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NORMAL-GSZA 7" (—umim) CRRSTALE

g FYN—F5R =N 0 4 § Z2TFVLRH
HB225~325 HRC30~40 | HRC40~45 | HRC45~55 HRC55~70
©) ©) ©) (©) (@)

NORMAL- © OARMITF—TURAFW

DA F v 7 H#AE(DL1E5~D20HFHE 28 H AMA VA TRIHE)

G S D !I%E - BREHLVIRTVEERL EES ALTELBF,
Sv—T Ty RA T (GSXSP) 72U (HEi@it) X1 7 (GSXSA)
ROITT2MHA EBEZAT IRP1I~20 RO TT2MHA BEZAT FIRP1I~20
BE AR vwvvE IR 2R | EE® RE AR |swvvE WE L 2R | EE®
GS2SP010 1 4 40 1,400 GS2SA010 1 4 40 1,400
GS2SP020 2 4 4 40 1,400 GS2SA020 2 4 4 40 1,400
GS2SP030 3 6 45 1,860 GS2SA030 3 6 8 45 1,860
GS2SP040 4 6 11 45 2120 GS2SA040 4 6 11 45 2,120
GS2SP050 5 6 13 50 2,420 GS2SA050 5 6 13 50 2,420
GS2SP060 6 6 13 50 2,390 GS2SA060 6 6 13 50 2,390
GS2SP080 8 8 19 60 4,430 GS2SA080 8 8 19 60 4,430
GS2SP100 10 10 22 70 6,000 GS2SA100 10 10 22 70 6,000
GS2SP120 12 12 26 75 8,590 GS2SA120 12 12 26 75 8,590
25 TT73KHA L/D=3 FEO1~16 2 TT73HHA L/D=3 FEO1~16
nNE AE AR AR 2R TE A (¥) BE AE AR AR 2R TE A (¥)
GS3SP010-3D 1 4 3 45 1,580 GS3SA010-3D 1 4 3 45 1,580
GS3SP020-3D 2 4 6 45 1,580 GS3SA020-3D 2 4 6 45 1,580
GS3SP030-3D 3 6 9 50 2,020 GS3SA030-3D 3 6 9 50 2,020
GS3SP040-3D 4 6 12 50 2,390 GS3SA040-3D 4 6 12 50 2,390
GS3SP050-3D 5 6 15 50 2,740 GS3SA050-3D 5 6 15 50 2,740
GS3SP060-3D 6 6 18 55 2,740 GS3SA060-3D 6 6 18 55 2,740
GS3SP080-3D 8 8 24 60 4,900 GS3SA080-3D 8 8 24 60 4,900
GS3SP100-3D 10 10 30 75 6,440 GS3SA100-3D 10 10 30 75 6,440
GS3SP120-3D 12 12 36 75 9,320 GS3SA120-3D 12 12 36 75 9,320
RYITART 1ZEXLT FEOG1I~20 RYITARF 1BEXLT FEG1I~20
BE AR AR AR 2R TE A (¥) BE AR |7 AR 2R TE A (¥)
GS4SP010 1 4 2 45 1,400 GS4SA010 1 4 45 1,400
GS4SP020 2 4 4 45 1,400 GS4SA020 2 4 45 1,400
GS4SP030 3 6 50 1,860 GS4SA030 3 6 50 1,860
GS4SP040 4 6 11 50 2,120 GS4SA040 4 6 11 50 2,120
GS4SP050 5 6 13 50 2,420 GS4SA050 5 6 13 50 2,420
GS4SP060 6 6 15 50 2,390 GS4SA060 6 6 15 50 2,390
GS4SP080 8 8 20 60 4,430 GS4SA080 8 8 20 60 4,430
GS4SP100 10 10 25 75 6,000 GS4SA100 10 10 25 75 6,000
GS4SP120 12 12 30 75 8,590 GS4SA120 12 12 30 75 8,590
d—F4»7  AlICr R—XRa—F 47
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» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

— ______ I —J]

B{f7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SP010 1.0 4 2 40 15° 1,400 o
GS2SP015 1.5 4 3 40 15° 1,400 o
GS2SP020 2.0 4 4 40 15° 1,400 o
GS2SP025 25 4 5 40 15° 1,400 o
GS2SP030 3.0 6 8 45 15° 1,860 o
GS2SP040 4.0 6 1 45 15° 2,120 o
GS2SP050 5.0 6 13 50 15° 2,420 ( }
GS2SP060 6.0 6 13 50 = 2,390 o
GS2SP080 8.0 8 19 60 = 4,430 ([
GS2SP100 10.0 10 22 70 = 6,000 o
GS2SP120 12.0 12 26 75 - 8,590 [
GS2SP160 16.0 16 32 100 - 22,090 o
GS2SP200 20.0 20 40 110 - 31,250 [ )
HERE PAPL:IN:S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance

0~-0.02 hé

e 888 7UN-FUE AR BIRAR # 97774b &% TIIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium

e [ o | o | o | O | | | [ o ] [ o ]
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GSZSP e

% AlCr ) Kl
30° -base % 1+ . A% L7 SQUARE

CARBIDE, 2 FLUTE WITH SHRAP EDGE, SQUARE

HBE2MA R7I7 TV FEIW(EV )

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—haal ][ —=J]
.

‘ L3

T IE S0 AR Py SN | i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SP010-1.5D 1.0 4 15 40 15° 1,460 o
GS2SP015-1.5D 15 4 225 40 15° 1,460 o
GS2SP020-1.5D 2.0 4 3 40 15° 1,460 @
GS2SP025-1.5D 25 4 3.75 40 15° 1,460 @
GS2SP030-1.5D 3.0 6 45 45 15° 1,860 [ )
GS2SP040-1.5D 4.0 6 6 45 15° 2,080 (]
GS2SP050-1.5D 5.0 6 7.5 50 15° 2,390 [ J
GS2SP060-1.5D 6.0 6 9 50 = 2,340 (]
GS2SP080-1.5D 8.0 8 12 60 = 4,310 (]
GS2SP100-1.5D 10.0 10 15 70 = 5,920 [ )
GS2SP120-1.5D 12.0 12 18 75 = 8,420 {
GS2SP160-1.5D 16.0 16 24 100 = 21,290 (]
GS2SP200-1.5D 20.0 20 30 110 = 30,020 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ o | o [ o | O] | | [ o | [ © |
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» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

— ______ I —J]

B{f7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SP010-3D 1.0 4 3 40 15° 1,490 o
GS2SP015-3D 15 4 4.5 40 15° 1,490 o
GS2SP020-3D 2.0 4 40 15° 1,490 o
GS2SP025-3D 25 4 7.5 45 15° 1,490 o
GS2SP030-3D 3.0 6 9 45 15° 1,980 o
GS2SP040-3D 4.0 6 12 45 15° 2,270 o
GS2SP050-3D 5.0 6 15 50 15° 2,600 (]
GS2SP060-3D 6.0 6 18 55 = 2,600 (]
GS2SP080-3D 8.0 8 24 60 = 4,710 ( }
GS2SP100-3D 10.0 10 30 70 = 6,290 (]
GS2SP120-3D 12.0 12 36 75 = 8,990 (]
GS2SP160-3D 16.0 16 48 100 = 23,440 o
GS2SP200-3D 20.0 20 60 110 = 33,170 (]
HERE DV ERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 h6

RRE 888 TUN-FVE AR BIEASR . J3774b &% TIVIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
o [ o | o | o | O] | | [ © | [ o |
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GSZSP e

% AlCr ) Kl
30° -base % 1+ . A% L7 SQUARE

CARBIDE, 2 FLUTE WITH SHRAP EDGE, SQUARE

HBE2MA R7I7 TV FEIW(EV )

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—haal ][ —=J]
.

‘ L3

T IE S0 AR Py SN | i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS25P010-4D 1.0 4 4 50 15° 1,610 o
GS2SP015-4D 15 4 6 50 15° 1,610 @
GS2SP020-4D 2.0 4 8 50 15° 1,610 @
GS2SP025-4D 25 4 10 50 15° 1,610 [ )
GS2SP030-4D 3.0 6 12 60 15° 2,390 [ )
GS2SP040-4D 4.0 6 16 60 15° 2,700 [ )
GS2SP050-4D 5.0 6 20 60 15° 2,930 [ ]
GS2SP060-4D 6.0 6 24 65 = 2,930 [ ]
GS2SP080-4D 8.0 8 32 75 = 5,370 [ ]
GS2SP100-4D 10.0 10 40 80 = 6,910 [ ]
GS2SP120-4D 12.0 12 48 95 o 11,000 [ ]
GS2SP160-4D 16.0 16 64 120 = 25,890 o
GS2SP200-4D 20.0 20 80 140 = 42,780 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ o | o [ o | O] | | [ o | [ © |
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» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

— ______ I —J]

B{f7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SP010-5D 1.0 4 5 50 15° 1,860 (
GS2SP015-5D 15 4 7.5 50 15° 1,860 o
GS2SP020-5D 2.0 4 10 50 15° 1,860 o
GS2SP025-5D 25 4 12.5 60 15° 1,860 o
GS2SP030-5D 3.0 6 15 60 15° 2,600 o
GS2SP040-5D 4.0 6 20 60 15° 2,960 (]
GS2SP050-5D 5.0 6 25 70 15° 3,330 {
GS2SP060-5D 6.0 6 30 70 ° 3,330 (]
GS2SP080-5D 8.0 8 40 90 = 6,440 (]
GS2SP100-5D 10.0 10 50 100 = 8,370 (]
GS2SP120-5D 12.0 12 60 120 = 12,320 (]
GS2SP160-5D 16.0 16 80 135 = 31,780 o
GS2SP200-5D 20.0 20 100 160 = 52,140 (]
HERE DV ERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 h6

RRE A8 TUN-FUE AR BIEASR . J3774b &% TIVIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
o [ o | o | o | O] | | [ © | [ o |
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS4SP e

% AlCr ) Kl
30° -base % 1+ A% L7 SQUARE

CARBIDE, 4 FLUTE WITH SHRAP EDGE, SQUARE

HBEARA R7IT7 TV FEIW(EV )

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—__s ][ S>3

BI(mm) Unit: mm
— W SpyoE TE ) FoN—%f | i ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SP010 1.0 4 2 45 15° 1,400 [
GS4SP015 15 4 3 45 15° 1,400 @
GS4SP020 2.0 4 4 45 15° 1,400 @
GS4SP025 25 4 5 45 15° 1,400 @
GS4SP030 3.0 6 8 50 15° 1,860 @
GS4SP040 4.0 6 1 50 15° 2,120 [ )
GS4SP050 5.0 6 13 50 15° 2,420 [ J
GS4SP060 6.0 6 15 50 = 2,390 (]
GS4SP080 8.0 8 20 60 = 4,430 (]
GS4SP100 10.0 10 25 75 = 6,000 (]
GS4SP120 12.0 12 30 75 = 8,590 (]
GS4SP160 16.0 16 32 100 = 22,090 o
GS4SP200 20.0 20 40 110 = 31,250 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance

0~-0.02 hé

RRE A28 7UN-IUR IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY

Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium

o [ o | o [ o | O] | | [ o | [ © |

63
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KKK SOLID CARBIDE END MILL

for General Steels |GS4SP e

% AlCr 7 U
30° -base % 1+ P R LT saure
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» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIBNEIY FEb,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

—__s [ S>3

Bi7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SP010-1.5D 1.0 4 15 45 15° 1,460 ([ J
GS4SP015-1.5D =S 4 225 45 15° 1,460 ( }
GS4SP020-1.5D 2.0 4 3 45 15° 1,460 ( }
GS4SP025-1.5D 1255 4 3.75 45 15° 1,460 ( }
GS4SP030-1.5D 3.0 6 4.5 50 15° 1,860 ( }
GS4SP040-1.5D 4.0 6 6 50 15° 2,080 o
GS4SP050-1.5D 5.0 6 7.5 50 15° 2,390 o
GS4SP060-1.5D 6.0 6 9 50 = 2,340 o
GS4SP080-1.5D 8.0 8 12 60 = 4,310 o
GS4SP100-1.5D 10.0 10 15 75 - 5920 o
GS4SP120-1.5D 12.0 12 18 75 - 8,420 o
GS4SP160-1.5D 16.0 16 24 100 - 21,290 [ )
GS4SP200-1.5D 20.0 20 30 110 - 30,020 [ )
HERE VvV IERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
be] a8 TUN-FUR HAH N #9774 B&  TWIZOL ATULAE F4Y
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
o | o | o [ o | O | | | [ © ] [ © ]
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS4SP e

% AlCr ) Kl
30° -base % 1+ 9 A% L7 SQUARE

CARBIDE, 4 FLUTE WITH SHRAP EDGE, SQUARE

HBEARA R7IT7 TV FEIW(EV )

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—__s ][ S>3

BI(mm) Unit: mm
— W SpyoE TE ) FoN—%f | i ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SP010-3D 1.0 4 3 45 15° 1,490 o
GS4SP015-3D 15 4 45 45 15° 1,490 @
GS4SP020-3D 2.0 4 6 45 15° 1,490 @
GS4SP025-3D 25 4 7.5 45 15° 1,490 [ )
GS4SP030-3D 3.0 6 9 50 15° 1,980 [ )
GS4SP040-3D 4.0 6 12 50 15° 2,270 [ )
GS4SP050-3D 5.0 6 15 50 15° 2,600 [ J
GS4SP060-3D 6.0 6 18 55 = 2,600 [ ]
GS4SP080-3D 8.0 8 24 60 = 4,710 [ }
GS4SP100-3D 10.0 10 30 75 = 6,290 (]
GS4SP120-3D 12.0 12 36 75 = 8,990 [ ]
GS4SP160-3D 16.0 16 48 100 = 23,440 o
GS4SP200-3D 20.0 20 60 110 = 33,170 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ o | o [ o | O] | | [ o | [ © |
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NEW. —iupmiBiETy K3
KKK SOLID CARBIDE END MILL

for General Steels |GS4SP e

% AlCr 7 U
30° -base % 1+ PO R LT saure

CARBIDE, 4 FLUTE WITH SHRAP EDGE, SQUARE
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» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

—__s [ =3P

Bi7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SP010-4D 1.0 4 4 50 15° 1,610 (]
GS4SP015-4D 1.5 4 6 50 15° 1,610 o
GS4SP020-4D 2.0 4 8 50 15° 1,610 o
GS4SP025-4D 25 4 10 50 15° 1,610 o
GS4SP030-4D 3.0 6 12 60 15° 2,390 o
GS4SP040-4D 4.0 6 16 60 15° 2,700 (]
GS4SP050-4D 5.0 6 20 60 15° 2,930 { ]
GS4SP060-4D 6.0 6 24 65 = 2,930 (]
GS4SP080-4D 8.0 8 32 75 = 5,370 { ]
GS4SP100-4D 10.0 10 40 80 - 6,910 (]
GS4SP120-4D 12.0 12 48 95 - 11,000 (]
GS4SP160-4D 16.0 16 64 120 - 25,890 o
GS4SP200-4D 20.0 20 80 140 = 42,780 (]
HERE PAPL:IN:S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé

e 888 7UN-FUE AR BIRAR # 97774b &% TIIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
e [ o | o | o | O | | | [ o ] [ o ]
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS4SP e

% AlCr ) Kl
30° -base & . A% L7 SQUARE

CARBIDE, 4 FLUTE WITH SHRAP EDGE, SQUARE

HBEARA R7IT7 TV FEIW(EV )

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—__s ][ S>3

BI(mm) Unit: mm
— W SpyoE TE ) FoN—%f | i ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SP010-5D 1.0 4 5 50 15° 1,860 [
GS4SP015-5D 1.5 4 7.5 50 15° 1,860 @
GS4SP020-5D 2.0 4 10 50 15° 1,860 @
GS4SP025-5D 25 4 12.5 60 15° 1,860 [ )
GS4SP030-5D 3.0 6 15 60 15° 2,600 [ )
GS4SP040-5D 4.0 6 20 60 15° 2,960 [ ]
GS4SP050-5D 5.0 6 25 70 15° 3,330 [ ]
GS4SP060-5D 6.0 6 30 70 = 3,330 [ )
GS4SP080-5D 8.0 8 40 90 = 6,440 [ J
GS4SP100-5D 10.0 10 50 100 - 8,370 [ ]
GS4SP120-5D 12.0 12 60 120 - 12,320 [ ]
GS4SP160-5D 16.0 16 80 135 - 31,780 o
GS4SP200-5D 20.0 20 100 160 = 52,140 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
e 288 7Un-KUE AR BHAR @ J7774F  @#%  TINIZUL ZATULZE  FHY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
e [ o | o [ o | O | | | [ o ] [ o ]
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KL ) SOLID CARBIDE END MILL o
for General Steels |GSZBE -z

R—) b BALLNOSE
4 R AlCr | 7 U
30° -base | 5 1+ 9
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» AICr original coating end mills offer high performance with price P ACR—=ZAA I FIA—T 4 %L, DJRAMNT+—<

effective. VAIENETY R,
» Gashland edge, sharpe edge available.

R
R /[

_— o =
| R

B{f7(mm) Unit: mm
- KB | DR | YrvoB | WE 28 |7-/\-%R| ®E | &6
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

GS2BEO10 RO.5 1.0 4 2 50 15° 2,300 ()
GS2BE020 R1.0 2.0 6 5 50 15° 2,700 ()
GS2BE030 R1.5 3.0 6 8 70 15° 3,910 [ )
GS2BE040 R2.0 4.0 6 8 70 15° 3,910 ()
GS2BE060 R3.0 6.0 6 12 90 = 4,540 [ ]
GS2BE080 R4.0 8.0 8 14 100 - 8,050 [ )
GS2BE100 R5.0 10.0 10 18 100 = 11,050 [ )
GS2BE120 R6.0 12.0 12 25 110 - 15,210 [ }
GS2BE160 R8.0 16.0 16 30 140 = 38,580 o
GS2BE200 R10.0 20.0 20 38 160 - 48850 @
HRRE DAL 2
Mill Dia. Tolerance (mm) Shank Dia. Tolerance

0~-0.02 hé

be] a88  7Un-FUE A N # JI7774% &% TIWIZOL ATULAE F4Y

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  CastIron  Aluminum St;l;\leelsss Titanium
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—hEHREBE T F2IV

NEW.
KL ) sOLID CARBIDE END MILL o
for General Steels |GSZBE 2z

R— saLnose
Z | G AICr | 47 &
30° -base | 5% 1 9

CARBIDE, 2 FLUTE BALL NOSE

B 2MHIR—IVTVFEIL

» AICr original coating end mills offer high performance with price P AT RN=ZA I FIVA—T 4 7 %EL, JAMNNTA—T

effective. VAITEBNETY R,
» Gashland edge, sharpe edge available.

‘ ‘ L2
L3

B3Y7(mm) Unit: mm
R R—IL$ER HE PAPA:S A& R T—IN—%f TEf EES
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

GS2BE010-1.5D RO.5 1.0 4 15 50 15° 2,340 ( ]
GS2BE020-1.5D R1.0 2.0 6 3 60 15° 2,700 ( ]
GS2BE030-1.5D R1.5 3.0 6 4.5 60 15° 3,730 ( }
GS2BE040-1.5D R2.0 4.0 6 6 70 15° 3,950 ( }
GS2BE060-1.5D R3.0 6.0 6 9 80 = 4,210 [ ]
GS2BE080-1.5D R4.0 8.0 8 12 90 = 7,790 ([ ]
GS2BE100-1.5D R5.0 10.0 10 15 100 = 10,830 ( ]
GS2BE120-1.5D R6.0 12.0 12 18 110 = 17,410 ( ]
GS2BE160-1.5D R8.0 16.0 16 24 140 = 44,120 ( ]
GS2BE200-1.5D R10.0 20.0 20 30 160 - 56230 @
HEAE PAPLLLIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
bl /g8 7UN-FUE AR RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite ~ Cast Iron  Aluminum Stsat';]::s Titanium
¢ | o | o [ o | O | | | [ o | [ o |
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» AICr original coating end mills offer high performance with price P ACR—=ZAA I FIA—T 4 %L, DJRAMNT+—<

effective. VAIENETY R,
» Gashland edge, sharpe edge available.

R
R /[

_— o =
| R

B{f7(mm) Unit: mm
- F-VEE | AE | yvvo® | HE 25 |7-N-%¥B| ®E | &ER
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

GS2BE010-3D RO.5 1.0 4 3 50 15° 2,530 ()
GS2BE020-3D R1.0 2.0 6 6 50 15° 2,930 o
GS2BE030-3D R1.5 3.0 6 9 70 15° 4,280 [ )
GS2BE040-3D R2.0 4.0 6 12 70 15° 4,280 ()
GS2BE060-3D R3.0 6.0 6 18 90 = 4,900 [ ]
GS2BE080-3D R4.0 8.0 8 24 100 = 8,640 [ ]
GS2BE100-3D R5.0 10.0 10 30 100 = 11,920 [ ]
GS2BE120-3D R6.0 12.0 12 36 110 = 19,310 o
GS2BE160-3D R8.0 16.0 16 48 140 = 49,250 o
GS2BE200-3D R10.0 20.0 20 60 160 - 61280 @
HRRE PAPNLEIN-S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé

] a8 TUN-FUR A BiAR # JI7774% &% TIWIZOL ATULAE F4Y

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum St;l;\leelsss Titanium

o | o | o [ o | O | | | [ © ] [ © ]
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NEW.
KL ) sOLID CARBIDE END MILL o
for General Steels |GSZBE 2z

R— saLnose
Z | G AICr | 47 &
30° -base | & 1 [

CARBIDE, 2 FLUTE BALL NOSE

B 2MHIR—IVTVFEIL

» AICr original coating end mills offer high performance with price P AT RN=ZA I FIVA—T 4 7 %EL, JAMNNTA—T

effective. VAITEBNETY R,
» Gashland edge, sharpe edge available.

‘ ‘ L2
L3

B3Y7(mm) Unit: mm
R R—IL$ER HE PAPA:S A& R T—IN—%f TEf EES
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

GS2BE010-4D RO.5 1.0 4 4 60 15° 2,740 ( ]
GS2BE020-4D R1.0 2.0 6 8 60 15° 3,290 ( ]
GS2BE030-4D R1.5 3.0 6 12 80 15° 4,800 [ }
GS2BE040-4D R2.0 4.0 6 16 80 15° 4,800 ( }
GS2BE060-4D R3.0 6.0 6 24 100 = 5,600 [ ]
GS2BE080-4D R4.0 8.0 8 32 110 o 9,250 ( ]
GS2BE100-4D R5.0 10.0 10 40 110 = 12,720 ([ ]
GS2BE120-4D R6.0 12.0 12 48 120 = 21,200 ( ]
GS2BE160-4D R8.0 16.0 16 64 150 = 52,540 ( ]
GS2BE200-4D R10.0 20.0 20 80 180 - 67,940 @
HEAE PAPLLLIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
bl /g8 7UN-FUE AR RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite ~ Cast Iron  Aluminum Stsat';]::s Titanium
¢ | o | o [ o | O | | | [ o | [ o |
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» AICr original coating end mills offer high performance with price P ACR—=ZAA I FIA—T 4 %L, DJRAMNT+—<

effective. VAIENETY R,
» Gashland edge, sharpe edge available.

R
R /[

_— o =
| R

B{f7(mm) Unit: mm
- F-VEE | AE | yvvo® | HE 25 |7-N-%¥B| ®E | &ER
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

GS2BE010-5D RO.5 1.0 4 5 60 15° 2,930 ()
GS2BE020-5D R1.0 2.0 6 10 60 15° 3,470 o
GS2BE030-5D R1.5 3.0 6 15 80 15° 5,080 [ )
GS2BE040-5D R2.0 4.0 6 20 90 15° 5,600 ()
GS2BE060-5D R3.0 6.0 6 30 100 = 6,000 [ ]
GS2BE080-5D R4.0 8.0 8 40 120 = 10,200 [ ]
GS2BE100-5D R5.0 10.0 10 50 120 = 14,000 [ ]
GS2BE120-5D R6.0 12.0 12 60 140 = 25,530 o
GS2BE160-5D R8.0 16.0 16 80 180 = 58,690 o
GS2BE200-5D R10.0 20.0 20 100 220 - 79700 @
HRRE PAPNLEIN-S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé

] a8 TUN-FUR A BiAR # JI7774% &% TIWIZOL ATULAE F4Y

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum St;l;\leelsss Titanium

o | o | o [ o | O | | | [ © ] [ © ]
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KKK SOLID CARBIDE END MILL

for General Steels |GS4BE 2.2

R— saLnose
Z | G AICr | 47 B
30° -base | 5 1 99

CARBIDE, 4 FLUTE BALL NOSE

BEABRIR—-IVIFI I

» AICr original coating end mills offer high performance with price P AT RN=ZA I FIVA—T 4 7 %EL, JAMNNTA—T

effective. VAITEBNETY R,
» Gashland edge, sharpe edge available.

-L | =S|
L |

| 5

B3Y7(mm) Unit: mm
R R—IL$ER HE PAPA:S A& R T—IN—%f TEf EES
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

GS4BE010 RO.5 1.0 4 2 50 15° 2,790 ( ]
GS4BE020 R1.0 2.0 6 5 50 15° 3,220 ( ]
GS4BE030 R1.5 3.0 6 8 70 15° 4,570 ( ]
GS4BE040 R2.0 4.0 6 8 70 15° 4,570 ( ]
GS4BE060 R3.0 6.0 6 12 920 = 5,230 ([ ]
GS4BE080 R4.0 8.0 8 14 100 = 8,780 ([ ]
GS4BE100 R5.0 10.0 10 18 100 = 11,520 [ ]
GS4BE120 R6.0 12.0 12 25 110 - 15,610 ()
GS4BE160 R8.0 16.0 16 30 140 = 39,270 o
GSA4BE200 R10.0 20.0 20 38 160 - 53060 @
HEAE PAPLLLIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance

0~-0.02 hé

bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsat';]::s Titanium

o [ o | o | o | O | | | [ © ] [ o ]
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% AlCr 7 U
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» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

——— _ ____ =3

| .

Bi7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SA010 1.0 4 2 40 15° 1,400 [ )
GS2SA015 1.5 4 3 40 15° 1,400 ( J
GS2SA020 2.0 4 4 40 15° 1,400 ( J
GS2SA025 25 4 5 40 15° 1,400 ( J
GS2SA030 3.0 6 8 45 15° 1,860 ( J
GS2SA040 4.0 6 11 45 15° 2,120 ( }
GS2SA050 5.0 6 13 50 15° 2,420 ( ]
GS2SA060 6.0 6 13 50 = 2,390 o
GS2SA080 8.0 8 19 60 ° 4,430 o
GS2SA100 10.0 10 22 70 - 6,000 o
GS2SA120 12.0 12 26 75 - 8,590 (
GS2SA160 16.0 16 32 100 - 22,090 [ )
GS2SA200 20.0 20 40 110 - 31,250 o
HERE VvV IERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance

0~-0.02 hé

be] a88  7Un-FUE HAH N # JI7774% &% TIWIZOL ATULAE F4Y

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium

o | o | o [ o | O | | | [ © ] [ © ]
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GSZSA e

% AlCr A ] I
30° -base % 1+ . A% L7 SQUARE

CARBIDE, 2 FLUTE WITH GASH, SQUARE

HBE2MARIITIVRFIIVT 2Y)

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, TJAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—— =3P
| T —

BI(mm) Unit: mm
— W SpyoE TE ) FoN—%f | i ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SA010-1.5D 1.0 4 15 40 15° 1,460 o
GS2SA015-1.5D 15 4 225 40 15° 1,460 @
GS2SA020-1.5D 2.0 4 3 40 15° 1,460 @
GS2SA025-1.5D 25 4 3.75 40 15° 1,460 o
GS2SA030-1.5D 3.0 6 45 45 15° 1,860 [ )
GS2SA040-1.5D 4.0 6 6 45 15° 2,080 (]
GS2SA050-1.5D 5.0 6 7.5 45 15° 2,390 (]
GS2SA060-1.5D 6.0 6 9 45 = 2,340 (]
GS2SA080-1.5D 8.0 8 12 50 = 4,090 (]
GS2SA100-1.5D 10.0 10 15 70 = 5,920 @
GS2SA120-1.5D 12.0 12 18 75 = 8,420 o
GS2SA160-1.5D 16.0 16 24 100 = 21,290 o
GS2SA200-1.5D 20.0 20 30 110 = 30,020 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ o | o [ o | O] | | [ o | [ © |
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KL ) SOLID CARBIDE END MILL o
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% AlCr 7 U
30° -base % 1+ R LT saure

CARBIDE, 2 FLUTE WITH GASH, SQUARE
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BE2HMAIRIITIVEREIIVGTARY)

» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

——— _ ____ =3

| .

Bi7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SA010-3D 1.0 4 3 40 15° 1,490 o
GS2SA015-3D 15 4 4.5 40 15° 1,490 o
GS2SA020-3D 2.0 4 40 15° 1,490 o
GS2SA025-3D 25 4 7.5 45 15° 1,490 o
GS2SA030-3D 3.0 6 9 45 15° 1,980 o
GS2SA040-3D 4.0 6 12 45 15° 2,270 o
GS2SA050-3D 5.0 6 15 50 15° 2,600 (]
GS2SA060-3D 6.0 6 18 55 = 2,600 (]
GS2SA080-3D 8.0 8 24 60 = 4,710 ( }
GS2SA100-3D 10.0 10 30 70 = 6,290 (]
GS2SA120-3D 12.0 12 36 75 = 8,990 (]
GS2SA160-3D 16.0 16 48 100 = 23,440 o
GS2SA200-3D 20.0 20 60 110 = 33,170 (]
HERE DV ERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 h6

RRE 888 TUN-FVE AR BIEASR . J3774b &% TIVIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
o [ o | o | o | O] | | [ © | [ o |
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GSZSA e

% AlCr A ] I
30° -base % 1+ . A% L7 SQUARE

CARBIDE, 2 FLUTE WITH GASH, SQUARE

HBE2MARIITIVRFIIVT 2Y)

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, TJAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. 7R (FrwvaSUR) [FEL. EVAEERT,

—— =3P
| T —

BI(mm) Unit: mm
— W SpyoE TE ) FoN—%f | i ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SA010-4D 1.0 4 4 50 15° 1,610 o
GS2SA015-4D 15 4 6 50 15° 1,610 @
GS2SA020-4D 2.0 4 8 50 15° 1,610 @
GS2SA025-4D 25 4 10 50 15° 1,610 [ )
GS2SA030-4D 3.0 6 12 60 15° 2,390 [ )
GS2SA040-4D 4.0 6 16 60 15° 2,700 [ )
GS2SA050-4D 5.0 6 20 60 15° 2,930 [ ]
GS2SA060-4D 6.0 6 24 65 = 2,930 [ ]
GS2SA080-4D 8.0 8 32 75 = 5,370 [ ]
GS2SA100-4D 10.0 10 40 80 = 6,910 [ ]
GS2SA120-4D 12.0 12 48 95 o 11,000 [ ]
GS2SA160-4D 16.0 16 64 120 = 25,890 o
GS2SA200-4D 20.0 20 80 140 = 42,780 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ o | o [ o | O] | | [ o | [ © |
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for General Steels |GSZSA -z

% AlCr 7 U
30° -base % 1+ P R LT saure

CARBIDE, 2 FLUTE WITH GASH, SQUARE
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BE2HMAIRIITIVEREIIVGTARY)

» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

——— _ ____ =3

| .

Bi7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS2SA010-5D 1.0 4 5 50 15° 1,860 (
GS2SA015-5D 15 4 7.5 50 15° 1,860 o
GS2SA020-5D 2.0 4 10 50 15° 1,860 o
GS2SA025-5D 25 4 12.5 60 15° 1,860 o
GS2SA030-5D 3.0 6 15 60 15° 2,600 o
GS2SA040-5D 4.0 6 20 60 15° 2,960 (]
GS2SA050-5D 5.0 6 25 70 15° 3,330 {
GS2SA060-5D 6.0 6 30 70 ° 3,330 (]
GS2SA080-5D 8.0 8 40 90 = 6,440 (]
GS2SA100-5D 10.0 10 50 100 = 8,370 (]
GS2SA120-5D 12.0 12 60 120 = 12,320 (]
GS2SA160-5D 16.0 16 80 135 = 31,780 o
GS2SA200-5D 20.0 20 100 160 = 52,140 (]
HERE DV ERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 h6

RRE A8 TUN-FUE AR BIEASR . J3774b &% TIVIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
o [ o | o | o | O] | | [ © | [ o |
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS4SA e

% AlCr A ] U
30° -base % 1+ A% L7 SQUARE

CARBIDE, 4 FLUTE WITH GASH, SQUARE

g ARARIIT IV R IV(T 2 V)

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. P 7EY(FErvaSy NfIEE EVAERRA,

_—_s =3P

BI(mm) Unit: mm
— W SpyoE TE ) FoN—%f | i ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SA010 1.0 4 2 45 15° 1,400 [
GS4SA015 15 4 3 45 15° 1,400 @
GS4SA020 2.0 4 4 45 15° 1,400 [ )
GS4SA025 2.5 4 5 45 15° 1,400 [ )
GS4SA030 3.0 6 8 50 15° 1,860 [ )
GS4SA040 4.0 6 11 50 15° 2,120 [ )
GS4SA050 5.0 6 13 50 15° 2,420 [ J
GS4SA060 6.0 6 15 50 = 2,390 [ )
GS4SA080 8.0 8 20 60 = 4,430 [ ]
GS4SA100 10.0 10 25 75 = 6,000 (]
GS4SA120 12.0 12 30 75 = 8,590 [ ]
GS4SA160 16.0 16 32 100 = 22,090 o
GS4SA200 20.0 20 40 110 = 31,250 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance

0~-0.02 hé

RRE A28 7UN-IUR IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY

Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium

o [ o | o [ o | O] | | [ o | [ © |
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% AlCr 7 U
30° -base % 1+ P R LT saure

CARBIDE, 4 FLUTE WITH GASH, SQUARE
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HEARARIIT IV R IV(T 2 Y)

» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. P 7Y (EFvyvaSy NOEE EVAEERE,

—_— =SSP

Bi7(mm) Unit: mm
AR HiE DAL AR 2R T—IN—%F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SA010-1.5D 1.0 4 15 45 15° 1,460 ([ J
GS4SA015-1.5D =S 4 225 45 15° 1,460 ( }
GS4SA020-1.5D 2.0 4 3 45 15° 1,460 ( }
GS4SA025-1.5D 1255 4 3.75 45 15° 1,460 ( }
GS4SA030-1.5D 3.0 6 4.5 50 15° 1,860 ( }
GS4SA040-1.5D 4.0 6 6 50 15° 2,080 o
GS4SA050-1.5D 5.0 6 7.5 50 15° 2,390 o
GS4SA060-1.5D 6.0 6 9 50 = 2,340 o
GS4SA080-1.5D 8.0 8 12 60 = 4,310 o
GS4SA100-1.5D 10.0 10 15 75 = 5920 ()
GS4SA120-1.5D 12.0 12 18 75 - 8,420 o
GS4SA160-1.5D 16.0 16 24 100 - 21,290 [ )
GS4SA200-1.5D 20.0 20 30 110 - 30,020 [ )
HERE VvV IERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
be] a88  7Un-FUE HAH N # JI7774% &% TIWIZOL ATULAE F4Y
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
o | o | o [ o | O | | | [ © ] [ © ]
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS4SA e

% AlCr A ] U
30° -base % 1+ 9 A% L7 SQUARE

CARBIDE, 4 FLUTE WITH GASH, SQUARE

g ARARIIT IV R IV(T 2 V)

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. P 7EY(FErvaSy NfIEE EVAERRA,

_—_s =3P

B (mm) Unit: mm
RUE FR PR PL:S AR 2R T—I\—¥f A EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SA010-3D 1.0 4 3 45 15° 1,490 o
GS4SA015-3D 15 4 45 45 15° 1,490 o
GS4SA020-3D 2.0 4 6 45 15° 1,490 @
GS4SA025-3D 25 4 7.5 45 15° 1,490 @
GS4SA030-3D 3.0 6 9 50 15° 1,980 [ )
GS4SA040-3D 4.0 6 12 50 15° 2,270 [ )
GS4SA050-3D 5.0 6 15 50 15° 2,600 [ J
GS4SA060-3D 6.0 6 18 55 = 2,600 (]
GS4SA080-3D 8.0 8 24 60 = 4,710 ( }
GS4SA100-3D 10.0 10 30 75 = 6,290 (]
GS4SA120-3D 12.0 12 36 75 = 8,990 {
GS4SA160-3D 16.0 16 48 100 = 23,440 (]
GS4SA200-3D 20.0 20 60 110 = 33,170 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ o | o [ o | O] | | [ o | [ © |
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NEW. —iupmiBiETy K3
KKK SOLID CARBIDE END MILL

for General Steels |GS4SA e

% AlCr 7 U
30° -base % 1+ PO R LT saure

CARBIDE, 4 FLUTE WITH GASH, SQUARE

=z
2
:

|
5]
=
N
ju
=
0
~
<

HEARARIIT IV R IV(T 2 Y)

» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. P 7Y (EFvyvaSy NOEE EVAEERE,

—_— =SSP

BA{i7(mm) Unit: mm
AR HE YR AR 2R F—IN—¥F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SA010-4D 1.0 4 4 50 15° 1,610 (]
GS4SA015-4D 1.5 4 6 50 15° 1,610 o
GS4SA020-4D 2.0 4 8 50 15° 1,610 o
GS4SA025-4D 25 4 10 50 15° 1,610 o
GS4SA030-4D 3.0 6 12 60 15° 2,390 o
GS4SA040-4D 4.0 6 16 60 15° 2,700 (]
GS4SA050-4D 5.0 6 20 60 15° 2,930 { ]
GS4SA060-4D 6.0 6 24 65 = 2,930 (]
GS4SA080-4D 8.0 8 32 75 = 5,370 { ]
GS4SA100-4D 10.0 10 40 80 - 6,910 (]
GS4SA120-4D 12.0 12 48 95 - 11,000 (]
GS4SA160-4D 16.0 16 64 120 - 25,890 o
GS4SA200-4D 20.0 20 80 140 = 42,780 (]
HERE PAPL:IN:S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé

e 888 7UN-FUE AR BIRAR # 97774b &% TIIZUL ZTULAE FEY

Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
e [ o | o | o | O | | | [ o ] [ o ]
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS4SA e

% AlCr A ] U
30° -base & . A% L7 SQUARE

CARBIDE, 4 FLUTE WITH GASH, SQUARE

g ARARIIT IV R IV(T 2 V)

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,
» Gashland edge, sharpe edge available. P 7EY(FErvaSy NfIEE EVAERRA,

_—_s =3P

B (mm) Unit: mm
RUE FR PR PL:S AR 2R T—I\—¥f A EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L2 L3

GS4SA010-5D 1.0 4 5 50 15° 1,860 [
GS4SA015-5D 1.5 4 7.5 50 15° 1,860 @
GS4SA020-5D 2.0 4 10 50 15° 1,860 @
GS4SA025-5D 25 4 12.5 60 15° 1,860 [ )
GS4SA030-5D 3.0 6 15 60 15° 2,600 [ )
GS4SA040-5D 4.0 6 20 60 15° 2,960 [ ]
GS4SA050-5D 5.0 6 25 70 15° 3,330 [ ]
GS4SA060-5D 6.0 6 30 70 = 3,330 [ )
GS4SA080-5D 8.0 8 40 90 = 6,440 [ J
GS4SA100-5D 10.0 10 50 100 - 8,370 [ ]
GS4SA120-5D 12.0 12 60 120 - 12,320 [ ]
GS4SA160-5D 16.0 16 80 135 - 31,780 o
GS4SA200-5D 20.0 20 100 160 = 52,140 (]
FERE PAPLLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé
e 288 7Un-KUE AR BHAR @ J7774F  @#%  TINIZUL ZATULZE  FHY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
e [ o | o [ o | O | | | [ o ] [ o ]
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NEWS —igiim@ET> K3
KL ) SOLID CARBIDE END MILL o
for General Steels |GS3SP -z

% AlCr 7 U
45° -base % 1+ . R LT saure

CARBIDE, 3 FLUTE WITH SHRAP EDGE, SQUARE

=z
2
:

|
5]
=
N
ju
=
0
~
<

BEIMAIRIIT7 TV R IVEVA)

» AICr original coating end mills offer high performance with price P ACAN—=ZA I FINA—T 1 T %L, DR MNNT+—<
effective. VAIEBNIY R,
» Gashland edge, sharpe edge available. 7R (FrvvaSUR) fiEL. EAEEING,

L2

Bi7(mm) Unit: mm
A% HE PAPAE AR 2R T—IN—%f TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

GS3SP010-3D 1.0 4 3 45 15° 1,580 o
GS3SP015-3D 15 4 45 45 15° 1,580 ®
GS3SP020-3D 2.0 4 6 45 15° 1,580 o
GS3SP025-3D 25 4 75 45 15° 1,580 o
GS3SP030-3D 3.0 6 9 50 15° 2,020 o
GS3SP040-3D 4.0 6 12 50 15° 2,390 (]
GS3SP050-3D 5.0 6 15 50 15° 2,740 [ J
GS3SP060-3D 6.0 6 18 55 = 2,740 (]
GS3SP080-3D 8.0 8 24 60 = 4,900 [ J
GS3SP100-3D 10.0 10 30 75 = 6,440 [ ]
GS3SP120-3D 12.0 12 36 75 o 9,320 [ ]
GS3SP160-3D 16.0 16 48 100 = 24,500 o
HERE Iy YERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 h6
RRE 888 TUN-FVE AR BIEASR . J3774b &% TIVIZUL ZTULAE FEY

o [ o | o | o | O] | | [ © | [ o |
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NEW, —juamE@ETy I

KKK SOLID CARBIDE END MILL

for General Steels |GS3SA e

% AlCr 1 B
45° -base % 1+ P R LT souwe

CARBIDE, 3 FLUTE WITH GASH, SQUARE

BE3H RIIT7 IR INT2Y)

» AICr original coating end mills offer high performance with price P AT RN=ZAYIFIVA—T 4 7 %L, JAMNNT+—<
effective. VAIEBNEIY )b,

» Gashland edge, sharpe edge available. 72 (FvwvrasvR) [FELE. EVAEERG,

== ) o)

iZ(mm) Unit: mm
RIE : 7‘]@ v \/7% AR 2R T—IN\—%7 et HES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

GS3SA010-3D 1.0 4 3 45 15° 1,580 o
GS3SA015-3D 1.5 4 4.5 45 15° 1,580 @
GS3SA020-3D 2.0 4 6 45 15° 1,580 o
GS3SA025-3D 25 4 7.5 45 15° 1,580 o
GS3SA030-3D 3.0 6 9 50 15° 2,020 o
GS3SA040-3D 4.0 6 12 50 15° 2,390 ([
GS3SA050-3D 5.0 6 15 50 15° 2,740 o
GS3SA060-3D 6.0 6 18 55 = 2,740 o
GS3SA080-3D 8.0 8 24 60 = 4,900 o
GS3SA100-3D 10.0 10 30 75 = 6,440 (]
GS3SA120-3D 12.0 12 36 75 = 9,320 (]
GS3SA160-3D 16.0 16 48 100 = 24,500 o
FERE PAPLEIN =
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.02 hé

RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY

%E::;T: Aloy Steels Pm_gtzg:m Hardened Steels ngh-STea;?: e Copper  Graphite  Castlron  Aluminum Stsa;g:: ® Titanium
o [ o | o [ o | O] | | [ o | [ © |
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KKK sz oy

2 FLUTE, SLOT CUTTING

I|Z&f4 Recommended Cutting Conditions

BE2RIRIT7IYFIIV GEBINT)
GS2SP, GS2SA :::

=
(=]
F]
=
@
(7]

|
55
=
n
=c
=
Q
S
&

5% CARBON STEELS A =
HH AL ALLOY STEELS sl &80 ALLOY STEELS ATV LA
WORK MATERIAL $59% CAST IRON it 2488 HEAT RESISTANT STEELS STAINLESS STEELS

TERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -
3HME(STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -
1% (DIAMETER) &8 (RPM) %Y (FEED) ElEH RPM) %Y (FEED) EERE RPM) %Y (FEED)
1.0 14000 110 10500 55 7140 140
15 8400 105 5500 50 4760 95
2.0 6480 130 4240 85 3540 65
25 5740 140 3670 90 3070 75
3.0 5000 150 3120 100 2590 85
4.0 4240 210 2590 125 2170 105
5.0 3540 220 2110 135 1770 110
6.0 3120 245 1880 155 1590 125
8.0 2350 265 1410 140 1175 125
10.0 1820 230 1120 110 945 110
12.0 1540 195 950 90 765 90
16.0 1230 155 760 75 595 75
20.0 950 120 600 55 470 55

D

]
0>03:050 7" Z
D<@3:020+ 7 7

RPM = rev./min.
FEED = mm/min.

2 FLUTE, SLOT CUTTING

BE2HAIRITT7ITVRFIIV (GBNI)

GSZSP GSZSA SEURIE§ 1.5D Type

%40 CARBON STEELS N
HE A2 Al LOY STEELS S8 ALLOY STEELS PSAZE |
WORK MATERIAL 8% CAST IRON 288 HEAT RESISTANT STEELS STAINLESS STEELS

HEE(HARDNESS) ~HRC30 HRC30 ~ HRC45
3R (STRENGTH) ~ 1000N/mm:? 1000 ~ 1500N/mm? -
FJ1% (DIAMETER) &8 (RPV) &Y (FEED) [l (RPM) %) (FEED) 15 (RPM) &Y (FEED)
1.0 15400 120 11550 60 7850 155
1.5 9240 115 6050 55 5240 105
2.0 7130 145 4660 95 3890 70
2.5 6310 155 4040 100 3380 85
3.0 5500 165 3430 110 2850 95
4.0 4660 230 2850 140 2390 115
5.0 3890 240 2320 150 1950 120
6.0 3430 270 2070 170 1750 140
8.0 2590 290 1550 155 1290 140
10.0 2000 255 1230 120 1040 120
12.0 1690 215 1050 100 840 100
16.0 1350 170 840 85 650 85
20.0 1050 130 660 60 515 60
D

P
D>03:0.5DI Z
D<@3:0.2D ) %

RPM = rev./min.
FEED = mm/min.
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

2 FLUTE, SLOT CUTTING

BE2MPIRZI7IVERIIV GBI

NORMAL-GS

GS2SP, GS2SA :.’..% 3D Type

- BE% i CARBON STEELS A =
HWHI B2 ALLOY STEELS - &€ ALLOY STEELS AT/ LA
WORK MATERIAL S8 CAST IRON 488 HEAT RESISTANT STEELS STAINLESS STEELS

=)
o)
N
oc
T
L
&=
Slé

HERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -
FHRE(STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -
F)1Z (DIAMETER) ElERE RPM) %Y (FEED) [ElEE (RPM) %) (FEED) [ElERH RPM) %) (FEED)
1.0 11200 65 8400 35 5710 85
15 6720 65 4400 30 3810 55
2.0 5180 80 3390 50 2830 40
2.5 4590 85 2940 55 2460 45
3.0 4000 90 2500 60 2070 50
4.0 3390 125 2070 75 1740 65
5.0 2830 130 1690 80 1420 65
6.0 2500 145 1500 95 1270 75
8.0 1880 160 1130 85 940 75
10.0 1460 140 900 65 760 65
12.0 1230 115 760 55 610 55
16.0 980 95 610 45 480 45
20.0 760 70 480 35 375 35

D

]
D>@3 0507 Z
D<@3:020—+ 7} 7

RPM = rev./min.
FEED = mm/min.

2 FLUTE, SLOT CUTTING

BE2MARZITIVEIIV GENI)

GS2SP, GS2SA 2% 4D Type

; % & CARBON STEELS A o
HWHIH A2 01| O STEELS - &£ ALLOY STEELS Vo AS |
WORK MATERIAL %% CAST IRON i 248 HEAT RESISTANT STEELS STAINLESS STEELS

BEFE(HARDNESS) ~HRC30 HRC30 ~ HRC45
3HRE(STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm: -
FI12 (DIAMETER) 155, (RPM) &Y (FEED) [ElE8 (RPV) %Y (FEED) [l (RPM) %Y (FEED)
1.0 11760 65 8820 35 6000 85
1.5 7060 65 4620 30 4000 60
2.0 5450 80 3560 55 2980 40
25 4820 85 3080 55 2580 50
3.0 4200 90 2620 60 2170 55)
4.0 3560 125 2170 80 1820 65
5.0 2980 130 1780 85 1490 65
6.0 2620 150 1580 95 1330 80
8.0 1980 160 1190 85 980 80
10.0 1520 140 940 65 790 65
12.0 1300 120 800 55 650 55
16.0 1030 95 640 50 500 50
20.0 800 70 505 35 400 35
BDI ZDI
0.02D 0.02D
RPM = rev./min.
FEED = mm/min.
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

2 FLUTE, SLOT CUTTING

BE2HRARII7IVFZIV (GBINI)
GS2SP, GS2SA :.’..% 5D Type

=
(=]
F]
=
@
(7]

|
5]
=
N
ju
=
0
o~
)

. 5% CARBON STEELS A =
HH AL ALLOY STEELS sl &80 ALLOY STEELS ATV LA
WORK MATERIAL $59% CAST IRON it 2488 HEAT RESISTANT STEELS STAINLESS STEELS

TERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -
3HME(STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -
1% (DIAMETER) &8 (RPM) %Y (FEED) ElEH RPM) &Y (FEED) EERE RPM) %Y (FEED)
1.0 10920 60 8190 70 5560 70
1.5 6550 50 4290 50 3720 50
2.0 5060 65 3300 35 2760 35
25 4470 70 2860 40 2390 40
3.0 3900 80 2430 45 2020 45
4.0 3300 110 2020 50 1690 50
5.0 2760 115 1650 60 1380 60
6.0 2430 130 1470 65 1240 65
8.0 1830 135 1110 65 920 65
10.0 1420 115 870 60 740 60
12.0 1200 105 740 45 600 45
16.0 960 80 600 40 470 40
20.0 740 60 470 30 370 30
4DI BDI
0.01D A 0.01D

RPM = rev./min.
FEED = mm/min.
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

4 FLUTE, SIDE CUTTING

BEAMFPIRZI7ZIVEIIV BEIY)

NORMAL-GS

GS4SP, GS4SA .1

- BE% i CARBON STEELS A =
HWHI B2 ALLOY STEELS - &€ ALLOY STEELS AT/ LA
WORK MATERIAL S8 CAST IRON 488 HEAT RESISTANT STEELS STAINLESS STEELS

=)
o)
N
oc
T
L
&=
Slé

HERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -
B8R (STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -
F)1Z (DIAMETER) ElERE RPM) %Y (FEED) [ElEE (RPM) %) (FEED) [ElERH RPM) %) (FEED)
1.0 17500 220 13125 110 8925 120
1.5 10500 210 6875 100 5950 130
2.0 8090 195 5290 120 4410 100
25 7170 250 4590 160 3840 120
3.0 6240 225 3890 140 3230 120
4.0 5290 400 3230 245 2720 200
5.0 4410 420 2650 250 2210 210
6.0 3890 460 2350 290 1990 230
8.0 2940 500 1760 270 1470 245
10.0 2280 430 1400 210 1180 210
12.0 1920 365 1180 175 950 170
16.0 1540 285 950 140 770 140
20.0 1180 225 740 110 590 105
1.0D
0.05D
RPM = rev./min.
FEED = mm/min.

4 FLUTE, SIDE CUTTING

BEAWMAIRZITIVEIIL GBEIY)

GSA4SP, GS4SA 2% 1.5D Type

; % & CARBON STEELS A o
HWHI+ A2 01| O STEELS - &£ ALLOY STEELS A7V LA
WORK MATERIAL %% CAST IRON i 248 HEAT RESISTANT STEELS STAINLESS STEELS

BEFE(HARDNESS) ~HRC30 HRC30 ~ HRC45
3HRE(STRENGTH) ~ 1000N/mm? 1000 ~ 1500N/mm: -
F)1% (DIAMETER) [EIE5E) (RPM) &Y (FEED) [ElE8 (RPV) %Y (FEED) [l (RPM) %Y (FEED)
1.0 19250 240 14440 120 9820 130
1.5 11550 230 7560 110 6550 145
2.0 8900 215 5820 130 4850 110
2.5 7890 275 5050 175 4220 130
3.0 6860 250 4280 155 3550 130
4.0 5820 440 3550 270 2990 220
5.0 4850 460 2920 275 2430 230
6.0 4280 505 2590 320 2190 255
8.0 3230 550 1940 295 1620 270
10.0 2510 475 1540 230 1300 230
12.0 2110 400 1300 195 1050 185
16.0 1690 315 1050 155 850 155
20.0 1300 250 810 120 650 115

1.0DI

0.05D

RPM = rev./min.
FEED = mm/min.
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KKK sz oy

4 FLUTE, SIDE CUTTING

I|Z&f4 Recommended Cutting Conditions

BEABIRIITIV IV (FBEIY)
Gs4sp, GS4SA ;E??IE? 3D Type

=
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F]
=
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|
55
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n
=c
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Q
~
2

5% CARBON STEELS A =
) AL ALLOY STEELS sl &80 ALLOY STEELS A7V LR
WORK MATERIAL $59% CAST IRON it 2488 HEAT RESISTANT STEELS STAINLESS STEELS

TERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -
B4R (STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -
1% (DIAMETER) [ElEE (RPM) %Y (FEED) [ElEH RPM) &Y (FEED) EERE RPM) %Y (FEED)
1.0 13130 165 9840 85 6690 20
1.5 7880 160 5160 75 4460 100
2.0 6070 145 3970 20 3310 75
25 5380 190 3440 120 2880 20
3.0 4680 170 2920 105 2420 90
4.0 3970 300 2420 185 2040 150
5.0 3310 315 1990 190 1660 160
6.0 2920 345 1760 220 1490 175
8.0 2210 375 1320 205 1100 185
10.0 1710 325 1050 160 890 160
12.0 1440 275 890 130 710 130
16.0 1160 215 710 105 580 105
20.0 890 170 560 80 440 80
2.0DI 1.0DI
0.03D ] 0.03D
RPM = rev./min.
FEED = mm/min.

4 FLUTE, SIDE CUTTING

HBEARHIRITTIVRIIL (BEEIY)

GS4SP GS4SA SEURIE§ 4D Type

%40 CARBON STEELS N
HE A2 Al LOY STEELS S8 ALLOY STEELS PSAZE |
WORK MATERIAL 8% CAST IRON 288 HEAT RESISTANT STEELS STAINLESS STEELS

HEE(HARDNESS) ~HRC30 HRC30 ~ HRC45
3R (STRENGTH) ~ 1000N/mm:? 1000 ~ 1500N/mm? -
FJ1% (DIAMETER) &8 (RPV) &Y (FEED) [l (RPM) %) (FEED) 15 (RPM) &Y (FEED)

1.0 11380 145 8530 70 5800 80

1.5 6830 135 4470 65 3870 85

2.0 5260 125 3440 80 2870 65

2.5 4660 165 2980 105 2500 80

3.0 4060 145 2530 90 2100 80

4.0 3440 260 2100 160 1770 130

5.0 2870 275 1720 165 1440 135

6.0 2530 300 1530 190 1290 150

8.0 1910 325 1140 175 960 160

10.0 1480 280 910 135 770 135

12.0 1250 235 770 115 620 110

16.0 1000 185 620 90 500 90

20.0 770 145 480 70 380 70

3.0DI 2.0DI
0.02D A 0.02D
RPM = rev./min.
FEED = mm/min.
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

4 FLUTE, SIDE CUTTING

BEAMFPIRZI7ZIVEIIV BEIY)

[72]
3
g
£
(=]
4

=)
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N
oc
T
L
&=
glé

GS4SP, GS4SA :.’..% 5D Type

- BE% i CARBON STEELS A =
HWHI B2 ALLOY STEELS - &€ ALLOY STEELS AT/ LA
WORK MATERIAL S8 CAST IRON 488 HEAT RESISTANT STEELS STAINLESS STEELS

HERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -
B8R (STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -
F)1Z (DIAMETER) ElERE RPM) %Y (FEED) [ElEE (RPM) %) (FEED) [ElERH RPM) %) (FEED)
1.0 8750 110 6560 55 4460 60
1.5 5250 105 3440 50 2980 65
2.0 4050 100 2650 60 2210 50
25 3590 125 2300 80 1920 60
3.0 3120 115 1950 70 1620 60
4.0 2650 200 1620 125 1360 100
5.0 2210 210 1330 125 1110 105
6.0 1950 230 1180 145 1000 115
8.0 1470 250 880 135 740 125
10.0 1140 215 700 105 590 105
12.0 960 185 590 90 480 85
16.0 770 145 480 70 390 70
20.0 590 115 370 55 300 55
4.0DI 3.0DI
0.01D 0.01D
RPM = rev./min.
FEED = mm/min.
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

2 FLUTE, BALL NOSE CUTTING

HBE2HAR—IVIY FZ IV {FELINI)

| 2
520
.2
o
T - .
Bl ol 21)-X
] GszBE SERIES
S

W B8 CARBON STEELS B3RS CARBON STEELS A% HARDENED STEELS
WORK MATERIAL SRMALLOY STEELS A& ALLOY STEELS 7'1)1\— F 8 PRE-HARDENED STEELS
TE#l TOOL STEELS TE# TOOL STEELS (NAK, HPM)

TERE(HARDNESS) ~HRC20 HRC20 ~ HRC30 HRC30 ~ HRC45
B4R (STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1500N/mm>
1% (DIAMETER) [ElEE (RPM) %Y (FEED) [ElEH RPM) &Y (FEED) EERE RPM) %Y (FEED)
1.0 37910 1275 31920 1005 21950 570
2.0 19000 1130 15960 885 11020 560
3.0 12640 1025 10640 790 7320 530
4.0 9500 910 7980 685 5510 465
6.0 6370 810 5320 590 3710 390
8.0 4750 800 3990 570 2760 380
10.0 3800 720 3230 530 2190 335
12.0 3140 665 2660 485 1810 295
16.0 2380 665 2000 550 1330 410
20.0 1900 665 1620 525 1140 410
Apf
Ap=0.1D //
Ae=0.3D Ae
RPM = rev./min.
FEED = mm/min.

2 FLUTE, BALL NOSE CUTTING

HBE2HAFR—IVIV FI IV {BULinI)
GS2BE .’ 1.5D Type

ﬁfﬁﬂﬂﬁﬂCARBON STEELS ;‘ﬁiﬁﬂﬁ CARBON STEELS HEA$H HARDENED STEELS
WORK MATERIAL S ALLOY STEELS S8 ALLOY STEELS 7Y 1\— 7§ PRE-HARDENED STEELS
TE# TOOL STEELS TE# TOOL STEELS (NAK, HPM)
T/ (HARDNESS) ~HRC20 HRC20 ~ HRC30 HRC30 ~ HRC45
3R (STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm: 1000 ~ 1500N/mm?
FJ1% (DIAMETER) &8 (RPV) &Y (FEED) [, (RPM) %) (FEED) Bz (RPM) %) (FEED)
1.0 41700 1405 35110 1105 24150 625
2.0 20900 1245 17560 975 12120 615
3.0 13900 1130 11700 870 8050 585
4.0 10450 1000 8780 755 6060 510
6.0 7010 890 5850 650 4080 430
8.0 5230 880 4390 625 3040 420
10.0 4180 790 3550 585 2410 370
12.0 3450 730 2930 535 1990 325
16.0 2620 730 2200 605 1460 450
20.0 2090 730 1780 580 1250 450

Apf

Ap=0.1D
Ae=0.3D Ae

RPM = rev./min.
FEED = mm/min.
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

2 FLUTE, BALL NOSE CUTTING

R Sy
HBE2MAIR—IVTZY FZ IV (fELHinT) 8%
g‘%‘
VDRV =
GSZBE series 3D Type g‘%l.‘é‘
I BE& i CARBON STEELS %l CARBON STEELS 1 A8l HARDENED STEELS
\WORK MATERIAL |&MALLOY STEELS B&MALLOY STEELS 7Y \— K #l PRE-HARDENED STEELS
TE# TOOL STEELS TE# TOOL STEELS (NAK, HPM)
TERE(HARDNESS) ~HRC20 HRC20 ~ HRC30 HRC30 ~ HRC45
FHRE(STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1500N/mm?
F1E (DIAMETER) ElEE (RPM) %Y (FEED) ElERE (RPM) %Y (FEED) ElEE (RPM) %Y (FEED)
1.0 30330 1020 25540 805 17560 455
2.0 15200 905 12770 710 8820 450
3.0 10110 820 8510 630 5860 425
4.0 7600 730 6380 550 4410 370
6.0 5100 650 4260 470 2970 310
8.0 3800 640 3190 455 2210 305
10.0 3040 575 2580 425 1750 270
12.0 2510 530 2130 390 1450 235
16.0 1900 530 1600 440 1060 330
20.0 1520 530 1300 420 910 330
Apf
Ap=0.1D 9
Ae=0.3D Ae
RPM = rev./min.
FEED = mm/min.

2 FLUTE, BALL NOSE CUTTING

BE2HRHAR—IVIV FZ IV (BLinI)
GS2BE .’ 4D Type

&;ﬁﬁﬁjﬂcmsw SIEEES FXF S CARBON STEELS  #AH HARDENED STEELS
WORK MATERIAL a ALLOY STEELS & &8 ALLOY STEELS 7' I\— F /) PRE-HARDENED STEELS
T B TOOL STEELS T B8 TOOL STEELS (NAK, HPM)
BEFE(HARDNESS) ~HRC20 HRC20 ~ HRC30 HRC30 ~ HRC45
38EE(STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1500N/mm?
F)1% (DIAMETER) 155, (RPM) &Y (FEED) [ElE8 (RPV) &Y (FEED) [l (RPM) &Y (FEED)
1.0 26540 895 22340 705 15360 400
2.0 13300 790 11170 620 7710 390
3.0 8850 720 7450 555 5120 370
4.0 6650 635 5590 480 3860 325
6.0 4460 565 3720 415 2600 275
8.0 3330 560 2790 400 1930 265
10.0 2660 505 2260 370 1530 235
12.0 2200 465 1860 340 1270 205
16.0 1670 465 1400 385 930 285
20.0 1330 465 1130 370 800 285
i
Apf
Ap=0.1D /
Ae=0.3D Ae
RPM = rev./min.
FEED = mm/min.
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2 FLUTE, BALL NOSE CUTTING

I|Z&f4 Recommended Cutting Conditions

HBE2HAR—IVIY FZ IV {FELINI)

| 2
iz ez
41 GS :
=)
=8 2BE series 9D Type
W B8 CARBON STEELS B3RS CARBON STEELS A% HARDENED STEELS
WORK MATERIAL SEMALLOY STEELS A& ALLOY STEELS 7'1)1\— F 8 PRE-HARDENED STEELS
TE#l TOOL STEELS TE# TOOL STEELS (NAK, HPM)

TEE(HARDNESS) ~HRC20 HRC20 ~ HRC30 HRC30 ~ HRC45
B4 (STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1500N/mm>
1% (DIAMETER) [ElEE (RPM) %Y (FEED) ElEH RPM) &Y (FEED) EERE RPM) %Y (FEED)
1.0 22750 765 19150 605 13170 340
2.0 11400 680 9580 530 6610 335
3.0 7580 615 6380 475 4390 320
4.0 5700 545 4790 410 3310 280
6.0 3820 485 3190 355 2230 235
8.0 2850 480 2390 340 1660 230
10.0 2280 430 1940 320 1310 200
12.0 1880 400 1600 290 1090 175
16.0 1430 400 1200 330 800 245
20.0 1140 400 970 315 680 245
1)
Apf
Ap=0.1D //
Ae=0.3D Ae
RPM = rev./min.
FEED = mm/min.

CARBIDE, 4 FLUTE BALL NOSE

BEA4RHIR—IVZVFIIL

GS4BE .7

NON-ALLOYED STEELS
HE ﬁﬁm ALLOY STEELS A€M ALLOY STEELS 1RAH
WORK MATERIAL &% CAST IRON {2480 HEAT RESISTANT STEELS HARDENED STEELS

HERE(HARDNESS) ~HRC20 HRC20 ~ HRC30 HRC30 ~ HRC45
38E(STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm: 1000 ~ 1500N/mm?
FJ1% (DIAMETER) &8 (RPV) &Y (FEED) [, (RPM) %) (FEED) Bz (RPM) %) (FEED)
1.0 11030 270 8900 210 4060 90
2.0 11030 560 8090 340 3390 110
3.0 9170 710 7000 480 3160 150
4.0 7350 780 5880 560 2940 190
6.0 5940 1070 4830 880 2230 200
8.0 5010 1370 4040 970 1730 230
10.0 4460 1610 3560 1070 1430 240
12.0 4090 1820 3250 1160 1230 260
16.0 3340 1820 2650 1120 940 260
20.0 2900 1750 2280 1090 780 260
Ap=: D1~D6=0.2mm Ap% Ap=:D1~D6=0.2mm
D8~D20=0.3mm W D8~D20=0.3mm
Ae= 0.2xD /) v Ae= 0.1xD
Ae
RPM = rev./min.
FEED = mm/min.
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3 FLUTE, 45° HELIX SQUARE SIDE CUTTING

BEIMIRZI7ZIVEIIL (FBEIY)

NORMAL-GS

=)
o)
N
oc
T
L
&=
Slé

GS3SP, GS3SA :. side Cutting

- BE% i CARBON STEELS A =
HWHI B2 ALLOY STEELS - S&MALLOY STEELS AT/ LA
WORK MATERIAL S8 CAST IRON 488 HEAT RESISTANT STEELS STAINLESS STEELS

HERE(HARDNESS) ~HRC30 HRC30 ~ HRC45 -

FHRE(STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm? -

F)1Z (DIAMETER) ElERE RPM) %Y (FEED) [ElEE (RPM) #Y) (FEED) [ElERH RPM) %) (FEED)
1.0 24850 430 15480 240 19460 330
1.5 20710 480 12890 270 16210 375
2.0 16630 570 10350 330 13020 450
2.5 13360 685 8320 390 10460 535
3.0 11130 765 6930 435 8720 600
4.0 8350 790 5200 465 6510 645
5.0 6670 825 4150 495 5200 670
6.0 5570 985 3470 520 4360 745
8.0 4200 985 2570 505 3260 705
10.0 3360 870 2050 465 2630 675
12.0 2780 870 1730 420 2150 670
16.0 2100 750 1310 355 1630 585

1.5DI

0.1D

RPM = rev./min.
FEED = mm/min.

3 FLUTE, 45° HELIX SQUARE SLOT CUTTING

BEIWMARZITZIVEIIV GEINI)

GS3SP, GS3SA :.’< siotting

; % & CARBON STEELS A o
HWHIH A2 01| O STEELS - A€M ALLOY STEELS Vo AS |
WORK MATERIAL %% CAST IRON i 248 HEAT RESISTANT STEELS STAINLESS STEELS

BEFE(HARDNESS) ~HRC30 HRC30 ~ HRC45

3HRE(STRENGTH) ~1000N/mm? 1000 ~ 1500N/mm: -

F)1% (DIAMETER) 155, (RPM) &Y (FEED) [ElE8 (RPV) &Y (FEED) [l (RPM) &Y (FEED)
1.0 19920 310 12890 175 14880 265
1.5 16600 345 10740 195 12400 295
2.0 13340 415 8630 235 9960 355
2.5 10710 495 6930 285 8000 420
3.0 9830 555 5780 315 6670 465
4.0 6670 555 4360 355 4990 535
5.0 5360 565 3470 375 3990 520
6.0 4460 565 2890 390 3360 445
8.0 3360 520 2150 405 2520 420
10.0 2680 480 1730 370 2000 375
12.0 2210 480 1470 345 1680 340
16.0 1680 480 1100 295 1260 300

D

D>@3:0.5D Z E
D<@3 :O.2DI 7

RPM = rev./min.
FEED = mm/min.
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