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End Mill Selection Chart End Mill Q&A

He-Co [T Y- JXYY
S0z] 30°

T 5HEED A (2837)

Center Chamfering Cutter (2-Flutes)

(P e e——

A
Square
{\\6‘”1 n ONE - Vv IDERODT—IFEERIFET,
G I OBLVARTHEVWEIDTET.
57494 L o 7he same diameter used for the outside diameter and shank to prevent interference with the work.
. ﬁ ® Covering for wide range of pracessing.
Roughing =
U D—JR | wEE |ARIRE)\-FEATUAR A TIh3EE|FIVES
Ball Nose a %Eﬁ %?Er)lécl)sn A%f)lsst?:gs Pre-gtaerglgned S!Satlgécle:s Cast Iron Hardened Steels Alli\rngygm T}t\zﬁgl;ljsm
- =M Work-Material
"B o | o | o "o oo | o
FISR O .
.. o VAN:CC - SVEX SR i
< L
e | Sl AR 2R i i
— Diameter Tip Flute Overall Shank Stock
Angle Length Length Diameter
60’ 12 90 6 [
] 6 90’ 12 90 6 L
i 120° 12 90 6 O
Square 2Flute 60° 15 1 OO 8 .
REZ 8 90’ 15 100 8 [
Square Mutti ’\ 1 20° 15 1 OO 8 .
v 4 60° 20 110 10 [ J
nI27A 2 10 90° 20 110 10 °
5 Y 120° 20 110 10 [
. I_: 60° 25 120 12 [ J
— E 12 90’ 25 120 12 [ J
IVR 120° 25 120 12 [ ]
— 60’ 35 150 16 [ ]
N S 16 90’ 35 150 16 O
a 120° 35 150 16 o
® 60° 40 160 20 [ ]
3 20 90’ 40 160 20 o
7WSE @ 120° 40 160 20 L J
e - 60° 50 180 25 °
=30 o 25 90’ 50 180 25 [ ]
N = 120° 50 180 25 L
rea % 60° 55 190 32 L
I B 32 90’ 55 190 32 [ J
2 A 120° 55 190 32 [ )
g
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High Speed Steel End Mills / For Special Series CC m

NEXT ++++++ @
N
miﬁﬁ“ Example of application Square
~ = 3 S \
MEROHNT | £YHEIMT | ENOMT | WELLFNT | VBN |
Counter-sinking Centering Chamfering End-milling Grooving T  Henheix
J 59475
ﬁﬁﬁ% Ié Roughing
Tip ) L K=l
Angle ) L F
] ) (@) Ball Nose
B -8
g Comner Radius
' m 7IsH
60° O O X a For Aluminium
90’ O 5 5 )
120° O O 0 E 1%
X I HEETEEFHA  Not Recommended 1 Fo!]smcga
OJtinEdH & i HKE & DESRE
Related Figure of Tip Thickness and The Tip Disappearance Amount
FeimEH (W) 3
Tisﬂ'ﬁl'hickness /(\ ggﬂ
— Square 2Flute
Joim PARES LSy
Tip Angle Diameter
T < I - It Sauare Mult
1 Mx
Ay
\(/ é High Helix
STmHAE (Z) # 57479
Tip Disappearance Amount = Roughing
— I K=
| EREKE(2) IR
.57H§ ﬁﬁﬁ“ﬁgaf (W) Tip Disappearance Amount T Ball Nose
Diameter Tip Thickness SiEEmE0° SRE0° e o0 Ug_ 1-+R
6 0.3 0.26 0.15 0.09 _g) Comer Redits
8 04 0.35 0.20 0.12 8 .]‘Jt??-'"J!’J
10 0.5 043 0.25 0.14 o :J‘W?
[0 Combination
12 0.6 0.52 0.30 0.17 8- v
16 0.8 0.69 0.40 0.23 o
For Aluminium
20 0.8 0.69 0.40 0.23 n
25 0.8 0.69 0.40 0.23 ; F-RA
32 0.8 0.69 0.40 0.23 = .
0 (2 ELiis
* I DRAHFHEICBVTHRIREH LAREREEER UL CTERLEEN = IR
Please use it in consideration of tip thickness and the tip disappearance amount in a cut setup. [ For Special
%
Y
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iRF
Square

M

AYyIA
High Helix
57479
Roughing
A=
IVR

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

1%
LA

For Special

il
28

Saquare 2Flute
piliESY
Sauare Multi

M

WIS
High Helix
57479
Roughing

=1l
TIVE

Ball Nose
J-7R
Corner Radius
Y &Y
AV
Combination
7IVZH
For Aluminium
*-ER
For Key Way
150k
NIA

For Special
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End Mill Selection Chart

End Mill Q&A

P461)

CC

TV 5EED A (2857)

Center Chamfering Cutter (2-Flutes)

HsCo [N IXYY
0oz 30

IZEUIEISEHER Recommend Cutting Conditions (I NEPEE i Counter-shinking'Centefiﬂgl

) ik BEmH - Rl IEH- - JUN-FVEll | 5% 188 A7UUAH
Work Cast Iron Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels
Material Pre-hardened Steels Stainless Steels
FC200 §S400 - S50C SKDB1 + NAKS5 SCM - SKD11 - SUS304
PArES B &0 &E B EDRE EERE &0 RE EERE %D &E
Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
6 1,700 80 1,400 70 900 35 700 30
8 1,300 80 1,000 60 700 30 550 25
10 1,000 70 800 55 500 25 450 25
12 950 70 700 50 400 25 350 20
16 700 70 500 45 350 25 250 15
20 550 70 400 40 300 25 220 15
25 450 70 350 40 250 20 200 15
32 350 50 250 40 200 20 150 15
MEIbINT | |EVFEINT

E&W'ﬁu%ﬁ:ﬁ Recommend Cutting Conditions

Counter-shinking Centering

ERDIT Cranferng__J

G ik BERE - R TE88 - JUN-FV# | ael- 128 2700748
Work Cast Iron Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels
Material Pre-hardened Steels Stainless Steels
FC200 §S400 - S50C SKDB1 + NAKB5 SCM -+ SKD11 - SUS304
pArES B EDRE B EDRE EERE EDRE EERE 2D &S
Diameter (mm)| Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
6 1,700 130 1,400 110 900 55 700 30
8 1,300 120 1,000 90 700 50 550 25
10 1,000 100 800 80 500 40 450 25
12 950 105 700 80 400 40 350 20
16 700 90 500 65 350 40 250 15
20 550 85 400 60 300 40 220 15
25 450 80 350 60 250 40 200 15
32 350 70 250 50 200 40 150 15
EEb T
Chamfering




High Speed Steel End Mills / For Special Series CC @
® ------RETURN

FZEWJHJ%FF;? Recommend Cutting Conditions @t EIFIT End mllllngl il

Square
fhHltt BERE REA | ISE-JUN-KUE | A8 IEE-AGUAE | .
Work Cast Iron Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels @ i
Material Pre-hardened Steels Stainless Steels T HiehHelx
FC200 55400 - S50C SKDB1 + NAKS5 SCM - SKD11 + SUS304 TR
NE | DERE | ZhEE | ORERE | XDEE | OHRE | X0RE | OERE | ZDEE | ¢
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmimin) =  Roughing
6 1,700 135 1,400 105 900 45 700 30 | =l
8 1,300 135 1,000 105 700 60 550 45 E—;E”VN R
10 1,000 135 800 105 500 60 450 60  —
12 950 150 700 120 400 60 350 60 E J-7R
16 700 180 500 135 350 75 250 60 - ——
20 550 180 400 135 300 75 220 60 ® _’ -
25 450 180 350 135 250 75 200 60 ||m 7I=R
32 350 150 250 100 200 60 150 45 51—
<
mERLOND) = 0
End milling [
Square 2Flute
N ) . w . il ES
ZELIHISEHEFR Recommend Cutting Conditions Vg X Grooving I L
A
sl % Bt - R T8#- JUN\-KV@ | afll TEH- 270028 | 4
Work Cast Iron Mild Steels + Carbon Steels Tool Steels Aloy Steels -+ Tool Steels A HithHe”X
Material Pre-hardened Stegls Stainless Steels I :
FC200 55400 - S50C SKDB1 + NAKSS SCM - SKD11 - SUS304 “J 57479
NME | DEEE | #0RE | EERE | #hRE | OhERE | #0&E | EERE | #o@g | K
Diameter (mm)| Speed (min™) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin) ,T, I
6 1,700 70 1,400 55 900 20 700 15 lI‘“J R
8 1,300 65 1,000 50 700 20 550 15 T  BallNose
10 1,000 60 800 40 500 20 450 15 m 1-4R
12 950 60 700 40 400 20 350 15 J
16 700 50 500 35 350 20 250 15 .g’ Comer Radius
20 550 45 400 35 300 20 220 15 8 -3y
25 450 45 350 35 250 20 200 15 S
32 350 40 250 30 200 20 150 15 g EAIH 00
o 7ZI=H
s VT o
P N Grooving For Aluminium
1 EREBIEOS B0, FrvIREREQEOETERTEL. 3l
2EARRICKD. BIRERE - EDREDHEEB O TTE, o | F-iEH
3.7—=3Y MIHHEMSEL LB DZESEV TS0, Z
Notes = For Key Way
1.Select the machine which has enough power and rigidness. %

Use the chucking holder with sufficient precision and grasping force. ﬁy*
2.Apply the appropriate cutting condition according to your machining ﬂﬂIﬂ
condition and work-piece material. For Special

3.Select the most suitable coolant for the work-piece material.
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iRF
Square
M
AYyIA
High Helix
57479
Roughing
=l
IVR

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

1%
LA

For Special

il
28

Saquare 2Flute
piliESY
Square Mutti

M

WIS
High Helix
57479
Roughing

=1l
TIVE

Ball Nose
J-7R

Corner Radius

7IV=R
For Aluminium
*—i&h
For Key Way

1%
IR

For Special
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End Mill Selection Chart

End Mill Q&A

0 E Hs:Co | AN JXYY
(PYU=X) 30z 30

UV IEMIA(PYU—X)

O-Ring P Series

OOUVTBICRETY, OAEAICGERELTHLET, (OUVIFUES PH)

® Special cutter of O ring grooving.  ®Especially for internal-pressure.(Nominal size number P)

=08 | K&E |aS8IEH7)\-RUEATUASE Gl AL TIiEs FIVESE
%Eﬁ %?rb(l)n A¥Oylsst$e|7‘ Pregtarﬁened Sginlcless Cast Iron Hardened Steels Alli\rlrlﬂnium T,i}\ﬁnium
Work Matera eels 00l Steels eels eels oys oys
Selection Chart ‘ O ‘ O ‘ ‘ O ‘
VAN:OE PIEEUTi% T
Rows | HE | Vi 2Rk | W& |HEERE| #E
Nominal Diameter Width Overall Shank Effective Cut Stock
Size Length Diameter Depth
P8 11.5 2.1 25 100 12 2 [ )
P9 12.5 2.1 25 100 12 2 [ )
P10 13.5 2.1 25 100 12 2.5 [ )
P11 15.5 2.8 25 100 16 2.5 [ )
P12 16.5 2.8 25 100 16 2.5 [ )
P14 18.5 2.8 25 100 16 3 [
P15 19.5 2.8 25 100 16 4 [ )
P16 20.5 2.8 25 100 16 45 [ )
P18 22.3 2.9 25 100 16 5 [ )
P20 24.3 2.9 30 120 20 6 [ )
P21 25.3 2.9 30 120 20 6 [ )
P22 26.3 2.9 30 120 20 6 [ )
P24 30.3 4.4 30 120 20 6 [ )
P25 31.3 44 30 120 20 6 [ )
P30 36.3 4.4 30 120 25 6.5 [ )
P35 41.3 4.4 30 120 25 7 [ )
P40 46.3 4.4 30 120 32 7.5 [ )
P45 51.3 4.4 Eo 170 32 8 L]
P50 56.3 4.4 35 170 32 9 [

CAENDIRE, OE PO ETHEELIEEL,




High Speed Steel End Mills / For Special Series OE (PvU—2X)

2R
IR
Hig “I
52 e iz
YIRITRER S
o 3 W . "
*ﬁ‘ﬁﬂ]ﬁ“%ﬁﬁ Recommend Cutting Conditions
[{BFIERTE Application Items : OE (SYU—X) + OE(GYU—X) + OELS (PYU—2X)]
) TJUN=-RV8 a2 - TEH RRH - ATVVAH
Work Pre-hardened Steels Alloy Steels * Tool Steels Carbon Steels + Stainless Steels
Matera HPM1 SCM - SKD1 1 S50C - SUS304
SRR | EERE %D &E EERRE &0 RE R %D RS
Y= Seres Speed Feed Speed Feed Speed Feed
P[S]G (min”) (mm/min) (min”") (mm/min) (min) (mmimin)
8 | 8
1010 350 10 400 12 400 14
12|12 300
14[14 250 300 350
16|16 10
18[18 250 300
200 12
20|20
250
21 8
200
22|22 180
24|24 180 8 200
25(25(25 150 10
30(30(30 150 150
35|35(35 130 7 130 7 130 9
40(40|40 110 6 110 6 110 5
45 100 5 100 5 100
50 90 90 90 6
Q@ EXRTHIE, TREDRL LBVWTLIEEL, @ EREH
Do not make the depth H of the slot smaller than the value shown in the table below. Ditch depth H
PYU—X P Series PYU—X P Series
OUVUBUTE | |, OUVIRUTE | |
0O-Ring Nominal Size 0O-Ring Nominal Size
P8~P10 1.37 | P8~P10 1.5 305

P11~P22 1.73 | i H P11~P22 1.9 o5
P24~ 252 i P24~ 2.8 S5

pEw

1 HREEIMDS DD, FvvIRFEEEODDZEERTE,

2BEAWRICKD., EIEE - XD EREDREZHTE2THEL,

3.7—3Y MIHHMISEL I DDZESBU TS 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\ HFEE

SIIIN pu3 epigien

—
-

M7 HXNA

S—
<

SIIN pug [981S peads YSIH

437

/
J
]
1
F
e
J
J

iRF
Square

M

AJyIA
High Helix
57479
Roughing
&=
IVR

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

%
LA

For Special

il
283

Square 2Flute
piliESY
Sauare Muli

M

AJyI2
High Helix
57479
Roughing

w=lb
IR

Ball Nose
J-7R
Corner Radius

Y| ]
Y179

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

1
IR

For Special
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BEHRER  PA37 BV o A T R3LOGSA P46(y
Recommend Cutting Conditions End Mill Selection Chart End Mill Q&A

0 E HsCo | NN |XXY
(8¥VU—-2) 302 30

OV JiEMIA(SYU—X)

O-Ring S Series

iMA
Square
M
v g
igh Helix
s = QUVIEICRETY., OAERICEREILTHDET, (QUVIFUES SH)
5749 S
L 1 ® Special cutter of 0 ring grooving.  ®Especially for internal-pressure.(Nominal size number S)
ougning -
Ul D—OR | kEE (AeE18870\-E 2708 AL TI38%(FIVESR
Ball Nose a %Eﬁ %?rb(l)n A¥Oylsst$e|7. Pregtardlened Sginl?:s Cast Iron Hardened Steels Alli\rlrlumum T:‘t\alllgmsm
eels 001 oteels CEIS eel 0yS Y
SRELR ) Work-Material
PR Selection Chart ‘ @) ‘ @) ‘ ‘ O ‘
PLSE o ‘
For Aluminium g_ VAN:OE SWU?%E %ﬁtrr?wm
%% S V5 = i
N 2 | MR | WE | TR | 2R | WB|HTER| #E
— Nominal Diameter Width Flute Overall Shank Effective Cut Stock
Size Length Length Diameter Depth
S8 10.5 1.75 20 95 10 2 (]
. S9 11.5 1.75 20 95 10 2 (]
i s10 | 125 | 1.75 20 95 12 2 O
Souare Fite S12 14.5 1.75 20 95 12 2.5 [
pliE S S14 16.5 1.75 20 95 16 2.5 (]
Sauare Multi ’\ 51 5 ] 75 ] 75 20 95 ] 6 25 D
M 4 S16 18.5 1.75 20 95 16 3 (]
AL 2 [ si8 20.4 1.75 20 95 16 45 O
5 Y S20 22.4 1.75 25 115 20 5 (]
. I: S22 24.4 1.75 25 115 20 6 [
_— l=l: S24 27.2 2.4 25 115 20 6 []
IVR S25 28.2 24 25 115 20 6 [
e 0% S30 33.2 2.4 25 115 25 6 [
I=7R 5 [s38 38.2 2.4 25 115 25 6.5 O
s sS40 43.2 2.4 25 115 32 7 L]
W D
;chtw{wgat on o [ X 'EZEEEHEH
vl % Standard stock.
4 O feBEEER
— LHFTBHNAE L ZEL
F=%8 2 S‘tocked tzy tsgiﬁiiis(:ﬂ Eéstributor.
For Key Way E .
)

1%
IR

For Special

QU ANI—LUVN
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High Speed Steel End Mills / For Special Series OQE (s¥uU—X) m

z
=)

£k
AR

i N F———— Tm@

IRIATRERS

Q@ERTHIE, TREDZHELULEVTLEEL,
Do not make the depth H of the slot smaller than the value shown in the table below.

SYU—X S Series
OUVIWUTE [ |
0-Ring Nominal Size

58~822 1.08

S24~ 1.44

LA

@ERTH
Ditch depth H

SYU—X S Series

OUYVIBUTE
0O-Ring Nominal Size

H

§8~522

1.25 805

S24~

16 o5

< I7.\! HEI®

SIIIN pu3 epigien

—
-

N7\ HXNA

S—
<

SIIN pug [981S peads YSIH

/
J
=
1
F
e
Y
g

iMA
Square

1

AJyIA
High Helix
57479
Roughing

w=Ib
IVR

Ball Nose
J-7R
Comer Radius

7IVZR

For Aluminium

1%
MIA

For Special

i)
283

Square 2Flute
piliiES)
Square Multi

Iq
AUyIA
High Helix
57479
Roughing
K=y
IVR
Ball Nose
J-7R
Comer Radius
BV &Y,
Iy
Combination
7IVZH
For Aluminium
*-ER
For Key Way
155%
NIA

For Special
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iMF
Square

M

AYyIA
High Helix
57479
Roughing

R=Ib
IR

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

Tk
LA

For Special

il
283

Saquare 2Flute
piliESY
Square Multi

M

WIS
High Helix
57479
Roughing

w=lb
IR

Ball Nose
J-7R
Comer Radius

Y| E]
9179

Combination

7IZR
For Aluminium
*—i&h

For Key Way

1%
IR

For Special

R HISRMHR YA TV RS LEEREE P27
Recommend Cutting Conditions End Mill Selection Chart

SIIIN PuU3 8pigle] EIN—rz\! HrERYS

—
-

M7ZHXNA

S—
<

Sl PU3 |981S paads YsiH

QU ANI—LUVN

0 E ‘ H3.Co [N
(GYU=—2) 302] 30

UV ZEMIA(GYU—X)

O-Ring G Series

OOUVTRICRETY, OANEAICERELTHLET, (OUVIFUES GH)

® Special cutter of O ring grooving.  ®Especially for internal-pressure.(Nominal size number G)

D=8 | k&E (A28I887U\-F/EATILAS| Sk AL TIiEs FIVESE
%Eﬁ Carbon | Alloy Steels * | Pre-hardened | Stainless Cast Iron Hardened Steels Aluminium Titanium
Ny Steels Tool Steels Steels Steels Alloys Alloys
Selection Chart ‘ O ‘ O ‘ ‘ O ‘
VAN:OE GERUi% g
Rogs | AR | TIE 2Rk | WR |THEUERS| EE
Nominal Diameter Width Overall Shank Effective Cut Stock
Size Length Diameter Depth
G25 30 4.25 30 150 20 6 []
G30 35 4.25 30 150 25 6 L]
G35 40 4.25 30 150 25 6.5 []
G40 45 4.25 30 150 32 7 []

@ T EEER

Standard stock.

- HefEEEER
HHFTBHVEE L,

Stocked by specified distributor.
Please contact SANKO MFG.

CAENDEE. OE GO LCHEELIEEL,




High Speed Steel End Mills / For Special Series OE (G¥U—2x) m

2R
IR
Hig
e | TN — ——— 7 i
iMA
YIRITRER S
Square
# M
B IR
I High Helix
‘JF 57479
Q@ EXRTHIE, TREDRL LBNVWTLIEEL, @EREH =  Roughing
Do not make the depth H of the slot smaller than the value shown in the table below. Ditch depth H E =l
GYU—X G Series GYU—X G Series IVR
} @) Ball Nose
OYUVIBUTE H OV YV IRUE H Q 1-+R
O-Ring Nominal Size T H 0-Ring Nominal Size o
G25~G40 2.17 G25~G40 2.4 foos % Comer Radius
| m 73R
£
Q For Aluminium
S w5
o MIA
For Special
A
283
Square 2Flute
piliiES)
Square Multi
A
4 M
2 i
I IgN HElIX
7 59479
I_: Roughing
W w=
IVR
T Ball Nose
LU
_g’ Comer Radius
S Dk
o)
[0 Combination
i
o
m For Aluminium
3
o F&H
5 For Key Way
7}

%
IR

For Special

/
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=
1
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g
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Recommend Cutting Conditions End Mill Selection Chart End Mill Q&A

OELS v

OUVIBNIAROYIY vV (PYU—X)

Long Shank O-Ring P Series

~ 3 = -
b
il |

Square

%‘m # OOE(P)DOVIIvI94TTY, ORVEADOUYITENTLICRECTY,
Geee 1 eNEHICERETLTHDE T, (OUVIHUES PH)
57494 EE ®/onger shank series of OF(P).  ®Suitable for the O-ring grooving in deep sections.
. ﬁ ®(specially for internal-pressure.(Nominal size number P)

Roughing =
VN D—J% | kRS (a28188701\-FEAFUAE| S AL TIzA%|FIVES
Rl EER | GO0 T TR e | oo feonee TasaEwy| o | o,
SR Work-Material
P g Selection Chart ‘ O ‘ O ‘ ‘ O ‘
PSR o .
For Aluminium 8_ VAN:LOE PlﬂzU‘?ﬁf Urlﬁtrr?wm

r< - _ " v
i B R | WE |(HEER| B
— Nominal Diameter Width Overall Shank Effective Cut Stock

Size Length Diameter Depth
P8 11.5 2.1 25 150 12 2 [

] P9 12.5 2.1 25 150 12 2 0
i P10 | 135 | 2.1 25 150 12 25 O
Souare Fite P11 15.5 2.8 25 150 16 2.5 [
liESY P12 16.5 2.8 25 200 16 2.5 []
Sauare Mult ’\ P1 4 1 85 28 25 200 1 6 3 D
I 4 P15 19.5 2.8 25 200 16 4 (]
AL $I< P16 20.5 2.8 25 200 16 45 ]
54 Y P18 22.3 2.9 25 200 16 5 (]
. I=~ P20 24.3 2.9 30 250 20 6 (]
_— E P21 25.3 2.9 30 250 20 6 (]
IVR P22 26.3 2.9 30 250 20 6 (]
— P24 30.3 44 30 250 20 6 0]
7% 8 [pPas | 313 44 30 250 20 6 O
Comer Radius -g) P30 36.3 4.4 30 250 25 6.5 (]

3 P35 41.3 4.4 30 250 25 7 (]

o P40 | 463 | 44 30 250 32 75 0
7VER & P45 51.8 4.4 35 270 32 8 (]
S % P50 56.3 4.4 35 270 32 9 O
@0 2
For Key Way S

)

1%
IR

For Special

QU ANI—UVN

CHENODIRIE. OELS PO ETHEELEEL,



High Speed Steel End Mills / For Special Series OELS (Pyu—2x) m

R
A&
pALS
- N A 7 iiE
A
YIRIATRERE
Square
#g M
B IR
T High Helix
‘JF 57479
Q@ERTHIE, TREDZHELULEVTLREEL, @FRTH =  Roughing
Do not make the depth H of the slot smaller than the value shown in the table below. Ditch depth H Tl: =l
PYU—X P Series PYU—X P Series IVR
— . (@) Ball Nose
OUVIBUTE | |, ouvsmUEE | o, |l
O-Ring Norminal Size 0O-Ring Nominal Size a— I-7R
P8~P10 1.37 ! P8~P10 15 Jos |f3  Comerfeis
P11~P22 1.73 T ’ P11~P22 19 85 | I 7IV=H
P24~ 252 P24~ 28 205 ; For Auminim
| = W&
o MIA
For Special
il
28A
Square 2Flute
il S
’ \ Square Multi
4 M
2 i
T igh Helix
7 59479
I; Roughing
W w=
IVR
T Ball Nose
L
34 =
O REEER (9] Comer Radius
Standard stock. 8 R
O HerEETER S
HHFETBHENEEEEL, n Combination
Stocked by specified distributor. 8’ 7IV=H
Please contact SANKO MFG. g
m For Aluminium
3J
o *-i#A
5 For Key Way
7]

%
IR

For Special

/
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End Mill Selection Chart

HsCo XN |
ooa| EX

AOvFVILF215H (2HA)

Straight-Flutes Slotting (2-Flutes)

— —

M siEa~25  4E3~50
Square
M n
v §
57477 5
Roughing I;
Ut -5 | R |asRIEA7))\- U RFIUAE| Sk AEH 7V FyUaE
s ERR | GO0 | | T e | o rreo el Ao | Al
SRR \\ork-Material
. g Selection Chart O ‘
PVER -
For Aluminium 8_ VAN:SL ° ﬂﬁ %ﬁtTnm

<
| sz | BR | BR | 2R | BB | 547 | #E
— Diameter Flute Neck Overall Shank Type Stock

Length Length Length Diameter
2 10 — 60 6 X1 [ )

; 2.5 10 — 60 6 ®1 ®
i 3 15 = 60 6 BT o
Square 2Flute 3.5 '| 5 — 60 6 '| .
RES 4 15 — 60 6 X1 o
T 4.5 15 = 60 6 1 o
I 4 5 15 — 60 6 X1 [ )
iy 2 |55 15 - 60 6 ] °
59499 Y 6 20 — 65 6 X3 [
B G EE 20 — 65 6 =4 o
— 7 20 8 65 8 m2 ®
IVR 7.5 20 8 65 8 X2 [ )
Ball Nose ; 8 20 _ 65 8 3 .
7R & es 50 - 65 8 =4 o
Conerfatis ) 9 25 8 75 10 ®2 O

§ 9.5 25 8 75 10 &2 o

ol 10 25 — 75 10 3 o
7WSE © 10.5 25 — 75 10 X4 [
N 11 30 8 85 12 H2 °
s=35 2 | 11.5 30 8 85 12 B2 o
oz |12 30 — 85 12 =3 ®
e = | 125 30 — 85 12 ®4 o
NTH 13 35 — 90 12 X4 [
i 13.5 35 — 90 12 &4 o
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High Speed Steel End Mills / For Special Series SL m

NEXT +++++- @
2R } ‘ 2R
B AR 3 i B3 AR 2
10 |
e | ES— i we| +-——F———- — -
i
T & &
Be bl HE wﬂ i B4 bl wﬂ
} k|
e +-——+——- — - i e +——Ff—— - — - -
i Uy
.I | elIX
- 7,
i &
48 | WE | R | &R | W& | 947 | #E I
Diameter Flute Neck Overall Shank Type Stock g,)
Length Length Length Diameter 5—_
14 35 — 90 12 B4 ° o
14.5 35 — 90 12 H4 ° g
15 40 12 135 16 ®2 [ z
15.5 40 12 135 16 ®2 [ = ;ﬁ%m
16 40 — 135 16 =3 [ Forpeid
16.5 40 — 135 16 R4 [
17 40 — 135 16 R4 [
17.5 40 — 135 16 R4 [
18 40 — 135 16 R4 [
18.5 40 — 135 16 R4 [
19 45 12 140 20 ®2 [ M
19.5 45 12 140 20 ®2 [
20 45 — 140 20 ®3 () J\ -
21 45 - 140 20 R4 o 1 .
22 45 — 140 20 X4 [ T  Henkeix
23 45 — 140 20 R4 [ Y
24 50 15 150 25 EE 0 £
25 50 — 150 25 E3 [ I
26 50 — 150 05 R4 [ 1
27 55 — 155 25 R4 [ @
28 55 — 155 25 ®4 o A
29 55 — 155 25 R4 [ g
30 55 — 155 25 R4 [ 3
31 55 — 165 25 R4 [ Q
32 55 20 165 32 ®2 [ o
33 55 20 165 32 ®2 o m
34 55 20 165 32 X2 [ 2
35 55 20 165 32 ®2 [ <
36 55 20 165 32 X2 [ @
37 60 20 170 32 ®2 [
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End Mill Selection Chart

HsCo XN |
ooa| EX

AOvFVILF215H (2HA)

Straight-Flutes Slotting (2-Flutes)

ol
BfImm
Square Unit:mm
M
"2 % N IR BR R e 47 TE
— Diameter Flute Neck Overall Shank Type Stock
39479 ’ﬁ Length Length Length Diameter
b [ 38 60 20 170 32 =2 ®
TR 39 60 20 170 32 2 o
— o 40 60 20 170 32 ®2 o
3 41 60 20 170 32 &2 O
ot 42 60 20 170 32 &2 O
VA m 43 60 20 170 32 &2 O
— 44 60 20 170 32 &2 O
1 S 45 60 20 170 32 ®2 O
nIm @ 46 60 20 170 32 2 N
47 60 20 170 32 K2 O
48 60 20 170 32 &2 O
49 60 20 170 32 &2 O
- 50 60 20 170 32 K2 O
oK%

Square 2Flute .
. O - REEER
pNESY Standard stock.

Square Mutti ’ \ L] !ﬁE{'ﬁEE EEI%
M 4 SHFTHBHVEELEEL,
NP7 § Stocked by specified distributor.
High Helix I Please contact SANKO MFG.
37499 Y
_ N
Roughing =
=
IVER
Ball Nose ar
O'Tl.
=
[0}
O
(0]
)
Q
a
JV=H o
o
For Aluminium m
@8 2
For Key Way E
)

1%
IR

For Special
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@ ------RETURN

2R } 2R
1 I8 we | | S I i
|
10 |
|
e | ——————————’—————F e — -
|
R & &
&2 R BR e i &4 A& it
| el
- ‘ Square
= N I N B I ‘ = N ]
5 | F | o F B8 M
\ @ A
! T High Helix
J 575
I; Roughing
T
IVER
(@) Ball Nose
g_. 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
ALy
é HithHeIix
7 59479
I; Roughing
W w=
IVR
T Ball Nose
L
_(%) Comer Radius
Y &Y
2w
W) Combination
o 7LIE
o
m For Aluminium
=)
o *&R
E For Key Way
7}

1
IR

For Special
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End Mill Selection Chart

HsCo XN |
005 | EX

A0vF5iavoiRA (2HA)

Straight-Flutes Slotting Long (2-Flutes)

e —

iMA
Square
I\ n
v g
57479 5
Roughing I;
VN D—J% | mEE (a28188701\-FEAFUAE| S el TIzAg| FovAaR
] BER [ GO || e el | e s ey Ao | o
SRE R Work-Material
PR Selection Chart O ‘
TR o "
For Aluminium E VAN:SLL ° ﬂﬁx ﬂE %ﬁtrr?wm
| sz | TR | BR | 2R | WB | 947 | #E
— Diameter Flute Neck Overall Shank Type Stock
Length Length Length Diameter
30 - 70 6 X1 []

. 3 40 — 80 6 1 0
i 30 = 70 6 B 0
Saquare 2Flute 4 40 — 80 6 '| D
RES7 30 — 70 6 K1 O
Square Mult N 5 40 - 80 6 1 []
M 4 60 — 100 B 1 O
a 2 30 - 70 6 3 0
3 | 40 - 80 5 =3 0
. I: 60 - 100 6 X3 L]
— l=l: 30 8 75 8 X2 []
IVR 7 40 8 85 8 X2 O]
sellose I 60 8 105 8 X2 L]
R § 30 = 75 8 ®3 O
Corner Radius _g) 8 40 — 85 8 3 |:|
ve D 60 — 105 8 K3 0
. G 40 8 90 10 EE 0
s B | O 60 8 170 10 2 0
For Aluminium % -I 0 40 — 90 ] 0 3 D
FogE 2 60 — 110 10 X3 (]

ﬁ = 40 8 95 12 X2 [
— | 60 8 115 12 =2 [

1%
IR

For Special
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2R } 2R
1 IR 1w } B3 AR A
\
10 |
\
HE ¢ m— I } Sz o I —
i
T & &
B2 Ak BR iz } &4 AR 7
i A
" } " Square
gy | — e — P =
| % AYyIA
! I High Helix
yr— I{ 57479
Unitmm | = Roughing
"
HE AR BR 2R e 547 TE
Diameter Flute Neck Overall Shank Type Stock g?
Length Length Length Diameter &
40 — 95 12 3 0 o
12 60 — 115 12 E3 O Z
80 — 135 12 X3 [] =
40 = 105 12 X4 [] = W%
NIA
13 60 — 115 12 ®4 0 P e
14 40 — 105 12 X4 []
60 12 120 16 X2 []
15 60 12 120 16 X2 []
80 12 140 16 X2 []
16 60 = 120 16 X3 []
80 — 140 16 K3 O e
17 60 — 120 16 R4 O ’
1 8 60 _ 'l 20 -I 6 4 D ’\ Square Multi
80 -~ 140 16 =4 O 7 N
19 60 12 120 20 X2 L] T  HignHelx
0 60 — 130 20 ®3 O v
80 - 150 20 =3 0 E
v
O ZEFER In
Standard stock. UTJ
=)
- 45 EETER 0
HBHFTBHEVEELEEL. ©
Stocked by specified distributor. %
Please contact SANKO MFG (oL
0]
~+
()
o
m
2 FEH
5 For Key Way
7

2 Bk
LA

For Special
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