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End Mill Selection Chart

HG GVRX HelgE) S o

HGI—F 1V J@I\(AUYIRSITR(48H) e

HG-Coating High Helix Carbide Corner Radius (4-Flutes) fF (£

OO —

OHGGCNXDSI T RAFATTY, oI1—F—RIMITPHEYIHIMNIISELTLET,
OR— )L ITYRIIVKIDEMERDAETL BT T —ReRESTEDD. GRERMIHERETT .

®((G-Coating High Helix Carbide Corner Radius (4-Flutes) ~ @ Suitable for corner radius and curved surface machining.
®Higher milling efficiency realized by enlarging pick field due to larger touching area than Ball Nose endmills.

k| SE4~12  5E16~25

Square

M
AUYYIA
High Helix

&
1
it
1Y
L
7

=08 | %&8 |AEIEETU\-KUEAFUUAE| B HEE

%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels AIum|n|um T|tan|um

(@)
91 Work-Materia Steels Tool Steels Steels Steels ( )( ) ) Alloys Alloys
% Selection Chart
m BT
2 VAN:HGGVRX « #&XR qrhd
<
e 2 R AR | &R | @R | W | #E
] Diameter Radius Flute Overall Shank Number Stock
Length Length Diameter of Flutes
a 0.5 9 50 4 4 [ ]
1 9 50 4 4 [ )
5 0.5 11 50 6 4 [ ]
1 11 50 6 4 [ )
liERY 0.5 13 50 6 4 [ )
Square Mult 6 1 ] 3 50 6 4 .
M 2 13 50 6 4 [
Hi) 0.5 19 60 8 4 ®
59494 8 1 19 60 8 4 [
Roughing 2 1 9 60 8 4 .
0.5 22 70 10 4 [
10 1 22 70 10 4 [ ]
2 22 70 10 4 [
0.5 26 75 12 4 [ ]
12 1 26 75 12 4 [ )
2 26 75 12 4 [ ]
3 26 75 12 4 [ )
0.5 35 100 16 4 [ ]
16 1 35 100 16 4 [ )
+— B 2 35 100 16 4 [ ]
S 3 35 100 16 4 [ ]
1555

LA

For Special



Carbide End Mills / High Helix Series HG GVRX m

NEXT +++++- @
M
B{I'mm
Unit:mm Square
e _ I
HE R IR 2R e | TE 17 N
Diameter Radius Flute Overall Shank Number Stock EE ——
Length Length Diameter of Flutes ﬁ 4457477
0.5 45 115 20 4 ° = e
20 1 45 115 20 4 [
2 45 115 20 4 ° 0
3 45 115 20 4 ® o
0.5 56 140 25 4 o g
o5 1 56 140 25 4 ® m
2 56 140 25 4 [ ) Q
3 56 140 o5 4 ® S un
N
0r opecla
o EEMER
Standard stock.
(-5 ERIBEEER
HHFTHHVET <L,
Stocked by specified distributor.
Please contact SANKO MFG.
pN:ESy
Square Multi
I
WPL
High Helix
57479
Roughing
-5l
For Key Way
157
NIA

For Special

CENODIRIE. HG GVRX OXRO &CHEELIEEL,
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IV RILEEREH P24

End Mill Selection Chart

— oAy _n Shrink
HGO—F« Y JBEI\ANUYIRSIT X (4487) Fit
HG-Coating High Helix Carbide Corner Radius (4-Flutes) L)
iRA
Square
v 3 3 . s a :
AUysz 7 % ZEEISMER Recommend Cutting Conditions iatHEl Slotting I
High Helix =
I \ [ & =5
> | HHm BEF - i IE#-JUN-FVE | G%l-I8@ 27028 ik
R | Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron
= | Material Pre-hardened Steels Stainless Steels
,‘b 55400 - S50C SKDB1 - NAKS5 SCM - SKD11 - SUS304 FC200
AR | EEEE | F0EE | BERE | ZhEE | OERE | XDEE | OERE | 2DEE
n('JJ Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
= 4 5,600 530 3,600 390 3,200 350 2,400 230
o 5 4,500 560 2,900 420 2,550 380 1,900 240
o 6 3,700 575 2,400 440 2,150 400 1,600 260
i 8 2,500 610 2,000 450 1,600 405 1,100 280
a 10 2,000 560 1,600 420 1,600 335 900 260
15T = 12 1,700 540 1,300 380 1,300 300 720 230
NI % 16 1,250 440 1,000 260 1,000 260 540 200
For Spece 20 1,000 410 800 250 800 250 430 190
25 800 320 640 200 640 200 360 150
<tliA#+E& Depth of Cut>
ar=D ar=D ar=D
i 8a=1D TL_J fae-05D - aa=1D
NAZA
;i:r - #REIRt ;ﬂﬁﬁlﬁ Hardened Steels
AJyIA ol
High Helix Material (40HRC) (50HRC)
57479 NE EEEE EDEE EEEE EDRE
H—— Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
4 3,200 270 2,550 195
5 2,600 290 2,100 200
6 2,150 310 1,700 215
8 1,600 320 1,600 250
10 1,200 240 1,300 180
12 945 225 1,050 160
16 720 145 800 140
20 585 135 650 125
25 450 110 500 100
ar=D ar=D
e 1 l 1 aa=05D FL__J— fa=01D
For Key Way
155%
MIA

For Special

HG GVRX

-l

ISV
| -00s] 457 |0




Carbide End Mills / High Helix Series HG GVRX m

@ -----RETURN

IREVIHISRMFR Recommend Cutting Conditions WELIE Side Miing__J]

G EERH - R TE# - JUN-RVE | a&# IEH 2700 ik

Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron

Material Pre-hardened Steels Stainless Steels

55400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 FC200
AR | EERE | RhEE EEEE | ZhEE | OREE | XhEE OEEE | ZDhEE
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
4 7,500 780 4,400 420 5,300 500 7,500 780
5 5,900 820 3,500 440 4,200 520 5,900 820
6 4,950 830 3,000 450 3,500 540 4,950 830
8 3,700 860 2,000 460 2,600 550 3,400 860
10 2,950 820 1,600 440 2,100 470 2,950 820
12 2,500 760 1,300 390 1,750 430 2,500 760
16 1,700 500 1,000 270 1,100 320 1,700 500
20 1,400 455 800 240 860 280 1,400 455
25 1,100 360 640 190 680 220 1,100 360
<{irA#E Depth of Cut> ar=0.2D
aa=1.5D

?ﬁﬁw Eﬂgﬁﬁ Hardened Steels

mmm

Material (40HRC) (50HRC) (60HRC)

e B EDRE B EDRE B EDRE
Diameter (mm){  Speed (min”) Feed (mm/min) Speed (min”) Feed (mmimin) Speed (min”) Feed (mm/min)
i 3,200 240 3,200 225 1,600 80
5 2,600 250 2,500 235 1,250 85
6 2,150 260 2,100 245 1,050 90
8 2,000 270 1,600 250 720 95
10 1,600 270 1,200 225 580 95
12 1,300 240 1,000 200 500 90
16 900 200 800 170 360 85
20 720 180 640 145 290 70
25 580 150 500 115 230 60

ar=0.1D ar=0.05D ar=0.05DIUF
(&X0.2mm)
aa=1.5D aa=1.5D aa=1.5D
AR 1 EREAEDSDED. FrvIEEREDEDZECHERTEL.

2ERARRICKD, BERE - XD REDREZHE>TREL,
3.9—3Y MIFEIMICELICEDZESRV TS0,

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.

QA NI—L

=N\ HFER

SIIN| PU3 8pigJen

iMA
Square

v

AUyIR
High Helix

57475

Roughing

%
LA

For Special

il S
Square Mutti

1

AJyJ2
High Helix
57479

Roughing

*-izH
For Key Way

1%
LA

For Special
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IV RS VEExER P24 EVLRONYY P461)

End Mill Selection Chart End Mill Q&A
77 e A g
el -0.03 | 45° |h¥ihlE

HGI—F 4V JBENXY3—h 3 (4X) *Eit
HG-Coating N High Helix Carbide Short (4-Flutes) 1B 8

A 5E5~12 5121620

Square

IM

1w | E
BB oHG GONXDY3—NATVRILTT.
5944 ; 5 ®HG-Coating High Helix Carbide Short (4-Flutes)
Roughing E
AN D—OF | RRE (A8I887U\-F8ATUE| A% AL PISEE 75 a8
Ball Nose o %Eﬁ %?rb(l)n A¥Oylsst?e|?. Pre-gtarﬁened Stsatinlelzss Cast Iron Hardened Steels AIlArlrllinium Ti/izlallnium
eels 00l Steels eels eels 40FR HR oys oys
_ S \orkMateria
= Selection Chart ‘ © ‘ O ‘ ‘ ‘ O
7= G
7R m , Bf:mm
ki O VAN:HGGCNXS - #i{# Unit:mm
=17 S
Nrm | A VR S pE|
— Diameter Flute QOverall Shank Number of
Length Length Diameter Flutes
5 13 50 6 4 [ )

: 6 13 50 6 4 o
i 8 19 60 8 4 e
Square 2Flute '| 0 22 70 '| O 4 .
pliE S 12 26 75 12 4 [ )
Square Mutti ,\ 1 6 32 ] 00 ] 6 4 .
M 4 20 38 110 20 4 [ )
W
5749 @ IREEER
. R Standard stock.

oughin =

(-4 EEEEmR

. e BRLA S < 2L,
Ball Nose 18 Stocked by specified distributor.
0'_(]. Please contact SANKO MFG.
- 3
0
O
o
D
Q
¢
JVEA o
o
For Aluminium gl
-8R o
For Key Way ;
155% 0
MIHA

For Special

CAEXDREF. HG GCNXS O &CiEEL KT
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1
AUyI2

High Helix

QA NI—U
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End Mill Selection Chart End Mill Q&A
Ve IINW NN |
e | -0.03 | 45° |H7MhLt

—_ oy < Shrink
HGO—F 4~ JHBIENXY3a—tH (48N) Fit
HG-Coating N High Helix Carbide Short (4-Flutes) fF (£
iNF
Square
Qﬁwz 3 % IEEELIHISE(HER Recommend Cutting Conditions i@bldl slotting I
High Helix F
I ALy ke "N =
1> | #HHIM BERE - R IEH- - JUN-FVill | o6& 188 A7UUAH Sk
R | Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron
= | Material Pre-hardened Steels Stainless Steels
E 5S400 - S50C SKD61 + NAK55 SCM -+ SKD11 - SUS304 FC200
B EERE %D RE B [EEERES %D &8 EERE &0 &S
8 Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmmin) | Speed (min) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
3 5 5,700 790 3,850 500 3,500 500 2,300 320
a 6 4,900 820 3,250 525 2,950 525 1,900 345
(0] 8 3,600 845 2,400 540 2,200 540 1,400 370
F:" 10 3,000 740 1,900 500 1,750 500 1,200 345
Q 12 2,500 720 1,550 455 1,450 455 950 310
Tk 2 16 2,000 585 1,200 395 1,100 395 720 260
MIA % 20 1,600 550 960 380 880 380 580 250
— <tJA#E Depth of Cut>
ar=D ar=D ar=D
o] aa=1D _ 1 2=05D o] aa=1D
ARSA ?ﬁﬁ“ﬁ .Eﬁgﬂ Hardened Steels
Square Mult Work
W Material (40HRC) (50HRC)
Al)y = y T e \ v
e K R RDEE IERE RDEE
5944 Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
5 3,100 350 3,100 270
Roughing 6 2,600 370 2,600 290
8 1,900 385 1,900 300
10 1,400 300 1,550 215
12 1,155 275 1,250 190
16 880 200 960 165
20 715 190 780 150
ar=D ar=D
1 aa=05D % ae=0.1D
+-iEH
For Key Way
450k

LA

For Special




Carbide End Mills / High Helix Series HG GCNXS E
® ------RETURN

iNF
Square
R w . e wn .
IFEUDHISR{FR Recommend Cutting Conditions {IEEIE Side Miling I % A
I High Helix
) WBEmH - R T88 - JUN—-FVE | agd 188 A7/028 on 1 - B
Work Mid Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron [ 7 .
Material Pre-hardened Steels Stainless Steels e
S5400 - S50C SKD6B1 + NAK55 SCM+ SKD11 - SUS304 FC200 M
3 EERE %D &g EERE %D RE EERE 2D &S EEnRE %D RE :
Diameter (mm)| Speed (min”') | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmfnin) | g
5 6,300 1,100 3,850 530 4,550 620 6,300 980 a—
6 5,700 1,200 3,250 540 3,850 645 5,700 990 %
8 4,300 1,250 2,400 550 2,900 660 4,300 1,030 m
10 3,500 1,100 1,900 530 2,300 620 3,500 980 5]
12 2,900 1,000 1,550 470 1,900 575 2,900 910 Q
16 2,200 830 1,200 410 1,450 480 2,200 740 E 155
20 1,800 760 960 360 1,150 420 1,800 680 ) NI
For Special
<fIA#E Depth of Cut> ar=0.2D p
aa=1.5D
*ﬁﬁ“ﬁ ?.EE% Hardened Steels ARSH
Work Sauare Mult
Material (40HRC) (50HRC) (BOHRC) .
= Y T = Y Y = [y v A)yJR
PArES [EEEEE %D RE EERE &0 &E EERRE EDRE High il
Diameter (mm)| ~ Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min) Speed (min”) Feed (mmimin) 59494
5 3,450 335 2,750 310 1,500 130
6 2,900 345 2,300 325 1,260 140 Roughing
8 2,150 360 1,750 335 960 140
10 1,700 360 1,550 335 770 140
12 1,450 320 1,300 300 660 135
16 1,050 270 960 250 480 130
20 850 240 770 215 385 110
ar=0.1D ar=0.05D ar=0.05DLIF
(&X0.2mm)
aa=1.5D aa=1.5D aa=15D
-5l
For Key Way
e
1 EHEBIEDBZE0. Frv o RBRENEOETERTE, it
EARRICED, BEEE - XD BEQHEREST KO T TS, IIHA

39— MSREMICE LI B DZEBRTTEL,

Notes

1.Select the machine which has enough power and rigidness.

For Special

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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IV RS VEERES P24 BEWAIN0 S-S =10y
End Mill Selection Chart End Mill Q&A

i[RIy | 9P
i -0.03 | 45° |hTHLE
HGI—7 > J#BIENX (3R &4HN) *Eit
HG-Coating N High Helix Carbide(3-Flutes&4-Flutes) )

ol S
Square
f\\ﬁ‘y 52 3 L MR I—T 1T - FFARICKDRFE R,
TR oL BDHHEICENTVET, OSEINMINTEETT. OIRICHEVBFEERCHRBERA.
5744 j 5 ®flealization of Jonger life by newly-developed coating & shape.  ®Excellent for cutting resistance. ~ ®Excellent for high speed milling.
. g S ® Adoption of new size of flute-length from users' point of view.
SN D—JR| | REE |A08I2870\- K8 AFUME| AL 7S8R 75VA
Ball Nose o %Eﬁ %?rb(l)n A¥Oylsst$e|7. Pregtarﬁened Stsatinlelzss Cast Iron Hardened Steels AIlArlrllinium Ti}\zlallnium
eels 00l Steels eels eels 40FR HR oys oys
M Work-Material
% Selection Chart ‘ © ‘ O ‘ ‘ ‘ O
D)
7I=H i .
... 2 VAN:HGGCNX - $Z T
% =
nte = B pYi 2R S pAE| e
— Diameter Flute Overall Shank Number of Stock
Length Length Diameter Flutes
3 10 50 3 3 [ )
. 4 12 50 4 4 [
i 5 17 60 6 4 e
Square 2Flute 6 '| 7 60 6 4 .
R3S 7 22 70 8 4 [ )
Square Mutti 8 22 70 8 4 .
M 9 27 90 10 4 [ )
a7 10 27 90 10 4 °
59494 12 37 a0 12 4 [ )
. 14 37 110 16 4 [ )
e 15 47 110 16 4 [ )
TR 16 47 110 16 4 °
Efiibeo 18 47 110 20 4 [ )
20 52 115 20 4 [ )
25 62 140 25 4 [ )
O EZHETER
PIZH Standard stock.
o -SRI EER
— LFTBHLGE L,
+—iEH Stocked by specified distributor.
Please contact SANKO MFG.
For Key Way
450k
NIA

For Special

CEXDREIE. ' HG GCNX O & THEELEELY,
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High Helix
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IV RS EEXES P24 EVANSONT p4e1)

End Mill Selection Chart End Mill Q&A

i) [INWAREN [l g
s | -0.03 | 45° |h7ihLk

o S 9 Ty
il IRELDEISRETR Recommend Cutting Conditions iyl Slotting I
Square
I 2 i) EERA - Rl T8 - JUN-RVE | 528 IE8 27U0AH i
AJy52 & Work Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron
High Helix Material Pre-hardened Steels Stainless Steels
59494 EE : §5400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 FC200
"H% | %% | PEEE | #0EE | BEEE | #0EE | BERE | #hEE | HmEE | ADEE
Fousiine M o (Diameter (mm)] Speed (min™!) | Feed (mmiin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin)
;T, 3 7,400 360 5,300 255 5,300 255 3,200 160
4 5,600 590 4,000 390 4,000 390 2,400 260
0 5 4,500 620 3,200 420 3,200 420 1,900 270
g 6 3,700 640 2,700 440 2,700 440 1,600 290
g 8 2,800 680 2,000 450 2,000 450 1,200 310
o) 10 2,200 620 1,600 420 1,600 420 1,000 290
m 12 1,900 600 1,300 380 1,300 380 800 260
8_ 16 1,400 490 1,000 330 1,000 330 600 220
P < 18 1,240 475 900 320 900 320 550 210
NIg = 20 1,100 460 800 315 800 315 480 210
For Special 0 25 895 360 640 255 640 255 400 1 65
<tsA#E Depth of Cut>
ar=D ar=D ar=D
aa=1D | 2a=05D aa=1D
pN:ESy
, ?ﬁﬁ“ﬁ Eﬂgﬂ Hardened Steels
Square Mult WOI'k
{\\ij Material (40HRC) (50HRC)
HE ERE RDRE e EDRE
5944 Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
_ 3 4,200 165 4,200 145
R 4 3,200 270 3,200 220
5 2,600 290 2,600 225
6 2,150 310 2,150 340
8 1,600 320 1,600 250
10 1,300 270 1,300 180
12 1,050 250 1,050 160
16 800 180 800 140
18 710 175 710 130
20 650 170 650 125
25 500 135 500 100
ar=D r=|
+-iEH ar=D
— "1 aa=0.5D —% ae=0.1D
450k
NIA
For Special

HGO—7 4 BN (3RS AHH) “Fit.
HG-Coating N High Helix Carbide(3-Flutes&4-Flutes) HEED




Carbide End Mills / High Helix Series HG GCNX m

@ - RETURN

S 10 o o
RELDHISRETR Recommend Cutting Conditions {IELIE] Side Milling I A
Square
wE | BEEE- R TEH- JUN-RVEA | A28 T8H 27UU2H ik . M
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron T AUYIR
Material Pre-hardened Steels Stainless Steels o 5 igh Helix
55400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 FC200 o] - B
R | DERE | #hEE EEEE | EhEE EEREE | EhEE EEEE | #hEE | REd
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min) | Feed (mmiin) | Speed (min) | Feed (mminin) | = &M "ousiing
3 9,000 540 5,300 290 6,400 350 9,000 540 |7
4 6,800 780 4,000 420 4,800 500 6,800 780
5 5,400 820 3,200 440 3,800 520 5,400 820 8
6 4500 830 2,700 450 3,200 540 4500 830 >
8 3,400 860 2,000 460 2,400 550 3,400 860 o
10 2,700 820 1,600 440 1,900 520 2,700 820 o
12 2,300 760 1,300 390 1,600 480 2,300 760 ":,"
16 1,700 620 1,000 340 1,200 400 1,700 620 (o}
18 1,500 600 880 315 1,050 375 1,500 600 < P
20 1,400 570 800 300 960 350 1,400 570 5 NTH
25 1,080 450 640 240 760 280 1,080 450 For Specil
<{JiA%8 Depth of Cut> ar-0.2D
aa=1.5D
" ) pN:ESy
] FEM  Hardened Steels -
W 0 I'k Square Multi
Material (40HRC) (50HRC) {\\6} -
R EE EDEE EEE EDEE
Diameter (mm) Speed (min) Feed (mm/min) Speed (min”) Feed (mm/min) 57494
3 4,800 215 4,200 175 _
4 3,600 270 3,200 250 —
5 2,880 280 2,500 260
6 2,400 290 2,100 270
8 1,800 300 1,600 280
10 1,440 300 1,300 280
12 1,200 270 1,100 250
16 900 225 800 210
18 800 210 700 195
20 720 200 640 180
25 580 165 500 145
ar=0.1D ar=0.05D
aa=1.5D as=1.5D F-R
For Key Way
430k
NIA
For Special
AR 1 EHEEIEOSHDED. FrvIFEEEDDDZECHERTE.

2ERRRICKD. EELRE - EDEREQHFBZHSEO>TREL,
3.9—3Y MIHHIMISELIZHDZSRVTEL),

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.




100 R 2l VAR DL P O

IV RS VEExER P24 EVLRONYY P461)
End Mill Selection Chart End Mill Q&A
\'A
i mﬂ —o 03 45 ﬂﬁ

— -~ A, ~ Ay, Sh i k
HGI—F+VJ#BIENXOY I (3F&LHH) |:’,'E
HG-Coating N High Helix Carbide Long (3-Flutes & 4-Flutes) =~\.|;
A 5423 HEa~12  HE16~25
Square
M
wh7 3 [
HABNE oHG GCNXDOYINIVRILTY.
5944 5 ®HG-Coating High Helix Carbide Long (3-Flutes & 4-Flutes)
Roughing E
AN D—OF | RRE (A8I887U\-F8ATUE| A% AEA
Ball Nose o %Eﬁ %?rb(l)n A¥Oylsst?e|7. Pre-gtarﬁened Stsatinlelzss Cast Iron Hardened Steels AIlArlrlnmum T%ﬁlmum
eels 00l Steels eels eels 40HR HR oys oys
M Work-Material
g Selection Chart ‘ © O
IS G
7IVZH r:” . B4 mm
ForAuminim @ VAN:HGGCNXL * AEX AT Unit:mm
% =
Nrm | A VR R S pE| e
— Diameter Flute Overall Shank Number of Stock
Length Length Diameter Flutes
3 17 60 3 3 [ )
: 4 22 70 4 4 °
i 5 27 80 6 4 e
Square 2Flute 6 27 80 6 4 .
L2y 8 37 90 8 4 [ )
Square Mutti 1 0 47 ] 00 ] 0 4 .
Iq 12 57 110 12 4 [ )
AL 16 72 140 16 4 °
59494 18 72 140 16 4 o
. 20 82 160 20 4 [ )
- 25 102 180 25 4 [ )
Ball Nose .EEEE%
Standard stock.
-4 EETER
LBHFTBEVGELIEE L,
Stocked by specified distributor.
7R
For Aluminium
*—iEH
For Key Way
155
IIH

For Special

CAENODEE. HG GCNXL OXHRO L THEELIEE L,



E@zﬁm‘ﬁu%ﬁﬁ Recommend Cutting Conditions

Carbide End Mills / High Helix Series HG GCNXL m

{IELDHEI side Milling

L BERE - R TE#H- - JUN-FVE | 588 188 27UVAH ik
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
PArES B &0 RE EEEE | EhEE EEREE | EhEE EEGEE | EhEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmiin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
3 3,150 240 2,650 145 2,880 155 3,150 240
4 2,380 350 2,000 210 2,160 225 2,380 350
5 1,890 370 1,600 220 1,710 235 1,890 370
6 1,575 ei7/5 1,350 225 1,440 240 1,575 375
8 1,190 385 1,000 230 1,080 250 1,190 385
10 945 370 800 220 855 235 945 370
12 805 340 650 195 720 215 805 340
16 595 280 500 170 540 180 595 280
18 525 270 440 155 470 170 525 270
20 490 255 400 150 430 155 490 255
25 375 200 320 120 340 125 375 200
<{JiA#E Depth of Cut> ar=0.2D
aa=1.5D
?ﬁﬁ“ﬁ EHE%H Hardened Steels
Work
Material (40HRC) (50HRC)
HE EERE &0 &E EEnRE %D RE
Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 2,400 105 2,100 85
4 1,800 135 1,600 125
5 1,440 140 1,250 130
6 1,200 145 1,050 135
8 900 150 800 140
10 720 150 650 140
12 600 135 550 125
16 450 115 400 105
18 400 105 350 95
20 360 100 320 90
25 290 85 250 75
ar=0.1D ar=0.05D
aa=1.5D aa=1.5D
AR 1 EHEEIEOSHDED. FrvIFEEEDDDZECHERTE.

2ERRRICKD. EELRE - EDEREQHFBZHSEO>TREL,
3.9—3Y MIHHIMISELIZHDZSRVTEL),

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.

iR
Square

IM

AUyI2
High Helix

4357479

Roughing

<7\ HFEE

1%
LA

For Special

SIIIN pug epigien

FilESY
Square Multi

I

AUyIA
High Helix
57479

Roughing

*-iaH
For Key Way

R
nLA

For Special
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End Mill Selection Chart End Mill Q&A

SA GCXF m . e

SA(TIAQN) =7 « V5 1BEGCXER (SKNSAHN) Si‘:’.‘%k

SA(TIAGN)-Coating High Helix Carbide(3-Flutes&4-Flutes) .ﬂ;

i..--—.-—..—-—

,FI,FH 3 24~25
Square

M
AUYYIA
High Helix

ol ICEN. BN LICRBEFSAGCXIATDAMATI/RIITY,
OIEMIEARETY . OYHIENZERHCELT. OYIBDHLNARETT,

®Fxcellent rigidity. Suitable for side mifling.  ®Reduced cutting resistance.  ®Excellent for cutting chip discharge.

D—O8 | %&8 |AEIEETU\-KUEAFUVAE| B HEE

%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels Aluminium Titanium

&
1
it
1Y
L
7

g Work-Materia Steels Tool Steels Stegls Steels Alloys Alloys
=3 Selection Chart ‘ © @)
o)
m 51
2 VAN:SAGCXF - HE Unim
<
itn | IR il ¢k | WE | W | #E
Diameter Flute Overall Shank Number of Stock
Length Length Diameter Flutes
3 10 50 6 3 [ )
4 12 60 6 4 [
5 15 60 6 4 [ )
6 15 60 6 4 [ )
LS 7 20 70 8 4 [ ]
Square Mult 8 20 70 8 4 .
I 9 25 90 10 4 []
a7 10 25 90 10 4 o
59454 12 30 90 12 4 o
. 14 35 110 16 4 []
15 40 110 16 4 L]
16 40 110 16 4 [ ]
18 45 110 20 4 []
20 50 115 20 4 [ ]
22 o0 140 25 4 []
25 50 140 25 4 []
*-ER
For Key Way
155%
MIA

For Special

CEXDREF. SA GCXF O ETHEELEELY,



R

Standard stock.

HENEEEER
HHFTBHVAE S,

Stocked by specified distributor.

Please contact SANKO MFG.

NEXT +++++-Q

QA NI—U

1
AUyI2

High Helix
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IV RS EEXES P24 EVANSIONT p4e1)

End Mill Selection Chart End Mill Q&A
i) [INWAREN [l g
]| -0.03 | 45° |hohit

SA (TIAON) I—7 4 Y J#BEGCX;ER (3T &A1) “Fit-

SA(TIAGN)-Coating High Helix Carbide(3-Flutes&4-Flutes) fF (£
3! N M . " s .
ol I=EYDHISMEFR Recommend Cutting Conditions BYIHl Slotting I
Square
I\f g | HEM RS - ol - K TUN=-RV$ ATV
AUyI2 Work Mild Steels + Carbon Steels * Cast Iron Pre-hardened Steels Stainless Steels
High Helix E Matel'la|
5 55400 - S50C - FC200 NAKS5 « HPM11 SUS304
ik | A8 [EERE EDRE B ‘D RE B EDEE
= Diameter (mm)| ~ Speed (min”") Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
| 3 8,900 665 5,900 350 3,800 90
4 6,650 695 4,450 400 2,850 100
‘CD) 5 5,300 715 3,650 360 2,250 105
3 6 4,450 740 2,950 345 1,900 110
= 8 3,300 660 2,200 360 1,400 115
[0) 10 2,650 630 1,750 325 1,100 115
I':JI'I 12 2,200 590 1,450 300 955 110
a 14 1,900 560 1,250 270 815 95
NSk 2 16 1,650 525 1,100 245 715 85
HNIm = 18 1,450 480 990 225 635 80
For Special ¢ 20 1,300 450 890 205 570 75
25 1,050 395 710 170 455 60
<{iA#E Depth of Cut> ar=D
| as=0.5D
FilESY
Sauare Mult . N
v, #REI S&8 - TEHM Aoy Steels - Tool Stesls  SCM + SKD
AJyYZ Work
High Helix Material (30HRC) (35HRC) (40HRC)
NE [EERRE EDRE EEREE EDRE ERRE %D &E
Diameter (mm){ ~ Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 6,650 595 5,900 350 3,800 90
4 5,000 675 4,450 400 2,850 100
5 4,000 660 3,650 360 2,250 105
6 3,300 550 2,950 345 1,900 110
8 2,500 500 2,200 360 1,400 115
10 2,000 475 1,750 325 1,100 115
12 1,650 440 1,450 300 955 110
14 1,400 445 1,250 270 815 95
16 1,250 400 1,100 245 715 85
18 1,100 365 990 225 635 80
20 1,000 345 890 205 570 75
25 800 300 710 170 455 60
155k

LA

For Special



Carbide End Mills / High Helix Series SA GCXF m

Eiﬁm‘ﬁ“?‘nﬁ:ﬁ Recommend Cutting Conditions

@ - RETURN

{BIEtDEl side Milling

L) B - R - Sk TUN=RV$ A7V
Work Mild Steels - Carbon Steels + Cast Iron Pre-hardened Steels Stainless Steels
Meterel 55400 - S50C - FG200 NAKSS - HPM1 1 5US304
i B %D RE [EEEEE EDRE EELRE &0 RE
Diameter (mm)[ ~ Speed (min) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 8,900 665 5,900 350 3,800 90
4 6,650 695 4,450 400 2,850 100
5 5,300 715 3,550 360 2,250 105
6 5,300 900 3,550 400 2,200 175
8 3,950 835 2,650 445 1,650 185
10 3,150 760 2,100 310 1,300 165
12 2,650 730 1,750 285 1,100 145
14 2,250 675 1,500 245 955 125
16 1,950 615 1,300 215 835 110
18 1,750 580 1,150 195 740 100
20 1,650 530 1,050 185 665 100
25 1,250 530 850 170 535 100
<tiA#& Depth of Cut> ar ar
as=1.5D 0.2D
) A% TEH8 Alloy Steels + Tool Steels  SCM + SKD
Work
Material (30HRC) (35HRC) (40HRC)
HE | EERE EDEE RS EDEE GRS EDEE
Diameter (mm)|  Speed (min) Feed (mmimin) Speed (min) Feed (mmimin) Speed (min) Feed (mm/min)
3 6,650 595 5,900 350 3,800 90
4q 5,000 675 4,450 400 2,850 100
5 4,000 660 3,550 360 2,250 105
6 4,000 800 3,550 400 2,200 175
8 3,000 710 2,650 445 1,650 185
10 2,400 680 2,100 310 1,300 165
12 2,000 620 1,750 285 1,100 145
14 1,700 550 1,500 245 955 125
16 1,500 500 1,300 215 835 110
18 1,300 440 1,150 195 740 100
20 1,200 410 1,050 185 665 100
25 965 340 850 170 535 100
ar ar
0.2D 0.1D
AR 1 ERERIEOSHDED. FrvIEEEEDDDZECHERTE.

2FEARRICKD, MERE - XD REDHBZH MO TREL,
3.9—-3Y MEgERTI7TO0—. FIIFMREMITEUIIEIRZESEO 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.

<7\ HFEE

SIIIN pug epigien

iNF

Square

M
AUyI2
High Helix

1%
LA

For Special

FilESY
Square Multi
I

AUyIA

High Helix

o
nLA

For Special
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IV RSEERED P24 EWANEIOII YN =V 1oh |
End Mill Selection Chart End Mill Q&A

5C|

V
TR

SA (TIAON) O—5F «  JiBiE6HH Fit

SA(TiAQN)-Coating 6-Flutes High Helix Carbide 1B%£H

% — - - -

iNF —

Square

TR *ECEN SRNTICRETT. e6KN5(TTIMNSREL THDET.
AN o/ SN DATEL R FF I TZRRLET.
57494 j L oricellent rigidity.Excellent for high speed milling. ~ ®The item line up is from 3mm 6-Flutes.

4 ®Fxcellent finishing surface,minimizing deflection.

-\

Roughing

D—O8 | %&8 |AEIEETU\-KUEAFUVAE| B HEE

%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels

v

NN v
-0.03 | 45° |h5HLk

YISE% 75 5%

Aluminium Titanium

ED? Work-Materia Steels Tool Steels Steels Steels Alloys Alloys
=3 Selection Chart ‘ © ‘ @) ‘ @) ‘ ‘ O
(0]
m =TivE
2 VAN:SAGCX - 5% qrhd
<
iin S 2R i K
— Diameter Overall Shank st
Length Diameter
3 10 50 6 [ ]
4 12 60 [ )
5 15 60 6 [ ]
6 15 60 6 [ ]
L2y 7 20 70 8 [ ]
Saquare Mult 8 20 70 8 .
M 9 25 90 10 o
a7 10 25 90 10 ®
59494 11 30 90 12 [ ]
. 12 30 90 12 [ ]
13 35 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 [ )
21 45 115 20 [ ]
+—EF 22 45 140 25 [ )
o 23 50 140 25 0
— 24 50 140 25 [ )
e 25 50 140 25 o
ForSpecl 26 50 140 25 [ )
27 55 140 25 [ )




Carbide End Mills / High Helix Series SA GCX Ris¥/
NEXT +++++- @

iRA
B{Tmm

Unit:mm Square

IM

NE £k R

AUyI2
High Helix

v kP

Diameter Overall Shank
Length Diameter

28 55 140 25
29 95 140 25
30 55 140 25
32 65 160 32

Roughing

<7\ HFEE

@ REEEm

Standard stock.

O 45 IBIETEEm
SHFTBHVGEL LS.

Stocked by specified distributor.
Please contact SANKO MFG

1%
LA

For Special

SIIIN pug epigien

FilESY
Square Multi

I

AUyIA
High Helix
57479

Roughing

*-iaH
For Key Way

R
nLA

For Special

CAENODIRIE. SA GCX O ECHEELIEEL,
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iRF
Square

IM

AlJy ﬂ

HithjHaelizx g

57479 _ ~J

Roughing I:
b
(@)
Q
=
g
Q
(0]
m
=)
(ol

B E

For Special 0

FilESy

Square Multi

M

AJyIA

High Helix

57479

Roughing

*-ER

For Key Way

155k

IR

For Special

Y RIEEXES P24 RV

I
End Mill Selection Chart

End Mill Q&A

P46L

SA GCX

SA (TIAON) O—5F « V JiBiE6 KN

SA(TiAQN)-Coating 6-Flutes High Helix Carbide

e

Shan
Fit
iigrg))

R[] B»
e | -0.03 | 45° |h¥hLE

Etﬁmﬁ']%ﬁﬁ Recommend Cutting Conditions

[{BFGIE Application Items : SA GCXL « SA GCXLS]

REl SRl - = TEHE- - JUN-FVE | 528 188 27U0AH Bk
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 FC200
bArES EEGEE | EhEE EEEE | &DhRE B EDRE B &DRE
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
3 24,000 3,000 19,200 2,400 19,200 1,700 24,000 3,000
4 18,000 3,200 14,400 2,540 14,400 1,700 18,000 3,200
5 14,400 3,400 11,500 2,660 11,500 1,700 14,400 3,400
6 12,000 4,300 9,600 2,880 9,600 2,160 12,000 4,300
8 9,000 3,300 7,200 2,160 7,200 1,620 9,000 3,300
10 7,200 2,600 5,760 1,730 5,760 1,300 7,200 2,600
12 6,000 2,200 4,800 1,440 4,800 1,080 6,000 2,200
16 4,500 1,600 3,600 1,080 3,600 810 4,500 1,600
20 3,600 1,300 2,880 860 2,880 650 3,600 1,300
25 2,880 1,050 2,300 690 2,300 520 2,880 1,050
30 2,400 870 1,920 570 1,920 430 2,400 870
<thA#+E Depth of Cut> ar=0.1DLIF
ar=D
~ Tas=0.1D aa=1.5D
?ﬁﬁ“ﬁ ﬂgﬁﬂ Hardened Steels
Work
Material (40HRC) (50HRC) (55~60HRC)
e R &N RE B EDRE B %D RE
Diameter (mm)| ~ Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 9,600 600 3,000 100 2,100 70
4 7,200 600 2,250 100 1,580 70
5 5,750 600 1,800 100 1,260 70
6 4,800 1,080 1,500 150 1,050 105
8 3,600 810 1,100 160 800 100
10 2,880 650 960 190 650 100
12 2,400 540 800 170 530 95
16 1,800 400 600 140 400 60
20 1,440 320 480 110 310 45
25 1,150 260 380 90 260 40
30 960 210 320 75 210 30
ar=0.1DBF ar-0.050LF %
ar=D
aa=1.5D aa=1.5D aa=1.5D
~ 1 as=0.1D




Carbide End Mills / High Helix Series  SA GCX m

@ .- RETURN

IZHELEISEHR Recommend Cutting Conditions =R High Speed Cutting]

[{BFGTE Application Items : SA GCXL « SA GCXLS]

REl ESRl - = TEHE- - JUN-FVE | A28 188 27U0AH Bk
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
S5400 - S50C SKD61 * NAK55 SCM - SKD11 - SUS304 FC200
bArES EEGEE | EhEE OEEE | &hRE B %D RE B EDRE
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
3 47,000 6,200 42,000 5,300 31,000 2,600 47,000 6,200
4 35,000 6,200 31,000 5,700 23,000 3,300 35,000 6,200
5 28,000 6,500 25,000 6,000 19,000 3,500 28,000 6,500
6 23,000 4,300 21,000 3,700 15,000 2,700 23,000 4,300
8 17,000 4,200 15,000 3,700 11,000 2,700 17,000 4,200
10 14,000 4,200 12,000 3,700 9,500 2,700 14,000 4,200
12 11,000 3,900 10,000 3,500 7,900 2,500 11,000 3,900
14 10,000 3,700 9,000 3,300 6,700 2,400 10,000 3,700
16 8,900 3,400 7,900 3,000 5,900 2,200 8,900 3,400
18 7,900 3,000 7,000 2,700 5,200 2,000 7,900 3,000
20 7,100 2,700 6,300 2,400 4,700 1,800 7,100 2,700
25 5,600 2,300 5,000 2,000 3,700 1,400 5,600 2,300
30 4,700 1,900 4,100 1,700 3,100 1,200 4,700 1,900
<tiA#»2 Depth of Cut> ar aa ar
as D<pl2| 1D | 0.01D
»12<D 1D | 0.02D
*ﬁﬁw Eﬁgﬂ Hardened Steels
Work
Material (40HRC) (50HRC) (55~60HRC)
HE EERE 2D &S EERE %D &8 EERE %D RE
Diameter (mm)| ~ Speed (min) Feed (mmimin) Speed (min) Feed (mmimin) Speed (min) Feed (mm/min)
3 26,000 1,600 15,000 800 12,000 550
4 19,000 1,600 11,000 950 9,500 550
5 15,000 1,600 9,500 990 7,500 550
6 13,000 2,000 7,900 1,200 6,300 950
8 9,800 2,000 5,900 1,200 4,700 950
10 7,900 2,000 4,700 1,200 3,800 950
12 6,100 1,900 3,900 1,100 3,100 870
14 5,600 1,700 3,400 1,000 2,700 750
16 4,900 1,500 2,900 950 2,300 700
18 4,300 1,400 2,600 870 2,000 650
20 3,900 1,300 2,300 770 1,800 600
25 3,100 1,000 1,800 650 1,400 500
30 2,600 900 1,500 500 1,200 400
AL 1 EHEANEDS D, FryvIEREDEDZECHERTEL.
2.0—5V NIRRT 7 J0O—, FIIFHEIM ICEUTIERZE BT TS, da ar
3REHULERL UCTERADBRR. EDREZTIFTTEL,
40YIVECEBOBAL. BIEEE - EDREZE0%LTILTFL. D=¢12)| 1D | 001D
Notes 15..SDe;c?gé;%aéfgfazggﬁ;inﬂo%oh power and rigidness.Use the chucking holder ¢12<D 1D 0.02D

with sufficient precision and grasping force.
2.Apply dry air blow or cutting oil suitable for the work-piece material.
3.Decrease the feed rate when the protrusion of the endmill is too long.

4.Decrease the speed and feed by 50% or move,if you need to use long-flute endmills.

5.Long-flute endmill are not recommended for slotting process.

< IN7\ HFEE

SIIIN pu3 epiglen
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Square
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EEtEREE  P108 EPARLE o AV T RILOGSA p4e1)

Recommend Cutting Conditions End Mill Selection Chart End Mill Q&A
vee | M- [xxx| P
s | -0.03 | 45° |h7ihLk

SA(TIAON) I—5 « Y J#B@EeRN 0O/ J 7 *Fit
SA(TiA2N)-Coating 6-Flutes High Helix Carbide Long fF (£

iNF
Square
TR eSAGCXDOYIIIVRIILTY.
PN oA SIEANME CIRLVIIIHAIEETY .
574945 L @ onger flute length series of SAGCX.
L g |{ ® Covering from carbon steel to hardened steel.
oughing -
AN D—OF | RRE (A8I887U\-F8ATUE| A% REH 7ISEg 7582
Ball Nose o %Eﬁ %arb(l)n A#oylssteelf- Pre-gardlened Stsainlelzss Cast Iron Hardened Steels AIlArlrllinium Ti}\zlallnium
teels 00l Steels fecls teels 40FR HR HR oys oys
M Work-Material
g Selection Chart ‘ © ‘ © ‘ © ‘ ‘ O
D)
2 VAN:SAGCXL - HEXTE imm
Q . = Unit:mm
% =
iR = NE 3 S
— Diameter Overall Shank
Length Diameter
3 15 70 6 [ )
4 20 70 6 [ )
5 25 80 6 ()
6 25 80 6 [ )
R3S 8 35 90 8 [ )
Square Mult 1 0 45 1 OO ] 0 ‘
M 12 55 110 12 [ )
a7 16 70 140 16 °
57474 18 70 140 20 )
. 20 80 160 20 [ )
_— 25 100 180 25 [ )
IVR 30 100 200 25 [ )
Ball Nose
O EETER
Standard stock.
(- 4SERIBEEER
LHFTHHEVEELEEL,
Stocked by specified distributor.
+-iEH
For Key Way
450k
NIA

For Special

CAENDEE. SA GCXL OXARO LTHELEELY,



1
AUyI2

High Helix

QA NI—U

A3
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EEtEREE  P108 EPARLE o AV T RILOGSA P461)
Recommend Cutting Conditions End Mill Selection Chart End Mill Q&A
k'l
e ﬁﬁﬂ ~0.03 45 ﬂb’

SA(TIAON) J—F 1 Y JBBERAOV IV vV S

SA(TiAQN)-Coating Long Shank 6-Flutes High Helix Carbide fF (£

f\\ﬁ y 2 OSAGCXDOVIY v ITVRIINTT,
HORNiE O F\ AN IHIEETT .

®/onger shank series of SAGCX.
O Sujtable for deep pocket milfing.

iNF

Square

7
P4
S
| D—% | kEE |SETEE 7R AFURE|  H HEH

%Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels AIum|n|um T|tan|um

(@) Steels Tool Steels Steels Steels Alloys Alloys
Sl Work-Material
g Selection Chart ‘ © ‘ © ‘ ©
(0]
2 VAN:SAGCXLS - S&x it Sk
a . ° = ﬁ:‘ Unit:mm
% =
iR = NE 3 S
— Diameter Overall Shank
Length Diameter
6 12 80 6 [ )
8 16 90 8 [ )
10 20 100 10 [ )
12 24 110 10 [ )
L2y 24 110 12 [ )
Square Mult .I 6 32 1 40 1 2 .
M 32 140 16 [ ]
a7 18 36 140 16 °
59494 0 40 160 16 o
. 40 160 20 [ )
25 50 180 25 [ )
30 55 200 25 [ )
0 EREER
Standard stock.
(-SRI EE
BHFTBEVEELEEW
Stocked by specified distributor.
Please contact SANKO MFG.
*—&A
For Key Way
155
IIA

For Special

CENDEE, SA GCXLS OXMAEO &CHEEL LS,
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High Helix
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IV Rz VEExER P24 EPORNT p4e1)
End Mill Selection Chart End Mill Q&A
\VA
m%ﬁﬁﬂ —o 03 45 ﬂb’

SA (TIAON) 3=« VI RBEAF YU AR “Fit
SA(TiA@N)-Coating High Helix Carbide for Stainless Steels IS

- - - AL E UTRO.2~0.3DMIZELTHDE T,
% h Employs R0.2-0.3 for preventing chipping off.

oFUIFILDNBCKD, SUSDIMTICHRETT . OIMINSIE EIFMIETLERICHITTEETT,
v VaE FIVEEZMIICONLTEXT, OUUDREICEHRBULSKITY,

O Sujtable for stainless steel by special cutting sharp. ~ ®Covering from roughing to finishing.
®Possible to cut for nickel alloys and titanium. ~ ®3-Flutes for anti vibration.

iRF
Square

M
AJyg

High Helix

Q\VANI—U

&
i
X
4
5
v

J—S% | R&EE |[SSHTEET\-KVE zmx&m Stam'esssteels A |curlag|FovAS

a BEER %arbon AIonSSteels' Pre-sr:ardened ;@Eﬂﬁ Hardened Steels Nickel Titanium
£_D1 Ny teels Tool Steels teels AustenlteType Marten5|teType Haideng Alloys Alloys
=3 Selection Chart ‘ ‘ ‘ ‘ © ‘ O ‘ O ‘ O
[0)
m (i
2 VAN:SAGCSU - $HiZ qrhd
<
= A EE 4R o
— Diameter Overall Shank
Length Diameter
3 8 45 6 [
3.5 10 45 6 [ )
4 10 45 6 [ )
4.5 13 50 6 [ )
il 5 13 50 6 [ )
Saquare Mult 5.5 ] 3 50 6 .
M 6 13 50 B [
no39% 6.5 19 60 8 ®
7 19 60 8 [ )
7.5 19 60 8 [ ]
8 19 60 8 [ )
8.5 22 70 10 [ ]
9 22 70 10 [ )
9.5 22 70 10 [ ]
10 22 70 10 [ )
11 26 75 12 [ )
12 26 75 12 [ ]
13 30 75 12 [ )
14 30 110 16 [
15 32 110 16 [ )
16 32 110 16 [ ]
17 32 110 20 [ )
e 18 32 110 20 o
ForSpecl 19 38 110 20 [ )
20 38 110 20 [ ]




Carbide End Mills / High Helix Series SA GCSUS m
NEXT +++++- @

Bi:mm g

Unit:mm Square

IM

NE 2R iE:

AUyI2
High Helix

v kP

Diameter Overall Shank
Length Diameter

22 38 110 20
25 42 110 25
30 48 115 25

Roughing

<7\ HFEE

@ REEER

Standard stock.

O 45 ERIEEEER
SHFETOHEVGELEEL.

Stocked by specified distributor.
Please contact SANKO MFG.

1%
LA

For Special
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M

AJyI2
High Helix
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Roughing
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R
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For Special

CAEXDREF. SA GCSUS O LCHEELIEEL,
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IV RS EERES P24 EWAIN0 IS =Y 1oy
End Mill Selection Chart End Mill Q&A

SA(TIAON) O—F « VJiBEAT VU AH

SA(TiAQN)-Coating High Helix Carbide for Stainless Steels

HATBhEERE UTRO.2~0.3DMIZELTHOF T,

VGC|
@»’&Wﬁ?ﬁﬁﬁ'

Ry B
-0.03| 45° |7kt

Employs R0.2-0.3 for preventing chipping off.

A
Square
I & w n .- s .
o 3 % IZENHISRFR Recommend Cutting Conditions iatlHEl Slotting
High Helix 5
— - 4T - — - R
771 EAy | M ATYV2 Zyrllas F5UaR
Roughing R Work Stainless Steels Nickel Alloys Titanium Alloys
_— IT; Material SUS304
A S /4 —_ ¥ - - ¥ »; =y, G +:
Ik HE | EEEE EDEE RS RDEE RS EDEE
8 Diameter (mm)|  Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 3 7,430 590 1,590 66 2,120 96
a 4 5,570 440 1,190 66 1,590 96
vl (U] 5 4,460 350 950 70 1,270 99
. s 6 3,710 300 800 75 1,060 102
For Aminion @1 7 3,180 250 680 75 910 102
15Tk = 8 2,790 220 600 75 800 111
||| % 9 2,480 200 530 75 710 111
For Speci 10 2,230 180 480 84 640 114
11 2,030 160 430 84 580 114
12 1,860 140 400 84 530 114
13 1,710 140 370 84 490 114
14 1,590 130 340 84 450 114
A 15 1,490 120 320 84 420 114
oNF 16 1,390 110 300 75 400 105
Souare 2Flute 17 1,310 100 280 75 370 105
REZH 18 1,240 100 270 75 350 105
19 1,170 100 250 75 340 105
Souare Mufi 20 1,110 90 240 66 320 90
I« 22 1,010 80 220 66 290 90
AUyIA 25 890 70 190 66 250 90
High He“x‘ 30 740 60 160 66 210 90
S L <ya»E Depth of Cut>
Roughing arD D
r= ar=
ﬁ?“ﬁ - :
éla:\mose aa=1D ‘f aa=0.2D
7SR
For Aluminium
*-iaH
For Key Way
155k

LA

For Special




Carbide End Mills / High Helix Series SA GCSUS
@ ------RETURN

S 0 2
IZEHISRER Recommend Cutting Conditions {BIELDHEI Side Milling I
D) AT YU ZvrEag FHUEE
Work Stainless Steels Nickel Alloys Titanium Alloys
Material SUS304
g EERE 12D &E EERE 2D &E [EE5RES %D RE

Diameter (mm)| ~ Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min)
3 8,500 510 3,975 220 5,300 320
4 6,375 510 2,975 220 3,975 320
5 5,100 530 2,375 230 3,175 330
6 4,250 540 2,000 250 2,650 340
7 3,650 540 1,700 250 2,275 340
8 3,175 590 1,500 250 2,000 370
9 2,825 590 1,325 250 1,775 370
10 2,550 600 1,200 280 1,600 380
11 2,325 600 1,075 280 1,450 380
12 2,125 600 1,000 280 1,325 380
13 1,950 600 925 280 1,225 380
14 1,825 600 850 280 1,125 380
15 1,700 600 800 280 1,050 380
16 1,600 560 750 250 1,000 350
17 1,500 560 700 250 925 350
18 1,425 560 675 250 875 350
19 1,350 560 625 250 850 350
20 1,275 490 600 220 800 300
22 1,150 490 550 220 725 300
25 1,025 490 475 220 625 300
30 850 490 400 220 525 300

<tiA#& Depth of Cut>
ar=0.12D ar=0.08D
aa=1.5D as=1.5D

5T

1 BRIESBIEDOSH B0, FvvIREREOBDZECHER T,
2FEARRICKD, BERRE - EDREDFABZESIETTIEL,
327 Y U ZAHOYIHIEEIELMZ CERATEL,

Notes

1.Select the machine which has enough power and rigidness.
Use the chucking holder with suppicient precision and grasping force.
2.Apply the appropriate cutting condition according to your machining condition
and work-piece material.
3.Use soluble cutting fluids for stainless steels.

<7\ HFEE

SIIIN pug epigien

fmag
-

N7\ HXNA

C—
<

S|l pu3 |981S paads ysiH

35719

iR
Square

IM

AUYyIA
High Helix

Roughing

h=I
IVR
Ball Nose

7I=H
For Aluminium

1%
LA

For Special

iMA
283
Square 2Flute
piliESY
Square Multi
M
AJyI2
High Helix
57479
Roughing
A=l
IVER
Ball Nose

7IV=R
For Aluminium
*—i&H
For Key Way

R
MIA

For Special



