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N-Coating Roughing
(4-Flutes & 5-Flutes & 6-Flutes)
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WEIM | BERH- xR | TE#-JUN\—RV# | 628 TE8 27 VU2 e
Work Mild Steels-Carbon Steels Tool Steels Alloy Steels-Tool Steels Hardened Steels
Material Pre-hardened Steels Stainless Steels
$8400-S50C SKD61-NAKS55 SCM-SKD11-SUS304 (40HRC)
SR | BEREE | EDREE | EEREE | EXDEE | EIEE | XDERE | BEEE | EDRE
VAN:NREA - HEXTE #amm Unit:mm VAN:NREA : $ExTE as:mm Unit:mm Diameter(mm) | Speed (min™') | Feed (mm/min) | Speed (min) | Feed (mm/min) | Speed (min”) |Feed (mm/min) | Speed (min') | Feed (mm/min)
pe| 78 88 | 28 | pe | B |o7 |z em | (=] 0E | EE | 2R | B | 2B |57 Tk am 6 | 28901 290 | 1780 | MO 3 1750 1 119 | 1499 | 70
TR 50 5 2 =2 Al @ 20 1 10 | 120 | 20 2 =1 Al e 8 | 2200 | 270 | 1,310 | 170 | 1,310 | 150 | 1,050 | 80 oo
18 i} 86 6 4 22 | A ) 60 10 160 20 4 =1 A °® 10 1,650 300 1,050 170 1,050 150 830 90 ar
6 Y i 92 6 4 > A ° 20 80 10 180 20 4 1 B ° 12 1,320 300 880 190 880 150 700 90
30 i} 08 6 4 22 | B ) 100 10 200 20 4 =1 B °® 16 1,050 340 660 220 660 170 520 110 Iaa
> 14 i} 85 6 4 =3 | A ) 22 | a4 - 150 20 4 =3 | A ° 20 830 370 530 230 530 180 420 120 —
16 } 90 8 4 =2 | A °® 50 15 160 25 5 =1 c °® 25 700 260 420 190 420 150 330 90 —rEE EE
: . 30 550 | 230 350 | 190 350 | 150 290 90 Speod(min) | Feedtmmimm| Gl da
24 - 98 8 4 21 A o 75 15 185 25 5 1 C o Z
8 32 § 106 8 4 =2 5 ° 25 100 15 210 25 5 =1 D °® 35 480 190 310 170 310 130 250 80 2D 100% | 100% 1D 1D
40 i} 114 8 4 52 B ) 125 15 235 25 5 =1 D °® 40 420 170 270 140 270 110 220 70 3D 100% 90% 1D 1D
9 18 = 95 8 4 3| A o 28 | 56 = 166 25 5 3| C o 2 " -
20 - 100 10 4 22| A | @ 60 s 170 25 5 231 c | @ EEYJHIRIFR Recommend Cutting Conditions {BIELIEI Side Miling |
{ £« e Bif. 7Y )I\—R> = TE. 25, E
30 | - | 110 | 10 | 4 2| A | @ 9 | - | 200 | 25 | 5 3lc| @ | R sl | TRR TN (Cull IR ATV e
10 - 30 - Material 400- Pre'R%rdffﬁg Eteels M':‘alr|1(lz=és1$1 ?teels " o TABE
50 - 130 10 4 2 B . 150 - 260 25 5 3 D . Diamelﬁnm) SIElaed(min%) Feed (mm/min) Slaed(ﬁin") F;ﬂ(mm/rﬁﬂ S%leed(min") Feed(mﬁnﬁ]) SIEleed(min") F;ﬁ(mm/min) ar —
11| 22 - 105 10 4 |H3| A | @ 32| 64 | 20 | 175 32 6 |H1| E | @ 6 3300 | 270 | 1,750 | 160 | 1,750 | 150 | 1,430 | 100 |
24 - 110 12 4 X2 [ A ([ ) 70 - 185 32 6 M3 | E () 8 2,530 300 1,310 220 1,310 190 1,050 130
aa
36 - 122 12 4 X2 [ A ([ ) 105 - 220 32 6 M3 | E () 10 1,980 390 1,050 220 1,050 190 830 130 ]
12 48 - 134 12 4 2|1 A () 35 140 = 255 32 6 3 F () 12 1,650 390 880 230 880 220 700 150
60 - 146 12 4 X2 | B [ ) 175 - 290 32 6 3 F () 16 1,210 440 660 280 660 240 520 150 _ i
13 | 26 - 12 12 4 3|l A | @ 80 - 200 32 6 3| E| @ 20 960 | 470 530 | 260 530 | 250 420 | 150 Eﬁ’éﬁﬁ it aa
14 | 28 - 115 12 4 X3 A () 120 - 240 32 6 X3 F () 25 770 410 420 230 420 210 330 150 2D 100% | 100% [0.5DXXTF| 1.5D
15| 30 | - | 120 | 12 4 |m3| A | @ 40 ol - 1 280 | 22 6 |=m3| F | @ 30 650 | 350 350 | 200 350 | 190 290 | 140 3D | 100% | 90% |0.5DIXT| 1.5D
32 10 125 16 4 X1 A o 200 - 320 32 6 X3 F o 35 550 350 310 180 300 170 250 120 4D 90% 70% |0.2DAT| 1.5D
48 10 141 16 4 1 A o 40 480 350 270 180 270 170 220 110 5D 70% 50% |0.2DAT| 1.5D
16
64 10 157 16 4 1 A o zEe Notes
0 10 173 16 4 1 B . ;iﬁ@gl\ﬁ/ﬂ%gggggﬁigg%gig%?gg?ZE)ﬁ"F‘d’uo ;:gglgg% mg mggpgu?t:t;‘ec2(?(32netnfgLrJ%Tep\ﬁ\gg—gggéi%gtn;is;' Use the chucking holder with sufficient precision and grasping force.
. [OERRE - XDREE, C oFRmICHED &, rotation an rom rcen o) di in i rdin u n ing u
8 3. [BlEE: ifg\i\%;@glg 15&3‘53]5;( &Diwg"/ iz CHE t‘_t: L) 3.Select the rotation and feed speeds from the percentages (%) displayed in the list according to the flute length being used
18| 36 | - 130 16 4 3|l A | @ 5 DRAD 0. TR ORR R E T, 5 Lo lengihe 4D and 5D, and producis wih 6nd hales are not Suitabls for lottng of hardened sice.
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/\ WARNING Before Starting to Use Your End Mill
[Handling Notes] @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. [Holder Mounting Notes] @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.[Use Notes] @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 m——
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. [Regrinding Notes] @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.

X Take notice of these precautions to use our product with safety. For more details please check with us(our sales agent or authorized service representative).
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* 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 February,2015.
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o i—LN—IZTELEEL, Please visit our Website for up to date information.

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