NAIYRE / I—-FRYU-X

IVRIEEREE P25 CI1—F+12J P494 Pt el P400| IV RZILDQSA P461
End Mill Selection Chart C-Coating Non-Coating End Mill Q&A

Hso |- &F|E=C
L +0.06 |£0.05 | &Y

S(TICN) =T 45 1-+359V9V5hvy 5 (3A&AHN)

S(TiCN)-Coating Corner Rounding Cutter (3-Flutes & 4-Flutes)

iMA
Square
v B
L eSTI—F UUERLTBDET., eREMLMIZADNYITY.
. ﬁ ®S-coating process.  ®Especially for rounded chamfering.
Roughing =
N D—U% | kRS (S28188701\-F8 AFUE| E REH 738
e o M e R e
ST Work-Material
PIRE=A Selection Chart @) ‘ © ‘ @) ‘ @) ‘ @) © ‘ O ‘ O O ‘
FVIE o e
... - VAN:SCRC-R i
2 on
Wim = R | MR | 2R | BB | W& | #E
— Tip Diameter Overal Shank Number Stock
Diameter Length Diameter of Flutes
0.5 6 9 55 10 3 [ )
] 0.75 6 9.5 55 10 3 []
i 1 6 10 55 10 3 O
Souare Fite 1.5 6 11 55 10 3 o
pliE S 2 6 12 60 12 3 [ )
Sauare Multi ’\ 2.5 6 1 3 60 ] 2 3 .
Iq 4 3 6 14 60 12 3 [ )
e 285 6 15 65 12 3 °
— = | 5 16 65 12 3 O
. I=~ 4.5 7 18 70 16 4 ([ ]
— E 5 7 19 70 16 4 [
IVR 5.5 8 21 75 16 4 [ )
sallloss I 6 8 22 75 16 4 [ ]
s T 8 23 75 16 4 o
Corner Radius _g) 7 8 24 75 16 4 .
T2 P 7.5 9 26 85 20 4 ()
e @2 |8 9 27 85 20 4 o
WSE O 8.5 9 28 85 20 4 ([ ]
N 9 9 29 85 20 4 ®
E— - 10 31 95 25 4 ®
. =zl 10 10 32 95 25 4 o
o, % 10.5 11 34 95 25 4 []
NI 11 11 35 95 25 4 []
For S 11.5 12 37 100 25 4 ]




High Speed Steel End Mills / Corner Radius Series $-CRC @

NEXT +++++- @
iNF
B{ii:mm
Unit:mm Square
# M
R TR HE 2R TS b3 TE g Nz
Radius Tip Diameter Overall Shank Number Stock EE ==
Diameter Length Diameter of Flutes IJ‘ 39477
= Roughi
12 12 38 100 25 4 O R
12.5 12 39 110 32 4 [] IVR
13 12 40 110 32 4 O o
13.5 13 42 115 32 4 O g 77F
14 13 43 115 32 4 ] % Corner Redius
14.5 14 45 115 32 4 [] g‘l 7R
1 5 ] 4 46 ] ] 5 82 4 D ; For Aluminium
<S-CRC ##f#AR Detailed drawing of S-CRC> s, o g0 E ﬁ%ﬁ
For Special
SoimfE/2+R T 7\ R o
Tmm = —ZICT B, [Th pil::]
® (ermennd 15 ks = conraciion aith b smosth) 2%
Square 2Flute
. eS|
O ZHETER _
Standard stock. JA\ Souare Mt
. o 4 M
-4 VBEEER Z  AUvSA
éi?ii'GBF'cﬁb\ﬁt* <_7':"_'é'b\o T  Hiehteix
nbveseriotill T
E Roughing
b K=l
IVR
aE Ball Nose
Ly J-7R
_c%) ComHadius
o 1ki-3)
SHE
[0 Combination
© T7ILIA
o
m For Aluminium
3 E=EE
E For Key Way
TR
NIA
For Special

CENODIRIE. S-CRC RO &CEELEEL,



iRF
Square
M 2
As92 =
HigtheHx %
57499 V]
Roughing I:
w=b
r 3
al 0se O
1-3R O
g
Corner Radius Q
PVER
2
For Aluminium o
%% S
mIm =
For Special
MM
2KH
Saquare 2Flute
piliESY
Square Multi ’ \
T
AUy
High Helix %
37499 Y
_ N
Roughing =
=
IVER
Ball Nose ar
I-fR _ W
Comer Radius _(é)
Y &Y
AV 8
Combination )
7SR @
o
For Aluminium m
@8 2
For Key Way E
155% 7]

MIH

For Special

NAIYRE / I—-FRYU-X

IVRI)EERIEE P25 CIdI—F1v5
End Mill Selection Chart

S-CRC

S(TICN) =T 45 1-+359V9V5hvy 5 (3A&AHN)

S(TiCN)-Coating Corner Rounding Cutter (3-Flutes & 4-Flutes)

C-Coating

P494 WVt re)
Non-Coating

P40ly

IV RI)LOASA
End Mill Q8A

P461)

HsCo | F] RFIE=C
+0.06 | +0.05 | EF

Etﬁmﬁu%ﬁ:ﬁ Recommend Cutting Conditions

Rk ISR - =i TEHE- - JUN-FVE | 528 188 27UUAH #i
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 FC200
R OEEE | ZhRE B &0 RE EEEE | EhEE B %KD RE
Radius (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mmmin) | Speed (min™) | Feed (mmimin)
0.5 1,620 105 1,100 60 870 45 2,060 135
0.75 1,580 105 1,070 60 860 45 1,980 135
1 1,500 105 1,050 60 830 45 1,950 135
1.5 1,430 105 980 60 780 45 1,850 135
2 1,200 105 900 60 750 55 1,750 135
2.5 1,280 105 830 60 740 55 1,650 135
3 1,200 105 750 60 680 60 1,500 135
4 1,130 115 680 60 600 60 1,400 145
5 1,050 120 600 60 530 60 1,300 150
6 900 130 540 70 450 60 1,200 165
7 750 135 530 75 375 60 1,050 180
8 710 135 510 75 360 60 900 180
9 660 135 480 75 350 60 900 180
10 600 135 450 75 330 60 830 180
11 540 135 390 75 320 60 750 180
12 530 135 375 75 300 60 675 180
13 480 135 350 70 270 55 600 165
14 450 120 320 70 260 55 600 165
15 450 120 300 60 225 45 530 150
<tJiA#E8 Depth of Cut> BRi%a0NT ftEFIT
&6\
\ﬁ“‘@%
FK
ttFER E> ‘%
b=

1 EREAEDOSHDE0. FvvIdEEEOEDZE CERTSL,
2MERINRICKD, EERRE - RO BEDHBZSE>TREL,

3.9—=3 MSRERICE LI B DZEHRETTEL,

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.

RELEFHEICHIITMIUTLEEL,
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NAIYRE / I—-FRYU-X

IVRIIEEREH P25 CId—F+VJ P498 Pk eid P404 | IV RZ)LOQ&A P461
End Mill Selection Chart C-Coating Non-Coating End Mill Q&A

S-CRCmini | ol %

S(TiCN) I=F 4 Y I\MEwEI-F59V IV 5 hy 5 (38N)

S(TiCN)-Coating Miniature Corner Rounding Cutter (3-Flutes)

iMF
Square
M
v g
igh Helix . . N
s L eSTI—F(UUEMLTBOET. eHLEORERDMLICHRETT,
be ®S-coating process.  ®Especially for rounded chamfering of small slit.
Roughing I:
N D—U% | kRS (S28188701\-F8 AFUE| E REH 738
Ball Nose o %Eﬁ %arb?n A#oylssteelT' Pre-gardlened Stéainltless Cast Iron Hardened Steels AllArlr;inium
teels 00l Steels teels teels 35HRC) [ (40HRC) [ (45HRC oys
.. Bl o o o o0 |0 |@|0|0 O
FHIA o
. m B mm
~uws o VAN:SCRCM-R Urlﬁt:mm
1555 s aiwy 4 4
nim 5 T | N 2R e pE &
— Tip Diameter Overal Shank Number Stock
Diameter Length Diameter of Flutes
0.5 1.5 3.5 50 6 3 [ ]
. 1 1.5 45 50 6 3 L
i 1.5 15 55 50 6 3 O
Saquare 2Flute 2 '| 5 65 50 6 3 .
e 2.5 2 8 50 6 3 [ ]
Square Multi ’ \ 3 2 9 5 O 6 3 .
nwm X
|y
High Helix % @ ZEEER
57494 ~I{ Standard stock.
B - R B
—_— S CABUIB L A,
TR—”{ 7 Stocked by specified distributor.
IJR Please contact SANKO MFG.
Ball Nose ar
J3-7R _
Comer Radius _(é)
Tk-v3) P
AV 8
Combination )
7SR @
o]
For Aluminium E
@8 2
For Key Way E
155% 7]
NIA

For Special

CSHEN DR, S-CRCmini RO ECIBELEEL



High Speed Steel End Mills / Corner Radius Series S-CRCmini @

i
Square
i § W - e 1
IFEDHISEFR Recommend Cutting Conditions % NI
— - — kT High Helix
I BERE - Rl I8 - JUN-RVE | o2 126 A7/UAH ik P2
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels CastIron N .
Material Pre-hardened Steels Stainless Stegls B  [Rouhing
55400 - S50C SKDB1 - NAKS5 SCM - SKD11 + SUS304 FC200 T o A
R | BmEE | #0EE | DEEE | #h®E | DWRE | #hEE | DEEE | AhEE IF
Radius (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) 8 S—
0.5 5,250 360 3,580 195 2,860 135 6,900 460 o I-7R
1 4,200 280 2,860 155 2,280 120 5530 370 |IE  er
1.5 3,490 240 2,380 135 1,900 105 4,600 310 i )3
2 3,000 220 2,040 125 1,630 90 3,940 250 (@ 73R
2.5 2,320 180 1,590 105 1,270 90 3,070 220 Q o
3 2,100 165 1,420 105 1,140 80 2,760 220 < ATk
<tJA#& Depth of Cut> fEFIT o MWIA
</
A
28A
Sauare 2Flute
il S
o
1 EHIZEIEDS B0, FvvIIdEREODDZESERTEL, JA\ Sauare Mult
2ERRNRICKD. BERE - XD REDRBEHTIIE>TTIEL, 4 M
3.9—=3Y MIFAIMISE LB DZHEV TS, 74 INIPLa
N ; ‘
1.%t:\Sect the machine which has enough power and rigidness. I High Helix
Use the chucking holder with sufficient precision and grasping force. y 57»{"/7
2.Apply the appropriate cutting condition according to your machining 8
condition and work-piece material. h .
3.Select the most suitable coolant for the work-piece material. E AEULEITE
b K=l
IVR
aE Ball Nose
LY _ J-FR
_c%) Corner Radius
J)Ka=y3)
2 E gw
<S-CRCmini #EfZAE  Detailed drawing of S-CRCmini> sz 0 Hr S, B
o 7IsH
o
J m For Aluminium
r 90 ] a A
FoimfE/2+R T \ E For Key Way
05 T —Alc O, (D
¢ Raconaa to e 2 conmebion i A st AL

For Special



NAIYRE / I—-FRYU-X

IVRI)EEREH P25 SI1—F+1VJ P394
End Mill Selection Chart S-Coating

Y B B =~
+0.06 | £0.05 | EX

A=F39VIVThy 5 (SRHE&AHRH)

Corner Rounding Cutter (3-Flutes & 4-Flutes)

IVRIDASA P461
End Mill Q&A

iRF
Square
o g
< - SREBDIIZADAYITY.
. ﬁ ®Fspecially for rounded chamfering.
Roughing =
AN D=5 | REE |aeE I8 7573 RSN
Ball Nose a %Eﬁ %?;2?? A%}é |Sst$ee§s' Cast Iron Hardened Steels
J-¥R O e (35HRC)
0 Work-Material
Corner Radis g Selection Chart ‘
PLSE o e
... = VANCRC:‘R i
< aw
Wim = R | MR | 2R | BB | W& | #E
— Tip Diameter Overal Shank Number Stock
Diameter Length Diameter of Flutes
0.5 6 9 55 10 3 [ ]

[ 0.75 6 9.5 55 10 3 L
i 1 6 10 55 10 3 O
Sare 2Fie 1.25 6 10.5 55 10 3 L
liESY 1.5 6 11 55 10 3 [ ]
Sauare Mult ’\ 1 .75 6 ] ] 5 55 ] O 3 D
I 4 2 6 12 60 12 3 [ ]
AL 2 [2265 6 125 60 12 3 O
59498 Y 2.5 6 13 60 12 3 [ ]
. I: 2.75 6 13.5 60 12 3 L]
_— l=l: 3 6 14 60 12 3 [ ]
IVR 3.25 6 14.5 60 12 3 (]
— 3.5 6 15 65 12 3 [ ]
il S [T 375 6 155 65 12 3 0
Comer Radius :ll _g) 4 6 16 65 12 3 o

78 | 425 6 16.5 65 12 3 [

5 |45 7 18 70 16 4 [
7VEE @ 4.75 7 18.5 70 16 4 (]
N 5 7 19 70 16 4 ®
s3n o |II525 7 195 70 16 4 O
N = 5.5 8 21 75 16 4 [ ]
" 55“* % 5.75 8 21.5 75 16 4 (]
NI 6 8 22 75 16 4 o
Far Spocil 6.25 8 22.5 75 16 4 (]




High Speed Steel End Mills / Corner Radius Series CRGC m

NEXT ++00+ =)
B{I'mm G
Unit:mm Square
R | %@ | 48 | 2R | W& | Iy | #E B N
Radius Tip Diameter Overall Shank Number Stock 1 F_"th\e“f
Diameter Length Diameter of Flutes I{ 39477
6.5 8 23 75 16 4 ® & e
6.75 8 235 75 16 4 O
7 8 24 75 16 4 ® O
7.25 8 245 75 16 4 O o
7.5 9 26 85 20 4 ® .
7.75 9 26.5 85 20 4 O m
8 9 27 85 20 4 ® a
8.25 9 275 85 20 4 O S um
8.5 9 28 85 20 4 O o LA
8.75 9 28.5 85 20 4 O
9 9 29 85 20 4 ®
9.25 9 29.5 85 20 4 O
9.5 10 31 95 25 4 °
9.75 10 315 95 25 4 O
10 10 32 95 25 4 °
10.5 11 34 95 25 4 o REZ3
1 1 ] ] 35 95 25 4 . ’\ Square Multi
11.5 12 37 100 25 4 ° 4 ¥
12 12 38 100 25 4 O A no392
12.5 12 39 110 32 4 ® o
13 12 40 110 32 4 ® E
13.5 13 42 115 32 4 O i
14 13 43 115 32 4 ®
14.5 14 45 115 32 4 ] =
15 14 46 115 32 4 ° £3f 3R
15.5 14 47 115 32 4 O |7 IR
16 14 48 115 32 4 [ %3
16.5 14 49 115 32 4 O n
17 14 50 115 32 4 N o
17.5 14 51 115 32 4 O %
18 14 52 115 32 4 D S Eewg
18.5 14 53 115 32 4 O = .
19 14 54 115 32 4 O i
19.5 14 55 115 32 4 B NTH
20 14 56 115 32 4 D) For Syl

CENODIRIE. CRC RO &CiEELEEL,



NAIYRE / I—-FRYU-X

IVRI)EEREH P25 SI1—F+1VJ P394
End Mill Selection Chart S-Coating

IVRILOASA P461
End Mill Q&A

Y B B =~
+0.06 | £0.05 | EX

A=F39VIVThy 5 (SRHE&AHRH)

Corner Rounding Cutter (3-Flutes & 4-Flutes)

iNF
B mm
Square Unit:mm
M 4
| R | amE | aE | R | @R | IR | 4B
E— Radius Tip Diameter Overall Shank Number Stock
39479 “ﬁ Diameter Length Diameter of Flutes
ey S| 21 14 58 125 32 4 O
ok M[TTa2 14 60 125 32 4 ]
— 23 14 62 125 32 4 O
LN | L 14 64 125 32 4 O
Corner Radius % 25 14 66 125 32 4 .
TWIR m 26 14 68 135 32 4 L]
Erhuriin 8 27 14 70 135 32 4 O
[£17 E 28 14 72 135 32 4 []
nIe [ =29 14 74 135 32 4 O
30 14 76 135 32 4 o
<CRC #f2ik& Detailed drawing of CRC> G os SMBS0e
A
28H T /
Saquare 2Flute sz /o R 1 - e e -
RS o Ja
— o | o,
1w
R
S O - REEER
_ |~ Standard stock.
—_— SRR BEEER,
f= W LHFTBHLAE T,
BJa:Imote Stocked by specified distributor.
l:. Please contact SANKO MFG.
J-#R ;Ug
Corner Radius :ll _g)
T | 7|2
A é Q
Combination m
7WSE ©
o
For Aluminium m
@8 23
For Key Way E
450k 7}
MnIA

For Special

CENODRRIE. CRC RO &CiEELEEL,



High Speed Steel End Mills / Corner Radius Series CRC m
® ------RETURN

3 3 . as
%‘Eﬂ]ﬁu%ﬁ:ﬁ Recommend Cutting Conditions
izl EERH - R I88 - JUN-FV@ | Ggil- 188 270048 %
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
Material Pre-hardended Steels Stainless Steels
55400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 FC200
R EEGEE | EhEE OEEE | &hRE B &0 RE B ®DRE
Radius (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin)
0.5 1,080 70 730 40 580 30 1,370 90
0.75 1,050 70 710 40 570 30 1,320 90
1 1,000 70 700 40 550 30 1,300 90
1.5 950 70 650 40 520 30 1,250 90
2 900 70 600 40 500 35 1,200 90
2.5 850 70 550 40 490 35 1,100 90
3 800 70 500 40 450 40 1,000 90
4q 750 75 450 40 400 40 950 95
5 700 80 400 40 350 40 900 100
6 600 85 360 45 300 40 800 110
7 500 90 350 50 250 40 700 120
8 470 90 340 50 240 40 600 120
9 440 90 320 50 230 40 570 120
10 400 90 300 50 220 40 550 120
11 360 90 260 50 210 40 500 120
12 350 90 250 50 200 40 450 120
13 320 90 230 45 180 35 400 110
14 300 80 210 45 170 35 370 110
15 290 80 200 40 150 30 350 100
16 280 65 190 35 140 30 340 95
18 260 65 180 35 130 30 330 95
20 250 65 170 35 120 30 320 90
25 200 55 140 30 110 25 260 75
30 170 45 115 25 95 20 210 60
<thAHE Depth of Cut> SIETINT . EFmT
&
%ép
@éf’
ftEFER E> Q/
RBLEFHEICHIFTMIULTL EEL,
E

1 BRIESAIEDSH B0, FvvIRBEREOEDZECERTEL.
2ERRRICED, BEREE - EDEEDFEZES > TFE L,

38.9—=5Y MIHHEIMCEL L BOZESRV T,

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.

< N7\ HFERS

SIIIN pu3 epigien

—
-

M7 HXNA

S—
<

SN pu3 |1981S peads UsiH

APLV

iRF
Square
M
AJyIA
High Helix
57479
Roughing
HK—Ib
IVR

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

1%
LA

For Special

iMA
283
Square 2Flute
piliESY
Sauare Muli

M

WIPL S
High Helix
57479
Roughing

=1l
IVE

Ball Nose

J-7R

Comer Radius

Y| ]

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

R
MIA

For Special



MM
Square
M 2
As92 =
HigtheHx ﬁ%
57499 V]
Roughing I:
w=lL
IF W
all Nose 0
1-3R O
g
Corner Radius Q
PVER
2
For Aluminium o
%% S
mIm =
For Special
MM
2KH
Saquare 2Flute
piliESY
Square Multi ’ \
T
AUy
High Helix %
37499 Y
_ N
Roughing =
=
IVER
Ball Nose ar
J-7R ;Ug
Comer Radius :ll _g)
T | 7|2
VAV é Q
Combination Q
JV=H o
o
For Aluminium m
@8 2
For Key Way E
155% 7
NIA

For Special

NAIYRE / I—-FRYU-X

IVRIEEXREBE P25 SI—F«1V5 P398
End Mill Selection Chart

CRCmini

S-Coating

IVRILOASA P461
End Mill Q&A

NNERRI—FS59I05hy 5 (38A)

Miniature Corner Rounding Cutter (3-Flutes)

OIRVEDRERDIIICRETTY .

®FEspecially for rounded chamfering of small siit.

H30o [Pl | &FI=C
003] o | EX

D=5 | & 5881 ik SN
%Eﬁ %?;2?? A%}(f) |Sst$e65s' Cast Iron (SSHRC)Hardened Steels
Work-Material
Selection Chart ‘
BT
VAN:CRCM + R Uit
FimtE HE 2R e Ik &
Tip Diameter Overall Shank Number Stock
Diameter Length Diameter of Flutes
0.5 1.5 3.5 50 6 3 [
0.75 1.5 4 50 6 3 []
1 1.5 45 50 6 3 o
1.25 1.5 5 50 6 3 []
1.5 1.5 55 50 6 3 o
1.75 1.5 6 50 6 3 L]
2 1.5 6.5 50 6 3 [ )
2.25 2 75 50 6 3 L]
2.5 2 8 50 6 3 o
2.75 2 85 50 6 3 L]
3 2 9 50 6 3 [
O FETER
Standard stock.
- 4SEREBEEER

HHFTBHNEELIZEL,

Stocked by specified distributor.
Please contact SANKO MFG.

SHEN DL, CRCmini RO ECIEELIEEL,



High Speed Steel End Mills / Corner Radius Series CRCmini m

%&wﬁu%ﬁﬁ Recommend Cutting Conditions

i) SR - R I8 - JUN-RVE | o2 126 A7/UAH i
Work Mid Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
55400+ S50C SKD61 - NAKSS SCM - SKD11 - SUS304 FC200
R | BmEE | #0EE | DEEE | #h®E | DWRE | #hEE | DEEE | AhEE
Radius (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min)
0.5 3,500 240 2,390 130 1,910 90 4,600 310
1 2,800 190 1,910 105 1,520 80 3,690 250
1.5 2,330 160 1,590 90 1,270 70 3,070 210
2 2,000 150 1,360 85 1,090 60 2,630 190
2.5 1,550 120 1,060 70 850 60 2,050 150
3 1,400 110 950 70 760 515 1,840 150
<tliA#2 Depth of Cut> fEFINT
%/
e
1 EWERIEDS 200D, FvvIEEREDHDZEERTEL,
2.9—3Y NMIBHEIMICELILEDZEHEV T,
3REHULZER UCCHEADZERF. EDEREZTIFTTEL,
N
1.%t:\Sect 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.
<CRCmini s¥#f24AR Detailed drawing of CRCmini> s O pu= 0

95;/

X

/2+R

S

0.5mmRODBEERL—ZILT B, [CHLTVET)
(Recessed to make a connection with R smooth)

<7\ HFEE

SIIIN pu3 epigien

—
-

M7 HXNA

S—
<

SIIN pug [981S peads YSIH

A
Square

M

AJyIA
High Helix
57479
Roughing
&=
IVR

Ball Nose
J-7R
Corner Radius
7R

For Aluminium

%
LA

For Special

il
283

Square 2Flute
piliESY
Sauare Muli

M

AJyIA
High Helix
57499

Roughing

w=lb
IR

Ball Nose

J-7R
Comer Radius

Y| ]
Y179

Combination

7R
For Aluminium
*—i&H

For Key Way

QVAN—LUVUN

1
MIA

For Special



NAIYRE / J—=FRYU-X

IV RIS LEEREH P24 PR p41cj
End Mill Selection Chart Non-Coating

STEC
E%&W/\ -0.03 35 33

S(TICN) I=F 4 VI IAF v 7597 X (PHTSAKH) e

S(TiCN)-Coating High Grade Powder Mettallurgy H.S.S Corner Radius (2-Flutes & 4-Flutes)

iNF 9+ 28~20 E

Square —
M 2
AJzgz =
High Helix E
L OERFR/\ARICST— T4V ERLTHOFT, eI—FRIITPEET LFNIICRETT.
5749 S

ﬁ ®High grade powder metallurgy HSS with S-Coating. ~ ®Suitable for corner rounding and bottom finishing surface processing.
Roughing L
AN D—JR | RS |ASRIRE|7\- K8 A7 UAE A T8
Ball Nose a %Eﬁ %?rb?n A%% lSStge:éTS' Pregtaeredlgned Stsatgéelzsss Hardened Steels AILArlT(i)r;IiéJm

eels HRC) | (40HRC) | (45HR

SR Work-Material
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ O O ‘

(0]
PR m vy
... o VAN:SSVSR-$ExR Uniemm
%% S
Nrm | ERLE: R R R S pAE| &
— Diameter Radius Flute Overall Shank Number Stock

Length Length Diameter of Flutes
0.3 15 60 8 2 [ ]

: 0.5 15 60 8 2 0
i 6 1 15 60 8 2 O
Saquare 2Flute '| 5 '| 5 60 8 2 .
RES 2 15 60 8 2 [ )
Sauare Multi ’\ 03 20 65 ] O 4 .
M 4 0.5 20 65 10 4 L
AL 2 8 1 20 65 10 4 D)
S Y 1.5 20 65 10 4 o
. I: 2 20 65 10 4 [ ]
— 0.3 25 75 10 4 o
IVR 0.5 25 75 10 4 [
Ball Nose ar
G 10 1 25 75 10 4 [ ]

5 1.5 25 75 10 4 [ )
Comer Radus _g) 2 o5 75 10 4 )
e ® 3 25 75 10 4 L
A 0.5 30 85 12 4 o
7SR @ 1 30 85 12 4 )
For Aluminium % 1 2 1 '5 30 85 1 2 4 .
$=38 2 2 30 85 12 4 O

= 3 30 85 12 4 [ ]
For Key Way =
1555 7}

MIH

For Special



High Speed Steel End Mills / Corner Radius Series SSVSR !y,

NEXT +++++- @
iRF
BAff:mm
Unit:mm Square
Iz /z ﬁ M
HE R A& 2R ES b33 E N
Diameter Radius Flute Overall Shank Number EI: e
Length Length Diameter of Flutes IJ‘ 39477
=~ Roughin|
1 40 100 16 4 O R
16 2 40 100 16 4 [ ] IVER
3 40 100 16 4 o 8 Eiol Nose
5 40 100 16 4 o g 7R
1 45 115 20 4 (] % Comer Radius
20 2 45 115 20 4 [ ] m 7 =H
3 45 ] ] 5 20 4 . o For Aluminium
5 45 115 20 4 o S w5
o HIA
For Special
0 IFEEER
Standard stock.
O eIBEEER
LRFTHBREVEELEELY,
Stocked by specified distributor. A
Please contact SANKO MFG. 28 A
Square 2Flute
eS|
’ \ Sauare Muli
1 Aoz
é HithHeIix
J 39479
N _
E Roughing
b K=l
IVR
aE Ball Nose
Ly J-7R
_g) Comer Radius
D Po¥ 1)k3-3)
SE
[0 Combination
o 73R
0]
I;I For Aluminium
2 F-#A
E For Key Way
T
NI
For Special

CAENODEE. SSVSR OXRO &CHEELIEEL,



NAIYRE) / J—=FRYU-X

IV RIEERSEH P24 [Peakaeid P410
End Mill Selection Chart Non-Coating

SSVSR

S(TICN) =T« VIIATvI5I7 X (CHHIEAHH)

S(TiCN)-Coating High Grade Powder Mettallurgy H.S.S Corner Radius (2-Flutes & 4-Flutes)

..
-003| 35 | 33
96

#8~20

STEC
_
+0.04

iRF
Square
M T w . r: s .
AUyS2 % ZELHISESFR Recommend Cutting Conditions iatlHEl Slotting ]
High Helix
or S| wEE | BeRE-xER | IEE-JUN\-KVE | 488 18827038 A
. S Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
ouEnnE 2 | Material Pre-hardened Steels Stainless Steels
K= ITI 55400 - S50C SKD61 - NAKS5 SCM - SKD11 - SUS304 (40HRC)
Ik B | EERE | 20RE | EERE | #DRE | DEGRE | #hEE | OGRS | EDEE
SR [Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin)
=R 8 6 2,150 150 1,590 85 1,350 75 870 35
Comer Radics % 8 1,610 165 1,200 95 1,010 85 660 45
PSR (0] 10 1,290 180 960 95 810 85 530 55
- m 12 1,080 180 800 95 680 85 440 60
T 16 810 180 600 95 510 85 330 60
2 20 650 175 480 95 410 85 260 60
1 S
nIm @ <tJAHE Depth of Cut> ar-D
1 [ [a-02s5D
iNF
e
quare 2Flute o5 e . o T . -
AEST IFELRISRFTR Recommend Cutting Conditions fBIEENRE Side Milling ]
SOy BMM | BERE-RRE | IR JUN-KVE | A% IEH 25U B
1% 4 Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Hardened Steels
AJwIZ Z | Material Pre-hardened Steels Stainless Steels
HghHelx 55400 - S50C SKD61 - NAKS5 SCM - SKD11 - SUS304 (40HRC)
S Y| B | EERE | EDRE | DEEE | XDEE | H&RE | ADAE | DERE | DR
. I: Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmiin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
. =ll 6 2,690 195 1,990 110 1,690 100 1,090 45
'TI‘;'L’ ) 8 2,010 215 1,500 125 1,260 110 830 60
BaliNose T 10 1,610 235 1,200 125 1,010 110 660 70
-+R O 12 1,350 235 1,000 125 850 110 550 75
=) 16 1,010 235 750 125 640 110 410 75
Cormer Radiis _g) 20 810 225 600 125 510 110 330 75
Ter-v:) PR <{JiA#E Depth of Cut> ar=0.1D
AV Q e
Combination )
7IVZH 'c'cgr - -1.5D
= 1 BREBIMOBELO, F vy EEREOLOECEA T, ge= -
M 2ERKRICKD., EEEE - EDEREOREESIH>TTE L,
$-5E 3 3-S5V NEBHMICELIEOESEVOTEL,
ABRDARESICKD. BEHEE. EDFEZEHL TR,
For Key Way S Notes
= 1.Select the machine which has enough power and rigidness.
ﬁy* 0 Use the chucking holder with sufficient precision and grasping force.
)j[]Im 2.Apply the appropriate cutting condition according to your machining condition and work-piece material.

For Special

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

4.Increase/Decrease the speed and feed rate according to the corner radius of the endmill.



RETURN
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4
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NAIYRE / I—-FRYU-X

IVRIEEREH P24 SI1—F1VJ P406
End Mill Selection Chart S-Coating

STEC
R | -5.05 35 33 +° o4

IATYISIT R (CHRHIEAERH)

High Grade Powder Mettallurgy H.S.S Corner Radius (2-Flutes & 4-Flutes)

T T DR —

$8~20

A 26 {&8~20
Square
1
e 3
igh Helix o _ N e
o L SBEHF/\(ZERALTVET. eI—FRIIPEEL LFNTICRETT.

ﬁ ®({igh grade powder metallurgy HSS material. -~ ®Suitable for corner rounding and bottom finishing surface processing.
Roughing L
Ul T—JRI | REE (AREIEE7V/-FVE 27 VUAE AEH 7VigE F5UaE
Ball Nose a %Eﬁ %arb?n A4oy|SSteelT' Pre-gardlened Stsainlelzss Hardened Steels AILArlTimum TLt\eﬁmum

teels 00l Stegls feels teels oys oys

ST Work-Material
Corner Radius g Selection Chart ‘ O ‘ O ‘ ‘ O ‘ O

0]
PR m oy,
... o VAN:SVSR xR Ui
WH S
Nim = M R R R S pAE| &
— Diameter Radius Flute Overall Shank Number Stock

Length Length Diameter of Flutes
0.3 15 60 8 2 []

: 0.5 15 60 8 2 O
i & 1 15 60 8 2 0
Sauare 2Flute '| 5 '| 5 60 8 2 D
AASA 2 15 60 8 2 L]
Square Multi ’\ 0.3 20 65 ] O 4 D
f\\;{ , A4 0.5 20 65 10 4 []
i, S| 8 1 20 65 10 7] O
538 U 1.5 20 65 10 4 []
e 2 20 65 10 4 O
a— fb 0.3 25 75 10 4 []
IR 0.5 25 75 10 4 L]
— z 10 1 25 75 10 4 O
7R M 15 25 75 10 4 O
Comer Radius :ll _g) 2 25 75 10 4 []
Dt 3 2 3 25 75 10 4 O
catven |3y 0.5 30 85 12 4 O
7VR @© 1 30 85 12 4 O
For Aluminium % 1 2 1 '5 80 85 ] 2 4 D
- 2 30 85 12 4 O

Z 3 30 85 12 4 []
For Key Way =
155k 7

MIH

For Special



High Speed Steel End Mills / Corner Radius Series STECVSR m

NEXT +++++- @
Bl mm e
Unit:mm Square
54 574 i IM
HE R IR 2R e HE E N
Diameter Radius Flute Overall Shank Number EE S944
Length Length Diameter of Flutes IJ‘ 7747
= Roughin
1 40 100 16 4 0 R
16 2 40 100 16 4 [] IVR
3 40 100 16 4 O o
5 40 100 16 4 O g 7R
'| 45 '| '| 5 20 4 D % Corner Radius
20 2 45 115 20 4 ] u F7IVZR
3 45 ] ] 5 20 4 D o For Aluminium
5 45 115 20 4 0 S wn
o HIA
For Special
O IFEEER
Standard stock.
O-4SEREBEEEER
LRFTHBEVEELEELY,
Stocked by specified distributor. A
Please contact SANKO MFG. 28 A
Square 2Flute
eS|
’ \ Square Multi
1 A
é HithHeIix
J 39479
N _
E Roughing
b K=l
IVR
aE Ball Nose
164 7R
(IR corer e
8 71- mer S
o =3y
|
[0 | Combinetion
© 7IhIA
(0]
I;I For Aluminium
o FER
E For Key Way
o B
NI
For Special

CENODRIE. STECVSR OXRO &CEELEEL,




NAIYRE / I—-FRYU-X

IVRIEEREH P24 SI1—F1VJ P406
End Mill Selection Chart S-Coating

STECVSR

ARNY ¥
33 |+994

STEC|/SL-[ XXX
503 ] 35
%6

— — B 98~20
IRTYISI7 X (CHHA&LHN)
High Grade Powder Mettallurgy H.S.S Corner Radius (2-Flutes & 4-Flutes)
A
Square
1 5 3 W . . ™ -
NI % ZELHISESFR Recommend Cutting Conditions iatlHl Slotting ]
High Helix
s 5| WM | BERE-REE | 188 7KV | ZZVLAE a4 158 B
. € Work | Mild Steels + Carbon Steels Tool Steels Stainless Steels Alloy Steels + Tool Steels Hardened Steels
ouEnnE 2 | Material Pre-hardened Steels
=l lT/ 55400 - S50C SKD61 + NAKS5 SUS304 SCM - SKD11 (40HRC)
Ik R | OEAE | XDRE | HERE | ADAE | WEAR | #DRE | HERE | ADRE | DHRE | R0RE
SR | Diameter (mm)) Speed (min”) | Feed (mmimin) { Speed (min™!) | Feed (mmimin) | Speed (min™')| Feed (mmimin) | Speed (min) { Feed (mmmin) | Speed (min”) | Feed (mmimin)
I-fR & 6 1,430 100 1,060 55 900 50 800 40 580 25
Comer Rais % 8 1,070 110 800 65 675 55 600 50 440 30
L3 1) 10 860 120 640 65 540 55 480 50 350 35
7R m 12 720 120 530 65 450 55 400 50 290 40
i O 16 540 120 400 65 340 55 300 50 220 40
P < 20 430 115 320 65 270 55 240 50 175 40
nIm @ <tJAHE Depth of Cut> ar-D
1 [ [a-02s5D
MM
o
quare 2Flute o5 e . o T . -
A5 ISEVIHISRIFR Recommend Cutting Conditions fBIEEDEI Side Milling ]
gy | g | BERE-REE | ISEASLAEUN-KE|  ASE - T2 e
M 4 Work Mild Steels + Carbon Steels Tool Steels Alloy Steels + Tool Steels Hardened Steels
AL Z | Material Pre-hardened Steels
HehHelx 55400 - S50C SKD61 + SUS304 - NAKE5 SCM - SKD11 (40HRC)
0 Y| BB | EERE | EDRE | DERE | XDRE | E&RE | ADAE | DHEE | DR
. I: Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmiin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
. =l: 6 2,380 170 1,320 85 1,220 80 1,110 65
L5 l 8 1,800 220 990 90 915 80 835 65
BaliNose T 10 1,450 230 800 105 730 90 670 65
2—+R PO 12 1,200 230 665 105 610 &5 560 70
= 16 900 210 500 105 460 90 420 70
Coner s g _g) 20 720 190 400 95 365 80 335 70
m—w 3 g <tlA#E Depth of Cut> __ar=0.1D
Combination | &/ )
VR @ .
(0] JERC . aa=1.5D
S LEREEIMOSZE0. FryIREREOSOETERTEL.
M 2EARRICED, BEREE - XOEEOBBESTHOTTAL,
T-0l @ 3-S5V MIBHMICELILEOESRUTE.
ABROARES(CLD, DEHEE, XD REFEHLTTEL,
For Key Way S Notes
!ﬁﬁﬂe ‘? 1.Select the machine which has enough power and rigidness.
Use the chucking hold ith suffici i d ing f .
,][]Im 2.A;§\\t/ tehg aupcprlggma(t)e ?Lt\;\l/rlwtg sgndl('\:t‘\eor:wtapcrceg‘rz‘\?\ng ?2 ygﬁsrg‘ancghir?ifs condition and work-piece material.

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

4.Increase/Decrease the speed and feed rate according to the corner radius of the endmill.



------ RETURN




iMF
Square
M 2
AUy =
HithJH?inxx %
57499 V]
Roughing I:
w=lL
E
all Nose o
1-3R O
g
Corner Radius [e)
PVER
2
For Aluminium o
%% S
nIm =
For Special
MM
28A
Saquare 2Flute
piliESY
Square Multi ’ \
R
Ay
HIthHeIix %
37499 Y
_ N
Roughing =
=
IVER
Ball Nose ar
I-7R B
Comer Radius :ll _g)
s | % |8
VAV é Q
Combination )
7SR @
o
For Aluminium m
@8 2
For Key Way E
155% 7]
NIA

For Special

IV R EERIEE P25
End Mill Selection Chart

NAIYRE / J—=FRYU-X

VSR2T

SIT X2HH

Corner Radius 2-Flutes

5o JIRVIXRY] e
—003] 30° | o

oI —FRINITPEELLIFMIICEETT,

® Suitable for corner rounding and bottom finishing surface processing.

D=5 | i

22 Carbon
Eiﬁ Steels
Work-Material
Selection Chart

o2 TER 7U\- KVl A7 VU2l

Alloy Steels * | Pre-hardened
Tool Steels Steels

Stainless
Steels

Hardened Steels

O

O

78
Aluminium
Alloys

o

VAN:2VSR - #ExR g
NE 2R e EE
Diameter Overall Shank Stock
Length Diameter
3 0.3 6 50 6 []
0.5 6 50 6 [
4 0.3 8 60 6 []
0.5 8 60 6 [
5 0.3 10 60 6 []
0.5 10 60 6 []
0.3 12 60 6 []
0.5 12 60 6 []
6 1 12 60 6 []
1.5 12 60 6 (]
2 12 60 6 []
@ IREEER

Standard stock.

HENEEEER
HHFTBHVGEE LS.

Stocked by specified distributor.
Please contact SANKO MFG.

CAENODEE. VSR2T OXRO &CHEELIEE L,




High Speed Steel End Mills / Corner Radius Series  VSR2T m

iMFB
Square
ZEELIHISEFR Recommend Cutting Conditions iaulHl Slotting ] % Qﬁm
[EFHRH& Application Items : VSRA4T] 5 I-_h';h‘rHj;
7
) BEmN - El TEH- - JUN-RVE G2l -I8@- 27028 | F
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels + Tool Steels = otening
Material Pre-hardened Steels Stainless Steels | |}
55400 - S50C SKDB1 « NAKB5 SCM -+ SKD11 - SUS304 IVR
B EERE %D RE EERE %D RE B %D RE o
Diameter (mm)| ~ Speed (min”") Feed (mm/min) Speed (min’) Feed (mm/min) Speed (min) Feed (mm/min) B J1-7R
3 2,800 40 1,800 20 1,350 15 o} Comer Redius
4 2,200 50 1,400 20 1,100 15 B - B
5 1,600 60 1,100 30 800 20 r;;n -
6 1 ,400 70 900 30 700 20 a For Aluminium
8 1,000 70 700 40 550 30 5 STk
10 800 70 500 40 450 40 o IR
12 700 80 400 40 350 40 For Specia
16 500 90 350 50 250 40
20 400 90 300 50 220 40
25 350 90 250 50 200 40
32 280 80 190 40 140 30
<tliA#E Depth of Cut> ar=D M
] I_Taa:O.ESD g‘?ua*ggﬂe
eS|
& W . . sy . -
IZHELNHISRYR Recommend Cutting Conditions {BIELDAEI Side Milling I Jy Sl
[{EFI@E Application Items : VSRAT] ; f\\ij
i oo oa — High Heli
bl EERd - mR TESH - FUN-RVE %W -TE®-AFVLZ@E |
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels J 37479
Material Pre-hardened Steels Stainless Steels I: Roughing
55400 - S50C SKDB1 « NAKB5 SCM -« SKD11 + SUS304 =I: !
WE | EEEE EDRE e ED RS e Zoge |V Aok
Diameter (mm)|  Speed (min”) Feed (mmimin) Speed (min) Feed (mmimin) Speed (min) Feed (mmimin) T  BaliNose
3 2,800 60 1,800 30 1,350 20 (T} J1-7R
4 2,200 75 1,400 30 1,100 20 =
5 1,600 90 1,100 45 800 30 %’ Comer Radius
6 1,400 100 900 60 700 50 8
8 1,000 180 700 95 550 70 o
10 800 180 500 95 450 80 ()]
12 700 200 400 90 350 80 ol 7R
16 500 170 350 110 250 70 ] L
20 400 150 300 100 220 70 m —
25 350 130 250 80 200 65 a *-EH
32 280 100 190 65 140 45 Z :
= For Key Way
D <{JiA»+& Depth of Cut> 01D G e
1 EREBIMEDOD2E0, Fr vl 3EREOBDETERTEL,
DEFIRRIC LD, BEREE - 2D REQBBEST B> TTEL), MLA

375 MNIRHEIMISELILEDESEU TS, i
ABROAZEICKD, BERRE. XD EEEEHLTTFE . aa=1.5D

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.Increase/Decrease the speed and feed rate according to the corner radius of the endmill.




PIE nzIvESW/3-FRYU-X

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

4 T [N inwy
_003| 30° |'9%

SIT A4KH

Corner Radius 4-Flutes

" | |

A
Square
M‘MX %
High Helix
S & OO—FRIIIPEEMLLFNIICHRETT,
S ﬁ ® Suitable for corner rounding and bottom finishing surface processing.
AN D—JR | RS |ASRIRE|7\- K8 A7 UAE A T8
st o) I S Il Rl e i SSHRCI Lo it
SR Work-Material
P g Selection Chart ‘ O ‘ O O ‘
PVER A
wuwn o VAN:4VSR - 51EXR Uﬁ%t.:mm
<
e = I AR 2R i £
— Diameter Flute Overall Shank Stock
Length Length Diameter

0.3 15 65 8 o
[ 0.5 15 65 [
i 1 15 65 8 o
Square 2Flute 8 '| .5 '| 5 65 8 .
A2 2 15 65 8 [
Square Mutt ’\ 2.5 ] 5 65 8 .
I 4 3 15 65 8 [
a 2 0.3 20 75 10 o
— 0.5 20 75 10 o
. I=~ 1 20 75 10 ()
_— IT: 10 1.5 20 75 10 [ ]
IVR 2 20 75 10 L J
— 2.5 20 75 10 [ )
-7 He 3 20 75 10 o
Corner Radius :ll _g) 03 25 85 1 2 .
e | 7 |2 0.5 25 85 12 [
Sawen |32 1 25 85 12 0
7VEE @ 1.5 25 85 12 [ )
o % 12 2 25 85 12 0
$=83F 23 2.5 25 85 12 [ ]
For Key Way g 3 25 85 ] 2 .
o % 4q 245) 85 12 [ ]
ITH 5 25 85 12 [ ]

For Special



High Speed Steel End Mills / Corner Radius Series VSR4T

B{I'mm
Unit:mm

NE R 2R RS £
Diameter Radius Overall Shank Stock
Length Diameter
1 35 100 16 [ ]
2 <9 100 16 [ ]
16 3 35 100 16 [
4 35 100 16 [ ]
5 35 100 16 [ ]
1 40 115 20 [
2 40 115 20 o
20 3 40 115 20 [ ]
4 40 115 20 ®
5 40 115 20 [
6 40 115 20 o
2 45 120 25 [
3 45 120 25 ®
o5 4 45 120 25 [
5 45 120 25 [ )
6 45 120 25 [
8 45 120 25 [ )
3 55 145 32 [
4 55 145 32 [
30 5 55 145 32 [
6 55 145 32 [ )
8 55 145 32 [
10 55 145 32 [

~AREEER
Standard stock.

HERIEETEER
LHFTHOEVEELIEEL,

Stocked by specified distributor.

Please contact SANKO MFG.

CAENDEE. VSRAT OXRO &CHEELIEEL,

<=\l HFE RS

SIllIN pU3 8pigle)d

—
-

N7\ HXNA

S—
<

SN pu3 |1981S peads UsiH

417

/
J
3
1
F
4
Z
J

iRF
Square
M
AJyIA
High Helix
57479
Roughing
=1l
IVR
Ball Nose

7I=H
For Aluminium

1%
LA

For Special

iMA
283
Square 2Flute
piliESY
Square Multi

M

AJyI2
High Helix
57479
Roughing

=1l
IR

Ball Nose
J-7R

Comer Radius

7IV=R
For Aluminium
*—i&H
For Key Way

R
MIA

For Special



