B \(RIVEIN/5T74959U-X
IV RIEEXESH P28

End Mill Selection Chart

P-XOQS e
. 40° =774y

PI-F4VIXAZyIYa— b (4AEEHN)

P-Coating High Helix Roughing Short (4-Flutes & 6-Flutes)

LSS e—

R 51#5~32  511%35~50
Square
f\\ij 2 OPI—TAVIEBUEI T 7AVEYFIATDS T4V I I IR TY,
G I eERUNEMERARICKDYIBOBHEEICENTLET,
57445 5 ®mplys P-Coating for Roughing endmill with semi fine pitch.
roging B ®/mproved cutting chip discharge realized by High Helix and Cross-section shape.
| D—28 | KEE |A281287U)\-K8 27VAE REH 7h3Es
a %Eﬁ %?LZ(I? A%}é |Sst?ee§s' Preg%rglzned Sgigéelzsss Hardened Steels Almnigm
S8 Work-Material y
= Selection Chart ‘ @) ‘ @) ‘ O O ‘
)
= VAN:PXAS - HZ T
<
e - IR AR 2R i P i
— Diameter Flute Overall Shank Number Stock
Length Length Diameter of Flutes
5 10 70 6 4 [ )
6 12 70 6 4 [ J
7 16 80 8 4 [ )
8 16 80 8 4 [ J
liERY 9 25 90 10 4 [ )
Sl 4 10 25 90 10 4 [ )
I 4 11 30 110 12 4 [ )
a7 2 12 30 110 12 4 °
574v5 P 13 30 110 12 4 [ )
Roughing I: 14 35 135 12 4 [ )
fb 15 40 140 16 4 [ )
16 40 140 16 4 [ )
(I% 17 40 140 16 4 [ )
34 18 40 140 16 4 [ )
%) 19 45 145 20 4 [ )
3 20 45 145 20 4 [ )
. 22 45 145 20 4 °
o 25 50 150 25 4 [ )
L 28 55 160 25 4 ()
o g 30 55 165 25 4 °
= 32 60 175 32 4 °
4§§$ " c% 35 60 175 32 6 [ )
;] 40 65 185 32 6 [
For S 50 80 200 42 6 o

CEXDREE. P-Xa@S O ETHEELEELY,



High Speed Steel End Mills / Roughing Series P-XQ'S @
NEXT +++++- @

Z v IR D—JH (x50) A
Square
= o]
NI932
it FFRADB. D—E ) High Halx
~NDFEHDIEL, LT bR 220 2257, SSUSa 37479
RENESHFED, Roughing
w=Ib
IVR
' Ball Nose
: T—
Jr S-FPas
b Eﬁ?%b“‘d\é’ L\j,f—ﬁ:’t\ B S-EPaM Comer deius
FOICL L, BFEEEDEN S-FPal 7IZH
s, For Aluminium
R
— P-Xa$S For Special
2374 P-XaM
YD BRRDINEWA, 5 SSa
FOISLL, BFEHEMEN SSaM
TWa, SSalL A
2
SSals 24
NAZR
s-as ||y S
RERAMIES, T—o% SaM 1 .
BV S-al é High/l-lelix
ALa o 5747
I_s ,l. Roughing
T - Bl
_E
N—R S' a H L all Nose
EHIAOR. ZHEND sanum | B 3-7R
PYDIAHFEDMEEIDZU, aHLS _g) Comer Radius
8 e
o)
[0 Combination
o 7LIE
o
5 = For Aluminium
O ZETER I':I'I
Standard stock. oL #—ﬁﬁ
- BEREEERE S [l
LBHFTBHVEELEEL, 0

Stocked by specified distributor. MIA
Please contact SANKO MFG. For Special



B zIVEIN/574v590-X
IV RIEEXESH P28

End Mill Selection Chart

P-XOS

PI-F42IXA =y oY a— b (4RA&6HN)

H-Co [N [FORR
40° 113771)

iRF
Square
M iy w . " g .
Ay % IZHELNHISRYR Recommend Cutting Conditions iatlHEl Slotting I
igh Helix
~. .. L [EPFWE Application Items : P-XQM]
57479 3
o F | wEm | memEowEA | IS JUN\-KUE | 428158250078 269
g = | Work Mild Steels -+ Carbon Steels Tool Steels Alloy Steels - Tool Steels Hardened Steels
w=lbpl| Material Pre-hardened Steels Stainless Steels
BIa”JNols“e 55400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 (40HRC)
. O & | mEEE | #DEE | DhEE | EDEE | EERE | @DEE | DEAE | RDEE
o [Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin)
Comer Redus @8 5 3,120 190 1,910 100 1,910 80 1,560 40
ydI=: ® 6 2,600 210 1,590 100 1,590 100 1,300 50
r:n 8 2,000 250 1,190 160 1,190 140 950 60
For Auminim Q. 10 1,500 280 950 160 950 140 750 65
=15 < 12 1,200 280 795 180 795 140 630 65
MIA ) 14 1,030 290 680 190 680 150 540 75
Lh 15 960 300 635 190 635 150 500 80
16 950 310 600 200 600 160 470 90
18 840 320 530 200 530 160 420 95
20 750 340 480 210 480 170 380 95
22 680 290 435 190 435 150 340 95
il 25 630 240 380 180 380 140 300 95
283 28 560 220 335 180 335 140 280 60
Suare efite 30 500 210 315 180 315 140 260 60
REASA 35 430 190 270 160 270 140 220 60
_ 40 380 170 240 185 240 120 180 60
e | O =) 300 130 190 100 190 100 150 45
M
AUyIA 1 <tliA#+E Depth of Cut> ar=D
High Helix T —
37475 _ VA as=1D
Roughing I_:

-1 B4
IVER
Ball Nose ar
. o
Corner Radius _g)
()
)
Q
a
JV=H o
o
For Aluminium g
F-8F o
For Key Way E
155k 7

MIH

For Special

P-Coating High Helix Roughing Short (4-Flutes & 6-Flutes)




High Speed Steel End Mills / Roughing Series P-XQ'S

@ - RETURN

3 w . " unr . .
EEUIHISRMHER Recommend Cutting Conditions {IELIE] Side Milling I
[ER&GE Application Items : P-XQM]
1Rt BER - Rl IEf-JUN-KVi | 5% 186 A7VU2d R
Work Mid Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Hardened Steels
Material Pre-hardened Stegls Stainless Steels

55400 - S50C SKDB1 - NAKS5 SCM - SKD11 - SUS304 (40HRC)

WE | DERE | #DEE | OERE | RDRE | WGRE | ADRE | OGRS | #DER
Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin)
5 3,600 230 1,910 120 1,910 105 1,560 90
6 3,000 280 1,590 150 1,590 140 1,300 90
8 2,300 320 1,190 200 1,190 180 950 120
10 1,800 410 950 200 950 180 750 120
12 1,500 410 795 210 795 200 630 140
14 1,280 420 680 240 680 210 540 140
15 1,170 430 635 255 635 225 500 140
16 1,100 455 600 255 600 225 470 140
18 960 465 530 270 530 240 420 140
20 870 490 480 240 480 230 380 140
22 790 455 435 225 435 210 340 140
25 700 430 380 210 380 195 300 140
28 620 400 335 195 335 180 280 130
30 590 360 315 190 315 180 260 130
35 500 320 275 170 275 160 225 115
40 430 320 240 170 240 160 195 100
50 350 210 190 135 190 120 150 80

<tliA#E Depth of Cut> ar=0.5D ar=0.3D
aa=1.5D aa=1.5D
EER

1 EREBIEDSHDED. FrvIEEBEODDZEHERTE,

2.9—37 MIHEIRICEL I DEHERT T,

3.CORIF, ¥a— b NTLEDARZERBEIIERLTHDET,
L 1S5 HDEEIFEDEEZRIB0%IC L TR,

4.LF 1 SHIFAERDBYHICIEELE Ao

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.Above chart is drawn up according to the two types of cuttings as shown above.

Keep in mind that above data has been acquired based on the tests in which short tooth endmills were used.

Decrease the feed by 20% for regular-flute endmills.
4.Regular-flute endmills are not suitable for Slotting work.

287
iRF
Square

# M
E }’-i\'uh‘yHal'x
T igh Helix
J 59475
l_: Roughing
T
IVR
(@) Ball Nose
% 1-#R
% Corner Radius
m 7IZH
)
o For Aluminium
S un
o NIA
For Special
iMA
283
Square 2Flute
piliESY
Sauare Muli
M
i} WIPL S
Z High Helix
T -2V
yF Roughing
vR
"’ Ball Nose
I 3-7R
(1]
=) Corner Radius
D e
o I
8 Combination
n 7ZIIH
~+
8 For Aluminium
m [F-iEh
2
Q For Key Way
S B&
o JMIA

For Special



IREIRISRIFR

Recommend Cutting Conditions

288
iRF
Square
M 2
Ay —
Hi;thZHZx EE
57479 5
Roughing I:

b
0O
o
g
o
(0]
[Tl
3
o
B
For Special 2
plEESY
Square Mult ’ \
M 3
H\gh/HeI'\x %
37495 _ P4
Roughing I_S

S—
<

L
(1[0
=
[0}
O
(0]
)
Q
)
H
(0]
o
m
=@ 2
For Key Way E
155k 7
MIA

For Special

NMAIYREW /574099 U-X

2ets(Sl TV RILEEREBE P28
End Mill Selection Chart

PI-F42IXAZyoL*+21357 (4N&EHN)

P-Coating High Helix Roughing Medium (4-Flutes & 6-Flutes)

B
40° |837711)

#5~32 {#35~40

OP-XaSOLF215—HIVRIILTY,
oL+ 1SHRDAMBLVINIHEEETT .
®7-(Coating High Helix Roughing Medium.

® Employs Medium flutes for variety of works.

R |52 TEE 7U)\-RVE 27UV
Carbon | Alloy Steels * | Pre-hardened |  Stainless
Steels Tool Stegls Stegls Steels

D=J5l

BETR
Work-Material
Selection Chart

©)

TIiEE

Aluminium
Alloys

o

Hardened Steels

®| O

VAN:PXAM - $4Z
NE

e
Shank
Diameter

N

Flute
Length

2R

QOverall
Length

Diameter

pAE|

Number

of Flu

BfImm
Unit:mm

e

Stock
tes

5 15 80 6 4 °
6 20 80 6 4 °
7 o5 90 8 4 °
8 o5 90 8 4 °
9 35 100 10 4 °
10 35 100 10 4 °
1 45 125 12 4 °
12 15 125 12 4 °
13 45 145 12 4 °
14 15 145 12 4 °
15 55 155 16 4 °
16 55 155 16 4 °
17 55 155 16 4 °
18 55 155 16 4 °
19 60 160 20 4 °
20 60 160 20 4 °
22 60 160 20 4 °
25 70 170 o5 4 °
28 70 175 o5 4 °
. 80 190 o5 2 °
%30 80 190 32 4 °
32 80 195 32 4 °
35 90 205 32 6 °
40 100 220 32 6 °

XENIZMAZRE CIELEELY,

CEXDREE. P-XaM O £CTHEELEEL,




@ RERER

Standard stock.

- A5EIEEEER
LBUFTHBEVEEL T,
Stocked by specified distributor.
Please contact SANKO MFG.




BN vrzIvRsn/ 574v590-%

IV RZEEKIEE P28
End Mill Selection Chart

a STEC|XYX [P
30° |t3774Y

S(TICN) =T« VJIRTv oA =y T (4NE&EHH)

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Roughing (4-Flutes & 6-Flutes)

G A PN —

A 5185~32  51835~40
Square
W B ORIIARN\ARICSI—T 4 VIEELTHDET
G I eHHIMIN TP RIFENMINEEETT
59494 EE ®High grade powder metallurgy HSS with S-Coating.
o ﬁ ®Lxcellent for hardened material and stability for fong continuation milling.
| -8 | %EE |A2RI8E7UI- K8 27 VAE AL 7I3ER|FovaR
a %Eﬁ %?rb?n AMISSMteelT‘ Pre-sr'ltardlened Stsiinlel:ss Hardened Steels AllArlr;|n|um TLt\ﬂmum
QJ‘ Work-Material eels 001 oteels EEIS €els 0yS 0ys
= Selection Chart ‘ @) ‘ @) ‘ O ‘ O ‘ O
@
m o
- VAN:SSA - i T
<
] s | IR | BR | 2R | WB | M | 447 | #E
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
5 10 5 70 6 4 1 L
6 12 — 70 6 4 3 [
7 16 5 80 8 4 1 L
8 16 — 80 8 4 3 [
S 9 25 7 90 10 4 1 L
Sauare Mult ’\ 1 0 25 - 90 1 O 4 3 .
I 4 11 30 8 110 12 4 B1 L
e A2 30 — 110 12 4 H3 o
e VIERE 30 — 110 12 4 =4 O
Roughing I: 14 35 15 135 16 4 X1 [ )
,=b 15 40 15 140 16 4 1 L
16 40 10 140 16 4 2 L
U% 17 40 — 140 16 4 M4 L
= 18 40 — 140 16 4 X4 L
-g) 19 45 15 145 20 4 1 L
2 20 45 10 145 20 4 2 L
o 22 45 — 145 20 4 B4 o
o 25 50 — 150 25 4 B3 L
2| 28 55 — 160 25 4 (4 o
s=g5 2 | 30 55 — 165 25 4 R4 o
N = 32 60 — 175 32 4 X3 [ )
ﬁy* . c% 35 60 — 175 32 6 M4 L
NI 40 65 — 185 32 6 X4 o

For Special

CENDIRE, SSA O ECEELEEL,



2R
1 AR BR Wz
HE LR 1
,,,,,,,,,,,,,,,,, s ,E,,,,,,,,,,,,,,,,,,,

&2 IR BR iz
SRR NN e E— -
0 IREEER

Standard stock.
O 4SERIEETEER

High Speed Steel End Mills / Roughing Series SSQ @

HHFTBHNEELEE L.

Stocked by specified distributor.
Please contact SANKO MFG.

25
AR [TES
NN .
\
,,,,,,,,, -
AR UTES

NEXT +++++- @

A
Square
# M
IOV PP
T High Helix
J 575
I; Roughing
b K=
IVER
(@) Ball Nose
% 21-7R
% Corner Radius
m 7IsH
B
o For Aluminium
S w5
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
{ N
Al
é HithHeIix
A 57409
I; Roughing
I 2
IVR
T Ball Nose
L
_g’ Comer Radius
V& SEV)
3 A
W) Combination
o 73R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



A RIVEIN/5749590-X
IV RIEEXESH P28

End Mill Selection Chart

SSQ

S(TICN) =7« VJIATv o A=y T (AMAEBHH)

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Roughing (4-Flutes & 6-Flutes)

sTEC XXX [P
30° Jt3774Y

iNF
Square
M 3 w . s u .
AUyI2 % EHELIHISRIHR Recommend Cutting Conditions #UEl slotting l
High Helix
7747 ~ H 'Fﬁ,\l =il * —R p Ozl ¢ L=l T. ] ;ﬂ b
Dor S| BEe | BERE-REE | TEE-JU)\-RVE | 888 158 250U HE
, | Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
ouEnnE L Material Pre-hardened Steels Stainless Stegls
=l )T/ S5400 - S50C SKDB1 * NAKBS SCM -+ SKD11 « SUS304 (40HRC)
Ik 5% | EmEE | #DEE | BEEE | #DEE | DEGEE | XDEE | PEAEE | #DRE
S |Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mm/min)
I-7R g 5 3,120 190 1,910 100 1,910 80 1,560 70
Comerhls o 6 2,600 210 1,590 100 1,590 100 1,300 70
PIZH o) 8 2,000 250 1,190 160 1,190 140 950 80
e I':,I'I 10 1,500 280 950 160 950 140 750 a0
ForAuminium Qb 12 1,200 280 795 180 795 140 630 90
A5TE 2 14 1,030 290 680 190 680 150 540 95
WTm =15 960 300 635 190 635 150 500 95
For Specia q 16 950 310 600 200 600 160 470 100
18 840 320 530 200 530 160 420 100
20 750 340 480 210 480 170 380 110
22 680 290 435 190 435 150 340 100
25 630 240 380 180 380 140 300 a0
L 28 560 220 335 180 335 140 280 90
l2$$l59 30 500 210 315 180 315 140 260 90
Square 2Flute 35 430 180 270 155 270 120 225 80
3 40 375 160 240 135 240 105 195 70
lEESY)
Square Multi I <tiAH#E Depth of Cut> ar=D
I 4 B _
1N RelixX
I
37495 _ P4
Roughing I_S

-1 B4
IVER
Ball Nose ar
. o
Corner Radius _(é)
Y &Y
-
Combinatio Q
JV=H o
o
For Aluminium g
-8 o
For Key Way E
155k 7

MIH

For Special




High Speed Steel End Mills / Roughing Series SSQ @

@ - RETURN

A
Square
gy b O . Ann W . - 1%
REDHEISRETR Recommend Cutting Conditions {IEEDEY Side Milling l % N
" - - kT High Helix
i) RIEHE - R IE#@-JUN-RV | 58 IE8- A7UU2E e Y 5V
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels N .
Material Pre-hardened Steels Stainless Stegls B  [Rouhing
55400 - S50C SKDB1 + NAKS5 SCM - SKD11 - SUS304 (40HRC) T
WE | HEEE | %DEE | WEEE | BDEE | HERE | BDEE | EEEE | B0EE TyF
Diameter (mm)| Speed (min™) | Feed (mmiin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmmin) | Speed (min) | Feed (mmimin) g’ -
5 3,600 200 1,910 120 1,910 105 1,560 90 o A-7R
6 3,000 250 1,590 150 1,590 140 1,300 90 BE e Raiis
8 2,300 280 1,190 200 1,190 180 950 120 P 7IV3H
10 1,800 360 950 200 950 180 750 120 5" s
12 1,500 360 795 210 795 200 630 140 Qo puminim
14 1,280 370 680 240 680 210 540 140 < AT
15 1,170 380 635 255 635 225 500 140 o IR
16 1,100 400 600 255 600 225 470 140 For Special
18 960 410 530 270 530 240 420 140
20 870 430 480 240 480 230 380 140
22 790 400 435 225 435 210 340 140
25 700 380 380 210 380 195 300 140
28 620 350 335 195 335 180 280 130 A
30 590 320 315 190 315 180 260 130 ’2*&3;
35 510 280 270 160 270 155 225 115 Square 2Filte
40 440 240 240 145 240 140 195 100 ;
AASA
<thA#E Depth of Cut> ar=0.5D J\ Sasell
4 M
aa=1.5D Z AJygR
T High Helix
A 57409
spEm ; Roughing
| BHBIOB 20, F+ v EEREDBOECHERTE . gy t—
2EARRICKD. EEEE - EOREDQEREBTEOTTEL, IVEF
3.9—=3Y MIHEIMICEL LB DZHEU T, ac Ball Nose
Notes _ » i} J-7R
1.Select the machine which has enough power and rigidness. D
Use the chucking holder with sufficient precision and grasping force. wm R o
2.Apply the appropriate cutting condition according to your machining S Corner Radius
condition and work-piece material. (0} Wy
3.Select the most suitable coolant for the work-piece material. O ]/tj‘ Vi)
S
W) Combination
D 73R
o
m For Aluminium
2 #@#R
5 For Key Way
0 5%
NIA

For Special



BB \RIVRIN/5T74059U-X

IV RZEEKIEE P28
End Mill Selection Chart

a STEC| XXX WA
30° |t3774Y

S(TICN) =T 4 VJIATYv I A=y oL+ 157 (AMNEEHAEEHA)

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Roughing Medium (4-Flutes & 5-Flutes & 6-Flutes)

G T A NS e—

A 5E5~22  5HE24~30 41E32~50
Square
W B ORIIA\A RICST—F ¢ VIEELTHDET .
G B eLF 1 SHARDHIBLWINIAAIEETTY
57494 EE ®/igh grade powder metallurgy HSS with S-Coating.
S ﬁ ®(apable of a wide range of machining operations thanks to its reqular flute length.
| D—28 | KEE |A281287U)\-K8 27VAE REH 7IN3gg|FyVAS
o EER | G| T | T | e . A'%Té"y'ﬁm oy
S8 Work-Material
= Selection Chart ‘ @) ‘ @) ‘ O ‘ O ‘ O
@
- VAN:SSAM - & T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
5 15 5 80 6 4 1 L
6 20 — 80 6 4 3 [
7 25 5 90 8 4 1 L
8 25 — 90 8 4 3 [
S 9 35 7 100 10 4 1 L
Soarll 10 35 — 100 10 4 X3 [ ]
I 4 11 45 8 110 12 4 B L
e A2 45 — 110 12 4 H3 o
e VIERE 45 — 110 12 4 =4 O
Roughing I: 14 45 — 110 12 4 X4 [ )
,=b 15 55 15 140 16 4 1 L
16 55 10 140 16 4 X2 L
q% 17 55 — 140 16 4 M4 L
= 18 55 — 140 16 4 X4 L
-g) 19 60 15 145 20 4 1 L
3 20 60 10 145 20 4 X2 L
o 22 60 — 145 20 4 R4 o
o 24 70 — 160 20 5 4 L
&1 25 70 — 160 25 5 3 o
s=35 2 | 28 70 — 160 25 5 R4 o
e = 30 70 — 165 25 5 X4 [ ]
oy = 32 80 175 32 6 3 L

LA

For Special



High Speed Steel End Mills / Roughing Series SSQM @

NEXT +++++- @
3 o 2R
2 5 && e w - B3 & i
|
[
|
= | wm AN
91‘1:!: 7\ *7’7’7’7”}> i yh: \ T T T 7’7”}>
[
e
£R | 2R
&2 & R i | &4 N8 e
|
[
,x S | D
PAES *\\’***7*7*7*'}> } HNE \\ 77777 7*7*'}»
|
Eifiz:mm
Unit:mm
NE 2R | W | X | ¥4T7 | HE
Diameter Overall Shank Number Type Stock
Length Diameter of Flutes
35 80 — 175 32 6 B4 o
40 100 — 200 32 6 4 o
45 100 — 200 42 6 B4 o
50 120 — 220 42 6 B4 o

O IREEER
Standard stock.

O--fSEREISEEmR
LHFCTBHLAE S,

Stocked by specified distributor.

Please contact SANKO MFG

CENODIRIE, SSAM O ETHEELEEL,

A
Square

8 M

E ;\Uh‘yH7‘Z

I 18N ReliX

Y 594Y5

I; Roughing

b ®=l
IVR

® Ball Nose

Q

al

g

Q

(0]

m 73R

)

o For Aluminium

S wm

® MIA
For Special
iMA
23
Square 2Flute
i3y

’ \ Square Multi

1 A
AU

% H\'gh}HeI'\x

A 57409

I; Roughing

Py it-
41K

T Ball Nose

UT]'

=)

(0))

O

o

(0]

)

&

g 7IIA

o

m For Aluminium

3 F-#R

5 For Key Way

N
XA

For Special



B zIvEIN/574v590-X
IV RIEEXESH P28

End Mill Selection Chart

SSaM

S(TICN) =T 4 VJIATYv I A=y oL+ 157 (AMNEEHAEEHA)

S(TiICN)-Coating High Grade Powder Metallurgy H.S.S Roughing Medium (4-Flutes & 5-Flutes & 6-Flutes)

sTEC|XXY [P
30° |t3774)

pl::|
Square
1o CipY W . . g "
AUy2 E ZEELIHISEFR Recommend Cutting Conditions i@abtldl slotting l
High Helix
S S| BEM | EERE-REE | ISE-JUN\-KUE | A28 IS8 27UUAE BEH
, | Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
FOuERnE 2 Material Pre-hardened Steels Stainless Steels
=l )T: SS400 - S50C SKDB1 + NAK55 SCM - SKD11 « SUS304 (40HRC)
TyF SWE | DEEE | E0EE | EERE | #0EE | BERE | #h@E | HEAE | BDEE
S [Diameter (mm) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min") | Feed (mminin)
I-7R 8 5 2,550 130 1,910 95 1,530 75 1,400 60
onerais Sl 6 2,120 140 1,590 115 1,270 90 1,170 65
P13 D) 8 1,590 150 1,190 120 960 95 880 75
7R m 10 1,270 160 960 125 760 100 700 80
For Aluminium g_ 12 1,060 200 800 160 640 125 580 90
A5TE 2 15 850 200 640 145 510 120 470 90
NTHA = 16 800 170 600 135 480 110 440 95
For Special o 18 710 175 530 135 420 110 390 95
20 640 180 480 145 380 115 350 105
22 580 185 430 140 350 115 320 105
25 510 190 380 145 310 115 280 85
28 450 180 340 130 270 105 250 85
A 30 420 170 320 120 250 100 230 85
'2*&3; 35 360 150 270 110 220 85 200 75
Square 2Flute 40 320 110 240 85 190 65 180 60
REST 45 280 85 210 65 170 50 160 45
! 50 250 70 190 55 150 45 140 40
Square Mult ’ \ . = _
<thA#E2 Depth of Cut> ar=D
f 6 . p: thAHE p -
I\ W
H\gtheIix é as=1D
5749 2
Roughing I_:

-1 B4
IVER
Ball Nose ar
. o
Corner Radius _g)
()
)
Q
a
JV=H o
o
For Aluminium g
F-8F o
For Key Way E
155k 7

MIH

For Special




High Speed Steel End Mills / Roughing Series SSQM
@ ---+--RETURN

S I L7
ERELIHISE(HFR Recommend Cutting Conditions {BIELDEI Side Milling l
1R HERA - il I8#- - JUN-RVE | o2 IE8 270028 REH

Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 - NAKBES SCM - SKD11 - SUS304 (40HRC)
e | OREE | EDEE | OhRRE | ADRE | OhERE | ZDEE | OhERE | EDEE
Diameter (mm) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mmimin)
5 2,930 150 2,200 110 1,760 85 1,610 70
6 2,440 160 1,830 135 1,460 105 1,350 75
8 1,830 175 1,370 140 1,100 110 1,010 85
10 1,460 185 1,100 145 870 115 810 90
12 1,220 230 920 185 740 140 670 100
15 980 220 740 170 590 140 540 100
16 920 220 690 155 550 125 510 105
18 820 200 610 155 480 125 450 105
20 740 205 550 165 440 130 400 120
22 670 215 490 160 400 125 370 120
25 590 220 440 170 360 130 320 100
28 520 210 390 150 310 120 290 110
30 480 200 370 140 290 115 260 100
35 410 175 310 125 250 100 230 85
40 370 130 280 100 220 75 210 70
45 320 100 240 75 200 60 180 50
50 290 80 220 65 170 55 160 45
<{JiA#E Depth of Cut> ar=0.2D
aa=1.5D
7
1 BWERMEDH 2D, FvvIkEBREDHDZTERTEL,
2ERARRICKD, BERE - XD EREDRBZHTE>TREL,
3.9—3Y MIBHIMICEL B DZEHBVO T,
rﬁ\l.%t:\th 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.

iRF
Square
# M
E I’-l\'uh‘yHal'Z
T igh Helix
J 575
l_: Roughing
T
IVR
(@) Ball Nose
“él 1-7R
% Corner Radius
m 7IZH
)
o For Aluminium
S um
o NIA
For Special
iMA
283
Square 2Flute
piliESY
’ \ Sauare Muli
{ M
Ay
é High Helix
A 57409
; Roughing
7 - Bl
IVER
aE Ball Nose
L
_g’ Corner Radius
o
(0]
)
0
o 7ZI=H
o
m For Aluminium
a2 ¥
5 For Key Way
7}

R
MIA

For Special



B zIVEIL/574v590-X
IV RIEEXESH P28

End Mill Selection Chart

SSAaL

S(TICN) =74 VJIATy oA =y o0V 7 (ARISEHAEERT

STEC|XYX [
30° |3774Y
)

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Roughing Long (4-Flutes & 5-Flutes & 6-Flutes)

‘fI' \.,.l.\ \Q\-l"‘
T T S ——
l::| 5E6~22  4HE24~30 H1232~50
Square
W B OBEIR/\ARICSI—T 1Y THEL THDFET,
Gt 18 eOVIARDICHIBLWVII TR IHOIEETT,
57494 EE ®/igh grade powder metallurgy HSS with S-Coating.
S ﬁ ®/onger flute length endmill for side mifling and suitable for deep pocket milling.
| -8 | %EE |A2RI8E7UI- K8 27 VAE AL 7I3ER|FovaR
a %Eﬁ %?rb?n A¥Oylsst$e|7‘ Pregarﬁened Sginlelzss Hardened Steels AllArlr;inium TLt\ﬂnium
5 [ eels 00l Steels eels eels oys oys
= Selection Chart @) ‘ @) ‘ O O ‘ O
o
- VAN:SSAL - HEX TR T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
6 30 — 80 6 4 3 L J
8 35 — 90 8 4 3 L
10 45 — 100 10 4 X3 L J
12 55 — 110 12 4 3 L
REZ 14 55 — 110 12 4 M4 L J
Sauare Mult ’\ 1 5 75 ] 5 1 40 ] 6 4 1 .
I 4 16 75 10 140 16 4 X2 [ ]
a7 218 75 — 140 16 4 H4 °
5745 Wi 20 80 10 145 20 4 X2 [ ]
- | 22 80 — 145 20 4 @4 0
E 24 90 - 160 20 5 4 L
25 90 — 160 25 5 3 L J
q% 28 90 — 160 25 ) 4 L
= 30 20 — 165 25 5 M4 L J
91 3 110 — 190 32 6 X3 o
®| 85 110 — 190 32 6 R4 [
o |40 125 — 200 32 6 R4 0
o 45 125 — 230 42 6 B4 L
% 50 150 — 250 42 6 ®4 ®
=@ 2
For Key Way E
155k 7
MIA

For Special

CENODIRIR. SSAL OXARO L THEELEEL,




2R

1 AR BR Wz

HE LR 1
,,,,,,,,,,,,,,,,, s ,E,,,,,,,,,,,,,,,,,,,
&2 IR BR iz

SRR NN e E— -

O IREEER

Standard stock.

O--$FERIBETER

LHFTBHVEEL RS,

Stocked by specified distributor.
Please contact SANKO MFG.

25
AR [TES
NN .
\
,,,,,,,,, -
AR UTES

High Speed Steel End Mills / Roughing Series SSaL @
NEXT +++++- @

A
Square
# M
IOV PP
T High Helix
J 575
I; Roughing
b K=
IVER
(@) Ball Nose
% 21-7R
% Corner Radius
m 7IsH
B
o For Aluminium
S un
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
1 A
Al
é HithHeIix
A 57409
I; Roughing
I 2
IVR
T Ball Nose
L
_g’ Comer Radius
V& SEV)
3 A
W) Combination
o 73R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



B rzIvksn/574v5990-%
IV RIEEXESH P28

End Mill Selection Chart

SSQaL

STEC| XXX [
30° |3774Y

S(TCN)I-F4YJIATy A =y50V5F (AAEEHASEHN)

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Roughing Long (4-Flutes & 5-Flutes & 6-Flutes)

|
Square
Mm % ZEDEISMEFR Recommend Cutting Conditions iBtlEl siotting l
High Helix
57474 3 ) EERH - R IE# - JUN-RVE g8 188 27UVAH
roging K o il Stets - Catbon Steels Pre nggleﬁgzelssteels AIonSStL?r?lIgS-STS?ngteels
*= Vaterd 55400 - S50C SKDB1 - NAKS5 SCM - SKD11 - SUS304
LY F pArES R &0 RE R ®0RE EERRE EDRE
) |Diameter (nm)| ~ Speed (min™) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
I-7R 8 6 1,900 120 1,430 100 1,140 80
ereis S| B 1,430 130 1,070 110 860 85
S | 1,140 140 860 110 690 90
VIR mi[ 2 950 180 720 140 580 110
fhmin @ |15 760 180 580 130 460 110
o = | 16 720 160 540 120 430 100
ntEm =| 18 640 160 480 120 380 100
swd. @ || 20 580 160 430 130 340 100
22 520 170 390 130 320 100
25 460 170 340 130 280 100
28 400 160 310 120 240 95
30 380 150 290 110 230 90
_— 35 320 135 240 100 200 75
i) 40 290 100 220 80 170 60
Saure it 45 250 80 190 60 150 45
AAST 50 220 60 170 50 140 40
Square Mult I <thA#HE Depth of Cut> ar=D
I 4 N -
i %
1N RelixX
E
37495 _ P4
Roughing I_S

-1 B4
IVER
Ball Nose ar
. o
Corner Radius _(é)
Y &Y
-
Combinatio Q
JV=H o
o
For Aluminium g
F-8F o
For Key Way E
155k 7

MIH

For Special



High Speed Steel End Mills / Roughing Series SSQL m

S I L7
EHEVIHEISRER Recommend Cutting Conditions {BIELDEI Side Milling l
LY EERH - R T8 - JUN-FVE | Ggi- 186 27004 S

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)

HE | DEmEE | ZhRE | CEGEE | XhRE | OR&E | ZhEE | OnRE | #ZhEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
6 2,200 140 1,650 120 1,300 95 1,210 70
8 1,650 150 1,230 130 990 100 910 75
10 1,310 160 990 130 780 100 730 80
12 1,100 205 830 170 670 130 600 90
15 890 200 670 150 530 130 490 90
16 830 200 620 140 500 110 460 95
18 740 180 550 140 430 110 400 95
20 670 180 490 150 400 120 360 110
22 600 190 440 150 360 110 340 110
25 530 200 390 150 330 120 300 90
28 470 190 350 140 280 110 260 100
30 430 180 330 130 260 100 230 90
35 370 160 280 110 230 90 200 80
40 330 120 250 90 200 70 190 60
45 290 90 220 70 180 55 160 45
50 260 70 200 60 150 50 140 40

<thA#=2 Depth of Cut> ar=0.2D
aa=1.5D
b
1 MRG0, FryIRBEREDEDZECHERTEL,
2ERARRICELD, BERE - EXDREDHEEZSHE>TREL,

39— MSHIMICE U B DZEBEVTEL,

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.

@ - RETURN

iRF
Square
# M
E }’-i\'uh‘yHal'x
T igh Helix
J 575
l_: Roughing
b w1
IVR
(@) Ball Nose
% 1-#R
% Corner Radius
m 7IZH
)
o For Aluminium
S un
o NIA
For Special
M
283
Square 2Flute
piliESY
’ \ Sauare Muli
{ M
I\ "
é HithHeI'\x
A 57409
; Roughing
7 - Bl
4 IR
aE Ball Nose
L
_g’ Corner Radius
D kv
2w
W) Combination
i
U]
m For Aluminium
a2 ¥
5 For Key Way
CI
NIA

For Special



B \zIVRIN/5740590-X
IV RIEEXESH P28

End Mill Selection Chart

a STEC| XYY |
35° |t3774)

S(TICN) =74 VJIATwIA=vH0YT Y47 (ARNESBNEEHT)

S(TICN)-Coating High Grade Powder Metallurgy H.S.S Long Shank Roughing (4-Flutes & 5-Flutes & 6-Flutes)

T2 B0 A0 SRR —

ol | 5®16-20 HE25-30 4HR32~50
Square
Qﬁn o B OSIRMEK/\A R CSOA—T 4V I EELTHDET,
e eOVIYYY AL TDIDRVESDINIHERET T,
57494 ; ®/igh grade powder metallurgy HSS with S-Coating.
o ﬁ ®/ onger shank endmill for suitable for deep pocket mifling.
oughing -
U T—UB | BRE (ReE1E87))-FR A50AE | Iz TI3EE|Fovas
Ball Nose a %Eﬁ %arb(l)n A#oylssteelf- Pre-gardlened StSainIelzss Cast Iron Hardened Steels AIIAT|n|um Tgﬂmum
teels 00l Steels teels teels HR 40HRC) [ (45HRC oys oys

SRR \\ork-Material
Comer Radius g Selection Chart ‘ @ ‘ @ ‘ O ‘ O ‘ O

(0]
7I=H m vy
For Aluminium a VAN:LSSA ° ﬂﬁ %%ftrr?wm
¥ S
e NE | IR | BR | BR | W& | AW | 547 | #E
— Diameter Flute Neck Overall Shank Number Type Stock

Length Length Length Diameter of Flutes
16 40 10 180 16 4 1 [ )

. 20 45 = 200 16 4 X2 [ )
i 25 50 . 230 20 5 2 o
B 30 515) = 260 25 o5 X2 [ )
RESH 32 60 — 280 25 6 X2 [ )
Square Mutti ’ \ 35 60 - 280 32 6 2 .
1 4 40 65 — 280 32 6 X2 [ )
AL 2| 45 70 — 320 42 6 E2 °
T 50 75 — 320 42 6 ®2 o
Roughing =

o EEHES

'};lrl: 7 ”’ Standard stock.
Ball N .
" - fSeRIEETEER
. o LHFTBEOEELEEL,
R ) Stocked by specified distributor.
Corner Radius S Please contact SANKO MFG.
(0]
0]}
Q
%
JVEE o
o
For Aluminium g
-8 o
For Key Way E
155% 7]
NIA

For Special

CENODIRIE, SSALS O ECHEELIEEL,



High Speed Steel End Mills / Roughing Series SSQLS @

NEXT +++++- @

£k
AR BR iES

<7\ HFEE

SIIIN pu3 epigien

—
-

N7\ HXNA

S—
<

SIIIN pug [981S peads YSIH

iMA
Square

1

AUy
High Helix
57479
Roughing

w=Ib
IVEF

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

1%
LA

For Special

il
283

Sauare 2Flute
piliESY

Square Multi

M

AUYIR
High Helix
57499

Roughing

Ball Nose
J-7R
Corner Redius
TkA=02)
A

Combination
7R
For Aluminium
F—iEH
For Key Way

1
MIA

For Special



BB \rzIvEIN/574v590-X
IV RIEEXESH P28

End Mill Selection Chart

a STEC| XYY [P
35° 1t3774Y

S(TICN) =74 VJIATwIA=vH0YT Y47 (ARNESBNEEHT)

S(TICN)-Coating High Grade Powder Metallurgy H.S.S Long Shank Roughing (4-Flutes & 5-Flutes & 6-Flutes)

il
Square
M 3 w . oy ur .
AUy92 ﬁ% EEHISRER Recommend Cutting Conditions iatlHl Slotting I
High Helix
505 % | R SR - R 188 U\~ KV 824 128 2728

, S Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels
FOuERnE L L Material Pre-hardened Steels Stainless Steels
K= lTI 55400 - S50C SKDB1 + NAKS5 SCM - SKD11 + SUS304
YK WE | OEeE EDER HiEE DR mEEE EDEE
S [Diameter (nm) | Speed (min”) Feed (mmmin) Speed (min”) Feed (mmmin) Speed (min™) Feed (mmimin)
I=-FR 8 e 720 160 540 120 430 100
oo G |20 580 160 430 130 340 100
PIZH (o) 25 460 170 340 130 280 100

- m 30 380 150 290 110 230 90
whmin @ |35 320 135 240 100 200 75
NSk 2 40 290 100 220 80 170 60

= 45 250 80 190 60 150 45
NIk 3
For Specia 50 220 60 170 50 140 40
<tiA#+2 Depth of Cut> ar=D
[ aa=1D

inA
2%
Saquare 2Flute
piliE S
Sauare Multi ’ \
A X
HIthHeIix %
37495 _ P4
Roughing I_S

-1 B4
IVER
Ball Nose ar
. o
Corner Radius _(é)
Y &Y
AV 8
Combinatio Q
JV=H o
o
For Aluminium g
F-8F o
For Key Way E
155% o

MIH

For Special



High Speed Steel End Mills / Roughing Series SSQLS @

S, o . . s . .
EHENHISEYER Recommend Cutting Conditions {EIEEDE side Milling I
tHs EERH - KA TE# - JUN-FVE | 688 I8 27UV e
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels

55400 - S50C SKDB1 - NAKSS SCM - SKD11 + SUS304 (40HRC)

NE | DEEE | RDEE | BERE | RDRE | EERE | A0EE | DEAE | EDAE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
16 830 200 620 140 500 110 460 95
20 670 180 490 150 400 120 360 110
25 530 200 390 150 330 120 300 90
30 430 180 330 130 260 100 230 90
35 370 160 280 110 230 90 200 80
40 330 120 250 90 200 70 190 60
45 290 90 220 70 180 55 160 45
50 260 70 200 60 150 50 140 40

<tJiA#»E Depth of Cut> ar=0.2D
aa=1.5D

D
1 EREAEDH DD, FrvIdEBEEDBDZECERTEL,
2EARRICKD., BEREE - XD EREORHBEHBIE>TTFEL,
37—V NFHHIMICELIBDZESRV T,
WN.%tt: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.

@ - RETURN

A
Square
#g M
EE }’-I\'Uh‘yHal'Z
I igh Helix
J 59475
l: Roughing
b &=
IVR
(@) Ball Nose
é’: 21-7R
% Corner Radius
m 7IZH
B
o For Aluminium
S un
o JMIA
For Special
M
283
Square 2Flute
piliESY
’ \ Sauare Muli
{ M
I\ W
é HithHeIix
A 57409
; Roughing
7 - Bl
IVER
aE Ball Nose
L
%’ Comer Radius
D kv
2w
[0 Combination
o 73R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



B rzIvksn/574v590-%

IV RZEEKIEE P28
End Mill Selection Chart

a HS-Co JXXX [V
- 30° |771Y

S(TICN) =74 VI T 74 VEYFY a— M (4MA&6HN)

S(TiCN)-Coating Fine Pitch Roughing Short (4-Flutes & 6-Flutes)

T Al

A 5185~32  51&33~50
Square
f\\j‘yﬂ @ OSI—TAVIZERUIC T 74V EYFIALTDS T4V TRV TT,
Gy oft EIFMNTRFDEDAHNELSTEXT
57494 L erine pitch roughing endmill with S-Coating.
. i ®floughing allowances during finishing can be reduced.
Roughing =
| D—28 | KEE |A281287U)\-K8 27VAE REH 73
%Eﬁ Carbon | Alloy Steels * | Pre-hardened | Stainless Hardened Steels Aluminium
g Work-Materia Steels Tool Stegls Stegls Steels Alloys
= Selection Chart ‘ @) ‘ @) ‘ O O ‘
@
= VAN:SFPAS - 2 T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
5 10 5 70 6 4 1 L
6 12 — 70 6 4 3 [
7 16 5 80 8 4 1 L
8 16 — 80 8 4 3 [
S 9 25 7 90 10 4 1 L
Sauare Mult ’\ 1 0 25 - 90 1 O 4 3 .
I 4 11 30 8 110 12 4 B L
e A2 30 — 110 12 4 H3 o
=y | 13 30 — 110 12 4 =4 O
Roughing |=~ 14 35 15 135 16 4 X1 [ )
E 15 40 15 140 16 4 1 L
16 40 10 140 16 4 X2 L
q% 17 40 — 140 16 4 M4 L
Sy 18 40 — 140 16 4 X4 L
%) 19 45 15 145 20 4 1 L
3 20 45 10 145 20 4 X2 L
- |EE 45 — 145 20 4 B4 o
o 22 45 — 145 20 4 4 L
e 23 50 — 150 20 4 R4 o
s 2 | 24 50 16 150 25 4 =1 o
e = 25 50 — 150 25 4 X3 [ )
oy = 26 519 160 25 4 4 L

LA

For Special



High Speed Steel End Mills / Roughing Series S-FPQOS kcisls

NEXT +++++- @
E3 o 2R
E NE &R i w . B3 NE i
|
|
|
|
HE L —+-——f-—- i HE RO SO S -
|
) HO
2K | 2R
&2 V& &5 % - B4 TE iz
i ol
- AN } = N Square
bAL: 4\\7*7777777 e 4\\» a
1 EE ggh‘yHg\‘x
I | elIX
o L/
BiL 3
Unitmm |
I
HEE AR BR 2R TS | 947 | HE
Diameter Flute \E Overall Shank Number Type Stock g,)
Length Length Length Diameter of Flutes {;}_
27 55 — 160 25 4 H4 ° o
28 55 — 160 25 4 H4 D) Z
29 55 — 165 25 4 X4 [ ) =
30 55 — 165 25 4 H4 ® R T
31 60 — 175 25 4 4 . For Specia
32 60 = 175 32 4 X3 [ )
33 60 — 175 32 6 X4 [ )
34 60 = 175 32 6 X4 [ )
35 60 — 175 32 6 X4 [ )
36 65 = 185 32 6 X4 [ )
37 65 — 185 32 6 X4 [ ) RS
38 65 — 185 32 6 &4 o :
39 65 — 185 32 6 X4 [ ] jy —
40 65 - 185 32 6 R4 O 1 .
42 70 — 190 42 6 X3 [ ] T  HishHelix
a4 70 = 190 42 6 X4 () “J 57495
a5 70 — 190 4 6 X4 ° N L oigng
46 80 = 200 42 6 X4 [ WE
48 80 — 200 42 6 X4 o -
50 80 = 200 42 6 X4 [ ) o
S
[0)]
O ZEEER b
Standard stock. 8
O 4 ERIBEEER @
HHFTHBHVLESELLEEL. @
Stocked by specified distributor. o
Please contact SANKO MFG. m
S
a
=
-
NIA

For Special

CANXODIRIE. S-FPAS O ECHEELIEEL,



B rzIvRIN/574v590-%
IV RIEEXESH P28

iRF
Square
M
AYyIA
High Helix
57479
Roughing
=l
IVR

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

1%
LA

For Special

iMA
283
Saquare 2Flute
piliESY

Square Mutti

M
WIS
High Helix

57499

Roughing

=1l
TIVE

Ball Nose
J-7R

Corner Radius

7SR
For Aluminium
*-ER

For Key Way

Tk
IA

For Special

End Mill Selection Chart

S-FPQS

S(TICN) =74 VI T 74 VEYFY a— M (4MA&6HN)

S(TiCN)-Coating Fine Pitch Roughing Short (4-Flutes & 6-Flutes)

<7\ HEE

S|l Pug apigJe

—
-

M7z HXNA

S—
<

Sl PU3 |981S paads YsiH

Hs-Co XX [
30° |7714Y

IZHELNHISRYR Recommend Cutting Conditions iBtlHl Slotting l
[{ER&GE Application Items : S-FPQM « S-FPQO/L]
) BEHN - KRl TEHE - JUN-RVE 524 188 27UV AH
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKDB1 - NAKB5 SCM + SKD11 + SUS304
o B %D RE B &0 &E EERE ZEDEE
Diameter (mm)|  Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
5 3,120 190 1,910 100 1,910 80
6 2,600 210 1,590 100 1,590 100
8 2,000 250 1,190 160 1,190 140
10 1,500 280 950 160 950 140
12 1,200 280 795 180 795 140
14 1,030 290 680 190 680 150
15 960 300 635 190 635 150
16 950 310 600 200 600 160
18 840 320 530 200 530 160
20 750 340 480 210 480 170
22 680 290 435 190 435 150
25 630 240 380 180 380 140
28 560 220 335 180 335 140
30 500 210 315 180 315 140
32 470 210 300 180 300 140
35 430 190 275 160 275 140
40 380 170 240 120 240 120
45 330 150 210 110 210 100
50 300 130 190 110 190 100
<tiA#E Depth of Cut> ar=D
aa=1D




High Speed Steel End Mills / Roughing Series S-FPQ'S m
@ ---+--RETURN

iRF
Square
=5 S o . . T . - M
IZHELNHISRYR Recommend Cutting Conditions {AIELDAEI Side Milling l % N
. o o o L kT High Helix
(BRI Application Items : S-FPOM - S-FPQO/L] > 59454
kIt SERE - KR TEH  JUN-KVE &2 188 278 B e
Work Mild Steels  Carbon Steels Tool Steels Alloy Steels * Tool Steels = .
Material Pre-hardened Steels Stainless Steels b k=l
55400+ S50C SKD61 - NAKBS SCM . SKD11 - SUS304 5 BJa:”/NOL‘E
WE | OERE EDRE RS EDRE ERE EEE (I8 ...
Diameter (mm)| ~ Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) o
5 3,600 200 1,910 120 1,910 105 % Comer Radius
6 3,000 250 1,590 150 1,590 140 m 73
8 2,300 280 1,190 200 1,190 180 8.
10 1,800 360 950 200 950 180 = For Auminium
12 1,500 360 795 210 795 200 =
14 1,280 370 680 240 680 210 o MIA
15 1,170 380 635 255 635 225 iho
16 1,100 400 600 255 600 225
18 960 410 530 270 530 240
20 870 430 480 240 480 230
22 790 400 435 225 435 210
25 700 380 380 210 380 195 k|
28 620 350 335 195 335 180 A
30 590 320 315 190 315 180 Snuare efite
32 550 320 300 190 300 180 NESA
35 500 320 275 170 275 160
40 430 320 240 170 240 160 J| -
45 390 240 210 150 210 140 4 M
50 350 210 190 135 190 120 A NyIA
T High Helix
<tJiA#»E Depth of Cut> a=05D /(PO
; Roughing
aa=1.5D T =
4 IR
aE Ball Nose
L
R 0 ComerRasis
| BREAROSDE0. F vy BEREQEOETERTEL, e
2.9—3Y MIFHIMICELICEDZHRV TS, ® Y| ]
3.IOR. Y3—NITLRDTAGERECERLTHDET. S Wy
UF 1 5HDBEIFEDREZHIB0%IC. OVIADBAER70%UTICLTTEL, 0 Combination
Notes + -
1.Select the machine which has enough power and rigidness 0] 7R
Use the chucking holder with sufficient precision and grasping force. o
2.Select the most suitable coolant for the work-piece material. m For Aluminium
3.Above chart is drawn up according to the two types of cuttings as shown above. 5
Keep in mind that above data has been acquired based on the tests in which short tooth endmills were used. o :F_%m
Decrease the feed by 20% for regular-flute, and by 30% or more for long-flute endmills. g
= For Key Way
CI
NIA

For Special



B rzIvksn/574v590-%

IREIRISRMER o) T RI)VEERIEE P28
Recommend Cutting Conditions End Mill Selection Chart
S-FPaM

S(TICN) I=F 1 V5774 VEYFLF+157 (4KRNEEKN)

S(TiCN)-Coating Fine Pitch Roughing Medium (4-Flutes & 6-Flutes)

H-Co [N [
30° | 774V

P b R —

A 5185~32  H1E33~50
Square
f\\j‘yﬂ @ OSI—TAVIZERUIC T 74V EYFIALTDS T4V TR TT,
Gy B eUF1SHRDIEHIBLWINIIHOAEETT
57494 L erine pitch roughing endmill with S-Coating.
S ﬁ ®(apable of a wide range of machining operations thanks to its reqular flute length.
I D—2% | %EE |AS6IEE 70\ KV AFUUAE REH 7h3Es
%Eﬁ Carbon | Alloy Steels * | Pre-hardened |  Stainless Hardened Steels Aluminium
g Work-Materia Steels Tool Stegls Stegls Steels Alloys
= Selection Chart ‘ @) ‘ @) ‘ O O ‘
)
= VAN:SFPAM - T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
5 15 5 80 6 4 1 [ ]
6 20 — 80 6 4 3 [ )
7 25 5 90 8 4 1 o
8 25 — 90 8 4 X3 o
LS 9 35 7 100 10 4 1 o
Soarll 10 35 — 100 10 4 X3 [ ]
I 4 11 45 8 125 12 4 B o
e A2 45 — 125 12 4 H3 o
e VIERE 45 — 145 12 4 =4 O
Roughing I: 14 45 15 145 16 4 X1 )
l=ll 15 55 15 155 16 4 1 [ ]
16 55 10 155 16 4 X2 [ ]
q% 17 55 — 165 16 4 X4 [ ]
Sy 18 55 — 155 16 4 X4 [ ]
%’ 19 60 15 160 20 4 1 [ ]
3 20 60 10 160 20 4 X2 [ ]
- |EE 60 — 160 20 4 B4 ®
o 22 60 — 160 20 4 4 [ ]
21 23 70 — 170 20 4 H4 o
s 2 | 24 70 16 170 25 4 =1 o
e = 25 70 — 170 25 4 X3 [ ]
oy = 26 70 175 25 4 4 [ ]

LA

For Special



High Speed Steel End Mills / Roughing Series S-FPQ'M m

2R . 2R
) NE HE i w B3 NE i
|
|
|
HE LR —+-——f-—- HE | R SO A -
|
|
77777777777777777 & =&
&2 TE 55 2 i =4 TE iz
} k|
| N Square
AT «\Quw—f—f—f im& 4\\» a
1 LR
. B
Tniimm B
HE | VR ¢E | R | W | 947 | #E '“
Diameter Flute Overall Shank Number Type Stock g,)
Length Length Diameter of Flutes o
27 70 - 175 o5 4 4 ° o
28 70 — 175 25 4 K4 [ u
29 80 - 190 o5 4 =4 ° E -
80 — 190 25 4 H4 [ E
%30 80 20 190 32 4 =1 ° R A
31 80 20 190 32 4 H1 °
32 80 — 195 32 4 H3 N
33 90 — 205 32 6 4 °
34 90 — 205 32 6 R4 °
35 90 — 205 32 6 H4 °
36 100 — 220 32 6 K4 ® e
37 100 — 220 32 6 H4 ®
38 100 — 220 32 6 R4 o J\ -
39 100 ¥ 220 32 6 R4 o 1 .
40 100 — 220 32 6 H4 ® T  Hiehbeix
42 110 — 230 42 6 H3 ° o 5745
a4 110 - 230 42 6 X4 ° INT g
45 110 — 230 42 6 R4 ® WE
46 120 — 240 42 6 H4 ° :
48 120 — 240 42 6 R4 ° 5
50 120 — 240 42 6 H4 ® A
HENEAEED TR RE L, 8
0 IZEEESR 8
Standard stock. g
- RIS o
HHITHBEVEELEEL,. —
Stocked by specified distributor. I':I'I
Please contact SANKO MFG (oL
=
I
il

For Special

CANXODIRIE, S-FPAM O ECHEELEEL,



BB \zIvEIN/5740590-X
REIHISR R

C0c) T RI)VEEXRIEE P28
Recommend Cutting Conditions End Mill Selection Chart
S-FPQL

S(TICN) -5 425774V EyFOYIH (AHA&EHN)

Hs.Co [XXX [
N 30° |7714Y
S(TiCN)-Coating Fine Pitch Roughing Long (4-Flutes & 6-Flutes)
I ]
g D FS
54##10~32 41{#35~50

A
Square
i\\ﬁm @ OSI—TAVIZEUIE T 74V EYFIATDS T4V TR TT,
Gt 18 eOVIARDICHIBLWVII TR IHOIEETT,
57494 L erine pitch roughing endmill with S-Coating.
o ﬁ ®/onger flute length endmill for side mifling and suitable for deep pocket milling.
oughing L
| -8 | %EE |A2RI8E7UI- K8 27 VAE AL 73
%Eﬁ Carbon | Alloy Steels * | Pre-hardened | Stainless Hardened Steels Aluminium
8 Work-Materia Steels Tool Stegls Stegls Steels Alloys
= Selection Chart @) ‘ © ‘ O O ‘
0]
m i o
- VAN:SFPAL - HEXTE T
WH S
(e E | TR | BR | 2R | BB | XM | 547 | EE
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
10 45 — 100 10 4 2 o
12 55 — 125 12 4 B2 L
14 65 15 145 16 4 1 o
15 75 15 155 16 4 1 L
REZ 16 75 — 155 16 4 B2 o
Sl 4 18 75 — 155 16 4 X3 [ ]
I A4 20 80 — 160 20 4 B2 o
a7 21 [IEE 80 — 160 20 4 H3 o
—yrans, | 25 100 — 180 25 4 ®2 o
Rougting K 28 100 — 180 25 4 X3 [ ]
fb 30 100 20 210 32 4 B1 o
32 110 — 220 32 4 2 L
% 35 110 — 220 32 6 B3 L
= 40 125 20 240 42 6 H1 L
o 45 125 — 240 42 6 ®3 ®
§ 50 150 — 270 42 6 3 L
(0}
o}
o
m
=@ 2
For Key Way E
g% 0
MTH

For Special

CAENDEE. S-FPAL OXARO ETHEELEEL,




High Speed Steel End Mills / Roughing Series S-FPQL m

25 | 25
1 N5 L S RS i
|
|
D S S U . SR | E 7. 35 \x 77777 B —
e
e |
&2 I8 i i
| el
‘ Square
NN, T |
IR NN - 8 I
\ ] QUh‘yHﬂl_Z
! T igh Helix
J 575
I; Roughing
b K=
IVR
(@) Ball Nose
% 1-#R
% Corner Radius
m 7IsH
B
o For Aluminium
S w5
o JIA
For Special
iMA
283
Sauare 2Flute
eS|
’ \ Square Multi
{ N
Ay
é High Helix
A 57409
I; Roughing
0 IELHEES v WI\;IIILI
Standard stock. T Ball Nose
- S ERIBEEER ®m  3-7R
HHFTBENEELEEL, 0 _
Stocked by specified distributor. 5 Corner Radius
Please contact SANKO MFG. (0] T/t?*"yiy
3 A
W) Combination
o 7LIE
o
m For Aluminium
=)
o [F-iEH
E For Key Way
T
MIA

For Special



B \rzIvRIN/5740590-X

IVRIIVEEREH P28 CI1—FT+vJ P466 P ) P34cy
End Mill Selection Chart C-Coating Non-Coating

S-as o s 50| 52
m EIMRL 30° | &

S(TICN) =747 =y Y a— rH (ARHE&EHN)

S(TiCN)-Coating Roughing Short (4-Flutes & 6-Flutes)

T e

A 5185~32  4H&35~50
Square
i\\ij %
High Helix
S = OSTO—TVUEMUIBEE Y F I TDS T4V I I YRIITY,
S ﬁ ® Standard pitch roughing endmill with S-Coating.
I D—2% | %EE |AS6IEE 70\ KV AFUUAE REH 738
%Eﬁ Carbon | Alloy Steels * | Pre-hardened |  Stainless Hardened Steels Aluminium
S Work-Materia Steels Tool Stegls Stegls Steels Alloys
= Selection Chart ‘ @) ‘ @) ‘ O O ‘
o
- VAN:SAS - i T
| sz | IR | BR | &R | WE | WB | 917 | #E
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
5 10 5 70 6 4 Eq [ ]
6 12 — 70 6 4 3 [ )
7 16 5 80 8 4 Eq o
8 16 — 80 8 4 X3 o
LS 9 25 7 90 10 4 H1 o
Sauare Mult ’\ 1 0 25 - 90 1 O 4 3 .
I 4 11 30 8 110 12 4 B o
e A2 30 — 110 12 4 H3 o
574049 3 13 30 — 110 12 4 R4 o
Roughing I: 14 35 15 135 16 4 X1 [ )
fb 15 40 15 140 16 4 1 [ ]
16 40 10 140 16 4 X2 [ ]
U% 17 40 — 140 16 4 X4 [ ]
=) 18 40 — 140 16 4 X4 [ ]
-g) 19 45 15 145 20 4 1 [ ]
3 20 45 10 145 20 4 X2 [ ]
o 22 45 — 145 20 4 B4 o
o 25 50 — 150 25 4 3 [ ]
2 28 55 — 160 25 4 K4 o
s=g5 2 | 30 55 — 165 25 4 R4 o
N = 32 60 — 175 32 4 X3 [ ]
—_ | 60 — 175 32 6 K4 o
Y 40 65 - 185 32 6 =4 o
Far Spocil 45 70 — 190 42 6 X4 [ )
50 80 — 200 42 6 X4 [ ]

CENDIRIE, S-S O ECEEL LS,



High Speed Steel End Mills / Roughing Series S-S m

(AR

Standard stock.

HENEEEER
LHFTBHVEE L,

Stocked by specified distributor.
Please contact SANKO MFG.

2R
1 AR BR Wz
HE L RO ~+-——1-—
,,,,,,,,,,,,,,, s ,E,,,,,,,,,,,,,,,,,,,
&2 IR BR iz
N

(§ I ~ _r B

4¥ \\

25
AR [TES
NN .
\
,,,,,,,,, -
AR UTES

NEXT +++++- @

A
Square
# M
E Quh‘yHal'Z
T igh Helix
J 575
I; Roughing
T
IVER
(@) Ball Nose
% 21-7R
% Corner Radius
m 7IsH
B
o For Aluminium
S un
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
{ N
Al
é HithHeIix
A 57409
I; Roughing
T < Bl
IVR
T Ball Nose
L
_g’ Comer Radius
V& SEV)
3 A
W) Combination
o 73R
o
m For Aluminium
=)
o F-iEH
E For Key Way
T
iz
For Special



B rzIvEIN/5740590-X

IVRIIVEEREH P28 CI1—FT+vJ P466 P¥arleli)
End Mill Selection Chart C-Coating Non-Coating

S-S

S(TICN) 3—F 450 =y oY 3— bl (4MAIEBHH)

P34Cy

Hs-Co XXX [PRON
30° | &

A
Square
1 o 3 w : o u .
AJy92 E IEEDHISRHER Recommend Cutting Conditions #tH) Slotting I
High Hell
- ,E - (BRI & Application Items : S-QM + S-O/L]
57479 3
e 1| 1REIM RS - R IEH-JUN-FV | ol 186 A7V02d EER
. = | Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
™=l | Material Pre-hardened Steels Stainless Steels
éEHJNOI;e S5400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 (40HRC)
U O W® | mmEE | ®0®E | DEEE | %0EE | DEGRE | #DEE | OEEE | #DEE
= Diameter (mm){ Speed (min™) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min)
Q 5 2,800 115 1,910 75 1,910 60 1,530 30
71zE o 6 2,400 140 1,590 80 1,590 75 1,250 40
o 7 2,080 140 1,365 95 1,365 90 1,100 45
SN | 8 1,770 150 1,190 120 1,190 105 950 45
=373 < 9 1,590 150 1,065 120 1,065 105 850 45
nIA F 10 1,420 155 950 120 950 105 750 45
Lh 11 1,310 160 870 125 870 105 690 45
12 1,200 165 795 135 795 105 630 45
13 1,100 170 735 140 735 115 590 60
14 1,000 180 680 150 680 125 550 60
15 940 195 635 165 635 125 500 60
LA 16 900 195 600 180 600 150 470 60
287 17 840 200 560 180 560 150 440 60
B A 18 790 210 530 180 530 150 420 60
il E Ry 19 740 210 500 180 500 150 390 60
_ 20 700 210 480 180 480 150 370 60
e | O I -- 670 210 435 180 435 150 360 60
1 4 25 560 180 380 165 380 140 300 60
'H\Uh“/H7|_1 A 28 500 170 335 155 335 130 270 45
g — 30 470 165 315 150 315 120 250 45
57479 7 32 450 165 300 150 300 120 240 45
ER—— |: 35 420 150 270 135 270 120 220 45
. = 40 340 135 240 110 240 95 180 45
'E;'IL' W 45 310 120 210 90 210 75 160 30
sal ose I T 50 280 105 185 90 185 75 150 30
~R § <YIAHE Depthof Cut>  a=D
m —
8 aa=1D
[0)
Q
Q
JVSH o
o
For Aluminium m
@0 2
For Key Way E
155k 7

LA

For Special

S(TiCN)-Coating Roughing Short (4-Flutes & 6-Flutes)




High Speed Steel End Mills / Roughing Series S-aS

@ - RETURN

N A0 s
IREVIHISR{FR Recommend Cutting Conditions BIELIE side Miing__J]
[{EF&& Application Items : S-QM - S-QL]
fRE BEmE - Rl TE@ - JUN-RVE | o2l I8 A7/UAH EHIZE ]
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)

NE | EERE | RDRE | EERE | RDEE | EERE | ZDEE | EERE | #DEE
Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin)
5 2,800 130 1,910 120 1,910 105 1,530 30
6 2,400 160 1,590 150 1,590 135 1,250 40
7 2,080 165 1,365 150 1,365 135 1,100 45
8 1,770 180 1,190 165 1,190 150 950 45
9 1,590 195 1,065 165 1,065 150 850 45
10 1,420 225 950 195 950 180 750 45
11 1,310 225 870 210 870 195 690 50
12 1,200 225 795 210 795 195 630 50
13 1,100 225 735 210 735 195 590 55
14 1,000 255 680 240 680 210 550 60
15 940 270 635 255 635 225 500 60
16 900 270 600 255 600 225 470 60
17 840 270 560 255 560 225 440 60
18 790 300 530 270 530 240 420 65
19 740 300 500 225 500 210 390 65
20 700 300 480 225 480 210 370 65
22 670 300 435 225 435 210 360 65
25 560 285 380 210 380 195 300 60
28 500 270 335 195 335 185 270 50
30 470 255 315 190 315 180 250 45
32 450 240 300 190 300 180 240 45
35 420 225 270 165 270 180 220 45
40 340 225 240 165 240 180 180 45
45 310 180 210 150 210 135 160 40
50 280 165 185 135 185 120 150 40

<tiA#2 Depth of Cut> ar=0.5D
aa=1.5D
5

1 EREBIEDOSHDE0. FrvIEEBEQDDZEHERTE,

2.9—37 MIREIRICEL LB DZEHRTTE,

3.CORIF, ¥3a— bNTLEDVARERBEIIERLTHDET,
UF 1 SADBEIFEDREZHKIB0%IC, OV IADHZEIE70%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.Above chart is drawn up according to the two types of cuttings as shown above.

Keep in mind that above data has been acquired based on the tests in which short tooth endmills were used.
Decrease the feed by 20% for regular-flute, and by 30% or more for long-flute endmills.

iRF
Square

# M

EE }’-i\'uh‘yHa\'Z

iT igh Helix

J 575

l_: Roughing

T
IVR

(@) Ball Nose

Q

= —

g

Q

(0]

m 7IZH

)

a For Aluminium

S um

o NIA
For Special
iMA
283
Square 2Flute
piliESY

’ \ Square Multi

1 Al
I\ "

é H\'thHeI'\x

A 57409

I; Roughing

gy t—
41K

aE Ball Nose

@ _

=)

(0))

O

o

(0]

)

0

o 7ZI=H

o

m For Aluminium

a2 ¥

5 For Key Way

CI
NIA

For Special



BB rzIvRIN/5740590-X

IREIRISRMER SCHNC) TV RS)VEEREE P28 C1—T+2Y
Recommend Cutting Conditions End Mill Selection Chart C-Coating

S-aM i e 5 o2
. 30° | =i

S(TICN) =747 A=y ILF215H (4AMAEBHH)

S(TiCN)-Coating Roughing Medium (4-Flutes & 6-Flutes)

I —— _—

P470 PP IDT; P34£ﬂ

Non-Coating

A 5®10~32 4}4&35~50
Square
I, & *ST—TAVUEMLIEELYF 5 TDS T IIIRIILTT,
e B eUFa1THRDIEHIBLWVIIIHAIEETTY,
57494 == @ Standard pitch roughing endmill with S-Coating.
. ﬁ ®(apable of a wide range of machining operations thanks to its reqular flute length.
oughing -
SR T—UR | GRE |[A2H1287U/- (V8 A7UUAR izt 738
Ball Nose %Eﬁ Carbon | Alloy Steels * | Pre-hardened | Stainless Hardened Steels Aluminium
8 Work-Materia Steels Tool Steels Steels Steels Alloys
= Selection Chart ‘ © ‘ @) ‘ O O ‘
E_— [0)
=R m P 4 $1ﬁ:mm
~uwn o VAN:SAM- HHE x iR Unit:mm
¥ S
it = PLE A& BR £k TS | 47 | HE
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
10 35 — 100 10 4 X3 [ ]
. 12 45 — 125 12 4 X3 [ )
i 14 45 15 145 16 4 1 o
B 15 55 15 155 16 4 1 o
liERY 16 55 10 155 16 4 X2 [ ]
Square Mutti ’\ 1 8 55 - ] 55 1 6 4 4 .
M 4 20 60 10 160 20 4 X2 [ ]
a7 21 [IEE 60 — 160 20 4 H4 o
574v5 Wl 25 70 — 170 25 4 X3 [ ]
Roughine I: 28 70 — 175 25 4 X4 [ ]
P E %30 80 — 190 25 4 M4 [ ]
IVR ’ 80 20 190 32 4 1 [ ]
Efiibeo q% 32 80 — 195 32 4 X3 [ ]
5 35 90 — 205 32 6 X4 [ ]
.g) 40 100 — 220 32 6 M4 [ ]
8 45 110 = 230 4P 6 X4 [ ]
o L 50 120 — 240 42 6 H4 [
=), = p - N
SR8 SENIRMRERD SRR E L,
For Aluminium E
@8 2
For Key Way E
1555 7}
ITHA

For Special

CAENODIRIE, S-a&M O &CEELEEL,



- (R Em

Standard stock.

HENEEEER
LHFTBHVEE L,

Stocked by specified distributor.
Please contact SANKO MFG.

2R
1 AR BR Wz
HE L RO ~+-——1-—
,,,,,,,,,,,,,,, s ,E,,,,,,,,,,,,,,,,,,,
&2 IR BR iz
N

(§ I ~ _r B

4¥ \\

2R
AR iz
NN ]
N -
,,,,,,,,, P R
NE 12

High Speed Steel End Mills / Roughing Series S-QM m

A
Square
# M
IOV PP
T High Helix
J 575
I; Roughing
b K=
IVER
(@) Ball Nose
% 21-7R
% Corner Radius
m 7IsH
B
o For Aluminium
S un
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
1 A
Al
é HithHeIix
A 57409
I; Roughing
I 2
IVR
T Ball Nose
L
_g’ Comer Radius
V& SEV)
3 A
W) Combination
o 73R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



B zIvEIN/5740590-X
REIHISR R SN TV RIVEERBE P28 CI1—F+V9

Recommend Cutting Conditions

iRF
Square

1o

AUyIA
High Helix
57479

Roughing

1%
LA

For Special

FilESY
Square Mult

I

AJyJ
High Helix
57479

Roughing

*-&R
For Key Way

Tk
LA

For Special

<7\ HEE

SIIIW PuU3g apigJe

—
-

M7z HXNA

S—
<

SIlIN Pu3 |981S paads ysiH

Pa72 PPEECIDT) P346)

End Mill Selection Chart C-Coating Non-Coating

S-alL i s 55 oo
. 30° |

S(TICN) I—F+>J A=y o0V IR (4HNEE6HH)

S(TiCN)-Coating Roughing Long (4-Flutes & 6-Flutes)

I I

5214~30 4HE35~50

OS1—T 4 VI EMUIBEE Y FHIATDS T4V JIY RIITT,
o0V JARDIHIBLVIN T PREIIHAE T,

® Standard pitch roughing endmill with S-Coating.

® | onger flute length endmill for side milling and suitable for deep pocket milling.

D=2/ | 7&E |A28IEE TUN\-KUE ATV REA 78S

%Eﬁ %arb?n A4oy |SsteelT 0 Pre-sr:ardlened S?inlelzss Hardened Steels AllArlr;inium
teels 0ol Steels teels teels 35HRC) [ (40HRC) [ (45HRC oys
WorkMaterial

Selection Chart ‘ @ ‘ @ ‘ O O ‘

VAN:SAL « HEX TE L
N I R TiES | 4T | HE

Diameter Flute Overall Shank Number Type Stock
Length Length Diameter of Flutes

14 65 15 145 16 4 ] °
15 75 15 155 16 2 5] °
16 75 - 155 16 4 2 °
18 75 - 155 16 2 3 °
80 - 160 20 4 2 °

20 100 - 180 20 2 2 °
120 - 200 20 4 2 °

100 - 180 o5 2 2 °

25 120 - 200 o5 4 =2 °
150 - 530 o5 2 2 °

100 20 210 30 4 ] °

20 120 20 230 32 2 51 °
150 20 260 32 4 1 °

200 20 310 32 2 BT °

120 — 230 32 6 3 °

35 150 - 260 32 6 3 °
200 - 310 30 6 3 °

120 20 240 a2 6 BT °

40 160 20 580 42 6 1 °
200 20 320 a2 6 BT °

. 160 — 280 42 6 3 °
200 - 320 42 6 3 °

160 - 280 e 6 3 °

S0 200 = 320 42 6 =3 °

CAEXNDREE. S-aL OXARO ETEELEELY,



High Speed Steel End Mills / Roughing Series S-QL @

28 | 25
1 N5 L S RS i
|
|
D S S U . SR | E 7. 35 \x 77777 B —
e
e |
&2 I8 i |
| el
‘ Square
NN, T |
5142 \\X F | 8 M
\ @ A
‘ T High Helix
J 575
I; Roughing
b K=
IVER
(@) Ball Nose
% 1-#R
% Corner Radius
m 7IsH
B
o For Aluminium
S un
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
{ N
Al
é HithHeIix
A 57409
I; Roughing
T < Bl
IVR
T Ball Nose
L
_(%) Comer Radius
Y &Y
2w
W) Combination
o 7LIE
o
0 IEBLEHEER gl For Aluminium
Standard stock. oL +—iEH
- ﬁEfﬁEE EEE:I:'I E For Key Way
HBHFTBEVEELEEL, )

Stocked by specified distributor. MIA
Please contact SANKO MFG. For Special



A \RIVEIN/574959U-X

iRF
Square

1o

AUyIA
High Helix
57479

Roughing

1%
LA

For Special

FilESY
Square Mult

I

AJyJ
High Helix
57479

Roughing

*-&R
For Key Way

Tk
LA

For Special

<7\ HEE

SIIIW PuU3g apigJe

-
-

M7z HXNA

S—
<

SIlIN Pu3 |981S paads ysiH

IVRSEEXIEE P28 CaI1—-F4vY P4a74 PPEECIDT) P348)
End Mill Selection Chart

C-Coating Non-Coating

S-aH e | -
- 35 | \=F

S(TICN) =T 4 VJ A=y I)\— K54 T (AMNEBHH)

S(TiCN)-Coating Coarse Pitch Roughing (4-Flutes & 6-Flutes)

T NaN—

HEE5~32  HHE35~50

OSI1—F VI &MU\ —REYFILTDS T4V I T IRIIVCT,
oS HIBNIICRETT

® (oarse pitch roughing endmill with S-Coating.

O Suitable for heavy-duty roughing.

D=2/ | 7&E |A28IEE TUN\-KUE ATV REA 78S

%Eﬁ %arb?n A4oy |SsteelT 0 Pre-sr:ardlened S?inlelzss Hardened Steels AllArlr;inium
teels 0ol Steels teels teels 35HRC) [ (40HRC) [ (45HRC oys
WorkMaterial

Selection Chart ‘ @ ‘ @ ‘ O O ‘

VAN:SAH - 5Z L
N I BR R TiES | 4T | HE

Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes

5 8 5 55 6 4 B1 [ )
5.5 10 5 95 4 R [ J
6 10 — 55 6 4 X3 [ )
6.5 12 5 65 8 4 B1 [ J
7 12 5 65 8 4 B [ )
7.5 12 5 65 8 4 B1 [ J
8 12 — 65 8 4 K3 [ J
8.5 15 7 75 10 4 B1 [ )
9 15 7 75 10 4 R [ J
9.5 15 7 75 10 4 B1 [
10 18 — 80 10 4 K3 [ J
10.5 18 8 85 12 4 B1 [ J
11 18 8 85 12 4 X1 [ J
11.5 18 8 85 12 4 B1 [
12 22 — 90 12 4 X3 [ J
12.5 22 — 90 12 4 X4 [
13 22 — 90 12 4 X4 [ J
13.5 22 — 90 12 4 M4 [ J
14 22 — 90 12 4 X4 [ J
14.5 25 15 100 16 4 B [
15 25 15 100 16 4 &1 [
15.5 25 15 100 16 4 B [




High Speed Steel End Mills / Roughing Series S-QH @

NEXT +++++- @
2R o 2R
) NE HE i w B3 NE i
|
|
|
HE LR - ——f-—- HE | R SO S -
|
|
77777777777777777 & =&
&2 TE BB 2 i =4 TE iz
} k|
‘ N Square
AT «\Quw—f—f—f im& 4\\» a
1 ﬁ% glgjh‘yHZHZx
. B
priiy
48 | IR | BR | &R | M@ | WM | 447 | #E ’“
Diameter Flute Neck Overall Shank Number Type Stock g,)
Length Length Length Diameter of Flutes o
16 30 10 100 16 4 2 ° o
16.5 30 — 100 16 4 R4 [ i
17 30 - 100 16 4 =4 ° E
17.5 30 — 100 16 4 H4 [ = ?ﬁ%m
18 30 — 100 16 4 X4 ° For
185 30 — 100 16 4 H4 ®
19 35 15 110 20 4 X1 ®
19.5 35 15 110 20 4 H1 ®
20 35 10 110 20 4 &2 °
21 35 — 110 20 4 R4 ®
22 35 — 110 20 4 H4 ® S
23 35 — 110 20 4 R4 [ ’
24 45 16 125 25 4 =1 ° jy .
25 45 — 125 25 4 =3 o 1 .
26 45 — 125 25 4 4 ° T ek
27 45 — 125 25 4 X4 ° o 5745
28 45 — 125 25 4 =4 ° N T e
29 45 — 125 25 4 X4 ° E
30 45 — 125 25 4 H4 [ 1
32 50 — 130 32 4 H3 ® &
35 55 — 135 32 6 H4 ® A
40 60 — 140 32 6 H4 ® g
45 65 — 155 42 6 R4 ° o
50 75 — 165 42 6 H4 ° o)
o
m
2
=
o R
il

For Special

CENODIRIE, S-AH O ETEELEEL,




B \RIVEIN/5T740590-X

IVRIIVEEREH P28 CI1—FT+vJ PA474 P¥arEe)
End Mill Selection Chart C-Coating Non-Coating

S-aH

S(TICN) I—-F 17 A=y I \— K54 T (4A&6HH)

P34€J

HsCo [XXY [P
35° |/\=R

S(TiCN)-Coating Coarse Pitch Roughing (4-Flutes & 6-Flutes)

inA
Square
: M . .. s .
Sah'w % IZHELNHISRYR Recommend Cutting Conditions iBtlHl Slotting l
igh Helix
or | wEE | BERE-REE | IEE-JUN\-KVE | 828128250028 e
o B[ Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
oughing = Material Pre-hardened Steels Stainless Steels
K= lTl SKD61 + NAKS5 SCM - SKD11 - SUS304 (40HRC)
Ik HE | DEeE | RZDRE | EERE | BDRE | DEEE | EhEE | GERE | 2DEE
S |Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin)
I-7R 8 5 2,800 130 1,910 75 1,910 60 1,630 40
Cormer Radits g 6 2,400 150 1,590 a0 1,590 75 1,250 50
PR o) 7 2,080 155 1,365 110 1,365 90 1,100 55
- m 8 1,770 165 1,190 1815 1,190 110 950 60
For Aluminium 8_ 9 1,590 165 1,065 135 1,065 110 850 60
ey 2 10 1,420 165 950 135 950 110 750 65
IR = 11 1,310 180 870 150 870 120 690 65
For Specia 0 12 1,200 195 795 165 795 135 630 65
13 1,100 210 735 180 735 150 590 70
14 1,000 225 680 195 680 165 550 75
15 940 240 635 195 635 165 500 80
16 900 240 600 210 600 185 470 90
A 17 840 245 560 215 560 190 440 90
’2*&3; 18 790 255 530 225 530 195 420 95
Square 2Flute 19 740 255 500 225 500 195 390 95
AESH 20 700 255 480 225 480 195 370 95
22 670 255 435 225 435 185 360 95
Sl 25 560 225 380 210 380 180 300 95
M P 30 470 195 315 180 315 150 250 60
A9IR 32 450 195 300 180 300 150 240 60
Highbelx 35 420 180 270 165 270 135 220 60
57445 Wi 40 340 180 240 165 240 135 180 60
R 45 310 165 210 135 210 110 160 45
Roughing 5 P 50 280 150 185 125 185 105 150 45
'}Jllk‘ 2 <thiA#»2 Depth of Cut> ar=D
Ball Nose ar —
j_j—R 0':(} - aa=1D
el O 1 EREBIEDOSZE0. Fr v I EEREOEDESERATEL.
D 2EARRICED. BEmRE - XDEEOREESTHEOTTEL,
@ 3.7—3VHMIEHMISELEBDZHEUTE,
Q.  Notes
€N 1.Select the machine which has enough power and rigidness.
yd ' + Use the chucking holder with sufficwent precision and grasping fome.
J 8 2.Apply the appropriate cutting condition according to your machining
— condition and work-piece material.
FOTAUMAUN M1 3.Select the most sitable coolant for the work-piece material.
@8 3
For Key Way E
155 2

LA

For Special
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B \RIVESN/574v590-X

IVRIEEREH P28 CI1—F+1VJ P478
End Mill Selection Chart C-Coating

a HeCo | XXX [P
35° |I\—=F

S(TICN) =747 A=y N\=RI4TLF 157 (4HI&BHNA)

S(TiCN)-Coating Coarse Pitch Roughing Medium (4-Flutes & 6-Flutes)

P ee————

JaA=F407 P352
Non-Coating

ol | s@6~32  41235~50
Square
N B OST—TAYIERUILN\—REYFIATDI T4V I TRV TY,
L B eUFASHARDIDIELVIITHERETT,
57494 EE ® (oarse pitch roughing endmill with S-Coating.
L i ®(apable of a wide range of machining operations thanks to its reqular flute length.
ougnhing -
I D—2% | %EE |AS9IEE70\- KVl AFUUAE REH 738
%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Hardened Steels Aluminium
8 : Steels Tool Stegls Stegls Steels (35HRC) [ (40HRC) [ (45HRC)
0l Work-Material
g Selection Chart
)
= VAN:SAHM - 5 T
51 S
(e AE | IR | BR | 2R | BB | XH | 447 | #&E
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
6 15 - 60 6 4 X3 [ ]
8 25 — 80 8 4 3 [
9 30 7 90 10 4 X1 [ ]
10 30 — 90 10 4 3 [ ]
LS 12 35 — 110 12 4 X3 o
S|y 14 40 = 110 12 4 X4 [ ]
1 4 15 45 15 120 16 4 X1 o
272 2|16 50 10 120 16 4 H2 °
57475 _ DAL 50 — 120 16 4 =4 °
3
roughing L B 20 55 10 130 20 4 X2 [ )
? ,=b 22 55 — 130 20 4 M4 [ ]
5 25 65 — 145 25 4 K3 ®
0% 30 65 — 145 25 4 X4 [ ]
> 32 80 — 160 32 4 X3 L
Q 35 80 — 160 32 6 X4 [ ]
2 40 95 20 185 42 6 X1 L
o |45 95 — 185 42 6 R4 ®
T 50 110 - 200 42 6 X4 [ J
o
m
@8 2
For Key Way E
BE_ 0
MIA

For Special

CAEXDREEF. S-AHM O ETHEEL S,



High Speed Steel End Mills / Roughing Series S-GHM

2R | 2R |
1 AR i S B3 & &
|
| AN
e | K +-——— i IS NN N —+—
|
e
2R | £R
&2 R s M | &4 TR i
| A
) T~ } ) R N ) Square
NE \\ } neE \\ }> 8/ v
\ Eo NI
! T High Helix
o 9 . .. v . y 57477
REDHEISRTR Recommend Cutting Conditions B H Slotting l E
= oughing
1Rl SR - Rl TEH- JUN-RVE o5l - T80 27VVAd g il
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels O BaiNose
Material Pre-hardened Steels Stainless Steels &
55400 - S50C SKD61 + NAKE5 SCM - SKD11 - SUS304 =1 J-7R
Diameter (mm) | Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min) Speed (min”) Feed (mm/min) % 7b3H
6 2,400 120 1,590 75 1,590 60 > -
8 1,770 110 1,190 75 1,190 60 = R
9 1,590 110 1,065 75 1,065 60 S  un
10 1,420 110 950 75 950 60 o MIA
12 1,200 80 795 65 795 60 b
14 1,000 80 680 65 680 60
15 940 80 635 65 635 60
16 900 80 600 65 600 60
18 790 80 530 65 530 60
20 700 75 480 65 480 60 ;|
22 670 75 435 65 435 60 28H
25 560 75 380 65 380 60 Souare 2Flute
30 470 70 315 65 315 60 AEST
32 450 65 300 60 300 60
35 420 65 270 60 270 50 J\ .
40 340 65 240 55 240 50 4 I
45 310 65 210 50 210 45 2 AUyIA
50 280 65 185 50 185 45 I -
~IJ*' 57479
<{FA#E Depthof Cut>  a-D B > FHoughing
1 > Bl
=
s all Nose
-2D =
W 3-7R
_g’ Corner Radius
G 2 e
1 EREEIMEDDDED. Fvv I dEEEOHDZECERTEL, o Ya9
2ERNRICKD. OEEE - XD REDRHRBZHTE>TREL, 0 Combination
3.=3Y MNIHHMICEL B DZEHBV T L, ~+ =
Notes 8 7IV=H
1.Select the machine which has enough power and rigidness. =
Use the chucking holder with sufficient precision and grasping force. m For Alminium
2.Apply the appropriate cutting condition according to your machining =) $_:§m
condition and work-piece material. Q &
3.Select the most suitable coolant for the work-piece material. g
= For Key Way
7]

%
MIA

For Special



B RIVEIN/5740590-X

IVRIIVEEREH P28 CI1—F+vJ =Yk} /vd-574v45  P358
End Mill Selection Chart C-Coating Non-Coating

a 0] [N i
[ -0.04 | 35° |75vb

S(TICN) I—F 4« VI ATV LV RAEMIA (3AE&4HN)

S(TiCN)-Coating Roughing for Stainless Steels (3-Flutes & 4-Flutes)

AT S —

R 51%3~22  41{225~30
Square
Mo B OS1—T 1V IZEMUIL ISV IFATDS T4V I TRV TY
Gy B ORATVUVADBINIICRETT ., O3mHhS5ERELTHOET,
57494 & oflat nick roughing endmill with S-Coating.
S ﬁ ®FExcellent for slotting process of stainfess steel.  ®The item line up is from 3mm.
SN T—% | xEE (aeETEE7U-K8 A7V e T P
éla:”JNOt;e L BER %arbon Alloy Ssteels' Pre-sr:ardened — gta'vrllb‘ffgeff — Hardened Steels Titanium
QJ‘ Ny teels Tool Steels teels Alloys
"Bkl o | o 0o o e|o|o 0|0]oO
o
- VAN:SSUA - & T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
3 5 — 55 6 3 Eq [ ]
3.5 6 — 05 6 3 B1 [ )
4 6 — 55 6 3 Eq o
4.5 7 — 60 6 3 1 o
LS 5 8 — 60 6 3 H1 o
Soarll 5.5 9 — 60 6 3 1 [ ]
IM 4 6 9 — 60 6 3 K3 [ )
a7 3I< 6.5 14 — 70 8 3 H1 ®
574v5 P 7 14 — 70 8 3 B [ ]
Roughing I=~ 7.5 16 — 70 8 3 B [ ]
I 'TI 8 16 — 70 8 3 X3 [ ]
IVR 8.5 18 — 80 10 3 B [ ]
" 9 18 — 80 10 3 2 [ ]
S o5 20 = 80 10 3 =1 o
-g) 10 20 — 80 10 3 3 [ ]
3 10.5 22 = 90 12 3 B [ ]
| 17 22 — 90 12 3 H ®
o 11.5 24 — 95 12 3 B1 [ ]
21 12 24 — 95 12 3 K3 o
s=g5 2 | 19 30 — 95 12 3 R4 o
e 14 35 13 115 16 3 X2 [ ]
ﬁ;*w c% 15 40 13 125 16 3 2 [ ]

LA

For Special



High Speed Steel End Mills / Roughing Series S-SUSQ @

SHENODEE. S-SUSA O & TIEELFEL

S—
<
G

SIN pu3 |981S peads UsiH

NEXT +++++- @
2R } R ‘
=) AE Wz - B3 AE 72 w
|
10 i
4
5142 N e A NN\ —f-—-
)
£R | £R N
&2 P B s - E4 & e
i pal::
‘ Square
o B R | . NN 1]
I NN e \\X T
| i ngz
I | elIX
ghzom £
Unitmm J§= Roughing
I
HiE AR BR 2R e | 447 | HE
Diameter Flute Neck Overall Shank Number Type Stock g?
Length Length Length Diameter of Flutes o
16 40 — 125 16 3 =3 ° o
17 40 - 125 16 3 H4 ° u
18 40 — 125 16 3 B4 ° E
19 45 15 145 20 3 &2 o E %ﬁ%m
20 45 - 145 20 3 3 . For Specal
22 45 = 145 20 3 X4 ()
25 50 — 150 25 4 X3 [ )
28 55 = 160 25 4 X4 [ )
30 55 — 165 25 4 X4 [ )
O FZHEEER ;
Standard :?ock. e
Dﬁi{’ﬁirﬁ&)ﬁﬁ’: ’\ Square Multi
LFTRELAE<REL. 4 M
Stocked by specified distributor. 1 '\_U‘MZ
Please contact SANKO MFG. I High Helix
A 57409
Ié Roughing

*-iaH
For Key Way

R
nLA

For Special



B zIvEIN/5740590-X

iRF

Square

M 2

Ay —

HithjHaeIixx %

57499 3

Roughing I:

w=Ib

ok W

Ball Nose o

-— Q

3
g
o)

T =
3

For Aluminium o

%% S

nIm =

For Special

iMA

283

Saquare 2Flute

piliESY

Square Mutti ’ \

nwn X

I\ W

H\gtheIix %

37495 _ P4

Roughing I_:

=1L Bab
IVER
Ball Nose ar
- (T}
=
[0}
O
()
)
Q
a
JV=H o
o
For Aluminium m
@8 2
For Key Way E
155k 7
MIHA

For Special

S-SUSa

S(TICN) I—F 4« VI ATV LV RAEMIA (3AE&4HN)

S(TiCN)-Coating Roughing for Stainless Steels (3-Flutes & 4-Flutes)

IVRI)EERIEE P28 CId1—F1V5
End Mill Selection Chart

C-Coating

P480 Pt e
Non-Coating

pssa)

0] [N i
-0.04] 35° |75vh

N 32 3y .
ZEELIHISEFR Recommend Cutting Conditions iatlHl Slotting l
et | A=ATFAMNRATVVAS YT IY4 NRAT VU AH g ERAT VL AH

Work Austenite Type Stainless Steels Martensite Type Stainless Steels Precipitation Hardening Stainless Steels
Matera 5US304 SUS440C SUS630
e EEERE %0 RE EEERE %D RE EEGERE &0 EE
Diameter (mm)| ~ Speed (min”) Feed (mmimin) Speed (min) Feed (mmimin) Speed (min”) Feed (mmimin)
3 3,180 45 2,860 45 2,860 45
3.5 2,730 50 2,460 50 2,460 45
4 2,400 60 2,140 50 2,140 45
4.5 2,130 60 1,900 50 1,900 45
5 1,900 65 1,720 60 1,720 45
5.5 1,740 65 1,560 60 1,560 45
6 1,590 75 1,420 65 1,420 50
6.5 1,470 75 1,320 65 1,320 50
7 1,360 75 1,230 65 1,230 50
7.5 1,270 75 1,140 65 1,140 50
8 1,200 75 1,060 65 1,060 50
8.5 1,120 75 1,000 65 1,000 50
9 1,060 80 945 75 945 60
9.5 1,000 80 900 75 900 60
10 960 80 855 75 855 60
10.5 915 80 810 75 810 60
11 870 80 780 75 780 60
11.5 825 80 750 75 750 60
12 795 90 720 75 720 60
13 735 90 645 75 645 60
14 675 90 600 75 600 60
15 630 90 555 75 555 60
16 600 90 525 80 525 60
17 555 90 495 80 495 60
18 525 90 465 80 465 60
19 495 90 450 80 450 60
20 480 90 420 80 420 60
22 435 80 375 75 375 60
25 375 75 330 60 330 45
28 330 65 300 50 300 45
30 315 60 285 50 285 45
- <tidA#+& Depth of Cut> ar=D

1 BRIEBIEDOSHDED. FvvIREBEODDZEHERTE,
2BERRRICKD., BERRE - EDREDFBZESTEOTTREL,

3.7—=37 MIBHRICEUL I DZEBET T EL,
4 fEtEl (@r=0.5D.@a=1.5D) Z{T515A1E. EDHEES 180%ZBRICTHERATEL,

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.

4.For the side milling (@r=0.5D,aa=1.5D) prosess, maintain the feed rate around 180% of the recommended condition.

:

aa=1.5D
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B \RIVKIN/574059U-X

IVRIEERER P28 C1-5+vJ  P4a84 PPmEr S M kT
End Mill Selection Chart C-Coating Non-Coating

a F Hs-Co [ XX [P
- 30° |75y b

S(TICN) I=F4vJ A 75y b=v Iy 3— b (4BNEEHRA)

S(TiCN)-Coating Flat Nick Roughing Short (4-Flutes & 6-Flutes)

A 5&10~32 41&35~50
Square
N i OSOI—TAYIEMUIL ISV Y I A TDI T4V TTIRINTY.,
Gy B et EINTHAEIRETY
57494 EE ®(/at nick roughing endmill with S-Coating.
. ﬁ O/t is capable of intermediate finishing.
Roughing =
| D—28 | KEE |A281287U)\-K8 27VAE REH 73
a %Eﬁ %arb?n A4oy |Sst?e|7 0 Pregarﬁened Sginlelzss Hardened Steels AllArlr;inium
QJ‘ Work-Material teels 001 oteels EEIS €els 0yS
= Selection Chart ‘ © ‘ O ‘ O O ‘
@
m B
= VAN:SAFS - % T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
10 25 — 90 10 4 X2 []
11 30 8 110 12 4 B1 L]
12 30 — 110 12 4 X2 []
13 30 — 110 12 4 3 L]
LS 14 35 15 135 16 4 1 []
Sl 4 15 40 15 140 16 4 X1 L]
I 4 16 40 — 140 16 4 2 []
a7 217 40 — 140 16 4 ®3 O
574v5 P 18 40 — 140 16 4 X3 []
Roughing I: 19 45 15 145 20 4 B []
fb 20 45 — 145 20 4 2 []
22 45 — 145 20 4 X3 []
q% 25 o0 — 150 25 4 2 []
Sy 28 55 — 160 25 4 X3 []
%) 30 55 — 165 25 4 3 []
2 32 60 — 175 32 4 X2 []
o35 60 — 175 32 6 B3 O
o 40 65 — 185 32 6 3 []
&1 45 70 — 190 42 6 3 il
o g 50 80 — 200 42 6 H3 W
For Key Way E
155k 7
MIA

For Special

CENDIRIE, S-AFS O £CEELIEEL,



High Speed Steel End Mills / Roughing Series S-QFS @

NEXT +++++- @
28 | 25
1 N5 L S RS i
|
|
D S S U . SR | E 7. 35 \x 77777 B —
e
&R |
&2 T8 i |
| el
| Square
NN, T |
5142 \\X F | 8 M
\ ] QUh‘yHﬂl_Z
! kT igh Helix
J 575
I; Roughing
b K=
IVER
(@) Ball Nose
g‘_. 1-#R
% Corner Radius
m 7IsH
B
o For Aluminium
S un
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
1 N
ALy
é HithHeIix
A 57409
I; Roughing
T < Bl
IVR
T Ball Nose
L
_g’ Comer Radius
o IEEHER B ey
Standard stock. et
. o W) Combination
O e EBETEER ® 7R
LHFTBEVEELEEL, 8 =
Stocked by specified distributor. i B
Please contact SANKO MFG. 21
o F-iEH
E For Key Way
T
MIA

For Special



BN \(RIVKIN/5T74059U-X

iRF
Square
M
AYyIA
High Helix
57479
Roughing
=l
IVR

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

1%
LA

For Special

iMA
283
Saquare 2Flute
piliESY

Sauare Multi

M
WIS
High Helix

57499

Roughing
A=l
IVER

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

Tk
IA

For Special

End Mill Selection Chart

IVRIEERESH P28 CI1-F+1vJ

C-Coating

P484 s el

Non-Coating

Psaaj

S-aFS

S(TICN) I=F4vJ A 75y b=v Iy 3— b (4BNEEHRA)

S(TiCN)-Coating Flat Nick Roughing Short (4-Flutes & 6-Flutes)

HSCo XXX [PRR
30° |75y b

% IFEDHISRER Recommend Cutting Conditions #YHI Slotting l

L [BA&RE Application Items : S-OFM + S-Q/FL]

y &) = E

B| fhHl BERH - Rl TE8 - JUN-RVE | ofd 186 A7U0A4 REH

= Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels

U | Material Pre-hardened Steels Stainless Steels

55400 - S50C SKD61 - NAKS5 SCM - SKD11 - SUS304 (40HRC)

O AR | EEEE | RDRE | EEEE | RADRE | EEEE | RDRE | EEEE | ZDEE

o [Diameter (mm)) Speed (min”) | Feed (mminin) | Speed (min”) | Feed (mminin) | Speed (min”) | Feed (mmimin) | Speed (min”) | Feed [mmimin

Q 10 1,420 110 950 a0 950 70 750 30

q 12 1,200 120 795 100 795 70 630 30

I':,n 14 1,000 130 680 110 680 Q0 550 40

Q 16 900 140 600 130 600 110 470 40

< 18 790 150 530 130 530 110 420 40

) 20 700 150 480 130 480 110 370 40
22 670 150 435 130 435 110 360 40
25 560 130 380 120 380 100 300 40
28 500 120 335 110 335 a0 270 30
30 470 120 315 110 315 80 250 30
32 450 120 300 110 300 90 240 30
35 420 110 270 100 270 90 220 30
40 340 100 240 80 240 70 180 30
45 310 90 210 60 210 50 160 20
50 280 70 185 60 185 50 150 20

N <tliA#+E& Depth of Cut> ar=D

; Pl aa=1D

I

b

K

S—
<

Sl PU3 |981S paads YsiH



High Speed Steel End Mills / Roughing Series S-QFS @

IEELDHISEER Recommend Cutting Conditions {BIEIE Side Miling ]
[ERGE Application Items : S-QFM - S-Q'FL]
) BN - Rl TEHE- - JUN-RVE | A28 188 27U0AH HEm
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
S5400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 (40HRC)
HeE EERE &DEE EEERE %D &E EERE %D &E EERE &DEE
Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin)
10 1,420 160 950 140 950 130 750 30
12 1,200 160 795 150 795 140 630 30
14 1,000 190 680 180 680 150 550 40
16 900 200 600 190 600 160 470 40
18 790 220 530 200 530 180 420 40
20 700 220 480 160 480 150 370 40
22 670 220 435 160 435 150 360 40
25 560 210 380 150 380 140 300 40
28 500 200 335 140 335 130 270 30
30 470 190 315 140 315 130 250 30
32 450 180 300 140 300 130 240 30
35 420 160 270 120 270 130 220 30
40 340 160 240 120 240 130 180 30
45 310 130 210 110 210 100 160 30
50 280 120 185 100 185 90 150 30
<thA#E Depth of Cut> ar=0.5D
aa=1.5D
ER

1 ERIEBIEDOSHDE0. FrvIEEBEQDDZECHERTE,
2.9—=5 MIEEIMICEUTcBDZHRUTEL,
3.CDRIF, ¥3— bNTLEDVAREBEIIERLTHDET,
LF 1 SADBEEDREZHNB0%IC. OV ITADFZERF70%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.Above chart is drawn up according to the two types of cuttings as shown above.
Keep in mind that above data has been acquired based on the tests in which short tooth endmills were used.

Decrease the feed by 20% for regular-flute, and by 30% or more for long-flute endmills.

@ - RETURN

iRF
Square
# M
E I’-l\'uh‘yHal'Z
T igh Helix
J 59475
l_: Roughing
b w1
IVR
(@) Ball Nose
% 1-#R
% Corner Radius
m 7IZH
B
o For Aluminium
S un
o MNIA
For Special
iMA
283
Square 2Flute
piliESY
’ \ Sauare Muli
{ M
I\ "
é HigtheIix
A 57409
; Roughing
7 - Bl
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



B rzzvRsn/57405990—%

IEEBIRR P334 EA L vt R /Y a—F Y pssey
Recommend Cutting Conditions End Mill Selection Chart Non-Coating
a HS-Co JXXX [N
- 30° |75vp

S(TICN) =745 A 75y b=y ILF21357 (48H)

S(TiCN)-Coating Flat Nick Roughing Medium (4-Flutes)

CNe—

bl
Square
N i OSI—TAYIERUIC TSIy I T A TDT T4V TIIRIL T,
HigtheIix E oLF1SHRDIHIBLWVINIHAIGETT,
57494 L @F1at nick roughing endmill with S-Coating.

4 ®(apable of a wide range of machining operations thanks to its reqular flute length.
Roughing l:
VN T—JR | xEA (AEIEE7U-FUB 27VUAE | Gk A 7I3ae FIVES
Ball Nose a %Eﬁ %arb(l)n A4oylsstee|? 0 Pre-gardlened StSainIelzss Cast Iron Hardened Steels AllArHinium T:Lt\eﬁnium

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

SRR Work-Material
PRSI Sclection Chart ‘ © ‘ © ‘ O ‘ O ‘

o
7IV=H

i ; B mm
For Aluminium g_ VAN:SAFM - 91"% Unit:mm
i S y y
e BE | o8 | W& | W8 | 947 | %
— Diameter Flute Neck Overall Shank Number Stock

Length Length Length Diameter of Flutes
20 60 — 160 20 4 X2 []

. 25 70 — 170 25 4 &2 L]
?ﬁ? 30 80 20 190 32 4 1 O
quare 2Flute
NA%A O FEEER
Square Mutti 1 Standard stock.
I 4 O 4SEREBIETEER
AIRA R LHFTHEVEE T,
High Helix I Stocked by specified distributor.
57477 “J Please contact SANKO MFG.
Roughing 5

e
-

h=Ib

QVANI—U

IVR
Ball Nose :_E
S o
Corner Radius _(é)
Jt4=v3)
Wi 8
Combination Q
JV=H o
o
For Aluminium gl
F—-E8 oa
For Key Way E
155k o
IA

For Special

CENODIRIE, S-a@FM O &CEELEEL,



High Speed Steel End Mills / Roughing Series S-QFM Ec¥4

2R | 2R
1 Tk B8 Wﬂ B2 Tk L
HE L AN 1| ne —\\ fffffff — -

iRFA
Square
# M
E ’H\'Uh‘yHal'Z
I igh Helix
J
I_: Roughing
W s
IVR
(@) Ball Nose
§ 1-#R
% Corner Radius
m 7IZH
2]
o For Aluminium
S un
o IR
For Special
iR
28 A
Sauare 2Flute
b3
’ \ Sauare Mult
1 M
\y
é High Helix
pd - 5717
N :
E Roughing
WP -
4 IR
s Ball Nose
L
_g) Corner Radius
QL
2
W) Combination
o 7R
o
m For Aluminium
2
o | +-iEH
5 For Key Way
0 %
MIA

For Special



EE rzzvRsn/ 57409902

EeEEtR  P334 EIEL = AN Y O—T VY pses)
Recommend Cutting Conditions End Mill Selection Chart Non-Coating

a HS-Co JXXX [N
- 30° |759 b

S(TICN) =745 Q75 b=y 0OV 57 (ARNEEHN)

S(TiCN)-Coating Flat Nick Roughing Long (4-Flutes & 6-Flutes)

AN R
D)\ MoV
‘!l‘* "4‘(
A #20~30  4240~50
Square
W B OSITAYIERUIET SV I T A TDI T4V TIIRIL T,
B eOVIIROHIELV I TR M I ERETT,
57494 L @F1at nick roughing endmill with S-Coating.
4 ®/onger flute length endmill for side mifling and suitable for deep pocket milling.
Roughing I:
ISR D—OR| | KRR (ASETRE7U\-KVE 2708 K Iz TIh3tE|FIVES
Ball Nose a %Eﬁ %arb(l)n A#oylssteeli- Pre-gardlened StSainIelzss Cast Iron Hardened Steels AIIATinium T,i}\ﬁnium
teels 00l Steels teels teels 35HRC) [ (40HRC) [ (45HRC oys oys
SRR \Work-Material
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ O ‘ O ‘
[0)
7IZH
i Bf:mm
For Aluminium 8_ VAN:SAFL - 91'& Ur\1it:mm
W S
s | ok | W2 | W | 97| #E
— Diameter Overall Shank Number Type Stock
Length Diameter of Flutes
20 80 — 160 20 4 2 ]
: 25 100 — 180 25 4 [2 O
e 30 100 20 210 32 4 =1 O
Stuare 2Fute 40 120 20 240 42 6 1 [
e 50 160 — 280 42 6 B3 L]
Square Mult l \
Iq 1 0 REEER
Q;Jh'{g& é Standard stock.
57405 _ V4 C-HEREEEES
: [ HFTHEHLAE <TEEL,
Roughing. 5 By Stocked by specified distributor.

Please contact SANKO MFG.

QVANI—U

=L PRb
IVR
Ball Nose a
S o
Corner Radius _(é)
Y & EY,
Wy @&
Combination 9
JV=H o
o
For Aluminium |'3|'|
F—-E8 oa
For Key Way E
155% 7]
IA

For Special

CAXNDIEF. S-a@FL OXARO ETEELEELL,



High Speed Steel End Mills / Roughing Series S-QFL @

25 | 2R
1 N5 L S RS i
|
|
D S S U . SR | E 7. 35 \x 77777 B —
e
e |
&2 oL i |
| ol
‘ Square
NN, 1] |
e \\X % | 8 M
\ (] ;\Uh‘yH7|_7s
! T igh Helix
J 57479
I_: Roughing
T
IVR
(@) Ball Nose
§ 1-7R
% Corner Radius
m 7IZH
2]
o For Aluminium
S un
o MIA
For Special
iR
28 A
Sauare 2Flute
b3
’ \ Sauare Mult
1 M
é Highjl-lelix
pd - 5717
N :
E Roughing
W -
IVEF
s Ball Nose
L
_g) Corner Radius
QL
2
W) Combination
o 7R
o
m For Aluminium
2 [F-#A
5 For Key Way
0 %
nIA

For Special



B czxvksn/ 57409902

iR
Square

M

WPLPS
High Helix
57479
Roughing
K=
IVER

Ball Nose

1%
MIHA

For Special

il S
Square Multi

Iq
AJYIA
High Helix

57479
Roughing
K=l
IVR

Ball Nose

F-&H
ForKey Way

%
I

For Special

IVRIEEXRBE P28 SI1—F74VJ P314
End Mill Selection Chart

<= 7\ HFERY

S|l PuUg apigien

S
-

M7Z\HXNA

e
-

QU A=V

S|l pu3 [981S paads ysiH

S-Coating

a HSCo JXXY [PRON
‘30 | @e

A=y oY 3— b (AHRA&EHH)

Roughing Short (4-Flutes & 6-Flutes)

I -
jﬁ; "
"‘ll\

585~32  4E35~50 41B55~60

R

oL EYFIATDS T4V IITIRZIVTT,
® Standard pitch roughing endmill

D=2/ | 7&E |A28IEE TUN\-KUE ATV REA 78S

%Eﬁ %arb(l)n A4oy |SsteeI? 0 Pre-sr:ardlened S?inlelzss Hardened Steels AllArlr;inium
teels 00l Steels teels teels 35HRC) [ (40HRC oys
Work-Material

Selection Chart ‘ O ‘ O O ‘

VAN:AS - & L
N I BR R TiES | 4T | HE

Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes

5 10 5 70 6 4 B1 [ )
6 12 — 70 6 4 X3 [ J
7 16 5 80 8 4 B1 [ )
8 16 — 80 8 4 X3 [ J
9 25 7 90 10 4 B [ )
10 25 — 90 10 4 X3 [ J
11 30 8 110 12 4 B [ J
12 30 — 110 12 4 X3 [ )
13 30 — 110 12 4 X4 [ J
14 35 15 135 16 4 B1 [
15 40 15 140 16 4 B [ J
16 40 10 140 16 4 X2 [ J
17 40 — 140 16 4 X4 [ J
18 40 — 140 16 4 X4 [
19 45 15 145 20 4 X1 [ J
20 45 10 145 20 4 X2 [
22 45 — 145 20 4 X4 [ J
25 50 — 150 25 4 H3 [ J
28 55 — 160 25 4 X4 [ J
30 955 — 165 25 4 M4 [
32 60 — 175 32 4 X3 [
35 60 — 175 32 6 M4 [ J




NEXT <+

3 . 2R
1 8 &8 me w B3 o iz
|
|
|
= - N
91‘1:!: 7\ - - 7"}> i yh: \ T T T 7777’}>
|
B
£R | 2R
B2 I8 R i i &4 8 i
|
|
,x N - D
PAES *\\ 1" 7*'}‘ } HNE \\ 77777 ] *7*'}>
|
i mm
Unit:mm
N | IR | BR | &R | W& | W | 947 | #HE
Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
40 65 - 185 32 6 M4 [ ]
45 70 — 190 42 6 M4 o
50 80 - 200 42 6 X4 [ ]
55 90 — 210 42 6 X4 L]
60 95 — 210 42 6 X4 []
@ REEER
Standard stock.
-4 EBEEER

CAENODEE, AS O ETHEELEEL,

SHFTBEVGEL LS.

Stocked by specified distributor.
Please contact SANKO MFG

<7\ HEE

SIlNN pu3 apigled

—
-

M7 HXNA

S—
<

SIN pu3 19815 peads UsiH

High Speed Steel End Mills / Roughing Series QS m

iR
Square

M

WPL S
High Helix
57479
Roughing
K=l
IVEK

Ball Nose

7IVZH
For Aluminium

L
LA

For Special

iMA
287
Square 2Flute
il S

Saquare Multi

M
AUYIA
High Helix

57479

Roughing
K=l
IVR

Ball Nose

QUANI—UVN

7I=H
For Aluminium
*-ER

For Key Way

b
IR

For Special



INMAIIREW/5T40T9VU=X

IVRIEEREE P28 SI—F«VJ P314 Ca3—5+<>29 P466
End Mill Selection Chart S-Coating C-Coating

‘::!r He-Co JXXX |[PROR
30 | &%

A=y oY 3— b (ARA&EHH)

Roughing Short (4-Flutes & 6-Flutes)

K|
Square
I\ T S W . rs v .
Qﬁh.yHglz % IZELDEISESR Recommend Cutting Conditions iBtlHEl Slotting I
I8 elixX
5944 5 (BT E Application Items : OM + Q/L]
e B HHEIM | BERE-REE | IEH JUN-FUE | o2 IEE 27UV HEH 7IIZYLEE
- = Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels Aluminium Alloys
w=lb | Material Pre-hardened Steels Stainless Steels
BJa:”JNols‘e 55400 - S50C SKDB1 + NAKS5 SCM -+ SKD11 - SUS304 (40HRC) A2024 - A5052
L. O %R | EmEE | #0RE | BwEE | K0RE | B%EE | KRS | DAY | ADAE | DR | ADEE
= Diameter (mm) | Speed (min™") {Feed (mm/min)| Speed (min™") |Feed (mm/min) | Speed (min™) {Feed (mmimin) | Speed (min™") | Feed (mmimin)| Speed (min”) |Feed (mmimin)
CorerRadis O 6 1,600 95 1,060 50 1,060 50 850 25 4,800 260
'S o 8 1,180 100 800 80 800 70 630 30 3,500 290
"3” 10 950 105 630 80 630 70 500 30 2,800 290
For Auminim Q. 12 800 110 530 90 530 70 420 30 2,400 330
373 < 14 670 120 450 100 450 85 370 40 2,000 330
MIA 7 15 630 130 420 110 420 85 335 40 1,900 340
e 16 600 130 400 120 400 100 315 40 1,800 360
18 530 140 350 120 350 100 280 45 1,600 370
20 470 140 310 120 310 100 250 45 1,400 390
22 450 140 300 120 300 100 240 45 1,350 400
25 375 120 250 110 250 95 200 40 1,120 350
AE 30 315 110 210 100 210 80 170 30 940 350
oA 32 300 110 200 100 200 80 160 30 900 350
Souere eFiute 35 280 100 180 90 180 80 150 30 840 350
AEZT 40 230 90 160 75 160 65 120 30 690 290
, 45 210 80 140 60 140 50 110 20 630 290
el L | 50 190 70 120 60 120 50 100 20 570 260
M 4 55 170 65 110 55 110 45 90 20 520 240
AYIA R 60 160 60 100 50 100 40 85 20 480 220
High Helix I
37477 FAMA <tiA#E&E Depth of Cut> ar=D
Roughing I_S ] aa=1D
H—b | % IV
IVR
Ball Nose [
. o
Corner Radius _c%)
By & EY]
V) 8
Combination W)
7WSE @
o
For Aluminium m
=88 2
For Key Way E
1555 0

MIH

For Special



High Speed Steel End Mills / Roughing Series Q'S m
& ------RETURN

N
Square
S HY . = Wy . -
IE=HENHISRFR Recommend Cutting Conditions {BIEEDE Side Milling I % A
High Helix
[{EFA&E Application Items : QM + QL) 5 ;7”7,,
HEg | BERE- e | IEE-7U)\-FVE | o2l 128 2708 S TWIZohEg | & Roughing
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels Aluminium Alloys = 2
Material Pre-hardened Steels Stainless Steels k-l
55400 - S50C SKD61 + NAKB5 SCM -+ SKD11 - SUS304 (40HRC) A2024 - A5052 E:%Ia:I\JNoI;e
WE | OERE | ®0EE | DHEE | #hEE | OERE | X0RE | OERE | #DRE | DHEE | #0EE |
Diameter ()| Speed (min) | Feed (mmiin)| Speed (min”) {Feed (mmimin)|Speed (min") |Feed (mmimin) | Speed (min) | Feed (mmimin)| Speed (min") {Feed (nmimin)| o~ =~
6 1,600 100 1,060 100 1,060 90 850 25 4,800 280 % Comer Radius
8 1,180 120 800 110 800 100 630 30 3,500 350 m 7B
10 950 140 630 130 630 120 500 30 2,800 390 8.
12 800 140 530 140 530 130 420 35 2,400 480 For Auminium
14 670 | 170 450 | 160 450 | 140 | 370 40 | 2000 | 480 |=
15 630 180 420 170 420 150 335 40 1,900 480 o NIA
16 600 180 400 170 400 150 315 40 1,800 500 For Specl
18 530 200 350 180 350 160 280 45 1,600 540
20 470 200 310 150 310 140 250 45 1,400 560
22 450 200 300 150 300 140 240 45 1,350 570
25 375 190 250 140 250 130 200 40 1,120 560
30 315 170 210 130 210 120 170 30 940 560 il
32 300 160 200 130 200 120 160 30 900 560 28
35 280 150 180 130 180 120 150 30 840 560 Souare 2Fiute
40 230 150 160 130 160 120 120 30 690 490 NEZH
45 210 120 140 100 140 90 110 25 630 470 _
50 190 110 120 90 120 80 100 25 570 | 420 |y e
55 170 100 110 85 110 70 90 20 520 380 |4 M
60 160 95 100 75 100 60 85 20 480 350 || A AUIIA
I High Helix
<{iA#E Depth of Cut> a=050 V(7 ERV
NEl.
E 1 Roughing
2=1.50 ) |2 =
A4
T 7 | Ball Nose
5 L.
1 BRIERIEDS 0. FvvIdEREODDZETHERTEL,
2.5—5 MEREIHICEL L EOEBRU T, D comerba
3.CORE. ¥3— bITLEDVIAHZEECERLTHDET, o
UF15HDEBEEIFEDREZHIB0%IC. OVIADBAER70%UTICULTTEL, 8
IW\I.OStglsect the machine which has enough power and rigidness. (0)]
Use the chucking holder with sufficient precision and grasping force. 8’ 7I=H
2.Select the most suitable coolant for the work-piece material o
3.Above chart is drawn up according to the two types of cuttings as shown above. » = For Alrtirium
Keep in mind that above data has been acquired based on the tests in which short tooth endmills were used. m
Decrease the feed by 20% for regular-flute, and by 30% or more for long-flute endmills a +-E[
E For Key Way
0 %
IA

For Special



B czxvRsn/ 57405902

REDHIRMR =) TV RSEEXREE P28 S I1—FT4vJ P318
Recommend Cutting Conditions End Mill Selection Chart S-Coating

a TI) ANNY (|
30" | e

A=y ILF15H (4MA&E6HH)

Roughing Medium (4-Flutes & 6-Flutes)

T A e —

ol ;| S210~32 5E&35~50

Square

Qj P oL BEEYFIATDS T4V JIT/RIIVTY,

HigtheI'\x E oLF1SHRDIHIBLWVINIHAIGETT,

57494 5 ® Standard pitch roughing endmill. ‘ '

o € ®(apable of a wide range of machining operations thanks to its reqular flute length.

ougning L
USIEN D—JRl | GEE |ASAIERTI\-KUB A7UUAE izt TIh3EE
Ball Nose a3 %Eﬁ %arb(l)n A#oylssteelf' Pre-sr:ardlened S?inlelzss Hardened Steels AllArlr;inium

teels ool Stegls teels teels oys
el Work-Material
= Selection Chart ‘ O ‘ O ‘ O O ‘
)
i (i
= VAN:AM - SHE X i@ qrhd
BhE S
e SE | IR | BR | 2R | W& | Y8 | 547 | EE
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
10 35 — 100 10 4 X3 [ ]
12 45 — 125 12 4 X3 [ ]
14 45 15 145 16 4 Eq [ ]
15 095 15 155 16 4 X1 [ ]
liES 16 55 10 155 16 4 X2 [ ]
Square Mutti l\ 1 8 55 - ] 55 1 6 4 4 .
1 4 20 60 10 160 20 4 2 [ ]
(9274 :;:( 22 60 — 160 20 4 R4 ®
5744 DAV 25 70 — 170 25 4 X3 [ ]
Roughing ;I.J I: 28 70 — 175 25 4 X4 [ )
§ z [ . 80 — 190 25 4 X4 [ ]
TK |2 | *30 80 20 190 32 2 Bl o
— = 32 80 — 195 32 4 X3 o
=y 35 90 — 205 32 6 X4 [ ]
Q1 a0 100 — 220 32 6 H4 [
| 45 110 — 230 42 6 H4 [
o 50 120 — 240 42 6 R4 ®
+
o XENFARECRELEEL,
m

%8 2

For Key Way E

155% 7]

MTHA

For Special

SHENDEE. @M O ETIBELESL,



High Speed Steel End Mills / Roughing Series QM @

3 . 2R
= 8 &8 me B3 5 iz
|
| \
el K e D AR —f-—-
|
77777777777777777 &8 &k
S 5 B8 e | &4 I8 &
| gL
N } Q Square
-4 . D - - 1 _ V54 P N JR R—
5z \\ }‘ | neE N ’> g M
\ E NIz
! T High Helix
J 57479
I_: Roughing
T
IVR
(@) Ball Nose
% 1-7R
('QD- Corner Radius
m 7IZH
2]
o For Aluminium
S un
o NIA
For Special
iR
28 A
Sauare 2Flute
b3
’ \ Sauare Mult
1 Moz
Y
é High Helix
PAR 57479
NEl.
E 1 Roughing
| % | K=
I IR
.%&EE% g 7 | Ball Nose
Standard stock. Ug. J-7R
D " !ﬁi{-ﬂgrs EEE’ (92} Corner Radius
HHFTHBEVEELIEE L, 8 o
Stocked by specified distributor. o ;J/t‘?F‘JEJ
Please contact SANKO MFG. o Y4
W) Combination
o 7IIA
o
m For Aluminium
2
o | +-iEH
5 For Key Way
T
nIA

For Special



B zxvRsn/ 57409902
REDRISRMA R U8 T RI)LEERBE P28 S1—F+,VJ P320

iR
Square

I

AUYI
High Helix
57479

Roughing

1%
MIHA

For Special

il S
Square Multi

I

AJYIA
High Helix
37499

Roughing

F-&H
ForKey Way

%
I

For Special

Recommend Cutting Conditions End Mill Selection Chart S-Coating

<=\ HFER

S|l PuUg apigien

-~
-

M7Z\HXNA

e
-

QU ANI—UVN

S|l pu3 [981S paads ysiH

a H-Co XXX [PROR
‘30 | B

a=vyo0YIH (48N&6HA)

Roughing Long (4-Flutes & 6-Flutes)

5814~30 41235~60

oL EEYFIATDS T4V IIVRIITY,

o0V ITARDIEHIBLVII T PRI IHERETT

® Standard pitch roughing endmill

®/onger flute length endmill for side mifling and suitable for deep pocket milling.

D=2/ | 7&E |A28IEE TUN\-KUE ATV REA 78S

%Eﬁ %arb?n A4oy |SsteelT 0 Pre-sr:ardlened S?inlelzss Hardened Steels AllArlr;inium
teels 00l Steels teels teels 35HRC) [ (40HRC oys
Work-Material

Selection Chart ‘ O ‘ O O ‘

VAN:AL « HEX DE L
N I R TiES | 4T | HE

Diameter Flute Overall Shank Number Type Stock
Length Length Diameter of Flutes

14 65 15 145 16 4 1 ®
15 75 15 155 16 4 =1 ®
16 75 — 155 16 4 EE °
18 75 - 165 16 4 ®3 ®
80 — 160 20 4 EE °
20 100 - 180 20 4 B °
120 — 200 20 4 EE °
100 - 180 25 4 B °
25 120 — 200 o5 4 EE ®
150 - 230 25 4 B °
100 20 210 32 4 1 °
a0 120 20 230 30 4 =1 °
150 20 260 32 4 =1 °
200 20 310 30 4 =1 °
120 — 230 32 6 ®3 °
35 150 - 260 32 6 ®3 o
200 — 310 32 6 ®3 °
120 20 240 42 6 =1 ®
160 20 280 42 6 =1 °
40 200 20 320 42 6 =1 o
250 20 370 42 6 =1 0




High Speed Steel End Mills / Roughing Series QL By

2R } 2R
Eq TE &8 iz B3 A5 i
\
\
\
|
HE %K\x—%*———————— i HE ﬂf\\x ————— —t-—
|
B
&R |
E2 98 i i
} iMF
< | Square
|
e %K\x 77777 v } # M
\ E NIz
! I High Helix
wmmm B 27
Unit:mm :I~ Roughing
|7
HE AR BR £k e | 947 | HE
Diameter Flute Neck Overall Shank Number Type Stock 8
Length Length Length Diameter of Flutes a
160 — 280 42 6 =3 ° )
45 200 — 320 42 6 E3 ° o
250 — 370 42 6 M3 0 =
160 — 280 42 6 &3 0 E ﬁ%m
50 200 - 320 42 6 3 . For Special
250 = 370 42 6 X3 (]
300 — 420 42 6 X3 []
200 = 320 42 6 X3 (]
55 250 — 370 42 6 X3 []
300 — 420 42 6 X3 L]
200 — 320 42 6 ®3 O -
60 250 — 370 42 6 X3 L] :
300 — 420 42 6 X3 [] jy —
14 1
vl
.%&EEE I High Helix
Standard stock. “J ; 57479
e INED o
HBUFTHBEVEE LS, I ?
Stocked by specified distributor. V)
Please contact SANKO MFG I 7
=
=7
0
o]
(0]
[0)]
o
0]
o
o
m
2 A
E For Key Way
T
MIA

For Special

CAEXODIEE. @l OXARO EHEELTEE L,



B iczxvksn/ 57409902

IVRIEERESE P28 SI1—F«vJ P322
End Mill Selection Chart S-Coating

a HsCo XYY (PN
35" |I\=F

A=y I)\—=R54T (4HE6HN)

Coarse Pitch Roughing (4-Flutes & 6-Flutes)

-

ol 5E5~32  H4E35~50
Square
Moy B \—REYFELTDS T4V IITVRIIVTY,
doen B eEYHIBENIICHRETY,
57494 EE ® (oarse pitch roughing endmifl.
_ ﬁ O Suitable for heavy-duty roughing.
Roughing =
N D=8 | &&=l (82818870 KV 27U AL IR
a3 %Eﬁ %?Lt;?sn A%}é |Sst?ee§s' Preg%rglzned Sgigéelzsss Hardened Steels Almnigm
=M Work-Material .
= Selection Chart ‘ O ‘ O O ‘
o)
m 57
~ VAN:AH - qrhd
<
(| sz | TR | BR | 2R | BB | WM | 947 | #E
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
5 8 5 55 6 4 X1 [ ]
5.5 10 5 05 4 X1 [ )
6 10 — 55 6 4 X3 [ ]
6.5 12 5 65 8 4 X1 o
RESH 7 12 5 65 8 4 2 [ ]
Square Mutti l\ 7.5 ] 2 5 65 8 4 ] .
M 4 8 12 — 65 8 4 B3 L
ot 2 8B 15 7 75 10 4 H1 ®
1y | 9 15 7 75 10 4 ®1 o
Roughing :|'J I: 9.5 15 7 75 10 4 X1 )
7 fl' 10 18 — 80 10 4 X3 [ ]
A 10.5 18 8 85 12 4 1 [ ]
0% 11 18 8 85 12 4 2 [ ]
Sy 11.5 18 8 85 12 4 X1 [
g’ 12 22 — 90 12 4 X3 [ ]
& 12.5 22 = 90 12 4 X4 [ ]
A RE 22 — 90 12 4 H4 ®
T 13.5 22 — 90 12 4 M4 [ ]
L 14 22 — 90 12 4 K4 o
o g 14.5 25 15 100 16 4 1 °
N = 15 25 15 100 16 4 X1 o
ﬁyj*”’ ;:) 156.5 25 15 100 16 4 2 [ ]

MIA

For Special



High Speed Steel End Mills / Roughing Series QH m

NEXT <+
2R . 2R
) NE HE i w B3 NE i
|
|
|
I NS —+-—-—F-—- HE R SO A -
|
|
77777777777777777 & =&
&2 V& &8 iz - B4 NE iz
i il
| N Square
52 «\Quw—f—f—f i 5iE 4\\» a i
1 LRl
. v
niimm &
48 | IR | BR | &R | W@ | W | 447 | 4B 1
Diameter Flute Neck Overall Shank Number Type Stock £
Length Length Length Diameter of Flutes o
16 30 10 100 16 4 m2 ° o
16.5 30 — 100 16 4 H4 [ o
17 30 — 100 16 4 R4 ° =
17.5 30 — 100 16 4 R4 [ E ;ﬁ%ﬁ
18 30 - 100 16 4 4 . For Special
18.5 30 — 100 16 4 R4 [
19 35 15 110 20 4 ®1 [
19.5 35 15 110 20 4 ®1 [
20 35 10 110 20 4 &2 [
21 35 — 110 20 4 R4 [
22 35 — 110 20 4 R4 [ S
23 35 — 110 20 4 R4 [ ’
24 45 16 125 25 4 ®1 [ J\ -
25 45 - 125 25 4 EE o 7 N
26 45 — 125 25 4 K4 ° T  hienbelx
27 45 — 125 25 4 R4 o 102 57179
28 | 45 - 125 | 25 4 B o INEY o
29 45 — 125 25 4 R4 [ Wz
30 45 — 125 25 4 4 o . 3
32 50 — 130 32 4 &3 [ &
35 55 - 135 32 6 R4 o g
40 60 — 140 32 6 X4 ° S
45 65 — 155 42 6 R4 o ]
50 75 — 165 42 6 R4 [ )
o
m
2
<
0 B
i

For Special

CAENDREE. @H O ETHEELEEL,



B vzxzvRsn /57409902

IVRIEEREE P28 SI1—F«vJ P322 Ca—F+<2J P474

End Mill Selection Chart S-Coating C-Coating

a HsCo | XX [P
35° | /\=F

A=y I\—R5A4T (4T &EBHH)

Coarse Pitch Roughing (4-Flutes & 6-Flutes)

M
Square
1 T 3 . e s )
AU43 % EEHISRSFR Recommend Cutting Conditions iAtlHl Siotting l
High Helix
= o M I ) (v ] "y - = —
0| e | BERE - xRE | IEE JUN-FUE | o2l IEE 27UUAE SR 7WIZULES
Roughing I Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels Aluminium Alloys
= | Material Pre-hardened Steels Stainless Steels
"=l g 55400 - S50C SKDB1 - NAK55 SCM - SKD11 - SUS304 (40HRC) A2024 - A5052
i B | HERE | RDRE | OBRE | ZDRE | DEEE | R0RE | OBRE | RDRE | MRS | R0RE
1-+R QC'JJ Diameter (mm)| Speed (min”) Feed (mmimin)| Speed (min”) |Feed (mmimin) {Speed (min”) |Feed (mm/min) | Speed (min™') |Feed (mm/min)| Speed (min™") |Feed (mmimin)
o 6 1,600 100 1,060 60 1,060 50 850 35 4,800 270
Comer Radus @ 8 1,180 110 800 90 800 75 630 40 3,500 300
e | 1,060 | 110 720 | 90 720 | 75 | 570 40 | 3,100 | 300
r3n 10 950 110 630 90 630 75 500 45 2,800 300
For Auminium Q. 12 800 130 530 110 530 90 420 45 2,400 390
373 < 14 670 150 450 130 450 110 370 50 2,000 410
MNIA by 15 630 160 420 130 420 110 335 55 1,900 410
ForSpecel 16 600 160 400 140 400 125 315 60 1,800 440
18 530 170 350 150 350 130 280 65 1,600 440
20 470 170 310 150 310 130 250 65 1,400 470
22 450 170 300 150 300 125 240 65 1,350 480
25 375 150 250 140 250 120 200 65 1,120 430
)| 30 315 130 210 120 210 100 170 40 940 410
28H 32 300 130 200 120 200 100 160 40 900 410
Souere 2Fiute 35 280 120 180 110 180 90 150 40 840 410
pil::ESy 40 230 120 160 110 160 90 120 40 690 380
‘ 45 210 110 140 90 140 75 110 30 630 380
e v | B0 190 100 120 85 120 70 100 30 570 | 370
1%
AUys2 1 <tliA#2 Depthof Cut>  a=D,
High Helix T —
57474 PAP aa=1D
2|k
Roughing :|| E
= |7 b
IVR|Z
Ball Nose | Z ;
B o
Corner Radius _(éJ
BV &Y,
wh 8
Combination W)
7VSE @
o
For Aluminium m
@8 2
For Key Way E
7))

155
LA

For Special



High Speed Steel End Mills / Roughing Series QH m
@ ------RETURN

iMA
Square
E: 9 . . F U . oy -] )\4
ZEEIMER Recommend Cutting Conditions {IEEIE Side Milling l % N
I High Helix
BuH | BERE-REE | IS8 TU\-KOf |ARR-IRE-ASUUZE| BEE FVS=oLag | 34
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels Aluminium Alloys |: Roughing
Material Pre-hardened Steels Stainless Steels =
55400 - S50C SKDB1 + NAKS5 SCM - SKD11 - SUS304 (40HRC) A2024 - A5052 I K=
31E | EEEE | EDEE | DEAE | #haE | BEES | EDAE | BEAE | BDEE | AR | E0EE | L
Diameter (mm) | Speed (min”) | Feed (mmimin) Speed (min™") |Feed (mmimin) {Speed (min”) {Feed (mm/min) | Speed (min”) {Feed (mm/min)| Speed (min”!) [Feed (mmimin)| &5 _—
6 1,600 110 1,060 110 1,060 100 850 45 4,800 300 _g"
8 1,180 130 800 120 800 110 630 60 3,500 370 % Corner Radus
9 1,060 130 720 120 720 110 570 65 3,100 370 m yd=:
10 950 150 630 140 630 130 500 70 2,800 410 a
12 800 180 530 180 530 160 420 80 2,400 580 For Aluminium
14 670 210 450 200 450 180 370 90 2,000 580 E $ETE
15 630 220 420 210 420 190 335 100 1,900 580 ) MIA
16 600 220 400 210 400 190 315 100 1,800 610 o0ee
18 530 290 350 220 350 200 280 110 1,600 780
20 470 290 310 220 310 200 250 110 1,400 820
22 450 290 300 220 300 200 240 110 1,350 820
25 375 270 250 200 250 180 200 100 1,120 790
30 315 250 210 180 210 170 170 80 940 790 ol
32 300 230 200 180 200 160 160 80 900 790 283
35 280 210 180 170 180 160 150 80 840 780 Squere 2Fiute
40 230 210 160 170 160 160 120 80 690 680 MEST
45 210 150 140 130 140 120 110 60 630 580 ‘
50 190 | 150 120 | 120 120 | 110 100 60 570 | 570 |y el
M
<tliAkE Depth of Cut> ar=0.5D 1 INPYS
T High Helix
ae=150 2|4 b
NEl.
E l Roughing
| 7| K=
JIIVR
P iC 7 | Ball Nose
1 BREEIEOBRED. FrvIREREOE0ETERTEL. I e
2ERARRICKD. DEREE - EDEEDABRES L TTFEL, 0 ‘
37—V FIHHIMICBLIEBDESETF T, o Corner Radius
Notes (0]
1.Select the machine which has enough power and rigidness. @
Use the chucking holder with sufficient precision and grasping force. Q.
2.Apply the appropriate cutting condition according to your machining ()]
condition and workfpiece material 5“ ?}b:m
3.Select the most suitable coolant for the work-piece material. o -
a For Aluminum
a [F-#r
E For Key Way
)

1%
LA

For Special



IVRIEEXRBE P28 SI1—F74VJ P326
End Mill Selection Chart

iR
Square
M 8
Ay =
HithjHaeI'%( ?
57479 y
Roughing l:
R=lb
TvE 8
Ball Nose e
Q
)
)
Q
D
m
o
o
BhE S
nIm =
For Special
il S
Square Mutti l \
o 3
HigtheIix é
57477 FAVA
2R
Roughing :ll E
A= | 7 b
IVER|>
Ball Nose J ;
(1[5
=
(0]
O
0]
0]
o
(0]
+
0]
o
m
@8 2
For Key Way E
B 0
MTHA

For Special

INMAIVREW/53T74099U=

S-Coating

a I ANNN | o |
35° | /I\—=R

A=y IN\=R514TLF 215 (ARAE6HA)

Coarse Pitch Roughing Medium (4-Flutes & 6-Flutes)

5186~32  4E35~50

) \—REYFHALTDS T4V I I VRIILTT,

oL F1SHRDICHIBLUVIIIHAIRETT,

® (oarse pitch roughing endmifl.

®(apable of a wide range of machining operations thanks to its reqular flute length.

D=2/ | 7&E |A28IEE TUN\-KUE ATV REA 78S

%Eﬁ %arb(l)n A4oy |SsteeI? 0 Pre-sr:ardlened S?inlelzss Hardened Steels AllArlr;inium
teels 00l Steels teels teels 35HRC) [ (40HRC oys
Work-Material

Selection Chart ‘ O ‘ O O ‘
. 2 Bfizmm
VAN:AHM - 91'15 Unit:mm
Ne | AR | BR | 2R | W& | I | 547 | #HE
Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes

6 15 — 60 6 4 X3 [ ]

8 25 — 80 8 4 B3 [

9 30 7 90 10 4 Eq o

10 30 — 90 10 4 3 [

12 35 — 110 12 4 X3 o

14 40 — 110 12 4 X4 [ ]

15 45 15 120 16 4 1 o

16 50 10 120 16 4 2 L

18 50 — 120 16 4 M4 [ ]
20 55 10 130 20 4 2 L
22 55 — 130 20 4 X4 [ ]
25 65 — 145 25 4 X3 L
30 65 — 145 25 4 X4 [ ]
32 80 — 160 32 4 X3 L
35 80 — 160 32 6 X4 [ ]
40 95 20 185 42 6 B [ ]
45 95 — 185 42 6 X4 o
50 110 — 200 42 6 4 [ ]

SHENOEEIE. a@HM O ETIBELEEL,



High Speed Steel End Mills / Roughing Series QHM @

NEXT +++++- @
2R . 2R
= 8 &8 me - Es o iz
|
| \
el K e ] RO —f-—-
|
77777777777777777 &8 &k
S 5 B8 e | &4 I8 &
| nA
N } Q Square
-4 . D - - 1 _ V54 P N PR —_H
RN ST N - & v
\ E NIz
! T High Helix
J 57479
I_: Roughing
T
IVR
(@) Ball Nose
3 1-#R
('ED: Corner Radius
m 7IZH
2]
o For Aluminium
S un
o MIA
For Special
iR
28 A
Sauare 2Flute
b3
’ \ Sauare Mult
1 Moz
Iy
é High Helix
PAR 57479
NEl.
E 1 Roughing
| % | H=lL
I IR
aC 7 | Ball Nose
® AR L.
Standard stock. ) ‘
5 Corner Radius
Dﬁi1ﬁﬂr§&§% o TEa=y3y
LHFTHBHVEE S, 8 ey
Stocked by specified distributor. 0 Combination
Please contact SANKO MFG. —+ -
o 7ZIIH
o
m For Aluminium
=)
o +-iEH
E For Key Way
I
nIA

For Special



iR
Square
M #
AUyIR
High Helix ?
57479 y
Roughing I:
w=b
IvE
Ball Nose o
1-fR O
(@)
ComerRads @
FLEE
3
For Aluminium o
¥HE S
nIm =
For Special
MM
27
Square 2Flute
il S
Sauare Mult ’ \
b 1
H'\gtheIix é
57177 VAV
2k
Roughing :ll E
= | % b
IVER|>
Ball Nose g aC
B o
Corner Radius _c%)
T)k4=v3)
Wi 8
Combination wn
7VSE @
o
For Aluminium m
%8 2
For Key Way E
155% 7

IR

For Special

INMAIVEREW/F3T74099U—-

IVRIEEXREBE P28 SI1—F4VJ
End Mill Selection Chart

aHM

A=y IN\—=RFA4TLF157 (4RA&6HH)

S-Coating

Coarse Pitch Roughing Medium (4-Flutes & 6-Flutes)

ZELHEISMER Recommend Cutting Conditions iatlAEl Siotting

P326 Cad—F<120
C-Coating

P478

HS-Co IXYY
35°

N=RK

] BERH - R T88 - JUN-FV# | Ggill-1E6 27008 7II=9LES
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 A2024 - A5052
e EEREE | &hRE EEEE | ZhEE | OERE | XDEE EEREE | EDEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min) | Feed (mm/min) | Speed (min™) | Feed (mmimin)

6 1,600 80 1,060 50 1,060 40 4,800 210

8 1,180 75 800 50 800 40 3,500 210

9 1,080 75 720 50 720 40 3,100 210
10 950 75 630 50 630 40 2,800 200
12 800 55 530 45 530 40 2,400 160
14 670 55 450 45 450 40 2,000 150
15 630 55 420 45 420 40 1,900 140
16 600 55 400 45 400 40 1,800 140
18 530 55 350 45 350 40 1,600 140
20 470 50 310 45 310 40 1,400 140
22 450 50 300 45 300 40 1,350 140
25 375 50 250 45 250 40 1,120 140
30 315 45 210 45 210 40 940 140
32 300 45 200 45 200 40 900 140
35 280 45 180 40 180 35 840 140
40 230 45 160 40 160 35 690 140
45 210 45 140 35 140 30 630 140
50 190 45 120 35 120 30 570 140

<tiA#E Depth of Cut> ar=D
aa=2D




High Speed Steel End Mills / Roughing Series aQHM @
@ ------RETURN

IREVIHISR{FR Recommend Cutting Conditions WIELDE Sige Miine__J|
) EERH - W T8 - JUN-FV# | Gxi- 188 27004 FII=9LES
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
§5400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 A2024 - A5052
HE | DEmEE | ZhEE | OEREE | xhEE | OhERE | ZhEE | OnRE | &hEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmiin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
6 1,600 65 1,060 55 1,060 40 4,800 220
8 1,180 80 800 60 800 45 3,500 220
9 1,060 80 720 60 720 45 3,100 220
10 950 90 630 70 630 50 2,800 250
12 800 105 530 90 530 65 2,400 340
14 670 125 450 100 450 70 2,000 340
15 630 130 420 100 420 75 1,900 340
16 600 130 400 100 400 75 1,800 360
18 530 170 350 110 350 80 1,600 450
20 470 170 310 110 310 80 1,400 470
22 450 170 300 110 300 80 1,350 480
25 375 160 250 100 250 70 1,120 470
30 315 140 210 85 210 70 940 460
32 300 130 200 85 200 65 900 450
35 280 120 180 85 180 65 840 440
40 230 120 160 85 160 65 690 390
45 210 90 140 65 140 50 630 350
50 190 90 120 60 120 45 570 200
<thA#HE Depth of Cut> ar=0.5D
aa=2D
S

1 BRIEBIEDOSH B0, FrvIREREOBDZECHERTE,
2ERRRICKD, BERRE - EDREDHBZESIE O TTIE,

3.9—5Y MREIMICB LI DZESEUTE L,

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.

<7\ HE R

SIlNA pu3 apigled

—
P

M7 HXNA

S—
<

SIIN pu3 |981S peads UsiH

iRF
Square
M
WIPLJS
High Helix
57479
Roughing
K=l
IVER

Ball Nose
J-7R
Corner Redius
7IZH

For Aluminium

L
LA

For Special

MM
2%
Square 2Flute
il S

Square Multi

M
AUyIR

High Helix
57479

Roughing
R
IVR

Ball Nose

J-7R

QVANI—LVN\

Corner Radius

7ILZH
For Aluminium
F—i&A
For Key Way

%
MIA

For Special



B vzxxvRsn /57409902

IV RIEEXES P28
End Mill Selection Chart

a HsCo XX [N
35° JI\=F

ZyIN=RIL4TOVITY vV (ARAE&EHH)

Long shank Coarse Pitch Roughing (4-Flutes & 6-Flutes)

A #20~30 44835~50
Square
. & ON\—REYFIATIDSTAVITIRINTT,
L B eOVIYr YO TDIHRNRA DI TT
57494 EJE ® (oarse pitch r0ugh/(7g endm_///. -
o t ®/onger shank endmill for suitable for deep packet mifling.
ougning -
VN T—JR | xEA (AEIEE7U-FUB 27VUAE | Gk A 7I3ae FIVES
Ball Nose a %Eﬁ %arb(l)n A#oylssteelf- Pre-gardlened StSainIelzss Cast Iron Hardened Steels AIIATinium T:Lt\el:llnium
teels 00l Steels teels teels 35HRC) [ (40HRC) [{45HRC oys oys
SRR \Work-Material
PRSI Sclection Chart ‘ O ‘ O ‘ ‘ O ‘
o
PVSR  m@ e
For Aluminium g_ VAN:LAH ® 91'& %&ftrr%m
5% S y ’
it | IR R e paE| e
— Diameter Flute Overall Shank Number Stock
Length Length Diameter of Flutes
20 45 200 16 4 L
: 25 50 230 20 4 [ )
i 30 55 260 25 4 o
S i 35 60 280 32 6 0
RA33 40 65 280 32 6 L
Square Mult l \ 45 70 320 42 6 .
Iq 4 50 75 320 42 6 L
AYIR R
Heghtelx ¢
57177 FAVA O REEER
5 [ Standard stock.
i R
= 5 e o
Ll e T e
Ball Nose | Z i Stocked by specified distributor.
U_Q. Please contact SANKO MFG.
S=UH S
Corner Radius (0]
go]
[0}
o
a
(1))
VR @
o
For Aluminium m
$=#8 23
For Key Way E
1% o
IA

For Special

CANODEE. AHLS O ECEELEELY,



High Speed Steel End Mills / Roughing Series QHLS

£k

T X B . o b .
ERELIHISEHR Recommend Cutting Conditions &BtIHl Siotting I
RHl# SR - R TEH - JUN-RVE# Bl - 188 27VVd
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAKE5 SCM - SKD11 - SUS304
WE | EERE EDRE R EDRE ERE EDRE
Diameter (mm) |~ Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
20 600 75 480 60 480 45
25 480 65 380 50 380 45
30 395 60 315 50 315 45
35 335 60 270 45 270 35
40 300 60 240 45 240 35
45 260 60 210 45 210 85
50 240 60 185 45 185 35
<thA#»E Depth of Cut> ar=D
B aa=1D
b=
1 HHEEIEDSH2E0D. FrvIRBBREDDDZECERTEL.
2.0—3Y MIHHIMISELIZHDZHRVTEL),
3REHULZRK UCCHERADZEF. EDEREZTFTTEL,
,;‘,%t;th 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 feed rate when the protrusion of the endmill is too long.

<7\ HFE R

SIlIN pu3 8pig.len

—
-

M7ZHXNA

S—
<

SIIN pug |981S peads YSIH

QVAaNI—UVUN\

iR
Square

M

WPL S
High Helix
57479
Roughing
A=l
IVER

Ball Nose
J-7R
Corner Radius
7IZH

For Aluminium

5
LA

For Special

iR
287
Square 2Flute
b3

Sauare Mult

M
AUyI2
High Helix

57479

Roughing
=1y
IVR
Ball Nose
J-7R
Corner Radius

Y|4 oE]
VA

Combination
7SR
For Aluminium
*-&EH
For Key Way

1o
]

For Special



B vzxvksn /57409902

iR
Square

I

AUYI
High Helix
57479

Roughing

1%
MIHA

For Special

il S
Square Multi

I

AJYIA
High Helix
37499

Roughing

F-&H
ForKey Way

%
I

For Special

IVRIEEXRBE P28 SI1—F74VJ P328
End Mill Selection Chart

<= 7\ HFERY

S|l PuUg apigien

S
-

M7Z\HXNA

e
-

QU A=V

S|l pu3 [981S paads ysiH

S-Coating

a 0] [T i
-0.04| 35° [75h

AT VU ZENIHA (3MA&4EH)

Roughing for Stainless Steels (3-Flutes & 4-Flutes)

T T S —

NiE3~22  41E25~30

0 JSYN_WIFATDS T4V IITIRIIIVTT,
ORXTVUVADEMIICRETY., O3mhSEELTHDOET,
®F/at nick roughing endmill.

®Fxcellent for slotting process of stainless steel. ~ ®The item line up is from 3mm.

=08 | R&EE |48 TEETUN\-RVE ATV AEH

Stainless Steels Hardened Steels
s Carbon | Alloy Steels * | Pre-hardened - =
Wigkﬁtﬁ | Steels Tool Steels Steels (40HRC) | (45HRC)
ork-iviateria
Selection Chart O ‘ O ‘ @) ‘ © © ‘ © ‘ O ‘ O ‘

VAN:SUA - HZ L
N I BR R TiES | 4T | HE

Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes

3 5 — 55 6 3 B1 [ )
3.5 6 — 95 6 3 R [ J
4 6 — 55 6 3 B1 [ )
4.5 7 — 60 6 3 R [ J
5 8 — 60 6 3 B [ )
5.5 9 — 60 6 3 R [ J
6 9 — 60 6 3 K3 [ J
6.5 14 — 70 8 3 R [ )
7 14 — /0 8 3 R [ J
7.5 16 — 70 8 3 R [
8 16 — /0 8 3 K3 [ J
8.5 18 — 80 10 3 R [ J
9 18 — 80 10 3 X1 [ J
9.5 20 — 80 10 3 R [
10 20 — 80 10 3 X3 [ J
10.5 22 — 90 12 3 B1 [
11 22 — 90 12 3 X1 [ J
11.6 24 — 95 12 3 B [ J
12 24 — 95 12 3 X3 [ J
13 30 — 95 12 3 M4 [
14 35 13 115 16 3 X2 [
15 40 13 125 16 3 X2 [ J




High Speed Steel End Mills / Roughing Series SUSQ @

CEXNDREE. SUSAO ECHEELIEEV,

SIN pu3 19815 peads UsiH

NEXT <+
2R } 2R ‘
= A& i B3 & iz w
|
10° i
4
5142 N e A NN\ —f-—-
B
£R | £R N
&2 I8 R Wz i 24 98 i
} iMF
‘ Square
o B R | . NN 1]
I NN e \\\X 8 I
1 E }/-I\'Ith‘yHalx
I | eliX
om0
Unitmm = Roughing
|7
HiE AR BR 2R TS | 447 | HE
Diameter Flute Neck Overall Shank Number Type Stock 8
Length Length Length Diameter of Flutes o
16 40 — 125 16 3 3 ° )
17 40 — 125 16 3 H4 o g
18 40 - 125 16 3 X4 o =
19 45 15 145 20 3 K2 o E ;ﬁ’l*m
20 45 - 145 20 3 3 . For Special
22 45 = 145 20 3 M4 [ )
25 50 — 150 25 4 X3 [ )
28 55 = 160 25 4 X4 [
30 55 — 165 25 4 X4 )
0 BEEES .
Standard Zl:ock. :ﬂ;ﬁ%}]
(- 4SBT =
LHFTHEVAE<EEL. 4 M
Stocked by specified distributor. A ’\U‘MZ
Please contact SANKO MFG. I High Helix
“J“ j 57479
I_S :ll Roughing
%
v
9

*-ER
For Key Way

T
IR

For Special



B vczxvksn/ 57409902

IVRIEERESE P28 SI1—F«vJ P328 Cad—F+120
End Mill Selection Chart S-Coating C-Coating

susSQa

AT VU ZENIHA (3MA&4EH)

Roughing for Stainless Steels (3-Flutes & 4-Flutes)

P480

0] [T i
-0.04] 35° |75vb

iR
Square
N [ 2
oo % EEIHISRHFR Recommend Cutting Conditions Al Siotting l
High Helix
= “AH I A — — -~ = —
T REM | A=RFF NRATYVAR JITIYA MNRAT YU AH LEERRT Y LA
Roughing |: Work Austenite Type Stainless Steels Martensite Type Stainless Steels Precipitation Hardening Stainless Steels
w— | 5US304 5US440C SUS630
i NE [EERE EDRE B EDEE R DR
— &) |Diameter (mm)|  Speed (min") Feed (mmimin) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmmin)
o 3 2,120 30 1,910 30 1,910 30
ComerRadis @ 3.5 1,820 35 1,640 35 1,640 30
7IH o 4 1,600 40 1,430 35 1,430 30
r:,” 4.5 1,420 40 1,270 35 1,270 30
For Auminium Q. 5 1,270 45 1,150 40 1,150 30
237 < 5.5 1,160 45 1,040 40 1,040 30
NIA o 6 1,060 50 950 45 950 35
For Speci 6.5 980 50 880 45 880 35
7 910 50 820 45 820 35
7.5 850 50 760 45 760 35
8 800 50 710 45 710 35
8.5 750 50 670 45 670 35
il 9 710 55 630 50 630 40
=3 58] 9.5 670 55 600 50 600 40
Souere 2Fiute 10 640 55 570 50 570 40
NEZH 10.5 610 55 540 50 540 40
. 11 580 55 520 50 520 40
W v 118 550 55 500 50 500 40
M 4 12 530 55 480 50 480 40
IR R 13 490 55 430 45 430 40
— | 450 55 400 45 400 40
57479 é ~J 15 420 1515 370 45 370 40
Roughing :II |: 16 400 60 350 55 350 40
2 F |5 17 370 60 330 515 330 40
'}'\;'Ik. 1 UM ST 350 60 310 55 310 40
Ball Nose | &) 19 330 60 300 515 300 40
o 20 320 60 280 55 280 40
=R 5 22 290 515 250 50 250 40
ComerRedis 0D 25 250 50 220 40 220 30
Ped-y3) 8 28 220 45 200 35 200 30
S g 30 210 40 190 35 190 30
‘“_U’m ajm | - <tliA#E Depth of Cut> ar=D
PSR 8 shamitosseo, Fry s REREOEOECERTL. —
s 2ERRRICED. BEEE - EDEEOBEESTE TR
T 355 MNEBHMICELILBOZBRUTEL. ) as=1.5D
$-5H 3@ 4BEH (ar=0.5D.a=15D) T3 HAM. E0EE180%EBRICTHEATE.
For Key Way S ';‘.%ts\sect the machine which has enough power and rigidness
S Use the chucking holder with sufficient precision and grasping force.
ﬁy* 2 2.Apply the appropriate cutting condition according to your machining
HHIH condition and work-piece material.

For Special

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

4.For the side milling (@r=0.5D,aa=1.5D) prosess, maintain the feed rate around 180% of the recommended condition.



------ RETURN




EA \RIVEIN/5740590-X

IVRIEEREE P28 SId1—F+vY P332
End Mill Selection Chart S-Coating

a T ANNY | |
30° |75y h

aI3>y b=y oYa—rA4HRA&EHA)

Flat Nick Roughing Short (4-Flutes & 6-Flutes)

A HE10~32  4E35~50
Square
I, & T vI5IDS IV IIIRIIVTT,
G B et ENNTHAIRET T,
57494 I ®Flat nick roughing endmill.
. ﬁ O/t is capable of intermediate finishing.
Roughing =
I D—O8 | k&l |A88TEE7)\-K 27 UAd REH 7I3A%
a %Eﬁ %?Lt;?sn A%}é |Sst?ee§s' Preg%rglzned Sgigéelzsss Hardened Steels Almnigm
S8 Work-Material .
= Selection Chart ‘ O ‘ O O ‘
o
m o
~' VAN:AFS - 5% T
<
(| SE | IR | BR | 2R | WE | W | 947 | #E
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
10 25 — 90 10 4 X2 []
11 30 8 110 12 4 X1 []
12 30 — 110 12 4 X2 []
13 30 = 110 12 4 X3 []
liERY 14 35 15 135 16 4 1 []
Sl 4 15 40 15 140 16 4 X1 []
1 4 16 40 — 140 16 4 X2 []
a7 217 40 — 140 16 4 H3 O
57475 AP 18 40 — 140 16 4 X3 []
Roughing ? I: 19 45 15 145 20 4 X1 []
7 ,=b 20 45 — 145 20 4 X2 []
Y 22 45 = 145 20 4 X3 []
z I| 25 50 — 150 25 4 2 0
) 28 55 = 160 25 4 X3 []
-g) 30 55 — 165 25 4 X3 []
o 32 60 = 175 32 4 X2 []
o35 60 — 175 32 6 B3 O
o 40 65 — 185 2 6 X3 []
21 45 70 — 190 42 6 K3 []
s=g5 2 |50 80 — 200 42 6 X3 O
For Key Way E
1555 7}
ITHA

For Special

SHENODERIE. AFS O ECIBELEEL,



High Speed Steel End Mills / Roughing Series QFS @

2E
B 5 BE 1w
PRI NN B
777777 25
&2 & ez

- (R Em

Standard stock.

HEREETEER
BHFTBEVEELEEL,
Stocked by specified distributor.
Please contact SANKO MFG.

NEXT +++++- @

2R

<7\ HFEE

SIIIN pu3 epigien

—
-

N7\ HXNA

S—
<

SIIIN pug |981S peads YSIH

QUAMI—UVUN

iMA
Square

Iq
AUyIR
High Helix

57479
Roughing

=
IVER
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il
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Sauare 2Flute
piliESY

Square Multi

M

AUYIR
High Helix
57499

Roughing

Ball Nose
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TkA=02)
A
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For Key Way

1
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For Special



IMARAIVREW/5T40T59U=X

IVRIEEREH P28 SI1—F1VJ P332 Ca—5+<29
End Mill Selection Chart S-Coating C-Coating

aFsS

aI>y b=y oYa—brH4HRA&EHA)

Flat Nick Roughing Short (4-Flutes & 6-Flutes)

P484

ANNY
30° |75y b

HS-Co

N
Square
M T 3 3 . " e i
S EEDHISEHR Recommend Cutting Conditions Al Slotting
1]
High Helix
- .. 4 |#EFRRE Application Items : AFM « Q'FL]
5749 Y. -
e | BEIRE | BERE - RRE | IEE-JU/\-RUE | o2 ISR 27UV HEH 7IWEZULEE
. = Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels Aluminium Alloys
mw=lb | Material Pre-hardened Steels Stainless Steels
Bja:I\JNoI;e 55400+ S50C SKD61 - NAKS5 SCM - SKD11 + SUS304 (40HRC) A2024 - A5052
1+-+n B AR | OEGEE | ZhRE | OERE | xRE | OGRE | ZhEE | OERE | xhRE | OR&E | ZDEE
o | Diameter (mm) | Speed (min”") | Feed (mm/min)| Speed (min"") |Feed (mm/min)| Speed (min™) {Feed (mmimin) | Speed (min™") | Feed (mmimin)| Speed (min”) |Feed (mmimin)
ComerRedis @' 10 950 70 630 60 630 50 500 20 2,800 210
7IVIE o 12 800 80 530 60 530 50 420 20 2,400 240
BI'I 14 670 90 450 70 450 60 370 30 2,000 240
For Auminum Q. 16 600 90 400 90 400 70 315 30 1,800 270
[E172 < 18 530 100 350 90 350 70 280 30 1,600 270
NIA 7 20 470 100 310 90 310 70 250 30 1,400 290
i 22 450 100 300 90 300 70 240 30 1,350 300
25 375 90 250 80 250 70 200 30 1,120 260
30 315 80 210 70 210 60 170 20 940 260
32 300 80 200 70 200 60 160 20 900 260
35 280 70 180 60 180 60 150 20 840 260
LA 40 230 60 160 50 160 40 120 20 690 210
28 45 210 60 140 40 140 30 110 10 630 210
Squere 2Fiute 50 190 50 120 40 120 30 100 10 570 190
RS <UFAH2 DepthofCut>  .a-D
Saquare Multi ’ \ —
“;Jr ax { aa=1D
I\ W
HigtheIix %
57177 FAVJ
7R
Roughing :|I —
w—Ib | %
IVR|2
Ball Nose J aC
3-7R @
Corner Radius (-8{)
J)ka=y3)
Wy 4
Combination 9
JIWSH o
o
For Aluminium m
88 3
For Key Way E
155 0}

MIA

For Special



High Speed Steel End Mills / Roughing Series QFS @
® ------RETURN

N [ 0
IRELIAEISRFR Recommend Cutting Conditions BIELDE Sige Miing__J|
[i@Fm*E Application Items : OFM + Q'FL]
WEk | BERE - wRE | IBE-TUN-RUE | ogH IEE Z7UU2H HEH 7VI=YLEE
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels Aluminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAKB5 SCM -+ SKD11 - SUS304 (40HRC) A2024 - A5052
NE | BERE | ZDER | OERE | 2DRE | OmEE | ZDRE | OmEE | &DEE | BmER | ZhRE
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min) |Feed (mmimin) (Speed (min”) |Feed (mm/min) | Speed (min™') {Feed (mm/min)| Speed (min™') |Feed (mmimin)
10 950 100 630 100 630 90 500 20 2,800 290
12 800 100 530 100 530 90 420 20 2,400 360
14 670 120 450 120 450 100 370 30 2,000 360
16 600 130 400 120 400 110 315 30 1,800 370
18 530 150 350 130 350 120 280 30 1,600 400
20 470 150 310 110 310 100 250 30 1,400 420
22 450 150 300 110 300 100 240 30 1,350 420
25 375 140 250 100 250 90 200 30 1,120 420
30 315 120 210 90 210 90 170 20 940 420
32 300 120 200 90 200 90 160 20 900 420
35 280 110 180 90 180 90 150 20 840 420
40 230 110 160 90 160 90 120 20 690 360
45 210 90 140 70 140 60 110 10 630 350
50 190 80 120 60 120 60 100 10 570 310
<tiA#»£ Depth of Cut> ar=0.5D
aa=1.5D
ey
1 ERZEIMDS DD, Fvv I RFEEEOHDZEERTE,
2.9—3Y NMIWHEIMISEL b DZEBEV TS0,
3.COKRIF, ¥3—hHTLEDOUAHZREIERLTHDET,
UF1SHDHEEFEDREZHIB80%IC, OVIFHDBZEF70%UTICLTTIEL,
’1\1.%1(;2& 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.Above chart is drawn up according to the two types of cuttings as shown above.
Keep in mind that above data has been acquired based on the tests in which short tooth endmills were used.
Decrease the feed by 20% for regular-flute, and by 30% or more for long-flute endmills.
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E zIvEIN/574v590-X

IREIRISRMER SN TV RS)VEEREH P28 S1—F+4V70 P336
Recommend Cutting Conditions End Mill Selection Chart S-Coating

a HS-Co XXX [PROR
30° |73vb

a75y b=y oLF15H(48A)

Flat Nick Roughing Medium (4-Flutes)

iRF
Square
1, @ 973Yh=vI51TIDST(VIIIRILTY,
G B eLFaSHRDIOHIBILWVINIAAIEETT
57494 5 ®Flat nick roughing endmill.
. € ®(apable of a wide range of machining operations thanks to its reqular flute length.
ougning -
NI T—OR| | mEE (A28 I 7UN\-FVE A7VUAE| e 7IiE%(FIVER
Ball Nose a %Eﬁ %arb(l)n A#oylssteeli- Pre-gardlened StSainIelzss Cast Iron Hardened Steels AIIATinium T,i}\ﬁnium
teels 00l Steels teels teels 35HRC) [ (40HRC) [{45HRC oys oys
SRR Work-Material
Corner Radius g Selection Chart ‘ O ‘ O ‘ ‘ O ‘
o
PR m .

. ‘ E{:mm
wuwn o VAN:AFM - HiE Unit:mm
155% S 4 ,

e 5 BR | 2R | W& | AW | 947 | #E
— Diameter Flute Neck Overall Shank Number Stock
Length Length Length Diameter of Flutes

20 60 — 160 20 4 X2 []
" 25 70 — 170 25 4 &2 L
i 30 80 20 190 32 4 1 0
Saquare 2Flute
piliESY O - RELER
Square Multi 1 Standard stock.
l\;f 14 C-feREBETEER
WL § BFTHMLEEL L,
High Helx I Stocked by specified distributor.
57,09“ “J Please contact SANKO MFG.
Roughing I_S
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High Speed Steel End Mills / Roughing Series QFM
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Recommend Cutting Conditions
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End Mill Selection Chart S-Coating

HSCom-
30° |73y b

1y SR
,e"\ 07 %ﬁ
4##20~30 £40~50
OISV IFATDST4VIITVRIIVTY,

o0V ITARDIEHIBLVII T PRI IHERETT
®F/at nick roughing endmill.
®/onger flute length endmill for side mifling and suitable for deep pocket milling.

QFL

75y h=voOvIHA (AHAEEHNH)

Flat Nick Roughing Long (4-Flutes & 6-Flutes)

D—0R | %58 |AS8IEH7U\-KVE 27 UAd [ G A TIIES|FIVESR
%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels Aluminium Titanium
Work-Materia Steels Tool Stegls Steels Steels Alloys Alloys
Selection Chart O ‘ O O ‘
VAN:AFL - HEX TS Unim
NE 2Rk | W& | WM | 547 | #E
Diameter Flute Overall Shank Number Type Stock
Length Length Diameter of Flutes
20 80 — 160 20 4 X2 []
25 100 — 180 25 4 &2 L]
30 100 20 210 32 4 Eq []
40 120 20 240 42 6 1 L]
50 160 — 280 42 6 X3 []

O IREEER
Standard stock.
C--feRBEEER

LHFTHOEVEELIEEL,

Stocked by specified distributor.
Please contact SANKO MFG.
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High Speed Steel End Mills / Roughing Series QFL @

25 | 25
B N5 L S RS i
|
|
L S S LA . SR | E 7 S5 QR \x 77777 B —
e
e |
&2 I8 i i
| el
‘ Square
lx ] NN N N ‘
IR NN - 8 I
\ B NIz
! T High Helix
J 575
I; Roughing
T
IVER
(@) Ball Nose
% 1-#R
% Comer Radius
m 7IsH
B
o For Aluminium
S w5
o JIA
For Special
iMA
283
Sauare 2Flute
piliESY
’ \ Square Multi
{ N
ALy
é HithHeIix
J Z 57479
I; :|| Roughing
W% | K=
I IVER
T 7 | Ball Nose
L
_g) Comer Radius
V& SEV)
3 A
W) Combination
i
o
m For Aluminium
=)
o *&R
E For Key Way
T
MIA

For Special



