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End Mill Selection Chart Non-Coating

SSB2T TS
Bos] 30°

S(TICN) 3—F« VI I AT v I2KHAR—

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2- FIutes BaII Nose

i e—

A
Square
N B SR \ARICSI—FT 1V IZEBLTCHOET
Gy B eHHIM DI T P REEININAAEETT
57494 5 ®/igh grade powder metallurgy HSS with S-Coating.
e B O xcellent for hardened material and stability for long continuation milling.
USRI T—UR| | REE |SEIEE7U\-FE ATUAE| B Iz TS
Ball Nose a %Eﬁ %?;2?? A%}(f) lSStttegéTS' Pre-sr'lt%rglgned Sggé?:s Cast Iron Hardened Steels AllArlr;(;ngm
EM  Work-Material .
= Selection Chart ‘ @) ‘ © ‘ O O ‘
FLSR o &fizmm
“unn o VAN:2SSB-+R Ur_ﬁt‘:mm
<
Wim = Sz WE 2R i £
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.5 1 1 50 6 [ ]
. 0.75 1.5 3 50 6 [ ]
i 1 2 4 55 6 o
Sare 2Fute 1.25 2.5 B 519 6 [ )
e 1.5 3 6 60 6 [
Sauare Mult ’ \ 2 4 8 60 6 .
IM 4 2.5 5 10 80 6 [ )
i, 2 3 6 12 90 6 °
5408 Y 3.5 7 15 100 8 [ ]
. |=~ 4 8 15 100 8 [
E 4.5 9 20 110 10 [ ]
5 10 20 110 10 [ ]
—_— 7 5.5 11 25 120 12 ()
3 6 12 25 120 12 o
L 6.5 13 25 120 12 o
& 7 14 30 150 16 O
ol 75 15 35 150 16 o
FVSE @ 8 16 35 150 16 o
o % 8.5 17 35 150 16 ®
o 9 18 35 150 16 o
N = 9.5 19 40 160 20 [ ]
- % 10 20 40 160 20 [ ]
NI 11 22 40 160 20 L
Fr Gkl 12 24 40 180 25 [ ]




High Speed Steel End Mills / Ball Nose Series SSB2T Ecval

NEXT «++++- @
iMA
BAfi:mm
Unit:mm Square
/z /z E M
iR AR 2R TS TE E
Diameter Flute Overall Shank EI: e
Length Length Diameter IJ‘ 39477
=  Roughin
125 25 50 180 25 o R
13 26 50 180 25 [ ) IVR
14 28 50 180 25 ) g) Ball Nose
15 30 55 180 25 [ o .
o
“1,=
0 EEEED rjn 7IVZH
Standard stock. Q For Aluminium
O BEREEERS S un
HBHFTBHVEELEEL. [0 HUIFH
Stacked by specified distributor. For Special
Please contact SANKO MFG.
iMFR
28H
Square 2Flute
il ESY
’ \ Square Multi
7 .
é H\'thHeI'\x
J 39479
N _
E Roughing
v
T Ball Nose
b
J
0
§o]
(0]
(0]
(o)
0]
i H
(0]
I;I For Aluminium
2 R
5 For Key Way
T
ikl
For Special

CENODIRIE, SSB2T RO &CEELEEL,
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End Mill Selection Chart

Non-Coating

P374ﬂ

SSB2T

S(TICN) A—F« VI I AT v I2KAR=I

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

sTEC|] R XXX
Bos] 30°

iR
Square
1o 3 W . s oo
NJyHR % EHENHISRSFER Recommend Cutting Conditions {t_EIF Finishing I
High Helix
o0 S| BHE | BERE- RRE 424188 SaE %
o S Work Mild Steels + Carbon Steels Alloy Steels + Tool Steels Hardened Steels Cast Iron
oughing - .
*= Meterel §5400 - S50C SCM - SKDBT (40HRC) FC200
T>¥ R | EEEE | B0EE | OWAE | EDEE | DRAE | #DEE | DhERE | B0EE
R |Radius (mm)| Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mminin)
JI-7R Q 0.5 7,200 145 6,240 120 4,800 95 14,400 290
- | I 4,800 190 4,200 170 3,240 130 9,600 385
PIZH (D) 2 3,300 265 2,880 240 2,220 180 6,600 530
- m 3 1,740 240 1,500 215 1,140 155 3,600 505
For Aluminium g_ 4 1,500 265 1,320 240 1,020 180 3,000 540
ey 2 5 1,320 310 1,200 290 900 215 2,640 635
NTHA = 6 1,200 335 1,020 290 780 215 2,400 720
For Special o 8 1,020 385 900 335 720 275 2,040 780
10 960 455 780 370 660 310 1,920 925
12.5 840 505 720 430 540 325 1,680 1,010
15 780 505 660 420 480 310 1,560 1,000
<thA#E Depthof Cut> =2a aa
M -
28A R=<25 | 0.2mm
—_— p=02R | 3<R 0.5m
il E S
Square Multi ’ \
awor
H\'gtheIix %
39479 Y
_ N
Roughing E

—
<

Ball Nose aC
(ITQ.
=

s [0}

Corner Radius 8

Y &Y

w8

Combinatio 2

JV=H o
o

For Aluminium g

F-8F o

For Key Way S

155k o

MIH

For Special



High Speed Steel End Mills / Ball Nose Series SSB2T Eeysc)
@ ------RETURN

|
Square
& W . e e - I
RELIHISRER Recommend Cutting Conditions TehlD Rough Milling I % by
— T HiehHelx
) BERH - R gt L Y 5
Work Mild Steels + Carbon Steels Alloy Steels * Tool Steels [ .
Material E Roughing
SS400 - S50C SCM « SKDB1 T o A
R EEEE EDRE HEEE EDEE IyF
Radius (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mmimin) 8 —
2 4,950 1,300 4,300 1,200 B J1-7R
3 2,600 1,080 2,250 960 - ——
4 2,250 1,300 2,000 960 o 7IV3H
5 2,000 930 1,800 870 w -
6 ] ,800 840 ] ,530 720 Q For Aluminium
8 1,530 770 1,350 670 § N
10 1,450 730 1,170 590 ) ZJHSI;P
0r opecial
<{JABE Depthof Cut> @ 2 | pr ”
B R2 2mm 1.25mm
R3 3mm 2mm
R4 4mm 2.5mm A
R5 Smm 3.5m 283
RG om am Square 2Flute
eS|
R8 8mm Snm _
R10 10m &m ’\ Square Multi
7 B
é HithHeIix
Y 57479
b= = "
| BRIEBIOBHE0. F vy s EEEEDEOECEATA [ .
20—V NIEXIT 7 JO—. FrIFHEMICEUIIEIRZESRDTEL, -

SBREHULBTEZRDIELULTTFEL. (BYD LFHAETF v vFVIDHEILLY)
REHUHREDIHEIS. LEEFMH & D20%~30%H0% FFTTEL,

S—
<

Notes T Ball Nose
1.Select the machine which has enough power and rigidness. UT]
Use the chucking holder with sufficient precision and grasping force. 5
2.Apply dry air blow or cutting oil suitable for the work-piece material.
3.Chuck you cutter as long as possible.(Chuck just above the end of cutting flute, if possible.) (2] Corner Radius
If not, decrease the speed and feed by 20%~30%. 8 e
® i
o U
9 Combination
o 7ZI=H
o
g-l For Aluminium
o | F-iEH
s For Key Way
0 5%
NIA

For Special
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End Mill Selection Chart S-Coating

STEC c')q ARNY
EEmR| 002 ] 30

TIRAT Y I28HAR=I

High Grade Powder Metallurgy H.S.S 2-Flutes Ball Nose

B

A
Square
f\\bf 92 8 OSIRMIAR/ \ A RAZEHFALTVE T,
G eHBIMOMI P EREMMINTRETTY,
57494 ,I ® High grade powder metallurgy HSS material.
. ﬁ ®Fxcellent for hardened material and stability for long continuation milling.
ougning -
USRI T—UR| | REE |SEIEE7U\-FE TUAE| B Iz TI3EE|FoUas
Ball Nose a %Eﬁ %?Lt;(l)sn A%Sst?eegs Preggglzned Stsailg‘ljsss Cast Iron Hardened Steels All;\rl?(i)r;ligm Ti}\ﬂgi;sm
- S8 Work-Material
= Selection Chart ‘ O ‘ O ‘ ‘ O ‘ O
& VAN:2SB R Unit:mm
Wk S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.5 1 1 50 6 []
. 0.75 1.5 3 50 6 L]
i 1 2 4 55 6 O
W'”‘m 1.25 2.5 B 519 6 L]
A2 1.5 3 6 60 6 (]
Sauare Mult ’ \ 2 4 8 60 6 D
M 4 2.5 5 10 80 6 []
i, 2 3 6 12 90 6 0
5945 Y 3.5 7 15 100 8 L]
. I: 4 8 15 100 8 L]
v l=l: 4.5 9 20 110 10 L]
* 5 10 20 110 10 L]
VI 5.5 11 25 120 12 O
S 6 12 25 120 12 L]
L 6.5 13 25 120 12 O
o 7 14 30 150 16 [
ol 75 15 35 150 16 0
7VR @© 8 16 35 150 16 O
S % 8.5 17 35 150 16 O
uEm 2 9 18 35 150 16 L]
N = 9.5 19 40 160 20 ]
459:* % 10 20 40 160 20 L]
LA 11 22 40 160 20 []
Fr Gkl 12 24 40 180 25 []




High Speed Steel End Mills / Ball Nose Series SB2T Ecyi=]

NEXT +++++- @
iRF
BAfi:mm
Unit:mm Square
= = 8 M
HE A& 2R e tE B\
Diameter Flute Overall Shank Stock | —
Length Length Diameter IJ‘ 39477
— Roughin,
12.5 25 50 180 25 O R
13 26 50 180 25 [] IVR
14 28 50 180 25 O o
15 30 55 180 25 [] o -
o
ZI,S
o IBEEER g TR
Standard stock. Q For Aluminium
OB ERS S un
LHFTAHLAE< LV, @ LA
Stocked by specified distributor. KRS
Please contact SANKO MFG
iMA
28H
Square 2Flute
eS|
’ \ Square Multi
1 A
é H\'thHeI'\x
J 39479
N .
E Roughing
I 4
:_|: :ll Ball Nose
o
n\g
O
(0]
0]
(oL
0]
o 7IH
1)
IT.I For Aluminium
o FER
5 For Key Way
o
;|
For Special
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End Mill Selection Chart S-Coating

B2T DR
EEmR| -5.0s] 30°

TIRAT Y I28HAR=I

High Grade Powder Metallurgy H.S.S 2-Flutes Ball Nose

iMA
Square
M R W . .y T
AUy2 % EELIHISEEFR Recommend Cutting Conditions {£_EIF Finishing I
High Helix
S aeH - T8 e stk
. R Work Mild Steels + Carbon Steels Alloy Steels * Tool Steels Hardened Steels Cast Iron
ougnin; - '
*= Meterial $5400 - $500 SCM - SKDS ([40HRC) FC200
Ty K R | EW2E | #hEE | DEAE | #DEE | EGEE | #DEE | DEEE | #DEE
() |Radius (mm)| Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mm/min)
I-7R %'J_ 0.5 6,000 120 5,200 100 4,000 80 12,000 240
CmerRads @ 1 4,000 160 3,500 140 2,700 110 8,000 320
7IV3H [0) 2 2,750 220 2,400 200 1,850 150 5,500 440
- I'jl'l 3 1,450 200 1,250 180 950 130 3,000 420
ForAmnim Q. 4 1,250 220 1,100 200 850 150 2,500 450
ey r< 5 1,100 260 1,000 240 750 180 2,200 530
HnIm = 6 1,000 280 850 240 650 180 2,000 560
For Specil 9 8 850 320 750 280 600 230 1,700 650
10 800 380 650 310 550 260 1,600 770
12.5 700 420 600 360 450 270 1,400 840
15 650 420 550 350 400 260 1,300 830
<tliA#2 Depthof Cut> & aa
A -
283 R=25 | 0.2m
Saquare 2Flute
S| p=02R | 3<p 05
ARST -
Square Multi ’ \
A X
H\'gtheIix %
39479 Y
_ N
Roughing E
) ;ll:
Ball Nose :ll ;
>
J-7R ; U:t}_
Corner Radius 7_(.::
Y &L,
w8
Combination m
FLER ®©
o
For Aluminium m
@8 2
For Key Way E
1555 7}

MIH

For Special



High Speed Steel End Mills / Ball Nose Series SB2T ¥4
@ ------RETURN

A
Square
a5 V1] 0 ays F—~Y TF l H
RELIHISRER Recommend Cutting Conditions el D Rough Milling I % 393
— T igh Helix
L) EERH - Rl g% - T8H P 53
Work Mild Steels * Carbon Steels Alloy Steels + Tool Steels [ .
Material E Roughing
55400 - S50C SCM - SKD61 T A
; HEEE EDEE E EDEE Iy K
Radius (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) 8 —
2 3,980 1,100 3,980 1,000 B J-7R
3 3.440 1,000 2,650 850 ~—
4 2,250 900 1,990 795 P PV
5 1,820 800 1,590 700 '-3" -
6 1,740 800 1,330 610 Qo puminim
8 1,500 750 1,000 500 < ey
10 1,165 700 795 480 ) PHSIFP
or Specia
<yJAHE DepthofCut> & o @ | o "
f R2 | 2m | 1.25m
R3 3mm 2mm
R4 4mm 2.5mm A
R5 5m | 3.5m 2A
RG om am Square 2Flute
piliESY
R8 8mm 5mm _
R10 10m em ’\ Sauare Muli
{ Y
AUy
é High Helix
J 39479
i £ i
1 ERERIEDS 200D, FvvIEEREDHDZEERTEL, E Roughing
2.0—35Y MIBRIT7 JO—. FIFEIMITEUTIHIMZ SRV TS, ", J
BREHULETEBRDIE LTTEL, (BYID LIFHEFTF v v+ IHEHLLY) V]
REHUDRLLEDBEF, LEEFRHFKLD20%~30%FiE% FIFTTEL, a BailN
Notes :_|: 1 all Nose
1.Select the machine which has enough power and rigidness. (1[0} i
Use the chucking holder with sufficient precision and grasping force. J V]
2.Apply dry air blow or cutting oil suitable for the work-piece material. n\o Cormer Radis
3.Chuck you cutter as long as possible.(Chuck just above the end of cutting flute, if possible.) ko]
If not, decrease the speed and feed by 20%~30%. 8 -3y
o) U
W) Combination
o 7R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special
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End Mill Selection Chart C-Coating

skws7] R XXX
BIINYR -8.03 30°

eMAR—=ILY 3— A

2-Flutes Ball Nose Short

D Ch——

iMA
Square
Iq .
v g
57479 EIJ:
Roughing I;
USRI T—UR| | REE |SEIEE7U\-FE TUAE| B Iz TIh3EE
Ball Nose a %Eﬁ %?;2?? A%}é |Sstfeegs' Preg%rglzned Sggé?:s Cast Iron Hardened Steels AllArlr;(;rygm
=M Work-Material
= Selection Chart ‘ O ‘ O O ‘
PSR o e
... o VAN:2FB-R i
<
Wim = o WE 2R {3 £
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.5 1 1 50 6 [ ]
. 0.55 1.1 1.5 50 6 L]
i 0.6 1.2 15 50 6 O
Sare 2Fie 0.65 1.3 1.5 50 6 L]
REZ3 0.7 1.4 1.5 50 6 O
Square Mutti ’\ 0.75 ] 5 3 50 6 .
M 4 0.8 1.6 3 50 6 L]
AL 2 085 1.7 3 50 6 N
59498 Y 0.9 1.8 3 50 6 []
. I_: 0.95 1.9 4 55 6 L]
v E 1 2 4 55 6 [ ]
* 1.05 2.1 4 55 6 L]
VI 1.1 2.2 4 55 6 O
S 1.15 2.3 4 09 6 []
i 1.2 2.4 4 55 6 O
§ 1.25 2.5 5 55 5 (]
o 1.3 2.6 5 55 6 []
VSR & 1.35 2.7 5 5l5) 6 L]
S % 1.4 2.8 5 55 6 O
=28 o 1.45 2.9 6 60 6 []
N = 1.5 3 6 60 6 [ )
o c% 1.55 3.1 6 60 6 L
LA 1.6 3.2 6 60 6 L]
ke 1.65 L8 6 60 6 L]




High Speed Steel End Mills / Ball Nose Series FFB2T Feyic)

NEXT ++00+ =)
il
BfImm
Unit:mm Square
/ / # M
HE IR 2R i TE @ AR
Diameter Flute Overall Shank Stock & o
Length Length Diameter I{
1.7 3.4 6 60 6 0 fb
1.75 35 7 60 6 [
1.8 3.6 7 60 6 O B
1.85 3.7 7 60 6 ] c
1.9 3.8 7 60 6 [] 3
1.95 3.9 8 60 6 [] m
2 4 8 60 6 ® =
2.05 4.1 8 60 6 0 S pn
2.1 4.2 8 60 6 O o LA
2.15 4.3 8 60 6 ]
2.2 4.4 8 60 6 ]
2.25 4.5 9 60 6 ®
2.3 4.6 9 60 6 ]
2.35 4.7 9 60 6 []
2.4 4.8 9 60 6 ]
2.45 4.9 10 80 6 O REZ3
2 5 5 ] O 80 6 . ’\ Square Mult
2.55 5.1 12 90 6 [] 4 B
2.6 5.2 12 90 6 0 A no392
2.65 5.3 12 90 6 ] ]
2.7 5.4 12 90 6 ] [
2.75 5.5 12 90 6 () ,=|,
2.8 5.6 12 90 6 ]
2.85 5.7 12 90 6 O % el
2.9 5.8 12 90 6 ] =
2.95 5.9 12 90 6 O 2
3 6 12 90 6 ® o
3.05 6.1 15 100 8 O 5
3.1 6.2 15 100 8 ] T
3.15 6.3 15 100 8 B %
3.2 6.4 15 100 8 ] |
3.25 6.5 15 100 8 ® =
3.3 6.6 15 100 8 ] > BB
3.35 6.7 15 100 8 [] NTHE
3.4 6.8 15 100 8 O ZE

CHAEXNDREE. FFB2T RO LCHEELEEL,
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IVRIEEREE P25 CI1—F+1VJ P488
End Mill Selection Chart C-Coating

skws7] R XXX
BIINYR _8_03 30°

eMAR—=ILY 3— A

2-Flutes Ball Nose Short

iNF

Bfimm
Square Unit:mm
1%
Nyon B R HE IR R TiES TE
High Helix EE
5944 I Radius Diameter Flute Overall Shank Stock
S i Length Length Diameter
— |y 6.9 15 100 8 0
I 3.5 7 15 100 8 [
0 3.55 7.1 15 100 8 O
3 3.6 7.2 15 100 8 O
o 3.65 7.3 15 100 8 ]
i 3.7 7.4 15 100 8 O
a 3.75 75 15 100 8 O
W = 3.8 7.6 15 100 8 O
WLE 5| 385 7.7 15 100 8 N
3.9 7.8 15 100 8 0
3.95 7.9 15 100 8 O
4 8 15 100 8 ®
4.1 8.2 20 110 10 O
4.2 8.4 20 110 10 0
: 4.25 8.5 20 110 10 O
REZ3 4.3 8.6 20 110 10 O
saelll] 4.4 8.8 20 110 10 O
., « 4.5 9 20 110 10 [
doian 2|46 9.0 20 110 10 0
S 4.7 9.4 20 110 10 O
N B 4.75 9.5 20 110 10 B
o |48 9.6 20 110 10 O
2 4.9 9.8 20 110 10 ]
VI 5 10 20 110 10 °
A5 5.25 105 25 120 12 []
i 5.5 11 o5 120 12 [
§ 5.75 115 o5 120 12 O
@ 6 12 o5 120 12 [
c'cg* 6.25 125 o5 120 12 O
- 6.5 13 o5 120 12 [
| 6.75 135 30 150 16 O
. - 7 14 30 150 16 o
@;“ = 7.25 145 35 150 16 O
A LA 7.5 15 35 150 16 [
— 7.75 15.5 35 150 16 O




High Speed Steel End Mills / Ball Nose Series FFB2T m

G e RETURN/NEXT ++++- =)
A
BAfi:mm
Unit:mm Square
; y g v
i | IR | R | mE | B g
Diameter Flute Overall Shank Stock EE _Ig \e‘f
Length Length Diameter I{ 39479
8 16 35 150 16 ° & o
8.25 16.5 35 150 16 W
8.5 17 35 150 16 ° O
8.75 17.5 35 150 16 O c
9 18 35 150 16 ® .
9.5 19 40 160 20 D m
10 20 40 160 20 ® a
10.5 21 40 160 20 O S uy
11 22 40 160 20 ® o MNWIA
11.5 23 40 180 25 O
12 24 40 180 25 ®
12.5 25 50 180 25 ®
13 26 50 180 25 °
13.5 27 50 180 25 O
14 28 50 180 25 ®
14.5 29 55 180 25 O A3
15 30 55 180 25 ® | Saeis
15.5 31 55 190 32 O 4 ¥
16 32 55 190 32 0] A no392
16.5 33 55 190 32 O Y B
17 34 55 190 32 O = .
17.5 35 55 210 32 O ,=b
18 36 60 210 32 O
18.5 37 60 210 32 O Z e
19 38 60 210 32 N &
19.5 39 60 220 32 O X
20 40 60 220 32 o 0
22.5 45 70 240 42 O 5
25 50 70 240 42 O @
m
2 ¥
5 For Key Way
T
lin::

For Special

CENODRIE. FFB2T RO &CEELEEL,



EA \RIVEIL/ #—WIYRYU—X

IVRIEEREE P25 CI1—F+1VJ P488
End Mill Selection Chart C-Coating

skws7] R XXX
BIINYR -8.03 30°

eMAR—=ILY 3— A

2-Flutes Ball Nose Short

iNF
Square
I 3 by : o T
AJyH2 % IZEEISESR Recommend Cutting Conditions {t_ElF Finishing I
High Helix
- .. & [#FR®E Application Items : FFB2TLS - TB]
57499 y . — — A -
Roughing I: *ﬁﬁ“ﬁ *ﬁmmﬁﬁ * Wim nﬁﬂﬁ ¢ IE:&'M iﬂgﬂ ﬁﬁ%
=1L = Work Mild Steels + Carbon Steels Alloy Steels * Tool Steels Hardened Steels Cast Iron
Tof | Maieid $5400 - S50C SCM - SKDB1 (40FRC) FC200
o 9| R | DEEE | #DEE | D&EE | 20RE | DEmEE | #0@E | DmRE | #hER
o |Radius (mm)| Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min") | Feed (mminin) | Speed (min”) | Feed (mmimin
Comer Redus @8 0.5 5,100 100 4420 90 3,400 70 10,200 200
7IVZH |c'?'| 1 2,980 140 2,400 120 2,300 a0 6,800 270
- =1 2 2,340 190 2,040 170 1,570 130 4,680 370
For Al 3 1,230 170 1,060 150 810 110 2,550 360
50k < 4 1,060 190 940 170 720 130 2,130 380
gJﬂSIFF 7 5 940 220 850 200 640 150 1,870 450
— 6 850 240 720 200 550 150 1,700 480
8 720 270 640 240 510 200 1,450 550
10 680 320 550 260 470 220 1,360 650
12.5 600 360 510 310 380 230 1,190 710
15 550 360 470 300 340 220 1,110 710
ol ;| 20 410 270 350 220 260 170 830 530
SEWER 25 330 220 280 180 200 130 670 430
quare eriute
AEST <tJiAH#E Depthof Cut> 8a an
Square Mutti I E R=2.5 | 0.2mm
“6 . 4 p=02R | 3<R 0.5m
I\ W
H\'gtheIix %
39479 Y
_ N
Roughing =
, A
Ball Nose :ll ;
>
J-7R ; U:l)l_
Comner Radius d_cé)
Y| E]
w8
Combination (.D
7SR @
o
For Aluminium m
88 23
For Key Way E
450k 7}

MIH

For Special



High Speed Steel End Mills / Ball Nose Series FFB2T @
® ------RETURN

A
Square
a5 V1] 0 ays F—~Y TF l H
*ﬁ&ﬂ] ﬁu%ﬁ:ﬁ Recommend Cutting Conditions FeHlD Rough Milling I % AUyH2
High Helix
[;ERIS#& Application Items : FFB2TLS « TB] 5 s
Rl BERE - R &2 1848 -
Work Mild Steels + Carbon Steels Alloy Steels * Tool Steels > .
Material b k=l
55400 - S50C SCM -+ SKD61 5 BJ;”/ND;
A HERE EDEE HERE EDEE e
Radius (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) o
2 3,500 950 3,060 850 % Comer Radus
3 1.850 760 1,600 670 m 7IsH
4 1,600 760 1,400 670 2 )
5 1,400 660 1,270 600 = i
6 1,270 600 1,080 500 = 1%
8 1,080 540 960 480 7] MIA
10 1,020 480 820 390 For Sl
<tliA#E Depth of Cut> 2 b as pr
E R2 | 2m | 1.25m
R3 3mm 2mm A
[
R4 4m | 2.5mm 28H
- om 2.5m Square 2Flute
' piliESY
R6 6mm 4mm : _
R8 8mm 5mm if\ jiu;re -
R10 | 10mm 6m | 2 AUvIZR
T High Helix
“JF 57479
— Roughing
P =
1EREIOBEL0. F vy BBREOLOECRATIL, (g
2.0—35Y MIERRI 7 JO—. FIIFWHIMISEULIEPRZESEVOTEL, =
BREHLEFTEBMOECLTTE L. (BYD EFHEETF vy F I IHEELL) g BallNose
REHUDRLLEDBEF, LEFRHFKD20%~30%Fi% TIFTTEL, (i]0] ?
Notes = P
1.Select the maqhme which has en(_)u_gh power _and rig'\dness_. wmn\y Comer Redius
Use the chucking holder with sufficient precision and grasping force. i
2.Apply dry air blow or cutting oil suitable for the work-piece material. ] WEr=3y
3.Chuck you cutter as long as possible.(Chuck just above the end of cutting flute, if possible.) 8 :/1,”
If not, decrease the speed and feed by 20%~30%. Combition
0]
§ 7R
I;I For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



B \RIVEIL/ #—WIYRYU—X
REIHISR R Sicic=8 TV RS )LEEXRBE P25

Recommend Cutting Conditions End Mill Selection Chart

skws7] R XXX
BIINYR -893 30°

eRAR—=IVOAV T v D

Long Shank 2-Flutes Ball Nose

ﬁ@’i‘l&‘=$-

iNF
Square
1o 2
o ®
57477 5
Roughing I:
N D—J% | kRS (S28188701\-F8 AFUE| REH 7Ih3as
Balitose %Eﬁ Cs?rb(l)n A¥Oylsst$e|7‘ Pregtarﬁened Stsatinl?ss Cast Iron Hardened Steels Alli\rlrlﬂnium
eels 00l Steels eels eels HRC) [ (40HR oys
SRELR ) Work-Material
PRI Selection Chart ‘ O ‘ O O ‘
FVIE o
- m Bfimm
For Aluminium a VAN:ELFB ° R Urlﬁt:mm
¥ S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
5 10 15 180 10 []

" 6 12 18 200 12 []
i 8 16 25 250 16 O
?W”EF‘“E 10 20 30 300 20 []
RESH 12,5 25 40 300 25 O
T 15 30 45 300 25 L]
l\;f 4 20 40 60 350 32 []
s 2% |25 50 65 350 42 0
37499 Y
Roughing I_: .%EEE%

;i JTI Standard stock.

y 5 (- 4SEREBEEER
Ballose | e LHFTBEVEELEEL,
J-#R|7 M Stocked by specified distributor.

9 = Please contact SANKO MFG.
Comner Radius )N
®
(0]
Q
(0)]
7WSE ©
o
For Aluminium m
838 2
For Key Way E
450k 7}
MnIA

For Special

CAENDREF. FFB2TLS RO £CHEELIEEL,
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End Mill Selection Chart

skws7] R INXNY IXXY
—8.03 30° | 25°

OMAR—=ILLEISH RI~6 RB5~25

2-Flutes Ball Nose Medium

e —— i

iMA
Square
M 2
o @
57477 EIJ:
i N
Roughing L
IS D—B | XAE |(ASRIRA\-FHATUAE B izt I
BaI\JNose a %Eﬁ %arbon Alloy |SsteelT 0 Pre-sr:ardlened Stsainkless Cast Iron Hardened Steels AllArlr;inium
teels Tool Steels teels teels 35HRC) [ (40HRC oys
=M Work-Material
= Selection Chart ‘ O ‘ O O ‘
PVER s
wuwn o VAN:2BE-R Unit:mm
<
Wim = o WE 2R {3 £
— Diameter Flute Overall Shank Stock
Length Length Diameter
1 2 6 55 6 []
. 1.5 & 10 58 6 []
i 2 4 15 65 6 O
Square 2Flute 25 5 '| 5 65 6 D
LS 3 6 20 80 6 []
Square Mutti ’ \ 3.5 7 30 95 8 D
M A4 4 8 30 95 8 L]
Y 9 35 110 10 0
54 Y 5 10 35 110 10 []
. I: 5.5 11 40 115 12 []
= 6 12 40 115 12 []
.V &5 13 40 115 12 O
— | [ 7 14 45 120 12 O
8 78 15 50 130 16 0
i 8 16 50 130 16 O
o 8.5 17 50 130 16 O
. 9 18 52 135 16 0
7ISHE @ 9.5 19 515 140 20 L]
For Aluminium g 1 0 20 55 .l 40 20 D
s=g5 2 | 10.5 21 55 140 20 O
= 11 22 55 140 20 []
o = [115 23 60 150 25 O
NTH 12 24 60 150 25 L]
ke 12.5 25 60 150 25 L]




High Speed Steel End Mills / Ball Nose Series BE

B{i:mm
Unit:mm
NE R 2R e fE
Diameter Flute OE Shank Stock
Length Length Diameter
13 26 65 160 25 []
13.5 27 70 170 25 []
14 28 70 170 25 []
14.5 29 75 180 25 []
15 30 75 180 25 []
156.5 31 80 190 32 []
16 32 80 190 32 []
16.5 33 85 195 32 []
17 34 85 195 32 []
17.5 &o 85 195 32 []
18 36 90 205 32 []
18.5 37 95 210 32 []
19 38 95 210 32 []
19.5 39 100 220 32 []
20 40 100 220 32 []
22.5 45 120 240 42 []
25 50 135 255 42 []

@ REEEmR

Standard stock.

(- feIEEEER

LHFETBEVEEL S,
Stocked by specified distributor.

Please contact SANKO MFG.

CANDEE. BE RO &CEELIEEL,

<=\l HFE RS

SIllIN pu3 apigle)

—
-

N7\ HXNA

S—
<

SIN pu3 |981S peads UsiH

387

/
J
3
1
F
4
7
J

iRF
Square

M

AJyI2
High Helix
57499
Roughing
h=I
IVR

Ball Nose

1%
LA

For Special

nA%A
Square Multi

M

AJyI2
High Helix
57479

Roughing

Ball Nose

*-&R
For Key Way

R
nLA

For Special
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End Mill Selection Chart C-Coating

4 skis7| R XYY
ENIINIE -803 30°

ARHARN—=ILYa— A

4-Flutes Ball Nose Short

|
Square
1o 2
o ®
57477 5
Roughing I:
N D—J% | kRS (S28188701\-F8 AFUE| REH 7Ih3as
Ball Nose a %Eﬁ %?rb(l)n A4oy lSSt?eI? 0 Pregtarﬁened Stsatinl?ss Cast Iron Hardened Steels Alli\rlrlﬂnium
eels 00l Steels eels eels oys
SRR \\ork-Material
PRI Selection Chart ‘ @) ‘ @)
[0)
7I=H m Iy
For Aluminium a VAN:4FB ° R %%ftrr?wm
¥ S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
4 8 15 100 8 []
; 5 10 20 110 10 O
i & 12 25 120 12 O
Sqmiiit 7 14 30 150 16 O
RES 8 16 35 150 16 O
T 9 18 5o 150 16 L]
Mf 4 10 20 40 160 20 []
AL 2 12.5 25 40 180 25 ]
T, 15 30 55 180 25 ]
b 16 32 55 190 32 0
g, l=l: 17.5 35 55 210 32 []
B 20 40 60 220 32 0
— 25 50 70 240 42 O
J-7R |« 0:‘}
e | 900
Comner Radius S .*%LET:EEE:']
8 Standard stock.
Q
P (-BEREEEER
7SR @ LHETHELEE LS,
v} Stocked by specified distributor.
For Aluminium m Please contact SANKO MFG.
838 2
For Key Way E
155 7}
MIA

For Special

CENODIRIE. FFB4AT RO &CiEELEEL,



High Speed Steel End Mills / Ball Nose Series FFB4T @

iR
Square
jJ 0 o o b . . /H
Eﬁﬂ]ﬁu%ﬁ:ﬁ Recommend Cutting Conditions {t_EIlF Finishing I % NI
High Helix
(RS Application Items : FFBATLS] f —
wEM | RS- REE 444 TE8 e G B e
Work Mild Steels + Carbon Steels Alloy Steels * Tool Steels Hardened Steels Cast Iron ,‘b H—Jb
\ e
Meterel 55400 - S50C SCM - SKDS! (40HRC) FC200 -
R EERRE %D &E EER&E %D &E EEREE ZEDRE EERRE AORE (0 .
Radius (mm)| Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mminin) | Speed (min™) | Feed (mmimin) | Speed (min™) | Feed (mmimi) | &
4 1,060 285 940 255 720 195 2,130 570 % Comer Redius
5 940 330 850 300 640 225 1,870 675 m 7B
6 850 360 720 300 550 225 1,700 720 8. -
8 720 405 640 360 510 300 1,450 825 | RIEA NN
10 680 480 550 390 470 330 1,360 975 E: $55%
12.5 600 540 510 465 380 345 1,190 1,065 | @ gJHSIFF
15 550 540 470 450 340 330 1,110 1,065 —
20 410 405 350 330 260 255 830 795
25 330 330 280 270 200 195 670 645
<tJiA#E Depth of Cut> 8a=0.5mm
pf:O.EH Square 2Flute
eS|
o5 v . . e - Sauare Mul
hzﬁl’ﬂﬁu%ﬁ:ﬁ Recommend Cutting Conditions FHlD Rough Milling l {f\ l(:”;“ -
BRI Application Items : FFB4ATLS] 74 g;Jh‘yl_g&
— ac
il BERH - R At - TEH v e
Work Mild Steels + Carbon Stegls Alloy Steels - Tool Steels r _
Material E Roughing
SS400 + S50C SCM « SKD61 (7
R HEEE RDEE B RDEE ] vk
Radius (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) U% 4
4 1,600 1,140 1,400 1,020 5P j
5 1,400 990 1,270 900 W\ | comer Radits
6 1,270 900 1,080 750 8 P33
8 1,080 810 960 720 m
10 1 ,020 765 820 615 W) Combination
<YhAHE DepthofCut> @ @ | pr | @ 7IER
B R4 | 4m | 25m r;n FOrA‘“g‘“m
e -5l
1 EHEAMDB D0, FrvIREREOEDETERTE, RS | 5m | 35m | &
2.5—5Y N3BRT 7 T0—, FrldBEIMICE LI IEHES RO T, 6 om am | = kel
3ZFHLRTEBROALLTTEN. (BYID LFRBEFETTF v v F Yo hEE L) 5
ZEHUNREDHAR. LifdD20%~30%E FFT TS, Re | am Smn ;IE%E
N ;
1.%tcisect the machine which has enough power and rigidness. R10 | 10mm Bmm For Special

Use the chucking holder with sufficient precision and grasping force.

2.Apply dry air blow or cutting oil suitable for the work-piece material.

3.Chuck you cutter as long as possible.(Chuck just above the end of cutting flute, if possible.)
If not, decrease the speed and feed by 20%~30%
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Recommend Cutting Conditions End Mill Selection Chart

4 skis7| R XYY
ENIINIE -8.03 30°

ARAR=VOV T v Y

Long Shank 4-Flutes Ball Nose

%%9 ET_' :

|
Square
1o 2
o ®
57477 5
Roughing I:
N D—J% | kRS (S28188701\-F8 AFUE| REH 7Ih3as
Ball Nose a %Eﬁ %?rb(l)n A¥Oylsst$e|7‘ Pregtarﬁened Stsatinl?ss Cast Iron Hardened Steels Alli\rlrlﬂnium
eels 00l Steels eels eels HRC) [ (40HR oys
SRELR ) Work-Material
PRI Selection Chart ‘ O ‘ O O ‘
FVIE o
- m B{mm
For Aluminium a VAN:4LFB ° R Urlﬁt:mm
¥ S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
5 10 15 180 10 []
" 6 12 18 200 12 []
i 8 16 25 250 16 0
quM‘m 10 20 30 300 20 []
RES 12,5 25 40 300 25 O]
Square Mutti ’\ 1 5 30 45 300 25 D
i\|4 4 20 40 60 350 32 []
dion % |25 50 65 350 42 0
37499 Y
Roughing I_: .%EEEE&
v ITI Standard stock.
3z OSSR
Ball Nose 1 ; HHFTHBREVEELEEL,
J-9R ? (o] Stocked by specified distributor.
Vi = Please contact SANKO MFG.
Comner Radius 7)1
®
(0]
Q
(0)]
7WSE ©
(v}
For Aluminium m
838 2
For Key Way E
155 7}
MIA

For Special

CAENXDREF. FFBATLS RO &£ CHEELIEEL,
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End Mill Selection Chart C-Coating

5T 4 VT R=IL (4¥A)

Roughing Ball Nose (4-Flutes)

Hsto] R [SSY PN
_00s| 30° | &%

iNF
Square
1o 2
ol
57499 5
Roughing I:
WSV D—25 | 7EE |ASEIEEU\-KUE Z7oUAE| B o=t 7I38%
IR
Ball Nose a %Eﬁ %arb(l)n A4oy |SsteeI? . Pre-sr:ardlened Stsainl?ss Cast Iron Hardened Steels AllArlr;inium
teels 00l Steels teels teels 35HRC) [ (40HRC oys
- =M Work-Material
g Selection Chart O ‘ O
®
7IV=H m o
For Aluminium g_ VAN:REB ° R %%ftrr?wm
¥ S
ntm | HE | IR BR £k we | 947 | #E
— Radius Diameter Flute Neck Overall Shank Type Stock
Length Length Length Diameter
4 8 20 — 100 8 X2 [ )
. 5 10 25 = 110 10 X2 [ )
i & 12 30 - 120 12 BE o
B 7 14 40 10 150 16 1 []
RES 8 16 40 — 150 16 &2 ()
Square Mutti ’\ 9 ] 8 40 - ] 50 ] 6 3 .
¢ 4 10 20 50 — 160 20 X2 [ )
AL | 22 50 — 160 20 ®3 °
S Y 12 24 60 10 180 25 X1 [ )
. I: 12.5 25 60 = 180 25 X2 [ )
;i l=l: 15 30 60 — 180 25 X3 [ )
3 5 16 32 70 = 190 32 X2 [ )
=iE | 175 35 70 — 190 32 H3 O
~FR125 [ 18 36 70 = 200 32 ®3 O
291 20 40 80 — 220 32 X3 O
§ 25 50 100 — 240 42 m3 O
(0)]
7WSE © 0 IEEEER
(0} Standard stock.
For Aluminium
i (- BRI
F=EH o L CAELAE T,
For Key Way < Stocked by specified distributor.
E Please contact SANKO MFG.
450k o
NIA

For Special

CENODIRIE. REB RO ECHEELREEL,



High Speed Steel End Mills / Ball Nose Series

A
Square
#g M
IOV PP
T High Helix
N Y 3749
E 2 . g W
ﬁlﬁﬂ]ﬁu%ﬁ:ﬁ Recommend Cutting Conditions N S
il % BERE o a8 129 E Sk
Wo”.( Cast Iron Mild Steels « Carbon Steels Alloy Steels - Tool Steels O  BaliNose
Material FC200 55400 - S50C SCM - SKDB 1 8 1
Radius (mm)| ~ Speed (min™!) Feed (mmimin) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) % FVZH
5 950 280 790 150 630 120 5 -
6 790 230 660 130 530 100 B o aumim
8 590 170 490 100 400 80 S un
10 470 140 400 80 300 60 o IIA
12.5 380 110 300 60 250 50 For Special
15 320 95 250 50 210 45
20 240 70 190 40 160 35
25 190 55 150 30 130 25
<tliAH= Depth of Cut>  @a_ pr Qa ps A
B R5 5m | 3.5m é*ﬁﬂ
Square 2Flute
R6 6 4 q
i M ARSH
R8 8mm Smm _
R10 10m B ’\ Sauare Muli
1 A
Ay
é HithHeIix
- 7 59479
1 BHEEIEDH2E0D. FrvIdBREDBDZE CHERTEL, t Roughing
2.9—=5 NEWHIMICEU L BDESRU T, =
SVAHEN LR ZBR DEEE. EDREZ20%~30%81#E FFTTEL, "J ;
N
1%t§\§x:t the machine which has enough power and rigidness. aC :ll Ball Nose
Use the chucking holder with sufficient precision and grasping force. | >
2.Select the most suitable coolant for the work-piece material. U:l,]_ q
3.When the depth of cut exceeds above recommendation, decrease the feed by 20%~30%. M
%’ T | Comer Redits
D kv
2
[0 Combination
o 7R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



