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HG-Coating Flexible Carbide Medium
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HG-Coating Flexible Carbide Short

VAN:HGFLXS - %i&

Bifi:mm Unit:mm

A . e
3 8 50 6 4 [
4 10 50 6 4 o
5 13 50 6 4 o
6 13 60 6 4 o
7 16 65 8 4 o
8 19 65 8 4 o
9 20 75 10 4 o

10 22 75 10 4 o
11 24 80 12 4 [
12 26 80 12 4 ®
13 26 80 12 4 [
14 30 100 16 4 ®
15 30 100 16 4 [
16 32 100 16 4 [
18 36 105 20 4 o
20 38 105 20 4 o




EEUHIRIFR Recommend Cutting Conditions Bt Slotting

HeHlE 18IS P - ek - B2 -T8H- JUN\-RViH PEAZS i SRESS
Work Mild Steels-Carbon Steels Alloy Steels-Tool Steels Stainless Steels Hardened Steels
Material Cast lron Pre-hardened Steels
$S400:-S50C-FC SCM:SKD SUs430 Sus304 (45HRC)
Sz CEmEE | EOEE | OFmEE | XOEE | OEmEE | XDEE CEmEE | XDOEE | CEmEE EDIRE
Diameter(mm) Speed (min) Feed (mm/min) Speed (min) Feed (mm/min) Speed (min*) Feed (mm/min) Speed(min”) Feed (mm/min) Speed (min) Feed (mm/min)
3 14,340 1,380 10,160 1,070 13,800 1,270 6,800 620 6,400 480
4 10,750 1,200 7,620 830 10,350 1,040 5,100 510 4,800 420
5 8,600 1,080 6,100 720 8,280 910 4,080 450 3,840 380
6 7,170 1,000 5,080 650 6,900 830 3,400 410 3,200 350
8 5,380 920 3,810 550 5,170 720 2,550 360 2,400 320
10 4,300 860 3,050 490 4,140 660 2,040 330 1,920 300
12 3,580 820 2,540 480 3,450 650 1,700 320 1,600 290
16 2,690 750 1,900 470 2,580 620 1,270 300 1,200 260
20 2,150 710 1,520 460 2,070 600 1,000 290 960 250
b Ly
PABRS dp=1D dp = 0.5D
R Notes

1. BREEIEDS 0. FvvIEEBEOEDZSEATEV,.
2 ERRRICKD. CERRE - XD REDRBESIEOTTE .
3.5V MREHIM ICEL LB DZESBRU 1EE L.
4. HGFLXMT#IEIZ 9 2BR(&. EEmERRE - X DREZHIC50%%Z

BRICTEATEL,

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.Use 50% as a guide for both rotational speed and feed rate when cutting grooves with HGFLXM.

EEJHISRIFR Recommend Cutting Conditions {AIEEIEI Side Milling

I $-mel ek | a2l LE8 JU\—FVE 25 VU8  mER
Work Mild Siaels Carbon Steels Alléy Steels+Tool Steels Stainless Steels Hardened Steels
Material Cast | hardened Steels — -
$S400- SSOC FC SCM SKD SUS430 SUS304 (45HRC)
=3 CEmEE | EOEE | OEREE | XDRE | OEEE | XOEE | OEEE | XDERE | OEERE | EDEE
Diameter (mm) Speed (min™) Feed (mm/min) Speed(min™) Feed (mm/min) Speed(min) Feed (mm/min) Speed(min‘) Feed (mm/min) Speed (min™) Feed (mm/min)
3 16,460 1,980 13,800 1,160 15,920 1,470 7,860 390 7,220 540
4 12,340 2,170 10,350 1,240 11,940 1,200 5,890 430 5,420 470
5 9,870 2,360 8,280 1,330 9,560 1,050 4,710 450 4,330 430
6 8,230 2,470 6,900 1,680 7,960 960 3,930 520 3,610 390
8 6,170 2,100 5,170 1,640 5,970 830 2,950 500 2,710 360
10 4,940 1,970 4,140 1,490 4,780 760 2,360 470 2,160 340
12 4,120 1,650 3,450 1,380 3,980 750 1,960 430 1,800 330
16 3,090 1,480 2,580 1,140 2,990 720 1,470 360 1,350 290
20 2,470 1,180 2,070 920 2,390 690 1,180 300 1,080 280
VAR de =0.2D de = 0.05D
Dephictieut dp =1.5D dp =1.5D
=) Notes

1. BREAEDSH D0, FvvIEBREOEDZESEATE,.
2 FERRRICKD. BERE - XD REDBBESIE>TTE,
3. 73V MIEHIM [CEL e B DZESBRU 1EE L.

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




) S e 3 e
-0.03 | 42° Rk

HGO—F« 2V JEBEFLXLF+25H
HG-Coating Flexible Carbide Medium

VAN:HGFLXM - $Z X I garmm Unit:mm
3 1 60 6 o
4 14 60 6 4 ®
5 18 60 6 4 o
6 24 60 6 4 o
7 25 70 8 4 o
8 28 70 8 4 o
9 32 80 10 4 ®
10 35 80 10 4 [
12 42 90 12 4 [
14 49 120 16 4 ®
15 53 120 16 4 [
16 56 125 16 4 ®
18 63 130 20 4 [

20 70 140 20 4 [
25 88 160 25 4 ®

IEEIHISRIFR Recommend Cutting Conditions {AIELIEI Side Miling
L=l ) TSR R - Sk | AEM-TEE-JUN\-RVil AT VUARH HAE
Work Mild Steels-Carbon Steels Alloy Steels-Tool Steels Stainless Steels Hardened Steels
Material Cast Iron Pre-hardened Steels
$8400-S50C-FC SCM:-SKD SUS430 SUS304 (45HRC)
Sz EEEE | XOEE | EEmREE | EOEE | EEmEE | XDEE | OREE | XOEE | OEEE | EXDEE
Diameter(mm) Speed (min*) Feed (mm/min) Speed (min*) Feed (mm/min) Speed (min*) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min*) Feed (mm/min)
3 20,170 2,360 17,310 1,660 22,270 4,060 12,210 1,200 9,240 660
4 15,130 2,600 12,980 1,760 16,700 3,320 9,160 1,300 6,930 580
5 12,100 2,830 10,380 1,890 13,360 2,900 7,330 1,410 5,540 530
6 10,090 2,940 8,650 2,360 11,130 2,530 6,100 1,530 4,620 480
8 7,560 2,200 6,490 1,760 8,350 1,720 4,580 1,150 3,460 390
10 6,050 2,050 5,200 1,560 6,680 1,480 3,660 1,020 2,770 370
12 5,040 1,710 4,330 1,300 5,560 1,320 3,050 850 2,310 360
16 3,780 1,550 3,250 1,080 4,170 1,420 2,290 810 1,730 320
20 3,030 1,240 2,600 860 3,340 1,390 1,830 680 1,380 300
YBABRE de = 0.05D de = 0.02D
Depth of Cut ap =3D ap =3D
R Notes
1. BHIESAIEDS B0, FvvIBEREQBDZESHEATEN. 1.Select the machine which has enough power and rigidness. Use the chucking holder with sufficient precision and grasping force.
2. EARIRICKD. BERRE - XD REDRBEEHTILE>TREL, 2.Apply the appropriate cutting condition according to your machining condition and work-piece material

3.7—57 MRIEHIM ICB LB DESRUL EE L, 3.Select the most suitable coolant for the work-piece material
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HG-Coating Flexible Carbide Long

VAN:HGFLXL - #& x AR Bfirmm Unit:mm

A o e g i ==
3 17 60 6 4 o
22 70 6 4 ®

5 27 80 6 4 o
6 27 80 6 4 ®
8 37 90 8 4 o
10 47 100 10 4 ®
12 57 110 12 4 o
16 72 140 16 4 o
18 80 140 20 4 ®
20 90 160 20 4 o
25 110 180 25 4 [

SRR Recommend Cutting Conditions {BIEEIEI Side Milling
W | SR R B | 62 TEH-JU\NUH 25 LA
Work Mild Steels-Carbon Steels Alloy Steels*Tool Steels Stainless Steels Hardened Steels
Material Cast Iron Pre-hardened Steels
$5400-S50C-FC CM- SUS430 SuUsS304 (45HRC)
S1Z CEEE | XOEE | DREE | ZXbEE | DmEE | XDEE | OEEE | XDhERE | BEmEE | XDEE
Diameter(mm) Speed (min™) Feed (mm/min) Speed (min) Feed (mm/min) Speed (min) Feed (mm/min) Speed (min*) Feed (mm/min) Speed (min*) Feed (mm/min)
3 17,730 1,930 14,970 1,320 20,540 3,490 11,250 1,040 8,150 550
4 13,300 2,130 11,230 1,400 15,400 2,830 8,440 1,140 6,120 490
5 10,640 2,320 8,990 1,510 12,320 2,470 6,750 1,200 4,900 450
6 8,860 2,400 7,490 1,890 10,270 2,160 5,630 1,310 4,080 420
8 6,650 1,800 5,610 1,410 7,700 1,470 4,220 980 3,060 320
10 5,320 1,700 4,490 1,350 6,160 1,260 3,380 880 2,450 300
12 4,430 1,410 3,750 1,130 5,130 1,140 2,810 730 2,040 300
16 3,320 1,280 2,810 930 3,840 1,220 2,110 700 1,530 260
20 2,660 1,020 2,250 750 3,080 1,200 1,690 590 1,230 260
YBABRE de = 0.05D de = 0.02D
Depth of Cut ap = 4D ap = 4D
bz Notes
1. BREEEDD DD, FvvIREREDBDZESERTEL. 1.Select the machine which has enough power and rigidness. Use the chucking holder with sufficient precision and grasping force
2ERARRICKD, BERE - XD REDRBBEHBTE>TREL, 2.Apply the appropriate cutting condition according to your machining condition and work-piece material.

3. =37 MIRHIMICEU LB DEBRULEEL, 3.Select the most suitable coolant for the work-piece material.
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i, 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 safely 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.

s s sales agent or authorized service representative)
FEGICDUTIL BICRE-URET  TEVETOT. PEGLIEEFT A EMAUET HENERL. A A - VDO EROBLIRU O TRASIANHUET.
*EHAEL. URDEOFECLICEET S EMBUET.+ 20N DI Ly FOREIL 20097 BIREOLOTH.

* 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 July 2019,

#en = EBMERR

[#4<#1] 370-0321 EERBAMATHEBEKRIZET170
TEL:0276-56-1211 FAX:0276-56-1214

(% & EEETEPN] TEL:052-322-7331 FAX:052-322-7334

oifi—LN—IECEEEL. Please visit our Website for up to date information.

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




