Carbide End Mills for Graphite
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GSR2020 |[[1| 2| 10| 80| 6] 2 GSL2020 (1| 2| 20[100] 6|2 GXR2020 | [J 2/ 10100 6| 2 %

GSR2030 | [ 3/ 15| 80| 6| 2 GSL2030 | [ 3| 30100 6|2 GXR2030 | [J 3| 15100 62| =

GSR2040 | [J 4| 20| 80| 6] 2 GSL2040 | [ 4| 60/110| 6|2 GXR2040 | J 4| 20110 6| 2| &

GSR2050 | [J 5| 25/100] 6| 2 GSL2050 | [ 5| 70/125| 62 GXR2050 | [J 5| 25125 62| =

GSR2060 | [J 6| 30100 6| 2 GSL2060 | [ 6| 80[130| 6|2 GXR2060 | [J 6| 30,130 62|
GSR2070 | [J 7|1 35/100] 6| 2 GSL2070 | O 7] 901140 62 GXR2070 | OJ 7| 35]140 6| 2
GSR2080 | [J 8| 40110 8| 2 GSL2080 | [ 8100150 8|2 GXR2080 | [J 8| 40150 8| 2
GSR2090 | [J 9| 45110 8| 2 GSL2090 | [ 9/110/160| 8|2 GXR2090 | [J 9| 45160 8| 2
GSR2100 | (1| 10| 50 120| 10| 2 GSL2100 | 7] 10]120[170| 10| 2 GXR2100 |[J| 10| 50 |170| 10| 2
GSR2110 |1 11| 50|120] 10| 2 GSL2110 | 7] 11]120[170| 10| 2 GXR2110 |1 11| 50 |170| 10| 2
GSR2120 |(1| 12| 55|130] 12| 2 GSL2120 | (7] 12]1130/190| 12| 2 GXR2120 | (]| 12| 55[190| 12| 2
GSR2130 |7 13| 55|130| 12| 2 GSL2130 |[J] 13130190 12| 2 GXR2130 |[1]| 13| 55190 12| 2
GSR4140 (1| 14| 60|140] 12| 4 GSL4140 |[J) 14140210 12| 4 GXR4140 |(J| 14| 60|210| 12| 4
GSR4150 (1| 15| 60[140| 12| 4 GSL4150 | (7| 15]140|210) 12| 4 GXR4150 |[(J| 15| 60 |210| 12| 4
GSR4160 | (1| 16| 65150 16| 4 GSL4160 |[J) 16150230 16| 4 GXR4160 |[J| 16| 65|230| 16| 4
GSR4170 | (1| 17| 65150 16| 4 GSL4170 | (0] 171150/ 230| 16| 4 GXR4170 |(J| 17| 65|230| 16| 4
GSR4180 |[1| 18| 65160 16| 4 GSL4180 (]| 18160250, 16| 4 GXR4180 |[J| 18| 65|250| 16| 4
GSR4200 |1 20| 751160 20| 4 GSL4200 |[J) 20]180/ 250 20 4 GXR4200 |[J| 20| 751250 20| 4
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HHIAE J93T774 b # &% castirons EHER. IV, HEE
Work material Graphite FC, FCD Non-ferrous-metals, Aluminium, Cu-alloys
B Hardness 150~ 200HB
Eﬂﬁg%ﬁ EJHIERE Cutting speed  ve=200~ 250m/min | YIEERE Cutting speed  ve=50~100m/min | YIHEE Cutting speed  ve=150~100m/min
onditions
S44ZEDC 3 [ElERER Revolution EDIRE ‘;ablle Speed [EEREL Revolution EDRE ;abl.e Speed [ElE5EL Revolution EDRE ;ab[e Speed
Tool dia. (mm) min mm/min min° mm/min min mm/min
2 36,000 1,000 ~1,200 11,000 300 ~ 350 25,000 600 ~ 700
4 18,000 1,200 ~1,500 5,600 350 ~450 12,000 700 ~ 900
6 12,000 1,400 ~1,800 3,700 400 ~ 500 8,500 800 ~1,000
8 9,000 2,000 ~2,500 2,800 600 ~ 700 6,400 1,200 ~ 1,400
10 7,200 2,500 ~3,000 2,200 700 ~ 800 5,100 1,400 ~ 1,600
12 6,000 2,500 ~3,000 1,800 700 ~ 800 4,200 1,400 ~ 1,600
15 4,800 2,000 ~2,500 1,500 600 ~ 700 3,400 1,200 ~ 1,400
16 4,500 2,000 ~2,500 1,400 600 ~ 700 3,200 1,200 ~ 1,400
18 4,000 1,600 ~2,000 1,200 500 ~ 600 2,800 1,000 ~ 1,200
20 3,600 1,400 ~1,700 1,100 400 ~ 500 2,500 800 ~ 1,000
[;jz%f] D LSRICYEIRUERUETH, WEMOES, A%k, v—UV5, mokeEc  [Notel (DStandard cutting conditions are described above, but allowance should be made for these conditions
KOREEERHUTLEE W, lr\accordlng to h_ardngss of work materials, deph _of cut, tooling, ?r)d condltl_ons _of_ machines.
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+ RICIFn; ° i o= o in i i twe cuttil wet cutting.
QEEHMHTET DHEIF IBRAEVRILOTHERZEHELET, @Irr]\ thz?:azg o;ninssuf;ciei??evroylutionnsgngd, iteis recgr%mended to use a high speed milling attachment.
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Applicable work material of GSR, GSL, GXR
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a2 | K8 Hardened see L2 |Enas &%
Rloysier |~ seer | > 45HRC | >5SHRC | > 65HRC | Sec™ [ieiaan| SRy | ey
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