186 e DL R = DO

IV RS EEXEH P25 PPEeet Y P21cy
End Mill Selection Chart Non-Coating
H5Co [[AX-[XXX| PP
- S0s| 30 levnk

PI—F«4J2AY a— kA

P-Coating 2-Flutes Short

e —————

A
Square
M‘y B OPI—T AV JICKDRETBE - MEFMECBNTLET,
G B oft ENITRADKRANIVRIIVTT,
5744 5 ® Employs P-coating for High wear resistance and Flat smoothness.
. S O Sujtable for finishing work for 2-Flutes.

Roughing L
VN D—U% | xRS (SEISE77U\-F8 AFUE| G% REH 738
Ball Nose ﬂaiﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels Aluminium

0 = Steels Tool Steels Steels Steels (35HRC) [ (40HRC) Alloys
SR Work-Material
PR Selection Chart ‘ @) @) O ‘

[0)
PR m s

p .mm

For Aluminium a VAN:EPVS ° ﬂé %ﬁt:mm
155k S 4 ,
fitm = NE R S &

For Special

Diameter Overall Shank Stock
Length Diameter

3 8 50 6 o
: 3.5 8 60 [)
i 4 8 60 8 o
Square 2Flute 4.5 10 60 8 .
nEsA B 5 10 60 8 o
Square Mutti ’\ 5.5 ] 2 60 8 .
M 4 6 12 60 8 [ ]
e A 6.5 15 65 10 °
— 7 15 65 10 o
B & 7.5 15 65 10 o
— 8 15 65 10 o
TR 8.5 20 75 10 o
Balltoss T 9 20 75 10 o
R 8 9.5 20 75 10 [
onerfedis O 10 20 75 10 o
L 10.5 22 85 12 [

. 11 22 85 12 o

NEE & 11.5 22 85 12 o
S % 12 22 85 12 [ ]
$=38 2 12.5 26 90 12 o
N = 13 26 90 12 0
— 13.5 26 90 12 o
N 14 35 95 16 o
For e 14.5 35 95 16 o
15 40 100 16 o




High Speed Steel End Mills / Square 2Flute Series P-VS2T Bk=¥4

NEXT coeoee :)
B{I'mm G
Unit:mm Square
lz /z ﬂ M
B2 2R 2 48 B Y
Diameter Overall Shank Stock EE e
Length Diameter IJ‘ 37497
15.5 40 100 16 o .
16 40 100 16 [ ) IR
16.5 40 100 16 O o
17 40 110 20 O g
17.5 40 110 20 [ 3
18 40 110 20 [ ) m 7R
1 85 40 ] ] O 20 . o For Aluminium
19 45 115 20 0 S un
19.5 45 115 20 O T
20 45 115 20 [ )
20.5 45 115 20 [ )
21 45 115 20 [
22 45 115 20 [ T
23 50 130 25 [ ) oMI%
24 50 130 25 . Square 2Flute
25 50 130 25 o 7 KiliE?)
26 50 ] 30 25 . ’\ Square Multi
27 55 135 25 [ ) 4 I\I4
28 55 135 25 o £
29 55 135 25 o T
30 55 135 25 [ ] N _
E Roughing
v &=
@ ZEEER IR
Standard stock. ac Ball Nose
SRS £
BHFETHBHVEELLEEL. O
Stocked by specified distributor. 8
Please contact SANKO MFG. 8
a
8 7IZH
IT.I For Aluminium
2 ##R
5 For Key Way
o
MmIA

For Special

CENODRIE, P-VS2T O &CHEELIEEL,



=GR MRV RS/ iRA2EAYU-X

I RSLBEREH P25 Pma e P21cy
End Mill Selection Chart Non-Coating

P-VS2T

PI—F«4J2AY a— kA

P-Coating 2-Flutes Short

H5Co [[AX-[XXX| PP
-0.03| 30° |[EVAR

iRF
Square
M 3 w . o u .
Ay % EEYIHISRER Recommend Cutting Conditions athAl siotting I
I8 eliX
- . I = K =~ - =
sn 5 [ gy |BERE - REdE | 887U\ (BRI B8 |7V3DLAR|  HEW
. B | Work | MidStees - Carbon Steels Tool Steels Aloy Steels - Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Aoghine S | Material Pre-hardened Steels Stainless Steels
w=Jp S5400+S50C | SKDB1-NAKES |SCM-SKD11-5US304]  FC200 A2024-AS052 |  (40HRC)
S0 U WE | pERE|#hRE | DhRE| 0RE | DERE| RDRE | DERE| ADRE | DERE| ADRE | BEEE|EDEE
8 Diameter (mm)| Speed (min’) | Feed (mmimin) | Speed (min)| Feed (mmimin) | Speed (min")  Feed (mmiin) | Speed (min")| Feed (mmimin) | Speed (min") | Feed (mmfnin)| Speed (min)| Feed (mmimin)
I=7R > 3 4,670 75 4,620 85 3,640 80 6670 | 165 |17,200| 430 2,660 40
ComerRads @ 4 3,500 90 3470 100 2,730 90 5000 | 165 |12,900| 430 2,000 45
v ® 5 2,800 105 2,780 100 2,180 90 4000 | 175 10,320 | 450 1,600 50
B I':,I'I 6 2,370 115 2320 | 105 1,820 | 100 3320 | 175 8580 | 470 1,330 60
ForAmnim Q. 8 1,690 115 1,750 | 110 1,370 | 105 2530 | 175 6,450 | 470 1,000 60
(33 < 10 1,420 155 1,390 | 115 1,100 | 110 1,950 | 175 5000 | 470 800 60
MmIA % 12 1,190 155 1,160 | 130 910] 110 1,800 | 195 4,150 | 480 670 65
For Speci 16 850 170 870 150 680 | 120 1,350 | 235 3,150 | 550 500 70
20 680 170 690 | 150 540 120 1,070 | 235 2500 | 550 400 75
25 540 170 550 | 130 440 | 110 850 | 235 2000 | 550 320 70
30 450 155 460 | 115 360 110 700 195 1,660 | 480 270 60
A <tliA#2 Depth of Cut> ar=D ar=D
_ [ =0.25D
Saqu:fgeﬁe T 2a-0.5D _laa
S - 40HRCOH
Sauare Multi ’ \
A %
Ay
H\'gtheIix %
39479 Y
_ N
Roughing E
k= b
IVER
Ball Nose ar
. o
Corner Radius _(é)
Y &Y
AV 8
Combination )
7SR @
o
For Aluminium m
@8 2
For Key Way E
155% 7]

MIH

For Special



High Speed Steel End Mills / Square 2Flute Series P-VS2T m

@ .- RETURN

3 Wy . " unr . -
EHELIHISRIHR Recommend Cutting Conditions {IEYIHEY Side Milling I
wElv | EER - Rl | TEE JU\-RVE |52l IEE AT UAE ik 7VEZULEE AEm
Work | Mid Steels - Carbon Steels Tool Steels Alloy Steels + Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardened Steels Stainless Steels

$5400 - S50C SKDB1 -NAKS5  |SCM - SKD11 - 5US304 FC200 A2024 - A5052 (40HRC)
AR | BERE | 2R | OEEE | 2hRE | DERE | xR | BERE | xhEE | OERE| xhEE | DEEE| %0
Diameter (mm)| Speed (min’) | Feed (mmimin) | Speed (min)| Feed (mmimin) | Speed (min)  Feed (mmiin) | Speed (min")| Feed (mmimin) | Speed (min") | Feed (mmfnin)| Speed (min)| Feed (mmimin)
3 6,000 90 5700 130 4,200 95 5800 | 120 |19,750| 500 3,200 50
4 4,500 110 4250 | 145 3,150 [ 105 4300| 120 (14800 | 520 2,400 65
5 3,600 120 3400 | 145 2520 | 115 3440 | 130 |11,800 (| 520 1,920 75
6 3,000 140 2850 [ 145 2100 115 2900 | 130 9880 | 550 1,600 75
8 2,250 160 2,150 [ 160 1600 120 2200 | 150 7410 | 550 1,200 80
10 1,800 190 1,700 [ 175 1250 [ 130 1,760 | 170 5680 | 550 950 85
12 1,500 | 215 1,400 | 200 1,060 | 150 1450 190 4,700 [ 550 800 90
16 1,200 | 230 1,060 [ 210 800 | 155 1,100 | 200 3580 | 620 600 95
20 950 | 235 850 | 220 650 | 160 900 | 210 2840 | 620 480 100
25 720 | 220 680 | 210 520 | 155 720 | 200 2280 | 600 380 90
30 600 | 200 570 | 200 430 | 145 600 [ 190 1,900 | 550 320 80
<tiA#+2 Depth of Cut> ar=0.1D
aa=1.5D
AR

1 BRISAIEDSDED. Fv v IEBEEDHDZECHERTE,
2BERAINRICKD., BEREE - XD EREDRBESCE2TTFEL,
3.9—5 Y MEBHIMICB LI B DZEBRTTEL,

Notes

1.Select the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.

2.Apply the appropriate cutting condition according to your machining condition
and work-piece material.

3.Select the suitable coolant for the work-piece material.

<7\ HFEE

SIIIN pu3 epigien

—
-

M7ZHXNA

S—
<

SN pu3 1981S peads UsiH

iRF
Square

M

AJyIA
High Helix
57499
Roughing
=1L
IVR

Ball Nose
J-7R
Comer Radius
7IVZH
For Aluminium

%
LA

For Special

i)
283

Square 2Flute

 ELES

Sauare Muli

M

AJyI2
High Helix
57479
Roughing

S 4
IR

Ball Nose
J-7R
Corner Radius

Y| ]
9179

Combination
7R
For Aluminium
*—i&H
For Key Way

R
MIA

For Special



100 I DL R = D

IvRILEERES P24 PREmat Peocﬂ
End Mill Selection Chart Non-Coating
STEC
&fnx —003 30 35

S(TICN) d—F 4 VI I AT vHI2KAY 3— T $05~26 $2.7~30

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2-Flutes Short 30 |:J73|~

$31~40

ol | %@05~29  423~40
Square
I OBEE/\ARICSI—F « VUERLTBDET,
W e - filE - BT SRR BRTEET.
59494 5 ®(ligh grade powder metallurgy HSS with S-Coating.
€ ® (Covering for wide range of processing,as slotting,side milling and drillig.
Roughing L
NI D—JR| | mEE |S28IE7)I\-FVE A7ULAE AR 7IIBE FYUEE
Ball Nose a %Eﬁ %?rb?n A¥Oylsst$e|?‘ Pregtardlened Stsiinlel;ss Hardened Steels AllArlr;in|um TLt\ﬂmum
gels 00l Steels eels eels 35HRC) [ (40HRC) | (45HRC oys oys
SRELR ) Work-Material
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ O ‘ O ‘ O
[0)
PR m N
Bfiz:mm
For Aluminium g_ VAN:ESS ° 9*& Urlﬁt:mm
155k S IR /54
fitm = NE R S &

For Special

Diameter Overall Shank Stock
Length Diameter

0.5 0.8 50 6 *
r 0.6 ] 50 6 s
i 0.7 1 50 6 x
Square 2Flute 0.8 '| . 3 50 6 %
RS B2 0.9 1.3 50 6 *
Square Multi ’ \ 1 2 50 6 ‘
5\\6“71 4| 1.1~1.4 2 50 6 ]
H\'gtheIix % 1.5 3.5 S0 6 .
s Yy 1.6~19 35 50 6 ]
Roughing I_: 2 5 50 6 .
= nl_21~24 5 50 6 ]
IYR 2.5 6 50 6 ()
e I 2.6~2.9 6 50 6 O
R G 3 7 50 6 °
e @1 3.1~3.4 7 50 6 O
ve D 3.5 8 60 8 L]
. 2 36~39 8 60 8 0
7SR @ 4 8 60 8 [
S ol 4-1~44 8 60 8 O
| 4.5 10 60 8 [
N 4.6~4.9 10 60 8 O
—- 5 10 60 8 [

MIH

For Special



High Speed Steel End Mills / Square 2Flute Series SS2T m

NEXT ++0e- =)
B{I'mm G
Unit:mm Square
= - g M
HE 2R e TE R
Diameter Overall Shank Stock EE ihgh H,EMT
Length Diameter I{ 37497
5.1~5.4 10 60 8 0] E e
5.5 12 60 8 ®
5.6~5.9 12 60 8 ] O
6 12 60 8 [ -
6.1~6.4 12 60 8 ] .
6.5 15 65 10 D) m
6.6~6.9 15 65 10 ] o
7 15 65 10 O S un
7.1~7.4 15 65 10 O o MNWIA
7.5 15 65 10 D)
7.6~7.9 15 65 10 ]
8 15 65 10 °
8.1~8.4 15 65 10 ] :
8.5 20 75 10 S o
8.6~8.9 20 75 10 N St e
9 20 75 10 D) v Eilies?
9.1~9.4 20 75 10 [] 7 O Sl
9.5 20 75 10 D) 4 B
9.6~9.9 20 75 10 O A el
10 20 75 12 ® o
10.1~10.4 20 75 12 N E
10.5 22 85 12 ® i
10.6~10.9 o2 85 12 N
11 22 85 12 () %
11.1~11.4 o2 85 12 N =
11.5 22 85 12 o A
11.6~11.9 22 85 12 O 0
12 22 85 12 o E
12.1~12.4 22 85 12 N e
12.5 26 90 12 [ %
12.6~12.9 26 90 12 N 3 E-am
13 26 90 12 D) = .
14 30 95 16 [ -
T

For Special

CAENDIRE, SS2T O &CEELEELY,



EEA rzIvEsL/ REEAYY-X

IV RIEERSEH P24 Pnia e P200
End Mill Selection Chart Non-Coating

2T STEC| A JExy [ax
-0.03 ] 30" | 35°

S(TICN) =« VIJIARTFvI2KAY 3— A

$0.5~2.6 $2.7~30

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2-Flutes Short 30° levAhR
#31~40
- Bfimm
Square Unit:mm
R | e SE i
— Diameter Overall Shank
97477 S Length Diameter
Roughing I:
m— ,=b 15 35 100 16 o
IVK 16 35 100 16 o
m— 17 40 110 20 )
3 18 40 110 20 o
ot 19 45 115 20 [
VA m 20 45 115 20 [
ot O 21 45 115 20 O
155 < 22 45 115 20 [
nIm @ 23 50 130 25 O
24 50 130 25 W
25 50 130 25 o
26 50 130 25 [
; 27 55 135 25 O
i 28 55 135 25 o
Square 2Flute 29 55 '| 85 25 D
g 30 55 135 25 ()
Square Multi ’\ 3 1 60 ] 45 32 D
I 4 32 60 145 32 o
i, 2 33 60 145 32 0
T, 34 60 145 32 O
B = 35 60 145 32 [)
- 36 60 145 32 O
IVE 37 65 150 32 ]
S o 38 65 150 32 O
5 39 65 150 32 0
C,é’ 40 65 150 32 ()
(0]
?, 0 IBEUESR
v 5 Standard stock.
= - EEREEEES
— L FTHHVAE 2L,
= S
i % - FEMRC 15D R
JIn:: Soon prostiomg. oreers.

For Special

CAENDEE. SS2T O ECHEELEELY,



il
283

Square 2Flute

|
1
F
4
Z
J




A rzIvE=L/ REEAYY-X

A
Square
M 2
Ay —
HithjHaelixx E
57499 )
Roughing I:
i=ll
r 3
all Nose

0O
1-3R O

g
Corner Radius Q
PVER

3
For Aluminium o
¥H S
nIm =

For Special

ifA
283

Square 2Flute

piliESY
Square Mutti ’ \
T
I\ W
H\gtheIix %
37499 Y
_ N
Roughing =
=
IVER
Ball Nose ar
. o
Corner Radius _g)
(0]
)
Q
a
JV=H o
o
For Aluminium m
@8 2
For Key Way E
155k 7

MIH

For Special

VRIVEERXEH P24 Palnrakedd

I
End Mill Selection Chart

Non-Coating

Peocy

SSeT

S(TICN) =« VIJIARTFvI2KAY 3— A

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2-Flutes Short

STEC
AR

30° |[EVAK
931~40

-0.03] 30° | 35°

$0.5~2.6 $2.7~30

S M s
ZEDEISMER Recommend Cutting Conditions iBtIHEI siotting l
[EFM@IE Application Items : SS2TM]
HE | EERE - RRE | IEE-JUN-FUE ATIVASH a4 - TEH HEH
Work Mild Steels + Carbon Steels Tool Steels Stainless Steels Alloy Steels * Tool Steels Hardened Steels
Material Pre-hardened Steels
55400 - S50C SKDB1 - NAKBS SUS304 SCM -+ SKD11 (40HRC)
NE | DERE | ADRE | OERE | ADEE | DERE | ADRE | EERE | AhEE | mERE | haEE
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mmin) | Speed (min) | Feed (mmimn) | Speed (min") | Feed (mmmin) | Speed (min”) | Feed (mmimin)
1 12,800 65 11,170 60 9,260 50 8,340 40 7,420 40
2 6,400 65 5,590 60 4,630 50 4,170 40 3,710 40
3 4,270 120 3,720 70 3,090 60 2,780 50 2,470 50
4 3,220 120 2,790 80 2,320 70 2,080 70 1,850 50
5 2,580 130 2,230 90 1,850 80 1,670 70 1,480 50
6 2,140 150 1,860 a0 1,540 80 1,390 70 1,240 50
8 1,600 160 1,400 110 1,160 90 1,040 80 930 60
10 1,290 180 1,120 110 930 90 830 80 740 70
12 1,080 180 930 110 770 90 690 80 620 80
14 910 180 800 110 660 90 600 80 530 80
15 850 180 740 110 620 90 560 80 490 80
16 810 180 700 110 580 90 520 80 460 80
18 720 170 620 110 510 90 460 80 410 80
20 640 170 560 110 460 90 420 80 370 80
22 580 150 510 a0 420 80 380 70 340 70
24 530 140 470 90 390 70 350 70 310 70
25 510 130 450 80 370 70 330 70 300 60
26 490 130 430 80 360 70 320 60 290 60
28 450 120 400 70 330 60 300 60 260 60
30 420 110 370 70 310 60 280 60 250 60
35 360 95 320 60 260 50 240 50 210 50
40 315 85 280 50 230 50 210 50 190 40
<thA#E Depth of Cut> ar=D

7 aa-0.5D




High Speed Steel End Mills / Square 2Flute Series SS2T m
® ------RETURN

iNF
Square
R 2 . _ s . e
IFEDHISRFR Recommend Cutting Conditions fIEYEI side Miling I % Nisoa
I o _ . T  HienHeix
[ERGE Application Items : SS2TM « SS2TL] ‘J 594%%
WY | BERE - rEE TE§: 27U TV~ A%H - TE8 HEE B e
Work Mild Steels - Carbon Steels , Tool Steels Alloy Steels * Tool Steels Hardened Steels ,T, H=Jb
Material Stainless Steels * Pre-hardened Steels T K
S5400 - S50C SKDB1 + SUS304 « NAKSS SCM - SKD11 (40HRC) b Ba”/NOSE
WE | EEEE | @0AE | HEAE | w0EE | BEAE | #0BEE | BEAE | BOEE |0 ...
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mm/min) | Speed (min) | Feed (mmiin) | Speed (min”) | Feed (mminin) | &
3 5,340 140 3,970 120 3,660 110 2,860 80 % Comer Radius
4 4,000 180 3,000 130 2,740 120 2,150 80 m 7IVZH
5 3,200 190 2,400 130 2,190 120 1,720 80 g_ -
6 2,670 190 1,980 130 1,830 120 1,430 90 - RIEA NN
8 2,000 240 1,480 130 1,370 120 1,070 90 = R
10 1,600 250 1,200 150 1,090 130 860 90 n gJHSIFF
12 1,330 250 990 150 910 140 720 90 —
14 1,140 260 850 150 780 130 610 90
15 1,070 230 790 150 730 130 570 90
16 1,000 230 750 150 690 130 540 90
18 890 230 660 140 610 120 480 90
20 800 210 600 140 540 120 430 90 A
22 730 190 550 120 500 110 390 80 283
24 670 170 500 110 460 100 360 70 ELEL)
25 640 170 480 110 440 90 340 70 , BiliES
26 620 160 460 100 430 90 330 70 S
28 570 150 430 100 400 80 310 60 L —
30 530 140 400 90 370 80 290 60 14 /\;f ‘
35 460 120 340 80 320 70 250 50 A quh{g&
40 400 100 300 70 280 60 210 40 I = 2
Y 37479
<tiA#E Depth of Cut> ar=0.1D S
E Roughing
ae150 WV E;'tl:
aE Ball Nose
L
_g’ Comer Radius
(0]
e i
1 EMIEANEDH DD, FrvIFEREDDDZECHERTEL. %
2EARRICED, EEEE - EDREOFABESTHOTTEL, oF =
3.9—5 MEBEMICELIEBDESRBUTE L, (0] 7IZH
4.0VIRETEADES. BERE - EDREES0BUTICLTTEW, o
5.0V5RF, BIEICEELEE . m  ForAuminim
Notes ) ) B *-ER
1.Select the machine which has enough power and rigidness. Q R
Use the chucking holder With sufficient preciswpn and grasping force. v g :
2.Apply the appropriate cutting condition according to your machining condition = For Key Wey
and work-piece material. a

3.Select the most suitable coolant for the work-piece material
4.Decrease the Speed and feed by 50% or move, if you need to use long-flute endmills. DﬂIﬁi
5.Long-flute endmill are not recommended for slotting process. For Special



196 ICEE DL IR L= D

BRI P194 ESXSE VoL AV M 0T VY peoe)
Recommend Cutting Conditions End Mill Selection Chart Non-Coating

STEC ISKK x| P
oz 35° |evak

S(TICN) O—F«4 VI IART v I28ALF15H

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2-Flutes Medium

| SR —

iRF
Square
I OERHE/\ARICST—F 1 VI EMLTHDFT.
VLR eLFISHEDLS, BLEMITHTETTY,
59494 EE ®/{igh grade powder metallurgy HSS with S-Coating.

ﬁ ®(apable of a wide range of machining operations thanks to its reqular flute length.
Roughing L
VN D—JRl | kel |aeEIEE7\-K8 2708 e =AM -
Ball Nose a %Eﬁ %arb?n AMISSteelT‘ Pre-gardtliened Stéainlel;ss Hardened Steels AllArlr;inium TLt\ﬂnium

teels 00l Steels teels teels 35HRC) [ (40HRC) [ (45HRC oys oys

SRELR ) Work-Material
. Bkl o o o | | |o0|®|0 O O
T VAN:2SSM - #{Z Unit:mm
155% S 4 4
fitm = NE R S &

For Special

Diameter Overall Shank Stock
Length Diameter

3 10 60 6 [ )

: 3.5 12 65 6 °
i 4 12 65 6 °
Square 2Flute 4.5 15 B85 6 .
egy 5 15 65 6 O
Square Mutti ’\ 5.5 1 5 65 6 .
f\\;j o 4 6 15 65 6 [ ]
ol 2 6.5 20 75 8 o
599 7 20 75 8 o
B = 7.5 20 75 8 D
— 8 20 75 8 °
IVER 8.5 25 85 10 [
Ball Nose ; 9 o5 85 10 .
R 9.5 25 85 10 ®
Comer Redius _g) 10 25 85 10 )
® 10.5 30 100 12 L J

. 11 30 100 12 ®

7VSE @ 11.5 30 100 12 [ )
For Aluminium % 1 2 30 1 OO 1 2 .
@R 2 12.5 35 110 12 °
B = 13 35 110 12 [ )
o, = 13.5 40 115 16 L

MIH

For Special



High Speed Steel End Mills / Square 2Flute Series SS2TM

BfT:mm o
Unit:mm Square
I 0574 i M
NE 2R e fE B A\UvR
Diameter Overall Shank Stock I I-_hgh H~el|>‘<‘
Length Diameter IJ‘ 37497
14 40 115 16 o .
145 45 120 16 o TR
15 45 120 16 O e
15.5 45 120 16 o g 7R
16 45 120 16 ° B e
16.5 50 125 16 O m 7hIA
17 50 125 16 [ Q. puminim
175 50 125 16 O S um
18 50 125 16 O T
18.5 55 130 20 O
19 55 130 20 O
19.5 55 130 20 O
20 55 130 20 ®

ifA
2A
Square 2Flute

0 [BEEES

Standard stock. A eS|
(-5 EIEEEER N Square Mutti
BHFTBEVGELREL, « I
Stocked by specified distributor. 74 AYyyR
Please contact SANKO MFG. I High Helix
7 59479
N .
=~ Roughing
&=
IVER
aE Ball Nose
L
_g’ Corner Radius
o
0]
)
&
o 7ZI=H
o
m For Aluminium
2
o +-iEH
5 For Key Way
T
NIA
For Special

CENODIRIE, 8S2TM O &CEELEEL,



198 BT DL IR = DO

BRI P194 ESXSE VoL AV M 0T VY peoa)
Recommend Cutting Conditions End Mill Selection Chart Non-Coating

ETL sTEC| BV [xxx| PP
-0.03 | 35 |EVAR

S(TICN) —F«VJIARFwo28AAAVITH

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2-Flutes Long.

P — _I

A
Square
I, @ SEEBF \ARISI—F 1 Y IEBLTBDET.
e B eOVIARDIY., BLVAIEMNIWRE I IOEEET T,
57494 EE ®High grade powder metallurgy HSS with S-Coating.
o i ® | onger flute length endmill for side milling and suitable for deep pocket milling.
VN D—U% | REE (428188701 F8 A7V AEH 7IiEg|Fyvas
Sl EER | G| TS | e | S ARG oRRO G| Moy | Ao
SN Work-Material
PR Selection Chart @) ‘ © ‘ @) ‘ © ‘ ‘ (@) ‘ © ‘ O ‘ O ‘ O
wuvn o VAN:2SSL - AEX AR Unit:mm

<
e - 2R i £
— Diameter Overall Shank Stock

Length Diameter
3 15 55 6 [ ]

z 4 20 60 [ ]
i 5 25 65 6 o
Square 2Flute 6 2 5 6 5 6 .
e o 40 80 6 [ ]
Sauare Mult ’ \ 7 35 80 8 D
I 4 8 35 80 8 [ )
AL 2 9 45 95 10 O
5 Y 10 45 95 10 [ ]
e B[ 55 10 E _
. 2 55 110 12 °
— 13 55 115 12 L]
R G 14 55 115 12 O
Lz L %) 15 65 130 16 (]

2 16 65 130 16 [ ]

. 80 145 16 ®
7SE @ 17 65 130 16 []
_— % 18 65 130 16 O
$EE 2 19 75 150 20 L]
For Key Way E
155k 7
NI

For Special

CAXNDIEF. SS2TL OXARO ETHEELFEELY,



High Speed Steel End Mills / Square 2Flute Series SS2TL m

BfT:mm o

Unit:mm Square
SiE 2R i i3 B
Diameter Overall Shank Stock I F_"gh H,e“X“
Length Diameter IJ‘ 39477
60 135 20 O .
20 75 150 20 ° IR
100 175 20 ° C —
22 75 150 20 O g 7R
25 90 170 25 0 B s
20 90 170 25 D) m 7HsR
105 185 25 [ ) Qo puminim

35 105 190 32 D) S un
40 105 190 32 O o MNWIA

@ - {REEER

Standard stock.

- HeEEEER
LHFTBHVEE L,

Stocked by specified distributor.
Please contact SANKO MFG.

i)
283

Square 2Flute

5 BEES)

’ \ Sauare Muli
{ M

I\ "
é HigtheIix
7 59479
N .
~ Roughing
| TR o

IVER
aE Ball Nose
L
_g’ Corner Radius
D kv
2w
W) Combination
i
o
m For Aluminium
a2 ¥
E For Key Way
0 %

NIA

For Special



200 I VLR = D

IVRIEEREE P24 SI—F+V9 P190
End Mill Selection Chart S-Coating

STEC
ﬁﬁ _0.03 30
— - 905~2.6 ¢27~3o ¢31~4o
IRATyI28AY 3— KA
High Grade Powder Metallurgy H.S.S 2-Flutes Short J7J|~

S

ol | 4205~29  4E3~40 = mE — =
Square
I @ SEEHE) A RERALTVET,
L B eE - fIE - RBIIMIEERLGERTERT,
57494 EE ®(ligh grade powder metallurgy HSS material.
b ® (Covering for wide range of processing,as slotting,side milling and drillig.
Roughing I:
N D—JR | XA |ASHTEHE - KE AFVUAE it 7VREE\FYUaE
Ball Nose a %Eﬁ %arb?n AMISSteelT‘ Pre-sr'lardlened Sts?inlel:ss Hardened Steels AllArlr;in|um TLt\ﬂmum
teels 00l Steels feels teels 35HRC) [ (40HRC oys oys
SR Work-Material
Corner Radius g Selection Chart ‘ O ‘ O ‘ ‘ O ‘ O
(0]
PR m N
4 E{:mm
For Aluminium g_ VAN:EST ° ﬂé Urlﬁt:mm
155% S IR /54
fitm = NE R S &

For Special Diameter Overall Shank Stock

Length Diameter

0.5 0.8 50 6 %
v . 0.6 1 50 6 *
2 B 0.7 1 50 6 *
Square 2Flute 71_ 0.8 1.3 50 6 i
pLiE Sy g 0.9 1.3 50 6 *
Sauare Multi g ’\ 1 2 50 6 .
Iq 4 1.1~1.4 2 50 6 []
i, 2 1.5 35 50 6 %)
S Y 1.6~1.9 3.5 50 6 []
Roughing I: 2 5 50 6 .
- E 2.1~2.4 5 50 6 []
IVK 2.5 6 50 6 O
Ball Nose ; 26~29 6 50 6 D
R § 3 7 50 6 O
Comer Radius _g) 3.1~3.4 7 50 6 []
THE) 8 3.5 8 60 8 o
il || 3.6~3.9 8 60 8 O
v 'C'CB" 4q 8 60 8 [ ]
= 4.1~4.4 8 60 8 []

For Aluminium m
—a! 4.5 10 60 8 o
For Key Way S 4.6~4.9 ] O 60 8 D
o = 5 10 60 8 [ ]

MIH

For Special



High Speed Steel End Mills / Square 2Flute Series STEC2T @

NEXT ++0e- =)
B{I'mm G
Unit:mm Square
5z oK 2 s N
Diameter Overall Shank Stock EE F_hth,e“f
Length Diameter I{ 37497
5.1~5.4 10 60 8 0] E e
5.5 12 60 8 ®
5.6~5.9 12 60 8 ] O
6 12 60 8 D) -
6.1~6.4 12 60 8 ] .
6.5 15 65 10 D) m
6.6~6.9 15 65 10 ] o
7 15 65 10 O S un
7.1~7.4 15 65 10 O o MNWIA
7.5 15 65 10 D)
7.6~7.9 15 65 10 ]
8 15 65 10 °
8.1~8.4 15 65 10 ] :
8.5 20 75 10 S A 585
8.6~8.9 20 75 10 N [ Sosre e
g 20 75 10 o 1| RS
9.1~9.4 20 75 10 [] I 7 | Souare Mt
9.5 20 75 10 D) 4 B
9.6~9.9 20 75 10 O A el
10 20 75 12 ® o
10.1~10.4 20 75 12 N E
10.5 22 85 12 ® i
10.6~10.9 o2 85 12 N
11 22 85 12 () %
11.1~11.4 o2 85 12 O 3
11.5 22 85 12 o A
11.6~11.9 22 85 12 O 0
12 22 85 12 o E
12.1~12.4 PP 85 12 N o
12.5 26 90 12 [ %
12.6~12.9 26 90 12 N 3 E-am
13 26 90 12 D) = .
14 30 95 16 [ -
LA

For Special

CAENODIRIE, STEC2T O &CEELEE,



202 B E VLR = D

IVRIEEREE P24 SI—F+V9 P190
End Mill Selection Chart S-Coating

STEC
ﬁﬁ _0.03 30 35 30
— ~ $0.5~2.6 $2.7~30 ¢31~40
IRATyI28AY 3— KA
High Grade Powder Metallurgy H.S.S 2-Flutes Short J73|~

o B{T:mm
Square Unit:mm
G E T £35 i iz
m— Diameter Overall Shank Stock
9y Length Diameter
Roughing I:
_— 15 35 100 16 [
IVEK 16 35 100 16 [
— 17 40 110 20 o
3 18 40 110 20 o
g 19 45 115 20 [
VA m 20 45 115 20 [
Erhuriin 8 21 45 115 20 O
= I 22 45 115 20 o
nIm @ 23 50 130 25 O
24 50 130 25 O
25 50 130 25 [
26 50 130 25 O
TR 27 55 135 25 O
oK1 B 28 55 135 25 o
Square 2Flute 71- 29 5 5 '| 35 2 5 D
AEST| « 30 B5 135 25 (]
Square Multi g ’\ 31 60 ]45 32 D
M A4 32 60 145 32 )
i, 2 33 60 145 32 0
59 34 60 145 32 O
B & 35 60 145 32 o
. = 36 60 145 32 O
'}J“I:‘ 5 37 65 150 32 O
— 0% 38 65 150 32 O
3] 39 65 150 32 O
‘é’ 40 65 150 32 o
(0]
3 0 ISEEES
v 5 Standard stock.
B - - HEREETERS
° m BRFTHBEVEELEE L
@8 2 e huter
i % s MR 15D RSB
LA Coon prostiomg. oorPeers.

For Special

CENDREIF. STEC2T O &TRELEEL,



il
283

Square 2Flute




BN \rzIvESIL/ RERHAYY—X

iRF
Square
M 2
AUy -
HithjHaelixx E
57499 )
Roughing I:
K=
E
all Nose
0O
1-3R O
g
Corner Radius Q
PVER
3
For Aluminium o
¥H S
nIm =

For Special

ifA
283

Square 2Flute

FiLE S

QUAMI—UVUN

Square Mutti ’ \
T
AUy
High Helix %
37499 Y
_ N
Roughing =
= I
IVER
Ball Nose ar
. o
Corner Radius _g)
(0]
)
Q
2,
JV=H o
o
For Aluminium m
@8 2
For Key Way E
155k 7

MIH

For Special

IVRIERERIEE P24 SI1—F«v9
End Mill Selection Chart

S-Coating

STEC2T

IATFyI28AY a—A

High Grade Powder Metallurgy H.S.S 2-Flutes Short

P190

STEC
Bl

EVAF

ITTN EEXV VRN AN
-003] 30° | 35° | 30°

$0.5~2.6 ¢2.7~30 ¢31~40

I 2] s
IZHELNHISRSFR Recommend Cutting Conditions iBtlHEl Slotting I
[{BR&E Application Items : STEC2TM]
wElt | BER# - xFE | IE8 - JU\-FUE ATIVAH a&H - TEH HEH
Work | Mild Steels + Carbon Steels Tool Steels Stainless Steels Alloy Steels * Tool Steels Hardened Steels
Material Pre-hardened Steels
S5400 - S50C SKD61 + NAKSS SUS304 SCM - SKD11 (40HRC)
HE | DERE | ADEE | DERE | ADEE | DERE | ADEE | OEEE | ADRE | EEEE | #hEE
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimn) | Speed (min") | Feed (mmini)
1 8,550 45 6,360 30 5,400 27 4,770 24 3,500 18
2 4270 45 3,180 30 2,700 27 2,380 24 1,750 18
3 2,850 80 2,120 40 1,800 35 1,590 30 1,170 20
4 2,150 85 1,590 50 1,350 45 1,200 40 875 25
5 1,720 a0 1,270 55 1,080 50 955 40 700 25
6 1,430 100 1,060 55 900 50 800 40 580 25
7 1,230 100 910 60 770 50 680 45 500 25
8 1,070 110 800 65 675 515 600 50 440 30
9 1,000 115 710 65 600 55 530 50 390 30
10 860 120 640 65 540 55 480 50 350 35
11 780 120 580 65 490 55 435 50 320 35
12 720 120 530 65 450 515 400 50 290 40
13 660 120 490 65 415 55 365 50 270 40
14 610 120 455 65 385 515 340 50 250 40
15 570 120 425 65 360 55 320 50 235 40
16 540 120 400 65 340 515 300 50 220 40
17 510 115 375 65 320 55 280 50 205 40
18 480 115 355 65 300 515 265 50 195 40
19 450 115 335 65 285 55 250 50 185 40
20 430 115 320 65 270 515 240 50 175 40
25 340 90 260 55 220 45 190 40 140 35
30 290 80 210 45 180 &5 160 35 115 30
35 250 70 180 35 150 30 140 30 100 25
40 220 60 160 85 135 30 120 25 90 20
<thAHE Depth of Cut> ar=D
I as=0.5D




High Speed Steel End Mills / Square 2Flute Series STEC2T @
@ ---+--RETURN

A
Square
iy ) . . s . oy }\'f
EELIHISEHR Recommend Cutting Conditions {IEEDEI Side Milling l % Ay
o o . . T igh Helix
[BFmTE Application Items : STEC2TM « STEC2TL] T
Wl BERE - kR I8 A7VA8 TUN-RVE a8 T8 e B oueioe
Work Mild Steels + Carbon Steels , Tool Stegls Alloy Steels - Tool Steels Hardened Steels L .
Material Stainless Steels + Pre-hardened Steels ] gt 4
55400 - S50C SKD61 + SUS304 - NAKE5 SCM - SKD11 (40HRC) 5 é'a:”JNDL‘e
R | EEER | EDRE | OERE | XDER | DERE | XDRR | EEEK | EDRE |4
Diameter (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mminin) &
3 3,530 110 3,070 110 2,440 90 1,870 50 % Comer Redics
4 2,650 120 2,300 120 1,830 90 1,400 50 m 7B
5 2,120 130 1,840 120 1,460 90 1,120 60 8.
6 1,770 130 1,530 120 1,220 90 930 70 - For Alurinium
7 1,510 130 1,310 120 1,045 90 800 70 = %
8 1,320 160 1,150 120 915 90 700 70 o MIA
9 1,180 160 1,020 130 815 100 620 70 e
10 1,060 170 920 130 730 100 560 70
11 960 170 840 130 665 100 510 70
12 880 170 770 140 610 110 470 70
13 820 170 710 130 560 100 430 70
14 760 170 660 130 520 100 400 70 7 i
15 710 160 610 130 490 100 370 70 5 283
16 660 160 570 130 460 100 350 70 [ 5ers 2Aite
17 620 160 540 130 430 100 330 70 AR S
18 590 150 510 120 410 90 310 70 é
19 560 150 480 120 385 90 290 70 J\ i
20 530 140 460 120 365 90 280 70 4 M
25 420 110 370 90 290 70 220 50 A ?Uh‘yfl_z
30 350 S0 310 80 240 60 190 50 B
35 300 80 260 70 210 50 160 40 7 57477
40 260 70 230 60 180 45 140 30 || N
<tJiA#E Depth of Cut> ar=0.1D IT; k=L
IVR
aE Ball Nose
aa=1.5D Ug- 1-4R
_g’ Corner Radius
D
- (0]
P a
1 BWERIMEDS 2D, FvvIkEREDHDZETFERTEL, ()]
29—V NIWHIMISEL b DZEHEV T L, 6 7I=H
3.0VINZECHEADEE. BEEE - ZDREZS0%UTICLTTEL, o
4.0V, BIHICEHELERA. T For Aluminium
m
Notes S
1.Select the machine which has enough power and rigidness. o *—%m
Use the chucking holder with sufficient precision and grasping force.
2.Select the most suitable coolant for the work-piece material. S For Key Way
3.Decrease the Speed and feed by 50% or move, if you need to use long-flute endmills. =
4.Long-flute endmill are not recommended for slotting process. (0]

R
MIA

For Special



206 WICEE DL R = s DD I

TRELTHISR MR =0 L8 TV RS VRERIEE P24 S1—F+4VJ

Recommend Cutting Conditions End Mill Selection Chart S-Coating
sTEC | BV [xxx| ™
Gl ] -0.03 | 35° JEVAK
IRTYyI2MAVF15F

High Grade Powder Metallurgy H.S.S 2-Flutes Medium

D

N
Square
I i SEHBR/\ZERALTLET.
L B eLFaSHROLS. BLEVITHERETT.
5744 EE ®(igh grade powder metallurgy HSS material.
b ® (Capable of a wide range of machining operations thanks to its regular flute length.
Roughing I:
i -5l S8 TE(7U\- KV 27U AH REH 7I38g|FyvEs
IVER
Ball Nose ﬁaiﬁ Alloy Steels * | Pre-hardened | Stainless Hardened Steels Aluminium Titanium
0 = Tool Steels Steels Steels (35HRC) [ (40HRC) Alloys Alloys
J-7R [—;1_ Work-Material
Corner Radius ol Selection Chart O ‘ O ‘ O ‘ O ‘ ‘ O ‘ O ‘ O ‘ O
[0)
7IVZH
L B{imm
For Aluminium a VAN:ESTM ° ﬂﬁ Unit:mm
1555 < 4 /
s - R 2K i

For Special

Diameter Overall Shank
Length Diameter

3 10 60 6 []

3.5 12 65 6 L]

g 4 12 65 6 0

Square 2Flute :ll 45 '|5 65 6 D
ST ¢ 5 15 65 6 0
Square Mutti J ’\ 55 ]5 65 6 D
{\\6 . A 6 15 65 6 []
PR é 6.5 20 75 8 O
Y 7 20 75 8 O
. I=~ 7.5 20 75 8 L]
— 8 20 75 8 O
IVR 8.5 25 85 10 []
— 9 25 85 10 []
N S 9.5 25 85 10 O
Comer Radius _g) 10 25 85 10 []
%577/3/ g 10.5 30 100 12 ]
Combination ) 1 1 30 ] OO ] 2 D
7SE @ 11.5 30 100 12 []
For Aluminium Ic'.;l'l 1 2 30 ] OO ] 2 D
FogE 2 12.5 35 110 12 ]
N = 13 35 110 12 L]
oy = 13.5 40 115 16 L]

MITH

For Special



High Speed Steel End Mills / Square 2Flute Series STEC2TM

Efirmm -
Unit:mm Square
= % # M
AES 2R e TE g\
Diameter Overall Shank Stock EE ——
Length Diameter I{ 37477
14 40 115 16 O [y
14.5 45 120 16 [] IVR
15 45 120 16 L] 8 fell Nose
15.5 45 120 16 O g 77F
16 45 120 16 ] % Comer Redius
16.5 50 125 16 L] m 7R
1 7 50 ] 25 ] 6 |:| o For Aluminium
17.5 50 125 16 0 S i
18 50 125 16 O o MNMIA
18.5 55 130 20 [
19 55 130 20 []
19.5 55 130 20 [
20 55 130 20 [] 7
3
) Eg& E:ﬁ 71_ quara 2Flute
Standard stock. :Jf NAZA
- BEREEEES 3\ e
LHFTHBEVEE LS, 4 B
Stocked by specified distributor. 74 NPT
Please contact SANKO MFG. I High Helix
J 3979
N .
E Roughing
I R=
IR
;. Ball Nose
D EeE
%’ Corner Radius
(0]
(oL
0]
o 7LIR
(0}
m For Aluminium
2 #&A
5 For Key Way
o S
NI
For Special

CEXDREF. STEC2TM O £CTHEELIEEL,



B \rzIvESIL/ RERHAYY—X

IRELTHISR AR a-0C) TV RS LEERGH P24 SI1—F«VY P198

Recommend Cutting Conditions End Mill Selection Chart S-Coating
sTEC|[KX[xxx] p»
-0.03 | 35° JEVAFR
TIATFvo2BAOVITH

High Grade Powder Metallurgy H.S.S 2-Flutes Long

T O s D—

iRF
Square
I SRR\ ZERALTLET,
LB eOVIIRORY. BEVEEMIREMIAERETY.
57494 ; ®High grade powder metallurgy HSS material.
L i ® | onger flute length endmill for side milling and suitable for deep packet milling.
oughing -
N T—UR | REE (AREIEE7V/-FVE 27V et TIVZAg| FvaR
Sl EER | G| TG | e | S SSHRCI Lo Mos" | How
SR Work-Material
PR Selection Chart NG ‘ O ‘ O ‘ @) ‘ ‘ O ‘ O ‘ ‘ O ‘ O
v o VAN:2STL - HEX AR Unit:mm

<
e - 2R i £
— Diameter Overall Shank Stock

Length Diameter
3 15 55 6 L]

: 4 20 60 O
2 B 5 25 65 6 O
Square 2Flute 71- 6 2 5 6 5 6 D
liESY g 40 80 6 []
Square Mutt J ’\ 7 35 80 8 D
M 4 8 35 80 8 []
e A 9 45 95 10 O
— 10 45 95 10 O
e B[ 55 1o 12 N
. 2 55 110 12 O
sellose I 13 55 115 12 []
R G 14 55 115 12 O
Corner Redius _g) 15 65 130 16 []
W D 65 130 16 O
. 1 80 145 16 0
yd ' 17 65 130 16 L]
o % 18 65 130 16 O
=28 o 19 75 150 20 L]
For Key Way E
155% 7]

MIH

For Special



High Speed Steel End Mills / Square 2Flute Series STECZ2TL @

BA{i:mm o
Unit:mm Square
I 0574 i M

NE 2R e EE B A\UvR
Diameter Overall Shank Stock I I-_hgh H~el|>‘<‘
Length Diameter IJ‘ 37497
60 135 20 O .
20 75 150 20 ] IVK
100 175 20 0] 8 Ball Nose
22 75 150 20 O g R
25 90 170 25 ] % Comer Radius
30 90 170 25 (] m 7R
1 05 ] 85 25 |:| o For Aluminium

35 105 190 32 0 S w55
40 105 190 32 O o MNWIA

© BEEHS

Standard stock.

O feIEEEER

UHEFTHHNAR AL, (D g*%g
Stocked by specified distributor. Bl e oHlite
Please contact SANKO MFG. 71_ 4
1 |iRAZR
7
’\ g Sauare Muli
1 A
Ay
é High Helix
7 59479
N .
= Roughing
b w=
IVER
aE Ball Nose
L
_g’ Corner Radius
D kv
2w
W) Combination
i
o
m For Aluminium
2
o F-iEH
5 For Key Way
T
NIA
For Special

CAENDEE. STEC2TL OXHIRO ETHEELIEEL,



210 WICEE DL R = D

IVRIEEREE P25 PI—F+V9 P186
End Mill Selection Chart P-Coating

V 2T 5o [N AX | PP
-0.03] 30° JEVAR

WAV 3— A

2-Flutes Short

D P —

AL 5205~29  5HE3~80
Square
M 2
Ay —
HithjHaeHxx E
57477 )
Roughing I:
USTANT D—o% | el (2818870 F 58 SE FI3A
Ball Nose ﬂaiﬁ Carbon | Alloy Steels * | Pre-hardened Cast Iron Hardened Steels Aluminium
0 = Steels Tool Steels Steels (35HRC) Alloys
SR Work-Material
IR Selection Chart
(0]
7IVZH m .
Bfizmm
For Aluminium g_ VAN:EVS ° 9*& Ur\1it:mm
155k S 4 ,
fitm = NE R S &

For Special

Diameter Overall Shank Stock
Length Diameter

0.5 0.8 50 6 *
wm B 0.6 1 50 6 *
2 B 0.7 1 50 6 x
Square 2Flute l 0.8 '| . 3 50 6 %
ST « 0.9 1.3 50 6 *
SquareMutti | 7 ’\ 1 2 50 6 ‘
M“ﬂ A 1.1~1.4 2 50 6 o
H\'gtheIix % 1.5 3.5 S0 6 .
s | 1.6~1.9 35 50 6 °
Roughing I_: 2 5 50 6 .
F=i b 2.1~2.4 5 50 6 o
IR 2.5 6 50 6 [ ]
— 2.6~2.9 6 50 6 [ )
B 3 8 50 6 o)
wes @[ 3.1~3.4 8 50 6 °
ve D 3.5 8 60 8 L]
. 2 36~38 8 60 8 0
7WSE © 4 8 60 8 o
For Aluminium % 4.1~4.4 8 60 8 .
— 4.5 10 60 8 o
. z[ aB~as 10 60 8 s
oy - 5 10 60 8 [ ]

MIH

For Special



High Speed Steel End Mills / Square 2Flute Series VS2T m

NEXT ++0e- =)
BAfi:mm
Unit:mm
HE 25 Wiz i :
Diameter Overall Shank Stock 1
Length Diameter I{
5.1~5.4 10 60 8 ® ,511
5.5 12 60 8 [
5.6~5.9 12 60 8 [ O
B 12 60 8 [ o
6.1~6.4 12 60 8 [ E
6.5 15 65 10 [ m
6.6~6.9 15 65 10 [ o
7 15 65 10 O 3
7.1~7.4 15 65 10 [ @
7.5 15 65 10 [
7.6~7.9 15 65 10 o
8 15 65 10 [
8.1~8.4 15 65 10 [
8.5 20 75 10 [
8.6~8.9 20 75 10 [
9 20 75 10 [
9.1~9.4 20 75 10 o n
9.5 20 75 10 [ 4
9.6~9.9 20 75 10 [ %
10 20 75 10 [ ]
10.1~10.4 20 75 12 [ K
10.5 22 85 12 [ i
10.6~10.9 22 85 12 [
11 22 85 12 () %
11.1~11.4 22 85 12 [ 5
11.5 22 85 12 o X
11.6~11.9 0P 85 12 () 3
12 22 85 12 ° E
12.1~12.4 PR 85 12 [ o
12.5 26 90 12 [ o
12.6~12.9 o6 90 12 ° 3
13 26 90 12 o -
13.1~13.4 06 90 12 o =

CENODIRIE, VS2T O &CHEELEEL,

iRF
Square

1%

AJyIA
High Helix
57479

Roughing

1%
LA

For Special

il

L>'5)
Square 2Flute
FilESY

Square Multi

%
AUYIR

High Helix

iR
2

QU ANI—LV\

57479

Roughing

*-iaH
For Key Way

R
nLA

For Special



212 B LR = D

IVRIEEREH P25 PI1—F+1VJ P186
End Mill Selection Chart P-Coating

0o [[RX[Rx| PP
-0.03 ] 30° JEVAR

WAV 3— A

2-Flutes Short

o Bifii:mm
Square Unit:mm
v o B 45 W
—— Diameter Overall Shank
97477 3§ Length Diameter
Roughing B
=n B 13.5 26 90 12 [
vk W[ 136~139 26 90 12 °
— 14 35 95 16 [
- [143~144 35 95 16 o
o 14.5 35 95 16 [
+ | 1486~14.9 35 95 16 o
2 15 40 100 16 [
150k = | 15.1~154 40 100 16 [ )
nIm @ 15.5 40 100 16 °
15.6~15.9 40 100 16 [
16 40 100 16 [
16.1~16.4 40 100 16 [
T 16.5 40 100 16 [
o7 B 16.6~16.9 40 100 16 [
Square 2Flute l '| 7 40 '| '| O 20 .
wEgA < [17.1~17.4 40 110 20 o
sqerehuti | & I 17.5 40 110 20 [ )
I 4| 17.6~17.9 40 110 20 [
i, 2 18 40 170 50 °
- v [181~18.4 40 110 20 [
B 18.5 40 110 20 [
s, I, | 18.6~18.9 40 110 20 [
TVR 19 45 115 20 [
e T 19.1~19.4 45 115 20 [
5 19.5 45 115 20 °
91 19.6~19.9 45 115 20 (]
2 20 45 115 20 [
o | 20.1~20.4 45 115 20 O
ot 20.5 45 115 20 [
% 20.6~20.9 45 115 20 ]
s=3m 2 21 45 115 20 [
.. =z |RL1~214 45 115 20 ]
— 21.5 45 115 20 [

LA

For Special



High Speed Steel End Mills / Square 2Flute Series VS2T m

<=\l HFE RS

SIllIN pu3 apigle)

—
-

N7\ HXNA

S—
<

NE 2R e

Diameter Overall Shank

Length Diameter
21.6~21.9 45 115 20 []
22 45 115 20 [
22.1~22.4 45 115 20 []
22.5 45 115 20 [ ]
22.6~22.9 45 115 20 []
23 50 130 25 [
23.1~23.4 50 130 25 []
23.5 50 130 25 o
23.6~23.9 50 130 25 []
24 50 130 25 [
24.1~24.4 50 130 25 []
24.5 50 130 25 [
24.6~24.9 50 130 25 []
25 50 130 25 [
25.1~25.4 50 130 25 []
25.5 50 130 25 [
25.6~25.9 50 130 25 []
26 50 130 25 [
26.1~26.4 50 130 25 []
26.5 50 130 25 [
26.6~26.9 50 130 25 L]
27 55 135 25 [
27.1~27.4 05 135 25 []
27.5 B8 135 25 [ ]
27.6~27.9 55 135 25 []
28 55 135 25 [ ]
28.1~28.4 55 135 25 []
28.5 55 135 25 [ ]
28.6~28.9 55 135 25 []
29 55 135 25 [ ]
29.1~29.4 55 135 25 []
29.5 55 135 25 [ ]
29.6~29.9 55 135 25 []

SIN pu3 |981S peads UsiH

EXDIRIE, VS2T O &THEELIEEL,

iRF
Square

1%

AJyIA
High Helix
57479

Roughing

1%
LA

For Special

il

L>'5)
Square 2Flute
FilESY

Square Multi

%
AUYIR

High Helix

iR
2

QU ANI—LV\

57479

Roughing

*-iaH
For Key Way

R
nLA

For Special



B \rzIvESIL/ RERHAYY-X

IVRIEEREH P25 PI1—F+1VJ P186
End Mill Selection Chart P-Coating

H50o | BX || PP
-0.03 ] 30° JEVAR

WAV 3— A

2-Flutes Short

iNF

B{I'mm
Square Unit:mm
R e SR i
—— Diameter Overall Shank
39477 ’ﬁ Length Diameter
wn B 30 55 135 25 o
Tvrk M 301~304 55 135 25 0
— 30.5 60 145 32 O
- [ 30.6~30.9 60 145 32 O
o 31 60 145 32 °
7=R [ 31.1~31.4 60 145 32 []
o 31.5 60 145 32 O
#s = | 31.6~31.9 60 145 32 O
nIm @ 32 60 145 32 °
32.1~32.4 60 145 32 O
32.5 60 145 32 O
32.6~32.9 60 145 32 O
T 33 60 145 32 °
Lol | 33.1~33.4 60 145 32 O
SEEE | 33.5 60 145 32 O
W#En 1 [ 33.6~33.9 60 145 32 O
Square Mutti g ’\ 34 60 ]45 32 ‘
I\ 4 | 34.1~34.4 60 145 32 O
Mo 2 345 60 145 32 0
<4 Y | 34.6~34.9 60 145 32 O
B & 35 60 145 32 [
0 | 381~354 60 145 32 O
TYR 35.5 60 145 32 O
s I | 35,6~35.9 60 145 32 O
k) 36 60 145 32 °
9 | 36.1~36.4 60 145 32 O
o 36.5 65 150 32 O
o | 36.6~36.9 65 150 32 O
FSE o 37 65 150 32 ®
o % 37.1~37.4 65 150 32 O
- 37.5 65 150 32 B
.. =z |876~378 65 150 32 O
— - 38 65 150 32 [

LA

For Special



High Speed Steel End Mills / Square 2Flute Series VS2T E

RETURN/NEXT <+++-- O
Bi{i:mm
Unit:mm
&
HiE R TiTES e @
Diameter Overall Shank Stock 1
Length Diameter IJ*
38.1~38.4 65 150 32 O ﬁ,
38.5 65 150 32 O
38.6~38.9 65 150 32 O O
39 65 150 32 [ o
39.1~39.4 65 150 32 O 9
39.5 65 150 32 O m
39.6~39.9 65 150 32 O ;
, 65 150 B ° E
%40 65 150 42 0 o
40.5 70 160 32 O
. 70 160 32 ®
#41 70 160 42 0
41.5 70 160 32 O
, 70 160 32 [
x42 70 160 42 0
425 70 160 32 O
. 70 160 32 L It
*43 70 160 42 0 <
435 70 160 32 O %
aa 70 160 32 ® 5
70 160 42 O E
44.5 70 160 32 O i
45 70 160 32 ®
' 70 160 42 O L
455 70 160 32 O &
70 160 32 ® 2
48 70 160 42 O B
46.5 75 170 32 O 5
, 75 170 32 o o
*47 75 170 42 O 2
475 75 170 30 0 g
a8 75 170 32 o z
75 170 42 O E

KENIR B CHEESEEL,

CENODIRIE, VS2T O LCHEELEELY,

iRF
Square

M

AJyI2
High Helix
57499
Roughing

=l
IR

Ball Nose

1%
LA

For Special

il

L>'5)
Square 2Flute
nA%A

Square Multi

M
AUYIR

High Helix

iR
2

QU ANI—LV\

57479
Roughing
K—Ib
IVER

Ball Nose

*-iaH
For Key Way

R
nLA

For Special



216 IS DL R = D

IVRIEEREE P25 PI—F+V9 P186
End Mill Selection Chart P-Coating

v 2T H50o | BX || PP
-0.03 ] 30° JEVAR

WAV 3— A

2-Flutes Short

il
Bfii:mm
Square Unit:mm
1%
"2 % HiE 2R TieS
— Diameter Overall Shank
39479 Y Length Diameter
s £ 48.5 75 170 32 O
o T .
IVR 49 75 170 32 [
Ball Nose g)) A 75 -l 70 42 I:J
3 49.5 75 170 32 O
a , 75 170 32 [
I %50 75 170 42 O
i O «51 80 175 32 O
ﬁ%m = ' 80 175 42 O
For Special a 80 ] 75 32 D
| *62 80 175 42 0
, 80 175 32 O
*53 80 175 42 0
r 80 175 32 O
A B a4 80 175 42 O
Square 2Flute l ><.55 80 '| 75 3 2 D
ST « ’ 80 175 42 O
Square Mutti g o 85 ] 85 32 D
N %56
Qﬁ . 4 85 185 42 O
H\thHeIix % ><.57 gg 1 gg 22 %
e
B B , 85 185 32 O
—p - |- 85 185 42 O
IVR , 85 185 32 O
Balitose T *B9 85 185 42 0
o <60 85 185 32 O
a ' 85 185 42 O
o 65 90 195 42 []
g 70 95 205 42 O
7VER & 75 95 205 42 L]
For Aluminium % 80 95 205 42 D
R 2 xEIRMARE SRR EE,
For Key Way E
g 0
LA

For Special

CENODIRIE, VS2T O LCHEELEELY,



[

R Em

Standard stock.

HEREETEER

LHFTHBEVEEL RS,

Stocked by specified distributor.

Please contact SANKO MFG.

- EEE R D RERER

As soon as stock disappears,
stop producing.

& - RETURN/NEXT +++++- @

217

il
283

Square 2Flute



AR \rzIvEsL/ RRREAYY-X

iRF
Square

M

AYyIA
High Helix
57479
Roughing
=l
IVR

Ball Nose
J-7R
Corner Radius
7IZH
For Aluminium

1%
LA

For Special

ifA
283

Square 2Flute
piliESY
Square Mutti

M

WIS
High Helix
57479
Roughing
K=
IVER

Ball Nose
J-7R

Corner Radius

7SR
For Aluminium
*-ER

For Key Way

Tk
IA

For Special

QUAMI—UVUN

—
-

<7\ HEE

S|l Pug apigJe

M7ZHXNA

N—
<

Sl PU3 |981S paads YsiH

IV RZEERIEE P25
End Mill Selection Chart

VS2T

WAV 3— A

2-Flutes Short

ZEREISMER Recommend Cutting Conditions Bt siotting

PI—F42Y
P-Coating

(&R ®T& Application Items :VSM2T]

P186

0o [ |Sx| PP
303 | 30" Jevak

WAl | EERE- kAW | IEE-JU\-FUE | opll IR 25UUAE ik 7IIZuLEE
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Cast Iron Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
S5400 - S50C SKD61 + NAKE5 SCM - SKD11 - SUS304 FC200 A2024 - A5052
NE | BERE | R0DEE | WEEE | R0EE | EEEE | ADRE | EEEE | ADRE | EERE | AR
Diameter (mm)| Speed (min”) | Feed (mminin) | Speed (min") | Feed (mminn) | Speed (min) | Feed (mmimin) | Speed (min") | Feed (mmmin) | Speed (min”) | Feed (mmimin)
1 6,000 25 4,600 15 4,000 10 10,980 50 14,000 100
2 3,500 35 2,700 20 2,000 10 5,490 50 9,600 160
3 2,800 40 1,800 20 1,350 15 3,660 50 8,200 190
4 2,200 50 1,400 20 1,100 15 2,750 60 5,800 | 200
5 1,600 60 1,100 30 800 20 2,200 80 4900 | 230
6 1,400 70 900 30 700 20 1,830 90 4,000 | 230
8 1,000 70 700 40 550 30 1,370 90 3,000 | 230
10 800 70 500 40 450 40 1,100 90 2,300 | 230
12 700 80 400 40 350 40 920 | 100 1,900 | 230
16 500 90 350 50 250 40 690 | 120 1,450 | 260
20 400 90 300 50 220 40 550 | 120 1,150 | 260
25 350 90 250 50 200 40 440 | 120 930 | 260
30 300 80 200 40 150 30 370 | 100 770 | 250
35 250 80 180 40 130 30 310 80 730 190
40 220 70 160 30 120 30 270 70 580 150
45 200 60 140 30 100 20 240 70 520 150
50 180 50 120 30 90 20 220 60 460 130
55 160 45 110 30 80 20 200 55 420 120
60 150 40 100 25 75 15 180 50 380 110
65 140 40 95 25 70 15 170 45 350 100
70 130 35 85 20 65 15 160 40 330 95
75 120 35 80 20 60 15 150 35 310 90
80 115 30 75 20 55 12 140 35 290 80
<tJiA#£ Depth of Cut> ar=D
| as=0.5D




High Speed Steel End Mills / Square 2Flute Series VS2T m
® ------RETURN

B 4 s
1ERELIHISEHR Recommend Cutting Conditions {EIELDEI side Milling I
[;#FIfm#E Application Items :VSM2T « LVS2T]
WA | (EERE - RS | IEH JUN-FUE | ol IEE 25UV i 7= LEE
Work | Mild Steels * Carbon Steels Tool Steels Alloy Steels + Tool Steels Cast Iron Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 - NAKSS SCM - SKD11 - 5US304 FC200 A2024 - A5052
NE | DERE | ADEE | DEAR | ADEE | DEAE | ADEE | EERE | ADAE | EEEE | RhER
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min”) | Feed (mmmin) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min") | Feed (mmimin)
3 3,330 40 2,860 30 2,160 20 3,730 50 10,540 240
4 2,500 60 2,150 30 1,760 20 2,800 60 7,900 270
5 2,000 70 1,720 40 1,280 30 2,240 80 6,320 290
6 1,670 80 1,430 40 1,120 30 1,870 90 5,270 300
8 1,250 90 1,070 60 880 40 1,400 90 3,950 300
10 1,000 90 860 60 720 60 1,120 90 3,160 310
12 830 90 720 70 560 60 930 100 2,630 310
16 620 110 540 80 400 60 700 120 1,980 350
20 500 110 430 70 350 60 560 120 1,580 350
25 400 100 340 70 320 60 450 120 1,260 350
30 330 90 290 50 240 40 370 100 1,050 340
35 290 90 250 50 200 40 320 80 900 230
40 250 80 210 30 190 40 280 70 790 210
45 220 60 190 30 160 30 250 70 700 200
50 200 60 170 40 140 30 220 60 630 170
59 180 50 160 40 120 30 200 60 570 160
60 170 40 140 40 120 20 190 50 530 150
65 150 40 130 30 110 20 170 50 490 140
70 140 40 120 30 100 20 160 40 450 130
75 130 30 110 30 90 20 150 40 420 120
80 120 30 110 30 80 10 140 40 400 100
<{ird+E Depth of Cut> ar=0.1D
aa=1.5D
75T
1RO D R0, FrvIREREDEDZECHERTEL,
2.7—3Y MItHHIMICELICBDZHRV T,
3.0VINZCHERDEE. BERE - XD REZS0BLUTICLTTEL,
4.0V, BHEICEELEEBA.
Notes
1.Select the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.
2.Select the most suitable coolant for the work-piece material
3.Decrease the Speed and feed by 50% or move, if you need to use long-flute endmills.
4.Long-flute endmill are not recommended for slotting process.

< N7\ HFERS

SIllIN pU3 8pigle)d

—
-
QVANI—UVU\

N7\ HXNA

S—
<

SN pu3 1981S peads UsiH

iRF
Square

M

AJyIA
High Helix
57479
Roughing
=1L
IVR

Ball Nose
J-7R
Comer Radius
7IVZH
For Aluminium

1%
LA

For Special

ifA
2A
Square 2Flute
piliESY
Sauare Muli

M

WIPL S
High Helix
57479
Roughing

=1l
IVE

Ball Nose
J-7R

Corner Radius

7IV=R
For Aluminium
*—i&H
For Key Way

R
MIA

For Special




BT \zIvESIL/ RERHAYY-X

R HISRMHR SEARCN TV RS LEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

VSM2T BB
-0.03] 30° JEVAR

eMALF15FH

2-Flutes Medium

—

iRF
Square
1 2
v g
57479 5
Roughing I;
LN U—OR | R |a2RIEA 7)1V ik et 738
Ball Nose a %Eﬁ %?Lté?sn A%}(f) ISSt(teeeéTs‘ Pregt%redlzned Cast Iron Hardened Steels AllArlr;|n|um
, (35HRC) oys

SR Work-Material
IR Selection Chart
PLSE o e
For Aluminium a VAN:EVSM ° 91'% %%ftrr?wm

<
e - 2R i £
— Diameter Overall Shank Stock

Length Diameter
3 10 50 6 [ ]

z 3.5 12 50 6 [ )
2 B 4 12 50 6 o
Square 2Flute l 4_5 '| 5 55 6 .
ST « 5 15 55 6 0
Square Mutti g ’\ 5.5 ]5 55 6 .
M 4 6 15 55 6 o
AL 2 6.5 20 65 8 °
. I=~ 7.5 20 65 8 [ )
_— E 8 20 65 8 [ ]
IVR 8.5 25 75 10 [
sellose I 9 25 75 10 [ ]
R § 9.5 25 75 10 °
Corer Redius _g) 10 25 75 10 .

o 10.5 30 85 12 [ )

. 11 30 85 12 ®
7VEE T 12 30 85 12 [ )
S % 13 35 90 12 ®
$=83F 23 14 35 90 12 [
For Key Way E
155% 7]
NIA

For Special

CENODRIE. VBM2T O &CiEELEEL,



il
283

Square 2Flute

@ 1REEEm

Standard stock.

- HeREETEER
SHFTHBEVEGE LS,

Stocked by specified distributor.
Please contact SANKO MFG.




A \zIVESIL/ RERHAYY—X

R HISRMHR SEARN TV RS LEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

2MIOVIA

2-Flutes Long

0o [ |Sx| PP
303 | 30" Jevak

QRS e——

|
Square
1o 2
o ®
57477 5
Roughing I:
N D—JR | REE |[a88I2870-F8 Bk REH 738
Ball Nose ﬂaiﬁ Carbon | Alloy Steels * | Pre-hardened Cast Iron Hardened Steels Aluminium
0 = Steels Tool Steels Steels (35HRC) Alloys
SRR Work-Material
Corner Radis g Selection Chart
- (0]
PR m Bfimm
wuwn o VAN:2VSL - HEXIR Unit:mm
1
fitm = R S &
— Overall Shank Stock
Length Diameter
20 60 6 [ )
i 30 70 6 ®
2 B 40 80 6 O
Square 2Flute 71- 2 0 6 0 6 .
il E S 1 30 70 6 [ )
Square Multi g ’\ 40 80 6 ‘
M A 50 90 6 0]
v, 2 20 60 6 0
5498 Y 30 70 6 [ )
Roughing I: 40 80 6 D
— 50 90 6 O
IVR 30 70 6 [
Ball Nose 0% 40 80 6 .
1=7R 5 50 90 6 o
Corer Redius _g) 60 100 6 [ ]
;y;jzgvay g 30 75 8 L J
Cjctmnato” % 40 85 8 |:|
7WSE © 50 95 8 ]
For Aluminium g 60 ] 05 8 D
[T
838 2
For Key Way E
155 7}

MIH

For Special




nE

Diameter

High Speed Steel End Mills / Square 2Flute Series LVS2T @

2R

Overall
Length

B{I'mm
Unit:mm

<=\l HFE RS

SIllIN pu3 apigle)

—
-

N7\ HXNA

S—
<

30 75 o
40 85 o
8 50 95 o
60 105 [ J
80 125 []
30 80 L]
40 a0 o
9 50 100 L]
60 110 []
80 130 [
30 80 o
40 90 o
10 50 100 [ J
60 110 [ )
80 130 [ J
40 95 N
11 50 105 [ J
60 115 [
80 135 ]
40 95 o
50 105 [ )
12 60 115 [ J
80 135 [ )
100 155 [
40 100 0
50 110 [
13 60 120 [ J
80 140 [
100 160 L

X ODIRF. LVS2T OXARO ETHELTEEL,

SN pu3 1981S peads UsiH

iRF
Square

M

AJyI2
High Helix
57499
Roughing
h=I
IVR

Ball Nose

7R

For Aluminium

1%
LA

For Special

il

L>'5)
Square 2Flute
i3y

Square Multi

M
AUYIR

High Helix

iR
2

QU ANI—LV\

57479
Roughing

=1l
IR

Ball Nose

7IZH
For Aluminium
*-&H
For Key Way

R
nLA

For Special



B \zIVESIL/ RERHAYY—X

IREIRISRMER AR T RS)VEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

H50o | BX || PP
-0.03 ] 30° JEVAR

2MIOVIA

2-Flutes Long

M Bi:mm
Square Unit:mm
G E T R i
—— Diameter Overall Shank
97477 3§ Length Diameter
Roughing B
e 40 100 12 ]
g W 50 110 12 0
— 14 60 120 12 [
3 80 140 12 o
o 100 160 12 ]
PR m 50 115 16 [
Erhuriin 8 60 125 16 o
u% = 15 80 145 16 °
nIm @ 100 165 16 ®
60 125 16 [
16 80 145 16 [
100 165 16 [
T 60 125 16 ]
Sin P 17 80 145 16 [
Square 2Flute l '| 00 '| 65 '| 6 D
RS ¢ 60 125 16 o
Square Multi g ’\ 1 8 80 ] 45 ] 6 .
M A4 100 165 16 [ )
i, 2 60 135 20 O
S5 19 80 155 20 o
B 100 175 20 ]
— 60 135 20 o
it L 18000 } 32 28 :
= 20 130 205 o0 °
a 160 235 20 (]
2 200 275 20 ()
. 60 135 20 O
7SR O 21 80 155 20 O
o % 100 175 20 O
88 23
For Key Way E
B%. 0

LA

For Special



High Speed Steel End Mills / Square 2Flute Series LVS2T @

RETURN/NEXT ++++++ @
BAfi:mm
Unit:mm
HE 25 Wiz i :
Diameter Overall Shank Stock 1
Length Diameter IJ*
60 135 20 O ﬁ
80 155 20 O
22 100 175 20 [ O
130 205 20 O o
160 235 20 O 3
60 140 25 O m
23 80 160 25 O a
100 180 25 O 3
60 140 25 O o
24 80 160 25 O
100 180 25 O
60 140 25 [
80 160 25 [
o5 100 180 25 [
130 210 25 [
160 240 25 [
200 280 25 o n
60 140 25 O «
80 160 25 O A
I
26 100 180 25 O ]
130 210 25 O K
160 240 25 O i
60 140 25 O
27 80 160 25 [ %
100 180 25 O =)
60 140 25 O A
80 160 25 () 3
28 100 180 25 O :
130 210 25 [ =
160 240 25 O L
60 140 D5 O g
29 80 160 25 O =
100 180 25 O =

CHEXDREE. LVS2T OXHARO L THEELEELY,

iRF
Square

M

AJyI2
High Helix
57499
Roughing

=l
IR

Ball Nose

1%
LA

For Special

il

L>'5)
Square 2Flute
nA%A

Square Multi

M
AUYIR

High Helix

iR
2

QU ANI—LV\

57479
Roughing
K—Ib
IVER

Ball Nose

*-&R
For Key Way

R
nLA

For Special



B \zIvESIL/RERHAYY—X

IREIRISRMER AR T RS)VEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

H50o | BX || PP
-0.03 ] 30° JEVAR

2MIOVIA

2-Flutes Long

iNF

Bi{i::mm
Square Unit:mm
1%
"y % HiE £k W&
T Diameter QOverall Shank
37477 Y Length Diameter
ol 60 140 25 o
=l )
IR 80 160 25 [
EciNoes o 30 100 180 25 [
3 130 210 25 [
O
ot 160 240 25 [
FVIR g 200 285 32 o
i O a1 80 165 32 O
5% < 100 185 32 O
nIm @ 80 165 32 O
30 100 185 32 [
130 215 32 [
160 245 32 [
; > a3 80 165 32 O
e E 100 185 32 O
|
Square 2Flute l 80 '| 65 32 D
ARSH ¢ 34 100 185 32 0
Square Multi g ’\ 80 ] 65 32 D
1% A 100 185 32 o
a7 2 35 130 215 32 D)
Sy 160 245 32 o
e 200 285 32 [
. = 80 165 32 N
'I‘y"li' - 35 100 185 32 O
Ball Noss a% 130 215 32 []
= 160 245 32 B
a a7 80 165 32 ]
o 100 185 32 []
. 80 165 32 O
7R B 38 100 185 32 (]
For Aluminium % 1 30 2 ] 5 32 D
smm 2 160 245 32 O
N = 80 165 32 O
— 39 100 185 32 ]
=

LA

For Special



High Speed Steel End Mills / Square 2Flute Series LVS2T =¥/

G e RETURN/NEXT ++++- =)
B{i:mm e
Unit:mm Square
d R # M
NE 2R e & —RSIT
Diameter Overall Shank Stock 1 i"gh Hf“f
Length Diameter IJ* 37497
80 165 32 O -
80 165 42 O IVEK
100 185 32 [ o
100 185 42 O o
, 130 215 32 o 3
#40 130 515 42 O m 7LIA
1 60 245 32 . a For Aluminium
160 245 42 W S um
200 290 42 O o MNWIA
250 340 42 O
130 220 32 O
, 130 220 42 O
4 160 250 32 0 ,
160 250 42 O g B
|
100 190 42 D 1 Square 2Flute
130 220 32 O 1| ARST
1 30 220 42 D ’\ g Square Multi
%45 160 250 32 O 4 4
160 250 42 O A At
200 290 42 O TR
250 340 42 O .
130 220 32 O D
%46 130 220 42 O TYR
160 250 32 O I [Balltoss
160 250 42 0 o
130 225 32 O =
%48 130 225 42 O 8
160 255 32 O »
160 255 42 O g 7R
'>:< El] la*ﬁ%%% (-:\.‘;EE < TC“L" L‘o IT-I For Aluminium
2 *iR
5 For Key Way
© %
MIF

For Special

CAXDREF. LVS2T OXARO ETHEELEELY,



B \zIvESIL/ RERHAYY-X

R HISRMHR SEARN TV RS LEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

LVS2T BB
-0.03] 30° JEVAR

2MIOVIA

2-Flutes Long

iNA
Bi:mm
Square Unit:mm
M
U E ¢ i
—— Diameter Overall Shank
39477 Y Length Diameter
Roughing h
—— E 100 195 42 []
Tog b 130 205 32 0
— 0 130 225 42 O
=R . %50 160 255 32 O
Corner Radius % '| 60 255 42 D
PR q 200 295 42 L]
Erhuriin 8 250 345 42 O
L EHRARS TR AL,
For Special 2 . ° '%EEE%

Standard stock.

- HeEETEER
HHFTBHVAE L,

Stocked by specified distributor.
Please contact SANKO MFG.

iMF
2KA
Square 2Flute

FiLE S

Sauare Multi

QUAMI—UVUN

—
-

T E
I\ W
H\'gtheIix %
37499 Y
_ N
Roughing =
=
IVER
Ball Nose ar
. o
Corner Radius _(é)
Y &Y
w8
Combination )
7SR @
o
For Aluminium m
@8 2
For Key Way E
155k 7
NIA

For Special

CAXDIEF. LVS2T OXARO ETHEELFEELY,



------ RETURN

il
283

Square 2Flute




