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It is most suitable for into grooving continuously from slotting.
It is released in a short type.
GS MILL SLOT is stocked in the regular cutting length.
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Three flutes
Process from driIIing to contour miIIing consecutively This end mill having designed originally three flutes can do processing from drilling to contour milling consecutively.
Even with small machine high efficient processing Fluctuation of cutting force is small, and can do high efficiency processing in small spindle machining center.
Minimizes fluttering and burr it optimizes ditch shape, and even low hardness and low clamp power such as a sheet restrain vibration and burr.
Chip removal is well stability processing It is superior to lubricity and hot hardness by new GSX coating, and realize good chip removal and long tool life.
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) HE | Ik | 28 VR BEmE ) HE | Ik | 28 VR BEmE
CODE D 2 L d Price CODE D 2 L d Price
GSXSLT0100C-1.5D | 1 15] 40 | 4 4,500 GSXSLT0900C-1.5D 9 | 14| 70 | 10 | 10800
GSXSLT0150C-1.5D | 15| 23| 40 | 4 4,500 GSXSLT1000C-1.5D | 10 | 15 | 70 | 10 9,200
GSXSLT0200C-1.5D | 2 | 3 | 40 | 4 3,800 GSXSLT1200C-1.5D | 12 | 18 | 75 | 12 | 12,600
GSXSLT0250C-1.5D | 25| 38| 40 | 4 3,800 GSXSLT1600C-1.5D | 16 | 24 | 90 | 16 | 36,000
GSXSLT0300C-1.5D | 3 | 45| 45 | 6 4,600
GSXSLT0400C-1.5D 4 | 6 | 45 | & 5,300 T s — #FEE (mm) Tolerance
GSXSLT0500C-15D | 5 | 75| 50 | 6 5,800 3 0~—0015
GSXSLT0B00C-15D | 6 | 9 | 50 | 6 | 6200 3 2 =
GSXSLT0700C-1.5D 7 11 60 8 9,300 S REFRE N6 alh:40°
GSXSLT08000-1 5D 8 12 60 8 7,900 Tolerance of Shank Dia. Helix angle
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Work Material el S Carbon Steels, Cast Irons Alloy Steels, Pre-hardened Steels Hardened Steels Hardened Steels Stainless Steels Nt T“am;' AA%S
EEXS (150~250HB) (25~35HRC) (35~45HRC) (45~50HRC) (SUS304.316)
Millin iti [T £ L) [T £ [T T
SEo T\ mn | EEE | ERR ) REE | ERN | REE | RER | mEE ) RER | XEE | QER ) HEE )| gRn ) EEE
mm min~' mm/min min~' mm/min min~"' mm/min min~' mm/min min~' mm/min min~"' mm/min min~"' mm/min
1 19,600 300 19,600 300 18,300 210 12,700 130 9,000 80 11,000 90 9,000 65
2 11,200 410 11,200 410 10,500 280 7,300 170 5,300 100 6,400 120 5,300 90
4 6,400 550 6,400 550 6,000 370 4,200 230 3,000 140 3,600 150 3,000 120
% 6 4,600 670 4,600 670 4,300 460 3,000 270 2,200 170 2,700 180 2,200 130
n 8 3,400 670 3,400 670 3,200 460 2,200 270 1,600 170 2,000 180 1,600 130
I 10 2,800 670 2,800 670 2,600 460 1,800 270 1,300 170 1,600 180 1,300 130
£ 12 2,300 670 2,300 670 2,200 460 1,500 270 1,100 170 1,300 180 1,100 130
% 16 1,700 550 1,700 550 1,600 370 1,100 230 800 140 1,000 150 800 100
3 20 1,350 490 1,350 490 1,300 330 900 210 650 120 800 130 650 90
CIALE ap 1.5D 1D
Depihof Cut | o 0.05D 0.02D
1 19,600 240 19,600 300 18,300 210 12,700 130 9,000 80 11,000 65 4,500 25
2 11,200 320 11,200 410 10,500 280 7,300 170 5,300 100 6,400 85 2,650 35
& 4 6,400 450 6,400 550 6,000 370 4,200 230 3,000 140 3,600 100 1,500 50
m 6 4,600 540 4,600 670 4,300 460 3,000 270 2,200 170 2,650 130 1,150 55
I 8 3,400 540 3,400 670 3,200 460 2,200 270 1,600 170 2,000 130 800 55
"5" 10 2,800 540 2,800 670 2,600 460 1,800 270 1,300 170 1,600 130 650 55
38 12 2,300 540 2,300 670 2,200 460 1,500 270 1,100 170 1,300 130 500 55
© 16 1,700 440 1,700 550 1,600 370 1,100 230 800 140 1,000 110 400 45
20 1,350 390 1,350 490 1,300 330 900 210 650 120 800 90 320 40
TRAR 15, 0.2D 0.5D 0.2D 0.05D 0.2D
1 19,600 70 19,600 90 18,300 60 12,700 40 9,000 25 11,000 20 4,500 10
llj 2 11,200 90 11,200 120 10,500 80 7,300 50 5,300 30 6,400 25 2,650 15
0 4 6,400 130 6,400 160 6,000 110 4,200 70 3,000 40 3,600 30 1,500 20
P 6 4,600 160 4,600 200 4,300 130 3,000 80 2,200 50 2,650 40 1,150 20
% 8 3,400 160 3,400 200 3,200 130 2,200 80 1,600 50 2,000 40 800 20
T 10 2,800 160 2,800 200 2,600 130 1,800 80 1,300 50 1,600 40 650 20
o 12 2,300 160 2,300 200 2,200 130 1,500 80 1,100 50 1,300 40 500 20
‘%5 16 1,700 130 1,700 160 1,600 110 1,100 70 800 40 1,000 35 400 15
Z 20 1,350 110 1,350 140 1,300 100 900 60 650 35 800 30 320 10
TRAR | 5p 0.2D 0.5D 0.2D 0.05D 0.2D
1. 7= RERICEIRE PRSI RETHEXE RRICEUTIBIEH4ETEL T, 1. Adjust milling condition when an unusual vibration, different sound occur by cutting.
2. CEROEROESEERP EEYEIERMAIOELEVS S, BE R T ERIEE, 2. When using low speed machines, use the maximum speed and adjust the feed rate.
ZOHBE EEEDBECHETTFTEED, 3. Use highly rigid machining center and holder.
3. i?ﬁbf:?]ﬂlé‘ﬁ’)f:&)[l!{\ LB BHEIE DEL \ﬁﬁ-zﬁJbﬁ—&:{EFﬁ(ffék Yo g 3:2 iannm?gtkzzlgr‘:vd'\ftoi:)r?r\}r’] rg;ggif Stainless Steels, Nickel Alloys, Titanium Alloys.
g' FITMIOBEETT7—TA—EERL T, 6. Use step feed in drilling for stainless steels, Nickel Alloys, Titanium Alloys. The amount of the step is 0.1D
6.
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JLBEsREZERT (0276) 46-7511

O LHRFURDCHFELF<LEER I DHENDDET,
OFNYOTEHNBORMNEAZREUE T,

EBERE)IL17F (03) 55685111

78 H A 32 #t (06) 6748-1952 RHARRTYS—

FEMEE (086) 244-0002  AfEREEYS—
INESE SR (082) 8325111

UM 32 55 (092) 441-2505

ERALECYS—

(03) 3692-6421
(052) 682-3060
(0B) 6744-9775

CATALOG NO. 2284

2008.5.P-SE-SE




