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Excellent deflecting strength and thermal shock resistance to adopt micro grain carbide. 100 [~ §
It improves reliability in wet milling of soft materials. 50 [ V
Excellent heat resistance and wear resistance to adopt new GSX coat.
It is long tool life in a wide milling area. L L L L L
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#HEIFDOFES  HRC
i e Hardness of work material
I ﬁﬁg*j%lﬁlﬁmﬁ“ High speed milling hardened materials
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150 RARA 0 ﬁaﬁk < :‘;DH”ESE -300m/min The new GSX is a multi-layered Al-Cr-Ti alloy coating
%) ‘\ung == Improved heat and wear resistance support
. 15 R EFEE 15} ®)RE 1 2700mm/min high-speed dry milling of very hard materials
g Localized flank Feed Plus, chip ejection is also great.
< 100 YhAA#E ap=10mm
§ Depth of Cut de=0.2mm
" s #HIt  1SKD61(53HRC)
e g - Work Material
o sl HlEE T7I0-
‘; Cutting Fluid ~ Air blow
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Chipping

{ER#H #tEIM/C BT30
Machine
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4&” IE” b'-l: j bbuI Four cutting edges handle milling grooves and then contour milling without stopping

Oxidation onset temperature

GSX MILLIZ4 T CHEMIHERETT
YT B M BED BV Windmil EBFZR TR L—XBEMNT

GSX MILL can mill grooves even with four cutting edges.
It can smoothly shift from groove to pocket milling with its windmill
shape that provides great chip ejection.

Windmil &R K1
KELETLVATY KRR

Windmill flute shape has excellent cutting
edges set at a big cutting angle.

SEESEABF conventional

Windmill: /&2
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GSX4C-1D PIEIESE

Milling Condition

GSX4C-1DIFEE T EFITIC

RO LEREE
=5 el i Al . -2y a8 : -
REREEOT ETIMTICHKE I $6 GSX4C-1D
GSX4C-1D has extremely accurate milling to finish HIHIEE :150m/min
bottom surfaces. 1545180.050mm A S EEBET BMIMK  Cuting Speed 8000min-"
Perfect for high-speed high-performance finishing work. 3 Accuracy to reproduce specified values EVEE  :840mm/min
Feed
$)1)5A%  :ap=0.05mm
3K & Depth of Cut 2e=3mm
© Ra 0.067um | #¥l#t  :S50C
@ 0.001mm Rz 0.507um Work Material
= IR A
o Cutting Fluid Water soluble
B

I #"" S :'. I~ Tﬁa¥®m9"“}t‘“/7ﬁ Gash land provides superior chipping resistance

T TR GSX MILLIEX vy 2T RET
S il EEle 7 — R JTyMIITHMFvES JTiEE FiE
ENTE 9;537 Work A=F D RIFIL TR E RCRER
GSX MILL gash land has great chipping resistance when milling grooves and wet milling.

Corner shape prevents chipping for the Iong term.
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s I N { Milling Condition
v TE  :¢6GSX4C-25D
[} Tool
(O) HIELERE :80m/min — T
Cutting Speed
. YEVEE  :600mm/min FruiaZoR
Feed Gash land
o 1iAd  :ap=3mm BRYBEFUCBETI028B LS,
B Depth of Cut 5e=6mm FBF Y BREME EFIIICIE . v —T3—F
£ At :S50C 0)G¢SX4P-245D\GSX2P-2.5D EHFEV
o Work Material <&V, g
UE fDFﬂJE :600mm See pages 7 and 10 for amount of —
H Milling Length corner remaining. — 003
\-@_ Use the sharp corners on the .
GSX4P-2.5D and GSX2P-2.5D for

finishing side surfaces. (B f:mm)

I GSX M I LLG‘y h‘:ﬁ b‘ éiﬁl\gﬁbul GSX MILL SLOT cuts holes and then cuts grooves without stopping

F')')??h‘éﬁb“yh'\ﬁﬁbﬂl 3$E(7)31&3] Three flutes
GIEIERO TR /IS TS THBBEENT Ay MBI
IR EBIM 75> T MITHOTIR U BIME ’ (Crovzs ) (azsu2s )

Continuous operation from drilling to pocket milling.

Small cutting resistance deformation for high performance milling on

even small machines.

Minimize chatter marks and burrs even for thin plates, low-rigidity
materials, and weak clamp milling.

GSXSLT-1.5D

I‘U Eé@ttﬂ Comparison of burr height :I—ﬂ'lgiﬁﬂ'.ﬂ Comparison of abrasion
Sl I e R IS

S$S400 Milling Condition

0.16 [----- - P - - -- 30mm X 280 &ML TE 110 GSXSLT-1.5D
Tool

YIHIEE :88m/min

Cutting Speed

RVRE  160mm/min(KUY>%)
””””” Feed 540mm/min(GE&HN L)

NUEEH
1/3L4°F

BFRE 5mm

Depth of Cut

/ 005 p—f e e WA :SS400

Work Material

hou L e:b= N S 3
Cutting Fluid ~ Water soluble

GSX MILL ZEvh At GSX MILL ZEvh 4t TIHIR  :30mmx280i&
GSX MILL SLOT Competitor GSX MILL SLOT Competitor Milling Length
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I) _Zﬁmi Configuration table

N“mw N 4& E 3& E _
& Four Flutes Three Flutes
Cutting edge length
GSX4C-1D
GSX4C-1.5D GSX2C-1.5D GSX3C-1.5D GSXSLT-1.5D
GSX4C-2D GSX2C-2D GSX3C-2D (GSSLT)
GSX4C-2.5D GSX2C-2.5D
GSX4P-2.5D GSX2P-2.5D
T sy — — - -
GSX4C-3D GSX2C-3D
GSX4C-4D GSX2C-4D
i Ky b i K |~ R |~
Ce147 @ mt’ @ @ bDI/ @ 3&&” @ mr’
C Type @ fEGIIT @ fE T @ f E AT @
AE B [+ + 70T A& HE T H250T
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ERIE R LTI AR TS T | ECHASEAZMIICELE T AT 2T DR B EH BUET iﬁﬂ]ﬁll'/\ﬂ)iig%buﬂa%ﬁ
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WA REEE cocoion cren

@D sacd @D ELEs

?EEIJH Work Material
WERE | 7L | BES . 27 LR | fE S, 73
maa—f | oA pxE | ae@ || 4128 e @ |Fohs| #% |Zonse| Wed

Code SL:;‘I": Carbon Steels| Alloy Steels | Pre-hardened | Hardened Hardened Steels Stainless Nickel Alloys, Cast Irons Aluminum | Copper Alloys

Steels Steels Steels Titanium Alloys Alloys
ss S45C SCM NAK 30~ 45~ 55 60~ SUS304 FC ALAC Cu
S55C SCR 45HRC | 55HRC | 60HRC | 65HRC | SUS316 FCD ADC
asx o]0 o0 0|0 o O o | O] O




GSX4C-1D

GSX MILL ~FER YIRS

i S HE | AR | &R |Dr08| BEMK
CODE Dc 4 L Ds Price
GSX MILL 423 1D Four Flutes 1D ri
GSX40450C-1D 4.5 45| 50 6 6,280
GSX40500C-1D 5 5 50 6 3,500
GSX40600C-1D 6 6 50 6 3,800
\ GSX40700C-1D 7 7 60 8 8,900
oDo| N 1= - }» } GSX40800C-1D 8 8 60 8 5,900
SSSSY
P = #Ds GSX40900C-1D 9 9 70 10 9,980
L GSX41000C-1D 10 10 70 10 7,800
LISTO180 st (uni w GSX41200C-1D 12 12 75 12 9,800
AL (Unit) :mm/F (¥
= S GSX41400C-1D 14 14 90 16 21,200
i S HE | AR | &R |DR| SEMK
CODE Dc ) L Ds Price GSX41500C-1D 15 15 90 16 26,900
GSX40100C-1D 1 1 40 4 3,800 GSX41600C-1D 16 16 90 16 32,000
GSX40150C-1D 1.5 15| 40 4 3,800 GSX42000C-1D 20 20 100 20 46,800
GSX40200C-1D 2 40 4 2,850 ¥ ) 00 PR
GSX40250C-1D 2.5 25| 40 4 2,850 %#BZ Above | BT Upto
GSX40300C-1D 3 3 | 45 6 | 2950 5 32 g~-0015
GSX40350C-1D 3.5 35| 45 6 5,900 12 0~—0.03
GSX40400C-1D 4 4 45 6 3,200 S IRHEEE NG Uhs:30°
Tolerance of Shank Dia. Helix angle
ae
3 aps anf ap :‘::
EELDHISR Standard Milling Condition a %
R
GSX MILL 483 1D Gsx miLL Four Flutes 1D
W RRH SC.H#k FC- | AR#. T\ H HHH. AR 28 RARIT A AR
Work Material et iSh Carbon Steels, Cast Irons |Alloy Steels, Pre-hardened Steels Hardened Steels Hardened Steels Stainless Steels iR
CIEY (150~250HB) (25~35HRC) (85~45HRC) (45~55HRC) (SUS304.316) '
MlllineTE didiilons EIE0 KRR KRR KR E KR E Bk KV E RIEE KR
SHE e Rotation Feed 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 min~' mm/min
1 26,000 510 26,000 510 24,200 330 17,700 220 13,700 160 15,800 150 13,700 110
2 14,000 630 14,000 630 13,600 430 10,000 280 7,600 190 8,800 200 7,600 140
ﬁﬂ 4 7,600 820 7,600 820 7,200 550 5,200 350 4,000 250 4,600 250 4,000 160
& 6 5,100 870 5,100 870 4,800 580 3,500 370 2,700 260 3,200 270 2,700 180
o 8 3,800 870 3,800 870 3,600 580 2,600 370 2,000 260 2,400 270 2,000 180
T 10 3,000 840 3,000 840 2,900 580 2,100 370 1,600 260 1,900 270 1,600 180
A H 12 2,500 840 2,500 840 2,500 580 1,800 370 1,400 260 1,600 270 1,300 180
3 s 16 1,800 690 1,800 690 1,800 470 1,300 330 1,000 210 1,200 220 1,000 150
% § 20 1,500 670 1,500 670 1,450 430 1,050 310 800 190 950 190 800 120
i gasag | 1De 0.5Dc
® Depth of Cut | 5 0.05Dc 0.02Dc
% 1 26,000 420 26,000 510 24,200 330 17,700 220 13,700 160 15,800 110 8,400 50
S 2 14,000 500 14,000 630 13,600 430 10,000 280 7,600 190 8,800 130 4,600 60
g . 4 7,600 640 7,600 820 7,200 550 5,200 350 4,000 250 4,600 160 2,400 80
38 ﬁ 6 5,100 690 5,100 870 4,800 580 3,500 370 2,700 260 3,200 190 1,600 100
I 8 3,800 690 3,800 870 3,600 580 2,600 370 2,000 260 2,400 190 1,200 100
B 10 3,000 670 3,000 840 2,900 580 2,100 370 1,600 260 1,900 190 1,000 100
3 12 2,500 670 2,500 840 2,500 580 1,800 370 1,400 260 1,600 190 800 100
S 16 1,800 550 1,800 690 1,800 470 1,300 330 1,000 210 1,200 160 600 80
20 1,500 530 1,500 670 1,450 430 1,050 310 800 190 950 130 500 75
el lan 0.2Dc 0.5Dc 0.2Dc 0.05Dc 0.2Dc
] 1 60,000 1,200 60,000 1,200 60,000 850 60,000 720 48,000 500 32,000 300
2 47,800 2,200 47,800 2,200 47,800 1,600 39,800 1,200 31,800 900 15,900 400
ﬁﬂ 4 23,900 2,600 23,900 2,600 23,900 1,900 19,900 1,400 15,900 1,100 8,000 490
& 6 16,000 2,700 16,000 2,700 16,000 2,000 13,300 1,500 10,600 1,200 5,300 520
o 8 12,000 2,700 12,000 2,700 12,000 2,000 10,000 1,500 8,000 1,200 4,000 520
T 10 9,600 2,700 9,600 2,700 9,600 2,000 8,000 1,500 6,400 1,200 3,200 520
2 12 8,000 2,700 8,000 2,700 8,000 2,000 6,700 1,500 5,300 1,200 2,700 520
= s 16 6,000 2,200 6,000 2,200 6,000 1,600 5,000 1,200 4,000 900 2,000 450
E § 20 4,800 2,000 4,800 2,000 4,800 1,400 4,000 1,100 3,200 750 1,600 380
% gpsE 9P 1Dc 0.5Dc
# Depharut | ge 0.05Dc 0.02Dc
w
é 1 60,000 1,200 60,000 1,200 60,000 850 60,000 720 48,000 500 32,000 300 22,000 150
S 2 47,800 2,200 47,800 2,200 47,800 1,600 39,800 1,200 31,800 900 15,900 400 11,000 200
8 E 4 23,900 2,600 23,900 2,600 23,900 1,900 19,900 1,400 15,900 1,100 8,000 490 5,500 260
5 ] 6 16,000 2,700 16,000 2,700 16,000 2,000 13,300 1,500 10,600 1,200 5,300 520 3,700 330
- 7JIH 8 12,000 2,700 12,000 2,700 12,000 2,000 10,000 1,500 8,000 1,200 4,000 520 2,800 330
- 10 9,600 2,700 9,600 2,700 9,600 2,000 8,000 1,500 6,400 1,200 3,200 520 2,200 330
H 12 8,000 2,700 8,000 2,700 8,000 2,000 6,700 1,500 5,300 1,200 2,700 520 1,900 330
§ 16 6,000 2,200 6,000 2,200 6,000 1,600 5,000 1,200 4,000 900 2,000 450 1,400 290
£ 20 4,800 2,000 4,800 2,000 4,800 1,400 4,000 1,100 3,200 750 1,600 380 1,100 240
2]
PIALE ap 0.01Dc
Depth of Cut Qe 0.8Dc
1. TR ERICEIREIPRENI RETEEEE KRR THEIZSFEZT R LTS, 1. Adjust milling condition when an unusual vibration, different sound occur by cutting.
2. CEROEBRO RS SRS EEYEIZMAIOELEVESIE. RS SR T HEREEV, Z0HE. X)EED 2. When using low speed machines, use the maximum speed and adjust the feed rate.

3. Use highly rigid machining center and holder.

4. Use an air blow for dry milling.

5. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

6. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.

FCHETTH TS,

RELVEMIEITIOIIE BIEDH BFEE DB - FILF—& TERAES,
FSAMIDHART7—TO—&HERALTEE,

2F UL AR HEHAE. FEAREMITHHAEYTYNTIMIUTAER,

VUUPRETHHEE. EROEGEHEXREEERLESTTI 20 YIVAHKEE T CTHERAESL,
RIEMT (FEEH)

RIAMIT(T7—70-)E5TTHLET 0 AT UL RBICIEK SIS mE & J RSV,
ERFHOTFEMIICE. MAESE (ST IVER) IEFEEA.

o0k w

Recommend dry milling (air blow). However, use the water-miscible cutting fluid for stainless steels.
High-Speed Milling condition doesn't contain the Nickel Alloys.



GSX MILL ~FER YIRS M

GSX4C-1.5D GSX4C-2D

GSX MILL 4#3 1.5D Four Flutes 1.5D | GSX MILL 4#¥% 2D Four Flutes 2D

2 ¢Ds 2 ¢Ds
L L
LISTO160 &4 (Unit):mm/F (¥) LISTO172 8 (Unit):mm/M (¥)
i S HE | AR | &R |DR| SEMK LS HE | AR | &R |JrIR| SEMK
CODE Dc 7 L Ds Price CODE Dc 4 L Ds Price

GSX40100C-1.5D 1 15| 40 4 3,800 GSX40100C-2D 1 2 40 4 3,800
GSX40150C-1.5D 1.5 23| 40 4 3,800 GSX40150C-2D 1.5 3 40 4 3,800
GSX40200C-1.5D 2 3 40 4 2,850 GSX40200C-2D 2 4 40 4 2,850
GSX40250C-1.5D 2.5 38| 40 4 2,850 GSX40250C-2D 2.5 5) 40 4 2,850
GSX40300C-1.5D 3 45| 45 6 2,950 GSX40300C-2D 3 6 45 6 2,950
GSX40350C-1.5D 3.5 53| 45 6 5,900 GSX40350C-2D 3.5 7 45 6 5,900
GSX40400C-1.5D 4 6 45 6 3,200 GSX40400C-2D 4 8 45 6 3,200
GSX40450C-1.5D 4.5 6.8 50 6 6,280 GSX40450C-2D 4.5 9 50 6 6,280
GSX40500C-1.5D 5 75| 50 6 3,500 GSX40500C-2D 5 10 50 6 3,500
GSX40550C-1.5D 515 83| 50 6 6,980 GSX40550C-2D 55| 11 50 6 6,980
GSX40600C-1.5D 6 9 50 6 3,800 GSX40600C-2D 6 12 50 6 3,800
GSX40700C-1.5D 7 11 60 8 8,900 GSX40700C-2D 7 14 60 8 8,900
GSX40800C-1.5D 8 12 60 8 5,900 GSX40800C-2D 8 16 60 8 5,900
GSX40900C-1.5D 9 14 70 10 9,980 GSX40900C-2D 9 18 70 10 9,980
GSX41000C-1.5D 10 15 70 10 7,800 GSX41000C-2D 10 20 70 10 7,800
GSX41200C-1.5D 12 18 7% 12 9,800 GSX41200C-2D 12 24 7% 12 9,800
GSX41400C-1.5D 14 21 90 16 21,200 GSX41400C-2D 14 28 90 16 21,200
GSX41500C-1.5D 15 23 90 16 26,900 GSX41500C-2D 15 30 90 16 26,900
GSX41600C-1.5D 16 24 90 16 32,000 GSX41600C-2D 16 32 90 16 32,000
GSX42000C-1.5D 20 30 100 20 46,800 GSX42000C-2D 20 40 100 20 46,800

D UERFRE 6 HlhA:30° SHEFEEIIDERL, D UERFRE 6 HlhA:30° SEFFAEEIIIDERL,

Tolerance of Shank Dia. Helix angle Tolerance of outer diameter is the same as 1D. Tolerance of Shank Dia. Helix angle Tolerance of outer diameter is the same as 1D.

ap
BEAEHISRE Standard Milling Condition . ap‘I_l ~

=
GSX MILL 443 1.5D/2D Gsx MILL Four Flutes 1.50/2D

= 7 =S = =
e mammss | AR S R e | e e an| Tl Horeas Skl S et e 75 ae
Y el Sieels (150~250HB) (25~35HRC) (85~45HRC) (45~55HRC) (SUS304.316) ek Aoy Tenum Alors
wilngConditions |~ HEREy | RUEE | HEM | XUEE | DR | XURE | OEM | XUEE | DR | ZURE EOEE | mEN | XURE
9{»1; Dc Rotation Feed 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 min~' mm/min
1 24,000 470 24,000 470 21,000 290 14,500 180 10,500 120 12,600 120 10,500 85
2 12,800 570 12,800 570 12,000 380 8,300 230 6,000 150 7,200 160 6,000 110
4 6,800 730 6,800 730 6,400 490 4,400 300 3,200 200 3,800 210 3,200 130
% 6 4,600 780 4,600 780 4,300 520 3,000 320 2,200 210 2,650 220 2,200 150
b} 8 3,400 780 3,400 780 3,200 520 2,200 320 1,600 210 2,000 220 1,600 150
I 10 2,800 780 2,800 780 2,600 520 1,800 320 1,300 210 1,600 220 1,300 150
o £ 12 2,300 780 2,300 780 2,200 520 1,500 320 1,100 210 1,300 220 1,100 150
Il 16 1,700 650 1,700 650 1,600 420 1,100 280 800 170 1,000 180 800 120
= |2 20 1,350 600 1,350 600 1,300 380 900 260 650 150 800 160 650 100
B grsE |op 1.5Dc 1Dc
» DepthofCut ) g¢ 0.05Dc 0.02Dc
= 1 24,000 380 24,000 470 21,000 290 14,500 180 10,500 120 12,600 85 5,200 30
5 2 12,800 460 12,800 570 12,000 380 8,300 230 6,000 150 7,200 110 3,000 40
g 4 6,800 580 6,800 730 6,400 490 4,400 300 3,200 200 3,800 130 1,600 55
8 ﬁ 6 4,600 620 4,600 780 4,300 520 3,000 320 2,200 210 2,650 160 1,100 65
5 8 3,400 620 3,400 780 3,200 520 2,200 320 1,600 210 2,000 160 800 65
w 10 2,800 620 2,800 780 2,600 520 1,800 320 1,300 210 1,600 160 650 65
3 12 2,300 620 2,300 780 2,200 520 1,500 320 1,100 210 1,300 160 550 65
s 16 1,700 520 1,700 650 1,600 420 1,100 280 800 170 1,000 130 400 55
20 1,350 480 1,350 600 1,300 380 900 260 650 150 800 110 320 50
e o 0.2Dc 0.5Dc 0.2Dc 0.05Dc 0.2Dc
1 60,000 1,200 60,000 1,200 60,000 850 60,000 720 48,000 500 32,000 300
= 2 47,800 2,200 47,800 2,200 47,800 1,600 39,800 1,200 31,800 900 15,900 400
Z || 4 23,900 2,600 23,900 2,600 23,900 1,900 19,900 1,400 15,900 1,100 8,000 490
%= |5 6 16,000 2,700 16,000 2,700 16,000 2,000 13,300 1,500 10,600 1,200 5,300 520
& ||m 8 12,000 2,700 12,000 2,700 12,000 2,000 10,000 1,500 8,000 1,200 4,000 520
. [T 10 9,600 2,700 9,600 2,700 9,600 2,000 8,000 1,500 6,400 1,200 3,200 520
s ||le 12 8,000 2,700 8,000 2,700 8,000 2,000 6,700 1,500 5,300 1,200 2,700 520
= |[3 16 6,000 2,200 6,000 2,200 6,000 1,600 5,000 1,200 4,000 900 2,000 450
2|8 20 4,800 2,000 4,800 2,000 4,800 1,400 4,000 1,100 3,200 750 1,600 380
% gaam a0 1.5Dc 1Dc
DepthofGut ) g 0.05Dc 0.02Dc

5 BIN—V T OEBEEBEEBHAFE,  Please read the notice which is the previous page.



GSX MILL sHiEsR RISt

Gsx4c_2 5D RS AETHRER B
u GSX4C-1D FryP 2Tk Wt
GSX4C-1.5D P D$ O_kos 5005
Four Flutes 2.5D GSX4C-2D o 3 0.1 0015
GSX4C-2.5D 18 gg g:gi
GSX4C-3D 1lm 20 | 04 | 005
E e
‘ GSX4P-2.5D y—7a—F MBEYUBRELLTH
<
% quct N i | / Q ERERE WE | IE | 28 0| BEWR
) (DDS CODE Dc 2 L Ds Price
L GSX40420C-2.5D 42| 105| 45 6 7,360
GSX40430C-2.5D 43| 10.8| 45 6 7,360
LISTO174 s (Unit):mm/m (¥) ;
e ST GSX40440C-2.5D 44 11 45 6 7,360
B AR | IR SR IR BEME GSX40450C-2.5D 45| 11.3] 50 6 | 6,280
GSX40100C-2.5D 1 25| 40 4 3,800 GSX40460C-2.5D 46| 115| 50 6 7,360
GSX40110C-2.5D 1.1 281 40 4 6,180 GSX40470C-2.5D 47| 11.8| 50 6 7,360
GSX40120C-2.5D 1.2 3 40 4 4,300 GSX40480C-2.5D 48| 12 50 6 7,360
GSX40130C-2.5D 13 33| 40 4 6,180 GSX40490C-2.5D 49| 123| 50 6 7,360
GSX40140C-2.5D 14| 35| 40 4 6,180 GSX40500C-2.5D 5 125| 50 6 3,500
GSX40150C-2.5D 1.5 38| 40 4 3,800 GSX40510C-2.5D 5.1 12.8| 50 6 7,650
GSX40160C-2.5D 16 4 40 4 6,180 GSX40520C-2.5D 52| 13 50 6 7,650
GSX40170C-2.5D 1.7 43| 40 4 6,180 GSX40530C-2.5D 53| 133| 50 6 7,650
GSX40180C-2.5D 1.8 45| 40 4 4,300 GSX40540C-2.5D 54| 135| 50 6 7,650
GSX40190C-2.5D 19 48| 40 4 6,180 GSX40550C-2.5D 55| 13.8| 50 6 6,980
GSX40200C-2.5D 2 5 40 4 2,850 GSX40560C-2.5D 56| 14 50 6 7,650
GSX40210C-2.5D 21 53| 40 4 6,180 GSX40570C-2.5D 57| 143| 50 6 7,650
GSX40220C-2.5D 29 55| 40 4 6,180 GSX40580C-2.5D 58| 145| 50 6 7,650
GSX40230C-2.5D 23 58| 40 4 6,180 GSX40590C-2.5D 59| 148| 50 6 7,650
GSX40240C-2.5D 2.4 6 40 4 6,180 GSX40600C-2.5D 6 15 50 6 3,800
GSX40250C-2.5D 25| 63| 40 4 2,850 GSX40700C-2.5D 7 175| 60 8 8,900
GSX40260C-2.5D 26| 65| 40 4 6,690 GSX40800C-2.5D 8 20 60 8 5,900
GSX40270C-2.5D 27| 68| 40 4 6,690 GSX40900C-2.5D 9 225| 70 10 9,980
GSX40280C-2.5D 28 7 40 4 6,690 GSX41000C-2.5D 10 25 70 10 7,800
GSX40290C-2.5D 29| 73| 40 4 6,690 GSX41200C-2.5D 12 30 75 12 9,800
GSX40300C-2.5D 3 75| 45 6 2,950 GSX41300C-2.5D 13 325| 75 12 19,100
GSX40310C-2.5D 3.1 78| 45 6 6,800 GSX41400C-2.5D 14 35 90 16 | 21,200
GSX40320C-2.5D 3.2 8 45 6 6,800 GSX41500C-2.5D 15 375| 90 16 26,900
GSX40330C-2.5D 33| 83| 45 6 6,800 GSX41600C-2.5D 16 40 90 16 | 32,000
GSX40340C-2.5D 34 85| 45 6 6,800 GSX41800C-2.5D 18 45 100 20 42,600
GSX40350C-2.5D 35 88| 45 6 5,900 GSX42000C-2.5D 20 50 100 20 46,800
GSX40360C-2.5D 3.6 9 45 6 6,800 SVE () Do
GSX40370C-2.5D 37| 93] 45 6 | 6800 EBA Ao | BT o FREE (mm) Tolerance
GSX40380C-2.5D 38| 95| 45 6 | 6800 5 32 g~-0015
GSX40390C-2.5D 39 98| 45 6 6,800 12 0~—0.03
GSX40400C-2.5D 4 10 45 6 3,200 e EHEE G RUhf:30°
GSX40410C-2.5D 4.1 10.3| 45 6 7,360 Tolerance of Shank Dia. Helix angle
) )—\1 73—
GSX4P-2.5D 33
B Sv—7a—F % t =]
¢Dc| RN : Q
Four Flutes 2.5D P Type | £ L quS
LISTO182 B (Unit):mm/F (¥)
ERmEL S HE | AR | &R |[VOR| BB B S HE | AR | &R |[VOR| BEMEE
CODE Dc 2 L Ds Price CODE Dc 2 L Ds Price
GSX40100P-2.5D 1 25| 40 4 3,800 GSX40600P-2.5D 6 15 50 6 3,800
GSX40150P-2.5D 1.5 38| 40 4 3,800 GSX40700P-2.5D 7 17.5| 60 8 8,900
GSX40200P-2.5D 2 5 40 4 2,850 GSX40800P-2.5D 8 20 60 8 5,900
GSX40250P-2.5D 25 6.3| 40 4 2,850 GSX40900P-2.5D 9 225| 70 10 9,980
GSX40300P-2.5D 3 75| 45 6 2,950 GSX41000P-2.5D 10 25 70 10 7,800
GSX40350P-2.5D 85 88| 45 6 5,900 GSX41200P-2.5D 12 30 75 12 9,800
GSX40400P-2.5D 4 10 45 6 3,200 GSX41400P-2.5D 14 35 90 16 21,200
GSX40450P-2.5D 45| 11.3| 50 6 6,280 GSX41500P-2.5D 15 375| 90 16 26,900
GSX40500P-2.5D 5 125| 50 6 3,500 GSX41600P-2.5D 16 40 90 16 32,000
GSX40550P-2.5D 55| 13.8| 50 6 6,980 GSX42000P-2.5D 20 50 100 20 46,800
AL UBHRE 6 BUh#:30° SHEHEEILGSXACERL,

Tolerance of Shank Dia. Helix angle Tolerance of outer diameter is the same as GSX4C.

BHIZ M

Cutting Condition

P13




GSX MILL ~FiEzR ~YIHISMF

GSX4C-3D GSX4C-4D

GSX MILL 443 3D Four Flutes 3D | GSX MILL 4#3 4D Four Flutes 4D |

P o p==S MQ P ol bms— 1 MQ
2 ¢DS 2 ¢Ds

L L
LISTO1 62 BAT (Unit):mm/F (¥ LISTO1 64 BT (Unit):mm/F (¥
RS FE TR | 8K [ FEER RS FE TR | &% [ FERR
CODE Dc 2 L Ds Price CODE Dc 2 L Ds Price
GSX40100C-3D 1 3 40 4 3,800 GSX40100C-4D 1 4 40 4 5,800
GSX40150C-3D 1.5 45| 40 4 3,800 GSX40150C-4D 1.5 6 40 4 5,800
GSX40200C-3D 2 6 40 4 2,850 GSX40200C-4D 2 8 40 4 4,140
GSX40250C-3D 25 75| 40 4 2,850 GSX40250C-4D 25| 10 50 4 4,140
GSX40300C-3D 3 9 50 6 2,950 GSX40300C-4D 3 12 50 6 4,220
GSX40400C-3D 4 12 50 6 3,200 GSX40400C-4D 4 16 50 6 4,510
GSX40500C-3D 5 15 50 6 3,500 GSX40500C-4D 5 20 60 6 4,830
GSX40600C-3D 6 18 50 6 3,800 GSX40600C-4D 6 24 60 6 5,400
GSX40800C-3D 8 24 70 8 5,900 GSX40800C-4D 8 32 80 8 9,200
GSX41000C-3D 10 30 90 10 7,800 GSX41000C-4D 10 40 90 10 11,500
GSX41200C-3D 12 36 90 12 9,800 GSX41200C-4D 12 48 100 12 16,000
GSX41600C-3D 16 48 110 16 32,000 GSX41600C-4D 16 64 120 16 46,400
GSX42000C-3D 20 60 120 20 46,800 GSX42000C-4D 20 80 140 20 75,400
Py Afglée(mm)li; oo A= (mm) Tolerance r=Ty Aﬁi(mm)ﬁ% o FFAZ (mm) Tolerance
3 0~-—0.015 3 0~-—0.015
3 12 0~—0.02 3 12 0~—0.02
12 0~—0.03 12 0~—0.03
D VRIRE N6 falhf:30° Dy VRERE M6 flhs:30°
Tolerance of Shank Dia. Helix angle Tolerance of Shank Dia. Helix angle

PEIEE  pq13

Cutting Condition

ap
EHAELHISRH Standard Milling Condition . a

Dc
GSX MILL 443 2.5D/3D Gsx MILL Four Flutes 2.50/3D
WA ®3%RH# S-C. 8% FC- o R AR 9% ] AEM. A BEASE 25 UL

Work Material ?ﬁmﬂ SS Carbon Steels, Cast Irons Alloy Steels, Pre-hardened Steels Hardened Steels Hardened Steels Stainless Steels WHE S Fo a8
EER ructural Sieels (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304.316) SIS WS
Lol Gl i B8 KR E EE0 KRR E Bk KVEE B8 KIRE EIE0 KRE [EEd KVEE B8 RIRE
5HZ e Rotation Feed 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 min~! mm/min
1 19,000 300 19,000 300 16,000 190 11,000 120 8,000 80 9,600 75 8,100 55
2 9,800 370 9,800 370 9,400 250 6,400 150 4,600 95 5,500 100 4,600 70
4 5,100 480 5,100 480 4,900 310 3,400 200 2,500 130 2,900 135 2,500 85
% 6 3,500 510 3,500 510 3,400 340 2,300 200 1,700 135 2,000 145 1,700 100
i 8 2,600 510 2,600 510 2,400 340 1,700 200 1,200 135 1,500 145 1,200 100
T 10 2,100 510 2,100 510 2,000 340 1,400 200 1,000 135 1,200 145 1,000 100
£ 12 1,800 510 1,800 510 1,700 340 1,100 200 850 135 1,000 145 850 100
s 16 1,300 430 1,300 430 1,200 270 850 180 640 110 770 120 640 75
ﬁ 20 1,050 390 1,050 390 1,000 250 680 170 510 95 600 100 510 65
FIALE ap 2.5Dc 2Dc
DepinofCut | ge 0.03Dc 0.01Dc
1 19,000 200 19,000 260 16,000 155 11,000 95 8,100 65 9,600 45 4,000 17
2 9,800 250 9,800 310 9,400 205 6,400 120 4,600 80 5,500 60 2,300 21
4 5,100 310 5,100 390 4,900 265 3,400 160 2,500 100 2,900 70 1,200 30
% 6 3,600 330 3,600 415 3,400 280 2,300 170 1,700 110 2,000 85 850 35
I 8 2,600 330 2,600 415 2,400 280 1,700 170 1,200 110 1,500 85 600 35
w 10 2,100 330 2,100 415 2,000 280 1,400 170 1,000 110 1,200 85 500 35
é 12 1,800 330 1,800 415 1,700 280 1,150 170 850 110 1,000 85 420 35
S 16 1,300 280 1,300 350 1,200 220 850 155 640 95 770 70 310 30
20 1,000 260 1,000 320 980 205 680 135 510 80 600 60 260 26
e BN 0.1Dc 0.2Dc 0.05Dc 0.1Dc
1. REUVEIMMITZITH7-OICIE BIEDH 25EE DB - IV F—& TEAEIV, 1. Use highly rigid machining center and holder.
2. RSAIMIDHBEIIT7—TO—%EALTEE, 2. Use an air blow for dry milling.
3. ZF UL AE. A L. FA A5 MT T84 Ty hTIMIT LTS, 3. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4. UUWHRETHEAL, EROEEHERIEELFUSIATTI S0 AGRETY TR, e e
BEAH TUTT—TO—& BT TOLET. AU 27 LRI MRS C A SR +Recommend dry miling (air blow) for high speed milling. However, use (he waler-miscible

cutting fluid for stainless steels.



Two Flutes GSX MILL ~fixEsR YISt

| GSX2C-1.5D |

GSX MILL 288 1.5D Two Flutes 1.5D |

D wlf

L|ST91 50 B (Unit):mm/F (¥

GSX2C-2D

GSX MILL 2#3 2D Two Flutes 2D

LISTO168 8 (Unit):mm/M (¥)

i S HE | AR | &R D8 &%ﬁlﬁﬁ LS HE | AR | &R |DrIR| SEMK
CODE Dc 2 L Ds Price CODE Dc 2 L Ds Price
GSX20100C-1.5D 1 15| 40 4 1,850 GSX20100C-2D 1 2 40 4 1,850
GSX20150C-1.5D 1.5 23| 40 4 1,850 GSX20150C-2D 1.5 3 40 4 1,850
GSX20200C-1.5D 2 3 40 4 1,850 GSX20200C-2D 2 4 40 4 1,850
GSX20250C-1.5D 2.5 38| 40 4 1,850 GSX20250C-2D 2.5 5) 40 4 1,850
GSX20300C-1.5D 3 45| 45 6 2,350 GSX20300C-2D 3 6 45 6 2,350
GSX20350C-1.5D 3.5 53| 45 6 4,150 GSX20350C-2D 3.5 7 45 6 4,150
GSX20400C-1.5D 4 6 45 6 2,700 GSX20400C-2D 4 8 45 6 2,700
GSX20450C-1.5D 4.5 6.8 50 6 4,900 GSX20450C-2D 4.5 9 50 6 4,900
GSX20500C-1.5D 5 75| 50 6 2,900 GSX20500C-2D 5 10 50 6 2,900
GSX20550C-1.5D 515 83| 50 6 4,900 GSX20550C-2D 55| 11 50 6 4,900
GSX20600C-1.5D 6 9 50 6 3,100 GSX20600C-2D 6 12 50 6 3,100
GSX20700C-1.5D 7 11 60 8 6,980 GSX20700C-2D 7 14 60 8 6,980
GSX20800C-1.5D 8 12 60 8 5,100 GSX20800C-2D 8 16 60 8 5,100
GSX20900C-1.5D 9 14 70 10 9,300 GSX20900C-2D 9 18 70 10 9,300
GSX21000C-1.5D 10 15 70 10 6,200 GSX21000C-2D 10 20 70 10 6,200
GSX21200C-1.5D 12 18 7% 12 8,800 GSX21200C-2D 12 24 7% 12 8,800
GSX21400C-1.5D 14 21 90 16 19,600 GSX21400C-2D 14 28 90 16 19,600
GSX21500C-1.5D 15 23 90 16 24,800 GSX21500C-2D 15 30 90 16 24,800
GSX21600C-1.5D 16 24 90 16 25,100 GSX21600C-2D 16 32 90 16 25,100
GSX22000C-1.5D 20 30 100 20 42,400 GSX22000C-2D 20 40 100 20 42,400
D UERFRE 6 HlhA:30° SEFEEIARIERL, v UERFRE 6 HlhA:30° SEFEEIARIERL,
Tolerance of Shank Dia. Helix angle Tolerance of outer diameter is the same as Four Flutes. Tolerance of Shank Dia. Helix angle Tolerance of outer diameter is the same as Four Flutes.

ap
EAELEISRM Standard Milling Condition . ;

GSX MILL 243 1.5D/2D Gsx MiLL Two Flutes 1.5D/2D

S [

ool

HWHIAE N ¥ S-C. 8% FC- A&M.TLN—RH \ BEASHE 2T LA S
Work Material gméﬁ%sls NGario Steels, Cast Irons Alloy Steels Pranordened Steels Hardened Steels Hardened Steels Stinless Stoels Nﬁﬁ"ﬁﬁ‘?" b é';”ﬁ
GEY ] el siee (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304.316) \cel Allowe, Titantum Allovs
MlllnetEondliions] ElERE RV E B REE KR FE ElEE RV E KR FE B KR E Bl BRVRE
Dc Rotation Feed 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 min~"' mm/min
1 19,600 250 19,600 250 18,300 180 12,700 100 9,000 60 11,000 70 9,000 50
2 11,200 340 11,200 340 10,500 240 7,300 130 5,300 80 6,400 90 5,300 70
- 4 6,400 460 6.400 460 6,000 320 4,200 180 3,000 110 3,600 120 3,000 90
& 6 4,600 560 4,600 560 4,300 400 3,000 210 2,200 130 2,700 140 2,200 100
il 8 3,400 560 3,400 560 3,200 400 2,200 210 1,600 130 2,000 140 1,600 100
T 10 2,800 560 2,800 560 2,600 400 1,800 210 1,300 130 1,600 140 1,300 100
E 12 2,300 560 2,300 560 2,200 400 1,500 210 1,100 130 1,300 140 1,100 100
s 16 1,700 450 1,700 450 1,600 320 1,100 180 800 100 1,000 110 800 85
g 20 1,350 380 1,350 380 1,300 280 900 160 650 90 800 100 650 75
PEs | ap 1.5Dc 1Dc
DepihofCul | g¢ 0.05Dc 0.02Dc
1 19,600 200 19,600 250 18,300 180 12,700 100 9,000 60 11,000 50 4,500 20
2 11,200 270 11,200 340 10,500 240 7,300 130 5,300 80 6,400 65 2,650 25
4 6,400 370 6,400 460 6,000 320 4,200 180 3,000 110 3,600 80 1,500 35
% 6 4,600 450 4,600 560 4,300 400 3,000 210 2,200 130 2,650 100 1,100 40
I 8 3,400 450 3,400 560 3,200 400 2,200 210 1,600 130 2,000 100 800 40
® 10 2,800 450 2,800 560 2,600 400 1,800 210 1,300 130 1,600 100 650 40
3 12 2,300 450 2,300 560 2,200 400 1,500 210 1,100 130 1,300 100 500 40
S 16 1,700 360 1,700 450 1,600 320 1,100 180 800 100 1,000 80 400 35
20 1,350 300 1,350 380 1,300 280 900 160 650 90 800 70 320 30
o |2 0.2Dc 0.5Dc 0.2Dc 0.05Dc 0.2Dc

1. REUVMIEIT7-0IC13 B HDFEE OB R - RV 5 —%& CERESL,

2. FIMMIOZARIT7—TO—-%HEAL TSN,

3. A7 VLA AR FAAREMITRH RV Ty THIU TR,

4. VPIHRETZHEE. EROBEHRERREZFILEEGTT 20 G1ALEBE T TTERAEE,

1. Use highly rigid machining center and holder.

2. Use an air blow for dry milling.

3. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.



GSX MILL &z~ YIHISMF

Gsxzc 2 5D R AEHRKERRE
[ |
- GSX2C-15D | Fvvvasok s
GSX2C-2D FE%Y 1 0.05 | 0.005
65X2025D . e
GSX2C-3D 10 03 0.04
GSX2C-4D M i!%ﬁfgnulﬁﬁgfﬁf)‘(*?? =
GSX2P-2.5D Sy—7a—F BEUREH TR
|
} / Q e HE | Nk | 2F |V R BEMmE
CODE Dc 2 L Ds Price
GSX20370C-2.5D 37| 93] 45 6 5,230
| GSX20380C-2.5D 38| 95| 45 6 5,230
LISTO170  #fit (Unit):mm/FI (¥) GSX20390C-2.5D 39| 98| 45 6 5,230
e HE | Ik | 28 [V R BEmE GSX20400C-2.5D 4 10 | 45 6 2,700
CODE Do 2 L Ds Price GSX20410C-2.5D 41| 103] 45 6 5,660
GSX20020C-2.5D 02| 05| 40 4 4,280 GSX20420C-2.5D 42| 105| 45 6 5,660
GSX20030C-2.5D 03| 08| 40 4 3,740 GSX20430C-2.5D 43| 108 45 6 5,660
GSX20040C-2.5D 04| 1 40 4 4,110 GSX20440C-2.5D 44 11 45 6 5,660
GSX20050C-2.5D 05| 13| 40 4 2,080 GSX20450C-2.5D 45| 11.3] 50 6 4,900
GSX20060C-2.5D 06| 15| 40 4 3,160 GSX20460C-2.5D 46| 115| 50 6 5,660
GSX20070C-2.5D 07| 18| 40 4 3,490 GSX20470C-2.5D 47| 118| 50 6 5,660
GSX20080C-2.5D 08 2 | 40 4 1,980 GSX20480C-2.5D 48] 12 | 50 6 5,660
GSX20090C-2.5D 09| 23| 40 4 3,400 GSX20490C-2.5D 49| 123] 50 6 5,660
GSX20100C-2.5D 1 2.5| 40 4 1,850 GSX20500C-2.5D 5 125| 50 6 2,900
GSX20110C-2.5D 11 28| 40 4 4,350 GSX20510C-2.5D 51| 12.8] 50 6 5,880
GSX20120C-2.5D 12| 3 40 4 2,090 GSX20520C-2.5D 52| 13 50 6 5,880
GSX20130C-2.5D 1.3 33| 40 4 4,350 GSX20530C-2.5D 53| 13.3| 50 6 5,880
GSX20140C-2.5D 14| 35| 40 4 4,350 GSX20540C-2.5D 54| 135 50 6 5,880
GSX20150C-2.5D 15| 38| 40 4 1,850 GSX20550C-2.5D 55| 138 50 6 4,900
GSX20160C-2.5D 16, 4 | 40 4 4,350 GSX20560C-2.5D 56| 14 | 50 6 5,880
GSX20170C-2.5D 17 43| 40 4 4,350 GSX20570C-2.5D 57| 143] 50 6 5,880
GSX20180C-2.5D 18| 45| 40 4 2,090 GSX20580C-2.5D 58| 145| 50 6 5,880
GSX20190C-2.5D 19, 48| 40 4 4,350 GSX20590C-2.5D 59| 148 50 6 5,880
GSX20200C-2.5D 2 5 | 40 4 1,850 GSX20600C-2.5D 6 15 50 6 3,100
GSX20220C-2.5D 2.2 5.5 40 4 4,350 GSX20800C-2.5D 8 20 60 8 5,100
GSX20230C-2.5D 2.3 5.8 40 4 4,350 GSX20900C-2.5D 9 225 70 10 9,300
GSX20240C-2.5D 24| 6 40 4 4,350 GSX21000C-2.5D 10 25 70 10 6,200
GSX20250C-2.5D 25| 63| 40 4 1,850 GSX21100C-2.5D 1 275 75 12 | 13,200
GSX20260C-2.5D 2.6 6.5| 40 4 5,140 GSX21200C-2.5D 12 30 75 12 8,800
GSX20270C-2.5D 27| 68| 40 4 5,140 GSX21300C-2.5D 13 325| 75 12 | 17,600
GSX20280C-2.5D 28| 7 | 40 4 5,140 GSX21400C-2.5D 14 | 35 | 90 16| 19,600
GSX20290C-2.5D 29| 73| 40 4 5,140 GSX21500C-2.5D 15 375| 90 16 | 24,800
GSX20300C-2.5D 3 75| 45 6 2,350 GSX21600C-2.5D 16 | 40 | 90 16 | 25,100
GSX20310C-2.5D 31| 78] 45 6 5,230 GSX21800C-2.5D 18 | 45 | 100 | 20 | 38,900
gg;gggggg-g-gg gg g 5 :g g gggg GSX22000C-2.5D 20 50 | 100 20 | 42,400
GSX20340C-2.5D 34| 85| 45 6 | 5230 JeomESRIe,  honme e e P10
GSX20350C-2.5D 35| 88| 45 6 4,150 SHEHBRILIDERL,
GSX20360C-2.5D 3.6 9 45 6 5’230 Tolerance of outer diameter is the same as 3D.
3 < S— °:_
GSX2P-2.5D 2777 o
D8 r7ar Peip=t—1 Y g
(e QI[N 8 P DN E M Two Flutes 2.5D P Type \ : L #Ds
LISTO178 8 (Unit):mm/ ()
EE HE | Ik | 2k VIR BEmE EE] HE | Ik | 2k [VnoR| BEmE
CODE Dc 2 L Ds Price CODE Dc 2 L Ds Price
GSX20100P-2.5D 1 25| 40 4 1,850 GSX20600P-2.5D 6 15 | 50 6 3,100
GSX20150P-2.5D 15| 38| 40 4 1,850 GSX20700P-2.5D 7 175| 60 8 6,980
GSX20200P-2.5D 2 5 | 40 4 1,850 GSX20800P-2.5D 8 | 20 | 60 8 5,100
GSX20250P-2.5D 25| 63| 40 4 1,850 GSX20900P-2.5D 9 | 225| 70 10 9,300
GSX20300P-2.5D 3 75| 45 6 2,350 GSX21000P-2.5D 10 | 25 | 70 10 6,200
GSX20350P-2.5D 35| 88| 45 6 4,150 GSX21200P-2.5D 12 | 30 | 75 12 8,800
GSX20400P-2.5D 4 10 | 45 6 2,700 GSX21400P-2.5D 14 | 35 | 90 16 | 19,600
GSX20450P-2.5D 45| 113] 50 6 4,900 GSX21500P-2.5D 15 | 375| 90 16 | 24,800
GSX20500P-2.5D 5 125] 50 6 2,900 GSX21600P-2.5D 16 | 40 | 90 16 | 25,100
GSX20550P-2.5D 55| 138| 50 6 4,900 GSX22000P-2.5D 20 | 50 | 100 | 20 | 42,400
AR ik -0 fUhA:30° SEHFREIDEAL, TN

Tolerance of Shank Dia.

Helix angle

Tolerance of outer diameter is the same as 3D.

P14

Cutting Condition




213

Two Flutes

GSX2C-3D

GSX MILL &z~ YIHISF

GSX MILL 2#8 3D Two Flutes 3D |

LISTO152 i (Unit):mm/F (¥)

|GSX2C-4D

GSX MILL 2% 4D Two Flutes 4D

S

QE} wct

¢Ds

ZAQ

LISTO1 54 BT (Unit) :mm/F (¥

i S HE | AR | &R |DrR| SEMK i S HE | AR | &R DR &%ﬁlﬁ*ﬁ
CODE Dc 2 L Ds Price CODE Dc 2 L Ds Price
GSX20100C-3D 1 3 40 4 1,850 GSX20100C-4D 1 4 40 4 3,200
GSX20150C-3D 1.5 45| 40 4 1,850 GSX20150C-4D 1.5 6 40 4 3,200
GSX20200C-3D 2 6 40 4 1,850 GSX20200C-4D 2 8 40 4 3,200
GSX20250C-3D 25 75| 40 4 1,850 GSX20250C-4D 25| 10 50 4 3,200
GSX20300C-3D 3 9 50 6 2,350 GSX20300C-4D 3 12 50 6 3,990
GSX20400C-3D 4 12 50 6 2,700 GSX20400C-4D 4 16 50 6 4,450
GSX20500C-3D 5 15 50 6 2,900 GSX20500C-4D 5 20 60 6 4,700
GSX20600C-3D 6 18 50 6 3,100 GSX20600C-4D 6 24 60 6 5,200
GSX20800C-3D 8 24 70 8 5,100 GSX20800C-4D 8 32 80 8 8,530
GSX21000C-3D 10 30 90 10 6,200 GSX21000C-4D 10 40 90 10 10,500
GSX21200C-3D 12 36 90 12 8,800 GSX21200C-4D 12 48 100 12 14,900
GSX21600C-3D 16 48 110 16 25,100 GSX21600C-4D 16 64 120 16 42,600
GSX22000C-3D 20 60 120 20 42,400 GSX22000C-4D 20 80 140 20 69,800
44#% (mm) Dc e 5HE (mm) Dc .
%H#BA Above LUF Up to FFERE (mm) Tolerance %H#BA Above LU Up to FFEE (mm) Tolerance
3 0~-—0.015 3 0~-—0.015
3 12 0~—0.02 3 12 0~—0.02
12 0~—0.03 12 0~—0.03
D VRRE N6 falhf&:30° Dy VRERE M6 flhs:30°
Tolerance of Shank Dia. Helix angle Tolerance of Shank Dia. Helix angle
e
ngtﬁr{:?)f:dition P1 4
3 0 e e a
BEAEY)HISY Standard Milling Condition . afl]_lf
Dc
GSX MILL 243 2.5D/3D Gsx MiLL Two Flutes 2.50/3D
EER clural Stesls (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304.316) e
Ll Cleme i ElE8 KR E B8 RIRE : KVEE ElE8 KRE ; KRE : KVEE ; KRE
HHE oc Rotation Feed 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 min~! mm/min
1 14,000 150 14,000 150 13,000 110 8,900 60 6,400 38 8,000 43 6,400 30
2 8,000 210 8,000 210 7,700 170 5,300 85 3,800 50 4,600 60 3,800 43
4 4,600 280 4,600 280 4,300 210 2,900 100 2,100 65 2,600 75 2,100 44
% 6 3,400 340 3,400 340 3,100 260 2,200 130 1,600 85 2,000 95 1,600 70
n 8 2,600 340 2,600 340 2,400 260 1,600 130 1,200 85 1,400 95 1,200 70
T 10 2,000 340 2,000 340 1,900 260 1,300 130 940 85 1,100 95 940 70
£ 12 1,700 340 1,700 340 1,600 260 1,100 130 810 85 940 95 810 70
s 16 1,300 280 1,300 280 1,200 210 800 100 600 65 720 75 600 50
.U'E, 20 1,000 240 1,000 240 940 190 640 95 470 55 550 64 470 47
grag |2 2.5Dc 2Dc
el ol g 0.02Dc 0.01Dc
1 14,000 100 14,000 130 13,000 95 8,900 50 6,400 30 8,000 26 3,200 9
2 8,100 140 8,100 170 7,700 120 5,300 70 3,800 43 4,600 34 1,900 13
4 4,600 190 4,600 230 4,300 160 2,900 95 2,100 55 2,600 43 1,050 17
% 6 3,400 230 3,400 280 3,100 205 2,200 100 1,600 70 1,900 50 800 22
I 8 2,600 230 2,600 280 2,400 205 1,600 100 1,200 70 1,400 50 600 22
w 10 2,000 230 2,000 280 1,900 205 1,300 100 940 70 1,100 50 450 22
é 12 1,700 230 1,700 280 1,600 205 1,100 100 770 70 940 50 380 22
o 16 1,300 180 1,300 230 1,200 160 800 95 600 50 730 43 300 17
20 1,000 150 1,000 200 940 145 640 80 480 47 550 34 240 13
e o 0.1Dc 0.2Dc 0.05Dc 0.1Dc

1. RELEMIZITH7-0IIE BIEDH BHEE O I - RV S —& CEACEEL,
2. RIAMIDHEEFIT7—TO—EFERAL TS,
3. 27 UL THHEE. FAAREMITRHEIEV Ty THIL TR,

4. VBUHRETZHEE. EROBGEREX)EELZFICEIETT S 20, 1UAHEE T CTHEALES,

1. Use highly rigid machining center and holder.

2. Use an air blow for dry milling.

8. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
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GSX MILL ~FEzR - SIRISE M

GSX3C-1.5D GSX3C-2D

GSX MILL 3## 1.5D Three Flutes 1.5D \ GSX MILL 3#% 2D Three Flutes 2D \

BT =5 (YA BT 5 LA

LISTO156 B (Unit):mm/F (¥) LISTO158 s (Unit):mm/F (¥)
S HE | AR | &R |DrI8| SEMK P S HE | AR | &R |JrR| BEMK
CODE Dc 2 L Ds Price CODE Dc 7 L Ds Price
GSX30100C-1.5D 1 15| 40 4 3,800 GSX30100C-2D 1 25| 40 4 3,800
GSX30150C-1.5D 1.5 23| 40 4 3,800 GSX30150C-2D 1.5 38| 40 4 3,800
GSX30200C-1.5D 2 3 40 4 2,850 GSX30200C-2D 2 5 40 4 2,850
GSX30250C-1.5D 25 38| 40 4 2,850 GSX30250C-2D 2.5 6.3 40 4 2,850
GSX30300C-1.5D 3 45| 45 6 2,950 GSX30300C-2D 3 75| 45 6 2,950
GSX30400C-1.5D 4 6 45 6 3,200 GSX30400C-2D 4 11 45 6 3,200
GSX30500C-1.5D 5 75| 50 6 3,500 GSX30500C-2D 5 13 50 6 3,500
GSX30600C-1.5D 6 9 50 6 3,800 GSX30600C-2D 6 13 50 6 3,800
GSX30700C-1.5D 7 11 60 8 8,900 GSX30700C-2D 7 16 60 8 8,900
GSX30800C-1.5D 8 12 60 8 5,900 GSX30800C-2D 8 19 60 8 5,900
GSX30900C-1.5D 9 14 70 10 9,980 GSX30900C-2D 9 19 70 10 9,980
GSX31000C-1.5D 10 15 70 10 7,800 GSX31000C-2D 10 22 70 10 7,800
GSX31200C-1.5D 12 18 75 12 9,800 GSX31200C-2D 12 26 75 12 9,800
GSX31600C-1.5D 16 24 90 16 32,000 GSX31600C-2D 16 32 90 16 32,000
GSX32000C-1.5D 20 30 100 20 46,800 GSX32000C-2D 20 40 100 20 46,800
44#% (mm) Dc < 4% (mm) Dc i
F2 Above BT Up o &= (mm) Tolerance F8B Above F Up o A (mm) Tolerance
3 0~—0.015 3 0~—0.015
3 12 0~—0.02 3 12 0~—0.02
12 0~-—0.03 12 0~—0.03
SR BHEE N6 hlh#:30° SR YRFEE N6 Hlhm:30°
Tolerance of Shank Dia. Helix angle Tolerance of Shank Dia. Helix angle
> &7
e, | Yl oe
GSX MILL 3#3 1.5D/2D csx miLL Three Flutes 1.50/2D
i i R ol |WSEE 7| MEmRLN s Socs St o Jinee s ae
DS etrel Steels (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304.316) e Sl
Milling Conditions Bk BRORE B¢ BRUEE L R E Bk RURE B BRUEE Bl BURE Bk RURE
#Z oc Rotation Feed 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 min~"' mm/min
1 19,600 300 19,600 300 18,300 210 12,700 130 9,000 80 11,000 90 9,000 65
2 11,200 410 11,200 410 10,500 280 7,300 170 5,300 100 6,400 120 5,300 90
4 6,400 550 6,400 550 6,000 370 4,200 230 3,000 140 3,600 150 3,000 120
% 6 4,600 670 4,600 670 4,300 460 3,000 270 2,200 170 2,700 180 2,200 130
n 8 3,400 670 3,400 670 3,200 460 2,200 270 1,600 170 2,000 180 1,600 130
T 10 2,800 670 2,800 670 2,600 460 1,800 270 1,300 170 1,600 180 1,300 130
& 12 2,300 670 2,300 670 2,200 460 1,500 270 1,100 170 1,300 180 1,100 130
B 16 1,700 550 1,700 550 1,600 370 1,100 230 800 140 1,000 150 800 100
§ 20 1,350 490 1,350 490 1,300 330 900 210 650 120 800 130 650 90
gAsg | 9P 1.5Dc 1Dc
Depth of Cut [ o 0.05Dc 0.02Dc
1 19,600 240 19,600 300 18,300 210 12,700 130 9,000 80 11,000 65 4,500 25
2 11,200 320 11,200 410 10,500 280 7,300 170 5,300 100 6,400 85 2,650 35
4 6,400 450 6,400 550 6,000 370 4,200 230 3,000 140 3,600 100 1,500 50
% 6 4,600 540 4,600 670 4,300 460 3,000 270 2,200 170 2,650 130 1,150 55
I 8 3,400 540 3,400 670 3,200 460 2,200 270 1,600 170 2,000 130 800 55
» 10 2,800 540 2,800 670 2,600 460 1,800 270 1,300 170 1,600 130 650 55
3 12 2,300 540 2,300 670 2,200 460 1,500 270 1,100 170 1,300 130 500 55
S 16 1,700 440 1,700 550 1,600 370 1,100 230 800 140 1,000 110 400 45
20 1,350 390 1,350 490 1,300 330 900 210 650 120 800 90 320 40
i o 0.2Dc 0.5Dc 0.2Dc 0.05Dc 0.2Dc
1. REUVEMIEITH/-0ICIE BIEDOHEFEE OB O - RV — & TERESV, 1. Use highly rigid machining center and holder.
2. RSAIMIDBAFT7—7O0—%FEAL TS, 2. Use an air blow for dry milling.
3. A7 LA THEHE L. FH 245 MI T84Ty CIMTIUTLEEL, 3. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4. VPP RETZH I LROBGEREXVREEZRUEETT 50, 1AL EE T CTERAEE, 4. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
5. BEAHTCRIT7—TO—553THLET, -0, 5L RS A E SER R, 5. Recommend dry milling (air blow) for high speed milling. However, use the water-miscible

cutting fluid for stainless steels.
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GSX MILL &z~ YIHISMF

| GSXSLT-1.5D

GSX MILL 2Oy b 1.5D REElIE) |

&R ol 3 Y

2
L >
LISTO166 8 (Unit):mm/M (¥)
AEmics HE | AR | &R |[VOR| BEMER AEmics HE | AR | &R |[VOR| BEMER

CODE Dc £ L Ds Price CODE Dc £ L Ds Price
GSXSLT0100C-1.5D 1 15| 40 4 4,500 GSXSLT0900C-1.5D 9 14 70 10 10,800
GSXSLT0150C-1.5D 1.5 23| 40 4 4,500 GSXSLT1000C-1.5D 10 15 70 10 9,200
GSXSLT0200C-1.5D 2 3 40 4 3,800 GSXSLT1200C-1.5D 12 18 75 12 12,600
GSXSLT0250C-1.5D 25 38| 40 4 3,800 GSXSLT1600C-1.5D 16 24 90 16 36,000
GSXSLT0300C-1.5D 3 45| 45 6 4,600 T

mm) Do A= (mm) Tolerance

GSXSLT0400C-1.5D 4 6 45 6 5,300 ##BZ Above LIF Up to i
GSXSLT0500C-1.5D | 5 75| 50 6 5,800 3 S o
GSXSLT0600C-1.5D 6 9 50 6 6,200 12 0~—0.03
GSXSLT0700C-1.5D 7 11 60 8 9,300 S URHEE NG Alhs:40°
GSXSLTOSOOC-1 5D 8 1 2 60 8 7’900 Tolerance of Shank Dia. Helix angle

EAELTHIR{ Standard Milling Condition L ST

A X% S-C.#i#% FC- A&, TLN—N 58 EAE . BA R AR 27 L

Work Material gﬁﬁaﬁteseg Carbon Steels, Cast Irons Alloy Steels, Pre-hardened Steels Hardened Steels Hardened Steels Stainless Steels Nﬁ%‘ﬁﬁ‘?— ek
G (150~250HB) (25~35HRC) (35~45HRC) (45~50HRC) (SUS304.316) () Aleg®, WERT AL
wilve Conctons | et | RURE | ORM | RURE | OhEM | SURE | OhE8 | 2URE | ObH | SURE | DR | ZURE | OER | BZURE
HHE e Rotation Feed 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 min~' mm/min
1 19,600 300 19,600 300 18,300 210 12,700 130 9,000 80 11,000 90 9,000 65
2 11,200 410 11,200 410 10,500 280 7,300 170 5,300 100 6,400 120 5,300 90
1 4 6,400 550 6,400 550 6,000 370 4,200 230 3,000 140 3,600 150 3,000 120
=) 6 4,600 670 4,600 670 4,300 460 3,000 270 2,200 170 2,700 180 2,200 130
ZI:E 8 3,400 670 3,400 670 3,200 460 2,200 270 1,600 170 2,000 180 1,600 130
» 10 2,800 670 2,800 670 2,600 460 1,800 270 1,300 170 1,600 180 1,300 130
= 12 2,300 670 2,300 670 2,200 460 1,500 270 1,100 170 1,300 180 1,100 130
3 16 1,700 550 1,700 550 1,600 370 1,100 230 800 140 1,000 150 800 100
O | gz e 1.5Dc 1Dc
DepinofCut | g¢ 0.05Dc 0.02Dc
1 19,600 240 19,600 300 18,300 210 12,700 130 9,000 80 11,000 65 4,500 25
2 11,200 320 11,200 410 10,500 280 7,300 170 5,300 100 6,400 85 2,650 35
& 4 6,400 450 6,400 550 6,000 370 4,200 230 3,000 140 3,600 100 1,500 50
b 6 4,600 540 4,600 670 4,300 460 3,000 270 2,200 170 2,650 130 1,150 55
§ 8 3,400 540 3,400 670 3,200 460 2,200 270 1,600 170 2,000 130 800 55
H 10 2,800 540 2,800 670 2,600 460 1,800 270 1,300 170 1,600 130 650 55
& 12 2,300 540 2,300 670 2,200 460 1,500 270 1,100 170 1,300 130 500 55
16 1,700 440 1,700 550 1,600 370 1,100 230 800 140 1,000 110 400 45
T2AAB | ap 0.2Dc 0.5Dc 0.2Dc 0.05Dc 0.2Dc
1 19,600 70 19,600 90 18,300 60 12,700 40 9,000 25 11,000 20 4,500 10
ll~’ 2 11,200 90 11,200 120 10,500 80 7,300 50 5,300 30 6,400 25 2,650 15
d 4 6,400 130 6,400 160 6,000 110 4,200 70 3,000 40 3,600 30 1,500 20
> 6 4,600 160 4,600 200 4,300 130 3,000 80 2,200 50 2,650 40 1,150 20
1% 8 3,400 160 3,400 200 3,200 130 2,200 80 1,600 50 2,000 40 800 20
T 10 2,800 160 2,800 200 2,600 130 1,800 80 1,300 50 1,600 40 650 20
¥ 12 2,300 160 2,300 200 2,200 130 1,500 80 1,100 50 1,300 40 500 20
g 16 1,700 130 1,700 160 1,600 110 1,100 70 800 40 1,000 35 400 15
e ES 0.2Dc 0.5Dc 0.2Dc 0.05Dc 0.2Dc
1. RELVEMIZITH 20113 B DH BFEE DB - 5L F — & RS, 1. Use highly rigid machining center and holder.
2. RSAIMIDBEIRT7—TO—%EAL TS, 2. Use an air blow for dry milling.
3. AF LA, HEE L. FAALEMIT T35 Ty NTIMIU T, 3. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4. 27 LA A S . FAL AL DORYYL T IT TIR0.1D TN R Ty T ML AT >TLEEN, 4. Use step feed in drilling for Stainless Steels, Nickel Alloys, Titanium Alloys. The amount of the step is 0.1D




GSX MILL tIHIsE#F

ap
HELHISES Standard Milling Condition N

GSX MILL 43 4D csx MiLL Four Flutes 4D

| N o S-C. ##% FC- & NoAZAC B LBEA A AT LA .
W WA S5 S anls |WSER T, TEREIN Hormgs s S o FAEe T Ak
Y Sttuetural Steels (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304.316) ekl Aoy Tienum Alors
Lol Gl i B8 RIRE EIE 0 RRE Bk KR E B8 RIRE [EIE 0 KR E Bk KVEE B8 RIRE
5% o Rotation Feed 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 min~' mm/min
1 13,400 200 13,400 200 11,700 120 8,100 80 5,900 50 7,000 50 5,900 35
2 7,000 240 7,000 240 6,700 160 4,600 100 3,400 60 4,000 65 3,400 45
m 4 3,800 300 3,800 300 3,500 200 2,500 130 1,800 85 2,100 90 1,800 55
& 6 2,600 330 2,600 330 2,400 220 1,700 130 1,200 90 1,500 100 1,200 65
n 8 1,900 330 1,900 330 1,800 220 1,250 130 910 90 1,100 100 900 65
I 10 1,500 330 1,500 330 1,400 220 1,000 130 740 90 900 100 750 65
g 12 1,300 330 1,300 330 1,200 220 850 130 630 90 740 100 600 65
s 16 1,000 270 1,000 270 900 180 630 120 450 70 560 80 450 50
% 20 800 250 800 250 700 160 500 110 350 60 450 70 350 40
gRag |3 3.5Dc 3Dc
DepiofCul | ge 0.02Dc 0.01Dc 0.01Dc

T—7REBICLVIREI PR EHS RE T HEEI KRB U THIHIZAZEEL TS,
CEAORBORE EEHS BEETHISRMASELEVESE. BREEERR TIEALEN, 2054 RERED
FICLET T TSN,

Adjust milling condition when an unusual vibration, different sound occur by cutting.
When using low speed machines, use the maximum speed and adjust the feed rate.
Use highly rigid machining center and holder.

=

NOoO O AN~

3. RELAMI AT/, B OSSO - )L 5 —% RS, Lo an A Dlow 0Ty e eele, Nickel Alove, T Al
4. F’?‘ﬁjﬂl@i%%li17—7n—éﬁﬁﬂL'C(ﬁét‘o stia:cﬁ:;gﬁgg‘toI?:ZLL?SCrat-:‘Sdeuge trtmzlr:oel:ior:?\j fet:j ?ale grsryedlfsg ‘;12 deSlyhs.of cut.
5. 27 VLM, WA S, FEAREMTI SRR/ TMIL L, X Recommend dry milling (air blow) for high speed milling. However, use the water-miscible
6. VP RETZHEIE. LROBGEHEX)RELZRUEETT T2 YIURALRE T FTIHEREEN, cutting fluid for stainless steels. . .
7. BREEHTRIT—TO-2HTTHLET 720 A7 L AMITIE KB HmE & CEREEV, AlEE LT B EUINT
ae
ap 4”»« LL(
ap % 3
ae =
g | Dc a
GSX M".L 4*&” 2.5D P9‘f7 "J'\’_j‘:_j' GSX MILL Four Flutes 2.5D P Type Sharp Corner
T = N < =
Wi i R o |SER .| TERRLe o Sbot St S e T ae
G (150~250HB) (25~85HRC) (35~45HRC) (45~55HRC) (SUS304.316) () Al Wz AL
Millin it S < S S e 5 <
o\ han | ZEE | EER ) EEE | ERM | EER ) BRR ) HER | BRR | XER | QER ) XEE | ERR | EEE
mm min~' mm/min min~" mm/min min~' mm/min min~' mm/min min~' mm/min min~' mm/min min~' mm/min
1 22,000 360 22,000 360 19,000 220 13,000 140 9,500 90 11,300 90 9,500 65
2 11,500 440 11,500 440 11,000 290 7,500 180 5,400 110 6,500 120 5,400 85
4 6,000 560 6,000 560 5,800 370 4,000 230 2,900 150 3,400 160 2,900 100
% 6 4,200 600 4,200 600 4,000 400 2,700 240 2,000 160 2,400 170 2,000 120
m 8 3,000 600 3,000 600 2,800 400 2,000 240 1,450 160 1,800 170 1,450 120
I 10 2,500 600 2,500 600 2,350 400 1,600 240 1,200 160 1,450 170 1,200 120
& 12 2,100 600 2,100 600 2,000 400 1,350 240 1,000 160 1,200 170 1,000 120
s 16 1,500 500 1,500 500 1,450 320 1,000 210 750 130 900 140 750 90
g 20 1,200 460 1,200 460 1,150 290 800 200 600 110 700 120 600 75
gasE | 2.5Dc 2Dc
Depthof Cut [ 5 0.03Dc 0.01Dc
1 22,000 360 22,000 360 19,000 220 13,000 140 9,500 90 11,300 90 9,500 65
2 11,500 440 11,500 440 11,000 290 7,500 180 5,400 110 6,500 120 5,400 85
& 4 6,000 560 6,000 560 5,800 370 4,000 230 2,900 150 3,400 160 2,900 100
1=t 6 4,200 600 4,200 600 4,000 400 2,700 240 2,000 160 2,400 170 2,000 120
é'-, 8 3,000 600 3,000 600 2,800 400 2,000 240 1,450 160 1,800 170 1,450 120
n 10 2,500 600 2,500 600 2,350 400 1,600 240 1,200 160 1,450 170 1,200 120
ac 12 2,100 600 2,100 600 2,000 400 1,350 240 1,000 160 1,200 170 1,000 120
'.’—g" 16 1,500 500 1,500 500 1,450 320 1,000 210 750 130 900 140 750 90
g 20 1,200 460 1,200 460 1,150 290 800 200 600 110 700 120 600 75
AKE ap 1.5Dc
DepinafCut | gq 0.02Dckl T
1. T— R IC L IREIPC R ENRETEHEXE KRB TYIEIZGETELTEE, 1. Adjust milling condition when an unusual vibration, different sound occur by cutting.
2. CEROEBROR S SRS EEYEIZAIOELEVGESIE. RS EER T HERLEEV, Z0HE. X)EED 2. When using low speed machines, use the maximum speed and adjust the feed rate.
BICHETTF TS, 3. Use high\.y rigid mach\ning .cemer and holder.
3. REUAMIETSEDIN BEOHBHEOB - H)L 5~ HATE, 2 e an air blow for dry miling.
4. RSAMTOBART7—T O—&ERALTIEEL, 5. Use in wet co_ndmon in case of Slawnless_ Steels, Nickel Alloys, Titanium Alloys.
5 XFUL R AL, FAL AL ENMT T HBARY Ty TITULTEE, 6. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
6.

VUIHFRETZHEE. EROBEGEHREXREZFILEIG T30 G1VALBE TIF TTERAEE,
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S e s ' GSX MILL 78I

& - ap
EAELNHISS Standard Milling Condition o
GSX MILL 283 4D csx viLL Two Flutes 4D
7 § e - - | & —K> 5> 5
o ';»Hlllagia\ gﬁﬁagéﬁ Dgﬁg Ssteeclg ﬁgﬁffn? Alloy ﬁgs Z:é?dentd/sgels Hﬁgdge‘d’%tél? Hard%‘égeels s s;é;!is Nﬁ*ﬁﬁﬁ‘? b é';“ﬁ
GERS (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304, 316) S TR
wilve Conctons | gy | RORE | HEM | RURE | OE8 | SURE | OhES | 2URE | OhEH | 2URE | OER | 2URE | OER | 2UERRE
Dc Rotation Feed 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 min~' mm/min
1 9,600 90 9,600 90 9,000 65 6,300 35 4,400 20 5,400 28 4,400 18
2 5,500 125 5,500 125 5,200 85 3,600 50 2,600 28 3,200 35 2,600 25
4 3,200 170 3,200 170 2,900 120 2,100 65 1,500 42 1,800 45 1,500 28
% 6 2,200 210 2,200 210 2,100 145 1,500 75 1,100 50 1,300 50 1,100 35
il 8 1,700 210 1,700 210 1,500 145 1,100 75 850 50 1,000 50 850 35
T 10 1,400 210 1,400 210 1,300 145 900 75 630 50 770 50 670 35
g 12 1,100 210 1,100 210 1,100 145 770 75 560 50 630 50 560 35
= 16 840 170 840 170 770 120 560 65 420 35 490 42 420 32
é 20 670 140 670 140 630 105 460 60 320 32 390 35 340 28
PALE ap 3.5Dc 3Dc
i P 0.01Dc 0.005Dc 0.005Dc
1. RELEMIZITH7-0ICIE BIEDH S5 E OF I - RV S —& CfEAEEL, 1. Use highly rigid machining center and holder.
2. RSAMIDBARI7—7O—&HEALTEE, 2. Use an air blow for dry milling.
3. ZF UL A THHAE . F A AEEMIT TS A Y Ty N TIMIUTEEL, 3. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4. OB ST BB, li@@ﬁﬁ&iﬁ”gﬁ’&ﬁ]U?]‘%T"’Fl'f%i‘l\ W‘)ﬂ&ﬁ&T(ff:ﬁm(ﬁét v, 4. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
R r=rie 1 e At EFINT
Qe
o b el
8
aL» ‘4—»% S
GSX M".L 2*5!39 2.5D Pg‘fj’ 91’_7:—7' GSX MILL Two Flutes 2.5D P Type Sharp Corner Bg e
T = g = N < =
W W ss R o |SER .| TERRLe o Sbot S ey Hes T ae
DY (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304.316) e e e
Milling Conditions BEH RRE ElE RURE ElE BRUEE B&EH RORE EIE¢ R & BRUEE EEH RORE
De Rotation Feed 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 min~' mm/min
1 16,000 180 16,600 180 15,500 130 10,500 70 7,500 45 9,400 50 7,500 35
2 9,500 250 9,500 250 9,000 200 6,200 100 4,500 60 5,400 70 4,500 50
4 5,400 330 5,400 330 5,000 250 3,400 120 2,500 75 3,000 90 2,500 65
% 6 4,000 400 4,000 400 3,700 300 2,550 150 1,900 100 2,300 110 1,900 80
m 8 3,000 400 3,000 400 2,800 300 1,900 150 1,400 100 1,700 110 1,400 80
T 10 2,400 400 2,400 400 2,200 300 1,500 150 1,100 100 1,300 110 1,100 80
& 12 2,000 400 2,000 400 1,850 300 1,300 150 950 100 1,100 110 950 80
= 16 1,500 330 1,500 330 1,400 250 950 120 700 75 850 85 700 60
§ 20 1,200 280 1,200 280 1,100 220 750 110 550 65 650 75 550 55
gALE | 9P 2.5Dc 2Dc
Depthof Cut [ 5 0.02Dc 0.01Dc
1 16,600 180 16,600 180 15,500 130 10,500 70 7,500 45 9,400 50 7,500 35
2 9,500 250 9,500 250 9,000 200 6,200 100 4,500 60 5,400 70 4,500 50
& 4 5,400 330 5,400 330 5,000 250 3,400 120 2,500 75 3,000 90 2,500 65
1=t 6 4,000 400 4,000 400 3,700 300 2,550 150 1,900 100 2,300 110 1,900 80
é'-, 8 3,000 400 3,000 400 2,800 300 1,900 150 1,400 100 1,700 110 1,400 80
n 10 2,400 400 2,400 400 2,200 300 1,500 150 1,100 100 1,300 110 1,100 80
ac 12 2,000 400 2,000 400 1,850 300 1,300 150 950 100 1,100 110 950 80
2 16 1,500 330 1,500 330 1,400 250 950 120 700 75 850 85 700 60
é 20 1,200 280 1,200 280 1,100 220 750 110 550 65 650 75 550 55
° | gmam | 1.50c
DepinafCut | gq 0.02Dckl T
1. TR IC KRB RSN RETEHEXE RSB TYIBIERGET T LT, 1. Adjust milling condition when an unusual vibration, different sound occur by cutting.
2. CEAOEEORS GRS EEYEIEMAIOZELEVSEI. RE OB TCIFERIEIV,. ZOHE  XEES 2. When using low speed machines, use the maximum speed and adjust the feed rate.
FBICHETTFIFTEE, 3. Use highly rigid machining center and holder.
3. RELLMTAITH01013, BIEDS SHE DR - £ 4 — & CRACEE, 2 Use an air blow for cry miling. . .
4. RSAMTOBART7—TO—&ERALTIEEL, 5. Use in wet co_ndmon in case of Sta\nless_ Steels, Nickel Alloys, Titanium Alloys.
5. 27 UL 3. HHA LS. FAL AR ENT T HEAEY Ty TIMTL TS, 6. When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
6. VBUHRETZHEE. EROBGEHREXREEZFLEIEG T30 61VALBE T TTHERAEE,
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Realize incredible high efficiency milling

GS MILL 574275742959 F7 R

GS MILL Roughing / Roughing Radius

ERZy 7PN AT TRENLEER
ToVBEDBRN Ty Iy FORE LIS IR DR St R i8R £
BF BT T TRHEGR
BFATIANRI— BRI BMEOEA S D TR L

Realize stable milling by wave type nicks

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

Smoothing coat and micro grain carbide improve wear resistance.

S

EEEMOBEEMT

High speed milling in hardened die and mold steels

GS MILL /A=K IN=KSVT R

GS MILL Hard / Hard Radius

A DR L

SR BT RMED IVNEBRE S £ E IR BARE DR LIS,
EBEENIRICRETZIVOLBEREEIMA. HAMER L
TREOFRTER RIC LY GDU<T B M T BRI £

Improvement of the durability

By micrograin alloy carbide for the high hardness, it restrains micro-plastic deformation
and improves by the durability.

It is compatible with chip removal in tool rigidity by an original new form.

FIA4TEY v hERFOT/RMMIA AT

Super smooth finished surface

DLCIJ

DLC MILL

DLCO—T >R THRANYIH TETEAL
TINIEEDEEITYMITERFINTEER
(EEZABODLCO— AR DR BRlh, & T <WEICEE RN D i<
BN R EE R

Practical use cutting tool by DLC coat for the first time in the world
Realize high-speed wet condition and dry condition of aluminum alloy.
Realize smooth chip discharge by DLC coat and most suitable end mill design.

PR e

NACHI

HRatt AT

www.nachi-fujikoshi.co.jp

AEEMEREOBEME EFMICEE

Suitable for high precision finishing of hardened molding dies

GS MILL /\—RFE=J

GS MILL Hard Ball

SR E BT RMECOBE S £ BH

BEERMTRICRETZIVALBMEREMA. AL £

R¥EE+3~—7um

HEHEDT L ISZREI TRV IRFEEEERL. S5 TH FIAE

Ultra micro grain carbide with low Cobalt content suppresses micro plastic deformation
during milling and increase tool life.

High accuracy ball nose +3~—7um

Realize high accuracy ball nose by "One-Pass" grinding process and precise milling is possible.

B T —

SROWMMTICRE

Best for the micro fabrication in die and mold steels

GS MILL AT %y N—F&X—=)

GS MILL Long Neck Hard Ball

IRBIR AR —IVTZIR

HEHEDT L INZRRE| TR —IVERERE +3~—7um

Ny T F—=INMEETHHEEROEREE L EEEOm £

I—=ZXBA6T AT LICEY), BSOS TIZFT IS

Original Ballnose Endmill form

Ball radius tolerance +3~—7um by “One-Pass” grinding process between ballnose cutting

edge and outside cutting edge.
From 546 series items, the choice is possible for every minute milling.

ﬁ

mitEMIEm AL EFEERL

New indexable endmill for high efficiency machining and excellent machined surface quality

WAVY MILL NWEX#!

WAVY MILL NWEX type

HFRAEL AR T v T EBBIMEAR T 120,

RELERERMTEER

BT SHMBDERLF VT NI I— a3 TIRIKVIITZ R —h
I7RfFEEMAMEART 1. 10217617147 LES)—Z1E

High efficiency machining by the optimized cutting edge geometry and high rigidity
design of the body.

Wide application range by 3 types of inserts and 5 kinds of insert grades.
Highly durable cutter bodies of 61 items with internal coolant holes.

RRAA Tel:03-5568-5111 Fax:03-5568-5206  RFEBXEHME1-9-2 HRBEKRLIL17F T106-0021

ELLAt Tel:076-423-5111 Fax076-493-5211  EMA—#EABI1-1-1 T930-8511

[=E S T

REAZH  Tel:03-5568-5285 Fax:03-5568-5293 REA Tel:062-769-6816 Fax:052-769-6828 #FFBIR Tel:03-5568-5190 Fax:03-5568-5195
JeEEE%M Tel:011-782-0006 Fax:011-782-0033 RBXIE Tel:063-454-4160 Fax:053-454-4845 #WFFEE Tel03-6252-3677 Fax:03-6252-3678
IEE%m  Tel0237-71-0321 Fax:0237-72-5212 52 Tel:076-425-8013 Fax076-492-4319 #WFF=E Tel052-769-6911 Fax:052-769-6913
BEEER  Tel024-991-4511 Fax:024-935-1450 AR Tel:06-7178-5101 Fax:06-7178-5110 #WFFILkE Tel076-424-3991 Fax:076-492-4319
JEBEsRsZE Tel:0276-46-7511 Fax:0276-46-4599 hEMNERE Tel:082-5668-7460 Fax:082-568-7465 #FFEFE Tel06-7178-2200 Fax:06-7178-2201
EMEZR  Tel:0268-28-7863 Fax:.0268-21-1185 TN Tel:092-441-2505 Fax:092-471-6600

Eofc&EDT LRV —EX

@1 0120-714-159

OUHIRM TERELLE. STEICHHVEDELZE,
ORI AEREIFHRDICTEDIRTTIE . NRES LU —HOEERRINBHNEDELZE W,
O BRDITEDIRFTEZHBRUICFRFODA—ERMRE THRLEDELZE W,
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