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End Mill Selection Chart Non-Coating

B Jucol 1] 7
-0.03 | 45° |EVHR

—_ N A - Shrink

DL (DLC) O—5 « Y J#8E7 L= F2i A i

DL(DLC)-Coating 2-Flutes Carbide for Aluminium H:—[;
ol 5E1~2.5 5&3~20 | i
Square
% . B ODLCO—TFT 1 VJICKD. MEFEM - BFEEICEN. BELHEXT,
HigtheIix g o7 )L=MIICRETCY,
57494 5 ® L C-coating contribute to withstand wear,improve surface smoothness and anti seizing properties.

R ®FEspecially for aluminium.
Roughing 5
U J—=J8 @7z | TLIZULAE  |TIIEER
IVER
Ball Nose o %Eﬁ Aluminium Aluminium Alloys Cast Iron Copper Plastic i Tﬂnlum
= . o oys
SR | oteria Aluminium Alloys y
Corner Radius g Selection Chart @ ‘ @ ‘ @ @ ‘ @ ‘ O ‘
o)
TIVZH m =y}
4 E{:mm

For Aluminium a VAN:DL2GCAL 91"5 Unit:mm
S B 4 y
Rl 5 NE 2R S

For Special

Diameter Overall Shank
Length Diameter

1 3 40 4 [ )
; 1.5 4 40 4 o)
i 2 6 40 4 ®
Sauare 2Flute 25 8 40 4 (]
FiLE S 3 8 45 6 [
Square Mutti JA\ 3.5 1 0 45 6 .
I 4 4 10 45 6 o
ey X[ a5 10 50 6 o
Roughing ; 5.5 _ 3 50 6 .
—) 6 13 50 6 o
IR 6.5 16 60 8 [
Ball Nose ; 7 1 6 60 8 .
=R S 75 16 60 8 ®
Corner Redius %) 8 19 60 8 o
]jﬁg’” § 8.5 19 70 10 ]
Combination 0 9 19 70 10 o
7VSE & 9.5 19 70 10 [
For Aluminium 3 1 0 22 70 ] O .
— 11 22 75 12 ®

! Q

For Key Way S 1 2 26 75 ] 2 .
o, = 16 32 90 16 [
HTF 18 32 100 16 ©
For Special 20 38 100 20 .

CHANXODIRIE. DL GCAL2T O &CHEELEEL,




Carbide End Mills / For Aluminium Series DL GCALZ2T m

IZHELEISEHR Recommend Cutting Conditions Bt siotting I
BEm | @7 FIEZOLER I3 =0 LB
Work Aluminium Alminium Alloys Cast Iron Aluminium
Mterial A1070 MgS% A4032-AB0ST | Mg AS052 | ZnMgk A7075 AC - ADC
HE | EERE | RDEE | OERE | ZhRE | OHRE | ZhRE | OERE | R0EE | OERE | RhEE
Diameter (mm)| Speed (min™')| Feed (mmimin) | Speed (min”)| Feed (mmimin) | Speed (min”)| Feed (mmimin) | Speed (min™") | Feed (mm/min) | Speed (min)| Feed (mm/min)
1 58,500 200 9,800 50 35,500 150 35,500 160 34,000 160
3 38,700 360 8,700 90 30,100 240 30,600 260 30,100 260
4 29,200 | 420 6,800 100 22,500 | 330 23,400 | 350 | 22,500 350
5 23,600 420 5,400 100 17,100 330 18,000 350 17,100 350
6 20,700 420 4,500 100 15,700 330 16,200 350 15,700 350
8 12,500 420 3,000 110 11,200 350 11,200 360 11,200 360
10 11,200 390 2,700 120 9,000 360 9,000 380 9,000 380
12 9,600 390 2,200 100 7,600 330 7,600 360 7,600 360
16 7,300 360 1,800 90 5,800 300 5,800 350 5,800 350
20 5,800 | 360 1,300 90 3,600 | 300 3,600 [ 350 3.600 350
<{hiA#E Depth of Cut> ar=D
B aa=1D

Eﬁﬂ]‘ﬁu%ﬁ:ﬁ Recommend Cutting Conditions

{BIELDEI side Milling

) {7 7IIZULEE 7229 LEER
Work Alminium Alminium Alloys Cast Iron Alminium
Materia A1070 Mg:Si% A4032 - ABOB1 Me% A5052 InMg% A7075 AC - ADC
HE | OEGRE | xDRE | OEHEE | Zx0EE | OEREE | #hEE | OERE | 2hRE | OEEE | #hEE
Diameter (mm)| Speed (min”)| Feed (mm/min) | Speed (min”)| Feed (mmimin) | Speed (min™")| Feed (mmimin) | Speed (min") | Feed (mmimin) | Speed (min™'){ Feed (mmimin)
1 65,000 650 | 15,000 150 50,500 500 | 51,000 525 | 50,500 550
3 43,000 | 1,200 9,750 300 33,500 775 | 34,000 850 | 33,500 850
4 32,500 | 1,400 7,600 325 25000| 1,100 | 26,000 | 1,150 | 25,000 | 1,150
5 26,250 | 1,400 6,000 325 19,000 | 1,100 | 20,000 | 1,150 | 19,000 | 1,150
6 23,000 | 1,400 5,000 325 17,500 | 1,100 18,000 1,150 | 17,500 | 1,150
8 16,750 | 1,500 3,750 350 12,500 | 1,150 12,500 1,300 | 12,500 | 1,200
10 12,500 | 1,400 3,000 375 10,000 | 1,200 10,000 | 1,250 | 10,000 | 1,250
12 10,750 | 1,300 2,500 325 8,500 | 1,100 8,500 | 1,200 8,500 | 1,200
16 8,200 | 1,200 2,000 325 6,500 | 1,100 6,500 | 1,200 6,500 | 1,150
20 6,500 | 1,200 1,500 325 4100 1,100 4100 | 1,200 4100 | 1,150
x5 <tA#E Depth of Cut> ar=0.2D
1 KBETEERZE CERT S,
2ENHI DGR IIEERRE - EDREZDS0%IEE T THEATEL,
SEHEBIEDBZED. FrvIRSREODDEERTEL. aa=1.5D
A FERKRICED. BERHEE - XD REDHABZH I >TREL,
Notes

1.Formilling, water-soluble fluids are recommended.
2.When dry milling, decrease the speed and feed by 50%.
3.Select the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.
4.Apply the appropriate cutting condition according to your machining
condition and work-piece material.

<7\ HFEE

SIIIN pu3 8piglen

iRF
Square

M

AJyIR
High Helix
57499
Roughing

=l
IR

Ball Nose

7IZH

For Aluminium

1%
LA

For Special

nAZA
Square Multi

M

AJyI2
High Helix
57479
Roughing
K—Ib
IVER

Ball Nose

*-&R
For Key Way

R
nLA

For Special



el BEIVEII/PIVERYY-X

IvRILEERES P24 PPrRrYrd P17£ﬂ
End Mill Selection Chart Non-Coating
Shrink
MGC f m Fit
disges | -0.03 | 45° |ERED)

DL(DLC) J—7 « VU&7 L RAm—IL (2837)

DL(DLC)-Coating Carbide for Aluminium Ball Nose(2-Flutes)

- N

A
Square
Mo B ODLCO—T 1 VJIcKD. THEFR - EFREICEN. BEOHEET,
HigtheHx g o7 )L=MIICRECY,
57494 5 ® )L C-coating contribute to withstand wear improve surface smoothness and anti seizing properties.
kK O Lspecially for aluminium.
Roughing -
N D—OR @7 | TLISULAE | TIREER
Ball Nose %Eﬁ Aluminium Aluminium Alloys Cast Iron Copper
Mo-Si% | Mo% |Zn-MogX | Aluminium Alloys
| =
Cormer R Selection Chart ‘ © ‘ © ‘ © ‘ © ‘ ‘ ‘

7IZH

For Aluminium

VAN:DLGCALB - R T
= AT IR 2R S £E

SIINN pu3 8pigled

1% P
I

For Special

Radius Diameter Flute Overall Shank Stock

Length Length Diameter
3 6 15 80 6 []
: a4 8 20 90 8 O
i 5 10 25 100 10 0
Square 2Flute 6 '| 2 30 '| ‘| 0 '| 2 D
AESA 8 16 40 140 16 O
Square Multi ,\ 1 0 20 45 1 60 20 D
1
HIthHeIix é O IRETER
57494 “J Standard stock.
i (-4
. = LHFTAELAE R,

I'R—ll{ ”I Stocked by specified distributor.
Iy h Please contact SANKO MFG.
Ball Nose ;
e o
Corner Radius %)
sy @
VAV 2
Combination )
FVER @

o
For Aluminium m
@0 2
For Key Way E
155% )
MIH

For Special

CAXODERIE. DL GCALBE RO &CHEELEEL
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R w : . . M
ZEHIMFR Recommend Cutting Conditions {t_EIF Finishing I N
High Helix
57479
Roughing
k=L
R | H&RE | #DEE | OERE | RDRE | HEAE | RDRE | DGR | ADRE | HEAE | #DEE Ik
Radius (mm)| Speed (min”)| Feed (mm/min) | Speed (min™')| Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min™!)| Feed (mmimin) —
3 31,000 | 1,890 6,700 430 23,600 | 1,480 | 24,300 | 1,550 | 23,600 | 1,550
4 22,600 | 1,890 5,000 470 16,800 | 1,550 | 16,800 | 1,620 | 16,800 | 1,620 Comer Redis
5 16,800 | 1,750 | 4,000 500 13500 | 1,620 | 13500 | 1,680 | 13,500 | 1,680 7VEE
6 14,500 | 1,750 3,300 430 11,400 | 1,480 | 11,400| 1,620 | 11,400 | 1,620 ZII
8 11,000 | 1,620 2,700 400 8,700 | 1,350 8,700 | 1,550 8,700 | 1,550 5 For Auminium
10 8,700 | 1,620 2,000 400 5,500 | 1,350 5500 | 1,550 5,500 | 1,550 j 5%
5
<thAHE Depth of Cut> ae=0.05R Zﬂ!‘sﬁﬁ
pE2H B
1KBMIEIAZ CERTEL,
2 ERHIDIBE R OIERE - X0 BEAS0NEECTEATE L, 283
SBHEAOB2E0, Fv v EEREOBDETERTE. Sare 2Fute
4BRRRICED, BEHEE - £ REOBRESTEOTFEL, RESY
’;‘.?:tci’im\ling, water-soluble fluids are recommended. Square Mutti
2.When dry milling, decrease the speed and feed by 50%. ’\
3.Select the machine which has enough power and rigidness. éf l\'f
Use the chucking holder with sufficient precision and grasping force. z AR
4. Apply the appropriate cutting condition according to your machining High Helix
condition and work-piece material. i =
J 59479
I; Roughing
b =i
IVR
T Ball Nose
L.
%) Corner Radius
D ke
S
[0 Combination
o 7R
Qo
m For Aluminium
3
o F-&f
5 For Key Way
o
MTA

For Special
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iRF
Square

M

AYyIA
High Helix
57479
Roughing
A=
IVR

Ball Nose

J-7R

Corner Radius

7I=H
For Aluminium

1%
LA

For Special

(VIER E T

iMA
283
Saquare 2Flute
piliESY

Sauare Multi

M

WIS
High Helix
57479
Roughing
K=l
IVER

Ball Nose
J-7R
Corner Radius
Tk
Az
Combination
7IZR
For Aluminium
¥R
For Key Way

Tk
IA

For Special

BEIY RS/ PIVZRAYU-X

S r\! HER

IVRI)EEREH P24 DLI—F+1VJ P168
End Mill Selection Chart DL-Coating
) ) S
ez | -0.03 | 45° |EVHF [EEED)
HBE 7 L= 2Ky
2-Flutes Carbide for Aluminium
SHE1~25  5HE3~20 E — = h
o EX I URAICKDYHBEERNNE L, Fy TRy MHILWA, PILINIICRETT.
®Lxcellent for aluminium milling by enlarging tip pocket and high helix angle for reducing cutting resistance.
D=0 |®7Vs| TMIZOLEE  |TI3HER
%Eﬁ Aluminium Aluminium Alloys Cast Iron Copper Plastic
Mg-Si%k [ Ma% |[Zn-Mg% | Aluminium Alloys
Work-Material 4
Selection Chart © ‘ © ‘ © ‘ ‘ ‘
VAN:2GCAL « 4 Tniemm

SIINN pu3 8pigled

—
-

N7\ HXNA

—
-

SN pu3 [e81s peads ysiH

R

Overall
Length

PALE: e

Shank
Diameter

Diameter

1 3 40 4 [
1.5 4 40 4 [ J
2 6 40 4 [
2.5 8 40 4 [
3 8 45 6 [
3.5 10 45 6 [ J
4 10 45 6 [
4.5 10 50 6 [ J
5 13 50 6 [ J
5.5 13 50 6 [ )
6 13 50 6 [
6.5 16 60 8 [ J
7 16 60 8 [ J
7.5 16 60 8 [
8 19 60 8 [ J
8.5 = 70 10 [
9 19 70 10 [
9.5 19 70 10 [
10 22 /70 10 [ J
11 22 75 12 [
12 26 75 12 [
16 32 90 16 [
18 32 100 16 [
20 38 100 20 [

CENODIRIE. GCAL2T O &CEELEEL,



Carbide End Mills / For Aluminium Series GCALZ2T

T X H . o o .
IEEUEISEYER Recommend Cutting Conditions iBtlHl siotting l
wuw | 7L FIIzOLES TIS=OLFER
Work Aluminium Alminium Alloys Cast Iron Aluminium
Vterial A1070 MgSi% A4032-AG0BT | Mg AS052 | ZnMgk A7075 AC - ADC
R | EERE | RORE | HERE | RORE | DGR | R0RE | BERE | R0RE | OHRE | RDRE

Diameter (mm)| Speed (min™) | Feed (mm/min) | Speed (min”)| Feed (mm/min) | Speed (min™')| Feed (mmimin) | Speed (min™") | Feed (mmimin) | Speed (min”)| Feed (mmimin)

1 27,500 80 7,500 20 22,500 60 22,500 60 21,500 60

3 23,200 140 5,200 30 18,000 90 18,300 100 18,000 100

4q 17,500 160 4,000 40 13,5600 130 14,000 140 13,500 140

5 14,100 160 3,200 40 10,200 130 10,800 140 10,200 140

6 12,400 160 2,700 40 9,400 130 9,700 140 9,400 140

8 9,000 160 1,900 40 6,700 140 6,300 140 6,200 140

10 6,700 150 1,600 40 5,400 140 5,400 150 5,400 150

12 5,700 150 1,300 40 4,500 130 4,500 140 4,500 140

16 4,300 140 1,000 30 3,400 120 3,400 140 3,400 140

20 3,400 140 700 30 2,100 120 2,100 140 2,100 140

<thA#E Depth of Cut> ar=D
M aa=1D

Eﬁmﬁl]%ﬁ:ﬁ Recommend Cutting Conditions

{IEYDEI side Milling

) W7 7IE=ULEE T2 =0 LEER
Work Alminium Alminium Alloys Cast Iron Alminium
Vterial A1070 MgSi% A4032-A6061 | Mg A5052 ZnMgf A7075 AC - ADC
HE | DEEE | XDRE | OHERE | XDRE | OERE | X0RE | OGRE | #DEE | OERE | XhRE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min”)| Feed (mm/min) | Speed (min”')| Feed (mmimin) | Speed (min™") | Feed (mmimin) | Speed (min”')| Feed (mminin)
1 52,000 500 | 12,000 100 40,400 400 40,800 480 40,400 360
3 34,400 840 7,800 210 26,800 540 27,200 590 26,800 590
4 26,000 980 6,000 220 20,000 770 20,800 800 20,000 800
5 21,000 980 4,800 220 15,200 770 16,000 850 15,200 800
6 18,400 980 4,000 220 14,000 770 14,400 850 14,000 800
8 13,400 | 1,000 3,000 240 10,000 800 10,000 900 10,000 840
10 10,000 | 1,000 2,400 260 8,000 840 8,000 870 8,000 870
12 8,600 950 2,000 240 6,800 770 6,800 870 6,800 840
16 6,500 950 1,600 240 5,200 750 5,200 870 5,200 800
20 5,200 950 1,200 240 3,200 750 3,200 870 3,200 800
el <tiA#E Depth of Cut> ar=0.2D
1 KBETIERZE CERT S,
2EXTHIDGEIFEELERE - EDEEZS0WIEE T HERATEL,
SEEERAIEOSZE0. Fv v REEEOBOETHER TS, @a=1.5D
AFERRRICKD. BERE - EDREOFERT>TFE W,

Notes

1.Formilling, water-soluble fluids are recommended.
2.When dry milling, decrease the speed and feed by 50%.
3.Select the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.
4.Apply the appropriate cutting condition according to your machining
condition and work-piece material.
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iRF
Square

# M

VPP

I High Helix

7 57479

I; Roughing

T
IVR

® Ball Nose

Q

=

g

)

(0]

rjn ﬁ T2

o :ll For Aluminium

=\% | um

P4 THA

For Special

nA%A
Square Multi

M

AJyI2
High Helix
57479
Roughing
K—Ib
IVER

Ball Nose

*-&R
For Key Way

R
nLA

For Special




BEIYKIN / PVEAYU—Z

IVRIEERIEE P24 DLI—F+1VY P170
End Mill Selection Chart DL-Coating

Shrink
mec| R JSSx[E:
digad | -0.03 | 45

a7 IV Am—)L (283)

Carbide for Aluminium Ball Nose(2-Flutes)

> e—

MM
Square
M
AJyIA %
S T eFUIFILORFARICED . SIBOBED & < FDBOPINFENRV S, FILINIICRETT,
39477 ~J ®Fxcellent for aluminium milling by special radius sharp for cutting chip discharge.
Roughing I:
Ul D—OR| | @7V | 7LSZULEE | TIHER
Ball Nose o %Eﬁ Aluminium Aluminium Alloys Cast Iron Copper
Mg-Si% [ Mg% [Zn-MgZ%| Aluminium Alloys
SR ] Work-Material 4
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ @ ‘ @ ‘ ‘ ‘
(0]
TIVZH ¢4
> (m Bfimm
For Aluminium :ll a VAN:GCALB *R Unit:mm
W% (78 R = oy d
IR |7 = NE N R S &

For Special

Radius Diameter Flute Overall Shank Stock

Length Length Diameter
3 6 15 80 6 []
: a4 8 20 90 8 O
i 5 10 25 100 10 0
Square 2Flute 6 '| 2 30 '| ‘| 0 '| 2 D
AESA 8 16 40 140 16 O
Square Multi ,\ 1 0 20 45 1 60 20 D
1
HigtheIix é O IFETER
57494 ”J Standard stock.
B ORISR
x = HHFTBEVEELEE L,

K= ll v Stocked by specified distributor.
IR Please contact SANKO MFG.
Ball Nose ;
e o
Corner Radius _g)
sy @
VAV 8
Combination )
FVER @

o
For Aluminium m
@0 2
For Key Way E
155% )
MIH

For Special

CHENXODIRIE. GCALBE RO &CiaELEELY,
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RELIHISRER Recommend Cutting Conditions ft.EIlF Finishing I .

High Helix

57479
Roughing
R=Ib

R | OBGRE | RDRE | HEAR | RDRE | BERE | RDRE | OBRE | RDRE | HERE | ADAE IV
Radius (mm) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mm/min) { Speed (min™')| Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min”)| Feed (mmimin)
3 15,500 940 3,300 210 11,800 740 12,100 770 11,800 770 =R
4 11,300 940 2,500 230 8,400 770 8400 | 810 8,400 810 Comer Redius
5 8,400 870 2,000 250 6,700 810 6,700 840 6,700 840 7 71L38
6 7,200 870 1,600 210 5,700 740 5,700 810 5,700 810 ; =
8 5,500 810 1,300 200 4,300 670 4,300 770 4,300 770 I For A
10 4,300 810 1,000 200 2,700 670 2,700 | 770 2,700 770 7 | 45k
2a=0.05R g yslmﬁ
<thiA#E Depth of Cut> ' -
5 ;
AKGAIEEEE SRR T, 283
2 HRYBIDBEEERE - XD REZL50%EE CTHERATEL, Sauare 2Fiute
SHEWEAEDHDHD, FvvIRBEREDDLDEHERTIL. ey
AFARRICKD, EERRE - XD REDREZITOTTIEL.
N .
1 .%Bi?ni\\ing, water-soluble fluids are recommended. I\ Sauere Muid
2.When dry milling, decrease the speed and feed by 50%. 4 I
3.Select the machine which has enough power and rigidness. z Al ,yaz
Use the chucking holder with sufficient precision and grasping force. M
4. Apply the appropriate cutting condition according to your machining I 8
condition and work-piece material. y 574’/5
I; Roughing
b =i
IVR
T Ball Nose
L.
%) Corner Radius
D ke
S
[0 Combination
® IR
Qo
m For Aluminium
3
o #-isH
5 For Key Way
O A
MTA

For Special



BELY RS/ PILERAYU-X

IV RIEEKIEE P24
End Mill Selection Chart

T e 8 L
-0.02| 30° JEVAHR

‘e IV A TRH

1-Flute Carbide for Aluminium

) e —

A

Square

M

WP)S %

High Helix — e _ R -

s T OTLIHMENI - PILIUyVNTICRECTT.

IJ“ ®Fspecially for aluminium parts and aluminum sash.

Roughing a

ISl D—JR |®7LS | TLIZoLAE | TI3ESR

Ball Nose %Eﬁ Aluminium Aluminium Alloys Cast Iron Copper
Mo-Si%k [ Mg%k [Zn-Mg%| Aluminium Alloys

s o) [

Corner Radius

Selection Chart ‘ © ‘ © ‘ © ‘ © ‘ ‘ ‘

VAN:1GCAL - HZ T,
HE IR | MR | BR £R W& | 947

For Aluminium

%
IA

S||IIN pu3 8plgied

QU ANI—LUVN

— Diameter Flute Under Neck Neck Overall Shank
Length Length Diameter Length Diameter
4 12 22 3.5 60 6 1 *
. 6 16 26 5.5 80 6 X2 *
i 8 20 40 7 90 8 BE *
Sare 2Fute 10 22 42 9 100 10 X2 %
REZ 12 25 45 11 100 12 &2 *
jiire Muti {f\
o EEMER
QU"}’?‘ A Standard stock.
igh Helix I
57499 YV O 4ERIEEEER
N LHETHEVAE S,
Roughing E Stocked by specified distributor.
mT"I "I Please contact SANKO MFG.
I * - {EERC D KBRS
all Nose C A .
— s soon as stock disappears,
J=-9R U:IJI_ stop producing.
Corner Radius ()]
V&EY, b
J)k4=S
- 8
Combination [0
7IWEE ©
o
For Aluminium m
@ 2
For Key Way S
155% )
MNIA
For Special

CANODIRIE. GCALIT O &caeLEEL,
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|
|
25 i 25
] &R . &TE
Bl ~ 3 12 T8
|
10° }
T im - it
et SO [ mE e N iz
: - i -
BE | BE
|

EHELIHISR(HER Recommend Cutting Conditions {IELDE Side Miling Ny

High Helix

57479

Roughing

K=l

BERE | ZORE | HEGRE | EORE | BERR | ADEE | DERE | ZDEE | HGEE | EDEE I

Dlameter (mm) Speed (min”)| Feed (mmimin) | Speed (min”)| Feed (mmimin) | Speed (min™")| Feed (mm/min) | Speed (min”)| Feed (mmimin) | Speed (min™')| Feed (mmimin)

4 32,500 | 560 7,600 260 25,000 | 440 26,000 | 460 25,000 460 1-7R

6 23,000 | 560 5,000 260 17,500 | 440 18,000 | 460 17,500 460 Comer Radius
8 16,750 | 560 3,750 280 12,5600 | 460 12,500 | 480 12,500 480 g,
10 12,500 | 520 3,000 300 10,000 | 480 10,000 | 500 10,000 500 5

12 10,750 | 520 2,500 260 8,500 | 440 8,500 ] 480 8,500 480 g o Auriniam
>

<thA#E Depth of Cut> ar=0.2D j it
T 3 |

—[aa='| .5D

b=
1 KBMLIELMZ CERTEL. il
2HEMIBIEDDZED. FvvIFEBEEODDZEERTE, 23
SFERRRICKD . EERRE - XD REDREZT> TS, Souare 2Flute
Notes
1.Formilling, water-soluble fluids are recommended. ‘u‘lﬂi&'ﬂ
2.Select the machine which has enough power and rigidness. :
Use the chucking holder with sufficient precision and grasping force. N Sauare Mutti
3.Apply the appropriate cutting condition according to your machining
condition and work-piece material. ‘f IH
2
I gl
]{ 57479
~ Roughing
= iy
b w=lL
IVE
:_|; Ball Nose
(1[0} =
R 3-3R
%) Corner Radius
D
S
Q Combination
o 7I=H
o
gl For Aluminium
o #&A
S_ For Key Way
I
IHA

For Special



