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End Mill Selection Chart Non-Coating End Mill Q&A

sTEC| AV [xxx| P
-0.03 | 50° |h5fhlE

S(TICN) =74 VYJIART v IRy AIIKRAVF15F

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 3-Flutes High Helix Medium

DO e—

|
Square
M OEIRMK/\(RICSO—T 1 VI EHELTHDET,
VU e UTFILONRICKD, BYEID S EFNTE AT
57494 EE ®High grade powder metallurgy HSS with S-Coating.
ﬁ ® Special sharp of blade for wide range processing from heavy duty roughing cut to high speed milling.
Roughing L
SN T—UR | REE |SSEIEE7U\-F8 2708 K Iz TI3EE|Fovak
Ball Nose a %Eﬁ %?rb(l)n A¥Oylsst$e|7. Pregtarﬁened Stsatinlelzss Cast Iron Hardened Steels Alli\rlTlmlum Tf\ﬂmum
eels 00l Steels eels eels oys oys
%’,‘ WorMeterial
g Selection Chart ‘ @ ‘ @ ‘ O ‘ O ‘ O
m -
- VAN:SSMU - & T
¥ S
e ] E AR | BOiE | BFR | 2R e | 947 | #E
— Diameter Flute Neck Under Neck Overall Shank Type Stock
Length Incliation Length Length Diameter
6 15 10° 17 65 8 X1 [ )
7 20 10° 22 75 10 X1 L)
8 20 10° 23 75 10 X1 [
9 25 10° 29 90 12 X1 [
L2y 10 25 10° 29 a0 12 X1 [ )
T 11 30 10° 37 95 12 X1 [ )
I 4 12 30 — — 95 12 X2 [ ]
i 2 14 35 20° 40 105 16 B °
s, My 15 40 20° 48 115 16 =1 o
. / I: 16 40 = = 115 16 X2 [ ]
— fb 18 40 20° 46 125 20 X1 [
IVR 20 45 - - 130 20 X2 [ )
Ball Noss 0% 25 50 — — 140 25 X2 [
3 30 55 20° 65 150 32 X1 [
g
o] O ZETER
0 Standard stock.
o} (- SEREEEER
o LHFTHBHLEEL TN
[T Stocked by specified distributor.
+—igH g_ Please contact SANKO MFG.
For Key Way E
W 0
IIA

For Special
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High Speed Steel End Mills / High Helix Series SSM

|
|
2R o
B BTR - 2

TR |
 \EnE |

% | \\Q\\Q——W————————}i wE | —
|

£k

IZHEEISEHTR Recommend Cutting Conditions Bt siotting l
) BSH - Rl T8 - JUN-FVE | Ggf 188 270028 A
Work Mild Steels * Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKDB1 - NAKS5 SCM -+ SKD11 + SUS304 (40HRC)
3 EERE 2D &S EEnRE %D RE EERE %D RE EERE &DEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
6 1,995 105 1,590 75 1,590 75 795 30
8 1,490 120 1,190 90 1,190 75 600 45
10 1,190 135 950 105 950 a0 480 45
12 995 150 795 120 795 90 395 45
14 870 170 700 140 700 110 340 55
15 800 175 650 145 650 115 320 60
16 740 180 600 150 600 120 300 60
18 670 190 540 150 540 120 265 60
20 600 195 480 150 480 120 240 60
25 480 165 380 135 380 105 185 60
30 395 150 315 120 315 90 155 45
<{iA#2 Depth of Cut> ar-D
| | aa=1D

IEELTEISRR Recommend Cutting Conditions {RIEEDEI side Milling

@A Application Items : SSML]
R BEm - k= TEHE- - JUN-FVE | 528 188 A7U0AH FEEH
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
Material Pre-hardened Stegls Stainless Steels
55400 - S50C SKDB1 « NAK55 SCM -+ SKD11 + SUS304 (40HRC)
bArES EEGEE | EhEE OEEE | &hRE B &0 RE EE5EE %D &S
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
6 2,400 280 1,860 230 1,860 210 1,480 130
8 1,800 330 1,400 250 1,400 230 1,110 190
10 1,440 380 1,120 300 1,120 280 890 190
12 1,190 380 930 320 930 300 740 210
14 1,030 370 820 320 820 290 650 200
15 960 360 760 320 760 290 610 190
16 900 360 700 320 700 280 560 180
18 800 350 630 280 630 260 510 180
20 720 350 560 270 560 250 450 180
25 570 300 450 240 450 220 360 170
30 420 280 330 160 330 150 270 120
<thA#E Depth of Cut> ar=0.1D
AR 1 BRSNS ED. FrvIEEEEDBDZECERTE.
2.9—=5Y MIHEIMSBLIEBDESEVT T,
3.0V F=THERADEE. EEMRE - XD REZS0%IUTICLTTEL, aa=1.5D
4.0V9AlF. BUEICEELFE A,
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.
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Recommend Cutting Conditions End Mill Selection Chart Non-Coating End Mill Q&A

M L sTEC| KX [xxx| P
—0.03 || 50° |hFHLt

S(TICN) =T« VJIAT Yy IRy ZAILIRAOVITH

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 3-Flutes High Helix Long

R DR w—

iRF
Square
M OEIRME/\(RICSO—T ( VI EHELCHDET,
LB eOVITIRDRY. WEVEENT OREMIHETETT,
57494 EE ®High grade powder metallurgy HSS with S-Coating.

ﬁ ® | onger flute length endmill for side milling and suitable for deep pocket milling.
Roughing L
SN T—UR | REE |SSEIEE7U\-F8 2708 K Iz TI3EE|Fovak
Ball Nose a %Eﬁ %?rb(l)n A#oylsst?elf- Pre-gtarﬁened Stsatinlelzss Cast Iron Hardened Steels AllArH|n|um Tgﬂmum

eels 001 oteels CEIS €els 0yS 0ys

S8 Work-Material

= Selection Chart ‘ @) ‘ @) ‘ O ‘ O ‘ O
FUR o

- m (T
.. & VAN:SSMUL - }E T
¥H S
(R SE | R | BOE | BTR | &R | W& | 547 | ®&E
— Diameter Flute Neck Under Neck Overall Shank Type Stock
Length Incliation Length Length Diameter
6 25 10° 27 75 8 X1 [ ]

. 8 35 10° 38 90 10 H1 [ J
i 10 45 10 49 110 12 =] o
Sare 2Fie 12 o5 — — 120 12 X2 o
nASH 16 65 — — 140 16 2 [
Sauare Multi ’\ 20 85 - - 1 65 20 2 .
1 25 105 — — 190 25 2 [ ]
i 30 105 20° 115 190 32 1 °

57479 B,
@ - RERER

7N HNA

Roughing
- Standard stock.
= X
IVR O eREBETEER
BallNose T LHFTHHNEE L T
(1]s] Stocked by specified distributor.
= Please contact SANKO MFG.
(0)]
O
(0]
0]}
Q
%
JVEE o
o
For Aluminium g
-5 o
For Key Way E
155% 7]
MIHA
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High Speed Steel End Mills / High Helix Series SSML @

et
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End Mill Selection Chart S-Coating End Mill Q&A

STEC|IAX[\xx| P
-0.03 [ 50° |hFHlE

IRATwIIVAILSKALF1SH

High Grade Powder Metallurgy H.S.S 3-Flutes High Helix Medium

2

iRF
Square
I o OEHRIR/\ A RAEFRALTVET,
UL eTUIFILOTRICED, BYEID S EFIITIECITRETT.
57494 EE ®(iigh grade powder metallurgy HSS material.
s ﬁ ® Special sharp of blade for wide range processing from heavy duty roughing cut to high speed milling.
AN D—O% | kRS (a28I88701-F8 A7UE | Gk REH 7I3Eg|Fyvas
Ball Nose a %Eﬁ %?rb(l)n A¥Oylsst$elfs. Pregtaerglzned Stsatglaelzsss Cast Iron Hardened Steels Alli\rlTl]émgm Tf\ﬂgmsm
S8 Work-Material - — . .
= Selection Chart ‘ O ‘ O ‘ ‘ O ‘ @)
)
- VAN:SMU - 548 T
Ol sz | JE | BOR | BTR | 28 | MR | 447 | uE
— Diameter Flute Neck Under Neck Overall Shank Type Stock
Length Incliation Length Length Diameter
6 15 10° 17 65 8 X1 []
7 20 10° 22 75 10 H1 L]
8 20 10° 23 75 10 X1 []
9 25 10° 22 90 12 B L]
LS 10 25 10° 29 90 12 1 []
Sauare Mult ’\ 1 1 30 ] 0o 37 95 ] 2 1 D
. |1 12 30 — — 95 12 B2 []
a2 | 14 35 20° 40 105 16 B O
<szy | 15 40 20° | 48 115 16 =1 O
. é I=~ 16 40 — — 115 16 X2 []
_— ,TI 18 40 207 46 125 20 X1 []
IR 20 45 — — 130 20 X2 [
— 25 50 — — 140 25 X2 []
EXIET 55 20° 65 150 32 B O
g
[0} O - REEER
UQ'_) Standard stock.
o} O R EEEER
O LHFCHENAE < EE L,
m Stocked by specified distributor.
+-E8 g- Please contact SANKO MFG.
For Key Way E
155% 7]
MIHA

For Special
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High Speed Steel End Mills / High Helix Series STECM

2R
IR s

28 N
1 ETE - X2
NE =
 \amE
% | \\Q\\Q——W————————} 544z

N

\\\, ,,,,,, L

3 W q Ang Py .
IEEL]HISRYR Recommend Cutting Conditions Bt slotting l
izl BERN - Rl I88-JUN-FV# | Ggill 186 270024 RS
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
Material Pre-hardened Stegls Stainless Steels

55400 - S50C SKD61 + NAK5S5 SCM - SKD11 - SUS304 (40HRC)

@ EEGEE | XhEE OEEE | ZhRE B %D RE B &0 RE
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
6 1,330 70 1,060 50 1,060 50 530 20
8 995 80 795 60 795 50 400 30
10 795 90 635 70 635 60 320 30
12 665 100 530 80 530 60 265 30
14 570 110 455 90 455 70 225 35
15 530 110 425 90 425 70 210 35
16 495 120 400 100 400 80 200 40
18 445 125 355 100 355 80 175 40

20 400 130 320 100 320 80 160 40
25 320 110 255 90 255 70 125 40
30 260 100 210 80 210 60 105 35
<tliA»Z Depth of Cut> ar=D
B aa=1D

IZELIHISEER Recommend Cutting Conditions RIEIEI Side Milling

@A Aoplication Items : STECML]
L) BERN - Rl TE# - JUN-KVE | 688 188 27UV RS
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 (40HRC)
R | DERE | #2bRE | DERE | #2hRE | DERE | #hRE OEEE | ZhEE
Diameter (mm)| Speed (min) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min) | Feed (mmimin)
6 1,600 185 1,240 150 1,240 140 980 85
8 1,200 220 930 165 930 155 740 125
10 960 250 740 200 740 185 590 125
12 790 250 620 210 620 200 490 140
14 680 245 545 210 545 195 430 135
15 640 240 500 210 500 195 400 125
16 600 240 465 210 465 185 375 120
18 530 230 420 185 420 175 340 120
20 480 230 370 180 370 165 300 120
25 380 200 300 160 300 145 240 115
30 280 185 220 105 220 100 180 80
AR BEREIEOSBZE0. Fry I EEBEOE0ETERTE. <thiA#E& Depth of Cut> a=0.1D
20—V NIHWHIMICEL B DESRET T,
30VINECEADEE. BIHEE - %D EEES0%MTICLTTFE L, as=1.50
4.0V7FF. EEICEELEEA.
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.
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Recommend Cutting Conditions

272
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End Mill Q&A

STEC Dgw x| P
—0.03 | 50° |hTkhk

P268

P4GU

End Mill Selection Chart S-Coating

STECML

IATFyvIIyAIL3IWAOTH

High Grade Powder Metallurgy H.S.S 3-Flutes High Helix Long

T DD D —

OSIRME/\ 1 AZFALTLET,
OOV JARDIY. RILVEIEMN I WREIMIHERETT
®(iigh grade powder metallurgy HSS material.
®/ onger flute length endmill for side milling and suitable for deep packet milling.

D—=O% | X8 |AS8TEE7\-RUE 27UAE ] Gk A 7IIER| FIVER
BER Carbon | AloySteels | Prehardened | Stainless  (SSCastlfon Hardened Steels Aluminium | Titanium
Work-Materia Steels Tool Stegls Stegls Steels Alloys Alloys
Selection Chart O ‘ O O ‘ O
VAN:SMUL « 54 nim
Ne | IR | BOE | BTYR | 2R | W& | 917 | #E
Diameter Flute Neck Under Neck Overall Shank Type Stock
Length Incliation Length Length Diameter
6 25 10° 27 75 8 X1 []
8 35 10° 38 90 10 H1 L]
10 45 10° 49 110 12 X1 L]
12 o5 — — 120 12 X2 L]
16 65 — — 140 16 2 L]
20 85 — — 165 20 2 L]
25 105 — — 190 25 2 L]
30 105 20° 115 190 32 1 L]
0 IEHIER
Standard stock.
O REEEER

SHFTHBHVGEL LS,

Stocked by specified distributor.
Please contact SANKO MFG.
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High Speed Steel End Mills / High Helix Series  STECML
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End Mill Selection Chart End Mill Q&A

HIiVA g 5| o [ [0

RIS RANAAND w IR (2HHE&IKHEAKF) . 93~5 96~16 918~40

Powder Metallurgy H.S.S High Helix (2-Flutes & 3-Flutes & 4-Flutes)

51E3~5 9\‘ Z6~30 9\‘ Z32~40

A
Square
v B
s L SBE\AZERAULTVET,
< ®Powder metallurgy HSS material.
Roughing I;
I D—o% | kEE (SEIEE7U\-FVE AFUVAE|  H AEH
o %iﬁ %atarb(l)n Aqoy lSSt?el? c Pre-Shtardlened StSaltinl?ss Cast Iron Hardened Steels AIL;\rlTinium Ti/t\alllnium
Q)‘ Work-Material eels 00l oteels EeIS eels 0ysS 0yS
% Selection Chart ‘ O ‘ O ‘ ‘ O ‘ O
= VAN:HIVA - 548 T
<
| E | TR | EGE ETR | 2R | WE | W | 947 | @B
| Diameter Flute Neck Under Neck |  Overall Shank Number Type Stock
Length Incliation Length Length Diameter of Flutes
3 8 10 10 60 6 2 Eq L J
4 10 10° 12 60 6 2 X1 [ ]
5 12 10° 14 65 8 2 2 [ ]
6 15 10° 17 65 8 3 X1 [ ]
e 7 20 10° 22 75 8 3 B 1 [ ]
Sl gy 8 20 10° 23 75 10 3 1 o
I ALt 10 25 10° 29 90 12 3 Eq L
s 2 [ 12 | 30 = = 95 | 1o 3 H2 | e
59494 2| 14 35 20° 40 105 16 3 X1 L
S - |=~ 15 40 20° 48 115 16 3 X1 [ )
,T, 16 40 — — 115 16 3 B2 L
18 40 20’ 46 125 20 3 X1 [ ]
% 20 45 — — 130 20 3 X2 L
> 22 45 20° 53 135 25 3 X1 [ ]
D 24 50 20° 62 140 25 3 H1 0
o | 25 50 — — 140 25 3 ®2 ®
ol 26 [ 50 — — 140 | 25 3 X3 ®
o} 28 o5 20’ 65 150 32 3 X1 [ ]
% 30 55 20° 65 150 32 3 Eq o
¥EH 2 32 60 — — 135 32 4 X2 [ ]
B - 35 60 — — 135 32 4 X3 o
o, = 40 65 — — 140 32 4 X3 [ ]
MNIA

For Special
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High Speed Steel End Mills / High Helix Series HiVA
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Standard stock.

FERIEISEEER
LHEFTBHVAEELZE L.

Stocked by specified distributor.

Please contact SANKO MFG.

5N ER32~400Y vV IEYA ROV I H A4 TTT,
Diameter 32~40:Side-Rock Shank(Straight shank wit flat)

@Y1 ROY I Y+ IE Size of Side-Rock Shank

A

/

—-0.016

¢ 32

! AN
14 19 30
36 HEA-A
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SIllIN puU3 spiqled

—
-

M7z HXNA

S—
<
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For Special
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INMAXAIV BRI/ ANV YITRAIY=X

Y RISILEERIEE P25 E2NEIL0lelNN

TYRS .
End Mill Selection Chart

End Mill Q&A

P46 1)

HIVA

PM
zﬁ —0 03 45

. 93~5 ¢6~16 ¢18~40
BMRINAZNAAND Y TR (KA &SI &AHA)
Powder Metallurgy H.S.S High Helix (2-Flutes & 3-Flutes & 4-Flutes) 7[}5”:
EELIHISRFR Recommend Cutting Conditions #tH) Slotting I
e | BERE - REA | IRE-JUN\-FUE | oad IEE 27UUAH 7573 7=V LGS
Work | Mild Steels + Carbon Steels Tool Steels Aloy Steels * Tool Steels Cast Iron Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKDB1 + NAKSS SCM - SKD11 - SUS304 FC200 A2024 - A5052
AR | BERE | RDEE | WEEE | RDEE | EEEE | ADRE | EEES | ADRE | EERE | AR
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mminn) | Speed (min) | Feed (mmimn) | Speed (min) | Feed (mmmin) | Speed (min”) | Feed (mmimin)
6 1,600 40 1,200 30 820 10 1,830 70 4,500 130
10 940 60 720 30 490 20 1,100 90 2,600 190
15 620 60 470 30 330 20 730 90 1,700 190
20 470 60 360 40 250 20 550 90 1,300 190
25 380 60 280 40 200 20 440 90 1,000 190
30 300 60 240 30 160 20 360 80 850 190
35 260 50 210 30 140 20 310 70 740 160
40 225 40 180 20 120 10 270 60 640 130
<{JiA%& Depth of Cut> ar-D
Pl aa=1D




High Speed Steel End Mills / High Helix Series HiVA
® ------RETURN

Etﬁﬂ]‘ﬁu%ﬁ:ﬁ Recommend Cutting Conditions

BIEEDHEI Side Milling I g
E

e | SR R | IRE-JUN-FUE | oif IR 27UURE i 7= LEE
Work Mild Stegls + Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 « NAKSS SCM - SKD11 - SUS304 FC200 A2024 - A5052
R | DERE | #DEE | DEAE | ADEE | DEAE | ADEE | OERE | ADEE | EERE | #hER
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mmini) | Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mmini) | Speed (min™) | Feed (mmimin)
6 1,600 60 1,200 40 820 25 1,830 100 4,500 190
10 940 80 720 50 490 35 1,100 120 2,600 260
15 620 80 470 50 330 35 730 130 1,700 260
20 470 90 360 55 250 35 550 130 1,300 290
25 380 90 280 55 200 35 440 130 1,000 290
30 300 80 240 45 160 35 360 110 850 260
35 260 70 210 40 140 30 310 95 740 230
40 225 60 180 35 120 25 270 85 640 190
<{liA#E Depth of Cut> ar=0.5D
aa=1.5D
R
1 HEMEEIMEDDDED. FvvIdEEEOHDZEERTEL,
2ERRRICKD, BERERE - EDREDFBZESIEDTREL,
3.9—=3Y MEIEEMISEL LD DZSEVTEL,
N
1.%t:\Sect 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.

<=\

SIIIN pu3 epigien

M7 HNA=

QUAMI—UVUN

S—
<

SIIIN pug [981S peads YSIH

A
Square

M

AJyIA
High Helix
57479
Roughing
&=
IVR

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

%
LA

For Special

ifLF
283

Square 2Flute
piliESY
Sauare Muli

M
WIPL S
High Helix
57479
Roughing

w=lb
IVEK

Ball Nose
J-7R
Comer Radius

Y| ]
Y179

Combination

7R
For Aluminium
*—i&H

For Key Way

1
MIA

For Special




=¥z INAIVERENW / INANUYIRAYY=Z

IV RS EERES P25 EANINOII YN =V 1oh |
End Mill Selection Chart End Mill Q&A

Hs0o [[BX[xxx| P
—0.03 | <45 |hoHLE

ARHAZVU—RLFa215F

4-Flutes ZLead High Helix Medium

R V—

iRF
Square
M
e 3
igh Helix
s L eREQUNERALTVARS. BIET ENTICRETY,
. ﬁ ®/rreqular helix angle teeth makes excellent finishing surface for side mifling.
oughing L
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For Aluminium g_ VAN:SIGM ° 9*& %%ftrr?wm
%% S
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— Diameter Overall Shank
Length Diameter
6 15 65 6 [
: 8 20 75 8 O
i 10 25 90 10 O
Saquare 2Flute '| 2 30 95 '| 2 D
RESH 14 35 110 16 0]
Square Mutti ’\ 1 5 40 1 1 5 ] 6 D
I st 16 40 115 16 0
i $I< 18 40 115 16 O
524997 [ 20 45 130 20 O
e |3 E 22 45 130 20 O
— l=l: 25 50 140 25 0
IVR 30 55 150 25 L]
Ball Nose ar
— )
= O - REEER
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o - R EEEER
5 LHFTBHNSE L IEEL,
Q Stocked by specified distributor.
7IV=H 8 Please contact SANKO MFG.
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High Speed Steel End Mills / High Helix Series &M

& 7] . s T . e
EELIHISRFER Recommend Cutting Conditions {IEEIEI side Miling I
[{ERIfR7E Application Items : ZL]
) iRIEFs - il IE#-JUN-KVi | 5% 186 A7VU2d HEA
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 « NAKE5 SCM -+ SKD11 + SUS304 (40HRC)
AR | EEEE | XhEE | EERE | ZhEE | EERE | 2DRE | OERE | RDEE
Diameter (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mminin)
6 1,350 140 1,070 90 800 60 540 30
8 1,000 140 800 100 600 80 400 40
10 800 140 640 110 480 85 320 40
12 770 160 530 120 400 95 270 50
14 600 160 460 130 340 95 230 50
15 530 160 430 130 320 95 220 50
16 500 180 400 130 300 95 200 50
18 450 180 360 130 260 90 180 45
20 400 180 320 120 240 90 160 45
22 360 180 290 120 220 85 150 40
25 320 180 260 100 200 80 130 40
30 270 160 220 100 150 65 110 30
<tiA#£ Depth of Cut> ar=0.1D
aa=1.5D
e
1 EHERIEDOS 20, FvyIREREDDDZECHERTEL,
2.7—3Y MIWEMISELIL DD T, HREODDESEV TS,
3.0VINZCHERADBEF. EEREE - XD EEZE50%UTICLTTREL,
w.%teelsect the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.
2.Use the proper coolant which is not inflammable
3.Decrease the speed and feed by 50% or move, if you need to use long-flute endmills.
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Length Diameter
6 25 75 6 []
: 8 35 90 8 O
i 10 45 110 10 O
S 12 55 120 12 O
RESH 14 65 140 16 []
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High Speed Steel End Mills / High Helix Series HV4TLS @

ERELIHISE(FR Recommend Cutting Conditions iAthEl Slotting l
thHIs 1EERH - KA TE# - JUN-RVE | a&#l I8 27UV HEH
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 (40HRC)
AR | EERE | RDhEE | DHRE | #hRE | EERE | RhEE | OERE | EhEE
Diameter (mm)| Speed (min) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin)
20 240 50 190 35 140 30 90 15
25 190 55 150 30 120 25 70 12
30 160 50 130 30 90 20 60 9
35 130 40 110 25 70 15 50 8
40 120 35 90 25 60 15 50 8
45 100 30 80 20 60 15 40 6
50 90 30 70 20 50 12 30 6
<tlA#E Depth of Cut> ar=D
~ 1 a=0.25D

IEELHISRYER Recommend Cutting Conditions {BIETEDE side Milling

=L WEEHM - EH TEHE- - JUN-RVE | A28 188 27U0AH 5
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Hardened Steels
Material Pre-hardened Stegls Stainless Steels
S5400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 (40HRC)

g EEGEE | EhEE EEEE | ZDhRE B ®kDRE B &0 &S
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
20 400 90 320 60 240 45 160 23
25 320 90 260 50 200 40 130 20
30 270 80 220 50 150 35 110 15
35 230 70 190 45 130 30 95 13
40 200 60 165 40 115 25 85 13
45 180 50 145 35 100 23 75 10
50 160 45 130 30 90 20 65 10

<{JiA#2 Depth of Cut> ar=0.1D
aa=1.5D
b

1 BREREOSDHD. Fvy I kEBEDBDZECHERTEL,

2.9—3 MIRHMICE LI B DZEBRT T,

BREHULZRS UCTHERADEER. EDREZTFTREL,

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 cooiant for the work-piece material.
3.Decrease the feed rate when the protrusion of the endmill is too long.
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