2BE HK—JLIY RS L2#MF KD,

2BE 2-Flute Ball End Mills

#EB=HSS-Co _
RO5~R-I OO (SKH57) L M
R10.05LE (skH56) w2 ¢

HE=2m 0 -

U/—Ij‘iﬁ=E¢En30° @

AERZ=0~-0.03 ORDLIFMTI. RASAT

Rﬁ%:i0.0ES Milling for inner radius.
@I fI=EE. R.¥E [2BE 0.5R] %26R, 28R, 30RIGFVv/IRBHTIEE FEL

SlleAN

BE R | FED)| VRO | £RWL) |72 BE R | JIED)|IRWO) | £2RWL) |ywsE(d)
2BE 0.5 1 5 60 6 2BE 2.75 5.5 30 90 6
2BE 0.55 1.1 5 60 6 2BE 2.8 5.6 30 90 6
2BE 0.6 1.2 5 60 6 2BE 2.85 5.7 30 90 6
2BE 0.65 1.3 5 60 6 2BE 2.9 5.8 30 90 6
2BE 0.7 1.4 5 60 6 2BE 2.95 5.9 30 90 6
2BE 0.75 1.5 5 60 6 2BE 3 6 30 90 6
2BE 0.8 1.6 5 60 6 2BE 3.05 6.1 30 90 6
2BE 0.85 1.7 5 60 6 2BE 3.1 6.2 30 90 8
2BE 0.9 1.8 5 60 6 2BE 3.15 6.3 30 90 8
2BE 0.95 1.9 5 60 6 2BE 3.2 6.4 30 90 8
2BE 1 2 7 60 6 2BE 3.25 6.5 30 95 8
2BE 1.05 2.1 7 60 6 2BE 3.3 6.6 30 95 8
2BE 1.1 2.2 7 60 6 2BE 3.35 6.7 30 95 8
2BE 1.15 2.3 7 60 6 2BE 3.4 6.8 30 95 8
2BE 1.2 24 7 60 6 2BE 3.45 6.9 30 95 8
2BE 1.25 2.5 10 60 6 2BE 3.5 7 30 95 8
2BE 1.3 2.6 10 60 6 2BE 3.55 7.1 30 95 8
2BE 1.35 2.7 10 60 6 2BE 3.6 7.2 30 95 8
2BE 1.4 2.8 10 60 6 2BE 3.65 7.3 30 95 8
2BE 1.45 2.9 10 60 6 2BE 3.7 7.4 30 95 8
2BE 1.5 3 15 60 6 2BE 3.75 7.5 35 100 8
2BE 1.55 3.1 15 60 6 2BE 3.8 7.6 35 100 8
2BE 1.6 3.2 15 60 6 2BE 3.85 7.7 35 100 8
2BE 1.65 3.3 15 60 6 2BE 3.9 7.8 35 100 8
2BE 1.7 3.4 15 60 6 2BE 3.95 7.9 35 100 8
2BE 1.75 3.5 20 70 6 2BE 4 8 35 100 8
2BE 1.8 3.6 20 70 6 2BE 4.05 8.1 35 100 8
2BE 1.85 3.7 20 70 6 2BE 4.1 8.2 35 100 10
2BE 1.9 3.8 20 70 6 2BE 4.15 8.3 35 100 10
2BE 1.95 3.9 20 70 6 2BE 4.2 8.4 35 100 10
2BE 2 4 20 70 6 2BE 4.25 8.5 40 115 10
2BE 2.05 4.1 20 70 6 2BE 4.3 8.6 40 115 10
2BE 2.1 4.2 20 70 6 2BE 4.35 8.7 40 115 10
2BE 2.15 4.3 20 70 6 2BE 4.4 8.8 40 115 10
2BE 2.2 4.4 20 70 6 2BE 4.45 8.9 40 115 10
2BE 2.25 4.5 25 85 6 2BE 4.5 9 40 115 10
2BE 2.3 4.6 25 85 6 2BE 4.55 9.1 40 115 10
2BE 2.35 4.7 25 85 6 2BE 4.6 9.2 40 115 10
2BE 2.4 4.8 25 85 6 2BE 4.65 9.3 40 115 10
2BE 2.45 4.9 25 85 6 2BE 4.7 94 40 115 10
2BE 2.5 5 25 85 6 2BE 4.75 9.5 40 115 10
2BE 2.55 5.1 25 85 6 2BE 4.8 9.6 40 115 10
2BE 2.6 5.2 25 85 6 2BE 4.85 9.7 40 115 10
2BE 2.65 5.3 25 85 6 2BE 4.9 9.8 40 115 10
2BE 2.7 54 25 85 6 2BE 4.95 9.9 40 115 10




2BE HK—JLIY RS L2MF KD,

2BE 2-Flute Ball End Mills

#EB=HSS-Co _
RO.5~R10.0 (skH57) L

R10.05LE (skHs56) w2 ¢ M
HE=2m b -

U/—I:“iﬁ=E$En30° «

NERE=0~-003 ORDHEFNT. AASAT

RAZE=+0.025

Milling for inner radius.

@ IXPI=EE R #ME [2BE 5.1R] %26R, 28R, 30RIEVvVIREBHTEE FEL,
BE R [IRD)| VRO | £RAL) |H2E0) BE R | JED)| AIRWO) | 2RWL) |yw5#E(d)
2BE 5 10 40 115 10 2BE 7.25 145 | 55 135 16
2BE 5.05 | 10.1 40 115 10 2BE 7.3 146 | 55 135 16
2BE 5.1 10.2 40 115 12 2BE 7.35 14.7 | 55 135 16
2BE 5.15 | 10.3 40 115 12 2BE 7.4 148 | 55 135 16
2BE 5.2 104 40 115 12 2BE 7.45 149 | 55 135 16
2BE 525 | 10.5 45 120 12 2BE 7.5 15 55 135 16
2BE 5.3 10.6 45 120 12 2BE 7.55 15.1 55 135 16
2BE 535 | 10.7 45 120 12 2BE 7.6 152 | 55 135 16
2BE 54 10.8 45 120 12 2BE 7.65 15.3 | 55 135 16
2BE 545 | 10.9 45 120 12 2BE 7.7 154 | 55 135 16
2BE 5.5 11 45 120 12 2BE 7.75 155 | 55 135 16
2BE 555 | 11.1 45 120 12 2BE 7.8 156 | 55 135 16
2BE 5.6 11.2 45 120 12 2BE 7.85 157 | 55 135 16
2BE 565 | 11.3 45 120 12 2BE 7.9 158 | 55 135 16
2BE 5.7 114 45 120 12 2BE 7.95 159 | 55 135 16
2BE 575 | 115 45 120 12 2BE 8 16 55 135 16
2BE 5.8 11.6 45 120 12 2BE 8.05 16.1 55 135 16
2BE 585 | 11.7 45 120 12 2BE 8.1 162 | 55 135 16
2BE 5.9 11.8 45 120 12 2BE 8.15 16.3 | 55 135 16
2BE 595 | 119 45 120 12 2BE 8.2 164 | 55 135 16
2BE 6 12 45 120 12 2BE 8.25 165 | 60 145 16
2BE 6.05 | 12.1 45 120 12 2BE 8.3 16.6 | 60 145 16
2BE 6.1 12.2 45 120 12 2BE 8.35 16.7 | 60 145 16
2BE 6.15 | 123 45 120 12 2BE 8.4 168 | 60 145 16
2BE 6.2 12.4 45 120 12 2BE 8.45 169 | 60 145 16
2BE 625 | 125 50 125 12 2BE 8.5 17 60 145 16
2BE 6.3 12.6 50 125 12 2BE 8.55 17.1 60 145 16
2BE 6.35 | 127 50 125 12 2BE 8.6 172 | 60 145 16
2BE 6.4 12.8 50 125 12 2BE 8.65 173 | 60 145 16
2BE 645 | 129 50 125 12 2BE 8.7 174 | 60 145 16
2BE 6.5 13 50 125 12 2BE 8.75 175 | 60 145 16
2BE 6.55 | 13.1 50 125 12 2BE 8.8 176 | 60 145 16
2BE 6.6 13.2 50 125 12 2BE 8.85 17.7 | 60 145 16
2BE 6.65 | 133 50 125 12 2BE 8.9 178 | 60 145 16
2BE 6.7 134 50 125 12 2BE 8.95 179 | 60 145 16
2BE 6.75 | 135 50 125 12 2BE 9 18 60 145 16
2BE 6.8 13.6 50 125 12 2BE 9.05 18.1 60 145 16
2BE 6.85 | 137 50 125 12 2BE 9.1 182 | 60 145 16
2BE 6.9 13.8 50 125 12 2BE 9.15 183 | 60 145 16
2BE 6.95 | 139 50 125 12 2BE 9.2 184 | 60 145 16
2BE 7 14 50 125 12 2BE 9.25 185 | 65 150 20
2BE 7.05 | 14.1 50 125 12 2BE 9.3 186 | 65 150 20
2BE 7.1 14.2 50 125 12 2BE 9.35 187 | 65 150 20
2BE 7.15 | 143 50 125 12 2BE 94 188 | 65 150 20
2BE 7.2 14.4 50 125 12 2BE 9.45 189 | 65 150 20
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4BE H—IVIYV RSV 4MA KD,

4BE 4-Flute Ball End Mills

#E=HSS-Co
R2.0~R10.0 (SkH57) ) &‘\__I
R10.5 It (SkH56) wta ¢ =

F#=4 0 -

U—RE=GIRN30° <

HERNE=0~—0.03

RRZ==+0.025 O A LDAEDEL  RITTOH EFHERSCBNTVET .

.;iy@uzggg\ﬂ\g&% |’4BE ERJ For inner radius. Better regidity than 2-flute.
BUE R [HED)|IRWO | £R(L) [J/hE(d) BUE R |FRD)| RO | £R(L) |)/0E(d)
ABE 2 4 20 | 70 6 4ABE 165 | 33 80 | 180 | 32
ABE 25 5 25 | 85 6 ABE 17 34 80 | 180 | 32
ABE 3 6 30 | 90 6 ABE 175 | 35 80 | 180 | 32
ABE 35 7 30 | 95 8 ABE 18 36 80 | 180 | 32
ABE 4 8 35 100 8 ABE 185 | 37 85 | 185 | 32
ABE 45 9 40 | 115 | 10 ABE 19 38 85 | 185 | 32
ABE 5 10 40 | 115 | 10 4BE 195 | 39 85 | 185 | 32
ABE 55 11 45 | 120 | 12 ABE | 20 40 85 | 185 | 32
ABE 6 12 45 120 | 12 ABE | 205 | 41 100 | 220 | 32
ABE 6.5 13 50 | 125 | 12 4ABE | 21 42 | 100 | 220 | 32
ABE 7 14 50 | 125 | 12 4BE | 215 | 43 | 100 | 220 | 32
ABE 75 15 55 | 135 | 16 4BE | 22 44 | 100 | 220 | 32
ABE 8 16 55 135 | 16 4BE | 225 | 45 | 100 | 220 | 32
ABE 85 17 60 | 145 | 16 ABE | 23 46 | 100 | 220 | 32
ABE 9 18 60 | 145 | 16 ABE | 24 48 | 100 | 220 | 32
ABE 95 19 65 | 150 | 20 ABE | 25 50 | 100 | 220 | 32
ABE 10 20 65 150 | 20 4ABE | 26 52 | 120 | 240 | 32
ABE 105 | 21 65 | 150 | 20 4BE | 27 54 | 120 | 240 | 32
ABE 11 22 65 150 | 20 4BE | 275 | 55 | 120 | 240 | 32
ABE 115 | 23 70 | 160 | 25 4ABE | 28 56 | 120 | 240 | 32
ABE 12 24 70 | 160 | 25 ABE | 29 58 | 120 | 240 | 32
ABE 125 | 25 70 | 160 | 25 4ABE | 30 60 | 120 | 240 | 32
ABE 13 26 70 | 160 | 25
ot |14 [ o5 | 78 [Too | o5 | OEXPIFRERHE [4BE 1/47R)
4BE | 145 | 29 | 75 | 165 | 25 O1VFTAX
ABE 15 30 75 165 | 25 RUZE R | X&(D) IRW) | £RWL) [37#&()
4BE 155 | 31 80 | 180 | 32 4BE | 1/4 |127 50 125 | 12
4BE 16 32 80 | 180 | 32 4BE | 5/16 |15.875| 55 135 | 16

4BE 3/8 19.05 65 150 20
4BE 1/2 [254 70 160 25
4BE 5/8 |31.75 80 180 32

I Bk | R | 5% | TEH | RER 27 /VATIies iSE FrUeE| MRGE | &S
FC.FCD | S50C | SCM | SKD | NAK |SUS304| Al Cu |TiBA4V £ ~Ix)ly ABS

EE| - - - - - AR
RUZE 2| ~350HB |~ 200HB|~ 250HB |~ 35HRC|~ 45HRC |~ 35HRC gasy
4BE O @) ©) ©) ©) ©) ©)




2LS-BE OYJY+YIR=IbIY R 28F

#E=HSS-Co(SKH57)

NE=21

U—RE=HFEN30°
HERZE=0~—0.03

R1ZE=+0.025

@I fI=2E R.ME [4BE 2R]

NT2

&

SN

2LS-BE 2-Flute Long Shank Ball End Mills

SINCE 1935

CEKDD,

@1’

OLSBEOERMTICHLLEOYIFATDIR—ILIVRIIL

Useful in wide range for the mold works. Inner raidus and deep cut for long shank.

BE R [IRD)| IO | £RAL) |H2E0) BE R | JED)| AIR®O) | 2RWL) |ys#E(d)
2LS-BE | 3 6 30 130 6 2LS-BE | 8.5 17 60 | 220 16
2LS-BE | 3.25 6.5 35 130 6 2LS-BE | 8.75 175 60 | 220 16
2LS-BE | 35 7 35 130 6 2LS-BE | 9 18 60 | 220 16
2LS-BE | 3.75 7.5 35 130 8 2LS-BE | 9.25 18.5 65 | 220 16
2LS-BE | 4 8 35 130 8 2LS-BE | 9.5 19 65 | 220 16
2LS-BE | 4.25 8.5 40 130 8 2LS-BE | 9.75 19.5 65 | 220 20
2LS-BE | 45 9 40 130 8 2LS-BE | 10 20 65 | 260 20
2LS-BE | 4.75 9.5 40 130 10 2LS-BE | 10.25 | 20.5 65 | 260 20
2LSBE | 5 10 40 170 10 2LS-BE | 10.5 21 65 | 260 20
2LS-BE | 5.25 10.5 45 170 10 2LS-BE | 10.75 | 21.5 65 | 260 20
2LS-BE | 55 11 45 170 10 2LS-BE | 11 22 65 | 260 20
2LS-BE | 5.75 11.5 45 170 12 2LS-BE | 11.5 23 65 | 260 20
2LS-BE | 6 12 45 170 12 2LS-BE | 12 24 70 | 260 20
2LS-BE | 6.25 12.5 50 170 12 2LS-BE | 12.5 25 70 | 260 25
2LS-BE | 6.5 13 50 170 12 2LS-BE | 13 26 70 | 260 25
2LS-BE | 6.75 13.5 50 170 12 2LS-BE | 13.5 27 70 | 260 25
2LS-BE | 7 14 50 170 12 2LS-BE | 14 28 75 | 260 25
2LS-BE | 7.25 14.5 55 170 12 2LS-BE | 14.5 29 75 | 260 25
2LS-BE | 7.5 15 55 170 12 2LS-BE | 15 30 75 | 260 25
2LS-BE | 7.75 15.5 55 170 16 2LS-BE | 16 32 80 | 300 32
2LS-BE | 8 16 55 220 16 2LS-BE | 20 40 100 | 320 32
2LS-BE | 8.25 16.5 60 220 16

AL Bk | R | S | TR | RER 27 /VATIies SE FrUes| MRGE | &S
FC.FCD | S50C | SCM SKD NAK |SUS304| Al Cu |TiBAI4V £/ >~3dx)y ABS

RUZE BERZ | ~ 350HB |~ 200HB|~ 250HB |~ 35HRC |~ 45HRC |~ 35HRC ;é%é@
2LS-BE ©) ©) ©) ©) O ©)
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4LS-BE OYI vV IR=IVIYVFIIL48A

4LS-BE 4-Flute Long Shank Ball End Mills

#E=HSS-Co(SKH57)

HE=41

U—RE=HFEN30"

HERRZE=0~—-0.03

R1ZE=+0.025

O28AKLDAIENEL . RIIT O EIFTHEFRFICEBN TV,

SINCE 1935

CEKDD,

NT4 )

W e ——

D
|
&

avovvyo,

.;EYWJ:;_—@%\ R\ﬁ% |’4L8_BE 1 55RJ For inner radius. Deep cut for long shank. Better regidity than 2-flute.

BUEE R [JIRD)|IRW) | £RL) M) B R [HED)|IRWO | £R(L) [JhE(d)
4LSBE | 155 | 31 80 | 300 | 32 4LSBE| 195 | 39 | 100 | 320 | 32
4LSBE | 16 32 | 80 | 300 | 32 4LS-BE | 20 40 | 100 | 320 | 32
4LSBE | 165 | 33 | 80 | 300 | 32 4LSBE | 21 42 | 100 | 320 | 42
4LSBE | 17 34 | 80 | 300 | 32 4LSBE | 22 44 | 100 | 320 | 42
4LSBE | 175 | 35 | 80 | 300 | 32 4LSBE | 225 | 45 | 125 | 320 | 42
4LSBE | 18 36 | 80 | 300 | 32 4LSBE | 23 46 | 125 | 320 | 42
4LSBE | 185 | 37 | 80 | 300 | 32 4LS-BE | 24 48 | 125 | 320 | 42
4LSBE | 19 38 | 100 | 320 | a2 4LSBE | 25 50 | 125 | 320 | 42

AL % | | S | TEM | SAEM R7VVATVIEE| RS (FIUES| MEGE | BiiE
FCFCD | S50C | SCM | SKD | NAK [SUS304| Al Cu |TiBAI4V VIRl ABS

EE| N N N N N H5 A8

i = | ~ 350HB |~ 200HB|~ 250HB |~ 35HRC |~ 45HRC |~ 35HRC e
41.S-BE O O O O O O O




XLS-BE ®OYI Y+ Iik=IIY R 2HH

XLS-BE 2-Flute Extra Long Shank Ball End Mills

#E=HSS-Co(SKH56)
U—RA=HIRN30°
RAZE=%+0.025

HE=21

HERZE=0~—0.03

SINCE 1935

®

NT2 ¢ —
@ 0 7
&

1

o
i

OLESEEOERMTICRBLEOYIVv2 05147,

I,

.;IY@J:;__@%\ R\ g&% FXLs_BE SRJ For extremely long shank, efficient for inner raidus on the mold works.
i R [ FED) | IR | =&L) ¥ i R |JED)| IR0 | £RL) W&
XLS-BE 3 6 30 150 6 XLS-BE 8.5 17 60 250 16
XLS-BE 3.5 7 35 150 6 XLS-BE S 18 60 250 16
XLS-BE 4 8 35 150 8 XLS-BE 9.5 19 65 250 16
XLS-BE 4.5 g 40 150 8 XLS-BE| 10 20 65 300 20
XLS-BE 5 10 40 200 10 XLS-BE| 11 22 65 300 20
XLS-BE 55 11 45 200 10 XLS-BE | 12 24 70 300 20
XLS-BE 6 12 45 200 12 XLS-BE| 125 25 70 300 25
XLS-BE 6.5 13 50 200 12 XLS-BE| 13 26 70 300 25
XLS-BE 7 14 50 200 12 XLS-BE | 14 28 75 300 25
XLS-BE 7.5 15 55 200 12 XLS-BE| 15 30 75 300 25
XLS-BE 8 16 55 250 16
IS w n 'S Wy SINCE 1935
LF-BE OYJAK—ILIY RV 2 WA .
LF-BE 2-Flute Long Flute Ball End Mills
#E=HSS-Co(SKH57) =< st 5 -
U—RE=HREN30° L
RAZE=10.025 w2 .
HH=24 D e — g

HERZE=0~—-0.03

LS

OHRZRL L. KOLEESINITICERETLIciRi—ILIVR=),

.;ijz{guzggg\ R. gﬂ% |'|_|:_BE SRJ Efficient for extremely long cutting flute length. Inner raidus works.
BUE R | IED)| IR0 | £RWL) |yw5#E(d) B R |JIED)|IREO) | £R(L) W&
LF-BE 3 6 50 150 6 LF-BE 9 18 100 200 16
LF-BE 3.5 7 50 150 6 LF-BE EL5 19 100 200 16
LF-BE 4 8 50 150 8 LF-BE 10 20 100 200 20
LF-BE 4.5 9 50 150 8 LF-BE 10.5 21 100 200 20
LF-BE 5 10 60 150 10 LF-BE 11 22 120 250 20
LF-BE 5.5 11 60 150 10 LF-BE 11.5 23 150 250 20
LF-BE 6 12 60 150 12 LF-BE 12 24 150 250 20
LF-BE 6.5 13 70 150 12 LF-BE 12.5 25 150 250 25
LF-BE 7 14 70 150 12 LF-BE 15 30 150 300 25
LF-BE 7.5 15 80 200 12 LF-BE 17.5 35 150 350 32
LF-BE 8 16 100 200 16 LF-BE 20 40 150 350 32
LF-BE 8.5 17 100 200 16
A gk | Rl | S | TS |REWM A7UVAFIIEE MEE [FIUAE| MBEE | S
FC.FCD | S50C | SCM SKD | NAK |SUS304| Al Cu |TiBAI4VH>Ix)y ABS
5%~ | ~ 350HB |~ 200HB |~ 250HB |~ 35HRC |~ 45HRC |~ 35HRC 2228
XLS-BE O O O O O O O
LF-BE O O O O O O O
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NBE F—I\—XYyIiRK—=ILIY RZI

#ME=HSS-Co (#¥37K/\1X)
H#H=R=12.5 CKN)

Rz15 (4%¥)

U—RE=HFEN30°
HNERZ=0~—0.05

NBE Tapered Neck Ball End Mills

SINCE 1935

CEKDD,

RAE=+0.025 SN
S
ORIFAEEMDRREDA. K\ RZRV., —iREHSTEE . #HIF CLEEE .
./Ijz{lj”:;__ﬂ%‘ R‘gﬂﬁ rNBE 1 _5RJ For deep and tapered milling. Wide operations for powdered cobalt 8% HSS.
i R | JIED)| IR®) | £2R(L) |&E(d) BIE R [ FRD)|IR® | £&WL) ()
NBE 1.5 3 8 160 10 NBE 7 14 26 300 25
NBE 2 4 8 180 12 NBE 8 16 30 300 32
NBE 2.5 5 10 200 12 NBE 9 18 34 350 32
NBE 3 6 12 220 16 NBE 10 20 38 350 32
NBE 4 8 14 245 16 NBE 12.5 25 50 350 32
NBE 5 10 18 260 20 | x| NBE 15 30 55 350 42
NBE 6 12 22 280 25 | x[__NBE 20 40 65 400 42
*fl 15R 20R 4#H
AL #hix | REM | S | TEHW | HEH A7 VA7 SR FIUAS | MBSE | Bl
FC.FCD | SBOC | SCM | SKD | NAK [SUS304| Al Cu |TiBAI4V ~Idx)4 ABS
RUZE B ~ 350HB |~ 200HB|~ 250HB |~ 35HRC|~ 45HRC|~ 35HRC ;é%é@
NBE O O O O O O O




2RBE SYFPAIY RIZIL28A

2RBE 2-Flute Radius Ball End Mills

#B=HSS-Co(skH56)

H#=2W

U—RA=HGHRN30"
HAERRE=0~—0.03
RZE=%0.025

-

o - —————

||

o

O—F—ICDHRZHEL. Ml lCEBNEZELRII T ZEL,

SINCE 1935

®

Better rigidity for radius at just corner of end mill.

@I PI=EE FE.R.HE [2RBE 3x0.5R]

BE [ JED) | R [FIR®O|Z2RL) W& BE (JEO) | R [IREO | 2RO WwIEE)
2RBE 3 0.5 10 53 6 2RBE 11 2.5 28 90 12
2RBE 3 0.75 10 53 6 2RBE 11 3 28 90 12
2RBE 3 1 10 53 6 2RBE 11 4 28 90 12
2RBE 4 0.5 12 59 6 2RBE 12 0.5 30 90 12
2RBE 4 0.75 12 59 6 2RBE 12 0.75 | 30 90 12
2RBE 4 1 12 59 6 2RBE 12 1 30 90 12
2RBE 5 0.5 14 59 6 2RBE 12 1.5 30 90 12
2RBE 5 0.75 14 59 6 2RBE 12 2 30 90 12
2RBE 5 1 14 59 6 2RBE 12 2.5 30 90 12
2RBE 5 1.5 14 59 6 2RBE 12 3 30 90 12
2RBE 6 0.5 16 59 6 2RBE 12 4 30 90 12
2RBE 6 0.75 16 59 6 2RBE 12 5 30 90 12
2RBE 6 1 16 59 6 2RBE 13 0.5 35 100 12
2RBE 6 1.5 16 59 6 2RBE 13 0.75 | 35 100 12
2RBE 6 2 16 59 6 2RBE 13 1 35 100 12
2RBE 7 0.5 18 59 6 2RBE 13 1.5 35 100 12
2RBE 7 0.75 18 59 6 2RBE 13 2 35 100 12
2RBE 7 1 18 59 6 2RBE 13 2.5 35 100 12
2RBE 7 1.5 18 59 6 2RBE 13 3 35 100 12
2RBE 7 2 18 59 6 2RBE 13 4 35 100 12
2RBE 8 0.5 20 75 8 2RBE 13 5 35 100 12
2RBE 8 0.75 20 75 8 2RBE 14 0.5 35 100 12
2RBE 8 1 20 75 8 2RBE 14 0.75 | 35 100 12
2RBE 8 1.5 20 75 8 2RBE 14 1 35 100 12
2RBE 8 2 20 75 8 2RBE 14 1.5 35 100 12
2RBE 8 2.5 20 75 8 2RBE 14 2 35 100 12
2RBE 8 3 20 75 8 2RBE 14 2.5 35 100 12
2RBE 9 0.5 22 80 10 2RBE 14 3 35 100 12
2RBE 9 0.75 22 80 10 2RBE 14 4 35 100 12
2RBE 9 1 22 80 10 2RBE 14 5 35 100 12
2RBE 9 1.5 22 80 10 2RBE 15 0.5 40 105 16
2RBE 9 2 22 80 10 2RBE 15 0.75 | 40 105 16
2RBE 9 2.5 22 80 10 2RBE 15 1 40 105 16
2RBE 9 3 22 80 10 2RBE 15 1.5 40 105 16
2RBE 10 0.5 25 80 10 2RBE 15 2 40 105 16
2RBE 10 0.75 25 80 10 2RBE 15 2.5 40 105 16
2RBE 10 1 25 80 10 2RBE 15 3 40 105 16
2RBE 10 1.5 25 80 10 2RBE 15 4 40 105 16
2RBE 10 2 25 80 10 2RBE 15 5 40 105 16
2RBE 10 2.5 25 80 10 2RBE 16 0.5 40 105 16
2RBE 10 3 25 80 10 2RBE 16 0.75 | 40 105 16
2RBE 11 0.5 28 90 12 2RBE 16 1 40 105 16
2RBE 11 0.75 28 90 12 2RBE 16 1.5 40 105 16
2RBE 11 1 28 90 12 2RBE 16 2 40 105 16
2RBE 11 1.5 28 90 12 2RBE 16 2.5 40 105 16
2RBE 11 2 28 90 12 2RBE 16 3 40 105 16

94

=7\ H



CSRT-A #ZEUIN—ZHvy—

NE | FA |3—F-R IR | IR | BR | &k |YvVIR SNE | FA |O-F-R| IR | /M2 | BR | &k |VvVIR
(oD) | (8) R) (2) |(@oD1)| (22) | (L) | (®d) (oD) | (8) (R) (2) |(@D1)| (22) | (L) | (od)
S| G | comen | Ga, | M| e | oo | e e | cn | conn | (S| | et | g | s

- 8 4.86 4 50 6 - 20 9.651 [ 70 10
0.5° 0.3 8 4.866 4 50 6 0.5° 0.3 20 9.656 [ 70 10
0.5 8 4.869 4 50 6 0.5 20 9.66 6 70 10
= 8 4.721 4 50 6 = 20 9.302 6 70 10
1° 0.3 8 4.731 4 50 6 1° 0.3 20 9.312 6 70 10
0.5 8 4.741 4 50 6 0.5 20 9.32 [ 70 10
- 8 4.581 4 50 6 - 20 8.953 6 70 10
1.5° 0.3 8 4.597 4 50 6 1.5° 0.3 20 8.968 6 70 10
0.5 8 4.608 4 50 6 0.5 20 8.979 [ 70 10
= 8 4.441 4 50 6 = 20 8.603 6 70 10
5 2° 0.3 8 4.463 4 50 6 10 2° 0.3 20 8.624 [ 70 10
0.5 8 4.477 4 50 6 0.5 20 8.639 6 70 10
- 8 4.161 4 50 6 - 20 7.904 [ 70 10
3° 0.3 8 4.194 4 50 6 3° 0.3 20 7.936 [ 70 10
0.5 8 4.215 4 50 6 0.5 20 7.957 6 70 10
= 8 3.881 4 50 6 = 20 7.203 [ 70 10
4° 0.3 8 3.925 4 50 [¢) 4° 0.3 20 7.246 6 70 10
0.5 8 3.954 4 50 6 0.5 20 7.275 [ 70 10
- 8 3.6 4 50 6 - 20 6.5 6 70 10
5° 0.3 8 3.655 4 50 6 5° 0.3 20 6.555 [ 70 10
0.5 8 3.691 4 50 6 0.5 20 6.592 [ 70 10
- 10 5.825 4 50 [ = 25 11.564 [ 70 12
0.5° 0.3 10 5.831 4 50 6 0.5° 0.3 25 [11.569 [ 70 12
0.5 10 5.834 4 50 [¢) 0.5 25 11.572 [¢) 70 12
- 10 5.651 4 50 6 - 25 11.127 6 70 12
1° 0.3 10 5.661 4 50 [¢) 1° 0.3 25 11.139 ) 70 12
0.5 10 5.669 4 50 6 0.5 25 11.148 6 70 12
= 10 5.476 4 50 6 = 25 110.691 [ 70 12
1.5° 0.3 10 5.492 4 50 [ 1.5° 0.3 25 10.707 6 70 12
0.5 10 5.503 4 50 6 0.5 25 110.717 [ 70 12
- 10 5.302 4 50 6 - 25 10.254 6 70 12
6 2° 0.3 10 5.323 4 50 6 12 2° 0.3 25 110.275 [ 70 12
0.5 10 5.337 4 50 [¢) 0.5 25 110.289 6 70 12
= 10 4.952 4 50 [ = 25 9.38 [ 70 12
3° 0.3 10 4.984 4 50 6 & 0.3 25 9.412 [ 70 12
0.5 10 5.006 4 50 [ 0.5 25 9.433 [ 70 12
- 10 4.601 4 50 6 - 25 8.504 [ 70 12
4° 0.3 10 4.645 4 50 [ 4° 0.3 25 8.547 6 70 12
0.5 10 4.674 4 50 6 0.5 25 8.576 [ 70 12
- 10 4.25 4 50 6 = 25 7.626 6 70 12
& 0.3 10 4.305 4 50 6 5 0.3 25 7.68 [ 70 12
0.5 10 4.342 4 50 6 0.5 25 7.717 [ 70 12
- 15 7.738 4 60 8
0.5° 0.3 15 7.743 4 60 8
0.5 15 7.747 4 60 8
= 15 7.476 4 60 8
1° 0.3 15 7.489 4 60 8
0.5 15 7.497 4 60 8
- 15 7.214 4 60 8
1.5° 0.3 15 7.23 4 60 8
0.5 15 7.241 4 60 8
- 15 6.952 4 60 8
8 2° 0.3 15 6.974 4 60 8
0.5 15 6.988 4 60 8
- 15 6.428 4 60 8
3° 0.3 15 6.46 4 60 8
0.5 15 6.482 4 60 8
= 15 5.902 4 60 8
4° 0.3 15 5.946 4 60 8
0.5 15 B 4 60 8
- 15 5.375 4 60 8
5° 0.3 15 5.43 4 60 8
0.5 15 5.467 4 60 8
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INM R

BE
| P346_|

R—JVIR=)V Ball End mill

@D
j
¢d

SN ‘

N R D d
(Tolerance) 0.5~1.25 £0.01| 1.3~16.5 i0.0Z‘ 17~20 £0.05| 21~40 =£0.1 |%£0.01| h7

BRAERIL35 2 SKHE57
Helix Angle-Right35° Number of Flute:2 HSS-Co.

& TR BSESS 2R PANZZL & HE PSESS 2K DAL
(oD) (2) L) (od) (oD) (2) L) (od)
: S B § oo e S et e
0.5 1 2.5 55 6 2.7 5.4 12 80 6
0.55 1.1 2.5 55 ) 2.75 5.5 12 80 6
0.6 1.2 2.5 55 ) 2.8 5.6 12 80 6
0.65 1.3 4 55 6 2.85 5.7 12 80 6
0.7 1.4 4 55) 6 2.9 5.8 12 80 6
0.75 15 4 55) [ 2.95 5% 12 80 6
0.8 1.6 4 55 6 3 6 12 80 6
0.85 1.7 4 55} [ 3.05 6.1 16 100 8
0.9 1.8 5 55 6 3.1 6.2 16 100 8
0.95 1.9 5 55 [ 3.15 6.3 16 100 8
1 2 5 55 6 3.2 6.4 16 100 8
1.05 2.1 7 60 6 3.25 6.5 16 100 8
1.1 2.2 7 60 6 3.3 6.6 16 100 8
1.15 2.3 7 60 6 3.35 6.7 16 100 8
1.2 2.4 7 60 ) 3.4 6.8 16 100 8
1.25 2.5 7 60 6 3.45 6.9 16 100 8
1.3 2.6 7 60 6 3.5 7 16 100 8
1.35 2.7 7 60 6 .55 7.1 16 100 8
1.4 2.8 7 60 6 3.6 7.2 16 100 8
1.45 2.9 7 60 6 3.65 7.3 16 100 8
1.5 3 7 60 6 3.7 7.4 16 100 8
1.55 3.1 8 70 [ 3.75 745 16 100 8
1.6 3.2 8 70 6 3.8 7.6 16 100 8
1.65 3.3 8 70 ) 3.85 7.7 16 100 8
1.7 3.4 8 70 6 3.9 7.8 16 100 8
1.75 3.5 8 70 [ 3.95 7.9 16 100 8
1.8 3.6 8 70 6 4 8 16 100 8
1.85 3.7 8 70 6 4.05 8.1 20 110 10
1.9 3.8 8 70 [ 4.1 8.2 20 110 10
1.95 3.9 8 70 6 4.15 8.3 20 110 10
2 4 8 70 ) 4.2 8.4 20 110 10
2.05 4.1 10 80 6 4.25 8.5 20 110 10
2.1 4.2 10 80 [ 4.3 8.6 20 110 10
2.15 4.3 10 80 6 4.35 8.7 20 110 10
2.2 4.4 10 80 6 4.4 8.8 20 110 10
2.25 4.5 10 80 6 4.45 8.9 20 110 10
2.3 4.6 10 80 6 4.5 9 20 110 10
2.35 4.7 10 80 ) 4.55 9.1 20 110 10
2.4 4.8 10 80 6 4.6 9.2 20 110 10
2.45 4.9 10 80 ) 4.65 9.3 20 110 10
2.5 5 10 80 6 4.7 9.4 20 110 10
2.55 5.1 12 80 6 4.75 9.5 20 110 10
2.6 5.2 12 80 6 4.8 9.6 20 110 10
2.65 5.3 12 80 6 4.85 9.7 20 110 10
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INM R

BEL —

OYIMR—IVIRZIV Long Ball End Mmill

1)
@D
j
od

N R D d
(Tolerance) 0.5~1.25 i0.01‘ 1.3~16.5 £0.02| 17~20 £0.05|£0.01| h7

BAERIL35 FE2 SKH57
Helix Angle-Right35° Number of Flute:2 HSS-Co.

& R AR 2R AL A AR AR 2R DAL
(oD) (2) w (od) (oD) (2) L) (dd)
A o | | o | : S R
0.5 1 6 60 6 5 10 40 130 10
0.55 1.1 6 60 6 5.5 11 40 130 12
0.6 1.2 8 60 6 6 12 40 130 12
0.65 1.3 8 60 6 6.5 13 45 130 12
0.7 1.4 8 60 6 7 14 45 130 12
0.75 1.5 8 60 6 7.5 15 50 130 12
0.8 1.6 10 60 6 8 16 60 150 16
0.85 1.7 10 60 6 8.5 17 65 160 16
0.9 1.8 10 60 6 9 18 65 160 16
0.95 1.9 10 60 6 9.5 19 65 160 16
1 2 10 60 6 10 20 80 170 20
1.5 3 15 70 6 10.5 21 80 170 20
2 4 20 80 6 1 22 90 180 20
2.5 5 20 90 6 12 24 100 190 20
3 6 25 100 6 12.5 25 100 190 25
3.5 7 30 120 8 15 30 120 210 25
4 8 30 120 8 17.5 35 130 250 32
4.5 9 35 120 8 20 40 130 250 32
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INM A

BELS

OYI v OM—IVIRZIV Long Shank Ball End Mill

oD
j
¢d

l
N R D d
(Tolerance) 3~16 +002] 17~20 +0.05/+0.01] h7
FEINHERIL35 2 SKH57
Helix Angle-Right35° Number of Flute:2 HSS-Co.
A TR AR 2R IR A g AR 2R DAL
(oD) (2) (W) (od) (oD) (2) L (od)
- T e | | o | o

3 6 12 130 6 7 14 28 180 12
3.1 6.2 16 150 6 7.5 15 28 180 12
3.2 6.4 16 150 6 8 16 30 220 16
3.25 6.5 16 150 6 8.5 17 32 220 16
3.3 6.6 16 150 6 9 18 34 220 16
3.4 6.8 16 150 6 9.5 19 36 250 16
3.5 7 16 150 6 10 20 38 250 20
3.6 7.2 16 150 6 10.5 21 45 250 20
3.7 7.4 16 150 6 11 22 45 250 20
3.75 7.5 16 150 6 11.5 23 45 250 20
3.8 7.6 16 150 6 12 24 50 250 20
3.9 7.8 16 150 6 12.5 25 50 250 25
4 8 16 150 8 13 26 50 250 25
4.25 8.5 20 150 8 14 28 55 250 25
4.5 9 20 150 8 15 30 55 250 25
5 10 20 160 10 16 32 60 250 32
5.25 10.5 22 160 10 17 34 60 250 32
5.5 11 22 160 10 17.5 35 65 300 32
6 12 24 180 12 18 36 65 300 32
6.5 13 26 180 12 19 38 65 300 32

20 40 65 300 32
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INM R

HPBE

HPMMR—JVI> R=)V HPm Ball End mill

K

N R D d
(Tolerance) 0.5~1.25 i0.0']‘ 1.3~16.5 £0.02| 17~20 £0.05|£0.01| h7

GXEXRIL35 A2 HFR/NAX
Helix Angle-Right35° Number of Flute:2 Powder Metallurgy

& R AR 2R DAL A AR AR 2R DAL
(oD) (2) L) (od) (oD) (2) L) (dd)
§ el e : S R
0.5 1 2.5 70 6 3.8 7.6 16 120 8
0.55 1.1 2.5 70 6 3.9 7.8 16 120 8
0.6 1.2 2.5 70 6 4 8 16 120 8
0.65 1.3 2.5 70 6 4.1 8.2 20 120 10
0.7 1.4 4 70 6 4.2 8.4 20 120 10
0.75 1.5 4 70 6 4.25 8.5 20 120 10
0.8 1.6 4 70 6 4.3 8.6 20 120 10
0.85 1.7 4 70 6 4.4 8.8 20 120 10
0.9 1.8 5 70 6 4.5 9 20 120 10
0.95 1.9 5 70 6 4.6 9.2 20 130 10
1 2 5 70 6 4.7 9.4 20 130 10
1.1 2.2 7 80 6 4.75 9.5 20 130 10
1.2 2.4 7 80 6 4.8 9.6 20 130 10
1.25 2.5 7 80 6 4.9 9.8 20 130 10
1.3 2.6 7 80 6 5 10 20 130 10
1.4 2.8 7 80 6 5.1 10.2 22 130 12
1.5 3 7 80 6 5.2 10.4 22 130 12
1.6 3.2 8 90 6 5.25 10.5 22 130 12
17 3.4 8 90 6 5.3 10.6 22 130 12
1.75 3.5 8 90 6 5.4 10.8 22 130 12
1.8 3.6 8 90 6 5.5 11 22 130 12
1.9 3.8 8 90 6 5.6 11.2 24 140 12
2 4 8 90 6 5.7 11.4 24 140 12
21 4.2 10 100 6 5.75 11.5 24 140 12
2.2 4.4 10 100 6 5.8 11.6 24 140 12
2.25 4.5 10 100 6 5.9 11.8 24 140 12
2.3 4.6 10 100 6 6 12 24 140 12
2.4 4.8 10 100 6 6.1 12.2 26 150 12
2.5 5) 10 100 6 6.2 12.4 26 150 12
2.6 5.2 12 100 6 6.25 12.5 26 150 12
2.7 5.4 12 100 6 6.3 12.6 26 150 12
2.75 55 12 100 6 6.4 12.8 26 150 12
2.8 5.6 12 100 6 6.5 13 26 150 12
2.9 5.8 12 100 6 6.6 13.2 26 150 12
3 6 12 100 6 6.7 13.4 26 150 12
3.1 6.2 16 120 8 6.75 13.5 26 150 12
3.2 6.4 16 120 8 6.8 13.6 26 150 12
3.25 6.5 16 120 8 6.9 13.8 26 150 12
3.3 6.6 16 120 8 7 14 26 150 12
3.4 6.8 16 120 8 7.1 14.2 28 150 12
3.5 7 16 120 8 7.2 14.4 28 150 12
3.6 7.2 16 120 8 7.25 14.5 28 150 12
3.7 7.4 16 120 8 7.3 14.6 28 150 12
3.75 7.5 16 120 8 7.4 14.8 28 150 12

313 M EIKO Cutting Tool All Lineup



HPBE HPMAK—ILIVR=)L

& AR AR ESSS DR ~E AR PSESS 2R IR
(oD) (2) L (od) (D) (2) L (od)
§ oo | Ga | omw | e § o |8 | o |
7.5 15 28 150 12 11.2 22.4 45 190 20
7.6 15.2 30 170 16 11.25 22.5 45 190 20
7.7 15.4 30 170 16 11.3 22.6 45 190 20
7.75 15.5 30 170 16 11.4 22.8 45 190 20
7.8 15.6 30 170 16 115 23 45 190 20
7.9 15.8 30 170 16 11.6 23.2 50 190 20
8 16 30 170 16 11.7 23.4 50 190 20
8.1 16.2 32 170 16 11.75 23.5 50 190 20
8.2 16.4 32 170 16 11.8 23.6 50 190 20
8.25 16.5 32 170 16 11.9 23.8 50 190 20
8.3 16.6 32 170 16 12 24 50 190 20
8.4 16.8 32 170 16 12.1 24.2 50 210 25
8.5 17 34 170 16 12.2 24.4 50 210 25
8.6 17.2 34 170 16 12.25 24.5 50 210 25
8.7 17.4 34 170 16 12.3 24.6 50 210 25
8.75 17.5 34 170 16 124 24.8 50 210 25)
8.8 17.6 34 170 16 12.5 25 50 210 25
8.9 17.8 34 170 16 12.6 25.2 50 210 25
9 18 34 170 16 12.7 25.4 50 210 25
9.1 18.2 36 190 16 12.75 25.5 50 210 25
9.2 18.4 36 190 16 12.8 25.6 50 210 25
9.25 18.5 36 190 16 12.9 25.8 50 210 25
9.3 18.6 36 190 16 13 26 50 210 25)
9.4 18.8 36 190 16 13.5 27 55) 210 25
9.5 19 36 190 16 14 28 55 210 25
9.6 19.2 38 190 20 14.5 29 55 210 25
9.7 19.4 38 190 20 15 30 55 210 25
9.75 19.5 38 190 20 15.5 31 60 210 32
9.8 19.6 38 190 20 16 32 60 210 32
9.9 19.8 38 190 20 16.5 33 60 210 32
10 20 38 190 20 17 34 60 210 32
10.1 20.2 42 190 20 17.5 85} 65 230 32
10.2 20.4 42 190 20 18 36 65 230 32
10.25 20.5 42 190 20 18.5 37 65 230 32
10.3 20.6 42 190 20 19 38 65 230 32
10.4 20.8 42 190 20 19.5 39 65 230 32
10.5 21 42 190 20 20 40 65 230 32
10.6 21.2 45 190 20
10.7 21.4 45 190 20
10.75 21.5 45 190 20 1/8 6.35 16 120 8
10.8 21.6 45 190 20 1/4 12.7 26 150 12
10.9 21.8 45 190 20 3/8 19.05 38 190 20
11 22 45 190 20 1/2 25.4 50 210 25
11.1 22.2 45 190 20 5/8 31.75 60 210 25
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INM R

HPTBE

F—I\—R—)VIR=Z)V T1aper Ball End Mmill

a
R 0° <
- \
e ——————— | 3
.
L
\
/A% (Tolerance) | R: +0.02| ¢: *5' d: h7
GXIEXRIL30° A2 mFR/NAX
Helix Angle-Right30° Number of Flute:2 Powder Metallurgy
ik ap=:| AR PNES 2R | IvVOR ik Jay=:| AR PGS 2R | YvVoR
8) (e) (oD2) (®) (®d) (8) (2) (oD2) w (od)
R Taper Cut Diameter Overall Shank R Taper Cut Diameter Overall Shank
Angle Length at Large End Length Dia. Angle Length at Large End Length Dia.
30 4 1.06 45 6 1° 30' 25 4.23 80 6
1° 4 112 45 [ 2° 25 4.64 85 )
1° 30 4 1.18 45 6 2°30' 25 5.05 85 6
2° 4 1.25 45 [¢) 3° 25 5.47 85 [¢)
2° 30 4 1.31 45 6 1.5 4° 25 6.29 85 6
0.5 & 4 1.37 45 6 5° 25 7.12 90 8
4° [ 1.77 45 [ 7° 25 8.79 95 10
5° 6 1.97 45 6 10° 25 11.33 100 12
7° [ 2.35 45 [ 15° 25 15.69 100 16
10° 6 2.95 45 6 30 30 3.99 90 6
15° [¢) 3.98 45 [¢) 1° 30 4.49 90 [¢)
30 8 1.63 50 6 1° 30' 30 4.98 90 6
1° 8 1.75 50 6 2° 30 5.48 95 6
1°30' 8 1.88 50 6 2° 30 30 5.97 95 6
2° 8 2.01 50 6 1.75 3% 30 6.47 95 6
2° 30 8 2.13 50 6 4° 30 7.46 95 8
0.75 3° 8 2.26 50 6 5° 30 8.46 95 8
4° 10 2.8 65 [¢) 7° 30 10.46 100 10
5° 10 3.12 65 6 10° 30 13.52 100 12
7° 10 3.78 65 [¢) 15° 30 18.76 100 20
10° 10 4.78 65 6 30 30 4.49 90 6
15° 10 6.5 65 6 1° 30 4.98 90 6
30' 10 2.16 515 [ 1° 30° 30 5.47 90 [¢)
1° 15 2.49 60 6 2° 30 5.96 95 8
1° 30 15 2.73 60 6 2° 30 30 6.45 95 8
2° 20 3.33 65 6 2 3° 30 6.94 95 8
2° 30 20 3.66 65 6 4° 30 7.93 95 8
1 3° 20 3.99 65 6 5° 30 8.91 100 10
4° 20 4.66 65 6 7° 30 10.9 105 12
5° 20 5.33 65 [ 10° 30 13.94 110 16
7° 20 6.68 65 6 15° 30 19.14 110 20
10° 20 8.73 70 8 30 35 5.07 100 6
15° 20 12.25 70 12 1° 35 5.64 100 6
30 25 2.91 80 6 1° 30' 35 6.21 100 6
1° 25 3.33 80 6 2° 35 6.79 110 8
1° 30' 25 3.74 80 6 2,95 2°30' 35 7.36 110 8
2° 25 4.16 85 6 : 3° 35 7.93 110 8
2° 30 25 4.57 85 6 4° 85 9.09 110 10
1.25 3° 25 4.98 85 6 &° 35 10.24 110 10
4° 25 5.83 85 6 7° 35 12.57 110 12
5° 25 6.67 85 [¢) 10° 35 16.11 120 16
7° 25 8.35 90 8 30 35 5.57 100 6
10° 25 10.91 95 10 1° 35 6.14 100 6
15° 25 15.31 100 16 25 1° 30 35 6.7 100 [
15 30 25 3.41 80 6 2° 85 7.27 110 8
: 1° 25 3.82 80 6 2°30' 85 7.84 110 8
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HPTBE —/(—HK—IL TV R=)L

& Y| IR AE 2R |YvUIR & Ay IR PGS ES S 23
(8) (@) (oD2) (B) (od) (8) (@) (oD2) ()] (od)
R Taper cut Diameter Overall Shank R Taper cut Diameter Overall Shank
Angle Length at Large End Length Dia. Angle Length at Large End Length Dia.
3° 35 8.41 110 8 5° 50 16.08 130 16
4° 35 9.56 110 8 4 7° 55 20.58 135 20
25 5° 35 10.71 110 10 10° 55 26.11 140 25
: 7° 35 13.02 110 12 15° 55 35.61 140 32
10° 85 16.54 120 16 30' 60 9.47 130 8
15° 35 22.59 120 20 1° 60 10.44 130 10
30' 40 6.15 100 6 1°30' 60 11.42 130 10
1° 40 6.8 100 6 2° 60 12.39 135 12
1°30' 40 7.45 110 8 4.25 2°30' 60 13.37 135 12
2° 40 8.1 110 8 ) 3° 60 14.35 135 16
275 2°30' 40 8.75 110 8 4° 60 16.31 135 16
: 3° 40 9.41 110 8 5° 60 18.28 140 16
4° 40 10.72 110 10 7° 62 22.74 150 20
5° 40 12.03 110 12 10° 63 29:35 155 25
7° 40 14.68 120 16 30' 60 9.96 130 10
10° 40 18.72 125 20 1° 60 10.93 130 10
30' 40 6.64 100 6 1°30' 60 11.91 130 12
1° 40 7.29 100 6 2° 60 12.88 135 12
1°30' 40 7.94 100 8 45 2°30' 60 13.85 135 12
2° 40 8.59 110 8 : 3° 60 14.82 135 16
2°30' 40 9.24 110 8 4° 60 16.78 135 16
3 3° 40 9.88 110 10 5" 60 18.74 140 20
4° 40 11.19 110 10 7° 62 23.18 150 20
5" 40 12.5 110 12 10° 63 29.76 155 25
7° 40 15.13 120 16 30' 60 10.46 130 10
10° 40 19.14 125 20 1° 60 11.43 130 12
15° 40 26.04 125 25 1°30' 60 12.39 130 12
30' 50 7.31 120 8 2° 60 13.36 135 12
1° 50 8.13 120 8 4.75 2°30' 60 14.33 135 16
1°30' 50 8.95 125 8 ’ 3F 60 15:3 {85 16
2° 50 9.76 125 8 4° 60 17.25 135 16
3.25 2°30' 50 10.58 125 10 58 60 19.2 140 20
: 3° 50 11.4 125 10 7° 62 23.63 150 25
4° 50 13.05 125 12 10° 63 30.18 155 32
5° 50 14.7 125 16 30' 60 10.96 130 10
7° 55 19.25 135 20 1° 60 11.92 130 12
10° 50) 24.85 140 25 1°30' 60 12.88 130 12
30' 50 7.81 120 8 2° 60 13.85 135 12
1° 50 8.62 120 8 2°30' 60 14.81 135 16
1°30' 50 9.43 125 10 5 3° 60 15.78 135 16
2° 50 10.25 125 10 4° 60 17.72 135 16
2°30' 50 11.06 125 12 5° 60 19.66 140 20
3.5 3° 50 11.88 125 12 7° 62 24.07 150 25
4° 50 13.52 125 12 10° 63 30.61 155 32
& 50 15.16 130 16 15° 63 41.43 155 32
7° 56 19.69 135 20 30' 60 11.45 130 12
10° 55 25.26 140 25 1° 60 12.41 130 12
15° 55 34.84 140 32 1°30' 60 13.37 130 12
30' 50 8.3 120 8 2° 60 14.33 135 16
1° 50 9.11 120 8 5.25 2°30' 60 15.29 135 16
1°30' 50 9.92 125 10 : 3° 60 16.25 135 16
2° 50 10.73 125 10 4° 60 18.18 140 16
3.75 2°30' 50 11.54 125 12 5” 60 20.12 140 20
) 3° 50 12.35 125 12 7° 65 25.25 150 25
4° 50 13.98 125 12 10° 65 31.73 155 32
5” 50 15.62 130 16 30' 60 12.94 130 12
7° 55 20.14 135 20 1° 60 13.89 130 12
10° 55 25.68 140 25 1°30' 60 14.83 130 12
30' 50 8.8 120 8 2° 60 15.78 135 16
1° 50 9.61 120 8 6 2°30' 60 16.73 135 16
1°30' 50 10.41 125 10 & 60 17.66 135 16
4 2° 50 11.22 125 10 4° 60 19.58 140 20
2°30' 50 12.02 125 12 5° 60 21.49 140 20
3° 50 12.83 125 12 7° 65 26.58 150 25
4° 50 14.45 125 16 10° 65 32.99 155 32
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<o) INRIVEREW / K=WIYFIU=X

TYRILEExEH P24 PPERE YA <y
End Mill Selection Chart Non-Coating

SSB2T TS
Bos] 30°

S(TICN) 3—F« VI I AT v I2KHAR—

S(TiCN)-Coating High Grade Powder Metallurgy H.S.S 2- FIutes BaII Nose

i e—

A
Square
N B SR \ARICSI—FT 1V IZEBLTCHOET
Gy B eHHIM DI T P REEININAAEETT
57494 5 ®/igh grade powder metallurgy HSS with S-Coating.
e B O xcellent for hardened material and stability for long continuation milling.
USRI T—UR| | REE |SEIEE7U\-FE ATUAE| B Iz TS
Ball Nose a %Eﬁ %?;2?? A%}(f) lSStttegéTS' Pre-sr'lt%rglgned Sggé?:s Cast Iron Hardened Steels AllArlr;(;ngm
EM  Work-Material .
= Selection Chart ‘ @) ‘ © ‘ O O ‘
FLSR o &fizmm
“unn o VAN:2SSB-+R Ur_ﬁt‘:mm
<
Wim = Sz WE 2R i £
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.5 1 1 50 6 [ ]
. 0.75 1.5 3 50 6 [ ]
i 1 2 4 55 6 o
Sare 2Fute 1.25 2.5 B 519 6 [ )
e 1.5 3 6 60 6 [
Sauare Mult ’ \ 2 4 8 60 6 .
IM 4 2.5 5 10 80 6 [ )
i, 2 3 6 12 90 6 °
5408 Y 3.5 7 15 100 8 [ ]
. |=~ 4 8 15 100 8 [
E 4.5 9 20 110 10 [ ]
5 10 20 110 10 [ ]
—_— 7 5.5 11 25 120 12 ()
3 6 12 25 120 12 o
L 6.5 13 25 120 12 o
& 7 14 30 150 16 O
ol 75 15 35 150 16 o
FVSE @ 8 16 35 150 16 o
o % 8.5 17 35 150 16 ®
o 9 18 35 150 16 o
N = 9.5 19 40 160 20 [ ]
- % 10 20 40 160 20 [ ]
NI 11 22 40 160 20 L
Fr Gkl 12 24 40 180 25 [ ]




High Speed Steel End Mills / Ball Nose Series SSB2T Ecval

NEXT «++++- @
iMA
BAfi:mm
Unit:mm Square
/z /z E M
iR AR 2R TS TE E
Diameter Flute Overall Shank EI: e
Length Length Diameter IJ‘ 39477
=  Roughin
125 25 50 180 25 o R
13 26 50 180 25 [ ) IVR
14 28 50 180 25 ) g) Ball Nose
15 30 55 180 25 [ o .
o
“1,=
0 EEEED rjn 7IVZH
Standard stock. Q For Aluminium
O BEREEERS S un
HBHFTBHVEELEEL. [0 HUIFH
Stacked by specified distributor. For Special
Please contact SANKO MFG.
iMFR
28H
Square 2Flute
il ESY
’ \ Square Multi
7 .
é H\'thHeI'\x
J 39479
N _
E Roughing
v
T Ball Nose
b
J
0
§o]
(0]
(0]
(o)
0]
i H
(0]
I;I For Aluminium
2 R
5 For Key Way
T
ikl
For Special

CENODIRIE, SSB2T RO &CEELEEL,



<y IAAIV BRI/ W=IIYFYY—-X
IYRIBERSE P25 Ca-7<vY  P488

End Mill Selection Chart C-Coating

skws7] R XXX
BIINYR -8.03 30°

eMAR—=ILY 3— A

2-Flutes Ball Nose Short

D Ch——

iMA
Square
Iq .
v g
57479 EIJ:
Roughing I;
USRI T—UR| | REE |SEIEE7U\-FE TUAE| B Iz TIh3EE
Ball Nose a %Eﬁ %?;2?? A%}é |Sstfeegs' Preg%rglzned Sggé?:s Cast Iron Hardened Steels AllArlr;(;rygm
=M Work-Material
= Selection Chart ‘ O ‘ O O ‘
PSR o e
... o VAN:2FB-R i
<
Wim = o WE 2R {3 £
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.5 1 1 50 6 [ ]
. 0.55 1.1 1.5 50 6 L]
i 0.6 1.2 15 50 6 O
Sare 2Fie 0.65 1.3 1.5 50 6 L]
REZ3 0.7 1.4 1.5 50 6 O
Square Mutti ’\ 0.75 ] 5 3 50 6 .
M 4 0.8 1.6 3 50 6 L]
AL 2 085 1.7 3 50 6 N
59498 Y 0.9 1.8 3 50 6 []
. I_: 0.95 1.9 4 55 6 L]
v E 1 2 4 55 6 [ ]
* 1.05 2.1 4 55 6 L]
VI 1.1 2.2 4 55 6 O
S 1.15 2.3 4 09 6 []
i 1.2 2.4 4 55 6 O
§ 1.25 2.5 5 55 5 (]
o 1.3 2.6 5 55 6 []
VSR & 1.35 2.7 5 5l5) 6 L]
S % 1.4 2.8 5 55 6 O
=28 o 1.45 2.9 6 60 6 []
N = 1.5 3 6 60 6 [ )
o c% 1.55 3.1 6 60 6 L
LA 1.6 3.2 6 60 6 L]
ke 1.65 L8 6 60 6 L]




High Speed Steel End Mills / Ball Nose Series FFB2T Feyic)

NEXT ++00+ =)
il
BfImm
Unit:mm Square
/ / # M
HE IR 2R i TE @ AR
Diameter Flute Overall Shank Stock & o
Length Length Diameter I{
1.7 3.4 6 60 6 0 fb
1.75 35 7 60 6 [
1.8 3.6 7 60 6 O B
1.85 3.7 7 60 6 ] c
1.9 3.8 7 60 6 [] 3
1.95 3.9 8 60 6 [] m
2 4 8 60 6 ® =
2.05 4.1 8 60 6 0 S pn
2.1 4.2 8 60 6 O o LA
2.15 4.3 8 60 6 ]
2.2 4.4 8 60 6 ]
2.25 4.5 9 60 6 ®
2.3 4.6 9 60 6 ]
2.35 4.7 9 60 6 []
2.4 4.8 9 60 6 ]
2.45 4.9 10 80 6 O REZ3
2 5 5 ] O 80 6 . ’\ Square Mult
2.55 5.1 12 90 6 [] 4 B
2.6 5.2 12 90 6 0 A no392
2.65 5.3 12 90 6 ] ]
2.7 5.4 12 90 6 ] [
2.75 5.5 12 90 6 () ,=|,
2.8 5.6 12 90 6 ]
2.85 5.7 12 90 6 O % el
2.9 5.8 12 90 6 ] =
2.95 5.9 12 90 6 O 2
3 6 12 90 6 ® o
3.05 6.1 15 100 8 O 5
3.1 6.2 15 100 8 ] T
3.15 6.3 15 100 8 B %
3.2 6.4 15 100 8 ] |
3.25 6.5 15 100 8 ® =
3.3 6.6 15 100 8 ] > BB
3.35 6.7 15 100 8 [] NTHE
3.4 6.8 15 100 8 O ZE

CHAEXNDREE. FFB2T RO LCHEELEEL,



B \RIVEIL/ #—WIYRYU—X
REIHISR R Sicic=8 TV RS )LEEXRBE P25

Recommend Cutting Conditions End Mill Selection Chart

skws7] R XXX
BIINYR -893 30°

eRAR—=IVOAV T v D

Long Shank 2-Flutes Ball Nose

ﬁ@’i‘l&‘=$-

iNF
Square
1o 2
o ®
57477 5
Roughing I:
N D—J% | kRS (S28188701\-F8 AFUE| REH 7Ih3as
Balitose %Eﬁ Cs?rb(l)n A¥Oylsst$e|7‘ Pregtarﬁened Stsatinl?ss Cast Iron Hardened Steels Alli\rlrlﬂnium
eels 00l Steels eels eels HRC) [ (40HR oys
SRELR ) Work-Material
PRI Selection Chart ‘ O ‘ O O ‘
FVIE o
- m Bfimm
For Aluminium a VAN:ELFB ° R Urlﬁt:mm
¥ S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
5 10 15 180 10 []

" 6 12 18 200 12 []
i 8 16 25 250 16 O
?W”EF‘“E 10 20 30 300 20 []
RESH 12,5 25 40 300 25 O
T 15 30 45 300 25 L]
l\;f 4 20 40 60 350 32 []
s 2% |25 50 65 350 42 0
37499 Y
Roughing I_: .%EEE%

;i JTI Standard stock.

y 5 (- 4SEREBEEER
Ballose | e LHFTBEVEELEEL,
J-#R|7 M Stocked by specified distributor.

9 = Please contact SANKO MFG.
Comner Radius )N
®
(0]
Q
(0)]
7WSE ©
o
For Aluminium m
838 2
For Key Way E
450k 7}
MnIA

For Special

CAENDREF. FFB2TLS RO £CHEELIEEL,



B zIvEIL/ #—WIYKYU—X

IV RI)LEEREH P25

End Mill Selection Chart

skws7] R INXNY IXXY
—8.03 30° | 25°

OMAR—=ILLEISH RI~6 RB5~25

2-Flutes Ball Nose Medium

e —— i

iMA
Square
M 2
o @
57477 EIJ:
i N
Roughing L
IS D—B | XAE |(ASRIRA\-FHATUAE B izt I
BaI\JNose a %Eﬁ %arbon Alloy |SsteelT 0 Pre-sr:ardlened Stsainkless Cast Iron Hardened Steels AllArlr;inium
teels Tool Steels teels teels 35HRC) [ (40HRC oys
=M Work-Material
= Selection Chart ‘ O ‘ O O ‘
PVER s
wuwn o VAN:2BE-R Unit:mm
<
Wim = o WE 2R {3 £
— Diameter Flute Overall Shank Stock
Length Length Diameter
1 2 6 55 6 []
. 1.5 & 10 58 6 []
i 2 4 15 65 6 O
Square 2Flute 25 5 '| 5 65 6 D
LS 3 6 20 80 6 []
Square Mutti ’ \ 3.5 7 30 95 8 D
M A4 4 8 30 95 8 L]
Y 9 35 110 10 0
54 Y 5 10 35 110 10 []
. I: 5.5 11 40 115 12 []
= 6 12 40 115 12 []
.V &5 13 40 115 12 O
— | [ 7 14 45 120 12 O
8 78 15 50 130 16 0
i 8 16 50 130 16 O
o 8.5 17 50 130 16 O
. 9 18 52 135 16 0
7ISHE @ 9.5 19 515 140 20 L]
For Aluminium g 1 0 20 55 .l 40 20 D
s=g5 2 | 10.5 21 55 140 20 O
= 11 22 55 140 20 []
o = [115 23 60 150 25 O
NTH 12 24 60 150 25 L]
ke 12.5 25 60 150 25 L]




High Speed Steel End Mills / Ball Nose Series BE

B{i:mm
Unit:mm
NE R 2R e fE
Diameter Flute OE Shank Stock
Length Length Diameter
13 26 65 160 25 []
13.5 27 70 170 25 []
14 28 70 170 25 []
14.5 29 75 180 25 []
15 30 75 180 25 []
156.5 31 80 190 32 []
16 32 80 190 32 []
16.5 33 85 195 32 []
17 34 85 195 32 []
17.5 &o 85 195 32 []
18 36 90 205 32 []
18.5 37 95 210 32 []
19 38 95 210 32 []
19.5 39 100 220 32 []
20 40 100 220 32 []
22.5 45 120 240 42 []
25 50 135 255 42 []

@ REEEmR

Standard stock.

(- feIEEEER

LHFETBEVEEL S,
Stocked by specified distributor.

Please contact SANKO MFG.

CANDEE. BE RO &CEELIEEL,

<=\l HFE RS

SIllIN pu3 apigle)

—
-

N7\ HXNA

S—
<

SIN pu3 |981S peads UsiH

387

/
J
3
1
F
4
7
J

iRF
Square

M

AJyI2
High Helix
57499
Roughing
h=I
IVR

Ball Nose

1%
LA

For Special

nA%A
Square Multi

M

AJyI2
High Helix
57479

Roughing

Ball Nose

*-&R
For Key Way

R
nLA

For Special



<) INAIVERENW / K—=IWIYVFRYU-X
IYRILEERSE P25 Ca1-7<vY  P490

End Mill Selection Chart C-Coating

4 skis7| R XYY
ENIINIE -803 30°

ARHARN—=ILYa— A

4-Flutes Ball Nose Short

|
Square
1o 2
o ®
57477 5
Roughing I:
N D—J% | kRS (S28188701\-F8 AFUE| REH 7Ih3as
Ball Nose a %Eﬁ %?rb(l)n A4oy lSSt?eI? 0 Pregtarﬁened Stsatinl?ss Cast Iron Hardened Steels Alli\rlrlﬂnium
eels 00l Steels eels eels oys
SRR \\ork-Material
PRI Selection Chart ‘ @) ‘ @)
[0)
7I=H m Iy
For Aluminium a VAN:4FB ° R %%ftrr?wm
¥ S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
4 8 15 100 8 []
; 5 10 20 110 10 O
i & 12 25 120 12 O
Sqmiiit 7 14 30 150 16 O
RES 8 16 35 150 16 O
T 9 18 5o 150 16 L]
Mf 4 10 20 40 160 20 []
AL 2 12.5 25 40 180 25 ]
T, 15 30 55 180 25 ]
b 16 32 55 190 32 0
g, l=l: 17.5 35 55 210 32 []
B 20 40 60 220 32 0
— 25 50 70 240 42 O
J-7R |« 0:‘}
e | 900
Comner Radius S .*%LET:EEE:']
8 Standard stock.
Q
P (-BEREEEER
7SR @ LHETHELEE LS,
v} Stocked by specified distributor.
For Aluminium m Please contact SANKO MFG.
838 2
For Key Way E
155 7}
MIA

For Special

CENODIRIE. FFB4AT RO &CiEELEEL,



High Speed Steel End Mills / Ball Nose Series FFB4T @

iR
Square
jJ 0 o o b . . /H
Eﬁﬂ]ﬁu%ﬁ:ﬁ Recommend Cutting Conditions {t_EIlF Finishing I % NI
High Helix
(RS Application Items : FFBATLS] f —
wEM | RS- REE 444 TE8 e G B e
Work Mild Steels + Carbon Steels Alloy Steels * Tool Steels Hardened Steels Cast Iron ,‘b H—Jb
\ e
Meterel 55400 - S50C SCM - SKDS! (40HRC) FC200 -
R EERRE %D &E EER&E %D &E EEREE ZEDRE EERRE AORE (0 .
Radius (mm)| Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mminin) | Speed (min™) | Feed (mmimin) | Speed (min™) | Feed (mmimi) | &
4 1,060 285 940 255 720 195 2,130 570 % Comer Redius
5 940 330 850 300 640 225 1,870 675 m 7B
6 850 360 720 300 550 225 1,700 720 8. -
8 720 405 640 360 510 300 1,450 825 | RIEA NN
10 680 480 550 390 470 330 1,360 975 E: $55%
12.5 600 540 510 465 380 345 1,190 1,065 | @ gJHSIFF
15 550 540 470 450 340 330 1,110 1,065 —
20 410 405 350 330 260 255 830 795
25 330 330 280 270 200 195 670 645
<tJiA#E Depth of Cut> 8a=0.5mm
pf:O.EH Square 2Flute
eS|
o5 v . . e - Sauare Mul
hzﬁl’ﬂﬁu%ﬁ:ﬁ Recommend Cutting Conditions FHlD Rough Milling l {f\ l(:”;“ -
BRI Application Items : FFB4ATLS] 74 g;Jh‘yl_g&
— ac
il BERH - R At - TEH v e
Work Mild Steels + Carbon Stegls Alloy Steels - Tool Steels r _
Material E Roughing
SS400 + S50C SCM « SKD61 (7
R HEEE RDEE B RDEE ] vk
Radius (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) U% 4
4 1,600 1,140 1,400 1,020 5P j
5 1,400 990 1,270 900 W\ | comer Radits
6 1,270 900 1,080 750 8 P33
8 1,080 810 960 720 m
10 1 ,020 765 820 615 W) Combination
<YhAHE DepthofCut> @ @ | pr | @ 7IER
B R4 | 4m | 25m r;n FOrA‘“g‘“m
e -5l
1 EHEAMDB D0, FrvIREREOEDETERTE, RS | 5m | 35m | &
2.5—5Y N3BRT 7 T0—, FrldBEIMICE LI IEHES RO T, 6 om am | = kel
3ZFHLRTEBROALLTTEN. (BYID LFRBEFETTF v v F Yo hEE L) 5
ZEHUNREDHAR. LifdD20%~30%E FFT TS, Re | am Smn ;IE%E
N ;
1.%tcisect the machine which has enough power and rigidness. R10 | 10mm Bmm For Special

Use the chucking holder with sufficient precision and grasping force.

2.Apply dry air blow or cutting oil suitable for the work-piece material.

3.Chuck you cutter as long as possible.(Chuck just above the end of cutting flute, if possible.)
If not, decrease the speed and feed by 20%~30%



B zIvEIL/ f—nTy KYU—X

R HISRMHR SEicisl TV RILEEREE P25
Recommend Cutting Conditions End Mill Selection Chart

4 skis7| R XYY
ENIINIE -8.03 30°

ARAR=VOV T v Y

Long Shank 4-Flutes Ball Nose

%%9 ET_' :

|
Square
1o 2
o ®
57477 5
Roughing I:
N D—J% | kRS (S28188701\-F8 AFUE| REH 7Ih3as
Ball Nose a %Eﬁ %?rb(l)n A¥Oylsst$e|7‘ Pregtarﬁened Stsatinl?ss Cast Iron Hardened Steels Alli\rlrlﬂnium
eels 00l Steels eels eels HRC) [ (40HR oys
SRELR ) Work-Material
PRI Selection Chart ‘ O ‘ O O ‘
FVIE o
- m B{mm
For Aluminium a VAN:4LFB ° R Urlﬁt:mm
¥ S
i NE IR R ES &
— Diameter Flute Overall Shank Stock
Length Length Diameter
5 10 15 180 10 []
" 6 12 18 200 12 []
i 8 16 25 250 16 0
quM‘m 10 20 30 300 20 []
RES 12,5 25 40 300 25 O]
Square Mutti ’\ 1 5 30 45 300 25 D
i\|4 4 20 40 60 350 32 []
dion % |25 50 65 350 42 0
37499 Y
Roughing I_: .%EEEE&
v ITI Standard stock.
3z OSSR
Ball Nose 1 ; HHFTHBREVEELEEL,
J-9R ? (o] Stocked by specified distributor.
Vi = Please contact SANKO MFG.
Comner Radius 7)1
®
(0]
Q
(0)]
7WSE ©
(v}
For Aluminium m
838 2
For Key Way E
155 7}
MIA

For Special

CAENXDREF. FFBATLS RO &£ CHEELIEEL,



EEA \RIVEIL/ #—WIYKYU—X

IVRIEEREE P25 CI1—F+1VJ P492
End Mill Selection Chart C-Coating

5T 4 VT R=IL (4¥A)

Roughing Ball Nose (4-Flutes)

Hsto] R [SSY PN
_00s| 30° | &%

iNF
Square
1o 2
ol
57499 5
Roughing I:
WSV D—25 | 7EE |ASEIEEU\-KUE Z7oUAE| B o=t 7I38%
IR
Ball Nose a %Eﬁ %arb(l)n A4oy |SsteeI? . Pre-sr:ardlened Stsainl?ss Cast Iron Hardened Steels AllArlr;inium
teels 00l Steels teels teels 35HRC) [ (40HRC oys
- =M Work-Material
g Selection Chart O ‘ O
®
7IV=H m o
For Aluminium g_ VAN:REB ° R %%ftrr?wm
¥ S
ntm | HE | IR BR £k we | 947 | #E
— Radius Diameter Flute Neck Overall Shank Type Stock
Length Length Length Diameter
4 8 20 — 100 8 X2 [ )
. 5 10 25 = 110 10 X2 [ )
i & 12 30 - 120 12 BE o
B 7 14 40 10 150 16 1 []
RES 8 16 40 — 150 16 &2 ()
Square Mutti ’\ 9 ] 8 40 - ] 50 ] 6 3 .
¢ 4 10 20 50 — 160 20 X2 [ )
AL | 22 50 — 160 20 ®3 °
S Y 12 24 60 10 180 25 X1 [ )
. I: 12.5 25 60 = 180 25 X2 [ )
;i l=l: 15 30 60 — 180 25 X3 [ )
3 5 16 32 70 = 190 32 X2 [ )
=iE | 175 35 70 — 190 32 H3 O
~FR125 [ 18 36 70 = 200 32 ®3 O
291 20 40 80 — 220 32 X3 O
§ 25 50 100 — 240 42 m3 O
(0)]
7WSE © 0 IEEEER
(0} Standard stock.
For Aluminium
i (- BRI
F=EH o L CAELAE T,
For Key Way < Stocked by specified distributor.
E Please contact SANKO MFG.
450k o
NIA

For Special

CENODIRIE. REB RO ECHEELREEL,



High Speed Steel End Mills / Ball Nose Series

A
Square
#g M
IOV PP
T High Helix
N Y 3749
E 2 . g W
ﬁlﬁﬂ]ﬁu%ﬁ:ﬁ Recommend Cutting Conditions N S
il % BERE o a8 129 E Sk
Wo”.( Cast Iron Mild Steels « Carbon Steels Alloy Steels - Tool Steels O  BaliNose
Material FC200 55400 - S50C SCM - SKDB 1 8 1
Radius (mm)| ~ Speed (min™!) Feed (mmimin) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) % FVZH
5 950 280 790 150 630 120 5 -
6 790 230 660 130 530 100 B o aumim
8 590 170 490 100 400 80 S un
10 470 140 400 80 300 60 o IIA
12.5 380 110 300 60 250 50 For Special
15 320 95 250 50 210 45
20 240 70 190 40 160 35
25 190 55 150 30 130 25
<tliAH= Depth of Cut>  @a_ pr Qa ps A
B R5 5m | 3.5m é*ﬁﬂ
Square 2Flute
R6 6 4 q
i M ARSH
R8 8mm Smm _
R10 10m B ’\ Sauare Muli
1 A
Ay
é HithHeIix
- 7 59479
1 BHEEIEDH2E0D. FrvIdBREDBDZE CHERTEL, t Roughing
2.9—=5 NEWHIMICEU L BDESRU T, =
SVAHEN LR ZBR DEEE. EDREZ20%~30%81#E FFTTEL, "J ;
N
1%t§\§x:t the machine which has enough power and rigidness. aC :ll Ball Nose
Use the chucking holder with sufficient precision and grasping force. | >
2.Select the most suitable coolant for the work-piece material. U:l,]_ q
3.When the depth of cut exceeds above recommendation, decrease the feed by 20%~30%. M
%’ T | Comer Redits
D kv
2
[0 Combination
o 7R
o
m For Aluminium
a2 ¥
E For Key Way
T
NIA

For Special



AG =)U =L

AG-mill Ball

M=ILIV RV 28FA

Ball End Mills Two Flutes

oINS ATV UAM. PIVZETMINTEXT,
This end mill is suited for profile milling of workpiece material from
Steels and Stainless Steels to Aluminum.

P

HSS ey b

25
Co m )

20 45 100
TEMH =747 hQung YrUIBREE

S

ONADIKN—ILIY RZILTT,

This is general ball end mill for profile milling.

L ———— —

i

HSS
Co

IR

I

Sl
h7 |, T

VY VIRHEE

kung

1.5 40

20 45100
SHEEEE

B-210

©) ©) ©) O X X

ATV WREE f7553 TIV=EFE | - HEE |57/ b

SuUS304 Ti/Ni Alloys FC/FCD AC/ADC Cu Graphite

©) O O O O

O 8i# excellent O 3B Good X I AN Not Used  FREN (No mark): #E3Z L 8 A Not recommended

&/>J—bh@RTY,

m LIST 6420 LIST 6290
E[ F—FE FT—5FE
———  2AGRE w7 (un) m /A (v RE BT (Unit) mn /(%)
NE | WE | 2B |vevoR| TE | S NE | AR | 2B |veuoR| TE | BEE
TR Dc 2 L Ds |Stock| Price Dc 2 L Ds |Stock| Price
(R[] 0.5 1 2 55 6 ® 5,750 0.75 15 3 55 6 ® 3870
1 2 4 60 6 ® 5,010 1 2 4 55 6 ® 3870
1.5 3 6 70 6 ® 5010 1.25| 25 5 60 6 ® 3870
2 4 8 80 6 ® 5,010 1.5 3 6 60 6 ® 3870
25 5 10 80 6 ® 5210 2 4 8 70 6 ® 3870
O 3 6 12 90 6 ® 5210 25 5 10 80 6 ® 3870
35 7 14 100 6 ® 5,820 3 6 12 90 6 ® 3870
T 4 8 16 100 8 ® 5,820 35 7 14 90 6 ® 4500
@ 45 9 18 110 8 ® 7010 4 8 16 100 8 ® 4500
5 10 20 110 10 ® 7,010 45 9 18 100 8 ® 5,380
— ] 5.5 11 22 120 10 ® 8590 5 10 20 100 10 ® 5,380
{j} 6 12 24 120 12 ® 8,590 55 11 22 100 10 ® 6450
6.5 13 26 140 12 ® 10,700 6 12 24 110 12 ® 6,450
—————— 7 14 28 140 12 ® 10,700 6.5 13 26 110 12 ® 8010
75 15 30 150 16 ® 13,200 7 14 28 110 12 ® 8010
@ 8 16 32 150 16 ® 13,200 75 15 30 110 12 ® 9900
—— 9 18 36 150 16 ® 15,200 8 16 32 140 16 ® 9900
m 10 20 40 160 | 20 ® 18,100 10 20 40 160 20 ® 13,900
125 | 25 50 180 | 25 ® 23,700 125 | 25 50 180 25 ® 17,400
15 30 60 180 25 ® 24,800
#A% (mm) Tolerance 16 32 60 200 32 [ 32,600
= 20 40 65 220 32 ® 52,800
41%% Do R
0~-002 +002~-001 $&% (mm) Tolerance
KRR "M | TUN-RVE| 41 Dc R
il aem | mosm | O e 0~-002 +002~-001
$5400, S10C | $45C, SCM440 | SUJ, NAK SKD, SKH Hardened Steels
~ 150HB ~ 225HB ~275HB 30~ 40HRC | 40~ 50HRC | 50 ~ B5HRC




SGFRR

SG-FAX 574V IIR—=ILIY K=V

SG-FAX Roughing Ball End Mills Fine Pitch

OR—ILEBICE =y UZEL. FRERMINTEET,
This end mill is suited for high-feed rough milling, and is used for
profile milling.

0 1" =
TaH T

A-74V7 hung AL i

% % ¢Dc| Er !

(Cemeo | n/ L oms

LIST 7320P
F—FE
SGFRR BAAT (Unit) cmm / ()
HE | IR | &R | ViR | I | 71E |SE(E
Dc e L Ds |lmeroffies| Stock | Price
5 10 20 110 10 4 O 15,300
6 12 24 120 12 4 O 17,200
7.5 15 30 150 16 4 O 25,000
8 16 32 150 16 4 @) 25,000
10 20 40 160 20 4 O 33,800
12 24 50 180 20 4 O 39,300
125 25 50 180 25 4 O 41,600
15 30 59) 180 25 4 O 53,500
16 32 60 180 32 6 @) 63,900
175 35 60 180 32 6 @) 80,900
20 40 65 210 32 6 O 96,900
22.5 45 65 210 42 6 O | 115,000
25 50 75 210 42 6 O 139,000
#B%Z (mm) Tolerance
& Dc R
+0.1 +0.02

N—UDFHAF 29 EEBREEV. SEfiEF 2010 £ 10 AREDHDTI,

B-211



000000000000 ASOOO0000000000

AS COATED POWDER METALLUGY HIGH SPEED STEEL BALL NOSE END MILLS

ASUUO00000DOO00O0bOOobOoOn
20 0 000000 [ -2 FLUTESC REGULAR-

B ASPMI BEM2R
] === \ .
] / — ~
o S . -
|:| R+0.02 2 ‘ i
O B3 A L \
oo oo
L\ AN - )
ooo oo oooog oooogo
[1 S45C0 S55CHSS4000SCMI NAKS50NAK80OHPM1L O SKDOSKSISKH510DC530 [0 SUS3030SUS30401 oo ooo ooo oo oo
0 FCOFCDO oo oooo
[0 40HRC [J 40HRC| O 45HRC| 0 55HRC |0 60HRC | 65HRC [0 35HRC
[} 0 o o o o o
go0o0o0odo OO
oo ASPML BEM2R (2000
o0 oo oo oo OO0 | Ooooo 00000 1000000000
- b g L e 3 1090 | 100290 | 300490 | 500990
ooobooo 15 3 8 56 15° 6 2,510 2,430 2,380 2,260
2 4 11 63 15° 6 2,590 2,510 2,460 2,330
25 5 13 68 15° 6 2,590 2,510 2,460 2,330
& 6 13 68 ] 6 2,590 2,510 2,460 2,330
4 8 19 82 ] 8 3,200 3,100 3,040 2,880
B 10 22 95 0 10 4,100 3,980 3,900 3,690
E‘BDDDD 6 12 26 110 0 12 4,950 4,800 4,700 4,460
7 14 26 110 ] 12 6,080 5,900 5,780 5,470
8 16 32 123 0 16 7,550 7,320 7,170 6,800
9 18 32 123 ] 16 8,830 8,570 8,390 7,950
10 20 38 141 ] 20 10,540 10,220 10,010 9,490
: order ASPMOBEMZ2R 5 peiivery | ()| 72 5 | B %3
oooo bt ‘ T -5 e
oo 0O mRO ® ZHFLICLUPM6: 002, HBEFRMBRLET,
agon
gooooooggoo
-J0000A00000CEO0.2D AOIOOOOO=0.ADO 0O 0O0O0OOO0OOO0OODO
0000000000000 0O0O000DOOO0DOoODO
5 «J0000000D0O000DODOODOOODOODO
< -J0000000000000000000000000000000000O0000Oo0oooag
Pf
-
[ [ oo
oo ASPML BEM2R
o ooo oooooooo SR 0 O [0 350 40HRCO T
[0 S45C0 S55C0 [0 SKDOSUSOSCMO 0 HPMONAKIO
00 o[ oooo 0O0o0Oo 00oOo 00oo 0ooo O0oo 0ooo 0D0o0o
R Omm/mind | Omin'0 |Omm/min0 | Omin’0 |[Omm/min0| Omin*0 |0 mm/min0 | O min'0
15 300 5,120 240 4,700 180 3,500 520 9,600
S 2 340 4,480 280 3,500 200 2,600 600 8,250
2.5 360 4,000 280 2,800 220 2,100 640 7,200
3 380 2,400 300 2,300 230 1,750 660 4,350
4 400 1,920 320 1,750 240 1,310 700 3,750
oo 5 420 1,760 340 1,400 260 1,050 740 3,300
6 400 1,600 330 1,160 240 880 700 3,000
7 380 1,440 320 1,000 220 750 670 2,850
8 370 1,360 300 1,000 220 660 660 2,700
9 360 1,280 290 880 210 580 640 2,400
10 340 1,220 280 700 200 530 600 2,250

¢ 000000000000000000000000MO0VONAedO00000000000
531 | OO0 VONAD OO D ojie; e 00000000000NO0D0000000000000000O
JgobDOoO0oOooooooo&AdOOOO e 00000000000000000000000000000ed000000000000



000000000000000O00On

TiCN COATED HIGH SPEED STEEL BALL NOSE END MILLS |:|
TICNOOOOOOOOOOoOooooog []
20 0 0000000 -2 FLUTESO REGULAR- ]
VO BEM2R |:|
6= ]
® o= @
7 N A R+0.02 2 ‘ ‘ D
A\ 2 LD - []
N BiAE
ooo 0oo 0ooo ooooo ]
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