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ABOUT GESAC

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC) is a Sino-foreign joint
venture company established in 1989. It is designated by the State as a
high-tech enterprise.GESAC is the largest subsidiary of the Shanghai Stock
Exchange listed company: Xiamen Tunsten Co. LTD.(Stock code:SH600549)
It'" s main products are tungsten metal powder, tungsten carbide powder,
cemented carbide, cutting tools and other tungsten related products. GESAC
is the largest producer and exporter of tungsten metal powder and tungsten
carbide powder in China and also enjoys good reputation in manufacturing
high quality cemented carbide and precision cutting tools.

GESAC has a team of talented staff constantly striving to be stronger. GESAC
is equipped with the world’ s most advanced technologies, manufacturing
equipment and testing facilities. The “Golden Egret” brand products are
renowned for high quality and excellent service. Our clients are spread across
more than forty developed countries and regions all over the world.

GESAC owns a national level R&D center, and has undertaken and finished
many national and provincial research projects independently, such as
National Science and Technology Support Plan project, National major special
science and technology project, National Key Technologies R&D Program,
National Torch Program, National Important New Products project etc.
GESAC has received numerous awards such as “National Standard High-tech
Enterprise” , “Enterprise with Advanced Technology” and “Export-oriented
Enterprise” from the state government.

GESAC adheres to the philosophy of “sincerity and dependability are our
essence” and strives to develop into a modern enterprise with “first class
equipment, first class technology, first class management, first class quality
and first class service” .
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New Negative Turning Tools for Stainless Steel

TOZNETFRE). B A=, RRRERTT «
Widely used in valve, pipe fitting. flange. bathroom and general machinery industry.

RIS I THERNRT | YIRIERIMESRERINARIE | MBRRNS
Special chip-breaker design for semi-finishing to roughing , guarantee for both edge
sharpness and intensity ,and with wide applicable range.

BIELM, LRIBEIRS , BECEHTTHRAIANENER]
GM3225. GM3215. GM1115k85 , AIilEAHNEHFER IR
Including LM series and LR series ,with new grades for stainless steel such as GM3225,
GM3215, GM1115 ,cover most working conditions of stainless steel turning.
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Application Summary of Grades for Stainless Steel

EERMMENERIPVDES GM3225
PVD Grade for Stainless Steel Turning with High
versatility : GM3225

« EFPERERTAINGESSCoR EBNTMARERASEIMEES | BANRHNN
TR RO LR M.

Optimized combination of TiAIN coating and micro-grain carbide substrate
with high Co cotent provide superior adhesion resistance and toughness.

« EETAEREREEHEMNT.

Suitable for semi-finishing to roughing of stainless steel with medium or low speed.

ST EMYARSENZEHIPVDRES GM3215 m

PVD Grade for Stainless Steel Turning with High abrasive wear
resistance : GM3215

« £HPVD TAINRESTHHMAREMESES | BENEIRESS. MEMAImRE.
New TiAIN coating on submicron substrate with strong adhesion, superior wear
resistance and good heat resistance.

 BETREDRTAER. NI hSEEMmT.
Suitable for ISO M & S in stable condition with medium speed.

EMEMEABNELICVDIES GM1115
CVD Grade for Stainless Steel Turning with High abrasive wear
resistance : GM1115

« SFEAROFNYPAKIEREIIMT-TICNIRE , St ERRSSEMNES
B MERLS | SARECERAB IR RIIE R AFIEIRREBEE | K]
B,

Brand New Thinner Al203 and Nano MT-TIiCN coating , on good toughness
gradient carbide substrate, with good wear resistance , superior adhesion
resistance and longer tool life.

« BETRELR T EREEESRINT.
Suitable for ISO M in stable condition with high speed.
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Overview of Negative Turning Inserts for Stainless steel

S
Geometry
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Features

INTEE
Application Range

TEREmE

Cross Section Geometry

LM

« BN, BRAEFHBINTIA
- BRI+ , EFM SEERINARIE
< LIHBE | BBRUERET

« For semi-finishing of stainless steel and
HRSA

« Variable rake angle & variable edge
width design, guarantee for both edge
sharpness and intensity

« Heart-shaped chip breaker, with wide
applicable range

|

L L L L ——
0 onl 02 0l a4 05 ps

SRR ]

LR

« TESHEINTA
NBIRR+ R, DREES
« KEEE +IXAER | HEBIus

« For roughing of stainless steel

« Small rake angle & large edge width
design, improved the strength of the tip
 Wide groove width & shallow groove
depth design, smooth chip evacuation

IR ap|mm)

@ & &I B3 84 85 04
S T ]

LF

« NS T
< NIB+ KA, REBDREE
« BTG |, TIRIREERISE

« For finishing to semi-finishing of
stainless steel

« Small cutting edge width & large rake
angle design, improved the strength of
the tip

« Curved cutting edge design, good chip
control

R apjmm)

o i &I ) D4 &S G
RS ]

LV

« NENERBENENTA
« BNE+FFOE , TIDEF , TIEIBSE
 XBBIE  BATRERANIR

« For semi-finishing to roughing of
stainless steel

« Zero edge width & throughout groove
design, shape cutting edge, low cutting
forces

« Large chip groove design, smooth chip
evacuation in large cutting depth

o= apjmm|

0ol B2 8) b4 0S5 og
R F [mm'r)
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80°%H 55°%H 90°IE5 60°IE=fAf 35°%H 80°7%i
80° Rhombic 55° Rhombic 90° Square 60° Triangle 35° Rhombic 80° Trigon
CNMG-LM DNMG-LM SNMG-LM TNMG-LM VNMG-LM WNMG-LM

CNMG-LR

DNMG-LR

SNMG-LR

TNMG-LR

WNMG-LR

P

TNMG-LF

WNMG-LF

TNMGR/L-LV
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ZEHT] R (f2RY) / Turning Inserts (Negative)

GQ%

CNOL[
\\
wrsope D 4
=/80°57L L
Rhombic80°,with Hole & A = /‘
L s
RY TEERESE
Dimension(mm) Coated
1TSS
Ordering Code 2| g E § &
L D S d1 R T s |lolo s
= | === |»n
OO0 0|0 |0
CNMG090304-LM 9.7 9.525 3.18 381 0.4 ololo]|o|o
CNMG090308-LM 9.7 9.525 3.18 3.81 0.8 o|o| o] o] o
CNMG120404-LM 129 12.7 476 5.16 04 o| e | e | @ |0
CNMG120408-LM 129 12.7 476 5.16 0.8 o| e | e | e |0
CNMG120412-LM 129 12.7 476 5.16 1.2 o|o| e | e]| o
CNMG120416-LM 129 12.7 476 5.16 1.6 o|o| o] o] o
CNMG120408-LR 129 12.7 476 5.16 0.8 o| e | e | @
CNMG120412-LR 129 12.7 476 5.16 1.2 o|lo | e | e
CNMG160608-LR 16.1 15.875 6.35 6.35 0.8 oo | e | e
CNMG160612-LR 16.1 15.875 6.35 6.35 1.2 o|lo| e | e
CNMG160616-LR 16.1 15.875 6.35 6.35 1.6 o| o | o] o
CNMG190608-LR 19.3 19.05 6.35 7.94 0.8 o| o | o] o
CNMG190612-LR 193 19.05 6.35 7.94 1.2 oo e| e
CNMG190616-LR 193 19.05 6.35 7.94 1.6 oo e| e

® TREEEETF Stock o FFUE Available upon order

006
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ZEHI7] H (2B / Turning Inserts (Negative)

=

- N
DNLCI[] .
: D ) —r;l
#5581 \ )
N _
Rhombic55°,with Hole R =
L s |
R~ REEREE
Dimension(mm) Coated
1755 S R I
Ordering Code = = Q&
: L D s d1 R N
S| S| 3| 3| o
ol o|lo|0O
DNMG110404-LM 116 9.525 476 3.81 0.4 o|o| e | e]| oo
DNMG110408-LM 11.6 9.525 4.76 3.81 0.8 o|o| e | e]| o
DNMG150404-LM 155 12.7 476 5.16 04 o|o| e | e]| o
DNMG150408-LM 15.5 12.7 4.76 5.16 0.8 o|o| e | e]| o
DNMG150412-LM 155 12.7 476 5.16 1.2 o|o| e | e]| o
DNMG150604-LM 15.5 12.7 6.35 5.16 04 o|o| e | e]| o
DNMG150608-LM 155 12.7 6.35 5.16 0.8 o|lo| e | e | o
DNMG150612-LM 15.5 12.7 6.35 5.16 1.2 o|o| e | e]| oo
DNMG150408-LR 155 12.7 476 5.16 0.8 o|o| e | e
DNMG150412-LR 155 12.7 4.76 5.16 1.2 oo | e | e
DNMG150608-LR 155 12.7 6.35 5.16 0.8 o|o| e | e
DNMG150612-LR 155 12.7 6.35 5.16 1.2 o|o| e | e

® TRAEEETF Stock o FEIRE Available upon order
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ZEHT] R (f2RY) / Turning Inserts (Negative)

\3‘700
SN P
o0 -4
Square 90°,with Hole e
L Ls_|
RY TEERESE
Dimension(mm) Coated
1TSS
Ordering Code 2| g E § &
L D S di R T s |lolo s
= | === |»n
OO0 0|0 |0
SNMG120404-LM 12.7 127 476 5.16 0.4 o|e| e | e |0
SNMG120408-LM 12.7 12.7 476 5.16 0.8 o|le| e | e | o
SNMG120412-LM 12.7 12.7 476 5.16 1.2 olo| e]| e o
SNMG120416-LM 12.7 12.7 476 5.16 1.6 olofo|o]|o
SNMG120408-LR 12.7 12.7 476 5.16 0.8 olo| e| e
SNMG120412-LR 12.7 12.7 4.76 5.16 1.2 o|lo| e| e
SNMG150608-LR 15.875 15.875 6.35 6.35 0.8 o|lo|e| e
SNMG150612-LR 15.875 15.875 6.35 6.35 12 o|lo|e| e
SNMG150616-LR 15.875 15.875 6.35 6.35 16 o|lo|e| e
SNMG190608-LR 19.05 19.05 6.35 7.94 0.8 olo]o]|o
SNMG190612-LR 19.05 19.05 6.35 7.94 1.2 o|lo|e| e
SNMG190616-LR 19.05 19.05 6.35 7.94 16 o|lo|e| e

o ITREREF Stock o FEFE Available upon order

008
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ZEHI7] H (2B / Turning Inserts (Negative)

TNLIDO

=fa60° B

Triangle 60°,with Hole

R> REERSE
Dimension(mm) Coated
Ordgg;%;%;ode ol I B i
L D S d1 R TSy 8S
IR AR
TNMG160404-LM 16.5 9.525 4.76 3.81 0.4 o|le| e | e o
A TNMG160408-LM 16.5 9.525 4.76 3.81 0.8 o|e| e | e o
TNMG160412-LM 16.5 9.525 4.76 381 1.2 o|lo| e | e|o
TNMG160408-LR 16.5 9.525 4.76 3.81 0.8 o|le| e e
TNMG160412-LR 16.5 9.525 4.76 381 1.2 o|lo| e e
A TNMG220408-LR 22 12.7 4.76 5.16 0.8 o|lo|o|o
TNMG220412-LR 22 12.7 4.76 5.16 1.2 o|lo| oo
TNMG220416-LR 22 12.7 4.76 5.16 1.6 o|lo|o|o
TNMG160404-LF 16.5 9.525 4.76 3.81 0.4 o | o
A TNMG160408-LF 16.5 9.525 4.76 3.81 0.8 o | o
TNMG160404R-LV 16.5 9.525 4.76 3.81 0.4 o | e
TNMG160404L-LV 16.5 9.525 4.76 3.81 04 o | e
TNMG160408R-LV 16.5 9.525 4.76 3.81 0.8 o | e
TNMG160408L-LV 16.5 9.525 4.76 3381 0.8 o | e

® tRAERETF Stock o EEFHRE Available upon order

009
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FHITI R (RE) / Turning Inserts (Negative)

VN

=35° B,
Rhombic35°,with Hole

RY TEERAE
Dimension(mm) Coated
1TSS
Ordering Code 2 E ‘Lﬁ &
L D S d1 R T s |lolo s
== | =2 |=|»w
OO0 0|0 |0
VNMG160404-LM 12.7 12.7 476 5.16 04 o|o| e | e]| o
’ VNMG160408-LM 12.7 12.7 4.76 5.16 0.8 o|lo | e | e | o

® iREEETF Stock o FFRE Available upon order
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ZEHI7] H (2B / Turning Inserts (Negative)

WNLIL

7NIBRZ80° 7L

Hexagon80° , with Hole

R> REERSE
Dimension(mm) Coated
Ordgg;%;%;ode 2 B 238
L D s d1 R | E| 2|88 %
3| 33| 5 &
WNMGO06T304-LM 6.5 9.525 3.97 3.81 0.4 olo| e| e | o
WNMGO06T308-LM 6.5 9.525 3.97 3.81 0.8 o|lo| e | e|o
WNMGO06T312-LM 6.5 9.525 3.97 381 12 o|lo| e | e|o
WNMG060404-LM 6.5 9.525 4.76 3.81 0.4 o|lo| e | e|o
WNMG060408-LM 6.5 9.525 4.76 3.81 0.8 o|le| e | e o
WNMG060412-LM 6.5 9.525 4.76 3.81 12 o|lo| e | e|o
WNMG080404-LM 8.7 12.7 4.76 5.16 0.4 o|le| e | e o0
WNMG080408-LM 8.7 12.7 4.76 5.16 0.8 o|e| e | e | o0
WNMG080412-LM 8.7 12.7 4.76 5.16 1.2 olo| e ]| e]|o
WNMG080408-LR 8.7 12.7 4.76 5.16 0.8 o|le| e e
WNMG080412-LR 8.7 12.7 476 5.16 1.2 o|lo| e e
WNMG080404-LF 8.7 12.7 4.76 5.16 0.4 o | o
WNMG080408-LF 8.7 12.7 4.76 5.16 0.8 o | e

o ITREREF Stock o FEHE Available upon order
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Comparison of Stainless Steel Turning Products from Mainstream Manufacture

FERY LD
Geometry Matching
I8 ou | U5 \pwe smem wre| == | sEm | mees ®mE | sw | wee 2
Application GESAC|_ "~ ISCAR |KENNAMETAL |WALTER | MITSUBISHI | TAEGU Tec|SUMITOMO |TUNGALQY | KYOCERA | KORLOY -
SANDVIK ZCC.CT
BT | SF SF su MQ | HA
finishing | LF | MF | F3p Fp NF4 1 LM EA EF SF Gu | w2 | FF
m | ¥E | SM oo TR MS e EM EX MS |l ag
Nt Semi- | LM | 9% | PP Ve |NM4| WS VP b M| MU | 3R] EM
finishing | LV M3M MA HU
AT HM SH K
M AL IR | MR R3M| RP | NR4 | RM ET o S o | vm | R
T M F | Hep
WAL | vm | kF | PR LF PM FG sU PSF | GF EF
Finishing LM G VP1
izt <
Positive | ay_sp
Semi- MM PS HMP
e o GP | KM | sM MF | pms | M SA MU | v | TP Em
Roughing
F2 S PUhg
Grades Matching
R e | UE ome smem oo | S REm | @ReS | BT B mER| B2
Application GESAC = ISCAR |[KENNAMETAL| WALTER |MITSUBISHITAEGU Teq SUMITOMO [TUNGALOY | KYOCERA | KORLOY =
SANDVIK ZCC.CT
GC1105| 1C807 | KC5010 | WSM10 AH630 | PRIL5
M10 |Gm3215 SCI105| 1C807:) KC20L0 | WEMILO | vp1orT | TTs080 | Acs10u | AMS30 | PRI lpca1io| vBG202
PVD
GC1025| 1C808 | KC5025 | wsMm20 | vpP1sTF | 1120801 aroany | AH120 | PR1125|PC5300| YBG205
M20|GM3225 TT9020
GC1125| IC908 | KCU25 |WSM20S| VP20MF | 119020 | AC6040M | AH725 | PR1225 |PC9030| YB9320
M
1c6015 MC7015 YBM153
M10|GM1115 GC2015|1C8250 | KcM1sB | waM10 | MITOS 779215 | Ac610M | T6020 | CAB515 INC9020[/EMIE3.
1C9250
cvD
1C6025 YBM251
M20|GM1125| GC2025| 18350 | KCM25B | WAM20 | 702> | 119225 | ACCO8OM | 16030 | caes2s [NC2020 YBM253
1C9350 YBM253F

012
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3 N 74 *
HEFTIHISE
Recommended Cutting Data
TBR-#E=E-_EfR
Min-Optimum-Max
FERY Ti4tAst EE A& =] A .
Geometry|Workpiece Materials| Hardness Application Grade Cut??r?g)%}ied Feﬂe%éite Dep':cEIchCut
Vc(m/min) f(mm/rev) ap(mm)
C*'%f.ﬁwﬁ” GM1115 | 180-250-300 | 0.08-0.20-040 | 0.8-1.8-3.5
ontinuous
DERAA . GM1125 | 180-230-300 | 0.08-0.20-040 | 0.8-2.0-35
REE | ppsg | B
Martensite - Genera
Ferrite GM3215 | 100-180-220 | 0.08-0.20-040 | 0.8-18-35
I**%Etﬂiﬁ'” GM3225 | 80-150-200 |0.08-0.20-040 | 0.8-2.0-3.5
nterrtuption
C*'%‘E."Dﬁ” GM1115 | 180-230-300 | 0.08-0.18-0.40 | 0.8-1.8-3.5
ontinuous
GM1125 | 180-210-300 | 0.08-0.18-040 | 0.8-2.0-35
BEE | g | R
Austenitic - Genera
LM GM3215 | 100-150-200 | 0.12-0.20-0.30 | 0.8-1.8-35
I**'%‘Emg” GM3225 | 80-130-180 |0.12-0.20-030 | 0.8-2.0-3.5
nterrtuption
SN REDE - gM3o1s | 35-45-60 | 012-020-030| 05-12-20
2ims Continuous
Heat-resistant| <HB350 p—
Alloys I’“*%Ew%” GS3125 35-45-60 | 0.12-0.20-0.30 | 0.5-1.2-2.0
nterrtuption
Rt GM3215 | 50-70-100 | 0.12-020-030 | 0.5-1.5-2.5
Had Continuous
Titaﬁium <HB330 o
I**'%Etﬂ.%” GS3125 40-60-80 | 0.12-0.20-030 | 0.5-1.5-2.5
nterrtuption
C*'%E.tﬂ%“ GM1115 | 180-200-230 |0.15-0.30-050 | 1.5-3.0-5.0
ontinuous
DK . GM1125 | 160-180-200 | 0.15-0.30-0.50 | 1.5-3.0-5.0
BEA | oo | —RUH
Martensite - General
Ferrite GM3215 | 120-160-200 | 0.15-0.30-0.50 | 1.5-3.0-5.0
IT‘%L”EW?*'” GM3225 | 80-140-180 |0.15-0.30-0.50 | 1.5-3.0-5.0
nterrtuptlon
LR FRETE
S GM1115 | 160-180-220 | 0.15-0.30-0.50 | 1.5-3.0-5.0
ontinuous
. GM1125 | 140-160-200 | 0.15-0.30-0.50 | 1.5-3.0-5.0
BEE | _map | R
Austenitic - General
GM3215 | 120-140-180 | 0.15-0.30-0.50 | 1.5-3.0-5.0
I’“*%EW?*'” GM3225 | 80-120-160 |0.15-0.30-0.50 | 1.5-3.0-5.0
nterrtuptlon

013
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Indexable High Precision Curved Edge Shoulder Milling Tools

12iE7) A Bt 7IR-APKT+MEB190/MHB190
Helical Edge Shoulder Milling-APKT+MEB190/MHB190

APKTRIIZ—RHZI75R %08 , BEAESEE  [RIIEIENRYSR
APKT is a Helical edge shoulder milling tool.
Helical edge contribute to low cutting force and high accuracy.

IZAEDWE S BHE7IR-ANKX+MEC190/MHC190
Helical Edges Double Side Tools-ANKX+MEC190/MHC190

ANKXZFIR—ANEA7I5BH%IR | BRTTRES | SFESE
ANKX is a double side 4 edges shoulder milling tool. Negative insert contribute to strong
edge and high economical.

ERFEE , REEE BBt SR, 185, IS EMINIS .
A variety of applications can be achieved ,such as face milling,cavity milling,shoulder
milling,slot milling,profile milling.




CUTTING TOOLS |

YIRITIE

F/B%kH! / General Shoulder Milling

APKT

i As) =iV o)

Helical Edge Shoulder Milling Inserts

di

RT HEERSE WREE | @ BBE
Dimensions(mm) Coated Uncoated| Cermet
P
Ordering Code LIl w2 Iginlg 0 E
b |L|s | hk|d R|IFFIFIZINIIZI & =
5|5|6|5|3|5 5|8 & ©
APKT113504R-GL |1131| 7 | 35 2 (321/04 | e | e | @ | 0| o | o | e o
a APKT113508R-GL |1131| 7 | 35 2 (321/08 | e [ e | e | e | e | o | o | o
APKT113504R-GM | 11.31| 7 | 35 2 (321/04 | ¢ | e | @ | e | e | oo | o
APKT113508R-GM | 11.31| 7 | 35 2 (321/08 | ¢ [ e | e | e | e | o o o
APKT113532R-GM | 10.16 | 7 |344 | 36 (32132 | e | e | @ | @ | e | o | o o
l APKT160408R-GM | 1696 | 94 | 52 |257 (421 /08 e | e | @ [ @ | @ | o | o o
APKT160412R-GM | 1696 | 94 | 52 |257(421|12 | e | e | e | @ | @ | @ | o | o
APKT160416R-GM | 1696 | 94 | 52 (257|421 |16 | e | e [ e | @ | o | @ | o | o
APKT160432R-GM | 15 |94 | 52 |257(421|32 | e | e | e | e | @ | o | o o
APKT113516R-GH | 1131 | 7 | 35 2 (321|116 | e | e | e | o | o | o | o | @
' APKT160416R-GH |16.96| 9.4 | 52 |257 (421 |16 | e | e | @ | @ | @ | @ | @ | @
APET113504R-NL |1139| 7 | 38 |192| 2 |04 o
APET160408R-NL |16.97 {9.51|585| 22 | 2 |08 o
=
——
® iRAERETF Stock o FFARE Available upon order

015
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YIEI7IE | CUTTING TOOLS

FE%kH! / General Shoulder Milling

APKTZRFITEEY
APKT Geometry

B YIR
Light cutting
for general material

etz Sl
Medium cutting
for general material

BFAEHIELHE]
Rough cutting
for general material

=Gz
General cutting
for aluminum alloys

GL GM GH NL
IETRIE R , SRS N S e
FFe Ll —WTATCUSREMNT | DUEEES ESENT | Gt

Light cutting with low
force to achieve excellent
performance

High stability cutting in
general condition

More stronger edge for
rough cutting

excellent polishing for
aluminum material
cutting




G-PAK17.1

CUTTING TOOLS | tHITIE

F/B%kH! / General Shoulder Milling

Smaanlil -
MEB190 | ‘
\ > ©F] ®F
I \ D1 o0
L iEEJ_:t Figl o Fig2
7
Arbor 17 11
Fig3
" RS (mm) _
TS Bz | DK Dimensions mxr | TN s | ER |
Ordering Code Diameters | Teeth apmax g Coolant| Shape| Stock
oD1 |Oddm | H | W | T Insert
MEB190040R05A16AP11 40 5 40 16 40 | 84 | 56 9 AP*T1135 X Figl o
MEB190050R07A22AP11 50 7 50 22 40 | 104 | 63 9 AP*T1135 X Figl o
MEB190050R04A22AP16 50 4 50 22 40 | 104 | 6.3 14 AP*T1604 x Figl (]
MEB190063R05A22AP16 63 5 63 22 40 | 104 | 6.3 14 AP*T1604 X Figl [ J
MEB190080R07A27AP16 80 7 80 27 50 | 124 | 7 14 AP*T1604 X Figl [ ]
MEB190100R08B32AP16 100 8 100 32 63 | 144 | 8 14 AP*T1604 X Fig2 [ J
MEB190125R09A32AP16 125 9 125 40 63 164 | 9 14 AP*T1604 x Fig2 o
MEB190160R10C40AP16 160 10 160 40 63 | 25.7 | 14 14 AP*T1604 X Fig3 O
MEB190200R12C60AP16 200 12 200 60 63 | 257 | 14 14 AP*T1604 X Fig3 o

® TRAEEETF Stock o FEFRE Available upon order
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YIEI7IE | CUTTING TOOLS G-PAK17.1

FE%tHl / General Shoulder Milling

dn

MEB190 e

fE=C

Shank Figh

TS B | Y Dmemsions gz T8 | s | mR |

Ordering Code Diameters | Teeth oDz | odm | L L i apmax Insegrt Coolant | Shape | Stock
MEB190016R02W16AP11 16 2 16 16 | 130 | 25 - 9 AP*T1135 X Fig4 [ )
MEB190020R02W20AP11 20 2 20 20 | 130 | 25 - 9 AP*T1135 () Fig4 [
MEB190020R03W20AP11 20 3 20 20 | 130 | 25 - 9 AP*T1135 () Fig4 ®
MEB190025R03W25AP11 25 3 25 25 | 130 | 30 - 9 AP*T1135 ® Fig4 [ )
MEB190025R02W25AP16 25 2 25 25 | 130 | 45 - 14 | AP*T1604 ® Fig4 [ )
MEB190032R03W32AP16 32 3 32 32 | 130 | 45 - 14 AP*T1604 () Fig4 ®
MEB190032R03W32AP16L 32 3 32 32 | 200 | 54 - 14 | AP*T1604 () Fig4 [ )

® 1REEETF Stock o FTHRE Available upon order
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CUTTING TOOLS | tHITIE

F/B%kH! / General Shoulder Milling

EKR

Helical Tools

|
MHB190 I RS
LION/ANN
N ap
MIE= ;
Shank L
Fig5
u RS (mm)
THS B2 | 7% Dimensions mramg| TN s | mR | e
Ordering Code Diameters | Teeth apmax 9¢ | Coolant Shape | Stock
®D1 |®dm | L | L | T Insert
MHB190032R02W32AP11 32 2/8 32 32 | 130 | 68 - 399 | AP*T1135 [ ) Fig5 )
MHB190040R03W32AP11 40 3/12 | 40 32 | 130 | 65 = 399 | AP*T1135 o Fig5 (]
o TRAEEETF Stock o FHRE Available upon order
\ >
D3 -
Arbor
Figé
o R (mm)
THS Bz | X Dimensions gz TN s | mR | e
Ordering Code Diameters | Teeth apmax 9 Coolant | Shape | Stock
®D1 |ddm | H | W | T Insert
MHB190050R04A22AP11 50 4/16 | 50 22 | 70 | 104 | 63 399 |AP*T1135 ° Fig6 [ )
MHB190063R05A27AP11 63 5/20 63 27 70 | 124 | 70 399 |AP*T1135 [ ) Fig6 )
MHB190050R03A22AP16 50 3/9 50 22 70 [ 104 | 6.3 43 AP*T1604 [ ) Figb [ )
MHB190063R04A27AP16 63 4/16 63 27 85 | 124 | 7.0 57 AP*T1604 ® Fig6 ®
MHB190080R05A32AP16 80 5/20 | 80 32 | 85 | 144 | 80 57  |AP*T1604 ° Fig6 °

® TRAERETE Stock o FETRRE Available upon order

019
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YIEI7IE | CUTTING TOOLS

PN TERTIES

Spare Parts

FHER TIR82ET TIRAZETIRTF
Parts Insert Screw Insert Spanner
fiZON
Shape
BRDR
Insert
AP*T1135 SI6OM3X7.2 TTO9P
AP*T1604 SI60M3.5X8 TT15P




CUTTING TOOLS | tHITIE

HEFTIHIZE

Recommended Cutting Data

e /7] (fz)

—— mm/tooth
- AR ez
T TR 2 | Cutting Speed ” -
Workpiece Material I-'Xal\ ar;?]réils Grade St B24T08I (L) q]KJ/IJE?ji(ulr\: ) Etﬂﬁei\(/y )
Higin: Giting Cutting Cutting
Ve ( m/min) GL/NL GM/NL GH/NL
Low Carbon Steel - GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
i, B GA4225
150 0.1 0.15 0.2
Carbon Steel. HB180-350 | GA4230
n Aloy Steel o (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
A HRC35.45 | Caaaa 150 01 0.15 0.2
Per-hardened Steel (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP4225
st o )| ggzg | Gs4130 140 012 015 02
. . = GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
Martensite)
8 B
R (B XUE) o | GS4130 120 012 015 02
(Austenite. Diphasic ) GM2140 (100-160 ) (0.1-0.2) (0.1-0.2) (0.1-0.3)
RE chpago | o3 180 01 015 02
Grey Cast Iron = (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GK2115
BREBTHTL. IRSEEEEL GA4230
120 0.1 0.15 0.2
Nodular Cast Iron < HB350 GK4125
Vermicular Cast Iron GK2115 (100-180) (0.05-0.15) (01-0.2) (0.1-0.25)
..
e, <HB260 | GN9125 200 2l L s
Alloy = (200-900) (0.05-0.15) (0.1-0.2) (0.1-0.25)
iAEE. KEes GA4230
= 60 0.1 0.1 0.15
Heat-resistant Alloy and | HRC25-35 | GM2140
Titanium Alloy Q4130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
BEKAR 80 0.08 0.10 0.12
Quenching Steel HEaES | Ehilzs (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)

021
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YIEI7IE | CUTTING TOOLS G-PAK17.1

F/B%kHl / General Shoulder Milling

ANKX e
SE4TI RSB T] H ﬂ

Double-Side 4 Edges Shoulder Milling Inserts

RY REERES WRes | <BEEE
Dimensions(mm) Coated Uncoated| Cermet

S
Ordering Code

L1 L2 S di R

GA4225
GA4230
GP4225
GK4125
GK2115
GS4130
GN9125
GPO1TM

ANKX120704R-GL 12 10 8 462 | 04
ANKX160708R-GL 16 |1121| 792 | 52 08 | e | e | o0 | o oo oo

ANKX120708R-GM 12 10 8 4.62 04 o (o 0| 0o | 0| 0o o o

ANKX160708R-GM | 16 |11.21| 7.92 | 52 0.8 e | o o | o o o o o

ANKX160716R-GM | 16 |11.21| 7.92 5.2 1.6 e | o | o | o o o o o

ANKX160716R-GH 16 1121 792 | 52 1.6 e | o | o | o o o o o

o TRAEEERF Stock o FERE Available upon order

022



G-PAK17.1

CUTTING TOOLS | tIEITIE

FE%5HI / General Shoulder Milling

]
ANKXZFIER
ANKX Geometry
BFERIEEIHE] B RH BRI ELIH]
Light cutting Medium cutting Rough cutting
for general material for general material for general material
GL GM GH
DB LA | SRGEFAIINTRE —R TR FEIEREEINT DTEEEYF , EEEMT
Light cutting with low force to achieve High stability cutting in general More stronger edge for rough
excellent performance condition cutting




Bunin / T o

YIEI7IE | CUTTING TOOLS G-PAK17.1

7 /B%kHl / General Shoulder Milling

Ddn Gdm
e ) +emrll]
MEC190 e £ :
\ N ap - § EE
1 Ll\imit L on | o ot
Figl v i
Arbor 9 M Fio2
] L]
|
(;/JH
Fig3
" R (mm) _
TS Bz | DK Dimensions N O -
Ordering Code Diameters | Teeth apmax 9 Coolant| Shape | Stock
®D1 | ddm | H W T Insert
MEC190050R04A22AN12 50 4 50 22 | 40 | 104 | 63 9 ANKX1207 ® Figl (]
MEC190063R05A22AN12 63 5 63 22 | 40 | 104 | 63 9 ANKX1207 ® Figl (]
MEC190050R04A22AN16 50 4 50 22 | 40 | 104 | 63 14 ANKX1607 ) Figl (]
MEC190063R05A22AN16 63 5 63 22 | 40 | 104 | 63 14 ANKX1607 ® Figl (]
MEC190080R05A27AN16 80 5 80 27 50 | 124 | 7 14 ANKX1607 ® Figl (]
MEC190080R06A27AN16 80 6 80 27 50 | 124 | 7 14 ANKX1607 ® Figl (]
MEC190100R07B32AN16 100 7 100 32 50 | 144 | 8 14 ANKX1607 ® Fig2 (]
MEC190100R08A32AN16 100 8 100 32 50 | 144 | 8 14 ANKX1607 ® Figl (]
MEC190125R10B40AN16 125 10 125 | 40 63 | 164 | 9 14 ANKX1607 ® Fig2 °
MEC190160R12C40AN16 160 12 160 60 63 | 164 | 9 14 ANKX1607 ) Fig3 o)
MEC190200R14C60AN16 200 14 | 200 60 63 | 257 | 14 14 ANKX1607 ® Fig3 o)

® iRAERETF Stock o FFRRE Available upon order

024



G-PAK17.1 CUTTING TOOLS | HIHITIER

FE%tHl / General Shoulder Milling

MEC190 — 3+

oD
Odm

BuliN / T @

S . @
M= ECLFT
]
Shank
Fig4
" RS (mm) _
TtS Bz | X Dimensions gxmz| TR s | ER |
Ordering Code Diameters | Teeth apmax 9 Coolant| Shape| Stock
OD1 |ddm | L | L | T Insert
MEC190032R02W32AN12 32 2 32 32 | 130 | 40 - 9 ANKX1207| X Figd (]
MEC190040R03W32AN12 40 3 40 32 | 130 | 40 - 9 ANKX1207| @ Figd @)
MEC190032R02W32AN16 32 2 32 32 | 130 | 40 - 14 |ANKX1607| X Figd (]
MEC190032R02W32AN16L 32 2 32 32 | 200 | 50 - 14  |ANKX1607| X Figd (
MEC190032R03W32AN16 32 3 32 32 | 130 | 40 - 14 |ANKX1607| X Figd (]
MEC190032R03W32AN16L 32 3 32 32 | 200 | 50 - 14  |ANKX1607| X Figd (
MEC190040R03W32AN16 40 3 40 32 | 130 | 50 - 14 |ANKX1607| e Figd (]

® TRAEEETF Stock o FIARE Available upon order
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YIEI7IE | CUTTING TOOLS G-PAK17.1

FE%tHl / General Shoulder Milling

K%

Helical Tools

MHC190 —
ME=

Shank

QD1
Qdm

u R3 (mm)
TS B | D8 Dimensions gamg| TN | s | m |
Ordering Code Diameters | Teeth apmax 9¢ | Coolant Shape | Stock
OD1 |®dm | L | L | T Insert
MHC190040R02W32AN12 40 2/8 40 32 | 130 | 60 - 43 ANKX1207 () Fig5 ()

® TNEEEETF Stock o FRFUE Available upon order

MHC190

\ > =
IDEHTL
Arbor
Fig6
N RT (mm)
s B2 % Dimensions AR [EGEE"UDf_ S B | EF
Ordering Code Diameters | Teeth Apmax 9 Coolant| Shape| Stock
®D1 ([®dm | H | W | T Insert

MHC190050R03A22AN12 50 3/12 | 50 22 70 | 104 | 63 43 ANKX1207 (] Figb (]

MHC190063R04A27AN12 63 4/16 | 63 27 70 | 124 | 70 43 ANKX1207 (] Figb (]

MHC190050R03A22AN16 50 3/9 50 22 70 | 104 | 6.3 43 ANKX1607 (] Figb °

MHC190063R04A27AN16 63 4/16 | 63 27 85 1104 | 70 57 ANKX1607 (] Fig6 ]

MHC190080R05A32AN16 80 5/20 | 80 32 85 | 144 | 80 57 ANKX1607 (] Figb °

® TREREF Stock o FEIRE Available upon order
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CUTTING TOOLS | tIEITIE

JIRECi45sR

Spare Parts

FHEWR TIR42%T T RAZETIRF
Parts Insert Screw Insert Spanner
HIZIN
Shape
ERR
Insert
ANKX1207 SI60M3.5X12 TT15P
ANKX1607 SI60M4.5X10 TT20P
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YIEI7IE | CUTTING TOOLS G-PAK17.1

HEFIHIZE

Recommended Cutting Data

BEE /7] (fz)
. mm/tooth
o TRHEE LE52
Tht ) 2 | Cutting Speed - ”
Workpiece Material I-’;giéiréasls Grade 9°p 24080 (L) q]KJ/IJElei(u,r\]Aq ) Etﬂﬁeua\(/yH )
M3 Qg Cutting Cutting
Vc ( m/min ) GL GM GH
% W <hBlgo | caaoad 180 01 0.15 02
Low Carbon Steel - GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
L, P
n Cﬁ;)_;?c;n 'gsz HB180- | AR 150 01 0.15 0.2
Alloy Steel 350 oparos (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
TREEN HRC35a5 | ohaoe 150 0.1 0.15 0.2
Per-hardened Steel (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP4225
Samess sl remve. | svei0 | SSES | o o 02
Martensite) T Y i
8 B
7w %%%gslta(i iESESVEEeZ,IWE ) <HB270 | GSA4130 120 0.12 0.15 0.2
(Austenite. Diphasic ) GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
IR cHBzgo | opasD 180 01 015 02
Grey Cast Iron = (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GK2115
BREBIFE. IRSHH% GA4230
120 01 0.15 0.2
Nodular Cast Iron < HB350 GK4125
Vermicular Cast Iron GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
P
Riicign <HB260 | GN9125 >00 01 e o
Alloy = (200-900) (0.05-0.15) (0.1-0.2) (0.1-0.25)
fithae. KEE GA4230
4 60 01 01 015
Heat-resistant Alloy and | HRC25-35 | GM2140
Titanium Alloy Q4130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
KA 80 0.08 0.10 0.12
Quenching Steel plRtasy  EhRizs (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)

028
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SPM200-RN4
IMZRINLAZ5%T]

SPM200-RN4 End Mill for Small & Cavity Milling

ERTHIN. 2N, ZEN, 7, (EaSFME (BEE<HRCSS ) SHEERIEINT .
Suitable for deep cavity high-accuracy machining of carbon steels,alloy steels,
hardened steels,copper & aluminium alloys etc. ,which hardness is less HRC55.

REGUBM R EMAR+AICISINSHEREASRE o
GU series ultra-fine cemented carbide substrate
+ High performance nano coating AICrSiN.

FANBERISEIRIT |, BERATDE. FAFIZRRLT
Special angle with reduced neck design , unequal spacing of
teeth and unequal helix angle design.

SRENTIEE  SREERINLE , SHEEAITIMR(hS)
High precision diameter and high precision R profile,
high precision shank (h5).

[ B

[




YIEI7IE | CUTTING TOOLS

tRCie

Guidelines to Icons

(AN WiEA (AN Lz} AN WiBA
Mark Description Mark Description Mark Description
W | 15O et WL | ewmiem Pk
s ns ISO Standard Shank m 28° Helix Square
2N
Shank M| 15Ot E 30°4ZhefB BBk
= ISO Standard Shank Xy | 30° Helix FE%J( Corner Radius
e
Endteeth
N | Acrige E 35°9ghEfn Type BRsk
AICrN Coating m 35° Helix D Ball Nose
e . TISRfElfS
Ioei) | AICISINIREE m A0°ihie B Square with
AICrSiN Coating m 40° Helix B | Chamier
I | TAINGRE g | sminm w
TiAIN Coating m 45° Helix Steels
LA
Helix —
N | ATINGERIRE 2830 vt M TN
nano Nano Coating AITIiN m Variable Helix Stainless Steels
B QW | AICTN/TISINER 157/40° I vE=a=:] ek
Coating LUEILE | AICTN/TISIN Coating Xy | Veriable Helix TeErtE Cast Iron
NSNS Workpiece
T | ATIN/TISINGERS R m TSR Material JEEkAARL
TiSiN Nano Coating AITiN/ Variable Helix Non-ferrous
TiSiN % Materials
) - > =SEat. Kae
TIAICISIN TIAICrSINIRER m URIER Heat-resistant
Al TIAICrSiN Coating m Variable Helix Super Alloys,
Titanium Alloys
pi=i=I = —_
Kol g | rewiee AR
) m Variable Helix High Hardened
Coating Materials
BRRSNERE .
M Ultra-Fine Grain 1’ Iz?ultf;é?dmills
Diamond Coating
gt 2 JI3z%:7)
For Side Milling 2 Flute Endmills
L]
yEs m i E’] 3 T0I%7)
Cutting For Slotting 3 Flute Endmills
Condition -
Uiz AL 7'4‘ 4 TISIHET)
For Profile Milling No. of Flutes l‘ 4 Flute Endmills
20ty Pakvion
oy | -20° Helix 5 Flute Endmills
wives | ) | 15miem Y | 67z
Helix m 15° Helix J 6 Flute Endmills
| 20° [l P13 | 12 muzs
m 20° Helix II ‘ 12 Flute Endmills




G-PAK17.1

CUTTING TOOLS | tHITIE

SPM200-RN4

ISR T A7) B 5% ]

4 Flute, Extended Neck-Corner Radius Endmill

RFf 22 7% : 0. 005mm

Tolerance on Corner radius R

P —

3 R Neck R _
o - ————— e L 7 —O+ '\!éti
—LE =L UL [l
FRCHBBIEE%P30 See page 30 for guidelines to icons
ME| e | T | I (58| 2K || B | TR | e o RMRRIERES
s o |88 1 |70\ T e | TER | Tecfechesndernecienghior) g
Ordering Code Mill | “o™ | Neck | Flute | Neck|Overall| “pi; ™ | Neck | Interference Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 1° 1.5° 20 3°
SPM200-RN4-1-4-0.05-V 4 50 8.75 427 | 447 | 465 | 482 | 5.21 .
SPM200-RN4-1-6-0.05-V 6 50 7.28 6.37 | 6.63 | 6.86 | 7.12 | 769 | e
SPM200-RN4-1-8-0.05-V 8 50 6.23 845 | 876 | 9.08 | 942 |10.18| e
SPM200-RN4-1-10-0.05-V 0.05| 10 50 5.45 10.53(10.90|11.30|11.72|12.67| e
SPM200-RN4-1-12-0.05-V 12 60 4.84 12.61|13.04|13.51|{14.02|15.15| e
SPM200-RN4-1-16-0.05-V 16 60 3.95 16.74|17.32|17.95|18.6220.12| e
SPM200-RN4-1-20-0.05-V 1 20 08 |06 60 3.34 20.88121.60|22.3823.22|25.10| e
SPM200-RN4-1-4-0.1-V 4 50 8.80 426 | 447 | 464 | 481 | 5.19 .
SPM200-RN4-1-6-0.1-V 50 7.31 6.37 | 6.62 | 6.86 | 7.11 | 7.68 .
SPM200-RN4-1-8-0.1-V 50 6.25 845 | 876 | 9.07 | 941 |10.17| e
SPM200-RN4-1-10-0.1-V 0.1 10 50 5.46 10.53]10.90|11.29|11.71|12.65| e
SPM200-RN4-1-12-0.1-V 12 60 4.85 12.6013.0413.51|{14.01|15.14| e
SPM200-RN4-1-16-0.1-V 16 60 4 4 3.96 16.74 1732|1794 /1861 20.11| e
SPM200-RN4-1-20-0.1-V 20 60 3.35 20.87 |21.60 | 22.37|23.21 (25.08| e
SPM200-RN4-1.5-4-0.05-V 4 50 8.12 423 | 442 | 459 | 476 | 514 | e
SPM200-RN4-1.5-8-0.05-V 50 5.60 841 | 871 | 9.02 | 9.36 |10.11| e
SPM200-RN4-1.5-12-0.05-V 0.05| 12 60 4.27 12.55(12.99|13.46|13.96|15.09| e
SPM200-RN4-1.5-15-0.05-V 15 60 3.62 15.65(16.20 | 16.78|17.41|18.82| e
SPM200-RN4-1.5-20-0.05-V 15 20 12 |14 60 2.89 20.82|21.55(22.32|23.16| - .
SPM200-RN4-1.5-4-0.1-V 4 50 8.17 423 | 442 | 458 | 475 | 5.13 .
SPM200-RN4-1.5-8-0.1-V 50 5.62 841 | 871 | 9.02 | 9.35 |10.10| e
SPM200-RN4-1.5-12-0.1-V 01| 12 60 4.28 12.55(12.98|13.45|13.95|15.07| e
SPM200-RN4-1.5-15-0.1-V 15 60 3.63 15.65|16.19|16.77|17.40|18.80| e
SPM200-RN4-1.5-20-0.1-V 20 60 2.90 20.82121.5422.32|23.15 - .
oI AERETF St.ock NETol.
oFEFhzE Available upon Order
R +0.005
B o1
(mm)

HEFFLIHIS S Cutting Parameters X P37
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YIEI7IE | CUTTING TOOLS

SPM200-RN4
IMZRINTAT) R FEKI5kT]

4 Flute, Extended Neck-Corner Radius Endmill

0 %6 4 41 % IR Detail of neck shape

15/ i R Neck R

EAS

Under Neck Length

P 0

Interference angle 0

s

Draft anjg

PRUREREITS
The effective
under-neck length

—

FRCIAAIES#EP30 See page 30 for guidelines to icons

) /i1 Continue

2 SRS AR
iTHeE > fﬁi ) ISR e T TER e e%?i?g?ﬁ}m%gm for| g
Ordering Code Mi” éI UNnedc?(r Flute |Neck [Overall SB?;k Neck | Interference 9 Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 1° 1.5° 20 3°
SPM200-RN4-2-4-0.05-V 4 50 7.32 421 | 439 | 455 | 472 | 5.09 °
SPM200-RN4-2-6-0.05-V 6 50 5.84 6.30 | 6.53 | 6.76 | 7.01 | 7.58 .
SPM200-RN4-2-8-0.05-V 8 50 4.85 8.37 | 867 | 898 | 9.31 |10.07| e
SPM200-RN4-2-12-0.05-V 003 12 60 3.63 12.51|12.95|13.41|13.91|15.04| e
SPM200-RN4-2-16-0.05-V 16 60 2,90 16.65|17.23|17.85|18.51| - .
SPM200-RN4-2-20-0.05-V 20 60 241 20.78|21.50|22.2823.11| - .
SPM200-RN4-2-4-0.1-V 4 50 7.36 421 | 438 | 454 | 471 | 508 | e
SPM200-RN4-2-6-0.1-V 50 5.86 6.29 | 653 | 6.76 | 7.01 | 757 | e
SPM200-RN4-2-8-0.1-V o 8 50 4.87 8.37 | 8.66 | 897 | 9.31 |10.05| e
SPM200-RN4-2-12-0.1-V 12 60 3.64 12.51|12.94|13.41|13.91|15.03| e
SPM200-RN4-2-16-0.1-V 16 60 290 16.65|17.22|17.84|18.51| - .
SPM200-RN4-2-20-0.1-V 20 60 242 20.7821.50|22.27|23.11| - .
SPM200-RN4-2-4-0.2-V 2 4 16 |192| 50 4 4 7.46 420 | 437 | 453 | 469 | 506 | e
SPM200-RN4-2-6-0.2-V 50 593 6.29 | 6.52 | 6.75 | 699 | 754 | e
SPM200-RN4-2-8-0.2-V 8 50 491 8.37 | 8.66 | 896 | 9.29 |10.03| e
SPM200-RN4-2-12-0.2-V 0.2 12 60 3.66 12.51|12.94 13.40|13.89|15.00| e
SPM200-RN4-2-16-0.2-V 16 60 292 16.64|17.22|17.83|1849| - .
SPM200-RN4-2-20-0.2-V 20 60 243 20.78 |21.49122.26|23.09| - .
SPM200-RN4-2-25-0.2-V 25 70 2.00 25.95(26.84127.80| - - .
SPM200-RN4-2-30-0.2-V 30 70 171 31.11|32.19(3335| - - .
SPM200-RN4-2-4-0.3-V 4 50 7.56 4.20 | 437 | 452 | 4.68 | 5.03 .
SPM200-RN4-2-8-0.3-V 50 4.96 8.36 | 8.65 | 895 | 9.28 |10.01| e
SPM200-RN4-2-12-0.3-V 0.3 12 60 3.69 12.5012.93(13.39|13.88|1498| e
SPM200-RN4-2-16-0.3-V 16 60 293 16.64|17.21|17.82|1848 | - .
SPM200-RN4-2-20-0.3-V 20 60 244 20.77 |21.49|22.25|23.08| - .
oFREEEETE Stock AETol.
oFEFlE Available upon Order
R +0.005
D 01
(mm)

HEFFIIEIS3) Cutting Parameters X P37
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G-PAK17.1 CUTTING TOOLS | HIHITIER

SPM200-RN4
ISR T A7) B 5% ]

4 Flute, Extended Neck-Corner Radius Endmill

RFf 22 7% : 0. 005mm
il Tolerance i or radius R
3 R Neck R Tolerance on Comner radius w

o

1/
S O f.ﬁ

Lk <o} UL |u-

FRCIAAIES#EP30IT See page 30 for guidelines to icons

) /i Continue

2 SIE YEEK
iTHes &5 E‘f;’ i IR e T TER e ei%%g?g?;f%%‘“ for| gz
Ordering Code Mill R{I li'\lnec:;?(r Flute | Neck |Overall SB«]a;k Neck| Interference 9 Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 1° 1.5° 20 3°
SPM200-RN4-2-4-0.5-V 4 50 7.76 419 | 435 | 450 | 4.65 | 498 .
SPM200-RN4-2-6-0.5-V 6 50 6.11 6.28 | 6.50 | 6.71 | 6.95 | 747 | e
SPM200-RN4-2-8-0.5-V 8 50 5.04 836 | 864 |893|925(99% | e
SPM200-RN4-2-12-0.5-V 12 60 373 12.50|12.92|13.36|13.85|14.93| e
SPM200-RN4-2-16-0.5-V 2103 16 e |19 60 296 |16.63]17.1917.80|1845| - .
SPM200-RN4-2-20-0.5-V 20 60 2.46 20.77 | 21.47 | 22.23 | 23.05 - °
SPM200-RN4-2-25-0.5-V 25 70 2.03 25.94126.82|27.77|28.79 - °
SPM200-RN4-2-30-0.5-V 30 70 172 31.10(32.17|33.31 - - .
SPM200-RN4-2.5-8-0.1-V 8 50 4 3.98 834 | 863 | 894 | 9.27 |10.02| e
SPM200-RN4-2.5-16-0.1-V 0.1 16 60 2.29 16.62|17.19|17.81|18.47 - .
SPM200-RN4-2.5-20-0.1-V 20 60 1.89 20.75|21.47|22.24 - - °
SPM200-RN4-2.5-8-0.2-V 8 50 4 4.02 8.34 | 863 | 893 | 9.26 | 9.99 .
SPM200-RN4-2.5-16-0.2-V 0.2 16 60 2.30 16.61|17.1817.80|18.46 - .
SPM200-RN4-2.5-20-0.2-V 23 20 2 24 60 1.90 20.75|21.46|22.23| - - .
SPM200-RN4-2.5-12-0.3-V 12 60 295 12.47|12.90|13.35|13.84| - .
SPM200-RN4-2.5-20-0.3-V 03 20 60 191 20.74 |21.46|22.22| - - .
SPM200-RN4-2.5-12-0.5-V 12 60 299 12.47|12.88|13.33|13.81| - .
SPM200-RN4-2.5-20-0.5-V 03 20 60 1.92 20.74 | 2144|2220 - - .
SPM200-RN4-3-8-0.1-V 8 60 6.32 832|861 |892|925[999 | e
SPM200-RN4-3-16-0.1-V " 16 60 3.99 16.59|17.17 |17.78|18.45|19.94| e
SPM200-RN4-3-25-0.1-V 3 25 24 | 288 70 6 2.82 25.90(26.79|27.7628.80 | - .
SPM200-RN4-3-30-0.1-V 30 80 242 31.06 (32.14|33.30|3455| - )
SPM200-RN4-3-8-0.2-V 02 8 60 6.36 832 | 860 | 891 | 9.23 | 9.97 °
SPM200-RN4-3-12-0.2-V 12 60 492 12.45|12.88|13.34|13.83 (1494 | e
o RfERERF Stock NETol.
oFEFE Available upon Order
R +0.005
B D01
(mm)

HEFFLIHIS S Cutting Parameters X P37
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YIEI7IE | CUTTING TOOLS

|G-PAK171]

SPM200-RN4
IMZRINTAT) R FEKI5kT]

4 Flute, Extended Neck-Corner Radius Endmill

0 %6 4 41 % IR Detail of neck shape

15/ i R Neck R

EAS

Under Neck Length

P 0

Interference angle 0

s

Draft anjg

PRUREREITS
The effective
under-neck length

—

FRCIAAIES#EP30 See page 30 for guidelines to icons

) /i1 Continue

= T I . SRTRAERITEREE
T 9|‘D:: =)= I|_1 7|]-+x éé{zzzc %Lﬁ #w12d één: :F’g% The effective under-neck length for B
S 2| Under C Sherle the various draft angles
Ordering Code Mill | “o™ | Neck | Flute | Neck|Overall| “pi; ™ |Neck | Interference Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 1° 1.5° 20 3°
SPM200-RN4-3-16-0.2-V 16 60 4.00 16.59|17.16|17.77 1843|1991 | e
SPM200-RN4-3-20-0.2-V 0.2 20 70 3.38 20.72|21.4422.21|23.03 2488 | o
SPM200-RN4-3-25-0.2-V ’ 25 70 2.82 25.89(26.79|27.75|28.78 | - )
SPM200-RN4-3-30-0.2-V 30 80 243 31.06(32.14|33.29 (3453 | - .
SPM200-RN4-3-8-0.3-V 8 60 6.41 8.32 | 860 | 890 | 9.22 | 9.94 .
SPM200-RN4-3-16-0.3-V 16 60 4.02 16.59|17.15|17.76 | 18.42|19.89| e
SPM200-RN4-3-20-0.3-V 0.3 20 70 339 20.72|21.43|22.20|23.02|2486| e
SPM200-RN4-3-25-0.3-V 3 25 24 | 288 70 2.83 25.89|26.78 |27.74|28.77| - .
SPM200-RN4-3-30-0.3-V 30 ' ’ 80 243 31.06|32.13|33.28|34.52| - .
SPM200-RN4-3-8-0.5-V 8 60 6.51 831 | 858 | 887|919 989 | e
SPM200-RN4-3-12-0.5-V 12 60 5.00 12.44112.86|13.31|13.79|14.87| e
SPM200-RN4-3-16-0.5-V 16 60 6 4 4.06 16.5817.14|17.74|18.39|19.84| e
SPM200-RN4-3-20-0.5-V 0.5 20 70 342 20.71|21.42(22.17 2299|2481 | e
SPM200-RN4-3-25-0.5-V 25 70 2.85 25.88(26.77|27.72 2874 | - .
SPM200-RN4-3-30-0.5-V 30 80 245 31.05(32.12|33.26 3449 - .
SPM200-RN4-3-35-0.5-V 35 80 214 36.22 |37.46|38.8040.23 | - .
SPM200-RN4-4-12-0.1-V 12 60 3.66 12.44112.87|13.33|13.83|1494| e
SPM200-RN4-4-20-0.1-V il 20 60 242 20.71|21.43|22.20(23.03| - .
SPM200-RN4-4-30-0.1-V . 30 80 171 31.05|32.12|33.28| - - .
SPM200-RN4-4-40-0.1-V 4 40 32 |386 80 1.32 4138|4282 - - - .
SPM200-RN4-4-12-0.2-V 12 ’ ' 60 3.68 12.44112.86|13.32|13.81|14.92| e
SPM200-RN4-4-20-0.2-V 0.2 20 60 243 20.71|2142|22.19(23.01| - .
SPM200-RN4-4-30-0.2-V ' 30 80 171 31.04|32.12|33.27| - - .
SPM200-RN4-4-40-0.2-V 40 80 1.32 4138|4281 - - - °
oIRAERETE Stock AETol.
oFEFhE Available upon Order
R +0.005
0
B -0.01
(mm)

HEFFIIEIS3) Cutting Parameters X P37
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CUTTING TOOLS | tHITIE

SPM200-RN4
ISR T A7) B 5% ]

4 Flute, Extended Neck-Corner Radius Endmill

# R Neck R

RFf 22 7% : 0. 005mm

Tolerance on Corner radius R

™~
=

i
S O f.ﬁ

P —

Le |
: =] UL [u]-
FRCIAAIES#EP30IT See page 30 for guidelines to icons
) /i Continue
- e | e || o . SRHRIER TSR
o M| e ILl K | 3R | 2K H2d M| FBA | The effective under-neck length for
RS D 3= Lc d2 L R o the various draft angles ==
. . = | Under Shank 9
Ordering Code Mill | “o™ | Neck | Flute | Neck|Overall| “pi; ™ | Neck | Interference Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 1° 1.5° 20 3°
SPM200-RN4-4-12-0.3-V 12 60 3.70 12.43]12.86|13.31|13.80|14.89| e
SPM200-RN4-4-20-0.3-V 20 60 244 20.70|21.41|22.18|23.00| - °
SPM200-RN4-4-30-0.3-V 30 80 1.72 31.04|32.11|33.26| - - °
SPM200-RN4-4-40-0.3-V 40 80 1.32 4138|4281 | - - - °
4 | 0.5 32 |3.86
SPM200-RN4-4-12-0.5-V 12 60 3.75 12.43(12.84|13.29(13.77|14.84| e
SPM200-RN4-4-20-0.5-V 20 60 247 20.70|21.40(22.15|22.97| - )
SPM200-RN4-4-30-0.5-V 30 80 173 31.03|32.10(33.24| - - °
SPM200-RN4-4-40-0.5-V 40 80 133 4137|4279 - - - °
SPM200-RN4-5-20-0.1-V sl 20 70 1.32 20.70|21.42| - - - °
SPM200-RN4-5-40-0.1-V ’ 40 90 0.69 41.38| - - - - °
SPM200-RN4-5-20-0.2-V 02 20 70 1.32 20.70(21.41| - - - °
SPM200-RN4-5-40-0.2-V ’ 40 90 6 4 0.69 41.37| - - - - °
SPM200-RN4-5-20-0.3-V 20 70 133 20.69(21.41| - - - °
5103 4 4.85
SPM200-RN4-5-40-0.3-V 40 90 0.69 4137 - - - - °
SPM200-RN4-5-20-0.5-V 05 20 70 1.34 20.69|21.39| - - - °
SPM200-RN4-5-40-0.5-V ' 40 90 0.70 4136 - - - - °
SPM200-RN4-5-20-1-V 1 20 70 1.38 20.67|21.36| - - - °
SPM200-RN4-5-40-1-V 40 90 0.71 4134 - - - - °
SPM200-RN4-6-30-0.2-V 30 80 - - - - - - °
SPM200-RN4-6-54-0.2-V 0.2 54 100 - - - - - - °
SPM200-RN4-6-72-0.2-V 72 120 - - - - - - °
6 48 |5.85
SPM200-RN4-6-30-0.3-V 30 80 - - - - - - °
SPM200-RN4-6-54-0.3-V 0.3 54 100 - - - - - - °
SPM200-RN4-6-72-0.3-V 72 120 - - - - - - °
oI AERETF St.ock NETol.
oFEFE Available upon Order
+0.005
0
-0.01
(mm)

HEFFLIHIS S Cutting Parameters X P37
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YIEI7IE | CUTTING TOOLS G-PAK17.1

SPM200-RN4
INBFEIN T ATk o

4 Flute, Extended Neck-Corner Radius Endmill

s

Draft anjg

PR K
The effective
under-neck length

N

P‘ . 35738
[ O S S e A VAR N AICISIN -ﬁ .

Under Neck Length
nder Neck Leng FRCIAAIES#EP30 See page 30 for guidelines to icons

S & 7 40 % Bk Detail of neck shape

3 R Neck R

) /i1 Continue

=z T | e , > z g SRR IERRNERERIK
e gl\DI Bf| L1 DK |z | 2K wRd ; Fioh The effective under-neck length for [
RS - | #2 | Under e | d2 L lshank| R © the various draft angles Ex
Ordering Code Mill R | Neck | Flute |Neck |Overall| "pis ™ | Neck | Interference Stock
Dia. Length Length| Dia. |Length R Angle 05° | 1° | 15° | 2° 3°
SPM200-RN4-6-30-0.5-V 30 80 - - - - - - .
SPM200-RN4-6-54-0.5-V 0.5 54 100 - - - = = o °
SPM200-RN4-6-72-0.5-V 72 120 - - - - - - .
6 48 |5.85 6 4
SPM200-RN4-6-30-1-V 30 80 - - - - - - .
SPM200-RN4-6-54-1-V 1 54 100 - - - - - - .
SPM200-RN4-6-72-1-V 72 120 - - - = o o °
ot EETF Stock AETol.
oFEFlRE Available upon Order
R +0.005
0
D -0.01
(mm)

HEFFIIEIS3) Cutting Parameters X P37
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CUTTING TOOLS | tHITIE

HEFTIHISH (BRE )

Recommended cutting datas to high accuracy machining

SPM200-RN4

INMZRINT AT ERASLIIHE]

4 Flute, Extended Neck-Corner Radius Endmill

TRt
Workpiece Materials

B, A2 a2, TAN PHOEE/ ; ;
Czr”ti)(;nsiitlesls, ATl(L%)ll ;E::::' Maft%ni%lgeels Czﬂ og?)n = Hardfn?di%teels Hardfn?ijteels
(180~ 250HB ) (25~35HRC) BT pper Alloys (45~55HRC) (55~65HRC)
R:thlijltﬁéjzér?ga)rga@iﬂo 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
viiE| 5 e ap | b |MAER| RE O RQER) KR EGER| KR ROER) R ROER) KR SGER
(mm) (mm) L(enr]\%h r/min | mm/min | r/min mm/mln r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min
4 0.012 | 31,120 | 1,952 | 28,008 | 1,757 | 26,608 | 1,669 | 38900 | 2,440 | 23,947 | 1,230 | 22,749 | 1,000
6 0.01 | 25200 | 1,424 | 22,680 | 1,282 | 21,546 | 1,218 | 31,500 | 1,780 | 19,391 990 18,422 810
8 0.008 | 22,400 | 1,264 | 20,160 | 1,138 | 19,152 | 1,081 | 28,000 | 1,580 | 17,237 880 16,375 720
0.05| 10 | 0.005 | 19,600 | 1,112 | 17640 | 1,001 | 16,758 951 24,500 | 1,390 | 15,082 770 14,328 630
12 0.004 | 17,440 880 15,696 792 14911 752 21,800 | 1,100 | 13,420 600 12,749 480
16 | 0.003 | 17,440 768 15,696 691 14,911 657 21,800 960 13,420 510 12,749 400
20 | 0.002 | 13,040 576 11,736 518 11,149 492 16,300 720 10,034 385 9,533 300
! 4 0.02 | 31,120 | 1,952 | 28,008 | 1,757 | 26,608 | 1,669 | 38900 | 2440 | 23,947 | 1,230 | 22,749 | 1,000
6 0.018 | 25200 | 1,424 | 22,680 | 1,282 | 21,546 | 1,218 | 31,500 | 1,780 | 19,391 990 18,422 810
8 0.014 | 22,400 | 1,264 | 20,160 | 1,138 | 19,152 | 1,081 | 28,000 | 1,580 | 17,237 880 16,375 720
0.1 10 0.01 | 19600 | 1,112 | 17,640 | 1,001 | 16,758 951 24,500 | 1,390 | 15,082 770 14,328 630
12 0.008 | 17,440 880 15,696 792 14,911 752 21,800 | 1,100 | 13,420 600 12,749 480
16 | 0.006 | 17,440 768 15,696 691 14,911 657 21,800 960 13,420 510 12,749 400
20 | 0.004 | 13,040 576 11,736 518 11,149 492 16,300 720 10,034 385 9,533 300
4 0.02 | 23920 | 1,624 | 21,528 | 1,462 | 20,452 | 1,389 | 29,900 | 2,030 | 18406 | 1,020 | 17,486 830
8 0.014 | 21,760 | 1,480 | 19,584 | 1,332 | 18605 | 1,265 | 27,200 | 1,850 | 16,744 | 1,030 | 15907 840
005| 12 0.007 | 17,440 | 1,184 | 15696 | 1,066 | 14911 | 1,012 | 21,800 | 1,480 | 13,420 820 12,749 670
15 0.006 | 13,520 816 12,168 734 11,560 698 16,900 | 1,020 | 10,404 560 9,883 450
r 20 | 0.004 | 13,520 816 12,168 734 11,560 698 16,900 | 1,020 | 10,404 560 9,883 450
4 0.027 | 23,920 | 1,624 | 21,528 | 1,462 | 20452 | 1,389 | 29,900 | 2,030 | 18406 | 1,020 | 17,486 830
8 002 | 21,760 | 1,480 | 19,584 | 1,332 | 18,605 | 1,265 | 27,200 | 1,850 | 16,744 | 1,030 | 15,907 840
0.1 12 0.017 | 17,440 | 1,184 | 15696 | 1,066 | 14911 | 1,012 | 21,800 | 1,480 | 13,420 820 12,749 670
15 0.014 | 13,520 816 12,168 734 11,560 698 16,900 | 1,020 | 10,404 560 9,883 450
20 0.01 | 13,520 816 12,168 734 11,560 698 16,900 | 1,020 | 10,404 560 9,883 450
4 0.035 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2,940 | 15,600 | 1,470 | 14,600 | 1,200
6 0.03 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2940 | 15600 | 1,470 | 14,600 | 1,200
8 0.025 | 18900 | 2,230 | 17,000 | 2,010 | 16,100 | 1,890 | 22,700 | 2,670 | 14,200 | 1,340 | 13,200 | 1,090
005 12 0.02 | 15,300 | 1,620 | 13,800 | 1460 | 13,000 | 1,380 | 18400 | 1,950 | 11,500 | 1,080 | 10,700 890
2 16 | 0.015 | 13,600 | 1,440 | 12,200 | 1,300 | 11,600 | 1,230 | 16,300 | 1,730 | 10,200 960 9,500 790
20 0.01 | 11,900 | 1,260 | 10,700 | 1,140 | 10,100 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
4 0.042 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2940 | 15600 | 1,470 | 14,600 | 1,200
ot 6 0.042 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2940 | 15600 | 1,470 | 14,600 | 1,200

[[FR]) B2 P41T

[Note] Please refer to P41
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YIEI7IE | CUTTING TOOLS

HETHZE (SRR )

Recommended cutting datas to high accuracy machining

SPM200-RN4
BRI T AT B4

4 Flute, Extended Neck-Corner Radius Endmill

) &85 Continue

TR n m
Workpiece Materials w P as i=! PHS#ER/ N N
i Czi;?dnmsﬁ?s' mﬁf’% 'Siéfjm PE Fs?r(nte ﬁc'oﬂﬁpér,ﬁ Hardfn?jmsteels Hardﬁ?ﬁ%teels
( 1502 S50 ) |« 22 Sarime ) h/'(aéf;efs'ée 5‘53'5 Copper Alloys (45~55HRC) (55~65HRC)
R:%%Jiﬁgjzérlac?a)rg%{ﬁejiﬁo 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
(mm) (mm) L(e#gmt)h r/min | mm/min | r/min mm/mln r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min
8 0.036 | 18900 | 2,230 | 17,000 | 2,010 | 16,100 | 1,890 | 22,700 | 2,670 | 14,200 | 1,340 | 13,200 | 1,090
12 0.036 | 15300 | 1,620 | 13,800 | 1,460 | 13,000 | 1,380 | 18400 | 1,950 | 11,500 | 1,080 | 10,700 890
ot 16 | 0.023 | 13,600 | 1,440 | 12,200 | 1,300 | 11,600 | 1,230 | 16,300 | 1,730 | 10,200 960 9,500 790
20 | 0.018 | 11,900 | 1,260 | 10,700 | 1,140 | 10,100 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
4 0.08 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2940 | 15600 | 1,470 | 14,600 | 1,200
6 0.08 | 20,800 | 2450 | 18,700 | 2210 | 17,700 | 2,080 | 24,900 | 2940 | 15600 | 1,470 | 14,600 | 1,200
8 0.07 | 18900 | 2,230 | 17,000 | 2,010 | 16,100 | 1,890 | 22,700 | 2,670 | 14,200 | 1,340 | 13,200 | 1,090
12 0.04 | 15300 | 1,620 | 13,800 | 1,460 | 13,000 | 1,380 | 18400 | 1,950 | 11,500 | 1,080 | 10,700 890
02 16 0.04 | 13,600 | 1,440 | 12,200 | 1,300 | 11,600 | 1,230 | 16,300 | 1,730 | 10,200 960 9,500 790
20 | 0.035 | 11,900 | 1,260 | 10,700 | 1,140 | 10,100 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
25 0.025 | 11,900 | 1,260 | 10,700 | 1,140 | 10,100 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
30 | 0.017 | 11,300 | 1,200 | 10,200 | 1,080 9,600 1,020 | 13,600 | 1,440 8,500 800 7,900 650
2 4 0.11 | 20,800 | 2450 | 18,700 | 2210 | 17,700 | 2,080 | 24,900 | 2,940 | 15600 | 1,470 | 14,600 | 1,200
8 0.09 | 18900 | 2,350 | 17,000 | 2,100 | 16,100 | 1,950 | 22,700 | 2,850 | 14,200 | 1,490 | 13,200 | 1,210
03 12 0.06 | 15300 | 1,810 | 13,800 | 1,620 | 13,000 | 1,530 | 18400 | 2,170 | 11,500 | 1,200 | 10,700 980
16 0.06 | 13,600 | 1,610 | 12,200 | 1,440 | 11,600 | 1,360 | 16,300 | 1,930 | 10,200 | 1,070 9,500 870
20 | 0.037 | 11,900 | 1,400 | 10,700 | 1,260 | 10,100 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
4 0.17 | 20,800 | 2450 | 18,700 | 2210 | 17,700 | 2,080 | 24,900 | 2,940 | 15600 | 1,470 | 14,600 | 1,200
6 0.17 | 20,800 | 2450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2,940 | 15600 | 1,470 | 14,600 | 1,200
8 0.14 | 18900 | 2350 | 17,000 | 2,100 | 16,100 | 1,950 | 22,700 | 2,850 | 14,200 | 1,490 | 13,200 | 1,210
12 0.08 | 15300 | 1,810 | 13,800 | 1,620 | 13,000 | 1,530 | 18400 | 2,170 | 11,500 | 1,200 | 10,700 980
03 16 0.08 | 13,600 | 1,610 | 12,200 | 1,440 | 11,600 | 1,360 | 16,300 | 1,930 | 10,200 | 1,070 9,500 870
20 0.05 | 11,900 | 1,400 | 10,700 | 1,260 | 10,100 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
25 0.05 | 11,900 | 1,400 | 10,700 | 1,260 | 10,100 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
30 0.03 | 11,300 | 1,330 | 10,200 | 1,200 9,600 1,130 | 13,600 | 1,600 8,500 850 7,900 730
8 0.047 | 18,900 | 2,480 | 17,000 | 2,230 | 16,100 | 2,100 | 22,700 | 2,970 | 14,200 | 1,490 | 13,200 | 1,210
0.1 16 | 0.037 | 13,600 | 1,610 | 12,200 | 1,440 | 11,600 | 1,360 | 16,300 | 1,930 | 10,200 | 1,070 9,500 870
20 | 0.025 | 11,900 | 1,400 | 10,700 | 1,260 | 10,100 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
o 8 0.08 | 16,200 | 2,140 | 14,600 | 1,920 | 13,800 | 1,820 | 19,400 | 2,570 | 12,200 | 1,280 | 11300 1,100
0.2 16 | 0.045 | 14100 | 1,770 | 12,700 | 1,600 | 12,000 | 1,510 | 16900 | 2,130 | 10,600 | 1,110 9,900 960
20 | 0.042 | 11,800 | 1,410 | 10,600 | 1,270 | 10,000 | 1,200 | 14,100 | 1,750 8,800 930 8,200 790
03 12 0.09 | 14800 | 1,960 | 13,300 | 1,760 | 12,500 | 1,660 | 17,700 | 2,350 | 11,100 | 1,230 | 10,300 | 1,010
20 | 0.052 | 11,800 | 1,560 | 10,600 | 1,400 | 10,000 | 1,330 | 14,100 | 1,870 8,800 1,040 8,200 850
[i¥XE] 5888 P41 [Note] Please refer to P41

038



CUTTING TOOLS | tHITIE

HEFTIHISH (BRE )

Recommended cutting datas to high accuracy machining

SPM200-RN4

INMZRINT AT ERASLIIHE]

4 Flute, Extended Neck-Corner Radius Endmill

TRt
Workpiece Materials

Y &8l Continue

B, A2 B&H , TAN PHEEE/ 8, mae . S
Czr”ti)(;nsiitlesls, ﬂé%%gﬁ::llj Maftlgnzuetglgseels o opp:II Hardened Steels Hardened Steels
(180~ 250HB ) (25~35HRC) e s pper Alloys (45~55HRC) (55~65HRC)
Rﬂu%ﬁiér?&lﬁ@igﬂo 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
il v p | o |EGER| RE ROER| AR ROER) AR ROER) WR\RQER) R\ EOER
(mm) (mm) L(enr]\%h r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min
12 0.1 14,800 | 1,960 | 13,300 | 1,760 | 12,500 | 1,660 | 17,700 | 2,350 | 11,100 | 1,230 | 10,300 | 1,010
23] 03 20 0.07 | 11,800 | 1,560 | 10,600 | 1,400 | 10,000 | 1,330 | 14,100 | 1,870 8,800 1,040 8,200 850
8 0.055 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
16 | 0.035 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
ot 25 0.022 | 11,700 | 1,720 | 10,500 | 1,550 9,900 1460 | 14,000 | 2,060 8,700 1,150 8,200 940
30 | 0.014 | 9,100 1,720 8,200 1,550 7,700 1,460 | 10,900 | 2,060 6,800 1,150 6,400 940
8 0.09 | 14400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
12 0.07 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
02 16 0.05 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
20 0.05 | 11,700 | 1,720 | 10,500 | 1,550 9,900 1,460 | 14,000 | 2,060 8,700 1,150 8,200 940
25 0.045 | 11,700 | 1,720 | 10,500 | 1,550 9,900 1,460 | 14,000 | 2,060 8,700 1,150 8,200 940
30 0.04 9,100 1,720 8,200 1,550 7,700 1,460 | 10,900 | 2,060 6,800 1,150 6,400 940
8 0.13 | 14,400 | 2360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
’ 16 | 0.075 | 14400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
0.3 20 | 0.075 | 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
25 0.067 | 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
30 0.06 9,100 1910 8,200 1,720 7,700 1,620 | 10,900 | 2,290 6,800 1,270 6,400 1,040
8 0.18 | 14,400 | 2360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
12 0.13 | 14,400 | 2360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
16 0.1 14,400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
0.5 20 0.1 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
25 0.09 | 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
30 0.08 9,100 1910 8,200 1,720 7,700 1,620 | 10,900 | 2,290 6,800 1,270 6,400 1,040
35 0.065 | 9,100 1910 8,200 1,720 7,700 1,620 | 10,900 | 2,290 6,800 1,270 6,400 1,040
[;£%E] {5288 P41 [Note] Please refer to P41
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YIEI7IE | CUTTING TOOLS

HETHIZE (SRBE )

Recommended cutting datas to high accuracy machining

SPM200-RN4

IMNEFRIN T ARkt T]
4 Flute, Extended Neck-Corner Radius Endmill

THERAR
Workpiece Materials

) 48 Continue

T A = PHE g

Cﬁ;i?oln:s t%‘??s' EA%Z‘?I’ S{IZ_‘;I%S%M PE?EE??@/ ﬁcloﬁ?sr,@ Hardﬁ?ﬁ%teels Hardiﬁ?jlzsteels
(180225018) | (25-35RC) Magiensite dtects | Copper Alloys (45~55HRC) (55~65HRC)

R:J%%uit%%;r\ac?a)rg%@ﬁgof 1.00 0.90 0.70 1.20 0.50 0.45

cut(ap)

(mm) (mm) L(enr119mt)h r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min
12 0.065 | 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
20 0.055 | 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
ot 30 0.045 | 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6500 1,170
40 0.03 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6,500 1,170
12 0.13 | 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
a4 20 0.1 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
30 0.08 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6500 1,170
4 40 0.06 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6,500 1,170
12 0.17 | 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
20 0.13 | 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
03 30 0.1 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
40 0.08 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
12 0.24 | 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
20 0.2 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
0> 30 0.17 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
40 0.1 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
20 0.07 8,100 2,190 7,300 1,970 6,900 1,760 9,700 2,620 6,100 1,370 5,700 1,020
ot 40 0.035 | 7,300 1,970 6,600 1,570 6,200 1,430 8,700 2,360 5,500 1,150 5,100 920
20 0.15 8,100 2,190 7,300 1,970 6,900 1,760 9,700 2,620 6,100 1,370 5,700 1,020
02 40 0.08 7,300 1,970 6,600 1,570 6,200 1,430 8,700 2,360 5,500 1,150 5,100 920
° 20 0.21 8,100 2,190 7,300 1,970 6,900 1,860 9,700 2,620 6,100 1,460 5,700 1,110
03 40 0.1 7,300 1,970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920
20 0.28 8,100 2,190 7,300 1,970 6,900 1,860 9,700 2,620 6,100 1,460 5,700 1,110
03 40 0.14 7,300 1,970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920

(=] 55 P41
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G-PAK17.1 CUTTING TOOLS | HIHITIER

RIS (BRE )
Recommended cutting datas to high accuracy machining

SPM200-RN4
IMEBRINIT AT ERBSLIIHET)

4 Flute, Extended Neck-Corner Radius Endmill ) &3 Continue
Wi k'I{#ﬁgrt ial PHS#k&MK/
orkpiece Materials ey A - Stk N 5
p i, AN A2, TER TR @, mee S SR
Cartonltesls) Allepy S PH, Ferrite, Copper, Hardened Steels Hardened Steels
Alloy Steels Tool Steels Martensite Steels CoppgpAu’oys (45~55HRC) (55~65HRC)
(180~250HB) (25~35HRC) (35~45HRC )
LIARE (ap ) ELRIZRSL
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
= FsS
HME f’; Under BE | HHAEE | BE | HORE | BE | HeaEE | BE | HOEE | BE | #HEEE | BE | HEEE
Mill Dia) 7%= | Neck ap n. Vi n. Vi n. Vi n. Vi n. Vi n. Vi
(mm) (mm) L(engt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm

20 0.35 8,100 2,190 7,300 1,970 6,900 1,860 9,700 2,620 6,100 1,460 5,700 1,110
40 0.18 7,300 1,970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920
30 0.15 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5,400 1,220 5,000 910
0.2 54 0.1 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
72 0.07 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
30 0.25 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5,400 1,300 5,000 980
03 54 0.18 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820
72 0.1 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820

° 30 0.35 7,200 1,940 6,500 1,750 6,100 1,650 8,600 2,330 5,400 1,300 5,000 980
0.5 54 0.25 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.15 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
30 0.55 7,200 1,940 6,500 1,750 6,100 1,650 8,600 2,330 5,400 1,300 5,000 980
1 54 0.4 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.22 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
(E=E]

L TFRRIMH | apiFi ERIIBIRE GRS TIEE | 40 : 348K (45 ~55HRC) , apF*0.5,
2LEESTHME. NI, ERSERNSENE  EESISEKS.
3PRINT A , EERBINTAR. B, ERIURSES , XHIEIRMH TR,
A INFANREERETRPAFIEIE | NIRRT SHER L FIREE,
[Note]
1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels
(45 ~ 55HRC), ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4.If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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UPR210/UPN2104810T37%%7]

UPR210 & UPN210 Roughing Endmill

ERTEBN. FHREH(<48HROFENTI. HINT , ERERES -
Suitable for semi finishing and roughing in steel and cast
iron(<48HRC) , provides high metal removal rate.

GURMREMERAICTRBMRIKIRE | LI 7 B SSHIMAITEES -
GU series fine carbide substrate and AlCr series high performance nano
coating provide superior wear resistance and toughness.

RARERRSIRITFIMEEIR , IWDIRFr-EmatlE , #HBiius , S TSREZEMT «
Standard knuckle-type teeth design and flat knuckle-type teeth design give fine and short chip,
smooth chip removing, raise quality of production by suppressing chattering.

UPR210ZFURFAA5 KIZhef SRR UBUEIR T , SCHSFAREDH] »
45° helix angle design and unique U type chip
pocket design of UPR210 give stable machining.

UPN210ZFIRAMAFIIARIERIG T , SLURIFAIHEBIERE »
Unique large R type chip pocket design of UPN210 creates big
chip pocket space and excellent chip removing performance.




G-PAK17.1 CUTTING TOOLS | HIEITIER

UPR210-54
ATHEM TPk

4 Flute Square with Roughing Geometry

<
I —-— mﬁ Figl

‘Lc

Y
- = ULl

TRCHEBEIESEP30  See page 30 for guidelines to icons

Ordgﬁ%%code e Le c L d Fige% No. S%:Tc?k
UPR210-S4-06016 6 16 0.2 50 6 2 [
UPR210-S4-08020 8 20 0.2 60 8 2 [
UPR210-54-10025 10 25 0.3 75 10 2 [ ]
UPR210-S4-12030 12 30 03 75 12 2 )
UPR210-S4-16036 16 36 04 100 16 2 [
UPR210-S4-20045 20 45 0.5 100 20 2 [ J

o tRfERERF Stock D
o FETRTE Available upon Order D< 6 -8.03
6 D< 10 Boa
D10 | fos

BAfifunit (mm)

T 14548 Workpiece Material

1234 5 123 123 1 23
O Py
ﬁ(imésﬁr%m (35?4%%-1@%) B ek R A
Stainless Hardened Steel Hardened Steel
Carbon Steel,Alloy Alloy Steel,Tool Steel Cast Iron (45-55HRC ) (> 55HRC)
Steel(<35 HRC) Steel(35-48HRC)
© © @) © @)

© Bi&ES Most Suitable

0 i&& Suitable

LIS 2] Cutting Parameters 3¢ P044
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YIEI7IE | CUTTING TOOLS

G-PAK17.1

HEFIHIZEL

Recommended Cutting Data

UPR210- S4

W, TEEk

fissk

For Steels, Cast Iron——Side Milling

TRt TIHIE Ve UALES
Workpiece Material (mm) m/min Tool Diameter(mm) 6 8 10 12 16 20
2532 IR
aem (min-1) 7430 5570 4460 3720 2790 2230
Carbon ap < 1.5D 140
Steel, Alloy ae <0.3D
Steel HHEIRE
( <35 HRC) ( mmmymin ) 1070 1070 1070 1070 1000 900
n iR
aam (min-1) 6370 4780 3820 3190 2390 1910
Alloy Steel,Tool ap <1D 120
Steel ae < 0.25D
( 35-48HRC) BHAIEE
(mm/min) 630 660 690 700 570 535
) 5840 | 4380 | 3500 | 2020 | 2190 | 1750
(min-1)
M TR ap < 15D 1o
Stainless Steel ae <0.3D
e
IR 580 610 630 640 525 490
( mm/min)
IREEER iR
i (min-1) 7430 5570 4460 3720 2790 2230
Gery ap < 15D 140
Iron,Spher. ae <0.3D
Graph. Iron BHHAIRE
S BOHRC) ( mm/min) 1070 1070 1070 1070 1000 900
m R 6370 | 4780 | 3820 | 3190 | 2390 | 1910
BasEs (min2)
Hi ap<1D
igh Alloy Steel 120
ae £0.25D
(35-45HRC ) .
JAERIER 630 660 690 700 570 535
( mm/min)
i) 5300 | 3980 | 3190 | 2650 | 1990 | 1590
=R (min-1)
=~ ap < 1D
Hardened Steel 100
ae <0.125D
( < 55HRC) e
Gpkdid 530 480 450 420 400 380
( mm/min )

1. ERRNERSAARFITIR.

Make sure machine are stable and use a precision holder.

2, BIREEMAINTI IR , EHEREE, #HE,
Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.
3, ERTHISHRIRIBIASKAERMELATESGIE |

The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

TIRFOLIZE.
ETNERKEK , TSR , BESEREGE. HAFITIR.

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

044



G-PAK17.1

CUTTING TOOLS | tHITIE

HEFIHIZEL

Recommended Cutting Data

UPR210- S4
W, SHE—tE

For Steels, Cast Iron——Slotting

TR IHIE Ve UALES
Workpiece Material (mm) m/min | Tool Diameter(mm) ® 8 10 12 16 20
s iR
| (min-1) 6370 4780 3820 3190 2390 1910
Carbon
Steel Alloy ap<1D 120
Steel BHAERE
( <35 HRC) (mm/min ) 640 630 610 640 570 535
E R
| (min-1) 5310 4000 3190 2650 1990 1590
Alloy SteelTool | - 4 <0.75D 100
(35-48HRC) BHRRE
{ Tl 430 400 450 425 360 320
5'.3% 4770 3580 2860 2390 1790 1430
M R (mn™)
Stainless Steel ap < 0.75D 90 e
IR 380 360 400 380 320 285
( mm/min)
737 e
TREBGEGE (min-1) 6370 4780 3820 3190 2390 1910
Gery
Iron,Spher. ap<1D 20 -
Graph. Iron HHAERE
m ( < 32HRC) ( mm/min ) 640 630 610 640 570 535
5_%?1 5310 4000 3190 2650 1990 1590
BESHH% (min-2)
High Alloy Steel ap < 0.75D 100
(35-45HRC) N
ISR 430 400 450 425 360 320
(mm/min)

1, EEARIMRERLAFI TR,

Make sure machine are stable and use a precision holder.

2, BRIEEMINIT IR , ELEEEE, #Hia.
Please adjust the speed, feed , cutting depth and width according to actual cutting conditions.
3. ERHISHRIZBNESKAERMELU T IE ,
The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

TIRFILIEE.
ENESKIK , NTHS-EiRa  BESEEEE. HAFIR.

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

045
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YIEI7IE | CUTTING TOOLS

UPN210-54

A7JEI0TSEEL

4 Flute Square with Roughing Geometry

. e
=R S L |

TRCIHBEIES%EP30  See page 30 for guidelines to icons

KRS Bs 7
Ordering Code v Ee c L d Figure No. Stock
UPN210-S4-06016 6 16 0.2 50 6 2 °
UPN210-S4-08020 8 20 0.2 60 8 2 .
UPN210-S4-10025 10 25 0.3 75 10 2 .
UPN210-S4-12030 12 30 0.3 75 12 2 .
UPN210-S4-16036 16 36 0.4 100 16 2 .
UPN210-S4-20045 20 45 0.5 100 20 2 °
o FREERETE Stock D
o FFRE Available upon Order D< 6 -8.03
6 Ds< 10 Boa
BAfifunit ( mm)
T4 Workpiece Material
1234 5 123 123 1 23
BN, ael G A N R
C (<35HRC) (35-48HRC) Stainless i Hardened Steel Hardened Steel
arbon Steel,Alloy Alloy Steel,Tool Steel Cast Iron (45-55HRC ) ( > 55HRC)
Steel(<35 HRC) Steel(35-48HRC)
© © @) © O

© BRi&& Most Suitable

0 1&& Suitable

HEEFIIHIS 2] Cutting Parameters 3¢ P047




G-PAK17.1

CUTTING TOOLS | tHITIE

HEFTHIS
Recommended Cutting Data
UPN210-S4

. FHEHR—NE

For Steels, Cast Iron——Side Milling

Tt TIHIE Vc R
Workpiece Material (mm) m/min Tool Diameter(mm) 6 8 10 12 16 20
B R 6900 | 5180 | 4140 | 3450 | 2590 | 2070
BN (min2)
= ap < 1.5D
Carbon 26 < 0.3D 130
Steel Alloy - A
HHAERE
Steel(<35 HRC) ( mmy/min ) 990 990 990 990 930 830
n iR
aem (minl) 5840 4380 3500 2920 2190 1750
Alloy Steel,Tool ap <1D 110
Steel(35- ae < 0.25D
48HRC) BHRIEE
( mmymin ) 580 610 630 640 525 490
?%‘% 5840 4380 3500 2920 2190 1750
(min-1)
M TR ap < 15D 110
Stainless Steel ae < 0.3D
e
HHAIRE 580 610 630 640 525 490
(mm/min)
IREEER iR
R (min1) 6900 5180 4140 3450 2590 2070
Gery ap < 15D 130
Iron,Spher. ae <03D
Graph. Iron( < BHAERE
BHRC ) ( mmymin ) 990 990 990 990 930 830
m ol 5840 | 4380 | 3500 | 2920 | 2190 | 1750
N (min-1)
BaakHk a0 < 1D
High Alloy Steel aeﬂa %D 110
(35-45HRC ) =0 s
A 580 610 630 640 525 490
(mm/min)
S 4780 | 3580 | 2870 | 2390 | 1790 | 1430
f=r s (min-1)
I~ ap < 1D
Hardened Steel £0.125D 90
( < 55HRC) ae="t N—
SHIEIR 480 430 400 380 360 345
( mm/min)

1, iBERRMRRRILARFN IR,
Make sure machine are stable and use a precision holder.
2, BRIEEAINT IR , ELEEEEE, #s, TIRMIIE.,

Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.
3. ERTHISHRIRBNESKAERMELITEE , EVESIKIK , MTRSZ-4ER  SESREEE. HAiDR.
The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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YIEI7IE | CUTTING TOOLS

G-PAK17.1

HEFTIRIZE]
Recommended Cutting Data

UPN210- S4

W, TEER

&4t

For Steels, Cast Iron——Slotting

THirt TIHIE Ve nE
Workpiece Material (mm) m/min | Tool Diameter(mm) 5 8 10 12 16 20
TN HiE
| (min-1) 6370 4780 3820 3190 2390 1910
Carbon
Steel,Alloy ap < 0.5D 120 N
Steel BHAIRE
( <35 HRC) (mm/min ) 640 630 610 640 570 535
E Lot
| o=ty 5310 4000 3190 2650 1990 1590
Alloy Steel,Tool
Steel ap <0.3D 100 s
(35-48HRC ) HHAEE
Gy 430 400 450 425 360 320
) 4770 | 3580 | 2860 | 2390 | 1790 | 1430
M T (mn™)
Stainless Steel ap < 0.5D %0 e
ﬂéﬁ&)ﬁ 380 360 400 380 320 285
( mm/min)
R R
BB (min-1) 6370 4780 3820 3190 2390 1910
Gery
TronSpher. ap < 0.5D 120
Graph. Iron HHAERE
m ( < 32HRC) (GO ) 640 630 610 640 570 535
%}?1 5310 4000 3190 2650 1990 1590
BASH ( min-2)
High Alloy Steel ap <0.3D 100
(35-45HRC) LAY
J&iﬁ@)ﬁ 430 400 450 425 360 320
( mm/min)

1. 5RO TIAR.

Make sure machine are stable and use a precision holder.
2, FREEAINTI TR , EREEiem, ##a, IR,

Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.
3, EXRTHISHRIRBNEBKAERMELITRISIE ,
The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

EBTNEBKIIK , TS 4R , BELEREE. HAFITIR.

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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3C Industry Mobile Phone Shell And Parts Processing Solutions
-High Efficiency, High Precision, High Surface Quality Cutting Tools

38 Efficient

BEEREJIR-SAL60-C
Coating Milling for Aluminum Alloy-SA160-C

1
1
1
1
1
1
S e T AR e e A e L e L g s B 1
—_, 1
=
1
1
1
1
1
1
1
1
1
1

_______________________________________

EAEEREM/IA-SAL00
Aluminum Alloy-SA100

8 =5 Surface quality [l

PCD¥7]
PCD Face Milling

—

EEEIMIR

Aluminum Alloy For Appearance

e
ﬁ

MENEHEGETIR

Face Milling For Stainless Steel

TEREET]
High Surface Quality
RS PRI ES

Provide Non-standard Customization According To Customer Requirements
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GD600/601/602B=BTARFLELRE S

GD600/601/602B High Efficiency BTA Deep Drills

EEURSLIARAERRE | RILERERINERERIUINTIAERK , AIRNEFR -
REIAITY , RBREEAZIRa 2um
Brazed drills use special coating to meet stable deep drilling for a long
time , and can achieve IT9 and Ra 2um.

MEHELHED38 ~ L07mmBERFINIEK , JTJRHBHRENLS
Indexable drills meet deep drilling ranging from @38 to @107mm and get
excellent performance in chip form.

ERTEER. &E. iz, EIMERSTUSHIGRIIIT , HETAGENKIR «
ER. RERL. KHUEETEZE. MEFIEmE
Suitable for deep drilling in industries such as energy, hydraulic, aviation, military and
shipbuilding,etc. Typical representative parts include tube sheet, hydro-cylinder,
landing chassis, gun tube and drive shaft, etc.




G-PAK17.1 CUTTING TOOLS | HIHITIER

A EEALRFLEAEL SR AN

Indexable Deep Hole Drill Identification System

GD 602 B-01610 S E 4

® @

(@yal=ESicl OFR5HHES (O)EIEES] (GmES:] @LEAE S
Drill type Minor series code Tube type Interface type Thread number
AIEEALRFLE, B F&5B s ?JE]IE . gl*tﬁ?iéﬁll 4 44%%??{(
; - ingle xterna a
GD Lr;dexe:jbl: e Mlno;;f-;res B tube thread thread
eep Dri 23, =
WIEE g
Blank Default D Double I Internal
tube thread
Q@FFIE (@D =S A
Major series code Drill diameter g | (EE)
L E/2016.10 Blank Default
602 602 %5” 016.10 %IS;J:E{I . (double tube)
602 series ) Drill dia.=216.10
J—:l—l N e (| _| |/:
B EALRFLEGHIF A
Product List of Indexable Deep Hole Drill
&S By FEmINE KA LS
Type Series Figure Application Advantage
Mk
s FRR ] & e Screw Locking
EARFLEHI AN = o
Deep hole drilling for general materials TEEFKE&  RIMARAT | 158
GD600 /2 Min - Hityr
INTF42 Dia. : ®38 ~ ®107mm ; L
2365 Max. Depth : 100xD High productivity , Lower cost
BRI - Deptn - per hole , better performance
consistence
e
s FR ) & e Screw Locking
BEARFLEREY B SR NP PR
Deep hole drilling for general materials Tiﬁzé&  RILAARAT | 188
GD601 nole dril BT
AL @igé{é '\D/;a;(.S) ZsthN.qigg;ZDm m High productivity , Lower cost
SRALELSL A Vax. Depth - per hole , better performance
Indexable consistence
Deep Drill Sz
T |
GD602A ._m j?uef’;b?glgi‘:”,'"f%,‘;%rrf;”era' materials | gt , MR
Ejﬁazi Max. Depth : 100xD Single-edge design , superior hole
BAIRIA - Depth - machining accuracy
. | BFRFLELH] Brazed
GD602B | | Deep hole drilling for general materials | 3 7JB&i&it , AUINTHRES
INT3L42 Dia. : ®16 ~ ®36mm IBIER R
BRAELR Max. Depth : 100xD Muti-edge design , superior hole
machining accuracy

051
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YIEI7IE | CUTTING TOOLS G-PAK17.1

GD600 #%! / GD600 Series

TPMT
RILEEHITI R

Indexable deep drill insert

R
s s Dimension(mm) 7
Type Grade Stock
D S R W
TPMT140308-ED GA4230 8.45 3.50 0.80 - [
TPMT1704DD GA4230 10.30 4.00 0.80 = [
TPMT2405DD GA4230 14.20 5.50 1.20 - [
TPMT280716-ED GA4230 17.00 7.50 1.60 = [
@ RAEERF Stock OZFEFWT Order
:l—l N4
RLESHITI R
Indexable deep drill insert
RY
%ﬂ% G}ﬁ*z? Dimension(mm) Sj?ﬁk
ype rade 5 < o - oc
NPMT080308-DD GA4230 8.00 3.18 0.80 8.36 [

@ ERETF Stock OZEFT Order




G-PAK17.1

CUTTING TOOLS | tHITIE

GD600
HSesURILES

Indexable deep drill

T8RS Type D L L1 di d2
GD600-XXX.XXSE4 ©38.00-39.60 85 37 27 30
GD600-XXX.XXSE4 ©39.61-43.00 85 37 30 33
GD600-XXX.XXSE4 ©43.01-47.00 95 37 33 36
GD600-XXX.XXSE4 ©47.01-51.70 95 37 36 39
GD600-XXX.XXSE4 ©51.71-56.20 100 41 395 43
GD600-XXX.XXSE4 ©56.21-60.60 110 41 43.5 47
GD600-XXX.XXSE4 ©60.61-65.00 110 77 47 52
GD600-XXX.XXSE4 ©65.01-66.99 150 77 47 52
GD600-XXX.XXSE4 ©67.00-72.99 150 77 53 58
GD600-XXX.XXSE4 @73.00-79.99 150 77 58 63
GD600-XXX.XXSE4 80.00-86.99 180 100 64 70
GD600-XXX.XXSE4 ©87.00-99.99 180 100 71 77
GD600-XXX.XXSE4 ©100.00-106.99 180 100 83 89

GD600 R#FJIFHEE
GD600 Series Insert Assembly
TRESE Diamet%r%( mm )
Insert Assembly ©38.00-39.99 @40.00-44.99 @45.00-47.99 ©48.00-51.99 ©52.00-54.99 ©55.00-57.99 | ©58.00-59.99
Per?g{gueral NPMTO080308-DD | TPMT140308-ED | TPMT140308-ED | TPMT140308-ED| TPMT1704DD TPMT1704DD | TPMT1704DD
Irzjsit ITr‘I;lEeT-lr NPMTO080308-DD | NPMT080308-DD | NPMT080308-DD | TPMT140308-ED | TPMT140308-ED | TPMT140308-ED | TPMT1704DD
CEePrll%;r NPMTO080308-DD | NPMT080308-DD | TPMT140308-ED | TPMT140308-ED | TPMT140308-ED | TPMT1704DD | TPMT1704DD
=t
JREE Diameter ( mm )
Insert Assembly
260.00-63.99 264.00-67.99 | ©68.00-77.99 | ©78.00-84.99 ©85.00-91.99 292.00-98.99 299.00-106.99
Per//iqlp;{EltJeral TPMT1704DD TPMT2405DD | TPMT1704DD | TPMT2405DD |TPMT280716-ED| TPMT2405DD TPMT280716-ED
Ir‘ljjs)e:I‘I:t ITFEL TPMT1704DD TPMT1704DD | TPMT2405DD | TPMT2405DD | TPMT2405DD | TPMT280716-ED | TPMT280716-ED
Cl(:-_":r;lt:;r TPMT1704DD | TPMT1704DD | TPMT2405DD | TPMT2405DD | TPMT2405DD | TPMT280716-ED | TPMT280716-ED
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Bunua / TEY O

tIEIZIR | CUTTING TOOLS G-PAK17.1
> 4 *
HEFIHISE
Recommended Cutting Parameters
2_SoT
B 3ALRFLEEGD600
Indexable deep drill GD600
; . BHE
- , IHIERE Feed (mm/rev)
o THE T g | TR
Workpiece Material Feature HB i) ©38.00 | @40.00 | @52.00 | @64.00 | @85.00
m/min) | 3999 | -51.99 | -63.99 | -84.99 | -106.99
0.1-0.25%C A e 125 | 60-120 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
FESE. oo oees =
fom 5 | 0.25-0.55%C AN g 190 | 60-120 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
I EEXFIER
Non-alloy | 0.25-0.55%C | Quenchedand | 250 | 60-120 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
steel,cast tempered
steel, free | g.55.0,80%C AnEX g 220 | 60-120 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
cutting nnealé
steel FEKFIERR
0.55-0.80%C | Quenchedand | 300 | 60-120 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
n tempered
(. AN e 200 | 60-100 | 0.08-0.15 | 0.1-02 |0.13-0.23 | 0.15-0.25 | 0.18-0.3
Lﬁ*@ﬁ%ﬁfﬁ%fﬁst N 275 | 60-100 | 0.08-0.15 | 0.1-02 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
~£¢\/ ﬁ
steel(less than 5% of thenc e gnd 300 | 50-100 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
i empere
alloying elements) P 350 | 50-100 | 0.08-0.15 | 0.1-02 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
BHaSW. FNRIEN AnBX 200 | 60-120 | 0.08-0.15 | 0.1-02 |0.13-0.23 | 0.15-0.25 | 0.18-0.3
High alloy steel, L
cast steel Q PEKFIRIR
denchedand | 325 | 60-120 | 0.08-0.15 | 0.1-0.2 |0.13-0.23 | 0.15-0.25 | 0.18-0.3
and tool stee tempered
BRI/ SEE | 200 | 60-110 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
M . TN, 554N Ferritic/Matensite
Sta'”'essi‘::: and cast | orepk Matensite | 240 | 60-110 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
AR 180 | 60-110 | 0.08-0.15 | 0.1-0.2 | 0.13-0.23 | 0.15-0.25 | 0.18-0.3
S paRES [ BIER  | 130 | 60-100 | 0.08-0.13 | 0.1-0.15 | 0.13-0.18 | 0.15-02 | 0.18-0.23
Malleable cast iron R
SRR 230 | 60-100 | 0.08-0.13 | 0.1-0.15 | 0.13-0.18 | 0.15-0.2 |0.18-0.23
EXERIK 160 | 60-100 | 0.08-0.13 | 0.1-0.15 | 0.13-0.18 | 0.15-0.2 |0.18-0.23
m TReEsk Ferritic A . . . . . . . . B
Gray cast iron(GG) Kz 250 | 60-100 | 0.08-0.13 | 01-0.15 | 0.13-0.18 | 0.15-0.2 |0.18-0.23
—— ity 180 | 60-100 | 0.08-0.13 | 0.1-0.15 | 0.13-0.18 | 0.15-0.2 |0.18-0.23
Cast iron nodular(GGG) SRR 260 | 60-100 | 0.08-0.13 | 0.1-0.15 | 013-0.18 | 0.15-0.2 |0.18-0.23
8- Bras Not ot 60 | 60-130 | 0.08-02 | 0.1-0.25 |0.13-0.28 | 0.15-03 |0.18-0.33
Aluminum - wrought "
alloy Bt 100 | 60-130 | 0.08-0.2 | 0.1-0.25 | 0.13-0.28 | 0.15-0.3 | 0.18-0.33
\ Notolt | 75 | 60-130 | 0.08-02 |0.1-0.25|0.13-028| 0.15-0.3 |0.18-0.33
8 - HEaE FE
Aluminum-cast , Not e 90 | 60-130 | 0.08-0.2 | 0.1-0.25 | 0.13-0.28 | 0.15-0.3 |0.18-0.33
alloyed =P
Hoh oo 130 | 60-130 | 0.08-02 |0.1-0.25 | 0.13-0.28 | 0.15-0.3 |0.18-0.33
SR - N - - g ,
g 110 | 60-130 | 0.08-02 |0.1-0.25 | 0.13-0.28 | 0.15-0.3 |0.18-0.33
e £ 90 | 60-130 | 0.08-02 | 0.1-0.25 | 0.13-0.28 | 0.15-0.3 |0.18-0.33
Copper alloys rass
Electrabidopper | 100 | 60-130 | 0.08-02 | 01-0.25 | 0.13-0.28 | 0.15-0.3 018033
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G-PAK17.1

CUTTING TOOLS | tHITIE

GD601 7%l / GD601 Series

NPMT
RILEEHITI R

Indexable deep drill insert

R~
_I:i”% Gh‘ﬁ?— Dimension(mm) B
ype rade D S R w L
NPMTO05504R1 GA4230 5.50 4.00 0.60 5.20 10.00 [ )
O FRAERETE Stock OZEFHLT Order
MIETORFLEL
Indexable deep drill
=)
| \\
? L1
L
=
s D L L1 d1 d2
ype
GD601-XXX.XXSE4 ©225.00-26.40 65.00 21.50 19.00 21.00
GD601-XXX.XXSE4 @ 26.41-28.70 70.00 24.50 21.00 23.50
PAN
GD601 ZAJIFEE
GD601 Series Insert Assembly
BR
JIRES Diameter ( mm )
Insert Assembly
©@25.00-26.40 @ 26.41-28.70
b SMU NPMT05504R1 NPMTO05504R1
eripheral
IBF'L hiE] NPMTO05504R1 NPMTO05504R1
nsert Inner
=11\
Center NPMT05504R1 NPMTO05504R1

055
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Bunua / TEY O

tIEIZIR | CUTTING TOOLS G-PAK17.1
3 N 24 A1 4
RIS
Recommended Cutting Parameters
2 ST
Al #E(LRFLERGD601
Indexable deep drill GD601
10 T RS mg | TUEE | Feed (mm/rev
Workpiece Material Feature HB <
(m/min) ©25.00-28.7
0259 BK i _
0.1-0.25%C Ancedled 125 70-130 0.1-0.20
BX
staem B Sy | 025-055%C Anneded 190 70-130 0.1-0.20
Non-alloy steel,cast steel, SEEKFIER
froe 0.25-0.55%C Quenched and tempered 250 70-130 0.1-0.20
cutting steel 0.55-0.80%C A e 220 | 70-130 0.1-0.20
AR
0.55-0.80%C Quenched and tempered 300 70-130 0.1-0.20
n AN o 200 70-110 0.1-0.20
BN, FRASTEOT 5% 275 | 60110 01020
Low alloy steel and cast steel(less than e
5% of EEXFIER
alloying elements) Quenchled and té\mpered 300 60-110 0.1-0.20
350 60-110 0.1-0.20
BRASE. FRRTEAN AnBX g 200 | 70-130 0.1-0.20
High alloy steel, cast steel EHIEE
and tool stee Quenchled and tJe\mpered 325 70-130 0.1-0.20
PRERAK / DGR
Ferritic/Matensite 200 40-110 0.1-0.20
S5 .
M Stainlesj_si’;imfarﬁicmast steel BBk Matensite 240 40-110 0.1-0.20
ARECHE 180 | 40-110 0.1-0.20
BREIK / BRI
AT EREE Ferritic/Matensite 130 70-110 0.1-0.20
Malleable cast iron gga’ﬁ@c 230 70-110 01-0.20
m —_—_ ity 160 | 60-110 0.1-0.20
Gray cast iron(GG) Rl 250 | 60-110 01-0.20
—— PREsm 180 | 50-110 0.1-0.20
Cast iron nodular(GGG) I;g?rﬁ?lc 260 50-110 0.1-0.20
RENL
o oEEas Nof ottt e 60 65-130 0.1-0.20
Aluminum - wrought alloy C%Ir{gd 100 65-130 0.08-0.18
Not Bt 75 | 65-130 0.08-0.18
8 - HEe REHL
m AIuminTJm-castD, alloyed Not cureable 90 65-130 0.08-0.18
H'%i?@r%p_ 130 65-130 0.08-0.18
Fred Puing 110 | 65-130 0.08-0.18
wEs X
Copp o alloys il 20 65-130 0.08-0.18
ES 7
Teciiol e Fepas 100 65-130 0.08-0.18
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G-PAK17.1

CUTTING TOOLS | tIEITIE

GD602A %% / GD602A Series

ZOMR
IR TI R

Brazed deep drill insert

R~
= = Dimension(mm) etz
Type Grade Stock
D S W L
ZOMRO0903PA GN9125 9.45 2.8 8.89 9.84 ()
@ TRAEEETF Stock OFEFWT Order
E AY
Brazed guide pad R‘\,
[ g\
L S
R~
B GHE’ZE Dimension(mm) Sﬁ_ﬁk
Type rade W S L R toc
PAD-05085A GT20A 5.00 245 9.00 0.5 O
@ RAEERF Stock OZFEFWT Order
Hisz N
1Bz URFLES
Brazed deep drill
L1
L
= R~
_?.:15 Dimension(mm)
ype D L L1 d1 d2
GD602A-XXX.XXSE4 16.10 43.30 25.00 10.80 12.60




YIEI7IE | CUTTING TOOLS G-PAK17.1

GD602B #&%! / GD602B Series

ZOMR
IS RERILSETI

Brazed deep drill insert

—
| —
—
/é <
R ]
RY
gg% G}ﬁ? Dimension(mm) Sﬁﬁk
ype rade S R W L toc
ZOMRO0502-PA GN9125 2.2 0.35 4.0 5.0
ZOMRO0402-PA GN9125 2.2 04 41 6.1 e}
ZOMRO0302-PA GN9125 2.2 04 33 4.5
@ IRAEEETF Stock OFEFRIT Order
Bizz—+ &5
IR 5%
Brazed guide pad £
g p N
| .
L
R~
_?2% Gﬂﬁﬁ Dimension(mm) Sﬁiﬁk
ype rade W S L R toc
PAD-04080A GT20A 3.8 2.05 8.00 0.5 e}

@ WEEERF Stock OFEFT Order




G-PAK17.1 CUTTING TOOLS | HIHITIER

GD602B
IR RILE

Brazed deep drill

EETEN \\\\\\\)
N
1.2
L1
" RY
?:"5 Dimension(mm)
ype D L1 L2 d
15.6-16.2
GD602B-XXX.XXSE4 12.6
16.21-16.7
43 40.3
16.71-17.2
GD602B-XXX.XXSE4 13.6
17.21-17.7
17.71-184 44.2
GD602B-XXX.XXSE4 14.5
18.41-18.9 441
47
18.91-19.2 441
GD602B-XXX.XXSE4 155
19.21-20.0 44
20.01-20.9 494
GD602B-XXX.XXSE4 52.5 16
20.91-21.8 49.2
21.81-22.9 52.8
GD602B-XXX.XXSE4 56 18
22.91-24.1 52.6
2411-25.2
GD602B-XXX.XXSE4 54 195
25.21-26.4
57.5
26.41-27.5
GD602B-XXX.XXSE4 53.8 21
27.51-28.7
28.71-29.8 59.5
GD602B-XXX.XXSE4 23.5
29.81-31 59.3
31.01-32.1 59.4
GD602B-XXX.XXSE4 63.5 25.5
32.11-333 59.1
33.31-34.8 59
GD602B-XXX.XXSE4 28
34.81-36.2 58.9

Bunua / TET O

i - B RIS LUES
Note:Drills of other diameters can be customized
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Bunua / TET 0

YIEI7IE | CUTTING TOOLS

HEFTIHIZE

Recommended Cutting Parameters

(&=L VRFLh GD602A/B

Brazed deep drill GD602A/B

braise)
-
o TiHE e my | TREE Feed (mm/rey)
Workpiece Material Feature HB /mi 28.00 215.61 ©20.01 ©31.01
(m/min) | 9560 | -2000 | -31.00 | -36.00
X
0.1-0.25%C AnBX g 125 | 70-120 | 0.05-0.13 | 0.08-0.15 | 0.1-0.17 | 0.13-0.2
1BX
Eaam. & | 0.25055%C A o 190 | 70-120 | 0.05-0.13 | 0.08-0.15 | 0.1-0.17 | 0.13-0.2
M, S0 EEKANER
Non-alloy |0.25-0.55%C | Quenchedand | 250 | 40-70 | 0.05-0.13 | 0.08-0.15 | 0.1-017 | 0.13-0.2
steel,cast tempered
steel, free BX
, 0.55-0.80%C 220 | 70-120 | 0.05-0.13 | 0.08-0.15 | 0.1-0.17 | 0.13-0.2
cutting steel > Annealed
FEKFIER
0.55-0.80%C | Quenched and 300 | 55-100 | 0.05-0.1 | 0.08-012 | 0.1-0.15 | 0.13-0.17
tempered
" — 38
n (R, ERASTEDTF A 200 | 70-100 | 0.05-0.13 | 0.08-0.15 | 0.1-0.17 | 0.13-0.2
o)
5% o 275 | 55-100 | 0.05-01 | 0.08-0.12 | 0.1-0.15 | 0.13-0.17
Low alloy steel and cast EEKFTER
steel(less than 5% of Quenched and 300 | 55-100 | 0.05-0.1 | 0.08-0.12 | 0.1-0.15 | 0.13-0.17
H empere
alloying elements) P 350 | 55-100 | 0.05-0.1 | 0.08-0.12 | 0.1-0.15 | 0.13-0.17
- BN - g, B} - B
spast EwmTES AnBX g 200 | 50-85 |0.05-013 | 0.08-0.15 | 0.1-0.17 | 0.13-0.2
High alloy steel, cast steel SEENFNVER
and tool stee Quenched an 325 | 55-100 | 0.05-0.1 | 0.08-012 | 0.1-0.15 | 0.13-0.17
tempered
SRER /| SECHR 200 | 60-100 | 0.05-0.13 | 0.08-0.15 | 0.1-0.28 | 0.13-0.3
M . TR, 55N Ferritic/Matensite
Stainless :;‘gzl' andcast | oo Matensite | 240 | 60-100 | 0.05-0.13 | 0.08-015 | 0.1-0.28 | 0.13-0.3
BAFG(K
P 180 | 60-100 | 0.05-0.12 | 0.05-0.12 | 0.08-0.25 | 0.1-0.28
SRERIK / BROGIR
S pREm BEk, | 130 | 80-100 | 005-0.13 | 0.08-015 | 01017 | 0.13-0.2
Malleable cast iron B
Ezgni 230 | 80-100 | 0.05-0.13 | 0.08-0.15 | 0.1-0.17 | 0.13-0.2
PRI
m . PRER 160 | 60-100 | 0.05-0.13 | 0.06-0.13 | 0.08-0.18 | 0.1-0.2
Gray cast iron(GG) R 250 | 60-100 | 0.05-0.13 | 0.06-013 | 0.08-0.18 | 0.1-02
PRI
—— ERER 180 | 50-100 | 0.05-0.13 | 0.06-0.13 | 0.08-0.18 | 0.1-0.2
Cast iron nodular(GGG) SRR 260 | 50-100 | 0.05-0.13 | 0.06-013 | 0.08-0.18 | 0.1-02
REHL
TSN L 60 | 65-130 | 0.05-0.13 | 0.08-015 | 01-02 | 0.15-0.25
Aluminum - wrought alloy B 100 | 65-130 | 0.05-0.13 | 0.08-015 | 01-02 | 0.15-0.25
REHL
Not ot 75 | 65-130 | 0.05-0.13 | 0.08-0.15 | 0.1-0.2 | 0.15-0.25
8- HEeS KEL
m Aluminam cast loyed Not ot | 90 | 65-130 | 0.05-0.13 | 0.08-0.15 | 0.1-0.2 | 0.15-0.25
é:EA@
Hioh ten 130 | 65-130 | 0.05-0.13 | 0.08-015 | 0.1-02 | 0.15-0.25
%R
Fres uming 110 | 65-130 | 0.05-0.13 | 0.08-015 | 0.1-02 | 0.15-0.25
mes £u8 9 | 65-130 | 0.05-0.13 | 0.08-0.15 | 01-02 | 0.15-0.25
Copper alloys rass
EBfi#fR
Electrabiidopper | 100 | 65-130 | 0.05-013 | 008-015 | 01-02 | 0.15-0.25

060
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RIRITERI RS

Modular Boring System

BT-GCK $#L7J1%
BT-GCK Boring Adapter

GCK HRFERAR GCK BARFEIRAR
GCK Extension Adapter GCK reduction Adapter

RB ¥8&7] FB ¥587] SFB tR4BiHIERETET] GBJ16 557
RB Rough Boring Tool FB Finish Boring Tool SFB Finish Boring Tool GBJ16 Finish Boring Tool

i GST-DRB Xf2485ET]
l GST-DRB Large Diameter Rough Boring tool
'S
GBJ16 #58T]
GBJ16 Micro -boring Bar
GST $J1#1R e
GST Boring Adapterl

GST-FB X4ZH5HET]
GST-FB Large Diameter Finish Boring Tool




G-PAK17.1 CUTTING TOOLS | HIEITIER

RB
I

RB Rough Boring Tool

o F oo

Hs d L HFLBE AETIR TR EE HE
Ordering Code Boring Range D Adapter Size Insert Holder Weight
GCK1-GRB-20 19 325 20-26 GCK1 DZA2026 DZB2026 0.06
GCK2-GRB-25 24 355 25-33 GCK2 DZA2533 DZB2533 0.12
GCK2-RB25-M 25 50 29-36 GCK2 DZA2936 DZB2936 0.17
GCK2-RB25-L 25 50 35-42 GCK2 DZA3542 DZB3542 0.19
GCK3-RB32-M 32 65 36-45 GCK3 DZA3645 DZB3645 0.37
GCK3-RB32-L 32 65 44-53 GCK3 DZA4453 DZB4453 0.37
GCK4-RB40-M 40 63 45-56 GCK4 DZA4556 DZB4556 0.56
GCK4-RB40-L 40 63 55-66 GCK4 DZA5566 DZB5566 0.58
GCK5-RB50-M 50 80 56-74 GCK5 DZA5674 DZB5674 1.10
GCK5-RB50-L 50 80 74-92 GCK5 DZA7492 DZB7492 1.14
GCK6-RB63-M 64 82 70-90 GCK6 DZA7090 DZB7090 178
GCK6-RB63-L 64 82 90-110 GCK6 DZA90110 DZB90110 1.90
GCK6-RB80-M 80 82 90-130 GCK6 DZA90130 DZB90130 2.30
GCK6-RB80-L 80 82 130-170 GCK6 DZA130170 DZB130170 244
GCK7-RB160-L 90 71 160-204 GCK7 DZACC160204 DZB160204 5.80
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YIEI7IE | CUTTING TOOLS G-PAK17.1

DZA/DZB
AR R

DZA/DZB Insert Holder

Sy Sy “f ’ﬁ? |
. : _ ’

HS

Ordering Code IR | HEEL =
¢ e W1l | W2 a Boring Boring TR 1257 R E.E
TIEEE A TIEEE B range body Insert Insert screw |Wrench|Weight

Holder A Holder B
DZA2026 DZB2026 | 17.0 | 13.2 | 13.0 | 0.5-2 20-26 GRB20 | CCMT0602 | MO025W060 | Q08 | 0.01
DZA2533 DzB2533 | 209 | 13.2 | 13.0 | 0.5-2 25-33 GRB25 | CCMT0602 | MO025W060 | Q08 | 0.01
DZA2936 DZB2936 25 117 | 115 | 0.5-2 29-36 RB25 CCMT0602 | MO025W060 | Q08 | 0.01

DZA3542 DZB3542 30 117 | 115 | 0.5-2 35-42 RB25 CCMT0602 | M025W060 Q08 | 0.02
DZA3645 DZB3645 32 117 | 115 | 0.5-2 36-45 RB32 CCMT0602 | M025W060 Q08 | 0.02
DZA4453 DZB4453 38 11.7 | 115 | 0.5-2 44-53 RB32 CCMT0602 | M025W060 Q08 | 0.02

DZA4556 DZB4556 40 156 | 154 | 0.5-3 45-56 RB40 CCMTO09T3 | M040S1100-1 | Q15 | 0.04
DZA5566 DZB5566 | 40.5 | 156 | 154 | 0.5-3 55-66 RB40 CCMTO09T3 | M040S1100-1 | Q15 | 0.05
DZA5674 DZB5674 49 176 | 174 | 0.5-3 56-74 RB50 CCMTO09T3 | M040S1100-1 | Q15 | 0.06
DZA7492 DZB7492 62 176 | 174 | 0.5-3 74-92 RB50 CCMTO09T3 | M040S1100-1 | Q15 | 0.09
DZA7090 DZB7090 60 226 | 224 | 0.5-4 70-90 RB63 CCMT1204 | MO50Y110-1 | Q20 | 0.12
DZA90110 | DZB90110 78 226 | 224 | 0.5-4 | 90-110 RB63 CCMT1204 | M050Y110-1 | Q20 | 0.18
DZA90130 | DZB90130 82 226 | 224 | 0.5-4 | 90-130 RB80 CCMT1204 | M0O50Y110-1 | Q20 | 0.18
DZA130170 | DZB130170 | 99.5 | 226 | 224 | 0.5-4 | 130-170 RB80 CCMT1204 | MO50Y110-1 | Q20 | 0.23
DZA160204 | DZB160204 | 120.5 | 29.7 | 29.4 | 0.5-4 | 160-204 | GRB160 | CCMT1204 | M050Y110-1 | Q20 | 0.23

064
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CUTTING TOOLS | tIEITIE

DRB

FETE ]

DRB Large Diameter Rough Boring Tool

000 | 000
| -
I_I%_I
C
wr5em | manm | mesem | BE | pemroe -
T8RS : e RE 1267 RF =2
Ordering Code C L Boring | Adapter | B-Boring Work Insert& Insert Screw Wrench | Weight
9 Range Size Range s Holder 9
DRB200310 | 180 | 130 | 200-310 GST - 55 GB200.Cly | M0B0U500-0 L03 11.40
DRB300410 | 280 | 130 | 300-410 GST 0-93 55 (CCMT1204) | M060U500-0 L03 13.45
DRB400510 | 380 | 130 | 400-510 GST 93-193 55 GB200-T16 | M060US00-0 L03 15.60
(TCMT16T3)
GST | DRB500610 | 480 | 130 | 500-610 GST 193-293 55 MO060U500-0 L03 17.71
GB200-T22
DRB600710 | 580 | 130 | 600-710 GST 293-393 55 (TCMT2204) | MO60U500-0 L03 19.83
DRB700810 | 680 | 130 | 700-810 GST 393-493 55 GB200-S12 | M0O60U500-0 L03 21.95
DRB800910 | 780 | 130 | 800-910 GST 493-593 55 (SCMT1204) [ \1060U500-0 L03 24.07
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G-PAK17.1

FB
i

FB Finish Boring Tool

TIH
£ L L ! @
g
—lf— "‘-
™ 5 6
0. D
‘9 © - .’
%m:,
o 1E§E - g . -
W= TR EE Boring SEE Back Boring SEE YAl BRET RF =
Ordering Code | Insert Holder L Range B 2| 13 Range Insert Screw Wrench| Weight
DPZFB1-A 20-26 - 0.06
GCK1-FB20-36 | DPZFB1-B |29.5/32.5| 25-31 | 10 |10.5| 19 - 0.06
DPZFB1-C 30-36 30-36 0.06
DPZFB2-A 25-33 - 0.12
GCK2-FB25-47 | DPZFB2-B |32.5/35.5| 32-40 |12.5|115| 21 36-40 TPET080202 | M020WO050 | Q06 0.12
DPZFB2-C 39-47 39-47 0.12
DPZFB3-A 32-42 - 0.20
GCK3-FB32-60 | DPZFB3-B | 35 | 40| 41-51 | 16 | 10 | 25 46-51 0.20
DPZFB3-C 50-60 50-60 0.20
DPZFB4-A 41-54 - 0.39
GCK4-FB41-74 | DPZFB4-B | 43 | 47| 50-63 | 20 | 14 | 29 53-63 0.39
DPZFB4-C 61-74 61-74 0.39
DPZFB5-A 53-70 62-70 0.80
GCK5-FB53-95 | DPZFB5-B | 53 | 57| 65-82 |25.5| 19 | 34 65-82 0.80
TCMT110204 .
DPZFB5-C 78-95 78-95 (+ER) MO25W060 008 0.80
DPZFB6-A 68-100 80-100 | TPEH110304 | M030W070 175
(%R ) -
GCK6-FB68-150| DPZFB6-B |67.2| 71 | 94-126 |32.5| 22 |45.2| 94-126 1.75
DPZFB6-C 118-150 118-150 1.75
DPZFB6-A 110-153 112-153 247
GCK7-FB100-203) DPZFB6-B [67.2| 71 | 126-179|45.5| 22 |45.2| 126-179 247
DPZFB6-C 150-203 150-203 247
B RENTEHRESRM

C>B+D/2

C BNSFLER B : $#713L442 D: REINT

[N TR EhR

Notice: In order to check the feasibibitiy of the back boring operation and to select the best possible tool combination,these values can be calculated as follow:

C>B+D/2

C:Minimum entry bore diameter

B:1/2 diameter of tool body

Anti-clockwise spindle rotation required

066

D: Back bore diameter
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CUTTING TOOLS | tIEITIE

DPZFB
HEET] TR

DPZFB Insert Holder

T8RS FARE VA)ay X Rz Sk
Ordering Code Figure Insert Boring Head
1-A
1-B GCK1-FB20-36
1-C
2-A
2-B TPEH080202 GCK2-FB25-47
2-C
3-A
3-B GCK3-FB32-60
3-C
DPZFB

4-A-TP/TC

4-B-TP/TC GCK4-FB41-74

4-C-TP/TC

5-A-TP/TC TCMT110204

5-B-TP/TC .F;EE%%I;BL GCK5-FB53-95

5-C-TP/TC ( 1%#E For Choice )

6-A-TP/TC

6-B-TR/TC GG cC KK76-FF531%80-125003

6-C-TP/TC

BT | fERING DPZFBX-1 S7])rEE—4 , DPZFBX-2 #] DPZFBX-3 FHEFIAMIL
Notice:Quotation with insert holder DPZFBX-1 include, while DPZFBX-2 And DPZFBX-3 shall be ordered separately.
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SFB
TR

SFB Micro-boring Tool

|- L -
\ =p-MB
‘ E
®0002mm G| O g ::D<m
Y E
' &

B d1 L HILEE HETIR TEE T RE 25T RFE BHE
Ordering Code Boring Range| Adapter Size | Insert Holder Screw Wrench | Weight
GCK2-SFB25-M 25 50 29-38 GCK2 DPZ2938 M040U050-D T02 0.15
GCK3-SFB32-M 32 63 36-52 GCK3 DPZ3652 M040U060-D T02 0.33
GCK4-SFB40-M 40 63 48-68 GCK4 DPZ4868 MO050U080-D T025 0.53
GCK5-SFB50-BM 50 80 57-80 GCK5 DPZ5780 MO060U080-D TO3 1.02

GCK6-SFB63-BMA 64 8 70-110 GCK6 DPZ70110 M060U0120-D TO3 1.70
GCK6-SFB80-BMB 80 100 110-150 GCK6 DPZ110150 M060U0200-D TO3 3.50
LS
ratE )] A EE
SFB Boring Tool Insert Holder
f
O
=
TR T
e Wl 7,0 AR Al 8257 IRF &
Ordering Code Boring Range Boring body Insert Screw Wrench | Weight
2938 11 27 29-38 GCK2-SFB25 TPEH0902..L MO025W050 Qo8 0.01
3652 13 35 36-52 GCK3-SFB32 TPEH0902..L MO025W060 Qo8 0.02
4868 13 43 48-68 GCK4-SFB40 TPEH0902..L M025W060 Qo8 0.03
DPZ
5780 20 54 57-80 GCK5-SFB50 TPEH1103..L MO030W070 Qo8 0.09
70110 20 66 70-110 GCK6-SFB63 TPEH1103..L MO030W070 Q08 0.14
110150 20 | 106 110-150 GCK6-SFB80 TPEH1103..L MO030W070 Qo8 0.25




G-PAK17.1 CUTTING TOOLS | HIEITIER

SFB
T

SFB Micro -boring Bar

Y ¥ __-.._\_\_\__
© © 5
5 (S ﬂ |
) [
BM8
TS 1 | | EREE L magy Tk 257 5F | EE
Ordering Code Rangg Boring body Insert Screw Wrench | Weight
DG1606-21 65 | 21 6-9 WBGT0601.L | MO20W040 Qo6 0.04
DG1608-28 63 | 28 8-11 TBGT0601..L MO20W040 Qo6 0.04
DG1610-35 63 | 35 10-13 TBGT0601..L MO20W040 Qo6 0.05
GCK5-SFB50
DG1612-42 73 | 42 12-15 GCKG-SFBG3 TPEH0902..L MO20W040 Qo8 0.06
DG1614-50 785 | 50 14-17 GCK6-SFB8O TPEH0902..L MO20W040 Qo8 0.08
DG1616-60 88 | 60 16-20 TPEH0902..L M020W040 Qo8 0.11
DG1620-65 92 | 65 20-24 TPEH1103.L M020W040 Qo8 0.06
DG1624-68 95 | 68 24-28 TPEH1103..L M020W040 Qo8 0.20
BMS 60+DPZ2938 or DPZ3652 or DPZ4868 E050U160 - 0.25
BMS +DPZ5780 or DPZ70110 or DPZ110150 E100U250 - 0.04
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G-PAK17.1

GST-FB
KRBT

GST-FB Large Diameter Finish Boring Tool

£
£
8 i
w3 o [ ©0© 1 -
<O |
70 © :
iTHe LR @ ||aym| RECE | RERE | . | mF | =R
Ordering Code TR e L range | Adapter BHEehlng s Insert Screw | Wrench | Weight
9 holder 9 P range depth
DPZFB6-A | 180 | 130 | 200-305 | GST 0-25 53 11.85
GST-FB200329 —
DPZFB6-B | 180 | 130 | 224-329 | GST - 53 11.85
DPZFB6-A | 280 | 130 | 300-405 | GST 25-125 53 13.86
GST-FB300429 —
DPZFB6-B | 280 | 130 | 324-429 | GST 25-100 53 13.86
DPZFB6-A | 380 | 130 | 400-505 | GST 125-225 53 15.87
GST-FB400529 —
DPZFB6-B | 380 | 130 | 424-529 | GST 100-200 53 15.87
DPZFB6-A | 480 | 130 | 500-605 | GST 225-325 53 TCMT11 LOo4 17.88
GST-FB500629 (¥5ER) | 35W060 | LO5 |[———
DPZFB6-B | 480 | 130 | 524-629 | GST 200-300 53 TPEH11 Qog | 17.88
DPZFB6-A | 580 | 130 | 600-705 | GST | 325-425 53 (1%ES) 19.89
GST-FB600729 —
DPZFB6-B | 580 | 130 | 624-729 | GST 300-400 53 19.89
DPZFB6-A | 680 | 130 | 700-805 | GST 425-525 53 2191
GST-FB700829 A
DPZFB6-B | 680 | 130 | 724-829 | GST 400-500 53 2191
DPZFB6-A | 780 | 130 | 800-905 | GST 525-625 53 23.94
GST-FB800929 —
DPZFB6-B | 780 | 130 | 824-929 | GST 500-600 53 23.94

070
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GBJ16 .

ROEREE L B
GBJ16 Micro-boring Head "
A
o Eo s e i :

p T —

TS MBS | WOBTE | EATIR | BIUSE | Ao o —— -
OSn9 | 0| ¢ | L | g | oo, | Adhbter | Borig | Adustng | oo’ | whench | wegh
9
GBJ16 | 63| 16 | 50 | 0.01 5 GCK6 8-50 | M0100U100-D | M100U140-D | TO5 1.14
GBJ16
EEE I
GBJ16 Micro-boring Bar
- - - a! A1 ﬁ
° Bl e
L1 L2
L
7Tts b o1 || 2| | nams | BEE ) mess | m | Em
Ordering Code Insert Range Screw Wrench | Weight
1608-32 8 16 | 32 | 32 | 64 | TBGHO601L 8-11 MO020W040 Q06 0.07
1610-40 | 10 | 16 | 40 | 32 | 72 | TBGHO601L 10-13 MO020W040 Q06 0.07
1612-53 | 12 16 | 53 | 32 | 85 | TPEH0902L 12-17 MO025W060 Q08 0.09
1616-68 | 16 16 | 68 | 32 | 100 | TPEH0902L 16-21 MO025W060 Qo8 0.13
o8 1620-83 | 20 16 | 83 | 32 | 115 | TPEH1103L 20-26 MO030W070 Qo8 0.20
1625-90 | 25 16 | 90 | 32 | 122 | TPEH1103L 25-32 MO030W070 Qo8 0.25
1630-90 | 30 16 | 90 | 32 | 122 | TPEH1103L 30-42 MO030W070 Qo8 0.25
1640-90 | 40 16 | 90 | 32 | 122 | TPEH1103L 40-50 MO030W070 Qo8 0.26
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G-PAK17.1

GBJ16
e

GBJ16 Micro-boring Tool Kit

TS HISEE HETIE 2
Ordering Code Boring Range Adapter Weigh
BT40-GBJ16-8PCS 8-50 BT40-GCK6-55 3.68
BT50-GBJ16-8PCS 8-50 BT50-GCK6-85 6.74
ALEMEE AL S
AR =EEL
GBH2084 Micro-boring head
8
w2 &
<0
0 G
N
- D -
*To= 1
Wi HREE HURE | wmee (mz) | BATE &
Ordering D d di | d2 L Micro Diatance Boring Dial Precision Adapter Weigh
Code Range P 9
28 8-280 0.01 GBH-A.B
S | ] = i)
GBH2084 | 84 | 20 | 35 | 60 | 80 Afmﬁf‘ﬂ?& T BYRE TATEIEERET T BURF 274
justing screw Wrench Locking screw Wrench
MO080U120-D T04 M120U140-D TO6

072
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GBH2084

ERBETET I

GBH2084 Micro-boring Bar

=]

D1

o 8 B
= L
Tts o |pu| | o | B | oems | TREE meeg | s =
Ordering Code Figure Insert Range Screw Wrench | Weight
2008-32 8 20 32 74 A TBGHO0601L 8-11 MO020W040 Qo6 0.09
2010-40 10 20 40 75 A TBGHO0601L 10-13 M020W040 Q06 0.10
2012-53 12 20 53 88 A TPEH0902L 12-17 MO025W060 Q08 0.12
2016-68 16 20 68 103 A TPEH0902L 16-21 M025W060 Q08 0.16
GBH 2020-83 20 20 83 115 A TPEH1103L 20-26 MO025W070 Q08 0.22
2025-96 25 20 96 131 A TPEH1103L 25-135 M025W070 Q08 0.35
2030-115 30 20 115 159 A TPEH1103L 30-140 M025W060 Q08 0.52
20120-97 30 20 = 97 B TPEH1103L 120-280 MO025W070 Q08 0.25
GBH2084
HASEERAS
GBH2084 Micro-boring Tool Kit
55 =1 SeE HETIR =2
Ordering Code Boring Range Adapter Weight
BT40-GBH2084-8PCS 8-280 BT40- GBH-A50 6.44
BT50-GBH2084-8PCS 8-280 BT50- GBH-A50 8.89

073
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BT-GCK
LTI

BT-GCK Boring Adapter

L

L1

L1

—_—l 50
I, .
2 S— ey
= |
A B )
Ord gg%%code Fﬁe o i ¢ L L2 L S%i{v W%z?ch W%i?ht
GCK1-70 A 19 - 11 5.05 - 70 M050Z050-30P-D L025 1.03
GCK1-100L B 19 207 | 11 5.05 60 | 100 M050Z050-30P-D L025 1.10
GCK1-130L B 19 255 | 11 5.05 60 | 130 M050Z050-30P-D L025 118
GCK2-75 A 24 - 14 | 662 = 75 M050Z060-30P-D L025 1.10
GCK2-100 A 24 - 14 | 6.62 - 100 M050Z060-30P-D L025 118
GCK2-130L B 24 | 283 | 14 | 6.62 75 | 130 M050Z060-30P-D L025 133
GCK2-160L B 24 336 | 14 | 6.62 75 | 160 M050Z060-30P-D L025 1.49
GCK3-80 A 31 - 18 8 - 80 M060Z090-30P-D L03 1.22
GCK3-100 A 31 - 18 8 - 100 M060Z090-30P-D L03 132
GCK3-135L B 31 345 | 18 8 75 | 135 M060Z090-30P-D L03 1.54
GCK3-165L B 31 39.7 | 18 8 85 | 165 M060Z090-30P-D L03 1.76
GCK4-70 A 39 = 22 10 = 70 M080Z120-30P-D Lo4 121
GCK4-100 A 39 - 22 10 - 100 M080Z120-30P-D Lo4 1.46
GCK4-150L B 39 | 434 | 22 10 85 | 150 M080Z120-30P-D L04 1.90
GCK4-170L B 39 | 469 | 22 10 95 | 170 M080Z120-30P-D LO4 2.16
BT40 GCK5-60 A 50 - 28 13 - 60 M100Z160-30P-D LO5 1.22
GCK5-80 A 50 - 28 13 - 80 M100Z160-30P-D LO5 1.52
GCK5-100 A 50 - 28 13 - 100 M100Z160-30P-D LO5 1.80
GCK5-150 A 50 - 28 13 - 150 M100Z160-30P-D LO5 2.52
GCK5-180 A 50 - 28 13 - 180 M100Z160-30P-D LO5 2.90
GCK6-55 A 64 - 36 16 - 55 M120Z200-30P-D L06 1.22
GCK6-100 A 64 - 36 16 - 100 M120Z200-30P-D L0O6 2.29
GCK6-150 A 64 - 36 16 - 150 M120Z200-30P-D LO6 3.50
GCK6-180 A 64 = 36 16 = 180 M120Z200-30P-D L06 4.22
GCK5-100 A 50 - 28 13 - 100 M100Z160-30P-D LO5 1.80
GCK5-150 A 50 = 28 13 = 150 M100Z160-30P-D LO5 2.52
GCK5-180 A 50 - 28 13 - 180 M100Z160-30P-D LO5 2.90
GCK6-55 A 64 - 36 16 - 55 M120Z200-30P-D LO6 1.22
GCK6-100 A 64 - 36 16 - 100 M120Z200-30P-D LO6 2.29
GCK6-150 A 64 - 36 16 - 150 M120Z200-30P-D LO6 3.50
GCK6-180 A 64 - 36 16 - 180 M120Z200-30P-D LO6 422
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BT-GCK
LTI

BT-GCK Boring Adapter

L

r
||
o
i
%
"
-

e S S —
L
A B L
Ord;rii%ode F%S:e D el ¢ L L2 L Smfgv W;Fe?jch Wei%ht
GCK1-80 A 19 - 11 5.05 - 80 M050Z050-30P-D L025 3.20
GCK1-115L B 19 207 | 11 5.05 50 115 M050Z050-30P-D L025 3.73
GCK1-145L B 19 26 11 5.05 60 145 M050Z050-30P-D L025 4.20
GCK2-105 A 24 - 14 6.62 - 105 M050Z060-30P-D L025 3.78
GCK2-135L B 24 266 | 14 6.62 65 135 M050Z060-30P-D L025 3.89
GCK2-165L B 24 319 | 14 6.62 75 165 M050Z060-30P-D L025 4.08
GCK3-110 A 31 - 18 8 - 110 M060Z090-30P-D L03 3.95
GCK3-140L B 31 327 | 18 8 75 140 M060Z090-30P-D L03 4.09
GCK3-170L B 31 38 18 8 85 170 M060Z090-30P-D L03 431
GCK4-100 A 39 - 22 10 - 100 M080Z120-30P-D LO4 3.98
GCK4-160L B 39 425 | 22 10 85 160 M080Z120-30P-D LO4 4.50
GCK4-205L B 39 50 22 10 95 | 205 M080Z120-30P-D LO4 5.13
GCK5-90 A 50 - 28 13 - 90 M100Z160-30P-D LO5 4.30
GCK5-165 A 50 - 28 13 - 165 M100Z160-30P-D LO5 5.20
BT>0 GCK5-210L B 50 578 | 28 13 120 | 210 M100Z160-30P-D LO5 5.92
GCK5-270L B 50 684 | 28 13 120 | 270 M100Z160-30P-D LO5 7.23
GCK6-85 A 64 - 36 16 - 85 M120Z200-30P-D LO6 4.28
GCK6-155 A 64 - 36 16 - 155 M120Z200-30P-D LO6 5.97
GCK6-215 A 64 = 36 16 = 215 M120Z200-30P-D LO6 743
GCK6-250 A 64 - 36 16 - 250 M120Z200-30P-D LO6 8.27
GCK6-300L B 64 80.5 | 36 16 160 | 300 M120Z200-30P-D LO6 10.21
GCK6-350L B 64 90 36 16 160 | 350 M120Z200-30P-D LO6 12.90
GCK7-85 A 90 - 46 | 19.15 - 85 M200Z290-30P-D L10 4.96
GCK7-150 A 90 - 46 | 19.15 - - M200Z290-30P-D L10 6.52
GCK7-210 A 90 - 46 | 19.15 - - M200Z290-30P-D L10 8.55
GCK7-250 A 90 - 46 | 19.15 - - M200Z290-30P-D L10 10.35
GCK7-300 A 90 - 46 | 19.15 - - M200Z290-30P-D L10 12.55
GCK7-350 A 90 - 46 | 19.15 - - M200Z290-30P-D L10 13.25
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BT-GST
LTI

BT-GST Boring Adapter

L

—
IR
HS D L 1247 3
Ordering Code Screw Weight

GST-100 50 100 E120U400-D 2.90
Brao- GST-150 50 150 E120U400-D 4.24
GST-100 50 100 E120U400-D 5.50
GST-150 50 150 E120U400-D 6.38
GST-200 50 200 E120U400-D 7.61
BTs0- GST-250 50 250 E120U400-D 10.44
GST-300 50 300 E120U400-D 12.37
GST-350 50 350 E120U400-D 14.33
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GCK
LRFEIER

GCK Extension Adapter

A
8| — e A e
\

S D di d2 L 1247 wF 3
Ordering Code Screw Wrench Weight

1-1-30 19 11 11 30 M050Z050-30P-D L025 0.06

2-2-30 24 14 14 30 MO050Z060-30P-D L025 0.09

3-3-30 31 18 18 30 M060Z090-30P-D L03 0.14

4-4-45 39 22 22 45 M080Z120-30P-D LO4 0.29

GCK 4-4-60 39 22 22 60 M080Z120-30P-D LO4 0.47

5-5-60 50 28 28 60 M100Z160-30P-D LO5 0.75

5-5-90 50 28 28 90 M100Z160-30P-D LO5 1.18

6-6-60 64 36 36 60 M120Z200-30P-D LO6 1.46

6-6-100 64 36 36 100 M120Z200-30P-D LO6 2.35
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GCK

FHRIEISERA

GCK Reduction Adapter

d2
di
|

\
N\
| N
]

Rejmab

Ordgaljfg%code = £z el ez = L szgr%e{v V\;z?lich We%ht
2-1-36 11 19 14 24 30 36 M050Z050-30P-D L025 0.08
3-1-41 11 19 18 31 30 41 MO050Z050-30P-D L025 0.12
3-2-37 14 24 18 31 25 37 MO050Z060-30P-D L025 0.13
4-1-58 11 19 22 39 40 58 MO050Z050-30P-D L025 0.24
4-2-50 14 24 22 39 36 50 MO050Z060-30P-D L025 0.22
4-3-50 18 31 22 39 37 50 M060Z090-30P-D LO3 0.30
5-1-60 11 19 28 50 40 60 MO050Z050-30P-D L025 0.38
5-2-54 14 24 28 50 35 54 MO050Z060-30P-D L025 0.38
5-2-74 14 24 28 50 55 74 M050Z060-30P-D L025 0.45
5-3-47 18 31 28 50 29 47 M060Z090-30P-D LO3 0.46
5-3-72 18 31 28 50 54 72 M060Z090-30P-D LO3 0.54

ek 5-4-42 22 39 28 50 25 42 MO080Z120-30P-D LO4 0.43
5-4-67 22 39 28 50 50 67 MO080Z120-30P-D LO4 0.62
6-1-70 11 19 36 64 40 70 MO050Z050-30P-D L025 0.90
6-2-63 14 24 36 64 45 63 M050Z060-30P-D L025 0.66
6-2-93 14 24 36 64 75 93 MO050Z060-30P-D L025 0.71
6-3-56 18 31 36 64 39 56 M060Z090-30P-D L03 0.70
6-3-96 18 31 36 64 79 96 M060Z090-30P-D L03 0.91
6-4-51 22 39 36 64 35 51 M080Z120-30P-D L04 0.76
6-4-101 22 39 36 64 85 101 M080Z120-30P-D L04 1.19
6-5-41 28 50 36 64 25 41 M100Z160-30P-D LO5 0.72
6-5-91 28 50 36 64 75 91 M100Z160-30P-D LO5 146
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Recommended Cutting Data
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(mF;;ein) ( mn?ljrev ) ( rirr)n ) (mF;fr:n) ( mri?rev ) ( :1?; )

25-33 110-140 0.05-0.15 0.05-0.3 100-300 0.15-0.25 22

32-42 115-150 0.05-0.15 0.05-0.3 105-140 0.15-0.3 2.7

5] 40-55 115-150 0.05-0.15 | 0.06-0.35 105-150 0.15-0.3 2.7

CS{E;’.” 52-90 115-150 0.15-0.2 0.06-0.35 105-150 0.25-0.35 43

90-164 115-150 0.15-0.2 0.7-0.5 105-150 0.3-04 43

n 160-204 115-150 0.15-0.2 0.7-0.5 105-150 0.3-04 43

25-33 100-130 0.05-0.15 | 0.05-0.15 90-120 0.15-0.25 2.2

32-42 110-140 0.05-0.15 | 0.05-0.15 100-130 0.15-0.3 3.7

éA%l/ﬂ 40-55 110-150 0.05-0.15 | 0.05-0.15 100-130 0.2-0.3 37

Steel 52-90 110-150 0.15-0.2 0.15-0.2 100-130 0.25-0.35 43

90-164 110-150 0.15-0.2 0.15-0.2 100-130 0.3-04 43

160-204 110-150 0.15-0.2 0.15-0.2 100-130 0.3-04 43

25-33 70-100 0.07-0.15 | 0.07-0.15 60-90 0.12-0.2 2.2

32-42 80-110 0.07-0.15 | 0.07-0.15 70-100 0.15-0.25 37

M Sgﬁilﬂss 40-55 80-110 0.07-0.15 0.07-0.15 70-100 0.15-0.25 37

Steel 52-90 80-110 0.1-0.2 0.1-0.2 70-100 0.2-0.3 43

90-164 80-110 0.1-0.2 0.1-0.2 70-100 0.25-0.35 43

160-204 80-110 0.1-0.2 0.1-0.2 70-100 0.25-0.35 43

25-33 70-100 0.07-0.15 | 0.12-0.35 60-110 0.2-03 22

32-42 80-110 0.07-0.15 | 0.12-0.35 60-110 0.25-0.35 3.7

o 40-55 80-110 0.07-0.15 0.2-0.5 60-110 0.25-0.35 3.7

m Cast iron 52-90 80-110 0.12-0.2 0.2-0.5 60-110 0.3-04 43

90-164 80-110 0.12-0.2 0.25-0.75 60-110 0.3-0.45 43

160-204 80-110 0.12-0.2 0.25-0.75 60-110 0.3-0.45 43

25-33 150-300 0.05-0.15 | 0.12-0.35 120-300 0.2-0.3 22

32-42 150-360 0.1-0.2 0.12-0.35 150-370 0.25-0.35 3.7

Ah’fiﬁmm 40-55 150-360 0.1-0.2 0.2-0.5 150-370 0.25-0.35 3.7

m Alloy 52-90 150-360 0.1-0.2 0.2-0.5 150-370 0.3-04 43

90-164 150-360 0.1-0.25 0.25-0.75 150-370 0.3-0.45 43

160-204 150-360 0.1-0.25 0.25-0.75 150-370 0.3-0.45 43

25-33 30-40 0.07-0.15 | 0.12-0.35 25-35 0.12-0.2 22

. 32-42 40-45 0.07-0.15 | 0.12-0.35 30-40 0.15-0.25 3.7

%ﬁ%ﬁg 40-55 40-45 0.07-0.15 0.2-0.5 30-40 0.15-0.25 3.7

Hightemperature 52-90 40-45 0.1-0.2 0.2-0.5 30-40 0.2-03 43
alloys&Heat

90-164 40-45 0.1-0.2 0.25-0.75 30-40 0.25-0.35 43

160-204 40-45 0.1-0.2 0.25-0.75 30-40 0.25-0.35 43
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BT
e

BT Tool Holder Specification —JIS MAS403

B ii
2; / /Z ff;a\\\ e

I\ A\

iR

io iN

iQ

. Bs D1 d1 11 | D2 D3 L2 L3 L4 LS b t g
pecifiction

BT30 3175 | 125 | 484 | 46 38 20 | 136 2 8 161 | 163 | M12
BT40 4445 | 17 | 654 | 63 53 25 | 166 2 10 | 161 | 226 | Mi6
BT50 6985 | 25 | 1018 | 100 | 85 35 | 232 3 vis | 257 | 354 | M24
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D938Z%7%112D-15DRFLFRTEEL

D938 Series 12D-15D Deep-hole Inner Cooling Twist Drill

-

é

BTG, HBERRAFNAIEMEAEIINT

Suitable for efficient drilling of Steel, Cast Iron and Stainless steel

SRR | AR -

New substrate material, toughness and wear resistance of perfect balance

RABAITINEGLRREAMIRFANRREAE

Using AITiN-nano coating and unique post-processing of coating

ACRBERIthGRI | ERRIBE OISR IBIERE. EARIFAIHIBMRE »
Optimize the groove profile and design of drill point, With super self-centering
performance and chip breaking performance, good chip evacuation performance
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G-PAK17.1

D938-A12C/A15C

D938Z7%! 12D-15DiRFLAIS LSS
D938 Series 12D-15D Deep-hole Inner Cooling Twist Drill

Tmax=Lc-1.5xD

o] Decmzes S
L4 Lc
L
Tmax-BRAHEFLR Recommended Maximum Depth
Orderitode | DD | Lo | 4| L [dhe)
D938-A12C-0300 3 50 36 90 6
D938-A12C-0350 35 54 36 92 6
D938-A12C-0400 4 64 36 102 6
D938-A12C-0450 4.5 64 36 102 6
D938-A12C-0500 5 83 36 | 121 6
D938-A12C-0550 5.5 83 36 | 121 6
D938-A12C-0600 6 83 36 | 121 6
D938-A12C-0620 6.2 110 36 148 8
D938-A12C-0650 6.5 110 36 148 8
D938-A12C-0700 7 110 36 148 8
D938-A12C-0750 7.5 110 | 36 | 148 8
D938-A12C-0800 8 110 | 36 | 148 8
D938-A12C-0830 8.3 138 | 40 | 180 | 10
D938-A12C-0850 85 138 | 40 | 180 | 10
D938-A12C-0900 9 138 40 180 | 10
D938-A12C-0950 9.5 138 40 180 | 10
D938-A12C-1000 10 138 40 180 | 10
D938-A12C-1100 11 158 45 206 | 12
D938-A12C-1200 12 158 45 206 | 12

e frznfiso P
nano

. gﬁ%%Cod e | DD | L | 4| L |dhe)
D938-A15C-0300 3 | 55 | 36 | 95 | 6
D938-A15C-0350 | 35 | 76 | 36 | 116 | 6
D938-A15C-0400 4 | 76 | 36 | 116 | 6
D938-A15C-0450 | 45 | 93 | 36 | 133 | 6
D938-A15C-0500 5 | 93 | 36 | 133 | 6
D938-A15C-0550 | 55 | 110 | 36 | 150 | 6
D938-A15C-0600 6 | 110 | 36 | 150 | 6
D938-A15C-0620 | 62 | 127 | 36 | 167 | 8
D938-A15C-0650 | 6.5 | 127 | 36 | 167 | 8
D938-A15C-0700 7 | 127 | 36 | 167 | 8
D938-A15C-0750 | 75 | 143 | 36 | 183 | 8
D938-A15C-0800 8 | 143 | 36 | 183 | 8
D938-A15C-0830 | 83 | 160 | 40 | 204 | 10
D938-A15C-0850 | 85 | 160 | 40 | 204 | 10
D938-A15C-0900 9 | 160 | 40 | 204 | 10
D938-A15C-0950 | 9.5 | 177 | 40 | 221 | 10
D938-A15C-1000 | 10 | 177 | 40 | 221 | 10
D938-A15C-1100 | 11 | 198 | 45 | 247 | 12
D938-A15C-1200 | 12 | 214 | 45 | 263 | 12

BA{7unit(mm)

nominRaI\s\;i?e range D) d(he)
>3—6 0.000/-0.012 0.000/-0.008
>6—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18—20 0.000/-0.021 0.000/-0.013
T{4#4%} Workpiece Material
1234 5 67 123 12 3
B, A2 A2 TAW | PHOUEE/DEATHE | rom | emrcannon Baewn
Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic,Martensitic Stainless Steel Nodglar Cast Ir(l)n High-alloy Cast Iron
( < 35HRCQ) (35-48HRC) Stainless Steel( < 48HRC) ( < 32HRQ) (35-45HRC)
© © O @] @] @]

© FRiEA Most suitable

082
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Recommended Cutting Data

#2458 Feed

TIRIERE fn ( mm/rev)
Tt Cutting Speed
Workpiece Material Vc
(m/min’) ©4 P 6 ®8 %10 ®12
. aEW
Steel, Alloy Steel 60-100-140 |0.09-0.13-0.16|0.12-0.17-0.23 | 0.14-0.2-0.28 | 0.14-0.2-0.3 | 0.15-0.23-0.34
( < 35HRQC)
AN, TEN
Alloy Steel, Tool Steel|  60-80-100 [0.08-0.11-0.14 | 0.08-0.14-0.2 |0.09-0.16-0.25|0.09-0.16-0.28 | 0.11-0.19-0.3
(35-48HRC)
PH S$&(K.
DEAREN
PH,Ferritic, 40-60-80 | 0.04-0.06-0.08| 0.06-0.1-0.14 |0.08-0.13-0.18|0.08-0.16-0.22| 0.1-0.18-0.28
Martensitic Stainless
Steel
( < 48HRC)
M A 40-50-60 | 0.04-0.08-0.1 | 0.06-0.1-0.12 | 0.06-0.1-0.14 |0.08-0.12-0.16| 0.08-0.12-0.16
Stainless Steel
IREEEk. BREBEETK
Grey Cast Iron, 60-100-140 | 0.13-0.17-0.2 | 0.15-0.2-0.25 |0.17-0.25-0.32| 0.2-0.28-0.36 | 0.22-0.3-0.42
Nodular Cast Iron
( < 32HRQ)
EasEEk
High-alloy CastIron | 60-80-100 | 0.08-0.1-0.13 | 0.1-0.13-0.16 | 0.12-0.16-0.2 | 0.14-0.2-0.26 | 0.16-0.22-0.28
(35-45HRC)

LiBERNMHRSAIR | BIRAREDR. RETIM. HEsEkhsa 7
2. ) ERERE R TIREAEN/NT0.02mm
3. HAREIRISRIER TR

AXTFRPREHNIEDENNS | B2 REPRITANTIEMEEEEISE , Re IR REER I TERE S ARS8

1.Make sure work piece and machine are stable and use a precision holder, Use hydraulic chucks, high quality collet chucks.

2.Make sure total indicated run-out(TIR) is less than 0.02mm.

3.The Recommended Cutting condition is suitable for apply water soluble.
4.1f the tool size is not in the table, Please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters
according to actual working conditions during processing.
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@ 400-998-6858 )

EBlIZ2E5HMSEBRAE XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.
el : PEE TR XMERKIS Add: No.69 Xinglong Road Huli Xiamen CHINA

T et dEEIREL T EFXERR1601-16295 Factory Add:No.1601-1629 Jicheng Road Industrial

EEIE : +86-592-7107392 Concentration Area Tongan Xiamen CHINA

fEE : +86-592-7107322 Tel: +86-592-7107392

B4R : 361006 Fax: +86-592-7107322

EE2HR : gesac@cxtc.com PC: 361006

WILE : Http://www.gesac.com.cn Email: gesac@cxtc.com

Http://www.gesac.com.cn
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