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ltem Code Stock R Mill Flute | Overall | Shank | Fiyes ltem Code Stock R Mill Flute | Overall | Shank | Flutes g
Dia. Length | Length Dia. Dia. Length | Length Dia. -
% GBS2020 |[1]| 1 2 10 80 4 2 % GBD2020 | [1| 1 2 10 | 100 4| 2| &
% GBS2030 |[[1| 1.5 3 15 80 4 2 % GBD2030 |[]| 1.5 3 15 | 100 4| 2 ;
% GBS2040 |[1| 2 4 20 80 4 2 % GBD2040 | [1| 2 4 20 | 100 4| 2 | =
GBS2050 |[]| 2.5 5 30 | 100 6 2 GBD2050 |[]| 2.5 5 30 | 120 6| 2|°“
GBS2060 |[]] 3 6 30 | 100 6 2 GBD2060 |[]| 3 6 30 | 150 6| 2
GBS2070 |[J| 3.5 7 30 | 100 6 2 GBD2070 |[1| 3.5 7 30 | 150 6| 2
GBS2080 |[]] 4 8 40 | 110 8| 2 GBD2080 |[1| 4 8| 40 | 150 8| 2
GBS2090 || 4.5 9 40 | 110 8| 2 GBD2090 |[]| 4.5 9 40 | 150 8| 2
GBS2100 [[]]| 5 10 50 1120 | 10 | 2 GBD2100 |[]| 5 10 50 | 180 | 10| 2
GBS2110 |[J| 55| 11 50 | 120 | 10 2 GBD2110 | [J| 55| 11 50 | 180 | 10| 2
GBS2120 |[[]] 6 12 55 1130 | 12 2 GBD2120 |[]]| 6 12 55 1200 | 12| 2
GBS2130 |[]]| 65| 13 55 | 130 | 12 2 GBD2130 |[]| 65| 13 55 1 200 | 12| 2
GBS4160 [[]| 8 16 60 | 150 | 16 | 4 GBD4160 |[1| 8 16 60 | 250 | 16 | 4
GBS4170 |[1| 85| 17 60 | 150 | 16 | 4 GBD4170 |[]| 85| 17 60 | 250 | 16| 4
GBS4180 |[[]]| 9 18 60 | 150 | 20 | 4 GBD4180 | [1| 9 18 60 | 250, 20| 4
GBS4200 | []|10 20 60 | 150 | 20 | 4 GBD4200 |[1]10 20 60 | 250 | 20| 4
GBS4210 |[]|105 | 21 60 | 150 | 20 | 4 GBD4210 |[1/105 | 21 60 | 250 20| 4
GBS4220 |[1]11 22 60 | 150 | 20 4 GBD4220 | [ |11 22 60 | 250 20| 4
GBS4250 |[1]125 | 25 60 | 180 | 25 4 GBD4250 |[]/125 | 25 60 1 250 25| 4
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3¢ Without air-hole.

. %ﬁtﬂﬁu%ﬁ:ﬁ Recommended cutting conditions
. GBD |

(] : Stocked by specified distributor. Contact with our sales department.
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Item Code |Revolution|Table speed Item Code |Revolution | Table speed
(min™) |(mm/min) (min™) |(n/min)

GBS2020 |15,000f 300| | GBD2020 (15,000 150
GBS2030 [15,000f 450| | GBD2030 [15,000| 200
GBS2040 |15,000f 600| | GBD2040 |15,000| 300
GBS2050 |15,000f 750| | GBD2050 |15,000| 400
GBS2060 |15,000f 900| | GBD2060 |15,000| 450
GBS2070 |15,000| 1,000| | GBD2070 |15,000| 500
GBS2080 |13,900(1,100| | GBD2080 {13,900 | 550
GBS2090 |12,400(1,100| | GBD2090 [12,400| 550
GBS2100 |11,100(1,100| | GBD2100 {11,100| 550
GBS2110 |10,100(1,100| | GBD2110 {10,100 | 550
GBS2120 | 9,300 1,100| | GBD2120 | 9,300 | 550
GBS2130 | 8,600|1,100| | GBD2130 | 8,600 | 550
GBS4160 | 7,000|2,200| | GBD4160 | 7,000 | 1,100
GBS4170 | 6,600|2,200| | GBD4170 | 6,600 | 1,100
GBS4180 | 6,200|2,200| | GBD4180 | 6,200 | 1,100
GBS4200 | 5,600|2,200| | GBD4200 | 5,600 | 1,100
GBS4210 | 5,300|2,200| | GBD4210 | 5,300 | 1,000
GBS4220 | 5,100| 2,200 | GBD4220 | 5,100 | 1,000
GBS4250 | 4,500|2,200| | GBD4250 | 4,500 | 1,100
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[Note]

(DUse the appropriate coolant for the work material and machining shape.

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

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

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





