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IV RIEEREH P24

End Mill Selection Chart

HG GCNVBE g -ov | 5' i
+0.01 | 30°

HGO—7F 1 v J#EENewVictory2#8 A k—)U

HG-Coating 2-Flutes Carbide New Victory Ball Nose

Square
I, @ SFERROR—ILIY RILTY.
LB et BOBHMCENTVET,
57494 EE ®/t has new ballnose sharp 2-Futes end mills.
2 oFcellent for cutting resistance.
Roughing I:
wok S D—25 | wEE (Ae8IEE7U\-KE ATV Gk EE 78| FIvEs

IVEK

Ball Nose

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

0O Steels Tool Steels Steels Steels 40HRC) [ (50HRC) T (60HRC)|  Alloys Alloys
Sl ~ EM Work-Material
RN ~ =31 Sclection Chart ‘ © ‘ © ‘ O ‘ ‘ O
FLER o
- m [
... 2 VAN:2HGGCNVB R Ui
BH =
1A = NE R S e
— Diameter Overall Shank Stock
Length Diameter
0.5 1 1.5 50 4
: 1 2 3 50 4
i 1.5 3 4 60 6
Sauare 2Flute 2 4 6 60 6
RESH 2.5 5 8 70 6
Sauare Mult ’\ 3 6 1 O 70 6
I 14 4 8 13 60 8
s, 2 5 10 15 80 10
B 6 12 15 80 12
_ N
Roughing =
f= b 0 IBEER
IVR Standard stock.
Ball Nose i .
= (- fe I ETEE R
. o S FCHBIAT L,
Comer Ris ) Stocked by specified distributor.
- O Please contact SANKO MFG.
@
@
Q
0y
VR @
Q
For Aluminium m
88 o
For Key Way E
155k 0
NI

For Special

CEXDREF. HG GCNVBE RO & CHEELEEL,



Ezﬁwm%ﬁﬁ Recommend Cutting Conditions

EEEE High Speed Cuttingl

R EERE EDEE EERE EDEE EERE EDEE
Radius (mm) Speed (min™) Feed (mm/min) Speed (min™!) Feed (mm/min) Speed (min”) Feed (mm/min)
RO.5 26,800 530 25,000 400 25,000 380
R1 13,200 530 12,500 400 12,500 380
R2 6,800 530 6,350 420 6,350 400
R3 4,500 550 4,200 460 4,200 440
R4 3,400 670 3,200 550 3,200 520
R5 2,700 630 2,500 520 2,500 490
R6 2,300 600 2,100 490 2,100 470
<{JA%& Depth of Cut> ar=0.2D
R da
aa R=0.5 | 0.05D
0.5<R 0.1D
EER

1 EREAIEDSHDED. FvvIEEREDHDECHERTE,
2BERINRICKD, BEREE - ERDREDHABZES L2 CTTFEL,

3.9—=3V MERI 77O~ FIIFREMISEUIIEIHESBUO 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.

N

M7=\ HXNA

N—
<

SN pug 19818 paads UsiH

3 1-7R

M

AUyS2
High Helix
57479
Roughing
=l
IVER

Ball Nose

Comer Radius
TIV=H
For Aluminium

1
LA

For Special

iMF
23
Square 2Flute
piliiES)

Square Multi

M

AUYI2
High Helix
37479
Roughing

w1
IVR
Ball Nose
J-7R
Comer Radius
Y & Y]
VAV

Combination
7R
For Aluminium
*-i@R
For Key Way

5%
LA

For Special
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IV RIVEEREH P24 Pllmiarkid P144
End Mill Selection Chart Non-Coating

Shrink
R \XJFit
Liigen | -0.03 | 30

SA(TIAGN) J—F « V JBiE2M A R—

SA(TiAQN)-Coating 2-Flutes Carbid Ball Nose

63@

A
Square
I g SEMDSEANEE CREVIITHAETT.
L B emENTHAETY.
57494 L @ (Covering from carbon steel to hardened steel.
< eLcellent for high speed milling.
Roughing t
Rl S D=8 | %EE (S8HIEATUN-K ATUAE| S HEH TIigg|FyVEE

IVEK

Ball Nose

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

g Work-Materia Steels Tool Stegls Stegls Steels Alloys Alloys
% Selection Chart @) ‘ © ‘ © ‘ @) ‘ (@) ‘ © ‘ © ‘ O ‘ O ‘ O
[0}
7ViR @ Ny
... 2 VAN:SAGCB-R T
L I
i, NE IR R mwiE &
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.3 0.6 0.9 50 3 L]
. 0.5 1 25 50 4 []
i 0.75 15 3 50 4 O
Square 2Flute '| 2 4 60 6 .
R3S 1.5 3 6 70 6 [ )
Square Mutti 2 4 8 70 6 .
Iq 2.5 5 10 80 6 [ )
a7 3 6 12 80 6 °
Roughing 4 8 1 5 90 8 .
— 4.5 9 20 100 10 [
IVR 5 10 20 100 10 [ )
Efiibeo 5.5 11 25 110 12 [ )
6 12 25 110 12 o
7 14 30 130 16 [ )
8 16 35 140 16 [ )
9 18 35 140 20 [ )
ydI=: 10 20 40 160 20 [ )
S 12.5 25 50 180 25 o
+—EH
For Key Way
450k
IIHA

For Special

CANXODIRIE. SA GCBE RO &CEELEELY,



NEXT +++++-Q

h=I
IR

Ball Nose

QVANI—U

@ RELER

Standard stock.

OB EER
LHFTBEVEE L ZEL,

Stocked by specified distributor.
Please contact SANKO MFG.
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iNF

Square

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

<7\ HE

SIINN pu3 8pigled

IV RIEEXEE P24 Poakreiid
End Mill Selection Chart

Non-Coating

P'I4ﬂ

SA GCBE

SA(TIAON) J—F « V JiEEAR—IU

SA(TiAQN)-Coating 2-Flutes Carbid Ball Nose

Shrink
R \XJFit
Liigen | -0.03 | 30

E&Wﬁ“%ﬁ:ﬁ Recommend Cutting Conditions

(&P &#& Application Items : SA GCBELS]

Rk SRl - = I8 - JUN=-RVH A% I8 A7UVAE i
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKDB1 - NAKS5 SCM+SKD11 + SUS304 FC200
R EEnRE &0 &S EELRE %D RE B %D RE B %D RE
Radius (mm)| Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min™) | Feed (mmimin)
0.5 31,000 760 31,000 600 24,000 390 31,000 760
1 18,000 760 15,000 600 12,000 390 23,000 930
1.5 12,000 760 10,000 620 8,400 400 15,000 930
2 9,400 760 7,900 620 6,300 440 11,000 930
3 6,300 850 5,200 660 4,100 460 7,900 1,000
4 4,700 1,000 3,900 780 3,100 550 5,900 1,200
5 3,700 950 3,100 740 2,500 520 4,700 1,100
6 3,100 880 2,600 690 2,000 480 3,900 1,000
8 2,300 830 1,900 640 1,500 470 2,900 1,000
10 1,800 760 1,500 560 1,200 440 2,300 930
12.5 1,400 660 1,200 460 900 350 1,800 750
?ﬁ‘ﬁ“ﬁ ;ﬂﬁﬂﬁ Hardened Steels
Worlg
Material (40HRC) (50HRC) (55~60HRC)
R EEnRE &DEE EERE &DEE EERE &0 &E
Radius (mm){  Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min)
0.5 21,000 280 18,000 200 13,000 130
1 10,000 280 9,000 200 7,100 130
1.5 7,300 280 6,300 200 4,700 130
2 5,500 360 4,700 260 3,500 170
3 3,700 380 3,100 290 2,300 180
4 2,700 450 2,300 320 1,700 200
5 2,100 420 1,800 330 1,400 200
6 1,800 420 1,500 300 1,100 190
8 1,300 370 1,100 260 890 180
10 1,000 360 950 240 710 160
12.5 880 290 750 200 560 140
<t{JiAH#E Depth of Cut>
da
[ da 0); da P
0.2R | 04R 0.1R | 0.2R
—>| pf




IEEEISRER Recommend Cutting Conditions B ELIH) High Speed Cuttingl

Carbide End Mills / Ball Nose Series SA GCBE E
® ------RETURN

[iBFA&RE Application Items : SA GCBELS)

R SR - = T8 JUN=RU3H agl 188 A7VVA# Bk
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
R EERE %D RE B %D RE B &0 &S [EEEEE %D RE
Radius (mm) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min") | Feed (mmmin) | Speed (min™) | Feed (mmimin)
0.5 50,000 2,800 50,000 2,800 50,000 2,500 50,000 2,800
1 31,000 3,500 25,000 2,800 24,000 2,500 31,000 3,500
1.5 20,000 3,500 16,000 2,800 16,000 2,500 20,000 3,500
2 18,000 3,700 15,000 3,400 15,000 2,700 18,000 3,700
2.5 15,000 4,000 14,000 4,000 14,000 2,900 15,000 4,000
3 13,000 4,800 13,000 4,300 11,000 2,700 13,000 4,800
4 11,000 3,600 10,000 3,200 8,900 2,100 11,000 3,600
5 9,000 3,000 8,200 2,600 7,100 1,700 9,000 3,000
6 7,900 2,500 6,800 2,100 5,900 1,400 7,900 2,500
7 6,800 2,100 5,900 1,800 5,100 1,200 6,800 2,100
8 5,900 1,900 5,100 1,600 4,400 1,000 5,900 1,900
9 5,300 1,600 4,500 1,400 3,900 940 5,300 1,600
10 4,700 1,500 4,100 1,300 3,500 850 4,700 1,500
12.5 3,800 1,200 3,300 1,000 2,800 680 3,800 1,200
<YBAHE Depth of Cut> IS 2 | pr
0.04R | 0.1R
— pf
?ﬁﬁw ;ﬁ]gﬂ Hardened Steels
mmm
Material (40HRC) (50HRC) (55~60HRC)
R EERRE ZEDEE EERE &DEE EERE ZEDEE
Radius (mm){  Speed (min”) Feed (mm/min) Speed (min) Feed (mm/min) Speed (min) Feed (mm/min)
0.5 47,000 2,200 32,000 1,400 25,000 1,000
1 23,000 2,200 17,000 1,500 12,000 1,000
1.5 15,000 2,200 11,000 1,500 8,400 1,000
2 13,000 2,400 11,000 1,900 7,900 1,100
2.5 11,000 2,300 10,000 2,100 7,600 1,200
3 9,500 2,200 9,500 2,200 6,600 1,100
4 7,100 1,700 7,100 1,700 4,900 850
5 5,700 1,300 5,700 1,300 3,900 700
6 4,700 1,100 4,700 1,100 3,300 600
7 4,000 970 4,000 950 2,800 500
8 3,500 850 3,500 850 2,400 430
9 3,100 750 3,100 750 2,200 390
10 2,800 680 2,800 650 1,900 350
12.5 2,200 540 2,200 540 1,500 270
da 0]; da pf
0.04R | 0.1R R<8 | 0.04R | O.1R
3R 1 BREEMOSRE0. Fry o REREOLOECERTEL. 8<R 0.3mm | O.1R

2BERIRRICKD., BERRE - EDREDFABES LT TFE,
3.9-5Y MgEBRXI7 IO~ KIclHRRHISE UIIEIHZE BBV 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 pu3 epigien

iRF
Square

1
AJyI2
High Helix

=l
IR

Ball Nose

Iq
WPL

High Helix
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BRI P134 ESARE v AV /a-74vY Pl 46)
Recommend Cutting Conditions End Mill Selection Chart Non-Coating

jeg| B JExlEs
@ﬁ?ﬂﬂﬁ%ﬁﬁﬂ -0.03] 30°

SA(TIAON) J—F « Y J@BERAR—IOY TV vV o

SA(TiAQN)-Coating Long Shank 2-Flutes Carbide Ball Nose

ﬁg - -

A
Square
M @ ®SAGCBEDOYIYvYITYRIITY,
LB eRLESONTHTETY,
57494 L' o/onger shank series of SAGCBE.
< e Suitable for deep pocket milling.
Roughing I:
Sk S 9—-O% | kel |[aeEIEETU\-FVE ATUUAE| i REH 7IN3Eg|FIVAS

IVEK

Ball Nose

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

(@) Steels Tool Stegls Stegls Steels Alloys Alloys
el >~ E8)  Work-Material
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ O ‘ O ‘ O
FLSE ‘
... 2 VAN:SAGCBLS ‘R i
BH =
1A = NE R S e
— Diameter Overall Shank Stock

Length Diameter
1.5 3 4.5 100 3 [ )

: 2 4 7 100 4 °
i 3 6 20 120 6 O
Saquare 2Flute 4 8 30 '| 30 8 ’
RESH 5 10 35 150 10 [ )
Sauare Mult ’\ 6 ] 2 40 1 50 ] 2 .
M 1 8 16 50 200 16 [
AL 2 10 20 60 220 20 °
sy98 v 125 25 80 230 25 °
Roughing g
f= b 0 IBEHER
IVR Standard stock.
Ball Nose

= - SERIEEEER
I-7R 5 LHFTREVEELEEL,
Corer Radits () Stocked by specified distributor.

— O Please contact SANKO MFG.

@

@

Q

0y
FVSE @

Q
For Aluminium m
@ 2
For Key Way E
155k 0
NI

For Special

CAEXDREF. SA GCBELS RO &£ CHEELIEEL,
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Ball Nose
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IV RIVEEREH P24 Pllmiarkid P148
End Mill Selection Chart Non-Coating

pe Shrink
SA GCBEA4T R
s | -0.03 | 30°

SA(TIAGN) J—F « 2V JBEAMAR—IU

SA(TiAON)-Coating 4-Flutes Carbide Ball Nose

T R —

A

Square

1

vz 8

igh Helix . — o—rsn

oy I SBANEONT - BT - B TATRETY.

L I{ ®[xcellent for hardened steel,high speed milling,high performance efficiency.

ougning -

w=l M O—2R) | el [senTEaly-fol ouRE| e 2 FyUaE

IVEK

Ball Nose

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

0O Steels Tool Steels Steels Steels 40HRC)[(50HRC) | (60HRC Alloys
Sl ~ EM)  Work-Material ( il 2 J
Corner Radius g Selection Chart ‘ @ ‘ @ ‘ @ ‘ ‘ O
FVIE o
a m Bfirmm
For Aluminium 8. VAN:4SAGCB ° R Urlﬁt:mm
1555 < 4 y
1A = NE VR R S e
— Diameter Flute Overall Shank Stock
Length Length Diameter
3 6 12 80 6 []
: 4 8 15 90 8 O
i 5 10 20 100 10 0
St 2 6 12 25 110 12 O
RESH 8 16 35 140 16 []
Square Mutti ’\ 1 0 20 40 1 60 20 D
A
H\gtheIix é O ZHETER
5744 V Standard stock.
i (- BRI
- = LHFTHBEVAELREL,
l'h—ll{ | ll Stocked by specified distributor.
Iy h Please contact SANKO MFG.
Ball Nose i
e o
Corner Radius [y
o}
()
[p)
o
(0]
7IWEE O
o
For Aluminium m
F#E 2
For Key Way E
1555 )
MIA

For Special

CHENXODIRIE. SA GCBE4AT RO &CHEELEEL,
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QVANI—U

=l
IR

Ball Nose




I s@xorsn o/ f-nIvEryu-3%

iRF
Square

M

AJyJ2
High Helix
57479
Roughing

W=l

IVER 7

Ball Nose

1%
LA

For Special

FilESY
Square Mult

I

AJyJ
High Helix
57479

Roughing

*-&R
For Key Way

Tk
LA

For Special

SA GCBE4T

IV RIEEXEE P24 Pk eid
End Mill Selection Chart

Non-Coating

P148)

SA(TIAGN) J—F « 2V JBEAMAR—IU

SA(TiAON)-Coating 4-Flutes Carbide Ball Nose

o= Shrink
vecl B PR\XTEit
|

% EEIHISRMHER Recommend Cutting Conditions ft ElF Finishing I
I 4y —] > ="
v | fhHH S - Rl TIE8@-JUN—-FVil | ol IS8 270024 %
R | Work Mild Steels - Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
= | Material Pre-hardened Steels Stainless Steels
I 55400 - S50C SKD61 + NAKE5 SCM - SKD11 - SUS304 FC200
R EERE | RDEE | EEEE | 2DEE | EERE | #DRE | EERE | RDEE
8 Radius (mm)| Speed (min™) | Feed (mmmin) | Speed (min") | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min) | Feed (mmimin)
15 3 6,300 1,275 5,200 990 4,100 690 7,900 1,500
a 4 4,700 1,500 3,900 1,170 3,100 825 5,900 1,800
o 5 3,700 1,425 3,100 1,110 2,500 780 4,700 1,650
s 6 3,100 1,320 2,600 1,035 2,000 720 3,900 1,500
Q 8 2,300 1,245 1,900 960 1,500 705 2,900 1,500
< 10 1,800 1,140 1,500 840 1,200 660 2,300 1,395
)
I FIEM  Hardened Steels
Work
Material (40HRC) (50HRC) (55~B0HRC)
R R EDEE O EDEE R EDRE
Radius (mm)| ~ Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min) Speed (min”) Feed (mm/min)
3 3,700 570 3,100 435 2,300 270
4 2,700 630 2,300 480 1,700 300
5 2,100 630 1,800 495 1,400 300
6 1,800 630 1,500 450 1,100 285
8 1,300 555 1,100 390 890 270
10 1,000 540 950 360 710 240
<tliA#+E& Depth of Cut>
da
= da pf da 0);
of 0.2R | 04R 0.1R | 0.2R




Carbide End Mills / Ball Nose Series SA GCBE4T M
® ------RETURN

i
Square
$ - q Ann — uar . M
FEVIRISRYTR Recommend Cutting Conditions ik tJHl High Speed Cuttlngl % N7
I igh Helix
Ll SR - kRl I8@ - JUN-RVE | %8 IEH 270074 sk Y TV
Work Mild Steels - Carbon Steels Tool Steels Aloy Steels - Tool Steels Cast Iron Iy Roughing
Material Pre-hardened Steels Stainless Steels = =
55400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 FC200 7 _ k=L
R | EEGE | #h@E | EEEE | E0EE | EESE | #h@E | EEEE | E0EE | NN
Radius (mm)| Speed (min™) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmmin) | g
3 19,000 4,800 17,000 4,400 15,000 2,800 19,000 4800 |l
4 17,000 6,000 15,000 5,500 13,000 3,600 17,000 6000 |2
5 15,000 5,500 9,500 5,000 12,000 3400 15,000 5500 |'m
6 12,500 5,000 8,000 4,500 10,000 3,000 12,500 5,000 =
8 9,500 4,000 6,000 3,500 7,500 2,400 9,500 4,000
10 7.500 3,000 4,800 2,500 6.000 1,900 7.500 3,000 E 373
<YJA%E Depth of Cut> a = T 1B =
| =0.1R | =0.6R
tRHI# FEH  Hardened Steels
Work il E Y
Material (40HRC) (50HRC) (55~60HRC) ’
R [ D RE (B EDEE EERE EDEE —
Radius (mm)| ~ Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) Speed (min™) Feed (mmimin) f\\a 2
3 14,000 2,600 13,000 2,400 8,000 1,000 H‘-gthehx
4 12,000 3,200 10,000 2,800 6,000 1,000 5944
5 10,000 2,800 8,000 2,200 5,000 1,000 5
6 8,000 2,500 6,500 2,000 4,000 800 Roughing
8 6,000 2,000 5,000 1,600 3,000 700
10 5,000 1,300 4,000 800 2,500 600
da 0); da Pf
=0.1R | =0.6R =0.1R (&X0.5mm) | =0.6R
*-&R
spzm For Key Way
| BHBAEOS 50, Fr v BEREOBOETERTE. R
2ERRRICED. EERRE - XD REOBEEHTHEOTFEL, nLA

3.9—5Y M3EBRXIT7T0O—. KIclFREMICBUIIRIAZ SRV 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.

For Special
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IV RIEEREH P24

End Mill Selection Chart

jeg| B JExlEs
@ﬁ?ﬁﬂﬁ%ﬁﬁﬂ -0.03] 30°

SA(TIAON) J—5 « Y J#BIET—) Ry J K=l (28F)

SA(TiAQN)-Coating Carbide Taper Neck Ball Nose(2-Flutes )

> o

iRF
Square
M @ 07—/ (RyIICKDEIMET v TS TVET,
VB eEENTICTEANEONISTETT,
57494 EE ®/ncrease rigidity by tapered neck.
< ®Lcellent for hardened steel and high speed milling
Roughing I:
®ok S O—U% | kRS (SEISE)7U\-F8 AFUAE| B% et TIV2ag FoUag

IVEK

Ball Nose

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

g Work-Materia Steels Tool Stegls Stegls Steels Alloys Alloys
g Selection Chart ‘ © ‘ © ‘ O ‘ O ‘ O
IS G
7IVZH i B:mm
For Aluminium 8_ VAN:SAGCTNB * Rx & X §4JEe Unit:mm
L I
(-l R | SR | Ak | B0Ek |BTR1 |BTR2| &R | W@ | &E
— Radius Diameter Flute Neck Under Neck | Under Neck Overall Shank Stock
Length Inclination Length1 Length2 Length Diameter
5° 55 30 60 6 []
. 0.5 ] 2.5 3’ SES 50 80 6 []
i : 5 5 5° 10 30 60 6 ]
Square 2Flute 3° '| O 48 80 6 |:|
pILiE2Y 3° 15 40 70 6 []
Square Multi ,\ 1 .5 3 8 1 .5° 1 5 58 90 6 D
M 4 o 4 8 3’ 17 35 70 6 []
s, 2 1.5 | 17 | 54 90 6 B
53 Y o5 5 10 3 : 21 48 a0 8 []
. I: 1.5 21 74 110 8 L]
- = 3° 255 43 a0 8 []
B 4 3 6 12 Y45 2556 | 82 | 110 8 0
— 3° 30.5 48 100 10 L]
=5 @ | 4 8 14 Y35 [ 305 | 68 | 120 | 10 0
0 3° 395 58 110 12 []
yo]
o | S 10 18 Y45 1385 76 | 130 | 12 N
Q .
9 6 12 oo 3 : 485 80 140 16 []
PVSE o 1.5 485 100 160 16 L]
®
For Aluminium m
@8 2
For Key Way E
450k 0}
NIA

For Special

CENDIRE. SA GCTNBE ROXAROXBHELO® ECHEELIEEL,



Carbide End Mills / Ball Nose Series SA GCTNBE m

BTR2

BRI
Bg

BOE

E, L _

IEEL]HISRYER Recommend Cutting Conditions {t_E[F Finishing l
S BERE - R TE#H - JUN-KVE | 688 188 27UVAH Sk
Work Mild Steels - Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
S5400 - S50C SKD61 + NAKS5 SCM - SKD11 - SUS304 FC200
R EEGEE | &hRE EEEE | EhEE EEEE | #hRE | DOEEE | XhEE
Radius (mm)| Speed (min™) | Feed (mmimin) | Speed (min) | Feed (mmmin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mm/min)
0.5 28,000 480 25,000 400 22,000 250 32,000 500
1 17,000 480 14,000 400 11,000 250 22,000 540
1.5 11,000 480 9,500 400 7,500 250 14,000 580
2 8,500 480 7,000 400 5,500 280 10,000 580
2.5 7,000 550 5,700 400 5,000 280 8,000 680
3 6,000 550 4,700 430 3,700 280 7,200 680
4 4,500 660 3,500 500 2,900 350 5,400 850
5 3,500 620 2,900 480 2,300 330 4,300 770
6 2,900 580 2,500 450 1,900 310 3,600 720
<tiA#E Depth of Cut> da Qa o
g 0.2R | 0.4R
— pf
?&EIJM ;Hﬁﬂﬂ Hardened Steels
Worlg
Material (40HRC) (50HRC) (55~60HRC)
R BT %D RE [EETEE %D RE EETEE & RE
Radius (mm)|  Speed (min™!) Feed (mmimin) Speed (min) Feed (mmimin) Speed (min) Feed (mmimin)
0.5 19,000 170 17,000 140 13,000 90
1 10,000 190 8,500 140 6,400 90
1.5 6,700 190 6,000 140 4,300 90
2 5,000 230 4.300 170 3,200 110
2.5 4,000 230 3,500 180 2,500 110
3 3,400 250 2,900 190 2,200 120
4 2,500 280 2,200 210 1,600 130
5 2,000 270 1,700 210 1,300 140
6 1,700 260 1,400 200 1,000 120
aa ps aa pf
0.2R | 0.4R 0.1R | 0.2R
ey

1 HREAIEDSH2ED. FvvIREBREDOHDZECHERTE,
2MERINRICKD., BEREE - EDREDFABES LD T TFEL,
3.9—=3Y M$BRI 77O~ FIIFREMISEUIIRIHZESEUO TEL,

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 pu3 epigien

iRF
Square

1%

AJyIA
High Helix
57479

Roughing

=l
TR

Ball Nose

1%
LA

For Special

FilESY
Square Multi

M

AJyI2
High Helix
57479

Roughing

*-iaH
For Key Way

R
nLA

For Special
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Shrink
R A\X[Fit
tiisged | -0.03 | 30

g N — )b

2-Flutes Carbide Ball Nose

1 e—

iRF
Square
B
s T OEMDSBEANME CRLVIIIOAEETT .
o I{ ® (Covering from carbon steel to hardened steel.
ROVAD T—OR | KRR ([ASEISEV\-FE 2708 % AL TIhAg
Ball Nose :ll - %Eﬁ %?Lt;(l)sn A%Sst?eegs Preggglzned Sggée;:s Cast Iron Hardened Steels All'{\wér;}gm
- § M Work-Material
5 % Selection Chart O O O ‘
PVER A
... 2 VAN:GCB-R e
s B N IR 2K i e
— Diameter Flute Overall Shank Stock
Length Length Diameter
0.3 0.6 0.9 50 3 [
] 0.5 1 2.5 50 4 (]
i 0.75 15 3 50 4 O
Saquare 2Flute '| 2 4 60 6 D
RES7 1.5 3 6 70 6 O
Square Mutti , \ 2 4 8 70 6 D
M 4 2.5 5 10 80 6 (]
e 2 3 6 12 80 6 O
=5 5| 35 7 15 90 8 O
. t 4 8 15 90 8 []
_— J:l/ 4.5 9 20 100 10 [
IJR 5 10 20 100 10 []
calffess I 5.5 11 25 110 12 L]
N S B 12 25 110 12 O
%’ 7 14 30 130 16 [
2 8 16 35 140 16 [
3 9 18 35 140 20 O
VSR © 10 20 40 160 20 []
S % 12.5 25 50 180 25 B
+#F 2
For Key Way E
155% )
MIHA

For Special
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Carbide End Mills / Ball Nose Series GCBE m

|
Square
& 3 . s M
%ﬁtﬂﬁ'ﬂ%ﬁﬁ Recommend Cutting Conditions % AYyH
High Helix
[iEFA & Application [tems : GCBELS] 5 5954
WENE | s EE | IEE-JUN-KUE | onf 12§ A7UUAE ik FLEzunag | B
Work | Mid Steels - Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron Alminium Alloys e +
Material Pre-hardened Steels Stainless Steels 264 =1L
§5400 - S50C SKD61 - NAKBS | SCM - SKD11 - SUS304 FC200 A2024 - A5052 o7 B:E"JNol;
R EERRE | 2DEE | EiREE | 2h&E | CEREE | 2hEE | OiREE | xhRE | OnEE | 2hEE | o >
Radius (mm)| Speed (min”)| Feed (mmimin) | Speed (min™") | Feed (mmimin) | Speed (min”)| Feed (mm/min) | Speed (min”)| Feed (mm/min) | Speed (min™)| Feed (mm/min) a !
0.5 12,000 90 9,400 50 7,900 30 12,000 100 31,000 140 % g
1 6,600 110 4,700 70 3,900 40 6,600 130 19,000 240 m
1.5 4,400 120 3,100 80 2,600 40 4,400 140 12,000 240 g_
2 3,200 130 2,300 80 1,900 40 3,200 180 9,800 240
3 2,100 | 140 1,500 | 80 1,300 | 40 2100 | 220 | 6500 | 290 | = s
4 1,600 120 1,100 80 990 40 1,600 280 4,900 340 ) ﬂﬂ;ﬁﬁ
5 1,200 110 950 80 790 40 1,200 280 3,900 340 Lt
6 1,000 100 790 70 650 40 1,000 280 3,200 390
8 830 100 590 70 490 40 830 290 2,400 340
10 660 100 470 70 390 40 660 260 1,900 340
12.5 530 100 380 70 310 35 530 200 1,500 340
%ﬁhIJM Eﬁgiﬁ Hardened Steels
Work pNESY
Materia (40HHC) (SOHRC) Square Mult
R B EDRE EERE EDRE I
Radius (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) AJyIA
0.5 6,300 20 5,400 15 p—
1 3,100 30 2,650 20 357479
1.5 2,000 30 1,700 20 S
2 1,500 30 1,300 20
3 1,000 30 850 20
4 790 30 680 20
5 630 30 540 20
6 520 30 440 20
8 390 30 330 20
10 310 30 260 20
12.5 250 30 210 20
<tJ5A%8 Depth of Cut> ga aa D
E R<15| 02R | 04R
4 pf 15=R 06R | 1.4R .
*—iZH
For Key Way
b 1T
1EREEMOS 200, FvvIEBREOBOESHERATEL, IA

For Special

2.0—357 MIBEMISELIHDZEHET TS,
BREHULER UTTHADSSEF. EDEEZTIFTRE,

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

Use the chucking holder with sufficient precision and grasping force.
2.Select the most suitable cooiant for the work-piece material.
3.Decrease the feed rate when the protrusion of the endmill is too long
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Recommend Cutting Conditions End Mill Selection Chart SA-Coating

pe Shrink
vecl B R\XTFit
GGBELS @f&*ﬂ%ﬁﬁl

BEBRAR—ILOY TV v

Long Shank 2-Flutes Carbide Ball Nose

e ———

iNF
Square
M @ ®GCBEDO VGV vIIIYRIITT,
B eRLEBHONIATEETT,
5,94 == ®Longer shank series of GCBE

< e Suitable for deep pocket milling.
Roughing I:
ToLEDl TR | KR8 ReEIEETU-FU8| 2FUAE| BB BES T
Ball Nose :I' o %Eﬁ %arb(l)n A#oylssteelf' Pre-gardlened Stsainlelzss Cast Iron Hardened Steels Alli\rlrlﬂnium

= teels 00l Steels teels teels 40HRC) [ (50HRC oys
I-7R E M Work-Material
i % Selection Chart ‘ O ‘ O O ‘
PVER
... 3 VAN:GCBLS:R T
% =
Him > NE 2R S &
— Diameter Overall Shank Stock
Length Diameter
1.5 3 45 100 3 L]

. 2 4 7 100 4 []
i 3 6 20 120 6 O
Square 2Flute 4 8 30 '| 30 8 |:|
RES 5 10 35 150 10 O
Square Mutti ’\ 6 ] 2 40 ] 50 ] 2 D
l\;f 4 8 16 50 200 16 []
AL 2 10 20 60 220 20 W
59494 y 12.5 25 80 230 25 L]
Roughing E
f= I 0 [EBEEER
IVR Standard stock.
Ball Nose i .

= O 4 ERIEEEER
3-3R @ e T SN
Comer Radits ()] Stocked by specified distributor.

. O Please contact SANKO MFG.

[0}

O

Q

0]
7WSR ©

®
For Aluminium m
F#E 2
For Key Way E
450k 0}
MnIA

For Special

CEX DRI, GCBELS RO & CiEELIEELY,
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End Mill Selection Chart SA-Coating

Shrink
4 R A\X[Fit
tiisged | -0.03 | 30

REEAR N — )b

4-Flutes Carbide Ball Nose

T O —

|
Square
M
vz 8
igh Helix . . _ —r Ly
574?7 ; .[%EBDI ° EHE%BDID‘WHET?O
<2 o Licellent for high speed milling,high performance efficiency.
Roughing I:
ROLVED O—OR | %FE (A28I88\7U\-FE AU i REH 7Ih3as
Ball Nose :I' o %Eﬁ %arb(l)n A#oylssteelf- Pre-gardlened Stsainlelzss Cast Iron Hardened Steels Alli\rlr;inium
= teels 00l Steels teels teels 40HRC) [ (50HRC oys
I-7R 393 Work-Material
NED 3] Sclection Chart ‘ @) ‘ O
0]
7IZH
|'|'| [
... 2 VAN:4GCB-R T
455 < 4 y
Him > NE VR R i e
— Diameter Flute Overall Shank Stock
Length Length Diameter
3 6 12 80 6 []
" 4 8 15 90 8 []
i 5 10 20 100 10 O
B 6 12 25 110 12 []
pliE S 8 16 35 140 16 []
Square Multi ’\ 1 0 20 40 ] 60 20 D
M 4
’\_U‘y7_1 Z 5 o
High Helix T "“%&EEHH
5744 y Standard stock.
e 5 -SRI
- = LHFTHEVEEREL,
l'FTl b )] Stacked by specified distributor.
IJ h Please contact SANKO MFG.
Ball Nose i
e o
Comner Radius _(é)
a3y
Vi) 8
Combination U)
7IWEE O
®
For Aluminium m
F#E 2
For Key Way E
155 )
MnIA
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Carbide End Mills / Ball Nose Series GCBE4T m

|
Square
T 3 . s M
hlﬁt]]ﬁl]%ﬁ:ﬁ Recommend Cutting Conditions % 'H\-Uh'w
I igh Helix
Bk | BERE - Rl | IEE-JUN-RUE | odi IEE-27UUA G TLWEZOLEE | ¥ 777
Work Mild Steels + Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron Alminium Alloys L‘ Roughing
Material Pre-hardened Steels Stainless Steels =
55400 - S50C SKD61 +NAKSS | SCM - SKD11 - SUS304 FC200 A2024 - A5052 N ﬁ K=IL
R | BERE | E0EE | HEEE | ADEE | BEEE | X0RE | HEAE | ADAE | HEEE | E0EE | 3
Radius (mm)| Speed (min”) | Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min")| Feed (mmimin) | Speed (min”)| Feed (mminin) | Speed (min")| Feed (mmimin)| &' 5=
3 2,100 210 1,500 120 1,300 60 2,100 330 6,500 435 a— j
4 1,600 180 1,100 120 990 60 1,600 420 4,900 510 % g
5 1,200 165 950 120 790 60 1,200 420 3,900 510 m 7IL3E
6 1,000 150 790 105 650 60 1,000 420 3,200 585 5 -
8 830 150 590 105 490 60 830 435 2,400 510 2 puminim
10 660 150 470 105 390 60 660 390 1,900 510 E 150k
o IIA
For Special
?ﬁEIJM ;Hgﬂ Hardened Steels
Work .
Matera (40HRC) (50HRC) AR
R IERE EDEE OERE EDEE
Radius (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mmimin) RE2A
3 1,000 45 850 30
4 790 45 680 30 I \ SQUEFE Multi
5 630 45 540 30 4 v
6 520 45 440 30 A QM&
8 390 45 330 30 EE —
10 310 45 260 30 ﬁ 57477
<{iA#E Depth of Cut> aa=0.6R =  Housins
| b w=Ib
S
I a ose
p=1.4R @ N
3
(0]
19}
(D)
[p)
)
5D g
1 ERISBIEDS R0, Frv I EEREDEDEERTEL, o 7ZI3B
2ERRRICED. BEREE - EDFEQRBESTHOTFE L, o
3.9—57 MIBHIMICBLIEBDZEBEV T, m For Aluminium
Notes ) E *‘%ﬁ
1.Select the machine which has enough power and rigidness. o 4
Use the chucking holder with sufﬁcient precision and grasping f_orce = :
2.Apply the appropriate cutting condition according to your machining = For Key Wey
condition and vvork—_p\ece material a ﬁy*
3.Select the most suitable cooiant for the work-piece material. 7ll]IFE

For Special



