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SOLUTIONS & SUPPORT

By choosing Seco, you get
more than just a comprehe
sive portfolio of advanced
metal-cutting solutions and %
expert services. You get a
partnership based on trust,
respect and communication
and a team that is always

ready to help you gain the
competitive advantage.

.

Globally headquartered in Fagersta, Sweden and present in
more than 50 countries, Seco develops cutting tools, processes
and services for high productivity and profitability. Our team
of over 5,000 dedicated employees maintains partnerships
around the world to identify and overcome the challenges
faced by today’s manufacturers.

Our broad selection of milling, turning, holemaking and
toolholding solutions include over 30,000 standard products,
custom items for special applications and a team of metal-
cutting experts who help customers identify and implement
cost-effective solutions.
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JABRO® - Products SECO I

JABRO was founded in 1976 in Lottum, Netherlands.
JABRO is Seco’s competence center for solid milling solutions, and has global responsibility for Research & Development, Manufacturing and
Application Engineering.

Seco JABRO's products provide the world market with a wide range of standard tools and custom tool solutions, including
reconditioning, mainly for General Engineering, Aerospace, Energy, Medical and Mold & Die customers.

Advanced manufacturing technology and an environmental focus ensures JABRO's sustainable development and production
of products that successfully respond to market demands in milling operations for both ferrous and non-ferrous
materials.

o General Engineering
o Mold & Die

o Aerospace

o Medical

o Power Generation



JABRO® - Products SECO 1

JABRO® - SOLID?

Jabro-Solid? is a range of solid carbide end mills for applications in general machining
that offer flexibility, speed and cost efficiency. Jabro-Solid? is available in a diameter
range of @1-225 mm and in inch &1/32 - 1 1/4.

Jabro-Solid? also includes a group of dedicated advanced roughing tools (554 3C).
These tools offer excellent performance when applied in well defined tool paths with
constant arc of contact with high cutting speed and high cutting depth applications.

M For the complete range of JS500 series tools all chamfer (c*45°) have the following

tolerances: ¢ = D</=3=+0.01, 3<D</=6=+0.02, 6<D.</=10=+0.03,
10<D</=14=+0.04, 14<D.</=18=+0.05, 18<D</=24=+0.08,

All Jabro-Solid? product codes begin with JS.

Please see page 8 for a grouped overview of JS? products.

JABRO® - HSM/TORNADO (High speed machining)

A complete range of peak performance coated solid carbide milling cutters specially
developed for High Speed Machining (HSM) with a diameter range from 2-20 mm in
various geometrical styles.

All HSM/Tornado product codes begin with JH.

Please see page 8 for a grouped overview of HSM ‘tornado’ products.

JABRO® - HPM (High performance machining)

A complete range of peak performance coated solid carbide milling cutters specially
developed to reach high metal removal rates in different materials.

Diameter range from 2-25 mm.

All HPM product codes begin with JHP.

Please see page 8 for a grouped overview of high performance machining (HPM)
products.




JABRO® - Products

SECO 2

JABRO® - HFM (High feed machining)

I

Arange of solid carbide tools for High Feed Machining.

Can also be used for plunge milling.

Diameter range from 1.5-12 mm.

All HFM product codes begin with JHF.

Please see page 8 for a grouped overview of high feed machining (HFM) products.

JABRO® - MINI (Micro machining)

M

Miniature "MEGA-64-T", 'MEGA-T and ‘DIAMOND "coated solid carbide milling cutters
with a diameter range from 0.1 mm (.0039)” to 2.0 mm (.0787")

All MINI product codes begin with JM.

Please see page 9 for a grouped overview of micro machining (MINI) products.

JABRO® - DIAMOND

|
|

Solid carbide milling cutters with Chemical Vapour Deposition (CVD) 'DIAMOND’ coating
for machining abrasive materials like graphite.

Diameter range from 3-12 mm.

DIAMOND product codes begin with JD and JM for MINI DIAMOND.

Please see page 9 for a grouped overview of diamond coated (DIAMOND) products.




JABRO® - Products SECO 1

JABRO® - COMPOSITE

The Jabro JC800 range cutters are specifically designed to efficiently machine compos-
ite parts.
The JC family of tools includes a wide range of cutters with the high degree of speciali-

zation needed to meet the specific requirements of these diverse composite materials.
The cutters are designed for elimination of fiber break out and delamination as well as
: 1 improved edge finish.
= | |

All Composite product codes begin with JC.

Please see page 9 for a grouped overview of Composite (JC) products.

The Jabro JPD800 series are brazed PCD end mills designed for machining composites.
All PCD product codes begin with JPD.

JABRO® - VHM (General engineering)

i

i A selection of solid carbide coated and uncoated cutters.
Diameter range from 1-32 mm.
All VHM product codes begin with J.
Please see page 9 for a grouped overview of the (VHM) products.

The quality of a tool is dependent on the tool material, geometry and coating.

Solid carbide:

A solid carbide tool is highly dependent on the quality of the cemented carbide.

Seco-Jabro determines the carbide used in new developments after extensive research and by using results from
laboratory and field tests.

Advanced technology ensures high quality carbide, therefore longer and repeatable tool life.

Coating:

Coating is an important factor in the success of a carbide cutting tool.

Seco applies PVD and CVD coatings.

The PVD coatings are: MEGA-T (MT), MEGA-64 (M64), SIRON-A (SIRA) and NXT

The CVD coatings are: DIAMOND and DURA.

The coating protects the cutting edge of the tool against wear. During machining the temperature can reach 900°.

The insulating properties of the coating protect the basic material. The hardness of a typical PVD coating is higher than the hardness of carbide.
The new NXT coating is an advanced TiAIN based coating specifically designed to perform in wide range of materials.

Due to this the tool has higher resistance to wear with a longer tool life as a result.

The coating also ensures reduced friction, so the wear develops less rapidly and the chip removal is optimized.

DIAMOND coating is specially developed for machining graphite, a highly abrasive material.

The very hard and homogeneous structure of the Dura coating makes the tool very resistant to the wear caused by machining composites.



JABRO® - Product Overview SECO I
Product family Technology Product ™ 4 5** 6** ™ 8 9**
Jabro-Solid? General machining JS |
Jabro - HPM High performance machining JHP | | |
Jabro - HFM High feed machining JHF | | |
Jabro - Mini Micro machining JM | | |
Jabro - HSM/Tornado High speed machining JH | | |
Jabro - Diamond Graphite machining JD |
Jabro - Composites Composite machining JC, JPD |
Jabro - VHM General machining J | |
Jabro-HSS-E General machining JCO | |

SMG
P1-8 | ]
P11 | |
M1-3 | ]
M4-5 | ]
I R : :
$1-3 ] [ ]
S11-13 | [ ]
H | | |
N1 | |
N2-3 | u
N11 | u
TS | | ]
TP | | ]
GR |

For further explaination on SMG please see page 347.




JABRO® SECO 1

E
- g
Family 2=l 2208 (2222|583 =8 =] 5l
Page name Name ool == Z|lZ|zZ|lo|o|T|(F|F|F|F|F|F|T|O
26-30 JS512 LI T (O el o|lo|o|o|e|[o] o o o
31-36 JS513 e (e e | O o|lo|o|o|e|[o] o o o
37-41 JS514 e | o0 o0 oflof[o]|] o] e|o]o o o
42-53 JS553 o | oo | o e (oo | o | oo e . o
54-79 JS554 o | oo | o e (oo | e | oo e . o
195-197 JS412 o | e . °
198-200 JS413 o | o ° .
201-205 JS452 o | o ° .
'III"IIIl 206-210 - JS453 o | o . .
80-83 JS520 e | e |0 ]|oO e (oo | 0| e |0 e . o
84-87 JS522 o | o | o | o o | e | e | O e ° ) o
88-93 JS532 o | o o | o ) o | o o| e | o . . o
94-97 JS533 o (o | o | o e | e | e | 0o [0 e . o
98-102 JS534 o | oo | o e (e [e| 0| e|[o0| e ° o
103-105 JS506 o | oo | o e (oo | 0| e |e e . o
106-108 JS509 o | oo | o e (oo | 0| e |e e . o
215-216 JH40 . . ° .
164-166, 257-259 JH11 °
247-248 JH120 .
249-250 JH130 .
159-161, 254-256 JH141 o | o .
167-168, 260-261 JH150 o | o .
169-170, 262-263 JH160 o [ o .
217-218 JH410 . ° ° .
219-222 HSM/ JH421 . . . .
| ' 227-228 TORNADO | JH440 oo | . .
229-230 JH450 o [ o | @ . .
231-232 JH460 . . . .
189-190 JH720 o | o o e
223-224 JH820 °
225-226 JH830 .
109-114 JHI10 LI O N o | o . . .
115-117, 251-253 JHI30 o | o o | o[ o
118-119, 162-163 JHI70 o | oo | e o | e
240-242 JHP170 °
173-175 JHP750 o | o
176-178 JHP760 o | o
179-182 JHP770 .
183-185 HEM JHP780 .
211214 JHP490 o | o | o
156-158 JHP951 o | e
153-155 JHP993 o | o
243-246 JHF180 o .
HFM
120-122 JHF980 o | oo | o o | e | e

e Preferred choice, o Alternative choice



JABRO® SECO I

E-)
g
©
Family =iz 208l gl 2|35 3|5 2|8 2| Bl

Page name Name ool == Z|lZ|zZ|lo|o|T|(F|F|F|lF|lF|F|T|O
328-329 JM600 °
330-331 MINI JM610 .
332333 DIAMOND | Jm650 .
334-335 JMB55 .
264-266 JM103/JM106 .
267-268 JM113/JM116 .
233-234 JM403/04/06 o | o | @ ° .
235-236 JM413/416 o | o | o o .

d 142-146 MIN JM905 o | oo | o of|of o e | o o
147-149 JM915 o | o o [ o o o | o e | o o
142-146 JM920 o | o | o | o o]|]of o LI ) o
147-149 JM925 o | o | o | o o|of o e | o o
316-317 JD620 °
318-319 JD630 .
320-321 JD640 .
322-323 DIAVOND JD660 .
324-325 JD665VL °

) 326-327 JD670 5
273-275 JC840 . °
276-277 JC845 . .
278-279 JC850 . .
280-282 JC860 . . .
283-287 COMPOSITE JC870 ° ° °
288-292 Jcar1 ° ° °

l"lll””l' 293-295 JC875 . .

Lol 296-297 JC880 . .
298-299 JC885 . .
300-301 JPD840 . .
302-303 JPD850 ° °
304-305 Peo JPD880 . °
306-308 JPD890 . .
311-312 J28 .
123-124 J29 o | o | o | o o | o | o | oo o | e . .
140-141 V31 o | o | o | o o | o | e | oo e | e ) .
125-126 VHM J36 oo o] o o e | of o o o
127137 HK/HKM o (o o | o e | o | e | e e e | e . °
138-139 TDM o | oo | o o[ e[ e | e | e . .
309-310 J93/J99-F . .
186-188 Hss-Co JCo710 o | o .

o Preferred choice, o Alternative choice



JABRO® - Solid end mills product description

Code key - For catalog products, valid for following geometries:

J8§512,513,514,553,554,520,506,509,412,413,452,453

JHP951,993,770,780
JC845, 875, 885, JPD840, 850, 880, 890, JCO710

Product range Cutting diameter

Length of shape

Type of shank Coolant channels/chip

splitters

R ||JHP|770//060|| D

3

R050|.0|  Z4 | A |-SIRA

Type of product Geometry

Tool shape

Tip shape Number of flutes Coating

Product range

J = JABRO® VHM

JC = JABRO® Composites
JD = JABRO® Diamond

JH = JABRO® HSM/Tornado
JHF JABRO® HFM

JHP JABRO® HPM

JM = JABRO® Mini

JS = JABRO® SOLID?

JPD  =JABRO®PCD

JCO =JABRO® HSS-Co

SECO

Type of product

BLANK = Standard (catalog) product
R = Reconditioned product (complete)
RK = Reconditioned product (frontal)

Length of shape

Asingle digit that gives an indication of the length of the cutter
compared to other products with the same cutting geometry.
This replaces the previous L, XL, SL, K, and other versions.
For most products 1=K, 2=N, 3=L, 4=XL

Number of flutes

This figure indicates the number of flutes in the cutter.
For example; Z2= 2 flutes, Z6 = 6 flutes

Cutting diameter

Metric = 3 digit code (in case of 4 digit code — xx,xx mm)
Imperial = a dot followed by a 3 digit code
For example: (050 = metric, 5 mm) / (.500 = imperial, %2 inch)

Coolant channels/chip splitters

BLANK = No coolant channels
A= Internal coolant channel(s)
C = Chip splitters

Geometry
Geometry

A three-digit combination specifying the cutting geometry.
For example; 111, 950, 553, 514, etc.

Type of shank

Indicates the shank types that are available.
.0 = Cylindrical

.3 = Weldon

.5 = Whistle Notch

.9 = Safe-Lock

10




. . ° ° -
JABRO® - Solid end mills product description SECO =
Tip shape Coating
Corner Concave 4 character code
Sharp Ball-nose . . Chamfer High feed specifying the coating on
radius radius the cutter.
/ Fe1 /7 chx45‘y /7 ﬂk v a
- | | D R RN
Dc D¢ De¢ D¢ De De1 MEGA  =MEGA
MT =MEGA-T
M64 = MEGA-64
S B R... c H M4T = MEGA-64-T
TRI =TRIBON
Size of radius for convex and concave radius tipped products ﬁm : EI;\SI)'N-A
000 = For metric products the tip shape is shown by a three-digit figure. BlL'JAR A f B:?;{MAOND
By dividing this figure by 100 you will get the actual corner radius size in millimetres. -
NXT = NXT
.000 = For imperial products the tip shape is shown by a dot, followed by a three-digit figure.
This figure actually shows the size of the corner radius in inch (e.g. R.100 would indicate a radius of 0.100 inch).
Tool shape
(D¢ = dmy,) (D <dmy,) (D¢ > dmy,)
dmpy, dmp dmp, drn<:T=,E
‘n' ‘
// Vi
PN | el PN
D¢ D¢ D¢ Dc D¢
D E F G N P

11



JABRO® - Services SECO 1

Custom tools

Asignificant part of Seco’s offer is in the form of custom tools. Here there is expertise in all the major customer segments including
Aerospace, Power Generation and Medical Engineering.

Seco engineers work in close cooperation with customers to provide the best possible solution to specific machining challenges where the
demands stretch beyond standard tools.

Modified tools

Seco offers a quick delivery solution for standard tools requiring modification to meet specific dimensional requirements.

Weldon/Whistle notch Coating (application for uncoated tools)
OD reduction (full) Radius/Facet/
\ / / Chamfer/Concave
\ / Cutting diameter

T \T

. Is

Chip breakers
External coolant channels

OD reduction, increased length

For further information on custom, modified and reconditioned tools please contact your local Seco representative.

12



JABRO® - Services SECO I

Reconditioning cuts cost and tools inventory

Seco’s modemn carbide tools offer remarkable performance by utilizing the best combinations of carbide

substrates with highly wear resistant coatings, optimized cutting geometry and controlled edge preparation. RECONDITIONING
However good a tool is, as part of its function, it will eventually show signs of wear on the cutting edge. B ~ecivem o e
Controlling this wear and the timely replacement of the tool will allow the used tool to be reconditioned, thus

reducing tool investment costs.

At Seco, your solid carbide tools are reconditioned using the same advanced technology and care that we

use to manufacture our new products.

Your benefits from reconditioning
o Manufactured to Seco’s high standards with the original Seco geometry, edge preparation and coating

processes.
 Savings on tooling costs by repeated use of the same solid carbide tool.
 Our easy to use and free ‘reconditioning box’ includes a pre-prepared delivery note. / \
o Free, reliable collection on the following day when you call your Seco contact for pick up.
PROCE

DURE
the normal Seco channels.
o Safe transportation and storage of the reconditioned tools by packaging them in similar packaging as new

tools. H

o Anew packaging label is included.
o Work towards greener and cleaner environment. Seco’s processes are globally certified with 1ISO14001.
o Guaranteed quality, as all processes are ISO9001 certified.

o An easy process due to the package service, reconditioning box and prepared delivery note. Delivery via \

13



JABRO® - Definitions, basic and advanced machining SECO =

Basic operations:

- Face milling
- Slot milling

- Side milling
- Copy milling

Definitions, basic operations:

Face milling: Slot milling:
Operation where the tool is in Operation where the full |
engagement with less than 180° diameter is in engagement, ] )
arc of contact. ag is equal to D; and a, up to ¥ /@
Tool engagement: 1% times D, depending on the a
Small a, and large a.. machining strategy in use. P |
;e=5c

Side milling: Copy milling:
Operation where the side of the tool Operation where the radius is in
is in engagement, a, is large and a, : engagement. a, and a are both
is small. . small.

ap ‘

LI B

14



JABRO® - Definitions, basic and advanced machining

SECO 2

Advanced machining methods:
- Ramping

- Advanced roughing / Optirough

- Helical interpolation

- Trochoidal milling

- Push-pull

- Plunge milling

- Z-leveling

- Drilling

Definitions, advanced machining methods:

Ramping:
Opening up a pocket by making
aZ axis atan angle.

Helical interpolation ramping:

Opening a pocket by making a
circular movement with the tool

while ramping in Z axis.
ap/360°

Trochoidal:

Opening a slot by using side mill-
ing, making a partial circular move-
ment in X- or Y-axis. (changing slot
milling into side milling).

i
@@

—

Push-pull:

Machining a 3D form by making a
down and up copying movement
following the profile of the form.

Plunge milling:
Opening up a deep slot by using
drilling () axis.

\

Z-leveling:

Machining a surface by making a
small drilling or ramping in Z axis
then opening the pocket with X
and Y movements.

Drilling:
Making a hole with movement
in Z axis.

Advanced roughing/Optirough

Well defined tool paths with
constant arc of contact for reliable
roughing of simple & complex
shapes.

The large axial depths (a,) & small
radial depths (ag) of cut combined
with high feeds per tooth (f,) and
cutting speeds (V) results in high
productivity.

15




JABRO® - Definitions, machining strategies SECO =

Definitions:

Machining strategies:

- General machining

- High speed machining

- High performance machining

- High feed machining

- Micro machining

- Advanced roughing / Optirough

Definitions, machining strategies:

General machining:

A machining strategy for general use. a, - a, ratio can vary depending on the operation.

Tool characteristics: Tools have relatively long cutting lengths and thin core diameters. There are no high requirements on the tolerances.
Machine requirements: There are no special machine requirements needed.

With basic CNC technology, difficult advanced machining methods are not possible.

Average results will be reached on metal removal rate Q (cm*min).

The application area usually includes small batch sizes and a wide range of materials.

High speed machining:

A machining strategy where a combination of a small radial depth of cut and high cutting speed and table feeds are used.

Depending on the method, a high metal removal and a low R, value can be reached. Typical for this strategy are low cutting forces, less heat build
up in the tool and workpiece, less burr formation and high dimensional accuracy on the workpiece.

With HSM (High Speed Machining) you achieve high metal removal rate and/or surface finish by using a much higher cutting speed compared to
general machining.
Tool characteristics: Stable, (thick core diameter and a short cutting length) clear and well formed chip space for good chip evacuation, coating.

Machine requirements: Quick CNC control, high RPM, quick transmission to the axis.
The applications area is: Mold & Die industry on pre-finishing and finishing operations in hardened steel (48-62 HRc) in a short lead time.
This technique can also be applied in most other materials when using the right tool and advanced machining method.

High Performance Machining:

A machining strategy where very high metal removal rates can be achieved. Typical for this strategy is that a, is 1 times D and a, is 1 to 172 times
D, depending the workpiece material.

With HPM (High Performance Machining) you achieve an extremely high metal removal rate by using a much higher chip load than in general
machining.

Tool characteristics: Specially developed chip formers in the flute of the tool, tip protection with a small 45° face or corner radius, special smooth
formed chip space and coating, with or without Weldon shank.

Machine requirements: High stability, high power requirements, CNC control, rigid clamping system.

The application areas are: Operations in a mass production environment where production time/lead time is of great importance or on single
products where a high metal removal rate Q (cm®/min.) is required.

16



JABRO® - Definitions, machining strategies SECO 2

High Feed Machining:

A machining strategy where high feed rates can be reached with large radial engagements (&) in combination with a small a,.

With HFM (High Feed Machining) you achieve high metal removal rates and/or surface finish by using a much higher table feed compared to
general machining.

Tool characteristics: Specially developed front teeth, very short cutting length and coating.

Machine requirements: Good stabillity, CNC, possibility for high table feed (vy).

The big advantage of this technology is that it is very user friendly, easy, safe and quick to program in CAM. By using the so called Z-leveling
strategy it is relatively easy to program complex forms without the necessity of having extensive experience in programming.

The application area is: soft to hardened steel, titanium and stainless steel. It is very good as a pre-operation before HSM is used.

It can also be applied in deep pocket machining.

Micro machining:
A machining strategy where extremely small tool diameters are used.
Tool characteristics: Diameter range @ 0.1 to 2.0 mm, small cutting lengths, a wide range of OD reductions, high accuracy, coating.

Machine requirements: High spindle accuracy, high RPM, CNC, thermal stability against spindle growth.
Application area is: Production of cavities like slots, pockets, holes or engravings in many types of material.

Advanced roughing / Optirough:

Advanced roughing / Optirough (method/strategy): Well defined tool paths with constant arc of contact for reliable roughing of simple & complex
shapes.

Large axial depths (a,) & small radial depths (a,) of cut combined with high feeds per tooth (f,) and cutting speeds (V) result in high productivity.

17



JABRO® - Picture key symbols (examples)

SECO

‘

S
D

N

Center cut z,=1

Center cut z,=2

2 teeth across center

Z,=2

No center cut z,=2

J

(L

Uneven pitch z,=2

No center cut z,=3

0

4

=

+
T

@

Center cut z,=3

Uneven pitch z,=3

Center cut z,=4

2 teeth across center
=4

4 teeth across center

=4

No teeth across center
z,=4

Uneven pitch z,=4

Uneven pitch / 1 tooth
across center z,=4

’x
%

@

PCD

No center cut z,=5

No center cut z,=6

No center cut z,=8

PCD

HSS-Co

> dmp,

7

T
.

> >
HSS-Co Cylindrical shank Weldon Safelock Sharp Full radius
o
= —, 30 N\
'V 'y i 20°
20°
/) /
Corner radius Chamfer Tapered sharp 250° sphere Helix angle 30° Double helix 20° - 20°
153 B 10°
T Y ~
“ " .
\ 40-42
‘- 9 ._ |
Helix angle left 15° Curved helix Unequal helix Cutting rake 10° ICCendY Roughing profile

Remark: not all picture key symbols are mentioned.
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JABRO® - Picture key symbols (examples) SECO =
| |
MEGA-64-T DURA HEMI MEGA-T
Chip splitters Variable flute profile Mega-64-T (M64) Dura Hemi Mega-T (MT)
MEGA MEGA-64 TRIBON SIRON-A DIAMOND M64
Mega Mega-64 (M64) Tribon(TRI) Siron-A (SIRA) Diamond (DIA) M64
+
NXT MT SIRA E \ - -
- %
NXT MT SIRA Advanced roughing Radial Radiall ramping

@_»
vV X

Radial ramping /
plunging / drilling

Remark: not all picture key symbols are mentioned.
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JABRO® - Universal

JS8554 3C applied in advanced roughing.
Find the JS554-3C offering including cutting data on page 68-79.




® . . .
JABRO® -Tool selection - Universal - 1SO PM,K,S,H,N SECO =
“
[
Name J§512 JS§513 Js514 JS553 JS554*
Page 26-30 31-36 37-41 42-53 54-79
Family J§? J§? Js? Js? J§?
Type of mill 45° 45° 45° ,,J,E— ,sl,s—m—
r
Cylindrical ] | ] ] |
Shank
Weldon ] | ] ] |
Number of flutes 2 3 4 3 4
ICC
Diameter | Metric 1-25 1-25 1-25 2-25 3-25
range | inch 1/8-1 1141
Lengths available, based on g E
length index
2,34 2,34 2,34 2,3 23
- | @ | @ | @ | [@ | [@
SMG
P1.8 L] L] L] L] L[]
P11 ° . . . .
M1-3 ° ° o ° °
M4-5 o o o ° °
$1-3 o o o . .
S$11-13 . . . . .
H5 H8 H11 H12 H21 o o o . .
N1 o o o ° °
N2-3 o o o [) )
N11 o o o ° °
TS1 o o o ° °
TP1 o o o ° °
GR o o o o o

M Stock standard [] Weldon available, delivery time is 3 days. e Preferred choice, o Alternative choice
*J8554 3C also available. Can be applied in advanced roughing.
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JABRO® -Tool selection = Universal - 1ISO PM,K,S,H,N SECO =

Name JS520 JS522 JS532 JS533 JS534
Page 80-83 84-87 88-93 94-97 98-102
Family Js? Js? Js? Js? Js?
Type of mill 45° l r
Cylindrical | | ] ] |
Shank
Weldon O O O O
Number of flutes 5-8 2 2 3 4
IcC
Diameter Metric 4-25 6-32 1-20 1-20 2.20
fange | nch 5/16-1 1/4 1/32-3/4 1/32-3/4

Lengths available, based on
length index

Wzzzz

7| Wz, |

4 12,3 1,23

- @ | @ | 8| @ | @
= @ &

SMG
P1.8 L[] L] L] L] L]
P11 . . ° . °
M1-3 o . ) . °
M4-5 o ° ° ° °
$1-3 o o o o o
S$11-13 . . . . °
H5 H8 H11 H12 H21 o o o )
N1 ° . . ° °
N2-3 . ° . . °
N11 . . . . °
TS1 ° ° . ° °
TP1 . . ° . °
GR o [e] o o o

M Stock standard [] Weldon available, delivery time is 3 days. e Preferred choice, o Alternative choice
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JABRO® -Tool selection = Universal - 1ISO PM,K,S,H,N

SECO 2

C

Name

JS506

JS509

JH910

JHI30

JHI70

Page

103-105

106-108

109-114

115117, 251-253

118-119, 162-163

Family

J§?

J§?

HSM/ITORNADO

HSM/TORNADO

HSM/TORNADO

Type of mill

L

Cylindrical

Shank
Weldon

Number of flutes

5-6,8

Diameter | Metric

2-20

6-20

2-16

range

Inch

length index

Lengths available, based on

2,34

Wz, |

12,3

Operation

©

SMG

P1-8

P11

M1-3

M4-5

§1-3

§11-13

H5 H8 H11 H12 H21

N1

N2-3

N1

T$1

TP1

GR

W Stock standard [] Weldon available, delivery time is 3 days. e Preferred choice, o Alternative choice
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JABRO® -Tool selection = Universal - 1ISO PM,K,S,H,N SECO=

Name JHF980 J29 J36 HK/HKM TDM
Page 120-122 123-124 125-126 127137 138-139
Family HFM VHM VHM VHM VHM
al
Type of mill r r
1
Cylindrical | || ] ] |
Shank
Weldon O O O O
Number of flutes 35 1 3 2-4 2-4
ICC
Diameter | Metric 0.5-6 0.2-6 2-20 1-10 3-10
range | nch
B B
Lengths available, based on B BRE BRE EEE_
length index B BT B B
1,2,3 2 2 2 2
e | @] | [@ | [@ | [@
SMG
P1-8 ° ° o ° °
P11 ° ° o [} [
M1-3 ° ° o ° °
M4-5 ° ° o ° °
$1-3 . . o . .
S$11-13 . . o ° .
H5 H8 H11 H12 H21 o .
N1 ° o () L)
N2-3 ° o °
N11 . . . °
TS1 ° o ° °
TP1 ° o ° °
GR . °

M Stock standard [] Weldon available, delivery time is 3 days. e Preferred choice, o Alternative choice
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JABRO® -Tool selection = Universal - 1ISO PM,K,S,H,N SECO =

Name V31 JM905 JM915 JM920 JM925
Page 140-141 142-146 147-149 142-146 147-149
Family VHM MINI MINI MINI MINI
. r o
Type of mill ] I 90 | r
r
Cylindrical ] | ] ] |
Shank
Weldon O
Number of flutes 4 284 2 284 2
IcC
Diameter | Metric 6-28 0.1-2.0 0.1-2.0 0.1-2.0 0.1-2.0
range Inch

Lengths available, based on
length index

2 1,2,3,4,5,6,7 1,2,3,4,5,6 1,2,3,4,5,6,7 1,2,3,4,5,6

@&
@&

Operation @

SMG

P1-8 ° . . ° °
P11 ° ° ° ° °
M1-3 ° ° ° ° °
M4-5 ° e ° ° °

$1-3 °
§11-13 . . . . °
H5 H8 H11 H12 H21 ° o o o o
N1 o o o o o
N2-3 ° o o o o
N11 ° o o o o

TS1 °

TP1 ]
GR ° o o o o

H Stock standard [] Weldon available, delivery time is 3 days. e Preferred choice, o Alternative choice
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JABRO®-SOLID?-)S512 SECO =

JS$512 - Solid carbide end mill - cylindrical - two flute - 45° chamfer

|

ap
L=y

Tolerances: F D

dmp=h5 = R N

Dc=e8 @ . "/’ ,\% “ @/\ o

4] [ J
Dimensions in mm §

EDP Length | Tool 2
No. Part No. index | shape D, dmy, a, Iy cx45 z, &
01544 | JS512010F2C.0Z2-NXT 2 F 1 3 2 38 0.01 2 ]
01547 | JS512015F2C.0Z2-NXT 2 F 1.5 & & 38 0.015 2 |
01553 | JS512021F2C.0Z2-NXT 2 F 2 8 4 38 0.02 2 u
01552 | JS512020F2C.0Z2-NXT 2 F 2 6 4 57 0.02 2 ]
01561 | JS512030D2C.0Z2-NXT 2 D 3 3 6 38 0.03 2 [ |
01555 | JS512030F2C.0Z2-NXT 2 F 8 6 6 57 0.03 2 ]
01580 | JS512040D2C.0Z2-NXT 2 D 4 4 8 50 0.04 2 ||
01569 | JS512040F2C.0Z2-NXT 2 F 4 6 8 57 0.04 2 ]
01587 | JS512050D2C.0Z2-NXT 2 D 5 5 10 50 0.05 2 ]
01586 | JS512050F2C.0Z2-NXT 2 F 5 6 10 57 0.05 2 ||
01589 | JS512060D2C.0Z2-NXT 2 D [§ 6 12 57 0.06 2 |
01590 | JS512080D2C.0Z2-NXT 2 D 8 8 16 63 0.08 2 ]
01591 | JS512100D2C.0Z2-NXT 2 D 10 10 20 72 0.1 2 []
01592 | JS512120D2C.0Z2-NXT 2 D 12 12 24 83 0.12 2 ]
01593 | JS512160D2C.0Z2-NXT 2 D 16 16 30 92 0.16 2 ||
01736 | JS512200D2C.0Z2-NXT 2 D 20 20 35 104 0.2 2 ]
01737 | JS512250D2C.0Z2-NXT 2 D 25 25 40 125 0.25 2 ]
01738 | JS512010F3C.0Z2-NXT 3 F 1 3 3 38 0.01 2 |
01739 | JS512015F3C.0Z2-NXT 3 F 1.5 8 6 38 0.015 2 |
01685 | JS512020F3C.0Z2-NXT 3 F 2 6 7 57 0.02 2 |
01708 | JS512030F3C.0Z2-NXT 3 F 3 6 10 57 0.03 2 ]
01709 | JS512040F3C.0Z2-NXT 3 F 4 6 14 57 0.04 2 ||
01741 | JS512050F3C.0Z2-NXT 3 F 5 6 18 57 0.05 2 |
01713 | JS512060D3C.0Z2-NXT 3 D 6 6 20 63 0.06 2 ]
01719 | JS512080D3C.0Z2-NXT 3 D 8 8 28 80 0.08 2 [ |
01725 | JS512100D3C.0Z2-NXT 3 D 10 10 35 89 0.1 2 |
01726 | JS512120D3C.0Z2-NXT 3 D 12 12 42 100 0.12 2 |
01742 | JS512160D3C.0Z2-NXT 3 D 16 16 50 115 0.16 2 |
01747 | JS512200D3C.0Z2-NXT 3 D 20 20 60 125 0.2 2 ]
01748 | JS512250D3C.0Z2-NXT 3 D 25 25 70 150 0.25 2 ||
01727 | JS512020F4C.0Z2-NXT 4 F 2 6 10 57 0.02 2 ]
01729 | JS512030F4C.0Z2-NXT 4 F 3 6 15 57 0.03 2 [ |
01732 | JS512040F4C.0Z2-NXT 4 F 4 6 20 63 0.04 2 ]
01751 | JS512050F4C.0Z2-NXT 4 F 5 6 25 63 0.05 2 ||
01733 | JS512060D4C.0Z2-NXT 4 D [§ 6 30 75 0.06 2 u
01734 | JS512080D4C.0Z2-NXT 4 D 8 8 40 100 0.08 2 ]
01735 | JS512100D4C.0Z2-NXT 4 D 10 10 50 100 0.1 2 ||

M Stock standard. Subject to change, refer to current price-and stock-list.

26



JABRO®-SOLID?-)S512 SECO 2

JS$512 - Solid carbide end mill - cylindrical - two flute - 45° chamfer

110

Tolerances:
dmy,=h5
Pee? 7
- NXT
NP
Dimensions in mm '_é
EDP Length Tool g
No. Part No. index | shape D, dmy, a, Iy cx45 z, &
01752 | JS512120D4C.0Z2-NXT 4 D 12 12 60 125 0.12 2 | ]
01773 | JS512160D4C.0Z2-NXT 4 D 16 16 70 130 0.16 2 ]
01774 | JS512200D4C.0Z2-NXT 4 D 20 20 80 150 0.2 2 |
01775 | JS512250D4C.0Z2-NXT 4 D 25 25 90 165 0.25 2 ]

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S512 SECO =

JS512 - Solid carbide end mill - Weldon - two flute - 45° chamfer

»>{Mme
I;
ap
¢ bel=

Tolerances: F D

dmp=h5 = R N

Dc=e8 an @» ‘/‘ “ @/\ o

NN / D
Dimensions in mm -

EDP Length | Tool 3
No. Part No. index | shape D, dmp, a, I, cx45 z, =
01793 | JS512020F2C.3Z2-NXT 2 F 2 6 4 57 0.02 2 ]
01794 | JS512030F2C.3Z2-NXT 2 F 3 6 6 57 0.03 2 ]
01795 | JS512040F2C.3Z2-NXT 2 F 4 6 8 57 0.04 2 O
01796 | JS512050F2C.3Z2-NXT 2 F 5 6 10 57 0.05 2 O
01797 | JS512060D2C.3Z2-NXT 2 D 6 6 12 57 0.06 2 O
01798 | JS512080D2C.3Z2-NXT 2 D 8 8 16 63 0.08 2 0
01799 | JS512100D2C.3Z2-NXT 2 D 10 10 20 72 0.1 2 ]
01800 | JS512120D2C.3Z2-NXT 2 D 12 12 24 83 0.12 2 O
01801 | JS512160D2C.3Z2-NXT 2 D 16 16 30 92 0.16 2 ]
01802 | JS512200D2C.3Z2-NXT 2 D 20 20 35 104 0.2 2 ]
01805 | JS512250D2C.3Z2-NXT 2 D 25 25 40 125 0.25 2 O
01806 | JS512020F3C.3Z2-NXT 3 F 2 6 7 57 0.02 2 O
01809 | JS512030F3C.3Z2-NXT 3 F 3 6 10 57 0.03 2 ]
01818 | JS512040F3C.3Z2-NXT 3 F 4 6 14 57 0.04 2 ]
01824 | JS512050F3C.3Z2-NXT 3 F 5 6 18 57 0.05 2 O
01827 | JS512060D3C.3Z2-NXT 3 D 6 6 20 63 0.06 2 ]
01828 | JS512080D3C.3Z2-NXT 3 D 8 8 28 80 0.08 2 ]
01840 | JS512100D3C.3Z2-NXT 3 D 10 10 35 89 0.1 2 O
01845 | JS512120D3C.3Z2-NXT 3 D 12 12 42 100 0.12 2 ]
01849 | JS512160D3C.3Z2-NXT 3 D 16 16 50 115 0.16 2 0
01850 | JS512200D3C.3Z2-NXT 3 D 20 20 60 125 0.2 2 O
01851 | JS512250D3C.3Z2-NXT 3 D 25 25 70 150 0.25 2 ]
01874 | JS512020F4C.3Z2-NXT 4 F 2 6 10 57 0.02 2 O
01875 | JS512030F4C.3Z2-NXT 4 F 3 6 15 57 0.03 2 0
01878 | JS512040F4C.3Z2-NXT 4 F 4 6 20 63 0.04 2 ]
01881 | JS512050F4C.3Z2-NXT 4 F 5 6 25 63 0.05 2 0
01914 | JS512060D4C.3Z2-NXT 4 D 6 6 30 75 0.06 2 0
01933 | JS512080D4C.3Z2-NXT 4 D 8 8 40 100 0.08 2 O
01934 | JS512100D4C.3Z2-NXT 4 D 10 10 50 100 0.1 2 0
01935 | JS512120D4C.3Z2-NXT 4 D 12 12 60 125 0.12 2 O
01936 | JS512160D4C.3Z2-NXT 4 D 16 16 70 130 0.16 2 ]
01937 | JS512200D4C.3Z2-NXT 4 D 20 20 80 150 02 2 ]
01945 | JS512250D4C.3Z2-NXT 4 D 25 25 90 165 0.25 2 O

[[J Weldon available, delivery time is 3 days.
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L |
JABRO®-SOLID*-)S512 SECO =
Cutting data - JS512 Slotting
oy 2
SMG /D | 1 2 3 4 5 6 8 | 10 | 12 | 14 | 16 | 18 | 20 | 25 Ve
P1 E 1.0 [ 0.0055 | 0.011 | 0.016 | 0.022 | 0.028 [ 0.032 [ 0.044 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 [ 0.10 [ 165 (140— 195)
P2 | E 1.0 | 0.0055 | 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 0.1 | 160 (135— 190)
P3 | E 1.0 0.0050 | 0.010 | 0.016 | 0.020 | 0.026 [ 0.032 [ 0.042 [ 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.090 [ 0.10 | 140 (120— 165)
P4 | E 1.0 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 [ 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 125 (105— 145)
P5 | E 1.0 [ 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 [ 0.030 [ 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 [ 0.095 [ 120 (100 — 140)
P6 | E 1.0 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 135 (110 — 155)
P7 | E 1.0 [ 0.0050 | 0.010 | 0.015 | 0.020 | 0.024 [ 0.030 [ 0.040 [ 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 [ 0.095 [ 125 (105— 145)
P8 | E 1.0 0.0050 | 0.010 | 0.016 | 0.020 | 0.026 | 0.032 | 0.042 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.090 | 0.10 | 120 (100 — 140)
P | E 1.0 [ 0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 [ 0.095 | 120 (100 — 145)
M1 E | 0.80 [0.0055] 0.011 | 0.017 | 0.022 | 0.028 [ 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 0.11 | 95 (85— 110)
M2 | E | 080 [0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 [ 0.095 | 80 (70— 90)
M3 | E | 065 |0.0040 [0.0080 | 0.012 | 0.016 | 0.020 [ 0.024 [ 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 [ 0.075 | 65 (55— 70)
Mé | E | 048 |0.0036|0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.055 | 0.060 | 0.065 | 48 (42— 55)
M5 | E | 048 [0.00360.0070 | 0.011 | 0.014 | 0.018 [ 0.022 [ 0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.055 | 0.060 [ 0.065 | 40 (35— 45)
K1 E 1.0 | 0.0055 | 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 0.1 | 145 (125— 165)
K2 | E 1.0 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 [ 0.030 | 0.040 [ 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 130 (110 — 145)
K3 | E 1.0 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 110 (95— 125)
Ke | E 1.0 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 105 (90 — 120)
Ks | E 1.0 | 0.0046 [ 0.0090 | 0.014 | 0.018 | 0.022 [ 0.028 [ 0.036 | 0.046 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 [ 0.085 | 65 (55— 70)
K6 | E 1.0 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 90 (80 — 105)
K7 | E 1.0 | 0.0046 [ 0.0090 | 0.014 | 0.018 | 0.022 [ 0.028 [ 0.036 | 0.046 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 [ 0.085 | 80 (70— 90)
N1 E | 040 |0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.1 | 620 (465— 770)
N2 | E | 040 [0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 [ 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.11 | 400 (300— 500)
N3 | E | 040 [0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 [ 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.11 | 265 (200 — 330)
N1 | E 1.0 | 0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.1 [ 295 (200— 395)
St E | 040 [0.00320.0065 | 0.0095 | 0.013 | 0.016 [ 0.019 [ 0.026 | 0.032 | 0.038 | 0.044 | 0.048 | 0.050 | 0.055 [ 0.060 | 39 (30— 49)
S2 | E | 040 [0.0032 | 0.0065 | 0.0095 | 0.013 | 0.016 | 0.019 | 0.026 | 0.032 | 0.038 | 0.044 | 0.048 | 0.050 | 0.055 [ 0.060 | 39 (30 —49)
S3 | E | 040 [0.0030 | 0.0060 [ 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 [ 0.036 | 0.040 | 0.044 | 0.048 | 0.050 [ 0.055 | 23 (14— 33)
S11 | E | 060 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 90 (65— 115)
S12| E | 060 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 [ 0.048 | 0.055 | 0.060 | 0.065 | 0.070 [ 0.075 | 70 (50— 90)
S13| E | 050 |0.00340.0070 [ 0.010 | 0.014 | 0.017 | 0.020 | 0.028 | 0.034 [ 0.042 | 0.046 | 0.050 | 0.055 | 0.060 | 0.065 | 55 (40— 70)
H5 | M/AD | 0.22 |0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 [ 0.060 | 47 (38 —55)
H8 | M/AD | 0.20 |0.0024 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 [ 0.028 | 0.030 | 0.034 | 0.036 | 0.040 [ 0.044 | 49 (39— 60)
H11 | WAD | 0.22 | 0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 | 0.060 | 60 (49— 75)
H12 | MAD | 0.22 | 0.0030 | 0.0060 [ 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 [ 0.040 [ 0.044 | 0.048 | 0.050 | 0.060 | 100 (80— 120)
H21 | M/AD | 0.20 | 0.0024 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.030 | 0.034 | 0.036 | 0.040 | 0.044 | 49 (39— 60)
ST A 1.0 [0.0070 | 0.014 | 0.022 | 0.028 | 0.036 [ 0.042 [ 0.055 [ 0.070 | 0.085 | 0.095 | 0.10 | 0.11 | 0.12 [ 0.13 [ 510 (410—610)
TP A 1.0 0.0070 | 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.11 | 0.12 | 0.13 | 510 (410—610)
GR1| DA | 1.0 ]0.0050] 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 530 (430 — 640)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V= m/min

f,=mm

a, (mm)/D (mm)= factor
All cutting data are target values
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JABRO®-SOLID?-)S512 SECO =

Cutting data - JS512 Side milling a./D = 0.4

Y fx

SMG a, /D, 1 2 3 4 5 6 8 10 12 14 16 18 20 25 Ve

P1 | W/AD/E| 1.2 |0.0065| 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.090 | 0.095 | 0.11 | 205 (175 — 240

P2 | M/AIDIE | 1.2 [0.0055 | 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.085 | 0.090 | 0.095 | 0.11 | 200 (170 —235

P3 | MAID/E| 1.2 |0.0055 | 0.011 | 0.016 | 0.022 | 0.026 | 0.032 | 0.042 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 | 0.10 | 175 (145 — 205

P4 | M/AID/E | 1.2 |0.0050 | 0.010 | 0.016 | 0.020 | 0.026 | 0.032 | 0.042 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.090 | 0.10 | 155 (130 — 180

P5 | MIAID/E| 1.2 |0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 150

P6 | M/AID/E | 1.2 |0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 0.695 165

P7 | MIAIDIE| 1.2 [0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.095 | 160

P11 | WAD/E| 1.2 |0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.095 | 155

(
(
(
P8 | M/AD/E| 1.2 |0.0055| 0.011 | 0.016 | 0.022 | 0.026 | 0.032 | 0.042 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 | 0.10 | 145 (120 —170
(
(

M1 | E/MA 1.0 ]0.0055 | 0.011 |0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.085 | 0.090 | 0.095 | 0.11 | 120

M2 | E/MA 1.0 [0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 100 (85— 110)

M3 | E/M/A | 0.80 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 80 (70 —90)

M4 | E/M/A | 0.60 | 0.0036 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.048 | 0.055 | 0.055 | 0.060 | 0.070 | 60 (55— 70)

M5 | E/M/A | 0.60 |0.0036 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.048 | 0.055 | 0.055 | 0.060 | 0.070 | 50 (44 —55)

K1 | AD/ME | 1.2 |0.0055| 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.085 | 0.090 | 0.095 | 0.11 | 180

K2 | ADIME | 1.2 [0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 160

( )
] A i . . ! ! ( )
K3 | ADME | 1.2 |0.0050 | 0.010 | 0.015 [ 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 135 (120— 155)
Ké | ADIME | 1.2 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 130 ( )

K5 | AD/M/E| 1.2 |0.0046 | 0.0090 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.060 | 0.070 | 0.075 | 0.080 | 0.090 | 80 (70 —90)

K6 | AD/ME| 1.2 |0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 115 (100 — 130)

K7 | AD/M/E| 1.2 |0.0046 | 0.0090 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.060 | 0.070 | 0.075 | 0.080 | 0.090 | 100 (85— 115)

T$1 AD 1.0 ]0.0070 | 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.11 | 0.12 | 0.14 | 640 (510 —770)

TP1 AD 1.0 [0.0070 | 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.11 | 0.12 | 0.14 | 640 (510 —770)

GR1 AD 1.4 [0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 [ 0.10 | 670 (530 — 800)

Cutting data - JS512 Side milling a,/D, = 0.2

Y f,

SMG a, /D, 1 2 3 4 5 6 8 10 12 16 20 25 Ve

N1 E/MIA 13 0.0075 | 0.015 | 0.022 | 0.030 | 0.038 | 0.046 | 0.060 | 0.075 | 0.090 | 0.11 | 0.3 | 0.14 | 860 (650 — 1075)

N2 E/M/A 1.3 10.0075 | 0.015 | 0.022 | 0.030 | 0.038 | 0.046 | 0.060 | 0.075 | 0.090 | 0.11 | 0.13 | 0.14 | 560 (415—690)

N3 E/MIA 1.3 0.0075 | 0.015 | 0.022 | 0.030 | 0.038 | 0.046 | 0.060 | 0.075 | 0.090 | 0.11 | 0.13 | 0.14 | 370 (280 — 465)

$1 E 1.0 0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.060 | 0.070 | 0.075 55 (41—70)

S2 E 1.0 | 0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.060 | 0.070 | 0.075 55 (41—70)
S3 E 1.0 | 0.0038 | 0.0075 | 0.011 | 0.015 | 0.019 | 0.022 | 0.030 | 0.038 | 0.044 | 0.055 | 0.065 | 0.070 32 (19 —45)
S E 1.3 ] 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.095 | 125 (90— 160)
S12 E 1.3 [ 0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.095 95 (70 —125)

$13 E 1.1 0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.065 | 0.075 | 0.085 | 75 (55— 100)

H5 M/AID 0.22 | 0.0038 | 0.0075 | 0.011 | 0.015 | 0.019 | 0.022 | 0.030 | 0.038 | 0.044 | 0.055 | 0.065 | 0.070 65 (55—80)

H8 | M/AD | 0.20 | 0.0028 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.042 | 0.048 | 0.055 70 (55—80)

H21 | M/AID 0.20 | 0.0028 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.042 | 0.048 | 0.055 70 (55—80)

H31 | M/AD 0.20 | 0.0026 | 0.0050 | 0.0075 | 0.010 | 0.013 | 0.015 | 0.020 | 0.026 | 0.030 | 0.036 | 0.042 | 0.048 50 (42—65)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V¢= m/min

f,=mm

a, (mm)/D, (mm)= factor

ae (mm)/D, (mm)= factor

All cutting data are target values
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JABRO®-SOLID*-)S513 SECO =
JS$513 - Solid carbide end mill - cylindrical - three flute - 45° chamfer
SAdmm, B *?mmL,
Ip l>
|
ap alp
- Q“Dc:';i ¥ Dc |«

Tolerances: F D

dmychs 7 3 A6

D.=e8 = —

OG- Bl |8
Dimensions in mm §

EDP Length | Tool 2
No. Part No. index | shape D, dmp, a, Iy cx45 z, &
01946 | JS513010F2C.0Z3-NXT 2 F 1 3 2 38 0.01 8 ]
06474 | JS513015F2C.0Z3-NXT 2 F 1.5 & & 38 0.015 3 ||
01952 | JS513021F2C.0Z3-NXT 2 F 2 8 4 38 0.02 3 |
01951 | JS513020F2C.0Z3-NXT 2 F 2 6 4 57 0.02 3 ]
01969 | JS513025F2C.0Z3-NXT 2 F 25 6 5 57 0.025 3 [ |
01971 | JS513030F2C.0Z3-NXT 2 F 8 6 6 57 0.03 3 u
01973 | JS513030D2C.0Z3-NXT 2 D 3 8 6 38 0.03 8 ||
01974 | JS513040F2C.0Z3-NXT 2 F 4 6 8 57 0.04 3 |
01976 | JS513040D2C.0Z3-NXT 2 D 4 4 8 50 0.04 3 ]
01980 | JS513050F2C.0Z3-NXT 2 F 5 6 10 57 0.05 3 ||
01989 | JS513050D2C.0Z3-NXT 2 D 5 5 10 50 0.05 3 u
01992 | JS513060D2C.0Z3-NXT 2 D 6 6 12 57 0.06 S ]
02024 | JS513080D2C.0Z3-NXT 2 D 8 8 16 63 0.08 3 | |
02037 | JS513100D2C.0Z3-NXT 2 D 10 10 20 72 0.1 3 ]
02043 | JS513120D2C.0Z3-NXT 2 D 12 12 24 83 0.12 3 ||
02047 | JS513140D2C.0Z3-NXT 2 D 14 14 28 83 0.14 8 |
02055 | JS513160D2C.0Z3-NXT 2 D 16 16 30 92 0.16 3 ]
02057 | JS513180D2C.0Z3-NXT 2 D 18 18 39 100 0.18 B) ||
02339 | JS513200D2C.0Z3-NXT 2 D 20 20 35 104 0.2 3 u
02347 | JS513250D2C.0Z3-NXT 2 D 25 25 40 125 0.25 3 ||
01948 | JS513010F3C.0Z3-NXT 3 F 1 3 3 38 0.01 8 ]
02070 | JS513015F3C.0Z3-NXT 3 F 1.5 3 6 38 0.015 B ||
02071 | JS513020F3C.0Z3-NXT 3 F 2 6 7 57 0.02 8 ]
02349 | JS513025F3C.0Z3-NXT 3 F 25 6 9 57 0.025 3 ]
02076 | JS513030F3C.0Z3-NXT 3 F 3 6 10 57 0.03 3 [ |
02081 | JS513040F3C.0Z3-NXT 3 F 4 6 14 57 0.04 3 |
02084 | JS513050F3C.0Z3-NXT 3 F 5 6 18 57 0.05 3 ||
02101 | JS513060D3C.0Z3-NXT 3 D 6 6 20 63 0.06 3 ||
02177 | JS513080D3C.0Z3-NXT 3 D 8 8 28 80 0.08 3 ]
02212 | JS513100D3C.0Z3-NXT 3 D 10 10 85) 89 0.1 B) ||
02218 | JS513120D3C.0Z3-NXT 3 D 12 12 42 100 0.12 8 ]
02248 | JS513140D3C.0Z3-NXT 3 D 14 14 50 120 0.14 3 ]
02249 | JS513160D3C.0Z3-NXT 3 D 16 16 50 115 0.16 3 |
02250 | JS513200D3C.0Z3-NXT 3 D 20 20 60 125 02 3 ||
02355 | JS513250D3C.0Z3-NXT 3 D 25 25 70 150 0.25 3 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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JS513 - Solid carbide end mill - cylindrical - three flute - 45° chamfer

»dmm, - ’?mmL,
Ip I
ﬂ 1 H ap ap
| |V v
¢ZDcle &b le

Tolerances: F D

dmy,=h5 —
= = 8°. = >

D =e8 /] N "/’ “ @/\ r

LN / "
Dimensions in mm ‘_é

EDP Length Tool g
No. Part No. index | shape D, dmy, a, Iy cx45 z, &
02251 | JS513020F4C.0Z3-NXT 4 F 2 6 10 57 0.02 3 ]
02359 | JS513025F4C.0Z3-NXT 4 F 25 6 13 57 0.025 3 ]
10528 | JS513030F4C.0Z3-NXT 4 F 3 6 15 57 0.03 3 |
02260 | JS513040F4C.0Z3-NXT 4 F 4 6 20 57 0.04 3 ]
02261 | JS513050F4C.0Z3-NXT 4 F 5 6 25 63 0.05 3 ]
02269 | JS513060D4C.0Z3-NXT 4 D 6 6 30 80 0.06 3 |
02274 | JS513080D4C.0Z3-NXT 4 D 8 8 40 100 0.08 3 ]
02292 | JS513100D4C.0Z3-NXT 4 D 10 10 50 100 0.1 3 |
02294 | JS513120D4C.0Z3-NXT 4 D 12 12 60 125 0.12 3 ]
02322 | JS513160D4C.0Z3-NXT 4 D 16 16 70 130 0.16 3 ]
02409 | JS513140D4C.0Z3-NXT 4 D 14 14 65 140 0.14 3 |
02432 | JS513200D4C.0Z3-NXT 4 D 20 20 80 150 0.2 3 ]
02452 | JS513250D4C.0Z3-NXT 4 D 25 25 90 165 0.25 3 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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J§513 - Solid carbide end mill - Weldon - three flute - 45° chamfer
dmpy, *?mmL,
I I>
ap alp
! c4;“70:';7 ¥ Dc <

Tolerances: F D

dmy=h5 -

D=e8 / 7/ "; 85 ﬁ hal

- NXT
e [ [ | U E
Dimensions in mm -

EDP Length | Tool 3
No. Part No. index | shape D, dmp, a, Iy cx45 z, =
02491 | JS513020F2C.3Z3-NXT 2 & 2 6 4 57 0.02 3 O
02512 | JS513025F2C.3Z3-NXT 2 F 2.5 6 5 57 0.025 3 O
02515 | JS513030F2C.3Z3-NXT 2 F 8 6 6 57 0.03 3 O
02516 | JS513040F2C.3Z3-NXT 2 F 4 6 8 57 0.04 3 O
02532 | JS513050F2C.3Z3-NXT 2 F 5 6 10 57 0.05 3 O
02533 | JS513060D2C.3Z3-NXT 2 D [§ 6 12 57 0.06 3 ]
02540 | JS513080D2C.3Z3-NXT 2 D 8 8 16 63 0.08 3 O
02542 | JS513100D2C.3Z3-NXT 2 D 10 10 20 72 0.1 3 O
02547 | JS513120D2C.3Z3-NXT 2 D 12 12 24 83 0.12 3 O
02549 | JS513140D2C.3Z3-NXT 2 D 14 14 28 83 0.14 5] O
02551 | JS513160D2C.3Z3-NXT 2 D 16 16 30 92 0.16 8 O
02552 | JS513180D2C.3Z3-NXT 2 D 18 18 35 100 0.18 3 O
02553 | JS513200D2C.3Z3-NXT 2 D 20 20 35 104 0.2 ) O
02554 | JS513250D2C.3Z3-NXT 2 D 25 25 40 125 0.25 3 O
02555 | JS513020F3C.3Z3-NXT 3 F 2 6 7 57 0.02 8 O
02556 | JS513025F3C.3Z3-NXT 3 & 2.5 6 9 57 0.025 3 O
02557 | JS513030F3C.3Z3-NXT 3 F 3 6 10 57 0.03 B) O
02558 | JS513040F3C.3Z3-NXT 3 F 4 6 14 57 0.04 3 O
02559 | JS513050F3C.3Z3-NXT 3 F 5 6 18 57 0.05 3 O
02560 | JS513060D3C.3Z3-NXT 3 D 6 6 20 63 0.06 3 0
02561 | JS513080D3C.3Z3-NXT 3 D 8 8 28 80 0.08 3 O
02562 | JS513100D3C.3Z3-NXT 3 D 10 10 85) 89 0.1 3 O
02563 | JS513120D3C.3Z3-NXT 3 D 12 12 42 100 0.12 8 O
02564 | JS513140D3C.3Z3-NXT 3 D 14 14 50 120 0.14 3 O
02566 | JS513160D3C.3Z3-NXT 3 D 16 16 50 115 0.16 3 O
02567 | JS513200D3C.3Z3-NXT 3 D 20 20 60 125 0.2 3 O
02568 | JS513250D3C.3Z3-NXT 3 D 25 25 70 150 0.25 3 O
02569 | JS513020F4C.3Z3-NXT 4 F 2 6 10 57 0.02 3 ]
02570 | JS513025F4C.3Z3-NXT 4 F 2.5 6 13 57 0.025 3 O
02571 | JS513030F4C.3Z3-NXT 4 F 8 6 15 57 0.03 8 O
02572 | JS513040F4C.3Z3-NXT 4 F 4 6 20 63 0.04 3 O
02574 | JS513050F4C.3Z3-NXT 4 F 5 6 25 63 0.05 3 O
02575 | JS513060D4C.3Z3-NXT 4 D 6 6 30 80 0.06 3 0
02576 | JS513080D4C.3Z3-NXT 4 D 8 8 40 100 0.08 3 O
02577 | JS513100D4C.3Z3-NXT 4 D 10 10 50 100 01 3 O
02582 | JS513120D4C.3Z3-NXT 4 D 12 12 60 125 0.12 3 O
02583 | JS513140D4C.3Z3-NXT 4 D 14 14 65 140 0.14 B O

[[J Weldon available, delivery time is 3 days.
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JS513 - Solid carbide end mill - Weldon - three flute - 45° chamfer

afmme
l2
ﬂ 1 H I
el
Tolerances: D
dmy,=h5 _ —
D =e8 4 @ "/7 R ﬁ " NXT
S G ) | L
Dimensions in mm -
EDP Length | Tool 3
No. Part No. index | shape D, dmy, a, Iy cx45 Z, =
02592 | JS513160D4C.3Z3-NXT 4 D 16 16 70 130 0.16 3 ]
02594 | JS513200D4C.3Z3-NXT 4 D 20 20 80 150 0.2 3 O
02596 | JS513250D4C.3Z3-NXT 4 D 25 25 90 165 0.25 3 O

[[J Weldon available, delivery time is 3 days.
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Cutting data - JS513 Slotting
oy 2
SMG /D | 1 2 3 4 5 6 8 | 10 | 12 | 14 | 16 | 18 | 20 | 25 Ve
P1 E | 0.70 [0.0044 [ 0.0085 | 0.013 | 0.017 |0.022 [ 0.026 [ 0.034 | 0.044 | 0.050 | 0.060 | 0.065 | 0.070 | 0.075 [ 0.085 | 165 (140 — 195)
P2 | E | 070 [0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.060 | 0.065 | 0.070 | 0.075 | 0.085 | 160 (135 — 190)
P3 | E | 070 [0.0042 [ 0.0085 | 0.012 | 0.017 | 0.020 | 0.024 | 0.034 [ 0.042 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 [ 0.080 | 140 (115— 165)
P4 | E | 070 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 125 (105 — 145)
P5 | E | 070 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 [ 0.040 [ 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 120 (100— 140)
P6 | E | 0.70 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.046 | 0.055 | 0.060 | 0.065 | 0.065 | 0.075 | 135 (110 — 155)
P7 | E | 070 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 [ 0.040 [ 0.046 | 0.055 | 0.060 | 0.065 | 0.065 | 0.075 | 125 (105— 145)
P8 | E | 070 |0.0042 | 0.0085 | 0.012 | 0.017 | 0.020 | 0.024 | 0.034 | 0.042 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 120 (100 — 140)
P | E | 070 |0.0040 [ 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.046 | 0.055 | 0.060 | 0.065 | 0.065 [ 0.075 | 125 (100 — 145)
M1 E | 060 |0.0034[0.0065| 0.010 | 0.013 | 0.017 [ 0.020 [ 0.026 | 0.034 | 0.040 | 0.044 | 0.048 | 0.050 | 0.055 [ 0.065 | 95 (85— 110)
M2 | E | 060 |0.0030 |0.0060 | 0.0090 | 0.012 | 0.015 [ 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 [ 0.055 | 80 (70— 90)
M3 | E | 048 [0.0024 |0.0048 | 0.0070 | 0.0095 | 0.012 [ 0.014 [ 0.019 | 0.024 | 0.028 | 0.032 | 0.036 | 0.038 | 0.040 [ 0.046 | 65 (55— 70)
Mé | E | 036 |0.0022|0.0042 | 0.0065 | 0.0085 | 0.011 | 0.013 | 0.017 | 0.022 | 0.024 | 0.028 | 0.030 | 0.034 | 0.036 | 0.040 | 48 (42— 55)
M5 | E | 0.36 |0.0022|0.0042 | 0.0065 | 0.0085 | 0.011 [ 0.013 [ 0.017 | 0.022 | 0.024 | 0.028 | 0.030 | 0.034 [ 0.036 [ 0.040 | 40 (35— 45)
K1 E | 0.70 |0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.060 | 0.065 | 0.070 | 0.075 | 0.085 | 140 (120 — 160)
K2 | E | 070 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 [ 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 125 (105— 140)
K3 | E | 070 [0.0040 [ 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 105 (90— 120)
K& | E | 070 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 100 (85— 110)
K5 | E | 070 [0.0036 |0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 [ 0.042 | 0.048 | 0.055 | 0.055 | 0.060 | 0.070 | 60 (50— 70)
K6 | E | 0.70 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 85 (75— 100)
KZ | E | 070 [0.0036 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 [ 0.042 | 0.048 | 0.055 | 0.055 | 0.060 | 0.070 | 75 (65— 85)
Nt | E | 070 |0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.11 | 300 (200 — 395)
St E | 030 [0.00320.0065 | 0.0095 | 0.013 | 0.016 [ 0.019 [ 0.026 | 0.032 | 0.038 | 0.044 | 0.048 | 0.050 | 0.055 [ 0.060 | 40 (30— 49)
S2 | E | 030 [0.0032 | 0.0065 [ 0.0095 | 0.013 | 0.016 | 0.019 | 0.026 | 0.032 [ 0.038 | 0.044 | 0.048 | 0.050 | 0.055 [ 0.060 | 40 (30 —49)
S3 | E | 0.30 [0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 [ 0.055 | 24 (14—33)
S| E | 040 |0.0300.0060 | 0.0090 | 0.012 [ 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 [ 0.048 | 0.050 | 0.055 | 80 (65— 90)
S12| E | 040 [0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 [ 0.055 | 60 (50— 70)
S13 ] E | 034 |0.0026 | 0.0055]0.0080 | 0.011 | 0.013 [ 0.016 | 0.022 [ 0.026 [ 0.032 | 0.036 | 0.038 | 0.042 | 0.044 [ 0.050 | 47 (40— 55)
H5 | WAD | 0.22 | 0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 | 0.060 | 47 (38— 55)
H8 | M/AD | 0.20 |0.0024 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 [ 0.028 | 0.030 | 0.034 | 0.036 | 0.040 [ 0.044 | 49 (39— 60)
H11 | WAD | 0.22 | 0.0030 | 0.0060 | 0.0090 | 0.012 [ 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 [ 0.048 | 0.050 | 0.060 | 60 (49— 75)
H12 | MAD | 0.22 |0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 | 0.060 | 100 (80— 120)
H21 | M/AD | 0.20 | 0.0024 | 0.0046 [ 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 [ 0.028 | 0.030 | 0.034 | 0.036 | 0.040 [ 0.044 | 49 (39— 60)
TP1| A | 080 [0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.1 | 495 (395 — 600)
GR1| A [ 080 [0.0080[ 0.016 [ 0.024 | 0.032 [0.040 | 0.048 | 0.065 | 0.080 [ 0.095 [ 0.11 [ 0.12 [ 0.13 [ 0.14 | 0.15 | 495 (395 —600)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
Ve= m/min

f,=mm

a, (mm)/D (mm)= factor
All cutting data are target values
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Cutting data - JS513 Side milling a./D =0.4

A f,

SMG a, /D, 1 2 3 4 5 6 8 10 12 14 16 18 20 25 Ve

P1 [ M/AD/E| 1.0 |0.0044|0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.060 | 0.065 | 0.070 | 0.075 | 0.085 | 205

P2 | M/AD/E| 1.0 [0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 0.085 | 200

P3 | M/AD/E| 1.0 [0.0042|0.0085 | 0.013 | 0.017 | 0.022 | 0.026 | 0.034 | 0.042 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 175

P4 | M/AD/E| 1.0 [0.0042|0.0085 | 0.012 | 0.017 | 0.020 | 0.024 | 0.034 | 0.042 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 155

P5 | M/AD/E| 1.0 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 150

P7 | M/AD/E| 1.0 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 155

P8 | M/AD/E| 1.0 |0.0042|0.0085| 0.013 | 0.017 | 0.022 | 0.026 | 0.034 | 0.042 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 145

P11 | M/AD/E | 1.0 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 155

( )
( )
( )
=113
P6 | MADIE| 1.0 [0.0040 | 0.0080 | 0.012 | 0.016 |0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 165 (140 — 195)
( )
( )
( )
( )

M1 | E/MA 1.0 ]0.0034 | 0.0065 | 0.010 | 0.013 | 0.017 | 0.020 | 0.026 | 0.034 | 0.040 | 0.046 | 0.050 | 0.055 | 0.055 | 0.065 | 120

M2 | E/MA | 1.0 |0.0030 |0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.046 | 0.048 | 0.050 | 0.060 | 100 (85— 110)

M3 | E/MA | 0.80 |0.0024 | 0.0048 | 0.0075 | 0.010 | 0.012 | 0.015 | 0.020 | 0.024 | 0.028 | 0.032 | 0.036 | 0.038 | 0.042 [ 0.046 | 80 (70 —90)

M4 | E/M/A | 0.60 |[0.0022 | 0.0042 | 0.0065 | 0.0085 | 0.011 | 0.013 | 0.017 | 0.022 | 0.026 | 0.028 | 0.032 | 0.034 | 0.036 | 0.042 | 60 (50— 65)

M5 | E/MA | 0.60 |0.0022 | 0.0042 | 0.0065 | 0.0085 | 0.011 | 0.013 | 0.017 | 0.022 | 0.026 | 0.028 | 0.032 | 0.034 | 0.036 [ 0.042 | 49 (43 —55)

K1 | AD/ME| 1.0 |0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 0.085 | 175

K2 | AD/ME | 1.0 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 155

( )
. ! ! A . ! ( )
K3 | AD/ME| 10 |0.0040|0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 130 (110— 145)
K4 | ADME| 10 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 125 ( )

K5 | AD/M/E | 1.0 [0.0036 | 0.0075 | 0.011 | 0.015 | 0.018 | 0.022 | 0.030 | 0.036 | 0.044 | 0.050 | 0.055 | 0.060 | 0.060 | 0.070 | 75 (65— 85)

K6 | AD/ME| 1.0 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.080 | 110 (95— 125)

K7 | AD/ME | 1.0 [0.0036 | 0.0075 | 0.011 | 0.015 | 0.018 | 0.022 | 0.030 | 0.036 | 0.044 | 0.050 | 0.055 | 0.060 | 0.060 | 0.070 | 95 (85— 110)

N11 | E/M/A 1.0 ]0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.12 | 370 (250 — 495)

S11 E 1.0 [ 0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.046 | 0.048 | 0.050 | 0.060 | 95 (80— 110)

S12 E 1.0 10.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.046 | 0.048 | 0.050 [ 0.060 | 75 (60— 85)

$13 E 0.85 |0.0026 | 0.0055 | 0.0080 | 0.011 |0.013 | 0.016 | 0.022 | 0.026 | 0.032 | 0.036 | 0.040 | 0.042 | 0.046 [ 0.050 | 60 (49 —70)

TS1 AD 14 [0.0080 | 0.016 | 0.024 | 0.032 | 0.040 | 0.050 | 0.065 | 0.080 [ 0.095| 0.11 | 0.12 | 0.13 | 0.14 | 0.16 | 620 (495 —750)

TP1 | AD 1.0 [0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 0.680 0.090 0.695 0.10 | 0.12 | 620 (495—750)

GR1| AD 14 [0.0080 | 0.016 | 0.024 | 0.032 | 0.040 | 0.050 | 0.065 [ 0.080 [ 0.095| 0.11 | 0.12 | 0.13 [ 0.14 | 0.16 | 620 (495 —750)

Cutting data- JS513 Side milling a,/D,=0.2

3 fz

SMG a, /D 1 2 3 4 5 6 8 10 12 14 16 18 20 25 Ve

N1 [ E/M/A | 12 |0.0065| 0.013 | 0.019 | 0.026 | 0.032 | 0.038 | 0.050 | 0.065 | 0.075 | 0.085 | 0.090 | 0.10 | 0.11 | 0.12 | 800 (640 — 960)

N2 | E/M/A | 12 [0.0065 | 0.013 | 0.019 | 0.026 | 0.032 | 0.038 | 0.050 | 0.065 | 0.075 | 0.085 | 0.090 | 0.10 | 0.11 | 0.12 | 520 (410 —620)

N3 | E/M/A| 12 |0.0065| 0.013 | 0.019 | 0.026 | 0.032 | 0.038 | 0.050 | 0.065 | 0.075 | 0.085 [ 0.090 | 0.10 | 0.11 | 0.12 | 345 (275—410)

S1 E 1.0 ]0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 55 (41 —70)

$2 E 1.0 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 55

1.0 ]0.0038 | 0.0075| 0.011 | 0.015 | 0.019 | 0.022 | 0.030 | 0.038 | 0.044 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 | 32

H8 | M/AD | 0.20 |0.0028 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.038 | 0.042 | 0.046 | 0.048 | 0.055 | 70

H21 | M/A/D | 0.20 | 0.0028 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.038 | 0.042 | 0.046 | 0.048 | 0.055 | 70

(
E (
H5 | M/AD | 0.22 |0.0038 | 0.0075 | 0.011 | 0.015 | 0.019 | 0.022 | 0.030 | 0.038 | 0.044 | 0.050 | 0.055 | 0.060 | 0.065 | 0.070 | 65 (55—80
(
(
(

H31 | M/A/D | 0.20 | 0.0026 | 0.0050 | 0.0075 | 0.010 | 0.013 | 0.015 | 0.020 | 0.026 | 0.030 | 0.034 | 0.036 | 0.040 | 0.042 | 0.048 | 50

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V= m/min

f,=mm

a, (mm)/D (mm)= factor

ag (mm)/D, (mm)= factor

All cutting data are target values
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JS514 - Solid carbide end mill - cylindrical - four flute - 45° chamfer
>imme
I;
%Dc:b’
Tolerances: F
dmy=h5 _
Dc=e8 ] 7 ‘;
~ \ '/; ’\% NXT
Dimensions in mm §
EDP Length | Tool 2
No. Part No. index | shape D, dmp, a, Iy cx45 z, &
02603 | JS514010F2C.0Z4-NXT 2 F 1 3 2 38 0.01 4 [
02604 | JS514015F2C.0Z4-NXT 2 F 1.5 3 3 38 0.015 4 [
02606 | JS514020F2C.0Z4-NXT 2 F 2 6 5 57 0.02 4 ]
02610 | JS514021F2C.0Z4-NXT 2 F 2 3 5 38 0.02 4 [
02612 | JS514030F2C.0Z4-NXT 2 F 3 6 7 57 0.03 4 ]
02613 | JS514030D2C.0Z4-NXT 2 D 3 3 7 38 0.03 4 []
02614 | JS514040F2C.0Z4-NXT 2 F 4 6 10 57 0.04 4 ]
02615 | JS514040D2C.0Z4-NXT 2 D 4 4 10 50 0.04 4 ]
02616 | JS514050F2C.0Z4-NXT 2 F 5 6 12 57 0.05 4 [
02617 | JS514050D2C.0Z4-NXT 2 D 5 5 12 50 0.05 4 [
02618 | JS514060D2C.0Z4-NXT 2 D 6 6 13 57 0.06 4 ]
02619 | JS514080D2C.0Z4-NXT 2 D 8 8 18 63 0.08 4 [
02626 | JS514100D2C.0Z4-NXT 2 D 10 10 2 72 0.1 4 []
02631 | JS514120D2C.0Z4-NXT 2 D 12 12 26 83 0.12 4 [
02633 | JS514160D2C.0Z4-NXT 2 D 16 16 32 92 0.16 4 ]
02635 | JS514200D2C.0Z4-NXT 2 D 20 20 40 104 0.2 4 ]
02638 | JS514250D2C.0Z4-NXT 2 D 25 25 50 125 0.25 4 [
02639 | JS514010F3C.0Z4-NXT 3 F 1 3 3 38 0.01 4 ]
02658 | JS514015F3C.0Z4-NXT 3 F 15 3 6 38 0.015 4 [
02659 | JS514020F3C.0Z4-NXT 3 F 2 6 8 57 0.02 4 []
02673 | JS514030F3C.0Z4-NXT 3 F 3 6 12 57 0.03 4 [
02678 | JS514040F3C.0Z4-NXT 3 F 4 6 16 57 0.04 4 [
02701 | JS514050F3C.0Z4-NXT 3 F 5 6 21 63 0.05 4 ]
02702 | JS514060D3C.0Z4-NXT 3 D 6 6 23 63 0.06 4 [
02704 | JS514080D3C.0Z4-NXT 3 D 8 8 32 80 0.08 4 [
02705 | JS514100D3C.0Z4-NXT 3 D 10 10 40 89 0.1 4 ]
02706 | JS514120D3C.0Z4-NXT 3 D 12 12 45 100 0.12 4 [
02716 | JS514160D3C.0Z4-NXT 3 D 16 16 55 115 0.16 4 []
02717 | JS514200D3C.0Z4-NXT 3 D 20 20 65 125 02 4 [
02718 | JS514250D3C.0Z4-NXT 3 D 25 25 80 150 0.25 4 [
02720 | JS514020F4C.0Z4-NXT 4 F 2 6 10 57 0.02 4 [
02722 | JS514030F4C.0Z4-NXT 4 F 3 6 17 57 0.03 4 ]
02723 | JS514040F4C.0Z4-NXT 4 F 4 6 25 63 0.04 4 [
02724 | JS514050F4C.0Z4-NXT 4 F 5 6 28 75 0.05 4 ]
02726 | JS514060D4C.0Z4-NXT 4 D 6 6 35 75 0.06 4 ]
02733 | JS514080D4C.0Z4-NXT 4 D 8 8 45 100 0.08 4 [
02740 | JS514100D4C.0Z4-NXT 4 D 10 10 55 100 0.1 4 [

M Stock standard. Subject to change, refer to current price-and stock-list.
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JS514 - Solid carbide end mill - cylindrical - four flute - 45° chamfer

>imme
l>
N l H ]
™ -
Tolerances: D
dmy,=h5 —
- - R — >
D.=e8 C @ > "/’ “ h NXT
| |4, % n

Dimensions in mm ‘_é
EDP Length Tool g
No. Part No. index | shape D, dmy, a, Iy cx45 z, &
02741 | JS514120D4C.0Z4-NXT 4 D 12 12 65 125 0.12 4 ]
02743 | JS514160D4C.0Z4-NXT 4 D 16 16 80 150 0.16 4 [ |
02745 | JS514200D4C.0Z4-NXT 4 D 20 20 90 150 0.2 4 |
02751 | JS514250D4C.0Z4-NXT 4 D 25 25 110 196 0.25 4 ]

M Stock standard. Subject to change, refer to current price-and stock-list.
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J§514 - Solid carbide end mill - Weldon -45° chamfer
>imme
I;
N l H ap
eZPels

Tolerances: F

dmy=h5

D.=e8 7 7

Cj g "/g NXT
Dimensions in mm -

EDP Length | Tool 3
No. Part No. index | shape D, dmp, a, Iy cx45 z, =
02752 | JS514020F2C.3Z4-NXT 2 F 2 6 5 57 0.02 4 O
02753 | JS514030F2C.3Z4-NXT 2 F & 6 7 57 0.03 4 O
02755 | JS514040F2C.3Z4-NXT 2 F 4 6 10 57 0.04 4 O
02756 | JS514050F2C.3Z4-NXT 2 F 5 6 12 57 0.05 4 O
02757 | JS514060D2C.3Z4-NXT 2 D 6 6 13 57 0.06 4 O
02758 | JS514080D2C.3Z4-NXT 2 D 8 8 18 63 0.08 4 O
02759 | JS514100D2C.3Z4-NXT 2 D 10 10 22 72 0.1 4 O
02760 | JS514120D2C.3Z4-NXT 2 D 12 12 26 83 0.12 4 O
02761 | JS514160D2C.3Z4-NXT 2 D 16 16 32 92 0.16 4 O
02762 | JS514200D2C.3Z4-NXT 2 D 20 20 40 104 0.2 4 O
02763 | JS514250D2C.3Z4-NXT 2 D 25 25 50 125 0.25 4 O
02764 | JS514020F3C.3Z4-NXT 3 F 2 6 8 57 0.02 4 O
02765 | JS514030F3C.3Z4-NXT 3 F 8 6 12 57 0.03 4 O
02766 | JS514040F3C.3Z4-NXT 3 F 4 6 16 57 0.04 4 O
02767 | JS514050F3C.3Z4-NXT 3 F 5 6 21 63 0.05 4 O
02768 | JS514060D3C.3Z4-NXT 3 D 6 6 23 63 0.06 4 O
02769 | JS514080D3C.3Z4-NXT 3 D 8 8 32 80 0.08 4 O
02771 | JS514100D3C.3Z4-NXT 3 D 10 10 40 89 0.1 4 O
02772 | JS514120D3C.3Z4-NXT 3 D 12 12 45 100 0.12 4 O
02773 | JS514160D3C.3Z4-NXT 3 D 16 16 55 115 0.16 4 O
02775 | JS514200D3C.3Z4-NXT 3 D 20 20 65 125 0.2 4 O
02783 | JS514250D3C.3Z4-NXT 3 D 25 25 80 150 0.25 4 O
02785 | JS514020F4C.3Z4-NXT 4 F 2 6 10 57 0.02 4 O
02786 | JS514030F4C.3Z4-NXT 4 E 3 6 17 57 0.03 4 O
02789 | JS514040FA4C.3Z4-NXT 4 F 4 6 25 63 0.04 4 O
02796 | JS514050F4C.3Z4-NXT 4 F 5 6 28 75 0.05 4 O
02797 | JS514060D4C.3Z4-NXT 4 D 6 6 35 75 0.06 4 O
02799 | JS514080D4C.3Z4-NXT 4 D 8 8 45 100 0.08 4 O
02802 | JS514100D4C.3Z4-NXT 4 D 10 10 55 100 0.1 4 O
02803 | JS514120D4C.3Z4-NXT 4 D 12 12 65 125 0.12 4 O
02804 | JS514160D4C.3Z4-NXT 4 D 16 16 80 150 0.16 4 O
02805 | JS514200D4C.3Z4-NXT 4 D 20 20 90 150 0.2 4 O
02814 | JS514250D4C.3Z4-NXT 4 D 25 25 110 196 0.25 4 O

[[J Weldon available, delivery time is 3 days.
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Cutting data - JS514 Slotting

Y fx

SMG a,/De| 1 2 3 4 5 6 8 10 12 14 16 18 20 25 Ve

P1 | M/A/D/E | 0.55 |0.0055| 0.011 | 0.016 | 0.022 | 0.026 | 0.032 | 0.044 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 | 0.10 | 165

P2 | M/A/D/E | 0.55 |0.0055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 0.11 | 160

P3 | M/A/D/E | 0.55 |0.0050 | 0.010 | 0.016 | 0.020 | 0.026 | 0.032 | 0.042 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.090 | 0.10 | 140

P4 | M/A/D/E | 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.080 | 0.085 | 0.10 | 125

P5 | M/A/D/E | 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 120

P7 | M/A/D/E| 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 125

P8 | M/A/D/E | 0.55 |0.0050| 0.010 | 0.016 | 0.020 | 0.026 | 0.032 | 0.042 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.090 | 0.10 | 120

P11 | WAID/E | 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 |0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 125

(
(
(
|
P6 | M/A/D/E | 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 135 (110 — 155
(
(
(
(

M1 E 0.55 | 0.0022 | 0.0044 | 0.0065 | 0.0090 | 0.011 | 0.013 |0.018 | 0.022 | 0.026 | 0.030 | 0.032 | 0.034 | 0.038 | 0.042 | 95

M2 E 0.55 |0.0020 | 0.0040 | 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.026 | 0.030 | 0.032 | 0.034 | 0.038 | 80 (70— 90)
M3 E 0.44 10.0016 | 0.0032 | 0.0048 | 0.0065 | 0.0080 | 0.0095 | 0.013 | 0.016 | 0.019 | 0.022 | 0.024 | 0.026 | 0.028 [ 0.030 | 60 (55—70)
M4 E 0.34 [0.0014 ] 0.0028 | 0.0042 | 0.0055 | 0.0070 | 0.0085 | 0.011 | 0.014 | 0.017 | 0.019 | 0.020 | 0.022 | 0.024 | 0.026 | 48 (42— 55)
M5 E 0.34 [0.0014 | 0.0028 | 0.0042 | 0.0055 | 0.0070 | 0.0085 | 0.011 | 0.014 | 0.017 | 0.019 | 0.020 | 0.022 | 0.024 | 0.026 | 40 (35—45)
K1 E 0.55 [0.0055] 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 [ 0.095 | 0.11 | 135 (115— 150)
K2 E 0.55 | 0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 |0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 120 (100 — 135)
K3 E 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 100 (85— 115)
K4 E 0.55 [0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 95 (80— 110)
K5 E 0.55 |0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 [ 0.085 | 60 (50— 65)
K6 E 0.55 |0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 |0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 85 (75— 95)
K7 E 0.55 |0.0044 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 [ 0.085| 75 (65— 85)
N11 E 0.55 |0.0070 | 0.014 | 0.020 | 0.028 | 0.034 | 0.042 |0.055 | 0.070 | 0.085| 0.095 | 0.10 | 0.11 | 0.12 | 0.13 | 275 (185—370)
S1 E 0.34 [0.0036 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.055 | 0.060 | 0.065 | 39 (29 —48)
S2 E 0.34 |0.0036 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 |0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.055 | 0.060 | 0.065 | 39 (29 —48
S3 E 0.34 [0.0032 ] 0.0065| 0.010 | 0.013 | 0.016 | 0.020 | 0.026 | 0.032 | 0.038 | 0.044 | 0.048 | 0.050 | 0.055 | 0.060 | 23 (14 —32
S11 E 0.38 | 0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 |0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075| 80 (70—95
S12 E 0.38 [0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.065 | 0.070 | 0.075 | 60

S13 E 0.34 |0.0036 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 |0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.055 | 0.060 | 0.065 | 49

H8 | M/A/D | 0.22 |0.0024 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.030 | 0.034 | 0.036 | 0.040 | 0.044 | 49

H11 | M/AD | 0.26 |0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 | 0.060 | 60

H12 | M/AD | 0.26 |0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 | 0.060 | 100

H21 | M/AID | 0.22 |0.0024 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.030 | 0.034 | 0.036 | 0.040 | 0.044 | 49

(
(
(
(
(
H5 | M/AD | 0.26 |0.0030 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.048 | 0.050 [ 0.060 | 47 (38 —55
(
(
(
(
(

H31 | M/AD | 0.22 |0.0020 | 0.0040 | 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.026 | 0.030 | 0.032 [ 0.034 [ 0.038 | 38

GR1 A 0.55 ]0.0050 | 0.010 | 0.015 [ 0.020 [ 0.024 | 0.030 |0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.080 | 0.085 | 0.095 | 550 (445 —670)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V= m/min

f,=mm

a, (mm)/D (mm)= factor

All cutting data are target values
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JABRO®-SOLID*-)S514 SECO
Cutting data - JS514 Side milling a./D. =0.3

SMG a,/D;| 1 2 3 4 12 | 14 | 16 | 18 | 20 | 25 ve

P1_| WADIE | 11 [0.0060 | 0012 | 0.018 | 0.024 | 0.030 | 0.036 |0.048 | 0.060 | 0.070 | 0.080 | 0.085 [ 0.095 | 0.10 | 0.1 | 215 (180 — 255)
P2 |MADE| 11 |0.0060 | 0012 | 0.018 | 0.024 | 0.030 | 0.036 |0.0480.060 | 0.070 | 0.080 | 0.090 | 0.095 | 0.10 | 0.12 | 210 (175 — 245)
P3 | WADIE | 11 [0.0055| 0.011 | 0.017 | 0.022 | 0.028 | 0.034 |0.046 | 0.055 | 0.065 | 0.075 | 0.085 [ 0.090 | 0.095 | 0.1 | 185 (155— 215)
P4 |MADIE| 11 |0.0055| 0.011 | 0.017 | 0.022 | 0.028 | 0.034 |0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.090 | 0.095 | 0.11 | 165 (135 —190)
P5 | WADIE | 11 [0.0055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 |0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.090 | 0.10 | 155 (130 — 180)
P6 | WADIE | 11 [0.0055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 | 0.10 | 175 (145— 205)
P7_| WADIE | 1.1 [0.0055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 |0.044 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 | 0.10 | 165 (140—195)
P8 | WADIE | 11 [0.0055| 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.046 | 0.055 | 0.065 | 0.075 | 0.085 [ 0.090 | 0.095 | 0.1 | 155 (130 — 180)
P11 | WADE| 1.1 [0.0085 | 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.070 | 0.080 | 0.085 | 0.090 | 0.10 | 160 (135— 185)
M1 | E/MA | 1.3 [0.0024 |0.0048 0.0070 | 0.0095 | 0.012 | 0.014 | 0.019 | 0.024 | 0.0280.032 | 0.036 | 0.038 | 0.040 | 0.046 | 125 (110 — 140)
M2 | EM/A | 1.3 |0.0022 | 0.0044 | 0.0065 | 0.0085 | 0.011 | 0.013 |0.017 | 0.022 | 0.026 | 0.030 | 0.032 | 0.034 | 0.036 [ 0.042 | 105 (90— 115)
M3 | E/MA | 1.0 [0.0017 |0.00340.0050 | 0.0070 | 0.0085 | 0.010 | 0.014 | 0.017 | 0.020 | 0.024 | 0.026 | 0.028 [ 0.030 | 0.034 | 80 (70— 90)
M4 | EMA | 0.75 |0.0015 | 0.0030 | 0.0046 | 0.0060 | 0.0075 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.020 | 0.022 | 0.024 [ 0.026 | 0.030 | 60 (55— 70)
M5 | E/MA | 0.75 |0.0015 | 0.0030 | 0.0046 | 0.0060 | 0.0075 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.020 | 0.022 | 0.024 [ 0.026 | 0.030 | 50 (45— 60)
KA ADIMEE | 11 | 0.0060 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 [ 0.095 | 0.10 | 0.12 | 175 (150 — 195)
K2 | ADME | 11 |00055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.090 | 0.10 | 155 (135 —175)
K3 | ADIME | 11 [0.0055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.090 | 0.10 | 130 (115 — 145)
Ké | ADME| 11 | 00055 | 0.011 | 0.016 | 0.022 | 0.028 | 0.032 |0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 [ 0.090 | 0.10 | 125 (105 — 140)
K5 | ADME | 11 [0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 |0.040 | 0.050 | 0.060 | 0.065 | 0.070 | 0.080 | 0.085 [ 0.095 | 75 (65— 85)
K6 | ADME | 11 [0.0055| 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.085 | 0.090 | 0.10 | 110 (95— 125)
K7 | ADIME | 11 [0.0050 | 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.070 [ 0.080 | 0.085 [ 0.095 | 95 (85— 110)
N1 | EM/A | 1.1 [0.0085] 0.017 | 0.026 | 0.034 | 0.044 | 0.050 | 0.070 | 0.085 | 0.10 | 012 | 0.13 | 0.14 | 0.15 | 017 | 780 (620 — 940)
N2 | EMA | 1.1 [0.0085| 0.017 | 0.026 | 0.034 | 0.044 | 0.050 [0.070 | 0.085| 0.10 | 0.12 | 013 | 0.14 | 0.15 | 0.17 | 500 (400— 600)
N3 | EIM/A | 1.1 |0.0085| 0.017 | 0.026 | 0.034 | 0.044 | 0.050 | 0.070[0.085| 0.10 | 012 | 0.13 | 0.14 | 0.15 | 017 | 335 (270 —400)
N11 | EMA | 1.1 [0.0075 | 0.015 | 0.022 | 0.030 | 0.038 | 0.046 |0.060 |0.075|0.090 | 0.10 | 0.1 | 012 | 013 | 0.15 | 365 (245— 485)
TS1| AD | 13 [ 0010 [ 0020 | 0.030 | 0.040 | 0.050 | 0.060 [0.080| 0.10 | 012 | 0.13 | 0.14 | 0.16 | 0.47 | 0.19 [ 710 (600 —1075)
TP1| AD | 13 |00060| 0012 | 0.018 | 0.024 | 0.030 | 0.036 |0.0480.060 | 0.070 | 0.085 [ 0.095 | 0.11 | 0.12 | 0.15 [ 730 (610— 1100)
GR1| aD [ 1.1 [0.0085] 0.011 | 0.016 [ 0.022 [ 0.028 | 0.032 [0.0440.055 ] 0.065 | 0.075 ] 0.080 | 0.085 ] 0.090 | 0.10 | 720 (580 —870)
Cutting data - JS514 Side milling a./D,=0.2

N 2

SMG /D, | 1 2 3 4 5 6 8 | 10 | 12 | 14 | 16 | 20 | 25 ve

st E | 085 |00044|00090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 55 (40— 65)
S2 | E | 085 |00044[0.0090 | 0013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 55 (40—65)
S3 | E | 085 |0.0040 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.070 | 0.080 | 32 (19— 45)
S | E | 095 [ 00050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 0.095 | 115 (95— 130)
S12 | E | 095 | 00050 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 0.095 | 85 (70— 100)
S13 | E | 085 |0.0044 00090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 70 (55—80)
H5 | MIAD | 0.26 | 0.0038 | 0.0075 | 0011 | 0.015 | 0.019 | 0.022 | 0.030 | 0.038 | 0.044 | 0.050 | 0.055 | 0.065 | 0.070 | 65 (50— 80)
H8 | WAD | 0.22 |0.0028 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.038 | 0.042 | 0.048 | 0.055 | 70 (55—80)
H21 | MAD | 022 | 0.0028 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.038 | 0.042 | 0.048 | 0.055 | 70 (55—80)
H31 | miAD | 022 | 0.0026 | 0.0050 | 0.0075 | 0.010 | 0.013 | 0.015 [ 0.020 | 0.026 | 0.030 | 0.034 | 0.036 | 0.042 | 0.048 | 50 (42—65)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V= m/min

f,=mm

a, (mm)/D (mm)= factor
ae (Mm)/D,, (mm)= factor
All cutting data are target values
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JABRO®-SOLID?-)S553 SECO =

JS8553 - Solid carbide end mill - cylindrical - three flute - sharp 90° corner - unequal flute spacing

M| >
| Iy b
/)
ap
ij 4
—
Cle1 3D« Cre1 3 De e
Tolerances: F D
dmy,=h5 -
- — 5
De=e? 4 - “ @7 " ’\% % SIRON-A
O] e
Dimensions in mm Tg
EDP Length Tool E
No. Part No. index | shape D dmp, a, I z, &
64143 | 553020SZ3.0-SIRON-A 2 F 2 6 5 50 3 ]
64144 | 553030SZ3.0-SIRON-A 2 F 3 6 7 50 3 ||
64146 | 553040SZ3.0-SIRON-A 2 F 4 6 10 55 3 ||
64148 | 553050SZ3.0-SIRON-A 2 F 5 6 12 55 3 ||
64149 | 553060SZ3.0-SIRON-A 2 D 6 6 14 55 3 ||
64153 | 5530805Z3.0-SIRON-A 2 D 8 8 18 60 3 ||
64156 | 553100SZ3.0-SIRON-A 2 D 10 10 22 70 3 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S553 SECO
JS$553 - Solid carbide end mill - cylindrical - three flute - 45° chamfer — unequal flute spacing
. . I
Vi 1
| I ip
G @'I%cki Crg1 %'CAF
Tolerances: F D
dmp=h5 i -
Dc'97 K » "/‘ “ R\% @7\ SIRON-A
K}j \ /) i
Dimensions in mm §
EDP Length | Tool 2
No. Part No. index | shape D, dmp, a, Iy cx45 z, &
51805 | 55302073.0-SIRON-A 2 F 2 6 5 50 0.025 3 (]
51807 | 55302523.0-SIRON-A 2 F 25 6 7 50 0.025 3 (]
51808 | 55303023.0-SIRON-A 2 F 3 6 7 50 0.035 3 C]
51810 | 55303523.0-SIRON-A 2 F 35 6 9 55 0.035 3 (]
51811 | 55304023.0-SIRON-A 2 F 4 6 10 55 0.045 3 (]
51812 | 55304523.0-SIRON-A 2 F 45 6 12 55 0.045 3 (]
51813 | 553050Z3.0-SIRON-A 2 F 5 6 12 55 0.055 3 (]
51814 | 55305523.0-SIRON-A 2 F 55 6 14 55 0.055 3 (]
51817 | 553060Z3.0-SIRON-A 2 D 6 6 14 55 0.075 3 (]
64152 | 55307523.0-SIRON-A 2 F 7.5 8 18 60 0.1 3 (]
51820 | 55308023.0-SIRON-A 2 D 8 8 18 60 0.1 3 C]
64155 | 55309523.0-SIRON-A 2 F 9.5 10 2 70 0.125 3 (]
51824 | 55310023.0-SIRON-A 2 D 10 10 2 70 0.125 3 ]
64158 | 55311523.0-SIRON-A 2 F 115 12 % 80 0.15 3 (]
51828 | 55312023.0-SIRON-A 2 D 12 12 2 80 0.15 3 (]
64160 | 55314023.0-SIRON-A 2 D 14 14 30 85 0175 3 (]
51832 | 55316023.0-SIRON-A 2 D 16 16 34 90 0.2 3 (]
51836 | 55320023.0-SIRON-A 2 D 20 20 42 110 0.25 3 (]
51840 | 55325023.0-SIRON-A 2 D % % 52 125 03 3 (]
64173 | 553L02023.0-SIRON-A 3 F 2 6 7 50 0.025 3 (]
64174 | 553L03023.0-SIRON-A 3 F 3 6 10 55 0.035 3 (]
64175 | 553L04023.0-SIRON-A 3 F 4 6 14 60 0.045 3 (]
64176 | 553L05023.0-SIRON-A 3 F 5 6 18 60 0.055 3 (]
64178 | 553L06023.0-SIRON-A 3 D 6 6 20 65 0.075 3 (]
64180 | 553L08023.0-SIRON-A 3 D 8 8 28 70 0.1 3 (]
64182 | 553.10023.0-SIRON-A 3 D 10 10 35 85 0.125 3 (]
64184 | 553112023.0-SIRON-A 3 D 12 12 40 9 0.15 3 (]
64187 | 553L16023.0-SIRON-A 3 D 16 16 50 110 0.2 3 (]
64189 | 553120023.0-SIRON-A 3 D 20 20 60 125 0.25 3 (]
64191 | 553L25023.0-SIRON-A 3 D % 25 75 150 03 3 (]

I Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S553 SECO =

JS$553 - Solid carbide end mill - cylindrical - three flute - corner radius - OD reduction - unequal flute spacing

Mm|

p
c’rMDc;i

Tolerances: F

dmy,=h5

D.=e7

r4=+-0.02 mm Q}” . : SIRON-A SIRA

Dimensions in mm §

EDP Length | Tool 2
No. Part No. index | shape D dmy, a, Iy I3 Dy I z, &
84373 | JS553020G2R050.0Z3-SIRA 2 G 2 6 5 57 8 1.9 05 8 ]
64145 | 553030R015Z3.0-SIRON-A 2 F 3 6 7 50 = - 0.15 3 ||
84374 | JS553030G2R050.023-SIRA 2 G 3 6 7 57 1 2.85 0.5 8 | |
64147 | 553040R020Z3.0-SIRON-A 2 F 4 6 10 55 - - 0.2 3 ]
84375 | JS553040G2R050.0Z3-SIRA 2 G 4 6 10 57 13 38 0.5 3 | |
45274 | 553050R020Z3.0-SIRON-A 2 F 5 6 12 55 - - 0.2 3 | |
84376 | JS553050G2R050.0Z3-SIRA 2 G 5 6 10 57 15 4.75 05 3 ||
51818 | 553060R020Z3.0-SIRON-A 2 D 6 6 14 55 - - 0.2 3 | |
84377 | JS553060E2R050.0Z3-SIRA 2 E 6 6 14 57 19 5.7 05 3 ]
84378 | JS553060E2R100.0Z3-SIRA 2 E 6 6 14 57 19 5.7 1 B) ||
51821 | 553080R050Z3.0-SIRON-A 2 D 8 8 18 60 - - 0.5 3 | |
51825 | 553100R050Z3.0-SIRON-A 2 D 10 10 22 70 - - 0.5 S ]
51826 | 553100R100Z3.0-SIRON-A 2 D 10 10 22 70 - - 1 3 ||
10157 | 553100R250Z3.0-SIRON-A 2 D 10 10 22 70 - - 2.5 3 ||
10158 | 553100R310Z3.0-SIRON-A 2 D 10 10 22 70 = - 31 3 ||
10156 | 553100R200Z3.0-SIRON-A 2 D 10 10 22 70 - - 2 3 u
51829 | 553120R050Z3.0-SIRON-A 2 D 12 12 26 80 - - 05 3 L]
51830 | 553120R100Z3.0-SIRON-A 2 D 12 12 26 80 - - 1 3 |
10159 | 553120R200Z3.0-SIRON-A 2 D 12 12 26 80 - - 2 3 u
10160 | 553120R25023.0-SIRON-A 2 D 12 12 26 80 - - 25 3 |
10161 | 553120R310Z3.0-SIRON-A 2 D 12 12 26 80 - - 31 3 u
51833 | 553160R050Z3.0-SIRON-A 2 D 16 16 34 90 - - 05 3 L]
51834 | 553160R100Z3.0-SIRON-A 2 D 16 16 34 90 - - 1 3 ]
10162 | 553160R200Z3.0-SIRON-A 2 D 16 16 34 90 - - 2 3 u
10164 | 553160R310Z3.0-SIRON-A 2 D 16 16 34 90 - - 31 3 L]
10165 | 553160R400Z3.0-SIRON-A 2 D 16 16 34 0 - - 4 3 | |
10163 | 553160R250Z3.0-SIRON-A 2 D 16 16 34 90 - - 25 3 | |
51837 | 553200R050Z3.0-SIRON-A 2 D 20 20 42 110 - - 05 3 ||
51838 | 553200R100Z3.0-SIRON-A 2 D 20 20 42 110 - - 1 3 ||
84379 | JS553200E2R200.0Z3-SIRA 2 E 20 20 42 110 54 19 2 3 ]
51841 | 553250R050Z3.0-SIRON-A 2 D 25 25 52 125 - - 05 3 ||
51842 | 553250R100Z3.0-SIRON-A 2 D 25 25 52 125 - - 1 3 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID*-)S553 SECO
JS$553 - Solid carbide end mill - cylindrical - three flute — 45° chamfer - inch - unequal flute spacing
I
I,
B
ap
£ ¢/
Cre1.4] De
Tolerances: D
dmp=h5 -
: = = — &
DC_E7 K 22 - "/‘ “ @7‘ SIRON-A
K}j _ ™ /) i
Dimensions in inch '_é‘
EDP Length Tool g
No. Part No. index | shape D, dmp, a, Iy cx45 z, &
58915 | 553012523.0-SIRON-A 2 D 0.125 0.125 0.250 2,000 0.001 3 (]
58916 | 5530187Z3.0-SIRON-A 2 D 0.188 0.188 0.375 2,000 0.001 3 (]
58917 | 553025023.0-SIRON-A 2 D 0.250 0.250 0.500 2.500 0.003 3 C]
58919 | 553031223.0-SIRON-A 2 D 0312 0313 0.625 2,500 0.004 3 []
58921 | 553037523.0-SIRON-A 2 D 0.375 0375 0.750 3,000 0.005 3 (]
58925 | 553050023.0-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.006 3 (]
58931 | 553062523.0-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.008 3 (]
58956 | 5530750Z3.0-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.010 3 (]
58962 | 553100023.0-SIRON-A 2 D 1.000 1.000 2,000 5.000 0.012 3 (]

I Stock standard. Subject to change, refer to current price-and stock-list.
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JS8553 - Solid carbide end mill - Weldon - three flute - sharp 90° corner - unequal flute spacing

mn-** »>dmme
¥
I, lp
| 7 W
| E: ¢
L oFe12Dd< oriZDgle
Tolerances: F D
dmy,=h5 -
- — 5
De=e? 4 @» “ @7 " ’\% % SIRON-A
O] e
Dimensions in mm -
EDP Length | Tool 2
No. Part No. index | shape D dmp, a, I z, =
64161 | 553020SZ3.0-SIRON-AW 2 F 2 6 5 50 3 O
64165 | 5530305Z3.0-SIRON-AW 2 F 3 6 7 50 3 0
64167 | 553040SZ3.0-SIRON-AW 2 F 4 6 10 55 3 0
64169 | 553050SZ3.0-SIRON-AW 2 F 5 6 12 55 3 O
64170 | 553060SZ3.0-SIRON-AW 2 D 6 6 14 55 8 0
64171 | 5530805Z3.0-SIRON-AW 2 D 8 8 18 60 3 0
64172 | 553100SZ3.0-SIRON-AW 2 D 10 10 22 70 3, 0

[[J Weldon available, delivery time is 3 days.
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JS553 - Solid carbide end mill - Weldon - three flute - 45° chamfer - unequal flute spacing
Mmi< My
{ . .
, 7 1
ap
g '
Sre18Dole Cre1.3 D le
Tolerances: F D
dmy=h5 -
N = = — =
D.=e7 f * "/’ “ @7‘ SIRON-A
K}j \ /) i
Dimensions in mm -
EDP Length | Tool 3
No. Part No. index | shape D, dmp, a, Iy cx45 z, =
55479 | 55302023.0-SIRON-AW 2 F 2 6 5 50 0.025 3 O
55676 | 55302523.0-SIRON-AW 2 F 25 6 7 50 0.025 3 O
55677 | 55303023.0-SIRON-AW 2 F 3 6 7 50 0.035 3 O
55678 | 55303523.0-SIRON-AW 2 F 35 6 9 55 0.035 3 O
55680 | 553040Z3.0-SIRON-AW 2 F 4 6 10 55 0.045 3 O
55681 | 55304523.0-SIRON-AW 2 F 45 6 12 55 0.045 3 g
55683 | 553050Z3.0-SIRON-AW 2 F 5 6 12 55 0.055 3 O
55684 | 55305523.0-SIRON-AW 2 F 55 6 14 55 0.055 3 O
51816 | 55306023.3-SIRON-A 2 D 6 6 14 55 0.075 3 ]
64150 | 55307523.3-SIRON-A 2 F 75 8 18 60 0.1 3 (]
51819 | 553080Z3.3-SIRON-A 2 D 8 8 18 60 0.1 3 ]
64154 | 55309523.3-SIRON-A 2 F 95 10 22 70 0.125 3 ]
51822 | 55310023.3-SIRON-A 2 D 10 10 22 70 0125 3 ]
64157 | 55311523.3-SIRON-A 2 F 15 12 26 80 0.15 3 ]
51827 | 553120Z3.3-SIRON-A 2 D 12 12 26 80 0.15 3 (]
64159 | 55314023.3-SIRON-A 2 D 14 14 30 85 0.175 3 ]
51831 | 553160Z3.3-SIRON-A 2 D 16 16 34 20 02 3 ]
51835 | 553200Z3.3-SIRON-A 2 D 20 20 42 110 0.25 3 (]
51839 | 55325023.3-SIRON-A 2 D 25 25 52 125 03 3 ]
64192 | 553L020Z3.0-SIRON-AW 3 F 2 6 7 50 0.025 3 O
64193 | 553L030Z3.0-SIRON-AW 3 F 3 6 10 55 0.035 3 O
64194 | 553L040Z3.0-SIRON-AW 3 F 4 6 14 60 0.045 3 O
64195 | 553L050Z3.0-SIRON-AW 3 F 5 6 18 60 0.055 3 O
64177 | 553L060Z3.3-SIRON-A 3 D 6 6 20 65 0.075 3 ]
64179 | 553L080Z3.3-SIRON-A 3 D 8 8 28 70 0.1 3 (]
64181 | 553L100Z3.3-SIRON-A 3 D 10 10 35 85 0.125 3 ]
64183 | 553L120Z3.3-SIRON-A 3 D 12 12 40 95 0.15 3 (]
64185 | 553116023.3-SIRON-A 3 D 16 16 50 110 02 3 ]
64188 | 553L200Z3.3-SIRON-A 3 D 20 20 60 125 0.25 3 ]
64190 | 553L250Z3.3-SIRON-A 3 D 25 25 75 150 03 3 (]

I Stock standard. Subject to change, refer to current price-and stock-list. ] Weldon available, delivery time is 3 days.
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JS8553 - Solid carbide end mill - Weldon - three flute - corner radius - OD-reduction - unequal flute spacing

Im,

Mm,

i v
D
v "Bl
Cre15Dole €,Fe1,S Dcfp—L

Tolerances: F G

dmy=h5

D.=e7

1,4=+/-0.02 mm Q}” ; : SIRON-A SIRA

Dimensions in mm -

EDP Length | Tool 3
No. Part No. index | shape D dmy, a, Iy I3 Dn I z, =
84380 | JS553020G2R050.3Z3-SIRA 2 G 2 6 5 57 8 1.9 05 3 O
64166 | 553030R015Z3.0-SIRON-AW 2 F 3 6 7 50 = - 0.15 3 O
84381 | JS553030G2R050.3Z3-SIRA 2 G 3 6 7 57 1" 2.85 0.5 3 O
64168 | 553040R020Z3.0-SIRON-AW 2 F 4 6 10 55 - - 0.2 3 O
84382 | JS553040G2R050.3Z3-SIRA 2 G 4 6 10 57 13 38 0.5 3 O
57280 | 553050R020Z3.0-SIRON-AW 2 F 5 6 12 55 - - 0.2 3 O
84383 | JS553050G2R050.3Z3-SIRA 2 G 5 6 10 57 15 4.75 05 3 O
55686 | 553060R020Z3.0-SIRON-AW 2 D 6 6 14 55 - - 0.2 3 O
84384 | JS553060E2R050.3Z3-SIRA 2 E 6 6 14 57 19 5.7 0.5 3 O
84385 | JS553060E2R100.3Z3-SIRA 2 E 6 6 14 57 19 5.7 1 B) O
55688 | 553080R050Z3.0-SIRON-AW 2 D 8 8 18 60 - - 0.5 3 m]
55690 | 553100R050Z3.0-SIRON-AW 2 D 10 10 22 70 - - 0.5 S O
55692 | 553100R100Z3.0-SIRON-AW 2 D 10 10 22 70 - - 1 3 O
10166 | 553100R200Z3.3-SIRON-A 2 D 10 10 22 70 - - 2 3 O
10167 | 553100R250Z3.3-SIRON-A 2 D 10 10 22 70 = - 25 3 O
10168 | 553100R310Z3.3-SIRON-A 2 D 10 10 22 70 - - 31 8 O
55695 | 553120R050Z3.0-SIRON-AW 2 D 12 12 26 80 - - 0.5 3 O
55696 | 553120R100Z3.0-SIRON-AW 2 D 12 12 26 80 - - 1 3 O
10173 | 553120R200Z3.3-SIRON-A 2 D 12 12 26 80 - - 2 3 O
10174 | 553120R250Z3.3-SIRON-A 2 D 12 12 26 80 - - 25 3 O
10179 | 553120R310Z3.3-SIRON-A 2 D 12 12 26 80 - - 31 3 O
55698 | 553160R050Z3.0-SIRON-AW 2 D 16 16 34 90 - - 0.5 3 O
55699 | 553160R100Z3.0-SIRON-AW 2 D 16 16 34 90 - - 1 3 O
10182 | 553160R200Z3.3-SIRON-A 2 D 16 16 34 90 - - 2 8 O
10184 | 553160R250Z3.3-SIRON-A 2 D 16 16 34 90 - - 25 3 O
10185 | 553160R310Z3.3-SIRON-A 2 D 16 16 34 90 = - 31 3 O
10186 | 553160R400Z3.3-SIRON-A 2 D 16 16 34 90 - - 4 8 m]
55701 | 553200R050Z3.0-SIRON-AW 2 D 20 20 42 110 - - 05 3 O
55702 | 553200R100Z3.0-SIRON-AW 2 D 20 20 42 110 - - 1 3 O
84386 | JS553200E2R200.3Z3-SIRA 2 E 20 20 42 110 54 19 2 3 O
55703 | 553250R100Z3.0-SIRON-AW 2 D 25 25 52 125 - - 1 3 O
55704 | 553250R050Z3.0-SIRON-AW 2 D 25 25 52 125 - - 05 8 O

[[J Weldon available, delivery time is 3 days.
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JABRO®-SOLID?-)S553 SECO 2

JS8553 - Solid carbide end mill - Weldon - three flute - 45° chamfer - inch - unequal flute spacing

4
= '
Cre1 | De e
Tolerances: D
dmy,=h5 -
- = = — &
Deze? K %2 - "/’ “ @7‘ SIRON-A
K}j _ ™ /) i
Dimensions in inch -
EDP Length | Tool 3
No. Part No. index | shape D, dmp, a, Iy cx45 z, =
58924 | 5530500Z3.3-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.006 3 ]
58930 | 553062523.3-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.008 3 ||
58955 | 5530750Z3.3-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.010 3 |
58961 | 5531000Z3.3-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.012 3 ]

M Stock standard. Subject to change, refer to current price-and stock-list.

49



JABRO®-SOLID?-)S553 SECO =

Cutting data - JS553 Slotting

z f,

SMG a, /D¢ 2 3 4 5 6 8 10 12 14 16 20 25 Ve

P1 | M/AIDIE 1.0 0.015 | 0.022 | 0.030 | 0.038 | 0.046 | 0.060 | 0.075 | 0.090 | 0.10 | 041 | 013 | 0.14 | 195 (170 —225

P2 | WAID/E 1.0 0.015 | 0.024 | 0.030 | 0.038 | 0.046 | 0.060 | 0.075 | 0.090 | 0.10 | 0.11 | 013 | 0.15 | 190 (165—220

P3 | M/AID/E 1.0 0.015 | 0.022 | 0.030 | 0.036 | 0.044 | 0.060 | 0.075 | 0.085 | 0.095 | 011 | 0.12 | 0.14 | 165 (140—185

P4 | WAD/E | 1.0 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 012 | 0.14 | 145 (125—170

P7 | MAID/E 1.0 0.014 | 0.020 | 0.028 | 0.034 | 0.042 | 0.055 | 0.070 | 0.080 | 0.095 | 0.10 | 0.12 | 0.13 | 150 (125—170

P8 | M/AIDIE 1.0 0.015 | 0.022 | 0.030 | 0.036 | 0.044 | 0.060 | 0.075 | 0.085 | 0.095 | 011 | 0.12 | 0.14 | 140 (120 —160

)
)
)
)
P5 | MADE | 10 [ 0014 | 0022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 [ 0.10 | 0.12 | 0.3 | 140 (120—160)
)
)
)
)

P11 | M/AID/E 1.0 0.014 | 0.020 | 0.028 | 0.034 | 0.042 | 0.055 | 0.070 | 0.080 | 0.095 | 0.10 | 0.12 | 0.13 | 145 (125—165

(
(
(
|
P6 | M/AIDIE 1.0 0.014 | 0.020 | 0.028 | 0.034 | 0.042 | 0.055 | 0.070 | 0.080 | 0.095 | 0.10 | 0.12 | 0.13 | 160 (135—180
(
(
(
(

M1 E 0.80 0.011 | 0.017 | 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.095 | 0.1 95

M2 0.80 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 0.095 80 (70—90)
M3 065 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.070 | 0.075 65 (55—70)
M4 048 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.060 | 0.065 49 (43 —55)

048 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.046 | 0.050 | 0.060 | 0.065 41 (36 —46)

1.0 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.10 | 0.11 85 (60— 110)

E

E

E

E
K1 E 1.0 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.10 | 0.11 160 (140 — 180)
K2 E 1.0 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.090 | 0.10 | 140 (125— 160)
K3 E 1.0 0.011 | 0.016 | 0.022 | 0.028 | 0.032 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.090 | 0.10 | 120 (105—135)
K4 E 0.70 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 0.095 | 115 (100 —130)
K5 E 0.70 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.060 | 0.065 | 0.075 | 0.085 70 (65—80)
K6 E 0.70 0.010 | 0.015 | 0.020 | 0.024 | 0.030 | 0.040 | 0.050 | 0.060 | 0.065 | 0.075 | 0.085 | 0.095 | 105 (90— 115)
K7 E 0.70 | 0.0090 | 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.060 | 0.065 | 0.075 | 0.085 90 (80— 105)
N1 E 0.70 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.13 | 930 (780 — 1100)
N2 E 0.70 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.13 | 600 (500 — 700)
N3 E 0.70 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.13 | 400 (335—465)
N1 E 0.70 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.13 | 290 (240 — 340)
S1 E 040 | 0.0065 | 0.0095 | 0.013 | 0.016 | 0.019 | 0.026 | 0.032 | 0.038 | 0.044 | 0.048 | 0.055 | 0.060 40 (30 —50)
S2 E 0.40 | 0.0065 | 0.0095 | 0.013 | 0.016 | 0.019 | 0.026 | 0.032 | 0.038 | 0.044 | 0.048 | 0.055 | 0.060 40 (30 —50)
S3 E 040 | 0.0060 | 0.0090 | 0.012 | 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.040 | 0.044 | 0.050 | 0.055 25 (15—35)

E d

E d

1.0 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.080 | 0.090 | 0.10 | 0.11 65 (48 —85)

(%]
w
m
o
(o]
1
o
o
=
o
o
=
o
o
o
)
N
o
o
N
o
o
o
@D
N
o
o
=
N

0.055 | 0.060 | 0.070 | 0.075 | 0.090 | 0.10 55 (38—70

. . i . j )
H5 | M/AD | 050 | 0.0040 | 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.026 | 0.030 | 0.034 | 0.038 | 50 (40— 60)
)

H11 M/AID 0.50 | 0.0040 | 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.026 | 0.030 | 0.034 | 0.038 65 (50—75)

(
(
H8 M/AID 0.50 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.030 | 0.034 | 0.040 | 0.044 49 (39—60
(5
(

H12 | M/AD 0.50 | 0.0040 | 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.026 | 0.030 | 0.034 | 0.038 | 105 (85— 125)

H21 M/A/D 0.50 | 0.0046 | 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.030 | 0.034 | 0.040 | 0.044 49 (39 —60)

T81 A 1.0 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.10 | 012 | 0.43 | 0.5 | 0.17 | 0.19 | 250 (200—300)
TP1 A 1.0 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.10 | 042 | 043 | 015 | 0.17 | 0.19 | 230 (135—320)
GR1 A 1.0 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.10 | 012 | 043 | 015 | 0.17 | 0.19 | 500 (450 — 550)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V= m/min

f,=mm

a, (mm)/D (mm)= factor

All cutting data are target values
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JABRO®-SOLID*-)S553 SECO =
Cutting data - JS553 Side milling a,/D,=0.4
oty 2
SMG a,/D, | 2 3 4 5 6 8 10 20 | 25 Ve
P1_| WADE | 1.0 | 0015 | 0.024 | 0.030 | 0.038 | 0.046 | 0.060 | 0.075 | 0.090 | 0.10 | 0.11 | 0.13 | 0.5 | 245 (210— 280)
P2 | WADE | 1.0 | 0016 | 0.024 | 0.032 | 0.040 | 0.048 | 0.065 | 0.080 | 0.095 | 0.11 | 012 | 0.13 | 015 | 235 (200— 270)
P3| WADE | 1.0 | 0015 | 0.022 | 0.030 | 0.038 | 0.044 | 0.060 | 0.075 | 0.090 | 0.10 | 0.11 | 0.13 | 0.14 | 205 (175—235)
P4 | WADE | 1.0 | 0015 | 0.022 | 0.030 | 0.036 | 0.044 | 0.060 | 0.075 | 0.085 | 0.095 | 0.11 | 0.12 | 0.14 | 180 (155— 205)
P5 | WADE | 1.0 | 0014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.12 | 0.14 | 175 (150— 200)
P6 | WADE | 1.0 | 0014 | 0022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.14 | 200 (170— 225)
P7_| WADE | 1.0 | 0014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.14 | 185 (160—215)
P8 | WADE | 1.0 | 0015 | 0.022 | 0.030 | 0.038 | 0.044 | 0.060 | 0.075 | 0.090 | 0.10 | 0.11 | 0.13 | 0.14 | 175 (150— 200)
P11 | WADEE | 10 | 0.014 | 0.022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.10 | 0.12 | 0.14 | 180 (155— 205)
M1 E 1.0 | 0011 [ 0017 [ 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.085 | 0.095 | 0.11 | 120 (105—135)
M2 E 10 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.10 | 100 (90— 115)
M3 E 0.80 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.070 | 0.080 | 80 (70—90)
M4 E 0.60 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.048 | 0.055 | 0.060 | 0.070 | 60 (55—70)
M5 E 0.60 | 0.0070 | 0.011 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.042 | 0.048 | 0.055 | 0.060 | 0.070 | 50 (45—55)
Ki E 10 | 0012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 | 0.080 | 0.090 | 0.10 | 0.12 | 200 (175— 225)
K2 E 10 | 0011 | 0017 [ 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.095 | 0.11 | 180 (155— 200)
K3 E 1.0 | 0011 [ 0017 [ 0.022 | 0.028 | 0.034 | 0.044 | 0.055 | 0.065 | 0.075 | 0.080 | 0.095 | 0.11 | 150 (130— 170)
K4 E 1.0 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.10 | 145 (130— 165)
K5 E 1.0 | 0.0090 | 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.060 | 0.070 | 0.080 | 0.090 | 90 (75— 100)
K6 E 1.0 | 0.010 | 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.070 | 0.075 | 0.085 | 0.10 | 130 (115— 145)
K7 E 1.0 | 0.0090 [ 0.014 | 0.018 | 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.060 | 0.070 | 0.080 | 0.090 | 115 (100— 125)
N1 E 12 | 0014 | 0022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.12 | 0.14 | 1175 (970— 1350)
N2 E 12 | 0.014 | 0022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.12 | 0.14 | 750 (630— 880)
N3 E 12 | 0.014 | 0022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.12 | 0.14 | 500 (415— 580)
N11 E 12 | 0.014 | 0022 | 0.028 | 0.036 | 0.042 | 0.055 | 0.070 | 0.085 | 0.095 | 0.11 | 0.12 | 0.14 | 360 (300— 425)
st E 10 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 | 0.080 | 0.090 | 0.10 | 012 | 110 (80— 140)
S12 E 10 | 0.012 | 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 | 0.080 | 0.090 | 0.10 | 0.12 | 85 (60— 110)
13 E 0.85 | 0011 | 0.016 | 0.022 | 0.026 | 0.032 | 0.042 | 0.055 | 0.065 | 0.070 | 0.080 | 0.090 | 0.10 65 (47 —85)
TS1 A 1.0 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.10 | 042 | 0.14 | 015 | 047 | 020 | 315 (250— 380)
TP1 A 1.0 | 0.020 | 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 0.10 | 012 | 0.14 | 0.15 | 017 | 020 | 285 (170—400)
GR1 A 1.0 | 0020 [ 0030 [ 0.040 [ 0.050 [ 0.060 | 0.080 [ 010 | 042 [ 014 | 045 | 047 | 020 | 630 (570—690)
Cutting data - JS553 Side milling a,/D,=0.2
o 2
SMG a/D, | 2 3 4 5 6 8 10 12 14 16 | 20 25 Ve
S E 0.60 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.070 | 0.075 | 55 (41— 70)
S2 E 0.60 | 0.0080 | 0.012 | 0.016 | 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.055 | 0.060 | 0.070 | 0.075 | 55 (41— 70)
S3 E 0.60 | 0.0075 | 0.011 | 0.015 | 0.019 | 0.022 | 0.030 | 0.038 | 0.044 | 0.050 | 0.055 | 0.065 | 0.070 | 35 (21— 48)
H5 | WAD | 10 | 0.0050 | 0.0075 | 0.010 | 0.013 | 0.015 | 0.020 | 0.026 | 0.030 | 0.034 | 0.036 | 0.042 | 0.048 | 70 (55— 85)
H8 | WAD | 10 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.038 | 0.042 | 0.048 | 0.055 | 70 (55— 80)
H21 | MIAD | 1.0 | 0.0060 | 0.0085 | 0.012 | 0.014 | 0.017 | 0.024 | 0.028 | 0.034 | 0.038 | 0.042 | 0.048 | 0.055 | 70 (55— 80)
H31 | wiAD | 1.0 [ 00050 [ 00075 [ 0.010 | 0.013 [ 0.015 | 0.020 [ 0.026 | 0.030 | 0.034 | 0.036 | 0.042 | 0.048 | 50 (42— 60)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray

V= m/min

f,=mm

a, (mm)/D (mm)= factor
ae (Mm)/D,, (mm)= factor

All cutting data are target values
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JABRO®-SOLID?-)S553 - Inch SECO =

Cutting data - JS553 Slotting

Y fz

SMG a, /D, 1/8 316 14 5/16 318 12 5/8 34 1 Ve

P1 M/A/D/E 0.95 0.00095 | 0.0014 0.0019 0.0024 0.0028 0.0038 | 0.0044 | 0.0048 | 0.0060 650 (560 — 750)
P2 M/A/D/E 0.95 0.00095 | 0.0014 0.0019 0.0024 0.0030 0.0038 | 0.0044 | 0.0050 | 0.0060 630 (540 —720)
P3 M/A/DIE 0.95 0.00095 | 0.0013 0.0018 0.0024 0.0028 0.0036 | 0.0044 | 0.0048 | 0.0055 550 (470 —630)
P4 M/A/D/E 0.95 0.00085 | 0.0013 0.0018 0.0022 0.0028 0.0036 | 0.0040 | 0.0048 | 0.0055 480 (415—550)
P5 M/AIDIE 0.95 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0048 | 0.0055 470 (400 — 540)
P6 M/A/D/E 0.95 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0044 | 0.0050 530 (450 —600)
P7 M/AIDIE 0.95 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0044 | 0.0050 495 (425—570)
P8 M/A/D/E 0.95 0.00095 | 0.0013 0.0018 0.0024 0.0028 0.0036 | 0.0044 | 0.0048 | 0.0055 460 (395 —530)
P11 | M/AIDIE 0.95 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0044 | 0.0050 480 (415 —550)
M1 E 0.75 0.00065 | 0.0010 0.0013 0.0017 0.0020 0.0028 | 0.0032 | 0.0036 | 0.0044 325 (285 — 365)
M2 E 0.75 0.00065 | 0.00095 | 0.0013 0.0016 0.0019 0.0024 | 0.0030 | 0.0032 | 0.0038 265 (235—300)
M3 E 0.65 0.00050 | 0.00075 | 0.0010 0.0013 0.0015 0.0020 | 0.0024 | 0.0026 | 0.0030 210 (185 —240)
M4 E 042 0.00044 | 0.00065 | 0.00085 | 0.0011 0.0013 0.0017 | 0.0020 | 0.0024 | 0.0028 165 (145—185)
M5 E 0.42 0.00044 | 0.00065 | 0.00085 | 0.0011 0.0013 0.0017 | 0.0020 | 0.0024 | 0.0028 135 (120 — 155)
K1 E 0.95 0.00075 | 0.0011 0.0015 0.0019 0.0022 0.0030 | 0.0036 | 0.0040 | 0.0048 540 (470 —600)
K2 E 0.95 0.00065 | 0.0010 0.0013 0.0017 0.0020 0.0028 | 0.0032 | 0.0036 | 0.0044 475 (415 —530)
K3 E 0.95 0.00065 | 0.0010 0.0013 0.0017 0.0020 0.0028 | 0.0032 | 0.0036 | 0.0044 400 (350 —450)
K4 E 0.65 0.00065 | 0.00095 | 0.0013 0.0016 0.0019 0.0024 | 0.0030 | 0.0032 | 0.0038 390 (340 —435)
K5 E 0.65 0.00055 | 0.00085 | 0.0011 0.0014 0.0017 0.0022 | 0.0026 | 0.0030 | 0.0034 235 (210 — 265)
K6 E 0.65 0.00065 | 0.00095 | 0.0013 0.0016 0.0019 0.0024 | 0.0030 | 0.0032 | 0.0038 340 (300 — 385)
K7 E 0.65 0.00055 | 0.00085 | 0.0011 0.0014 0.0017 0.0022 | 0.0026 | 0.0030 | 0.0034 305 (265 — 340)
N1 E 0.65 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0048 | 0.0055 | 3125 (2600 — 3650)
N2 E 0.65 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0048 | 0.0055 | 2000 (1675— 2350)
N3 E 0.65 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0048 | 0.0055 | 1350 (1125 — 1550)
N11 E 0.65 0.00085 | 0.0013 0.0017 0.0022 0.0026 0.0034 | 0.0040 | 0.0048 | 0.0055 970 (810 — 1125)
S1 E 0.36 0.00040 | 0.00060 | 0.00080 | 0.0010 0.0012 0.0016 | 0.0019 | 0.0022 | 0.0024 130 (100 — 165)
§2 E 0.36 0.00040 | 0.00060 | 0.00080 | 0.0010 0.0012 0.0016 | 0.0019 | 0.0022 | 0.0024 130 (100 — 165)
S3 E 0.36 0.00038 | 0.00055 | 0.00075 | 0.00095 | 0.0011 0.0015 | 0.0017 | 0.0020 | 0.0024 85 (50—115)
S11 E 0.95 0.00075 | 0.0011 0.0015 0.0019 0.0022 0.0030 | 0.0036 | 0.0040 | 0.0048 290 (210 —375
S12 E 0.95 0.00075 | 0.0011 0.0015 0.0019 0.0022 0.0030 | 0.0036 | 0.0040 | 0.0048 225 (160 — 290

R
w
m

0.75 0.00065 | 0.0010 0.0013 0.0017 0.0020 0.0026 | 0.0030 | 0.0034 | 0.0040 180

H8 M/AID 048 0.00030 | 0.00044 | 0.00060 | 0.00070 | 0.00085 | 0.0011 | 0.0013 | 0.0015 | 0.0017 165

H11 M/AID 0.48 | 0.00026 | 0.00038 | 0.00050 | 0.00065 | 0.00075 | 0.00095 | 0.0012 | 0.0013 | 0.0015 215

( )
( )
( )
H5 | MAD | 048 | 0.00026 | 0.00038 | 0.00050 | 0.00065 | 0.00075 | 0.00095 | 0.0012 | 0.0013 | 0.0015 | 170 (135— 200)
( )
( )
( )

H12 M/AID 048 0.00026 | 0.00038 | 0.00050 | 0.00065 | 0.00075 | 0.00095 | 0.0012 | 0.0013 | 0.0015 325

H21 M/A/D 0.48 0.00030 | 0.00044 | 0.00060 | 0.00070 | 0.00085 | 0.0011 | 0.0013 | 0.0015 | 0.0017 165 (130 —195)

T$1 A 0.95 0.0013 0.0019 0.0026 0.0032 0.0038 0.0048 | 0.0060 | 0.0065 | 0.0075 830 (670 — 1000)
TP1 A 0.95 0.0013 0.0019 0.0026 0.0032 0.0038 0.0048 | 0.0060 | 0.0065 | 0.0075 760 (455 — 1075)
GR1 A 0.95 0.0013 0.0019 0.0026 0.0032 0.0038 0.0048 | 0.0060 | 0.0065 | 0.0075 | 1675 (1500 — 1825)

For cutting data recalculations, see pages 336-344.

SMG = Seco Material Group

Coolant = A=air D=dry E=emulsion M=mist spray
V¢ = sf/min

f, =in/tooth

a,/D, = factor

ae/D, = factor

All cutting data are target values
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JABRO® -SOLID?=)S553 =Inch SECO =
Cutting data - JS553 Side milling a,/D,=0.4
o ‘
SMG a, /D, 118 3116 114 5116 3/8 112 5/8 314 1 Ve
P1_| MADIE | 095 | 000095 | 0.0014 | 0.0020 | 0.0024 | 0.0030 | 0.0038 | 0.0044 | 0.0050 | 0.0060 | 810 (690 — 920)
P2 | MIADE | 095 | 000095 | 0.0015 | 0.0020 | 0.0024 | 0.0030 | 0.0038 | 0.0044 | 0.0050 | 0.0060 | 790 (670 — 900)
P3| MIADEE | 095 | 000095 | 0.0014 | 0.0019 | 0.0024 | 0.0028 | 0.0036 | 0.0044 | 0.0048 | 0.0055 | 690 (590— 790)
P4 | MIADE | 095 | 000095 | 0.0013 | 0.0018 | 0.0024 | 0.0028 | 0.0036 | 0.0044 | 0.0048 | 0.0055 | 610 (520 — 690)
P5 | MIADIE | 095 | 0.00085 | 0.0013 | 0.0018 | 0.0022 | 0.0028 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 580 (495— 660)
P6 | WADE | 095 | 0.00085 | 0.0013 | 0.0017 | 0.0022 | 0.0026 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 660 (570— 750)
P7 | MIADIE | 095 | 000085 | 0.0013 | 0.0017 | 0.0022 | 0.0026 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 620 (530—710)
P8 | MIADEE | 095 | 000095 | 0.0014 | 0.0019 | 0.0024 | 0.0028 | 0.0036 | 0.0044 | 0.0048 | 0.0055 | 580 (495— 660)
P11 | WADE | 095 | 0.00085 | 0.0013 | 0.0017 | 0.0022 | 0.0026 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 610 (520 — 690)
M1 E 0.75 | 0.00070 | 0.0010 | 0.0014 | 0.0017 | 0.0022 | 0.0028 | 0.0032 | 0.0036 | 0.0044 | 400 (350 — 450)
M2 E 0.75 | 0.00065 | 0.00095 | 0.0013 | 0.0016 | 0.0019 | 0.0026 | 0.0030 | 0.0034 | 0.0040 | 335 (290— 375)
M3 E 0.65 | 0.00050 | 0.00075 | 0.010 | 0.0013 | 0.0015 | 0.0020 | 0.0024 | 0.0026 | 0.0032 | 265 (230 — 300)
M4 E 042 | 0.00044 | 0.00065 | 0.00085 | 0.0011 | 0.0013 | 0.0017 | 0.0020 | 0.0024 | 0.0028 | 205 (180 — 230)
M5 E 042 | 0.00044 | 0.00065 | 0.00085 | 0.0011 | 0.0013 | 0.0017 | 0.0020 | 0.0024 | 0.0028 | 170 (150— 190)
K1 E 095 | 0.00075 | 00012 | 0.0015 | 0.0019 | 0.0024 | 0.0030 | 0.0036 | 0.0040 | 0.0048 | 660 (580 — 740)
K2 E 095 | 0.00070 | 0.0010 | 0.0014 | 0.0017 | 0.0022 | 0.0028 | 0.0032 | 0.0036 | 0.0044 | 580 (510— 660)
K3 E 095 | 0.00070 | 0.0010 | 0.0014 | 0.0017 | 0.0022 | 0.0028 | 0.0032 | 0.0036 | 0.0044 | 495 (430 —550)
K4 E 0.65 | 0.00065 | 0.00095 | 0.0013 | 0.0016 | 0.0019 | 0.0026 | 0.0030 | 0.0034 | 0.0040 | 485 (425— 550)
K5 E 0.65 | 0.00060 | 0.00085 | 0.0012 | 0.0014 | 0.0017 | 0.0022 | 0.0026 | 0.0030 | 0.0036 | 295 (255— 330)
K6 E 0.65 | 0.00065 | 0.00095 | 0.0013 | 0.0016 | 0.0019 | 0.0026 | 0.0030 | 0.0034 | 0.0040 | 430 (375— 480)
K7 E 0.65 | 0.00060 | 0.00085 | 0.0012 | 0.0014 | 0.0017 | 0.0022 | 0.0026 | 0.0030 | 0.0036 | 375 (330— 425)
N1 E 10 | 000085 | 0.0013 | 0.0018 | 0.0022 | 0.0028 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 3825 (3200 — 4475)
N2 E 1.0 | 000085 | 0.0013 | 0.0018 | 0.0022 | 0.0028 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 2475 (2050 — 2875)
N3 E 1.0 | 000085 | 0.0013 | 0.0018 | 0.0022 | 0.0028 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 1650 (1375— 1925)
N11 E 1.0 | 000085 | 0.0013 | 0.0018 | 0.0022 | 0.0028 | 0.0036 | 0.0040 | 0.0048 | 0.0055 | 1200 (990 — 1400)
st E 095 | 0.00075 | 00012 | 0.0015 | 0.0019 | 0.0024 | 0.0030 | 0.0036 | 0.0040 | 0.0048 | 360 (255— 460)
S12 E 095 | 0.00075 | 00012 | 0.0015 | 0.0019 | 0.0024 | 0.0030 | 0.0036 | 0.0040 | 0.0048 | 275 (195— 355)
S13 E 0.75 | 0.00065 | 0.0010 | 0.0013 | 0.0017 | 0.0020 | 0.0026 | 0.0032 | 0.0036 | 0.0040 | 225 (160 — 285)
TS1 A 095 | 00013 | 00019 | 00026 | 0.0032 | 0.0038 | 0.0050 | 0.0060 | 0.0065 | 0.0080 | 1050 (840 — 1250)
TP1 A 095 | 00013 | 00019 | 00026 | 0.0032 | 0.0038 | 0.0050 | 0.0060 | 0.0065 | 0.0080 | 960 (570— 1350)
GR1 A 095 | 00013 | 00019 | 00026 [ 0.0032 | 0.0038 | 0.0050 | 0.0060 | 0.0065 | 0.0080 | 2100 (1900 — 2300)
Cutting data - JS553 Side milling a,/D,=0.2
oy 2
SMG a, /D, 18 3116 114 516 318 112 5/8 314 1 Ve
St E 036 | 0.00050 | 0.00075 | 0.0010 | 0.0013 | 0.0015 | 0.0020 | 0.0024 | 0.0026 | 0.0032 | 185 (140— 230)
S2 E 0.36 | 0.00050 | 0.00075 | 0.0010 | 0.0013 | 0.0015 | 0.0020 | 0.0024 | 0.0026 | 0.0032 | 185 (140— 230)
S3 E 036 | 0.00048 | 0.00070 | 0.00095 | 0.0012 | 0.0014 | 0.0018 | 0.0022 | 0.0024 | 0.0030 | 115 (70— 160)
H5 | W/AD | 048 | 0.00032 | 0.00048 | 0.00065 | 0.00080 | 0.00095 | 0.0013 | 0.0014 | 0.0017 | 0.0019 | 230 (185— 280)
H8 | WAD | 048 | 0.00036 | 0.00055 | 0.00070 | 0.00085 | 0.0011 | 0.0014 | 0.0017 | 0.0019 | 0.0022 | 230 (180— 275)
H21 | MIAD | 048 | 0.00036 | 0.00055 | 0.00070 | 0.00085 | 0.011 | 0.0014 | 0.0017 | 0.0019 | 0.0022 | 230 (180 — 275)
H31 | mAD | 048 | 0.00032 | 0.00048 | 0.00065 | 0.00080 | 0.00095 | 0.0013 | 0.0014 | 0.0017 | 0.0019 | 175 (140 —210)

For cutting data recalculations, see pages 336-344.

SMG = Seco Material Group
Coolant = A=air D=dry E=emulsion M=mist spray

V¢ = sf/min
f, =in/tooth

ay/D, = factor
ae/D, = factor

All cutting data are target values
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JABRO®-SOLID?-)S554 SECO =

J8554 - Solid carbide end mill - cylindrical - four flute - 90° sharp corner - unequal flute spacing

Tolerances:
dmy,=h5

B EDEAREE

Dimensions in mm Tg
EDP Length Tool E
No. Part No. index | shape D dmp, a, I z, &
64088 | 554030SZ4.0-SIRON-A 2 F 3 6 7 50 4 ]
64091 | 554040SZ4.0-SIRON-A 2 F 4 6 10 55 4 | |
64099 | 554050SZ4.0-SIRON-A 2 F 5 6 12 55 4 ||
64101 | 554060SZ4.0-SIRON-A 2 D 6 6 14 55 4 | ]
64102 | 554080SZ4.0-SIRON-A 2 D 8 8 18 60 4 | |
64105 | 554100SZ4.0-SIRON-A 2 D 10 10 22 70 4 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID*-)S554 SECO
JS$554 - Solid carbide end mill - cylindrical - four flute - 45° corner chamfer - unequal flute spacing
fimm dmm*
L7
1, I>
] »
p
o/ l
°”Eﬂ Dele cr & ép’%j
Tolerances: D
dmp=h5 Z — _
D.=e7 |\ 7 "; ﬁ 5
e SIRON-A
) | @ 4] | L B
Dimensions in mm '_é
EDP Length Tool g
No. Part No. index | shape D, dmy, a, Iy cx45 z, &
64089 | 554030Z4.0-SIRON-A 2 F 3 6 7 50 0.035 4 (]
64092 | 554040Z4.0-SIRON-A 2 F 4 6 10 55 0.045 4 (]
64100 | 554050Z4.0-SIRON-A 2 F 5 6 12 55 0.055 4 (]
51854 | 554060Z4.0-SIRON-A 2 D 6 6 14 55 0.075 4 []
51860 | 554080Z4.0-SIRON-A 2 D 8 8 18 60 0.1 4 (]
51864 | 554100Z4.0-SIRON-A 2 D 10 10 2 70 0.125 4 (]
51876 | 554120Z4.0-SIRON-A 2 D 12 12 2 80 0.15 4 (]
51883 | 554160Z4.0-SIRON-A 2 D 16 16 34 90 0.2 4 []
51889 | 55420074.0-SIRON-A 2 D 20 20 42 100 0.25 4 (]
51895 | 554250Z4.0-SIRON-A 2 D % % 52 125 03 4 (]
64107 | 554L03024.0-SIRON-A 3 F 3 6 12 55 0.035 4 (]
64109 | 554L04024.0-SIRON-A 3 F 4 6 16 60 0.045 4 ]
64111 | 554L.05024.0-SIRON-A 3 F 5 6 20 65 0.055 4 (]
64113 | 554L06024.0-SIRON-A 3 D 6 6 23 65 0.075 4 (]
64115 | 554.08024.0-SIRON-A 3 D 8 8 32 75 0.1 4 (]
64117 | 554L10024.0-SIRON-A 3 D 10 10 40 85 0.125 4 (]
64120 | 554L120Z4.0-SIRON-A 3 D 12 12 45 100 0.15 4 (]
64122 | 554L160Z4.0-SIRON-A 3 D 16 16 55 115 0.2 4 (]
64124 | 5541.200Z4.0-SIRON-A 3 D 20 20 65 125 0.25 4 (]
64128 | 554L.250Z4.0-SIRON-A 3 D 25 25 85 150 03 4 (]

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S554 SECO

JS554 - Solid carbide end mill - cylindrical - four flute — corner radius - OD-reduction - unequal flute spacing

Simme ,jgﬁf
%
,I- 2 I
Dn ap
i ap b
SretS o or et 2 Do e
Tolerances: G D
dmy,=h5 f -
Dc=e7 rah) — R
r1=+-0.02 mm = @: %j u @7\ % i e

Dimensions in mm §
EDP Length | Tool 2
No. Part No. index | shape D dmy, a, Iy I3 Dy I z, &
84387 | JS554030G2R015.0Z4-SIRA 2 G 3 6 7 57 10 2.85 0.15 4 ]
84388 | JS554040G2R020.0Z4-SIRA 2 G 4 6 10 57 13 3.8 0.2 4 ||
84389 | JS554050G2R020.0Z4-SIRA 2 G 5 6 12 57 16 4.75 0.2 4 ]
51856 | 554060R020Z4.0-SIRON-A 2 D 6 6 14 55 - - 0.2 4 ]
84390 | JS554060E2R050.0Z4-SIRA 2 E 6 6 14 57 18 57 05 4 ||
51862 | 554080R050Z4.0-SIRON-A 2 D 8 8 18 60 - - 0.5 4 ]
84391 | JS554080E2R100.0Z4-SIRA 2 E 8 8 18 63 25 7.6 1 4 ||
51866 | 554100R050Z4.0-SIRON-A 2 D 10 10 22 70 - - 05 4 ||
51872 | 554100R100Z4.0-SIRON-A 2 D 10 10 22 70 - - 1 4 ]
84392 | JS554100E2R200.0Z4-SIRA 2 E 10 10 22 72 29 9.5 2 4 ||
51878 | 554120R050Z4.0-SIRON-A 2 D 12 12 26 80 - - 05 4 ]
51881 | 554120R100Z4.0-SIRON-A 2 D 12 12 26 80 - - 1 4 ]
84393 | JS554120E2R200.0Z4-SIRA 2 E 12 12 26 83 35 1.4 2 4 ||
84394 | JS554120E2R250.0Z4-SIRA 2 E 12 12 26 83 35 114 25 4 L]
51885 | 554160R050Z4.0-SIRON-A 2 D 16 16 34 90 = - 05 4 |
51887 | 554160R100Z4.0-SIRON-A 2 D 16 16 34 90 - - 1 4 ]
10201 | 554160R200Z4.0-SIRON-A 2 D 16 16 34 90 - - 2 4 L]
10203 | 554160R310Z4.0-SIRON-A 2 D 16 16 34 90 = - 31 4 |
10205 | 554160R400Z4.0-SIRON-A 2 D 16 16 34 20 = = 4 4 [
51891 | 554200R050Z4.0-SIRON-A 2 D 20 20 42 100 - - 05 4 |
51893 | 554200R100Z4.0-SIRON-A 2 D 20 20 42 100 - - 1 4 u
84395 | JS554200E2R200.0Z4-SIRA 2 E 20 20 42 110 54 19 2 4 L]
10207 | 554200R250Z4.0-SIRON-A 2 D 20 20 42 100 - - 25 4 ]
10210 | 554200R310Z4.0-SIRON-A 2 D 20 20 42 100 - - 31 4 u
10214 | 554200R400Z4.0-SIRON-A 2 D 20 20 42 100 - - 4 4 L]
51897 | 554250R050Z4.0-SIRON-A 2 D 25 25 52 125 - - 05 4 ||
51899 | 554250R100Z4.0-SIRON-A 2 D 25 25 52 125 - - 1 4 ]
10217 | 554250R310Z4.0-SIRON-A 2 D 25 25 52 125 - - 31 4 ||
10220 | 554250R400Z4.0-SIRON-A 2 D 25 25 52 125 - - 4 4 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID*-)S554 SECO
JS$554 - Solid carbide end mill - cylindrical - four flute - 45° chamfer - inch - unequal flute spacing
,:ngr
|
b L
j
B Cr & Dc |«
Tolerances: D
dmp,=h5 Z\ — -
Dg=e7 NE 'j ﬁ @7\
- SIRON-A
G %] L4 [ L )
Dimensions in inch '_é‘

EDP Length Tool g

No. Part No. index | shape D, dmp, a, Iy cx45 z, &

58708 | 554025024.0-SIRON-A 2 D 0.250 0.250 0.500 2,500 0.003 4 (]

58710 | 554031224.0-SIRON-A 2 D 0312 0313 0.625 2,500 0.004 4 (]

58712 | 554037524.0-SIRON-A 2 D 0.375 0375 0.750 3.000 0.005 4 C]

58730 | 554050024.0-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.006 4 []

58736 | 554062524.0-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.008 4 (]

58742 | 554075024.0-SIRON-A 2 D 0.750 0.750 1,500 4.000 0.010 4 (]

58748 | 554100024.0-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.012 4 (]

M Stock standard. Subject to change, refer to current price-and stock-list.
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JS$554 - Solid carbide end mill - cylindrical - four flute - corner radius - inch - unequal flute spacing

Tldmp
N

7

cr & De
Tolerances: D
dmy=h5 A N
D.=e7 BE
re1=+/-0.0008 k 3 @ - %j " @7\ % SIRON-A
£ o
Dimensions in inch §
EDP Length | Tool 2
No. Part No. index | shape D, dmy, a, Iy re z, &
58709 | 5540250R015Z4.0-SIRON-A 2 D 0.250 0.250 0.500 2.500 0.015 4 ]
58711 | 5540312R01524.0-SIRON-A 2 D 0.312 0.313 0.625 2.500 0.015 4 ||
58727 | 5540375R01524.0-SIRON-A 2 D 0.375 0.375 0.750 3.000 0.015 4 n
58728 | 5540375R030Z4.0-SIRON-A 2 D 0.375 0.375 0.750 3.000 0.030 4 ]
58732 | 5540500R01524.0-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.015 4 |
58734 | 5540500R030Z4.0-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.030 4 ]
79732 | 5540500R125Z4.0-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.125 4 ||
58738 | 5540625R01524.0-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.015 4 u
58740 | 5540625R030Z4.0-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.030 4 ]
79734 | 5540625R125Z4.0-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.125 4 ||
58744 | 5540750R030Z4.0-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.030 4 n
58746 | 5540750R060Z4.0-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.060 4 ]
79735 | 5540750R090Z4.0-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.090 4 u
79740 | 5540750R125Z4.0-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.125 4 ]
58750 | 5541000R030Z4.0-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.030 4 ||
58752 | 5541000R060Z4.0-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.060 4 ||
79743 | 5541000R090Z4.0-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.090 4 ]
79745 | 5541000R12524.0-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.125 4 ||

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S554 SECO 2

J8554 - Solid carbide end mill - Weldon - four flute - 90° sharp corner - unequal flute spacing

Tolerances:
dmy,=h5

D=e7 69 : E @7" X% 7'2 SIRON-A

Dimensions in mm

[ =4
EDP Length | Tool 3
No. Part No. index | shape D dmy, a, I z, =
64129 | 554030S24.0-SIRON-AW 2 F 3 6 7 50 4 O
64130 | 554040SZ4.0-SIRON-AW 2 F 4 6 10 55 4 O
64131 | 554050SZ4.0-SIRON-AW 2 F 5 6 12 55 4 O
64133 | 554060S24.0-SIRON-AW 2 D 6 6 14 55 4 O
64134 | 554080SZ4.0-SIRON-AW 2 D 8 8 18 60 4 O
64135 | 554100SZ4.0-SIRON-AW 2 D 10 10 22 70 4 O

[[J Weldon available, delivery time is 3 days.
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J8554 - Solid carbide end mill - Weldon - four flute - 45° corner chamfer - unequal flute spacing

Tolerances:
dmy,=h5

rD;iZ-O.OZ mm 69 @: "/Z E @‘ X% o

Dimensions in mm

E=
EDP Length | Tool 3
No. Part No. index | shape D, dmy, a, Iy cx45 Z, =
64087 | 554030Z4.3-SIRON-A 2 F 3 6 7 50 0.035 4 n
64090 | 554040Z4.3-SIRON-A 2 F 4 6 10 55 0.045 4 |
64093 | 554050Z4.3-SIRON-A 2 F 5 6 12 55 0.055 4 u
51853 | 554060Z4.3-SIRON-A 2 D 6 6 14 55 0.075 4 n
51857 | 554080Z4.3-SIRON-A 2 D 8 8 18 60 0.1 4 [ |
51863 | 554100Z4.3-SIRON-A 2 D 10 10 22 70 0.125 4 n
51875 | 554120Z4.3-SIRON-A 2 D 12 12 26 80 0.15 4 |
51882 | 554160Z4.3-SIRON-A 2 D 16 16 34 90 0.2 4 u
51888 | 554200Z4.3-SIRON-A 2 D 20 20 42 100 0.25 4 n
51894 | 554250Z4.3-SIRON-A 2 D 25 25 52 125 0.3 4 |
64106 | 554L.030Z4.3-SIRON-A 3 F 3 6 12 55 0.035 4 u
64108 | 554L040Z4.3-SIRON-A 3 F 4 6 16 60 0.045 4 [ |
64110 | 554L050Z4.3-SIRON-A 3 F 5 6 20 65 0.055 4 n
64112 | 554L060Z4.3-SIRON-A 3 D 6 6 23 65 0.075 4 [ |
64114 | 5541.08024.3-SIRON-A 3 D 8 8 32 75 0.1 4 [ |
64116 | 554L100Z4.3-SIRON-A 3 D 10 10 40 85 0.125 4 n
64119 | 554L12024.3-SIRON-A 3 D 12 12 45 100 0.15 4 [
64121 | 554L160Z4.3-SIRON-A 3 D 16 16 55 115 0.2 4 [ |
64123 | 5541.200Z4.3-SIRON-A 3 D 20 20 65 125 0.25 4 [ |
64126 | 554L.250Z4.3-SIRON-A 3 D 25 25 85 150 0.3 4 u

M Stock standard. Subject to change, refer to current price-and stock-list.
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JS$554 - Solid carbide end mill - Weldon - four flute - corner radius - unequal flute spacing
e mme
%
'.' l2 1>
Dn
Dn.
i ap ' !
c I';;‘,SJVDG‘ C,re1,S De ‘*
Tolerances: G E
dmy,=h5 A i
De=e7 N\ |7 3
- A~ SIRON-A | | SIRA
r1=+-0.02 mm \Z| |4, '\%
Dimensions in mm -
EDP Length | Tool 3
No. Part No. index | shape D dmy, a, Iy I3 Dn [ z, =
84396 | JS554030G2R015.3Z4-SIRA 2 G g 6 7 57 10 285 | 0.5 4 (]
84583 | JS554040G2R020.3Z4-SIRA 2 G 4 6 10 57 13 38 0.2 4 (]
84398 | JS554050G2R020.3Z4-SIRA 2 G 5 6 12 57 16 4.75 0.2 4 (]
51855 | 554060R020Z4.3-SIRON-A 2 D 6 6 14 55 - - 0.2 4 (]
84399 | JS554060E2R050.324-SIRA 2 E 6 6 14 57 18 5.7 05 4 (]
51861 | 554080R050Z4.3-SIRON-A 2 D 8 8 18 60 - - 0.5 4 (]
84400 | JS554080E2R100.324-SIRA 2 E 8 8 18 63 25 7.6 1 4 (]
51865 | 554100R050Z4.3-SIRON-A 2 D 10 10 2 70 - - 0.5 4 (]
51871 | 554100R10024.3-SIRON-A 2 D 10 10 2 70 - - 1 4 (]
84401 | JS554100E2R200.324-SIRA 2 E 10 10 2 72 29 95 2 4 (]
51877 | 554120R050Z4.3-SIRON-A 2 D 12 12 2 80 - - 0.5 4 (]
51880 | 554120R100Z4.3-SIRON-A 2 D 12 12 2% 80 - = 1 4 (]
84402 | JS554120E2R200.3Z4-SIRA 2 E 12 12 26 83 3 114 2 4 (]
84403 | JS554120E2R250.324-SIRA 2 E 12 12 2 83 35 114 25 4 (]
51884 | 554160R050Z4.3-SIRON-A 2 D 16 16 3 90 - = 05 4 (]
51886 | 554160R100Z4.3-SIRON-A 2 D 16 16 34 90 = = 1 4 []
10200 | 554160R20024.3-SIRON-A 2 D 16 16 34 90 - - 2 4 (]
10202 | 554160R310Z4.3-SIRON-A 2 D 16 16 34 90 - - 31 4 (]
10204 | 554160R400Z4.3-SIRON-A 2 D 16 16 34 90 = = 4 4 L}
51890 | 554200R050Z4.3-SIRON-A 2 D 20 20 42 100 - = 05 4 (]
51892 | 554200R100Z4.3-SIRON-A 2 D 20 20 42 100 - - 1 4 (]
84404 | JS554200E2R200.324-SIRA 2 E 20 20 42 110 54 19 2 4 (]
10206 | 554200R25024.3-SIRON-A 2 D 20 20 42 100 - = 25 4 (]
10209 | 554200R31024.3-SIRON-A 2 D 20 20 42 100 - - 34 4 (]
10212 | 554200R40024.3-SIRON-A 2 D 20 20 42 100 - = 4 4 (]
51896 | 554250R050Z4.3-SIRON-A 2 D 2 2 52 125 - - 05 4 (]
51898 | 554250R100Z4.3-SIRON-A 2 D 2 2 52 125 - - 1 4 (]
10215 | 554250R31024.3-SIRON-A 2 D 25 2 52 125 - = 31 4 (]
10219 | 554250R40024.3-SIRON-A 2 D 25 25 52 125 - - 4 4 (]

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S554 SECO =

JS554 - Solid carbide end mill - Weldon - four flute - 45° corner chamfer - inch - unequal flute spacing

Tolerances:
dmy,=h5

= slcalEnimlEalia =

Dimensions in inch

E=
EDP Length | Tool 3
No. Part No. index | shape D, dmy, a, Iy cx45 Z, =
58729 | 5540500Z4.3-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.006 4 n
58735 | 554062524.3-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.008 4 |
58741 | 5540750Z4.3-SIRON-A 2 D 0.750 0.750 1.500 4.000 0.010 4 [ |
58747 | 5541000Z4.3-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.012 4 n

M Stock standard. Subject to change, refer to current price-and stock-list.
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® 2 -
JABRO®-SOLID*-)S554 SECO =
J8554 - Solid carbide end mill - Weldon - four flute - corner radius - inch - unequal flute spacing
,:ngr
/4] |
2
j
) Cr & Dc |«
Tolerances: D
dmy,=h5 7 S
De=e7 I\ 7 %j ﬁ @7\ 8
- - SIRON-A
rey=+-0.0008 N \ ] %
Dimensions in inch -
EDP Length | Tool 3
No. Part No. index | shape D, dmp, a, Iy I z, =
58731 | 5540500R01524.3-SIRON-A 2 D 0.500 0.500 1.000 3.500 0.015 4 []
58733 | 5540500R03024.3-SIRON-A 2 D 0.500 0.500 1.000 3500 0.030 4 ]
80219 | 5540500R12524.3-SIRON-A 2 D 0.500 0500 1.000 3.500 0.125 4 (]
58737 | 5540625R01524.3-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.015 4 (]
58739 | 5540625R03024.3-SIRON-A 2 D 0.625 0625 1.250 3.750 0.030 4 ]
80222 | 5540625R12524.3-SIRON-A 2 D 0.625 0.625 1.250 3.750 0.125 4 (]
58743 | 5540750R03024.3-SIRON-A 2 D 0.750 0.750 1.500 4,000 0.030 4 ]
58745 | 5540750R06024.3-SIRON-A 2 D 0.750 0.750 1.500 4,000 0.060 4 (]
80223 | 5540750R09024.3-SIRON-A 2 D 0.750 0.750 1,500 4.000 0.090 4 (]
80224 | 5540750R12524.3-SIRON-A 2 D 0.750 0.750 1.500 4,000 0.125 4 ]
58749 | 5541000R03024.3-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.030 4 (]
58751 | 5541000R06024.3-SIRON-A 2 D 1.000 1.000 2,000 5.000 0.060 4 (]
80225 | 5541000R090Z4.3-SIRON-A 2 D 1,000 1.000 2.000 5.000 0.090 4 []
80228 | 5541000R12524.3-SIRON-A 2 D 1.000 1.000 2.000 5.000 0.125 4 []

M Stock standard. Subject to change, refer to current price-and stock-list.
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JABRO®-SOLID?-)S554 SECO =

Cutting data - JS554 Slotting

Y f,

SMG a, /D¢ 3 4 5 6 8 10 12 16 20 25 Ve

P1 M/A/DIE 1.0 0.019 0.026 0.032 | 0.038 | 0.050 | 0.065 | 0.075 | 0.095 0.1 0.12 195

P2 M/A/D/E 1.0 0.020 0.026 0.034 | 0.040 | 0.055 | 0.065 | 0.080 | 0.095 0.11 0.13 190

P3 M/A/D/E 1.0 0.019 0.024 0.032 | 0.038 | 0.050 | 0.060 | 0.075 | 0.090 0.1 0.12 165

P4 M/A/D/E 1.0 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.12 145

P6 M/AIDIE 1.0 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.085 0.10 0.11 160

P7 M/A/D/E 1.0 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.085 0.10 0.11 150

P8 M/A/DIE 1.0 0.019 0.024 0.032 | 0.038 | 0.050 | 0.060 | 0.075 | 0.090 0.1 0.12 140

(
(
(
(
P5 | WADE | 10 0018 | 0024 [ 0030 | 0.036 | 0.048 | 0.060 | 0070 | 0090 | 040 | 041 | 140 (120—160
(
(
(
(

P11 M/A/D/E 1.0 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.085 0.10 0.11 145

M1 E 0.80 0.013 0.018 0.022 | 0026 | 0.036 | 0.044 | 0.050 | 0.065 | 0.075 | 0.085 100 (85— 110)

H5 M/AID 0.40 0.6060 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.030 | 0.034 | 0.038 50

H8 M/AID 0.50 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.034 | 0.040 | 0.044 49

M2 E 0.80 0.012 0.016 0.020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.060 | 0.070 | 0.075 80 (70—90)
M3 E 0.65 0.0095 0.013 0.016 | 0.019 | 0.026 | 0.032 | 0.038 | 0.048 | 0.055 | 0.060 65 (55—70)
M4 E 048 0.0085 0.011 0.014 | 0.017 | 0.022 | 0.028 | 0.034 | 0.042 | 0.048 | 0.055 49 (43 —55)
M5 E 0.48 0.0085 0.011 0.014 | 0.017 | 0.022 | 0.028 | 0.034 | 0.042 | 0.048 | 0.055 41 (36 —46)
K1 E 1.0 0.015 0.020 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.095 160 (140 — 180)
K2 E 1.0 0.014 0.018 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.065 | 0.075 | 0.085 140 (125 —160)
K3 E 1.0 0.014 0.018 0.022 | 0028 | 0.036 | 0.046 | 0.055 | 0.065 | 0.075 | 0.085 120 (105 —135)
K4 E 0.80 0.015 0.020 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.095 110 (100 — 125)
K5 E 0.80 0.014 0.018 0.022 | 0028 | 0.036 | 0.046 | 0.055 | 0.065 | 0.075 | 0.085 70 (60 —75)
K6 E 0.80 0.015 0.020 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.095 100 (85— 110)
K7 E 0.80 0.014 0.018 0.022 | 0028 | 0.036 | 0.046 | 0.055 | 0.065 | 0.075 | 0.085 85 (75— 100)
N1 E 0.50 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.11 930 (780 — 1100)
N2 E 0.50 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.1 600 (500 —700)
N3 E 0.50 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.11 400 (335 —465)
N11 E 0.50 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.11 300 (250 — 350)
St E 0.40 0.0095 0.013 0.016 | 0.019 | 0.026 | 0.032 | 0.038 | 0.048 | 0.055 | 0.060 40 (30 —50)
S2 E 0.40 0.0095 0.013 0.016 | 0.019 | 0.026 | 0.032 | 0.038 | 0.048 | 0.055 | 0.060 40 (30 —50)
S3 E 0.40 0.0090 0.012 0.015 | 0.018 | 0.024 | 0.030 | 0.036 | 0.044 | 0.050 | 0.055 25 (15—35)
S11 E 1.0 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.11 85 (70 —95)
$12 E 1.0 0.018 0.024 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 0.10 0.11 65 (55—75)
S13 E 0.85 0.016 )

)

)

H11 M/AD 0.40 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.030 | 0.034 | 0.038 65

(
(
E
0022 | 0026 | 0.032 | 0042 | 0.055 | 0.060 | 0.075 | 0.090 | 0.10 50 (44—60
(
(
(
(

H12 M/AID 0.40 0.0060 | 0.0080 | 0.010 | 0.012 | 0.016 | 0.020 | 0.024 | 0.030 | 0.034 | 0.038 105

H21 M/AD 0.50 0.0070 | 0.0090 | 0.012 | 0.014 | 0.018 | 0.024 | 0.028 | 0.034 | 0.040 | 0.044 49 (39—60)

TS1 A 0.80 0.030 0.040 0.050 | 0.060 | 0.080 0.10 0.12 0.15 0.17 0.19 250 (150 —350)
TP1 A 0.80 0.030 0.040 0.050 | 0.060 | 0.080 0.10 0.12 0.15 017 0.19 230 (135—320)
GR1 A 0.80 0.030 0.040 0.050 | 0.060 | 0.080 0.10 0.12 0.15 017 0.19 500 (400 —600)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray
V= m/min

f,=mm

a, (mm)/D (mm)= factor

All cutting data are target values
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L |
JABRO® -SOLID?-)S554 SECO =
Cutting data - JS554 Side milling roughing a,/D, = 0.4
oty .
SMG a, /D, 3 4 5 6 8 10 12 16 20 25 Ve
P1_| MADE 1.0 0.020 | 0.026 | 0.034 | 0.040 | 0.055 | 0.065 | 0.080 | 0.095 | 041 | 043 | 245 (210—280)
P2 | MIADIE 1.0 0.020 | 0026 | 0.034 | 0.040 | 0.055 | 0.065 | 0.080 | 010 | 041 | 043 | 240 (205—275)
P3| MIADIE 1.0 0.019 | 0.026 | 0.032 | 0.038 | 0.050 | 0.065 | 0.075 | 0.095 | 011 | 042 | 205 (175—235)
P4 | MADE 1.0 0.019 | 0024 | 0032 | 0.038 | 0.050 | 0.060 | 0.075 | 0090 | 011 | 0.2 185 (160 — 210)
P5 | MIADIE 1.0 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 | 0.090 | 0.10 | 0.2 175 (150 — 200)
P6 | M/ADIE 1.0 0018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 040 | 0.12 | 200 (170 — 225)
P7_| MIADIE 1.0 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 0.10 | 0.2 185 (160 — 215)
P8 | M/ADE 1.0 0.019 | 0.026 | 0.032 | 0.038 | 0.050 | 0.065 | 0.075 | 0.095 | 0.1 | 0.2 175 (150 — 200)
P11_| MADE 1.0 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 0.10 | 0.2 180 (155 — 205)
M1 E 1.0 0.013 | 0.018 | 0.022 | 0.026 | 0.036 | 0.044 | 0.055 | 0.065 | 0.075 | 0.085 | 120 (105—135)
M2 E 1.0 0.012 | 0016 | 0020 | 0.024 | 0.032 | 0.040 | 0.048 | 0.060 | 0.070 | 0.080 100 (90— 115)
M3 E 0.80 | 0010 | 0.013 | 0.016 | 0.020 | 0.026 | 0.032 | 0.038 | 0.048 | 0.055 | 0.065 80 (70—90)
M4 E 060 | 0.0085 | 0011 | 0.014 | 0.017 | 0.022 | 0.028 | 0.034 | 0.042 | 0.048 | 0.055 60 (55— 70)
M5 E 0.60 | 0.0085 | 0011 | 0.014 | 0017 | 0.022 | 0.028 | 0.034 | 0.042 | 0.048 | 0.055 50 (44 —55)
K1 E 1.0 0.015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.10 | 200 (175— 225
K2 E 1.0 0.014 | 0019 | 0.024 | 0.028 | 0.038 | 0.046 | 0.055 | 0.070 | 0.080 | 0.090 | 175 (155— 200)
K3 E 1.0 0.014 | 0019 | 0.024 | 0.028 | 0.038 | 0.046 | 0.055 | 0.070 | 0.080 | 0.090 | 150 (130— 170)
K4 E 1.0 0.015 | 0020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.10 140 (125— 160)
K5 E 1.0 0.014 | 0018 | 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.070 | 0.080 | 0.090 85 (75— 95)
K6 E 1.0 0015 | 0.020 | 0.026 | 0.030 | 0.040 | 0.050 | 0.060 | 0.075 | 0.085 | 0.10 125 (110 — 140)
K7 E 1.0 0.014 | 0018 | 0.022 | 0.028 | 0.036 | 0.046 | 0.055 | 0.070 | 0.080 | 0.090 110 (95— 125)
N1 E 12 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 0.0 | 0.2 | 1150 (970 — 1350)
N2 E 12 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 0.0 | 042 | 750 (620—870)
N3 E 12 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 0.10 | 0.2 | 495 (415—580)
N11 E 1.2 0.018 | 0.024 | 0.030 | 0.036 | 0.048 | 0.060 | 0.070 | 0.090 | 010 | 042 | 375 (310—435)
st E 1.0 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 | 0.090 | 0.10 | 0.2 105 (90— 120)
12 E 1.0 0.018 | 0.024 | 0.030 | 0.036 | 0.050 | 0.060 | 0.070 | 0.090 | 0.0 | 0.2 80 (70— 90)
13 E 085 | 0016 | 0.022 | 0.026 | 0.032 | 0.042 | 0.055 | 0.065 | 0.080 | 0.090 | 0.10 65 (55— 75)
TS1 A 11 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 040 | 042 | 045 | 0.7 | 020 | 315 (190—440)
TP1 A 11 0.030 | 0.040 | 0.050 | 0.060 | 0.080 | 040 | 042 | 045 | 047 | 020 | 285 (170—400)
GR1 A 11 0.030 | 0040 | 0.050 | 0.060 | 0080 [ 040 [ 042 [ 045 | 047 | 020 | 630 (500—750)

For cutting data recalculations, see pages 336-344.

SMG = Seco material group

Coolant = A=air D=dry E=emulsion M=mist spray

V¢= m/min
f,=mm

a, (mm)/D (mm)= factor
ae (mm)/D, (mm)= factor
All cutting data are target values
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JABRO® - SOLID?=}S554 = Inch SECO =
Cutting data - JS554 Slotting
oy .

SMG a, /D, 114 516 318 112 5/8 3/4 1 Ve

P1 M/ADIE 0.95 0.0017 0.0020 0.0024 0.0032 0.0038 | 0.0044 | 0.0050 610 (520 —700)
P2 M/ADIE 0.95 0.0017 0.0020 0.0026 0.0032 0.0038 | 0.0044 | 0.0050 590 (510 — 680)
P3 M/AIDIE 0.95 0.0016 0.0020 0.0024 0.0030 0.0036 | 0.0040 | 0.0048 520 (45— 590)
P4 MIAIDIE 0.95 0.0015 0.0019 0.0024 0.0030 0.0036 | 0.0040 | 0.0048 460 (390 — 520)
P5 M/AIDIE 0.95 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 0.0048 435 (375— 500)
P6 M/AIDIE 0.95 0.0015 0.0019 0.0022 0.0030 0.0034 | 00040 | 0.0044 490 (420 — 560)
P7 M/AIDIE 0.95 0.0015 0.0019 0.0022 0.0030 0.0034 | 00040 | 0.0044 465 (395 — 530)
P8 M/ADIE 0.95 0.0016 0.0020 0.0024 0.0030 0.0036 | 0.0040 | 0.0048 435 (375— 500)
P11 M/AIDIE 0.95 0.0015 0.0019 0.0022 0.0030 0.0034 | 00040 | 0.0044 450 (385—510)
M1 E 0.70 0.0011 0.0013 0.0017 0.0022 0.0026 | 0.0028 | 0.0034 305 (265 — 345)
M2 E 0.70 0.0010 0.0013 0.0015 0.0020 0.0024 | 00026 | 0.0030 250 (220 — 285)
M3 E 0.55 0.00080 0.0010 0.0012 0.0016 0.0018 | 0.0022 | 0.0024 200 (175 — 225)
M4 E 0.48 0.00070 | 0.00085 0.0010 0.0013 0.0016 | 0.0018 | 0.0022 155 (135— 175)
M5 E 048 0.00070 | 0.00085 0.0010 0.0013 0.0016 | 0.0018 | 0.0022 130 (15— 145)
K1 E 0.85 0.0013 0.0016 0.0019 0.0024 0.0030 | 0.0032 | 0.0038 510 (45— 570)
K2 E 0.85 0.0011 0.0014 0.0017 0.0022 0.0026 | 0.0030 | 0.0036 445 (390 — 500)
K3 E 0.85 0.0011 0.0014 0.0017 0.0022 0.0026 | 0.0030 | 0.0036 380 (330 — 425)
K4 E 0.70 0.0013 0.0016 0.0019 0.0024 0.0030 | 00032 | 0.0038 355 (310 — 400)
K5 E 0.70 0.0011 0.0014 0.0017 0.0022 0.0026 | 0.0030 | 0.0034 215 (190 — 240)
K6 E 0.70 0.0013 0.0016 0.0019 0.0024 0.0030 | 00032 | 0.0038 315 (275 — 350)
K7 E 0.70 0.0011 0.0014 0.0017 0.0022 0.0026 | 0.0030 | 0.0034 275 (240—310)
N1 E 0.48 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 00048 | 2900 (2425— 3375)
N2 E 048 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 00048 | 1875 (1550 — 2175)
N3 E 048 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 00048 | 1250 (1025— 1450)
N11 E 048 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 0.0048 940 (780 — 1100)
St E 0.36 0.00080 0.0010 0.0012 0.0016 0.0019 | 00022 | 0.0024 125 (95— 155)
S2 E 0.36 0.00080 0.0010 0.0012 0.0016 0.0019 | 00022 | 0.0024 125 (95— 155)
S3 E 0.36 0.00075 | 0.00095 0.0011 0.0015 0.0017 | 00020 | 0.0024 80 (47— 110)
St1 E 0.95 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 0.0048 260 (225 — 295)
s12 E 0.95 0.0015 0.0019 0.0022 0.0030 0.0036 | 0.0040 | 0.0048 200 (170 — 230)
S13 E 0.80 0.0013 0.0017 0.0020 0.0026 0.0030 | 0.0034 | 0.0040 160 (140 — 185)
H5 M/AID 0.36 0.00050 | 0.00065 | 0.00075 | 0.00095 | 0.0012 | 00013 | 0.0015 165 (130 — 195)
H8 MIAID 048 0.00060 | 0.00070 | 0.00085 0.0011 0.0013 | 0.0015 | 0.0017 160 (125— 190)
H11 M/AID 0.36 0.00050 | 0.00065 | 0.00075 | 000095 | 0.0012 | 00013 | 0.0015 205 (165 — 250)
H12 MIAID 0.36 0.00050 | 0.0065 | 0.00075 | 0.00095 | 0.0012 | 00013 | 0.0015 315 (250 — 375)
H21 M/AD 0.48 0.00060 | 0.00070 | 0.00085 0.0011 0.0013 | 00015 | 0.0017 160 (125— 190)
TSt A 0.70 0.0026 0.0032 0.0038 0.0048 0.0060 | 0.0065 | 0.0075 780 (470 — 1100)
TP1 A 0.70 0.0026 0.0032 0.0038 0.0048 0.0060 | 0.0065 | 0.0075 710 (430 — 1000)
GR1 A 0.70 0.0026 0.0032 0.0038 0.0048 0.0060 | 0.0065 | 0.0075 | 1550 (1250 — 1875)

For cutting data recalculations, see pages 336-344.

SMG = Seco Material Group

Coolant = A=air D=dry E=emulsion M=mist spray

V¢ = sf/min

f, =in/tooth
a,/D, = factor
ae/D, = factor

All cutting data are target values
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L |
JABRO® - SOLID?=}S554 = Inch SECO =
Cutting data - JS554 Side milling roughing a,/D, = 0.4
oty 2
SMG a, /D, 114 516 318 112 5/8 314 1 Ve
P1 M/AIDIE 0.95 0.0017 0.0022 0.0026 0.0032 | 00038 | 0.0044 | 0.0050 770 (660 — 880)
P2 MIAIDIE 0.95 0.0017 0.0022 0.0026 0.0034 | 0.0040 0.0044 | 0.0050 740 (630 — 840)
P3 MIAIDIE 0.95 0.0016 0.0020 0.0024 0.0032 | 00038 | 00040 | 0.0048 640 (550 — 730)
P4 MIAIDIE 0.95 0.0016 0.0020 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 570 (490 — 660)
P5 MIAIDIE 0.95 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 550 (470 — 630)
P6 M/A/DIE 0.95 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 620 (530 — 700)
P7 MIAIDIE 0.95 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 580 (500 — 660)
P8 M/ADIE 0.95 0.0016 0.0020 0.0024 0.0032 | 0.0038 0.0040 | 0.0048 540 (465 — 620)
P11 MIAIDIE 0.95 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 560 (485 — 650)
M1 E 0.70 0.0011 0.0014 0.0017 0.0022 | 0.0026 0.0030 | 0.0034 385 (335— 430)
M2 E 0.70 0.0010 0.0013 00015 | 00020 | 0.0024 0.0026 | 0.0032 315 (275 — 355)
M3 E 0.55 0.00080 0.0010 0.0013 0.0016 | 0.0019 0.0022 | 0.0026 250 (220 — 285)
M4 E 0.48 0.00070 | 0.00085 0.0011 0.0014 | 0.0017 0.0019 | 0.0022 190 (170 — 215)
M5 E 048 0.00070 | 0.00085 0.0011 0.0014 | 0.0017 0.0019 | 0.0022 160 (140 — 180)
K1 E 0.85 0.0013 0.0016 0.0019 0.0026 | 0.0030 0.0034 | 0.0040 620 (550 — 700)
K2 E 0.85 0.0012 0.0014 0.0017 0.0022 | 0.0028 0.0030 | 0.0036 560 (490 — 630)
K3 E 0.85 0.0012 0.0014 0.0017 0.0022 | 00028 | 0.0030 | 0.0036 475 (415— 530)
K4 E 0.70 0.0013 0.0016 0.0019 0.0026 | 0.0030 0.0034 | 0.0040 435 (380 —490)
K5 E 0.70 0.0012 0.0014 0.0017 0.0022 | 0.0026 0.0030 | 0.0036 270 (235 — 305)
K6 E 0.70 0.0013 0.0016 0.0019 0.0026 | 0.0030 0.0034 | 0.0040 385 (335— 435)
K7 E 0.70 0.0012 0.0014 0.0017 0.0022 | 0.0026 0.0030 | 0.0036 345 (300 — 390)
N1 E 11 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 00048 | 3625 (3025— 4225)
N2 E 1A 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 00048 | 2325 (1950— 2725)
N3 E 11 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 1550 (1300 — 1800)
N11 E 1.1 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 1175 (970 — 1375)
St E 0.95 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 325 (280 — 375)
S12 E 0.95 0.0015 0.0019 0.0024 0.0030 | 0.0036 0.0040 | 0.0048 250 (215 — 285)
S13 E 0.80 0.0013 0.0017 0.0020 0.0026 | 0.0032 0.0036 | 0.0040 200 (175— 230)
TSt A 1.0 0.0026 0.0032 0.0038 0.0050 | 0.0060 0.0065 | 0.0080 960 (570 — 1350)
TP1 A 1.0 0.0026 0.0032 0.0038 0.0050 | 0.0060 0.0065 | 0.0080 880 (530 — 1225)
GR1 A 1.0 0.0026 0.0032 0.0038 0.0050 | 0.0060 0.0065 | 0.0080 1925 (1525 — 2300)
Cutting data - JS554 Side milling roughing a,/D, 0.2
oy .
SMG a, /D, 114 5116 38 112 5/8 314 1 Ve
St E 0.36 0.0010 0.0013 0.0015 0.0020 0.0024 0.0026 0.0032 175 (130 — 220)
S2 E 0.36 0.0010 0.0013 0.0015 0.0020 0.0024 0.0026 0.0032 175 (130 — 220)
S3 E 0.36 0.00095 0.0012 0.0014 0.0018 0.0022 0.0024 0.0030 110 (65— 155)
H5 M/AID 0.36 0.00065 0.00080 0.00095 0.0013 0.0014 0.0017 0.0019 225 (180 — 270)
H8 MIAID 048 0.00070 0.00085 0.0011 0.0014 0.0017 0.0019 0.0022 220 (175— 265)
H21 M/AD 0.48 0.00070 0.00085 0.0011 0.0014 0.0017 0.0019 0.0022 220 (175 — 265)
H31 M/AD 0.48 0.00065 0.00080 0.00095 0.0013 0.0014 0.0017 0.0019 170_(135— 200)

For cutting data recalculations, see pages 336-344.

SMG = Seco Material Group

Coolant = A=air D=dry E=emulsion M=mist spray

V¢ = sf/min

f, =in/tooth

ay/D, = factor

ae/D, = factor

All cutting data are target values
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Advanced Roughing, what does it mean?
These CAM-based rough-machining, or dynamic milling, strategies center on a cutting tool’s arc of contact and its average chip load.
When reducing the arc of contact, the amount of heat generated during roughing operations is reduced. As the radial depth of cut decreases, so

does a cutter’s arc of contact. A smaller amount of contact results in less friction and, therefore, less heat between the tool’s cutting edges and the
workpiece it is machining. These lower machining temperatures allow for increased cutting speeds, prolonged tool life and shorter cycle times.

JS554-2C/3C Cutter designs for advanced roughing machining methods

To cover a wide range of workpiece materials, Seco recently modified the geometries of its Jabro®-Solid? 550 line of cutters specifically for
optimized rough-machining strategies.

Two series are added, 554-2C and 554-3C offering two different length versions covering a wide range of applications.

When a steady arc of contact is maintained, these tools experience consistent and evenly distributed wear along their flutes and provide a long
and predictable tool life.

To create chips that are smaller and more manageable, SECO modified the cutter design by adding chip splitters.
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JS$554-2C/3C applied in Advanched roughing

Today’'s CAM packages offer toolpath strategies specifically for inside/outside radii shapes where changing arcs of contact are common when
using conventional toolpaths. These software packages automatically apply different feeds to control arc of contact and keep chip loads c