BN rzIvEsL/ ARSIVU-X

IV RI)LEEREH P25

End Mill Selection Chart

P-VS3T el [
- 003 | 30° |evnk

P1—F 42 J3AYa—k A

P-Coating 3-Flutes Short

iMA
Square
M‘m 2 OPI—TVIJILKORETRE  MEFIECENTVET,
G B oft ENITADIKMANIVRIILTT,
57494 EIJ: ® mploys P-coating for High wear resistance and Fat smoothness.
. S ® Suitable for finishing work for 3-Flutes.
Roughing =
N D—OF | kRS (A8IS877U\-F8ATUE| G% REH TIZA%|FIVES
Ball Nose a %Eﬁ %?rb(l)n A¥Oylsst$e|7. Pregtarﬁened Sglgé?:s Cast Iron Hardened Steels All,JL\T(l)mgm T:Lt\eillglusm
S8 Work-Material - — - y 4
= Selection Chart ‘ @) ‘ @) ‘ ‘ O ‘
PSR o .
~un & VAN:3PVS - 5iiE Unitmm
s 25 WiE
— Diameter Overall Shank
Length Diameter
3 10 50 6 [ ]
; 4 12 60 8 °
i 5 15 60 8 o
Square 2Flute 6 15 60 8 ()
piliE Sy 8 20 65 10 [ )
Square Multi ’\ 1 0 25 75 ] 0 ‘
EO - ¢ 12 30 85 12 [ J
VMR a 35 95 16 :
—u: 15 40 100 16 o
. I=~ 16 40 100 16 [ )
_— E 18 40 110 20 [ ]
TYK 20 45 115 20 °
sellose I 22 45 115 20 [ ]
5 25 50 130 25 °
%) 28 55 135 25 [ ]
g 30 55 135 25 [ ]
ISR & e
o Standard stock.
For Aluminium m ‘ =
@8 2 - gﬁ%ﬁﬁﬁg& rEL,
For Key Way S géi::ign?gcts giigig?/lgiss.tribumr.
1555 7]
ITHA

For Special

CENODIRIE, P-VS3T O ECHEELEEL,



High Speed Steel End Mills / Square Multi Flute Series

IZHELNHISRYR Recommend Cutting Conditions iBtlHEl Slotting I
Wk | EER - Rel | TR JUN-RVE (528 IEH ATV ik 7II=9LEE A
Work | Mild Stegls - Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKDB1+NAKBS ~ [SCM«SKD11 + SUS304 FC200 A2024 - A5052 (40HRC)
AR | OERE | hER | DEmEE | XDRE | BERE | XhER | BERE| ZhEE | DERE| hEE | OhREE| #hEE
Diameter (mm)| Speed (min") | Feed (mmimin) | Speed (min") | Feed (mmimin) | Speed (min")| Feed (mmfvn) | Speed (min)| Feed (mmimin)| Speed (min)| Feed (mmimin) | Spee (min)| Feed (mmiin)
3 4,200 80 2,700 60 2,100 35 5100 140 |12,000 | 400 2,130 40
4 3,150 90 2000 | 65 1580 | 40 3,830 | 150 9,000 | 415 1,600 40
5 2,520 90 1,650 70 1,240 45 3,060 | 160 7200 | 430 1,280 40
6 2,100 100 1,350 75 1,050 45 2550 | 170 6,000 | 440 1,070 45
8 1,500 100 1,050 75 830 75 1950 | 180 4500 | 440 800 45
10 1,200 100 750 75 680 75 1680 | 180 3450 | 440 640 50
12 1,050 120 600 75 530 75 1430 | 200 2,850 | 450 530 55
16 750 120 530 90 380 75 1,060 | 230 2,180 | 500 400 60
20 600 120 450 90 330 75 830 | 230 1,730 | 500 320 65
25 480 | 110 360 [ 80 260 | 70 650 | 220 1,380 | 450 260 60
30 400 100 300 70 220 60 540 | 200 1,150 | 430 210 50
<¥hAdE Depth of Cut> ar=1D0 ar=1D
71 2a=0.3D 73 aa=0.25D
40HRCO#
IR HELRISR{FR Recommend Cutting Conditions BIELDE Sice Miing__J|
i | BERE - R | IEE-JUN\-KVE | 528 TE8 27 UA8 i FVIZOLEE | RESE
Work | Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardened Steels Stainless Steels
SS400 - S50C SKDB1+NAKBS ~ [SCM«SKD11+ SUS304 FC200 A2024 - A5052 (40HRC)
AR | OERE | &R | DEmRE | XDRE | DERE | £0EE | DERE| $hEE | DERE | $0EE | DR | 20 EE
Diameter (mm)| Speed (min") | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min)  Feed (mmfni) | Speed (min')| Feed (mmimin) | Speed (min") | Fegd (mmnin)| Speed (min)| Feed (mmimin)
3 6,000 150 5700 | 130 4300 120 5800| 130 |19460 | 580 3,200 60
4 4,500 160 4250 | 140 3200 | 130 4350 | 140 |[14,800| 600 2,400 75
5 3,600 165 3420 | 150 2600 | 135 3480 | 150 |[11,800| 620 1,920 80
6 3,000 175 2850 | 160 2,100 | 145 2900 | 160 9880 | 660 1,600 85
8 2,250 200 2,150 | 175 1600 | 150 2200| 185 7410 660 1,200 95
10 1,800 235 1,700 | 190 150 | 160 1,750 | 210 5680 | 660 950 100
12 1,500 270 1400 | 220 1050 | 185 1450 | 235 4,700 | 660 800 110
16 1,200 285 1,060 | 230 800 | 195 1,100 | 245 3580 | 750 600 120
20 950 290 850 | 240 650 | 200 900 | 255 2840 | 750 480 130
25 720 280 680 | 230 520 | 190 720 | 245 2,300 | 720 380 120
30 600 260 570 | 220 420 [ 180 600 | 220 1,920 | 680 320 110
<tiA#& Depth of Cut> ar=0.1D
HR 1 BEREMEOBZE0. FryodEEEOE0ESER TS, aa=1.5D
2FEARRICKD, EELRE - XD REDOHEBZHTHL>TTEL,

3.9—3Y MIHHIMISEUIzbDZESRUTEL),
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 most suitable coolant for the work-piece material.
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p-vsaT 21}

iRF
Square

M

AJyI2
High Helix
57479
Roughing
HK—Ib
IVR

Ball Nose

7I=H
For Aluminium

1%
LA

For Special

il
2HH

Square 2Flute
piliESY
Square Multi

I

A \JvI2

High Helix
57479
Roughing
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For Special



BEA \zIVEIL/ ARESIVU-X

iRF
Square

1o

AUyIA
High Helix
57479

Roughing

1%
LA

For Special

pil:E Sy

Square Multi

I

AJyJ
High Helix
57479

Roughing

*-iaH
For Key Way
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IV RIEEREE P25 PPaRPori P248)
End Mill Selection Chart

Non-Coating

P-VSA4T DEE
- 003 | 30° |evnk

PI—F 42 74AY a— A

P-Coating 4-Flutes Short

T I —)

OP1—TF AV JICLDRETBE  MEFRIECBNTNET,
off FIITADARNIVRIILTT,

®£mploys P-coating for High wear resistance and Flat smoothness.
® Suitable for finishing work for 4-Flutes.

D=8 | %&E (A2ETEE UK/ A7VUAE| HEH TIViEE

ﬂaiﬁ Carbon | Alloy Steels* | Pre-hardened | Stainless Cast Iron Hardened Steels Aluminium
= Steels Tool Steels Steels Steels (35HRC) [ (40HRC) Alloys
Work-Material

Selection Chart ‘ O O O ‘

VAN:4PVS « SHZ T
pArES R TiES e

Diameter Overall Shank Stock
Length Diameter

3 10 o0 6 [ )
3.5 12 60 [ J
4 12 60 8 [ )
4.5 15 60 8 L ]
5 15 60 8 [ )
5.5 15 60 8 L ]
6 15 60 8 [ )
6.5 20 65 10 L J
7 20 65 10 [ ]
7.5 20 65 10 L J
8 20 65 10 [ J
8.5 25 75 10 L J
9 25 75 10 [ J
9.5 25 75 10 L J
10 25 75 10 [ J
10.5 30 85 12 L J
11 30 85 12 [ J
11.5 30 85 12 L J
12 30 85 12 [ J
12.5 35 a0 12 L J
13 35 90 12 o
13.5 35 90 12 L J
14 35 95 16 o
14.5 35 95 16 [ J
15 40 100 16 L




High Speed Steel End Mills / Square Multi Flute Series P-VS4T @

NEXT +++++- @
B{I'mm G
Unit:mm Square
X 053 B M
HE 2R e TE B 2
Diameter Overall Shank Stock 1
Length Diameter I{
15.5 40 100 16 ° ,Eb
16 40 100 16 [ )
16.5 40 100 16 o B
17 40 110 20 [ ) 5—_
17.5 40 110 20 [ ) %
18 40 110 20 [ ) g"
18.5 40 110 20 [ ) Q
19 45 115 20 D) S um
19.5 45 115 20 o o LA
20 45 115 20 [ )
20.5 45 115 20 [ )
21 45 115 20 [ )
22 45 115 20 [
23 50 130 25 [ )
24 50 130 25 [ :
25 50 130 25 [ ] NAZH
26 50 1 30 25 . ’\ Square Mutt
27 55 135 25 [ ) e - I
28 55 135 25 O 2 no392
29 55 135 25 [ ) Vi
30 55 135 25 [ ) |:
I
O ZETER
Standard stock. U:IT]:
O ERIEBEEER J
LHFETHHLAELEEL.,. O
Stocked by specified distributor. 8
Please contact SANKO MFG. 8
0]
o]
o
m
S
Bt
5
0 %
NIA

For Special

CENODIRIE, P-VS4T O LCHEELREEL,



BA \rzIvEIL/ ARSIVU-X

iRF
Square
M
AYyIA
High Helix
57479
Roughing
=l
IVR

Ball Nose
J-7R
Camer Rdius
7IVZH

For Aluminium

1%
LA

For Special

il
28

Saquare 2Flute

pil:E Sy

Square Mutti

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
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IV RIEEXEE P25 Pamreid
End Mill Selection Chart

Non-Coating

P248)

P-VSAT

PI—F 42 74AY a— A

P-Coating 4-Flutes Short

H5Co [[AX-[XXX| PP
-0.03| 30° |[EVAR

EEWﬁu%ﬁ:ﬁ Recommend Cutting Conditions

{BIEEDE side Milling

wue | ERE - KR | TE8-7U\-RVE | S8 TER AT LA i F7I2ZULE e
Work | Miid Stels + 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 - SUS304 FC200 A2024 - A5052 (40HRC)
AR | BERE | 2R | OEmEE | 2DRE | BERE | 2hER | BhRE | ZhER | BERE| XhEE | OmEE| %0k
Diameter (mm)| Speed (min") | Feed (mmimin) | Speed (min)| Feed (mmimin) | Speed (min”)  Feed (mminin) | Speed (min")| Feed (mmvin) | Speed (min")| Feed (mmnin) | Speed! (min)| Feed (mmimin)
3 6000 | 150 | 5650 | 140 | 4200 | 160 | 5900| 130 [19,800| 680 | 3,200 80
4 4500 | 160 | 4250 | 140 | 3200| 160 | 4400| 150 |[14,800| 680 | 2400 90
5 3600 | 180 | 3400 | 170 | 2500 | 170 | 3520 | 170 [11,800| 770 | 1,920 | 100
6 3000 | 210 | 2850 | 170 | 2100 | 170 | 2900| 190 | 9880 | 770 | 1,600 | 100
8 2250 | 240 | 2,150 | 190 1600 | 180 | 2200 | 220 | 7410| 770 | 1,200 | 110
10 1,800 | 280 1,700 [ 210 1,250 [ 190 1,750 | 250 | 5,680 | 770 950 | 120
12 1,500 | 320 1,400 | 240 1,050 | 220 1450 | 280 | 4,700 | 770 800 | 130
16 1,200 | 340 1,050 | 250 800 | 230 1,00 | 290 | 3580 | 870 600 | 150
20 950 | 350 850 | 260 650 | 240 900 | 300 | 2840| 870 480 | 160
25 720 | 350 680 | 260 520 | 240 720 | 300 | 2,300| 870 380 | 160
30 600 | 320 570 | 240 420 | 180 590 | 290 1,900 | 830 320 | 150
<tliA#E Depth of Cut> ar=0.1D
as=1.5D
b=

1 HREAIMDOSH2E0. FvvIREBREDOHDZECHERTI,
RMERINRICKD, EEREE - EDBREDFBES 2 TTFEL,
3.9—=5Y MR ICE U IcDDZEHRUTEL,

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 most suitable coolant for the work-piece material.
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B rzIvEIL/ ARSIVU-X

IV RIEERSEH P24 Pnia e P242
End Mill Selection Chart Non-Coating

SS 4T STEC |[AX AT [XXX
-0.03

S(TICN) d—F 4 VI I AT vI4AKAY 3— T $3~30 #31~40
JhR

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 4-Flutes Short

CDAgE—

iRF
Square
M o ORIK/\A RICSTI—T « VI ZEELTHDET,
0 D e EFNITICEETT,
57494 EE ®/igh grade powder metallurgy HSS with S-Coating.
< ®Excellent for finishing process.
Roughing l_:
I D—o% | %EE |AS0IEE 70KVl A7UUAE REH 7I3ag|Frvas
a %Eﬁ %?rb(lm A¥Oylsst$e|7‘ Pregtarﬁened Stsiinlel;ss Hardened Steels Alli\rlrlumum TlAt\T‘Inlum
QJ‘ Work-MateriaI eels 001 oteels CEIS €els 0yS 0ys
% Selection Chart ‘ @) ‘ @) ‘ O ‘ O ‘ O
m 1 o
- VAN:4SS - $HiE T
<
e - 2R i i
— Diameter Overall Shank Stock
Length Diameter
3 10 50 6 [ ]
3.5 12 60 [ ]
4 12 60 8 [ ]
4.5 15 60 8 [ )
pliESY 5 15 60 8 [ ]
Square Multi ’\ 5.5 ] 5 60 8 .
EO - £ 6 15 60 8 [ J
77 R A 6.5 20 65 10 °
- 7 20 65 10 o
. I=~ 7.5 20 65 10 [
E 8 20 65 10 [ ]
8.5 25 75 10 [ )
% 9 25 75 10 [ ]
=y 9.5 25 75 10 [
-g) 10 25 75 10 [ ]
3 10.5 30 85 12 [ )
. 11 30 85 12 ®
o 11.5 30 85 12 [ )
L 12 30 85 12 [)
E— 12.5 35 90 12 0
e = 13 35 90 12 [ )
o = 14 35 95 16 [

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series SS4T =ty

NEXT ++00+ =)
B{i:mm e
Unit:mm Square
IR 053 # I
HE 2R e TE ® NII2
Diameter Overall Shank Stock | —
Length Diameter I{
15 40 100 16 O E
16 40 100 16 [ ]
17 40 110 20 [ ] g,)
18 40 110 20 [ o
19 45 115 20 [ ] o
20 45 115 20 [ m
21 45 115 20 [] B
22 45 115 20 ® E
23 50 130 25 [] P
24 50 130 25 [
25 50 130 25 [ ]
26 50 130 25 [
27 55 135 25 []
28 55 135 25 [ ]
29 55 135 25 []
30 55 135 25 o RES
3 1 60 ] 45 32 D ’\ Sauare Mult
32 60 145 e [ ) el >
33 60 145 32 N A no392
34 60 145 32 [] V]
35 60 145 32 [ ) |:
36 60 145 32 [] lzlz
37 65 150 32 []
38 65 150 32 L] %
39 65 150 32 [ ] o
40 65 150 32 [) ‘é’
0]
® - IEEER :
Standard stock. E‘-D'.
(- eBEEER E
BHFTBHEVEELZEL. M
Stocked by specified distributor. g_
Please contact SANKO MFG ;
7]

CENDIRE, SS4T O ECEELEELY,



B rzIvEIL/ ARSIVU-X

IV RIEERSEH P24 Pnia e P242
End Mill Selection Chart Non-Coating

SS 4T STEC | [N [AXY[XXX
-0.03

S(TICN) d—F 4 VI IRT v I4RAY a— R~ $3~30 931~40
(]

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 4-Flutes Short

A
Square
IM HE 3 w . " ™ .
Ay % IEEDHISRER Recommend Cutting Conditions #BYHI Slotting l
igh Helix
= A I L [oe) oy -— =
T0 S | e | BERE REE | IEE UK | ZFULASE 844 - T8 E
Roughing ~ I° Work | Mild Steels * Carbon Steels Tool Steels Stainless Steels Alloy Steels + Tool Steels Hardened Steels
. = | Material Pre-hardened Steels
::‘Iéjlllé L §S400 - S50C SKD61 « NAKS5 SUS304 SCM - SKD11 (40HRC)
2ei ose MR | EEEE | RDEE | WERE | ADEE | OERE | A0EE | WERE | ADEE | EEEE | ADEE
— & |Diameter (mm)| Speed (min") | Feed (nmin) | Speed (min") | Feed (mmin) | Speed (min") | Feed (nmn) | Speed (min”) | Feed (nnini) | Speed (min) | Feed i)
o 3 4,270 120 3,180 80 2,700 75 2,380 70 1,750 35
ComerRedts @2 4 3.220 120 2,380 95 2,020 80 1,800 70 1,310 35
= q 5 2,580 130 1,900 95 1,620 80 1,430 70 1,050 35
L 6 2,140 150 1,590 95 1,350 80 1,200 70 870 35
Forumnum i 8 1,600 160 1,200 100 1,010 85 900 75 660 45
237 < 10 1,290 180 960 100 810 85 720 75 520 50
nIA F 12 1,080 180 790 100 670 85 600 75 430 60
ForSpecl 14 910 180 680 100 570 85 510 75 370 60
15 850 180 630 100 540 85 480 75 350 60
16 810 180 600 100 510 85 450 75 350 60
18 720 170 530 100 450 85 390 75 290 60
20 640 170 480 90 400 80 360 70 260 60
k| 22 580 150 430 80 360 70 330 60 240 50
283 24 530 140 400 80 330 60 300 60 220 50
Snuare ehite 25 510 130 380 70 320 60 290 60 210 40
RESTN 26 490 130 370 70 300 60 280 50 200 40
: 28 450 120 340 60 280 50 260 50 180 40
=B [ 30 420 | 110 320 60 260 | 50 240 | 50 170 | 40
I a1 35 360 95 270 50 220 45 210 45 145 35
Q;JhJHz& % 40 315 85 240 45 200 40 180 40 130 30
37499 Y <tlA#E Depth of Cut> ar=D
Roughing I_: 1 aa=0.25D
=
IVEF
Ball Nose ar
. o
Corner Radius _g)
[0)
[0)
Q
@
7hZR o
o
For Aluminium m
=8 2
For Key Way E
Tk 2

MIH

For Special



High Speed Steel End Mills / Square Multi Flute Series SS4T @
® ------RETURN

A
Square
o s ) s W . _— \
EEHISFR Recommend Cutting Conditions {BlELDE side Mmilling ] % a\ﬁh‘,ng
o N . T igh Helix
[iBFfRTE Application Items : SSATL] S 5w
st BERE - k%S I8 A7IUA8 JUN-KVE o - T8 HEH B oueioe
Work Mild Steels + Carbon Steels , Tool Steels Alloy Steels + Tool Steels Hardened Steels ~ .
Material Stainless Steels * Pre-hardened Steels b w=l
55400 - S50C SKDB1 - SUS304 - NAKS5 SCM - SKD11 (40HRC) 5 éE”/ND!:E
R | EEER | EDRK | OERE | XDER | OERK | ADRE | EEER | EDEE |4
Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmin) | Speed (min) | Feed (mmimin) | Speed (min") | Feed (mmimin) | &
3 5.340 290 3.970 240 3.660 220 2,860 160 | (@  comerhess
4 4,000 300 3,000 260 2,740 240 2,150 160 m 7B
5 3,200 300 2,400 260 2,190 240 1,720 160 8_
6 2,670 300 1,980 260 1,830 240 1,430 170 - For Amiun
8 2,000 360 1,480 260 1,370 240 1,070 170 = %
10 1,600 380 1,200 260 1,090 240 860 170 o MIA
12 1,330 380 990 260 910 240 720 170 ke
14 1,140 390 850 260 780 240 610 170
15 1,070 350 790 260 730 240 570 170
16 1,000 340 750 260 690 240 540 170
18 890 340 660 260 610 240 480 170
20 800 310 600 260 540 240 430 170 A
22 730 310 550 240 500 220 390 150 28A
24 670 300 500 220 460 200 360 150 SLETE A
25 640 270 480 210 440 190 340 140 NEST
26 620 260 460 190 430 180 330 130 :
28 570 240 430 180 400 170 310 120 | )\ |
30 530 230 400 170 370 160 290 110 e -~ I
35 460 200 340 145 320 140 250 90 A Quh"iglé
40 400 170 300 130 280 120 210 80 ad - !
o o [379479
<{iA#8 Depth of Cut> ar=0.1DUF R
— Roughing
a-150 b A
IVR
i aC Ball Nose
1 BREEEOSZ50. FrvIREBEOSOETERTEL. @ 3-#R
2ERRRICKD, BEEE - XD EEOERESTHEO>TTEL, =
39— MIRHIHICELILBDEBEU TS, O comerRadis
4.0V NEHEADSBE, EEEE - XD EEZL50%UTICLTTEL, [e}
5.0V, BIICIFELEBA 2
Notes a
1.Select the machine which has enough power and rigidness wn
Use the chucking holder with sufficient precision and grasping force. 'c'D" 7”I=m
2.Apply the appropriate cutting condition according to your machining o o
condition and work-piece material. =
3.Select the most suitable coolant for the work-piece material. m For Auminium
4.Decrease the speed and feed by 50% or move, if you need to use long-flute endmills. =) $_:§m
5.Long-flute endmill are not recommended for slotting process. Q L
5 For Key Way
0 5%
NIA

For Special



B rzIvEIL/ AESIVU-X

BRI EEEN T RS LReRER P24 PR P246)
Recommend Cutting Conditions End Mill Selection Chart Non-Coating

4TL sTEC| - [xxx| P
90| 33 |evnr

S(TICN) —F«VJIARFwvo4KRAOAV T

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 4-Flutes Long

DN See—

A
Square
I o ORIK/\ARICST—T ¢ VI EHLTHDET .
L § eOVIARORY, WIEVIEM T RN I HELETT.
59494 EE ®(igh grade powder meta/{urgy H_SS W{tﬁ S- Coar/ng. -
L ﬁ ® | onger flute length endmill for side mifling and suitable for deep pocket milling.
oughing L
USUEN I D—UB | kAR (ASRIRA7U\-FUH 2708 | R izt T38| FyUAR
Rl EER | GO0 | TR TR | S T e TaoRo T G A'%Té"y's“"‘ o
%"‘_ Work-Material
we @ Selection Chart ‘ © ‘ © ‘ @) ‘ O ‘ O
TWSR @ B fizmm
v o VAN:ASSL - AEX AR Unit:mm
<
T - R £R i
Diameter Overall Shank
Length Diameter
3 15 55 6 [ ]
; 4 20 60 °
i 5 25 65 6 O
Sauare 2Flute 25 65 6 .
ARSA 6 40 80 6 o
Square Multi ’ \ 7 35 8 0 8 D
M P 8 35 80 8 [ )
77 R A 9 45 95 10 O
- 10 45 95 10 o
.. E[m 55 10 E _
. 12 55 110 12 °
— 13 55 115 12 0
k) 14 55 115 12 O
-g) 15 65 130 16 (]
2 16 65 130 16 [ ]
. 80 145 16 o
WSE O 17 65 130 16 ]
_— % 18 65 130 16 O
=28 o 19 75 150 20 ]
For Key Way E
155k 7

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series SS4TL m

Bi{i:mm L
Unit:mm Square
/54 574 ﬂ 1%
HE R W& HE & Qﬁﬁ
Diameter Overall Shank Stock | —
Length Diameter I{ 57479
60 135 20 ® ﬁ e
20 75 150 20 [
100 175 20 o e
22 75 150 20 O o,
25 20 170 25 o o]
20 920 170 25 [ m
105 185 25 [ a
35 105 190 32 O S um
40 105 190 32 O T

® BEEHES

Standard stock.

- HEREETER
LHFTHHVEE RS,

Stocked by specified distributor.
Please contact SANKO MFG.

e Sy

’ \ Square Multi

TH

é H\'gthehx

J 3949

N .

E Roughing

v

L

(1]

=)

(0))

O

o

(0]

)

()]

~+

0]

o

m

a2 ¥

5 For Key Way

o B
XA

For Special

CAXDIEF. SS4TL OXARO LTHEELFEELY,



A \ZIVEIL/ AESIVU-X

IVRIEEREE P24 SI—F+V9 P236
End Mill Selection Chart S-Coating

4 sTEC| AL [axx [xxx| PP
-0.03 EVAR

IRTYI48AY 3— KA

High Grade Powder Metallurgy H.S.S 4-Flutes Short

T R —

$3~¢30 #31~40

|
Square
I o ORI/ \A AZRALTLET,
bty % oft EIFMIICHETT
B o i ooy
Roughing l_:
N D=8 | %58 [528TE8 7U\-KVE AFUUAE AEH 7II88|FIVAS
o EER | GO0 | [T | o et Mo | o
g Work-Material
% Selection Chart @) ‘ O ‘ O ‘ @) ‘ ‘ @) ‘ @) ‘ ‘ @) ‘ @)
~ VAN:4ST - 58 T
<
e - 2R i i
— Diameter Overall Shank Stock
Length Diameter
3 10 50 6 [ )
3.5 12 60 )
4 12 60 8 [ )
4.5 15 60 8 [ )
oeEzy 5 15 60 8 O
Square Multi ’\ 5.5 ] 5 60 8 .
M e 6 15 60 8 [ ]
IR 5I1A 6.5 20 65 10 °
—u: 7 20 65 10 O
. I_: 7.5 20 65 10 [
E 8 20 65 10 [ )
8.5 25 75 10 [
c% 9 25 75 10 [ )
5 9.5 25 75 10 [
o 10 25 75 10 o
o 10.5 30 85 12 [
. 11 30 85 12 0
T 11.5 30 85 12 [
o 12 30 85 12 o
o g 12.5 35 90 12 °
N = 13 35 90 12 0
o, = 14 35 95 16 [ )

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series STEC4T @

NEXT ++0e- =)
B{i:mm e
Unit:mm Square
i 2K i 1% i
Diameter Overall Shank Stock 1
Length Diameter I{
15 40 100 16 O E
16 40 100 16 [ ]
17 40 110 20 [ ] 8
18 40 110 20 [ o
19 45 115 20 [ ] o
20 45 115 20 [ m
21 45 115 20 [] Q
22 45 115 20 o E
23 50 130 25 [] P
24 50 130 25 [
25 50 130 25 [ ]
26 50 130 25 [
27 55 135 25 []
28 55 135 25 [ ]
29 55 135 25 []
30 55 135 25 ® g ik
31 60 ]45 32 D ’\ :ll Square Multi
32 60 145 32 [ 4 ’4'
33 60 145 32 O é 5
34 60 145 32 [] Vi
35 60 145 32 [ ) I:
36 60 145 32 [] l=l1
37 65 150 32 []
38 65 150 32 L] %
39 65 150 32 [ ] S
40 65 150 32 ® ‘é’
[0)
O IEEES :
Standard stock. FD..
(- 4SERIEBETEER )
LHFTHBHVEEL LS. m
Stocked by specified distributor. g_
Please contact SANKO MFG. S
=

CENODIRIE, STECAT O LCHEELIEEL,



B \zIVEIL/ AESIVU-X

IVRIEERIEE P24 S I1—F4v5
End Mill Selection Chart

iRF
Square
M 2
As92 =
HigtheIix %
57499 )
Roughing I:
w=b
ok W
Ball Nose o
1-3R O
g
Corner Radius Q
PVER
3
For Aluminium o
%% S
nIm =
For Special
iMA
283
Saquare 2Flute
a3
Square Mutti :ll ’\
e
Ay b
High Helix | 7 é
37499 Y
_ N
Roughing =
f= I
IVER
Ball Nose ar
. o
Corner Radius _g)
(0]
)
Q
a
JV=H o
o
For Aluminium g
F-8F o
For Key Way E
155% 7]

LA

For Special

S-Coating

STECAT

IRTYI48AY 3— KA

High Grade Powder Metallurgy H.S.S 4-Flutes Short

IEHELEISRHER Recommend Cutting Conditions B4l siotting

P236

STEC [ [NU XXX [xxY| PP
-0.03 EvhR

$3~¢30 #31~40

WAl | (EERE - EE | IS8 JU\-FUE A7 YV agil - T8 SREH
Work Mild Steels « Carbon Steels Tool Steels Stainless Steels Alloy Steels + Tool Steels Hardened Steels
Material Pre-hardened Steels
§5400 - S50C SKDB1 - NAKS5 SUS304 SCM - SKD11 (40HRC)
NE | EERE | ADEE | EEEE | ADEE | EERE | ADEE | DERE | RhAE | EEAR | &0
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mminn) | Speed (min”) | Feed (mmimn) | Speed (min") | Feed (mmimin) | Speed (min™) | Feed (mmimin)
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 90 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 55 600 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 55 400 50 290 40
13 660 120 490 65 415 55 365 50 270 40
14 610 120 455 65 385 55 340 50 250 40
15 570 120 425 65 360 55 320 50 235 40
16 540 120 400 65 340 55 300 50 220 40
17 510 115 375 65 320 55 280 50 205 40
18 480 115 355 65 300 55 265 50 195 40
19 450 115 335 65 285 55 250 50 185 40
20 430 115 320 65 270 55 240 50 175 40
25 340 90 260 55 220 45 190 40 140 35
30 290 80 210 45 180 35 160 35 115 30
35 250 70 180 35 150 30 140 30 100 25
40 220 60 160 35 135 30 120 25 90 20
<tJiA#E Depth of Cut> ar=D
| a=0.25D




High Speed Steel End Mills / Square Multi Flute Series STEC4T @
@ ---+--RETURN

|
Square
S o L7
IREVIHISR{FR Recommend Cutting Conditions WELIE sice viine__J] B Az
— — ) T  HienHeix
[ERRIE Application Items : STECATL] TR 5
RE | mEEE-REE |IEEAPURE TUN-KvE| A28 TES REH J—
Work Mild Steels - Carbon Steels , Tool Steels Alloy Steels * Tool Steels Hardened Steels ,T, _—
Material Stainless Steels * Pre-hardened Steels Uh—l
55400 - S50C SKDB1 + SUS304 + NAKSS SCM - SKD11 (40HRC) 5 B:E”/NJS‘E
AE | OERE | RhEE EEREE | ZhEE | OERE | ZhEE OERE | ZDER |0 .
Diameter (mm)| Speed (min) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mminin) &
3 3,530 230 3,070 220 2,440 180 1,870 100 8 Corner Rdius
4 2,650 240 2,300 220 1,830 180 1,400 100 m 7IZH
5 2,120 260 1,840 220 1,460 180 1,120 120 8_ -
6 1,770 280 1,530 230 1,220 190 930 130 = For Amiun
7 1,510 290 1,310 240 1,045 190 800 130 = I3
8 1,320 310 1,150 240 915 190 700 130 o MIA
9 1,180 320 1,020 260 815 200 620 130 iho
10 1,060 330 920 260 730 210 560 130
11 960 330 840 280 665 220 510 130
12 880 330 770 280 610 220 470 130
13 820 320 710 270 560 210 430 130
14 760 310 660 270 520 210 400 130 ool |
15 710 300 610 250 490 200 370 130 2183
16 660 290 570 250 460 200 350 130 CAH
17 620 290 540 250 430 190 330 130 7 KiEESY
18 590 280 510 240 410 190 310 130 5 ‘
19 560 | 280 480 | 240 385 190 290 130 | J\[ L L
20 530 270 460 240 365 180 280 130 4 1 1
25 420 220 370 190 290 140 220 110 | Al 000
30 350 190 310 160 240 120 190 100 El: = 2
35 300 160 260 140 210 100 160 80 7 379477
40 260 140 230 120 180 90 140 70 I_: Roughing
<tJiA#E Depth of Cut> a=01DEF J, )
aE éla:l\yNot:e
aa=15D =
@ 3-#R
oF
- _g’ Comer Radius
Es o
1 BRIZBEDOBZH0. F vy o BEREOLOETERTE. B
2.9—=57 MIHHIMICE LU BDESET T,
30VINECEROSAR. DERRE - &0 REEE0%UTIC LT, @
4.0V5AG BIEICEELFEEA. o ZI3B
Notes Q
1.Select the machine which has enough power and rigidness. m For Aluminium
Use the chucking holder with sufficient precision and grasping force. =)
2.Select the most suitable cooiant for the work-piece material. (o *‘%ﬁ
3.Decrease the speed and feed by 50% or move, \'f_you need to use long-flute endmills. g '
4. Long-flute endmill are not recommended for slotting process. = For Key Way
1)

R
MIA

For Special



B \zIvEIL/ ARSIVU-X

IRELTHISR AR L) T RS)VEERGH P24 SJ1—F«vY P240

Recommend Cutting Conditions End Mill Selection Chart S-Coating
STEC | KV [xxx| PP
-0.03 | 33" |EVAR
TIATyvo48AOVTH

High Grade Powder Metallurgy H.S.S 4-Flutes Long

P S a—

|
Square
1o 2
ol “ ) _ .
Sy - SOVIARDES. EEVIEMT RN INETLETT.
ﬁ ® | onger flute length endmill for side mifling and suitable for deep pocket milling.
Roughing -
N D—O% | kRS (a28I88701-F8 A7UE | Gk REH 7I3ag|Frvas
Ball Nose ﬂaiﬁ Carbon Alloy Steels + | Pre-hardened |  Stainless Cast Iron Hardened Steels Aluminium Titanium
8 = Steels Tool Stegls Stegls Steels Alloys Alloys
= Work-Material
= Selection Chart ‘ @) ‘ O ‘ ‘ @) ‘ O
FLSE o
- m (T
L. VAN:ASTL : HEX TR qrhd
¥ S
i N2 2R e
— Diameter Overall Shank
Length Diameter
3 15 55 6 []
4 20 60 []
M
ey 5 25 65 6 O
Square 2Flute 25 65 6 D
AASA 6 40 80 6 O
Square Mutti :ll ’\ 7 35 80 8 D
M |2 8 35 80 8 [
7R 5 A 9 45 95 10 O
. I: 11 55 110 12 []
- = 40 95 12 []
. 12 55 170 12 0
Efiibeo % 13 55 115 12 []
= 14 55 115 12 []
[ 15 65 130 16 O
o 16 65 130 16 O
. 80 145 16 O
7VSE & 17 65 130 16 ]
For Aluminium % 1 8 65 ] 30 ] 6 D
FogE 3 19 75 150 20 []
For Key Way E
I

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series STEC4TL

B{I'mm g
Unit:mm Square
yd I 8 M
HE 2R ES £E g\
Diameter Overall Shank Stock | —
Length Diameter I{ 57497
60 135 20 O ﬁ D
20 75 150 20 ]
100 175 20 ] O
22 75 150 20 O o
25 20 170 25 ] E
20 90 170 25 O m
105 185 25 ] a
35 105 190 32 0 S uy
40 105 190 32 O T

0 EEEHS

Standard stock.

O--SERIEEEER
LHFTBELEE RS,

Stocked by specified distributor.
Please contact SANKO MFG.

JECEE
’\ :|I Square Multi
AL
7| AUy
é g H\'gthehx
Y 39475
N .
— Roughing
v
L
(I}
=)
(0))
O
o
(0]
)
()]
~+
0]
o
m
a2 ¥
5 For Key Way
T
XA

For Special

CENDRIE. STECATL OXHARO ECTHEELTEEL,



B \zIVEIL/ARESIVU-X

IVRS)BEREE P25 P I—54v5 p232 B SN0e P4e1)
End Mill Selection Chart P-Coating End Mill Q&A

VS4T HsCo [INN]/AY |xxx| P
-3_03 +8'03 30° |EVAR

4MAY a— Ml 02~50 ¢51~80

4-Flutes Short

13 i
Aok, & 5
T T SRS —

ol | 5ge~50  41851~80
Square
M‘MZ @
HghHeix DR et
S L SHBHEENTVAFAEBOTVET. (92~50)
ﬁ ®/t has a minus diameter tolerance.($ 2~50)
Roughing L
N D—O% | kRS (a28I88U\-FERTUAE  G% REH 7I38¢|FIVER
Ball Nose a %Eﬁ %?ét;(l)sn A%yélsst?g?s Pregtaerglzned ng\étfgs Cast Iron Hardened Steels Alli\rlr;inium T:Lt\el:llnium
oys oys
S8l Work-Material . .
g Selection Chart O ‘
PSR o .
For Aluminium a VAN:4VS ° 9*& U#trr?wm
¥ S
iim > NE R e
— Diameter Overall Shank
Length Diameter
2 5 50 6 *
- 2.5 6 50 6 *
i) 3 10 50 6 O
Square 2Flute 3_5 '| 2 60 8 .
RS | a4 12 60 8 O
Square Multi :ll ’\ 4.5 ]5 60 8 ‘
M |2 5 15 60 8 [
o 32 5.5 15 80 8 °
. I: 6.5 20 65 10 [
- = 7 20 65 10 [ )
w=l b
IVR 7.5 20 65 10 [
Ball Nose 0’% 8 20 65 'I O .
=) 8.5 25 75 10 [
[ 9 25 75 10 ®
o 9.5 25 75 10 [
. 10 25 75 10 0
7VER & 10.5 30 85 12 [
For Aluminium % 1 1 30 85 ] 2 .
$=%E 2 11.5 30 85 12 [
N = 12 30 85 12 O
o, = 12.5 35 90 12 [ )

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series VS4T m

NEXT ++00+ =)
BAfi:mm g
Unit:mm Square
HE 25 iz i 5
Diameter Overall Shank Stock 1
Length Diameter IJ*

13 35 90 12 ® fb

13.5 35 90 12 [

14 35 95 16 o B

14.5 35 95 16 [ c

15 40 100 16 (] g

15.5 40 100 16 [ m

16 40 100 16 [ =

16.5 40 100 16 O =

17 40 110 20 [ ®

175 40 110 20 [

18 40 110 20 [

185 40 110 20 [

19 45 115 20 [

19.5 45 115 20 [

20 45 115 20 [
20.5 45 115 20 ° JELEE
21 45 ] ]5 20 . ’\ :ll Square Multi
21.5 45 115 20 [ 17

22 45 115 20 [ é 5
22.5 45 115 20 [ 5

23 50 130 25 [ R
23.5 50 130 25 [ i

24 50 130 25 [
24.5 50 130 25 () %

25 50 130 25 [ =)
25.5 50 130 25 [ =

26 50 130 25 [ o
26.5 50 130 25 O :

27 55 135 25 [ o
27.5 55 135 25 ® e

28 55 135 25 D) g
28.5 55 135 25 o -

29 55 135 25 o =

CAENODIRIE, VS4T O LCHEELIEELY,



B rzIvEsn/ AESIYU-X

IVRS)BEREE P25 P I—54v5 p232 B SN0e P4GU
End Mill Selection Chart P-Coating End Mill Q&A

VS 4T Hco [[INC[IEX |xxx| P>
S03172%] 30° Jeunk

~ 2~50 51~80
AMF 3—’F ? ?
4-Flutes Short
A
. $1ﬁ:mm
guare Unit:mm
1%
| e 2 i
I Diameter Overall Shank
J Length Diameter
¢
= 29.5 55 135 25 [
I 30 55 135 o5 [
o 305 60 145 32 O
3 31 60 145 32 [
g 32 60 145 32 °
o 33 60 145 32 [
a 34 60 145 32 [
BWE = 35 60 145 32 °
nIm @ 36 60 145 32 o
37 65 150 32 [
38 65 150 32 [
39 65 150 32 [
65 150 32 °
*40 65 150 42 0
. 70 160 32 °
A7 P 4l 70 160 42 0
Square Multi 70 ] 60 32 .
"
T Haz 70 160 42 N
H\gh/HeI'\x % %43 70 160 32 [
M /0 160 42 0
B . 70 160 32 [)
= 44 70 160 42 O
, 70 160 32 [
ps *45 70 160 42 0
3 46 70 160 32 [
‘é’ ' 70 160 42 ]
8 75 170 32 [
- | —— 75 170 42 O
o . 75 170 32 [
: *48 75 170 42 0
= 49 75 170 32 [
= 75 170 42 ]
BEl 0

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series VS4T @

& oo RETURN/NEXT ++++- =)
BAfi:mm G
Unit:mm Square
X 053 B M
HE R e e 7] Q'thVHZ&
Diameter Overall Shank Stock 1
Length Diameter I{
. 75 170 32 ® =
S0 75 170 42 L] 1
. 80 175 32 [] 0
%51 Q
80 175 42 [] 5—_
. 80 175 32 [] 3
%52 o
S 80 175 42 L] g‘l
. 80 175 32 [] Q
X
53 80 175 42 0 = 1
. 80 175 32 O] o ML
X54 IFOr opecial
80 175 42 H p
. 80 175 32 []
%55
80 175 42 []
. 85 185 32 []
56 85 185 42 L]
. 85 185 32 []
%57 "
85 185 42 L] j NAZH
. 85 ] 85 32 D . Square Multi
%58 I\ L
85 185 42 L] 4% f\\a -
. 85 185 32 ] 213|027
X5g High Helix
85 185 42 O E
. 85 185 32 [] N
>.< —
60 85 185 42 L] l=l1
65 90 195 42 []
70 95 205 42 L] %
75 95 205 42 L] Sr
80 95 205 42 O 0
(0]
RE 18 aral @
Standard stock. E‘-D'.
(- 4R IBEEER E
HRFTHBHVLEELEEWL. m
Stocked by specified distributor. g_
Please contact SANKO MFG.
<
% - EEEL D RERE =
- 2 430k
o o, ceppeere: AT

For Special

CAENDRE, V84T O ECEELEELY,



EA \zIvEIL/ AESIVU-X

IV R EERIEE P25
End Mill Selection Chart

iRF
Square
M 2
As92 =
HigtheIix E
57499 )
Roughing I:
w=b
vk
Ball Nose o
1-3R O
g
Corner Radius Q
PVER
3
For Aluminium o
%% S
nIm =
For Special
iMA
283
Saquare 2Flute
a3
Square Mutti :ll ’\
e
Ay b
High Helix | 7 é
37499 Y
_ N
Roughing =
f= I
IVER
Ball Nose ar
. o
Corner Radius _(é)
)
Q
a
JV=H o
o
For Aluminium m
@8 2
For Key Way E
155% 7]

MIH

For Special

VS4aT

AMHY 3 — A

4-Flutes Short

PI—F42Y
P-Coating

P232

IV RILOASA
End Mill Q8A

P46 1)

Eﬁm‘ﬁu%ﬁ:ﬁ Recommend Cutting Conditions
[iEFERTE Application Items :VSM4T - LVS4T)

o [|AX || KL ISR PP
-003] O 30° |EVAR

92~50 ¢51~80

{BIEtDEl side Milling

5T

1 ERIZBIEDSHDED. FvvIEEREDDDZESHERTE,
2.9—357 MEREIMISELIcHDZEHRTTE,
3.0VINECHERDEE. BEEE - EDEEZL50%UTICLTTEL,

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.

eI | BERE - AR | IEE-JUN-RVE | o2l IEH 27078 ik 7IVIZvLESE
Work Mild Steels « Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAKS5 SCM -+ SKD11+ 5US304 FC200 A2024 - A5052
NE | EERE | ADEE | EERE | ADEE | DERE | A0EE | EEEE | ADRE | DERE | #hER
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min") | Feed (mmmin) | Speed (min”) | Feed (mmmin) | Speed (min") | Feed (mmimin) | Speed (min”) | Feed (mmin)
3 3.330 70 2.860 40 2,160 30 3.730 80 10,540 360
4 2,500 100 2,150 40 1,760 30 2,800 90 7.900 410
5 2,000 110 1,720 70 1,280 40 2,240 120 6,320 440
6 1,670 120 1,430 70 1,120 40 1,870 140 5,270 450
8 1,250 130 1,070 90 880 70 1,400 140 3.950 450
10 1,000 130 860 100 720 90 1,120 150 3,160 470
12 830 140 720 100 560 Q0 930 150 2,630 480
16 620 160 540 120 400 90 700 180 1,980 530
20 500 160 430 110 350 90 560 180 1,580 530
25 400 150 340 100 320 90 450 180 1,260 530
30 330 130 290 80 240 70 370 160 1,050 510
35 290 130 250 80 200 70 320 120 900 350
40 250 110 210 60 190 70 280 90 790 310
45 220 100 190 60 160 40 250 90 700 300
50 200 90 170 60 140 40 220 80 630 270
55 180 70 160 70 120 40 200 70 570 240
60 170 60 140 50 120 30 190 70 530 230
65 150 60 130 50 110 30 170 60 490 210
70 140 60 120 40 100 30 160 60 450 190
75 130 50 110 40 90 30 150 50 420 180
80 120 50 110 40 80 20 140 50 400 170
<YlA#8 Depth of Cut> a=0.1DKTF
aa=1.5D




------ RETURN




BEA rzIvEIL/ ARSIVU-X

IREIRISRMER SN T RSVEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

Heco [[RX [xxx | ™
3031 300 |evak

AMALF15H

4-Flutes Medium

& 8

iMA
Square
Sij %
igh Helix
S L HEHEENTSREBOTVET,
< ®jthasa plus diameter tolerance.
Roughing l_:
I D=5 | wEE (ASEIEETU-K8 Bk REH 7348
a %Eﬁ %?é%?sn A%}é |Sst?ee§s' Preggglzned Cast Iron — Hardened Steels Alm?ligm
S8 Work-Material
% Selection Chart @) ‘ @) ‘ O ‘ ‘ O ‘ O ‘ ‘ O ‘
m (7
= VAN:4VSM - S4Z T
<
T - R 2R 12 i
1 Diameter Overall Shank Stock
Length Diameter
3 10 50 6 [ ]
3.1~3.4 10 50 6 L]
3.5 12 60 8 [ ]
3.6~3.9 12 60 8 L]
ke 4 12 60 8 ®
Square Multi ’\ 4. 1 ~4.4 ] 2 60 8 D
s 4.5 15 60 8 O
B :3E< 4.6~4.9 15 60 8 O
S Y 5 15 60 8 0
. I_: 5.1~5.4 15 60 8 L]
E 5.5 15 60 8 [ ]
5.6~5.9 15 60 8 (]
% 6 15 60 8 [ ]
s 7 6.1~6.4 15 60 8 (]
[ 6.5 20 65 10 ®
3 6.6~6.9 20 65 10 []
. 7 20 65 10 ®
T 7.1~7.4 20 65 10 (]
% 7.5 20 65 10 ()
FogE 3 7.6~7.9 20 65 10 (]
. = 8 20 65 10 [ ]
o, = 8.1~8.4 20 65 10 (]

LA

For Special



High Speed Steel End Mills / Square Multi Flute Series  VSM4T @

NEXT ++00+ =)
pil::
BAfi:mm
Unit:mm Square
HE 25 iz i 5
Diameter Overall Shank Stock 1
Length Diameter IJ*
8.5 5 75 10 D) fb
8.6~8.9 25 75 10 0
9 25 75 10 [ O
9.1~9.4 25 75 10 O S
9.5 25 75 10 [ a
9.6~9.9 25 75 10 O m
10 25 75 10 [ a
10.1~10.4 25 75 10 O E
10.5 30 85 12 [ ®
10.6~10.9 30 85 12 O
11 30 85 12 [
11.1~11.4 30 85 12 0
11.5 30 85 12 [
11.6~11.9 30 85 12 O
12 30 85 12 [
12.1~12.4 30 85 12 N g ik
12.5 35 90 ]2 . ’\ :ll Square Multi
12.6~12.9 35 90 12 O 1|7
13 35 90 12 [ é 5
13.1~13.4 35 90 12 0 5
13.5 35 90 12 [ R
13.6~13.9 35 90 12 O i
14 35 95 16 [
14.1~14.4 35 95 16 O 2
14.5 35 95 16 [ T
14.6~14.9 35 95 16 O 0
15 40 100 16 o o
15.1~15.4 40 100 16 O :
15.5 40 100 16 [ ot
15.6~15.9 40 100 16 O o
16 40 100 16 [ g
16.1~16.4 40 100 16 O =
16.5 40 100 16 [ =

CENODIRIE, VSMAT O ETEELIEEL,



B rzIvEsL/ ARESIVU-X

IREIRISRMER SN T RSVEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

Heco [[RX [xxx | ™
3031 300 |evak

AMALF15H

4-Flutes Medium

ifF

B{iT:)mm
Square Unit:mm

- 2R i 158

I Diameter Overall Shank Stock
“JF Length Diameter

= | 16.6~16.9 40 100 16 ]
I 17 40 110 20 D)
0117.1~174 40 110 20 ]
3 17.5 40 110 20 o
5 17.6~17.9 40 110 20 ]
e 18 40 110 20 [
2| 18.1~18.4 40 110 20 ]
= 18.5 40 110 20 [
% | 18.6~18.9 40 110 20 ]
19 45 115 20 [
19.1~19.4 45 115 20 ]
19.5 45 115 20 [
19.6~19.9 45 115 20 ]
20 45 115 20 [
20.1~20.4 45 115 20 ]
20.5 45 115 20 [
sazre it ST 20.6~20.9 45 115 20 L]
< 21 45 115 20 [
é 21.1~21.4 45 115 20 ]
5 21.5 45 115 20 [
K [ 21.6~21.9 45 115 20 ]
i 22 45 115 20 [
22.1~22.4 45 115 20 ]
% 22.5 45 115 20 [
> | 22.6~22.9 45 115 20 B
a 23 50 130 25 o
2| 23.1~23.4 50 130 25 ]
. 23.5 50 130 25 o
= | 23.6~23.9 50 130 25 O
o 24 50 130 o5 [
g 24.1~24.4 50 130 25 ]
- 24.5 50 130 25 [
= [ 24.6~24.9 50 130 25 ]




High Speed Steel End Mills / Square Multi Flute Series VSMA4T ==y

RIE RETURN
BAfi:mm g
Unit:mm Square
HE 25 iz i 5
Diameter Overall Shank Stock 1
Length Diameter IJ*
25 50 130 25 ® ,51,
25.1~25.4 50 130 25 0
25.5 50 130 25 [ %
25.6~25.9 50 130 25 O S
26 50 130 25 [ 3
26.1~26.4 50 130 25 O m
26.5 50 130 25 [ a
26.6~26.9 50 130 25 O =
27 55 135 25 [ ®
27.1~27.4 55 135 25 O
27.5 55 135 25 [
27.6~27.9 55 135 25 0
28 55 135 25 [
28.1~28.4 55 135 25 O
28.5 55 135 25 [
28.6~28.9 55 135 25 O ¢ Riliee
29 55 ]35 25 . ’\ :ll Square Multi
29.1~29.4 55 135 25 O 1%
29.5 55 135 25 [ é 5
29.6~29.9 55 135 25 0 5
30 55 135 25 [ R
31 60 145 32 [ i
32 60 145 32 [
33 60 145 32 [ U%
34 60 145 32 [ 5
35 60 145 32 0 0
36 60 145 32 [ e
37 65 150 32 o 5
38 65 150 32 [ o
39 65 150 32 o L
40 65 150 32 D) g
<
)

CENODIRIE, VSMAT O &CiEELEEL,



B zIvEIL/ ARSIVU-X

IREIRISRMER SN T RSVEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

Heco [[RX [xxx | ™
3031 300 |evak

ARAIOVIH

4-Flutes Long

1\ L e
o)\ :
2 SRSASSSe—

|
Square
1o 2
ol
57477 %
Roughing -
N D—O% | kRS (a28I88U\-FERTUAE  G% o=t 7382 |FIVES
Ball Nose L] Carbon Alloy Steels * | Pre-hardened |S-Stainless Cast Iron Hardened Steels Aluminium Titanium
ER
8 W’EkM rorial Steels Tool Steels Steels Steels Alloys Alloys
- S ork-Materia
= Selection Chart ‘ @) ‘ ‘ ‘ O ‘
= [0)
PR m Bfimm
wunn o VAN:4VSL - HEXHIR Unit:mm
¥ S
i NE R e
For Special Diameter Overall Shank
Length Diameter
20 60 6 [ )
; 3 30 70 6 ®
i 40 80 6 B
Sauare 2Flute 20 60 6 ()
oeEzy 4 30 70 6 (]
Square Mutti :ll ’\ 40 80 6 ‘
M |2 50 90 6 []
RZA 20 60 6 °
59495 Y 5 30 70 6 [ )
S I: 40 80 6 []
a— E 50 a0 6 Il
IVR 30 70 6 [
Ball Nose 0% 6 40 80 6 .
- =5 50 90 6 [
() 60 100 6 o
o 30 75 8 [
8') 2 40 85 8 [
7SR 3 50 95 8 [
o
For Aluminium E 60 ] 05 8 D
838 2
For Key Way E
BE_ 0

LA

For Special



NE

Diameter

R

OCE
Length

oooooo

B{I'mm
Unit:mm

30 75 [ )
40 85 [ J
8 50 95 [ )
60 105 [ )
80 125 []
30 80 [
40 90 [ J
9 50 100 [
60 110 []
80 130 O
30 80 [ J
40 90 [ )
10 50 100 [ J
60 110 [ )
80 130 [ J
40 95 [
11 50 105 [ )
60 115 [
80 135 ]
40 95 [ J
50 105 [ )
12 60 115 [ J
80 135 [ )
100 155 [
40 100 [
50 110 [
13 60 120 [ )
80 140 [
100 160 []
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High Speed Steel End Mills / Square Multi Flute Series LVS4T @

iRF
Square

1
AJyI2
High Helix

<=\l HERY

SIllIN pu3 apigle)

piliiES)
Square Multi

Iq
WPL

High Helix

—
-

QVANI—LUVUN

N7\ HXNA

S—
<

SIN pu3 |981S peads UsiH
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Recommend Cutting Conditions End Mill Selection Chart

Heco [[RX [xxx | ™
3031 300 |evak

4RXOVIA

4-Flutes Long

iNF

Bifi:mm
Square Unit:mm
1
v 25 Wiz
I Diameter Overall Shank
“JI< Length Diameter
= 40 100 12 O
g 50 110 12 ]
0 14 60 120 12 [
3 80 140 12 o
ot 100 160 12 O
m 50 115 16 O
2 15 60 125 16 [
= I 80 145 16 O
nIm @ 100 165 16 ®
60 125 16 [
16 80 145 16 [
100 165 16 [
60 125 16 O
17 80 145 16 [
100 165 16 O
RES7 K 60 125 16 o
Square Multi ’\ 1 8 80 ] 45 ] 6 .
M - 4 100 165 16 o
dansin |23 60 135 20 0
> 19 80 155 20 o
B 100 175 20 O
i 60 135 20 o
] 80 155 20 [
I 100 175 20 [
3 20 130 205 20 °
a 160 235 20 O
§ 200 275 20 )
7 60 135 20 O
o 21 80 155 20 O
% 100 175 20 ]
2
<
5% 0

LA
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High Speed Steel End Mills / Square Multi Flute Series LVS4T @

@ ...... RETURN/NEXT ++++- @
BAfi:mm g
Unit:mm Square
HE 25 iz i 5
Diameter Overall Shank Stock 1
Length Diameter I{
60 135 20 B }Eb
80 155 20 [
22 100 175 20 o B
130 205 20 O S
160 235 20 ] a
60 140 25 [ m
23 80 160 25 il £
100 180 25 O =
60 140 25 0 ®
24 80 160 25 W
100 180 25 O
60 140 25 o
80 160 25 [
o5 100 180 25 o
130 210 25 o
160 240 25 [ g ki
200 280 25 . ’\ :ll Square Multi
60 140 25 0 17
80 160 25 ] é 5
26 100 180 25 O 5
130 210 o5 ] [
160 240 25 [ ,=b
60 140 o5 O
27 80 160 25 O %
100 180 25 O >
60 140 25 O 0
80 160 25 (] 2
28 100 180 05 [ g
130 210 25 o et
160 240 25 O o
60 140 25 ] g
29 80 160 25 [ =
100 180 25 O] =
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Recommend Cutting Conditions End Mill Selection Chart

Heco [[RX [xxx | ™
3031 300 |evak

ARAOVIH
4-Flutes Long
- Bfii:mm
Square Unit:mm
1%
v 25 Wiz
I Diameter Overall Shank
“JF Length Diameter
) 60 140 25 [
v 80 160 25 [
0 20 100 180 25 [
3 130 210 25 [
ot 160 240 25 [
- 200 285 32 o
2 80 165 32 N
B = 31 100 185 32 ]
ne & 80 165 32 B
a2 100 185 32 [
130 215 32 [
160 245 32 [
a3 80 165 32 ]
100 185 32 ]
80 165 32 ]
Aas3 24 100 185 32 0
Square Multi ’\ 80 ] 65 32 D
I « 100 185 32 [
9722 2 35 130 215 32 °
5 160 245 32 [
K 200 285 32 o
i 80 165 32 B
36 100 185 32 B
% 130 215 32 B
5 160 245 32 B
a 37 80 165 32 O
ﬁ 100 185 32 O
@ 80 165 32 B
o ag 100 185 32 O
L 130 215 32 ]
g 160 D45 32 B
z ag 80 165 32 B
— 100 185 32 N
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High Speed Steel End Mills / Square Multi Flute Series LVS4T @

& oo RETURN/NEXT ++++- =)
BAfi:mm g
Unit:mm Square
HE 25 Wiz i &
Diameter Overall Shank Stock 1 e
Length Diameter I{
80 165 32 D) ;Eu
80 165 42 0
100 185 32 [ O
100 185 42 0 =
, 130 215 32 [ 3
*40 130 215 4 0 m
160 245 32 [ a
160 245 42 O E
200 290 42 [ ®
250 340 42 O
130 220 32 O
, 130 220 42 0
w42 160 250 32 0
160 250 42 O
100 190 42 O
130 220 32 O A AEs%
130 220 42 D ’\ :ll Sauare Mult
%45 160 250 32 O <%
160 250 42 0 23 v
200 290 42 O 5
250 340 42 O [
130 220 32 O i
46 130 220 42 O
' 160 250 32 O U%
160 250 42 O 5
130 225 32 [ ‘é’
. 130 225 42 O e
48 160 255 32 0 e
160 255 42 O §
RENIRS THRELLEL, m
o
<
)
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Recommend Cutting Conditions End Mill Selection Chart

HeCo [N XYY P>
3281 30" levhk

ARAIOVIH

4-Flutes Long

iNF
Bifi:mm
Square Unit:mm
1o
"y % N2 R i
59494 I Diameter Overall Shank
7747 Y Length Diameter
Roughing I:
S = 100 195 42 []
Tog b 130 505 32 0
— o 130 225 42 O
& %50 160 255 32 []
% 160 255 42 [ )
m 200 295 42 [
2 250 345 42 N
137k S 300 395 42 []
nIm @ «60 200 295 42 O
300 395 42 []
XEDIEHARE CIRELEELY, 0 IEEFES
St\andard stock.
- 45eRIBEEER
LHFTHBELEELEEL,
s sy
Square Multi :ll ’\
Mo |33
H\thHeIix g %
37479 Y
_ N
Roughing E
K= I
IVR
Ball Nose ar
U:T}-.
(9]
®
[0}
Q
(0]
H
o
o
m
88 23
For Key Way E
450k 7}
NIA

For Special

CHEXDREE. LVSAT OXARO LTEELEELY,



------ RETURN




