Y @@y R/ a-FRYU-X

iMF
Square

1

AJyIA
High Helix
57479
Roughing
A=
IVR

Ball Nose
J-7R
Corner Radius
7IV=H

For Aluminium

155
LA

For Special

iMFA
A
Square 2Flute
piliESY

Square Multi

M

AJyJA
High Helix
57479
Roughing
K=
IVF

Ball Nose
J-7R
Corner Radius
Ta=53)
ALY,
Combination
7R
For Aluminium
*—i&R
For Key Way

155
IA

For Special
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End Mill Selection Chart

P461
End Mill Q&A

MG

TR |

FA GCGRC £ 1

FAD—F(VJBEI—FS5IVIV5hvy BRA)  FEs
FA-Coating Carbide Corner Rounding Cutter (3-Fultes) L)

oL SREEME CTIRILVEHIM O THERET T,

OiBIEFAT—MC KD TRERE L - R - SfREA LEMIHEEETT .
® |ariety of work materials can be applied from raw to hardened.

® Higher work efficiency,Longer life and Higher excellent finising surface realized by FA-Coating.

el |2 TEE TUI\-RUE Z7UUAE |

Carbon | Alloy Steels* | Pre-hardened | Stainless Cast Iron
Steels Tool Steels Steels Steels

=75l
BER

Hardened Steels
(40HRC) | (50HRC)

© | O

Work-Material
Selection Chart

0
.

Titanium
Alloys

Aluminium
Alloys

oo

VAN:FAGCCRC *R

B{I'mm
Unit:mm

R TR | NE | BR | WB | BTR | 917 | #E
Radius Tip Diameter |  Diameter Overall Shank Under Neck Type Stock
Length Diameter Length
0.5 2.6 4 45 6 12 1 [ ]
1 2.6 5 45 6 15 1 [ J
1.5 2.6 6 45 6 - X2 [ ]
2 3.6 8 55 8 - X2 [ ]
2.5 3.6 9 60 10 27 1 [ ]
3 3.6 10 60 10 - X2 [ ]
4 3.6 12 70 12 — X2 [ ]
5 3.6 14 70 12 25 X3 [ ]
<FA GCCRC ##ifZ4k® Detailed drawing of FA GCCRC>
O 1FEEER
» S Standard stock.
FeiifR+003 SE-0.02 (RIS,
LBHFTHBEVEELEEL,
1 J Stocked by specified distributor.

SoimR/2+R .

0.2mm(RODBEEAL—XICT BT, [CHLTVET)
(Recessed to make a connection with R smooth)

Please contact SANKO MFG.

CEXDREF. FA GCCRC RO &CHEELEEL,




Carbide End Mills / Corner Radius Series

BTR
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IEHEVEISEYER Recommend Cutting Conditions {t_ElF Finishing

[EFR R Application Items : FA GCCRCL)

) BERH - R TEHE- - JUN-FVE | &gl IEH A7U0A8 ik
Work Mild Steels - Carbon Steels Tool Steels Aloy Steels - Tool Steels Cast Iron
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKDB1 - NAKS5 SCM + SKD11 + SUS304 FC200
R EERE ZDRE RE | &DEE EELRE %D &E HERE %D &E
Radius (mm)| Speed (min) | Feed (mmiin) | Speed (min™) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
0.5 5,900 125 4900 115 4,900 100 5,900 125
1 5,000 125 4,200 115 4,200 100 5,000 125
1.5 4,450 125 3,700 115 3,700 100 4,450 125
2 3,250 125 2,700 115 2,700 100 3,250 125
2.5 3,000 125 2,500 115 2,500 100 3,000 125
3 2,750 125 2,300 115 2,300 100 2,750 125
4 2,400 125 2,000 115 2,000 100 2,400 125
5 2,100 125 1,750 115 1,750 100 2,100 125
%ﬁHIJM ;ﬂgﬂ Hardened Steels
Work
Material (40HRC) (50HRC)
HiE EERRE &DEE EER&E %D &E
Diameter (mm) Speed (min”) Feed (mmimin) Speed (min”) Feed (mm/min)
0.5 2,800 80 2,450 70
1 2,400 80 2,100 70
1.5 2,100 80 1,850 70
2 1,500 80 1,350 70
2.5 1,400 80 1,250 70
3 1,300 80 1,150 70
4 1,150 80 1,000 70
5 1,000 80 900 70
<t{hiA#E2 Depth of Cut> BT ftEFINT
&
s
R
& 5
25 HEFER =) Q/‘

1 VEPRDERZSTIHULET,
2BEARRICKD, EEEE  EDREDRBZESIEOTTFEL,
SHMSBIEDDDHD. FvvIFEREDDDETEATEN,

Notes

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

BMIEHEFNTICHFTMIULTLRE L,

S\ HE

SIIN| PU3 8pIgJen

iMA
Square

IM

AJyJ2
High Helix
57479
Roughing
=1l
IVR

Ball Nose

J-7R

Corner Radius

%
LA

For Special

e
Saquare Mutti

1

AJyJ2
High Helix
57479
Roughing
R—Ib
IVE

Ball Nose

*-iah
For Key Way

5%
LA

For Special



W s@ry R/ a-FRYU-X

MM
Square
M
AYyIA
High Helix
57479
Roughing
=l
IVR

Ball Nose
J-7R

Corner Radius

7R

For Aluminium

Tk
LA

For Special

MM
28A
Saquare 2Flute
piliESY

Square Multi

M

WIS
High Helix
57479
Roughing
K=y
IVER

Ball Nose
J-7R
Corner Radius
Tk
Az
Combination
7R
For Aluminium
¥R
For Key Way

Tk
IA

For Special

P151 IYVRILOQSA
End Mill Q&A

IV RSEEREE P24 RiUEEEES
End Mill Selection Chart Recommend Cutting Conditions

P461
)
FA GCCRCL | |TEBES

FAJ-7 ¢V @BI—~F500IV I hys0v 59w Y (38H) iy

FA-Coating Long Shank Carbide Corner Rounding Cutter (3-Fultes) iﬁ

OFA GCCRCOOVIY+IUIVRIIVTT,
ORVEB D DM INAEE T

O(A-Coating Long shank Carbide Corner Rounding Cutter,
® Suitable for deep pocket milling.

S r\! HER

D=8 | w&E |(A2EIEE UKV ATUUAE|  E AL TIIEE|FoUa
ﬂaiﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels Aluminium Titanium
0O = Steels Tool Steels Steels Steels (40HRC) [ (50HRC) Alloys Alloys
Ml Work-Material
% Selection Chart © O ‘ O ‘ O
o
m iy
2 VAN:FAGCCRCL ¢ R qr
< A
= B TRE | NE | R | R | BTR | 547
Radius Tip Diameter |  Diameter Overall Shank Under Neck
Length Diameter Length
0.5 2.6 4 120 6 12 X1 [ ]
1 2.6 5 120 6 15 X1 [ ]
1.5 2.6 6 120 6 - X2 [ ]
2 3.6 8 120 8 - X2 [ ]
2.5 3.6 9 120 10 27 X1 [ ]
I 3 3.6 10 120 10 - X2 [ ]
4 4 3.6 12 140 12 — X2 [ ]
é 5 36 14 140 12 25 K3 [
1{‘ <FA GCCRCL 3¥#if2iA® Detailed drawing of FA GCCRCL >
B - TR
,TI o Standard stock.
hEs 2
SoimfR+0.03 S1R-0.02 SR EEEER
C LBHFTHBEVEELEEL,
3 I e
m — PR S - PR
§ SEimR/2+R TN
% Q 0.2mmRODIBFEFERL—XICT DI, [KHLTLET)
et (Recessed to make a connection with R smooth)
[0}
o
T
3
Q
S
)

CEXDEEF. FA GCCRCL RO & CHEELEELY,
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<{hAkrE Depth of Cut> BT fEFINT
&

¥

@)@

-
|

Y4 =S

BT & EFMICHITMILTLEE L,
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-

N7\ HXNA

S—
<

Sl puU3 18818 peads UsiH

J-7R

Comer Radius

QVANI—U

J-7R
Corner Radius

Y &StV
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IVRILEEREH P24 PPty P1ezﬂ

End Mill Selection Chart Non-Coating
] ot ot B
MMH —o 03 30

SA (TIAON) I—F « VI BES U7 Z2KH S,“:?;k
SA(TIAON)-Coating 2-Flutes Carbide Corner Radius

e e—

N
Square
@& *2 T RIICHEHMNLICRETT.
HigtheHx iE o 1—FRIFFHLEICEERTEFRT,
59494 EE ® Suijtable for corner radius and copy grinding.
|J“ ® Strong design for prevent chipping off.
Roughing -
US| D—OR| | RRE (ASEISE!V\-FEA7UUAE| % A FoUa8
Ball Nose %Eﬁ Carbon | Alloy Steels* | Pre-hardened |  Stainless Cast Iron Hardened Steels Titanium
0 Steels Tool Steels Stegls Steels (40HRC) [ (50HRC) Alloys
I-FR _ Ml Work-Material
Corner Radius g Selection Chart ‘ @ ‘ O ‘ ‘ O
For Aluminum 8_ VAN:2SAGVR « xR Unit:mm
% =
nrm | R R S &
— Diameter [ Flute Overall Shank Stock
Length Length Diameter
3 0.5 10 50 6 [

: 4 0.5 12 60 6 O
i 1 12 60 6 O
Square 2Flute 0_5 1 5 60 6 .
lER 5 1 15 60 6 °
Square Multi 0.5 ] 5 60 6 .
M ir\ 6 1 15 60 6 [
s, 2 0.5 50 70 8 °
Sy 8 1 20 70 8 o

_ N 1.5 20 70 8 [
—_— 2 20 70 8 °
. 0.5 o5 90 10 °
— 1 25 a0 10 [
I-rR G 10 1.5 25 90 10 °
Corner Radius %) 2 25 90 10 .
;ytyz;yay g 3 25 90 10 o
o o 0.5 30 90 12 o
7VZE & 1 30 90 12 [ )
For Aluminium - 1 2 1 '5 30 90 1 2 .
- 2 30 90 12 o
= 3 30 90 12 °
ﬁy; . = 1 40 110 16 O
NI 16 2 40 110 16 o
For Special 3 40 '| '| O '| 6 .




Carbide End Mills / Corner Radius Series SA GVR2T E

NEXT +++++- @

BAfi:mm

Unit:mm
&
HE R 2R ES & g
Diameter Radius Overall Shank Stock 5':
Length Diameter ﬁ
1 45 115 20 ° ,=;

2 45 115 20 [

20 3 45 115 20 [ 8
4 45 115 20 o &
5 45 115 20 [ %
m
2
O ZEEER =
Standard stock. =
- 4R IEE S ¥

LHFTHBHLEELEEL,

Stocked by specified distributor.
Please contact SANKO MFG.

CENODIRIE, SA GVR2T OXRO &cHEELIEELY,

—
-

M7Z\IHXNA

—
-

SIN pu3 [981S paads ysSiH

A
Square

M

AJyIA
High Helix
57479
Roughing
&=
IVR

Ball Nose

J-7R

Comer Radius

4 71=F

For Aluminium

%
LA

For Special

ifLF
2%

Square 2Flute
piliESY
Sauare Muli

M

AJyI2
High Helix
57479
Roughing

w=lb
IR

Ball Nose
J-7R
Comer Radius

Y| ]
Y179

Combination
7R
For Aluminium
*—i&H
For Key Way

1
MIA

For Special



= e@rvresw/a-3RyU-x

A
Square
M
AUYyIA
High Helix
57479
Roughing

R=Ib
IR

<7\ HER

Ball Nose o)
J-7R 3
Comer Radits == [@%
. (0]
7IZH r:"
For Aluminium oL
W% =
nIm =
For Special
;i
283
Square 2Flute
piliE S
Sauare Multi , \
a1
Ay
High Helix é
37499 Y
_ N
Roughing =
= I
IVER
Ball Nose ;
e o
Corner Radius %)
Y & Y]
w8
Combination )
7SR ©
o
For Aluminium m
@ 2
For Key Way E
155% )

MIH

For Special

VRIVEERXEH P24 Palmmrakedd
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End Mill Selection Chart

Non-Coating

r='|53ftj

SA GVReT

SA(TIAON) O—F « Y J#BES U7 228

SA(TiAON)-Coating 2-Flutes Carbide Corner Radius

GC|

V
|

Shan
Fit
Sigrd))

[NV Auny %28
0 . 1+0.04
-0.03] 30 0

Eﬁﬂ]ﬁ“%ﬁﬁ Recommend Cutting Conditions
[iEFARE Application Items : SA GVR2LS]
L] 1EEmm - s TIEH- - JUN-FVE | A%8 188 27UUAH %
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
@ B &0 &E B &D&E EEEEE &0 &S EERRE &D&E
Diameter (mm)| Speed (min”) | Feed (mm/min) | Speed (min™) | Feed (mmiin) | Speed (min”) | Feed (mmmin) | Speed (min™) | Feed (mmimin)
3 4,800 75 4,200 65 3,800 60 5,400 125
4 3,900 90 3,400 80 3,000 70 4,400 150
5 3,300 110 2,900 100 2,600 90 3,700 180
6 2,800 135 2,500 120 2,200 110 3,100 225
8 2,100 145 1,900 130 1,700 110 2,300 240
10 1,800 145 1,600 130 1,500 110 2,000 240
12 1,500 110 1,300 100 1,200 95 1,700 180
16 1,100 100 1,000 90 900 75 1,200 165
20 920 75 800 65 750 60 1,000 125
< AR D th f C > ar=0.05DLIF =
si2#R Depth of Cu (8X0.5mm) ar-D
T 2a=0.3DIU T
aa=2 5D T (&A3mm)




%&ﬂ]‘ﬁ“%ﬁﬁ Recommend Cutting Conditions
(&P &I Application Items : SA GVR2LS]

@ .- RETURN

s EERE EDRE EERE EDRE D RE
Diameter (mm)| ~ Speed (min™!) Feed (mm/min) Speed (min™) Feed (mm/min) Speed (min) Feed (mm/min)
3 3,400 55 2,100 30 1,500 20
4 2,700 65 1,700 85 1,200 25
5 2,300 80 1,500 40 1,000 30
6 2,000 100 1,300 50 940 35
8 1,500 100 1,000 50 720 35
10 1,300 100 800 50 580 35
12 1,100 95 670 40 480 30
16 800 65 500 35 360 25
20 650 50 400 25 290 18
<thiA#E Depth of Cut>
ar=0.05DLF arD ar=0.02DF arD

(&X0.5mm) |‘—’|

(&A3mm)

e

1 BRIZBIEDSHDED. Fvv IEBBEEDHDZESHERTE,

aa=0.3DI{F

29— MIRRI7 IO~ KIcl3REMICEUTEIRZESRBU TS,

SBHIZITSHEE. EDEE}>S0%%BR(ICTRATEL,
4REHLZERS UCCRADEER. EDEEZRFTTFEL,

B5ARDAZTEICKDEEEE - EDREZEHLTTEL,
Notes
1.Select the machine which has enough power and rigidness.

Use the chucking holder with sufficient precision and grasping force.
2.Apply dry air blow or cutting oil suitable for the work-piece material.

(8X0.3mm)

:[ aa=2DL){-F

3.For the slotting prosess, maintain the feed rate around 50% of the recommended condition.
4.Decrease the feed rate when the protrusion of the endmill is too long.
5.Increase/Decrease the speed and feed rate according to the corner radius of the endmill.

Rl

22=0.05DTF
(8&X0.5mm)

N

N7\ HXNA

S—
<

SIN pu3 |981S peads UsiH

QVAaNI—U

M

AUys2
High Helix
57479
Roughing
]
IVR

Ball Nose
J-7R
Comer Radius

7IZH

For Aluminium

1
LA

For Special

iMF
213H
Square 2Flute
piliES)

Square Multi

M

AUyI2
High Helix
37479
Roughing

w—I
IVR
Ball Nose
J-7R
Comer Radius
Y & Y]
A

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

5%
LA

For Special
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Recommend Cutting Conditions End Mill Selection Chart

SA GVR2LS mESE

SA(TIAON) I—=7 « YV J@ES Y7 22MA0V T v VY “Fit

SA(TiA2N)-Coating Long Shank 2-Flutes Carbide Corner Radius T

69 . —

N
Square
v §
s I OVIVYIIIALTORD. FVBAOMINTHETT,
. I{ ®/ onger shank endmill for suitable for deep pocket mifling.
Roughing =
LI D—o5 | xEa |seaTemun-oE aag| g 2E FyU8%
Ball Nose o %Eﬁ %:;1;2?;1 A%}(l) lSStﬁeeé?S' Pregt%redlgned Stsigglasss Cast Iron Hardened Steels T')\‘ﬁ“'“m
1-+R [ ) , (40HRC) | (50HRC) 0ys
=] Work-Material
Corner Radius g Selection Chart ‘ @ ‘ O ‘ ‘ O
5 - ) &firmm
<3 VAN:2S5AGVRLS - HEXR Unit:mm
<
s = ¢R 1 e
— Diameter Overall Shank Stock
Length Diameter
0.3 20 120 6 [
~ 0.5 20 120 6 °
i 6 1 20 120 6 O
Square 2Flute 1.5 20 1 20 6 ‘
REZH 2 20 120 6 L
Square Multi ,\ 0.3 30 ] 30 8 '
I 4 0.5 30 130 8 [
s, 2 5 1 30 130 8 °
55095 Y 1.5 30 130 8 L
Roughing L: 2 30 ] 30 8 .
— 3 30 130 8 °
IR 0.3 35 150 10 L J
— 0.5 35 150 10 L
R § 1 35 150 10 0
cnutais 0 10 1.5 35 150 10 o
%tj/y § 2 35 150 10 L J
Combination ) 3 35 ] 50 1 O .
FNSE o 0.3 40 150 12 o
For Aluminium % 0.5 40 150 12 .
FoEE o 1 40 150 12 L
e = 12 1.5 40 150 12 [ ]
— 2 40 150 12 [
155% o
A 3 40 150 12 [ )
For Special 4 40 '| 50 '| 2 .
5 40 150 12 L J




Carbide End Mills / Corner Radius Series SA GVR2LS E

. iRF
Efizmm
Unit:mm Square
574 /54 ] M
HE £k ES TE B\
Diameter Overall Shank Stock EI: _lgh H~el|>i
Length Diameter i 37497
1 50 200 16 0 =
2 50 200 16 [ ) IVER
16 3 50 200 16 [ ] 8 Exoes
4 50 200 16 O 3 Flasd
5 50 200 16 o % Comer Radius
1 60 220 20 [ ] mE 7R
2 60 220 20 . o For Aluminium
50 3 60 220 20 0 S wn
4 60 220 20 O & LA
5 60 220 20 [ )
6 60 220 20 [ )
1 75 230 25 [ )
2 75 230 25 [ ) -
3 75 230 25 [ ) 2%
25 4 75 230 25 . Square 2Flute
5 75 230 25 [ A2
6 75 230 25 . A\ Square Mult
8 75 230 25 [ 4 M
Z  AUyIR
T High Helix
O REEER Y 3
Standard stock. |=\ —
- fSeREEEER )T, =l

LHFETBHEVEELEEL, IR

Stocked by specified distributor. 18 Ball Nose
Please contact SANKO MFG. UT)
0 3-7R
%) Corner Radius
D e
E B
(,_f,.) Combinatior
o 7ZI=H
o
I'jl'l For Aluminium
o | F-iEH
; For Key Way
0 S
NIA

For Special

CEXN DR, SA GVR2LS OXRO LTHEELIEELY,



m BEIY RS/ J-FRYU-X

IV RIEERIESE P24

End Mill Selection Chart

SA GVRALS BEEE

SA(TIAON) I=F « YV J@ES Y7 24A0V T vV Y “Fit

SA(TiAQN)-Coating Long shank 4-Flutes Carbide Corner Radius T

%&b

iRF
Square
M g O0VIYvII544TDD. ROEBHOIMIHAEETT .
L B e LEORLERUBEEMIATETT,
57494 EE ®/ onger shank endmill for suitable for deep pocket mifling.
. I{ ®Excellent surface finishing,high performance efficiency.
Roughing =
USR] D—oR | xm (seETEEUN-R8 2708 % A FyUa%
Ball Nose o %Eﬁ %:;1;2?;1 A%}(l) lSStﬁeeé?S' Pregt%redlgned Stsigglasss Cast Iron Hardened Steels T')\‘ﬁ“'“m
J-7R _ [ . : (40HRC) | (50HRC) oys
o] Work-Material
Corner Radius g Selection Chart ‘ @ ‘ O ‘ ‘ O
5 - ) &firmm
~u 92 VAN:4SAGVRLS - SHEXR Unit:mm
<
s = ¢R 1 e
— Diameter Overall Shank Stock
Length Diameter
0.3 20 120 6 [ )
~ 0.5 20 120 6 °
i 6 1 20 120 6 o
Square 2Flute '| _5 20 '| 20 6 ‘
e 2 20 120 6 [ )
Square Multi ,\ 0.3 30 ] 30 8 '
M 4 0.5 30 130 8 [
s, 2 5 1 30 130 8 °
s Y 1.5 30 130 8 o
Roughing l_: 2 30 130 8 o
— 3 30 130 8 °
IVR 0.3 35 150 10 [ ]
— 0.5 35 150 10 [ )
=R 5 0 1 35 150 10 °
et &) 1.5 35 150 10 °
%tj/y g 2 35 150 10 L J
Combination % 3 35 ] 50 1 O .
SE o 0.3 40 150 12 o
For Aluminium % 0'5 40 1 50 12 .
FoEE o 1 40 150 12 [ ]
L = 12 1.5 40 150 12 [ )
— 2 40 150 12 o
155% o
ikl 3 40 150 12 o
For Special 4 40 '| 50 '| 2 .
5 40 150 12 [ )




Carbide End Mills / Corner Radius Series SA GVR4LS m

NEXT +++++- @
Efizmm g
Unit:mm Square
574 /54 ] M
HE 2R ES TE @ N
Diameter Overall Shank Stock EI: I-_hgh H~el|>i
Length Diameter i 37497
1 50 200 16 0 =
2 50 200 16 [ ) IVR
16 3 50 200 16 [ ) 8 Exoes
4 50 200 16 O 3 Flasd
5 50 200 16 o % Comer Radius
1 60 220 20 (] m 7IVZR
2 60 220 20 . o For Aluminium
20 3 60 220 20 0 S wn
4 60 220 20 O & LA
5 60 220 20 [
6 60 220 20 [ )
1 75 230 25 [ )
2 75 230 25 [ ) .
3 75 230 25 o) iy
25 4 75 230 25 . Square 2Flute
5 75 230 25 0 A2
6 75 230 25 . A\ Square Mult
8 75 230 25 [ 4 M
Z  AUyIR
T High Helix
O - REEER Y 574V
Standard stock. |=~ .
-4 ERIBETER T

HHFTBHVGE L EEL, IYR

Stocked by specified distributor. == Ball Nose
Please contact SANKO MFG. UT)
L B
%) Corner Radius
D e
E B
(,_f,.) Combinatior
o 7ZI=H
o
|'3|'| For Aluminium
o *&H
; For Key Way
0 S
NIA

For Special

CEXN DR, SA GVR4LS OXRO LTHEELEELY,



m BEIY RS/ J-FRYU-X

IV RIEERIESE P24

End Mill Selection Chart

SA GVRALS BEEE

SA(TIAON) -7« VIRBBESYT7248NOVIV vV S
SA(TiAQN)-Coating Long shank 4-Flutes Carbide Corner Radius T

A
Square
SﬁhyHgl_x % EEHISRER Recommend Cutting Conditions
ISl elix
- o I Al [ Y -
oy | AN | BERE - REE TE® - JUN-RVE | ol 186 27V028 i
S K| Work Mild Steels + Carbon Steels Tool Steels Alloy Steels - Tool Steels Cast Iron
SRS = Material Pre-hardened Steels Stainless Steels
K=l E 55400 - S50C SKDB1 « NAKES SCM - SKD11 - SUS304 FC200
b VITRE | OngE | #hRE | DERE | HDRE | DERE | ADEE | OEEE | 2DEE
8 Diameter (mm)| Speed (min) | Feed (mmmin) | Speed (min) | Feed (mmimin) | Speed (min”) | Feed (mmmin) | Speed (min) | Feed (mmimin)

1-7R = 6 2,800 225 2,500 200 2,250 185 3,200 400
Corer Radius o 8 2,100 245 1,900 220 1,700 195 2,400 430
v (0] 10 1,800 245 1,600 220 1,450 195 2,100 430

- I'3I1 12 1,500 190 1,300 170 1,200 165 1,700 330
For Aminun IO 16 1,100 165 1,000 145 900 130 1,200 290
S5 ’< 20 900 125 800 110 750 100 1,000 220
NiE = 25 720 95 640 85 580 80 840 160
For Special o

<tliA#+E Depth of Cut> ar=0.05D(F arD
(&A0.5mm) -
] aa=0.3DU T
aa-2 5DLIF (B®A3mm)

MM
2KH
Sauare 2Flute
AASA
Square Multi , \
nd X
H\'gtheIix %
3949 Y

_ N
Roughing E
w= b
IVR
Ball Nose i
e o
Comer Radius %)
V&Y,
w8
Combination U)
VR @

@

For Aluminium m
88 o
For Key Way E
155k 0

MIH

For Special



@ - RETURN

Etﬁmﬁ“*ﬁ:ﬁ Recommend Cutting Conditions

& NOTE-2
A& R ADRE

, | R EDEE RS EDEE
Diameter (mm)| ~ Speed (min”) Feed (mmimin) Speed (min”) Feed (mm/min) Speed (min™!) Feed (mmimin)
6 2,000 170 1,300 50 1,100 50
8 1,500 170 1,000 50 800 50
10 1,300 170 800 50 640 50
12 1,100 165 670 40 530 40
16 800 110 500 30 390 30
20 650 85 400 25 320 25
25 520 70 320 20 260 20
<tiA#E Depth of Cut>
ar=0.05DLIF ar=0.02DLIF
1 @xosmm) T @x03mm)
aa-2.5DIAF ] 2a=2DEIT
ar=D ar=D
aa=0.3DIF 2a=0.05DIUTF
(RA3mm) Hj (&A0.5mm)

A5
1 EHERIEDSH2E0D. FvvIRBEREDDDZECHERTEL,
2.9—3Y MIERI7 IO~ FIIFEEIMICEUIEIRZESBU T,
BBUEIZITSHER. EDREIFE0%ZERICSHERATEL,
42EHUERS UCTHEADBER, EDREZTIFTREL,
B5.ARDAREEICKIDEERE « XDREZEHL T,
Notes
1.Select the machine which has enough power and rigidness.

Use the chucking holder with sufficient precision and grasping force.
2.Apply dry air blow or cutting oil suitable for the work-piece material.
3.For the slotting prosess, maintain the feed rate around 50% of the recommended condition.
4.Decrease the feed rate when the protrusion of the endmill is too long.
5.Increase/Decrease the speed and feed rate according to the corner radius of the endmill.
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Roughing
Ball Nose
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1
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Square 2Flute
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37479
Roughing

w1
IVR
Ball Nose
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Comer Radius
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VAV
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7R
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IVRI)EEREH P24 SAd—F+1VJ P154
End Mill Selection Chart SA-Coating

Shrink

it

GVR21 MEE 5150 ol
HBESJ77 228 H

2-Flutes Carbide Corner Radius

> -

MM
Square
I g ¢J1—FRIMNITHEYHENTICRETT.
B eO—FRIIBLICHERTEET,
59494 L\ e Sujtable for comer radius and curved surface machining.
. I{ ® Strong design for prevent chipping off.
Roughing =
US| D—OR| | RRE (ASEISEV\-FEA7UUAE| A T8
Baiitose %Eﬁ %?LZ(I)sn A%y(f)lsst?eegs Preggedlzned Stsilg‘leclasss Cast Iron TG Hardenliﬁq Séeels AllArlr;(;rygm
I-FR BN Work-Material
Coe Ras i % Selection Chart ‘ O ‘ O O ‘
For Aluminium | & a VAN'EGVR ° ﬂExR Unit.:mm
<
s = TR 2R i £
— Diameter [ Flute Overall Shank Stock
Length Length Diameter

3 0.5 10 50 6 []
= a 0.5 12 60 6 0
i 1 12 60 6 O
Square 2Flute 0.5 15 60 6 ]
ARSH 5 1 15 60 6 0
Square Multi ,\ 6 0.5 ] 5 60 6 D
M 4 1 15 60 6 L]
Q;ﬁﬁ é 0.5 20 70 8 OJ
594 Y 8 1 20 70 8 []
. =I~ 1.5 20 70 8 [
_— ,TI 2 20 70 8 []
ToR 0.5 25 90 10 ]
calffess I 1 25 90 10 []
=R 5 10 1.5 25 90 10 O
Corner Radius %) 2 25 90 10 []
Vet g 3 25 90 10 0
e 0.5 30 90 12 0
VSR & 1 30 90 12 ]
For Aluminium % 12 1.5 30 90 12 L
F=F3F 2 2 30 90 12 (]
e . 3 30 90 12 ]
oy u_=a 1 40 110 16 (]
NI 16 2 40 110 16 (]
For Special 3 40 '| '| O '| 6 |:|




Carbide End Mills / Corner Radius Series GVR2T m

NEXT +++++- @
iRF
Bi:mm
Unit:mm Square
R R é 7574 ] M
NE R ES & g N
Diameter Radius Overall Shank Stock 5': 59494
Length Diameter e
I_: Roughing
1 45 115 20 L] E .
R=Ib
2 45 115 20 [ IVR
20 3 45 115 20 O e
=iPA 1-7R
4 45 115 20 O oY
5 45 115 20 0 = A cone s
m| 7 |7VzE
3|y
0 EEHES B\ 7 | for A
Standard stock. E ﬁyI*
- EREEEER R
HHFTHBEVEELEEL,
Stocked by specified distributor.
Please contact SANKO MFG.
iMA
283
Square 2Flute
eS|
l \ Square Multi
1 Mo
é HithHeIix
Y 37479
N _
E Roughing
L K=
IVR
T Ball Nose
. B
_g) Corner Radius
V& SEY)
SR
wm Combination
o 7IIA
o
m For Aluminium
2 *-&’
E For Key Way
TN
;|
For Special

CAEXNDRRIE. GVR2T OXRO ECHEELEEL,
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IVRIIEEREH P24 SAd—F+4VJ P154

End Mill Selection Chart SA-Coating
IXK m Shrink
I0 . +lc% it
i ] -003] 30° | o
7 A2HAH

2 Flutes Carblde Corner Radius

iNF
Square
M o 3 W . s sy .
\Jy93 % EHELNHISRYR Recommend Cutting Conditions Bl Slotting l
igh Helix
59494 5 [ERGE Application Items : GVR2LS]
e B| HER | EERE - RGRE | I8E-JU\-KUE |08 IBE ZTUU2E ik 7IEZULEE
- = Work | Mild Steels - Carbon Steels Tool Steels Alloy Steels * Tool Steels Cast Iron Alminium Alloys
i Y Material Pre-hardened Steels Stainless Steels
BJa:”/NO'S‘e S5400 - S50C SKD6B1 * NAK55 SCM+ SKD11 + SUS304 FC200 A2024 + A5052
3-7R P Q| SME | OHRE | 2DEE | BERE | XhEE | OhEE | 2hEE | OHRE | 2DEE | OERE | RhEE
7|3 |Plameter (mm)| Speed (min)|Feed (mmimin)| Speed (min'") |Feed (mmimin) | Speed (min") |Feed (mmimin) | Speed (min") |Feed (mm/min) | Speed (min”) |Feed (mmimin)
Corner Radius :ll o 3 3,700 55 3,200 50 2,900 45 4,200 90 9,400 175
% o 4 2,800 55 2,400 50 2,200 45 3,200 90 7,000 175
P r:;n 5 2,200 55 1,900 50 1,750 45 2,500 90 5,600 175
7 6 1,800 55 1,600 50 1,500 45 2,100 95 4,700 175
157k < 8 1,400 55 1,200 50 1,100 45 1,600 115 | 3600 | 175
DHIEH % 10 1,100 55 950 50 900 45 1,300 120 2,900 175
b 12 900 55 800 50 730 45 1,000 126 | 2300 | 175
16 700 60 600 50 550 50 800 135 1,750 175
20 550 60 480 50 440 50 640 145 1,400 180
25 440 60 380 50 350 50 510 145 1,150 180
A% *%Vﬁo“r*kj ;HE%H Hardened Steels
Square Mult Ma’[eria| (40HRC) (SOHRC)
i HE FERE EDRE OERE EDRE
High Helix Diameter (mm) Speed (min) Feed (mmimin) Speed (min”) Feed (mmimin)
59494 3 2,600 35 1,300 10
4 2,000 S5 980 10
Roughing 5 1,600 35 770 10
]l | 6 1,300 35 630 10
IVR 8 1,000 35 490 10
— 10 800 35 380 10
12 660 35 310 10
16 500 45 240 10
20 400 45 190 10
25 320 45 150 10
<thA#E Depth of Cut> ar=D
R ~ aa-1D
+— B | BRIBAIOSDE0, F vy o BEREOBOETEATA,
i 2.5—5 Y NEBEIHICELIbOEBBU TFE W,
3EFHULERL LCTHEADBEE. E0FEETIFTTEV,
Forkey ey 4 BROAZFE(C KD EEGEE - XD REEHL TR0,
Zﬁy* Notes
Z“]Im 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
4.Increase/Decrease the speed and feed rate according to the corner radius of the endmill.

For Special
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