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GSXM I LL T h New “Global Standard” Solid Endmill

SERIES

S T A

General Purpose Type Sharp Comer ~ Strong Edge Ballnose Type Anti-Vibration Type
BRI BEEl EMEEIlm T RITEIN Y T
N N I oo
. GSX MILL ‘JU—X—EE_, GSX MILL Series Line Up e
5478|  EEERE ! ) B
(m) (a} =)
GSX 20000C P.8
»1~020 ‘3@ P.10
o~ Fon [ pegEmocloeelo] ool :
o RS Ol®le|o|ele|o] |e|olo "
ooz, =
P.11
. GSX 30000C b1
R | B 01~020 ™ B0 © ©0/0|0 ®©|0|0 e
W 3 Flutes )
& GSX 40000C P17
o e D —=0|0|0|0|0|0|0| |e|0|0 e
P | 01~0204@ N B o6 6lololo| |elolo hio
e — o
e ~ = 1D GSXB 20000
5@ nrs SEE==°© ° °°°° |99
Bl 5 Futes = '
9 . D GSXVL 4000
o 0o~025 .I' BSE——°|°/0/00l0/0 |0|0|0 Pz
[C 4 Flutes
SR — @D  GSXVL 4000R
43R @Y | o3~025 ole|e/®/@/®/0 |00|0 pas
[D 4 Flutes
GSXSLT 30000C
anr| @ 61016 ™ ——=0|0/0/0|0|® Jfelfe pre
El 3 Flutes PRI

Application [A] : General y [D]: High Efficiency Endmilling W r Radius [E] : Compound Endmilling

O:m#@ O:#f \D:EELEEA

Work Materials 1 4: Pre-hardened Steel 5 : Terr e Steel 6 : Hardened Steel 7 : Stainless Steel 8 : Ti Alloy/Heat Resistant Alloy
9 0 Optimum  Suitable  Blank:Not recommended
B SR 400
OB LN TR BEMICEN B NN
WA EBSHORAT, D1y MITTO . wof T 8K
ERMEE ELE U, IR B ool ,
Fine carbide substrate provides high transverse rupture strength and b 5 200 =3 g
excellent thermal shock resistance improving reliability in wet cutting g o =38 X
applications. (m/min) (GPa) sl TiCN O \ \
Ot EFE M. MM ZRHIESXI—HD 100 TAIN
RAICKD. BILWVKHEIM N T TOEHELE. 20 TiN
FanhE ELX U, 1 I I L T 1 |
GSX Coating provides improved reliability and longer tool life. " 20 30 40 50 "55 Y600 800 1,000 1,200
o MHHOES (HRO) Vercened sioo BEBIRE(C)
ardness of Work Material Starting Temperature For Oxidization



.;ﬁﬁﬂul{yu Recommended Milling Examples

GSXMILL Series BIEMT

: BT B ETNT
Surface Milling Grooving Groove Finishing
G SX MIME ‘ ‘
Form

General purpose type

#HooHEEF | 4

Rough ! Fimshing

o
SharpComer |
Cs17 Blzld | © O

Strong Edge

C type
SHA T IBFEOBRENTLICRETYT

S type is best for removing inside corners.

R

Rough ! Fimshing

R R

o O
© 0|0 0

#FNAHZINES U TTERLEE W

Use with small depth of cut.

PO
ENR B (B

zomnﬁﬁﬁ?mlmﬁm* 2 CUTTING EDGE DESIGNS EXPAND MACHINING APPLICATIONS
YINKERDSTAT (U v—TI—F—) | MRIEEERDCHA T (HERIL: FvvYaSYRM) 253007 vT

Sharper edge S type(Sharp Corner) and fracture resistant C type(Strong Edge : Gashland Drilling).

i}

S517 [

S type

.7\]@"74?( Diameter
=l 2Bmm

20

4D

() FryyaSYRFHTOMITHE.
ARDESBEMIEOHECET,
V=T A—F—DRERZER

Vi SHA TETEALEZEL,

Note : In gashland drilling, some material remains as
shown on the right.
If you need sharp corners, use the S type.

=7

I—F—

Sy

=

[#1]
| G10MMOMITED o
d—F—# °
[Ex.]
Corner on a ¢10mm hole
K 0.02
le——5
S type : Sharp Corner C type : Strong Edge
(mm)

BUSFHRERILE oo coe cvncinnon. RBMEOYIHR oo vion miony riures

AEEIVALIBEBRIROBHEHET

=0V IHAR (4D) ¥4 T CEHKEED L

Improved squareness with long, high rigidity flutes (4D)

- | . -
YINR, t10 <FHEH DI E L GSX MILL-4D B compettors TEs:
Large rake angle combined with our unique flute design improves il 8% 35
sharpness and chip evacuation. N 44um  incine N 62um | incine i@Ess
XEGETA 3 —— - /
Large Rake Angle

(mm)

BMEDOTIL— MZIR
Original Flute Shape

?EEJH S50C (180HB)

Work Material
PIHIEE :44m/min (1,400min-1)
Cutting Speed

D K :240mm/min (0.086mm/t)

Feed Rate

JAHE :@p=35mm e=0.1mm
Depth of Cut

’CC)JE'J{E Bl KA
IIfEM/C BT30

Vertical Machining Center

B B | 100

D5 D5

g2 g2 LR ¢10(2#3) GSXx21000C-4D
A <3 2 Flutes

352 352

mm mm

i S51D18um S>1b34um

tIEIR25mIN T# O TE IR

Machined surface property after cutting length of 25m

£ 1:3 | VIS

A0v ~3MA (1.8D) 51 T FBRARDERE L THIRIE T2
OEAHFMIEBMILIFEDET EG) IO DIEE

@FRML. NEYY =TIV TORERICRE

Optimized flute design of slotted 3 flute (1.5D)type reduces cutting resistance.

1. Allows drilling and slot milling and other continuous (compound) applications.
2. Perfect for use with thin sheets and small machining centers.

[=21-1:-3 | ARSI

NEREZERD2 /3ICHIR.
[EFSDOEZMEIL. TEIREFD
BEHENTE

Diametrical tolerance held to 2/3 of the previous type

reduces variation and eliminates need for tool diameter
correction when replacing tools.




VIILL Series

Uz WA

.?ﬁﬁﬂﬂlﬁu Recommended Milling Examples

RiNT LT KTy MIT
Radius Milling Profiling Pocket Milling
&
MIA®E
Form
f O fEED| M fHED| | EED
Rough | Finishing | Rough | Finishing | Rough | Finishing
=I5 1 : :
Ballngse type @ : @ @ : @ @ : @

.79?%1747\' Diameter
*rp0d~L5

O
20
< 30°

m% ° mgﬁﬁrﬂi IMPROVED THERMAL AND WEAR RESISTANCE
#O—7 1 I EBHMMBEEEOEEDBICKD, s MAERMEER L

New coating combined with a fine-grained carbide substrate affords better thermal and wear resistance.

.Emﬁﬁﬁ Application Range
70 ~

€= ffj'f:‘ny?Zg— MOLD FINISH MASTER
(CBNiKk—Iv) (CBN Ballnose)

» GS MILL HARD - Ballnose

i\ —\J

<> Workpiece Hardness

T
T
o

1D < FHRHE (co/min)

Chip Removal Rate

mﬂjgﬁﬁm REDUCE CUTTING RESISTANCGE
RYD31a LN (T & DYIHIEHER

Large helix angle on cutting edge reduces cutting resistance.

KELFRUNA
Large helix angle

.1§m %W“ Application Examples

i&ljﬁg*ﬁ Flank Wear

0.05 ; ;
—0— GSXMILL#-I —@— ftiit@ A
Ballnose Comp.
—&— fiiitmB A fHAC
0.04 Comp Comp = |-t %
B 003 o S
= : :
(mm) 002 A . V. - o
‘ GS )X MiLL Ban
001} . . L e
0.00 L} - -
60 80 100 120 140
HIHIR (m)
Cutting length

BUSTHEBERLE e o e ud

WMEDIRT v MZAR+HIRT v FTUPHKICKD,
10 < HEEmE

Unique pocket design and expanded pocket area promotes
better chip evacuation.

BMEDRT Y MZIR
Unique pocket design

GSX R—)L (FIHIF 140 m)

Cutting length

i€ 3K m

Conventional Tool

(tEl& 80 m)

Ballnose Cutting length

kT~
Unable to continue

ol
Able to continue

ORI - § < VEREEA

#H#4 - SKD61(50HRC) work Material Chipping in center / Heavy wear on flank face

TB~1& : R3(2HA) Tool : R3 (2fiutes)

BRI © ve=179m/min(n=9,500min"), v{=2,250mm/min(f,=0.12mm/t)
8,=0.2~1.0mm, p=0.3mm, Wet cutting Conditions :

£%{# - IIZM/C BT40 Equipment : Vertical Machining Center

4



.?ﬁﬁﬂﬂlfﬁ“ Recommended Milling Examples

fIE T BT Bt ETMT

Surface Milling Grooving Groove Finishing

IS (

Form

A A A

Rough | Finishing | Rough ! Finishing | Rough I Finishing

RI9I757 | © O |© ©|0 O
Square type : : :
— W ! | |

SUPR57|© OO © |0 0O
Radius type | | |

.}’J 'U"rZ Diameter

2 R~2Bmm Q
= o g X = [ &
Bl Za= |

mt)\:v\:uﬁ ° mxﬁﬁ*mﬁﬁi DRASTICALLY IMPROVED CHATTERING AND FRACTURE RESISTANCE
REHBH+TEY— ROBEILIC KD, WOV DM - WARIBHEDAIRICE L, D OYIHIEFIERIC S DB 0 N L ERR

Optimized irregular pitch and lead drastically improve chattering and fracture resistance and achieve high speed feed machining with less cutting resistance.

.tﬂﬁu Eﬁ Cutting Range .tﬂ‘ﬁluﬁt;ﬁ, Cutting Resistance .}’E@Jj___g Vibration Data
=T
© Stable Miling

wo

|
180 f—————————_ ‘
: Vc_130m/m|n:
|

CSXL

ceeee] 0 ST

ST
Cutting Resistance

2

izué o) o N Y T o ® @ FIENTL surtace Miling
E I I I Y19 " N
( I/E )y | i | CD”\—*E”“’“‘ Do O UbFEE #RHIF : S50C I8HE: 910
mimir) - ( yibiation Work Material Tool
Y=t | g - u o
so0l ﬁE;E =ZEr -0 95 i DI © N=4,100min”
Coventional Deswgn | ?&“ ;- ieee————— | o Cuttng Concitons /=1 450mm/min
U ! o 8,=15mm, @e=2mm, Wet
f : (g 3 =3f%  BT50
0 1D oD D = Equipment :
HAH (@)
Depth of Cut

.K%ﬁ%‘] * Z:%U_F Irregular Pitch and Lead

TEDE
Irregular Pitch

o

mﬁﬁ*mﬁlﬁlk GREATLY.SURFACE.QUALIT

RSV ROFEAICKD, INTHEENNZ AEE:E_E
Irregular Lead : (iLE‘/I\(&*(DSmmL){J:ICBTéﬁ%)q/L

Rounded lands greatly improve machined surface gualityX(from(@Smmlandilip)

al

b2°

ASVR
Rounded lands

s

.1§ﬁﬁ%{§u (m‘ﬁ’u*ﬁ‘ : SU8304) Application Examples (Work material : SUS304)

T B 1ools ISR cutting Conditions ETRAL Surface Quality INITEILEA zoom EFERE  surface Finish Comparison
3] O it EIFMTIZRS

T—Propasaloinishing—

n=1,200min"’

Vi=300mm/min
8p,=18mm, @.=1.2mm

GSXVL V\7 t ¢

RitES 1 7 ©

Anti-Vibration Type

RESE - int
n=1,300min"
Imegular Pitch and Lead Vi=630mm/min
12 ap=18mm, 8.=1.2mm

Wet

O *EHHI(HE XD) ZIRR

Proposal-of roughingy(Highspeed feed)

LS o 200min TN

omp.. . | : N :
Vi=300mm/min ]

S8 8p=18mm, 8e=1.2mm

Equal Pich
012 Wet




GS){ MILL

SERIES

ERRHISE

Application Examples

l, o
GeneraGIpuSrpé type Wﬁ

.Em;ﬁ“ Application Examples

GSXEOOOOCK@F%?%’JDI Carbon Steel Grooving with GSX20000C

FrvYaS5YRMITRHERER L
Gashland for stronger cutting edge.

#Hl#t : S50C

Work Material

TEE : ¢6 (28A)

Tool : 2flutes.

ISR : %e=87m/min (N=4,615min")

Cuting Conditors 1/ =553mm/min ( 0.06mm/t )
ap=3mm, Dry

% : IIAZM/C BT50

Equipment : Vertical Machining Center

Wetil TS %ML

Improved reliability even under wet machining

‘ Ik SUS304

Work Material

IEYA: 005 (2185)

Tool : 2flutes

L EIEIZRE  %=50m/min (n=1,591min™")

- °* vg=127mm/min ( 0.4mm/t )
8,=10mm, 8,=0.5mm, Wet

2%f : ILFZM/C BT50

Equipment : Vertical Machining Center

-
=
=
X
()
o
|

FR Bt

Coating Peel Off

GSXB

| s 0
Ac=jbsr7

Ballnose type

.Eﬁﬁ%ﬁ“ Application Examples
HBIFTEEFE Flank Wear

GSX20000CTDFEHENNL  cast Iron Grooving with GSX20000C

GSX MILL

Epagn 3
Conventional Tool

GSX20000STDSS50CHIENT  surface Miling S50C with GSX20000S

4
=
=
x
[92]
(0]

ftbtt ez
Comp.

20
18 —&— GSXMILL K=
Ballnose
e
16 || % ERE oo

.
S 10 =
2 -
(um) 8 o
6 | PN
4 /.
2
1 1 1 1 1
0 20 40 60 80 100

tIHIER (m)

Cutting length

120

GSXO— TR E

GSX coating for improved wear resistance.

#HI#4 © FDC600AEES

Work Material

TIEE: @10 (28HA)

Tool : 2flutes

YIS : ve=66m/min (N=2,100min"")

sonditons e =302mm/min ( 0.072mm/t )
8p=5mm X5, 8.=10mm, Dry

%1/ 1 ILAZM/C BT40

Equipment : Vertical Machining Center

EEFEXR

High Wear

S&A T FtIN KRS

S type delivers optimum cutting performance.

#HI# : S50C

Work Material

T84 ¢6 (2KN)

Tool : 2flutes

: V=87m/min (N=4,615min")
> v¢=553mm/min ( 0.06mm/t )
8,=10mm, 8,=0.3mm, Dry

. | R 1 SIFiZM/C BT50

Equipment : Vertical Machining Center

FyEVD

Chipping

#HHIF : SKD11(4%E)

Work'Material s

TEER0.5 (28H)

Tool : R0.5 (2flutes)

YIS : ve=60m/min(n=19,000min"), V=1,140mm/min(f;=0.03mm/t)

Cutting Condiions

8,=0.02mm, p;=0.06mm, Dry
%fis : SLAZM/C BT40

Equipment : Vertical Machining Center

¥

-



.ﬁm %ﬁu Application Examples
@ XFROINT
| - t@ (E;rr:%rr:‘(/:?ers Milling
Helical Milling ] i .
R 1 @B T
{ - Grooving

@EEAEMNT
High Speed
Surface Milling

& EEEHAIT T

Bearing Surface
Expansion Milling

@SVEVINT g
\ = Surface Milling

Ramping Milling

ONUALIIT
~EIFITIX2

Helical Milling to
Groove Expansion Milling

#WHIM S50 IBEE: 912 EIEISR4  Dry, T7J0O—
Work Material Tool Cutting Conditions : Dry, Air blow

@)EE@“EI’DI High Speed Surface Milling { DI Grooving

ORIEINTI surace miling

EHIS4E | =90m/min (N=2,400min"")
Cutting Concitons 7. —960MmM/min ( 0.1mm/t )
ap=12mm

DY : Ve=151m/min (n=4,000min")
Culing Condions = —4, 800mMm/min ( 0.3mm/t )
8p=12mm, 8.=2.0mm

YIS : Ve=102m/min (n=4,100min"")
Cuting Condiens 7. —1 080mm/min ( 0.1mm/t )
8p=24mm, 8,=2.0mm

QDDI Ramping Milling @@EMUWI Bearing Surface Expansion Milling @’\UTUIJZ'I[IIXE Helical Milling

DSIEY

EIIS4E : %=90m/min (N=2,400min"") EEIZEAE © %=90m/min (N=2,400min"")
Cuting Conditens: v/ =480mm/min ( 0.05mm/t )

ISR : %e=90m/min (n=2,400min"")
Cuting Condions v/, —960mmMm/min ( 0.1mm/t )
{BSIARE 3° Angle Value

Cuting Conditens: v —480mm/min ( 0.05mm/t )
{BSIAE 5° Angle Value

(:8:“ Y?EI;D I’DI Engrave Characters Milling

HISRME © Ve=79m/min (n=2,100min")
CHRESEI [AUIL] Vi=480mm/min (0.05mm/t) - RIS Vi=672mmy/min (0.07mm/t) it (i Condtions - /e=588mmy/min ( 0.07mm/t)
ap=12mm

B : %=90m/min (N=2,400min")
[+ E1F] vi=1,920mm/min ( 0.2mm/t )

roove Expansion

Helical {BRIARE 3° Angle value
8p,=24mm, 8.,=0.1mm



saini4z M 3 N0

GSX MILL 2 AL YRE)b 2 Flutes Endmill

GSXEDOOOC 1.5D

[—R[FER[GZ ] B 7 Tluﬁ QL\A z o
A e mAno Gt o)
5= © 0l6l0 o600 L& T= oD, | ¢ | 8 | L |eDs
GSX 20100C-1.5D | ®@ | 10| 15| 25| 40| 4
2 Flutes 20150C-1.5D | @ 15| 23| 33| 40 4
20200C-1.5D | ® | 20| 30| 40| 40| 4
Qf ‘|=‘_'_E“?'1|? 20250C-1.5D | © 25| 38| 48| 40 4
* @I — 20300C-1.5D | ® | 30| 45| 60| 45| 6
GSX 20350C-1.5D | ® | 35| 53| 68| 45| 6
<L.‘ ’ 20400C-1.5D | ® | 40| 60| 75| 45| 6
~ 20450C-1.5D | ® | 45| 68| 83| 50| 6
30° o e 20500C-1.5D | ®@ | 50 75, 95| 50| 6
o : o 20550C-1.5D | ® | 55| 83| 103| 50| 6
oA S e GSX 20600C-1.5D | ® | 60| 90| — | 50| 6
20700C-1.5D | ® | 70| 11.0| 130| 60 | 8
20800C-1.5D | ® | 80| 120 | — 60| 8
20900C-1.5D | ® | 9.0| 140 | 16.0| 70 | 10
0 c0 80 0@ 21000C-1.5D | ® | 10.0 | 150 | — 70 | 10
GSX 21200C-1.5D | ® | 120 180 | — 75 | 12
21400C-1.5D 14.0 | 21.0| 245| 90 | 16
B BYFEDEEFH+TT Endmill Identification g:gggg::gg :gg gzg 25-5 88 12
GSX 2 0100 C - 1 5D 22000C-1.5D 200|300 — | 100 | 20
— — L 4 @& - 4B o] © R ]
@ @ @ @ @ :E]rk .' :?;ﬁ«%’;%ncfed \ﬁ?g\érwﬁﬁig%;gev item pﬁi Grade ACF20
maRs Xm0 PE WEEMR AR

(s LY —=TO—F— sna

Corner

C: FvvYaSY R wincash Land

. }E%“étﬂﬁu%ﬁ: Recommended Cutting Conditions

1. ZE U TZ1T D e ICIE BIEDH DEE DB LK - 1LY Z SERL TN
For stable machmlng performance use ri high-precision machines and holders.
2 KSH T OBART P IO Z LT < e, (@
Use air blowing when dry machining
8. X5 VUM, TS, 75 VAR ENTT B8R T v NCHT LT 2 3
Use wet maohmmg for stainless steel, heat resistant alloy, and titanium alloy applications.
4. CEADEHOBELEE N HEEHIR IO UEBE F, ReRiEE T @iﬁ <fee A oD
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. e S
. ﬁ“ﬁﬂﬂl Surface Milling
B Work Meteril e el =g s g J AE%
BISRH con Structural Steels Qa 50~25OHB) Cast Iron (25~é5HRC) 585"*45HRC) (45~55HRC) 4 [t ‘RM \H'g”' Alo
CELEE | XDRE | BEREE | XD ERE | DEREE | XDREE | DELERE | XDRE | EnEE | XD ®RE | DR | XDEE | DELERE | EDRE | BEnEE | XD ERE
Dc(mm) Spindle Speed Feed Rate Spindle Speed eed Rate Spindle Speed eed Rate Spindle Speed eed Rate Spindle Speed eed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(min!) _|(mm/min)| (Min") |(mm/min)| (Min") |(mm/min)| (min") |[(mm/min)| (min") |[(mm/min)| (min") [(mm/min)| (min”) [(mm/min)| (min") |(mm/min)
1.0 |19,600| 250 |19,600| 250 |19,600| 250 |18,300| 180 [12,700| 100 | 9,000 11,000 70 | 9,000 50
2.0 (11,200 340 |11,200| 340 |11,200| 340 [10,500| 240 7,300 | 130 | 5,300 80 6,400 90 | 5,300 70
4.0 6,400 | 460 6,400 | 460 6,400 | 460 6,000 | 320 4,200| 180 | 3,000 | 110 3,600 | 120 | 3,000 90
6.0 4,600 | 560 4,600 | 560 4,600 | 560 4,300 | 400 3,000 210 | 2,200 | 130 2,700 | 140 | 2,200 | 100
8.0 3,400 | 560 3,400 | 560 3,400 | 560 3,200 | 400 2,200 210 | 1,600 | 130 2,000 | 140 1,600 | 100
10.0 2,800 | 560 2,800 | 560 2,800 | 560 2,600 | 400 1,800 210 | 1,300 | 130 1,600 | 140 1,300 | 100
12.0 2,300 | 560 2,300 | 560 2,300 | 560 2,200 | 400 1,500 210 | 1,100 | 130 1,300 | 140 1,100 | 100
16.0 1,700 | 450 1,700 | 450 1,700 | 450 1,600 | 320 1,100 | 180 800 | 100 1,000 110 800 85
20.0 1,350 380 1,350 | 380 1,350 | 380 1,300 | 280 900 ] 160 650 90 800| 100 650 75
ey G 1.5D. 1.00¢
e [ 0.05D0, 0.02Dc
. ;ﬁﬂuI Grooving
ORI cond Structural Steels Qa 58‘:’:&%88HB) Cast Iron (25:3/5‘)8'5"%@ [empered Stee ”“’“”*é)”‘ee‘ (45~55HRC) |SUS304,5US316 i3 R‘“"fj;”‘g'”‘ By
CERRE | EDRE | BERRE [ EDRE | BELRE | XD RE | CELRE | XD RE | DELRE | XD ®RE nEE | EXDRE | DELEE | XDRE | BEmEE | XDERE
D (mm) Spindle Speed | ~ Feed Rate | Spindle Speed | ~ FeedRate | Spindle Speed | ~ FeedRate | Spindle Speed dRate | Spindle Speed edRate | SpindleSpeed | ~ FeedRate | Spindle Speed | ~ Feed Rate | Spindle Speed | = Feed Rate
(min")_[(mm/min)| (Min") [(mm/min)| (Min") [(mm/min)| (min') (mm/mm) (Min")_ [(mm/min)| (Min") [(mm/min)| (Min") [(mm/min)| (min') [(mm/min)
1.0 [19,600| 200 |19,600| 250 |19,600| 250 |18,300| 180 |12,700| 100 | 9,000 60 |11,000 50 | 4,500 20
20 |11,200, 270 |11,200| 340 |11,200| 340 |10,500| 240 7,300 130 | 5,300 80 6,400 65 | 2,650 25
4.0 6,400 | 370 6,400 | 460 6,400 | 460 6,000 | 320 4,200| 180 | 3,000 | 110 3,600 80 1,500 35
6.0 4,600 | 450 4,600 | 560 4,600 | 560 4,300 | 400 3,000 210 | 2,200 | 130 2,700| 100 1,100 40
8.0 3,400 | 450 3,400 | 560 3,400 | 560 3,200 | 400 2,200 210 | 1,600 | 130 2,000| 100 800 40
10.0 2,800 | 450 2,800 | 560 2,800 | 560 2,600 | 400 1,800 210 | 1,300 | 130 1,600 | 100 650 40
12.0 2,300 | 450 2,300 | 560 2,300 | 560 2,200 | 400 1,500 210 | 1,100 | 130 1,300| 100 500 40
16.0 1,700 | 360 1,700 | 450 1,700 | 450 1,600 | 320 1,100 | 180 800 | 100 1,000 80 400 35
20.0 1,350] 300 1,350] 380 1,350] 380 1,300] 280 900| 160 650 90 800 70 320 | 30
D 0.2Dc 0.5D. 0.2Dc 0.05D0, 0.2Dc




GSX MILL 2#FH TRV 2 Flutes Endmill

» GSX20000S-2D

Yy—J1—F—
Sharp Corner

&85 ﬁ% i iié B Az ﬁﬁﬁ 7,ZMFHP W (K soqy (87 : mm)
o] S| s | T P ARG RO S Tl o | oy | B[ = e
Wiz (ORECANCANC @ leo]O] @ (O} ®) = F o oD, | ¢ 25 L | eDs
GSX 20050S-2D [ ] 05| 13| 17| 40 4
2 Flutes 20100S-2D [ 10| 25| 35 40 4
20150S-2D [ 15| 38| 438 40 4
ﬂ Ry 2 I D 20150S-2D-S3| ® 15| 38| 48| 38 3
] | 3 20200S-2D ® | 20 50| 60| 40| 4
] ‘ @D 20200S-2D-S3| ® | 20| 50| 60| 38| 3
~ 5 " 20250S-2D () 25| 6.3 7.3 40 4
-~ GSX 20300S-2D ® | 30| 75| 90| 45| 6
30 ‘ D 20300S-2D-S3| ® | 30| 75| — | 38| 3
oo ) 20350S-2D [ ] 35| 88| 103 | 45 6
40+ -
el et - pGsxa00008:20 20400S-2D ® | 40| 110|140| 45| 6
oD B B | ol PP @D 20400S-2D-S4| ® | 40| 110| — | 45| 4
0 —00is ml—r 20450S-2D ® 45| 113|128| 50| 6
20500S-2D [ ] 5.0 | 13.0 | 19.6 50 6
S GSX 20550S-2D ® | 55[130|196| 50 | 6
20600S-2D [ ] 6.0 | 13.0| — 50 6
20700S-2D ([ 7.0 | 16.0 | 211 60 8
] E : - 20800S-2D [ ] 8.0 | 19.0| — 60 8
. iﬁd)wbajﬁ Endmill Identification 20900S-2D ° 9.0 | 19.0 | 24.1 70 10
GSX 2 0150 S -2D - S3 GSX 21000S-2D ® [ 100|220 — | 70| 10
2 21600S-2D [ ] 16.0 | 32.0 | — 90 16
J—t=am = SRS 34N PR
MARS P PR NEEER AR IvYoE 22000S-2D ® | 200|400 — | 100 | 20
(S1Er T e Of  iBEEER O  EREEER (ETR) #4%E Grade ACF20
C:Fvw2aSY Bt wincashang @mark : Standard Stocked item @mark : Standard stocked item(expansion item)
. mﬁtﬂﬁ“%#': Recommended Cutting Conditions
1. ZE Ufe NI 7247 3 fe 8 (& Bl D H DIEEDE L W - /)L 5 7%Z SERA < EE L,
For stable machining performance use rigid, high-precision machmes and holders
i
5. SR s 2 e NT S aES T Y NTHTLTL
Use wet machining for stainless steel, heat resistant alloy, and titanium aHoy pllcatlons
4. UUDDFET DIFAE FROBENRE SEXDREZF UES T I HAHEZ I CTHEALL I, d
If vibration is a problem, reduce the spindle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut. W
5OBMILICEFEREVELERE e o
This series is not recommended for groovi ©
6. BRI DEIREE D HE R IR UL S A E  BEEmEE T OB < 2L =
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. de EDC 8e
. iﬂUEﬂUI Surface Milling
il weps o s & N fewr | e | 2oize | BAGE
g s | (o5 | o | oo e |"TEeRe™| @E-BEWRO |susibisitate Eiznt
OELRE | ADRE | MERRE | X DRE | MERRE | XD RE | OEnRE | EDRE @ﬁmzﬁ* XD RE @Emzﬁ* XDRE | OERE | XDRE | DELRE | XDRE
D¢(mm) Spindle Spsed | FeedRate | SpindleSpeed | FeedRate | Spincle Speed | FeedRate | Spindle Sped | _Foedate | Spine Spec Feed Rate | Spindle Spee Feed Rate | Spindle Speed sedfate | Spnde Speed | - Feed Rate
(min")_|(mm/min)| (min") | (mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min) | (mm/min)| (min!) |(mm/min)| (min) | (mm/min)
1.0 |16,600| 180 |16,600| 180 |16,600| 180 |15,500| 130 |10,500 70 | 7,500 45 9,400 50 | 7,500 35
2.0 9,500 | 250 9,500 | 250 9,500 | 250 9,000 | 200 6,200 | 100 4,500 60 5,400 70 4,500 50
4.0 5,400 | 330 5,400 | 330 5,400 | 330 5,000 | 250 3,400 | 120 | 2,500 75 3,000 90 | 2,500 65
6.0 4,000 | 400 4,000 | 400 4,000 | 400 3,700 | 300 2,550 | 150 1,900 | 100 2,300 110 1,900 80
8.0 3,000 | 400 3,000 | 400 3,000 | 400 2,800 | 300 1,900| 150 1,400 | 100 1,700| 110 1,400 80
10.0 2,400 | 400 2,400 | 400 2,400 | 400 2,200 | 300 1,500 | 150 1,100 | 100 1,300 | 110 1,100 80
12.0 2,000 | 400 2,000 | 400 2,000 | 400 1,850 | 300 1,300 | 150 950 | 100 1,100| 110 950 80
16.0 1,500 | 330 1,500 | 330 1,500 | 330 1,400 | 250 950 | 120 700 75 850 85 700 60
20.0 1,200 | 280 1,200 | 280 1,200 | 280 1,100| 220 750 110 550 65 650 75 550 55
3| 8o 2.00
“la. 0.02D. 0.01D.
/gﬁ:J:U‘ﬂI]I Groove Finishing
“tmrtur’\\ Steels (1 SE)JEOVE%SHB) Cast Iron (25ﬂ°3%eﬁﬁc) fen '(’%ed S Hdﬁﬂ%f’ee‘ (45~B5HRC) |SUS304,SUS316 AR
DU | OFEE | ZDSE | OREE | Z0RE | RSk | Z0SE | OREE | DK | DRGE|ZDEE | ORiE ZDIE
L mm/min)| “(min) | mm/min| “(min) | mm/min)| “(min") | em/min| (min’) | @mm/min| “(min) | @mm/min| min) | mm/min| min® - | mm/min)
. 180 |16,600| 180 |16,600| 180 |[15,500| 130 |10,500 70 | 7,500 45 9,400 50 | 7,500 35
2.0 9,500 | 250 9,500 | 250 9,500 | 250 9,000 | 200 6,200 | 100 | 4,500 60 5,400 70 | 4,500 50
4.0 5,400 | 330 5,400 | 330 5,400 | 330 5,000 250 3,400 120 | 2,500 75 3,000 90 | 2,500 65
6.0 4,000 | 400 4,000 | 400 4,000 | 400 3,700 | 300 2,550 | 150 1,900 | 100 2,300 110 1,900 80
8.0 3,000 | 400 3,000 | 400 3,000 | 400 2,800| 300 1,900| 150 1,400 | 100 1,700| 110 1,400 80
10.0 2,400 | 400 2,400 | 400 2,400 | 400 2,200 | 300 1,500 | 150 1,100 | 100 1,300| 110 1,100 80
12.0 2,000 400 | 2,000| 400 | 2,000| 400 1,850 | 300 1,300 | 150 950 | 100 1,100| 110 950 | 80
16.0 1,500 | 330 1,500 | 330 1,500 | 330 1,400 | 250 950 | 120 700 75 850 85 700 60
20.0 1,200| 280 1,200 | 280 1,200| 280 1,100 | 220 750] 110 550 65 650 75 550 55
2|9 1.5D,
e [ 0.02D¢ AR oo
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GSX20000C-2D&

—EEEE 7 ysalll 7= o
Eik i i 0 ;?g%%ﬁs L e 2 Ealad e W 7KK soqy (B © mm)
Carbide| Steel | Stedl | Ste 52| HRG e RS o | ey | RSST |
olelolelolol [6l0]0 B & T oD, | 0 | 8, | L |eDs
GSX 20050C-2D [ ] 05| 10| 14| 40 4
2 Flutes 20100C-2D ® | 10| 20| 30| 40| 4
20150C-2D o 15| 3.0| 4.0 40 4
% 20200C-2D [ ] 20| 40| 50| 40 4
% 20250C-2D [ ] 25| 50| 6.0] 40 4
N GSX 20300C-2D [ ] 30| 60| 75| 45 6
<—e> 20350C-2D [ J 35| 70| 85| 45 6
~ 20400C-2D ® | 40| 80| 95| 45| 6
‘ 20450C-2D o 45| 9.0 10.5 50 6
oy s, 20500C-2D ® | 50| 100|12.0| 50| 6
40" GS; C-:
o e GSX20550C-2D | ® | 55| 11.0| 130| 50 | 6
20600C-2D ( 6.0 | 120 | — 50 6
20700C-2D [ 7.0 | 14.0 | 16.0 60 8
20800C-2D [ ) 8.0 16.0 | — 60 8
S 20900C-2D ® | 90180200 70| 10
GSX 21000C-2D [ 10.0 | 200 | — 70 10
21200C-2D o 12.0 | 240 | — 75 12
B BEOEHTS cnamil Identiioat 21400C-2D 14.0 | 28.0 | 31.5| 90 | 16
BOFHT3 Enaril identiation 21500C-2D 15.0 | 300 | 335 | 90 | 16
GSX20050C-2D 21600C-2D | ® | 160|320 — | 9 | 16
o > @ @ e GSX 22000C-2D ® | 200|400 — | 100 | 20
L —pEa= / Sap = [ ] 25.0 | 50.0 | — 120 25
FREeS WM NE NEEER IR aPL___225006-2D |
Series Code  No.of Flutes  Cutter Diameter ~ Cutting Edge  Cutting Edge Length .E|] . 1:;‘%@@&@% ‘E|‘_| : *%é&@t% (}[L‘\}EE‘%) pﬁé crade ACF20
S:Yy—JO—F— Sharp Corner @ mark : Standard Stocked item @ mark : Standard stocked item(expansion item)
(C CF w25y R win cash Land e SEAER
Blank : Made to order item
. H;ﬁmﬁ“%{# Recommended Cutting Conditions
1. ZRE U727 S fe8 I (. @l 'Iét@aﬁ%)*%f‘?@%_b\%’ém‘ LY ESERL<LIEEWN
For stable machining performance use ri high-precision machines and holders.
2 FSXmToBsET s Jo- RERUCRE .
e N R T i e J
se wet machining for stainless steel, heat resistant alloy, and titanium alloy applications
4. UUDDFEE BlF. PROLERE XD REZF UEIS T NIDN VAHEZ NI CREALLEE &
If vibration is a prob\em reduce the spindle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut
5. CEADRHOERREE DS TEIR A CE UL Ba & BROELEE ¢ CER< I2d -
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. e QDC
‘ ﬁﬂﬁﬂﬂl Surface Milling
B Work Meteral e RS == FES | GEAH J MASE
- = N = som | CNAk HPM | A Al 75 8%
DMAfon | swimses | (158 %BREN) | cmie (e5~58tR0) | (BB—dsiAC) | (45~BHRO) |sUssbasUS31e) AT
A S@@:)SJ“ EDRE @iﬁ%ﬁ‘ *DJJE‘ @%JSJH XD ERE @%JSJH XD ERE @iﬁ)SJE‘ KD ERE IE%:)SJE‘ KD ERE SEI@J:)JE‘ KD EE @%LF‘ %Dﬁfi‘
. (mm pindle Spe Feed Rate | Spindle Spe Rate | Spindle Speec cedRate | Spindle Speed cedRate | Spindle Speed cedRate | Spindle Speed | ~ Feed Rate pindle Speed | ~ Feed Rate | SpindleSpeed | = Feed Rate

(min") _[(mm/min)| (min") (mm/mm) (min") [(mm/min)| (min™") |[(mm/min)| (Min") |[(mm/min)| (min!) [(mm/min)| (min") [(mm/min)| (min"') |(mm/min)

1.0 |19,600| 250 |19,600| 250 |19,600| 250 |18,300| 180 [12,700| 100 | 9,000 60 11,000 70 | 9,000 50

2.0 |11,200| 340 |11,200| 340 |11,200| 340 |10,500| 240 | 7,300| 130 | 5,300 80 6,400 90 | 5,300 70
4.0 6,400| 460 | 6,400| 460 | 6,400 460 | 6,000 320 | 4,200| 180 | 3,000 | 110 3,600 120 | 3,000 90
6.0 4,600 560 | 4,600| 560 | 4,600 560 | 4,300| 400 | 3,000| 210 | 2,200 | 130 2,700| 140 | 2,200 | 100
8.0 3,400 560 | 3,400 560 | 3,400, 560 | 3,200| 400 | 2,200| 210 | 1,600 | 130 2,000 140 | 1,600 | 100
10.0 2,800 560 | 2,800| 560 | 2,800| 560 | 2,600| 400 1,800 210 | 1,300 | 130 1,600 | 140 | 1,300 | 100
12.0 2,300 560 | 2,300| 560 | 2,300| 560 | 2,200| 400 1,500 210 | 1,100 | 130 1,300 140 | 1,100 | 100

16.0 1,700 | 450 1,700 | 450 1,700 | 450 1,600 | 320 1,100 | 180 800 | 100 1,000 110 800 85
20.0 1,350 | 380 1,350 | 380 1,350 | 380 1,300 | 280 900| 160 650 90 800 | 100 650 75
25.0 1,000 | 300 1,000 | 300 1,000 | 300 1,000 | 220 700| 120 500 70 640 80 500 60

Eiﬁt}]ﬂﬁy‘ ap 1.5Dc 1.0D

S| 0.05D0, 0.02D.

. %BHI Grooving

HRHIR wor eteral e e i Azl SRERH | A Ja > MASE
FIHIERAF cona Structural Steels (150~250HB) Cast Iron (25~35HRC) (35~45HRC) TiAloy

CEREE | EDRE | CEREE | XD ®E | DEnEE [ XDRE | MEmRE | XD®E | DEREE XD RE | Qi | X D®E

[BE!
Dc(mm) Spindle Speed e e Speed Spindle Speed eed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(min') |(mm/min)| (min") (mm/mm) (min")_|(mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min') |(mm/min)| (min") |(mm/min)

1.0 |19,600| 200 |19,600| 250 |19,600| 250 |18,300| 180 [12,700| 100 | 9,000 60 |11,000 50 | 4,500 | 20
11,200| 270 |11,200| 340 |11,200| 340 [10,500| 240 | 7,300| 130 | 5,300 80 6,400 65 | 2,650 | 25
6,400 | 370 | 6,400| 460 | 6,400| 460 | 6,000 320 | 4,200, 180 | 3,000 | 110 3,600 80 | 1,500 | 35
4,600 450 | 4,600| 560 | 4,600 560 | 4,300| 400 | 3,000| 210 | 2,200 | 130 2,700| 100 | 1,100 | 40
3,400| 450 | 3,400 560 | 3,400, 560 | 3,200| 400 | 2,200| 210 | 1,600 | 130 2,000| 100 800 | 40

2,800 450 | 2,800| 560 | 2,800| 560 | 2,600| 400 | 1,800| 210 | 1,300 | 130 1,600 | 100 650 | 40
2,300 450 | 2,300| 560 | 2,300| 560 | 2,200| 400 | 1,500| 210 | 1,100 | 130 1,300| 100 500 | 40
1,700 360 | 1,700| 450 | 1,700| 450 | 1,600 320 | 1,100| 180 800 | 100 1,000 80 400 | 35
20.0 1,350 300 | 1,350 380 | 1,350| 380 | 1,300| 280 900| 160 650 90 800| 70 320 | 30
25.0 1,000] 240 | 1,000 300 | 1,000f 300 | 1,000| 220 700] 120 500 70 640| 55 250 | 25

oM O0D AN
ooojoooo

—_

2ra, 0.20c 0.50c 0.2D, 0.05D. 0.20¢
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GSX MILL 2#FH TRV 2 Flutes Endmill

GSX20000S-3D

Yy—J1—F—
Sharp Corner

R E I R e
08B CRe s | (2 e A2 A% 57 oFRp B K sogy (841 : mm)
el I e ] o 1 Il Il o W= pr
=) olololelelelo] [ololo E % oD, | ¢ | 8, | L |eDs
GSX 20050S-3D [ ] 05| 15| 19| 40 4
2 Flutes 20100S-3D ® | 10| 30| 40| 40| 4
— . 20150S-3D | ® | 15| 45| 55| 40| 4
* ngl ﬂ gI 20200S-3D | ® | 20| 60| 70| 40| 4
e =T 20250S-3D [ ] 25| 75| 85| 40 4
e GSX 20300S-3D | ® | 30| 90| 105| 50| 6
—t 20400S-3D | ® | 40| 120 135| 50| 6
! 20500S-3D ® | 50| 150|170| 50| 6
& 20600S-3D ® | 60| 180 — 50 6
Pt L 20800S-3D ® | 80|240| — 70 8
40+ -
L o] 000080 GSX 21000S-3D | ® | 100 | 300 | — | 90 | 10
oD B Eowme | Ll 2 P 212008-3D | @® | 120|360| — | 90| 12
l—r 21600S-3D | ® | 16.0| 480| — | 110 | 16
22000S-3D 20.0 | 60.0 | — 120 20
o 20 40 60 80 100 (0) N N
O | 1REEFRER MRED | BTEEM #4178 Grade ACF20
@mark : Standard Stocked item Blank : Made to order item
B BBEDSEH T Endmill Identification
O @ ® _ @ ®
mRES I IR AEEHIR AR
Series Code  No.of Flutes  Cutter Diameter  Cutting Edge  Cutting Edge Length
(S 12— D=7 — sharp Comer
C:FvwyaSY Rt wincashLand
. ;ﬁ gtﬂﬁu%1¢ Recommended Cutting Conditions
1. ZF U L2417 D fe DT [IEDH DIEE D/ LK - 1LY Z SERL TN
For stable machlnmq performance use rigid, high-precision machines and holders.
2. FSAMIOBERII7 JO—ZFRALTIEEWL
Use air blowing when dry machining
5, B RE RS S e e T o BBAES T v NONTLTL S
Use wet machining for stainless steel, heat resistant alloy, and titanium alloy applications.
4. CUDDFEET 2IEAIE. FROLELRE & & REEZF VSIS T MNFDH FHhAHBE FFTTEAL 2T, J
If vibration is a problem, reduce the spmdle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut. W
5. /T%;EDI[LB*T’E{HL\T_ LFRBA @
6. L_@)ﬂ@?&m@@Eﬁ@ﬁb\?’éﬁﬁjﬁUxf&HLE UEWEGF REEEHERE T TEALES . =
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. de oD, de
. iﬂUEﬂUI Surface Milling
I v v = B : &2 BEB BB s e
: == y 2E SeM | CNakCHPM | A QA 75 5%
EIRH cond Structural Steels (1 50“‘2%”555'_'8) Cast Iron (25~Oé58|i|RC) o %853453{-!%8(3) el (45~BBHRC) |SUS304,8SUS316 AR
OELRE | ADRE | MERRE | X DRE | MERRE | XD RE | OEnRE | EDRE @%EJ‘* XD RE @Emzﬁ* XDRE | OERE | XDRE | DELRE | XDRE
Dy (mm) Spindle Spsed | FeedRate | SpindleSpeed | FeedRate | Spincle Speed | FeedRate | Spindle Sped | _Foedate | Spine Spec Feed Rate | Spindle Spee Feed Rato | Spindle Speed | Feed Rate | Spindle Speed | Feed Rate
(min")_|(mm/min)| (min") | (mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min) | (mm/min)| (min!) |(mm/min)| (min) | (mm/min)
1.0 |14,000| 140 |[14,000| 140 |14,000| 140 |13,200| 100 8,900 50 | 6,300 30 8,000 35 | 6,300 25
2.0 8,100 | 180 8,100 | 180 8,100 | 180 7,600 | 150 5,300 90 | 3,700 45 4,400 50 | 3,800 40
4.0 4,400 | 240 4,400 | 240 4,400 | 240 4,000 | 150 2,900 110 1,900 55 2,200 65 1,900 50
6.0 2,900 | 260 2,900 | 260 2,900 | 260 2,700 | 180 2,100| 130 1,200 65 1,400 75 1,200 60
8.0 2,200 230 2,200 230 2,200 230 2,000| 180 1,600 130 900 65 1,100 75 900 60
10.0 1,800 | 220 1,800 | 220 1,800 | 220 1,600 | 170 1,300 | 130 750 65 850 7 750 60
12.0 1,500 | 200 1,500 | 200 1,500 | 200 1,300 170 1,000 | 130 630 65 700 75 600 60
16.0 1,100 170 1,100 170 1,100 170 1,000 150 800| 110 450 55 550 65 450 50
20.0 850| 160 850| 160 850| 160 800| 130 600| 100 350 50 400 55 350 45
%] 9o 2.5D. 2.00.
“ila. 03 il soowos - 0.02Dc @3 LI E caandavove - 0.050, 0.01Dc
/gﬁ:J:U‘ﬂI]I Groove Finishing
Saea Q 58‘2"'2%“8,48) CastTon (2551"3%73‘.9(3) S AERG) | (45~BBHRC) |SUS304.SUS316| ey
= e el pter [T e e Opder [T L e Ot [TBL | e e To s e e e
L em/min | “miny. | mm/min|min® | mm/min| min® | em/min | min. | mm/ming| - mint. | mm/min| - minD. | @m/min| - min. | mm/min
. 140 |14,000| 140 |14,000| 140 [13,200| 100 8,900 50 | 6,300 30 8,000 35 | 6,300 25
2.0 8,100 | 180 8,100 | 180 8,100 | 180 7,600 | 150 5,300 90 | 3,700 45 4,400 50 | 3,800 40
4.0 4,400 | 240 4,400 | 240 4,400 | 240 4,000 150 2,900| 110 1,900 55 2,200 65 1,900 50
6.0 2,900 | 260 2,900 | 260 2,900 | 260 2,700 | 180 2,100| 130 1,200 65 1,400 75 1,200 60
8.0 2,200| 230 2,200| 230 2,200| 230 2,000| 180 1,600 130 900 65 1,100 75 900 60
10.0 1,800 | 220 1,800 | 220 1,800 | 220 1,600 170 1,300 | 130 750 65 850 75 750 60
12.0 1,500 | 200 1,500 | 200 1,500 | 200 1,300| 170 1,000| 130 630 65 700 75 600 | 60
16.0 1,100 170 1,100 170 1,100 170 1,000 150 800 | 110 450 55 550 65 450 50
20.0 850| 160 850| 160 850| 160 800| 130 600| 100 350 50 400 55 350 45
2|9 1.5D,
e [ 0.02D¢ AR seon
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GSX MILL 2 AL YRE)b 2 Flutes Endmill

GSXEDOOOC 3D

[—R[FR & A5 A7 /[ 7] §8 e
Pl e™ " (s : ron)
S| Sraar | Bley 52| HRG Rl oo SR on | loy K\De o
olelelelolol (6100 L& T oD, | 0 | 8, | L |eDs
GSX 20100C-3D [ ] 10| 3.0| 40| 40 4
2 Flutes 20150C-3D | ® | 15| 45| 55| 40| 4
- . 20200C-3D | ® | 20| 60| 70 40| 4
* %“I E gI 20250C-3D | ® | 25| 75| 85| 40| 4
H = 20300C-3D [ ] 30| 9.0]105]| 50 6
P GSX 20400C-3D | ® | 40| 120 135| 50| 6
- 20500C-3D | ® | 50| 150|170 50 | 6
! ! 20600C-3D ( 6.0 | 180 | — 50 6
30"; 20800C-3D | ® | 80| 240 — | 70| 8
Pt L 21000C-3D | ® | 10.0| 30.0 | — 90 | 10
40 GSX20000C-3D
WUNB g I—F = Comer 30 15D 2D 3D 4D GSX 21 ZOOC-3D . 12.0 36.0 - 90 12
oD, P 21600C-3D | ® | 16.0|480| — | 110 | 16
' : 10'? 22000C-3D 20.0 | 60.0| — | 120 | 20
. O | REEER | | FIEER #1%& Grade ACF20
o 20 40 60 80 1000 @mark : Standard Stocked item Blank : Made to order item
W REDSEHTT Endmil Identification
SIC) ® _ @ ®
miLsS I NE HEERAR IR
Series Code  No.of Flutes  Cutter Diameter  Cutting Edge  Cutting Edge Length
(s P Y =T D—F— snan comer
C:FvwvyaSY Rt wincash Land
. H“gtﬂ‘ﬁ“%1¢ Recommended Cutting Conditions
1. REUCINTZ(T D eI (& BItED D D FEEDS LW - WL S 7Z SERLIES
For stable machining performance use ri high-precision machmes and holders.
2 RS NI OBART P IOk U < e
Use air blowing when dry machinin
3 UxT/tuzhg TAE f%/hé-\t%%p[]tiu‘g“ébgt’:li'jﬁ Y FTITUTREL,
Se wel machining for stainiess steel eat resistant alloy, an Itanium alioy ications. _
4. QEI{*DEE{(&I%OOHP\%E{%’@?< Hc; 8] t‘a*‘g“fg\t.?m&fﬁﬂﬂ%‘ge%‘ft(gl)g DEEENDHEEHHDET, J
IS tends 10 Inauce cha ermg n e early mill Stages but may resolve arter milliing abou m.
5. UUDNHET DHE(E. Fﬁ@lﬁ@mj‘;g EDREZEUEGT NI UAHBZETFIFCTHEALES © o
If vibration is a problem, reduce the spindle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut @©
6. BRI DB EE HHE B TIHIS i GE L B A S BEEEE ¢ CIER< 2 e
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. a. ﬂDc
. ﬁ“ﬁﬂﬂl Surface Milling
R work Mteia K FsE b“z?im Sk =g uﬂgﬂj JEE A3 155 A S 2FVURE ﬂﬁﬁii\lé?
. lés Carbon Steel FC A%\'CSML\ Te mperec Stna H’;‘rzvlv\e/‘c Steel H”ﬁ”m e T‘,ﬁ; S ,?ff /1:";\\%
FIHIERAE cona Structural Steels (150~250HB) Gast Iron (25~é5HHC) (35~45HRC) (45~B5HRC) |SUS304,SUS316 oy
D BEE | ZEF | BRam s EREl | R | EEEm | =0RF | Eel | 2D=S | BRal | 20ER | Eear | =DEr
oM\ {min™ | emv/min| - min) | em/min) (mm/min)| (min)_|mm/min)| (min)_|mm/min)| (min) | mm/min)| (min") | mm/min)| (min’) | (mm/min)
1.0 |16,600| 190 |16,600| 190 190 |15,500| 140 |10,500 70 | 7,500 45 | 9,400 50 | 7,500 35
2.0 9,500 | 250 9,500 250 250 9,000 | 200 6,200 | 120 | 4,500 60 | 5,200 70 | 4,500 50
4.0 5,200 | 330 5,200 | 330 330 4,800 | 200 3,400| 150 | 2,250 75 | 2,600 90 | 2,250 65
6.0 3,500 | 360 3,500 | 360 360 3,200 | 250 2,550 170 1,500 90 1,700 | 100 1,500 80
8.0 2,600| 320 2,600 | 320 320 2,400 | 240 1,900| 170 1,100 90 1,300 | 100 1,100 80
10.0 2,100 300 | 2,100| 300 300 1,900 | 230 1,500| 170 900 90 | 1,000 | 100 900 | 80
12.0 1,750 | 280 1,750 | 280 280 1,600 | 230 1,250 | 170 750 90 850 | 100 750 80
16.0 1,300 | 240 1,300 | 240 240 1,200 | 200 950 | 150 550 75 650 85 550 65
20.0 1,050 220 1,050 220 220 950| 180 750| 140 450 70 500 75 450 60
B PES 2.5D; 2.0D;
\ae ©3 i peowos 1 0.050c @3 PLE csanganore + 0.10c 0.02Dc
. %II[II Grooving
B Work Meteri . L“i%ﬁﬂ axil SRERH | A o =)
. wEps § i ey NAC PR | AR | Zzviam | JGE
IR cona Structural Steels a 50120é%CSHB) Cast Iron (252%%""2"90) T""Y%%ih%ﬁﬁ"é?” (45~55HRC) SUSSO4 SUS316 Heat fless ot g
Doy @@:EF XD ERE @EBEF EDRE @EEJ?F XD ERE @Emgj* XD ERE @Emgj* EDEE | CENRE | EXDRE | CERRE | XDRE | BEnRE | XD RE
. (mm Spindle Spee Feed Rate Spindle Spee eed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindl \mpcm Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate

(min?) _[(mm/min)| (min") _|(mm/min)| (min") | (mm/min)| (min") | (mm/min)| (min") | (mm/min)| (min") |(mm/min)| (min") [(mm/min)| (min) |(mm/min)
1.0 [16,600 70 |16,600 80 |16,600 80 |15,500 50 |10,500 50 7,500 35 9,400 30 3,750 10
. 9,500 80 9,500 | 100 9,500 | 100 9,000 90 6,200 60 4,500 45 5,200 40 2,250 15

2.0

40 | 5200| 120 | 5,200| 150 | 5,200, 150 | 4,800| 120 | 3,400/ 80 | 2,200| 50 |2600| 50 | 1,250 | 20

6.0 | 3500| 140 | 3,500| 170 | 3,500| 170 | 3,200| 130 | 2,550| 100 | 1,500 | 50 | 1,700 | 60 950 | 25

8.0 | 2,600| 140 | 2,600| 160 | 2,600, 160 | 2,400 130 | 1,900| 100 | 1,100 | 50 | 1,300 | 60 700 | 25

0.0 | 2,100| 130 | 2,100| 150 | 2,100| 150 | 1,900| 120 | 1,500| 90 900 | 50 | 1,000 | 60 550 | 25
12.0 | 1,750| 130 | 1,750| 150 | 1,750| 150 | 1,600| 120 | 1,250 90 750 | 50 850 | 60 450 | 25
16.0 | 1,300| 110 | 1,300| 130 | 1,300| 130 | 1,200| 110 950 | 80 550 | 45 650 | 50 350 | 20
20.0 | 1,050 100 | 1,050] 120 | 1,050 120 950 | 100 750 70 450 | 40 500 | 40 280 | 15

EE% a, 0.1Dc 0.2D 0.05D; 0.1D
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GSX MILL 2#FH TRV 2 Flutes Endmill

GSX20000C-4D

W w o B R S5l A ooy (st : mm)
AR R R e o e e I e el =T
Ol®l0lelelelo] [elolo B T% oD, | 2 | 8, | L |eDs
GSX20100C-4D | ® | 10| 40| 50| 40| 4 2
2 Flutes 20150C-4D | ® | 15| 60| 70| 40| 4 ®
— 20200C-4D ® 20| 80| 9.0| 40 4 5|
O page—m 20250C-4D | ® | 25|100| 110| 50| 4| =
e 20300C-4D | ® | 3.0| 12.0| 135| 50 6 =
442.‘ GSX 20400C-4D ® 40| 16.0 | 175| 50 6 .
z I 20500C-4D | ® | 5.0| 20.0| 22.0| 60 6
‘ 20600C-4D ) 6.0 | 240 | — 60 6 |
; . 20800C-4D | ® | 80320, — | 8 | 8 3
i 41 () 21000C-4D ® | 10.0 | 400 | — 90 | 10
e e w GSX 21200C-4D | ® | 120 | 480 — | 100 | 12 | %
N o 21600C-4D 16.0 | 640| — | 120 | 16 X
CERT ]..0..70018 o 22000C-4D 20.0 | 80.0| — | 140 | 20
- O  BERER |H  SELES 18 Grade ACF20
@mark : Standard Stocked item Blank : Made to order item
= 4
W BYFEDEEH T Endmill dentification w

GSX20100C-4D %

® ® ® ® ®
e P PN
RES I HE XK AR
Series Code  No.of Flutes  Cutter Diameter _ Cutting Edge  Cutting Edge Length
(S P Y =T D—F— snan comer
C:Fvv¥aSY Rt witGashLand —

s

v

. mﬁwﬁ“%{# Recommended Cutting Conditions

1. RE Ufc L7247 5 fe 8 (13 Bl D H D IEEDB LW - L5 %2 TR fEE
For stable machlnmg performance use ri high-precision machines and holders.
2 RS NTOBART P IO tH U < e,
Use air blowing when dry machining
3. 7\7'/ I/Z%ﬂ MG, 5‘9 VEERZEMITRHAIED T Y MCTINTULTLEE
Use wet machining for stainless steel, heat resistant alloy, and titanium alloy appllcatlons
4 NIAERICIFOUDDFEE LT LIEDFRI A 2miZENL I 2 EUUD b‘ﬁﬁ/ﬁ*ﬂ%iﬁm BHOHFT,
This tends to induce chattering in the early milling stages but may resolve after mMMng about 2 m. ]
5. UUDNRET HEE(E. T%@@ﬁEéFtLDEF%H UBIE TR VAL EZ NI TTEALIES J
If vibration is a problem, reduce the spindle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut ©
6. WM LICIFHERVE LE B A
Th\s series is not recommended for grooving L . _ .
7. CEROEHODIERRE DY Htﬂﬁﬂxf’ff(u_ ULEWEEF EEEEERE T TEALLEEL
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. ER
. ﬁUﬁﬂﬂI Surface Milling
. l“ffﬁﬁl s ALl SRESH , e yg =5 M#AEGE
(= ) - SCM NAK | HPM el AT A 75 a%
- G 56“‘30@% dm ST <g5ﬂ°3séeﬁ‘mo> Tempaad Seq e Sied|  (45~55HRC) |SUSI0ASUS316|  renthedimide
CEmRE | X XDRE | OERRE | XD RE | D% X CEREE | XDEE | CELRE | XDRE | BEREE | X DRE | DEREE | XD EE

Dc(mm) Spindle Speed 3 e Spee Feed Rate Spindle Speed Feed Rate e Speed eed Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(min?) [(mm/min)| (min") |(mm/min)| (min") | (mm/min)| (min") (mm/mm) (min?)_[(mm/min)| _(min") _|(mm/min)| (min") |(mm/min)| (min") | (mm/min)

1.0 9,000 130 | 9,000 130 | 9,000, 130 | 7,000 95 | 6,500 50 | 4,500 | 30 5,400 | 40 4,500 | 25

2.0 | 4500| 180 | 4500| 180 | 4500| 180 | 3.500| 120 | 3.200| 70 | 2.300| 40 |2.700| 50 | 2.300| 35
40 | 2250| 240 | 2,250| 240 | 2,250| 240 | 1,750| 160 | 1,600 | 95 | 1,200| 60 | 1,350 | 65 | 1,200 | 40
6.0 | 1,500| 300 | 1,500| 300 | 1,500| 300 | 1,150| 170 | 1,050 | 110 800 | 70 900 | 70 800 | 50
8.0 | 1,100| 260 | 1,100| 260 | 1,100| 260 850 | 170 800 | 110 600 | 70 660 | 70 600 | 50
10.0 900 | 250 900 | 250 900 | 250 700 | 160 650 | 110 460 | 70 540 | 70 460 | 50
12.0 750| 240 750 | 240 750 | 240 580| 160 520 | 110 400 | 70 450 | 70 400 | 50
16.0 550 | 200 550| 200 550| 200 440| 140 400 | 95 300 | 55 330 | 60 300 | 45
20.0 450 | 180 450 180 450 | 180 350| 120 320 | 85 240 | 45 270 | 50 240 | 40
- 3.50, 3.00,
0.08D, \ 0.04D,
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L5

GSX MILL 3#HAIYRE)D s Flutes Endmill

GSXBOOOOC 1.5D

— R[5k e V] 27V iee WEEAEE .
il FERR dlE  slespooe B & ooy (841 : mm)
g o = .ﬁa%s PR | o il o | oy | SBR[ o E e
W3 © olel | ©l0|0 TN Sj:wck oD, | ¢ 25 L | eDs
GSX 30100C-1.5D o 1.0 15| 25| 40 4
3 Flutes 30150C-1.5D | ® | 15| 23| 33| 40| 4
30200C-1.5D [ ] 2.0 3.0 4.0 40 4
oA - ~ L 30250C-1.5D ([ J 25 3.8 | 48| 40 4
e N 30300C-1.5D | ® | 3.0 | 45| 60| 45| 6
o ‘ GSX 30400C-1.5D ([ J 4.0 6.0| 75| 45 6
¢ 30500C-1.5D | ® | 50 | 75| 95| 50| 6
e 30600C-1.5D | ® | 60| 90| — | 50| 6
30° 30700C-1.5D | ® | 7.0 | 11.0| 13.0| 60 | 8
o oo, 30800C-1.5D | @ 80 | 120 | — 60 8
40+ _
oA S ] Feo000ssD GSX 30900C-1.5D | ® | 9.0 | 140 | 160 70 | 10
oD X 7= Tolerance 20' 1#02p 31 000C'1 .5D . 10.0 15.0 - 70 10
0 FF 31200C-1.5D | ® |12.0 | 180| — | 75| 12
31600C-1.5D 16.0 | 24.0 — 90 16
[o) 20 40 60 80 100 (9) 32000C'1 .5D 20_0 300 _ -1 00 20
O [ RERER B REEER #17& Grade ACF20
@mark : Standard Stocked item Blank : Made to order item
B BYFDFTHTT Endmill Identification
GSX30100C-1.5D
O ® ® @ ®
mEs I HE AXEEIX IR
Series Code  No. of Flutes  Cutter Diameter  Cutting Edge Cutting Edge Length
(S 1 ¥4 —" J—F— sharp Comer
C:FvwvyaSY Rt wincash Land
. Hﬁtﬂﬁu%ﬁ Recommended Cutting Conditions
1. ZE UL ZAT S fesbITIF BIED B S BEDE U ER - 1LY 7Z SR TN
For stable machining performance use ri high-precision machines and holders.
o RS NTOBEE TP IO a R LT <m0,
Use air blowing when dry machmm
3. Z\T/tl/lhg mfmg% %{ ‘/hﬁﬁfipﬂti”‘g“é%—?lat'jﬁ W l\;Gﬂtl_JIb’C<fc“éuo ol
se wel macnhinin or stainiess steel, heat resistant alloy, an: Itanium alloy aj ications. @
4. CEFRDRHOERLERE SR IHIR A (O UEWEA . B SO E T A< 2E L, &
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available.
R oD,
. ﬁ“ﬁﬂﬂl Surface Milling
B ] s P e %8 BES FAH - _— Eﬁ’ﬁ%
Wi\ snersonss | (165TB0Hg) | omin ooty || Ee |eusibiEbas LA
By | | RO ELRe 0k | Eha | s i [ Rak| s o Rl a0 LRk | a0 BRI | BLARE | 0 Sl
MM\ minY | mm/min)| (min") | mm/min)|_(min") | mm/min)| (min") | mm/min)| (min")_ | mm/min)| (min") | mm/min)| (minY) | mm/min)| (min") | mm/min)
1.0 |[19,600| 300 |19,600| 300 |19,600| 300 |18,300| 210 |12,700| 130 9,000 11,000 9,000 65
2.0 [11,200| 410 |11,200| 410 (11,200| 410 |10,500| 280 7,300| 170 5,300 | 100 6,400 | 120 5,300 90
4.0 6,400 | 550 6,400 | 550 6,400 | 550 6,000 | 370 4,200 230 3,000 | 140 3,600 150 3,000 | 120
6.0 4,600 | 670 4,600 | 670 4,600 | 670 4,300 | 460 3,000| 270 2,200 | 170 2,700 | 180 2,200 | 130
8.0 3,400 670 3,400 670 3,400 670 3,200 460 2,200 270 1,600 | 170 2,000 180 1,600 | 130
10.0 2,800 | 670 2,800 | 670 2,800 | 670 2,600 | 460 1,800 | 270 1,300 | 170 1,600| 180 1,300 | 130
12.0 2,300 | 670 2,300 | 670 2,300 | 670 2,200 | 460 1,500 | 270 1,100 | 170 1,300 | 180 1,100 | 130
16.0 1,700 | 550 1,700 | 550 1,700 | 550 1,600 | 370 1,100 | 230 800 | 140 1,000 | 150 800 | 100
20.0 1,350 | 490 1,350 | 490 1,350 | 490 1,300 | 330 900 | 210 650 | 120 800] 130 650 90
25| 9 1.5D; 1.0D,
LR 0.05D, 0.02D,
. 5%1][]1 Grooving
B Work ateral e R G FHEES | A | MEAaS
) %%gﬁﬂ r::;gspstm %é% /\\Sa\cs’}{lm Tcmpc’r\c‘ﬁ'tiﬂlH';!EMn Steel 4Hf@@ﬂ§eac Hig: n‘%%
HHIRE cond Structural Steels (150~250HB) Cast Iron (25~35HRC) (35~45HRC) (45~55 ) e ey )
e (mm/min) " | (mm/min) " | (mm/min) ’Zrﬁin*”f)” (mm/min)| (min") | (mm/min)| (min")_ | (mm/min)| _(min") | (mm/min)| (min") | (mm/min)
1.0 240 300 300 |18,300| 210 [12,700| 130 9,000 80 |11,000 65 4,500 25
2.0 320 410 410 |10,500| 280 7,300| 170 5,300 | 100 6,400 85 2,650 85
4.0 450 550 550 6,000| 370 4,200| 230 3,000 | 140 3,600 100 1,500 50
6.0 540 670 670 4,300 | 460 3,000| 270 2,200 | 170 2,650 130 1,150 55
8.0 540 670 670 3,200 460 2,200 270 1,600 | 170 2,000 130 800 55
10.0 540 670 670 2,600 | 460 1,800 | 270 1,300 | 170 1,600 | 130 650 55
12.0 540 670 670 2,200 | 460 1,500 | 270 1,100 | 170 1,300 | 130 500 55
16.0 440 550 550 | 1,600 370 | 1,100| 230 800 | 140 1,000| 110 400 | 45
20.0 390 490 490 1,300 | 330 900 | 210 650 | 120 800 90 320 40
ENIEN 0.2D 0.5D0, 0.2D, 0.050, 0.2D
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GSX MILL S#FHII/RE)V 3 Flutes Endmill

GSX30000C-2D

5% f Vel PR )A’b‘, B L7 oree B A soay (E47 T mm)
S ol ol W= pr
5y © olo]| | = L= oD | 4 | £ | L |eDs
GSX 30100C-2D [ 10| 25| 35| 40 4
9 Flutes 30150C-2D | ® | 15| 38| 48| 40| 4
- - 30200C-2D | ® | 20| 50 60| 40| 4
a%fl % éﬂl 30250C-2D [ ] 25| 63| 73| 40 4
] =t 30300C-2D [ ] 30| 75| 9.0| 45 6
« £ ‘ GSX 30400C-2D [ ) 4.0 | 11.0| 125 | 45 6
DR S . 30500C-2D | ® | 50| 130 | 150| 50 | 6
! 30600C-2D [ 6.0 | 13.0 | — 50 6
& 30700C-2D | ® | 7.0 | 160 | 180| 60 | 8
) ) 30800C-2D | ® | 80| 190 — | 60| 8
40¢ =
L o a0000G-2D GSX 30900C-2D | ® | 9.0 19.0 | 210| 70 | 10
oD B Foewee | o0 PP 31000C-2D | ® | 100 | 220 | — 70 | 10
Dz30 0 0018 l—r 31200C-2D | ® | 120|260| — | 75| 12
31600C-2D 16.0 | 32.0 | — 90 | 16
° 20 0 co s 0w 32000C-2D 200 | 400 | — | 100 | 20
O REEER EH  RILEER #4178 Grade ACF20
@mark : Standard Stocked item Blank : Made to order item
W BFEDSRHTT Endmill Identification
® ® ® ® ®
mRES I IR AEEHIR AR
Series Code  No.of Flutes  Cutter Diameter ~ Cutting Edge  Cutting Edge Length
(S * 2 —F0—7— sharp Comer
C:FvwyaSY Rt wincashLand
. }E“;‘étﬂ'ﬁ“%ﬁ- Recommended Cutting Conditions
1. ZF U LZ4T D fe DT BIEDH D IEEDB L - 1LY Z SERLEEN
For stable machmmg performance use ri high-precision machmes and holders.
2 RS M OBE BT P IO A LT < e d
Use air blowing when dry machini ©
3. 25 Y U2, e fé‘/hﬁf%pu;gétﬁrwﬁ v N LT L &
4. CIERORRIODIEE MR TN U EL B e 3 y%%@iﬁﬁrgzq@ﬂmau 5
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. de oUq
. ﬁUﬁﬂﬂI Surface Milling
KA worc aerial Ems ﬁ%ﬁm sxe G SHE |, BEAI 425 4 == 4 MEASE
. %légqﬂﬂ Cart oov Stna\ ﬁéé% A\%ps’}ge\ Tem ;e’r\e‘dAslée'HEEMd Steel Hmm)ﬂ\iﬁmm XS?;”/ASKZF?WI ?‘9))’33
IR cond Structural Steels (150~250HB) Castlron (25~35HRC) / 5~45HRC) (45~B5HRC) |SUS304,SUS316 N SRS
OELRE | X XD C Z | XDRE @imzﬁ? EDRE | QR | EDRE | DEREE %DEE @E ?J‘* %DEE CELRE | EXDRE
Dc(mm) Spindle Speed Feed Rat Spindle Speed e Spindle Speed Feed Rate Feed Rate Spindle Speed Feed Rate Spindle Speed d Rate d Rate Spindle Speed Feed Rate
(min™) (mm/mln) (mm/min)| (Min') |(mm/min) (mm/min)| (min?) | (mm/min)| (min") (mm/mm) (min (mm/mm) (min') |(mm/min)
1.0 |19,600| 300 300 |19,600| 300 210 |12,700| 130 | 9,000 80 |11,000 90 9,000 65
2.0 [11,200| 410 410 |11,200| 410 280 7,300 170 | 5,300 | 100 6,400 120 5,300 90
4.0 6,400 | 550 550 6,400 | 550 370 4,200 230 | 3,000 | 140 3,600 | 150 3,000 | 120
6.0 4,600 | 670 670 4,600 | 670 460 3,000 270 | 2,200 | 170 2,700 | 180 2,200 | 130
8.0 3,400 | 670 670 3,400 | 670 460 2,200 270 | 1,600 | 170 2,000| 180 1,600 | 130
10.0 2,800 | 670 670 2,800 | 670 460 1,800 270 | 1,300 | 170 1,600 180 | 1,300 | 130
12.0 2,300| 670 670 2,300| 670 460 1,500 270 | 1,100 | 170 1,300 | 180 1,100 | 130
16.0 1,700 | 550 550 1,700 | 550 370 1,100 | 230 800 | 140 1,000 | 150 800 | 100
20.0 1,350 490 490 1,350 490 330 900| 210 650 | 120 800| 130 650 90
B ED 1.5D. 1.00.
7 ae 0.050, 0.02D,
. 7%7.‘"]1 Grooving
BRI cons Sl ezt (150~250HB) Castron (5 5EtRe) | FTEE AR Ee | (45~B5HRC) sUs304.8Us316| mT ‘;avwo
CEmEfE %DEF CERE | XD RE @@:EF EDRE @%EF EDRE @@:EF EDRE @EBJEF %DER DIEERE | EDRE | LERRE | XD RE
Dc(mm) Spindle Speed Spindle Speed Feed Rate Spindle Spee: Feed Rate Spindle Spee: Feed Rate Spindle Spee: Feed Rate Spindle Spee: d Rate Spindle Speed ‘eed Rate Spindle Speed Feed Rate
(min") (mm/mln) (min?) _[(mm/min)| (min")_|(mm/min)| (min") | (mm/min)| (min") | (mm/min)| (min?)_ (mm/mm) (min") [(mm/min)| (min") |(mm/min)
1.0 |19,600| 240 |19,600| 300 (19,600 300 |18,300| 210 |12,700| 130 | 9,000 80 |11,000 65 4,500 25
20 |11,200| 320 |11,200| 410 |11,200| 410 |10,500| 280 7,300 170 | 5,300 | 100 6,400 85 2,650 35
4.0 6,400 | 450 6,400 | 550 6,400 | 550 6,000 | 370 4,200 230 | 3,000 | 140 3,600 | 100 1,500| 50
6.0 4,600 | 540 4,600 | 670 4,600 | 670 4,300 | 460 3,000 270 | 2,200 | 170 2,650 130 1,150 | 55
8.0 3,400 | 540 3,400| 670 3,400| 670 3,200 | 460 2,200 270 | 1,600 | 170 2,000 130 800| 55
10.0 2,800 | 540 2,800 | 670 2,800 | 670 2,600 | 460 1,800 270 | 1,300 | 170 1,600 | 130 650 | 55
12.0 2,300 | 540 2,300| 670 2,300| 670 2,200 | 460 1,500 270 | 1,100 | 170 1,300 | 130 500| 55
16.0 1,700 | 440 1,700 | 550 1,700 | 550 1,600 | 370 1,100 | 230 800 | 140 1,000 | 110 400 | 45
20.0 1,350 390 1,350 490 1,350 490 1,300 330 900 210 650 | 120 800 90 320 40
D 0.2D0. 0.50. 0.2D, 0.05D, 0.2D,
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L5

GSX MILL 3#AAOYBMI RV 8 Flutes Sotted Endmill

GSXSLT3ODOOC 1.5D

AR P Ul Re& ] W AR o (8411 : mm)
ciﬁé C§«'§§” X |-5|ﬁ<535 55"6(:0 5&65 mf;s'\” Resisint Al o AHm Aﬁ por |Grephite F
% © eolel | [elofo e % loD.| £ | £ | L |oDy
GSXSLT 30100C-1.5D | @ 10| 15| 25| 40 4
3 Flutes 30150C-1.5D ( 1.5 2.3 3.3 | 40 4
30200C-1.5D o 2.0 3.0 4.0 | 40 4
a df“-_ - ;?ml 30250C-1.5D | @ 25| 38| 4.8 | 40 4
Sy | 3y 30300C-1.5D | @ 30| 45| 6.0 45 6
p \ GSXSLT 30400C-1.5D | ® | 40| 60| 75| 45 | 6
4 30500C-1.5D | @ 50| 75| 95| 50 6
L | 30600C-15D | ® | 6.0 90| — | 50 6
40° 30700C-1.5D o 70| 11.0 | 18.0 | 60 8
. (@D 841 (mm) 30800C-1.5D [ 80| 120 | — 60 8
LV 40| GSXSLT30000C-1.5D GSXSLT 30900C-1.5D | ® | 9.0 140 16.0| 70 | 10
=) E Eoee | o 31000C-1.5D | ® | 100 | 150 — | 70 | 10
0 31200C-1.5D | @ | 12.0| 18.0| — 75 12
31600C-1.5D 16.0 | 240 | — 90 16
40 60 80 100® O EFBER B RILEER #17%& Grade ACF20
@mark : Standard Stocked item Blank : Made to order item
. Hﬁwﬁ“%{# Recommended Cutting Conditions
1. RF U ZZAT S feICIE BIMED B S EEDB LR - 1LY 7Z TERL TN
For stable machining performance use ri high-precision machlnes and holders.
2. RSN ImBsalET » o FERLC R )
o (U e 75 eaersomeiio onm e, g
4. 25U R A S, 75 U as® KU U UM CE0. | D.ChR T /77JDI7ETTD“C<7L <
Use step machining of O 1 Dc When drilling stainless steel, heat resistant alloy, and titanium alloy.
5. CIERDBHODERE D AR TIHIE A O US55, BAERE C o < 2 a oD
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. € <
. ﬁ“EﬂHI Surface Milling
Do\  smetmmtess | (58 BEEHE) canon (25~85HRC) | (35~45HAC) | (45~55HRO) s SR & Fesaat Al
@$ELFF EDEE IEI%:LF‘ *OLJ‘E‘ [E%:LF‘ OEF‘ @%:EF‘ *OEF‘ [OlELRE *OEF‘ CELRE | XDRE | DIRE | XDRE | MEnERE | XD RE
Dc(mm) Spindle Spee Feed Rate Spindle Spee Rate Spindle Spee Rate Spindle Spee d Rate Spindle Sp ed eed Rate Spindle Sp ed Feed Rate Spindle Speed Feed Rate Spindle bpﬁed Feed Rate
(mm‘) (mm/min) (mm‘) (mm/mm) (mm‘) (mm/mm) (mm‘) (mm/mm) (min?) (mm/mm) (Min")_ [(mm/min)| (Min") [(mm/min)| (min') [(mm/min)
1.0 [19,600| 300 |19,600| 300 |19,600, 300 |18,300| 210 |12,700| 130 | 9,000 80 |11,000 90 9,000 65
20 |11,200|, 410 |11,200| 410 |11,200| 410 |10,500| 280 7,300 170 | 5,300 | 100 6,400 | 120 5,300 90
4.0 6,400 | 550 6,400 | 550 6,400 | 550 6,000 | 370 4,200 230 | 3,000 | 140 3,600 | 150 3,000 | 120
6.0 4,600 | 670 4,600 | 670 4,600 | 670 4,300 | 460 3,000 270 | 2,200 | 170 2,700 | 180 2,200 | 130
8.0 3,400 | 670 3,400 | 670 3,400 | 670 3,200 | 460 2,200 | 270 1,600 | 170 2,000| 180 1,600 | 130
10.0 2,800| 670 2,800| 670 2,800| 670 2,600 | 460 1,800 | 270 1,300 | 170 1,600 | 180 1,300 | 130
12.0 2,300| 670 2,300| 670 2,300| 670 2,200| 460 1,500 | 270 1,100 | 170 1,300 | 180 1,100 | 130
16.0 1,700 | 550 1,700 | 550 1,700 | 550 1,600 370 1,100 230 800 | 140 1,000, 150 800 | 100
] 1.5D. 1.00.
|5 0.050, 0.02D,
. ;%IIUI Grooving
Mo\ soisser | (155B000g) | ome @5335;% <35~45Hm> (45~BEHAO) |sUS04SUSa1e) R
CEREE | XD FE | BInEE *DLF‘ DELRE OEF‘ DELRE %Oizfi‘ DlELRE ii%OiEfi‘ OELRE | XDRE | OIRE | XD RE @?ﬁi@}“ JéD;E
Dc(mm) Spindle Speed Feed Rate Spindle Speed Rate Spindle Speed Spindle Speed d Rate Spindle Speed ed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rat
(min") [(mm/min)| (min") (mm/mm) (min?) (mm/mm) (min?) (mm/mm) (min") (mm/mm) (Min")_[(mm/min)| (Min") [(mm/min)| (min') (mm/m n)
1.0 [19,600| 240 |19,600| 300 |19,600, 300 |18,300| 210 |12,700| 130 | 9,000 80 |11,000 65 4,500 25
20 |11,200, 320 |11,200| 410 |11,200| 410 |10,500| 280 7,300 170 | 5,300 | 100 6,400 85 2,650 35
4.0 6,400 | 450 6,400 | 550 6,400 | 550 6,000 | 370 4,200 230 | 3,000 | 140 3,600| 100 1,500 50
6.0 4,600 | 540 4,600 | 670 4,600 | 670 4,300 | 460 3,000 270 | 2,200 | 170 2,650| 130 1,150 59)
8.0 3,400 | 540 3,400 | 670 3,400 | 670 3,200 | 460 2,200 | 270 1,600 | 170 2,000| 130 800 55
10.0 2,800 | 540 2,800| 670 2,800| 670 2,600 | 460 1,800 | 270 1,300 | 170 1,600 | 130 650 55
12.0 2,300 | 540 2,300| 670 2,300| 670 2,200| 460 1,500 | 270 1,100 | 170 1,300 | 130 500 55
16. 1,700 | 440 1,700 | 550 1,700 | 550 1,600 370 1,100 230 800 | 140 1,000, 110 400 45
EAE] 0.20. 0.50. 0.20, 0.050. 0.20.
@ RUYUVIIT siot miling
IR con Structural Steels Q 50“2’%5%,_{8) Castlron (25~35$|F}C) emperd Stee, farqenedSteell - (45~55HRC)  [SUS304, 316 Heat e AH‘:HM‘
SR | EDEE | R [ EDRE | DHnRE |EDIEE | CORE | EDEE | Eias | 20 EE | EHRE | EDEE | DHofE | XDEE | CoiE EDEE
Dc(mm) Spindle Speed Feed Rate ed ate Spindle Speed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(min) _|(mm/min)| _(min’ ‘) (mm/min)| (min") (mm/mm) (min") [(mm/min)| (min?) [(mm/min)| (Min") |(mm/min)| (min") |(mm/min)| (min') |(mm/min)
1.0 [19,600 70 119,600 90 |19,600 90 18,300 60 |12,700| 40 9,000 25 [11,000| =20 4,500 10
2.0 |11,200 90 |11 ,200 120 |11,200| 120 |10,500 80 7,300 50 5,300 30 6,400 25 2,650 15
4.0 6,400 | 130 6,400 | 160 6,400 | 160 6,000 110 4,200 70 3,000 40 3,600 30 1,500 20
6.0 4,600 | 160 4,600 | 200 4,600 | 200 4,300 | 130 3,000 80 2,200 50 2,650 | 40 1,150 20
8.0 3,400 | 160 3,400 | 200 3,400 | 200 3,200| 130 2,200 80 1,600 50 2,000| 40 800 20
10.0 2,800 | 160 2,800 | 200 2,800 | 200 2,600| 130 1,800 | 80 1,300 50 1,600 | 40 650 20
12.0 2,300 160 2,300 | 200 2,300 | 200 2,200 130 1,500 | 80 1,100 50 1,300 | 40 500 | 20
16.0 1,700 | 130 1,700 | 160 1,700 | 160 1,600 110 1,100 70 800 40 1,000 35 400 15

16



GSX MILL 4¥HI TRV 4 Flutes Endmill

GSX40000C-1.5D

[CR[RRAZ[V ] & 7IZ] R .
é} F ?ﬁiﬁ (s ﬁiﬁﬂ% Sngvgeggg% = .:.ﬁ Cﬁﬁ ZWCFRP B AME 5oy (847 : mm)
Soaten | %aroon | &1y |88 R RE| < Aoy | CRRG [Crephite B
~n Jolelole ©l00] s T% oD, | 2 | 8, | L |eDs
GSX 40100C-1.5D [ ] 1.0 15| 25 40 4
4 Flutes 40150C-1.5D [ ] 15| 23| 33 40 4
40200C-1.5D ([ 20| 3.0| 4.0 40 4
of = 2f 40250C-1.5D | @ 25| 38| 48| 40 4
* < | E" g 40300C-1.5D | ® | 3.0 45| 60| 45| 6
- — GSX 40350C-1.5D | @ 35| 53| 68| 45 6
2 ‘ 40400C-1.5D | ® | 40| 60| 75| 45| 6
b 40450C-1.5D | ® | 45| 68| 83| 50 | 6
307 ! 40500C-1.5D | @ 50| 75| 95| 50 6
5 . ©0) 2t () 40550C-1.5D | @ 55| 83| 10.3| 50 6
o S “%/ GSX40000C-1.5D GSX 40600C-1.5D | ® | 60| 90| — | 50| 6
o R B | 40700C-1.5D | ® | 70| 11.0| 13.0| 60 | 8
D=30 |0 -oois = 40800C-1.5D | ® | 80| 120 | — 60 | 8
1 40900C-1.5D | ® | 9.0 | 140 16.0| 70 | 10
) - © 20 40 60 80 1000 41000C-1.5D (] 10.0 | 150 | — 70 | 10
GSX 41200C-1.5D ([ 12.0 | 180 | — 75 | 12
. m”gwﬁ“*#': Recommended Cutting Conditions 41 4000'1 5D 14.0 21.0 24.5 90 16
1. ZE U ZT D eI(CIE, BIED D DIEED 41500C-1.5D 15.0 | 23.0 | 26.5 90 | 16
LR TS T CIRAEEL 41600C-1.5D 16.0 | 240| — | 90 | 16
For stable machlnmg performance use rigid, high-precision
o e R T PO EAL T o 42000C-1.5D 200300, — | 100 | 20
’ Useja\rb\owm when dryf‘nachmm - .ED . *?LEEE;% ﬁ%ED . %;Ii&ﬂ% *Z%é Grade ACF20
3. 7\7’/ I/X%ﬂl—'_l mjﬂ/\ﬁ 9:9 /AfﬁjJDIUZ) ! @mark : Standard Stocked item Blank : Made to order item
SElED Ty FCIMTULTLEE L, J
Use wet machining for stainless steel, hea& resistant alloy, [\
and titanium alloy applications. o
4. CIERORRDOIELEE HHEEIIHIZAFCEL ©
FWSE(E REOEMRE T SRR IES L,
If the machine cannot achieve the recommended spindle e oD,
speed, please use the max. spindle speed available.
. ﬁUEﬂﬂI Surface Milling
1RHIRT Work Meterial *ggégﬁm %Ei G uﬂgﬂ &é\’\%ﬁ Hﬂgﬁ@ﬁ@eq 7\37;% sz\e?m 3@;}9%/‘%@%%
R o (15888 E) Caston (25~35HRC) ’*"E’%%i"zg‘,q%w (45~B5HRC) |SUS304.5US316|  Heafedarily

@%:;E!‘E‘ EDRE @@:@J‘E‘ *DEF‘ @@:@F‘ EDRE | DEnRE %DE; OELRE *OLF‘ DIERE | EDRE IEI%:LF‘ OLF‘ @%:EF‘ %DEF‘

Dc(mm) Spindle QL Feed Rate Spindle Spee ced Rate Spindle Spee Feed Rate Spindle Speed Feed Spindle Speed Spindle Spee Feed Rate Spindle Spee Rate Spindle Spee

(min’! ) (mm/min) (m\n‘) (mm/mm) (mm‘) (mm/min)| (min') (mm/mm) (min") (mm/mm) (min") _[(mm/min) (mm‘) (mm/mm) (mm‘) (mm/m\n)
1.0 [24,000| 470 |24,000| 470 |24,000| 470 |21,000| 290 |14,500| 180 |10,500| 120 |12,600| 120 |10,500 85
12,800 570 12,800 570 12,800 570 |12,000| 380 8,300 | 230 6,000 150 7,200 160 6,000 110
6,800 | 730 6,800 | 730 6,800 | 730 6,400 | 490 4,400 | 300 3,200 | 200 3,800 | 210 3,200 130
4,600 | 780 4,600 | 780 4,600 | 780 4,300 | 520 3,000 | 320 2,200 210 2,650 | 220 2,200 | 150
3,400 | 780 3,400 | 780 3,400 | 780 3,200 | 520 2,200 | 320 1,600| 210 2,000 | 220 1,600| 150
10.0 2,800 | 780 2,800 | 780 2,800| 780 2,600 | 520 1,800 | 320 1,300 | 210 1,500 | 220 1,300 | 150
12.0 2,300| 780 2,300| 780 2,300 | 780 2,200 | 520 1,500 | 320 1,100| 210 1,300 | 220 1,100 | 150
16.0 1,700 | 650 1,700 | 650 1,700 | 650 1,600 | 420 1,100 | 280 800| 170 1,000 | 180 800| 120
20.0 1,350 | 600 1,350 | 600 1,350 | 600 1,300 380 900 | 260 650| 150 800| 160 650| 100

=5 Go 1.50; 1.0D.
T ER 0.05D, 0.02D
. LEIJEIH]I Surface Milling (Eiiﬁ!?’/:‘/ﬁt ygﬁﬁﬁa)i%ﬁ) High Speed Machining Center
Eii *%g{é,ﬁf” o g @ | AR | omae | z2zoiza | JRGE
IS o Structural Steels (150~550HB) Castiron @5;“55‘5;90) L e (45~55HRC) [SUS304.SUS316|  tHeatfiedsar Al
O L (R 2 AT A R e B Sl e O T el i el R ek TR
° (mm/mln) (mm/mm) (mm/mm) (mm/min) (mm/mm) (mm/min) (mm/min)
1.0 1,200 1,200 1,200 850 720 500 300 — —
2.0 2,200 2,200 2,200 1,600 1,200 900 400 = —
4.0 2,600 2,600 2,600 1,900 1,400 1,100 490 — —
6.0 2,700 2,700 2,700 2,000 1,500 1,200 520 = =
8.0 2,700 2,700 2,700 2,000 1,500 1,200 520 — —
10.0 2,700 2,700 2,700 2,000 1,500 1,200 520 = =
12.0 2,700 2,700 2,700 2,000 1,500 1,200 520 — —
16.0 2,200 2,200 2,200 1,600 1,200 900 450 — —
20.0 2,000 2,000 2,000 1,400 1,100 750 380 — —
w9 1.50c 1.00. =
R ER 0.05D, 0.02D, —
. 5%7][]1 Grooving
BEM | s e sk g2l ) WEE R | 2FVL2E | e
A 85 |aso~psoHm)|  FC (25~3BHRC) | (35~45HRC) | (49 ~55HAC) SUS3048US316) Fo~ o
Bl DERRE | XDRE | DERRE | XORE | OEREE | XD RE | e | EORE | OEmEE | X0®E | DEmRE | Z0RE | OmEE | X0 RE | CEmRE | X0®EE
c (min1) [(mm/min)| (Min-1) [(mm/min)| (min-!) |(mm/min)| (min-") [(mm/min)| (Min-1) |(mm/min)| (min-!) |(mm/min)| (min-!) |(mm/min)| (mMin-) |(mm/min)
1.0 |24,000| 380 |24,000| 470 |24,000| 470 |21,000| 290 |14,500| 180 |10,500| 120 |12,600 85 | 5,200 30
2.0 |12,800| 460 |12,800| 570 |12,800| 570 |12,000| 380 8,300 | 230 6,000 | 150 7,200 110 | 3,000 | 40
4.0 6,800 | 580 6,800 | 730 6,800 | 730 5,400 | 490 4,400 | 300 3,200| 200 3,800| 130 | 1,600 55
6.0 4,600 | 620 4,600 | 780 4,600| 780 4,300 | 520 3,000 | 320 2,200 | 210 2,650 160 | 1,100 65
8.0 3,400 | 620 3,400 | 780 3,400 | 780 3,200 | 520 2,200 | 320 1,600 210 2,000| 160 800 65
10.0 2,800 | 620 2,800 | 780 2,800 | 780 2,600 | 520 1,800 | 320 1,300| 210 1,600| 160 650 65
12.0 2,300| 620 2,300| 780 2,300| 780 2,200| 520 1,500| 320 1,100| 210 1,300| 160 550 65
16.0 1,700 | 520 1,700 | 560 1,700 | 560 1,600 | 420 1,100 | 280 800| 170 1,000 | 130 400 55)
20.0 1,350 | 480 1,350 | 600 1,350 | 600 1,300 | 380 900 | 260 650 | 150 800| 110 320 50

EETL &, 0.2D, 0.50, 0.20, 0.050, 0.20,
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GSX MILL 4¥FH I /RE)V 4 Flutes Endmill

GSX4DOOOS 2D

U=

Sharp Corner

T3 —|

o
@
oo

— R?m I-FEE ] SREE  |A7/ Th:l ﬁlz A 7 L

e ololelelol0l o o o R % oD, | ¢ | 8, | L |eD,
GSX 40100S-2D ® | 10| 25| 35| 40| 4

4 Flutes D, 40100S-2D-S3| ® | 10| 25| 35| 38| 3
— — 40150S-2D ® | 15| 38| 48| 40| 4

-# DOI - SE—— EI 402008-2D ® | 20| 50| 60| 40| 4
olCRY sl O ee— D, 40200S-2D-S3| ® 20| 50| 60| 38 3

, ' 40250S-2D ® | 25| 63| 73| 40| 4

~ 40300S-2D ® | 30| 75| 90| 45| 6

’ L D 40300S-2D-S3| ® | 30| 75| — | 38| 3

GSX 40350S-2D ® | 35| 88| 100 45| 6

P ) 40400S-2D ) 40| 11.0| 140 | 45 6

:Z (GSX400008-20 D 40400S-2D-S4| ® | 40| 110| — | 45| 4

5% Toerance 20l i 40450S-2D ® | 45| 113|128 | 50 6

0 0015 FF 40500S-2D ® | 50 130|196| 50 6

40550S-2D ® | 55130/ 196 50| 6

o = o e s W GSX 40600S-2D ® | 60 130, — | 50| 6

40700S-2D ® | 70| 160|211 60| 8

40800S-2D ® | 80190 — | 60| 8

B BBEDFTHTT ndmil Identification :?gggg'gg : 128 ;Zg &l ;8 13
GSX 4 0100 S -2D - 83 GSX 41200S-2D ® 120|260 — | 75| 12
S0 5 S S S :;gggg-gg : 160 | 320| — | 90| 16
N ) e .9, - 20.0 | 40.0| — | 100 | 20
D I JIEEER LR XIECE o  EELES O MEEES (LTS FI78 crace ACF20

(s P Y =T D—F— snan comer
C:Fvv¥aSY BT withGashLand

. ?Ei“@tﬂﬁu%ﬁ Recommended Cutting Conditions

@mark : Standard Stocked item @mark : Standard stocked item(expansion item)

1. ZE Ufe T 7247 3 fe 8 1F Bl D H DAEEDE L W - /)L 572 SRR < 2L,
For stable machining performance use rigid, high-precision machlnes and holders.
2. FSMIOBAET IO mEALCL IS
3. 25 VLR, e, F 5 e %%HDI‘g“%Ji%Alatfj T v NCHT LT RS
Use wet machining for stainless steel, heat resistant alloy, and titanium alloy applications.
4. UUDNRET 586, TROOIREE S %D HEZ bi‘ﬁ: THFD HAHEZTFCTTHERALIEEL.
If vibration is a problem, reduce the spindle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut. (\'?'
5. EMLICIFHEEVE LR B A o
This series is not recommended for groovi @
6. CIEFIDRBOCIERE R I A2 U 5L 1BA BEEIEE TTERA < L) _
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. ER ) ER
. ﬁ“ﬁﬂﬂl Surface Milling
B o Materia] - B s i SEETSN |, BEASH o = A
IHISG Structural Steels Q1 5diué5lséHB) Cast Iron (25'“%51;;‘@0) e""(’%%ffzf;ﬁﬁeé)““e (45~55HRC) SUSSO4 SUSS] 6 Giez P{ij“gj“ oy
@%EJ‘* EDRE | DR %D&J‘* OELRE | EDRE | ERE | XD RE | DERRE | X DRE | OEHRE | EDRE | BERE | XD RE | DERRE | XD RE
D (mm) Spindle Spee FeedRate | Spindle Speed Spindle Speed edPate | Spinde Speed | FeedRate _ | SpindieSpeed | = FeedRate | Spinle Speed | FeedRate | Spindie Speed | FeedRate _ | Spincle Speed | Feed Fate
(min") | (mm/min)| (min") (mm/mm) (min) _[(mm/min)| (min") |(mm/min)| (min) | (mm/min)| (min") | (mm/min)| (min") | (mm/min)| (min") |(mm/min)
1.0 |22,000| 360 |22,000| 360 |22,000| 360 |19,000| 220 [13,000| 140 | 9,500 90 |11,300 90 | 9,500 65
2.0 |11,500| 440 |11,500| 440 |[11,500| 440 |11,000| 290 7,500 | 180 | 5,400 | 110 6,500| 120 | 5,400 85
4.0 6,000 | 560 6,000 | 560 6,000 | 560 5,800 | 370 4,000 230 | 2,900 | 150 3,400 160 | 2,900 | 100
6.0 4,200 | 600 4,200 | 600 4,200 | 600 4,000 | 400 2,700| 240 | 2,000 | 160 2,400 170 | 2,000 | 120
8.0 3,000 | 600 3,000 | 600 3,000 | 600 2,800 | 400 2,000 240 | 1,450 | 160 1,800| 170 1,450 | 120
10.0 2,500 | 600 2,500 | 600 2,500 | 600 2,350 | 400 1,600 240 | 1,200 | 160 1,450 | 170 1,200 | 120
12.0 2,100 | 600 2,100 | 600 2,100 | 600 2,000 | 400 1,350 | 240 | 1,000 | 160 1,200 170 1,000 | 120
16.0 1,500 | 500 1,500 | 500 1,500 | 500 1,450 | 320 1,000 210 750 | 130 900 | 140 750 90
20.0 1,200 | 460 1,200 | 460 1,200 | 460 1,150 | 290 800| 200 600 | 110 700 120 600 75
ey o 2.00.
EB 0.03D0¢ \ 0.01D¢
. 5%1:':.]:”-7]”]: Groove Finishing
B work el Ems e i oz A SRERH | A P MEAAS
HISRH con Structural Steels (150~250HB) Cast Iron (25~é5HF§C) -~ (45~B55HRC) et Rﬁzﬁ“;i” Alloy
EERE | XD EE | DEREE | RDEE | DEnaE | RDEE | DEnEE EDEE | DmEE | EDEE | Bmes | ZDaE | DmeE | ZDEE | BheE | 2D aE
Dc(mm) Spindle Speed Feed Rate Spindle Speed Rate Spindle Speed ‘eed Rate Spindle Speed ed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
(min™) _|(mm/min)| (min™") (mm/mm) (min!) _|[(mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min") | (mm/min)| (min") |(mm/min)| (min") |(mm/min)
1.0 |22,000| 360 |22,000| 360 |22,000| 360 |19,000| 220 [13,000| 140 | 9,500 90 |11,300 90 | 9,500 65
2.0 |11,500| 440 |11,500| 440 |[11,500| 440 |11,000| 290 7,500 | 180 | 5,400 | 110 6,500 | 120 | 5,400 85
4.0 6,000 | 560 6,000 | 560 6,000 | 560 5,800 | 370 4,000 | 230 | 2,900 | 150 3,400 160 | 2,900 | 100
6.0 4,200 | 600 4,200 | 600 4,200 | 600 4,000 | 400 2,700 | 240 | 2,000 | 160 2,400 170 | 2,000 | 120
8.0 3,000 | 600 3,000 | 600 3,000 | 600 2,800| 400 2,000| 240 | 1,450 | 160 1,800 170 1,450 | 120
10.0 2,500 | 600 2,500 | 600 2,500 | 600 2,350 | 400 1,600 240 | 1,200 | 160 1,450 | 170 1,200 | 120
12.0 2,100 600 | 2,100| 600 | 2,100| 600 | 2,000| 400 1,350 240 | 1,000 | 160 1,200 170 | 1,000 | 120
16.0 1,500 | 500 1,500 | 500 1,500 | 500 1,450 | 320 1,000 210 750 | 130 900 | 140 750 90
20.0 1,200 | 460 1,200 | 460 1,200 | 460 1,150 | 290 800| 200 600 | 110 700] 120 600 75
2|9 1.5D,
e 5 0.02D¢ AR seion
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GSX MILL 48T /R=)V 4 Flutes Endmill

GSX40000C- 2D

O
\awz‘“e\o

é} TR ] | ‘ :.’bﬁ Aﬁuﬁ Fo— B F4F soay (BEi7
el o T B S S B & T® oD, | 0 | o | L |eD
O|® © ‘ © ‘ O ‘ Cat. No. Stock c S
4 Flutes GSX 40100C-2D N 1.0 20| 30| 40 4
— 40150C-2D ° 15| 30| 40| 40| 4
of 2 40200C-2D ® | 20| 40| 50| 40| 4
‘“' %I %I 40250C-2D ® | 25| 50| 60| 40| 4
o ’ ‘ 7 40300C-2D ) 30| 60| 75| 45 6
~ GSX 40350C-2D ® | 35| 70| 85| 45| 6
= 40400C-2D ® | 40| 80| 95| 45| 6
30° ! 40450C-2D ® | 45| 90| 105| 50| 6
o a1 () 40500C-2D ® 50| 10.0 | 12.0| 50 6
e e w 40550C-2D | ® | 55| 11.0| 130 50 | 6
GSX 40600C-2D o 6.0 | 120 | — 50 6
40700C-2D ® | 70| 140| 160| 60| 8
40800C-2D ® 80|160| — | 60| 8
50 e® 40900C-2D ) 9.0 18.0| 20.0| 70 | 10
. ;E“,Eﬂ]ﬁu%{q: Recommended Cutting Conditions 41000C-2D e 10.0 | 20.0 70 10
‘-EE%&:’E%E@?&?&:L%SELL%F?daﬁh%iﬁpiﬁiMf%ﬁHikﬁ;%:?’iﬁ<f53“ — ﬂiggg'gg ¢ fizopaoy = | e
B e o o o ERml e 41500C-2D 150 | 30.0 | 335| 90 | 16
8 GO IRAS S UesEnTTasao L AT LT L 41600C-2D | @ 160 320 % | 16
4. UUDDHETD BiEAlE. FROBIELRESEDREZFUEIE ¢ FFDH. ThHA 42000C-2D ® | 200|400 — | 100 | 20
HEZ RIFTERTIEL, g 42500C-2D ® | 250|500 — | 120 25

If vibration is a problem, reduce the spmd\e speed and feed rate indicated in the table below by the

same ratio, or reduce the depth of ¢

R<LIES

. dﬁﬁﬁ@%ﬂﬁ@@ﬁﬁ@fé‘b }’EHtUﬁUx#lLLbHM%D (NS

BEERE CTE

If the machme cannot achieve the recommended spindle speed, please use the max. spindle speed available.

. iﬂUEﬂﬂI Surface Milling

OF | RAEEER

O : REEER (hItm)

#41& Grade ACF20

@ mark : Standard Stocked item @ mark : Standard stocked item(expansion item)

REEER

Blank : Made to order item

T v v - EEE o a5 REH iy e
" %)géﬁfm Carl )o\ SLAe\ iéé* A%ps’}ge\ Terr peved Stee, »HEM} Steel Hﬂgﬁzﬂﬁjﬁgm X?;”/ lﬁ%ﬁﬂ ??)A%
HEIRE oo Structural Steels (150~250HB) Castron (25~35HRC) (35~45HRC) (45~B5HRC) |SUS304,SUS316 feethieoieiantalloy
5 HE [ EDEE | Dol | XDE] EDEE | CioRE | D2 | hiE | EDEE | DhEE | XDEE | O | ZDEE | Ok | ZDEE
Sy ) | em/miny | ¢ (mm/min) (mm/min) * | (mm/min) *|mm/min) | (min") | (mm/min)| | om/min)| | (mm/min)
1.0 470 470 470 290 180 |10,500 | 120 120 85
2.0 570 570 570 380 230 | 6,000 | 150 160 110
4.0 730 730 730 490 300 | 3,200 | 200 210 130
6.0 780 780 780 520 320 | 2,200 | 210 220 150
8.0 780 780 780 520 320 | 1,600 | 210 220 150
10.0 780 780 780 520 320 | 1,300 | 210 220 150
12.0 780 780 780 520 320 | 1,100 | 210 220 150
16.0 650 650 650 420 280 800 | 170 180 120
20.0 600 600 600 380 260 650 | 150 160 100
25.0 480 480 480 300 200 500 | 120 120 80
=e5| % 1.5D; 1.0D,
ebla. 0.050. 0.020.
‘ @UEHDI Surface Milling (EE&“?D:‘/Q‘E ygﬁﬁﬁa)i%e) High Speed Machining Center
Pl e o i e NAC A | | 2zoize | JRGE
Mo et | (155 BESe | o | (ostibine | aeAG| (S-esHo) |susdbaSiare| g
D sl | s [ o 5 s e [ 2L Tl g el e VB e ) e o g e e B e ] eIt e ] Lo | s
omm) \| min | m/min) | (min). | (mm/min)| (oiny. | mm/ming | (min | mmmin| - (min. | mm/min|(miny.|mm/min)| - minty.| mm/min) (rhiﬁ’f‘“)w (mm/min)
1.0 |60,000| 1,200 |60,000 1,200 {60,000 | 1,200 |60,000 850 60,000 720 48,000 500 32,000 | 300 — —
2.0 |47,800| 2,200 47,800 | 2,200 |47,800| 2,200 47,800 | 1,600 39,800 | 1,200 |31,800 900 15,900 | 400 — —
4.0 |23,900| 2,600 {23,900 | 2,600 23,900 | 2,600 |23,900| 1,900 19,900 | 1,400 {15,900 | 1,100 | 8,000 | 490 — —
6.0 |16,000| 2,700 |16,000 | 2,700 |16,000 | 2,700 |16,000| 2,000 |13,300| 1,500 {10,600 | 1,200 | 5,300 | 520 — —
8.0 12,000, 2,700 |12,000| 2,700 |12,000| 2,700 |12,000| 2,000 /10,000 | 1,500 | 8,000 1,200 | 4,000| 520 — —
10.0 9,600 | 2,700 | 9,600 | 2,700 | 9,600| 2,700 | 9,600 | 2,000 | 8,000| 1,500 | 6,400| 1,200 | 3,200| 520 — —
12.0 8,000 | 2,700 | 8,000| 2,700 | 8,000| 2,700 | 8,000 2,000 | 6,700| 1,500 | 5,300| 1,200 | 2,700 | 520 — —
16.0 6,000 | 2,200 | 6,000| 2,200 | 6,000 | 2,200 | 6,000 | 1,600 | 5,000| 1,200 | 4,000 | 900 | 2,000| 450 — —
20.0 4,800 | 2,000 | 4,800| 2,000 | 4,800 2,000 | 4,800| 1,400 | 4,000| 1,100 | 3,200 750 | 1,600| 380 — —
25.0 3,800 1,500 | 3,800| 1,500 | 3,800 1,500 | 3,800 1,100 | 3,200 900 | 2,500 600 | 1,300| 300 — —
B MES 1.5D. 1.00.
‘a 0.050, 0.02D,
IEIMI Grooving
( 56“~°°'2553“8HB> clen (25~85HRC) | (35~45HRC) | (49~55HRC) o et e
o £ IS [SDEN | OiSR | SDSK | DEaR | Z08¥ | OEEE [S0ER B 0w
{min | (mm/min) *lmm/min| (min') | mm/min| (min') | mm/min)| (min') | (mm/min)| (min’) | (mm/min) *lmm/min)| (min) | (mm/min)
24,000| 380 470 |24,000| 470 |21,000| 290 [14,500| 180 |10,500| 120 85 5,200 30
12,800 460 570 |12,800| 570 |12,000| 380 8,300 | 230 6,000 150 110 3,000 40
6,800 | 580 730 6,800 | 730 5,400 | 490 4,400 | 300 3,200 | 200 130 1,600 55
4,600 | 620 780 4,600 | 780 4,300 | 520 3,000 | 320 2,200| 210 160 1,100 65
3,400 | 620 780 3,400 | 780 3,200 | 520 2,200 | 320 1,600| 210 160 800 65
2,800 | 620 780 2,800 | 780 2,600 | 520 1,800 | 320 1,300 | 210 160 650 65
2,300 | 620 780 2,300| 780 2,200| 520 1,500 | 320 1,100| 210 160 550 65
1,700 | 520 560 1,700 | 560 1,600 | 420 1,100 | 280 800| 170 130 400 59)
1,350 | 480 600 1,350 | 600 1,300 | 380 900 | 260 650 | 150 110 320 50
. 1,000 | 380 450 1,000 | 450 1,000| 300 700| 200 500| 120 80 250 40
2f0a, 0.2Dc 0.5D¢ 0.2D 0.050, 0.2D,
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GSX MILL 4¥FH I /RE)V 4 Flutes Endmill

GSX40000S- 3D

—R %R ez Sl R e
a\ [ AN iy WA (9131 )
Caide| Steal | Stedl | St B e ekl o | Aoy | B ]
e J[olelelelelolol Tol0[0 B & % oD, | ¢ | 0, | L |oD,
GSX 40100S-3D [ ] 10| 3.0| 40| 40 4
4 Flutes 40200S-3D | ® | 20| 60| 7.0| 40| 4
. T 40300S-3D o 3.0| 9.0 10.5 50 6
] I W gI 40400S-3D ® | 40| 120|135| 50| 6
] — 40500S-3D [ ] 5.0 | 15.0 | 17.0 | 50 6
- ¢ GSX 40600S-3D [ ] 6.0 | 180 | — 50 6
DI S . 40700S-3D | ® | 70| 21.0|230| 70| 8
! 40800S-3D [ 80| 240 | — 70 8
w 41000S-3D ® | 100 | 30.0| — 90 | 10
e At mm) 41200S-3D () 12.0 | 36.0 | — 90 12
40+ -
e - pGeXac00083D GSX41600S-3D | ® | 160 480 — | 110 | 16
oD, B Tolerance P 42000S-3D 20.0 | 60.0| — | 120 | 20
2 OF | [FAEEER E) | STEESR #17& Grace ACF20
@mark : Standard Stocked item Blank : Made to order item
80 100 (&)
W REDSEHTT Endmil Identification
SIC) ® _ @ ®
miLsS I HE  AEHIIR AR
Series Code  No.of Flutes  Cutter Diameter  Cutting Edge  Cutting Edge Length
(s 1Y —T D=7 — sharp Comer
C:FvwvyaSY Rt wincash Land
. ]}E“,‘E‘tﬂﬁu%ﬁ Recommended Cutting Conditions
1. BE U217 S eI IE, BIMED D B REEDE LW - hL Y & SERLIEE N
For stable machmlng performance use rigid, high-precision machlnes and holders.
2 RSAMIMEART 7 IO &AL T e
Use air blowing when dry machining .
3. A7 VUM MEAEE. 5‘9 VETRENLT DEa IEVJ TvhCHIULTLEE L,
Use wet mach\mng for stainless steel, heat resistant alloy, and titanium alloy applications.
4. MIABICFTTODFELP T EDE I D CMIZEM L I 00U D BBEENBBEHEDET .
This tends to induce chattering in the early milling stages but may resolve after mMImg about 2 m. (\'?'
5. UUDNFRLET HHE(E TROOERRE XD REZE UEIGT NI UIAGEZ NI T EALES o
If wbraﬂon is a problem, reduce the spindle speed and feed rate indicated in the table below by the same ratlo or reduce the depth of cut @©
6. CIEADIEHRDLELRE I HER MR OE LEWSEF. REDERRE C CfEA< Yo _
If the machme cannot achieve the recommended spindle speed, please use the max. spindle speed ava\\ab\e ER D ER
ol
. ﬁ“ﬁﬂﬂl Surface Milling
R v e ey - o HE AT — = TWHas
=St Structural Steels (150~250HB) Cast Iron (25~35HRC) (35~45HRC) (45~B55HRC) SUSSO4 SUSS] 6 i
EIRETE | 20 2% | EHRES | XD R | CHnR | EDRR | DWSEf | EDRR | DR | %D 2 | DHas | 20 s | DHnE | XD R | CHRE | XDRs
D.(mm) Spindle Spee Feod Rato | SpindeSpeed | Feed Rate | SpindleSpsed | FeedRate | SpindleSpeed | FeedRate | Spindle Spesd | FeedRato | Spndlo Sped |  FeedRato | Spinde Speod | - Feed Rate _ | Spnde Speed | Feed Rate
(min")_|(mm/min)| (min") | (mm/min)| (min") | (mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min) | (mm/min)| (min) | mm/min)| (min") | (mm/min)
1.0 |18,500| 250 |18,500| 250 |18,500| 250 |17,000| 150 [11,500| 100 | 8,000 65 | 9,400 65 | 8,000 45
2.0 9,400 | 250 9,400 | 250 9,400 | 250 8,500 | 200 6,700 | 130 | 4,000 65 | 4,600 90 | 4,000 60
4.0 4,500 | 350 4,500 | 350 4,500 | 350 4,300 | 250 3,500 210 | 2,000 | 110 | 2,300 | 110 | 2,000 70
6.0 3,100 | 400 3,100 | 400 3,100 | 400 2,800 | 300 2,400 | 220 1,300 | 120 1,500 | 120 1,300 90
8.0 2,300| 380 2,300 | 380 2,300 | 380 2,100 | 300 1,800 220 950 | 120 1,100 | 120 900 90
10.0 1,800 | 350 1,800 | 350 1,800 | 350 1,700 | 300 1,400 | 220 700 | 120 900 | 120 800 90
12.0 1,500 | 350 1,500 | 350 1,500 | 350 1,400 | 300 1,200 | 220 650 | 110 750 | 120 650 90
16.0 1,100 | 300 1,100 | 300 1,100 | 300 1,000 | 240 900 | 190 480 90 550 | 100 490 70
20.0 900 | 280 900 | 280 900 | 280 850| 210 700| 170 400 80 440 90 400 60
# b 2.5D. 2.00¢
03 A oz eeion - 0.02Dc @3 LA E~08 R o3 and avove o8 3eow + 0.050; @8 LAE o8 anc avore : 0.07D; 0.01D0¢
;%’JI]I Grooving
I = PR G SEEES | G S . —. as
ETHIZA cona Structural Steels (150~250HB) Cast Iron (25~35HRC) s (45~B5HRC) |SUS304,8US316 oy
D s R LA kel o A TR o LIP30 A3 e s ke i L (B e Ll g L0 i ]t LA TR T 3O
S | Yt bl (e | ) o) ). n | o) o). e || G | () |
1.0 |18,500| 250 |18,500| 250 |18,500| 250 |17,000| 150 [11,500| 100 | 8,000 65 9,400 65 | 8,000 45
2.0 9,400 | 250 9,400 | 250 9,400 | 250 8,500 | 200 6,700 | 130 | 4,000 65 4,600 90 | 4,000 60
4.0 4,500 | 350 4,500 | 350 4,500 | 350 4,300 | 250 3,500 210 | 2,000 | 110 2,300 110 | 2,000 70
6.0 3,100 | 400 3,100 | 400 3,100 | 400 2,800 | 300 2,400| 220 | 1,300 | 120 1,500 | 120 1,300 90
8.0 2,300| 380 2,300| 380 2,300| 380 2,100| 300 1,800 | 220 950 | 120 1,100| 120 900 90
10.0 1,800 | 350 1,800 | 350 1,800 | 350 1,700 | 300 1,400 | 220 700 | 120 900 | 120 800 90
12.0 1,500 | 350 1,500 | 350 1,500 | 350 1,400 | 300 1,200| 220 650 | 110 750| 120 650 | 90
16.0 1,100 | 300 1,100 | 300 1,100 | 300 1,000 | 240 900 | 190 480 90 550 | 100 490 70
20.0 900 | 280 900 | 280 900 | 280 850| 210 700| 170 400 80 440 90 400 60
2 1.50,
€ o ‘ de 0.02D. DUR selow
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GSX MILL 48T /R=)V 4 Flutes Endmill

GSX40000C-3D

AR I R e
W | e o S e e s A% 7 P B (K ooy (847 © mm)
é} el I e ] o 1 Il Il o W= pr
) olololololol 61010 E % oD, | ¢ | 8, | L |eDs
GSX 40100C-3D [ ] 10| 3.0| 40| 40 4
4 Flutes 40150C-3D | ® | 15| 45| 55| 40| 4
— : _ = 40200C-3D | ®@ | 20| 60| 70| 40| 4
‘q}- %I % SwI 40250C-3D [ ) 25| 75| 85| 40 4
- S 40300C-3D [ ] 3.0| 9.0| 105 50 6
<—13,‘ GSX 40400C-3D [ ] 4.0 | 12.0 | 135 | 50 6
& . 40500C-3D | ® | 50| 150 | 170| 50 | 6
40600C-3D [ 6.0 | 180 | — 50 6
30 40800C-3D | ® | 80| 240| — | 70| 8
P o) 41000C-3D | ® | 10.0| 300 | — 90 | 10
40/ GS; C-
o o R GSX 41200C-3D | ® | 120 360 — | 90 | 12
2L, R Boewe | 4 41600C-3D | ® | 160|480 — | 110 | 16
mI—F 42000C-3D 200 | 600 | — | 120 | 20
O | REEER R | BTEER #1718 Grade ACF20
o 20 40 60 80 1000 @mark : Standard Stocked item Blank : Made to order item
B BBEDSEH T Endmill Identification
O @® ©® _® @ ©®
mRES I IR AEEHIR AR
Series Code  No.of Flutes  Cutter Diameter  Cutting Edge  Cutting Edge Length
(S 12— D=7 — sharp Comer
C:FvwyaSY Rt wincashLand
. mﬁwﬁ“%{# Recommended Cutting Conditions
1. RE U217 S fe (&, BIED D DIEEDE LW - hL Y & SER L EEN
For stable machlnmg performance use ri high-precision machmes and holders
2 RS MT DEART P IO A ER LT e
Use air blowing when dry machining
3. XT/I/Z%@ MESE. 5‘9 /ﬁ%’ébDIﬁ'%t}zmlgrjl v RTITZULTLEE L,
Use wet machining for stainless steel, heat resistant alloy, and titanium alloy applications.
4. MIABICFOTODFRELP T <EDEI D CMIZEM LI 00U D BMBEENBBEHHDET . A
This tends to induce chattering in the early milling stages but may resolve after m\ng about 2 m. ©
5. UUDNRET HEEE. Ti@@ﬁﬁéFtLDEF"a‘:H UEIGT RIS UhAHEZ NI TR IES o
If vibration is a problem, reduce the spindle speed and feed rate indicated in the table below by the same rano or reduce the depth of cut ©
6. CIBADERDLELRE D ’EHtJJﬁ FUICEULEVEEE Be0ERE T SfEA< Yo
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed ava\\ab\e 3. QDC
. ﬁUEﬂUI Surface Milling
BB v v = BEs a%il BES A : = THaE:
o S . B A§C%M‘ JS HHdpMJ - Hardened Steel Staiiess Steer FEYEE
BRI cona Structural Steels Q1 5Ojr~oé5NOHB) CastIron (25~o>85‘T4RC) "”E’%%;Zgh"ﬁb‘ “l (45~BbBHRC) |SUS304.5US316 R AL
CELEE | XDRE | QEREE | XD ERE | DEREE | XDRE | DELEE | XDRE | BEREE | XD ®RE | DR XDEE | DELEE | XDRE | BEInEE | XD®RE
Dc(mm) Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed eed Rate Spindle Speed Feed Rate
(min!) _|(mm/min)| (Min") _|(mm/min)| (Min") |(mm/min)| (min") |(mm/min)| (min") |[(mm/min)| (min") [(mm/min)| (min") [(mm/min)| (min") |(mm/min)
1.0 |21,000| 360 [21,000| 360 |21,000f 360 (19,000 220 |13,000| 140 | 9,000 9 10,500 90 | 9,000
2.0 |[10,500| 360 |10,500| 360 |10,500| 360 9,600 | 290 7,500 180 | 4,500 | 110 | 5,200 | 120 | 4,500 85
4.0 5,200 | 500 5,200 | 500 5,200 | 500 4,800| 370 4,000| 280 | 2,250 | 150 | 2,600 | 160 | 2,250 | 100
6.0 3,500 | 560 3,500 | 560 3,500 | 560 3,200 | 400 2,700 | 300 1,500 | 160 1,700 | 170 1,500 | 120
8.0 2,600 | 520 2,600 | 520 2,600 | 520 2,400 | 400 2,000 | 300 1,100 | 160 1,300 | 170 1,100 | 120
10.0 2,100 | 500 2,100 | 500 2,100 | 500 1,900 | 400 1,600 | 300 900 | 160 1,000 | 160 900 | 120
12.0 1,750 | 500 1,750 | 500 1,750 | 500 1,600 | 400 1,350 | 300 750 | 150 850 | 160 750 | 120
16.0 1,300 | 420 1,300 | 420 1,300 | 420 1,200 | 330 1,000 | 260 550 | 120 650 | 140 550 | 100
20.0 1,050 380 1,050 380 1,050 380 950 | 290 800 | 230 450 | 110 500 | 120 450 90
3] % 2.50; 2.0D,
" 8e |03 K7 o500+ 0.050; 03 DL ~08 K o5 00 oo 50on - 0.1Dg @8 BLE o5 200 s 0,150, 0.02D.
. 7%1“]1 Grooving
Bt work Meter v FRERA Gl uﬂgﬁ‘uﬂ BEA Jgi A
BV o - 9 O W 0 B MU W O B 7
B Cond Structural Steels (1 50‘2%”5&5'_“3) Cast Iron (25~0é58|i|RC) E"E’ée Ne ‘{_ﬁﬁe@ “l  (45~B5HRC) [SUS304.SUS316 IEE: ‘P‘ AH‘SC‘ Aoy
DECEE | R0EE | HimaE D RE | CInaE 2D EE | Dl | R0 R | Dimal | EDRE | Cnak | 2D EE | Dl | R0aE | DimeE | EDRE
D¢ (mm) Spindle Speed | ~ Feed Rate | Spindle Speed | = FeedRate | SpindleSpeed | ~ FeedRate | SpindleSpeed | =~ FeedRate | Spindle Speed | = Feed Rate | Spindie Speed | FeedRate | Spindle Speed | = Feed Rate | Spindle Speed | = Feed Rate
(min") [(mm/min)| (Min") [(mm/min)| (Min") [(mm/min)| (Min") [(mm/min)| (Min") [(mm/min)| (Min") [(mm/min)| (Min") [(mm/min){ (mMin') [(mm/min)
1.0 |16,600| 140 |16,600, 140 |16,600| 140 |15,500| 100 |10,500| 100 | 7,500 70 9,400 60 | 3,750 20
2.0 9,500 | 160 9,500 | 160 9,500 | 160 9,000 | 180 6,200 120 | 4,500 90 5,200 80 | 2,250 30
4.0 5,200 | 160 5,200 | 180 5,200 | 180 4,800 | 160 3,400| 110 | 2,200 65 2,600 70 1,250 25
6.0 3,500 | 160 3,500 | 200 3,500 | 200 3,200| 160 2,550 120 | 1,500 65 1,700 70 950 25
8.0 2,600 160 2,600 | 200 2,600| 200 2,400| 160 1,900, 120 | 1,100 65 1,300 70 700 25
10.0 2,100 | 160 2,100 | 200 2,100 | 200 1,900 | 160 1,500 120 900 65 1,000 70 550 25
12.0 1,750 | 160 1,750 | 200 1,750 | 200 1,600 | 160 1,250 120 750 65 850 70 450 25
16.0 1,300 | 160 1,300 | 200 1,300 | 200 1,200 160 950 | 120 550 65 650 70 350 25
20.0 1,050] 160 1,050] 200 1,050] 200 950| 160 750] 120 450 65 500 70 280 | 25
D 0.1Dc 0.2Dc 0.05D0¢ 0.1Dc
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GSX MILL 4¥FH I /RE)V 4 Flutes Endmill

GSX40000C-4D

—fR[FR | & [V %Eﬁ 277/ 7z o
PR T | e e )ﬁﬁ %17 e B (K soqy (847 : mm)
é} Come| e | Sy || pe s SRR AR | R e ] T | ey | RO T W E =
ey JOlelelelelelo] Telolo E I T® oD, | £ | 4 | L |eDs
GSX 40100C-4D [ ] 10| 40| 50| 40 4
4 Flutes 40150C-4D | ® | 15| 60| 7.0| 40| 4
— . 40200C-4D | ® | 20| 80| 90| 40| 4
D;I m éw 40250C-4D () 25| 10.0 | 11.0| 50 4
- S 40300C-4D [ ] 3.0 | 12.0| 135 | 50 6
. 2 . ‘ ‘ GSX 40400C-4D [ 4.0 | 16.0 | 175 | 50 6
b 40500C-4D | ® | 50(20.0|220| 60| 6
‘ 40600C-4D [ ) 6.0 | 240 | — 60 6
S 40800C-4D | ® | 80320 — | 8 | 8
Pt L 41000C-4D | ® | 10.0| 400 | — 90 | 10
40" GS; C-
oy S o e GSX 41200C-4D | ® | 120 480 — | 100 | 12
oD, B Bromwe | Lo ‘ \ 41600C-4D | ® | 16.0|640| — | 120 | 16
- 0 o 42000C-4D 200 80.0 — | 140 | 20
O | REEER | | FIEER #1%& Grade ACF20
o 20 40 60 80 1000 @mark : Standard Stocked item Blank : Made to order item
W REDSEHTT Endmil Identification
SIC) ® _ @ ®
miLsS I NE HEERAR IR
Series Code  No.of Flutes  Cutter Diameter  Cutting Edge  Cutting Edge Length
(S 1Y —T D=7 — sharp Comer
C:FvwvyaSY Rt wincash Land
. ?E",%Wﬁ']%ﬁ Recommended Cutting Conditions
1. RE U217 S fe (& BItED D B REEDE LW - hL Y & SERLIEEN
For stable machlnlng performance use ri high-precision machines and holders.
2 RS MTOBART P IO teH U < e,
Use air blowing when dry machining .
3. 7\7/&7\%@ =g 5‘5/ EZEMILITDHEAFITY FTINTLTLZEWL
Use wet machwng for stam\ess steel, heat resistant alloy, and titanium alloy applications
4. MIAHBICFOTOLFELPT <EDEI H CmIZEMTL I 5 E0UD D\ﬁ#ﬁ*ﬂétﬁ BHOHFT,
This tends to induce chattering in the early milling stages but may resolve after mMImg about 2 m.
5. UUDARET HIEEE. Ti‘%@lﬁlﬁﬁéfi‘tﬁbﬁfi‘”&ﬁ UEIGT RIS UhAHEZ NI TEALIZEL A
6 It wbratlon ‘[Sg}:a} roé)tr\nf_reduce the spindle speed and feed rate indicated in the table below by the same ratio, or reduce the depth of cut. @
Th\s serle:|s not recomnﬁeﬂded for grooving . . .
7. dﬁﬁﬁ@%W@@ﬁﬁgfﬁ‘b\%@ﬁﬁ]mx#[u_ ZUBEWEEIE RROERE CSERLEEW
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. 8o
. ﬁ“ﬁﬂﬂl Surface Milling
HREH Work Mteia FEYS s s Sk Bl SAEES |, BEASE 155 A S 2FVUREE ﬂﬁﬁﬁ-\’éﬁ
" § 1§S carb%%(ee‘ FC Ausog;sl}éle\ Tempe’r\e‘dASIée'H';!cF:Md Steel (4%T%S%|S_trac) Suségﬁssssﬁés] B HZ[%ﬁaﬁ/%)
FIHIERAF cona Structural Steels (150~250HB) Cast Iron (25~35HRC) (35~45HRC) , Ti Alloy
D Cetl | R2EF |EeEm|=DRE HRal | 20=F | Bnel 202 |Eesm | 2DEE Omek | 2D=F |BRek | 20E- [Eeer| =D
S | Yt bl (e | ) o) ). n | o) o). e || G | () |
1.0 9,000 | 140 9,000 | 140 9,000 | 140 7,000 80 6,500 60 4,500 40 5,400 40 | 4,500 40
2.0 4,500 | 140 4,500 | 140 4,500 140 3,500 | 100 3,200 80 2,300 59 2,700 55 | 2,300 40
4.0 2,250 | 200 2,250 | 200 2,250 | 200 1,750 | 120 1,600 | 100 1,200 60 1,350 50 1,200 35
6.0 1,500 | 250 1,500 | 250 1,500 | 250 1,150 | 160 1,050 | 140 800 65 900 45 800 35
8.0 1,100 220 1,100 | 220 1,100 | 220 850| 160 800, 130 600 65 660 45 600 35
10.0 900 | 210 900 | 210 900 | 210 700 | 140 650 | 120 460 65 540 45 460 35
12.0 750 | 200 750 | 200 750 | 200 580 | 140 520| 110 400 65 450| 45 400 | 35
16.0 550 | 170 550 | 170 550| 170 440| 120 400 95 300 55 330 45 300 35
20.0 450] 150 450] 150 450] 150 350| 100 320 80 240 50 270 45 240 35
25| % 3.50, 3.00,
€ o ‘ de| 03 K 03w 0.04D. @3 DA E~@8 FR o5 and above-o8 Below 0.08D; ©8 PUF o8 and avove - 0.1 D, 0.02D.
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GSX MILL BAlEI VRV Anti-vibration Endmill

(35£XNILA1CHJC)EE!5[)

é:!: C;fj JEZ]T 3@? 7;«% ﬁ% - ;?"S%% o iiﬁ {fﬁgﬁ %ﬁ% )@T‘é Cﬁj’% ;ijt CFRP - ZKHS Body (%LL . mm)
Carbide| Steel | Steel | Steel [seelli Stes\ [Resstantily] Iron Alloy | Al |,
= 0l0l6l6l6l0 (61010 2E E® oD, | 0 | 8 | L |eDs|
7 GSXVL 4020-25D | ® | 20| 5 | 65| 50| 4 2
4 Flutes 4030-2.5D o 3.0 8 9.5 50 6 Py
4040-2.5D o 40| 10 | 115 50 6
5 4050-2.5D | ® | 50| 13 |145| 60| 6 A
@ *Q'o 4060-25D | ® | 60| 15 | — 60 6
e GSXVL 4070-2.5D [ 70| 18 | 20.0| 70 8
4080-2.5D ([ 8.0 | 20 — 80 8
4090-2.5D ([ J 9.0 23 | 25.0 90 10 —
| 4100-2.5D ® | 100 | 25 — 90 10 3
(@D2) 849 (mm) 4110-2.5D () 11.0 28 | 30.5 90 12
29[ GSXVL4000-2.5D GSXVL 4120-25D | @ |[120| 30 | — | 90 | 12 L5
- 4140-25D | ® | 140 | 35 | 375| 110 | 16 %
43 4150-2.5D ([ 15.0 38 | 41.0| 110 16
(; ‘ ‘° 4160-25D | @ | 160 | 40 | — | 115 | 16
BUBese 3T o 20 40 60 &0 1000 4180-25D | ® | 18.0 | 45 | 48.0| 120 | 20
GSXVL 4200-2.5D ([ J 20.0 50 — 125 20 L
W 4250-2.5D ® | 250 /| 63 — 140 | 25 a
W BEDFRHTT Endmil Identification O - mEumE #1718 Grade ACF20 o
GSXVL 4 020 - 2.5D %
@ @ @ x
s M W] g
Series Code No. of Flutes Cutter Diameter Cutting Edge Length
ik
. mﬁﬂ]ﬁ“%{# Recommended Cutting Conditions I
1. ZF U L2417 S fe DT Bl DH DIEE DB W - 7L Y Z SERLIES 0. U
For stable machining performance use ri high-precision machines and holders.
2 [ TOEsR T I RRUT R g
2. Lo LAEMASS 702 eREMTISBAIT Y LTNTLTEY S
4. Z“Eﬂﬂ@%EW@@EEEED\T&%@J%UK#L& UIEW B E (3, S EEmRE T A < 120
If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available. 8e @DC
. ﬁ“ﬁﬂuI Surface Milling
TR o \| (150 ~ 250HB) (25~35HRC) (40~50 sus304.5Us316 '
B N| | e |NEhmetey et £ et ] ol L b 8 sl it (i e el £
° (min) (mm/min) (mln D) (mm/min) (min) (mm/min) (min™") (mm/min) (min) (mm/min)
2.0 13,000 1,000 | 10,000 800 8,000 700 10,000 580 5,000 200
4.0 9,600 1,200 8,000 | 1,000 6,000 800 5,500 650 3,000 230
6.0 6,800 1,500 5,600 | 1,200 4,200 900 3,800 680 2,100 240
8.0 5,200 1,600 4,400 | 1,300 3,200 950 2,800 650 1,600 250
10.0 4,200 1,500 3,500 | 1,200 2,600 800 2,300 600 1,300 210
12.0 3,500 1,400 3,000 | 1,200 2,200 700 1,900 550 1,100 180
14.0 3,000 1,200 2,600 | 1,100 1,800 600 1,600 500 900 150
16.0 2,700 1,100 2,200 | 1,000 1,600 600 1,400 480 760 130
18.0 2,400 1,000 2,000 900 1,400 570 1,300 450 680 120 Sy
20.0 2,200 900 1,700 800 1,200 550 1,100 400 600 100 G&i&'ﬁﬁi‘g?
25.0 1,700 680 1,400 630 1,000 450 890 310 480 82
| O 1.50,
| - 0.2D, | 0.050, | 0.1D, \ 0.05D,
. 5§7JI]I Grooving
c:ban‘é}ee' o Gz B : BEAS 7\33_ /Us ‘7\?@ Fovan
e\ (59-"S50) | (esiharRe) | Tb—souAG " | Susaasisaie
CELRE | XDRE | EEmRE | XDRE | OEHRE | XDRE | BmRE | XD&RE | OERE | XDRE
DC (mm) Sp\’\c\? Speed Feed ng Sp\nd\‘? Speed Feed Rate Snmz\? Speed Feed F?a‘.f:, Smntﬂc:, Speed Feed R;ﬂg hn\"(ﬂ? Speed Feed ng
(min?) | (mm/min) | (Min") | (mm/min) | (min?) | (mm/min) | (min") | (mm/min) | (min") | (mm/min)
2.0 13,000 750 | 10,000 550 8,400 500 6,500 300 4,000 140
4.0 8,200 800 6,000 600 5,200 500 4,000 330 2,000 130
6.0 6,100 1,100 4,000 600 3,500 580 2,700 350 1,350 150
8.0 4,600 1,000 3,000 580 2,600 570 2,000 330 1,000 140
10.0 3,600 1,000 2,400 550 2,100 510 1,600 200 800 130 ﬁﬁﬂ\%?ﬂ\ﬁ[%\ ﬁﬁ\/}/ebb‘/f NENS)
12.0 | 3,100 | 920 | 2,000 | 500 | 1,700 | 450 | 1,300 | 280 660 | 110 A GRS
14.0 2,600 750 1,700 450 1,500 400 1,100 250 570 100 [www.surﬁitodl.com/products/
16.0 2,300 670 1,500 420 1,300 350 1,000 230 500 90 cutting/endmills/gsx.html]
18.0 2,000 620 1,300 380 1,100 330 900 200 430 80 4 7\\”1 ?§*5>§ﬁ’|%$E%tDHUI§
200 | 1,900 | 600 | 1,200 | 360 | 1,000 | 320 800 | 180 380 | 70 S P BSXMILL =1 =4
25.0 1,500 470 1,000 300 790 250 640 140 300 55 ~Endmills>GSX MILL series
29 a, 1.0D, 0.2D, 0.50, 0.20,
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GSX MILL BhtRSIP AL YRE)V Anti-vibration Radius Endmill

GSXVL4000-R-2. 5D

é} Cﬂﬂ Cﬂﬂ e wmﬁ 5"?‘5%%65 l7a TiTn'i'Aﬁ K & ’ébf j% Vel ciia B A 500y (82417 : mm)
Soaies) Gthen | oy et g R o] S | by |Caager et 7
Olelolelelelo] [6lolo o E®oD| r | 0 | 0| L |eDs
&5 GSXVL 4030-R02-2.5D | ® | 3.0/ 02| 8| 95| 50| 6
4 Flutes 4030-R05-2.5D | @ | 3.0| 0.5 8| 95| 50| 6
GSXVL 4040-R02-25D | @ | 4.0/ 02| 10 115 50| 6
g1 T 4040-R05-2.5D| @ | 4.0/ 05| 10 (115 50| 6
e % bé«: 4040-R10-25D | @ | 40| 1.0 | 10 [11.5] 50 6
SRR S GSXVL 4050-R02-2.5D | @ | 5.0/ 0.2 | 13 |145| 60| 6
0 \ 4050-R05-2.5D | ® | 5.0| 0.5 | 13 [145| 60| 6
roe 0, 4050-R10-2.5D | @ | 5.0/ 1.0 | 13 [145| 60| 6
L | GSXVL 4060-R03-25D| @ | 6.0/ 03| 15| — | 60| 6
(D) 841 (mm) 4060-R05-2.5D | @ | 6.0/ 05| 15| — | 60 6
40| GSXVL4000-R-2.5D 4060-R10-2.5D| @ | 6.0/ 1.0 | 15| — | 60| 6
- — o1 4060-R15-2.5D| @ | 6.0/ 15| 15| — | 60| 6
43°; l—r GSXVL 4080-R03-2.5D | ® | 80| 0.3 | 20 | — | 80| 8
10 4080-R05-2.5D| @ | 8.0/ 05| 20| — | 80| 8
RUNA i o 20 40 60 80 100 (9 4080-R10-2.5D | @ 8.0/1.0| 20 | — 80 8
4080-R15-25D| @ | 80/15| 20| — | 80| 8
4080-R20-25D | @ | 80/2.0| 20| — | 80| 8
B BBDETFTT namil dentiicaton GSXVL 4100-R03-25D | @ [10.0/ 0.3 | 25 | — | 90| 10
GSXVL 4 030 - R02 - 2 5D 4100-R05-2.5D | ® [10.0 05| 25 | — | 90 | 10
- L 4100-R10-2.5D | @ [10.0| 1.0 | 25 | — | 90 | 10
O ® O w 4100-R15-2.5D | ® (10.0/ 1.5 | 25 | — | 90 | 10
mRES B BE 0 d-F—Er | IR 4100-R20-2.5D | ® |10.0/2.0| 25 | — | 90| 10
GSXVL 4120-R05-2.5D | @ 120/ 05| 30 | — | 90| 12
4120-R10-2.5D | @ (120 1.0| 30 | — | 90 | 12
4120-R15-2.5D | @ [12.0/ 15|30 | — | 90 | 12
4120-R20-2.5D | @ [12.0/ 2.0 | 30 | — | 90 | 12
4120-R30-2.5D | @ [12.0{3.0 | 30 | — | 90 | 12
GSXVL 4160-R10-2.5D | @ [16.0| 1.0 | 40 | — [115 | 16
4160-R15-2.5D | @ [16.0| 1.5 | 40 | — [115 | 16
4160-R20-2.5D | @ (16.0/ 2.0 | 40 | — [115 | 16
4160-R30-2.5D | @ [(16.0/ 3.0 | 40 | — |[115| 16
GSXVL 4200-R10-2.5D | @ |20.0/ 1.0 | 50 | — |125| 20
4200-R15-2.5D | @ [20.0/ 1.5| 50 | — [125 | 20
4200-R20-2.5D | @ [20.0| 2.0 | 50 | — [125 | 20
4200-R30-2.5D | @ [20.0| 3.0 | 50 | — [125 | 20
A7) GSXVL 4250-R10-2.5D | ® |25.0| 1.0 | 63 | — |140 | 25
2 4250-R15-2.5D | @ [25.0| 1.5 | 63 | — [140 | 25
e 4250-R20-2.5D | @ |25.0/ 2.0 | 63 | — [140 | 25
& 4250-R30-2.5D| @ [25.0/ 3.0 | 63 | — [140 | 25
O] : EEEER #%& crade ACF20
@mark : Standard Stocked item
| %Jfét Zld—cf—ﬂiféra).%ﬁafeb‘d s
iameter an orner Radius Selection Range
D. |r0.2|r0.3{r0.5|r1.0|r1.5 rE.O r3.0 G[Gss’x(vﬂ’ﬁi";?
3| @ o _
04| @ ( BN J =
05 . . . |-—: A
08 ® &6 6 0 o
?10 [ AN BN BN BN J
012 [ AN BN AN BN )
?16 ® 6 0 o
020 [ AN BN AN J
025 ® 6 06 o
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Download the regrinding procedure from our website.

[www.sumitool.com/products/

cutting/endmills/gsx.html]

@ by IR—I>SHRIFER>VHEITE

>T Y RZ)L>GSX MILL =X

@Top page>Product information>Cutting tools
>Endmills>GSX MILL series




. ;ﬁ?&ﬂ]ﬁu%{# Recommended Cutting Conditions
- RE UM TAEAT S 128 IC I3 IS DR DB W LS Z SRR < f2E L

For stable machlnmg performance use rigid, high-precision machines and holders.

. RSAMIOBEIFTIT T FRLTLEE L,

Use air blowmg when dry machmm

L AT VU G E. ?9/ ESEMNLIBBEEITY FTIMTULTLEE

Use wet machining for stainless steel, heat resistant alloy, and titanium alloy applications.

. CEFROBROOELEE D HETHIRACE LEVEEE . SeLEnRE T dﬁﬁﬁ N /aray

If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed available.

JSCOI'\J—‘

. LE\IJE’][II Surface Milling

% ‘.m A B | S
(1 5O 250HB) (25~35HF(C) (40~5OHRC)
(m|n‘) (mm/min) (mln ) (mm/mln) (mln‘) (mm/mln) (mln ) (mm/mln) (mln‘) (mm/mln)
13,000 1,000 | 10,000 800 8,000 700 10,000 580 5,000 200
9,600 1,200 8,000 | 1,000 6,000 800 5,500 650 3,000 230
6,800 1,500 5,600 | 1,200 4,200 900 3,800 680 2,100 240
5,200 1,600 4,400 | 1,300 3,200 950 2,800 650 1,600 250
4,200 1,500 3,500 | 1,200 2,600 800 2,300 600 1,300 210
3,500 1,400 3,000 | 1,200 2,200 700 1,900 550 1,100 180
3,000 1,200 2,600 | 1,100 1,800 600 1,600 500 900 150
2,700 1,100 2,200 | 1,000 1,600 600 1,400 480 760 130
2,400 1,000 2,000 900 1,400 570 1,300 450 680 120
2,200 900 1,700 800 1,200 550 1,100 400 600 100
1,700 680 1,400 630 1,000 450 890 310 480 82
1.5D,
0.2D, | 0.050, | 0.10, 0.05D0,
. 5%7."]:[ Grooving
Ml o \| (150 ~ 250HB) (25~35HRC) o sbiRe ™ | sus3tasisate ’
° (min) (mm/mln) (min) (mm/mln) (min) (mm/mln) (min™") (mm/min) (min) (mm/mln)
2.0 | 13,000 750 | 10,000 550 8,400 500 6,500 300 4,000 140
4.0 8,200 800 6,000 600 5,200 500 4,000 330 2,000 130
6.0 6,100 | 1,100 | 4,000 600 3,500 580 2,700 350 1,350 150
8.0 4,600 1,000 3,000 580 2,600 570 2,000 330 1,000 140
10.0 3,600 1,000 2,400 550 2,100 510 1,600 200 800 130
12.0 3,100 920 2,000 500 1,700 450 1,300 280 660 110
14.0 2,600 750 1,700 450 1,500 400 1,100 250 570 100
16.0 2,300 670 1,500 420 1,300 350 1,000 230 500 90
18.0 2,000 620 | 1,300 380 1,100 330 900 200 430 80
20.0 1,900 600 1,200 360 1,000 320 800 180 380 70
25.0 1,500 470 1,000 300 790 250 640 140 300 55
=3 a, 1.0D, 0.2D, 0.5D, 0.2D,
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GSX MILL =)L YRE)) Balnose Endmil Badks?w;[j

B ZF o0y (B4 : mm)
F
B o e ] M LS LT e Gl S| A oD £ | & | L |aD,
gaurabl‘%de Csa(vbu‘n él\eue»‘ o . ﬁﬁgg(%%o egf‘rss Mgu 5 wwrzﬁﬂ ?gs” ilua;l Aﬁnev Gv;pm‘e GSXB 20020 . 020 04 0.6 0.8 50 4
] olololo|e]o] ©|0]|0 20030 | © 030, 06| 09| 12| 50 4
2 e 20050 | ® | 050 10| 15| 20| 50 | 4
o 2 Flutes 20075 | ® | 0.75| 15| 25| 30| 50 4
20100 | © 1.00] 20| 3.0] 4.0 60 6
b i GSXB20125 | ® | 1.25| 25| 40| 50| 60| 6
o\ 20150 | © 150 3.0 4.5 6.0 60 6
=5 20200 | ® | 200 40| 60| 80| 70| 6
%]: Ty ‘ 20250 | © 250, 5.0 75| 10.0 80 6
— p ST | EFTH) 20300 | © 3.000 60| 90| — 80 6
D L GSXB 20350 | @ 3.50| 7.0 11.0 | 20.0 90 8
3 oo oo 20400 | ® | 400 80| 120| — | 9| 8
M 40 GSXB20000 20500 | © 5.00) 10.0 | 150 | — 100 10
I a0, 20600 | ® | 6.00| 120 | 180 | — | 110 | 12
b % 20 20700 | ® | 7.00| 14.0 | 21.0 | 38.0| 110 | 16
10 GSXB 20800 | ®@ | 8.00| 16.0 | 240 | — | 140 | 16
AU i 20900 | ® | 9.00| 18.0 | 27.0 | 50.0 | 140 | 20
21000 | ® (10.00| 20.0 | 30.0 | — 160 20
— ] 21250 12.50| 25.0 | 38.0 | — 180 | 25
Endmill Identification
5 EEBOFHTT coonil denticato O6 TEES Ml iR 178 crage ACF20
mark : Standard Stocked item Blank : Made to order item
x GSXB 2 0020 —
b3 o 2
EES g 1—F—R
Series Code No. of Flutes Corner R
. ﬁﬁtﬂﬁu%#': Recommended Cutting Conditions
(N T =T PEMIC R DIREIPRENFLET D E T RICIH U TUHISRHZZE %b?@i Yo QT % -
If cutting noise and vibration are present, please reduce the cutting conditions accordingl (W]
@) IR DR DR EE R IR A (OB LN B S & B B e T < e
ﬂ_.\. . R 7J|]I Fadiue Viling If the machine cannot achieve the recommended spindle speed, please use the max. spindle speed ava\\ab\e L Df
| BBIVBS v vatora BERA - Sl BUSREE - Eredll —iRk 27 YU
“/ W (25H RC L\/{—F) (5OHRC L\/{—F) Coated cﬁ%ﬁ%m Iron St?;ezéée\ T\%{Jy
R, [EEREES EDEE [EFREES EDEE [EFREIES D EE [EEREES EDEE
£ Rmm) “miny (mm/min) “min) (mm/min) (min) (mm/min) “miny (mm/min)
3 0.20 50,000 2,100 35,000 1,150 50,000 2,100 50,000 1,750
© 0.30 50,000 2,500 35,000 1 ,350 50,000 2,500 50,000 2,1 00
0.50 50,000 3,000 35,000 1,600 50,000 3,000 50,000 2,500
0.75 35,000 3,000 24,000 1,650 35,000 3,200 34,000 2,500
1.00 27,500 3,000 19,000 1,700 35,000 3,900 26,000 2,500
1.25 22,500 3,000 15,500 1,700 28,000 3,900 21,000 2,500
1.50 19,000 3,000 13,000 1,700 24,000 3,900 17,500 2,500
2.00 17,000 3,800 12,000 2,100 20,000 4,100 15,000 2,700
2.50 15,500 4,300 11,000 2,200 18,000 4,600 12,000 2,500
3.00 14,000 4,700 10,500 2,500 16,500 5,300 10,500 2,500
3.50 12,500 4,200 9,000 2,100 14,000 4,500 9,000 2,200
4.00 11,000 3,500 7,900 1,900 12,500 4,000 7,800 1,900
5.00 9,000 2,800 6,300 1,500 10,500 3,300 6,300 1,500
6.00 7,500 2,400 5,200 1,250 8,700 2,800 5,200 1,250
7.00 6,400 2,100 4,500 1,100 7,400 2,400 4,500 1,100
8.00 5,600 1,800 3,900 950 6,500 2,100 3,900 950
9.00 5,000 1,600 3,500 850 5,800 1,900 3,500 850
10.00 4,500 1,450 3,100 750 5,200 1,700 3,150 750
12.50 3,600 1,150 2,500 600 4,200 1,350 2,500 600
EAEIAG | b 0.02Dc 0.02D 0.02D 0.02Dc
siandard Dspiiotout | Dy 0.05Dc 0.05D¢ 0.05D0¢ 0.05D¢

QZE[CHBEVVEL DI
O ERDYID < THTE LT D R U0 < Fhihit
ENBTENBOFIDT, BRDN\—PREAHRE
DRABEEFEAL. B - Bk HHTREL T,

O (EMTTEZR O D AR EN S5

O FHNWINNZR 2 CVBehERWVIC TER L fZE L)

RAVZIBEX I D CTHERSFAHOFHEN T CEALIEE

IEEME\

© KA DUIHIRZ CEAICIEDIBEE
BEEHNEEZRET DIFEDNHRZHBUCIRE.
KKC<NLNBTEFRELIZE LY

AN

® \ery hot or lengthy chips may be discharged while the
machine is in operation Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

in breakages or projectiles. Therefore, please use the
recommended conditions

® Please handle with care as this product has sharp edges
® Improper cutting conditions or mis-handling of the tool may result

tool within its

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
extinguisher is placed near the machine

O EREK[TENRINSAL

IN—RX5)LEEEER

Sumitomo Electric Industries, Ltd.
Hardmetal Division

Global Marketing Department ~ 1-1-1, Koyakita, [tami, Hyogo 664-0016, Japan
NAGOYA
EEEETD §7E%7)-7 8(03)6406-2635 LhEEEY—T BOE555558 1 =n
FRmiRJ -7 B(03)6406-2636 &AEMHYI—7 B(052)963-2880
& FRETY-ILRyMMRERE

EED 77 8(0364062814 2 B(05212096285 ARk B(06)6221-3900
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http://www.sumitool.com /-
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