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o — S I—F 4 VIZEMLUILTISY hZwI5(1TDS T4 VI TV RITY,
@EM OZFYLADWINTICRECTT,  e3mNSHELTHOFT.
| 2L -0.04 0/ YIA—FTAVIRBTEVET,
S(TICN) 1—54 yﬁzj__y UZE’JDIFH(:B&"J & 4*&%) ®Flat nick roughing endmill with S-Coating. @®Excellent for slotting process of stainless steel.
7 . » . 8

T eIl

O A ie et Sl eflest i ol ovd il o ®The item line up is from 3mm ®Non-coated products are also available
—598 | % ] ZF VU BEA  (-yls 9
b -JIDI E o -5 ‘éﬁ ;%;‘s%;? Z,i’,}mtﬂ Shomioss Stoels Hardened Steels fﬂgﬁ izﬁmaf
% %\9 - BER | O (W8 | e R (0HRO)|@sHRe)|  Alloys | Alloys
K u okt reeRle] MEE R M
WE3-20  HED5~30 Selection Chart o o [e] o [e] [e] (@] O O O
VAN:SSUA-#iZ 4 mm_Unit:mm VAN:SSUA-#iZ i mm_Unit:mm IEEDHISRIFR Recommend Cutting Conditions BYIEI Siotting §IAGE Depth of Cut
¢ % 2 S % 2 S ;
Di;”mfir Flute IE\glh Neck§§|glh Overallﬁnglh Shankﬁgi%meter Number ?Flules DiZ?nEer Flute iglh Neck§§|glh marauﬁngm Shanﬁlfi%meter Number f?Flmes ?EI!JM F=27F A MRRAT YV | RIVT V91 MRRT VUM | THEEERR T VU 28 2=l
— — Worc |~ Austenite Type Stainiess Steels Martensite Type Stainless Steels | Preciptation Hardening Stainless Steels )
3 5 55 6 3 1 1 22 go 1 2 3 SUS304 SUs440C SUS630 2s=1.50
e 6 — 50 6 3 1.5 24 — % 12 3 nr)| AT | D | IR | cmbamm | ot | e '
iameter (mm peed (min-" ‘eed (mm/min. peed (min' eed (mm/min; peed (min-" ‘eed (mm/min. .
4 6 55 6 3 12 24 95 12 3 3 | 3180 45 2,860 45 2,860 45
4.5 7 o 60 6 3 13 30 95 12 3 4 2,400 60 2,140 50 2,140 45
5 8 — 60 6 3 14 35 115 16 3 6 1,590 75 1,420 65 1,420 50
5.5 9 = 60 6 3 15 40 125 16 3 8 | 1200 75 1,060 65 1,060 50 2
6 9 — 60 6 3 16 40 125 16 3 10 960 80 855 s == 2 N s eraLy
14 = 70 8 3 17 40 = 125 16 3 12 95 2 720 75 720 60 e L
- 14 675 90 600 75 600 60 glﬁl@giﬁutar %%T?;ﬁé’;g?;?,gg Elo,;iogozwio%mm:cﬁm‘ﬁm
7 14 - 70 8 3 18 40 125 16 3 16 600 90 525 80 525 60 YA rIeEE croRELeTEL
75 16 = 70 8 3 19 45 15 145 20 3 20 480 90 420 80 420 60 oo
8 16 — 70 8 3 20 45 — 145 20 3 §g gzg gg ggg gg ggg ig % Zilﬁi\ﬁ:: aT)iﬁT,L”rEt;:‘J-ZR.’JS‘iSZ'Eﬁfl:n 52?3555%73 &L‘J;ilffi‘a%iﬁ\?’n’é oo And work-pios matepar " and grasping orce
8.5 18 — 80 10 3 22 45 _— 145 20 3 4 riﬁi‘c‘si;em"m?ﬁié"fari%°§§'§ri’«‘ seowiioé’éiie‘ﬂfﬁe‘!i the feed rate around 180% of the recommended condition
9 18 — 80 10 3 25 50 — 150 25 4 5.Decrease both rotation and feed speeds by 30% for non-coating applications.
9.5 20 = 80 10 3 28 55) = 160 25 4
10 20 — 80 10 3 30 55 — 165 25 4
10.5 22 — 90 12 8
[Shrink » o " " " v
i VAN:FAGCNA-4ii2 izimm Unit: o RELIHISRMTR Recommend Cutting Conditions #BYHl Slotting RIS Recommend Cutting Conditions {RIEEIE Side Milling
Lol Sz AR BR 2R AR psi-
Diameter Flute Length Neck Length Overall Length Shank Diameter | Number of Flutes. WHIA TBEHM - eFRMA TE@H-TUN—RVEH a2 - T88 27UV 28 WHIA 1EIEF - R I8 7'JI\— RV A28 I88 27 VU5
FA] _7_- « ya"ﬁEN a - W g ( 3 *&E & 4&3;) — th%rl!l( 0 Mild Steels-Carbon Steels 5 ’;I'or?’l Steel 5 IS(sel Alloy Scalels Tg?el SI‘BSIS M\{‘V'grll( q Mild Steels-Carbon Steels B hﬂrtél 5 Ste q Alloy gtlBISIS'ngeSI(eels
FA-Coating Carbide N Roughing (3-Flutes & 4-Flutes) i 1(2) gg i g e $5400-S50C "SKD61-NAKSS SCM- SKD11-5US304 - $5400-S50C "SKD61- NAKSS SCM-SKD11-SUS304
5 1 7 5 60 6 4 Dlametsr:(.;nm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Diameter (mm) Speed (min") Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min") Feed (mm/min)
3 12,800 220 8,940 160 7,140 125 3 16,000 500 11,200 240 8,960 180
6 17 - 60 6 4 4 9,600 220 6,700 160 5,360 125 a 12,000 500 8,400 240 6.720 180
7 22 7 70 8 4 6 6,400 420 4,480 260 3,600 200 6 8,000 930 5,600 530 4,500 360
8 22 — 70 8 4 8 4,800 490 3,360 330 2,680 200 8 6,000 970 4,200 600 3,300 390
9 27 7 90 10 4 10 3,840 530 2,720 370 2,160 250 10 4,800 980 3,400 690 2,700 500
10 27 — 90 10 4 12 3,200 580 2,240 410 1,780 250 12 4,000 980 2,800 740 2,200 610
o H SIEANBE TIREWIITA A 16 2,400 720 1,670 530 1,340 330 16 3,000 1,100 2,100 900 1,700 660
LR - HEEIMBICKD, ilF v Ja'l&&otmﬁﬁﬁm HICBNTOET, 12 37 - 90 12 4 20 1,920 770 1,340 530 1,070 330 20 2,400 1,100 1,700 800 1,330 600
OHRICHEVBFEE X RS ERA. 14 37 10 110 16 4 25 1,540 640 1,070 410 860 260 25 2,000 1,030 1,300 610 1,100 470
oC f bon steel to hardened steel S 08
eExcallont realization of ci\epp?nganwﬁ\nn?\z:nfﬁ & good chip discharge, by newly-developed shape & surface treatment. 15 47 10 110 16 4 g’e’ﬁ;”fw 4y 205D
@Adoption of new size of flute-length from users’ point of view. 16 47 = 110 16 4 150
D—O Rl | 5 (528 188(70/\-FV8(R7VVAE| ik 18 47 10 110 20 4 .
KBRETR | S |y |edue| Singss | Oastin 20 52 - 115 20 4
é’:{;’ﬁﬁ?ﬁ‘éﬂik o o o o o 25 62 — 140 25 4 HHJM B Hardened Steels %Jf FAEI Hardened Steels
Watarel (40HRC) (50HRC) Material (40HRC) (50HRC) (60HRC)
Dlame(er?“m) Speed (min”) Feed (mm/min) Speed (min") Feed (mm/min) Dwameleznm) Speed (min”) Feed (mm/min) Speed (min") Feed (mm/min) Speed (min”) Feed (mm/min)
3 5,540 60 4,265 35 3 7,040 80 5,340 70 2,670 35
4 4,160 60 3,200 85| 4 5,280 80 4,000 70 2,000 B5)
6 2,880 75 2,160 65 6 3,600 120 2,700 110 1,300 65
8 2,080 5, 1,600 75 8 2,600 120 2,000 140 1,000 75
10 1,680 95 1,280 75 10 2,100 160 1,600 150 800 75
12 1,360 95 1,040 75 12 1,700 160 1,300 150 660 85
16 1,050 120 800 100 16 1,300 200 1,100 190 500 100
20 840 120 640 100 20 1,030 200 800 190 400 100
25 665 100 515 80 25 890 170 640 150 320 80
—— LN —— o 8030
=35 gjeﬁﬁﬁm i I B o gnelﬁb‘?c:%}:m Toe1D
R Not
1 BHEBEOBZE0. F vy o EEBEOLOECERTE. et " " Select the machine which has enough power and rigidness. _I“ :
2 ERRRICKD. BEREE - XDEEOBBEST o> TR, Use the chucking holder with sufficient precision and grasping force.
35—5Y NFBRI 7 JO—EHTIHLET. 2 Apply the‘ appropriate cutting condition according to your machining condition and work-piece material
425U RBOURIR D A< R, 3Use air blow

4.Use soluble cutting fluids for stainless steels.

b @Em@ VAN:SAGCVA-#iz SRt Unit: mm EEDHISRIFR Recommend Cutting Conditions BYIEI_Slotting 1EEDRISFFR Recommend Cutting Conditions fIEEDEI Side Milling
| lera] [EE)

SA G cv a Dmer Flu(nggth Nsc%.%lg(h Ovem%Englh Shsnﬁ)%meler HeHIR AEERM - RFRH T88\-JUN—RFVEE &l - T80 27 /U8 HHI IBERN - R3RI T88-JUN—RVE &l I86 27 V28
SA(TIACN) J—5 « V J & Victory @ = v 7 (4147) 5 13 5 50 6 Mgl | Mid SteelsrGarbon Steels Pro hL"r%'esn'ed Istsels &l s“’?“Jé’é’Jes.é*'s Moty | M1 Stoets:Carbon Steels Pre—h:r%lsned Sicols Ao e Shaaie "
SA(TiA2N)-Coating Carbide Victory Roughing (4-Flutes) $5400-S50C SCM-SKD11-SUS304 $S400-S50C SKD61:-N SCM-SKD11-SUS304
6 13 - 50 6 HE | EEREE | XDEE IEIEEBE ssgo;gg B85 DiE %D E oisg D%
8 1 9 —_— 60 8 Diameter (mm) Speed (min") Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min) Diameter (mm) Speed (min”') Feed (mm/min) Speed (min") Feed (mm/min) Speed (min”') Feed (mm/min)
5 7,680 360 5,280 260 4,320 170 5 9,600 930 6,600 420 5,400 300
f.(ly\ 10 22 - 70 10 6 6,400 420 4,480 260 3,600 200 6 8,000 930 5,600 530 4,500 360
== 12 26 - 75 12 8 4,800 490 3,360 330 2,640 200 8 6,000 970 4,200 600 3,300 390
U 16 32 = 100 16 10 3,840 530 2,720 370 2,160 250 10 4,800 980 3,400 690 2,700 500
20 38 p— 110 20 12 3,200 580 2,240 410 1,760 250 12 4,000 980 2,800 740 2,200 610
16 2,400 880 1,670 515 1,340 410 16 3,000 1,380 2,100 900 1,700 660
oM SIEANSEE CIEGUVIITAEEETT . 20 1,920 880 1,340 515 1,070 410 20 2,400 1,380 1,700 900 1,330 660
O LIy Y - MIERRICEK D, MF v EY IERUTIBHEECENTVET . ABE D, TAnE w050

hAHE
@ Covering from carbon steel to hardened steel Depth of Cut . ) Depth of Cut 3
@®New sharp “nick” improved to prevent chipping off and cutting chip discharge. - e 180

D=5 | ke |[568-I88(70\-KVE(R 708 Sk FISEE ELPlr
BER

Carbon |Alloy Steels- | Pre-hardened | Stainless | Cast Iron Hardened Steels LAV Titanium
B [ TSI e | S Al e BEEE Hardened Steeis el HEEIS Hardened Steels
SelectonChat] © | © | © | © | © © et (40HRC) (50HRC) Maieral (40HRC) (50HRC) (60HRC)
o) Speed (min") Feed (mm/min) Speed (min’) Feed (mm/min) Diameter(mm) | Speed (min‘) | Feed(mm/min) | Speed(min") | Feed(mm/min) | Speed(min") | Feed (mm/min)
5 3,440 65 2,560 45 5 4,300 110 3,200 100 1,600 50
6 2,880 75 2,160 65 6 3,600 120 2,700 110 1,300 65
8 2,080 75 1,600 75 8 2,600 120 2,000 140 1,000 75
10 1,680 95 1,280 75 10 2,100 160 1,600 150 800 75
12 1,360 95 1,040 75 12 1,700 160 1,300 150 660 85
16 1,050 210 800 160 16 1,300 255 1,100 200 500 100
20 840 210 640 160 20 1,030 255 800 200 400 100
ThAHE e LD
Depth of Cut Yol
b=+ —l_‘ .
1 e ETERTFEL, 1.Select the machine which has enough power and rigidness
2ERAERICED. Ellmig ﬁ@ﬁgﬁﬂEEbLk{?rT"L\ Use the N al




S-FPQS S e

S(TMCN)I—F 1 VI T7AVEYF Y a—hH(ARAI&BKHA)

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

P —

H85~32 54i233~50

VAN:SFPAS -5

#1i7:mm_Unit:mm

S 1—F 4 VIEMULIL T 7A VEYFIATDS T« VI IV RITY,

oft EIFITEDEDXHNE L TEERY
@®Fine pitch roughing endmill with S-Coating.
®Roughing allowances during finishing can be reduced

D=7 | ke |a88-188| 70\-KE (2728
§EE Carbon [Alloy Steels- | Pre-hardened | Stainless
Steels Tool Steels Steels Steels

Work-Material
Selection Chart | © o O (]

Hardened Steels

7h3EE

(35HRC)|(40HRC)[(45HRC) | Alovs

o o (@] O

VAN:SFPAS - $iiZ

{2 mm Unit:mm

S-FPaO M

S(MCN)I—F 1« VI T7AVEYFULF15H(ARA&BHH)

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

C e
[
HiEE5~32 $Z33~50

VAN:SFPAM- #iZ

#1i7:mm_Unit:mm

SR =] 3 B SR B3 2 B
Diameter Flute Length Neck Length Overall Length Shank Diameter Number of Flutes Diameter Flute Length Neck Length Overall Length Shank Diameter Number of Flutes
5 10 5 70 6 4 27 55 — 160 25 4
6 12 - 70 6 4 28 55 - 160 25 4
7 16 5 80 8 4 29 55 — 165 25 4
8 16 - 80 8 4 30 55 - 165 25 4
9 25 7 90 10 4 31 60 - 175 25 4
10 25 - 90 10 4 32 60 - 175 32 4
1 30 8 110 12 4 33 60 — 175 32 6
12 30 - 110 12 4 34 60 - 175 32 6
13 30 - 110 12 4 35 60 - 175 32 6
14 35 15 135 16 4 36 65 — 185 32 6
15 40 15 140 16 4 37 65 - 185 32 6
16 40 10 140 16 4 38 65 — 185 32 6
17 40 - 140 16 4 39 65 - 185 32 6
18 40 140 16 4 40 65 — 185 32 6
19 45 145 20 4 42 70 - 190 42 6
20 45 145 20 4 44 70 - 190 42 6
21 45 - 145 20 4 45 70 - 190 42 6
22 45 - 145 20 4 46 80 - 200 42 6
23 50 — 150 20 4 48 80 — 200 42 6
24 50 16 150 25 4 50 80 - 200 42 6
25 50 - 150 25 4
26 55 — 160 25 4

oS I—FT A VIEMBUIL I 7AVEYFIALTDS T4 VI TV RETY,

oL F1SHRDE. BLVLIIIHARETT .

®Fine pitch roughing endmill with S-Coating

@Capable of a wide range of machining operations thanks to its regular flute length.

=Rl | semsE |28-188|70)\-KVE (270028
Eiﬁ Carbon |Alloy Steels- | Pre-hardened | Stainless
Steels | Tool Steels Steels Steels

Work-Material
Selection Chart | © [e] (@) o

R 7I38E

Hardened Steels
(35HRC)|(40HRC)[(45HRC)|  Alleys

o o (¢] O

VAN:SFPAM- #iZ

{7 mm Unit:mm

iz B E Bk iR AR &3 B
Diameter Flute Length Neck Length Overall Length | Shank Diameter | Number of Flutes Diameter Flute Length Neck Length Overall Length | Shank Diameter | Number of Flutes
5 15 5 80 6 4 27 70 — 175 25 4
6 20 —_ 80 6 4 28 70 - 175 25 4
7 25 5 90 8 4 29 80 — 190 25 4
8 25 - 90 8 4 %30 80 - 190 25 4
9 35 7 100 10 4 . 80 20 190 32 4
10 85) — 100 10 4 31 80 20 190 32 4
11 45 8 125 12 4 32 80 —_ 195 32 4
12 45 — 125 12 4 33 90 — 205 32 6
13 45 —_ 145 12 4 34 90 —_ 205 32 6
14 45 15 145 16 4 35 90 — 205 32 6
15 55 15 155 16 4 36 100 - 220 32 6
16 55 10 155 16 4 37 100 - 220 32 6
17 55 — 155 16 4 38 100 — 220 32 6
18 55 - 155 16 4 39 100 - 220 32 6
19 60 160 20 4 40 100 — 220 32 6
20 60 160 20 4 42 110 - 230 42 6
21 60 — 160 20 4 44 110 — 230 42 6
22 60 - 160 20 4 45 110 - 230 42 6
23 70 —_ 170 20 4 46 120 —_ 240 42 6
24 70 16 170 25 4 48 120 - 240 42 6
25 70 —_ 170 25 4 50 120 — 240 42 6
26 70 - 175 25 4 HENRERE THE TS,
s F P a L VAN:SFPAL-$i& S5iz:om Unit:mm
|
Diameter Flute Length Neck Length Overall Length | Shank Diameter | Number of Fiutes
S(TICN)I—F VI T7A4VEYFOVIHA(ARHA&BKA) 10 45 — 100 10 4
S(TiCN)-Coating Fine Pitch Roughing Long (4-Flutes & 6-Flutes) 12 55 125 12 4
/_}, 2 14 65 145 16 4
L S S— EESE=s ==
m;1o~32 E35~50 16 75 155 16 4
18 75 - 155 16 4
20 80 — 160 20 4
OS;Ijj_'477"&5@b7’c774?5‘)9‘24?@574‘/717 REILTY, g: 18000 p— ::gg gg :
OOV IARDA. WLV PREMIDEEETT .
@Fine pitch roughing endmill with S-Coating 28 100 G 180 25 4
@Longer flute length endmill for side milling and suitable for deep pocket milling. 30 1 00 20 210 32 4
T | o e e o S i 2 Ll = 2l o2 4
wﬁﬁﬁm Steets | Toasiceh | Sk £ (35HRC)|(40HRC)[(45HRC) | Alleys 35 110 i 220 32 6
Selection Chart | © o I'e) o ol e | o I'e) 40 125 20 240 42 6

IEREDHISRIFR Recommend Cutting Conditions

[iBAm#E Application Items : S-FP Q'S - S-FPOM - S-FP QL]

BtIEl Slotting

IEREDHISER Recommend Cutting Conditions IEEDEI Side Milling

HHJM SIS - R Iiﬂ 7'Jl\— 6%} Al -TEM 27Vl
Matenal Mig Steels-Carbon Steels Pre-| hardened S(aels A (Satl?ﬂeelis.rgtol SItBels
Ss400-550C sostandsl | _sa donfusies
sz [EISRERRE XD RE [EEE: S EDEE [ELRES DIRE
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
16 950 310 600 200 600 160
20 750 340 480 210 480 170
25 630 240 380 180 380 140
30 500 210 315 180 315 140
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
TABE r2=n,

"EEE

Depth of Cut :
I aa=10

F o v IS EE
2 9—-52 HN&%UH(L Lrl’ 60)’&}:3
3.CDRIE, —

v¥a 7%@1&:.\3)2912@% BD%L

EQEHOETHEATEL.
UTEL.

HEEEERLTEHD

S
OV IADBEF70%UTICLTFEL.

I G- R T8#-JUN\—RVEA A& -T88- 27V V2#
o i - Al St e stos
$5400-550C SKD61:NAK55 SCM-SKD11-SUS304
SR DGR EDRE DR EDRE DGR EDRE
Diameter(mm) | Speed(min) | Feed(mm/min) | Speed(min’) | Feed(mm/min) | Speed(min’) | Feed(mm/min)
5 3,600 200 1,910 120 1,910 105
6 3,000 250 1,590 150 1,590 140
8 2,300 280 1,190 200 1,190 180
10 1,800 360 950 200 950 180
12 1,500 360 795 210 795 200
14 1,280 370 680 240 680 210
16 1,100 400 600 255 600 225
20 870 430 480 240 480 230
25 700 380 380 210 380 195
30 590 320 315 190 315 180
35 500 320 275 170 275 160
40 430 320 240 170 240 160
45 390 240 210 150 210 140
50 350 210 190 135 190 120
[ . . &=050
Depth of Cut ¥
| 84150
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 abi
Keepin mind that Above data nas-been acauirdd based on the tests in which short tooth endmills were used
Decrease the feed by 20% for regular-fiute, and by 30% or more for long-flute endmills.



P-XOsS

PI—F«42IXaQ=Zvoya—rA(4HRI&EHHA)

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

HE6~32  HHE35~50

OP I—F o VIEMUIcEZ T 7 A VEVFIALTDS T4 VIIY RIIVTT,
o5 UNEMERARIC K DD BOBHHECENTVEY,

@Seni fine pitch roughing endmill with P-Coating

®Improved cutting chip discharge realized by High Helix and Cross-section shape.

SR (a2 188|7U)\-FV8| 27 UAR
Carbon Alloy Steels- | Prenardened | Stainless
Steels | Tool Steels | Steels | Steels

95l | %
BER
Work-Material
Selection Chart | © [e] @) o

Hardened Steels

(35HRC)[(40HRC) [(45HRC)
o o (¢]

7IEEE

Alloys

P-XaM

IFEHIRIFR Recommend Cutting Conditions

[{BAmE Application ltems :

BtIEI Slotting

POI—F42IXaZvoULFa15H(4KA&EHHA)

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

AE6~32  HHE35~40

OPI—FT A VIEMBUIcEZ T 7 A VEYFIATDS T4 VIITY RIILTY,

oL F1SHARDE. BLVLIIIHARETT .
@Semi fine pitch roughing endmill with P-Coating.
@®Employs Medium flutes for variety of works.

=7 | xzxem 258128 70)\-K/E(27UU2E
Eiﬁ Carbon (Alloy Steels- inavde»ed Stainless
Steels | Tool Steels Steels

Work-Material
Selection Chart | © o @) o

Hardened Steels
(35HRC)|(40HRC) |(45HRC)

o o (¢]

7I3EE

Alloys

o

VAN:PXAS - 51 #41:mm_Unit:mm
2R

Diameter Flute Length Overall Length Shank Diameter Number of Flutes
5 10 70 6 4
6 12 70 6 4
7 16 80 8 4
8 16 80 8 4
9 25 90 10 4
10 25 90 10 4
11 30 110 12 4
12 30 110 12 4
13 30 110 12 4
14 35 135 12 4
15 40 140 16 4
16 40 140 16 4
17 40 140 16 4
18 40 140 16 4
19 45 145 20 4
20 45 145 20 4
22 45 145 20 4
25 50 150 25 4
28 55 160 25 4
30 55) 165 25 4
32 60 175 32 4
35 60 175 32 6
40 65 185 32 6
50 80 200 42 6

VAN:PXAM - #i% #6:mm_Unit:mm
&3 &3 T

Diameter Flute Length Overall Length Shank Diameter Number of Flutes.
5 15 80 6 4
6 20 80 6 4
7 25 90 8 4
8 25 90 8 4
9 35 100 10 4
10 35 100 10 4
1 45 125 12 4
12 45 125 12 4
13 45 145 12 4
14 45 145 12 4
15 55 155 16 4
16 55) 155 16 4
17 55 155 16 4
18 65) 155 16 4
19 60 160 20 4
20 60 160 20 4
22 60 160 20 4
25 70 170 25 4
28 70 175 25 4
. 80 190 25 4
30 80 190 32 4
32 80 195 32 4
35 90 205 32 6
40 100 220 32 6

KENSERD THEETE L,

HWHIM | SRR - R I,.ﬂ 7UI\— R (G2 T80 27 YU 28 R
jork | Mild Steels- Carbon Steels 00l Steels Allogsteels Tool Steels Hardened Steels
Material A s
$5400-S50C SKD61-NAK55 M- SKDT1-SUS304 (40HRC)
SR | BERERE | XDRE | BEEE | XDEE Iﬁlimiﬁ EDRE | BELEE | 3XDEE
i Speed (min") ) p in") in) | Speed (min")
5 3,120 190 1,910 100 1,910 80 1,560 40
6 2,600 210 1,590 100 1,590 100 1,300 50
8 2,000 250 1,190 160 1,190 140 950 60
10 1,500 280 950 160 950 140 750 65
12 1,200 280 795 180 795 140 630 65
14 1,030 290 680 190 680 150 540 75
16 950 310 600 200 600 160 470 90
20 750 340 480 210 480 170 380 95
25 630 240 380 180 380 140 300 95
30 500 210 315 180 315 140 260 60
35 430 190 270 160 270 140 220 60
40 380 170 240 135 240 120 180 60
50 300 130 190 100 190 100 150 45
RABE
Depth of Cut
paeD,

I lz\n.\l}l

BT
'I BHISRIEDHDED, Fv )7[3EIEEOE®EL|§F§T*\,\Q
2.9—5Y MIHHIMICE LI B DESRU TS
E.-_‘Di[a‘ ‘/afl*iJ'E EV)M)A??E&EIJ?BZL;ZED%?}
25ADBEED 7 80%ICLTTFEL.
4. lﬁ?—': 7%[33&&@%@%“431@[;%&/\/

P-Xas - P-XaMm]

EEYIHISEETR Recommend Cutting Conditions fBIELDEI Side Miling

REIY | ER R | TES-JU/\— V% | AeW T80 2> /LR HER
M‘g&rrli(al Mild Steels-Carbon Steels Et :r?je?:eedelgteels Allogsteels Tool Swels Hardened Steels

$S400-S50C SKD61-NAKS55 SCM-SKD11- SUSW (40HRC)

e | BieE | 0@ | OeaE | 0@l | e | x0E | DiEE | X0%E

5 | 3600 | 230 | 1,910 | 120 | 1910 | 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
16 1,100 455 600 255 600 225 470 140
20 870 | 490 480 | 240 480 | 230 380 | 140
25 700 430 380 210 380 195 300 140
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

hAHE hAHE

Depth of Cut Depth of Cut
_ 8050 ._.8=030
as-1.50 B8s-1.50
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 bove chart s drawin up according to the two types of cutiings as shown ab
Keep in mind {hat aboye dafa has been acquired based on the tesis 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.

VAN mad



BEZO71

s s a @ E w T S TRELNHIZEAEER Recommend Cutting Conditions | BHI4) Siotiing | EELDHEISRMHR Recommend Cutting Conditions RIEEIE Side Milling
b | [N
- — — — Di?m%er Flul?igm Neckgfngth Overﬁﬁngth Shanzﬁlfmeler Numbz?gﬁu«es wHIM | WERE-RRE | TE#E-JU\— RV (528 T88 27 /L 28 Filt] WHI | SERME-RARNE | TEME-JU/\—RVHE (A28 T88-27 VU8 Falzti]
S (T|CN) = | - q Ja IZT W 7 a v 7 ( 41&% & 6 uﬂ) 5 1 0 5 70 6 4 M‘ggr‘;el Mild Steels-Carbon Steels Pre-}';raor?ileﬁt:delg(eels Alloy S(ielels Tgol Slieels Hardened Steels M\Iayt:ﬁ(al Mild Steels-Carbon Steels Pre_."lg%lsﬁ(ed Stesls Allogtsatﬁleelg'gggeslsﬁeels Hardened Steels
I Contng o Grede Fondertieriuray 112 8 Rovonng (e fes & o-fuies 6 12 = 70 6 4 WE | ERR | 0EE | BIEE | £0AE | EHEE | ADSE | DEEE | SDRE SWE | BEEE | £DEE | RHE | £0SE | DIGEE | E0EE | BRE | Z0EE |
7 16 5 80 8 4 (i d(min’) | Feed( ) Spssg(min"l p in") dtmin) oi ) Speed (min') | Feed ) Spssg(min") in)
- oy 8 16 80 8 2 5 3,120 190 1,910 100 1,910 80 1,560 70 5 3,600 200 1,910 120 1,910 105 1,560 90
% _— 6 2,600 210 1,590 100 1,590 100 1,300 70 6 3,000 250 1,590 150 1,590 140 1,300 90
+ AES~32  NEIS~40 9 25 7 90 10 4 8 | 2000 | 250 | 1,190 [ 160 [ 1,190 [ 140 950 | 80 8 | 2300 | 280 | 1,190 | 200 [ 1,190 [ 180 950 | 120 +
= 10 25 — 90 10 4 10 1,500 280 950 160 950 140 750 90 10 1,800 360 950 200 950 180 750 120 =
- 11 30 8 110 12 4 12 1,200 280 795 180 795 140 630 90 12 1,500 360 795 210 795 200 630 140 )
7 12 30 — 110 12 4 14 1,030 290 680 190 680 150 540 95 14 1,280 370 680 240 680 210 540 140 7
7 OSIRME/N\A AICSO—FT 4 VI ZERBLTHDFET, 13 30 — 110 12 2 16 950 310 600 200 600 160 470 100 16 1,100 400 600 255 600 225 470 140 7
OHEIM I T REFEIMNINEIRETT . 20 750 340 480 210 480 170 380 110 20 870 430 480 240 480 230 380 140
4 @High grade powder metallurgy HSS with S-Coating 14 35 15 135 16 4 25 630 | 240 380 | 180 380 | 140 300 90 25 700 [ 380 380 [ 210 380 [ 195 300 [ 140 =t
> ®Excellent for hardened material and stability for long continuation milling 15 40 15 140 16 4 30 500 210 315 180 315 140 260 90 30 590 320 315 190 315 180 260 130 >
— 575 | o [ean. 18] 1 7078 = ERYION PN 16 20 10 140 16 2 35 430 | 180 270 | 155 270 | 120 225 | 80 35 510 | 280 270 | 160 270 | 155 225 | 115
o All teels- | Pre-hardened | Stainl Hardened Steel ini Titaniu
w{%ﬁi\ Garbon |y Sl Prerdned | Sginss pened Ses__{augium| Tign 17 20 — 140 16 7 40 375 | 160 240 | 135 240 | 105 195 | 70 40 440 | 240 240 | 145 240 | 140 195 | 100
Selection Chart | © o o o o|lo|oO| O ) 18 40 — 140 16 4 et SRk i -
19 45 145 20 4 | | [as10 -
20 45 145 20 4 - I
22 45 - 145 20 4
25 50 = 150 25 4
28 55 - 160 25 4 -
30 55 - 165 25 4 r B0, F vy EEE DETEAFEL. T"s‘iéa the machine which has enough power and rigidness. Use the chucking holder with sufficient precision and grasping force.
—_— Zﬁﬁ»{}{ﬂlun{o EHRERE - XD REDBEBEHSTIE>TFEL 2.Apply the appropriate cutting condition according to your machining condition and work-piece material
32 60 1 75 32 4 B.9—57 MIHHIMITEL I BOEBRO T 3.Select the most suitable coolant for the work-piece material.
35 60 = 175 32 6
40 65 — 185 32 6
| VAN:SSAM- #iZ 1 . .
SSaOM ST oo — — (BRI Application ltems : SS QM + SSAL - SSALS]
— — — - — = - Diameter Flute Length Neck Length Overall Length ‘Shank Diameter Number of Flutes
S(TICN)A—=F 4 VIIRTFv I A=ZwvILFa15H(AMHA&EHH&EHHA) 5 15 5 80 6 4 EHELIEISRHR Recommend Cutting Conditions BHIEI Slotting ISR Recommend Cutting Conditions {RIEEDEY_Side Milling
S(TICN)-Coating High Grade Powder Metallurgy H.S.S Roughing Medium (4-Flutes & 5-Flutes & 6-Flutes) 6 20 30 6 4
- il RS T N\—= R 5 2T 1EEFM- TE8-7U\— i
7 25 5 90 8 4 ?%Fo!kn Mild“sﬁeﬂgsrbon Steels IaaTz?oleQelsl\Ji aﬁ%o' S;;leg %)?:’Ié@s’ Hemﬁﬁ%ﬁels aWmojrkM Mild stesls%aﬁnksﬁels 7IJS{As\eI hjﬂ aﬁ\%’ggieaeﬂ Toolé!‘;ﬁsa Hardle.nﬁiesls
< - - Material Pre-hardened Steels inless Steels Material Pre-hardened Sbesls Steels
P . 8 25 — 90 F) 4 $5400-S50C SKDG1-NAKS5 | SCM-SKD11-SUS304 (40HRC) $S400-S50C SKD61:NAI SCM-SKD11-SUS304 | (40HRC)
SR | EEEREE | RDEE EEE}% EDIRE IEIEEEE EDRE IEI!EEE XD IRE SR | EERERE | RDRE | EEEE )EDEE @EEE | b | EERRE | 32 DR
SHiEs22 SE20  HEI-50 9 35 7 100 10 4 p ) | Feed(mmimin) | Speed (min‘) p Speed (min) D ) p ) Speed (min") )
10 35 — 100 10 4 5 2,550 130 1,910 95 1,530 75 1,400 60 5 2,930 150 2,200 110 1,760 85 1,610 70
T 45 8 110 12 4 6 2,120 140 1,590 115 1,270 90 1,170 65 6 2,440 160 1,830 135 1,460 105 1,350 75
12 5 110 12 7 8 1,590 150 1,190 120 960 95 880 75 8 1,830 175 1,370 140 1,100 110 1,010 85
[ _ = N - 10 1,270 160 960 125 760 100 700 80 10 1,460 185 1,100 145 870 115 810 90
OFMEK/N\ARICS =T« VI ZERLTHDET, — . . :
oL+ 1S HEDHELEVINTHEEETT . 12 :g 1:]]8 :Ilg j 12 1,060 200 800 160 640 125 580 90 12 1,220 230 920 185 740 140 670 100
@High grade powder metallurgy HSS with S-Coating —_ 16 800 170 600 135 480 110 440 95 16 920 220 690 155 550 125 510 105
@ Capable of a wide range of machining operations thanks to its regular flute length 15 55 5 140 16 4 20 640 180 480 145 380 115 350 105 20 740 205 550 165 440 130 400 120
-~ N = N 25 510 190 380 145 310 115 280 85 25 590 220 440 170 360 130 320 100
'Jﬁfgisu il e Fle i el Pt s 16 55 0 140 16 4 30 | 420 | 170 | 320 | 120 | 250 | 100 | 230 | 85 30 | 480 | 200 | 370 | 140 | 290 | 115 | 260 | 100
WX | Slee | TofSlel | Skl | Steels @EHRO)[(@ORRO)|45HRC)| Alevs | Alloys 17 55 - 140 16 4 35 360 | 150 270 | 110 220 85 200 75 35 410 | 175 310 | 125 250 | 100 230 85
Selection Chart | © (¢} (¢} (¢} o [¢) (@) o) (@) 18 55) —_ 140 16 4 40 320 110 240 85 190 65 180 60 40 370 130 280 100 220 75 210 70
19 60 145 20 4 45 280 85 210 65 170 50 160 45 45 320 100 240 75 200 60 180 50
20 60 145 20 4 50 250 70 190 55 150 45 140 40 50 290 80 220 65 170 55 160 45
22 60 145 20 4 s D anR . =020
epth of Cu epth of Cu —
25 70 | : L e
28 70 - 160 25 5 '
30 70 - 165 25 5
32 80 = 175 32 6
35 80 - 175 32 6 - Noes
40 100 — 200 32 6 ;ggﬁ%ﬁ??%ggg;’gg“g'ﬁigggfgfﬁ:a SR e A opT e ling Sona N Baserdme oy our machaing SanErE O AN ok pioen arartaL - Son and grasping force.
45 100 _— 200 42 6 3 =52 M RHIFICE LI 50: %hsu“h 3.Select the most suitable coolant for the work-piece material
4.0V5F - QYT v 2 DEEIFEE EE, #CO90%BICLTTFEL. 4.Decrease both rotation and feed speeds by 10% for longer flute and long shank endmills.
50 1 20 — 220 42 6 5.079% - EI/7/v/?[;.ﬂgﬂwﬁmﬁﬂluwﬁb?Qh 5.Longer flute length and long shank endmills are not suitable for slotting of hardened steel.
S s a L VAN:SSAL - & i mm_Unit:mm
Diameter Flulngglh Nec?lE\gth Overall Length Shaniﬁg%mexer Numbz??Flutes
S(TICN)A=F« VI IRFwI A=y oOVIFH(4RA&ESHI&6KH) 6 30 — 80 6 4
S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Roughing Long (4-Flutes & 5-Flutes & 6-Flutes)
8 35 = 90 8 4
AL 0 < N 10 45 - 100 10 4
PN — | 2 % -
- e
AE6~22  SHE24~30 wza~5o 14 55 — 110 12 4
15 75 15 140 16 4
16 75 10 140 16 4
OB\ A(CS I—7 4 Y IERLTHDET 18 L = 149 1o 4
SR C —T A2 o
o0 I N RDHIEENN T RN LA C . 20 80 10 145 20 4
@High grade powder metallurgy HSS with S-Coating 22 80 = 145 20 4
®Longer flute length endmill for side milling and suitable for deep pocket milling. 24 90 —_— 160 20 5
el T e G e . W 2 L = g Z z
arbon |Aloy Sicels| refardenea | Stainless ardened Steels itanium
Wﬁﬁﬁa\ Steels | Tool Steels |  Steels Steels @5HRO)[@orRO)[c@sriRe)| Alloys | Alloys 28 90 —_ 160 25 5
Selection Chart [  © o o o o o O o ] 30 920 - 165 25 5
32 110 - 190 32 6
35 110 = 190 32 6
40 125 - 200 32 6
45 125 = 230 42 6
50 150 — 250 42 6
SSaLS e [
M=) ss VAN:LSSA- 5 s Unit:mm
S(TICN)I=F« VI IRFTvoa@=voOYI Y+ (ABAS&EHI& BHH) . AR ER i b
S(TiCN)-Coating High Grade Powder Metallurgy H.S.S Long Shank Roughing (4-Flutes & 5-Flutes & 6-Flutes) Diameter ALBLCNE RecREenoly e Eenoly Shank Diameter Number of Flutes
m | 16 40 10 180 16 4
X — [ s = fm e
7“%15-20 541225-30 514832~50 25 50 _ 230 20 5
OEMIF/\A AICSI—F 1 VI EHLTHOFT, 30 55 = 260 25 5
OOV IV v IHA TDIeHFRNERD DINLHEHET T . 32 60 —_ 280 25 6
@High grade powder metallurgy HSS with S-Coats p—
@Longer shark encmil fo suiable or oep pocke! illng. 2: gg ggg gg g
=Rl | s (828 120|70)\- K8 (27 VUZ8 FaioE] 7IIEE|FIVER
BER | Coroon [Aoy el | Pregoriened | Stainiess Hardened Steels yminium | Tianiom 45 70 — 320 42 6
WorkMateral iestineconieeeastine) | e ’ 50 75 — 320 42 6
n Selection Chart | © o] o o o o (@] O (e]




s a s VAN:SAS-$HiE 4 mm Unit:mm
- Sz P EE
- — T — — < — Diameter Flute Length Neck Length Overall Length Shank Diameter Number of Flutes
g(('r-!—(licl\l;!\!goja;g-l?’gugh?wgas%: (gél-ﬁies &l\ézglgggzx’ & Gux’) 5 10 5 70 6 4
6 12 - 70 6 4
7 16 5 80 8 4
Llosseilyl oo 8 16 - 80 8 4
2 7 1 4
5426~32 $1#235~50 190 22 — gg 1 8 4
11 30 8 110 12 4
12 30 — 110 12 4
- e 13 30 — 110 12 4
:53]2;:33%%%5f§;?947@774JﬁIJ R=ILTT, 14 35 15 135 16 2
@®Standard pitch roughing endmill with S-Coating. 15 40 15 140 16 4
@Non-coated products are also available. 16 40 10 140 16 4
eesdallll o e A o SO it 1z 1 — 140 1 :
wﬁﬁﬁm Steols | Tool Steels | - Stesls Steels (35HRC)[(@0HRC) [(asHRC)| Alloys 18 40 140 16 4
Selection Chart | © [*] O o o o (¢] O 19 45 1 145 20 4
20 45 145 20 4
22 45 - 145 20 4
25 50 - 150 25 4
28 55 - 160 25 4
30 55 — 165 25 4
32 60 - 175 32 4
35 60 — 175 32 6
40 65 - 185 32 6
45 70 - 190 42 6
50 80 - 200 42 6
HeCo =] VAN:SAM- 52 4z mm_Unit:mm
s - a M TN E d Di;”m%er Flutexiglh Nec?Eg(h Overall Length ‘Shank Diameter Number of Flutes
i —Faviaz=y =15 10 35 — 100 10 4
g,(('r-!—é%!\!go:latmgj-l{gugh?wgc{/led \jma(l::;l.&f:};%-&ﬁtt%? 86#0) 12 45 —_ 125 12 4
14 45 15 145 16 4
! 15 55 15 155 16 4
16 55 10 155 16 4
HH210~32 $H235~50 18 55 — 155 16 4
20 60 10 160 20 4
22 60 — 160 20 4
S I—F A VIZEMUTREE Y FHATDST 4« VI LY RZVTY, 25 70 —_ 170 25 4
0/ YA—FTAVIRBTEVET,
@Standard pitch roughing endmill with S-Coating %30 80 — 190 25 4
:ﬁiﬁ,agz&apmifﬁ oaf‘gaacs;“!geuperahons thanks to its regular flute length. 3 gg 20 1 gg gg :
Work-Material (35HRC)|(40HRC) [ (45HRC) 40 100 —_— 220 32 6
Selection Chart |  © o (@] (@] o [¢] O (o] 45 110 _— 230 42 6
50 120 — 240 42 6
KENSMBH TEETEL,
VAN:SAL - #iE #:mm_Unit:mm
s - a L Sz B3 BR 2R R
Diameter Flute Length Neck Length Overall Length Shank Diameter Number of Flutes
i —Faviaz=y VT 14 65 15 145 16 4
g\’(TTéCI\:I!\!gO:'ahr|;Rzughig%oﬂgJ(ZF?J:SQ&E(Fﬂtz?J &6 wag) 15 75 15 155 16 4
gf"‘b o 16 75 — 155 16 4
). L)z, . " - . ol 18 75 — 155 16 4
Hi#14~30 544235~50 20 1 oo — 1 80 20 4
120 - 200 20 4
100 - 180 25 4
OS I—F 4 VI EMUFEE Y FHYALTDS T+ VI TV RIITT, 25 120 —_ 200 25 4
o002 I AR HELLVIIT PRENTHARETT . 150 = 230 %5 7
0/ VIA-F 4 VIRBHTEVET,
@ Standard pitch roughing endmill with S-Coating. 100 20 210 32 4
:hzr;gs;;gde ;\jerggzhcinsrrg\!‘;og Z\\ji:“;wb\‘\gng and suitable for deep pocket milling 30 :zg gg ggg gg :
5
WorkMaterial (35HRC)[(40HRC)[(45HRC) 120 —_ 230 32 6
Selection Chart | © o o) o o]0 |O0| O 35 150 = 260 32 6
200 - 310 32 6
120 20 240 42 6
40 160 20 280 42 6
200 20 320 42 6
45 160 - 280 42 6
200 - 320 42 6
o 160 220 | 42 | 6

IFEHIRIFR Recommend Cutting Conditions

(BT Application ltems : S-S - S-AM - S-Q/L]

IEEDRISKHFR Recommend Cutting Conditions

{AIEEDEI Side Milling

WHIM | SRR R | TR#E-JU\— RVl (a5 188 27 U8 AEE WHIM | SIS PGRI | TRM-TU\— RVl (428 198 27/ U2# SR
Work Mild Steels-Carbon Steels ool Steels Alloy Steels-Tool Steels Hardened Steels Work | Mild Steels- Carbon Steels Tool Steels Allogstesls-Tool Steels Hardened Steels
Material Pre-hardened Steels tainless Steels Material Pre-hardened Steels tainless Steels
$S400-S50C SKD61:NAKS55 SCM-SKD11-SUS304 (40HRC) $S400-S50C SKD61-NAKS5 SCM-SKD11-SUS304 (40HRC)
SR | EERRE | EXDRE | EEGRE | XDRE | EEGRE | EDRE | EEHRE | XDiRE SR | BERRE | EDRE | BIHRE | EDRE | EELERE | XDRE | EELRE | XDiRE
Speed (min') ) D in") in) | Speed (min) DI D i in) | Speed (min") i ) D i
5 2,800 115 1,910 75 1,910 60 1,530 30 5 2,800 130 1,910 120 1,910 105 1,530 30
6 2,400 140 1,590 80 1,590 75 1,250 40 6 2,400 160 1,590 150 1,590 135 1,250 40
8 1,770 150 1,190 120 1,190 105 950 45 8 1,770 180 1,190 165 1,190 150 950 45
10 1,420 155 950 120 950 105 750 45 10 1,420 225 950 195 950 180 750 45
12 1,200 165 795 135 795 105 630 45 12 1,200 225 795 210 795 195 630 50
14 1,000 180 680 150 680 125 550 60 14 1,000 255 680 240 680 210 550 60
16 900 195 600 180 600 150 470 60 16 900 270 600 255 600 225 470 60
20 700 210 480 180 480 150 370 60 20 700 300 480 225 480 210 370 65
25 560 180 380 165 380 140 300 60 25 560 285 380 210 380 195 300 60
30 470 165 315 150 315 120 250 45 30 470 255 315 190 315 180 250 45
35 420 150 270 135 270 120 220 45 35 420 225 270 165 270 180 220 45
40 340 135 240 110 240 95 180 45 40 340 225 240 165 240 180 180 45
45 310 120 210 90 210 75 160 30 45 310 180 210 150 210 135 160 40
50 280 105 185 90 185 75 150 30 50 280 165 185 135 185 120 150 40
PABE LoD, PABE 8050
Depth of Cut Depth of Cut o
| | il 85150
SEEC Notes
1 2H0. Fr =5 ETERTEL. 1.Select the machine which has enough power and rigidness. Use the chucking holder with sufficient precision and grasping force.
2.9—5 Y MIHHIHICELICBDEBERU T, 2.Select the most suitable coolant for the work-piece material

3.IOREF, ¥3— YT LEOPABERECIERLTHDET,

L¥Fa DiEEZB80%IC, O
4./Y3—7 4 VI DBEEFEmRE - EDREE. HICT0%ICLTTEL,

JDIBEE 70%UTICLTTFEL,

3.Above chart is drawn up according to the two types of cuttings as shown above
Keep in mind that aboye 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

4.Decrease both rotation and feed speeds by 30% for non-coating applications.

—JIlp 4T



A I a VAN:ALA- S P mm Unit:mm IEEDHISRIFR Recommend Cutting Conditions B0 Slotting
Diameter FIul?E\gth Nec%l_?ngth Overall Length Shank Diameter Numbz:., ?Flutes VBAHE Depth of Cut
ZIVZRHa=v o (3MH&4HH) 6 15 — 70 6 3 - o
Roughing for Aluminium (3-Flutes & 4-Flutes) 1 . =
8 25 - 80 8 3 ] EEREE | mmzE [ zome | mmEe 3 e -
1 o 30 —_ 90 1 0 3 Diameter(mm) | Speed (min") Feed (mm/min) Feed (mm/min) ) Feed (mm/min) o
12 30 — 110 12 3 6 7,960 2,790 3 980 1,190 5,310 1,590 ' :
A S 8 5,970 2,090 2,980 900 3,980 1,190
15 40 10 140 16 3 10 4,770 1,670 2,390 720 3,180 950
16 40 — 140 16 8 12 3,980 1,395 1,990 600 2,650 800
oI EHDST 4 Y INTICRETT 18 40 —_ 140 16 3 16 2,985 1,045 1,490 450 1,990 600 e
J = = HR: 9, 0. o
®15D §‘e@;‘gﬂu1ﬁﬁj§gf§-o 20 45 - 145 20 3 :g %g?g g;g i ;gg ggg 1 ’ggg ggg é S Rty ot AR B R e Sa0 T,
@Suitable for roughing cut processing of aluminium. 25 50 —_— 150 25 3 I} » EEERERUEDEEE, £RO 1.3ECLFE5NET.
®Deep slit processing up to 1.5D. — 30 1,325 465 800 240 850 250 Notes
- — - 30 55 165 25 3 35 910 320 680 200 730 220 N 3eiect the machine which has enugh power and rigdness,Use the chucking holder with suffiientprecision and grasping force
=95 |[@wrvz| FL==onas |7li%E #as 35 60 — 175 32 4 40 795 280 600 180 640 190 2 Rpply water-base coolant or dry air-blow. } !
BER ini = s_;um Mur;Allozn = Cast Iron Nupyesr 20 65 — 185 3 A 50 535 520 280 140 510 150 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.
] . g-Si: 95 -Mg ¥
seeionchat| © | © | © | O | O | © 50 80 = 200 32 4
Super [Bhrink "
VAN:SAGCA* : : 3 o™ 5 r
SA G c a % a E e — IEEDHISRIFR Recommend Cutting Conditions BE0HE Slotting TRELDHISRIFR Recommend Cutting Conditions IETYIEY Side Milling
SA(TIAON) O—F « VJBBa = v U (48F) 5 15 7 60 6
SA(TiA2N)-Coating Carbide Roughing (4-Flutes) 6 15 p— 80 8
] ESTEE : EEGREE %D RE ESTEE : Sz I : T : ] :
7 20 7 70 8 Diameter(mm) | Speed(min") | Feed (mm/min) D ) | Feed (mm/min) ) | Feed(mm/min) Diameter(mm) | Speed(min") | Feed(mm/min) | Speed(min") | Feed(mm/min) | Speed(min) | Feed (mm/min)
8 20 — 70 8 5 9,600 360 6,600 260 5,400 170 5 9,600 550 6,600 420 5,400 300
6 8,000 420 5,600 260 4,500 200 6 8,000 630 5,600 530 4,500 360
% 9 25 7 90 10 8 6,000 490 4,200 330 3,300 200 8 6,000 740 4,200 600 3,300 390
10 25 - 90 10 10 | 4,800 530 3,400 370 2,700 250 10 | 4,800 810 3,400 690 2,700 500
12 30 —_ 90 12 12 4,000 580 2,800 410 2,200 250 12 4,000 870 2,800 740 2,200 610
14 35 10 110 16 16 3,000 720 2,100 530 1,700 330 16 3,000 1,080 2,100 900 1,700 660
. _ 15 20 10 110 16 20 | 2,400 770 1,700 530 1,400 330 20 | 2400 1,160 1,700 800 1,400 600
OFUIFILDST 4 VIFBCKD, EYJHINT - EEIMINEEETT . 16 40 p— 110 16 25 2,000 640 1,300 410 1,100 260 25 2,000 960 1,300 610 1,100 470
@ Special sharp of cutting edge for heavy duty roughing cut and high speed milling. 18 25 10 110 20
i 20 50 = 115 20
(60HRC)  Alovs 25 60 — 140 25
[E] TR T %D RE EETEE
Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Diameter (mm) Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min)
5 4,300 65 1,600 45 5 4,300 110 1,600 50
6 3,600 75 1,300 65 6 3,600 120 1,300 65
8 2,600 75 1,000 75 8 2,600 120 1,000 75
10 2,100 95 800 75 10 2,100 160 800 75
12 1,700 95 660 75 12 1,700 160 660 85
16 1,300 120 500 100 16 1,300 200 500 100
20 1,100 120 400 100 20 1,100 200 400 100
25 890 100 320 80 25 890 170 320 80
hABE aeD_ YIABE . .8=08D
Depth of Cut Depth of Cut .,
L osz0

SEEE
1 EEEAEDSZHD, Fv /ﬂliyaﬁgmﬁ@%;(iﬁiT*L\
2ERRRICLD, EEERE - 32D RED;

BEESTHEOTFE
BU—5Y MNEEAI7 IO ZBTIHLET. VJBJ/BEL@H@HSB BEI—5Y bECHERLEEL.

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.Use air blow,otherwise please apply the high pressure coolant.
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I\N—=F
S-a@H

S(TICN)I—=F 1 VI a =y IN\—=RHLT(4HF & 61H) @Coarse pitch roughing endmill with S-Coating
S(TiCN)-Coating Coarse Pitch Roughing (4-Flutes & 6-Flutes) ®Suitable for heavy-duty roughing.
@®Non-coated products are also available.

: Em 0SI—F Y IERUIN\— REYFHA TDS T« VI TV RIIVTT,
[t oEIEMTICEETT .
o/ O F A UHRBTEVET.

m J ) e | e D—2 R | 5eRiA (628 188|70\-KVE (27 VUAE AEE 7hIBE
. Eﬁﬁ Carbon |Alloy Steels- | Pre-hardened | Stainless Hardened Steels
Romtvaisad Steels | Tool Steels Steels Steels (35HRC)| (40HRC) | (45HRC) Alloys
HEE~32  HE35~50 Selection Chart | © (¢] O o o o (@] (@)
VAN:SAH- %2 #(:mm_Unit:mm VAN:SAH- %2 #(:mm_Unit:mm IEEDEISRIFR Recommend Cutting Conditions BEE Slotting
Dﬁn%er FluZJlegm Neckgiglh Overa%inglh Shankmgfmeﬁer Nuth??Flules Dlzfn%er Flmzjigm Neckgiglh 0ver§§ngm snanﬁa‘fmeter Numb??ﬂules wHIM | WERE-RERA | TRME-JU/N\— RV (628 T88 27 /U28 AESA TBAHR Depth of Cut
MVSV‘%I:I(S' Mild Steels-Carbon Steels Pre-r;raur%leﬁﬁseglgleels AIIOE‘SEQI:IEQI:;Tg‘OeIsSI;eels Hardened Steels 8D
5 8 5 55 6 4 1 6 30 1 0 1 00 1 6 4 SKD61-NAK55 CM-SKD11-SUS304 (40HRC) .
5.5 10 5 55) 6 4 16.5 30 _— 100 16 4 SR | OERRE | XDRE | DELRE | XDRE | OERRE | XDRE | DERE | XDRE | | 2s=1D
6 10 - 55 6 4 17 30 - 100 16 4 d (i) ) Speed(min) |Feed ) | Spesd (min) .
5 2,800 130 1,910 75 1,910 60 1,530 40
6.5 12 5 65 8 4 17.5 30 - 100 16 4 6 | 2400 | 150 | 1,590 | 90 | 1,590 | 75 | 1,250 | 50
7 12 5 65 8 4 18 30 - 100 16 4 8 1,770 165 1,190 135 1,190 110 950 60
s 2 2 £ 5 4 18.5 2 = 190 18 4 12| 1200 | a8 | 7o | tos | 705 | 138 | 630 | b
- - 16 900 240 600 210 600 185 470 90 2MERARICED, IR - ZDEEORBEST 5T
9 15 7 75 10 4 20 35 10 110 20 4 20 | 700 | 255 | 480 | 225 | 480 | 195 | 370 | 95 R s Ao R, R 70 L TR,
9.5 15 7 75 10 4 21 35) —_ 110 20 4 25 560 225 380 210 380 180 300 95
10 18 — 80 10 4 22 35 — 110 20 4 30 470 | 195 315 |_180 315 |_150 250 |60 .
105 18 8 85 12 4 23 35 - 110 20 4 P Il S HA ol I B O TS I ot B 3 Sdlct e macin i b cocugh sy s s U thchucng tldr it ot i and g oo
11 18 8 85 12 4 24 45 16 125 25 4 40 340 180 240 165 240 135 180 60 3.Select the most suitable coolant for the work-piece material
45 310 165 210 135 210 110 160 45 4.Decrease both rotation and feed speeds by 30% for non-coating applications.
11.5 18 8 85 12 4 25 45 - 125 25 4 50 280 | 150 185 | 125 185 | 105 150 | 45
12 22 — 90 12 4 26 45 - 125 25 4
12.5 22 = 90 12 4 27 45 = 125 25 4
13 22 — 90 12 4 28 45 — 125 25 4
13.5 22 = 90 12 4 29 45 = 125 25 4
14 22 — 90 12 4 30 45 — 125 25 4
14.5 25 15 100 16 4 32 50 = 130 32 4
15 25 15 100 16 4 35 55 - 135 32 6
15.5 25 15 100 16 4 40 60 = 140 32 6
45 65 - 155 42 6
50 75 = 165 42 6
i VAN:SAHM-$#E iz: it:
S-aHM o T S——.
Diameter Flute Length Neck Length Overall Length Shank Diameter | Number of Flutes = =S = YBABE Depth of Cut
N — <, — N . — I 5 ECH = L\ TEH-
S(MCN)I—7 4> 5 =y I\~ K5 T ¥ 50 (ARTE&6K) 6 15 — 50 6 2 | LRI TR, fotre Ny o
iCN)-Coating Coarse Pitch Roughing Medium (4-Flutes -Flutes - —
8 25 p— 80 F) 4 $5400-850C SKD61:NAKSS SCM-SKD11-5US304
HNE | EREE | XDEE g | XDEE E | ZbEE
o 9 30 7 90 10 4 Diameter(mm) | _Speed(min") | Feed(mm/min) | Speed(min) | Feed(mm/min) | Speed(min’) | Feed (mm/min) 2D
e 10 30 = 90 10 4 6 2,400 120 1,590 75 1,590 60 ||
— 8 1,770 110 1,190 75 1,190 60
HEeI2 S0 1 i 28 — 1 1 g 1 g j 10 1,420 110 950 75 950 60
12 1,200 80 795 65 795 60
15 45 15 120 16 4 14 1,000 80 680 65 680 60 .
. ‘e - N . 16 50 10 120 16 4 16 900 80 600 65 600 60 LERRAIOBE L0, F ¢y I REREOLOETERTE.
S 1—F 4 VIEMLUIIN\—REYFIALTDST« VI TV RIITY, p— 20 700 75 480 65 480 60 2EBRRICED. B EDIEDRBENT o TR
o5 = STAE 18 50 120 16 4 3.5—5> NFREMICEL L 60ESROFAL,
oL Fa1SHRDE, BEVIIHERETT . CovhsEmMBLReoEsBUTEN,
ATty 20 55 ) 130 20 2 25 560 75 380 65 380 60 4.7V 4 VIOBAREEEE | EDRE, 12 70%(CLTFEL,
- [a < °
@®Coarse pitch roughing endmill with S-Coating 22 55 —_— 130 20 4 30 470 70 315 65 315 60
@ Capable of a wide range of machining operations thanks to its regular flute length. 35 420 65 270 60 270 50 Notes
@Non-coated products are also available. 25 65 = 145 25 4 40 340 65 240 55 240 50 1 Select the macring wich has enough power and riginess. Uso the chucking holdo wih suffcient precision and grasping orco
e - 30 65 = 145 25 4 a5 | 300 65 210 |50 210 |45 2 Agp b pproprile ctingcondin sz 0 you maching condio and s malr
'JEE’%“ o Eﬁfsﬁf ZU-KA 27 IU2R ohER | TLAg 32 80 — 160 32 4 50 280 5 185 50 185 25 4.Decrease both rotation and feed speeds by 30% for non-coating applications
e Steels Tool Steels Steels Steels (35HRC)|(40HRC) | (45HRC) Alloys 35 80 — 1 60 32 6
Selection Chart o o O [¢] o o O O
40 95 20 185 42 6
45 95 - 185 42 6
50 110 = 200 42 6
H8Co EM VAN:LAH- $E s Unit:mm .
FITRE IEEDHISRIFR Recommend Cutting Conditions | BYE Sioting |
- - Dan%er Flu(ZgEg(h 0ver§Engm snanlﬁgfmeter Numb??ﬂu(es prores N TER TUN—FUm 228 TER A5 UUAH EBABE Depth of Cut
o o ring e ion & ey, B 20 45 200 16 4 i T o
ong shanl oarse PItci oughing (4-Flutes -Flutes) - r 1
25 50 230 20 4 $5400-850C SKD61:NAKSS SCM-SKD11-5US304
= gy - - < = 3 3 aa=10D
£ p. w — 35 60 280 32 6 20 600 75 480 60 480 45
4 : 40 65 280 32 6 25 480 65 380 50 380 45 -
HER0R0 RSSO a5 70 320 ) 5 30 395 60 315 50 315 45 1 BE0. F v s EEREOLOETERTE,
35 [ a3 | e0 | 20 | s | o0 | 35
50 7% 320 42 6 40 300 60 240 45 240 35 - o -
. - . . 45 260 60 210 45 210 B5) Notes
O/\—REYFHATDS T4 VIITVRIJLTY, 50 240 50 185 25 185 35 ;%‘g%z: the mgg?gﬁg@f@&iinc‘nfgfa\scp\?/g&rgggcmg‘i[\ccﬂs; Use the chucking holder with sufficient precision and grasping force

OOV T v VI FATDIHRVNED DI IHARETT o
@ Coarse pitch roughing endmill
®Longer shank endmill for suitable for deep pocket milling.

3.Decrease the feed rate when the protrusion of the endmillis too long.

=Rl | semsE |s28-188|70)\-KVE (270028 Fato] TIEEE
Eii Carbon |Alloy Steels- | Pre-hardened | Stainless Hardened Steels i
Steels | Tool Steels Steels Steels (35HRC)|(40HRC) Alloys

Work-Material
Selection Chart | O o (@) (@) o (@] O

%



BH T, BEROTRLICLD FHIE - EARGICHUHBRERBSZIBLTHDET.
TENFBBRMOICOVNTIE. TEFAZE(SK) BREE 23353 < DM EEME TTBE< 2EL,

Customized tools are available on order to meet specific applications and operating conditions.
Please contact your nearest S&K dealer or our office serving your district for information on how to order or get quotes.

FAmRIERS

TR FAPRFEL B DORELE LI BHREERO—HITT,

m §5<‘1'E§'Z>IE1:I:$§D‘HHEEU1%S If Specifications of the Tool to be Manufactured Are Known

ETEEEZCIETRVEEK D BHEE A —DTERESNEE. $25WVIERLHEERAREL &% S3Ha<IEE0,
i, SERDEVEBRZECDVTIE. BHFEEICLIDTT,

" . {
Either specify the items listed below,or furnish drawings developed by yourself or by any other manufacturers or work drawings of similar kind.
Items that are not expressly specified will be governed in accordance with our regulations.

IHEH Item AZ Description

RES HEXHIRXZERXARE (RASU— bV v YLD v JI8E) "l WY "y 4]
Dimensions Outside diameter X Flute length % Overall length X Shank diamerer : . -~ ““‘i \ et
(shank specification,except for straight shanks) e o o “— S —u
2MHA, AMARE _ —
Number of flutes 2-flutes,4-flutes
FE BRERLN, ENERUNEE NP SESRN NN N —
Edge type Right hand cut right hand helical,Left hand cut left hand helical C N (04 ( :l S t Z\ — 4 S '\7 b 0 o — “/ 0 )
fR[ALNA 30°. 35° 15 E
Helix angle 30°,35°and so on
()= #BiE. N1 R (3N BI\ARIEE)
Material Carbide, High-speed steel (such as cobalt high-speed steel)
RELE sEI—FT1VJ
Surface treatment Various kinds of coating
Z DAtEFESEIR I RHFAR. B, MEEE
Other information to communicate End cutting shape, Material conditions, Delivery dates and so on
RUEAER MEMEALY
Number of tools to manufacture Number of tools as requested

& %fﬁ?éIE{iﬁb‘*BﬂUi’%ﬁ If Specifications of the Tool to be Manufactured Are Unknown

WS, WHIM. UIHISR. (BRI EZBHSELEE,
T, REF—EENMTONTUVZIHEEF. MER. WEREEBHTHERIESEL,
BHOARFIZEH- T, SERICRETIEZRFEVNLET,

Please let us know about the work material, cutting conditions, work conditions, and so on.

If a similar operation is being carried out at present, also advise us of the problems encountered in proceeding with S I N . Sl

that operation, improvements, and so on. We will manufacture a tool best suited to your needs at our responsibility. AR ARRR L Al

N . \ 1%
I5H ltem NZ Description

EIA M., EE. NIKmE
Work material Material, Hardness, Work drawing
PEIESES BUIEL. RIESDEL. NG, EERERE. XDEE., T EFE. TEEE
Cutting conditions Slotting,Side Milling,Boring,Speed,Feed,Machined surface,Dimensional accuracy
1RSSR ek, YRR
Work conditions Kind of machinery used, Cutting fluid
Z0fth RRER. ER
Others Problems, Improvements

[O—F1VIBRE(ST70V08) ]

Ime - Ea-EdcF 3B

BA %R TICN Cri TIAON
REFE (HV) 2200~2600 2400~2800 2800~3200 2800~3200
EE(um) 2~3 2~3 3~4 3~4
T EEFE (°C) 400 550 900 900
EERY 0.30~0.40 0.25~0.30 0.35~0.40 0.30~0.40
it EEFETE © O O ©
B A A © ©
i 04 A A © ©
fitiaE A @) A A
, AREORL ERBES ABHEDREL) ABHEDEL) ‘
w R BB, | e o | R B e ic o ALaL(ZIZRHazZyo2AVIH)




A\ G I REECERLEELHIIC

OUNA*EEEFTRAZVLD ICEEL T TFEZ L SIC. BETONAA ICded CNZVTTEON. @r—AnoHENABICR. A EF ICEEMAL
WES CRAEBLTTEL, Offiiic. TRDF X BNEOHBOREEFT > T T2\ @KLY TRICBA S~ HDEEAL. Loy EREICHE
FLTT =L\, @BHHOmA S, Lomy ERRICAEL TS A=), @ TEDERARILSH 5 LHHBLTHNTTEL, AT CRIRT ARBAHY £T DT,
KTHN— REOPNSEFERLTTZOL.ONYBORG. BEMESICLETHAETAC LBV ETOTESTELTFZVN.OUYRBREZEFTHNZVT TN, @EFERPICR
BE (EHEE) HRELAIBA(L. BEICEMEDIELTFE L, @UEBAIZEEICHEUTEALTT S L REOEaRE SR T 3 BA(L RMCLLRE 3 KB CRATELT
T OUHEGERSHE. BAROREE ARSI THEICHELTFZV.OIE #HOTEIH S LOBEL TELWTTZ L. QI CHESOERTEEMALZL
TRl 02NN —EMfT. MENBICASHNL DREHHREEFALTTFE V. L. HEEZRVAEFLZVNWLDITASEERT X0, @BHEIFEH
FRETHSETENRIETBBNND Y =T, B BHYET S b oL T F =0 KELE S, SR BB A RS (- B2 hOEERETT, 20O
oEELTIHEHETSMOSbETZ,

/\ WARNING Before Starting to Use Your End Mill

@®Do not touch the cutting edge directly with bare hands.Particularly,never touch the cutting edge while it is rotating. @Be most careful when
taking out the cutting edge from the case not to let it come into direct contact with bare hands. @Before mounting,check the tool for
flaws,cracks and other visual surface defect.@Use a holder which is matched to the tool and have it secured in firm position.@Have also the work secured in firm
position.@Check the direction of tool rotation beforhand. @Keep the tool covered and wear safety goggles or other appropriate protective wear in
operation because the tool is liable to breakage.@Be careful to avoid physical injury that may be caused by scattering chips, winding of the tool and so on.@Do not
touch chips with bare hands.@When unusual noises,such as a sliding noise during operation,are heard,discontinue use immediately.@Select cutting fluids to suit
applications.Be careful in using an oil cutting fluid to avoid smoking and firing due to heat.@Adjust cutting conditions to meet the kind of machinery used,the
geometry of the material, cuts in it, and so on.@Verify the physical dimensions of the tool and work beforehand.@Do not make alterations to the specifications of
the tool, as by tampering. @Attach the safety cover to the tool and wear safety goggles or other appropriate protective wear to avoid dust contact

with your eyes.Wear also a mask to avoid dust inhalation.@The tool could be broken if reground at an inappropriate timing.Regrind the tool at a recommende
timeing or replace it with a new one.

: Take notice of these prec

utions to use our product with safety, For more details please check with us{our sales agent or authorized service representative
R ONTR. BCMA-MRET - TEVETOT. FEULCEET S LB U ET HBRENE. A A —COLOREBOBLIRU-TRASZCEMBUET,
*EMATE. WROLCOHPERELICEET S &PHYET A /Ty POREF2012F 12 AREDHO T,

# Our product is under constant improvement due to research, this may lead to changes without warning.# The color of the actual product may differ slightly from the images due to printing.
#+Some of the contents given may change without warning.# Thes pamphlet has last been updated in November,2012.

SO o ZEmEIER 7

(A%t] 370-0321 /5\R K H#T HARHET170
TEL:0276-56-1211 FAX:0276-56-1214

[2H EEE7EPT] TEL:052-322-7331 FAX:052-322-7334

o ii—LAN—IECE L EEL. Please visit our Website for up to date information.

http://www.sanko-endmill.co.jp
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