JJIN[J 160 / 2JJIN[] 170 SC 160 581144 T20
CICF200 700 220 20 20 70 220 2JJIN[J 200 / 2JJIN[J 210 SC 200 581145 T25
CICF250 800 250 25 25 80 250 2JJIN[ 250 / 2JJIN[] 260 SC 250 581146 T30
CICF250 800 300 25 25 80 300 2JJIN[J 250 / 2JJIN[] 260 SC 250 581146 T30
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Can be used for both of ball and corner radius inserts.
Effective length design by taper type to minimize vibration (A-Type).
. Wide tool range option is available with a variety of overall lengths.
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ctel . mm
Dimensions (mm) Insert Parts
Order Number
D1 D2 L2 L1 Type Screw Wrench
ICF100 250 100 S12 10 12 25 100 A 2JJIN[] 100 / 2JJIN[J 110 SC 100 581142 T10
ICF100 500 150 S16 10 16 50 150 A 2JJIN[] 100 / 2JJIN[] 110 SC 100 581142 T10
ICF120 300 110 S12 12 12 30 110 B 2JJIN[]120 / 2JJIN[]130 SC 120581143 T20
ICF120 600 160 S16 12 16 60 160 A 2JJIN[]120 / 2JJIN[] 130 SC 120 581143 T20
ICF160 500 130 S20 16 20 50 130 A 2JJIN[J160 / 2JJIN[J170 SC 160 581144 T20
ICF160 600 220 S16 16 16 60 220 B 2JJIN[J160 / 2JJIN[]170 SC 160 581144 T20
ICF160 650 160 S20 16 20 65 160 A 2JJIN[]160 / 2JJIN[]170 SC 160 581144 T20
ICF200 700 220 S20 20 20 70 220 B 2JJIN[J200 / 2JJIN[]210 SC 200 581145 T25
ICF200 700 250 S20 20 20 70 250 B 2JJIN[J200 / 2JJIN[J210 SC 200 581145 T25
ICF200 800 180 S25 20 25 80 180 A 2JJIN[J200 / 2JJIN[]210 SC 200 581145 T25
ICF250 700 220 S25 25 25 70 220 B 2JJIN[]250 / 2JJIN[]260 SC 250 581146 T30
ICF250 800 250 S25 25 25 80 250 B 2JJIN[250 / 2JJIN[]260 SC 250 581146 T30
ICF250 800 300 S25 25 25 80 300 B 2JJIN[]250 / 2JJIN[]260 SC 250 581146 T30
ICF300 1000 250 S32 30 32 100 250 A 2JJIN[300 SC 300 581147 T30
ICF300 1000 300 S32 30 32 100 300 A 2JJIN[ 300 SC 300 581147 T30
ICF300 1000 350 S32 30 32 100 350 A 2JJINC300 SC 300 581147 T30
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Regrind processing line
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« Ifthe insert is damaged deeper than the regrind processing line, regrinding is not available.
« When the regrinding process, the height of the insert (H) will be shortened by 0.3mm to
0.5mm, so insert holder (figure 2) may cause interference your machining process.
Please note for your work.

+ =S¢ 738 DIA ZE ME= XL =71 B,
» Regrinding DIA coated insert for graphite material is not available.

32 Fgure2

812 OIM E THA} Regrinding shrink-fit insert
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« 2to 3 times regrinding is available, so it is economical.
+ Regrinding performs the same as new product quality.
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» Regrinding DIA coated insert for graphite material is not available.




| 2JJINB/2HHINB z=21E Cutting Condition

O I Material 1A =2 Hardened Steels 45~55HRc 1A =2 Hardened Steels 55~62HRc
HEA JB E n Ve Vi ap ae n Ve Vi ap ae
Radius Process Type min™! m/mm mm/mim mm mm min-1 m/mm mm/mim mm mm
5R, 5.5R u g General pupose 3180 100 640 0.25 1 2550 80 510 0.25 1
32712 High-speed cutting 6690 210 2680 0.15 0.8 5410 170 2160 0.15 0.8
. 4t Finishing 8280 260 3310 0.1 0.25 6370 200 2550 0.1 0.25
6R, 6.5R H& General pupose 2650 100 530 0.3 1.2 2120 80 420 0.3 1.2
. 2£7HE High-speed cutting 5310 200 2120 02 09 4250 160 1700 0.2 0.9
. 4t Finishing 7700 290 3080 0.1 0.3 6100 230 2440 0.1 0.3
8R,8.5R & General pupose 1990 100 480 0.8 1.6 1590 80 380 0.8 1.6
" 2£31Z High-speed cutting 2990 150 1440 0.6 1.1 2390 120 1150 0.6 1.1
o 4t Finishing 6970 350 4180 0.1 0.3 5570 280 3340 0.1 0.3
10R,10.5R 8 General pupose 1590 100 380 1 2 1270 80 300 1 2
" 247tF High-speed cutting 2390 150 1150 0.7 1.5 1910 120 920 0.7 1.5
. F4t Finishing 6370 400 5100 0.1 0.4 5100 320 4080 0.1 0.4
12.5R,13R & General pupose 1270 100 310 1.25 25 1020 80 240 1.25 25
2 2&ILZ High-speed cutting 1910 150 920 0.9 1.8 1530 120 730 0.9 1.8
. 34t Finishing 5730 450 5730 0.1 05 4590 360 4590 0.1 05
15R # 28 General pupose 1060 100 250 16 3.2 850 80 200 16 22
2B High-speed cutting 1590 150 760 1.1 2.4 1270 120 610 1.1 2.4
5 H4t Finishing 5310 500 6370 0.1 0.6 4240 400 5090 0.1 0.6
| 2JJINC /2HHINC =AZZE Cutting Condition
A Material 12 =2t Hardened Steels 45~55HRc 12 =2 Hardened Steels 55~62HRc
A3 Ji3 B n Ve Vf ap ae n Ve Vi ap ae
IDOi:IEr?tlectjgr Process Type min-1 m/mm mm/mim mm mm min-1 m/mm mm/mim mm mm
10~11mm £ General pupose 3180 100 640 0.25 1 2550 80 S 0.25 1
247 }a;- High-speed cutting 8920 280 890 0.25 0.25 7000 220 700 0.25 0.25
, A4t Finishing 8920 280 890 0.1 0.2 7000 220 700 0.1 0.2
12~13mm ¥ General pupose 2650 100 530 0.3 1.2 2120 80 420 03 12
2 24712 High-speed cutting 7430 280 740 03 03 5840 220 580 0.3 0.3
F At Finishing 7430 280 740 0.1 0.2 5840 220 580 0.1 0.2
16~17mm ¥ & General pupose 1990 100 480 0.8 16 1590 80 380 08 16
, :27h2 High-speed cutting 5570 280 670 08 08 4380 220 530 08 08
4} Finishing 5570 280 670 0.2 0.2 4380 220 530 0.2 0.2
10~11mm ¥ General pupose 1590 100 380 1 2 1270 80 300 1 2
. 247HE High-speed cutting 4460 280 530 1 1 3500 220 420 1 1
H 4 Finishing 4460 280 530 0.2 0.2 3500 220 420 0.2 0.2
25~26mm ¥ & General pupose 1270 100 310 1.25 25 1020 80 2480 23 )
, 22312 High-speed cutting 3570 280 430 1.25 1.25 2800 220 340 1.25 125
A4 Finishing 3570 280 430 0.2 0.2 2800 220 340 0.2 0.2
30mm 82 General pupose 1060 100 250 16 32 850 80 200 148 32
2EIB High-speed cutting 2970 280 360 16 16 2330 220 280 1.6 1.6
4t Finishing 2970 280 360 0.2 0.2 2330 220 280 0.2 0.2
omuHg | Haac| ozas « & ZO|7 3D 0|l ZAR, CtS = mat BA RS ZF sHAAL.
Overhang Ve Feed + If overhang length is 3D or more, make adjustments to the table above according to the table at right.
<3D 100% | 100% © ZE7|AQL JISEA YH2 HARE A8 SHMAIR,
3~5D 70% 70% RO B HAXRZQ EI £XYLULCH A TIBAl 7t3 84, 712 S5, ME J|Hol wet 2 HE ey
5-8D 60% | 60% C B, oM MY YA S UHAIS WG FHAI, J1EF TT BRSO 4UE 2ag Y4 Usu
8~10D 50% | 50% - Use the appropriate coolant for the work material and machining shape.

These conditions are for general guidance; in actual machining conditions adjust the parameters according to your
actual machine and work-piece conditions.

Be sure to practice safety instructions and precautions such as wearing glasses and safety shoes, and placing safety
covers when you use this tool. Because this tool can be broken during machining so failure to follow these instructions
may cause personal injury.

| A~ 12SFJC ZAXZ21E Cutting Condition

mAHY Material 11 =2 Hardened Steels 45~55HRc 1A £ Hardened Steels 55~62HRc

oz 12 B n Vf ap ae n i ap ae
Qi Process Type min-! mm/mim mm mm min-1 mm/mim mm mm
10~11mm # & General pupose 3340 830 0.25 1 2680 660 0.25 1
H A} Finishing 9660 1150 0.1 0.2 7350 910 0.1 0.2
12~13mm # & General pupose 2780 670 0.3 1.2 2220 540 0.3 1.2
H 4} Finishing 7800 960 0.1 0.2 6130 750 0.1 0.2
16~17mm # 2 General pupose 2090 620 0.8 1.6 1670 490 0.8 1.6
X4t Finishing 5850 870 0.2 0.2 4600 690 0.2 0.2
20~21mm # & General pupose 1670 490 1 2 1330 390 1 2
E4 Finishing 4680 690 0.2 0.2 3670 540 0.2 0.2
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