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NANO GRAIN
CARBIDE END MILLS

High Speed Cutting in Dry Conditions
Hardened Mold, Die, Alloy Steel
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Tighter Radius Tolerance®0.005mm higher accurancy and longer tool life.
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Polished cutting surfaces give superior part finishes
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BLUE COATING

Special coating give consistent result in high speed cutting of high hardness materials
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2 FLUTE, MINIATURE, CORNER RADIUS

27), & ERAHET]
pLa=a

/R
p Designed to machine high hardened materials.
A ISRt
P Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
EFFRIE, SETEL SHFRERILE.
»Excellent workpiece finishes.
SHMTHREAREE.
» Corner radius against chipping in high speed
machining.
SINE F AT AL TR AR 7).
» Higher wear-resistance.
S
@®PLAIN SHANK ®G8A50 Series _
Unit : mm
ORNER
ENEEr NS
G8A50003 6 0.45
G8A50004 O 0.4 6 0.6 50
GB8A50005 0.05 0.5 6 0.7 50
GB8A50006 0.05 0.6 6 0.9 50
GB8A50008 0.05 0.8 6 1.2 50
G8A50010 0.10 1.0 6 15 50
G8A50012 0.10 1.2 6 1.8 50
G8A50015 0.15 1.5 6 2.2 50
G8A50020 0.15 2.0 6 2.2 50
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE
0
- 0.012 ne

2 FLUTE, MINIATURE, CORNER RADIUS - SLOTTING
27), B ERHT) FriE

©G8A50
HARDENED STEELS
MATERIAL HEAT RESISTANT STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65
DRI | RPM_ | FEED | RPM | FEED lﬁﬂ FEED m FEED | RPM | FEED
50000 45000 25000
0.4 50000 235 45000 180 40000 140 33000 90 25000 55
0.5 50000 370 45000 280 40000 220 33000 140 25000 85
0.6 50000 470 45000 360 40000 285 30000 160 25000 105
0.8 50000 600 40000 440 30000 295 25000 185 19000 110
1.0 48000 750 38000 570 25500 360 20500 215 16000 135
1.2 42000 790 34000 640 22500 380 20000 250 14500 145
1.5 37000 800 30500 670 21000 410 17000 250 13000 155
2.0 33300 850 26000 680 17500 420 14500 260 11000 160
I 2 D)
WSSt o
1.0D

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, STUB CUT LENGTH WITH EXTENDED NECK

27], B, HHEAE ST
zle I8

» Designed to machine high hardened materials.
AMISREMRRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFRUE, SETH, SHALOERLE.

» Excellent workpiece finishes.
SHATHREERE.

» Deep slotting is possible by reduced neck.
TR RE 5 I TIRHE.

» Corner radius against chipping in high speed
machining.

SNEL A RTRA AL BRI KR AR 7.

» Higher wear-resistance.

AR
®PLAIN SHANK ©®GBA36 Series ni
nit: mm
CORNER LENGTH LENGTH BELOW NECK
EDP No. RADIUS MILL DI(;jAMETER SHANK I()jIAMETER OF CUT SHANK OVERALIl: LENGTH|  pAMETER
L1 L2 s ds
G8A36003 0 0.3 3 0.45 0 40 0
G8A36004 0 0.4 3 0.6 0 40 0
G8A36005 0.05 0.5 3 0.7 0 40 0
G8A36907 0.05 0.5 4 1 O 40 0
G8A36006 0.05 0.6 3 0.9 O 40 0
G8A36908 0.05 0.6 4 1.2 O 40 0
G8A36909 0.05 0.7 4 1.4 O 40 0
G8A36008 0.05 0.8 3 1.2 0 40 0
G8A36910 0.05 0.8 4 1.6 0 40 0
G8A36911 0.05 0.9 4 2 0 40 0
G8A36010 0.1 1 3 15 0 40 0
G8A36901 0.1 1 4 15 O 40 0
G8A36903 0.1 1 6 15 O 40 0
G8A36015 0.1 1.5 3 2.2 O 40 0
G8A36904 0.1 1.5 6 2.2 O 40 0
G8A36020 0.1 2 3 3 6 40 1.95
G8A36902 0.1 2 4 3 6 40 1.95
G8A36905 0.1 2 6 3 6 40 1.95
G8A36025 0.1 25 3 4 6 40 2.40
G8A36906 0.1 25 6 4 6 40 2.40
G8A36030 0.1 3 6 4 7 45 2.85
G8A36035 0.1 35 6 5 9 45 3.35
G8A36040 0.1 4 6 5 9 45 3.85
G8A36045 0.1 45 6 6 10 45 4.35
G8A36050 0.2 5 6 6 11 50 4.85
G8A36060 0.2 6 6 7 14 50 5.85
G8A36080 0.2 8 8 9 18 60 7.70
G8A36100 0.2 10 10 12 25 75 9.70
G8A36120 0.3 12 12 15 30 75 11.70
G8A36160 0.3 16 16 18 38 90 15.70
G8A36200 0.3 20 20 24 45 100 19.70
R
ds /
MILL DIA. dzl ds
TOLERANCE(mm) SHANK DIA. v
TOLERANCE
DIAMETER | TOLERANCE Lo
1
upto 6 0~ —0012 Lo R
h6
over 6~ 0~ -0.015 « Ls




2 FLUTE, STUB CUT LENGTH WITH EXTENDED NECK - SLOTTING
27), 81, HHEBRIRE S T] FiE

©®G8A36

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS

STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
I A e A e R R T R R R
48000 38000 25500 20500 16000 12500
33300 850 26000 680 17500 420 14500 260 11000 160 9500 115
3 21800 850 17300 680 11500 420 9500 260 7500 160 6400 115
4 16700 880 13200 700 8800 440 7200 270 5600 170 4750 118
5) 15700 1000 12500 805 8300 500 6400 285 5100 180 4450 132
6 13100 950 10350 770 6900 480 5300 280 4200 180 3700 130
8 9880 930 7800 720 5200 445 4000 255 3200 165 2800 120
10 7800 850 6150 680 4100 415 3200 240 2550 155 2200 112
12 6650 850 5250 680 3500 415 2650 240 2100 155 1860 112
16 4900 730 3900 580 2600 365 2000 210 1600 135 1400 95
20 3900 660 3100 525 2050 885) 1600 195 1300 125 1100 85

0.0SDI 7 0-02% %_“/5

e 1.0D

RPM = REVOLUTION PER MIN.
FEED = mm/min.

2 FLUTE, STUB CUT LENGTH WITH EXTENDED NECK - SIDE CUTTING
27), 8, HIARAEI S 5L T] Mk

®G8A36
HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS
STEELS
HARDNESS HRc30~HRc40 | HRc40~HRc50 | HRc50~HRc55 | HRe55~HRc60 | HRc60~HRc65 | HRe65~HRe 70
48000 1050 38000 25500 20500 16000 12500
33300 1200 26000 970 17500 600 14500 370 11000 230 9500 165
3 21800 1200 17300 970 11500 600 9500 370 7500 230 6400 165
4 16700 1250 13200 1000 8800 625 7200 385 5600 240 4750 170
5 15700 1450 12500 1150 8300 710 6400 410 5100 260 4450 190
6 13100 1350 10350 1100 6900 690 5300 400 4200 255 3700 185
8 9880 1320 7800 1030 5200 635 4000 365 3200 235 2800 170
10 7800 1200 6150 970 4100 590 3200 340 2550 220 2200 160
12 6650 1200 5250 970 3500 590 2650 340 2100 220 1860 160
16 4900 1050 3900 840 2600 520 2000 300 1600 190 1400 140
20 3900 950 3100 750 2050 1600 275 1300 175 1100 125

L.

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, EXTENDED NECK
2J) | SHIERIE

@®STUB CUT LENGTH

EDP No. MILL DIdAlMETER
G8A01001 0.1
G8A01002 0.2
G8A01003 0.3
G8A01004 0.4
G8A01005 0.5
G8A01006 0.6
G8A01007 0.7
G8A01008 0.8
G8A01009 0.9
G8A01010 1.0
G8A01015 15
G8A01020 2.0
G8A01025 25
G8A01030 3.0
G8A01035 35
G8A01040 4.0
G8A01050 5.0
G8A01060 6.0
G8A01080 8.0
G8A01100 10.0
G8A01120 12.0
G8A01160 16.0
G8A01200 20.0

MILL DIA.
TOLERANCE(mm) SHANK DIA.
TOLERANCE
DIAMETER | TOLERANCE
upto6 0~ —0012
h6
over 6 ~ 0~ -0.015

®G8AO01 Series

SHANK DIAMETER

d2

W o oo~ DRSS DDDDNS

N B e e
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o] Zle =2
30° W\

» Designed to machine high hardened materials.
AT EBEMRRE.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFRIE, SETH, SHFLNEMRRE.

» Excellent workpiece finishes.

SHHTHREARE.

» Deep slotting is possible by reduced neck.
TSR RE S I TIRAE.

» Higher wear-resistance.

B
Unit : mm

ST | SNV | overauy e | oM
L1 L2 . ds
0.2 0 0
0.4 0 0
0.6 0 0
0.8 O 0
1 O 0
1.2 0 0
14 0 0
1.6 0 |
2 0 0
15 3 0.95
1.7 4 1.45
2 5 1.95
25 6 2.40
3] 8 2.85
815 9 3.35
4 10 3.75
5 13 4.75
6 15 5.7
8 20 7.70
10 25 9.70
12 28 11.70
16 32 15.70
20 40 105 19.70

d2

ds

e

Lb"

—Lo——»|

— [

Ls




2 FLUTE, EXTENDED NECK - SLOTTING
27)  FERKEAR FFiE

©®G8A01

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS
STEELS

HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
nemon | [ o] o [ | o [z o [ | e | e
48000 38000 12500
2 33300 350 26000 sao 17500 420 14500 260 11000 160 9500 115
3 21800 850 17300 680 11500 420 9500 260 7500 160 6400 115
4 16700 880 13200 700 8800 440 7200 270 5600 170 4750 118
5 15700 1000 12500 805 8300 500 6400 285 5100 180 4450 132
B 13100 950 10350 770 6900 480 5300 280 4200 180 3700 130
8 9880 930 7800 720 5200 445 4000 255 3200 165 2800 120
10 7800 850 6150 680 4100 415 3200 240 2550 155 2200 112
12 6650 850 5250 680 3500 415 2650 240 2100 155 1860 112
16 4900 730 3900 580 2600 365 2000 210 1600 135 1400 95
20 3900 660 3100 525 2050 335 1600 195 1300 125 1100 85
o.osoj: 0-02%
a7 7,
— 1.0D
1.0D

RPM = REVOLUTION PER MIN.
FEED = mm/min.

2 FLUTE, EXTENDED NECK - SIDE CUTTING
2J) | SHEREEM 5k

®G8A01
HARDENED STEELS
MATERIAL HEA.I_S?EEII_SSTANT HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
Converston | [ o | i T reeo | won Lo | T vemo | [eeo | | e
48000 1050 38000 12500
2 33300 1200 26000 970 17500 600 14500 370 11000 230 9500 165
& 21800 1200 17300 970 11500 600 9500 370 7500 230 6400 165
4 16700 1250 13200 1000 8800 625 7200 385 5600 240 4750 170
5 15700 1450 12500 1150 8300 710 6400 410 5100 260 4450 190
6 13100 1350 10350 1100 6900 690 5300 400 4200 255 3700 185
8 9880 1320 7800 1030 5200 635 4000 365 3200 235 2800 170
10 7800 1200 6150 970 4100 590 3200 340 2550 220 2200 160
12 6650 1200 5250 970 3500 590 2650 340 2100 220 1860 160
16 4900 1050 3900 840 2600 520 2000 300 1600 190 1400 140
20 3900 950 3100 750 2050 475 1600 275 1300 175 1100 125

1.0D
0.03D

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, CORNER RADIUS
27], R &7

A ed
30° PLAIN

» Designed to machine high hardened materials.
AMISREEMRRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
EFFATE, SEVH, BHEFLOREMRIE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

T AR5 I TR,

» Corner radius against chipping in high speed
machining.

SNEL A RTRA UL BRI KR AR 7.

» Higher wear-resistance.
SN

@®STUB CUT LENGTH ©®G8AG60 Series

Unit : mm

CORNER LENGTH LENGTH BELOW NECK
EDP No. RADIUS MILL DIAMETER |SHANK DIAMETER OF CUT OVERALL LENGTH DIAMETER

R d d L1 = ds

G8A60936 0.05 0.5 4 0.45
G8A60932 0.05 0.5 4 0.45
G8A60935 0.05 0.5 4 0.45
G8A60931 0.05 0.5 4 0.45
G8A60933 0.05 0.6 4 0.55
G8AG0934 0.05 0.6 4 0.55
G8A600060102 0.1 0.6 4 0.55
G8A600070104 0.1 0.7 4 0.65
G8A600080102 0.1 0.7 4 0.65
G8A60008 0.1 0.8 4 0.75
G8A60924 0.1 0.8 4 0.75
G8A60925 0.1 1.0 6 0.95
G8A60926 0.1 1.0 6 0.95
G8A60010 0.2 1.0 6 0.95
G8A60910 0.2 1.0 6 0.95
G8AG0911 0.2 1.0 6 0.95
G8A60912 0.3 1.0 6 0.95
G8A60930 0.3 1.0 6 0.95
G8A600100308 0.3 1.0 6 0.95
G8A60015 0.2 15 6 1.45
G8A600150206 0.2 15 6 1.45
G8A600150208 0.2 15 6 1.45
G8AG0913 0.2 15 6 1.45
G8AG0914 0.2 15 6 1.45
G8A60915 0.3 15 6 1.45
G8A600150306 0.3 15 6 1.45
G8A600150308 0.3 15 6 d 1.45
G8A60927 0.2 2.0 6 & 1.95
G8A600200208 0.2 2.0 6 3 1.95
G8A600200210 0.2 2.0 6 3 10 1.95
G8A600200212 0.2 2.0 6 3 12 1.95
G8AG0916 0.3 2.0 6 3 6 el
G8A600200308 0.3 2.0 6 5] 8 1.95
G8A600200310 0.3 2.0 6 & 10 1.95
G8A600200312 0.3 2.0 6 3 12 1.95
G8A600200316 0.3 2.0 6 & 16 1.95
G8A60917 0.5 2.0 6 3 6 1.95
G8A60020 0.5 2.0 6 3 9 1.95
G8AG0918 0.5 2.0 6 3 12 1.95
G8A600300208 0.2 3.0 6 4 8 2.85
G8A600300210 0.2 3.0 6 4 10 2.85
G8A600300212 0.2 3.0 6 4 12 2.85




2 FLUTE, CORNER RADIUS
27]), &7

@®STUB CUT LENGTH

®G8A60 Series

Ls

OVERALL LENGTH

Unit : mm

NECK

DIAMETER

£DP No. IS MILL DIAMETER [SHANK DIAMETER|  (SNGTH LENCT e

R L. Lo

G8A600300216 0.2 3.0 6 4 16
G8A600300308 03 30 8 4 8
G8A60919 03 3.0 6 4 9
G8A600300312 03 30 E 4 12
G8A600300316 03 3.0 6 4 16
G8AB0030 05 30 6 4 9
G8A600300512 05 30 6 4 12
G8A60901 05 30 6 4 16
G8A60902 05 30 6 4 20
G8A600400212 02 40 6 4 12
GBAG00400216 02 40 6 4 16
G8A600400220 02 40 E 4 20
G8A600400310 03 40 6 5 10
G8A60920 03 40 6 5 12
GBAB00400316 03 40 6 5 16
G8A600400320 03 40 6 5 20
G8A60040 05 40 6 5 12
G8A60903 05 40 8 5 16
GBA60904 05 40 6 5 20
G8A600401012 1.0 40 E 5 12
G8AB00401016 1.0 40 6 5 16

MILL DIA. — 15
TOLERANCE(mm) SHANK DIA. s T
TOLERANCE
DIAMETER | TOLERANCE -
~¢5 0~ —0012
¢ 6~ 0~ -0015 he « Ls

55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55

ds
2.85
2.85
2.85
2.85
2.85
2.85
2.85
2.85
2.85
3.85
3.85
3.85
3.85
3.85
3.85
3.85
3.85
3.85
3.85
3.85
3.85

ad



2 FLUTE, CORNER RADIUS
27]), R &%%T]

40 )

P Designed to machine high hardened materials.
AL SRRt

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFTE], SEE, BHFLETRITAR.

» Excellent workpiece finishes.
SR THREERE.

» Deep slotting is possible by reduced neck.
TR RS I TIRHE.

» Corner radius against chipping in high speed
machining.
SNEL A RTRA AL BRI KR AR 7.

P Higher wear-resistance.
S

@®STUB CUT LENGTH ©®GB8A60 Series

Unit : mm

CORNER LENGTH LENGTH BELOW NECK
EDP No. RADIUS MILL DIAMETER |SHANK DIAMETER OF CUT SHANK OVERALL LENGTH DIAMETER

R d d L Lo = da

G8A60921 0.3 6.0 6 7 20 60

G8AG0060 05 6.0 6 7 20 60

G8A60905 1.0 6.0 6 7 20 60

G8A60906 1.5 6.0 6 7 20 60
G8A600602020 2.0 6.0 6 7 20 60 5.85

G8A60922 0.3 8.0 8 9 25 60 7.7

G8A60080 1.0 8.0 8 9 25 60 7.7

G8AG0907 %5 8.0 8 ¢ 25 60 7.7
G8A600802025 2.0 8.0 8 ¢ 25 60 7.7

G8A60923 0.3 10.0 10 11 32 70 9.7
G8A601000532 0.5 10.0 10 11 32 70 11.7

G8A60100 1.0 10.0 10 11 32 70 9.7

G8A60908 1.5 10.0 10 11 32 70 9.7
G8A601002032 2.0 10.0 10 11 32 70 11.7
G8A601200538 0.5 12.0 12 12 38 80 11.7

G8A60120 1.0 12.0 12 12 38 80 11.7

G8AG0909 LB 12.0 12 12 38 80 11.7
G8A601202038 2.0 12.0 12 12 38 80 11.7

o [

d2 d
MILL DIA. |
TOLERANCE(mm) SHANK DIA. T v
TOLERANCE
DIAMETER TOLERANCE Ly —»
upto 6 0~ —0012 L
over 6~ 0~ —-0.015 he < Ls R




2 FLUTE, CORNER RADIUS - SLOTTING
27), BT Fi&

©®G8A60

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS

STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
48000 12500
2 33300 680 26000 544 17500 336 14500 208 11000 128 9500 92
3 21800 680 17300 544 11500 336 9500 208 7500 128 6400 92
4 16700 704 13200 560 8800 352 7200 216 5600 136 4750 94
5 15700 800 12500 644 8300 400 6400 228 5100 144 4450 106
6 13100 760 10350 616 6900 384 5300 224 4200 144 3700 104
8 9880 744 7800 576 5200 356 4000 204 3200 132 2800 96
10 7800 680 6150 544 4100 332 3200 192 2550 124 2200 90
12 6650 680 5250 544 3500 332 2650 192 2100 124 1860 90
16 4900 584 3900 464 2600 292 2000 168 1600 108 1400 78
20 3900 528 3100 420 2050 268 1600 168 1300 100 1100 70
0.02D;
0.05D
%777777‘% # Dorr?.

e

f——| 1.0D

RPM = REVOLUTION PER MIN.
FEED = mm/min.

2 FLUTE, CORNER RADIUS - SIDE CUTTING
29), [ES%T] Mk

©G8A60
HARDENED STEELS
MATERIAL HEAE?EEII_SSTANT HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
Convereton | [ o | T reeo | won [ | [ e | [eeo | [ e
48000 38000 12500
2 33300 960 26000 776 17500 480 14500 296 11000 184 9500 132
& 21800 960 17300 776 11500 480 9500 296 7500 184 6400 132
4 16700 1000 13200 800 8800 500 7200 308 5600 192 4750 136
5 15700 1160 12500 920 8300 568 6400 328 5100 208 4450 152
6 13100 1080 10350 880 6900 552 5300 320 4200 204 3700 148
8 9880 1056 7800 824 5200 508 4000 292 3200 188 2800 136
10 7800 960 6150 776 4100 472 3200 272 2550 176 2200 128
12 6650 960 5250 776 3500 472 2650 272 2100 176 1860 128
16 4900 840 3900 672 2600 416 2000 240 1600 152 1400 112
20 3900 760 3100 600 2050 380 1600 220 1300 140 1100 100

1.0D
0.03D

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, CORNER RADIUS FOR RIB PROCESSING

27), Rz TAESHET]
DLEO=

» Designed to machine high hardened materials.
AL EREERRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR, SHFRGERINAE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

AT AR MR,

p Corner radius against chipping in high speed
machining.

SINE A RTRS L BRI HIRT AR 7.

» Higher wear-resistance.

i .
@®PLAIN SHANK ©®G8AB2 Series
Unit : mm

1 L2 ds
G8A52005 0.05 0.5 6 0.7 15 50 0.45
G8A52901 0.05 0.5 6 0.7 3.3 50 0.45
G8A52006 0.05 0.6 6 0.9 2.0 50 0.55
G8A52902 0.05 0.6 6 0.9 4.0 50 0.55
G8A52008 0.05 0.8 6 12 25 50 0.75
G8A52903 0.05 0.8 6 12 5.5 50 0.75
G8A52010 0.10 1.0 6 15 3.3 50 0.95
G8A52904 0.10 1.0 6 15 6.7 50 0.95
G8A52012 0.10 12 6 1.8 4.4 50 1.15
G8A52905 0.10 12 6 1.8 8.0 50 1.15
G8A52015 0.15 1.5 6 2.2 5.0 50 1.45
G8A52906 0.15 1.5 6 2.2 9.7 50 1.45
G8A52020 0.15 2.0 6 2.2 6.0 50 1.95
G8A52907 0.15 20 6 2.2 13.0 50 1.95

R

- x ds
MILL DIA. SHANK DIA. d2 ” I ‘@j&

TOLERANCE(mm) TOLERANCE -
L4
Lo < »
0 h6 ‘
- 0012 p Ls >




2 FLUTE CORNER RADIUS FOR RIB PROCESSING
CAEMIARESET]

®G8A52

ALLOY STEELS
MATERIAL HEAT RESISTANT STEELS HARDENED STEELS HARDENED STEELS

HARDNESS HRc 30 ~ HRc 45 HRc 45 ~ HRc 55 HRc 55 ~ HRc 60

0.5

25650~33000 370~470 0.0056~0.0350 23750~26000 285~315 0.0040~0.0250 14200~18000 115~130 0.0024~0.0150

0.6 20900~35200 330~560 0.0063~0.0294  19900~22000 260~290 0.0450~0.0210 11900~15500 100~120 0.0027~0.0126

0.8 16150~26400 360~590 0.0084~0.0392 15200~16700 280~310 0.0060~0.0280  9000~11700  110~125 0.0036~0.0168

1.0 12300~18700 350~540 0.0105~0.0280 10500~11500 250~280 0.0075~0.0200  6300~8050  100~115 0.0045~0.0120

1.2 10450~17600 350~590 0.0245~0.0700 ~ 9100~10000 250~280 0.0150~0.0420  5400~7000  100~115 0.0090~0.0252

15 9100~17600  430~830 0.0161~0.0770  7000~8000  250~280 0.0115~0.0550  4300~5500  100~115 0.0069~0.0330

2.0 6350~10550  340~570 0.0210~0.1400  6100~6700  270~300 0.0150~0.1000  3600~4700  100~120 0.0090~0.0600
Ae I -

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, FOR RIB PROCESSING
27), REIZM T AT

o] Zle =28
30° W\

» Designed to machine high hardened materials.
AT EBEMRRE.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFRUE, SETH, SHFLOEMRIRE.

» Excellent workpiece finishes.
SHHMTHRmEEARE.

» Deep slotting is possible by reduced neck.
TR RE DS I TIRAE.

» Corner radius against chipping in high speed
machining.

INEL A RTRA AL BRI HURT AR 7.

» Higher wear-resistance.

|

MR
@PLAIN SHANK ®G8A45 Series .
Unit : mm
EDP Mo, MILL DIAVETER SHANK DIAMETER LOEF“:SJ*T* LEN%L';'\E,ELOW OVERALII__SLENGTH DIAVETER
il L2 ds
G8A45863 01 4 0.15 0.3 0.085
G8A45864 01 4 0.15 05 0.085
G8A45002 0.2 4 03 05 0.17
G8A45815 0.2 4 03 1 017
G8A45816 0.2 4 03 15 0.17
G8A45003 03 4 0.45 1 0.27
G8A45844 0.3 4 0.45 15 0.27
G8A45817 03 4 0.45 2 0.27
G8A45818 0.3 4 0.45 3 0.27
G8A45842 03 4 0.45 4 0.27
G8A45843 0.4 4 0.6 1 0.37
G8A45004 0.4 4 0.6 2 0.37
G8A45984 0.4 4 0.6 3 0.37
G8A45985 0.4 4 0.6 4 0.37
G8A45986 0.4 4 06 5 0.37
G8A45005 05 4 07 2 0.45
G8A45988 05 4 0.7 4 0.45
G8A45989 05 4 07 3 0.45
G8A45990 05 4 07 8 0.45
G8A45006 0.6 4 0.9 2 0.55
G8A45991 0.6 4 0.9 4 0.55
G8A45992 0.6 4 0.9 6 0.55
G8A45993 0.6 4 0.9 8 0.55
G8A45819 0.6 4 0.9 10 0.55
G8A45008 08 4 12 4 0.75
G8A45908 08 4 12 3 0.75
G8A45909 08 4 12 8 0.75
G8A45994 08 4 12 10 0.75
G8A45995 08 4 12 12 0.75
G8A45996 1.0 4 15 4 0.95
G8A45010 1.0 4 15 6 0.95
G8A45912 1.0 4 15 8 0.95
G8A45913 1.0 4 15 10 0.95
G8A45914 1.0 4 15 12 0.95
G8A45997 1.0 4 15 16 0.95
G8A45998 1.0 4 15 20 0.95
o Joe -
dzL ‘ @i&
MILL DIA. SHANK DIA. f LL_‘.
TOLERANCE(mm) |  TOLERANCE

— L2 —_—
0 .

~0012 ne .




2 FLUTE, FOR RIB PROCESSING
27) REEIMMITRA$T]

BEO=H)

» Designed to machine high hardened materials.
AT EREMRRET.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
EFTRUE, SR, SHARNEMRIRE.

» Excellent workpiece finishes.
SHMTHRmEERE.

» Deep slotting is possible by reduced neck.
TR R O5 I TRAE.

» Corner radius against chipping in high speed
machining.

INEL A RTRA AL BRI HURT AR 7.

» Higher wear-resistance.

MR
@PLAIN SHANK ®G8A45 Series i
Unit : mm
EDP Mo, MILL DIAVETER SHANK DIAMETER LOEFNLSJ*T* LEN%L*}EELOW OVERALII__SLENGTH DIAETER
il L2 ds
G8A45012 12 4 18 115
GBA45915 12 4 18 8 115
G8A45916 12 4 18 10 115
GBA45917 12 4 18 12 115
G8A45999 12 4 18 16 115
GBA45015 15 4 23 6 145
G8A45923 15 4 23 8 1.45
GBA45924 15 4 23 10 1.45
G8A45925 15 4 23 12 1.45
GBA45926 15 4 23 14 1.45
G8A45927 15 4 23 16 1.45
GBA45928 15 4 23 18 145
G8A45810 15 4 23 20 145
GBA45958 20 4 30 6 1.95
G8A45020 2.0 4 3.0 8 1.95
GBA45959 20 4 3.0 10 1.95
G8A45960 20 4 3.0 12 1.95
GBA45961 20 4 30 14 1.95
G8A45962 20 4 3.0 16 1.95
GBA45963 20 4 30 18 1.95
G8A45964 20 4 30 20 1.95
GBA45966 20 4 30 25 1.95
G8A45814 20 4 3.0 30 1.95
GBA45030 30 6 45 8 2.85
G8A45975 30 6 45 10 285
GBA45976 3.0 e 45 12 285
G8A45977 3.0 6 45 14 285
GBA45978 30 5 45 16 285
G8A45979 3.0 6 45 18 285
GBA45980 30 6 45 20 285
G8A45981 3.0 6 45 25 2.85
GBA45832 30 6 45 30 2.85
G8A45833 3.0 6 45 35 285
GBA45983 3.0 e 45 40 285
o Joe -
dZL ‘ @i&
MILL DIA. SHANK DIA. f ‘ L
TOLERANCE(mm) |  TOLERANCE >
-~ L2 —_—
0 .
~ 0012 ne .

a



2 FLUTE FOR RIB PROCESSING
7, REMTRA%T]

o] Zle =28
30° PLAIN

[ -
L » Designed to machine high hardened materials.
AMISEENRLRIT.
» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFRE, BRIE, SRFFROERTRE.
» Excellent workpiece finishes.
ST RN
» Deep slotting is possible by reduced neck.
B TR AR RE IS I TIRAE.
» Corner radius against chipping in high speed
machining.
S w7 L R T IR A 7).
P Higher wear-resistance.
@®PLAIN SHANK ®G8A45 Series Bt .
Unit : mm
EDP Mo, MILL DIAVETER | SHANK DIAMETER R CUT LENGTHSF-OW | OVERALL LENGTH DIASTER
! 2 L1 L2 Ls ds
G8A45040 4.0 6 6.0 12 50 3.85
GB8A45801 4.0 6 6.0 16 60 3.85
G8A45802 4.0 6 6.0 20 60 3.85
GB8A45803 4.0 6 6.0 25 70 3.85
G8A45834 4.0 6 6.0 30 70 3.85
G8A45835 4.0 6 6.0 35 80 3.85
G8A45836 4.0 6 6.0 40 90 3.85
G8A45837 4.0 6 6.0 45 90 3.85
G8A45838 4.0 6 6.0 50 100 3.85
S Lds o
MILL DIA. SHANK DIA. dZL \ \j id‘
TOLERANCE(mm) TOLERANCE f
.
0 h6 L
-0.012 L/
Ls >

2 FLUTE, FOR RIB PROCESSING
27) REMITRT]

ALLOY STEELS
MATERIAL HEAT RESISTANT STEELS HARDENED STEELS HARDENED STEELS COPPER

HARDNESS HRc 30 ~ HRc 45 HRc 45 ~ HRc 55 HRc 55 ~ HRc 65

T e R T e ) AT = e T =R T

43000~50000 330~420  0.006~0.015 39900~46200 265~310 0.004~0.011 23900~32300 105~185 0.003~0.007 48000~50000 550~640 0010~0025

0.4 31400~50000 350~590  0.005~0.028 30500~35200 295~340 0.003~0.020 18300~24600 120~200  0.002~0.012 48000~50000 790~920  0.008~0.048
0.5 25650~33000 370~470  0.006~0.035 23750~26000 285~315 0.004~0.025 14200~18000 115~130 0.003~0.015 44000~50000 800~1150 0.010~0.060
0.6 20900~35200  330~560  0.007~0.030 19900~22000 260~290  0.005~0.021 11900~15500 100~120 0.003~0.013 37500~50000 770~1250 0.011~0.051
0.8 16150~26400  360~590  0.009~0.040 15200~16700 280~310 0.006~0.028 9000~11700 110~125 0.004~0.017 28500~47000 770~1300 0.015~0.068
1.0 12300~18700 350~540 0.011~0.028 10500~11500 250~280 0.008~0.020  6300~8050  100~115 0.005~0.012 22500~34000 810~1300 0.018~0.048
12 10450~17600  350~590  0.025~0.070 9100~10000 250~280 0.015~0.042 5400~7000  100~115 0.009~0.026 22500~31500 950~1350 0.036~0.101
X5 9100~17600  430~830 0.017~0.077 ~ 7000~8000  250~280 0.012~0.055 4300~5500  100~115 0.007~0.033 14500~25000 770~1320 0.028~0.132
2.0 6350~10550 ~ 340~570  0.021~0.140  6100~6700  270~300  0.015~0100 3600~4700  100~120  0.009~0.060 11500~18500 770~1250 0.036~0.240
3.0 4300~7050  550~900  0.056~0.210 ~ 3990~4600  445~515 0.040~0.150 2400~3200  105~310  0.024~0.090 9000~13000 1400~2110 0.096~0.360
4.0 3200~5300  400~675 0.074~0.280 3000~3400  335~380 0.053~0.200 1800~2400  75~230  0.032~0.120 ~ 6750~9750 1050~1575 0.128~0.480

I RPM = REVOLUTION PER MIN.

FEED = mm/min.

Ae




4 FLUTE, STUB CUT LENGTH WITH EXTENDED NECK
47), B3, A E S8

» Designed to machine high hardened materials.
AMISREEMRRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR SHFRGEMRINE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

AT E AR S I LR,

» Corner radius against chipping in high speed
machining.

S f AT AL TR AR 7).

» Higher wear-resistance.

R DEO=
— =

S
@PLAIN SHANK ©®G8A37 Series
Unit : mm
S CAOUS | MILLDIAMETER |SHANK DIAMETER| ~ SENGTH | LENGTHBELOW ovepa y tenaTH| [ NECK

R d1 d2 L Ly Ls ds
G8A37010 01 1 3 15 0 40 0
G8A37901 01 1 6 15 0 40 0
G8A37015 01 15 3 22 0 40 0
G8A37902 01 1 6 22 0 40 0
G8A37020 01 2 3 3 6 40 195
G8A37903 01 2 6 3 6 40 195
GBA37025 01 25 3 4 6 40 24
GBA37904 01 25 6 4 6 40 24
G8A37030 01 3 6 4 7 45 29
G8A37035 01 35 6 5 9 45 335
G8A37040 01 4 6 5 9 15 385
G8A37045 01 45 6 6 10 45 435
GBA37050 02 5 6 6 1 50 485
GBA37060 02 6 6 7 14 50 585
GBA37080 02 8 8 9 18 60 77
GBA37100 02 10 10 12 2 75 97
G8A37120 03 12 12 15 30 75 17
G8A37160 03 16 16 18 38 9 157
G8A37200 03 20 20 2 15 100 197

R
ds />
MILL DIA. dz I di
TOLERANCE(mm) SHANK DIA.
TOLERANCE f
DIAVETER | TOLERANCE Lb#
from1to5 0~ —0.012 [N
fom6~ | 0~ -0015 " « L

L E 21



4 FLUTE, STUB CUT LENGTH - SIDE CUTTING
A7), B3, HHERIE ST Mot

©G8A37

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS

STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
oo | ] veeo | o e | ] vem | e | [ o | [ e
48000 1480 38000 1050 25500 20500 16000 12500
2 33300 1750 26000 1250 17500 840 14500 520 11000 320 9500 230
3 21800 1750 17300 1250 11500 840 9500 520 7500 320 6400 230
4 16700 1800 13200 1300 8800 880 7200 540 5600 335 4750 240
5 15700 2000 12500 1500 8300 1000 6400 580 5100 370 4450 270
6 13100 1950 10350 1400 6900 950 5300 560 4200 350 3700 260
8 9880 1880 7800 1350 5200 900 4000 520 3200 330 2800 240
10 7800 1750 6150 1260 4100 840 3200 480 2550 310 2200 220
12 6650 1750 5250 1260 3500 840 2650 480 2100 300 1860 220
16 4900 1500 3900 1100 2600 730 2000 420 1600 270 1400 200
20 3900 1300 3100 970 2050 650 1600 380 1300 250 1100 180

OD:l:
0.03D

RPM = REVOLUTION PER MIN.
FEED = mm/min.




4 FLUTE, EXTENDED NECK
47] | SHIERIE

DEO=
30° PLAIN

» Designed to machine high hardened materials.
AT EREMRRET.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
EFTRUE, SR, SHARNEMRIRE.

» Excellent workpiece finishes.
SHMTHRmEERE.

» Deep slotting is possible by reduced neck.
TSR RE 05 I TRAE.

» Higher wear-resistance.

B

@®STUB CUT LENGTH ©®G8A02 Series

Unit : mm

LENGTH LENGTH BELOW NECK
EDP No. MILL DIdAlMETER SHANK %IAMETER OF CUT SHANK OVERALLQLENGTH DIAMETER

L2 Ls ds

G8A02010
G8A02020
G8A02030
G8A02040
G8A02050
G8A02060
G8A02080
G8A02100
G8A02120
G8A02160
G8A02200 20.0 20 20 40 105 19.70

ds

MILL DIA. & .
TOLERANCE(mm) SHANK DIA. B

TOLERANCE T
DIAMETER | TOLERANCE L
1—>

—Lo——|

upto6 0~ -0.012

hé
over 6 ~ 0~ —0.015

| E 23




4 FLUTE, EXTENDED NECK - SIDE CUTTING
A7) SEREM 5k

©®©G8A02

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS

STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
Coereron | wow | seeo | ou | e | row | reeo | wou | reeo | oon | s | row | reeo
1 48000 1480 38000 1050 25500 710 20500 430 16000 270 12500 175
2 33300 1750 26000 1250 17500 840 14500 520 11000 320 9500 230
& 21800 1750 17300 1250 11500 840 9500 520 7500 320 6400 230
4 16700 1800 13200 1300 8800 880 7200 540 5600 895) 4750 240
5 15700 2000 12500 1500 8300 1000 6400 580 5100 370 4450 270
6 13100 1950 10350 1400 6900 950 5300 560 4200 350 3700 260
8 9880 1880 7800 1350 5200 900 4000 520 3200 330 2800 240
10 7800 1750 6150 1260 4100 840 3200 480 2550 310 2200 220
12 6650 1750 5250 1260 3500 840 2650 480 2100 300 1860 220
16 4900 1500 3900 1100 2600 730 2000 420 1600 270 1400 200
20 3900 1300 3100 970 2050 650 1600 380 1300 250 1100 180

1.0D
0.03D

RPM = REVOLUTION PER MIN.
FEED = mm/min.

Ll
X5070

END MILLS

2



4FLUTE, CORNER RADIUS WITH EXTENDED NECK
47)  EHERAT R 25t 7]

% ]
R DEO=

p Designed to machine high hardened materials.
‘ AMIEREERRgIT.
R ‘ » Suitable for dry cutting, high speed cutting thanks to
/ ‘ newly developed raw-material and new coating.
BEFFRTE, SREL SHFRGERIE.
»Excellent workpiece finishes.
( SHMTHREAREE.
» Deep slotting is possible by reduced neck.
AT AR I IRE.
pCorner radius against chipping in high speed

machining.
IME Fy AT R L R AIRT R 7).
P Higher wear-resistance.
oS
@®STUB CUT LENGTH ©G8A47 Series
Unit : mm
EDP No. e MILL DIAVETER |SHANK DIAVETER i LEN G T R OVERALL LENGTH 1, AMETER
R Ls L2 3 ds
G8A47916 0.3 3.0 6 4 12 2.85
G8A47917 0.3 3.0 6 4 16 2.85
GB8A47918 0.3 3.0 6 4 20 2.85
G8A47030 0.5 3.0 6 4 9 2.85
G8A47901 05 3.0 6 4 16 2.85
GBA47902 05 3.0 6 4 20 2.85
GBA47919 03 40 6 5 12 3.85
GBA47920 03 40 6 5 16 3.85
G8A47921 0.3 4.0 6 5 20 3.85
G8A47040 0.5 4.0 6 5 12 3.85
G8A47903 0.5 4.0 6 5 16 3.85
G8A47904 0.5 4.0 6 5 20 3.85
GB8A47922 1.0 4.0 6 5 12 3.85
GBA47060 05 6.0 6 7 20 5.85
GBA47905 1.0 6.0 6 7 20 5.85
GBA47906 15 6.0 6 7 20 5.85
G8A47910 0.5 8.0 8 9 25 7.7
G8A47080 1.0 8.0 8 9 25 7.7
G8A47907 15 8.0 8 9 25 7.7
GB8A47913 2.0 8.0 8 9 25 7.7
G8A47911 05 10.0 10 11 32 9.7
GB8A47100 1.0 10.0 10 11 32 9.7
GBA47908 15 10.0 10 11 32 9.7
GBA47914 2.0 10.0 10 11 32 9.7
G8A47912 0.5 12.0 12 12 38 11.7
G8A47909 15 12.0 12 12 38 11.7
G8A47120 1.0 12.0 12 12 38 11.7
GB8A47915 2.0 12.0 12 12 38 11.7
R
ds ‘/>
MILL DIA. dzL 1 di
TOLERANCE(mm) SHANK DIA.
TOLERANCE f
DIAMETER | TOLERANCE Lb#
upto6 0~ -0.012
he L2 >
over 6 ~ 0~ -0.015 < Ls >

| E 25



4FLUTE, CORNER RADIUS WITH EXTENDED NECK
A7), FHERA R 25t 7]

‘ MG / L]
Y R 4
30 PLAIN
r L -
| - p Designed to machine high hardened materials.

AMISREMRRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR, SFFRGERINAE.

P Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.
TR S I LIRE.

p Corner radius against chipping in high speed
machining.

A f AT AL T HIRT AR 7).

P Higher wear-resistance.
S

@®PLAIN SHANK ©G8B08 Series

CORNER
EDP No. RADIUS MILL DIAMIETER |~ piaMETER OF CUT SHANK LENGTH DIAMETER
R d2 L1 L2 L3 ds

Unit : mm

SHANK LENGTH LENGTH BELOW OVERALL NECK

G8B0806005090 R0.5
G8B0806010090 R1.0 6.0 5.85
G8B0808005100 R0.5 8.0 77
G8B0808010100 R1.0 8.0 7.7
G8B0810005100 R0.5 10.0 9.7
G8B0810010100 R1.0 10.0 9.7
G8B0810020100 R2.0 10.0 9.7
G8B0812005110 R0.5 12.0 11.7
G8B0812010110 R1.0 12.0 11.7
G8B0812020110 R2.0 12.0 11.7
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE
0
- 0015 ne

©G8A47, G8B0O8

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS
STEELS

HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~ HRc 70
R e e e e e R = T e T
1 48000 1184 38000 840 25500 568 20500 344 16000 216 12500 140
2 33300 1400 26000 1000 17500 672 14500 416 11000 256 9500 184
3 21800 1400 17300 1000 11500 672 9500 416 7500 256 6400 184
4 16700 1440 13200 1040 8800 704 7200 432 5600 268 4750 192
5 15700 1600 12500 1200 8300 800 6400 464 5100 296 4450 216
6 13100 1560 10350 1120 6900 760 5300 448 4200 280 3700 208
8 9880 1504 7800 1080 5200 720 4000 416 3200 264 2800 192
10 7800 1400 6150 1008 4100 672 3200 384 2550 248 2200 176
12 6650 1400 5250 1008 3500 672 2650 384 2100 240 1860 176
16 4900 1200 3900 880 2600 584 2000 336 1600 216 1400 160
20 3900 1040 3100 776 2050 520 1600 304 1300 200 1100 144

1.0D
0.03D

RPM = REVOLUTION PER MIN.

FEED = mm/min.




2 FLUTE, MINIATURE, BALL NOSE
27], 1B, Bksk

, BEH=!
/R 30 PLAIN

” ﬁ o » Designed to machine high hardened materials.

\ AMTEREMRIEIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFAUIE, SETH, SFFROFEMRIRER.

» Excellent workpiece finishes.

FHMTHRmERE.
» Designed for high precision milling operation.
AEHEETIENRT.
» Higher wear-resistance.
M.
@®PLAIN SHANK ®G8AS53 Series _
Unit : mm
EDP No MILL SHANK LENGTH OVERALL
‘ +0. DIAMETER DIAMETER OF CUT LENGTH
G8A53004 0.2 0.4 6 0.4 50
G8A53005 0.25 0.5 6 0.5 50
G8A53006 0.3 0.6 6 0.6 50
G8A53008 0.4 0.8 6 0.8 50
G8A53010 0.5 1.0 6 1.0 50
G8A53012 0.6 1.2 6 1.2 50
G8A53015 0.75 15 6 15 50
G8A53020 1.0 2.0 6 2.0 50
RADIUS SHANK DIA.
TOLERANCE(mm) TOLERANCE

+ 0.005 hé

2 FLUTE, MINIATURE, BALL NOSE
29) 8wk

®G8A53
HARDENED STEELS
MATERIAL HEAT RESISTANT HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65
50000 1900 50000 45000 40000 35000 1050
0.5 50000 2400 50000 2100 45000 1900 40000 1500 35000 1300
0.6 50000 2900 50000 2500 45000 2200 40000 1800 35000 1600
0.8 50000 3900 50000 3300 45000 3000 40000 2400 35000 2100
1.0 50000 4800 50000 4200 45000 3800 40000 3000 35000 2600
12 50000 5100 48000 4300 43000 3850 38000 3000 34000 2700
15 50000 5400 48000 4500 43000 4000 37000 3100 33000 2700
2.0 49700 5700 47800 4800 40000 4000 35000 3150 32000 2800

0.02D_|

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, BALL NOSE FOR RIB PROCESSING
27) ¥k FAEINTREET]

. DuB=

— -— E/R o

{ *’ i - » Designed to machine high hardened materials.
Y
|

AL EREERRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR, SHFRGERINAE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

AT AR R,

» Corner radius against chipping in high speed
machining.

SINE A RTRA L R T KRR 7.

P Higher wear-resistance.

MR
@PLAIN SHANK ©®G8A46 Series )
Unit : mm
£DP o, ioF.{oos MILL DIAVETER SHANK DIAVETER LOEFNSJTH LEN%L*}EELOW OVERALII__sLENGTH DIAVETER
L1 L2 d3
GBA46805 0.3 01 4 0.3 45 0.085
GBA46806 03 01 4 05 45 0.085
GBA46002 01 0.2 4 05 45 017
GBA46977 01 0.2 4 1 45 017
GBA46958 01 0.2 4 15 45 0.17
GBA46003 0.15 03 4 1 45 0.27
GBA46959 0.15 03 4 2 45 0.27
GBA46986 0.15 03 4 3 45 0.27
GBA46004 0.2 0.4 4 1 45 0.37
GBA46960 0.2 0.4 4 2 45 0.37
GBA46961 0.2 0.4 4 3 45 0.37
GBA46981 0.2 0.4 4 4 45 0.37
GBA46987 0.2 0.4 4 5 45 0.37
GBA46005 0.25 05 4 2 45 0.45
GBA46979 0.25 05 4 4 45 0.45
GBA46963 0.25 05 4 6 5 0.45
GBA46964 0.25 05 4 8 45 0.45
GBA46957 03 0.6 4 2 45 0.55
GBA46988 03 0.6 4 3 45 0.55
GBA46915 03 0.6 4 4 45 0.55
GBA46989 03 0.6 4 5 45 0.55
GBA46006 03 0.6 3 6 35 0.55
GBA46916 03 06 4 6 45 0.55
GBA46917 03 06 4 8 45 0.55
GBA46990 03 0.6 4 10 45 0.55
GBA46918 0.4 08 4 2 45 0.75
GBA46919 0.4 08 4 4 45 0.75
GBA46008 0.4 08 4 6 45 0.75
GBA46901 04 0.8 4 8 45 0.75
GBA46965 0.4 08 4 10 45 0.75
15° u/\
5 f ds |
T e
f
RADIUS SHANK DIA. L,
TOLERANCE(mm) |  TOLERANCE Ls
L2 ‘
+ 0005 h6




2 FLUTE, BALL NOSE FOR RIB PROCESSING
27) ¥R FEEEINTAEET]

- . Guaa

M — » Designed to machine high hardened materials.
v
1

AMIEREERRgIT.

P Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFRTE, SREL SHFRGERIE.

»Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

AT AR I IRE.

pCorner radius against chipping in high speed
machining.

SN f AR AL T HIRT R 7).

P Higher wear-resistance.

SRR
@PLAIN SHANK ©®G8A46 Series
Unit : mm
EDP No. MILL DIAMETER |SHANK DIAMETER %EFNEJ'T" LEN%LF/LEELOW OVERALLLENGTH| X‘I\%TKER
L1 L2 3 ds
GBA46920 05 1.0 4 0.95
GB8A46921 05 1.0 4 0.95
GBA46923 05 1.0 4 0.95
GBA46010 05 10 4 0.95
GBA46924 05 1.0 4 0.95
GBA46902 05 1.0 4 0.95
GBA46925 05 1.0 4 0.95
GBA46903 05 1.0 4 0.95
GBA46904 05 1.0 4 0.95
GBA46926 05 1.0 4 0.95
GB8A46927 05 1.0 4 0.95
GBA46966 05 10 4 0.95
GBA46982 0.6 12 4 115
GBA46012 0.6 12 4 115
GB8A46983 0.6 12 4 115
GBA46905 0.6 12 4 115
GBA46930 0.75 15 4 145
GBA46015 0.75 15 4 145
GBA46931 0.75 15 4 1.45
GBA46906 0.75 15 4 1.45
GBA46992 0.75 15 4 1.45
GBA46907 0.75 15 4 145
GBA46932 0.75 15 4 1.45
GBA46939 10 20 4 1.95
GBA46940 1.0 2.0 4 1.95
GB8A46020 10 20 4 1.95
G8A46941 1.0 2.0 4 1.95
GBA46942 1.0 20 4 1.95
GBA46943 1.0 20 4 1.95
GBA46909 1.0 20 4 1.95
GBA46993 1.0 2.0 4 1.95
GBA46910 10 20 4 1.95
GBA46944 1.0 2.0 4 1.95
GBA46945 1.0 20 4 1.95
GBA46967 1.0 2.0 4 1.95
15°
5 K ds |
I z
f
RADIUS SHANK DIA. L1
TOLERANCE(mm) TOLERANCE Ls
L2
+ 0005 h6

| E 29



2 FLUTE, BALL NOSE FOR RIB PROCESSING
27) Bk B TR T]

/R D

_DJE o » Designed to machine high hardened materials.
|
I

AL EREERRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR, SHFRGERINAE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

AT AR R,

» Corner radius against chipping in high speed
machining.

SN f AR AL T HIRT AR 7).

P Higher wear-resistance.
M.

@®PLAIN SHANK ©G8A46 Series

Unit : mm

LENGTH LENGTH BELOW NECK

MILL DIAMETER |SHANK DIAMETER OVERALL LENGTH

EDP No. OFLCUT SHANK Ls DIAMETER
1 L2 ds
G8A46946 15 3.0 6 2.85
G8A46947 15 3.0 6 2.85
G8A46948 15 3.0 6 2.85
G8A46984 15 3.0 6 2.85
GB8A46030 15 3.0 6 2.85
GB8A46985 15 3.0 6 2.85
GB8A46911 15 3.0 6 2.85
G8A46968 15 3.0 6 2.85
G8A46969 15 3.0 6 2.85
G8A46970 15 3.0 6 2.85
G8A46949 2.0 4.0 6 3.85
G8A46950 2.0 4.0 6 3.85
GB8A46040 2.0 4.0 6 3.85
GB8A46912 2.0 4.0 6 3.85
GB8A46913 2.0 4.0 6 3.85
G8A46971 2.0 4.0 6 3.85
G8A46972 2.0 4.0 6 3.85
G8A46973 2.0 4.0 6 3.85
G8A46974 2.0 4.0 6 3.85
G8A46975 2.0 4.0 6 3.85
15°
= f ds |
J .
f
RADIUS SHANK DIA. L1
TOLERANCE(mm) TOLERANCE Ls
L2
+ 0.005 hé




2 FLUTE, BALL NOSE FOR RIB PROCESSING
29, Bkk , REEMM T A%

©G8A46

MATERIAL e ATAFQLELSCT\S(TSAETEE?EELS HARDENED STEELS HARDENED STEELS COPPER
HARDNESS HRc 30 ~ HRc 45 HRG 45 ~ HRc 55 HRc 55 ~ HRc 65
03

48000~50000 480~520  0.010~0.017 48000~50000 440~460 0.008~0.014 46000~50000 390~420 0.007~0.013 48000~50000 690~790  0.002~0.023

0.4 48000~50000 720~790  0.013~0.032 48000~50000 450~550 0.011~0.026 46000~50000 400~460 0.010~0.024 48000~50000 1000~1150 0.019~0.048
0.5 34100~49500 600~870  0.007~0.028 31900~35200 490~540 0.005~0.023 31900~35200 440~480 0.005~0.021 49000~50000 1100~1400 0.010~0.042
0.6 28600~40700 590~850 0.007~0.034 26400~29700 480~540 0.006~0.028 26400~29700 400~480 0.006~0.025 42000~50000 1100~1700 0.011~0.050
0.8 22000~30800 640~890  0.016~0.064 19800~22000 490~550 0.013~0.052 19800~22000 440~500 0.012~0.048 31000~50000 1100~2250 0.024~0.096
1.0 17600~24200  600~850  0.008~0.080 15400~17600 470~540 0.007~0.065 15400~17600 440~500 0.006~0.060 24000~49500 1100~2200 0.012~0.120
1.2 14300~18700 590~780  0.024~0.032 12000~14000 480~540 0.020~0.026 12000~14000 420~480 0.018~0.024 28500~38500 1480~1950 0.036~0.048
15 11000~14300 580~760 0.031~0.048 10000~11500 480~540 0.025~0.039 10000~11500 420~480 0.023~0.036 17000~28500 1100~1950 0.046~0.072
2.0 8500~11000 590~800 0.024~0.160 7900~8800  470~530  0.020~0.130  7900~8800  440~480 0.018~0.120 12600~24000 1100~2150 0.036~0.240
3.0 5700~8200 730~1000 0.064~0.240 5300~5800  590~650  0.052~0.195 5300~5800  550~620 0.048~0.120 11900~17000 1850~2700 0.096~0.360
4.0 4300~6200  680~990 0.080~0.320 3950~4400  550~620 0.065~0.026 3850~4400  530~570 0.060~0.240 6600~12500 1260~2500 0.120~0.480

Ae _1— \_
_I—

RPM = REVOLUTION PER MIN.
FEED = mm/min.




2 FLUTE, BALL NOSE FOR RIB PROCESSING
27) ¥k FEEIMTI AT

. BuB=X

v/ R !
** ﬁ - » Designed to machine high hardened materials.
'/ i AMISREEMRRIT.
! » Suitable for dry cutting, high speed cutting thanks to

newly developed raw-material and new coating.

EFFATE, SEVH, SHFLORMRILE.

Excellent workpiece finishes.

SHMTHREAREE.

» Designed for high precision milling operation.
AEREEIENRT.
» Higher wear-resistance.
EnE
@®PLAIN SHANK ©®G8A54 Series .
Unit : mm
o | o] B
G8A54005 0.25 0.5 6 0.5 15 50 0.45
GB8A54901 0.25 0.5 6 0.5 88 50 0.45
G8A54006 0.3 0.6 6 0.6 2.0 50 0.55
G8A54902 0.3 0.6 6 0.6 4.0 50 0.55
G8A54008 0.4 0.8 6 0.8 2.5 50 0.75
GB8A54903 0.4 0.8 6 0.8 55 50 0.75
GB8A54010 0.5 1.0 6 1.0 83 50 0.95
GB8A54904 0.5 1.0 6 1.0 6.7 50 0.95
GBA54905 0.5 1.0 6 1.0 12.0 50 0.95
G8A54012 0.6 1.2 6 12 4.4 50 1.15
G8A54906 0.6 1.2 6 1.2 8.0 50 1.15
G8A54015 0.75 1.5 6 1.5 5.0 50 1.45
G8A54907 0.75 15 6 1.5 9.7 50 1.45
G8A54908 0.75 15 6 1.5 15.0 50 1.45
GB8A54020 1.0 2.0 6 2.0 6.0 50 1.95
GB8A54909 1.0 2.0 6 2.0 13.0 50 1.95
GB8A54910 1.0 2.0 6 2.0 20.0 60 1.95
15—
f ds |
o) By
RADIUS SHANK DIA. L
TOLERANCE(mm) TOLERANCE Ls
L2 ‘
+ 0.005 h6




2 FLUTE, BALL NOSE FOR RIB PROCESSING
291, Bk, AREEM T HAHET]

©®G8A54

ALLOY STEELS
MATERIAL HEAT RESISTANT STEELS HARDENED STEELS HARDENED STEELS

HARDNESS HRc 30 ~ HRc 45 HRc 45 ~ HRc 55 HRc 55 ~ HRc 60

34100~49500 600~870 00064~0 0280 31900~35200 490~540 00052 00227 31900~35200  440~480 00048 00210

0.6 28600~40700 590~850 0.0072~0.0336 26400~29700 480~540 0.0058~0.0273 26400~29700 400~480 0.0054~0.0252
0.8 22000~30800 640~890 0.0160~0.0640 19800~22000 490~550 0.0130~0.0520 19800~22000 440~500 0.0120~0.0480
1.0 17600~24200 600~850 0.0080~0.0800 15400~17600 470~540 0.0065~0.0650 15400~17600 440~500 0.0060~0.0600
1.2 14300~18700 590~780 0.0240~0.0320 12000~14000 480~540 0.0195~0.0260 12000~14000 420~480 0.0180~0.0240
15 11000~14300 580~760 0.0304~0.0480 10000~11500 480~540 0.0247~0.0390 10000~11500 420~480 0.0228~0.0360
2.0 8500~11000 590~800 0.0240~0.1600 ~ 7900~8800  470~530 0.0195~0.1300  7900~8800  440~480 0.0180~0.1200

L7

Ae

RPM = REVOLUTION PER MIN.
FEED = mm/min.

|
X5070

END MILLS




2 FLUTE, SHORT LENGTH, BALL NOSE
27), 558, Bk

J@=)
* ELAIN p.E36

- » Designed to machine high hardened materials.

AL EREERRIT.

! » Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR, SHFRGERINAE.

» Excellent workpiece finishes.

SHMTHREAREE.

» Designed for high precision milling operation.
AR E SRR

» Higher wear-resistance.

EnE

@®SHORT LENGTH ©G8A28 Series

Unit : mm

LENGTH LENGTH BELOW NECK

OVERALL LENGTH

EDP No. MILL DIAMETER |SHANK DIAMETER OF CUT SHANK DIAMETER
d d L1 L2 Ls ds
G8A28001 0.05 0.1 4 O 40 ]
G8A28002 0.1 0.2 4 0 40 ]
GB8A28003 0.15 0.3 4 O 40 O
GB8A28004 0.2 0.4 4 O 40 O
GB8A28005 0.25 0.5 4 O 40 O
G8A28006 0.3 0.6 4 ] 40 ]
G8A28007 0.35 0.7 4 O 40 ]
G8A28008 0.4 0.8 4 ] 40 ]
G8A28009 0.45 0.9 4 a 40 ]
G8A28010 0.5 1.0 6 . 3 50 0.95
GB8A28015 0.75 15 6 2 4 50 1.45
GB8A28020 1.0 2.0 6 2.5 5 50 1.95
GB8A28025 1.75 25 6 3 7 50 2.4
G8A28030 15 3.0 6 4 10 60 2.85
G8A28040 2.0 4.0 6 5 10 60 3.85
G8A28050 2.5 5.0 6 6 12 60 4.85
G8A28060 3.0 6.0 6 7 15 60 5.85
G8A28901 4.0 8.0 8 9 15 60 7.7
GB8A28080 4.0 8.0 8 9 15 80 7.7
GB8A28902 5.0 10.0 10 11 25 60 9.7
GB8A28100 5.0 10.0 10 11 25 80 9.7
G8A28120 6.0 12.0 12 14 25 80 11.7
R
d3v />
BALL RADIUS SHANK DIA. d?j:U ﬁ@lﬁ
TOLERANCE(mm) TOLERANCE ]
DIAMETER | TOLERANCE L*L‘A'
uptoB [0~ - 0005 h6 e——Lo——»
over 6 ~ |0~ - 0010 < Ls »




2 FLUTE, STUB CUT LENGTH, BALL NOSE WITH EXTENDED NECK

27) #BYE, TRk | FEBIE(
/R D

— Q ~ pDesigned to machine high hardened materials.
|
|

AL SRR
P Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BEFFRTE, SREL SHFRGERIE.
»Excellent workpiece finishes.

SHMTHREAREE.
» Designed for high precision milling operation.
ARSIt
» Higher wear-resistance.
S
®PLAIN SHANK ©GB8A38 Series S
! ‘ L1 L2 $ ds
GB8A38010 0.5 1 4 1 2.2 50 0.95
G8A38012 0.6 12 4 1.2 2.6 50 11
G8A38015 0.75 15 4 15 3.0 50 1.4
G8A38020 1.0 2 6 2 4.0 50 1.9
G8A38030 15 & 6 & 6.0 60 2.9
GB8A38040 2.0 4 6 4 8.0 70 39
GB8A38050 25 5 6 5 10.0 80 4.9
GB8A38060 3.0 6 6 6 12.0 90 5.9
GB8A38070 B8I5 7 8 7 14.0 90 6.9
GB8A38080 4.0 8 8 8 16.0 100 7.9
G8A38090 4.5 9 10 9 18.0 100 8.9
G8A38100 5.0 10 10 10 20.0 100 9.9
G8A38120 6.0 12 12 12 24.0 110 11.9
G8A38140 7.0 14 14 14 28.0 110 13.8
GB8A38160 8.0 16 16 16 32.0 140 15.8
GB8A38180 9.0 18 18 18 36.0 140 17.8
GB8A38200 10.0 20 20 20 40.0 160 19.8
GBA38250 12.5 25 25 25 50.0 180 24.8
R
ds‘ f
] | [T =D e
BALL RADIUS SHANK DIA. ‘
TOLERANCE(mm) TOLERANCE L
DIAMETER | TOLERANCE L=
wpto6 |0~ - 0005 h6 L
over6~ |0~ - 0010 ‘ Le "

| E 352



2 FLUTE, SHORT LENGTH, BALL NOSE
27), 558, Bk

©G8A28, G8A38

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS

STEELS
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65~ HRc 70

overeron) | o [ reeo | wou | o | rou | reeo | oo [ reeo | oon | o | mow | remo
1 50000 4800 50000 4200 45000 3800 40000 3000 35000 2600 35000 2300

49700 5700 47800 4800 40000 4000 35000 3150 32000 2800 28500 2300
3 33100 6000 31800 5300 26500 4000 23500 3150 21000 2800 19000 2300
4 24900 6000 23900 5300 20000 4000 17500 3150 16000 2800 14500 2300
5 18600 5800 17800 4900 15000 3750 13500 3050 11500 2550 10500 2100
6 13900 4850 13400 4100 11000 3100 10000 2500 8800 2150 8000 1750
8 11100 4200 10700 3500 9000 2700 8000 2150 7000 1850 6500 1550

10 9300 3700 8900 3100 7500 2400 6600 1900 5800 1650 5300 1380

12 6950 2950 6680 2500 5600 1900 5000 1550 4400 1250 4000 1050

16 5570 2650 5350 2200 4500 1700 4000 1350 3500 1000 3200 850

20 4450 2350 4300 1950 3600 1500 3200 1200 2800 800 2550 660
0.02D_|

RPM = REVOLUTION PER MIN.
FEED = mm/min.




OPLAIN

SHANK

EDP No.

G8A59030
G8A59040
G8A59050
G8A59060
G8A59080
G8A59100
G8A59120
G8A59160
G8A59200

3 FLUTE, LONG LENGTH, BALL NOSE
371, hni& (8%77) , Bk

R

®G8A59 Series

BALL RADIUS
TOLERANCE(mm)

SHANK DIA.
TOLERANCE

DIAMETER

TOLERANCE

upto6

0~ —0.005

over 6~

0~ —0010

h6

I csAs9

MATERIAL

HARDNESS

I T = T = = R B T

4.0
5.0
6.0
8.0
10.0
12.0
16.0
20.0

MILL
DIAMETER

3.0
4.0
5.0
6.0
8.0
10.0
12.0
16.0
20.0

SHANK
DIAMETER

BUO=E
30° PLAIN

» Designed to machine high hardened materials.
A ISRt

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
EFFRIE, SEVEL SHFRERILE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Designed for high precision milling operation.
AR BHIIT

» Higher wear-resistance.

B
Unit : mm
LENGTH OVERALL
OF CUT LENGTH
8.0
8.0
10.0
12.0
14.0 100
18.0 100
22.0 110
30.0 140
38.0 160

3 FLUTE, LONG LENGTH, BALL NOSE

37, fni& (5%77) , kK

HARDENED STEELS

HEAT RESISTANT

STEELS

HRc 30 ~ HRc 40

32000
24080
20000
18000
13500
10800
9050
6700
5400

8600
7700
7250
8570
7350
6530
6100
4600
3600

HARDENED STEELS

HRc 40 ~ HRc 50

26840

20130 5430
16780 5430
15200 6220
11300 5250
9100 4590
7590 4260
5690 3250
4550 2620

0.02D_|

HARDENED STEELS

HRc 50 ~ HRc 55

19840
14880
12400
12200
9200
7350
6130
4600
3670

HARDENED STEELS HARDENED STEELS

HRc 55 ~ HRc 60 HRc 60 ~ HRc 65

18680 4040 12780 2760
3880 14220 3650 9580 2500
3690 11670 3470 8000 2370
4500 11100 3830 7590 2460
3980 8320 3350 5690 2130
3450 6660 2870 4550 1960
3190 5530 2400 3800 1640
2480 4160 1800 2850 1230
1980 3300 1440 2280 980

RPM = REVOLUTION PER MIN.
FEED = mm/min.




6 FLUTE, 4500 HELIX, CORNER RADIUS

671, ASEEERTE R, RS 5t T
DEO=

» Designed to machine high hardened materials.
AL EREERRIT.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRUE, SR, SHFRGERINAE.

» Excellent workpiece finishes.
SHMTHREAREE.

» Deep slotting is possible by reduced neck.

AT AR R,

» Corner radius against chipping in high speed
machining.

SN f AR AL T HIRT AR 7).

P Higher wear-resistance.

i BRI
@®PLAIN SHANK ©®G8A39 Series
Unit : mm
LENGTH NECK
1 L2 ds
GB8A39916 0.25 6 6 6 14 50 5.85
G8A39060 0.5 6 6 6 14 50 5.7
G8A39080 0.5 8 8 8 24 60 7.7
G8A39100 1.0 10 10 10 30 70 9.7
G8A39120 1.0 12 12 12 30 75 11.7
G8A39901 0.5 6 6 13 O 70 O
GB8A39910 0.5 06 6 26 O 70 O
GB8A39902 0.5 8 8 19 O 90 O
GB8A39911 0.5 08 8 36 O 90 O
G8A39903 0.5 10 10 22 0O 100 O
G8A39904 1.0 10 10 22 O 100 O
G8A39912 1.0 10 10 46 0O 100 O
G8A39905 0.5 12 12 26 0 110 O
G8A39906 1.0 12 12 26 O 110 O
GB8A39913 1.0 012 12 56 O 110 O
GB8A39160 1.0 16 16 32 O 130 O
GB8A39907 15 16 16 32 O 130 O
G8A39914 15 016 16 66 0O 130 O
G8A39200 1.0 20 20 38 0 140 O
G8A39908 15 20 20 38 0O 140 O
G8A39909 2.0 20 20 38 0 140 O
G8A39915 2.0 020 20 76 O 140 O
R
d3‘ /7
d2 di
MILL DIA. SHANK ; —
TOLERANCE(mm) TOLERANCE ‘47 Li—»
0~ — 002 6 ) L ,
[ Extra Long Type '%": 0~ — 0.03] . Ls .




6 FLUTE, 450 HELIX, CORNER RADIUS
67], 45/Z 92 fa, EISHET]

©®G8A39

HARDENED STEELS
MATERIAL HEAT RESISTANT | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS | HARDENED STEELS
STEELS

HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65 HRc 65 ~HRc 70

omereron | row | e | o | reeo | ow | reeo | on | e | o | reeo | o | e |

24800 5350 23500 4900 16000 4900 13500 3300 10500 2100 8000 1450

8 20000 5500 19000 5000 12000 4600 10000 3100 8000 2000 6000 1400
10 16000 4900 15500 4500 9500 4100 8000 2900 6400 1800 4800 1300
12 13000 4500 12500 4100 8000 3800 6600 2500 5300 1600 4000 1150
16 10000 4000 9700 3700 6000 3400 5000 2300 4000 1250 3000 870
20 8000 3350 7800 3400 4800 3200 4000 2100 3200 1020 2400 690
0D 1.0D
0.05D 0.03D
% The Feed, in long & extra long types, should be reduced by around 50%. RPM = REVOLUTION PER MIN.
FEED = mm/min.

X5070

END MILLS
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NANO GRAIN
CARBIDE END MILLS




2 FLUTE, CORNER RADIUS FOR COPPER

27), s TR E S5
BEO=E)

» Designed to machine copper and other non-ferrous
materials.
ERATEREMBIEEE R
» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
BFFRATH, SEE, ZFFRHRMRLER.
»Excellent workpiece finishes.
SHMTHREERE.
»Deep slotting is possible by reduced neck.
AT AR I LR
» Corner radius against chipping in high speed
machining.
S f AR AL BT HIRT B 7).
» Higher wear-resistance.
S

@STUB CUT LENGTH ©G7A64 Series

Unit : mm

NECK
DIAMETER
ds

CORNER LENGTH LENGTH BELOW
EDP No. RADIUS MILL DIAMETER |SHANK DIAMETER OF CUT SHANK

R d d L. Lo

OVERALL LENGTH
]

G7A64020 0.5 2.0 6 3 9 1.95
G7A64030 0.5 3.0 6 4 9 2.85
G7A64901 0.5 3.0 6 4 16 2.85
G7A64902 0.5 3.0 6 4 20 2.85
G7A64040 0.5 40 6 5 12 3.85
G7A64903 0.5 4.0 6 5 16 3.85
G7A64904 0.5 4.0 6 5 20 3.85
G7A64060 0.5 6.0 6 7 20 5.85
G7A64905 1.0 6.0 6 7 20 5.85
G7A64906 15 6.0 6 7 20 5.85
G7A64080 1.0 8.0 8 9 25 7.70
G7A64907 15 8.0 8 9 25 7.70
G7A64100 1.0 10.0 10 11 32 9.70
G7A64908 15 10.0 10 11 32 9.70
G7A64910 0.5 12.0 12 12 38 11.70
G7A64120 1.0 12.0 12 12 38 11.70
G7A64909 15 12.0 12 12 38 11.70

g R
MILL DIA. 3
TOLERANCE(mm) SHANK DIA. T ’ ’C
TOLERANCE dzL [ i gi‘“
DIAMETER | TOLERANCE : Li,
upto5 0~ —0012 ‘
he | L2 >
from 6 ~ 0~ —0.015 Ls >

aD



2 FLUTE, CORNER RADIUS FOR COPPER - SLOTTING
27], sATHESHET] &

©G7A64

MATERIAL WROUGHT ALUMINIUM(Si < 6%) UNALLOYED COPPER THERMOPLASTICS
DIAMETER(mm)
3 50000 2600 44500 2350 50000 2100
4 50000 3680 33400 2100 50000 2600
6 44500 4670 22300 2100 50000 4200
8 33400 4560 16700 2100 50000 5700
10 26700 4770 13370 2100 40000 5500
12 22200 4660 11100 2100 33500 5600
16 16700 4730 8350 2100 25000 5500
20 13400 4650 6700 2100 20000 5600
25 10700 4700 5350 2100 16000 5500
0.5D
&
f——|
D

RPM = REVOLUTION PER MIN.
FEED = mm/min.

2 FLUTE, CORNER RADIUS FOR COPPER - SIDE CUTTING
271, $ahn TREZ5E7) M5t

©G7A64
MATERIAL WROUGHT ALUMINIUM(Si < 6%) UNALLOYED COPPER THERMOPLASTICS
DIAMETER(mm)
3 50000 4200 50000 3700 50000 3700
4 50000 5300 50000 4700 50000 5000
6 50000 7850 33400 4900 50000 7500
8 37500 7850 25000 4700 50000 8400
10 30000 7850 20000 4800 40000 8400
12 25000 7850 16700 4700 33500 8400
16 18500 6200 12500 4700 25000 8400
20 15000 7200 10000 4700 20000 8400
25 12000 6650 8000 4700 16000 8400
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