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® Special cutter for aluminium.
T—08 | sl RS TEE7)I\-K8 A7 UA8| e 7IiE%(FIVER
%Eﬁ Carbon | AlloySteels* | Pre-hardened | Stainless | Cast Iron Hardened Steels Aluminium [ Titanium
Work-Materia Steels Tool Stegls Stegls Steels Alloys Alloys
Selection Chart © ‘
; Bfi:mm
VAN:1AL 9“5:‘ Unit:mm
N2 | YR | BTR | BR | 2R | W& | 547 | #E
Diameter Flute Under Neck Neck Overall Shank Type Stock
Length Length Diameter Length Diameter
6 18 28 6 80 8 1 [
8 30 44 7 80 8 X2 [ J
10 40 58 9 90 10 X2 L
12 45 66 11 100 12 X2 [
0 IEEHER
Standard stock.
O 45eRIBEEER

HHFTTBHNEELIEEL,

Stocked by specified distributor.
Please contact SANKO MFG.
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High Speed Steel End Mills / For Aluminium Series
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Z

E&W'ﬁ“%ﬁﬁ Recommend Cutting Conditions
s EERE %D &8
Diameter (mm) Speed (min”) Feed (mm/min)
6 10,600~13,000 530~650
8 8,000~10,000 400~500
10 6,400~ 8,000 320~400
12 5,300~ 6,700 270~340
<{hiA#E Depth of Cut> !
4, IVRI)
F j 3mm~5mm
e

1 BRIEBIEDOSHDED. FvvIEEREDDDZECHER T,
2BEARRICKD, BEERE - EDREDHBZES D TTFE,
3.9—5Y MEF4/IVZ A M FO—3kg/cnill ECTERTEL,

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.Apply oil-mist blow under the pressure of 3kg/cm’ at least.
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End Mill Selection Chart
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Roughing for Aluminium (3-Flutes & 4-Flutes)

o T INENIE—

ol HE6~30 4HMR35~50
Square
M @ OV VEHDS TV INTICRETT .
0§ e BDECOENINALETT.
59494 5 ® Sujtable for roughing cut processing of aluminium.
R ® Deep slit processing up to 1.50.
Roughing L
N D—JRI |47z | FLIZoLAE (TA3EER| @At
Ball Nose L %Eﬁ Aluminium Alum|n|um AIons AlcaSt' Irpn %(lulpper
0-Si% A Mo | Aluminium oys
SR Y \\ork-Material
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ O ‘ O ‘ ‘ ‘ ‘
[0)
7I=H m "
. o VAN:ALA-}iE g
¥ S
nrm = EEELE AR | BR 2R e | 4T | EE
— Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
6 15 — 70 6 3 F2 0
. 8 25 = 80 8 3 X2 [
i 10 30 — 90 10 3 m2 O
B A 12 30 = 110 12 S X2 o
MRS 15 40 10 140 16 3 H1 ®
Square Multi ’\ 1 6 40 - ] 40 ] 6 3 2 .
1 4 18 40 — 140 16 3 X3 [ )
At s 2| 20 45 — 145 20 3 E2 °
s v | 25 50 — 150 25 3 ®2 o
. I: 30 55 — 165 25 3 X3 [ ]
- l=l: 35 60 — 175 32 4 X3 []
TR 40 65 - 185 32 4 H3 [
fallNoss I 50 80 — 200 32 4 X3 []
. o
Corner Radius _g) . . ELEEEEJ
Y &L, g Standard stock.
9179 Q
Combination 0] D#’%EHTEEEEE&
7128 Paks LHFTHHNEELEEL,
VA Stocked by specified distributor.
For Almiiam :ll E Please contact SANKO MFG.
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High Speed Steel End Mills / For Aluminium Series ALQ @

£k

Eh VT . .. [y .
EEIHISRER Recommend Cutting Conditions &bl Siotting I
L) 7IIZYLE 79 LEE fad
Work Aluminium Alloys Aluminium Alloys Copper Alloys
Metera A2024 - AS052 A7075 £1020-C1100
HE | EheE EDRE BERE RDRE OERE EDRE
Diameter (mm)| ~ Speed (min™!) Feed (mmimin) Speed (min) Feed (mmimin) Speed (min”) Feed (mmimin)
6 7,960 2,790 3,980 1,190 5,310 1,590
8 5,970 2,090 2,980 900 3,980 1,190
10 4,770 1,670 2,390 720 3,180 950
12 3,980 1,395 1,990 600 2,650 800
15 3,185 1,115 1,590 480 2,120 640
16 2,985 1,045 1,490 450 1,990 600
18 2,650 930 1,330 400 1,770 530
20 2,390 835 1,190 360 1,590 480
25 1,910 670 950 280 1,270 380
30 1,325 465 800 240 850 250
35 910 320 680 200 730 220
40 795 280 600 180 640 190
50 635 220 480 140 510 150
<i&tJHl Slotting> areD <{Et0El Side Milling>  a05D
aa=1.5D aa=1.5D
EEC
1 HREEIDH2E0D. FvyvIdEREDOBDZETHERTEL.
2.3V MIBRI7 IO~ FIFKAEIHIMZESET TS0,
S RIEEIHEE, EEREROEDREZ, ERO1.BICLFSNET,
T.%f\:xct the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.
2.Apply water-base coolant or dry air-blow.
3.The condition given is for slotting process. In case of side milling process,
you can increase both spindle speed and feed rate by 1.3 times.
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