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Standard Milling Condition for Carbide End Mills

| GSX MILL 2 #3 1.5D/2D Gsx MILL Two Flutes 1.5D/2D

" 5= S-C |A2% SCM | BEHEE , _. HAEE
mait | ERE SS|ga Fo. | mEE NACHR| BEAE e ATIVAR | 35 e
Worlf Carbon Steels | Alloy Steels q .
Material Hardened Steels | Hardened Steels | Stainless Steels | Nickel Alloys
Structural Steels | Cast Irons Heat treated Steels o
(150 ~ 250HB) | (25 ~ 35HRC) (35~ 45HRC) | (45 ~ 55HRC) | (SUS304, 316) | Titanium Alloys
SR | IR | EDRE | DR |EDEE | CEH | EXDRE | CEM |XDEE | DI | X0EE | DI |X0EE | OEH (EDRE
Dia. of Mill |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
(mm) | (min'") | (mm/min) | (min'") | (mm/min) | (min") | (mm/min) | (minT) | (mm/min) | (min'") | (mm/min)| (min") | (mm/min) | (min") | (mm/min)
1 19600| 250 |19600| 250 |18300| 180 |12700| 100 | 9000 60 | 11000 70 | 9000 50
Al 2 11200| 340 |11200| 340 |10500| 240 | 7300| 130 | 5300 80 | 6400 90 | 5300 70 AENTOSES
& 4 6400| 460 | 6400| 460 | 6000| 320 | 4200| 180 | 3000 | 110 | 3600| 120 | 3000 90 | Side miing
bl 6 4600| 560 | 4600| 560 | 4300| 400 | 3000| 210 | 2200 | 130 | 2700| 140 | 2200 | 100
t)J T 8 3400| 560 | 3400| 560 | 3200| 400 | 2200| 210 | 1600 | 130 | 2000| 140 | 1600 | 100
W ® 10 2800| 560 | 2800| 560 | 2600 400 1800| 210 | 1300 | 130 | 1600| 140 | 1300 | 100 74{
ﬁu o 12 2300| 560 | 2300| 560 | 2200| 400 1500| 210 | 1100 | 130 | 1300 140 | 1100 | 100
=2 @ 16 1700| 450 1700| 450 1600| 320 1100| 180 800 | 100 | 1000| 110 800 85 &
7 E 20 1350| 380 1350| 380 1300| =280 900| 160 650 90 800| 100 650 75
a2 > tg%f an 15D D O e s
ofcut | @e 0.05D 0.02D
1 19600| 200 |19600| 250 [18300| 180 |[12700| 100 | 9000 60 | 11000 50 | 4500 20
2 11200| 270 |11200| 340 |10500| 240 | 7300| 130 | 5300 80 | 6400 65 | 2650 25 |, N
% 4| 5400| 370 | 6400| 460 | 6000| 320 | 4200| 180 | 3000 | 110 | 3600| 80 | 1500 | 35 | ALLOES
| 6 4600| 450 | 4600| 560 | 4300| 400 | 3000| 210 | 2200 | 130 | 2650| 100 | 1100 40
T 8 3400| 450 | 3400| 560 | 3200| 400 | 2200| 210 | 1600 | 130 | 2000/ 100 800 40
o 10 2800| 450 | 2800| 560 | 2600 | 400 1800| 210 | 1300 | 130 | 1600| 100 650 40 ap‘l:l_,*
3 12 2300| 450 | 2300| 560 | 2200 400 1500| 210 | 1100 | 130 | 1300| 100 500 40 ‘ D ‘
] 16 1700| 360 1700| 450 1600| 320 1100| 180 800 | 100 | 1000 80 400 35 ===
=1 20 1350| 300 1350| 380 1300| 280 900| 160 650 90 800 70 320 30
® e O S i
Depth | ap 0.2D 0.5D 0.2D 0.05D 0.2D
of cut

| GSX MILL 2 #t8 2.5D/3D Gsx MILL Two Flutes 2.5D0/3D

" & S-C |A%# SCM | BEHEE , —. MaaS
matt | ERE SS|ga FC. | mEE WCH| BIASE i ATIVAR | 35 e
Work
5 Carbon Steels | Alloy Steels " .
Material Hardened Steels | Hardened Steels | Stainless Steels | Nickel Alloys
Structural Steels | Cast Irons Heat treated Steels e
(150 ~ 250HB) | (25 ~ 35HRC) (35~ 45HRC) | (45 ~ 55HRC) | (SUS304, 316) | Titanium Alloys
SR | I | EDRE | M5 |RXDEE | CE | EXDRE | D |XDRE | DI | X0EE| DI |ZDEE | OEH (EDRE
Dia. of Mill |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
(mm) | (min'") | (mm/min) | (min'") | (mm/min) | (min") | (mm/min) | (minT) | (mm/min) | (min'?) | (mm/min)| (min") | (mm/min) | (minT) | (mm/min)
1 14000| 150 |14000| 150 [13000| 110 | 8900 60 | 6400 | 38 8000 | 43 6400 | 30
Al 2 8000| 210 | 8000| 210 | 7700| 170 | 5300 85 | 3800 | 50 4600 | 60 3800 | 43 AENTOSES
& 4 4600| 280 | 4600| 280 | 4300| 210 | 2900 | 100 | 2100 | 65 2600 | 75 2100 | 44 | Giie wiling =
i} 6 3400| 340 | 3400| 340 | 3100| 260 | 2200 | 130 | 1600 | 85 2000 | 95 1600 | 70
T 8 2600| 340 | 2600| 340 | 2400| 260 | 1600 | 130 | 1200 | 85 1400 | 95 1200 | 70
» 10 2000| 340 | 2000| 340 1900| 260 | 1300 | 130 940 | 85 1100 | 95 940 | 70 TA{
a 12 1700| 340 1700| 340 1600 260 | 1100 | 130 810 | 85 940 | 95 810 | 70
@ 16 1300| 280 1300| 280 1200| 210 800 | 100 600 | 65 720 | 75 600 | 50 &
E 20 1000| 240 1000| 240 940| 190 640 95 470 | 55 550 | 64 470 | 47
e 25D 2D OB b
ofcut | Qe 0.02D 0.01D
1 14000| 100 |14000| 130 |13000 95 | 8900 50 | 6400 | 30 8000 | 26 3200 9
2 8100| 140 | 8100] 170 | 7700| 120 | 5300 70 | 3800 | 43 4600 | 34 1900 13 . N
& 4 4600| 190 | 4600| 230 | 4300| 160 | 2900 95 | 2100 | 55 2600 | 43 1050 17 fﬂﬂvﬁ?‘ﬁﬂ
| 6 3400| 230 | 3400| 280 | 3100| 205 | 2200 | 100 | 1600 | 70 1900 | 50 800 | 22
T 8 2600| 230 | 2600| 280 | 2400| 205 | 1600 | 100 | 1200 | 70 1400 | 50 600 | 22
o 10 2000| 230 | 2000| 280 1900| 205 | 1300 | 100 940 | 70 1100 | 50 450 | 22 ap‘l:l_,*
3 12 1700| 230 1700| 280 1600| 205 | 1100 | 100 770 | 70 940 | 50 380 | 22 ‘ D ‘
o 16 1300| 180 1300| 230 1200| 160 800 95 600 | 50 730 | 43 300 17 ==
Uiq' 20 1000| 150 1000| 200 940| 145 640 80 480 | 47 550 | 34 240 13 I
hasE | IV RSILAE
Depth | ap 0.1D 0.2D 0.05D 0.1D Dia-of Ml
of cut
GSX2C-1.5D/2D/2.5D/3D/4D
1) REUCIIZITOeOIClE MIEDHDIEEDSVER - KLY —ZC 1) Use highly rigid machining center and holder.
FEALIEE0, 2) Use an air blow for dry milling.
2) RSAMIDEEEI7—JO0—&FRBLTLIEE0, 3) Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium
3) AT VUM, MEAER FYVARZNLITHHEAEEYTY NTMIUL Alloys.
TLIEEL, 4) When chattering occurs, reduce the rotation and feed rate, or reduce the
4) UUDDRET DBEF. LROBEHEEDREZR UBIAT I, depth of cut.
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