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SA(TiAQN)-Coating Carbide Center Chamfering Cutter(2-Flutes)
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59494 El: ® Suitable for wide range usage by integration purpose for endmilling and drifling.
ﬁ ® Adopting double angle sharp chamfering blade. ~ ®Excellent finishing surface less burry.
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Diameter | TipAngle Flute Overall Shank | Tip Diameter | X Length Tip Angle Stock
Length Length Diameter PA Length

Q\VAaNI—U

60° 6 50 6 06 | 052 | 208 | @
, 3 90’ 6 50 6 06 | 030 | 120 | @
i 120° | 6 50 6 | 062 | 018 | 069 | @
60° 8 60 6 08 | 069 | 277 | ®
R a4 90’ 8 60 6 08 | 040 | 160 | @
somel 120° |8 60 6 | 092 [ 027 | 089 | @
M 60° | 10 60 6 10 | 087 | 346 | @
ML 5 90° | 10 | 60 6 10 | 050 | 200 | @
555 120° | 10 60 6 | 121 | 035 | 109 | @
o 60° | 15 60 6 12 | 104 | 416 | @
Tl 6 90° | 15 60 6 12 | 060 | 240 | @
TR 120° |15 60 6 | 151 | 044 | 130 | @
— 60° 20 70 8 1.6 1.39 | 554 ()
8 90° | 20 | 70 8 16 | 080 | 320 | @
120° | 20 70 8 | 211 | 061 | 170 | @
60° | 25 90 10 | 20 | 1.73 | 693 | @
10 | 90° | 25 90 10 | 20 | 1.00 | 400 | @
PIER 120° | 25 90 10 | 271 | 078 | 210 | @
L 60° | 30 90 12 | 24 | 208 | 83] °
e 12 [ 90" | 30 | 90 12 | 24 | 120 | 480 | @
o 120° | 30 90 12 | 33 | 095 | 251 °
i)
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Carbide End Mills / For Special Series SA GCCC
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NE | GRS | IR | 2R | WE | B | RS |HEROR - R
Diameter | Tip Angle Flute Overall Shank | Tip Diameter | X Length Tip Angle EE _g -
Length Length Diameter PA Length I{ 39499
60° | 40 | 140 | 16 | 32 | 277 | 11.09]| @ E
16 90° 40 140 16 3.2 1.60 6.40 [ ) IVER
120° | 40 140 16 45 1.30 | 3.32 o C —
60° 45 160 20 4.0 3.46 13.86 [ ) o
20 90° 45 160 20 4.0 200 | 8.00 [ ) g
120° 45 160 20 5.7 1.65 413 () m
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Stocked by specified distributor.
Please contact SANKO MFG.
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FEEY

EEHISR4R Recommend Cutting Conditions (I MEEAR NN Counter-s‘mkmg-Centering~Drulmg]
iwEe | S - R | 188 7U)\-KVE (A28 1E8 AT U8 & TW2ZU LG e
Work | il Steels - Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardended Steels Stainless Steels
§5400 - S50C SKDB1 - NAKS5  |SCM+SKD11+SUS304 FC200 A2024 - A5052 (40HRC)
HR | OEmEE | 2DRE | BERE | Xx0RE | OERE | X0EE | OhRE | ZhRE | OHEE | 2hRE | OERE | %hEE
Diameter (mm){ Speed (min) | Feed (mmimin) | Speed (min) | Fegd (mminin) | Speed (min") | Feed (mmimin) | Speed (min")| Feed (mmmin) { Speed (min)| Feed (mmimin) | Speed (min) | Fegd (mmimin)
3 5,850 290 5300 | 270 3,200 160 8500 | 510 |15900| 1,910 | 2,650 130
4 4,400 260 4,000 | 240 2,400 140 6,350 | 510 |11,950| 1,790 | 2,000 120
5 3,500 250 3,200 | 220 1,900 130 5100 | 460 9550 | 1,530 | 1,600 110
6 2,900 230 2650 | 210 1,600 130 4250 | 430 7950 | 1,430 | 1,350 110
8 2,200 220 2,000 | 200 1,200 120 3200 | 380 5950 | 1,190 | 1,000 100
10 1,750 210 1,600 | 190 950 110 2550 | 380 4750 | 1,190 800 100
12 1,500 230 1,350 [ 200 800 120 2,100 | 420 4,000 | 1,200 650 100
16 1,100 220 1,000 | 200 600 120 1600 | 400 3,000 [ 1,050 500 100
20 900 230 800 | 200 500 130 1250 | 380 2,400 960 400 100
MEEROMT | |[EVFEIMI RSB FINT
Counter-shinking Centering Drilling
Il

EEEDHISEHR Recommend Cutting Conditions [ IR Tl dry Nerematr gy Milling]

wEp | BERE - A | I2E-7UN\-KVE (8eEIEEAUM| W@ | 7WSSULER | REHE
Work | Mid Steels - Carbon Steels Tool Steels Alloy Steels  Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardended Steels Stainless Steels
§S400 - S50C SKDB1 - NAKBS ~ |SCM« SKD11« SUS304 FC200 A2024 - A5052 (40HRC)
HE | CEEE | RDEE | OmEE | xDEE | DnKE | Xh&E | BhRE | ZhRE | DhRE | #hEE | OhRE| %h&E
Diameter (mm){ Speed (min) | Feed (mmimin) | Speed (min”) | Fegd (mminin) | Speed (min) | Feed (mmimin) | Speed (min")| Feed (mmmin) | Speed (min}| Feed (mmimin} | Speed (min) | Fegd (mmimin)
3 3,700 135 3,200 120 2,700 90 4200 | 225 9,700 | 420 2,100 40
4 2,800 135 2400 | 120 2,000 90 3200 | 225 7,00 | 420 1,600 40
5 2,200 135 1,900 120 1,600 90 2500 | 225 5800 | 420 1,300 40
6 1,900 (85 1600 [ 120 1,300 90 2,100 | 240 4800 | 435 1,100 40
8 1,400 135 1,200 120 1,000 90 1600 | 285 3600 | 435 800 40
10 1,100 135 1,000 [ 120 800 90 1,300 | 300 2900 | 435 600 40
12 900 135 800 120 700 90 1,100 | 315 2400 | 435 500 40
16 700 150 600 | 130 500 | 110 800 | 340 1,800 | 435 400 45
20 600 150 500 130 400 | 110 600 | 360 1400 | 450 300 50
EEb T fEft EFINT
Chamfering End-milling




Carbide End Mills / For Special Series SA GCCC m
® ------RETURN

Eﬁﬁm‘ﬁu%ﬁf Recommend Cutting Conditions Vi&hl T Grooving l
wu | SR - SR | TRE-7U)\-KE | 588 IR ATUAE il 7WZU LGS HER
Work | Mid Steels - Carbon Steels Tool Steels Aloy Steels  Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardened Steels Stainless Steels
55400 - S50C SKD61 - NAKSS | SCM« SKD11 - SUS304 FC200 A2024 - A5052 (40HRC)
B | OERE | ZDRE | BERE | RDRE | BERE | R0RE | BERE | XDRE | OHRE | XhRE | mEEE | X0EE
Diameter (mm){ Speed (min")| Feed (mmmin) | Speed (min’) | Feed (mmiin) | Speed (mi") | Feed (mmimin) | Speec! (min) | Feed (mmimin)| Speed (min’)| Feed (mmni) | Speed (min)| Feed (mmimin)
3 3,700 90 3,200 80 2,700 60 8500 | 150 9.700 | 280 2,100 25
4 2,800 90 2400 80 2,000 60 6,350 | 150 7,200 | 280 1,600 25
5 2,200 90 1,900 80 1,600 60 5,100 150 5800 | 280 1,300 25
6 1,900 90 1,600 80 1,300 60 4250 | 160 4,800 | 290 1,100 25
8 1,400 90 1,200 80 1,000 60 3200 | 190 3,600 | 290 800 25
10 1,100 90 1,000 80 800 60 25650 | 200 2900 | 290 600 25
12 900 90 800 80 700 60 2,100 | 210 2,400 | 290 500 25
16 700 | 100 600 85 500 75 1,600 | 225 1,800 | 290 400 30
20 600 [ 100 500 85 400 75 1,250 | 240 1,400 | 300 300 35
ViEMT
Grooving
R

1 HHEEIEDS 2D, Fv v I EEREDBDECERTEL,
2EARRICKD, BERRE - XD REDOFBZSTEOTTEL.
3.9-5Y MIEMICELILBOT, BREODDZEBRV TS,

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 the proper coolant which is not inflammable.

ST\ HERY

SIlIN pu3 8pig.ed

QVANI—LU

-~
-

M7HNA

—
-

S|l pu3 |1981S paads ysiH

iMF
Square

M

Yy
High Helix
57479
Roughing
K=
IVER

Ball Nose

J-7R

Corner Redius
7I=H

For Aluminium

1k
LA

For Special

Saquare 2Flute

FilESY

Square Mutti

I

AUy
High Helix
57479
Roughing
K=l
IVR

Ball Nose
J-7R
Corner Redius
Ta=y3)
A
Combination
7IZH
For Aluminium
*—&HR
For Key Way
1%
IMTH

For Special



EEA #mryrs/ SHNTRAYU—X

ifF
Square

IM

Yy
High Helix
57479
Roughing
R—Iy
IR

Ball Nose

J-7R

Corner Radius
7IV=H

For Aluminium

it 3 ¢
LA

For Special

Square 2Flute

FiESY

Square Multi
1
AUy
High Helix
57499
Roughing
H—Ib
IVR

Ball Nose
J-7R

Comer Radius

7IZH
For Aluminium
*—i&H
For Key Way

1ok
LA

For Special

S\ HERS

SIIIAl pu3 @piglen

-~
=

M7\ HXNA

—
-

S|l PU3 981G paads ysiH

IVRIEERES P26 SAI-7<v5  P178 [EARoe P4BU
End Mill Selection Chart

SA-Coating End Mill Q&A

Shrink
ISKK AR S
e | -0.03 | 30

gt YHERb A (2830)

Carbide Center Chamfering Cutter(2-Flutes)

oL RI)LE RUIDEETRBORBEICELD, BLVAETHEVWVEEIFET,
OEDEICY TIVT VIV EHRALTVET, o/\UDIENENVEL LEICHITEE T,

O Suitable for wide range usage by integration purpose for endmilfing and drifling.
® Adopting double angle sharp chamfering blade. ~ ®Excellent finishing surface less burry.
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Work Materia

Selection Chart ‘ O ‘ O

VAN:GCCC + $HE X SEid o
We | EmE | IR | 2R | W | om | XBRE (RERORE| HE

Diameter | TipAngle Flute Overall Shank | Tip Diameter | X Length Tip Angle Stock
Length Length Diameter PA Length

60° 6 50 6 0.6 0.52 2.08 [ ]
3 90’ 6 50 6 0.6 0.30 1.20 [ ]
120° 6 50 6 0.62 0.18 0.69 [ ]
60° 8 60 6 0.8 0.69 2.77 [ J
4 90° 8 60 6 0.8 0.40 1.60 [ ]
120° 8 60 6 0.92 0.27 0.89 [ J
60° 10 60 6 1.0 0.87 3.46 L
5 90° 10 60 6 1.0 0.50 2.00 [ ]
120° 10 60 6 1.21 0.35 1.09 L
60° 15 60 6 1.2 1.04 4.16 [ J
6 90’ 15 60 6 1.2 0.60 2.40 [ ]
120° 15 60 6 1.51 0.44 1.30 [ ]
60° 20 70 8 1.6 1.39 5.54 [ ]
8 90° 20 70 8 1.6 0.80 3.20 [
120° 20 70 8 2.11 0.61 1.70 [ ]
60° 25 90 10 2.0 1.73 6.93 L
10 90’ 25 90 10 2.0 1.00 4.00 [ ]
120° 25 90 10 2.71 0.78 2.10 o
60° 30 90 12 24 2.08 8.31 [
12 90’ 30 90 12 24 1.20 4.80 [ ]
120° 30 90 12 3.3 0.95 251 o




Carbide End Mills / For Special Series GCCC m

NEXT ++oe¢ =)
< \,f swmel S SREEY
X X,
EREORS FiRBORS
60" - 90° 120° Bizmm
Unit:mm
e | e | 98 | 2R | WE | e | R [0k @B 8
Diameter | TipAngle Flute Overall Shank | Tip Diameter | X Length Tip Angle Stock EE
Length Length Diameter PA Length I{
60° 40 140 16 3.2 2.77 11.09 [ ) E
16 90° 40 140 16 3.2 1.60 6.40 [ )
120° 40 140 16 45 1.30 3.32 [ ) Q
60° 45 160 20 4.0 3.46 13.86 () o
20 20’ 45 160 20 4.0 2.00 | 8.00 (] &
120° 45 160 20 5.7 1.65 4.13 () m
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90’ O O O O
120° O O O O
X HERTEFHA Not recommended
® IFEEER
Standard stock.
O fefiEEEER

SFTHHNEE LS,

Stocked by specified distributor.
Please contact SANKO MFG.
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N 9y \ n Lo . .
EEUHIRAR Recommend Cutting Conditions QIDMEELRNGN Counter-smkmg'CenterlﬂE'DH”mE]
e | S - R | IEE UKV |ARE IER AT LS % TWZULEE e
Work | Mid Steels - Carbon Steels Tool Steels Aloy Steels * Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardended Steels Stainless Steels
§5400 - S50C SKDB1+NAKB5  |SCM« SKD11 « SUS304 FC200 A2024 - A5052 (40HRC)

HE | CEEE|RDEE | OmEE | X0EE | DnRE | Xh&E | BhRE| #hRE | DhEE| #hEE | OhRE| %h&E
Diameter (mm){ Speed (min) | Feed (mmimin) | Speed (min) | Feg (mmimin) | Speed (i) | Feed (mmimin) | Speed (min")| Feed (mmmin) | Speed (min)| Feed (mmimin) | Speed (min){ Feed (mmini)
3 5,850 290 5300 | 270 3,200 160 8500 | 510 |15900| 1,910 | 2,650 130
4 4,400 260 4,000 | 240 2,400 140 6,350 | 510 |11,950| 1,790 | 2,000 120
5 3,500 250 3200 | 220 1,900 130 5100 | 460 9550 | 1,530 | 1,600 110
6 2,900 230 2650 | 210 1,600 130 4250 | 430 7950 | 1,430 | 1,350 110
8 2,200 220 2,000 | 200 1,200 120 3200| 380 5950 | 1,190 | 1,000 100
10 1,750 210 1600 [ 190 950 110 2550 | 380 4750 | 1,190 800 100
12 1,500 230 1,350 | 200 800 120 2,100 | 420 4,000 | 1,200 650 100
16 1,100 220 1,000 | 200 600 120 1600 | 400 3,000 | 1,050 500 100
20 900 230 800 | 200 500 130 1250 | 380 2,400 960 400 100
MEEROMNT | |[EVFEIMT B IFINT
Counter-shinking Centering Drilling
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EEELIEISMER Recommend Cutting Conditions Wil ey e AT R=t, M||||ng]

Wiy | SR - Rl | TRE JUN-KUR | o2l I8 A7 UAE 7IIZV LGS REH
Work | Mid Steels - Carbon Steels Tool Steels Aloy Stegls * Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardended Steels Stainless Steels
§5400 - S50C SKD61 - NAKG5 | SCM - SKD11-SUS304 FC200 A2024 - A5052 (40HRC)
NE | EEERE | 2DRE | BERE | XDRE | DEEE | ZDRE | EEREE| xhRE | DEEE| XhRE | BERE| ZhEE
Diameter (mm)| Speed (min”) | Feed (mmmin) | Speed (min”)| Fegd (mmmin) | Speed (min")| Feed (mmimin) | Speed (min”) | Feed (mmimin) | Speed (min){ Feed (mmmin) | Speed (min)| Feed (mmimin)
3 3,700 | 135 3,200 | 120 2,700 90 4,200 | 225 9,700 | 420 | 2,100 40
4 2,800 | 135 2400 | 120 2,000 90 3200 | 225 7,200 | 420 1,600 40
5 2,200 | 135 1,900 | 120 1,600 90 2500 | 225 5800 | 420 1,300 40
6 1,900 | 135 1,600 | 120 1,300 90 2,100 | 240 4800 | 435 1,100 40
8 1,400 | 135 1,200 | 120 1,000 90 1,600 | 285 3,600 | 435 800 40
10 1,100 | 135 1,000 | 120 800 90 1,300 | 300 2900 | 435 600 40
12 900 | 135 800 | 120 700 90 1,100 | 315 2400 | 435 500 40
16 700 | 150 600 | 130 500 | 110 800 | 340 1,800 | 435 400 45
20 600 | 150 500 | 130 400 | 110 600 | 360 1,400 | 450 300 50
ERONT | |fMEtLFNT
Chamfering End-milling




Carbide End Mills / For Special Series GCCC m
® ---+--RETURN

EEDHISRTR Recommend Cutting Conditions Vgl Grooving I
wHe | BERE - KRR | IERU\-RUE AEIEEA0AE| BB |7MSSULER | HEHE
Work | Mild Steels - Carbon Steels Tool Steels Alloy Steels + Tool Steels Cast Iron Aluminium Alloys Hardened Steels
Material Pre-hardened Steels Stainless Steels
§5400 - S50C SKD61-NAKS5 | SCM- SKD11+SUS304 FC200 A2024 - A5052 (40HRC)
AR | EEEE| XDRE | BEEE | XDRE | BERE | KORE | BERE| ADEE | EERE| ADEE | OREE| #hEE
Diameter (mm){ Speed (min")| Feed (mmmin) | Speed (min’) | Feed (mmiin) | Speed (mir") | Feed (mmimin) | Speec (min) | Feed (mmimin)| Speed (min’)| Feed (mmni) | Speed (min)| Feed (mmimin)
3 3,700 90 3,200 80 2,700 60 8,500 | 150 9,700 | 280 2,100 25
4 2,800 90 2400 80 2,000 60 6,350 | 150 7,00 | 280 1,600 25
5 2,200 90 1,900 80 1,600 60 5,100 | 150 5,800 | 280 1,300 25
6 1,900 90 1,600 80 1,300 60 4,250 | 160 4,800 | 290 1,100 25
8 1,400 90 1,200 80 1,000 60 3,200 | 190 3,600 | 290 800 25
10 1,100 90 1,000 80 800 60 2,550 | 200 2,900 | 290 600 25
12 900 90 800 80 700 60 2,100 | 210 2,400 | 290 500 25
16 700 | 100 600 85 500 75 1,600 | 225 1,800 | 290 400 30
20 600 | 100 500 85 400 75 1,250 | 240 1,400 | 300 300 35
ViEIT
Grooving
EE

1 BHEEIEDSH 20, Fvv I BEREDBDZECERTE,
ERRRICKD, DERRE - RO EEDORBZS O TREL,
37— MIEMICELILBOT, BREOBDZHRV T,

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 the proper coolant which is not inflammable.
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