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Slofing  Die-sinking Profilng  Radius  Finishing Cutting Conditior For General without air-hole Sloting  Die-sinking Profiing  Radius _Finishin Cutting Conditior For General without air-hole
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R tolerance 18<Ds :0~—-0.013 (mm) R tolerance 18<Ds :0~-0.013 (mm)
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() ltem Code Sock| R Mill Fte | Overal | Shank | No.of ltem Code Sock| R Mill Flute | Overal | Shank | No.of

fth Dia. Length | Length Dia. |Flutes Dia. | Length | Length Dia. | Flutes
@D | GBL2020 1] 1 2 20 | 100 6| 2 GXB2020 )1 2 10 | 100 6| 2
5 GBL2030 (1] 1.5 3 30 | 100 6| 2 GXB2030 (1| 1.5 3 15 | 100 6 | 2
F | GBL2040 1] 2 4 60 | 110 6| 2 GXB2040 | 2 4 20 | 110 6| 2
):I/ GBL2050 (1] 2.5 5 70 | 125 6| 2 GXB2050 (1| 2.5 5 25 | 125 6 | 2
GBL2060 (1] 3 6 80 | 130 6| 2 GXB2060 1] 3 6 30 | 130 6| 2
GBL2070 (1] 3.5 7 90 | 140 6| 2 GXB2070 (1] 3.5 7 35 | 140 6 | 2
GBL2080 (1] 4 8 | 100 | 150 8| 2 GXB2080 1| 4 8 40 | 150 8| 2
GBL2090 (1] 4.5 9 | 110 | 160 8| 2 GXB2090 (1| 4.5 9 45 | 160 8| 2
GBL2100 (1] 5 10 | 120 | 170 | 10 | 2 GXB2100 (1] 5 10 50| 170 | 10 | 2
GBL2110 (1] 65| 11 | 120 170 | 10 | 2 GXB2110 (1] 5.5 1 50 | 170 | 10 | 2
GBL2120 (1] 6 12 [ 130190 | 12 | 2 GXB2120 (1| 6 12 551190 | 12 | 2
GBL2130 (1] 65| 13 | 130|190 | 12 | 2 GXB2130 (1] 6.5 13 551190 | 12 | 2
GBL4140 ) 7 14 | 140 | 210 | 12 | 4 GXB4140 | 7 14 60 | 210 | 12 | 4
GBL4150 (]| 75| 15 | 140 | 210 | 12 | 4 GXB4150 (1| 75| 15 60 | 210 | 12 | 4
GBL4160 (1| 8 16 | 150 | 230 | 16 | 4 GXB4160 (1| 8 16 65| 230 | 16 | 4
GBL4170 (1] 85| 17 | 150 | 230 | 16 | 4 GXB4170 (1| 85| 17 65| 230 | 16 | 4
GBL4180 (1] 9 18 [ 160 | 250 | 16 | 4 GXB4180 I 18 65| 250 | 16 | 4
GBL4200 (1110 20 | 180 250 20 | 4 GXB4200 1110 20 751250 20 | 4
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B EZEAPRSE L EEL. [ Stocked by specified distributor. Contact with our sales department.

. *——Etﬂﬁu%ﬁ:ﬁ Recommended cutting conditions EEE. .:
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Regular Long Long Shank
A J5T74 b # &% castion IR, 7V, ST IR
Work material Graphite FC, FCD Non-Ferrous-metal, Aluminium, Cu-Alloy Depth of cut
ey 150~ 200HB (mm)
HIEISRAE | £DEILRE Cutting speed EIHIRE Cutting speed | HIHEIEE Cutting speed
Conditions ve=200~ 250m/min ve=50~100m/min ve=150~100m/min
o = [E1E 55 EDRE [CIERE EDRE [EIE 55 EDRE
2=\ D¢ Revqlup]on Table Speed Revqlup]on Table Speed Revqlup]on Table Speed
R mm \ mm min mm/min min mm/min min mm/min
R1 2 | 44,000 800 ~1,000| 11,000 250 ~ 300 25,000 500 ~ 600 |
R2 | 4 | 22000 | 1,000 ~1,300| 5600 | 300~400 | 12,500 | 600~ 800 N /</</<( a=0.1Dbc
R3 6 | 15,000 | 1,200 ~1,500| 3,700 350 ~ 450 8,500 700 ~ 900
R4 8 | 11,000 | 1,800 ~2,000| 2,800 550 ~ 600 6,400 | 1,100 ~ 1,200 20=0.3D¢C
R5 10 8,800 | 2,000 ~2,500| 2,200 600 ~ 700 5,100 | 1,200 ~ 1,400
R6 12 7,300 | 2,000 ~2,500| 1,800 600 ~ 700 4,200 | 1,200 ~ 1,400
R7.5| 15 5,800 | 1,800 ~2,000| 1,500 550 ~ 600 3,400 | 1,100 ~ 1,200
R8 16 5,500 | 1,600 ~1,800| 1,400 500 ~ 600 3,200 | 1,000 ~ 1,200
R9 18 4,900 | 1,600 ~1,700| 1,200 400 ~ 500 2,800 800 ~ 1,000
R10 20 4,400 | 1,200 ~1,400| 1,100 350 ~ 450 2,500 700 ~ 900
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(DUse the appropriate coolant for the work material and machining shape.

(2)Standard cutting conditions are described above, but allowance should be made for these conditions according to hardness of work materials, deph of cut, tooling,
and conditions of machines.

(3®When machining with a general purpose machine or an NC milling machine, it is recommended to use an aspirator or to perform wet cutting in order to prevent
chips from scattering.
There is no difference in life of end mills between dry cutting and wet cutting.

@In the case of insufficient revolution speed, it is recommended to use a high speed milling attachment.






