GSX MILL 2#%3

GSX2C-1.5D

GSX MILL 2#3H 1.5D 1wo Fiutes 150
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FRRE HE | Ik | 28 |08 2208

CORE 8] £ L d Price
GSX20100C-1.5D 1 15| 40 4 1,850
GSX20150C-1.5D 15| 23| 40 4 1,850
GSX20200C-1.5D 2 3 | 40 4 1,850
 (3SX20250C-1.5D 25| 38| 40 4 | 1,850
GSX20300C-1.5D 3 45 45 6 2,350
| GSX20350C-15D | 35| 53| 45 6 | 4150
GSX20400C-1.5D 4 6 | 45 6 2,700
GSX20450C-1.5D 45| 68| 50 6 4,900
GSX20500C-1.5D 5 75| 50 6 2,900
GSX20550C-1.5D 55| 83| 50 6 4,900
GSX20600C-1.5D 6 9 | 50 6 3,100
GSX20700C-1.5D 7 11 60 8 6,980
GSX20800C-1.5D 8 12 | 60 8 5,100
GSX20900C-1.5D 9 14 | 70 10 9,300
GSX21000C-1.5D 10 15 70 10 6,200
GSX21200C-1.5D 12 18 | 75 12 8,800
GSX21400C-1.5D 14 | 21 90 16 | 19,600
GSX21500C-1.5D 15 23 90 16 | 24,800
GSX21600C-1.5D 16 | 24 90 16 | 25,100
GSX22000C-1.5D 20 30 | 100 20 | 42,400
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Tolerance ol Shank Dia Helix angle Tolerance of outer diameter is fhe same as 30,
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CORE 8 £ W d Erice
GSX20100C-3D | 1 3 [ 40 4 | 1850
GSX20150C-3D 1.5] 45] 40 | 4 | 1.850
GSX20200C-3D 2 6 | 40 4 | 1850
GSX20250C-3D 25| 75| 40 4 | 1850
GSX20300C-3D 3 9 | 50 6 | 2350
GSX20400C-3D 4 |12 [[50 6 | 2700
GSX20500C-3D 5 | 15 | s0 6 | 2900
GSX20600C-3D 6 | 18 | 50 6 | 3100
GSX20800C-3D 8 | 24 | 70 8 | 5100
GSX21000C-3D 10 | 30 | 90 | 10 | 6200
GSX21200C-3D 12 | 3 | 90 | 12 | 8800
GSX21600C-3D 16 | 48 [ 110 | 16 | 25100
GSX22000C-3D 20 | 60 [120 | 20 | 42,400
Ty A:jf [I’I‘II‘I’I)UDT T EFEZ (mm) Tolerance
3 0~—0.015
3 12 0~—0.02
12 0~-—0.03
L DERFEE MG flhE:30°
Tolerance of Shark Dia, Hsalix angle
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Fiosation Fend Ratation Faad Hntaton Fead Ratation Featd Aptation Feed Rotation Feed Hotaticn Ford.
min™’ mmdmin min~! roanmin i’ medmin Tin! [y min min:’ mmy/min min_ ! mm/min min=! minmin
1 19,600 250 15,600 250 18,300 180 12,700 100 9,000 50 11,000 70 9,000 50
2 11,200 340 11,200 340 10,500 240 7,300 130 5,300 80 6,400 50 | 5300 70
4 5,400 480 6,400 460 5,000 320 3,200 180 3,000 110 3,600 120 3,000 a0
% B 4,600 560 4,500 560 4,300 400 | 3000 210 2,500 130 2,700 140 2,200 100
in 8 3,400 560 3,400 560 3,200 400 2200 | 210 1,600 130 2,000 140 1,600 100
T 10 2,800 560 2,800 560 2,600 400 1,800 210 1,300 130 1,600 140 1,300 100
¥ 12 2,300 560 2,300 560 2,200 400 1,500 210 1,100 130 1,300 140 1,100 100
= 15 1,700 450 1,700 450 1,600 320 1100 | 180 800 100 1,000 110 800 85
gl 20 135D | 380 1,350 380 1,300 250 900 | 160 550 80 80D 100 850 75
gazm |9 1.5D D
Lt S| B 0.05D 0.02D
i 19,5600 200 19,500 250 18,300 180 12,700 100 9,000 60 11,000 50 4,500 20
2 11,200 270 11.200 340 10,500 240 7,300 130 5,300 80 6,400 65 2,650 25
i 4 6,400 370 6,400 460 5,000 320 4,200 180 3,000 110 3,600 80 1,500 35
g 6 4,600 450 4,600 560 4,300 400 3,000 210 2,200 130 2650 | 100 1,100 40
i a 3,400 450 3,400 560 3,200 400 2,200 210 1,600 130 2000 [ 100 | 800 40
5 10 2,800 25D 2,800 560 2,600 400 1,500 210 1,300 130 1,600 100 650 40 |
z 12 2,300 450 2,300 560 2,200 400 1500 | 210 1,100 130 1,300 100 500 a0
3 16 1,700 360 1,700 450 1,600 320 1,100 180 800 | 100 1,000 80 400 35
20 1,350 300 1,350 380 1,300 280 500 160 650 | 90 800 70 320 | @0
Rl an 020 0.50 020 0.050 0.20
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1. Adjust milling condition when an unusual vibration, diffzrent sound coour by cutting.

3. Use highly rigid machining center and holder.

4. Use an

air blow for dry milling:

2. When using low speed machines, use the maximum spead and adjust the feed rate.

5. Use In wet condilion in case of Stainless Steels, Nicks! Alloys, Titanium Alloys.



