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Realize stable milling by wave type nicks

It reduces cut resistance and raises strength by
optimization of nicks pitch.
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Long tool life in a smoothing coat

Smoothing coat and micro grain carbide improve
wear resistance.
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Optimum to rough radius shape milling
High efficiency of radius shape milling and contour
milling and reduction of finish allowances.
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Comparison of wear in grooving Comparison of wear in side milling
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GSRE-R Competitor
GSMILL 571> 95 IT R fttan YIHIRA 2m7% DS E kL TEERE
GSRE-R Competitor Wear

fEATE : ¢6 R1 #HI#f 1 SKD11(210HB) fEFATE : 10 R1 #Hl# : SKD11(210HB)
Tool Work Material Tool Work Material
BIHIEE : 60m/min YIHRE : T7 70— BIHIEE : 60m/min LIEHE : 770
Cutting Speed Cutting Fluid Air Blow Cutting Speed Cutting Fluid Air Blow

YEVEFE © 380mm/min - HIHIES : 5m 3%V)EE © 380mm/min PHEIRE - 12m
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CODE 2 L d Price CODE D r 2 L d Price

GSRE4060SF-R05 05 | 13 | 50 12,960 GSRE4120SF-R20 12 | 2 26 75 | 12 | 19,800

6 6
GSRE4060SF-R10 6 | 1 13 | 50 6 | 12,960 GSRE4160SF-R20 16 | 2 32 90 | 16 | 32,280
8 8

GSRE4080SF-R05 05 | 19 60 15,120 GSRE4160SF-R25 16 | 25 | 32 90 | 16 | 32,280

GSRE4080SF-R10 8 | 1 19 60 8 | 15,120 GSRE4160SF-R30 16 | 3 32 90 | 16 | 32,280

GSRE4100SF-R10 10 | 1 22 70 10 | 17,160 GSRE4160SF-R40 16 | 4 32 90 | 16 | 32,280

GSRE4100SF-R15 10 | 15 | 22 | 70 10 | 17,160 GSRE4200SF-R25 20 | 25 | 38 | 100 | 20 | 48,000

GSRE4100SF-R20 10 | 2 22 | 70 10 | 17,160 GSRE4200SF-R30 20 | 3 38 | 100 | 20 | 48,000

GSRE4120SF-R10 12 | 1 26 | 75 12 | 19,800 GSRE4200SF-R40 20 | 4 38 | 100 | 20 | 48,000

GSRE4120SF-R15 12 1.5 26 75 12 | 19,800 | #H@er&sE : £0.05mm  Jv U@EFEE h6  LULA 1 40°

Tolerance Tolerance of Shank Dia. Helix Angle

HEEYHIZEE B@EmIMI standard Milling Conditions.”Side Milling
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lork Material SS.SC Cast Irons SCM.NAK.HPM Hardened Steels Stainless Steels Nickel Alloys, Titanium Alloys Side Milling
W (150~250HB) FC,FCD (25~35HRC) (45~50HRC) SUS304,316 (20~45HRC)
iling]Copditions [EER%Y EEE EE=E EEE (Bl e XVHRE [EI] e KEE EE=L EEE (Bl e RUEE
S Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min”' mm/min min~' mm/min min~! mm/min min~' mm/min min”' mm/min min~' mm/min
6 4800 1200 5800 1500 3200 380 2600 400 5300 250 1600 100
8 3600 1200 | 4500 1500 2400 380 2000 400 4000 250 1250 100
10 2800 1200 | 3500 1500 1900 380 1600 400 3200 250 1000 100
12 2400 1200 | 2900 1500 1600 380 1300 400 2600 250 800 100
16 1800 900 | 2200 1100 1200 360 1000 360 2000 210 600 90
20 1400 700 1700 850 850 340 800 300 1600 150 500 80
fEMT |2 1.5D
Side Milling| ge 0.5D | 0.3D

Eﬁtﬂﬁu%ﬁ:/:gﬂﬂl Standard Milling Conditions.”Grooving
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Work Material SS SG Cast Irons SCM,NAK,HPM Hardened Steels Stainless Steels Nickel Alloys,Titanium Alloys Grooving
W (150~250HB) FC,FCD (25~35HRC) (45~50HRC) SUS304,316 (20~45HRC)
pilinelCondion EIE KR E [EE KR E Bk BRIRE [EIE KR E [EE KR E [EIE-4 KR E
H4Z Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min~' mm/min min~! mm/min min~! mm/min min~' mm/min min~’ mm/min min~! mm/min
6 3600 900 4300 1100 2400 300 1700 260 4200 250 1100 65
8 2700 900 3400 1100 1800 300 1350 260 3200 250 800 65
10 2100 900 2600 1100 1400 300 1100 260 2500 250 650 65
12 1800 900 2200 1100 1200 300 900 260 2100 250 550 65
16 1350 700 1650 850 900 280 700 240 1600 210 400 60
20 1050 520 1350 700 700 260 550 220 1250 170 300 55
AL | ap 1.0D 0.3D 0.5D 0.3D
1. RELAMNIEFTH /28, BItED S MR - RILE —E(ERLTEE N, 1. Use highly rigid machining center and holder.
2. RSMIT (T 770-) R LET L. AT UL, BA L. F2A8% 2. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
T 2SRRI TN CINIU TS, 3. In case of contour milling, please reduce feed rate from the value in the chart.
3. Ky (H1) DA ICIEE ) EREEROEL) T TS, When diameter is under 10mm, it makes 25% of values in the chart.
SAEH 1 0mmE B IEEDEND25%. 10mmlE IFEDED20%IL TS, When it is above 10mm, it makes 20% of values in the chart. Ry IT
f;fi’b\tﬂU<fﬁ"IT—ltM—5‘/\HZJ:aTbulﬁﬁi&b‘ég%tili%%?}ﬂﬁé& However, when horizontal machining center it is used, it does not apply. Contour milling
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