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Suitable from rough milling to semi-finish milling.
High-definition semi-finish milling of surface
roughness Rz10um.
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Realize high efficiency milling in small spindle
machining center.

Low cutting force with the best nick form design.
It has the milling that is high efficiency in high
depth of cut with small spindle machining center.
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Long time stability milling

It is superior to lubricity and oxidation resistance
by new GS coating, and reduces nick damage,
and realize high-definition milling of a long time.
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Comparison of cutting force Comparison of surface roughness EP&J:CZ%ﬁ}tﬂJHIE

GS MILL NE— Rz 5.3um

GS MILL HEAVY
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Carbide Roughing End Mill
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Cutting Force

TITE‘:ZOHW r ! _‘E &
DM © 80m/min "-fr [ 9 !‘

Cutting Speed
GS MILLANE— BEXIITIRINAKH VR 1 255mm/min OT - 5
GS MILL HEAVY Carbide Square End Mill 4 Flutes Feed N7 f T e ‘.-' 'l.
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Work Chip in GS MILL HEAVY



#A1

D ea |

£>)

1/
S MILL AE—

MILL HEAVY

PIHER A /N SCEBT—/N30E THS

r=) Be:

. Pt EFMIICREE

Suitable for high efficiency and semi-finishing
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Because cutting force is small, the #30 taper spindle machining center use is possible.
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CODE D 2 L C d Stock CODE D 2 L C d Stock
GSHV4060SF 6 13 50 0.3 6 o GSHV4120SF | 12 26 75 0.6 12 (
GSHV4080SF 8 19 60 0.4 8 o GSHV4160SF | 16 32 90 0.8 16 (]
GSHV4100SF | 10 22 70 0.5 10 o GSHV4200SF | 20 38 100 20 ([
A7 SHEFFAE 1 0~—0.030mm
4 flutes Tolerance
v UERHRE (h6 wlhaA :40°
Tolerance of Shank Dia. Helix angle
ERYEIEMS BEMI Standard Milling Condition.”Side Milling
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Miling Conditions | IR %Y XEE ElER KEE EE=L EEE EE=E EEE EERE RUEE Bl e XVHRE
HH4E 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 800 5300 890 4200 510 2700 290 3200 230 1600 110
8 3600 800 4000 890 3200 510 2000 290 2400 230 1200 110
10 2800 800 3200 890 2500 510 1600 290 1900 230 950 110 o
ENTOBE
12 2400 800 2700 890 2100 510 1300 290 1600 230 800 110 Grooving
16 1800 740 2000 830 1600 460 1000 250 1200 190 600 100
20 1400 700 1600 780 1300 410 800 220 950 150 480 80
RIEMNT | ae 1.5D 1.0D 1.5D 1.0D
Side Milling| ge 0.3D 0.2D 0.2D 0.1D
BIEINT ap 1.0D 0.6D 1.0D 0.6D
Side Milling| ae 0.05D 0.03D 0.01D 0.02D 0.01D
X1 8T —/BOFDEIBEERLIBEDIAA R,
4 t Az @ . L. . It is depth of the cut when it used the #30 taper spindle machining center.
EZEYIHISEM BII standard Milling Condition,”Grooving
A Strucﬁ’a‘?ﬁsteﬁbarbon Steels 4 Algﬁgs‘.ge‘:ér\d;t;/sfe\s BEAH Zf"/l/;(ﬂ e, F2ad
Work Material SS,SC Cast Irons AK.HPM Hardened Steels Stainless Steels Nickel Alloys, Titanium Alloys
s 150~250HB FC,FCD 55-~35HRC 45~50HRC SUS304,316 0~45HRC
7K
Miling Conditions - [ %4 BRURE [EEresd BRIV E [EIEe PRV E EER% BRIV E [EIEesd BRURE Bk e KR E
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 3700 620 4200 710 3200 380 1900 200 2700 190 1100 80
8 2800 620 3200 710 2400 380 1400 200 2000 190 800 80
10 2200 620 2600 710 1900 380 1100 200 1600 190 650 80
12 1900 620 2100 710 1600 380 900 200 1300 190 550 80
16 1400 580 1600 660 1200 340 700 180 1000 160 400 60
20 1100 540 1300 620 950 300 550 160 800 130 320 50
AL | ap 0.7D 0.2D 0.3D 0.2D
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Use highly rigid machining center.
Grooving is not recommended use in #30 taper spindle machining center.

Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
Adjust milling condition when unusual vibration, different sound occur by cutting.
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R H A3z 1t (03)556856285 R H A X #t (062) 769-6816 78 H 4 3z #f (06) 6748-1952 REAERLYI—
JumaE2epr (011) 782-0006 5 B 37 5 (053)454-4160 HREHESZE (086) 244- OOOE AEERATYS—
Rt = Pr (024)991-4511
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ERE S (Oversea Div.) +81-3-5568-5241

URL http://www.nachi-fujikoshi.co.jp
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