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End Mill Selection Chart

FA GCNQ e
i | -0.03 | 30° |75vh

FAD—5 4 JREN Q = v 2 (BBAS4KT) Fit
FA-Coating Carbide N Roughing (3-Flutes&4-Flutes) D
- WE3A  HHEE~25
Sauare oD SEANIBE TRLVIIIHIRETY,
I, & oH FRELELLD. MF vE > FERUTBHHIECBNTLET.

ONRICHEVBFZE R TCARE =R,

® Covering from carbon steel to hardened steel.
®Lxcellent realization of chipping minimization & good chip discharge , by newly-developed shape & surface treatment.
® Adoption of new size of flute-length from users’  point of view.

D—O8 | %&8 |AEIEETU\-KUEAFUVAE| B REA FyUEE

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

High Helix

=7\ HER

8 . Steels Tool Steels Steels Steels (40HRC) [ (50HRC) [(60HRC) Alloys
=0l  Work-Material
=3 Selection Chart ‘ @) ‘ @) ‘ O ‘ ‘ O
(0]
m iy
2 VAN:FAGCNA - 54E g
<
| 2 | TR | BR | 2R | RE® | WM | 947 | #B
For Sk Diameter Flute Neck Overall Shank Number Type Stock
Length Length Length Diameter of Flutes
3 10 — 50 3 3 2 [ J
4 12 - 50 4 3 2 [ J
5 17 5 60 6 4 H1 [
6 17 - 60 6 4 X2 [ J
S 7 22 7 70 8 4 M1 [
Sauare Mult 8 22 - 70 8 4 2 .
I 9 27 7 90 10 4 H1 [
a7 10 27 — 90 10 4 2 C
59494 12 37 — 90 12 4 B2 C
. 14 37 10 110 16 4 X1 [
15 47 10 110 16 4 H1 [
16 47 — 110 16 4 X2 L
18 47 10 110 20 4 H1 o
20 52 — 115 20 4 X2 [
25 62 — 140 25 4 B2 L
O FEHEER
Standard stock.
O e EEEER
ZHFTBHLEELEEL,
*—iEH Stocked by specified distributor.
o Please contact SANKO MFG.
155k
MIA

For Special

CEXDREE. [FAGCN@ O L CHEELEEW,



NEXT +++++-Q

—vIRAR 9—2JHE (X50) tIbfE Z=miE
- — 57479
. FA GCN o
T EFREOR. U—J|E w=I
~OREDIEL ., L 0l 20 02052 SAGCV a Ik
RN < WK B |
J-7R
Comner Radius
—— ] 73R
— =F 17 For Aluminium
NEAMDEL, T—U%& SAGC a

iMF
23
Square 2Flute
piliiES)
’ \ Square Mutti
1
A
I
Y G
l: Roughing
b w=
IVR
T Ball Nose
L.
_g’ Comer Radius
D ke
5 P
[0 Combination
o 7IIH
o
m For Aluminium
3
o #&A
5 For Key Way
7}
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IV RILEEREH P28

End Mill Selection Chart

FA GCNQ

VIGC | Ilgw AN _ |
EEiel| -o.03 | 30° |75vh

- ~ n — Shrink
FAJ—7 4« VJBENA = v 7 (3H&4KN) Fit
FA-Coating Carbide N Roughing (3-Flutes&4-Flutes) )
iRF
Square
M 3 M . . ww .
N % ZELEISMER Recommend Cutting Conditions Al Slotting l
High Helix
= 1YY I N (e r) o) =~
57475 _ R EERE - kRE TE#H-JUN-RVE | 628 IEH 270028 ik
SN | Work Mild Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels CastIron
= | Material Pre-hardened Steels Stainless Steels
‘ IT: 55400 - S50C SKD61 - NAKS5 SCM - SKD11 - SUS304 FC200
NE | EEmEE | RhEE | OERE | RhRE | OERE | RhRE | OERE | Rh&EE
‘CD) Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmimin)
- 3 12,800 220 8,940 160 7,140 125 14,400 400
o 4 9,600 220 6,700 160 5,360 125 10,800 400
o 5 7,680 360 5,280 260 4,300 170 8,000 600
"3" 6 6,400 420 4,480 260 3,600 200 7,200 700
o 8 4,800 490 3,360 330 2,680 200 5,440 810
373 < 10 3,840 530 2,720 370 2,160 250 4,320 880
MIA b 12 3,200 580 2,240 410 1,780 250 3,600 960
ERsa 16 2,400 720 1,670 530 1,340 330 2,700 1,200
18 2,130 770 1,490 530 1,190 330 2,400 1,200
20 1,920 770 1,340 530 1,070 330 2,160 1,200
25 1,540 640 1,070 410 860 260 1,730 1,000
FilESY
Saquare Mult
Iq » )
AUYIA thEIR FEH  Hardened Steels
High Helix Work
57479 Material (40HRC) (50HRC)
Roughing NE R EDRE R EDEE
Diameter (mm) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 5,540 60 4,265 35
4 4,160 60 3,200 35
5 3,440 65 2,560 45
6 2,880 75 2,160 65
8 2,080 75 1,600 75
10 1,680 95 1,280 75
12 1,360 95 1,040 75
16 1,050 120 800 100
18 925 120 710 100
20 840 120 640 100
+—ZH 25 665 100 515 80
— <tJA#E Depth of Cut> ar=D
155% T -
MIA aa=1D

For Special




Carbide End Mills / Roughing Series FA GCNQ E

@ .- RETURN

N 3 3y
IEHEEISESER Recommend Cutting Conditions {IEtDEl side Milling
) B - KRl I8 - JUN-FVE | G2 188 270028 G

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
g EERE %D &S EEnRE %D RE EERE %D RE EERE &DEE
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
3 16,000 500 11,200 240 8,960 180 18,000 700
4 12,000 500 8,400 240 6,720 180 13,500 700
5 9,600 930 6,600 420 5,400 300 10,000 1,020
6 8,000 930 5,600 530 4,500 360 9,000 1,190
8 6,000 970 4,200 600 3,300 390 6,800 1,370
10 4,800 980 3,400 690 2,700 500 5,400 1,490
12 4,000 980 2,800 740 2,200 610 4,500 1,630
16 3,000 1,100 2,100 900 1,700 660 3,400 2,040
18 2,700 1,100 1,800 930 1,500 660 3,000 2,040
20 2,400 1,100 1,700 800 1,330 600 2,700 2,040
25 2,000 1,030 1,300 610 1,100 470 2,200 1,700
<tiA#E Depth of Cut> ar=0.5D
aa=1.5D

*&'EW ;ﬁgﬂ Hardened Steels

Work

Material (40HRC) (50HRC) (55HRC) (60HRC)

g OEEE | &hEE IR | &DEE OEEE | &hEE OEmEE | &hEE
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min™) | Feed (mm/min) | Speed (min”) | Feed (mmiin) | Speed (min”) | Feed (mmimin)
3 7,040 80 5,340 70 5,340 70 2,670 35
4 5,280 80 4,000 70 4,000 70 2,000 35
5 4,300 110 3,200 100 3,200 100 1,600 50
6 3,600 120 2,700 110 2,700 110 1,300 65
8 2,600 120 2,000 140 2,000 140 1,000 75
10 2,100 160 1,600 150 1,600 150 800 75
12 1,700 160 1,300 150 1,300 150 660 85
16 1,300 200 1,100 190 1,100 190 500 100
18 1,200 200 900 190 900 190 450 110
20 1,030 200 800 190 800 190 400 100
25 890 170 640 150 640 150 320 80

<thA#E Depth of Cut> ar=0.3D
EE
aa=1D

1 BRIEAEDSHDED. Fv v IEBEEDDDZECHERTEL,
2HERINRICKD, BEEE - XDREDRBESE2TFEL,
3.9—3V M MIERI7TO—ZEHITIHLET,

42T VU ZABOYIEIE SRR Z CER LT,

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.Use air blow

4.Use soluble cutting fluids for stainless steels.

<7\ HFEE

SIIIN pu3 epigien

iRF
Square
M

AJyIA
High Helix

57495

Roughing

1%
LA

For Special

FilESY
Square Multi
I

AUyIA

High Helix

o
nLA

For Special
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End Mill Selection Chart

SA GCVQ S ec | 5. [ 2o o

SA(TIAQN)] j_'4y7Eﬁ§V|ctorya yg(4*5z-£,) Shrlnk

SA(TiIAQN)-Coating Carbide Victory Roughing (4-Flutes) '?ﬁlat

QS —

A
Square
M a LMD SHEANTE CTRLUVINIH AT,
VU eEERLIE= v - EMRICED. WF v EVIEROTBHLEICBNTVET,
5744 EE ® Covering from carbon steel to hardened steel.
2 oNew sharp “nick” improved to prevent chipping off and cutting chip discharge.
Roughing t
el ;M D—o% | RFE (A8I887U\-F8 ATUE| B REH 7588
Ball Nose ﬂaiﬁ Carbon | Alloy Steels * | Pre-hardened | Stainless Cast Iron Hardened Steels Titanium
0O = Steels Tool Steels Steels Steels (40HRC) [ (50HRC) [ (60HRC) Alloys
S8 Work-Material
=3 Selection Chart ‘ @) ‘ @) ‘ O ‘ ‘ O
FLER o
. m Bfi7:mm
~un @ VAN:SAGCVA - Sz Urlﬁt:mm
BH =
Nim = EEPLE N BR WE | 5947 | #E
— Diameter Flute Neck Overall Shank Type Stock
Length Length Length Diameter
5 13 5 50 6 1 [ )
; B 13 — 50 6 B2 ®
i 8 19 - 60 8 B2 O
Square 2Flute 10 22 — 70 10 2 .
REZ 12 26 — 75 12 X2 [
Sauare Mult 1 6 32 - ] OO ] 6 2 .
I 20 38 - 110 20 X2 L J
WIS
High Helix
57479 O - 1REHEER
: Standard stock.
Roughing
Rl (-BEREEERS
IVR ZHFTBELGELEEL,
Ball Nose Stocked by specified distributor.
Please contact SANKO MFG.
7IVZH
For Aluminium
*-iaH
For Key Way
155k
MIA

For Special

CENODIRIE, [SAGCVA O & CHEELIEEL,
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IV RILEEREH P28

End Mill Selection Chart

SA GCVQa

VIGC | DC}SK AN _ |
EEiel| -o.03 | 30° |75vh

A
Square
S%glx % EEHISRER Recommend Cutting Conditions iatHl Slotting I
igh Helix
- y I Al it , N ="
37429 DRG] WSS - EH T8 JUN-RVH# 588 IE8 27UV ik
Foughi K[ Work Mid Steels - Carbon Steels Tool Steels Aloy Steels - Tool Steels CastIron
SCIERES = | Material Pre-hardened Steels Stainless Steels
il > 1T §5400 - S50C SKD61 - NAK55 SCM - SKD11 - SUS304 FC200
T B TR | DEBE | EDEE | OGRS | #hRE | OGRS | #0DRE | DEEE | RDEE
© |Diameter (mm)| Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmiin) | Speed (min”) | Feed (mmimin)
3 5 7,680 360 5,280 260 4,320 170 8,000 600
a 6 6,400 420 4,480 260 3,600 200 7,200 700
(0] 8 4,800 490 3,360 330 2,640 200 5,440 810
g‘l 10 3,840 530 2,720 370 2,160 250 4,320 880
o 12 3,200 580 2,240 410 1,760 250 3,600 960
15Tk < 16 2,400 880 1,670 515 1,340 410 2,700 1,440
NIE % 20 1,920 880 1,340 515 1,070 410 2,160 1,440
For Special
i <YBABE Depth of Cut> ar-D
[ aa=1D
piliES) " }
G FEE  Hardened Steels
Square Mult Work
- Material (40HRC) (50HRC)
‘y A - \ AT - \ A
High Helx NE EERRE %D & EERRE =D&
59494 Diameter (mm) Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min)
_ 5 3,440 65 2,560 45
Roughing 6 2,880 75 2,160 65
w=Ib 8 2,080 75 1,600 75
IVR 10 1,680 95 1,280 75
— 12 1,360 95 1,040 75
16 1,050 210 800 160
20 840 210 640 160
*-ER
For Key Way
155k

LA

For Special

SA (TIAON) O—5F « Y J#BVictory @ = v & (4K%) [aIS
SA(TiAQN)-Coating Carbide Victory Roughing (4-Flutes )




Carbide End Mills / Roughing Series SA GCVQ E
@ ------RETURN

IEHEVEISE YR Recommend Cutting Conditions {BIEtDEl side Milling
) Bk - I8 - JUN-FVE | Gef 188 270028 G
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
SS400 - S50C SKD61 + NAK55 SCM - SKD11 - SUS304 FC200
g [EEEEE EDRE EEERE %D RE B %D RE BT %D &
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmimin)
5 9,600 930 6,600 420 5,400 300 10,000 1,020
6 8,000 930 5,600 530 4,500 360 9,000 1,190
8 6,000 970 4,200 600 3,300 390 6,800 1,370
10 4,800 980 3,400 690 2,700 500 5,400 1,490
12 4,000 980 2,800 740 2,200 610 4500 1,630
16 3,000 1,380 2,100 900 1,700 660 3,400 2,270
20 2,400 1,380 1,700 900 1,330 660 2,700 2,270
<thiA#E Depth of Cut> ar=0.5D
aa=1.5D
*EEW ;ﬁgﬂ Hardened Steels
Work
Material (40HRC) (50HRC) (55HRC) (60HRC)

5 OEEE | &hEE TR | &DEE OEEE | &hEE OEmEE | &hEE
Diameter (mm)| Speed (min") | Feed (mmmin) | Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mminin)
5 4,300 110 3,200 100 3,200 100 1,600 50
6 3,600 120 2,700 110 2,700 110 1,300 65
8 2,600 120 2,000 140 2,000 140 1,000 75
10 2,100 160 1,600 150 1,600 150 800 75
12 1,700 160 1,300 150 1,300 150 660 85
16 1.300 255 1,100 200 1,100 200 500 100
20 1,030 255 800 200 800 200 400 100

<thiA#E Depth of Cut> ar=0.3D
aa=1D
e

1 BRIZBIEDSDED. Fvy IEBREEDHDESHEHTEL,
2FEAINRICKD., EEEE - XD REDRBZESE2TTEL,
3.I—-3V M MIERXI7IO—%ZHITITHLFT,

427 VU AHOYIEIE SR RZ CERL L,

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.Use air blow

4.Use soluble cutting fluids for stainless steels.

<7\ HFEE

SIIIN pug epigien

iRF
Square

1%
AJyIA

High Helix
57495

Roughing

1%
LA

For Special

nA%A
Square Multi

M

AJyI2
High Helix
57479

Roughing

*-iaH
For Key Way

R
nLA

For Special
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IV RILEEREH P28

End Mill Selection Chart

ne Shrink
a vice NN - Fit
el 30° | B

SA(TIAON) O—F« VJBEA —v U (48N)

SA(TIAQN)-Coating Carbide Roughing(4-Flutes)

L ——

A
Square
1
e 3
igh Helix . - — o—rs
—yrERL 71U IFIDST 4 VIFRICED, BYHINT - HERNIHAETT,
|J< ® Special sharp of cutting edge for heavy duty roughing cut and high speed mifling.
Roughing -
el ;M D—o% | RFE (A8I887U\-F8 ATUE| B REH 7588
Ball Nose ﬂaiﬁ Carbon | Alloy Steels * | Pre-hardened | Stainless Cast Iron Hardened Steels Titanium
0O = Steels Tool Steels Steels Steels (40HRC) [ (50HRC) Alloys
S8 Work-Material
=3 Selection Chart ‘ (@) ‘ © ‘ ‘ O
FLER o
- m ¢ L==livR
i 3 VAN:SAGCA - 54Z Unitmm
L
Nim | B R BR R WE | 947 | #E
— Diameter Flute Neck Overall Shank Type Stock
Length Length Length Diameter
5 15 7 60 6 1 [ ]
. 6 15 — 60 6 X2 [ ]
i 7 20 7 70 8 1 o
Square 2Flute 8 20 — 70 8 2 .
REZ3 9 25 7 90 10 1 o
Sauare Mult 1 0 25 - 90 ] O 2 .
I 12 30 — 90 12 X2 L
a7 14 35 10 110 16 1 °
59494 15 40 10 110 16 X1 L
Roueti 16 40 - 110 16 ®2 o
e 18 45 10 110 20 X1 L
TR 20 50 = 115 20 ®2 o
Ball Nose 25 60 —_ 140 25 X2 [ )

@ 1TEEER

Standard stock.

O-45EIBETER
vd'H:| LBHFTBEVEELEEL,
- Stocked by specified distributor.

For Aluminium Please contact SANKO MFG.

F—iah
For Key Way

Tk
LA

For Special

CENODIRIE. [SAGCA O £ CIEELEE L,
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IV RIEERESH P28
End Mill Selection Chart

™

Y
(it iR

Shrink
m' Fit
30° | &€ EEED)

SA(TIAN) O—F a2 J8BEA —v 2 (48NH)

SA(TiAQN)-Coating Carbide Roughing(4-Flutes)

Nz
Square
}\4 S s . .. W R
Ay 42 % IZHELNHISRYR Recommend Cutting Conditions iBtlEl siotting l
High Helix
= “H I N [uw) N =
5749 _ Rl BERE - REE TE@-JUN-RVE | &&# 188 270028 ik
SN R | Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron
S = | Vaterial Pre-hardened Steels Stainless Steels
‘ ,‘b S5400 - S50C SKD61 + NAK55 SCM -+ SKD11 - SUS304 FC200
HiE EERE %D RE EERE 2D &S EERE 2D &S EEnRE &D&E
nf.'JJ Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmiin) | Speed (min) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
a 5 9,600 360 6,600 260 5,400 170 10,000 600
o 6 8,000 420 5,600 260 4,500 200 9,000 700
® 8 6,000 490 4,200 330 3,300 200 6,800 810
r:" 10 4,800 530 3,400 370 2,700 250 5,400 880
o 12 4,000 580 2,800 410 2,200 250 4,500 960
£33 < 16 3,000 720 2,100 530 1,700 330 3,400 1,200
INTH % 18 2,700 770 1,800 530 1,500 330 3,000 1,200
For Specid 20 2,400 770 1,700 530 1,400 330 2,700 1,200
25 2,000 640 1,300 410 1,100 260 2,200 1,000
*ﬁﬁ“ﬁ i Eﬁﬁ Hardened Steels
Worl§
RS Material (40HRC) (50HRC)
- S EEE EDEE EHEE EDEE
148 AU Diameter (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin)
e 5 4,300 65 1,600 45
SR 6 3,600 75 1,300 65
S 8 2,600 75 1,000 75
57479 10 2,100 95 800 75
Roughing 12 1,700 95 660 75
16 1,300 120 500 100
18 1,200 120 440 100
20 1,100 120 400 100
25 890 100 320 80
<tJA#E Depth of Cut> ar=D
T aa=1D
*—iER
For Key Way
435K

MIHA

For Special



Carbide End Mills / Roughing Series SA GCQ E
@ ------RETURN

imA
Square
o 3 . ers T . i 1%
IEEDEISMER Recommend Cutting Conditions {IELDAE Side Milling l % Ay
I igh Helix
) BERH - Wil TE#H - JUN-KFVE | 628 188 27UVAd o o 59409
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron |: 1 —
Material Pre-hardened Steels Stainless Steels = 7
S5400 - S50C SKDB1 + NAK55 SCM: SKD11 - SUS304 FC200 )N )
- HE EERE EDRE EERE EDRE B &EDRE B EDRE 3 ?
Diameter (mm)| Speed (min”) | Feed (mmimin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmimin) | Speed (min™) | Feed (mminin) | &
5 9,600 550 6,600 420 5,400 300 10,000 1,020 a—
6 8,000 630 5,600 530 4,500 360 9,000 1,190 %
8 6,000 740 4,200 600 3,300 390 6,800 1,370 m
10 4,800 810 3,400 690 2,700 500 5,400 1,490 5
12 4,000 870 2,800 740 2,200 610 4,500 1,630 o
16 3,000 1,080 2,100 900 1,700 660 3,400 2,040 E £33
18 2,700 1,160 1,800 930 1,500 660 3,000 2,040 o IA
20 2,400 1,160 1,700 800 1,400 600 2,700 2,040 For Special
25 2,000 960 1,300 610 1,100 470 2,200 1,700
*ﬁﬁ“ﬁ ;ﬂgﬁﬁ Hardened Stegls
Worlg
Material (40HRC) (50HRC) -
& EEEE EDEE HERE RDEE L
Diameter (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) padind
5 4,300 110 1,600 50 Ql'j 7
6 3,600 120 1,300 65 H'\gthe\ix
8 2,600 120 1,000 75 —
10 2,100 160 800 75 57479
12 1,700 160 660 85 Roughing
16 1,300 200 500 100
18 1,200 200 440 110
20 1,100 200 400 100
25 890 170 320 80
<thA#+E Depth of Cut> ar=0.5D
aa=1.5D
e
1 EREAEDDZED. FrvIRdEREDEDECHERATEL,
2MERARRICKD, EERRE - EDREDHEZSEO>TTEL,
39—V NIERI7TJO—%ZBIITHLET. .
PEbRE CEROSAR. BES—5Y MNETEREE, F—iaH
’1\1.%{(:2& the machine which has enough power and rigidness. For Key Way
Use the chucking holder with sufficient precision and grasping force 5373
2.Apply the appropriate cutting condition according to your machining condition
and work-piece material. WIH

3.Use air blow,otherwise please apply the high pressure coolant. For Special



