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Process from drilling to contour milling consecutively

This end mill having designed originally three
flutes can do processing from drilling to contour
milling consecutively.
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Minimizes fluttering and burr.

It optimizes ditch shape, and even low hardness
and low clamp power such as a sheet restrain
vibration and burr.
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Even with small machine high efficient processing
Fluctuation of cutting force is small, and can do
high efficiency processing in small spindle
machining center.
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Chip removal is well stability processing.

It is superior to lubricity and hot hardness by new GS coating,
and realize good chip removal and long tool life.
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Comparison of cutting force in thin plate processing
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Comparison of abrasion
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TE:6mm EIRIHE : KEME
Tool cutting fluid water
PIERE © 40m/min - Y= Tt a—(E#T—/¥30%)
Cutting Speed Machining center #30 taper spindle
EVREE ¢ 420mm/min
Feed (0.07mm/t)
#HIM : S35C HRES5mm

Work thickness
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Use application

Machine part, Contour milling in mold and die.
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Suitable for contour milling
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Effective for Burr restraint of the thin plate milling that a clamp power is poor at
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CODE D 2 L d Stock CODE D £ L d Stock
GSSLT3030SF 3 8 50 6 () GSSLT3080SF 8 19 80 8 o
GSSLT3040SF 4 11 50 6 ([ J GSSLT3100SF | 10 22 90 10 [
GSSLT3050SF 5 13 60 6 () GSSLT3120SF | 12 26 90 12 [
GSSLT3060SF 6 13 60 6 ([ J GSSLT3160SF | 16 32 115 16 [ ]
P 3N
- SHE (mm) I? FFAE (mm) Tolerance 3 flutes
%#BZ Above EUF Up to SR JBREBE N6
3 0~—0.015 Tolerance of Shank Dia.
hlhA :40°
3 ON_OOS Helix angle
EEYEIEMS BIEMI.;EINI Standard Milling Condition.”Side Milling & Grooving
| BERM. xRE A4M. TLN—K R = N <A BIEMIOES
Wj?gﬁﬁjafgrial Structural Steels,Carbon Steels Cﬁ'ﬁns Alloy SsiaeﬁPﬁ:;rdﬁrsgASieels Havﬁéﬁeels lea%-le/si/s;t(e?; N@:{?ﬂ(ﬁ}?@ﬁ&i\%s Side Miling =]
N e FCFCD L 45~50HRC sUS304.,316 20~45HRC
PIEIES
Miling Conditions | [m) g% PRV E Bk BRIV E EER% BRURE [EIE e BRURE [EIE e KR FE [EIEes BRVRE
HH4E Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min~! mm/min min~! mm/min min~! mm/min min~! mm/min min~! mm/min min~! mm/min
4 6000 500 6000 500 5800 350 3600 190 3300 130 2000 70
6 4600 580 4600 580 4300 390 2500 200 2200 140 1400 80
8 3400 580 3400 580 3200 390 1850 200 1600 140 1000 80
10 2800 590 2800 590 2600 390 1500 200 1300 140 800 80 Eo’{;[\]/%g@i% =
12 2300 590 2300 590 2200 400 1250 200 1100 140 700 80
16 1700 470 1700 470 1600 380 900 190 800 130 500 70
BIEMT | ar 1.5D 1.0D 1.5D 1.0D
Side Milling| ge 0.1D 0.05D 0.1D 0.05D «] Z
ANL | ap 1D 0.2D 0.3D 0.2D
EEYFEISEMSF FJJJII standard Milling Condition, Slotting
Hﬁ““‘ Slrucﬁ?iﬁ‘gfﬁ\eels ﬁ% A\gﬁgg I?r;l;lgr:j;téiﬁels MAm Z?“"/l/?(_ﬁﬁ my‘%ﬁ‘ ?97‘%&
Work Material A © Cast Irons SCM NAK.HPM Hardened Steels Stainless Steels Nickel Alloys,Titanium Alloys
S B e FC,FCD SuigRE 45~50HRC SUS304,316 20~45HRC
PIEIES
Miling Conditions | [El#x$Y EEE EE=E EEE (B} e RKUEE (Bl e RUEE Bl e XHRE [EEREY XHEE
SR Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min~! mm/min min~! mm/min min~! mm/min min~! mm/min min~! mm/min min~' mm/min
4 4000 150 4000 150 2400 90 2000 60 2400 70 1600 40
6 2700 150 2700 150 1600 90 1300 60 1600 70 1100 40
8 2000 140 2000 140 1200 90 1000 60 1200 70 800 40
10 1600 130 1600 130 1000 80 800 50 1000 60 640 40
12 1300 110 1300 110 800 70 660 40 800 50 530 30
16 1000 100 1000 100 600 70 500 40 600 50 400 30
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Use highly rigid machining center.
Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
Adjust milling condition when unusual vibration, different sound occur by cutting.
Drilling condition assumes use in thin sheet or #30 taper spindle machining center.

In highly rigid machine and work, can raise rotation and feed to 1.5 times of table values.
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