iMA
Square

1
AUyIA
High Helix

1%
LA

For Special

plEESY
Saquare Mult
M
AJyJ

High Helix

Tk
LA

For Special

Q\VANI—U

°l BEIVKRII/RAYY-X

IV RIEEXEH P24
End Mill Selection Chart

HG GCNV2T JE

HGO—7 « v J#EENewVictory2# X

HG-Coating 2-Flutes Carbide New Victory

S

NE1~15

a

1]

Is

4

5

m D—J5l
o Ees
S Work-Material
g Selection Chart
o

m

=

a

< 4
< 2
= g

Diameter

A& L8870\~

R 7UUAE| B

Pre-hardened

E

oL VAMLKRDNEY A T2HHATY,
ot BOHIHEICEBNTLET,

O/t has sharp corner edge 2-Flutes end mills.
®Excellent for cutting resistance.

bojs | Ao
0 \ 0 \ 0

Overall
Length

7IZE
Alum|n|um T|tan|um
BfImm
Unit:mm

1 45 4
1.5 45 4
2 45 4
2.5 45 4
3 45 6
4 45 6
5 50 6
6 50 6
8 55 8
10 65 10
12 75 12

@ - REEEm

Standard stock.

~HSEREETER

HHFTBHVEELREEL
Stocked by specified distributor.
Please contact SANKO MFG.

CAXODIRIE. HG GCNV2T O & CiEELEELY,




Carbide End Mills / Square Series HG GCNV2T jwa

iNA

Square

G BX 3w . - = ar . 1%
I EDHISR{FR Recommend Cutting Conditions =&yl High Speed Cutting I % A \Iy93
— = kT High Helix
i s [k TUN=-RViR REANGE 5 5
Work S45C - S50C - FC250 SK - SCM - SUS NAKS55 - SKD SKD11 61 R
Materigl | Mild Steels - Carbon Steels + Cast Iron Alloy Steels Pre-hardened Steels Hardened Steels E  FRoughing
~225HB 225HB~325HB 30HRC~45HRC 45HRC~55HRC | K=
W | pEEE | #DEE | DE#S | #0EE | DEEE | #hEE | DGR | R0EE YK
Diameter (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmimin) 8 —
2 8,400 125 7,000 90 6,350 70 3,950 40 o I-7R
4 4,900 185 4,250 125 3,500 90 2,200 50  ——
6 3,600 235 2,900 130 2,500 100 1,550 55 4 P13
8 2,700 235 2,200 125 1,900 100 1,150 50 I':,I'I 7IV=H
10 2,150 230 1,750 125 1,500 95 955 50 0 puminim
12 1,800 230 1,450 125 1,250 95 7818 45 < N
<tJiA#%E Depth of Cut> ar ) gysplecgﬂ
ar=D da ar
W o D<¢3 | =0.3D 8a=1.5D D<¢3 |=0.05D
¢3=D =0.5D ¢3=D =0.1D
BIEtEIRFEX D RE 1. 5E~2fEC EIFTTEL, A
28A
Sauare 2Flute
AASA
- ’ \ Square Mult
5 _ . 4 M
| BHBBIOB B0, F vy BREOBOETEATAL, 2 AysR
2ERARRICKD, BEEE - XD EREDRBZHEO>TREL, High Helix
35—5Y NFBERI 7 T0—, FIclHHHIN B ESBU T,  —
Notes “J‘ 57477
1.Select the machine which has enough power and rigidness. F
Use the chucking holder with sufficient precision and grasping force. ~ Roughing
2.Apply the appropriate cutting condition according to your machining o .
condition and work-piece material. "l :'h—lb
3.Apply dry air blow or cutting oil suitable for the work-piece material. IR
aE Ball Nose
L
_g’ Corner Radius
Q@ v
8
W) Combination
@ 7MIR
o
m For Aluminium
3 F-#m
5 For Key Way
T
NIA

For Special



BEIY K2 / RAYY—X

IvRILEERES P24 PREmat P82)
End Mill Selection Chart Non-Coating
X [xx| p»
e | -0.03 | 30° |EVAR

SA(TIAON) I—5 « Y JBE2HMAY 3 — kK Si‘:',‘%k
SA(TiAQN)-Coating 2-Flutes Carbide Short FE*‘I;
D P PSS

A

Square

LMD SHEANME TRLVININAEETT

Q\VANI—U

E o ~

E o AMIIRONAY A T2HHITT,

EE ® Covering from carbon steel to hardened steel.

IJ“ O/t has sharp corner edge 2-Flutes end mills.

T D—OR | *&E |A28TEE7VI\-KE 270028 Sk e

o %Eﬁ %arb?n A4oylsstee|? 0 Pre-shardlened StSainIelzss Cast Iron Hardened Steels AIlArlrllinium TLt\T\lnium
teels 0ol Steels teels teels 40HRC) [ (50HRC) [{60HRC oys oys

S8 Work-Material

g Selection Chart ‘ © O

(0]

m . BT mm

S VAN:2SAGC - 518 T

5. 4 4

= Hiz 2R TS

Diameter te OCE Shank
Length Diameter

0.5 1 o0 3 []
0.6 1.2 50 3 []
0.7 1.4 o0 3 []
0.8 1.6 50 3 []
0.9 1.8 o0 3 []

1 2 50 4 [
1.1~1.4 2.5 o0 4 []
1.5 3.5 50 4 [
1.6~1.9 3.5 50 4 []
2 5 50 4 [
2.1~2.4 5 50 4 []
2.5 6 50 4 o
2.6~2.9 6 50 4 []
3 10 o0 6 [
3.1~3.4 10 50 6 []
3.5 12 o0 6 [
3.6~3.9 12 50 6 []
4 12 60 6 [
4.1~4.4 12 60 6 []
4.5 15 60 6 [
4.6~4.9 15 60 6 []
5 15 60 6 [
5.1~5.4 15 60 6 []
5.5 15 60 6 [
5.6~5.9 15 60 6 []




Carbide End Mills / Square Series SA GC2T Ww4<]

NEXT ++0e- =)
B {i:mm a
Unit:mm 71_
ZH
NE 2R e g
Diameter Overall Shank I
Length Diameter ﬁ
6 15 60 6 ® ,=;
6.1~6.4 20 70 8 []
6.5 20 70 8 [ ] Q
6.6~6.9 20 70 8 [] o
7 20 70 8 [ ] 3
7.1~7.4 20 70 8 [] m
7.5 20 70 8 [ ] Q
7.6~7.9 20 70 8 O =
8 20 70 8 ® o
8.1~8.4 25 90 10 []
8.5 25 90 10 L J
8.6~8.9 25 90 10 []
9 25 90 10 L J
9.1~9.4 25 90 10 []
9.5 25 90 10 L J
9.6~9.9 25 90 10 []
10 25 90 10 L J
10.1~10.4 30 90 12 []
10.5 30 90 12 L J
10.6~10.9 30 90 12 []
11 30 90 12 L J
11.1~11.4 30 90 12 []
11.5 30 90 12 [ ]
11.6~11.9 30 90 12 []
12 30 90 12 [ ]
13 35 90 12 L
14 35 110 16 [ ]
15 40 110 16 L
16 40 110 16 [ ]
17 40 110 20 []
18 40 110 20 L
19 45 115 20 []
20 45 115 20 L

CEXDREF. SA BC2T O LCHEELEEL,



74

MM
Square

M
WP
High Helix

57479
Roughing
H—Ib
IVR

Ball Nose

7I=H
For Aluminium

1%
LA

For Special

iMA
287
Square 2Flute
piliESY

Square Mutti

M

AJyIR
High Helix
57479
Roughing

K=
IVER
Ball Nose

7SR
For Aluminium
*-ER

For Key Way

Tk
LA

For Special

S\ HER

SIINN pu3 8pigJed

-~
-

M7= HXNA

—
-

SN pu3 [e81s peads ysiH

BELY RS /RAYY-X

VRIVEERXEH P24 Pagnmrakedd

I
End Mill Selection Chart

Non-Coating

PBE/J

SA GC2T

o

AL s| p»
e | -0.03 | 30° |EVAR

. — o, A < Shrink
SA(TIAGN) O—F « Y JBERN Y 3 — b K Fit
SA(TiAQN)-Coating 2-Flutes Carbide Short {1
BERSD
E. V1 . .. s .
IZHEUEISESER Recommend Cutting Conditions Bt Slotting l
) WBERMN - &M T8 - JUN—-FV@ | Ged- 188 2700248 B
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAK5S5 SCM - SKD11 - SUS304 FC200
B | EERE | EDRE | EERE | EDRE | EERE | EDRE | EERE | ADEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
1 16,600 130 14,400 60 11,700 45 18,900 190
2 8,300 130 7,200 90 5,800 45 9,400 190
3 5,500 135 4,800 120 3,900 90 6,300 225
4 4,200 135 3,600 120 3,000 90 4,800 225
5 3,300 135 2,850 120 2,400 90 3,750 225
6 2,700 135 2,400 120 1,950 90 3,150 240
8 2,100 135 1,800 120 1,500 90 2,400 285
10 1,650 135 1,425 120 1,200 90 1,950 300
12 1,350 135 1,200 120 990 90 1,500 315
14 1,200 135 1,050 120 855 90 1,350 330
16 1,050 150 900 125 750 110 1,200 335
18 900 150 795 125 660 110 1,050 360
20 825 150 720 125 600 110 960 360
<thA#E Depth of Cut> ar=D a0
] a D=¢3 | 0.3D
#3<D 1D




Carbide End Mills / Square Series SA GC2T
® ------RETURN

75

iNA

Square

5 s ) s e . M
IEELDHISRER Recommend Cutting Conditions i#alHl Slotting l % 4 i3
kT High Helix
eI+ ?HE%H Hardened Steels z 39477
WOI'l_( = Roughing
Material (40HRC) (50HRC) (55~60HRC) T
HE | DEaE RDRE GERE EDRE RS EDEE |, .
Diameter (mm)|  Speed (min™!) Feed (mm/min) Speed (min™) Feed (mm/min) Speed (min”) Feed (mm/min) @
1 9,400 35 6.000 16 4,300 13 g
2 4,700 35 2,900 20 2,020 13 % Comer Radius
3 3,150 35 1,950 20 1,420 14 m  7ILIA
4 2,400 35 1,500 20 1,050 14 5 a
5 1 ,950 35 1 ,200 20 790 14 o For Aluminium
6 1,500 35 930 20 630 16 S s
8 1,200 35 730 20 500 16 5 NITH
10 960 35 610 20 400 10 For Speci
12 795 35 500 20 330 10
14 675 35 440 20 290 10
16 600 45 370 20 245 10
18 525 50 330 20 220 10
20 480 50 300 20 200 10 A
<tNiA#E Depth of Cut> 28A
Square 2Flute
ar=D Qa aa Aa AE2T
] aa D=¢3 0.3D 0.05D ¢p1=D<@¢3 | 0.02D n Sqare
¢3<D 1D ¢3=D 0.05D <4 M
Al)y 71
é HithJHeI'\x
Y 37479
N _
o~ Roughing
=1
R IR
| BRIBBIMOBDE0. F vy o BEREOEOETEATA, i
2EARRICKD. EERE - XD REDRHBEZSTIEOTTEL, (1[0 J-7R
3.5V MIERXI7 IO~ KIIFWHEIMISE U UIEIRZESRUTEL, =
Notes » Comer Radius
1.Select the machine which has enough power and rigidness. 8
Use the chucking holder with sufficient precision and grasping force. o
2.Apply the appropriate cutting condition according to your machining o
condition and work-piece _mate_riaL _ _ ()
3.Apply dry air blow or cutting oil suitable for the work-piece material. = =
o 7IsH
o
m For Aluminium
2 F-#A
E For Key Way
I
NIA

For Special



BELY K2 / RAYY—X

IV RILEEREH P24

End Mill Selection Chart

HG GCNVAT [ 5EEi

HGO—7 ¢ J#EiENewVictory4# X
=D

HG-Coating 4-Flutes Carbide New Victory

e i

™

HiE2 5E3~12

A

a
Square ,l.
1, Ha °cAiHEORAS 1 TA0TY.
L HE ey BDHMICEBNTVET .
EE O/t has sharp corner edge 4-Flutes end mills.
ﬁ ®Excellent for cutting resistance.
D D—08 | %58 (528 TE8UN-KVEAFVUAE| B AEN 7ISES| 7588
. %Eﬁ CSarbclm Aqoylssteel?- Pre-Shardlened Stsalinlel:ss Cast Iron Hardened Steels AILArlTinium Ti/t\ﬂnium
teels 0ol Steels teels teels 40HR HR oys oys
- Work-Material
g Selection Chart ‘ © ‘ © ‘ O ‘ ‘ O
(D)
m H 4
2 VAN:4HGGCNV - $4& quad
WE =
NIm = NE 2R e
— Diameter Overall Shank
Length Diameter
2 6 45 4
3 8 45 6
4 11 45 6
5 13 50 6
pilES 6 15 50 6
Square Multi 8 ] 6 55 8
i\I{ 10 20 65 10
o 12 54 75 12
0 IREEER
Standard stock.
(- HEREETER
BHFTBEVGELREL,
Stocked by specified distributor.
Please contact SANKO MFG.
Y37k
MIHA

For Special

CANXODERIE. HG GCNVAT O &CiEELIEELY,



Carbide End Mills / Square Series HG GCNV2T B

_ RA
71. Square
4
T 3 3 . i = unl . v I
EEDHEISRMHETR Recommend Cutting Conditions =& YH High Speed Cuttmgl % % I
— = T High Helix
Ikt e =k TUN=-RVH EANGE S s
Work 545C - S50C - FC250 SK'+ SCM « SUS NAKS55 « SKD SKD11 61 R
Materigl | Mild Steels - Carhon Steels + Cast Iron Alloy Steels Pre-hardened Steels Hardened Steels = Roughing
~225HB 225HB~325HB 30HRC~45HRC 45HRC~55HRC | K=
BWE | BEEE | #DEE | EESE | E0EE | HEEE | E0EE | BEEE | #0EE K
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) 8 —
2 11,000 270 7,200 170 7,800 140 4,800 70 |l 3R
4 7,200 540 4,400 310 6,500 260 2,700 110 |&@ oo
6 5,300 630 3,200 360 4,900 320 2,000 150 o I3
8 4,000 680 2,400 350 3,700 320 1,600 170 |[M 73R
10 3,200 590 1,900 290 3,000 290 1,300 150 0 uumiiom
12 2,700 500 1,600 240 2,500 230 1,100 140 < e
<tliA#+E& Depth of Cut> ar 7} grﬂsplecﬁ
2a=1D ar ar ar
=0.156D =0.1D =0.05D
A
23
Sauare 2Flute
piliES)
, \ Square Multi
PR _ . 4 M
| BHRBIMOBZE0, F vy BEREOBOETHEETAL 2 AR
2MERRRICKD, EERRE - XD REDRBZHE>TREL, High Helix
35—5Y MIERTI7T0—. FIcRENICE UMb E BROTE L, I "
Notes v 57477
1.Select the machine which has enough power and rigidness. lN
Use the chucking holder with sufficient precision and grasping force. P~ Roughing
2.Apply the appropriate cutting condition according to your machining e .
condition and work-piece material. v '-h_”/
3.Apply dry air blow or cutting oil suitable for the work-piece material IR
T Ball Nose
L.
_g) Corner Radius
@ V&Y,
8
W Combination
o 7L
o
m For Aluminium
3 ##A
5 For Key Way
I
MIA

For Special



-l EBEIV R/ RAYY-X

IVRIEERIER P24 PRl P86
End Mill Selection Chart Non-Coating

x| p@
e | -0.03 | 30° JEVAR

SA(TIAON) I—5 1 VBT Y 3 — hX S|“:r,‘5c‘k
SA(TiAQN)-Coating 4-Flutes Carbide Short %:\—_[;

I —

A

Square

M Bl OEMD SBEANMEE CRLVINIIOARETY .
VB e uatEORAY (A TARITT,
L @ Covering from carbon steel to hardened steel.
ﬁ ® |t has sharp corner edge 4-Flutes end mills.
T D=5 | 7l (SRTEE7U\-FUE| 7OV | B REH 7IZA
. %Eﬁ Cs?gt;?: Aq%lsst?eegs Pre-Shtaeredltsened Stsaltgleel:gs Cast Iron Hardened Steels AILArlrll(i)r;Iigm Ti/t\ﬂgysm
=M Work-Material
=3 Selection Chart © O
(i)
m H 4
2 VAN:4SAGC - & T
<
= NE 2R e EE
Diameter Overall Shank Stock
Length Diameter
2 5 50 4 [ ]
3 10 50 6 L
4q 12 60 6 [ ]
5 15 60 6 L
6 15 60 6 [ ]
7 20 70 8 [ ]
1 8 20 70 8 [ ]
o 9 55 90 10 °
10 25 90 10 [ ]
11 30 90 12 [ ]
12 30 90 12 [ ]
13 8o 90 12 [ ]
14 35 110 16 [ ]
15 40 110 16 [ ]
16 40 110 16 [ ]
17 40 110 20 (]
18 40 110 20 [ ]
19 45 115 20 (]
20 45 115 20 [ ]

TENOBIE. [SAGCAT O £ TR .



[

R EEm

Standard stock.

HEREETEER

HHFTBRVGE L EEL.

Stocked by specified distributor.

Please contact SANKO MFG.

NEXT +++++-Q

A

Square




B s@rorzn/mmyu-x

iMA
Square

1o
AUyIA
High Helix

57479

Roughing

1%
LA

For Special

FilESY
Saquare Mult

I

AJyJ
High Helix
57479

Roughing

*-iaH
For Key Way

Tk
LA

For Special

ST\ HElR

SIINN pu3 8pigled

IV RIEEXES P24 Pareid
End Mill Selection Chart

Non-Coating

P86 )

SA GCA4T

SA(TIAON) O—F « Y JBiE4AMI Y 3 — hH

SA(TiAQN)-Coating 4-Flutes Carbide Short

Eﬁﬂ]‘ﬁu%ﬁ:ﬁ Recommend Cutting Conditions

v

Shan
Fit
iigrg))

W hat| p@
Bl -0.03 | 30° |EVAR

{BIELDHEI side Milling

) WBEmH - RE TE#- - JUN-RVE | 528 188 27UVAH gk
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
$5400 - S50C SKD61 + NAK55 SCM+ SKD11 - SUS304 FC200
HE EERE %D &E EERE %D RE EERE &0 &S EERRE %D RE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
3 5,500 405 4,800 360 3,900 270 6,300 675
4 4,200 405 3,600 360 3,000 270 4,800 675
5 3,300 405 2,850 360 2,400 270 3,750 675
6 2,700 405 2,400 360 1,950 270 3,150 810
8 2,100 405 1,800 360 1,500 270 2,400 855
10 1,650 405 1,425 360 1,200 270 1,950 900
12 1,350 405 1,200 360 990 270 1,500 945
14 1,200 405 1,050 360 855 270 1,350 990
16 1,050 450 900 390 750 330 1,200 1,020
18 900 450 795 390 660 330 1,050 1,080
20 825 450 720 390 600 330 960 1,080
<tJA#E2 Depth of Cut> & aa ar
aa 15D | 0.1D
*ﬁﬁ“ﬁ ﬁgﬂ Hardened Steels
Work
Material (40HRC) (50HRC) (55~60HRC)
o B EDRE B ®kDRE EE5EE &EDRE
Diameter (mm)| ~ Speed (min) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 3,150 110 1,820 40 1,320 25
4q 2,400 110 1,420 40 1,000 25
5 1,950 110 1,180 40 780 25
6 1,500 110 880 40 595 25
8 1,200 110 710 40 490 25
10 960 110 590 40 390 25
12 795 110 485 35 325 20
14 675 110 415 30 275 15
16 600 135 360 30 240 15
18 525 165 315 30 210 12
20 480 165 285 30 190 12
da ar da ar
15D | 0.1D 1D | 0.02D




Carbide End Mills / Square Series SA GCA4T m

@ - RETURN

3 3 . . = unl -
IEEL]HISRYR Recommend Cutting Conditions k4Rl High Speed Cuttlngl
) BEmN - R T88-JUN-FV#l | G2l 1B 2700248 Sk
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels

55400 - S50C SKD61 « NAKS5 SCM « SKD11 « SUS304 FC200
B EERE 1&D&E B &0 &E [EEEEES &0 &S EERE ®kDRE
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mminin)
6 20,000 2,400 18,000 2,100 13,000 1,500 20,000 2,400
8 15,000 2,400 13,000 2,100 9,900 1,400 15,000 2,400
10 12,000 2,500 11,000 2,100 7,900 1,400 12,000 2,500
12 10,000 2,400 9,200 2,100 6,500 1,400 10,000 2,400
14 9,000 2,300 7,900 2,000 5,600 1,300 9,000 2,300
16 7,900 2,200 6,900 1,900 4,900 1,300 7,900 2,200
18 7,000 2,200 6,100 1,900 4,400 1,300 7,000 2,200
20 6,300 2,100 5,500 1,800 3,900 1,300 6,300 2,100
<tNiA#E Depth of Cut> ar aa ar
o D<¢8 | 15D | 0.01D
#8<D=p16| 1.5D | 0.02D
#16<D 15D | 0.05D
*ﬁﬁm Eﬂgﬂ Hardened Steels
Worl_<
Material (40HRC) (50HRC)
oz B %D RE B %D RE
Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
6 7,900 790 4,200 420
8 5,900 790 3,100 420
10 4,700 800 2,500 420
12 3,900 790 2,100 410
14 3,400 740 1,800 390
16 2,900 710 1,500 370
18 2,600 700 1,400 370
20 2,300 660 1,200 350
<t¥hAdE Depth of Cut> aa ar
D=¢8 1D | 001D
#8<D 1D | 0.02D
5L

1 BRSO DED. FvvIEBREEDHDZECHEHATEL,
2BEAINRICKD., EEEE  EXDREDRBESIE 2T T,
3.9—-5V MIERI 7 IO~ FIFMRRMISEUIIERZESEU TS,

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

A

Square

F 5 1

7] 7 R

o High Helix

‘J“ 57479

I; Roughing

|7

®

Q

ol

g

)

(0]

[T

=)

)

S B

o MIA
For Special
FilESY
Square Multi
M
AJyI2
High Helix
57479
Roughing
*-ER
For Key Way
155
MIA

For Special



B sErvrsn/ mEyy-x

IVRIEEREE P24 SAJ1—-F+4VJ P72
End Mill Selection Chart SA-Coating

Shrink
VW iNNY ' Fit
i | -0.03 | 30° |EVAR

tHBEMAN Y 3 — R H

2-Flutes Carbide Short

A e e—

5205~29  4123~20

A

Square

QU ANI—LUVN

&

f# - b - o

T ottt X—H—DY 3—bIICHERT, AIRZEETRDICHELTHDFT,

~|J“ ®The Item line up has slightly longer flute length,compare to competitor's item.

M T—O8 | &5E (SRETEE7U\-K8 ATV S REH 7V3A% FIVASR
%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels Aluminium Titanium

g)) . Steels Tool Stegls Steels Steels Alloys Alloys

=0 Work-Material

g Selection Chart ‘ O O

(0]

LY p B{:mm

2 VAN:2GC - %% Unit:mm

<

= I 25 i

Diameter OCE Shank
Length Diameter

0.5 1 50 3 []
0.6 1.2 50 3 []
0.7 1.4 50 3 []
0.8 1.6 50 3 []
0.9 1.8 50 3 []

1 2 50 4 []
1.1~1.4 2.5 50 4 []
1.5 3.5 50 4 []
1.6~1.9 3.5 50 4 []
2 5 50 4 []
2.1~2.4 5 50 4 []
2.5 6 50 4 []
2.6~2.9 6 50 4 []
3 10 50 6 []
3.1~3.4 10 50 6 []
3.5 12 50 6 []
3.6~3.9 12 50 6 []
4 12 60 6 []
4.1~4.4 12 60 6 []
4.5 15 60 6 []
4.6~4.9 15 60 6 []
5 15 60 6 []
5.1~5.4 15 60 6 []
5.5 15 60 6 [
5.6~5.9 15 60 6 []




Carbide End Mills / Square Series GG2T m

NEXT ++0e- @
Bfizmm g
Unit:mm 1
4 y i z
e 2R i g
Diameter Overall Shank EE
Length Diameter ﬁ
5 15 60 6 0 v
6.1~6.4 20 70 8 L]
6.5 20 70 8 O &
6.6~6.9 20 70 8 ] o
7 20 70 8 [] &
7.1~7.4 20 70 8 ] i
7.5 20 70 8 [] E
7.6~7.9 20 70 8 O E
8 20 70 8 [] Y
8.1~8.4 25 90 10 []
8.5 25 90 10 []
8.6~8.9 25 90 10 ]
9 25 90 10 []
9.1~9.4 25 90 10 ]
9.5 25 90 10 []
9.6~9.9 25 90 10 ]
10 25 90 10 L]
10.1~10.4 30 90 12 []
10.5 30 90 12 L]
10.6~10.9 30 90 12 []
11 30 90 12 L]
11.1~11.4 30 90 12 []
11.5 30 90 12 L]
11.6~11.9 30 90 12 []
12 30 90 12 []
13 35 90 12 []
14 35 110 16 L]
15 40 110 16 []
16 40 110 16 ]
17 40 110 20 []
18 40 110 20 ]
19 45 115 20 []
20 45 115 20 []

CHENODRIE. [GC2T O &CEEL LS,



B2 &@rvrsn/mmyu-x

IVRI)EEREH P24 SAIdI—F+1VJ P72
End Mill Selection Chart SA-Coating

77 [ 3 o
EEliel| -0.03 | 30° |EVAR

HBEeRI Y 3— b

2-Flutes Carbide Short

A

Square

QVANI—UVUN

1 3 W . o w .
AUy 2 % EEHISRER Recommend Cutting Conditions iatHl Slotting l
High Helix
= T I 1) e &) =9 —~
TSy | tEM | BERE - REE | IEE-JUI\-RUE | GRE-IBEATUUAS i 7IZZoLEE
coenne B Work | Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron Alminium Alloys
= | Material Pre-hardened Steels Stainless Steels
"=l g 55400 - S50C SKD61 - NAKS5 | SCM+ SKD11 - SUS304 FC200 A2024 - A5052
Ik W& | DEAE | #DAE | HERE | ADRE | DhAE | ®DAE | BERE | RDRE | HEAE | RDEE
— 8 Diameter (mm)| Speed (min”)|Feed (mm/min)| Speed (min™') |Feed (mmimin)| Speed (min”) |Feed (mmimin)| Speed (min”) {Feed (mmimin) | Speed (min”) {Feed (mm/min)
o 1 11,000 85 9,600 40 7.800 30 12,600 125 | 28400 | 180
ComerRedts @ 2 5,500 85 4,800 60 3.900 30 6.300 130 | 13,700 | 180
7LzE N 3 3.700 90 3,200 80 2,600 60 4,200 150 9,300 | 280
s 4 2,800 90 2,400 80 2,000 60 3,200 150 7,200 | 280
For Auminum Q1 5 2,200 90 1,900 80 1,600 60 2,500 150 5600 | 280
237 < 6 1.800 90 1.600 80 1.300 60 2,100 160 4,700 | 290
nIA 3 8 1,400 90 1,200 80 1,000 60 1.600 190 3.600 | 290
ForSpecl 10 1,100 90 950 80 800 60 1,300 | 200 2,900 | 290
12 900 90 800 80 660 60 1,000 | 210 2,300 | 290
14 800 90 700 80 570 60 900 | 220 2,000 | 290
16 700 | 100 600 85 500 75 800 | 225 1,750 | 290
18 600 | 100 530 85 440 75 700 | 240 1,540 | 300
AE 20 560 | 100 480 85 400 75 640 | 240 1,400 | 300
2% <YJA#& Depth of Cut> ar-D P~
FiLE S B as D<¢3 | 0.3D
Square Mult N ¢3=D 1D
AR %
H\gtheIix é
3949 Y
_ N
Roughing E
K= b
IVER
Ball Nose i
e o
Corner Radius %)
@
@
Q
9]
7SR ©
@
For Aluminium m
$-#f o
For Key Way E
% o

LA
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Q@ ------RETURN

iNA

Square

M
AUyIZ
High Helix

IZELNHISRYR Recommend Cutting Conditions iAtlAEl Siotting

5749
Roughing
H—Ib
IVR
r e Ball Nose
Dlameter (mm) Speed min™) Feed (mm min) Speed min™) Feed (mm min)
1 6,300 25 3,900 10 I=7R
2 3,1 00 25 1 ,900 10 Comer Radius
3 2,100 25 1,300 10 FIZE
4 1,600 25 1,000 10 b
5 1,300 25 790 10 For Aluminium
6 1,000 25 650 10 e
8 800 25 500 10 HTH
10 640 25 390 10 For Specid
12 530 25 320 10
14 450 25 280 10
16 400 30 240 12
18 350 35 210 12
20 320 35 190 12 A
<UBAHE Depth of Cut> - - 28
=D
= D<¢3 | 0.3D 0.05D RS
I I aa ¢3=D 1D It Square Mutt
4 M
2
T igh Helix
Y B
N .
~ Roughing
R W &=
| BHIEAEOSZ 50, Fr v REREOSOETRATE. IVF
2EARRICKD, HEEE - XDREDHRESTHOTTEL, 0 EEEES
3.9—=3Y MIHEIMISEL L BDZESEV TS, (1]0] J-7R
Notes =
1.Select the machine which has enough power and rigidness. (0)] Comer Radius
Use the chucking holder with sufficient precision and grasping force. O
2.Apply the appropriate cutting condition according to your machining 8 JEt=3)
condition and work-piece material. . . a DIy
3.Select the most suitable coolant for the work-piece material. 0 Combination
o 7IIA
o
m For Aluminium
3
o #&A
5 For Key Way
TN
NIA

For Special
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IVRIEEREH P24 SAJ-F+4V9 P78

End Mill Selection Chart SA-Coating

GCAT g
e | -0.03 | 30° [EVAK

HBIEARI Y 3—hH

4-Flutes Carbide Short

Sh@nk
Fit

HEISH

IR ——

A

J
v
Square :||
>
e _
I oftitt X—AH—DYa—MJICERT, IRZEETROICHELTHDOET,
VF ® The ltem line up has slightly longer flute length,compare to competitor's item.
T D—2% | kEE |(ASEISE7U\-FE ATUZE| G BEH 7higg|FIVESR
. %Eﬁ Cs?gt;?: Aq%lsst?eegs Pre-Shtaeredl(Sened Stsaltgleel:ss Cast Iron Hardened Steels Alti\rl?(i)r;ligm TLt\ﬂgysrn
=Bl Work-Material
=3 Selection Chart ‘ O ‘ O ‘ ‘ O ‘
(0]
m H 4
2 VAN:4GC - SHE quad
<
e 2 2R i iE
— Diameter Overall Shank Stock
Length Diameter
2 5 50 4 []
3 10 50 6 L
4 12 60 6 []
5 15 60 6 L
eSS 6 15 60 6 []
Saquare Mutti 7 20 70 8 D
1 8 20 70 8 []
na7 9 25 90 10 O
10 25 90 10 []
11 30 90 12 []
12 30 90 12 []
13 8o 90 12 []
14 35 110 16 []
15 40 110 16 (]
16 40 110 16 L]
17 40 110 20 (]
18 40 110 20 L]
19 45 115 20 (]
20 45 115 20 L]
155%
MITA
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Carbide End Mills / Square Series

N 1 L7
IEEYDHISMER Recommend Cutting Conditions {RIELEI Side Milling l
Wi | BERE - wEE | IEE-JUN-RUE | ol IEE ATUUAH ik PIVEZULER
Work | Mild Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron Alminium Alloys
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 - NAKSS | SCM -+ SKD11 - SUS304 FC200 A2024 - A5052
NE | OERE | ZhEE | BERE | RDEE | OHEE | 2hEE | OHRE | 2hEE | BERE | 2DEE
Diameter (mm){ Speed (min™")|Feed (mm/min)| Speed (min”) {Feed (mmimin) | Speed (min™") {Feed (mm/min) | Speed (min™") {Feed (mmJmin)| Speed (min”) |Feed (mmimin)
3 3,700 270 3,200 240 2,600 180 4,200 450 11,800 800
4 2,800 270 2,400 240 2,000 180 3,200 450 9,200 800
5 2,200 270 1,900 240 1,600 180 2,500 450 7,200 800
6 1,800 270 1,600 240 1,300 180 2,100 540 6,100 900
8 1,400 270 1,200 240 1,000 180 1,600 570 4,600 950
10 1,100 270 950 240 800 180 1,300 600 3,800 980
12 900 270 800 240 660 180 1,000 630 2,900 | 1,000
14 800 270 700 240 570 180 900 660 2,500 | 1,000
16 700 300 600 260 500 220 800 680 2,250 | 1,000
18 600 300 530 260 440 220 700 720 2,000 940
20 550 300 480 260 400 220 640 720 1,800 940
<tJiA#E Depth of Cut> ar 2 a
1.5D 0.1D
da
*ﬁ‘ﬁ“ﬁ ;ﬂﬁﬂﬁ Hardened Steels
Work
Material (40HRC) (50HRC)
NE R %0 EE EERRE %D RE
Diameter (mm) Speed (min) Feed (mm/min) Speed (min) Feed (mm/min)
3 2,100 75 1,200 25
4 1,600 75 910 25
5 1,300 75 720 25
6 1,000 75 590 25
8 800 75 450 25
10 640 75 360 25
12 530 75 290 25
14 450 75 260 25
16 400 90 220 25
18 350 110 190 30
20 320 110 180 30
<tiA#+E Depth of Cut> as ar as ar
1.5D 0.1D 1D 0.02D
FE 1 EREEIEDOSD B0, Fry I EEREDEDZECERTEL,
2ERRRICEKD, EERRE - XD REDREZHTHE>TTEL,
3.9—3Y MIHEIMICELICBDZHRV T,
Notes 1.Select the machine which has enough power and rigidness.
Use the chucking holder with sufficient precision and grasping force.
2.Apply the appropriate cutting condition according to your machining
condition and work-piece material.
3.Select the most suitable coolant for the work-piece material.
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