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About GESAC

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC) is a Sino-foreign joint venture company established in 1989.
It is designated by the State as a high-tech enterprise. GESAC is the largest subsidiary of the Shanghai Stock
Exchange listed company: Xiamen Tunsten Co.,LTD.(Stock code:SH600549) It's main products are tungsten metal
powder, tungsten carbide powder, cemented carbide, cutting tools and other tungsten related products. GESAC is
the largest producer and exporter of tungsten metal powder and tungsten carbide powder in China and also enjoys
good reputation in manufacturing high quality cemented carbide and precision cutting tools.

GESAC has a team of talented staff constantly striving to be stronger. GESAC is equipped with the world’s most
advanced technologies, manufacturing equipment and testing facilities. The “Golden Egret’brand products are
renowned for high quality and excellent service. Our clients are spread across more than forty developed countries
and regions all over the world.

GESAC owns a national level R&D center, and has undertaken and finished many national and provincial research
projects independently, such as National Science and Technology Support Plan project, National major special
science and technology project, National Key Technologies R&D Program, National Torch Program, National
Important New Products project etc. GESAC has received numerous awards such as “National Standard High-tech
Enterprise”, “Enterprise with Advanced Technology” and “Export-oriented Enterprise” from the state government.

GESAC adheres to the philosophy of “sincerity and dependability are our essence” and strives to develop into a
modern enterprise with “first class equipment, first class technology, first class management, first class quality and
first class service”.
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Product Chain

GESAC has a complete tungsten product chain from tungsten ore to tungsten powder, cemented carbide products

and cutting tools.
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ISO Milling Indexable Inserts Identification System

Symbol Shape | Comer Angle | Figure Symbol Relief Angle Tolerance (mm) Tolerance(inch)
o o Symbol
H Hexagon 120 O A 3 Y Corner Thickness(s) 1.C.Size Corner Thickness(s) I.C.Size
s Heigh Heigh
o) Octagon 135° O B 5 leight(m) (2d) eight(m) (@d)
c 7°
b Pontagon 108° S, A +0.005 +0.025 +0.025 +0.0002 +0.001 +0.001
D 15° F +0.005 +0.025 +0.013 +0.0002 +0.001 +0.0005
S Square 90° L] E 20° C +0.013 +0.025 +0.025 | +0.0005 +0.001 +0.001
T Triangle 60° A F 25° H +0.013 +0.025 +0.013 | +0.0005 +0.001 +0.0005
S E +0.025 +0.025 £0.025 +0.001 +0.001 +0.001
C 80 G 30°
S G +0.025 £0.13 +0.025 +0.001 +0.005 +0.001
D 55 N 0
E 750 +0.05~ +0.002~
: Rhombic e D 5 o J +0.005 +0.025 fo"g; +0.0002 +0.001 foobooozs
o e} Others 000~ vl
M 86 K +0.013 £0.025 013 +0.0005 +0.001 +0.005
v 35° £0.05~ £0.002~
w Trgon 00 Q L +0.025 £0.025 013 +0.001 +0.001 +0.005
+0.08~ +0.05~ +0.003~ £0.002~
L Rectangle 90° ] % M £0.18 20.13 +0.13 +0.007 £0.005 £0.005
A 85° ’ +0.08~ +0.05~ +0.003~ +0.002~
B | pacldogan 82° —J N 0.18 0.025 £0.13 £0.007 £0.001 £0.005
K 55° +0.13~ +0.08~ +0.005~ +0.003~
u £0.13 +0.005
R Round O @Relief Angle Symbol +0.38 +0.25 +0.015 +0.01
(@®Shape Symbol ®Tolerance Symbol
| — ‘
@Chipbreaker /Hole Symbol ®Cutting Edge Length Symbol(ISO)(mm)
Hole .
bol| Hole Chipbreaker| Shape . S @ A
Sym Shape <N P @ & VAN _@ = @ 1.C.Size
; (mm)
N Without |17/ Symbol| Length |Symbol| Length |Symbol| Length |Symbol| Length |Symbol| Length | Symbol| Length |Symbol| Length |Symbol| Length
R | Without — SS'EJQJS' Fax_7 03 | 397 | 03 | 4.0 06 | 69 | 4 | 48 3.97
. Double- e— 04 | 476 | 04 | 4.8 08 |82 | 5 |58 476
sided 05 5 - - - - - - - - - - - - - - 5
A Without | 111 \T1/ 05 [ 556 | 05 | 56 | 03 |38 | 09 |96 | 6 | 68 5.56
Single- 6|6 | -] - |~-]~]-]=-]-]=-]=]=-]=]=-]=-]=1°%8
M With Hol " FIANXITY
throle | sided 06 | 635| 06 | 65| 04 |43 | 11 | 11| 7 | 78| 11 |12 6.35
G Double- | 113 07 | 794 | 08 | 81 | 05 | 54 | 13 [138] 9 | 97 7.94
w With hole | Without T 7| %8 8 ~ ~ ~ - - = - ~ ~ — = ~ B 8
hdone Sl 09 |9.525| 09 |9.525| 09 | 9.7 | 06 | 65 | 16 |165| 11 |11.6| 16 |16.6| 16 |19.7 | 9.525
v 4 -
T 40600 | ag |EXONT| 10 [ 10 | - | - | ~ | = | = | ~ | = | = | = [ =~ <1T=-T 1w
Q | ity | With hole | Without O 12 | 12 — ~ - ~ - - — - ~ - - ~ - - 12
! oond o 12 (127 | 12 [ 127 | 12 |129| 08 | 87 | 22 | 22 | 15 |155| 22 |22.1 12.7
u 40°~60° Ds"igg'(f' 0O 15 [15875| 15 |15875| 16 | 16.1| 10 | 10.9 | 27 |27.5| 19 |19.4 15.875
B With hole | Without TN/ 16 | 16 - = = — = - — = - = - = = = 16
andone 19 |19.05| 19 |19.05| 19 |19.3| 13 | 13 | 33 | 33 | 23 |23.3 19.05
countersin i -
H 7080 | g EXONIT7|[20 [20 | - | - | - | - | - | - | - [ - |- |- [-[-]-1]%2
c it hore | Without o 22 |22225| 22 | 226 38 | 385 27 |27.1 22.225
and two 25 | 25 | -- - - - - - - - - - - -] -] - 25
J countersinks D;gg'(?- ONOx| 25 | 254 | 25 | 254 | 25 | 258 44 | 44 | 31 | 31 25.4
31 [31.75| 31 |31.75| 32 |32.2 55 | 55 | 38 |38.8 31.75
X | — — — 31 [ 32 | - | — | - | - | - | -] || =-]~-]-1]=-1]-1]-] 3

002




GESAC INDEXABLE MILLING | MILLING TOOLS

Insert Shape:H,0,P,S,T,C,E,M,W,R
Tolerance of I.C.Size(@d)| Tolerance of Corner Tolerance of I.C.Size(@d)| Tolerance of Corner
I.C.Size (mm) Height(m)(mm) I1.C.Size (mm) Height(m)(mm)
(mm) Classdl | classu | SN | classu (inch) Classdl | classu | CESNC | classu
6.35 0.250
9525 +0.05 +0.08 +0.08 +0.13 0375 +0.002 +0.003 +0.003 +0.005
12.7 +0.08 +0.13 +0.13 +0.2 0.500 +0.003 +0.005 +0.005 +0.008
15.875 +0.1 +0.18 +0.15 +0.27 0.625 +0.004 +0.007 +0.006 +0.011
19.05 0.750 Thickness
Symbol
25.4 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 +0.010 +0.007 +0.015 (mm)
31.75 1.250 01 1.59
+0.15 +0.25 +0.2 +0.38 +0.006 +0.010 +0.008 +0.015
32 1.260 T 1.98
02 2.38
T2 2.78
Insert Shape: D Insert Shape: V 03 318
Inscribed Circle Size | Tolerance of I.C.Size Tolerarhcsigrf“Corner Inscribed Circle Size | Tolerance of I.C.Size Toleranﬁ:i :rl:tCOrner T3 3.97
mm in mm in mm in mm in mm in mm in gg ggg
6.35 0.250 +0.05 +0.002 +0.11 +0.004 6.35 0.250 +0.05 +0.002 +0.15 +0.006 06 6-35
9.525 0.375 +0.05 +0.002 +0.11 +0.004 9.525 0.375 +0.05 +0.002 +0.15 +0.006 07 7'94
12.7 0.500 +0.08 +0.003 +0.15 +0.006 12.7 0.500 +0.08 +0.003 +0.20 | +0.008 09 9'52
15.875 0.625 +0.10 +0.004 +0.18 £0.007 15.875 | 0.625 +0.10 +0.004 £0.27 | x0.011 - :
19.05 | 0750 | $0.10 | #0.004 | $0.18 | #0.007 19.05 | 0750 | 0.10 | 0.004 | #0.27 | +0.011 Thickness Symbol

T3 AG E N PM
04 MO T - MM

- =

D.Theoretical diameter of - . . ) I
i @Wiper Angle or Nose Radius ®Major cutting edge (@Direction
s. insert thickness I Symbol | Description Shape Symbol Hand
X Relief Angle Corner-Re F sh Ed R Right
m.see Fig. Approach EdgS A8 arp Edge | \ g ig
Kngie
_ Re E R-Honed C} L Left
v f
: Approach | C4ting Relief Corner- T Chamfer C} N Neutral
Symbol Z‘r)'ngle Edge | Symbol | Angle | Symbol Re(mm)
K gd Angle of Wiper g |Chamferand C}
o A 45° | a5 D 15° 00 | 003 R-Honed
o
o D 30° 60° E 20° 02 0.2 ‘J_P
E 15° 75° F 25° 04 0.4 @Chipbreaker Symbol
%
& F 5° 85° G 30° 08 0.8 7/ /
¢ 5 pe Py 5 D 2 12 Symbol Machining Condition A
% - PL Light Cutting for Steel
> z Others Z | Others | 16 16 PM | Medium Cutting for Steel #_‘,
| Wiper 20 2.0 PR Rough Cutting for Steel
Eﬁi"' 24 2.4 KM Medium Cutting for
) Cast Iron
WA Linear 28 28
t @ A Rough Cutting for
@ » KR Cast Iron
) WB | Largearc-shaped 4 32 3.2
‘? B i Medium Cutting for
MM ]
N Radi Stainless Steel
- ose Radius
wcC Canvexarc. @ c o1 et Detailed Reference :
shaped TI7T Designation System for Milling Chipbreaker
00 Inch Size
wz Others O MO Metric Size
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Milling Toos Identification System

MF A 1 45 160 R

o Teo el e e Te

@®Milling Tool Type @Series Number @Lead Angle ®Cutting Direction
\p | General Face 45 ‘ 45 = 45° R | RightHand
Face Milling
Milling Tangential Face L Left Hand
MV o
Milling ’7
ME General Shoulder
Smﬁ::ier Milling ®Serial Number ®Cutting Diameters
9 | MH| Helical Milling
MP Rough Profile ! First 160 ‘ 160 = 160mm
Pr.o.file Milling 2 Second
Milling 315 | Ball nose Milling
Slot Side and
Milling MS Face Milling

MK | High Feed Milling

Others | MC | Chamfer Milling

MX | Special Milling
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09 C 40 S E 13 (M)

To el e fTo (o (@2 (o

@No. of teeth ©Coupling Size @ Insert A%gelgrance @ Body Length
09 ‘ o5 40 ‘ 40 = 40mm N 0° S Short
’7 ‘ B 5° M Normal
) C 7° L Long
®Type of Coupling @Insert Shape
P 11°
A Atype \% 35°Rhombic
D 15°
B B type D 55°Rhombic
E 20°
(¢} C type (o} 80°Rhombic
F 25°
D D type S Square
M Threaded T Triangle
Interface
p Straight Shank R Round (@ Cutting Edge Length
W | Weldon Shank L Rectangle 13 ‘ 13 = 13mm
BT BT type
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GESAC

Indexable Mliiling Product Lineup

Type

Approach Angle

Insert

Cutter

Shape

Profile

Face
Milling

ODO06:ap.=4.0mm

oD*T

MFA143
( P40-200 )

Smoothly cutting
with universal
property ,
specially suit

for efficiency
face milling for
connection face
of mechanical
components with
different material

45°

@)

SE13:ap;.,=6.0mm

MFA145
( ®P50-9125)

SE13:ap;,q=6.0mm

SE*T

P023

MFA145
( P50-963 )

Smoothly cutting
with universal
property ,
specially suit

for efficiency
face milling for
connection face
of mechanical
components with
different material

Dy

SN12:ap.=5.0mm

SN*U

MFB145
( P50-9315)

Smoothly cutting
with universal
property ,
specially suit

for efficiency
face milling for
connection face
of mechanical
components with
different material
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Indexable Mliiling Product Lineup

Type

Approach Angle

Insert

Cutter

Shape

Profile

Face
Milling

SN12:ap,.x=5.0mm

SN*U

MFB245
( ®50-P315)

Smoothly
cutting with
universal
property ,
specially suit
for efficiency
face milling for
connection face
of mechanical
components
with different
material

0°

=

HNO09:ap,,,=8.0mm

HNO09:ap,,=8.0mm

HN*X

MFB160
(P125-0315)

o

Efficiency and
economically

MFB260
(®80-0315 )

face milling
specially for
cast iron

45°

>

SB12:ap,,,=5.0mm

SBEX

Smoothly
cutting with
universal
property ,
specially suit
for efficiency
face milling for
connection face
of mechanical
components
with different
material
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Indexable Mliiling Product Lineup

Type Approach Angle Insert Cutter Shape Profile
SEEN
45° SEMN -
SEEX
SE12:ap,,,=5.0mm
SE15:ap,,,=6.5mm P039
SEEN-R -
Smoothly
cutting with
universal
SE12:ap,,,=5.0mm _— property ,
specially suit
Face for efficiency
Milling face milling for
connection face
of mechanical
components
with different
. material
45 SPEN -
SP15:ap,,,,=6.5mm
SP19:ap,,,,=8.0mm
SP25:ap,,,,=10.0mm P040
SP12:apmax=9.5mm
SP15:apmax=11.5mm
SP19:apmax=14.0mm e
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Indexable Mliiling Product Lineup

Type Approach Angle Insert Cutter Shape Profile

SPEN-W -

oo
(

SP15:ap,a,=11.5mm P041

I

SPER -
Smoothly cutting
with universal
SP12:8P=9.5mm = property ,
specially suit
Face for efficiency
Milling face milling for
connection face
of mechanical
components with
different material
SPNR -
45°
SP15:ap.x=6.5mm Pt

/% 45° sPcw -

SP09:ap,,.=3.5mm
SP12:ap,,,=5.0mm
SP15:ap,,,=6.5mm P043
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Indexable Mliiling Product Lineup

Type Approach Angle Insert Cutter Shape Profile
/ SPKT -
45° 0 °
SP12:ap,,,=5.0mm P043
Smoothly
cutting with
universal
property ,
TPER specially suit
Face 90° TPKR - for efficiency
Milling TPKN face milling for
connection face
of mechanical
components
TP16:ap,,=22.0mm with different
TP22:ap,.=30.0mm e material
TPNR -
Y ‘ ’
TP22:2p,4,=30.0mm 2
Suitable for
the cutting
of steel,
cast iron and
Shoul- MEA190 stainless steel,
der APM(G)T ( D16-1250 ) mainly used for
Milling shoulder milling,
face milling,
pocket
milling,slot
milling etc.
AP16:ap,.,=14.0mm P046

AP11:ap.x=9.0mm
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Indexable Mliiling Product Lineup

Type Approach Angle Insert Cutter Shape Profile

Suitable for the
cutting of steel,
cast iron and
stainless steel,
mainly used for
shoulder milling,
face milling,
pocket
milling,slot
milling etc.

Shoul-
der
Milling

XPHT -

XP16:ap,,=14.0mm o]

Suitable for the
cutting of steel,
cast iron and
stainless steel,
mainly used for
shoulder milling,
face milling,
pocket
milling,slot
milling etc.

MPA100

RD (D10-0125)

RDO05:ap.x=2.5 mm
RDO7:ap.x=3.5 mm
RDO08:ap.x=4.0 mm
RD10:apsx=5.0 mm

RD12:ap,,x=6.0 mm
RD16:ap.x=8.0 mm P

Suitable for the
cutting of steel,
cast iron and
stainless steel,
mainly used for
shoulder milling,
face milling,
pocket
milling,slot
milling etc.

Shoul-
der
Milling

MPB100

RP (D16-0125 )

RPO08:ap,.,=4.0 mm
RP10:ap;,,,=5.0 mm

RP12:ap;,,=6.0 mm
RP16:ap,,,=8.0 mm P057

Suitable for the
cutting of steel,
cast iron and
stainless steel,
mainly used for
shoulder milling,
face milling,
pocket
milling,slot
milling etc.

MPC100

RC ( ©20-0125)

RC10:ap,,=5.0 mm
RC12:ap,=6.0 mm

RC16:ap,,,=8.0 mm
RC20:ap,x=10.0 mm 062
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GESAC

Indexable Mliiling Product Lineup

Type

Approach Angle

Insert

Cutter

Shape

Profile

High
Feed
Milling

UDO08:apa=1.0mm
UD12:apa=1.5mm
UP17:ap;.,=2.0mm

UbD/UP

MKA110
( ©20-®100 )

Suitable for
the cutting of
steel, castiron
and stainless
steel, mainly
used for face
milling and
pocket milling

SD12:ap,.,=2.0mm
SD15:ap.x=3.0mm

SDMT

MKB113
(®32-9125)

Suitable for
the cutting of
steel, castiron
and stainless
steel, mainly
used for face
milling and
pocket milling

Solt
Milling

Crax=13.0mm
Crin=10.0mm

CNEU

P081

MSA110-
MSA113
( ®80-P160 )

Suitable for
the cutting of
steel, castiron
and stainless
steel, mainly
used for face
milling and
pocket milling

Crax=8.0mm
Cin=4.0mm

SNEX

MSA104-108
(®100)

Mainly used
for steel , cast
iron,suitable
for automobile
and aviation
industry.
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Indexable Mliiling Product Lineup

Type Approach Angle Insert Cutter Shape Profile
MCA130
( 925-932)
30°
("
SP09:ap,,,,=3.0mm
SP12:ap,.=4.5mm
Suitable for

Chamf- - MCA145

er SPMT (D25-032)

milling ( 450

SP09:ap,,,,=5.0mm
SP12:ap,.=7.0mm

the cutting of
steel,stainless
steel and
heat-resisting
alloy,mainly
used for chamfer
milling.

. MCA160

(P25-032)
60°
1

SP09:ap,,,,=6.0mm
SP12:ap,,,=8.0mm i
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Milling Insert Grades
(1) Grades For P Applications

Grade Application Coating Structure Advantages

The new upgrade TiAIN+ coatinghas
excellent heatresistance and oxidation
resistance.

Application:Dueto the high adhesion
strength to the cemented carbide substrate
with high wear resistance and damage
resistance,GA4230 can achievestable
processing under different cutting
conditions.

General Milling with

GA4230 Medium Load

Nano-structure AICrN coating
combinedwithmicro-grained cemented
carbide su bstrate.

Application: Suitable for medium to
low speed milling of steel and cast iron
materials and etc.

General
Milling with Medium
Load

GA4225

Medium-thick MT-TiCN+AI 2

O 3 coatingcombined withfine
grainedcemented carbide
substrate,hassuperior toughnessand great
wear resistance.

Application:Suitable forfinishing to
semi-finishing offrommedium to high
speedmilling of steel.

GP2115 Semi-finishing

The new upgrade AICrN+TiN
coatingcombined

withmicro-grained cemented
carbidesubstrate,

has great wear resistance.
Application:Suitable for semi-finishing to
light

roughing of steel.

Semi-finishing

GP4225 and Roughing

Uncoated metal ceramicmilling gradehas
excellent wear resistance, toughness and
chipping resistance.

Application:General millingprocessing of all
types of material, especially for steel.

Finishing and

GP01TM Semi-finishing
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Milling Insert Grades
(2) Grades for M Applications

Grade Application

Coating Structure

Advantages

GM2140 Roughing

The new upgrade MT-
TiCN+AI22033coatingcombined
withfinegrained cemented carbide
substrate with high strengthhas greatwear
resistance, superior toughnessand thermal
stability.

Application:Suitable for semi-finishingand
rough milling ofstainless steelandhigh-
temperatureheat resistant alloys.

(3) Grades for K Applications

Grade Application

Coating Structure

Advantages

Semi-finishing

GK4125 and Roughing

The latest TiAINcoating combined
withmicrofine-graincemented

carbide substrate has high adhesion
strength,excellent wear resistance and
toughness.

Application: suitable for general-purpose
medium to roughing milling of grey cast
iron and nodular iron under dryandwet
conditions.

GK2115 Semi-finishing

The latest medium-thickMT-
TiCN+AI203coatingcombined with fine
grainedcemented carbide substrate

has superior toughnessand great wear
resistance to ensure the processing
stability and high effectiveness.
Application:Suitable for finishing to semi-
finishing milling for cast iron under medium
tohigh speed conditions.
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Milling Insert Grades
(4) Grades For N Applications

Grade Application Coating Structure Advantages

ncoated cemented carbides grade has
excellent wear resistance.

Application: Suitable forsemi-finishing
milling foraluminum alloys and part
ofsomesteels.

GA0115 Semi-finishing

Uncoatedfine-graincemented
carbidegradehas greatwear resistance
andtoughness.

Application:Suitable for semi-finishing to
roughing of copper, aluminum and other
nonferrous metals.

Semi-finishing and

GN9125 Roughing

(5) Grades For S Applications

Grade Application Coating Structure Advantages

The latest TiAINcoating combined
withmicro-grained cemented carbide
substrate with high toughnesshasexcellent
wear resistance and toughness.
Application:Suitable forsemi-finishing to
roughingmilling of titanium alloys and high-
temperatureheat resistant alloys.

Semi-finishing and

GS4130 Roughing
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Milling Insert Grades Introduction and Application

Workpi 1SO Coating
orpiece Uncoating Cermet

CVvD PVD

P01

P10
P20
P30
P40
P50

GP01TM

GA4225
GP4225

MO1

M10

M [

M30

GM2125
GA4225
GA4230

Stainless Steel

M40

GM2140
GS4130

M50

K01
K K10
K20

Cast Iron K30

GP01TM

GK4125

K40

NO1

N10
o

Nonferrous Metal [ENY
N40

GN9125

S01

S10

S20

S30

S40

HO1
H10

Hardened Material gVl
H30

GA4230
S4130
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GESAC

Pitch Type

Choosing proper cutting tool teeth number is extremely important for balancing efficiency and precision in milling application. Under the
same cutting speed Vc& feed per teeth fz, increase the number of cutting edges can effectively increase producing efficiency, even though
also increase the cutting force at the same time. Machine Power is an influence factor for cutting tool teeth number choosing. GEASC
provides three type pitch for different application.

MFB145-080
Shape
Coarse pitch Close pitch Extra Close pitch
NO. of Teeth Z:=5 Z=7 Z:=8
The close-pitch cutter has the best The close-pitch cutter has the best
he coarse-pitch cutterhas superior balance of rigidity and efficiency, balance of rigidity and efficiency,
rigidity,suitable for unstable most suitable for general purpose most suitable for general purpose
working condition. cutting of various material. cutting of various material.
Aoplication Mainly used in high feeding, large Most suitable for medium feeding Most suitable for medium feeding
PP cutting depth(ap).Big size chip. and medium cutting depth (ap). and medium cutting depth (ap).
First priority for carbon steel and Medium size chip. Medium size chip.
stainless steel machining Also suitable for hardened steel Also suitable for hardened steel
and heat-resistance alloy. and heat-resistance alloy.
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Face Milling

OD*T

General Face Milling Inserts 15ﬂ#
S

Dimensions (mm) Coated oat- el

Ordering Code

,_

W)

w

&

Py
GA4225
GA4230
GP4225
GP2115
GM2140
GK4125
GK2115
GS4130
GN9125
GPO1TM

ODKT060508-GL 6.5 | 15875 | 556 | 5.56 | 0.8

(@]
[ ]
o
o
o
o
o
o

ODKT060508-GM 65 | 15875 | 556 55 |08| O | @ | O | O | O | ®| ®@ | O
ODMTO060508-GM | 6.5 | 15875 | 556 | 556 |08 | O | O | O | O | O | O | O | O

ODKT060508-GH 6.5 | 15875 | 556 | 556 08| O | O | O | O
ODMTO060508-GH | 6.5 | 15875 | 556 | 556 |08 | O | O | O | O

ODKT060508-AL 6.5 | 15875 | 556 | 5.56 | 0.8 [ ]

ODKWO060508-WB | 6.5 | 15875 | 556 | 556 |08 | O | O | O | O o | O

e Stock o Available upon Order
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

OD*T Series Geometry

Light Cutting Medium Cutting Heavy Cutting General cutting Wiimaes
for General material | for G G eneral material for General material for aluminum alloys PP
GL GM GH AL wB

= |

Large rake angle with
narrow edge width.
Suitable for Light
milling of low cutting
speed and low feed

Large rake angle
smoothly cutting.

High stability milling can
be achieved under
general cutting
conditions.

Wide chip pocket with
strong cutting edge for
Rough cutting.

Large rake angle,sharp
cutting edge and good
chip control.

Wiper design to improve
the surface quality.




GESAC INDEXABLE MILLING | MILLING TOOLS

Face Milling

MFA143 =

Arbor
1
Fig1 Fig2 Fig3
Dia- Dimensions (mm) L
Ordering Code met- |Teeth ap ?augrte Cootl Shape |Stock
ers $D PdD1 ddm H w T (EEDS ISE all
MFA143040R03A160D06 40 3 40 50 16 40 8.4 5.6 4 OD*0605 X Fig1 [
MFA143050R04A220D06 50 4 50 60 22 40 | 104 | 6.3 4 OD*0605 X Fig1 [
MFA143063R05A220D06 63 5 63 72 22 40 | 104 | 6.3 4 OD*0605 X Fig1 [ )
MFA143080R06B270D06 80 6 80 90 27 50 | 124 7 4 OD*0605 X Fig2 [ )
MFA143100R07B320D06 100 7 100 110 32 50 | 144 8 4 OD*0605 X Fig2 [ )
MFA143125R08B400D06 125 8 125 135 40 63 | 16.4 9 4 OD*0605 X Fig2 [ )
MFA143160R10C400D06 160 | 10 | 160 170 40 63 | 16.4 9 4 OD*0605 X Fig3 [ )
MFA143200R12C600D06 | 200 | 12 | 200 210 60 63 | 25.7 14 4 OD*0605 X Fig3 [ )
e Stock o Available upon Order
Spare Parts
Parts Insert Screw Insert Spanner
Shape
Insert
SI60M5X12-07013 TT20P
OD**0605
730100961200 720300960515
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MILLING TOOLS | INDEXABLE MILLING GESAC

Recommended Cutting Data

Material Cutting peed mm/toot ( fz )
Workpiece Material Hardness Grade W (i) Light Cutting Medium Heavy Cutting
(L) Cutting (M) (H)
GA4225
. 220 0.2 0.25 03
Mild Steel <HB200 g:jggg (180-300 ) (0.1-0.3) (0.1-0.4) (0.2:0.5)
GA4225
n Carbon Steel Alloy <HRC35 GA4230 200 02 0.25 03
Stee = GP2115 (150-280 ) (0.1-0.3) (0.1-0.4) (0.2-0.5)
GS4130
Carbon Steel 150 0.2 0.25 0.3
Alloy Steel HRC35-45 GA4230 (120-250 ) (0.1-03) (0.1-04) (0.2:05)
Stainless Steel GM2140
: 160 0.15 02 0.25
M (Ferrite . <HRC35 GA4230 ° | - :
ooty A (100-250) (0.1-0.3) (0.1-03) (0.2-0.4)
Cast Iron HB350 GK2115 180 0.2 0.25 03
Nodular Cast Iron < GK4125 (120-250) (0.1-03) (0.1-04) (0.2-05)
Nonferrous 0.15 0.2 0.25
m Metal <Ial2{E itz =y (0.1-0.2) (01-0.3) (0.2:06)
B Heat-resistant Alloy GM2140
40 0.15 02
and <HRC35 GA4230 ;
Titanium Alloy GS4130 (30-60) (0.1-0.2) (0.1-0.3)




GESAC

INDEXABLE MILLING | MILLING TOOLS

Face Milling

SE*T

General Face Milling Inserts

\\

unc- e rm
Dimensions (mm) Coated oat- ot
ed
Ordering Code ) o o | v o 0 IS o 0 s
N E Y s e 2 e E
o N RN Rl A - S A R - IR R -
g 0o |lo|O0|lo|O0|l0|0O0|0 |0
. SEET1204AFEN-PL |12.7 | 12.7 |476| 55 | 12 | 25 | @ | O | O O
. SEET13T3AGEN-PL | 13.4 | 134 (3.97| 4.4 1 17 | e | ® | O | O | O O
SEET13T3AGEN-PM | 13.4 | 13.4 |3.97| 4.4 1.5 1.2 [ ] ] (@) O O O (o]
’ SEMT13T3AGEN-PM| 13.4 | 13.4 |3.97| 44 1.5 1.2 O O (@) O (@) O
SEET13T3AGSN-PH | 134|134 |397| 44 |15 |13 | 0O | O | O | O
a SEMT13T3AGSN-PH | 13.4 | 134 |397| 44 |15 |13 | 0O | O | O | O
a SEET13T3AGSN-KM | 13.4 | 13.4 |3.97| 4.4 1.5 1.3 O O @) e} O
o SEET13T3AGSN-KH | 134|134 |397| 44 |16 | 13 | O | O | O O | O
SEET13T3AGFN-AL | 13.4 | 134 |397| 44 | 04 | 2.2 O
—
‘ SEET13T3AGEN-WB (13 . 4| 134 (476|397 | 15 |237 | O | @ | O

eStock oAvailable upon Order
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

SE*T13T3 Series Geometry

Light Cutting for [Medium Cutting for| Heavy Cutting for | Medium Cutting for | Rough Cutting for | General cutting for Wiber
General material | General material | General material Cast Iron Cast Iron aluminum alloys P
AL WB

oy The chipbreaker

. 9 9 Smoothly cutting. specially applicable Special chipbreaker . .
with Narrow . ™ e . 4 . N Wiper edge with

) High stability milling Strong cutting edge for cast iron under for cast iron cutting Large rake angle, S
edgewidth. N N N N big circle shape to
for intermittent and heavy cutting. sharpcutting edge

Suit forlight milling
of low cutting speed
and low feed.

can be achieved
under general
cuttingconditions.

cutting condition.

general cutting
conditions.Most
medium milling can be
achieved.

Suitable for rough
cutting.

withsmoothly cutting

improve the quality
of finish surface.




GESAC

INDEXABLE MILLING

MILLING TOOLS

Face Milling

MFA145

Arbor

Coarse Pith

Diame-

Dimensions (mm)

Ordering Code tors Teeth o0 | oD apmax Insert Shim | Shape |Stock
1 ®dm H w T

MFA145050R03A22SE13 50 3 50 63 22 40 | 104 | 6.3 6 SE*T13T3 X Fig1 O

MFA145063R04A22SE13 63 4 63 76 22 40 | 104 | 6.3 6 SE*T13T3 X Fig1 O
oStock oAvailable upon Order

Close Pith
Ordering Code Diame- | geth Dimenalons (mm) apmax CELRE Shim | Shape |Stock
ters ®D | ®D1 | ®dm | H | W | T Insert

MFA145050R04A22SE13 50 4 50 63 22 40 10.4 6.3 6 SE*T13T3 X Fig1 [ )

MFA145063R05A22SE13 63 5 63 76 22 40 10.4 6.3 6 SE*T13T3 X Fig1 [ ]

MFA145080R06B27SE13 80 6 80 93 27 50 124 7 6 SE*T13T3 \/ Fig2 [

MFA145100R07B32SE13 100 7 100 113 32 50 14.4 8.3 6 SE*T13T3 \/ Fig2 [ )

MFA145125R08B40SE13 125 8 125 138 40 50 16.4 8.3 6 SE*T13T3 v Fig2 [ ]

eStock oAvailable upon Order
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

Face Milling

MFA145

Ddm

Shank
g
= ) A/\w
oo ||
D1
Coarse Pith Fig3
Diame- Dimensions (mm) Gauge
Ordering Code Teeth apmax | Shim | Shape | Stock
L= ®D | ®D1 | ®dm | H | Hi T
MFA145050R03P32SE13 | 50 3 63 32 120 | 39 6 SE*T13T3 Fig3
MFA145063R04P32SE13 63 4 76 32 120 | 39 6 SE*T13T3 Fig3
eStock oAvailable upon Order
Close Pith
f Dimensions (mm
Ordering Code Diame- | ety (mm) apmax e Shim | Shape | Stock
B ®D | ®D1 | ®dm | H | H Lt
MFA145050R04P32SE13 | 50 4 63 32 120 | 39 6 SE*T13T3 Fig3
MFA145063R05P32SE13 | 63 B 76 32 120 | 39 6 SE*T13T3 Fig3
eStock oAvailable upon Order
Spare Parts
Parts Shim Shim Screw L Type Wrench Insert Screw Insert Spanner
Shape
Insert
X X TH35L SI60M3.5X8.0-05410I TT15P
SE*T13T3
X X 720301260019 730100961115 720300960510
DSE1300S SSAM5X8.5F TH35L SI60M3.5X11.6-05410I TT15P
SE*T13T3
HOK40DSE1300S 730100910042 720301260019 730100961110 720300960510
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GESAC

INDEXABLE MILLING | MILLING TOOLS

Recommended Cutting Data

Material

Cutting Speed

mm/tooth ( fz )

Workpiece Material Grade - - -
Hardness Ve T ) Medium Medium Heavy Cutting
Cutting (L) Cutting (M) (H)
GA4225
250 0.15 0.2 0.3
Low Carbon Steel <HB200 GP4225
GA4230 (210-350) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GA4225
GA4230 220 0.15 0.2 0.3
n Carb°”8tsézle' sy SHNCER GP2115 (170-270) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GS4130
Carbon Steel Alloy 140 0.15 0.2 0.3
Steel HRC35-45 GA4230 (100-180) (0.1-0.2) (0.1-0.3) (0.2-0.4)
M Stainless Steel <HRC35 (G;\Alli;gg 180 0.15 0.2 0.3
(Ferrite, Martensite) - (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GS4130
Gray Cast Iron <HB350 GK2115 180 0.15 0.2 0.3
Nodular Cast Iron - GK4125 (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
. 0.15 0.2 0.3
m Aluminum <HB260 GN9125 2300 (0.1-0.2) (0.1-0.3) (0.2-0.4)
GM2140
. 40 0.15 0.2
E Heat-resistant Alloy <HRC35 g/s\:?gg (20-50) (0.1-0.2) (0.1-0.3) -




Bunn sigexspu; x>

MILLING TOOLS | INDEXABLE MILLING GESAC

Face Milling

SN*U i
e = ,B,
General Face Milling Inserts
S
. . Unco-|Cerm-
Dimensions (mm) Coated el | e
Ordering Code Lﬁ § Lﬁ © g L w|g © E
L D S d1 R bs :(r :(r S % SRS S o) S
(O] O O O o (O] O O O o
SNEU1206ANEN-GL 127 1127163560 | 08 |22 | @ | @ | O | O| O | ®@| ®@ | O
SNEU1206ANEN-GM 12.7 63560 08|22 | @ | @€ O| ®@€| O | @ | ®@ | O
n SNMU1206ANEN-GM 12.7 6.35 | 6.0 | 0.8 | 2.2
SNEU1206ANSN-GH 12.7 6.35 | 6.0 | 0.8 | 2.2
u SNMU1206ANSN-GH 12.7 6.35 | 6.0 | 0.8 | 2.2
SNEU1206ANFN-NL 12.7 6.35 | 6.0 | 0.8 | 2.2 °
SNEU1206ANEN-GW 12.7 6356008 | 56 e |  ®@| O|O [ IR ]

eStock oAvailable upon Order

028



GESAC

INDEXABLE MILLING

| MILLING TOOLS

SN*U Series Geometry

Light Cutting Medium Cutting Heavy Cutting General cutting Wibper
for General material for General material for General material for aluminum alloys pp
|
GL GM GH NL GW
SIS ELG Sl Tl Smoothlycutting.High Wiper edge with

Narrow edgewidth.Suit
for lightmilling of low
cutting speed and low
feed.

stability milling can be
achieved under general
cutting conditions

Strong cutting edge
for intermittent cutting
condition.

Large rake angle, sharp
cutting edge withsmo-
othly cutting .

big circle shape to
improve the quality of
finish surface.
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

Face Milling

MFB145

Arbor(With Shims)

Coarse Pith

Diam-

Dimensions (mm)

Gauge

Inner-

Ordering Code olers Teeth o0 1 oo | oam T 1 W - apmax Insert Shim el Shape| Stock
MFB145050R03A22SN12 50 3 50 66 22 40 104 | 6.3 5 SN*U1206 | \ Fig1 [ )
MFB145063R04A22SN12 | 63 4 63 79 22 40 104 | 6.3 5 SN*U1206 | \ Fig1 )
MFB145080R05A27SN12 | 80 5 80 96 27 50 124 | 7.0 5 SN*U1206 | y Fig1 )
MFB145100R06B32SN12 | 100 6 | 100 | 116 32 50 144 | 8.0 5 SN*U1206 | X Fig2 )
MFB145125R07B40SN12 | 125 7 | 125 | 141 40 63 16.4 | 9.0 5 SN*U1206 | X Fig2 O
MFB145160R08C40SN12 | 160 8 | 160 | 176 40 63 16.4 | 9.0 5 SN*U1206 | X Fig3 O
MFB145200R10C60SN12 | 200 | 10 | 200 | 216 60 63 | 25.7 | 14 5 SN*U1206 | X Fig3 O
MFB145250R12C60SN12 | 250 | 12 | 250 | 266 60 63 | 25.7 | 14 5 SN*U1206 | X Fig3 (@)
MFB145315R15D60SN12 | 315 | 15 | 315 | 331 60 63 | 25.7 | 14 5 SN*U1206 | X Fig4 O

eStock oAvailable upon Order
Close Pith

Ordering Code 2@2‘ Teeth T D"::::'Ons :nm) - : apmax ?:Sl;grte Shim (!225;9 Shape| Stock
MFB145050R04A22SN12 50 4 50 66 22 40 | 104 | 6.3 5 SN*U1206 v v Fig1 )
MFB145063R05A22SN12 | 63 5 63 79 22 40 | 104 | 6.3 5 SN*U1206 \/ R Fig1 [ ]
MFB145080R07A27SN12 | 80 7 80 96 27 50 |124 | 7.0 5 SN*U1206 \ 3 Fig1 [ ]
MFB145100R08B32SN12 | 100 8 | 100 | 116 32 50 | 144 | 8.0 5 SN*U1206 \ X Fig2 [ ]
MFB145125R10B40SN12 | 125 | 10 | 125 | 141 40 63 | 16.4 | 9.0 5 SN*U1206 \ X Fig2 [ ]
MFB145160R12C40SN12 | 160 | 12 | 160 | 176 40 63 | 16.4 | 9.0 5 SN*U1206 \ X Fig3 [ ]
MFB145200R14C60SN12 | 200 | 14 | 200 | 216 60 63 | 257 | 14 5 SN*U1206 \ X Fig3 [ ]
MFB145250R16C60SN12 | 250 | 16 | 250 | 266 60 63 257 | 14 5) SN*U1206 \ X Fig3 °
MFB145315R20D60SN12 | 315 | 20 | 315 | 331 60 63 | 257 | 14 5 SUNIIZ(O'\Q) y X Fig4 ®

030
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GESAC

INDEXABLE MILLING |

MILLING TOOLS

Face Milling

MFB145

Arbor(With Shims)

Extra Close Pith

f Dimensions (mm) .
Ordering Code Diam- | ggeth apmax CELRL Shim| nner Shape| Stock
eters ®D | ®D1 | ddm H w T Insert cooling
MFB145050R05A22SN12 | 50 5 50 66 22 40 | 104 | 6.3 5 SN*U1206 | \ Fig1 [
MFB145063R06A22SN12 | 63 6 63 79 22 40 | 104 | 6.3 5 SN*U1206 | \/ Fig1 [ )
MFB145080R08A27SN12 | 80 8 80 96 27 50 | 124 | 7.0 5 SN*U1206 | \/ Fig1 [ )
MFB145100R10B32SN12 | 100 | 10 | 100 | 116 32 50 | 144 | 8.0 5 SN*U1206 | X Fig2 [ )
MFB145125R12B40SN12 | 125 | 12 | 125 | 141 40 63 | 16.4 | 9.0 5 SN*U1206 | X Fig2 o
MFB145160R15C40SN12 | 160 | 15 | 160 | 176 | 40 63 | 16.4 | 9.0 5 SN*U1206 | X Fig3 o
MFB145200R18C60SN12 | 200 | 18 | 200 | 216 | 60 63 | 25.7 | 14 5 SN*U1206 | X Fig3 o
MFB145250R21C60SN12 | 250 | 21 | 250 | 266 | 60 63 | 25.7 | 14 5 SN*U1206 | X Fig3 o
MFB145315R24D60SN12 | 315 | 24 | 315 | 331 60 63 | 25.7 | 14 5 SN*U1206 | X Fig4 o
oStock oAvailable upon Order
Spare Parts
Parts Shim Shim Screw L Type Wrench Insert Screw Insert Spanner
Shape
Insert
SNU1206 DSN1206M SSAM6X7.5F TH40L SI60M4X15.8-07108 TT15P
HOK40SSN12 730100910075 720301260456 730100961150 720300960510
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

Face Milling

MFB245

Arbor(No Shims)

-
- iqrﬂl_

[

i

[
- L

(T~

Coarse Pith
Ordering Code Diam- | eeth Dimensiens (mm) apmax Gauge | gy | Inner- Shape| Stock
eters oD | ®D1 | ddm | H W T Insert cooling

MFB245050R03A22SN12 50 3 50 66 22 40 104 | 6.3 5 SN*U1206 X \/ Fig1 ]

MFB245063R04A22SN12 63 4 63 79 22 40 104 | 6.3 5 SN*U1206 X v Fig1 [ )

MFB245080R05A27SN12 80 5 80 96 27 50 124 | 7.0 5 SN*U1206 X R Fig1 [

MFB245100R06B32SN12 100 6 100 116 32 50 144 | 8.0 5 SN*U1206 X X Fig2 [

MFB245125R07B40SN12 125 7 125 141 40 63 16.4 | 9.0 5 SN*U1206 X X Fig2 @)

MFB245160R08C40SN12 160 8 160 176 40 63 16.4 | 9.0 5 SN*U1206 X X Fig3 (@)

MFB245200R10C60SN12 200 10 | 200 | 216 60 63 25.7 14 5 SN*U1206 X X Fig3 @)

MFB245250R12C60SN12 250 12 | 250 | 266 60 63 25.7 14 5 SN*U1206 X X Fig3 (@)

MFB245315R15D60SN12 315 15 | 315 | 331 60 63 25.7 14 5 SN*U1206 X X Figd (@)
eStock oAvailable upon Order

Close Pith
Ordering Code Diam- | feeth Dimenaiens (mm) apmax CELEE Shim C(I)I:)rl}ig Shape Stock
eters ®D [ ®D1 | ®dm | H | W | T Insert

MFB245050R04A22SN12 50 4 50 66 22 40 | 104 | 6.3 5 SN*U1206 X \ Fig1 [ )

MFB245063R05A22SN12 | 63 5 63 79 22 40 | 104 | 6.3 5 SN*U1206 X \/ Fig1 [ )

MFB245080R07A27SN12 | 80 7 80 96 27 50 | 124 | 7.0 5 SN*U1206 X \ Fig1 [ )

MFB245100R08B32SN12 | 100 8 100 | 116 32 50 | 144 | 8.0 5 SN*U1206 X X Fig2 [ )

MFB245125R10B40SN12 | 125 | 10 | 125 | 141 40 63 | 164 | 9.0 5 SN*U1206 X X Fig2 [ )

MFB245160R12C40SN12 | 160 | 12 | 160 | 176 40 63 | 164 | 9.0 5 SN*U1206 X X Fig3 [ )

MFB245200R14C60SN12 | 200 | 14 | 200 | 216 60 63 | 25.7 | 14 5 SN*U1206 X X Fig3 [ )

MFB245250R16C60SN12 | 250 | 16 | 250 | 266 60 63 | 25.7 | 14 5 SN*U1206 X X Fig3 [ )

MFB245315R20D60SN12 | 315 | 20 | 315 | 331 60 63 | 25.7 | 14 5 SN*U1206 X X Fig4 [ )
eStock oAvailable upon Order
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GESAC

INDEXABLE MILLING | MILLING TOOLS

Face Milling

MFB245

Arbor(No Shims) fw

- b I r
Extra Close Pith
f Dimensions (mm) .
Ordering Code Diam- | reeth apmax Ll Shim | Inner Shape|Stock
eters oD | ®D1 | ®dm | H w T Insert cooling
MFB245050R05A22SN12 | 50 5 50 66 22 40 | 104 | 6.3 5 SN*U1206 | \/ Fig1 °
MFB245063R06A22SN12 | 63 6 63 79 22 40 | 104 | 6.3 ) SN*U1206 | \ Fig1 ®
MFB245080R08A27SN12 | 80 8 80 96 27 50 | 124 | 7.0 5 SN*U1206 | \/ Fig1 )
MFB245100R10B32SN12 | 100 | 10 | 100 116 32 50 | 144 | 8.0 5 SN*U1206 | X Fig2 | @
MFB245125R12B40SN12 | 125 | 12 | 125 | 141 40 63 | 16.4 | 9.0 5 SN*U1206 | X Fig2 | O
MFB245160R15C40SN12 | 160 | 15 | 160 | 176 40 63 | 16.4 | 9.0 5 SN*U1206 | X Fig3 | O
MFB245200R18C60SN12 | 200 | 18 | 200 | 216 60 63 | 25.7 | 14 5 SN*U1206 | X Fig3 | O
MFB245250R21C60SN12 | 250 | 21 | 250 | 266 60 63 | 25.7 | 14 5) SN*U1206 | X Fig3 | O
MFB245315R24D60SN12 | 315 | 24 | 315 | 331 60 63 | 25.7 | 14 5 SN*U1206 | X Figd | O
oStock oAvailable upon Order
Spare Parts
Parts Insert Screw Insert Spanner
Shape
Insert
SI60M5X14-07010 TT20P
SN*U1206
730100961212 720300960515
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MILLING TOOLS | INDEXABLE MILLING GESAC

Recommended Cutting Data

Cutting Speed mm/tooth ( fz )
Workpiece Material ] Grade
P Hardness Ve ( rr Medium Medium Heavy Cutting
Cutting (L) Cutting (M) (H)
GA4225
250 0.15 0.2 0.3
Low Carbon Steel <HB200 gf\ggg (200-300) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GA4225
GA4230 220 0.15 0.2 0.3
Carb”gi‘:f' Ay Hnless GP2115 (170-270) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GS4130
Carbon Steel Alloy 150 0.12 0.15 0.2
Steel HRC35-45 GA4230 (100-200) (0.1-0.15) (0.1-0.2) (0.15-0.25)
M Stainless Steel <HRC35 g'xlﬂgg 180 0.15 0.2 }
(Ferrite, Martensite) - GS4130 (130-250) (0.1-0.2) (0.1-0.3)
Gray Cast Iron <HB350 GK2115 180 0.15 0.2 0.3
Nodular Cast Iron - GK4125 (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
. 800 0.15 0.2
m Aluminum <HB260 GN9125 (300-1000) (0.1-0.2) (0.1-0.3) -
Heat-resistant Alloy <HRC35 gngg 40 0.05 0.1 B
- GS4130 (20-50) (0.05-0.1) (0.05-0.15)




GESAC

INDEXABLE MILLING

| MILLING TOOLS

Face Milling

HN*X

General Face Milling Inserts

Dimensions (mm) Coated UlnE- | (Rl
ated et
Ordering Code wlo|lw|w|o|lwl|wl| o 0 s
SRESEEINESE T [RS = (ceiy S IR =
A B I B - 3 - S A R =N IR I N I -
O O O O o (O] (O] (O] (O] o
HNEX090520-KF 9.5 16.2 5.56 - 2.0 [ ] [ )
HNEX090510-KF 9.5 16.2 5.56 - 1.0 ] ]
HNEX090520-KM 9.5 16.2 5.56 - 2.0
. HNMX090520-KM | 9.5 | 162 | 556 | - | 2.0
HNEX090516-KR 9.5 16.2 5.56 - 1.6
. HNMX090516-KR 9.5 16.2 5.56 - 1.6 (@] (@)
HNEX090530-KR 9.5 16.2 5.56 - 3.0 o [}
HNEX090502-WC 9.5 | 15.875 | 5.56 - 0.2 [ ) [}

oStock

oAvailable upon Order

035

Bulin sigexapu; >



MILLING TOOLS

| INDEXABLE MILLING

GESAC

HN*X Series Geometry

Light Cutting for Castlron

Medium Cutting for Castlron

Rough Cutting for Castlron

Wipper

KF KM KR wC
Light cutting chipbreaker Medium cutting chipbreaker heavy cutting chipbreaker Wiper insert

Large rake angle through a small
ridge width and smaller width
slot design

Sector shape antilitter surface
designing with unique edge
width ratio

Large flank width design with a
unique rake face designing

Obtained high surface quality
and stability with Cartridge,




GESAC

INDEXABLE MILLING |

MILLING TOOLS

Face Milling
=
MFB160 b=
Arbor(Adjustable) .
=
]
iy,
1 '
. \ - |
Close pitch Fig3
Dimensions (mm)
Ordering Code Dltam- Teeth apmax (Isaugrte Shim Innlt_er- Shape [Stock
G ®D | ®D¢ [ddm | H | W | T W2 cooling
MFB160125R15B40HN09 125 | 15 | 125 | 135 | 40 | 63 | 164 | 9 8 HN*X0905 X v Fig1 [ )
MFB160160R20C40HNO9 160 | 20 | 160 | 170 | 40 | 63 | 164 | 9 8 HN*X0905 X v Fig2 | @
MFB160200R25C60HNO9 | 200 | 25 | 200 | 210 | 60 | 63 | 25.7 | 14 8 HN*X0905 X \ Fig2 | @
MFB160250R30C60HNO9 | 250 | 30 | 250 | 260 | 60 | 80 | 25.7 | 14 8 HN*X0905 X v Fig2 | o
MFB160315R40D60HNO9 315 | 40 | 315 | 325 | 60 | 80 | 25.7 | 14 8 HN*X0905 X \ Fig3 | O
oStock oAvailable upon Order
Spare Parts
Axial
Parts Adjustment clamp wedge Screw Screw Cartridge Wrench Wrench
wedge
Shape
Insert
CWA1 CWA2 SDAM6X20 SDAM8X24.5 - TH30L TH40L
HN*X0905
731309009055 731309009056 730100460059 730100460067 731300363291 720301260455 720301260456
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MILLING TOOLS | INDEXABLE MILLING GESAC

Face Milling

.

MFB260 @5 &

Arbor(Unadjustable)
- oo 7 57,
an J L [ W'
Close pitch Fig3 Fig
i Dimensions (mm) 5
Ordering Code Diam- | geth apmax ?auge Shim Innlgr Shape | Stock
eters ®D | ®D1 | ddm | H w T nsert cooling
MFB260080R08A27HNO9 | 80 8 80 90 27 50 | 1.24 7 8 HN*X0905 X X Fig1 °
MFB260100R10B32HNO9 | 100 | 10 | 100 | 110 | 32 50 | 144 8 8 HN*X0905 X X Fig2 [ )
MFB260125R15B40HN09 | 125 | 15 | 125 | 135 | 40 63 | 16.4 9 8 HN*X0905 X X Fig2 [ )
MFB260160R20C40HN09 | 160 | 20 | 160 | 170 | 40 63 | 16.4 9 8 HN*X0905 X X Fig3 o
MFB260200R25C60HN0O9 | 200 | 25 | 200 | 210 | 60 63 | 25.7 14 8 HN*X0905 X X Fig3 o
MFB260250R30C60HNO9 | 250 | 30 | 250 | 260 | 60 80 | 25.7 14 8 HN*X0905 X X Fig3 o
MFB260315R40D60HN09 | 315 | 40 | 315 | 325 | 60 80 | 25.7 14 8 HN*X0905 X X Fig4 o
eStock oAvailable upon Order
Spare Parts
Parts clamp wedge Screw Wrench
Shape
Insert
CWA1 SDAM6X20 TH30L
HN*X0905
731309009055 730100460059 720301260455

Recommended Cutting Data

Material Cutting Speed mm/tooth ( fz )
Workpiece Material Hard Grade . Medium Cutting | Medium Cutting Heavy
areness Ve (o ) (L) (M) Cutting (H )
m Cast Iron <HB350 GK4125 280 0.15 0.2 0.3
Nodular Cast Iron = GK2115 ( 180-400 ) (0.1-0.2) (0.1-0.3) (0.2-0.4)

038



GESAC INDEXABLE MILLING | MILLING TOOLS

Face Milling

N

SBEX Lo

ISO Face Milling Inserts

Dimensions (mm) Coated Unco-|Cerm-
ated | et
Ordering Code | o | v o) o | v v | o 0 =
S8 S| 8|E/8 /28|88 ¢
L D S 0 bs < < < N o < N < o S
< | < |l |a | S| | x| 0 z @
O|lo|o|lo0o |||l |lo| o | o
SBEX1204ZZ-1 12.7 | 12.7 | 4.76 | 45° 0.8 O O

eStock oAvailable upon Order

SEEN/SEMN/SEEX L

ISO Face Milling Inserts \ /T~D 201,:/\ /

Dimensions (mm) Coated e Ein

ated | et

Ordering Code wl olw|lw| ol wl|w| o 0 s

S8 /S8 |3 |S|s|28|& |k

L D S (5] bs < < < N N < N < o S

< | < ||| S| X | X | »n z a

g|lo|lo|lo|o|lo|lOo|0O| O 0]
SEEN1203AFTN | 12.7 12.7 3.18 | 45° | 23 e} @)
SEEN1204AFTN | 12.7 12.7 | 476 | 45° | 24 (e} (@)
SEEN1504AFTN | 15.875 | 15.875 | 4.76 | 45° | 2.4 e} @)
SEMN1204AFTN | 12.7 12.7 | 476 | 45° | 24 (e} (@)

SEEX1203AFTN | 12.7 12.7 | 3.18 | 45° | 3.0 e} o | O

eStock oAvailable upon Order

039
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MILLING TOOLS | INDEXABLE MILLING

GESAC

Face Milling
R S
SEEN-R T 7
- —
ISO Face Milling Inserts JT~D é ;
- 207
L
Dimensions (mm) Coated Sz (E2i
ated | et
Ordering Code g1 818|288 28|82
L D S R I S S T T B N S B S
< | < |la || S| X | X|n| 2 a
(O] [©) O] O] O] O] (O] O] (O] o
SEEN120302 12.7 12.7 3.18 0.2 (@) o
SEEN120308 12.7 12.7 3.18 0.8 O O
eStock oAvailable upon Order
R S
% ¢ 7
Ty
ISO Face Milling Inserts \ D
N 11°¥
L
Dimensions(mm) Coated Syl (S
ated | et
Ordering Code 0w | o | v o | 9| v 0 | o 0 =
S8 |8 |z |S|S|c /2|8 ¢k
L D S R < < | F | N N || < o S
< < o o = 4 32 (] z o
g|lo|o |0 | 0|06 |l0o| 0|6
SPEN150420T 15.875 | 15.875 | 4.76 2.0 O ©]
SPEN150430T 15.875 | 15.875 | 4.76 3.0 (@) @)
SPEN190424T 19.05 19.05 4.76 24 O O
SPEN250730T 254 254 7.94 3.0 O O
SPEN250750T 254 254 7.94 5.0 O O
SPEN250730-WC | 25.4 254 7.94 3.0 @)

eStock oAvailable upon Order




GESAC

INDEXABLE MILLING | MILLING TOOLS

Face Milling

SPKN 4 o
ISO Face Milling Inserts T
\__.%Q 11“%
18
Dimensions (mm) Coated Sl i
ated | et
Ordering Cod
rdering Code § § § © ?_r w |l w|g Q E
ol B A B Rl P 3 - S - BN - IR I - -
O (¢] O] O o o (O] O] O] O
SPKN1203EDL 127 | 127 | 318 | 15° | 14 ) o)
SPKN1203EDR 12.7 | 12.7 3.18 | 15° | 1.4 O e)
SPKN1203EDTL | 12.7 | 12.7 3.18 | 15° | 1.4 O e)
SPKN1203EDTR | 12.7 | 12.7 318 | 15° | 1.4 O e) e}
SPKN1504EDL (15.875(15.875| 4.76 | 15° | 1.4 O e)
SPKN1504EDR (15.875(15.875| 4.76 | 15° | 1.4 O e) e}
SPKN1504EDTL (15.875(15.875| 4.76 | 15° | 1.4 e} e)
SPKN1504EDTR (15.875(15.875| 4.76 | 15° | 1.4 O e) e}
SPKN1905EDL 19.05 | 19.05 | 556 | 15° | 2.7 O o)
SPKN1905EDR 19.05 | 19.05 | 556 | 15° | 2.7 O ©)
SPKN1905EDTL | 19.05 | 19.05 | 556 | 15° | 2.7 O ©)
SPKN1905EDTR | 19.05 | 19.05 | 5.56 | 15° | 2.7 ) o)
eStock oAvailable upon Order
L S
~ .) 7
PEN-W
3
ISO Face Milling Inserts 1.7 .
L os 11
Dimensions (mm) Coated L el
ated | et
Ordering Code w| olw|wl|lolw]| wl o 0 s
S8 |8 |z |3/g|=|8| T |E
L D S (S} bs < < < NI SN < N | < ) S
< | < |la || =S| x| X | n P4 a
|l o | oo | 0|06l 0o 0]
SPEN1504EDL-W |15.875|15.875| 4.76 | 15° | 10.2 o) ¢)
SPEN1504EDR-W|15.875|15.875| 4.76 | 15° | 10.2 (@) O

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

Face Milling

SPER

/
Ty
ISO Face Milling Inserts N 7
/
~ .
;_566 11@
L
Dimensions (mm) Coated S
ated | et
Ordering Code o o o ® o 0 ® o 0 s
81818 |z |32 |E
Lo s e s F E s BRI I8 8|28
(O] O O O o (O] (O] O O )
SPER1203EDTL-MR | 12.7 12.7 3.18 15° 1.3 O
SPER1203EDTR-MR| 127 | 12.7 | 3.18 | 15° 1.3 o)
eStock oAvailable upon Order
R S
- 'y %
Ty
ISO Face Milling Inserts \ 2
N ll“#
L
Dimensions (mm) Coated e -
ated | et
Ordering Code It} o 0 1) =) 0 [T} Q te} =
N &= Y= 2 S =
o L I R - S - L - R - R B - 0
O|lo |6l ||| |0| 6|6
SPNR150424T 12.7 12.7 476 24 ') o)

042

eStock oAvailable upon Order



GESAC INDEXABLE MILLING | MILLING TOOLS

Face Milling
R S
SPCW A~
s A4
/
T S
ISO Face Milling Inserts NS - i
NS 11°
L
Dimensions (mm) Coated e
ated | et
Ordering Code wlo|lw|lw|lo|lw!|w| o 0 s
NS = e 2 PR =
Lo s el RISIEIE IR 9825
O O (O] O (0] O O (O] O (0]
SPCW090308 9.525 | 9.525 | 3.18 | 44 | 0.8 @] o | O
SPCW120412 12.7 | 127 | 476 | 55 | 1.2 (@) O
SPCW120416 127 | 127 | 476 | 55 | 1.6 @) @)
SPCW150516 15.875/15.875| 556 | 55 | 1.6 (@) O

eStock oAvailable upon Order

SPKT R S

ISO Face Milling Inserts ™ B
/T~
A 11°

L
Dimensions (mm) Coated Sz eis
ated | et

Ordering Code

’ SIg|8| 2|88 |8|8 8|k
L | D| S| ® |b |ST |||l ||| 2|5
< < o o > X X (70 Z o
Olo|o|lo|o|lo|lo0o|l0o| 0|6

SPKT1204AZSN-SM| 12.7 | 12.7 | 476 | 45° | 15 o le)

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

Face Milling

TPER/TPKR/TPKN

ISO Face Milling Inserts

Dimensions (mm) Coated L;rtlgg- Ceertm )

Ordering Code w |l o|w|w |29 v | wv| o 0 =

SERSEESEESE = (= (el S o =

P B 5B |3(%|8(8| 38
TPER1603PDTL-MR | 16.5 |9.525| 3.18 | 30° | 1.3 O O

TPER1603PDTR-MR| 16.5 |9.525| 3.18 | 30° | 1.3

TPKR1603PPTR 16.5 |9.525| 3.18 | 30° | 1.3 e) e)
TPKN1603PDL 16 16 | 3.18| 30° | 1.3 O ©)
TPKN1603PDR 16 16 | 3.18| 30° | 1.3 O ©)
TPKN1603PDTL 16 16 | 3.18| 30° | 1.3 O ©)
TPKN1603PDTR 16 16 | 3.18 | 30° | 1.3 O ©)
TPKN2204PDL 22 22 | 476 | 30° | 14 O ©)
TPKN2204PDR 22 22 | 476 | 30° | 14 O O
TPKN2204PDTL 22 22 | 476 | 30° | 14 O O
TPKN2204PDTR 22 22 | 476 | 30° | 14 (@) o

044
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GESAC

INDEXABLE MILLING | MILLING TOOLS

Face Milling

TPNR

ISO Face Milling Inserts

Dimensions (mm) Coated Unco-|Cerm-
ated | et
Ordering Cod
rdering Code o sleleles]els] s .
L|D|s | R|IS|ISIF|Id|8|[T|S|T| 2|5
< < o o > X X (%) Z g
O|lo|oc|o ||| 0| 0|6
TPNR220424T 22 |12.7 | 476 | 24 [e) o

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

General Shoulder Milling

APMT/APGT

General Shoulder Milling Inserts

Lz

Dimensions (mm) Coated Uiees e
ated | et
Ordering Code
0 o 0 0 =] [t} [t} o 0 =
N E A = e = e =
L1 L2 S F1 d1 R I | 3| F|Q g S| o) S
O O O O] 0] O] O] O O (C)
APMT1135PDER-PL {1083 6.16 | 35 |192| 28 | 08 | e | @ | ® | O | O | O | O] O
! APMT1604PDER-PL | 16.26| 9.26 | 4.76 | 2 46 | 08 | @ | ® | @ O] O] O] O
APMT1135PDER-PM | 10.83| 6.16 | 3.5 | 1.92 | 2.8 0.8
= APMT1604PDER-PM [ 16.26 | 9.26 | 4.76 2 4.6 0.8 o [} O [ [ ]
APMT1135PDER-PR [10.83 | 6.16 | 3.5 | 1.87 | 2.8 0.8 o [} O [ O
' APMT1604PDER-PR | 16.26 | 9.26 | 4.76 | 2.2 4.6 0.8
APGT1135PDFR-AL |10.83| 6.16 | 3.5 | 1.92 | 2.8 0.8
APGT1604PDFR-AL (16.26| 9.26 | 4.76 | 22 | 44 | 0.8
=
—

046

eStock oAvailable upon Order



GESAC

INDEXABLE MILLING

| MILLING TOOLS

APMT/APGT Series Geometry

Light Cutting
for General material

Medium Cutting
for General material

Rough Cutting
for General material

General cutting
for aluminum alloys

PL

PM

PR

AL

Light cutting with low force to
achieve excellent performance

High stability cutting in general
condition

More stronger edge for rough
cutting

Shape edge with
excellent polishing
for aluminum material
cutting
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MILLING TOOLS | INDEXABLE MILLING GESAC

General Shoulder Milling

MEA190 < )
Arbor =
@01 ‘A 2

Fig1 Fig2 Fig3

Ordering Code Diaerrget- Teeth PITEE R (N Apmax Iizuegl(‘e t Coolant| Shape | Stock
®D1 | ddm H w T
MEA190040R05A16AP11 40 5 40 16 40 | 84 56 09 AP*T1135 x Fig1 e}
MEA190050R06A22AP11 50 6 50 22 40 | 104 | 6.3 09 AP*T1135 x Fig1 (e}
MEA190050R04A22AP16 50 4 50 22 40 10.4 6.3 14 AP*T1604 x Fig1 [ ]
MEA190063R05A22AP 16 63 5 63 22 40 | 104 | 6.3 14 AP*T1604 x Fig1 ®
MEA190080R06A27AP16 80 6 80 27 50 | 124 7 14 AP*T1604 x Fig1 [ ]
MEA190100R07B32AP16 100 7 100 32 63 | 144 8 14 AP*T1604 x Fig2 ®
MEA190125R08B40AP16 125 8 125 40 63 | 16.4 9 14 AP*T1604 x Fig2 e}
MEA190160R10C40AP16 160 10 160 40 63 | 25.7 14 14 AP*T1604 x Fig3 O
MEA190200R12C60AP16 200 12 200 60 63 | 257 | 14 14 AP*T1604 x Fig3 e}
MEA190250R14C60AP16 250 14 250 60 63 | 25.7 14 14 AP*T1604 x Fig3 e}

eStock oAvailable upon Order
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GESAC

INDEXABLE MILLING

MILLING TOOLS

General Shoulder Milling

MEA190

Shank Y —
L L
o Fig4
; . Dimensions (mm) Gauge
Ordering Code Diamet- | eeth Apmax ¢ Coolant| Shape | Stock
ers ®D1 | &dm L L1 Insert
MEA190016R02P16AP11 16 2 16 16 120 40 9 AP*T1135 x Fig4 (]
MEA190016R02P16AP11L 16 2 16 16 170 50 9 AP*T1135 x Fig4 O
MEA190020R02P20AP11 20 2 20 20 160 50 9 AP*T1135 x Fig4 [}
MEA190020R03P20AP11 20 3 20 20 160 50 9 AP*T1135 x Fig4 (]
MEA190025R03P25AP11 25 3 25 25 160 50 9 AP*T1135 x Fig4 [
MEA190025R04P25AP11 25 4 25 25 160 50 9 AP*T1135 x Fig4 [}
MEA190025R02P25AP16 25 2 25 25 160 50 14 AP*T1604 x Fig4 (]
MEA190032R04P32AP11 32 4 32 32 160 80 9 AP*T1135 x Figd [}
MEA190032R03P32AP16 32 3 32 32 160 80 14 AP*T1604 x Fig4 (]
eStock oAvailable upon Order
Spare Parts
Parts Insert Screw InsertSpanner
Shape
Insert
SI60M2.5X6 TTO8P
AP*T1135
730100961040 720300960508
SI60M4X10 TT15P
AP*T1604
730100961135 720300960510

049
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MILLING TOOLS

| INDEXABLE MILLING

Recommended Cutting Data

Material

Cutting Speed

mm/tooth ( fz)

Workpiece Material Grade Light Cutting(L Medium Cutting(M Heavy Cutting(H
Hardness
Ve ( m/min ) PL/AL PM/AL PR/AL
Low Carbon <HB180 gﬁiggg 180 0.1 0.15 0.2
Steel GP4295 (150-220 ) (0.05-0.15) (0.1-0.2) (0.1-0.25)
n Carbon Steel, | oo | Spto0 150 0.1 0.15 0.2
Alloy Steel i (120-200 ) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GA4225
Per-hardened 150 0.1 0.15 0.2
HRC35-45 GA4230
Steel GPa235 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Stainless Steel GA4225
. 140 0.12 0.15 0.2
(Ferrite, <HB270 GA4230 ¥ i . -
Martensite) i (100-160 ) (0.1-0.2) (0.1-0.2) (0.1-0.3)
Stainless Steel GA4225
. 120 0.12 0.15 0.2
(Austenite, <HB270 GA4230
Diphasic ) GM2140 (100-160 ) (0.1-0.2) (0.1-0.2) (0.1-0.3)
GA4230
180 0.1 0.15 0.2
(EIreyy (G e SHlEc=0 e (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GK2115
m Nodular Cast GA4230
: 120 0.1 0.15 0.2
Iron Vermicular <HB350 GK4125
Gast Iron CK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Aluminum
500 0.1 0.15 0.15
Alloy <HB260 GN9125
m HB60-210 (200-900) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Heat-resistant GA4230
60 0.1 0.1 0.15
Alloy and HRC25-35 GM2140
Titanium Alloy 254130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
Quenching 80 0.08 0.10 0.12
Steel AlREHES Sae (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)
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GESAC INDEXABLE MILLING | MILLING TOOLS

General Shoulder Milling

XPHT

General Shoulder Milling Inserts

12
1

|
V)

F)

f
Dimensions (mm) Coated Uz (-
ated | et
Ordering Code § § :‘Q‘,) g g 9 u“:, = é, E
L1 L2 S F1 d1 R E :(r E E g § g 5 %3 E
GO0 |0 |0 |0 |0 0|0 0O o
XPHT160408T 15.6 | 9.53 | 4.76 2 4.65 0.8 o
XPHT160412T 156 | 9.53 | 4.76 2 4.65 1.2 o

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

Profile Milling

RD

Profile Milling Inserts

15°

M

Unco-

Dimensions (mm) Coated e Cerm-et
Ordering Code o ° o © ° o © ° © =
p| s | o |3|9|8/5/3|5|5|5] 255
5| 53|66 3|6 |6|6| 8|5
RDET0803MO0-BL 8 3.18 | 2.94 ol o 0]
RDET10T3MO-BL 10 3.97 4.4 [ O O
RDET1204M0-BL 12 4.76 4.4 (] O O
RDET1604M0-BL 16 4.76 5.5 (] O O
RDET0802M0-GM 8 2.38 2.94 (] O O O
RDETO0803M0-GM 8 3.18 2.94 O O O
e RDET10T3MO0-GM 10 | 3.97 | 44 ® o | O 0] 0]
RDET1204M0-GM 12 | 476 | 44 "N NNe 0] 0]
RDET1604M0-GM 16 | 4.76 55 ® O 0]
RDET1204MOT-MM 12 | 476 | 44 ® O | o 0)
RDEWO0501MO0 5 1.51 22 ® O | o
RDEW0702MO0 7 2.38 2.8 ® OO0
RDEW1003M0 10 3.18 4.4 O | O
RDEWO0702MOT 7 2.38 2.8 O O
RDEWO0803MOT 8 318 | 294 | @ | O | O
’ RDEW10T3MOT 10 | 397 | 44 | @ | @ | O
RDEW1204MOT 12 | 476 | 44 | @ | @ | O
RDEW1604MOT 16 | 4.76 5 ® o | O
RDEW12T3M0T-BM 12 3.97 4.4 @) @)
e RDEW1204MO0T-BM 12 4.76 4.4 (] (@)

052

eStock oAvailable upon Order



GESAC

INDEXABLE MILLING | MILLING TOOLS

Profile Milling

RD

Profile Milling Inserts

15°

O
T

Unco-

Dimensions (mm) Coated Cerm-et
ated
Ordering Code
0 o 0 0 o 0 0 o 0 =
I ) N - < I3 - @ [ =
D s d | § 19 |¥ | S |al 3|8 % > 5
< < o o > 4 N4 (%) z o
(O] (©) O O] O] O O] O O [0}
RDMT10T3M0-GM 10 3.97 4.4 [ ] ] O O O O O (@]
RDMT1204M0-GM 12 4.76 4.4 [ ) [ ) O O (@] (@] (@] (@]
RDMW1204MOT-BM 12 4.76 4.4 ] ] ] O
RDMW1605MO0T-BM 16 5.56 5.5
RDMW10T3MOT 10 3.97 4.4 ]
RDMW1604MOT 16 4.76 55)

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

RD Series Geometry

LightCutting for General material

Medium Cutting for General material

Heavy cuttingfor General material

BL

GM

None

Design with big front rake angle
makes the cutting edges sharper.

Design with medium rake angle and
edge width. Combine sharp with
strength

Design withflat chipbreaker makes the cutting
edgestronger.




GESAC

INDEXABLE MILLING | MILLING TOOLS

Profile Milling

MPA100

Arbor

Ordering Code Diamet- | egth Dimensions (mm) Apmax CELED Coolant| Shape | Stock
ers ®D1 | ®dm | H w T Insert
MPA100040R05A16RD08 40 5 40 16 40 8.4 6.3 4 RD**0803 x Fig1 [ )
MPA100050R04A22RD10 50 4 50 22 50 10.4 6.3 5) RD**10T3 X Fig1 )
MPA100050R04A22RD12 50 4 50 22 50 10.4 6.3 6 RD**1204 x Fig1 [
MPA100050R05A22RD12 50 5 50 22 50 10.4 6.3 6 RD**1204 X Fig1 [
MPA100052R05A22RD12 52 5 52 22 50 10.4 6.3 6 RD**1204 x Fig1 O
MPA100063R05A22RD12 63 5 63 22 50 10.4 6.3 6 RD**1204 X Fig1 [
MPA100063R04A22RD 16 63 4 63 22 40 10.4 6.3 8 RD**1604 x Fig1 [
MPA100080R05A27RD16 80 5 80 27 50 12.4 7 8 RD**1604 x Fig1 [ )
MPA100100R06B32RD16 100 6 100 32 50 14.4 9 8 RD**1604 x Fig2 [ )
MPA100125R07B40RD16 125 8 125 40 63 16.4 9 8 RD**1604 x Fig2 O

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

Profile Milling

MPA100 AR O E—
) .
Shank
Figd 8 1 — 3%
O
ap L1
L
iamet- Dimensions (mm)
Ordering Code Diamet- | geth Apmax CELEE Coolant| Shape | Stock
ers ®D1 | ®dm L L+ Insert

MPA100010R02P16RD05 10 2 10 16 120 40 2.5 RD**0501 x Fig3 O
MPA100012R02P16RD05 12 2 12 16 120 40 3.5 RD**0501 x Fig3 O
MPA100016R02P16RD07 16 2 16 16 160 60 3.5 RD**0702 x Fig3 o
MPA100017R02P16RD08 17 2 17 16 160 60 4 RD**0803 x Fig4 )
MPA100020R02P20RD08 20 2 20 20 160 60 4 RD**0803 x Fig3 e}
MPA100020R02P20RD10 20 2 20 20 160 50 5 RD**10T3 x Fig3 (@)
MPA100025R02P20RD10 25 2 25 20 160 50 5 RD**10T3 x Fig4 [ ]
MPA100032R02P25RD12 32 2 32 25 200 60 6 RD**1204 x Fig4 o
MPA100032R02P32RD16 32 2 32 32 200 80 8 RD**1604 x Fig3 [ ]
MPA100035R02P32RD16 35 2 35 32 200 80 8 RD**1604 x Fig4 [ ]

056

eStock oAvailable upon Order



GESAC INDEXABLE MILLING | MILLING TOOLS

Profile Milling

Profile Milling Inserts @

B\

11°

==

Dimensions (mm) Coated Unco- | -t
ated
Ordering Code
[Te) o w0 Te) o Yol w o w >
S8/ ||| S|/ 9|k
D S d1 < < < N N < N < ) S
< < o o = 4 X ()] pd o
0|l o|lo| o || o |00 0] 0]
RPET1003MO0-GL 10 3.18 4.4 o O O
RPET1204MO0-GL 12 4.76 4.4 (@) (@)
RPET08T2MO0-GM 8 2.78 2.94 O O O
RPET1003M0T-GM 10 3.18 4.4 [ (@) (@)
RPET1204M0-GM 12 4.76 4.4 [ [ ] O O
RPET1204M0T-GM 12 4.76 4.4 [ O (@)
RPET1606M0T-GM 16 6.35 55 [ O O
RPET1606M0-SM 16 6.35 55 O (@) O (@) ©) @) (@)
RPET1606MOT-GH 16 6.35 55 [} O O @) @) O (@)
RPEW08T2MO 8 2.78 2.94 (@] O
RPEW1003MO0 10 3.18 44
RPEW10T3MO 10 3.97 44
RPEW1003MOT 10 3.18 4.4
RPEW1204MOT 12 4.76 44

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

Profile Milling

RP

Profile Milling Inserts

11°

D S
Dimensions (mm) Coated Unco- 1o o rm-et
ated
Ordering Code
[Ye] o Ye) w o w0 w0 o Te) >
N » I\ - < I - 1%} N =
N N N ~ - — — — ~— =
D S d1 < < < N o < I < o S
< << o o = 4 4 0 z o
O |l o|lo| o |G| 0|00 0] 0]
RPMT10T3M0-GM 10 3.97 4.4 O O )
RPMT1003MO0T-GM 10 3.18 4.4
RPMT1204M0-GM 12 4.76 4.4 [ ) [ [ O O @)
RPMW1003MOT 10 3.18 4.4 [ [ [ @)
RPMW1204MOT 12 4.76 4.4
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RP Series Geometry

LightCutting for General material

Medium Cutting for General
material

Heavy cuttingfor General material

GL

GM

GH

None

Design with big front rake angle makes
the cutting edges sharper.

Design with medium rake angle
and edge width. Combine sharp
with strength

Design withflat chipbreaker makes the cutting

edgestronger.




MILLING TOOLS | INDEXABLE MILLING GESAC

Profile Milling
Bem
W
.
MPB100 |
==}
Arbor &
®
oh
Fig1 Fig2
Dimensions (mm) Gauge
Ordering Code Diamet-ers| Teeth Apmax Insert Coolant | Shape | Stock
®D1 | ®dm | H W T nse
MPB100040R05A16RP08 40 5 40 16 40 8.4 6.3 4 RP**08T2 x Fig1 O
MPB100040R04A16RP10 40 4 40 16 40 8.4 6.3 5 RP**1003 x Fig1 [ )
MPB100050R04A22RP10 50 4 50 22 50 | 104 | 6.3 5 RP**1003 x Fig1 [ )
MPB100050R04A22RP12 50 4 50 22 50 | 104 | 6.3 6 RP**1204 x Fig1 [ )
MPB100063R05A22RP12 63 5 63 22 50 | 104 | 6.3 6 RP**1204 x Fig1 [ )
MPB100063R04A22RP16 63 4 63 22 40 | 104 | 6.3 8 RP**1606 x Fig1 O
MPB100080R06B27RP16 80 6 80 27 50 | 124 7 8 RP**1606 x Fig2 o
MPB100100R07B32RP16 100 7 100 32 50 14.4 8 8 RP**1606 x Fig2 (]
MPB100125R08B40RP16 125 8 125 40 63 16.4 9 8 RP**1606 x Fig2 O

eStock oAvailable upon Order




GESAC

INDEXABLE MILLING |

MILLING TOOLS

Profile Milling

Fig3d &

)
MPB100 -
L
Shank
Figh & - - §
| (@
] a
L1
L
i - Dimensions (mm)
Ordering Code Diamet | raeth Apmax CELED Coolant| Shape | Stock
ers ®D1 | ®dm L L1 Insert
MPB100016R02P16RP08S 16 2 16 16 120 40 4 RP**08T2 x Fig3 (@]
MPB100016R02P16RP08 16 2 16 16 160 60 4 RP**08T2 x Fig3 o
MPB100020R02P20RP08 20 2 20 20 160 60 4 RP**08T2 x Fig3 o
MPB100025R03P25RP08 25 3 25 25 160 60 4 RP**08T2 x Fig.3 o
MPB100020R02P20RP10 20 2 20 20 160 50 5 RP**1003 x Fig3 (@)
MPB100025R02P20RP10 25 2 25 20 160 50 5 RP**1003 x Fig4 ]
MPB100025R02P20RP10L 25 2 25 20 200 50 5 RP**1003 x Figd (@)
MPB100025R02P25RP 12 25 2 25 25 160 50 6 RP**1204 x Fig3 ]
MPB100032R02P25RP 12 32 2 32 25 160 50 6 RP**1204 x Fig4 ]
MPB100032R02P25RP12L 32 2 32 25 200 60 6 RP**1204 x Fig4 (@)
MPB100040R02P32RP 16 40 2 40 32 200 80 8 RP**1606 x Figd O

eStock oAvailable upon Order
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

Profile Milling

RC

Profile Milling Inserts

7°

©
.

Dimensions (mm) Coated Unco- |0 m-et
ated
Ordering Code
w o w0 [Te) o Yo} wn o wn >
N I N - < N < ® N g
D S d1 199 8|8 3|8 T > S
< << o o = X X 0 pd o
O | |o| o |5 0|6 o0 o 0]
RCET10T3MO-EM 10| 397 | 44 | @ | @ | O o
RCET1204M0-EM 12 4.76 4
RCET1606MO0-EM 16 6.35 5.5 (@) @) (@) O (@)
RCET2006M0-EM 20 6.35 6.5
! RCET1204M0-MM 12 4.76 4 [ ) O O O O (@] (@) (@]
RCET1204M0-KM 12 4.76 4
a RCET1606M0-KM 16 6.35 5.5 @) @) O O (@)
RCET1204MOT-EH 12 4.76 4.4
RCET1606MOT-EH 16 6.35 5.5 (@) @] @] O @)
RCET2006MOT-EH 20 6.35 6.5
l RCET1606MOT-KH 16 6.35 5.5 @] O O
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RC Series Geometry

Medium Cutting for General material Heavy cuttingfor General material

Design with chamferchipbreaker and small front rake

Double front rake combine the cutting edge sharp with strength angle makes the cutting edgestronger.
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

Profile Milling
g
MPC100 "
I
|
f
Arbor o =
©
{20}
Fig1
; s Dimensions (mm
Ordering Code Diamet-| reeth (mm) Apmax g Coolant| Shape | Stock
e ®D1 | ®dm | H | W | T Insert
MPC100050R04A22RC10 50 4 50 22 50 10.4 6.3 5 RC**10T3 x Fig1 O
MPC100050R04A22RC12 50 4 50 22 50 10.4 6.3 6 RC**1204 x Fig1 ]
MPC100050R05A22RC12 50 5 50 22 50 104 6.3 6 RC**1204 x Fig1 ()
MPC100063R04A22RC12 63 4 63 22 50 104 6.3 6 RC**1204 x Fig.1 [ )
MPC100063R05A22RC12 63 5 63 22 50 10.4 6.3 6 RC**1204 x Fig1 [ ]
MPC100063R06A22RC12 63 6 63 22 50 10.4 6.3 6 RC**1204 x Fig1 O
MPC100080R06A22RC12 80 6 80 27 50 12.4 7 6 RC**1204 x Fig1 O
MPC100063R04A22RC16 63 4 63 22 50 10.4 6.3 8 RC**1606 x Fig1 [ )
MPC100063R05A22RC16 63 5 63 22 50 10.4 6.3 8 RC**1606 x Fig1 [ )
MPC100080R05A27RC16 80 5 80 27 50 12.4 7 8 RC**1606 x Fig1 [ )
MPC100080R06A27RC16 80 6 80 27 50 12.4 7 8 RC**1606 x Fig1 [ )
MPC100100R06B32RC16 100 6 100 32 50 14.4 8 8 RC**1606 x Fig2 [ )
MPC100080R04B27RC20 80 4 80 27 50 12.4 7 10 RC**2006 x Fig2 O
MPC100100R06B32RC20 100 6 100 32 50 14.4 8 10 RC**2006 x Fig2 [ )
MPC100125R07B32RC20 125 7 125 32 63 14.4 8 10 RC**2006 x Fig2 o
MPC100160R08B40RC20 160 8 160 40 63 14.4 8 10 RC**2006 x Fig2 e}
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Profile Milling

@D

MPC100

Shank L )
Fig3
; y Dimensions (mm)
Ordering Code Diamet- | feeth Apmax ?auge Coolant| Shape | Stock
ers ®D1 | ddm L L1 nsert
MPC100020R02P20RC10 20 2 20 20 160 50 5 RC**10T3 x Fig3 .
MPC100025R02P20RC10 25 2 25 20 160 50 5 RC**10T3 x Fig3 °
MPC100032R02P25RC12 32 2 32 25 200 50 6 RC**1204 x Fig3 °
MPC100040R03P32RC12 40 3 40 32 200 50 6 RC**1204 x Fig3 .

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

Spare Parts
Parts Insert Screw Insert Spanner Screw plate pinch
L)
Insert \"
SIBOM2X5 TTO6P - -
RD**05
730100961020 720300960506 - =
RD*07 SIB0M2.5X6 TTO8P - -
RD**08/RP**08 730100961040 720300960508 - -
RD*10 SIB0M4X9 TT15P SIB0M3.5X10 CAX1
RP**10 730100961131 720300960510 730100961100 720500762976
SI60M4X9 TT15P - .
RC**10
730100961131 720300960510 - -
RD**12 SIB0M4X10 TT15P SIB0M4X10 CAX2
RP™12 730100961135 720300960510 730100961135 720500762977
SI60M3.5X10 TT15P . .
RC*12
730100961100 720300960510 - -
RD*16/RP*16 SIBOM5X13 TT20P . y
RC**16 730100961210 720300960515 ; -
SIBOMBX12 TT25P y .
RC**20
730100961502 720300960517 y §
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GESAC

Recommended Cutting Data

T mm/tooth ( fz )
. : Material utting Speed | Radius [ : : - )
Workpiece Material .. Grade (IC) Light Cutting(L) Medium Cutting(M)Heavy Cutting(H)
Ve ( m/min ) GL/BL GM/MM/EM GH/KH/T
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
GP2115 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
Low Carbon <HB180 GA4225 180 10 0.15 0.20 0.25
Steel - GP4225 (150-220) 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
GA4230 16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
GP2115 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
Carbon Steel, HB180-350 GA4225 160 10 0.15 0.20 0.25
Alloy Steel GP4225 (140-200) 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
GA4230 16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
GP2115 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
Per-hardened HRC35-45 GA4225 120 10 0.15 0.20 0.25
Steel GP4225 (100-160 ) 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
GA4230 16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
GM2140 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
Stj‘,!‘g’;;tsesme' wiB2r0 | aaaaae 140 10 0.15 0.20 0.25
Martensite) GP4225 (120-180) 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
GA4230 16 0.18 0.25 0.35
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
GM2140 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
S(t/igsl‘tejrfititeel <HB270 giggg 120 10 0.15 0.20 025
Diphasic ) GP4225 (100-160 ) 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
GA4230 16 0.18 0.25 0.35
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45
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MILLING TOOLS

| INDEXABLE MILLING

GESAC

Recommended Cutting Data

mm/tooth (fz)

) ) Material Cutting Speed | Radius [ ) ) : )
Workpiece Material Y. Grade (IC) Light Cutting(L) Medium Cutting(M)Heavy Cutting(H)
Ve (mimin ) GL/BL GM/MM/EM GH/KH/T
o5 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
GK2115
O 08 | (0.05-0.15) (0.08-0.18) (0.10-0.25)
GP2115 180 10 0.15 0.20 0.25
GreyCastlron | <HB280 | Gagpp5 | (1502200 | 12 | (0.10-025) | (0.15-0.30) | (0.20-0.35)
giiggg 5 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
m o 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
. 08 | (0.05-0.15) (0.08-0.18) (0.10-0.25)
Nodular Cast Iron GK4125
\pular CastoN | igago | GP2115 120 10 0.15 0.20 0.25
oula < GA4225 |  (100-180) 12 | (0100.25) | (0.15-030) | (0.20-0.35)
gzﬁgg 6 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
o8 0.08 0.12 0.15
(0.05-0.15) (0.08-0.18) (0.10-0.25)
N 10 0.10 0.12 0.15
eat-resistan 12 0.05-0.15 0.08-0.20 0.10-0.25
Alloy and HRC25-35 ga‘;i% (35‘_%0) ¢ ) ( ) ( )
Titanium Alloy 16 0.10 0.12 0.15
(0.05-0.15) (0.08-0.20) (0.10-0.25)
20 0.12 0.15 0.20
(0.05-0.20) (0.08-0.25) (0.15-0.30)
o8 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
10 0.15 0.20 0.25
, 12 0.10-0.25 0.15-0.30 0.20-0.35
Quenching HRC4s.55 | GP2115 80 ( ) ( ) ( )
Steel GA4230 (60-120) 0.18 0.22 0.28
6 | (0.10:0.25) (0.15-0.35) (0.20-0.40)
20 0.20 0.25 0.30
(0.15-0.30) (0.15-0.35) (0.20-0.40)

e Tool RPM () = (1000 X Cutting Speed ) / ( 3.14 X Diameter Of Cutter )
e Workpiece Feed ( mm/min ) =Feed Per Tooth X Number Of Tooth X Tool RPM
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INDEXABLE MILLING |

MILLING TOOLS

The Relationship of recommended Feed and Depth of

RD/RP/RC inserts

Insert ap (mm)
Size | Condition
(IC) 0.1 0.5 1 1.5 2 25 3 4
Medium 0.35 0.17 0.12 0.1 ) ) ) )
9 | (022:063) | (0.08026) | (0.06021) | (0050.7)
05 M)
cotiny 0.45 0.2 0.16 0.14 ) ) i )
CHY | (0290.85) | (0.12:038) | (0.08-028) | (0.07-025)
e 0.59 0.27 0.20 0.17 0.15 ) ) )
o7 | MY | (0230.80) | (0100.41) | (0.08-030) | (0.06026) | (0.03-0.23)
08 | Heaw 0.68 0.31 0.23 0.19 0.17 ) ) )
HY | (032-1.13) | (0.14-052) | (0.11:038) | (0.08-032) | (0.08-029)
ot 0.75 0.34 0.25 021 0.19 0.17 ) )
(109 | 025090) | (11041) | (0.08030) | (007025 | (0060.23) | (0.05-0.21)
10 | oo 0.90 0.41 0.30 0.25 0.23 0.21 ) )
MY | 025126) | (011057 | (0080.42) | (007035) | (006031) | (0.05028)
Seavy 1.01 0.46 0.33 0.28 0.25 0.23 ) .
0S| (035151 | (0.16:089) | (012050) | (010-042) | (0.08-038) | (0.08-035)
- 0.83 0.38 0.27 0.23 0.20 0.18 0.17 )
(09 | (028110) | (013050) | (009-0.36) | (008-0.30) | (007-027) | (006025) | (0.06:023)
P Il 0.99 045 0.33 0.27 0.24 0.22 021 )
MY | 028138) | (013063) | (000045 | (0.08038) | (007034) | (0060.31) | (006-0.29)
S 1.10 0.50 0.36 0.30 0.27 0.25 0.23 )
CHY | 039-165) | (018075 | (0.13-054) | (0.11:045) | (0.09-040) | (008-0.37) | (0.08-035)
gt 114 052 037 031 0.27 0.25 023 0.21
(109 | (032-1:59) | (0140.72) | (0.10-052) | (0.00-043) | (0.08-0.38) | (0.07-0.35) | (0.06-0.32) | (0.06-0.28)
16 | e 127 0.57 0.41 0.34 0.30 0.28 0.26 0.23
MY | (032:1.90) | (0140.86) | (010-0.62) | (0.090.51) | (0.08045) | (0.07-041) | (0.06-0.38) | (0.06-035)
Seavy 1.59 0.72 0.52 043 0.38 0.35 0.32 0.29
(0S| (044254) | (020-115) | (0.14-083) | (012:0.68) | (0.11-060) | (0.10-054) | (0.08-051) | (0.08-046)
Medium ok 0.80 0.57 0.47 0.42 0.39 0.35 0.31
i 9% (0.16-1.28) | (0.11-0.92) | (009-0.76) | (0.08-0.67) | (0.07-0.56) | (0.07-0.56) | (0.06-0.50)
20 Heavy 248
Seav G 112 0.80 066 0.58 0.54 049 0.4
e 590) (022:076) | (0.16-126) | (0.13-1.04) | (0.12:092) | (0.10-0.77) | (0.10-0.77) | (0.09-0.69)

Remarks: In general, when the cutting depth is less than 25%IC using screw cutting tool.
If the cutting depth exceeds the Kr=45°series of SNEU/SEET inserts are recommended.
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MILLING TOOLS | INDEXABLE MILLING GESAC

High Feed Milling

3 Edges High Feed Milling IR
0
é 5
Dimensions (mm) Coated L;r::g— Ceertm—
Ordering Code 0 Q S B ? & 2 S & =
SEGNNNE= ¥ | o | = e o [E
D S (¢] < < < N N < N < o S
< | < |a|la| = |x| X || z|8&
(O} (O] O O o O O (O] O (G)
UDET080308-MM 6.8 | 3.18 | 15 [ ) o O @) O O (@]
UDET12T312-MM 96 | 397 | 15 [ ] ) O @) @)
UPET170520-PM 13 | 5.56 11 [ [ ) O O O

UDMTO080308T-MH 6.8 | 3.18 | 15

UDMT12T312T-MH 96 | 397 | 15 o [ ] o O o O O

UDMW12T312T 96 | 397 | 15 [ [ ] o O o O

o0DO

eStock oAvailable upon Order



GESAC INDEXABLE MILLING | MILLING TOOLS

UD/UP Series Geometry

Medium Cutting for General material Rough Cutting for General material

MM MH None

PM

Bigger rake angle makes cutting Chamfered_cuth_ng B i Smaller rake angle makes Flat insert design makes
rake angle is suitable for . .
edge more sharply. stronger cutting edge. strongest cutting edge.

medium cutting.




MILLING TOOLS | INDEXABLE MILLING GESAC

High Feed Milling

Ddm Odu
LA | v
MKA110 b
= f
= o=
Arbor A A 5 A
@01 )]}
Fig1 Fig2
i - Dimensions (mm)
Ordering Code Diamet:| geth Apmax ?auge Coolant| Shape | Stock
ers ®D1 | ®dm | H w T nsert

MKA110040R05A16UD08 40 5 40 16 40 84 56 1.0 UD**0803 x Fig1 O
MKA110050R06A22UD08 50 6 50 22 40 10.4 6.3 1.0 uUD**0803 x Fig1 O
MKA110050R04A22UD12 50 4 50 22 40 10.4 6.3 15 UD**12T3 x Fig1 o
MKA110063R05A22UD12 63 5 63 22 40 10.4 6.3 1.5 UD**12T3 x Fig1 (@)
MKA110063R04A22UP17 63 4 63 22 40 10.4 6.3 2.0 UP**1705 x Fig1 ]
MKA110063R05A22UP17 63 5 50 22 40 104 6.3 2.0 UP**1705 x Fig1 (@)
MKA110080R05A27UP17 80 5 80 27 50 12.4 7 2.0 UP**1705 x Fig1 ]
MKA110080R06A27UP17 80 6 80 27 50 12.4 7 2.0 UP**1705 x Fig1 (@)
MKA110100R06B32UP17 100 6 100 32 50 14.4 8 2.0 UP**1705 x Fig2 O

eStock oAvailable upon Order




GESAC INDEXABLE MILLING | MILLING TOOLS

High Feed Milling

MKA110

Shank

Ordering Code Diamet- Teeth Dimensions (mm) Apmax CEILEE Coolant| Shape | Stock
&5 ®D1 | ®dm L L1 L
MKA110020R02P20UD08S 20 2 20 20 120 40 1.0 uUD*+0803 x Fig3 )
MKA110020R02P20UD08 20 2 20 20 160 50 1.0 uD**0803 x Fig3 @)
MKA110025R02P25UD08S 25 2 25 20 120 40 1.0 uD*0803 x Fig3 O
MKA110025R02P25UD08 25 2 25 25 160 50 1.0 uD**0803 x Fig3 )
MKA110035R05P32UD08 35 5 35 32 200 50 1.0 uD*0803 x Fig3 o)
MKA110025R02P25UD12 25 2 25 25 160 50 1.5 UbD**12T3 x Fig3 )
MKA110030R03P32UD12 30 3 30 32 200 50 15 UD*12T3 x Fig3 o)
MKA110032R03P32UD12 32 3 32 32 200 50 1.5 ubD**12T3 x Fig3 )
MKA110-035R03P32-UD12 35 3 35 32 200 50 1.5 ubD**12T3 x Fig3 )

eStock oAvailable upon Order
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MILLING TOOLS | INDEXABLE MILLING

GESAC

Spare Parts
Parts Insert Screw Insert Spanner
Shape
Insert
SI60M2.5X6.5 TTO8P
uD**0803
730100961043 720300960507
SI60M4X9 TT15P
UD**12T3
730100961131 720300960510
SI60M5X12 TT20P
UP**1705
730100961205 720300960515

Parameters for Programing Calculations

Approximate Corner

Insert R(mm) Remains K(mm)
UD**0803 1.8 0.58
UD**12T3 2.8 0.86
UP**1705 3.5 1.02

Remains K

Approximate Corner R




GESAC INDEXABLE MILLING | MILLING TOOLS

Recommended Cutting Data

Cutting Speed mm/tooth
Workpiece Material Material Hardness Grade
Ve ( m/min ) Medium Cutting(M) | Heavy Cutting(H)
GA4225
. 180 1.2 1.5
Mild Steel <HB200 GP4225
GA4230 (150-200 ) (0.8-1.5) (1.0-2.0)
GA4225
Carbon Steel, <HRC35 GA4230 150 1.2 1.5
Alloy Steel GP2115 (120-180) (0.8-1.5) (1.0-2.0)
GS4130
Carbon Steel, 120 1.0 1.2
Alloy Steel HRC35-45 GA4230 (90-140) (061.2) (0.815)
| - Cicess 2o HRC3S oz 120 0.8 1.0
(Ferrite, Martensite) GS4130 (90-140) (0.6-1.0) (0.8-1.2)
Cast Iron <HB350 GK2115 180 1.2 1.5
Nodular Cast Iron - GK4125 (150-200) (0.8-1.5) (1.0-2.0)
Heat-resistant Alloy <HRC35 gl\s/lﬂgg 40 0.3 0.4
and Titanium Alloy GA4230 (30-60) (0.15-0.4) (0.2-0.6)
. 80 0.2 0.3
Quenching Steel HRC45-55 GA4230 (60-100 ) (01:03) (0.15-0.4)

The Relationship of Recommended Feed and Depth of UD/UP Inserts

ap (mm)
Insert Size
05 1 15 2 25 3
0.8 05
08 (0.6-1.2) (0.4-0.8) - - - -
12 15 12 0.8 ] ] ]
(1.0-2.0) (0.8-1.5) (0.6-1.2)
. 2 15 12 0.8 ] ]
(1.8-2.5) (1.0-2.0) (0.8-1.5) (0.6-1.2)
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GESAC

High Feed Milling

SDMT

4 Edges High Feed Milling

Vs
Coated unco- | oo et
ated
Ordering Code W | o | w|w|o|w|w| o 0 S
S 88| |3|9|=18| & | E
D S R 199 8| < | N < [} b=y
< | < |a |l a| S| | X | o z o
(O] (O] O O] O] O O (O] O (G)
SDMT120512-GM 12.7 55 | 1.2 | @ o ® | O
SDMT150512-GM 15875 | 556 | 1.2 o
SDMT120512-GH 12.7 556 | 12 | e | @ | O | O | O | O o
SDMT150512-GH 15875 | 556 | 1.2

eStock oAvailable upon Order
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SDMT Series Geometry

Medium Cutting for General material Heavy Cutting for General material

GM GH

Chamfered cutting edge with rake angle is suitable for medium

cutting Cutting force with special rake angle is suitable for heavy cutting.
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MILLING TOOLS | INDEXABLE MILLING GESAC

High Feed Milling

LI
S/
MKB113 ks
Arbor S o)
D1
Fig1
i - Dimensions (mm)
Ordering Code Diamet- | feeth Apmax (Isauge Coolant| Shape | Stock
ers ®D1 | ®dm | H w T nsert

MKB113050R04A22SD12 50 4 50 22 40 10.4 6.3 2.0 SDMT1205 x Fig1 [ )
MKB113052R05A22SD12 52 5 52 22 40 10.4 6.3 2.0 SDMT1205 x Fig1 (@)
MKB113063R04A22SD12 63 4 63 22 40 10.4 6.3 2.0 SDMT1205 x Fig1 ]
MKB113063R05A22SD12 63 5 63 22 40 104 6.3 2.0 SDMT1205 v Fig1 (@)
MKB113063R04A22SD15 63 4 63 22 40 10.4 6.3 3.0 SDMT1505 x Fig1 O
MKB113080R06A27SD12 80 6 80 27 50 12.4 7 2.0 SDMT1205 v Fig1 O
MKB113080R05A27SD15 80 5 80 27 50 12.4 7 3.0 SDMT1505 x Fig1 ]
MKB113100R06A32SD15 100 6 100 32 50 14.4 8 3.0 SDMT1505 v Fig1 (@)
MKB113100R06B32SD12 100 6 100 32 50 14.4 8 2.0 SDMT1205 x Fig2 O
MKB113100R07B32SD12 100 7 100 32 50 14.4 8 2.0 SDMT1205 x Fig2 O
MKB113100R06B32SD15 100 6 100 32 50 14.4 8 3.0 SDMT1505 x Fig2 O
MKB113125R07B40SD15 125 7 125 40 63 16.4 9 3.0 SDMT1505 x Fig2 O

eStock oAvailable upon Order
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High Feed Milling

A i E—
®
Shank :
] Fig3
i L Dimensions (mm)
Ordering Code Diamet- | et Apmax CELEE Coolant| Shape | Stock
ers ®D1 | ®dm | L | L1 Insert
MKB113032R02P32SD12S 32 2 32 32 160 70 1.0 SDMT1205 x Fig3 [ ]
MKB113032R02P32SD12 32 2 32 32 200 70 1.0 SDMT1205 \/ Fig3 )
MKB113035R03P32SD12 35 3 35 32 200 70 1.0 SDMT1205 \ Fig3 e}
MKB113040R03P32SD12 40 3 40 32 200 70 1.5 SDMT1205 x Fig3 o
eStock oAvailable upon Order
Spare Parts
Parts Insert Screw Insert Spanner
Shape
Insert
SI60M4X11 TT15P
SDMT120512
730100961141 720300960510
SI60M5X12 TT20P
SDMT150512
730100961201 720300960515

Parameters for Programing Calculations

Insert

Approximate Corner

Remains K(mm)

R(mm)
SD**1205 4.0 0.85
SD**1505 5.0 1.05

Remains K

Approximate Corner R
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GESAC

Recommended Cutting Data

Workoi Material Material - Cutting Speed mm/tooth
orkpiece Materia rade
Hardness Ve ( m/min’) Medium Cutting(M) | Heavy Cutting(H)
GA4225
) 180 1.2 1.5
Mild Steel <HB200 GP4225
GA4230 (150-200 ) (0.8-15) (1.0-2.0)
GA4225
Carbon Steel, GA4230 150 1.2 1.5
Alloy Steel =HRC35 GP2115 (120-180) (0.8-1.5) (1.0-2.0)
GS4130
Carbon Steel, 120 1.0 1.2
Alloy Steel HRC35-45 GA4230 (190-140) (0.6-1.2) (0.8-1.5)
) GM2140
Stainless Steel 120 0.8 1.0
M (Ferrite, Martensite) Srliees ggﬁgg (90-140) (0.6-1.0) (0.8-1.2)
Cast Iron <HB350 GK2115 180 1.2 15
Nodular Cast Iron - GK4125 (150-200) (0.8-1.5) (1.0-2.0)
. GM2140
Heat-rgss_tant Alloy <HRC35 GS4130 40 0.3 0.4
and Titanium Alloy GA4230 (30-60) (0.15-04) (0.2-06)
) 80 0.2 0.3
Quenching Steel HRC45-55 GA4230 (60-100 ) (01:03) (0.15:0.4)

The Relationship of recommended Feed and Depth of SDMT inserts

ap (mm)
Insert Size
0.5 1 1.5 2 2.5 3
12 1.8 1.5 1.0 0.8 ) )
(1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0)
15 2.0 1.8 1.5 1.0 0.8 0.6
(1.8-3.0) (1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0) (0.4-0.8)
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Side and Face Milling

CNEU

Medium Slot Width Side and Face Milling Inserts

25

Dimensions (mm) Coated Unco- | ¢ met
ated
Ordering Cod
rdering Code § § é” g ?_r @ g g @ =
Dlefs|a |55 5 8|8 3/8|5]2)5
6| 6| 6|6 | 5|66 06|06 5}
CNEUO070508-PM | 7.6 | 80 5 34 O O O O O
CNEUO070508-KM | 7.6 | 80 5 34 ¢] o o o [ ] o

eStock oAvailable upon Order
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Side and Face Milling

MSA(110~113) &5 [ o

Arbor
oz /7 h
Fig2
Ordering Code Diamet-ers | Teeth Dimensions (mem) ?auge Coolant| Shape| Stock
oD | C | ®d | ae | H | oD nsert
MSA110080R06B27CNO7 80 6 80 10 27 14 50 48 CNEUO0705 x Fig1 O
MSA110100R08B32CNO7 100 8 100 10 32 19 50 58 CNEU0705 x Fig1 (@)
MSA110125R10B32CNO7 125 10 125 10 32 29.5 63 64 CNEUQ0705 x Fig1 [ ]
MSA110160R12B40CNO7 160 12 160 10 40 43 63 70 CNEUO0705 x Fig1 e}
MSA111080R06B27CNO7 80 6 80 11 27 14 50 48 CNEUO0705 x Fig1 e}
MSA111100R08B32CN07 100 8 100 11 32 19 50 58 CNEUO0705 x Fig1 @)
MSA111125R10B32CN07 125 10 125 11 32 29.5 63 64 CNEUO0705 x Fig1 [ ]
MSA111160R12B40CN07 160 12 160 11 40 43 63 70 CNEUO0705 x Fig1 O
MSA112080R06B27CNO7 80 6 80 12 27 14 50 48 CNEUO0705 x Fig1 O
MSA112100R08B32CN07 100 8 100 12 32 19 50 58 CNEU0705 x Fig1 O
MSA112125R10B32CN07 125 10 125 12 32 29.5 63 64 CNEU0705 x Fig1 [ ]
MSA112160R12B40CNO7 160 12 160 12 40 43 63 70 CNEUO0705 X Fig1 (@)
MSA113080R06B27CNO7 80 6 80 13 27 14 50 48 CNEUO0705 X Fig1 O
MSA113100R08B32CNO7 100 8 100 13 32 19 50 58 CNEUO0705 x Fig1 (@)
MSA113125R10B32CNO7 125 10 125 13 32 | 295 | 63 64 CNEUO0705 x Fig1 )
MSA113160R12B40CNO7 160 12 160 13 40 43 63 70 CNEUO0705 X Fig1 (@)

Bunn sigexspu; x>

eStock oAvailable upon Order
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Side and Face Milling

MSA(110~113) g

Shell °
sl c

Fig3
Ordering Code Diamet-ers | Teeth 2IEEe 13 i) (I;:sl:egr? Coolant| Shape | Stock
®D C | &d | ae | b1 ®d1

MSA110080R06K27CN0O7 80 6 80 10 | 27 | 19 | 10 40 CNEU0705 x Fig2 @)
MSA110100R08K27CNO7 100 8 100 10 27 26 10 46 CNEUO0705 x Fig2 O
MSA110125R10K40CNO7 125 10 125 10 40 34 10 55 CNEUO0705 x Fig2 @]
MSA110160R12K40CNO7 160 12 160 10 40 51 10 55 CNEUO0705 x Fig2 (@)
MSA111080R06K27CNO7 80 6 80 11 27 19 1" 40 CNEUO0705 x Fig2 O
MSA111100R08K27CNO7 100 8 100 11 27 26 1" 46 CNEUO0705 x Fig2 O
MSA111125R10K40CNO7 125 10 125 11 40 34 11 55 CNEUO0705 x Fig2 O
MSA111160R12K40CN0O7 160 12 160 | 11 40 | 51 1 55 CNEU0705 x Fig2 0]
MSA112080R06K27CN0O7 80 6 80 12 | 27 | 19 | 12 40 CNEU0705 x Fig2 @)
MSA112100R08K27CN0O7 100 8 100 | 12 | 27 | 26 | 12 46 CNEU0705 x Fig2 0)
MSA112125R10K40CN0O7 125 10 125 | 12 | 40 | 34 | 12 55 CNEU0705 x Fig2 0]
MSA112160R12K40CNO7 160 12 160 | 12 | 40 | 51 12 55 CNEU0705 x Fig2 @)
MSA113080R06K27CN0O7 80 6 80 13 | 27 | 19 | 13 40 CNEU0705 x Fig2 @)
MSA113100R08K27CN0O7 100 8 100 | 13 | 27 | 26 | 13 46 CNEU0705 x Fig2 @)
MSA113125R10K40CN0O7 125 10 125 | 13 | 40 | 34 | 13 55 CNEU0705 x Fig2 @)
MSA113160R12K40CN0O7 160 12 160 | 13 | 40 | 51 13 55 CNEU0705 x Fig2 @)

eStock oAvailable upon Order
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Spare Parts
Parts Insert Screw Insert Spanner
Shape
Insert
SI60M3X8 TTO9P
CN*U0705
730100961075 720300960511
Recommended Cutting Data
Cutting Speed mm/tooth
Workpiece Material Material Hardness Grade
( m/min) Medium Cutting(M)
A422
Mild Steel <HB200 gA4238 ( 202)5_;320 ) (0 02;2) 15)
GP4225 ! :
GA4225
n Carbon Steel, Alloy Steel <HRC35 GA4230 (1 42)(-3?80 ) (0 005008 12)
GP4225 ’ ’
Carbon Steel, Alloy Steel HRC35-45 gﬁggg 140 0.08
GP4225 (120-160) (0.05-0.12)
M Stainless Steel <HRC35 GA4230 120 0.06
(Ferrite, Martensite) B GM2140 (90-140) (0.08-0.10)
Cast Iron <HB350 GK4125 200 0.1
Nodular Cast Iron GK2115 (180-220) (0.02-0.15)
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Side and Face Milling

SNEX

Narrow Slot Width Side and Face Milling Inserts

Dimensions (mm) Coated e Cermet
ated
Ordering Code © o © © o o © o 0 s
N 1) I -~ < [ — ™ N =
D s o | § 9|9 | x| x| | 8| 5| 5 5
< < o o > N4 N4 (%} z o
O O O (O] O] O] ] (O] O O

SNEX1202-GM 12.7 23 5.2

SNEX1203-GM 12.7 3 5.2

SNEX12T3-GM 12.7 3.5 5

SNEX1204-GM 12.7 4 5

O|lO|O|O|O
o o o o o
O|lO|O|O|O
® (® O O |0

SNEX12T4-GM 12.7 4.5 5

eStock oAvailable upon Order
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Side and Face Milling

2m ad
MSA(104~108) | T
Arbor w T
# Iz 5
2D j
Fig1
Dimensions (mm)
Ordering Code Diamet-ers| Teeth ?aug: Coolant | Shape| Stock
oD | C | od | ae | H | D1 nse
MSA104100R10A27SN12 100 10 100 4 27 23 50 48 SNEX1202 x Fig1 O
MSA105100R10A27SN12 100 10 100 5 27 23 50 48 SNEX1203 x Fig1 O
MSA106100R10A27SN12 100 10 100 6 27 23 50 48 SNEX12T3 x Fig1 )
MSA107100R10A27SN12 100 10 100 7 27 23 50 48 SNEX1204 x Fig1 O
MSA108100R10A27SN12 100 10 100 8 27 23 50 48 SNEX12T4 x Fig1 O

eStock oAvailable upon Order
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Spare Parts
Parts Insert Screw Insert Spanner
Shape
Insert
M4X3.2 TTO9P
SNEX1202
730100960014 720300960511
M4X4.2 TTO9P
SNEX1203
730100960015 720300960511
M4X5.2 TT15P
SNEX12T3
730100960016 720300960510
M4X6.2 TT15P
SNEX1204
730100960017 720300960510
M4X7.2 TT15P
SNEX12T4
730100960018 720300960510
Recommended Cutting Data
Cutting Speed mm/tooth
Workpiece Material Material Hardness Grade
( m/min ) Medium Cutting(M)
GA4225 180 0.1
Mild Steel <HB200 g;\ﬁgg (100-250) (0.08-0.25)
n GA4225 150 0.1
Carbon Steel, Alloy Steel <HRC35 g;l’;\jgg(s) (80-250 ) (0.08-0.25)
GA4225 120 01
Carbon Steel, Alloy Steel HRC35-45 ggﬁgg (80-250 ) (0.08-0.25)
Stainless Steel 120 0.1
M (Ferrite, Martensite) = IREE EIAAE (80-250) (0.05-0.15)
Cast Iron 140 0.1
m Nodular Cast Iron <HB350 GKa125 (80-250) (0.05-0.15)
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GESAC

Chamfer Milling

SPMT

Chamfer Milling Inserts

e
\

Coated unco-| oo rmet
ated

Ordering code I} o 7o) 0 [=} 0 0 o 1) =

S &S| |3 8|28 E

D S 0 g g g N N < ) < o b=y

< < o [l > 4 X (%) z o

(O] O O O] O] O (O] O O (0]
SPMTO09T308-CM 953 397 | 11 [ ) [ ] o o (@] [ ]
SPMT120408-CM 12.7 476 | 11 [ ) [ ) (@] o o [ ]

eStock oAvailable upon Order
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Chamfer Milling

MCA130 *

Weldon aw L
Fig1
f L Dimensions (mm
Ordering Code Diamet-| ety (mm) ap CISauge Coolant| Shape| Stock
ers oD | ddm | L | L, nsert
MCA130025R02W25SP09 25 2 25 25 120 | 40 3 SPMT09T308-CM x Fig1
MCA130032R03W32SP12 32 3 32 32 180 | 40 4.5 SPMT120408-CM x Fig1
eStock oAvailable upon Order
]
MCA145 et
[ L1
Weldon “ L
Fig2
; _ Dimensions (mm
Ordering Code Diamet| fegth (mm) ap CEND Coolant | Shape| Stock
ers ®D | ®dm | L | L, A
MCA145025R02W25SP09 25 2 25 25 120 | 40 5 SPMTO09T308-CM x Fig2 [ )
MCA145032R03W32SP12 32 3 32 32 180 | 40 7 SPMT120408-CM x Fig2
eStock oAvailable upon Order
|
MCA160 1 —
60 Lt L
Weldon
Fig3
i : Dimensions (mm
Ordering Code Diamet| fegth (mm) ap CELED Coolant | Shape| Stock
e ®D | ®dm | L | L, rEEd
MCA160025R02W25SP09 25 2 25 25 120 | 40 6 SPMT09T308-CM x Fig3 (]
MCA160036R03W32SP12 32 3 36 32 180 | 40 8 SPMT120408-CM x Fig3

eStock oAvailable upon Order
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| INDEXABLE MILLING

GESAC

Spare Parts

Parts

Insert Screw

Insert Spanner

Insert

Shape

SPMT09T308-CM SI60M4X9 TT15P
SPMT120408-CM SI60M5X10 TT20P
Recommended Cutting Data
f Cutting Speed mm/tooth
Workpiece Material HMaéenaI Grade
QICHESS ( m/min’) Medium Cutting(M) | Heavy Cutting(H)
. GA4225 180 0.25 0.4
Mild Steel <HB200 GA4230 ( 150-200 ) (0.1-0.4) (0.1-05)
Carbon Steel, <HRC35 GA4225 150 0.3 0.4
n Alloy Steel = GA4230 (120-180) (0.1-0.4) (0.1-05)
Carbon Steel, GA4225 120 0.3 0.4
Alloy Steel HRC35-45 GA4230 (80-150) (0.1-0.4) (0.1-05)
Stainless Steel (Ferrite, 120 0.3 0.4
M Martensite) =i (RO EPAl (80-160) (0.1-0.4) (0.1-05)
Cast Iron 130 0.3 0.4
m Nodular Cast Iron <HB350 GK4125 (90-160) (0.1-0.4) (0.1-0.5)
Heat-resistant Alloy and 40 0.2 0.3
Titanium Alloy = IREE R (30-60) (0.1-0.3) (0.15-0.35)
. 80 0.1 0.2
Quenching Steel HRC45-55 GA4230 (60-100) (01-02) (0.15.0.25)
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Case Studies

Face Milling
SNEU Inserts +MFB145/245 Cutter
Workpiece
Materia 45# ( HRC22)
Processing - i GL
way Face milling, dry cutting
SS
Cutting Vc=250 m/min, fz=0.2 mm/t,
Parameters ap =2mm , ae=25mm
GW
Insert and SNEU1206ANEN-GM-GA4230
cutter MFB245-063R06A22-SN12 GESAC
0 50 100 150 200
Remark The tool life target is 35 minutes. Abrasion(um)
HNEX Inserts +MFB160/260 Cutter
Workpiece
Materia HT250 ( HB180-230 )
| | 40%
Processing Face milling. medium-finishing, wet
way cutting AK 0
Cutting V=180 m/min, fz=0.4 mmft, 1
Parameters ap =0.35mm GESAC !
HNEX090516-KR-GK4125 0 200 400 600 800
'gsggra"d HNEX090502-WC-GK4125
u MFB160-125R15B40-HN09 Amount(pcs) /tip




MILLING TOOLS | INDEXABLE MILLING

GESAC

Case Studies

High Feed Milling
SDMT Inserts and MKB113 Cutter

Workpiece
Materia P20 (HRC35)
Processing Pocket milling and Profile milling
way Roughing. dry cutting
) . JD
Cutting Vc=138.5m/min, fz=1.6mml/t,
Parameters ap =0.8mm
Insert and SDMT120512-GM-GA4230 GESAC 4500
Cutter MKB113-050R04A22-SD12
0 1000 2000 3000 5000
Remark Tool life are both 3.5 h
Feed rate F(mm/min)

Side and Face Milling
CNEU Inserts and MSA110-113 Cutter

Workpiece

WEferE HT250 ( HB180-230 )
Processing . .

way Parting. Dry cutting
Cutting Vc=220m/min, fz=0.15mm/t,
Parameters ap=15mm

Insert and CNEU070508-KM-GK4125
Cutter MSA110-125R10B32-CN07

AK

GESAC

1000,

2000 3000

Amount(pcs) /tip
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| SOLID CARBIDE ENDMILLS

GESAC

GESAC Coating

Coating Characteristic

Coatings

Microhardness
(HV0.05)

Coefficient Friction

Max. service
Temperature ( °C)

Characteristic and Application

AICrN

3200

0.45

1100

High oxidation resistance, extremely good of high
temperature abrasion resistance, suitable for
ordinary steel, low hardness of die steel or titanium
alloy dry milling.

AICrSiN

3300

0.4

1100

Specially designed for milling, high oxidation
resistance, good balance of abrasion resistance
and toughness, versatility is extremely high,
suitable for ordinary steel under HRC55, die steel
and titanium alloy milling.

TIAIN

2900

0.35

900

Super-high micro hardness and fine-grain, suitable
for stainless steel, some high hard steel drying
cutting and titanium alloy milling.

AITiN Nano

3000

0.45

900

Extremely crystal texture control, good balance of
micro hardness and toughness, universal milling
and drilling coatings, suitable for stainless steel,
high hard steel moderately high speed and high
feed cutting.

AICrN/TiSiN

3100

0.35

1100

High oxidation resistance, good hot hardness, good
toughness, and super-smooth surface, suitable for
stainless steel and cast iron drilling.

AITIN/TiSIN Multilayer

3300

0.35

1100

Super high thermal-stability, super toughness, bit
general coating, especially suitable for ordinary
steel drilling.

TIAICrSIN

4000

0.35

1100

High hardness, high oxidation resistance and hot
hardness, suitable for high hard steel above 55HRC
milling.

Normal Diamond
Coating

8500

700

High hardness, thermal conductivity and wear
resistance, suitable for graphite machining.

Ultra-fine Grain
Diamond Coating

8000

700

Smooth surface, good self-lubricity, hardness,
thermal conductivity and wear resistance, suitable
for nonferrous materials, carbon fiber composite
machining, etc.
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Position of Main PVD Nano-structure Coating

PVD coating provides for superior control of coating grain size (from 10nm to 500nm), achieves excellent hardness, good oxidation
resistant, and improved reduction of the coefficient of friction.

Max. service Temperature ( °C )

1200 ‘ 1
AICrSIN
1000
800
600 | -
400
200
0 2000 2500 3000 3500 4000 Microhardness(HV)

Microhardness and Max. Service Temperature

Coefficient Friction

0.5
TiN
0.4
0.3
0.2
0.1
0 2000 2500 3000 3500 4000 Microhardness(HV)

Microhardness and Coefficient of Friction
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Universal High Performance Coating AICrSiN

e Productivity increase due to significantly higher cutting speed and feed for

application in a wide range of materials.
Significantly enhance productivity.
e Particular design of structure brings good balance between toughness, thermo-

shock stability and residual stress. AICrSiN Coating

- 1| "
The C?rbide Substratet

High Hardness Coating TiAICrSiN

SEM Photograph of Coating

e Micro hardness up to 4000HV, with good wear resistance.

e Special transition layer design to ensure the high bonding strength between

high hardness coating and substrate, adhesion of up to 100N.

o Nano composite coating design, have super strong oxidation resistance,

oxidation starts at temperatures as high as 1100°C,high temperature tability
TiAICrSiN Coating

The Carbide Sdbstrate

Nano Coating AITiN SEM Photograph of Coating

e High aluminum content provides excellent hot hardness and oxidation resistance.
e Special method optimizes the structure of coating, significantly improve stability,
reducing the number of surface droplet.

Ultra-Fine Grain Diamond Coating

e High purity diamond coating, with hardness up to 80GPa.

e Ultra smooth and shiny surface, low coefficient friction.

o Suitable for finish machining nonferrous materials, such as graphite, aluminum, carbon
fiber, ceramic, etc.

Diamond Coating

rbige SubStrdte

Cross-section Image

SEM Photograph of Coating
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Guidelines to Icons

Mark Description Mark Description Mark Description
@ ISO Standard Shank 5 28° Helix ! . Square
"~ Helix
Shank
_sHank| | ISO Standard Shank 30 30° Helix !. Corner Radius
il e Endteeth
Type
. 35° | L |
/(63| | AICTN Coating 35° Helix Ballnose
Helix Ballnose
’ 40° )
LS | AICTSIN Coating 40° Helix W | sauare win
Helly Chamfer
. ) ) 45° N
LR | TiAIN Coating 45° Helix Steels
Helix
Helix
AlTi . ) 28°130' ) i .
\} | Nano Coating AITiN Variable Helix M Stainless Steels
nano Helix
Coating A_I_Il(éml AICrN/TiSiN Coating 15140 Variable Helix m Cast Iron
e Workpiece
. — Material
IR | Nano Coating AITIN/ 35738 Variable Heli Non-ferrous
UELE | TiSiN — ariable Helix Materials
367391 Heat-resistant
WA | TIAICrSIN Variable Helix B Super Alloys,
Helix Titanium Alloys
Normal Diamond (THSAS’ ) ) High Hardened
N-DIA Coating o~ Variable Helix m Materials
Ultra-Fine Grain .
M Diamond Coating E 1 Flute Endmills
E For Side Milling 2 Flute Endmills
Cutting
Condit- m For Slotting :3 ! 3 Flute Endmills
ion
No.of F
m For Profile Milling Flutes l 4 ! 4 Flute Endmills
ﬁ -20° Helix 5 Flute Endmills
Helix mﬁ 15° Helix [6} 6 Flute Endmills
mﬁ 20° Helix 15‘ 12 Flute Endmills
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Solid Carbide Endmills Indentify System

UP210 -

Workpiece @®Code of Series Series Description
UP100 Suitable for Steels&Cast Iron(<35HRC)
UP210 Suitable for Steels&Cast Iron(<48HRC)
SP210 Suitable for High Efficiency Machining of Steels & Cast Iron(<48HRC)
Steel, Cast Iron
UPR100 Suitable for Roughing of Steels & Cast Iron(s48HRC)
UPN210 w Suitable for Roughing of Steels & Cast Iron(s48HRC)
UPM100 Suitable for Pocket Milling of Steels & Cast Iron(<48HRC)
USs200 uitable for General Machining of Stainless Steel
Stainless Steel US300 uitable for General Machining of Stainless Steel
S$S200 uitable for General Machining of Stainless Steel
UA100 Suitable for General Machining of Aluminium Alloy
UA160 Suitable for General Machining of Aluminium Alloy
Aluminium Alloy SA100 QEM  Suitable for High Efficiency Machining of Aluminium Alloy
SA300 Suitable for high efficiency machining of aerospace Aluminium Alloys
SA310/SA360 Suitable for high efficiency machining of aerospace Aluminium Alloys
Graphite SG200 Suitable for High Speed Machining of Graphite
Composite Materials SD200 Suitable for Composite Material
Heat Resistant Super Alloys SN200 Suitable for High Efficiency Machining of Heat Resistant Super Alloys
ST200 ST200 Endmills for High Performance Machining of Titanium Alloys
Titanium Alloys ST260 ST260 Endmills High Performance Machining of Titanium Alloys
ST300 ST300 Endmills for High Efficiency Machining for Titanium Alloys
SH160 Suitable for Machining of Hardened Steels ( 48-55HRC )
SH200-H Suitable for General Machining of Hardened Steels ( 35-60HRC )
High Hardened Material SH300-H nﬁﬂ Suitable for Exclusive Machining of Hardened Steels ( 45-70HRC )
FH200-H m Suitable for High Feed Machining of Hardened Steels ( 35-65HRC )
SHM100 Suitable for Micro Machining of Hardened Steels ( 48-56HRC )

s|liwpu3z 8pigied plos
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S

-

@Endteeth Type ®Length of Flute @®No. of Flutes
S Square N Reduce Neck 2
B Ballnose H Long Shank 3
R Cornor Radius L Long Flute 4
c Square End with s Short Flute
Chamfer
Blank Standard

060 09

Tel

®Diameter ®Code Characteristic
0.6mm 006 Square End\Ballnose:

6mm 060 1 a. Neck Length

b. Flute Length

10mm | 100 6-06  10-10

Cornor Radius
r0.2-02 r1-10

Miniature:
a.Neck Length :
3 1-01 10-10
b.Flute Length (*10) :
0.8-08 1.6-16

Square End with
Chamfer :
C0.03-03
C0.13-13
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Small & Cavity Endmills Indentify System

SPM200

con

Workpiece @®Code of Series Series Description

Steel, Cast Iron
Copper Alloys , High SPM200 @
Hardened Material

Suitable for High Efficiency Machining of Small & Deep-Cavity
(=55HRC)
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R N 2-1-4-01-V

O o5 0D teln tel o ten

@Endteeth Type ®Type of Flute ®Diameter @Corner Radius Coaglnlg
ymbo
S Square N Reduce 0.6mm 0.6 0.5mm| 05
c Neck
ornor emm 6 1 1
R Radius m
Without
B Ballnose Blank | Corner
@No. of Flutes Radius
2
3 ®Reduce Neck
4 0.5mm 0.5
1mm 1
10mm 10
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Application Summary Of Solid Carbide Endmills
1ISO Material . ; High Efficiency . " Micro
Group MC GESAC General Machining Roughing Machining High Speed Machining Machining
1 UPR100
2 Carbon Steel,Alloy Steel UP100 UPN210
3 (< 35HRC) m
4
5 Alloy Steel
(35-48HRC)
UP210 SP210 SH200-H UPM100
SH200-H SPM200
UPR100 m
PH,Ferritic,Martensitic
6 Steel( < 35HRC) UP100 UPN210
! SPM200
M 2 Stainless Steel US200 | US300 $5200
3
1 Grey Cast Iron,Nodular
2 Cast Iron( < 32HRC) UP100 UPR100
m UP210 SP210 SPM200
3 High-alloy Cast Iron
(35-45HRC)
1 Wrought Aluminium Alloys/
2 Cast UA100 | UA160
Aluminium Alloys(Si<12%)
SA300
3 Cast Aluminium Alloys SA100 SA310 SA360 SPM200
(Si>12%) m m
Copper Alloys
4 ( <200HB ) UA100 | UA160
5 Graphite, Cgmposne SD200 SG200
Material
! Heat-resistant Alloys
2 ( <450HB ) Ly
3 SPM200
Titanium Alloys m
4 ( <400HB ) ST200 ST300 ST260 | ST300
Hardened Steel
1 SH160
(45-55HRC) SHM100
SH200-H SH200-H SPM200
Hardened Steel FH200-H FH200-H m
2 SH300-H
(55-60HRC) (NEW] NEW]
3 Hardened Steel
4 (> 60HRC)
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Series Introduction

¥ UP100 Endmills for General Purpose

- Suitable for steels & cast iron(<35HRC)
- Sharp cutting edge design meets soft material cutting.

A UP210 Endmills for General Purpose

- Suitable for steels & cast iron(<48HRC).

- High performance AICr series coating with high temperature resistance
and high wear resistance.

- Adapt to oil mist, water, oil, air cooling and other cooling conditions.

¥ UPN210 Endmills for Rough Application

- Suitable for roughing machining of steels & cast iron(<48HRC).
- Cutting edge with Special chip-breaking design, suitable for groove
and side wall roughing.

A SP210 Endmills for High Efficiency
Efficient Machining

- Suitable for high efficiency efficient machining of steels
& cast iron (<48HRC).

- Variable helix angle and unequal flute pitch with
excellent anti-vibration capacity.

- Applicable to high efficiency efficient machining of large
cutting depth (ap ) , large cutting width ( ap ) (Machine
with good rigidity).
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Series Introduction

¥ US300 Endmills for General Machining of
Strainless Steel
« Suitable for rough milling, semi-finishing and finishing of stainless
steel(<280HB).
- Design for the small depth/large width in face milling, large depth/
small width in side milling, less than 0.3D inshallow slotting.
|

A US200 Endmills for General
Machining of Stainless Steel

- Suitable for general machining of stainless steel
(<280HB).

+ Special edge design effectively solves the crumbs.
- Water , oil cooling are the best cooling methods.

)

¥ UPM100 Endmills for Micro
Machining

- Suitable for pocket milling of steels&cast iron(<48HRC).
+ Longer neck design,prevents collisions with workpiece
duringdeep pocket milling of mold rib areas.

A SS200 Endmills for High Efficiency
Efficient Milling of Stainless Steel

- Suitable for high efficiency efficient rough milling and
semi-finishing milling of stainless steel ( <280HB ) .

- Variable Bottom edge variation and unequal helix angle
and unequal flute pitch have with excellent anti-vibration
capacity, and ensure high surface precision.

- Applicable for high efficiencyt machining at large cutting

§ T depth (ap), large cutting width (ae), with high metal removal
rate.
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Series Introduction

W UA100 Endmills for General Machining of
Aluminum Alloy and Copper Alloy

- Suitable for aluminum alloy (Si < 12%) and copper alloy (< 200HB) general
processing.

- Special edge design prevents vibration and effectively solves the crumbs.
- Water cooling is the best cooling method.

o

UA160 Endmills for General Machining A
of Aluminum Alloy and Copper Alloy

- Suitable for roughing, semi-finishing and finishing of aluminum
alloy ( Si<12% ) and copper alloy ( <200HB ) .

+ Special edge design prevents vibration.

- Special edge preparation ensures good surface quality.

¥ SA100 Endmill for High Efficiency
Efficient Milling of Aluminum Alloy

- Suitable for high efficiency efficient rough milling and semi-finishing
milling of aluminum alloy (Si < 12%)

+ Unique groove design and rake face polishing process enhance
chip removal performance and meet needs of high efficient
processing

+ Applicable for high efficiency efficient machining at large cutting
depth (ap), large cutting width (ae), with high metal removal rate

SA310/SA360 Endmills for High Speed A
Machining of Aerospace Aluminium Alloy

Sy

- Suitable for high speed and high efficient machining of aerospace aluminium alloys
« Ultra-fine cemented carbide with high wear resistance and toughness

« Special design and precision manufacture with balance Dynamic balance
performance N=25000RPM , G2.0

« SA360 series with inner coolant holes provide more effective cooling performance to
realize high speed machining.

« Unique sharp edges with light and smooth cutting performance improve processing
efficiency and workpiece surface quality.

« Extremely high efficient cavity milling with metal removeal rate up to 800cc/min
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Series Introduction

¥ SD200 Endmills for Machining of
Composite Material

- Suitable for side milling and slotting milling of Composite

Material |

- Diamond coating prolongs cutting tool life

- Left and right staggered tooth design reduces and |
eliminates burr and delamination on the workpiecetop and

bottom surface. |

/A SG200 Endmills for High Speed
Machining of Graphite

- Diamond coating and enhanced adhesion between
coating and substrate provide high adhesion and tool
toughness;

| + High-purity diamond coating film with good wear

\ resistance ensures long-life processing;
- Suitable for semi-finishing and finishing of graphite
partsworkpieces, such as graphite electrode and graphite
products. Air cooling is recommended.

¥ SA300 Endmills for High
Efficiency Machining of
Aerospace Aluminium Alloys

- Suitable for high efficiency machining of aerospace
aluminium alloys.

« Ultra-fine cemented carbide,high wear-resistance and
toughness.

- Unique sharp cutting edges provide increased -
performance in smoothness efficiency and finishing.

- Extremely high efficienct cavity milling with metal

remove rate up to 600cc/min.

A SN200 Endmills for High

) Efficiency Machining of Heat
I .
l;} Resistant Alloys
o
Lr‘ - Suitable for rough, semi-finish and finish machining

of Heat Resistant Alloys.
| - Special edge design ensures high rigidity and
excellent anti-vibration performance.
L i - Special end cutting edgecircumference relief angle
improves edge strength and guarantees surface
quality;
- High pressure water cooling and gas cooling are
the best cooling methods.
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Series Introduction

¥ SH160 Endmills for Hardened Steels(48-55HRC)

- High hardness and toughness substrate,special angle design, suitable for
hardened steel processing.

- For finishing of hardened steels(48-55HRC)

» Recommended to use air or oil mist cooling.

ST200 Endmills for High Performance A
Machining of Titanium Alloys

- Suitable for high performance machining of aerospace titanium
alloys.

- Ultra-fine cemented carbide substrate, special R coating and
advanced edge processing prolong tool life.

- Variable helix angle flute pitch and unequal flute pitchlead improve
anti-vibration performance and surface quality.

- Apply Special for large depth & small width in side milling and
cavity milling.

P> ST260 Endmills with internal cooling for High
Performance Machining of Titanium Alloys

- Suitable for high performance machining of aerospace titanium alloys with
internal cooling.

- Variable flute pitchhelix angle and unequal leadflute pitch improve anti-
vibration performance and cutting stability

- Special Y type internal cooling holes design ensures excellent cooling effect
and smooth chip evacuation.

» Comparing with ST200, ST260 Endmills allows higher cutting speed &
cutting depth, and ensures longer tool life.
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Series Introduction

¥ SHM100 Endmills for Small & Cavity Milling
of Hardened Steels

- Special angles, with reduced neck to prevent collisions , suitable for
deep cavity micro-processing of hardened steels(48-56HRC).
+ Recommended to use air or oil mist cooling.

ST300 Endmills with internal cooling for A
High Efficiency Efficient Machining for
Titanium Alloys

- Suitable for high efficiency efficient machining of aerospace
n titanium alloys

+ Ultra-fine cemented carbide substrate, special R coating and

advanced edge processing technology, prolong tool life

- Unequal flute spacing and arc edge relief design , ensure

excellent anti-vibration performance and high surface precision.

- Special internal cooling holes and U type groove design,

ensure excellent cooling effect, chip evacuation performance and

high material removal rate.

« Suitable for high efficiency efficient machining at large depth &

large width , realizing integration of rough and finishing milling

P> SH200-H Endmills Optimized for
Hardened Steels

- Suitable for Semi-Finishing and Finishing of 35~60HRC
Hardened Steels;

+ High strength, high toughness matrix materials base '
material with newly developed coating, lengthens
the tool life significantly i

+ Recommend to use air cooling.

:\h— ﬂm
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Series Introduction

<@l SH300-H Exclusive Use for Hardened Steels

- Suitable for Semi-Finishing and Finishing of 45~70HRC Hardened
Steels;

- Carbide substrate with high strength and toughness combined with new
coating significantly lengthens the tool life.

- Special tool type design and high precise quality control ensure excellent
machining for hardened steels material.

W FH200-H Exclusive Use for High Feed
Machining Hardened Steels

- Dedicated to high feed rough machining of 35~65HRC
Hardened Steels

- Special-purpose tool type design realizes thin cutting effect,
high feed machining, improves the processing efficiency.

- Latest Super Fine Carbide substrate with hard coating ensures
high wear-resistance and high thermal stability under various
working conditions.

-
-

SPM200 Endmills for A
T 1_ Small & Cavity Milling

- Suitable for deep cavity micro-processing of carbon
steel, alloy steel, hardened steel, copper &aluminum
alloys etc. in precision mold industry, which hardness is
less HRC55.

« High precision diameter ,ballnose profile ,R profile and
shank (h5).

- High performance AICrSiN nano coating ,high
temperature resistance and high wear resistance.

- Special angles with reduced neck design.
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Endmills Index-Characteristic of Flute

No.of | Coat- . Diameter. Dlr_nen- Cutting
: Description Type sion | Parame-
Flutes | ing Range
Page |ters Page
Square
EZJ 2 Flute, Stub Length N UP100-SS2 D1 ~ D16 | 150 421
rzl 2 Flute, Standard Length —d UP100-S2 D1 ~ D20 | 151 421
[2] 2 Flute,with Long Flute Length Y e UP100-SL2 D2 ~ D20 153 421
rzl 2 Flute, with Long Shank Length —e UP100-SH2 D1 ~ D20 | 154 421
H;! 3 Flute, Standard Length — a2 UP100-S3 D1 ~ D25 | 155 421
El-} 4 Flute, Standard Length = UP100-S4 D1 ~ D20 156 422
[4} 4 Fiute.with Long Flute Length EEm——— UP100-SL4 | D4 ~D20 | 159 | 422
El} 4 Flute, with Long Shank Length [SE— ] UP100-SH4 D3 ~ D20 | 160 422
v |

6 J Wl | 6 Flute, Standard Length e RS UP100-S6 D6 ~ D20 | 161 422
EZJ 2 Flute, Stub Length T ] UP210-SS2 D1 ~ D20 162 425
[2] IW8 | 2 Flute, Standard Length — UP210-S2 D1 ~ D20 | 163 425
rZ] 2 Flute,with Long Flute Length L e UP210-SL2 D2 ~ D20 166 425
[2) LS | 2 Flute, with Long Shank Length B~ ) UP210-SH2 D2 ~ D20 | 167 425
H;‘ LPH | 3 Flute, Standard Length [E— UP210-S3 D2 ~ D25 | 168 425
-
{'4} LGS | 4 Flute, Stub Length —— UP210-SS4 D1 ~ D20 | 169 426
E;] LWH | 4 Flute, Standard Length e UP210-S4 D1 ~ D20 | 170 426
{4} LS | 4 Flute,with Long Flute Length [RR— UP210-SL4 D1 ~D20 | 173 426
{:1] LS | 4 Flute, with Long Shank Length —_—— UP210-SH4 D2 ~ D20 | 175 426

A ,

6_’ LWl | 6 Flute, Standard Length —— s UP210-S6 D6 ~ D20 | 176 426

© most suitable

110

O suitable
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Workpiece Material

M

1234 56 123 123 123 4 5 123 4 1 2 34
Stc;aelr,bAoIIT)y Alioy Steel Stgitnless Cast Iron Alumini-um| Copper C%:lggisti?t‘e Re}:?sati;nt Titanium | Hardened | Hardened | Hardened
steel eel Alloys Alloys Materials Super Alloys Stee Stee Stee

Alloys
<35HRC | <48HRC 45-55HRC|55-60HRC| >60HRC
o o} ) © ¢} ¢
© o} ) © o @)
¢} o} ) © ¢} ¢
© @) O © O O
¢} o} ) © ¢} ¢
© ©) @) © (@] @)
© o} ) © ) ¢
© ©) @) © O @)
] o} ) © ¢} ¢
) ® 0 ®
® ) 1o )
) ® o ®
® ) 1o )
© © O ©
® ) 0 )
© © (@) ©
) ) o )
© © O ©
) ) 1o ®
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Endmills Index-Characteristic of Flute

No.of | Coat- . Diameter. Dlr_nen- Cutting
: Description Type sion | Parame-
Flutes | ing Range
Page |ters Page
Square
Hﬂ LIS | 3 Flute, with Variable Helix —l | SP210-S3 D3 ~ D20 | 177 | 429
-
R;‘ WSl | 3 Flute, Variable Helix with Chamfer — SP210-C3 D6 ~ D16 178 429
-
{4} LS | 4 Flute, Variable Helix with Chamfer [ N SP210-C4 D3 ~ D20 179 429
{4} (ST | 4 Flute, with Variable Helix E——maee | SP210-S4 D2 ~ D20 | 181 429
P‘ ool | 4 Flute, Variable Helix with . _ y N
l4d i Chamfer and with Reduced Neck e e SP210-CN4 D3 ~ D20 182 429
P4‘ B | 4 Flute Square End,with Roughing ——— UPR100-S4 D6 ~ D20 | 183 431
L Geometry
[4} AlCrSiN é;')‘:;ztsr;“are End.with Roughing  pnm  seeeeeeesame® | UPN210-S4 D6 ~ D20 | 184 | 433
rEJ 2 Flute ,Extended Neck-Square —_— UPM100-SN2 D0.8 ~ D2 185 435
r2] 2 Flute, Standard Length ] US200-S2 D0.5 ~ D20 | 186 437
EIJ 4 Flute, Stub Length e US200-Ss4 D2 ~ D20 188 438
:4} 4 Flute, Standard Length e LN US200-S4 D1 ~ D20 189 438
rﬁl-} 4 Flute, with Long Shank Length [EE—— S S US200-SN4 D2 ~ D20 190 438
Al
L U\l | 4 Flute, Stub Length il US300-Ss4 D1 ~ D4 191 439
rél-} 4 Flute, Standard Length —Ter US300-S4 D1 ~ D12 192 439
. 4 Flute, Stub Length , Variable Helix
F4‘ AICTSIN S 9 —_— SS200-CS4 D2 ~ D12 193 440
| @7 with Chamfer T
EA].} LWSIll | 4 Flute, Variable Helix with Chamfer — . SS200-C4 D2 ~ D12 194 440
ute, Standard Lengtl —— - ~ 5
EEJ 2 Fl Standard Length UA100-S2 D1 ~ D20 19 441
EEJ 2 Flute,with Long Flute Length —— ol UA100-SL2 D2 ~ D20 197 441
E?J 2 Flute, with Long Shank Length — ™ UA100-SH2 D2 ~ D20 | 198 441

S|llwpu3 8plqied plos w

© most suitable O suitable
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Workpiece Material

M

1234 56 123 123 123 4 5 123 4 1 2 34
Stc;aelr,bAoIIT)y Alioy Steel Stgitnless Cast Iron Alumini-um| Copper C%:lggisti?t‘e Re}:?sati;nt Titanium | Hardened | Hardened | Hardened
steel eel Alloys Alloys Materials Super Alloys Stee Stee Stee

Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC

) ) o )
) ©) 0 ®
) ) 1o )
) ® 0 ®
® ) 0 )
©) ©] o) © ) @)
©) © o) © o) @)
) o o ®
O ©) o ©) O @)
O (©] © (@] @) o
O ©) © ©) O ©)
O (©] © (@] @) (@]
O ©) © ©) O ©)
O ©) © ©) O ©)
O ©) © ©) O @)
O ©) © ©) O ©)

© ©

© ©

© ©

113

SIIWpUS SpIGIED PIOS T



MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

Endmills Index-Characteristic of Flute

. Dimen-| Cutting
e Cpat— Description Type Pl sion | Parame-
Flutes | ing Range
Page |ters Page
Square
F3 ‘ 3 Flute, Standard Length — UA100-S3 D2 ~ D20 | 199 442
a .
m 3 Flute,with Long Flute Length — UA100-SL3 D2 ~ D20 | 201 442
-
F3 ‘ 3 Flute, with Long Shank Length —— UA100-SH3 D2 ~ D20 | 202 442
rzj 2 Flute, Standard Length — UA160-S2 D1 ~ D12 | 203 443
F31 3 Flute, Standard Length — UA160-S3 D2 ~ D12 | 204 444
-
:4] 4 Flute, Standard Length —— UA160-S4 D4 ~ D12 | 205 | 444
F3 ‘ 3 Flute, Standard Length DO (— SA100-S3 D3 ~ D12 | 206 445
rzl m 2 Flute, Standard Length L ] S$G200-S2 D0.4 ~ D12 | 207 449
rzl m 2 Flute, with Reduced Neck ES SG200-SN2 D1~ D12 | 210 449
’ 3' m 3 Flute, Standard Length "t SG200-S3 D1 ~ D12 208 449
A
Lig 4 Flute, Standard Length — $G200-S4 D2 ~ D12 | 209 449
P2 B | 4 Flute, Standard Length Unequal e D ST200-S4 D2 ~D20 | 211 | 454
| @] Flute Spacing
rzl 2 Flute, Standard Length [ SH160-S2 D0.5 ~ D20 | 212 460
E} 4 Flute, Standard Length e SH160-S4 D1~ D20 | 214 460
El} 4 Flute, with Long Shank Length — A SH160-SH4 D3 ~ D10 | 216 460
EG] 6 Flute, Standard Length [ -] SH160-S6 D6 ~ D20 217 460
Et} %1 | 4 Flute, Standard Length —— SH200-S4-H D1 ~ D20 | 218 462
r4‘| LW | 4 Flute, with Long Shank Length —_— SH200-SH4-H D1 ~ D20 220 462
1S ute, With Reduced Nec - - ~
E} T | 4 Flute, With Reduced Neck — ] SH200-SN4-H | D1 ~ D12 | 222 462

© most suitable

O suitable
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Workpiece Material

M

1234 56 123 123 123 4 5 123 4 1 2 34
StC;aEIr’bAo”r:)y Alioy Steel Stgitnless Cast Iron Alumini-um| Copper C%:lggisti?t‘e Re}-siiesati;nt Titanium | Hardened | Hardened | Hardened
steel eel Alloys Alloys Materials Super Alloys Stee Stee Stee

Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC
© ©
© ©
© ©
© ©
© ©
© ©
© ©
(@] @) ©
@) O ©
(@] @) ©
@) O ©
O (©] O ©
©
©
©
©
) © © o)
) © © o)
) © © o)

115

SIIWpUS SpIGIED PIOS T



MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Characteristic of Flute

Dimen-| Cutting

No.of | Coat- Description Type Diameter |- o0 | Parame-
Flutes | ing p p Range

Page |ters Page
Square

r4’ LS | 4 Flute,with Long Flute Length SH200-SL4-H D2 ~ D16 225 462

KZJ L | 2 Flute, Standard Length [NEW] — SH300-S2-H D1 ~ D12 226 463

SH300-SN2-H D1 ~ D20 227 463

EZJ T | 2 Flute, With Reduced Neck [NEW]

SH300-SS4-H D1 ~ D16 228 463

{4} 0] | 4 Flute, Stub Length [NEW]

SH300-S4-H D1 ~ D20 230 463

{4} W | 4 Flute, Standard Length [NEW]

r4 LI | 4 Flute, with Long Shank Length [NEW] SH300-SH4-H D1 ~ D20 232 463

SH300-SL4-H D1 ~ D20 234 463

{4} U | 4 Flute,with Long Flute Length A

rz].} LS | 4 Flute, with Reduced Neck [NEW] SH300-SN4-H D1 ~ D20 236 463

SH300-S6-H D6 ~ D20 240 464

ESJ LG | 6 Flute, Standard Length [NEW]

SH300-SL6-H D6 ~ D20 242 464

ESJ LGS | 6 Flute,with Long Flute Length [NEW]

SHM100-SN2 D0.4 ~ D2 | 243 469

rz] U | 2 Flute ,Extended Neck-Square

adius

r2) L\ | 2 Flute, Corner Radius

UP100-R2 D1 ~ D12 245 421

[21 "\ | 2 Flute Corner Radius, with Long UP100-RH2 D6 ~ D12 | 248 421

Shank Length

UP100-R4 D2 ~ D16 249 422

r4 : L\ | 4 Flute, Corner Radius

UP100-RH4 D6 ~ D16 252 422

>
HEEH: B

=

Py

p- : 4 Flute Corner Radius, with Long
l4 B | Shank Length

UP210-R2 D1 ~ D20 254 425

EZJ W& | 2 Flute, Corner Radius

I
—
—" " Y
=uN
(—
——
[6] U | 6 Fiute, with Long Shank Length ~~ DET] — So———wW® | 51300-SH6-H | D6 ~ D20 | 241 | 464

_—
—_
e
-
(R = -3
e [———
'
—

UP210-RH2 D6 ~ D20 257 425

W | 2 Flute Corner Radius, with Long
EZJ i | Shank Length

© most suitable O suitable
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Workpiece Material

B O D
1234 56 123 123 123 4 5 123 4 1 2 34
StC;aEIr’bAo”r:)y Alioy Steel Stgitnless Cast Iron Alumini-um| Copper C%:lggisti?t‘e Re}-siiesati;nt Titanium | Hardened | Hardened | Hardened
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Characteristic of Flute

No.of | Coat- - Diameter Pl Eaig
: Description Type sion | Parame-
Flutes | ing Range
Page |ters Page
Cornor Radius
rd,} 4 Flute, Corner Radius L — = UP210-R4 D15 ~ D20 | 259 426
E!,] ‘é:::f&?g‘g Radius, with Long e UP210-RH4 D6 ~ D20 | 262 | 426
F4! ACISIN 4HFeIIliJ):es Corner Radius, with Variable ) SP210-R4 D3 ~ D16 264 429
rZJ 2 Flute, Corner Radius = US200-R2 D3 ~ D16 | 266 | 437
:3! 3 Flute, Corner Radius e US200-R3 D2 ~D20 | 268 | 437
rzl} 4 Flute, Corner Radius —e US200-R4 D2 ~D20 | 270 | 438
rzl 2 Flute, Corner Radius —_— UA100-R2 D1~D20 | 272 | 441
[21 é:;‘:f&%‘;‘g Al — UA100-RH2 D6 ~ D20 | 275 | 441
! 3 ! 3 Flute, Corner Radius [ESS——— - UA100-R3 D1 ~ D20 277 442
Fs! g:::]tf li%g;r Radius, with Long - e S— UA100-RH3 D6 ~ D20 | 280 | 442
rzl 2 Flute Cotner Radius, wih — SA300-RN2 | D10 ~ D20 | 282 | 446
H;! 3 Flute Comer Radius, with ——— SA300-RN3 | D12 ~ D20 | 283 | 447
EZJ 2 Flute Cotner Radius, wih — ] SA310-RN2 | D10 ~ D32 | 284 | 448
H;! ;gé‘:tseg‘n’;‘zrad'us' with ————1 SA310-RN3 | D12 ~ D25 | 285 | 448
2 Flute Corner Radius,
[2] Internal coolant With Reduced Neck — SA360-RN2 D12 ~ D25 | 286 448
[21 m 2 Flute, Corner Radius —_— SG200-R2 D2 ~ D12 287 449
[QJ m é;‘:}t’e‘gm‘zﬁad'“s' with _ SG200-RN2 D2 ~D6 | 288 | 449
r4} M 4 Flute, Corner Radius _— SG200-R4 D2 ~ D12 289 449
r4‘ m ‘F‘{;‘Ltfegﬂ';irad'”s‘ W ——T SG200-RN4 D2 ~D12 | 290 | 449
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

Endmills Index-Characteristic of Flute

No.of | Coat- Describti T Diameter |D'Men- FE)uttlng
Fiss| (m escription ype e sion | Parame-
Page |ters Page
Cornor Radius
{4} g:;‘:ﬁg Corner RadiusUnequal Flute  ——_anng SN200-R4 D6 ~ D18 | 291 | 452
’l'4} AlCH ‘é;‘g‘:g Comer RadiusUnequal Flute ST200-R4 D6 ~ D20 | 292 | 454
P4‘ j\1] | 4 Flute , Corner Radius with Reduced —— ST200-RN4 D12 ~ D25 | 293 454
ld Neck Unequal Flute Spacing
& AICIN 5 Flute , Corner Radius v_vith Reduced —_m ST200-RN5 D16 ~ D25 294 455
NeckUnequal Flute Spacing —_—
& acen TIE Flgte , Long Flute length Yvith Corner —scaamamEs ST200-RL5 D16~D25 295 455
Radius Unequal Flute Spacing
F4‘ AlCTN 4 Flute , Corner Ragius with Reduced Neck ST260-RN4 D12 ~ D25 296 457
L Unequal Flute Spacing , Intermal Coolant ===
@ | 4 Flute , Comer Radius with Reduced Neck Y
l4d AlCrN Unequal Flute Spacing , Internal Coolant ST300-RN4 D12 ~ D20 | 297 458
& I\l | 5 Flute , Comer Radius with Reduced Neck — ST300-RN5 D16 ~ D25 | 298 459
Unequal Flute Spacing , Internal Coolant
[2) 2 Flute, Corner Radius e SH160-R2 D2 ~ D12 299 460
{4} 4 Flute, Corner Radius e SH160-R4 D3~ D12 | 301 | 460
P'41 WM | 4 Flute Corner Radius, with Long c -
ld i Shank Length — SH160-RH4 D6 ~ D10 303 460
{4} 4 Flute, Corner Radius . SH200-R4-H D1 ~ D12 | 304 462
r4‘ ‘é:a":fg:gtf: Radus, withlong o= SH200-RH4-H | D5~ D12 | 308 | 462
P4‘ B | 4 Flute Comer Radius, with —_—
ld 1S Reduced Neck = - SH200-RN4-H | D1.5 ~ D12 | 310 462
rZJ 2 Flute, Corner Radius [NEW| — SH300-R2-H D1~ D12 | 31 463
rzl 2 Fluto Comer Radlus,  puam — SH300-RN2-H | D1~D6 | 313 | 463
r4‘ 4 Flute, Corner Radius [NEW] ——— SH300-R4-H D1 ~ D20 314 463
P4‘ jv i’t:r:ulf) r%orsnhe;nial_dé:z,t . Em E———— SH300-RH4-H | D1 ~ D20 | 318 463
° 4 Flute Comer Radus,  pr e e SHI00RN4-H | D1 ~D12 | 322 | 463
© most suitable O suitable
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

Endmills Index-Characteristic of Flute

No.of | Coat- - Diameter |Dimen-| Cutting
. Description Type sion | Parame-
Flutes | ing Range
Page |ters Page
Cornor Radius
E 6 ; 6 Flute, Corner Radius Tl — SH300-R6-H D6 ~ D20 | 330 464
6 Flute Corner Radius
q| ' — -RH6- ~
[63 with Long Shank Length [NEW| SH300-RH6-H | D6 ~ D20 | 332 464
E 6 ; 3, il:rlluli anofrIr;tta; E::;: (NEW] —_— SH300-RL6-H | D6 ~ D12 | 334 464
{:1} 4 Flute, Corner Radius (NEW I ———- FH200-R4-H D1 ~ D12 | 335 466
r4! 4 Flute Gorner Radius, New] FH200-RN4-H | D8 ~ D12 | 337 | 466
Es] 6 Flute, Corner Radius (NEW i | FH200-R6-H D6 ~ D20 | 339 | 467
6 Flute Corner Radius
' , y —— -RH6- ~
EESJ with Long Shank Length (NEW] FH200-RH6-H | D6 ~ D20 | 340 467
ESJ 8 Flute Corner Radius, I —— FH200-RN6-H | D6 ~ D20 | 341 | 467
Ballnose
EZJ 2 Flute, Ballnose — UP100-B2 D0.8 ~ D20 | 342 424
rZJ ZLZLLgtehBallnose,wnh Long Shank —— UP100-BH2 D2 ~ D12 | 344 424
r4! 4 Flute, Ballnose [ - UP100-B4 D2 ~ D20 345 424
rzl 2 Flute, Ballnose T UP210-B2 D0.8 ~ D20 | 346 428
[2] ZLZL‘gtha"”ose‘w'th Long Shank UP210-BH2 D2 ~ D20 | 348 | 428
:4} 4 Flute, Ballnose —— R UP210-B4 D2 ~ D20 | 349 428
[2] 2 Flute, Ballnose — SP210-B2 D1 ~ D12 | 351 431
[21 ZLZLLgtehBallnose,wnh Long Shank —m SP210-BH2 D4 ~D12 | 352 431
rZJ 2 Flute,Extended Neck- Ball Nose _ UPM100-BN2 | D0.8 ~ D2 | 353 436
rzl 2 Flute, Ballnose e e US200-B2 D1 ~ D20 | 354 438
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Characteristic of Flute

No.of | Coat- L DemeEs Dlr_nen- Cutting
. Description Type sion | Parame-
Flutes | ing Range
Page |ters Page
Ballnose
r4‘ 4 Flute, Ballnose — US200-B4 D1~ D20 | 355 438
rzl 2 Flute, Ballnose —_— UA100-B2 D1 ~ D16 | 356 443
rzl égéttgegalﬂggie, Miniature Sizes with — SA300-BN2 D10 ~ D20 | 357 447
rzl m 2 Flute, Ballnose B = SG200-B2 D1 ~D12 | 358 | 450
rzl m ﬁl;';te Ballnose, with Reduced o0 SG200-BN2 D1 ~D12 | 359 | 450
r4‘ 4 Flute , BallnoseUnequal Flute Spacing =gt SN200-B4 D6 ~ D16 360 453
El} 4 Flute , BallnoseUnequal Flute Spacing =gt ST200-B4 D6 ~ D16 361 456
rzl 2 Flute, Ballnose R SH160-B2 D0.5 ~ D16 | 362 461
[21 QLZL‘gtha"mse’W"h Long Shank —  — — SH160-BH2 | D6 ~ D12 | 364 | 461
E‘,} 4 Flute, Ballnose —  pEw SH160-B4 D2 ~ D16 | 365 461
rZJ 2 Flute, Ballnose —— SH200-B2-H D0.6 ~ D16 | 366 462
[21 TGS ZLZL‘gtha”mse'W“h Long Shank _ SH200-BH2-H | D4 ~ D16 | 368 | 462
EZJ LN | 2 Flute Ballnose, with Reduced Neck ssSsSsSsss SH200-BN2-H D0.8 ~ D8 369 462
EZJ 68 | 2 Flute, Ballnose mﬂ [———— SH300-B2-H D0.6 ~ D12 | 371 464
’ 2 Flute Ballnose,with Long
rzl Shank Length N f— SH300-BH2-H | D0.6 ~ D12 | 373 464
2 Flute Ballnose
i . ’ — __ -BN2- 6 ~
rzl L | +ith Reduced Nock [NEW] SH300-BN2-H | D0.6 ~ D12 | 375 464
r4‘ U0 | 4 Flute, Ballnose [NEW] —_——gw SH300-B4-H D2 ~ D12 | 380 465
p- B | 4 Flute Ballnose,with Long
l4 & | Shank Length Il —ew SH300-BH4-H | D2 ~ D12 | 381 465
r4: o te Ballnose,with Reduced ) e SH300-BN4-H | D2~ D12 | 382 | 465
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Characteristic of Flute

No.of | Coat- L DemeEs Dlr_nen- Cutting
. Description Type sion | Parame-
Flutes | ing

Rarige Page |ters Page

Ballnose

EZJ 2 Flute,Extended Neck- Ball Nose Ea SHM100-BN2 D0.4 ~ D2 383 469

Small & Cavity Milling

_— SPM200-SN2 D0.1-D6 388 470

2 AICISIN 2 Flute, Extended Neck-
Square

[2) fleey] | 2 Flute, Extended Neck- SPM200-RN2 | D0.2-D6 | 394 | 480

Corner Radius

g 88

rzl L] | 27 ute Extended Neck- —_— SPM200-BN2 | DO0.1-D6 | 408 | 502
Other

ute, Burr-style Router - ~ 5 5
Eé} 12 FI B le R SD200-KDA D4 ~ D12 38 451
r2] m 2 Flute, Compression-style Cutter fr— ] SD200-J2 D4 ~ D12 | 386 451
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© O
© © o © o © O o © O
© © o © o © O o © O
© © o © o © O o © O
©
©




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- - Diameter | Dimension | Paramet-
eeth Description Type
Mater- | Flutes Tvoe | N9 Range Page ers
ial P Page
UP100
[2] !g 2 Flute, Stub Length o UP100-SS2 | D1 ~ D16 150 421
[21 g 2 Flute, Standard Length — F—————laag UP100-S2 D1 ~ D20 151 421
rzj !5 fF'“te' With Long Flute i UP100-SL2 | D2 ~ D20 153 421
ength
. 2 Flute, with Long . ~
[21 !; Shank Length UP100-SH2 | D1 ~ D20 154 421
Ha! !; 3 Flute, Standard Length S UP100-S3 D1 ~ D25 155 421
r4! !; 4 Flute, Standard Length = i UP100-S4 D1 ~ D20 156 422
TIAIN ' UP100-SL4 D4 ~ D20 159 422
P4 4Flute, with Long Flute SRS s
l Length
Steels, R
Cast | L4 | 4 Flute, with Long —_— _pue UP100-SH4 | D3 ~D20 | 160 422
L Shank Length
Iron
A\ _
E} > !; 6 Flute, Standard Length (e UP100-S6 D6 ~ D20 161 422
IZJ M 2 Flute, Corner Radius [ UP100-R2 D1 ~ D12 245 421
M | 2Fiute, withLong i .
[2] g Shank Length UP100-RH2 | D6 ~ D12 248 421
TiAIN ute, Corner Radius - ~
Fl‘ 4 Flute, C Radi R — UP100-R4 D2 ~ D16 249 422
A | M 4 Flute Corner Radius
i ; e p— N ~
l4d with Long Shank Length UP100-RH4 | D6 ~ D16 252 422
rZJ 2 Flute, Ballnose — S UP100-B2 D0.8 ~ D20 342 424
r2] " QI | 2Flute, with Long -~ UP100-BH2 | D2 ~ D12 | 344 424
Balinose Shank Length
"4 e 4 Flute, Ballnose — UP100-B4 D2 ~ D20 345 424
[
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- I Diameter | Dimension |Paramet-
_ eeth Description Type
Mater- | Flutes Tvoe | N9 Range Page ers
ial P Page
UP210
rZJ g 2 Flute, Stub Length o UP210-SS2 D1 ~ D20 162 425
rz] g LWl | 2 Flute, Standard Length — UP210-S2 D1 ~ D20 163 425
rzl g IRy | 2 Flute, with Long Flute UP210-SL2 | D2 ~ D20 166 425
Length
™ | 2 Flute, with Long
rZJ g AICISIN Shank Length R UP210-SH2 D2 ~ D20 167 425
:3! g LS | 3 Flute, Standard Length il UP210-S3 D2 ~ D25 168 425
r4] g LS | 4 Flute, Stub Length e UP210-SS4 D1 ~ D20 169 426
El] g LWL | 4 Flute, Standard Length s UP210-S4 D1 ~ D20 170 426
1 g M | 4 Flute, with Long Flute
Stceels, LAH il | Longth — T UP210-SL4 | D1 ~ D20 173 426
ast
iron | P44 M| 4 Flute, with Long — i B
l4‘ g AICISIN Shank Length [ERE— . | UP210-SH4 D2 ~ D20 175 426
[63 g 6 Flute, Standard Length | UP210-S6 D6 ~ D20 176 426
[2] M LS | 2 Flute, Corner Radius — . —— UP210-R2 D1 ~ D20 254 425
™ | 2 Flute Corner Radius, __
rz] M AICTSiN with Long Shank Length [EEE— - UP210-RH2 D6 ~ D20 257 425
P4‘ [{¥i | 4 Flute, Corner Radius [ ., UP210-R4 D1.5 ~ D20 259 426
[ @Y
@ | M| 4 Flute Comer Radius
. R S— _ - ~
t4‘ B AICTSiN with Long Shank Length UP210-RH4 D6 ~ D20 262 426
rZJ “ 1851 | 2 Flute, Ballnose [ UP210-B2 D0.8 ~ D20 346 428
2 Flute Ballnose,with
i ' T - ~
rz] AICTSiN Long Shank Length UP210-BH2 D2 ~ D20 348 428
rzl} “ 4 Flute, Ballnose _— pEw UP210-B4 D2 ~ D20 349 428
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- _ Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes Tvoe | N9 Range Page ers
ial P Page
SP210
:3! !. IS | 3 Flute, with Variable Helix i SP210-S3 D3 ~ D20 177 429
ﬂ M ACISIN %Eg‘::lge\r/a”ab'e Rl With e —— SP210-C3 D6 ~ D16 178 429
E4 W | 4 Flute, Variable Helix with g | 5p210-c4 D3 ~ D20 179 429
[§ Chamfer
{'4] !. L | 4 Flute, with Variable Helix i SP210-S4 D2 ~ D20 181 429
P . 4 Flute, Variable Helix
.4! & (US| with Chamfer and with — ————— SP210-CN4 D3 ~ D20 182 429
Reduced Neck
’l'4} g ACISIN jv if}:”\tlzsrig;;”egeﬁ{;d'“s' R~ SP210-R4 D3 ~ D16 264 429
Steels, [2] “ LS | 2 Flute, Ballnose = SP210-B2 D1 ~ D12 351 431
Cast Ballnose
Iron [2] “ ACISIN fo';';tgf:r:t‘izig‘t’:h —; SP210-BH2 D4 ~ D12 352 431
UPR100
) B Y| 4 Flute Square, with Rou- i UPR100-S4 | D6 ~ D20 183 431
L ghing Geometry
UPN210
’l'4} !. jvifgulfofgﬁ;;ebeon% A— UPN210-S4 | D6 ~ D20 184 433
UPM100
EQJ !. ﬁeittgafg::”ded —_— UPM100-SN2 | D0.8 ~ D2 185 435
T -~ e —
rzl s Bl N o ek UPM100-BN2 | D0.8 ~ D2 | 353 436
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- e Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes Tvoe | N9 Range Page ers
ial P Page
rZJ g 2 Flute, Standard Length e —— US200-S2 D0.5 ~ D20 186 437
El] L! 4 Flute, Stub Length —ﬂ US200-SS4 D2 ~ D20 188 438
El} !. 4 Flute, Standard Length e US200-84 D1 ~ D20 189 438
r4! &l Rowte with Redused —_ paet US200-SN4 | D2 ~D20 | 190 438
r4! g 2 Flute, Corner Radius — US200-R2 D3 ~ D16 266 437
H31 M 3 Flute, Corner Radius — e US200-R3 D2 ~ D20 268 437
-
Stain- {:1} M 4 Flute, Corner Radius ——— US200-R4 D2 ~ D20 270 438
less
Steel IZJ 2 Flute, Ballnose —— US200-B2 D1 ~ D20 354 438
El} 4 Flute, Ballnose —e US200-B4 D1 ~ D20 355 438
{4} !. 4 Flute, Stub Length —_— . US300-SS4 D1 ~ D4 191 439
{:1} !. 4 Flute, Standard Length — US300-S4 D1 ~ D12 192 439
p- L | M | 4 Flute, Stub Length , Varia- —C .
l4 AICrSiN ble Helix with Chamfer % SS200-CS4 D2 ~ D12 193 440
P U LU 9 | 4 Flute, Variable Helix with  iangng $S200-C4 | D2~D12 | 194 440
L Chamfer
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stoal eel Alloys Alloys Materials Super Alloys Stee Stee Stee
Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC
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(©] O © @] (@] O
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- - Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes T ng Range Page ers
A ype
ial Page
UA100
EZJ !g 2 Flute, Standard Length — sesss—— UA100-S2 D1 ~ D20 195 441
IZJ g ﬁF'“te' with Long Flute ey ot UA100-SL2 | D2 ~ D20 197 441
ength
2 g 24 Flute, with Reduc- e g UA100-SH2 | D2 ~ D20 198 441
ed Neck
Hﬂ g 3 Flute, Standard Length s noy UA100-S3 D2 ~ D20 199 442
- R
m g 3 Plute, with Long Flute e UA100-SL3 | D2 ~D20 | 201 442
- 3 Length ——
3 Flute, with Long Sha- . .
Hﬂ g ok Length —aw UA100-SH3 | D2 ~ D20 202 442
[2] g 2 Flute, Corner Radius _— T UA100-R2 D1 ~ D20 272 441
. 2 Flute Corner Radius,
in- ; E e - ~
Stain [2] & with Long Shank Length UA100-RH2 | D6 ~ D20 275 441
less
Steel F3l g 3 Flute, Corner Radius —— UA100-R3 D1 ~ D20 277 442
-
. 3 Flute Comer Radius, P
Fsl &H with Long Shank Length [SEE— 1 UA100-RH3 | D6 ~ D20 280 442
EZJ 2 Flute, Ballnose ——— UA100-B2 D1 ~ D16 356 443
UA160
rzl g 2 Flute, Standard Length — e— UA160-S2 D1 ~ D12 203 443
Fsl !m-’ 3 Flute, Standard Length  jessss—r = UA160-S3 D2 ~ D12 204 444
E} !. 4Flute, Standard Length [res—m UA160-S4 D4 ~ D12 205 444
SA100
[ | 3Flute, Stand-
:3! ! ard Length (NEW I ] SA100-S3 D3 ~ D12 206 445

© most suitable O suitable




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

Workpiece Material

I @ O
1234 56 123 123 123 4 5 123 4 1 2 34
ng:xﬂ)y Alloy Steel Stgitnless Cast Iron /Alumini-um| Copper Ci:igsgi{e Rel—s|ies?;nt Titanium | Hardened | Hardened | Hardened
stoal eel Alloys Alloys Materials Super Alloys Stee Stee Stee
Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
© ©
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt Cutting
iece | No.of Coati- e Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes ng Range Page ers
. Type
ial Page

3 Flute Corner Radius,

GIEE et ey o0z |D0-00 22 | s

~ with Reduced Neck [y | SASOORNS | D12~ D20 | 283 | 447
L | 2 FluteBallnose, with —
rZJ Reduced Neck f—— SA300-BN2 | D10 ~ D20 357 447
Alumi-
nium |SA3
Alloys

3 Flute Corner Radius, s -

with Reduced Neck SA310-RN3 | D12 ~ D25 285 448

10
rZJ g ilif;“;feg:ézerii"k'“s'm SA310-RN2 | D10 ~ D32 | 284 448

Internal coolant With Reduced Neck

[ g i
rzl g 2 Flute Corner Radius, SA360-RN2 | D12 ~ D25 286 448

2 Flute, Standard Length =~ B SG200-S2 D0.4 ~ D12 207 449

2 Flute, With Redu-

. [——— - ~
rzl ! M o Nack SG200-SN2 | D1 ~ D12 210 449
’3' !. M 3 Flute, Standard Length ~ S SG200-S3 D1 ~ D12 208 449
-
EA,J !. m 4 Flute, Standard Length ~ s $G200-S4 D2 ~ D12 209 449
Gr;‘:h' [2] g m 2 Flute, Corner Radius =~ s SG200-R2 | D2 ~ D12 287 449
[ | 2 Flute Corner Radius
— —— - ~
EZJ & M it Redomod Neok SG200-RN2 | D2 ~ D6 288 449
{4] g M 4 Flute, Corner Radius —_— SG200-R4 D2 ~ D12 289 449
{'4 g m :Ii't:r']“;{eedc:égerZidk'“S' —— SG200-RN4 | D2 ~D12 | 290 449
[2] m 2 Flute, Ballnose e W S$G200-B2 D1 ~ D12 358 450
' 2 Flute, Ballnose
- ute, L — - ~
rzl M With Reduced Nock SG200-BN2 | D1 ~ D12 359 450

© most suitable O suitable




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

Workpiece Material

I @ O
1234 56 123 123 123 4 5 123 4 1 2 34
ng:xﬂ)y Alloy Steel Stgitnless Cast Iron /Alumini-um| Copper Ci:igsgi{e Rel—s|ies?;nt Titanium | Hardened | Hardened | Hardened
stoal eel Alloys Alloys Materials Super Alloys Stee Stee Stee
Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC
© ©
© ©
© ©
© ©
© ©
© ©
(©] (@] ©
©) @) ©
(©] (@] ©
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(©] O ©
©) @) ©
(©] O ©
©) @) ©
(©] (@) ©
@) @) ©

139

SIIWpUS SpIGIED PIOS T



MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

ST3

4 Flute , Corner Radius —_—

\(i\}| with Reduced Neck
Unequal Flute Spacing , Internal Coolant

ST300-RN4 D12 ~ D20 297 458

5Flute , Corner Radius with —aee
Uil | Reduced Neck Unequal ST300-RN5 D16 ~ D25 298 459

Flute Spacing , Internal Coolant

Workp- Endt- Cutting
iece | No.of Coati- L Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes Tvoe | N9 Range Page ers
ial p Page
SD200
Comp-
&Z‘tt: Eé] !. M ;{%Et'::e Burr-style ] SD200-KDA | D4 ~ D12 385 451
rial [ | 2 Flute, Compression-
[2] & m Cile Outior ——— SD200-2 | D4 ~D12 | 386 451
neat | SN200
Resis- .
tant ’;4‘ g 4 Flute, Comer Radius o __anney SN200-R4 | D6 ~ D18 | 291 452
Super o Unequal Flute Spacing
Alloys | P* ' i 4 Flute , Ballnose .
l4d Ballnoss TAIN Unequal Flute Spacing SN200-B4 D6 ~ D16 360 453
ST200
oA [ | 4 Flute , Standard Length R
l4d AICrN Unequal Flute Spacing ﬂ ST200-S4 D2 ~ D20 211 454
o | [ | 4 Flute , Corner Radius =~ —————
. 4 Unequal Flute Spacing — ST200-R4 D6 ~ D16 292 454
@ | [ | 4 Flute , Corner Radius i
l4d AN with Reduced Neck Unequal Flute Spacing ST200-RN4 D12 ~ D25 293 454
[ | 5 Flute , Corner Radius ~ e———ies
AICrN ! - ~
& with Reduced Neck Unequal Flute Spacing ST200-RN5 D16~D25 294 455
[ | 5 Flute , Long Flute length 9
Titan- & m with Comer Radius Unequal Flute Spacing ST200-RL5 D16~D25 295 455
ium P‘ ' 4 Flute , Ballnose —
Alloy (4‘ & m Unequal Flute Spacing ST200-B4 D6 ~ D16 361 456
ST260
P‘ . 4 Flute , Corner Radius -
Ly &H m with Reduced Neck b— ST260-RN4 | D12 ~ D25 | 296 457
Unequal Flute Spacing , Internal Coolant

Bl
HH

S|llwpu3 8plqied plos w

© most suitable O suitable
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GESAC

SOLID CARBIDE ENDMILLS

| MILLING TOOLS

Workpiece Material
1234 56 123 123 123 4 5 123 4 1 2 34
. Heat
CEnRe Stainless /Alumini-um| Copper Graphlt_e, Resistant | Titanium | Hardened | Hardened | Hardened
Steel,Alloy|Alloy Steel Cast Iron Composi-te
Steel Alloys Alloys . Super Alloys Stee Stee Stee
steel Materials
Alloys
<35HRC | <48HRC 45-55HRC|55-60HRC| >60HRC
©
©
O O (@] © @]
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- L Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes T ng Range Page ers
- ype
ial Page
SH160
[2] ULU | 2 Flute, Standard Length ——d SH160-S2 D0.5 ~ D20 212 460
{4] AW | 4 Flute, Standard Length e e—— SH160-S4 D1 ~ D20 214 460
) Ay | 4 4 Flute, with @8 | SH160-SH4 | D3 ~ D10 216 460
l Long Shank Length a

¥

AW | 6 Flute, Standard Length [ SH160-S6 D6 ~ D20 217 460

W\ | 2 Flute, Corner Radius - SH160-R2 D2 ~ D12 299 460

Hard-
ened [ZJ
Stee

UL | 4 Flute, Corner Radius — SH160-R4 D3 ~ D12 301 460

s
-,

1o

: 4 Flute Corner Radius
TIiAIN ’ - ~
i with Long Shank Length e — SH160-RH4 D6 ~ D10 303 460

.

UL | 2 Flute, Ballnose e — SH160-B2 D0.5 ~ D16 362 461

ididaididdicicicic

"BEHEBEEBEHEH

: 2 Flute Ballnose, with
TIAIN ’ —— - ~
[2] sl Long Shank length SH160-BH2 D6 ~ D12 364 461
r4! W\l | 4 Flute, Ballnose — rEw SH160-B4 D2 ~ D16 365 461
Ballnose
SH200-
El} !M-’ WG| 4 Flute, Standard Length SH200-S4-H | D1 ~ D20 218 462
A | . ™| 4 Flute, with Long
& ‘ ] -SH4- ~
El > Bl | Shank Length SH200-SH4-H | D1 ~ D20 220 462
Hard- .
ened | L4V !. LI 4 Flute, With RedUCed o | SH200-SN4-H | D1~ D12 | 222 462
Stee Neck
r4‘ g TGS ﬁ:}”gﬁ With Long FIUte  eemmemm | SH200-SL4-H | D2 ~ D16 | 225 462
{'4] g WS | 4 Flute, Corner Radius == SH200-R4-H | D1 ~ D12 304 462
-~ B PP | 4 Fiute Comer Radius
A ! . - -RH4- ~
4 Bl | it Long Stk Longin SH200-RH4-H | D5 ~ D12 308 462

© most suitable O suitable




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

Workpiece Material
I @ O
1234 56 123 123 123 4 5 123 4 1 2 34
ngll',bAollly Alloy Steel Stgitnless Cast Iron /Alumini-um| Copper C?):gggft’e Rel—s|ies?;nt Titanium | Hardened | Hardened | Hardened
stoal eel Alloys Alloys Materials Super Alloys Stee Stee Stee
Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC

©
©
©
©
©
©
©
©
©
©

o) © © )
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of ceth Coati- Descrintion Tvoe Diameter | Dimension |Paramet-
Mater- | Flutes T ng p P Range Page ers
. ype
ial Page
SH200-H
.~ Mol | 4 Flute Corner Radius, N
l4 1l with Reduced Neck = SH200-RN4-H | D1.5 ~ D12 310 462
Hard- '
ened rz] L LS| 2 Flute, Ballnose e ——— SH200-B2-H D0.6 ~ D16 366 462
Stee Eal\n
™| 2 Flute Ballnose e ]
T|A| N ’ ————— I T - _ ~
[2) M| “with Long Shank Length SH200-BH2-H | D4 ~ D16 368 462
L | M| 2 Flute Ballnose
. ’ —_—r -BN2- 8 ~
er TIAICHSIN with Reduced Neck SH200-BN2-H | D0.8 ~ D8 369 462
SH300-H
2 g | 2 Flute, Standard b — | SH300-S2-H | D1~ D12 | 226 463
Length
B P 2 Fiute, with
_ _SN2- ~
EZJ & TIAICTSIN Reduced Neck m = SH300-SN2-H | D1 ~ D20 227 463
- [ | M| 4 Flute, Stub
l4 ! T [ (New ") SH300-SS4-H | D1 ~ D16 228 463
’;4} !; TSN fan';Iﬁ‘ Standard gl gy SH300-S4-H | D1 ~ D20 230 463
P . TIAICISIN 4 FIute, with m a
l 4 ! ! 18i Long Shank Length SH300-SH4-H | D1 ~ D20 232 463
Eo U [ I | < Fute, wit ————anm
l4 TIAICISIN Long Flute Length m SH300-SL4-H D1 ~ D20 234 463
Hard- | p [ | 4 Flute, with
‘ : SN4- -
%rt,ed lg !m | o Nk s SH300-SN4-H | D1 ~ D20 236 463
ee
. ™| 6 Flute, Standard
!MH TICrSIN ’ ——————i-d -S6- ~
563 CrSil Length m ~ SH300-S6-H D6 ~ D20 240 464
B P 6 Fite, wih
’ —_— -SH6- ~
EG] & TIAICHSIN Long Shank Length [NEW] SH300-SH6-H | D6 ~ D20 241 464
B P 6 Flute, wih
TIICISIN ) —a] -SL6- ~
[6] & 1Si Long Flute L [NEW] SH300-SL6-H D6 ~ D20 242 464
M| 2 Flute, Corner
o — -R2- ~
rzl M o [ [NEW] SH300-R2-H | D1 ~ D12 31 463
2 Flute Corner
EZJ g LYY Radius, with Wl ————- SH300-RN2-H D1 ~ D6 313 463
Reduced Neck
"4 g | 4 Flute, Comer Ry ————=aa  |SH3OR4-H | D1~D20 | 314 463
l Radius
& !l 4Flute C New S
4 ; ute Lorner JE——r _ N -
l TIAICISIN Radius, with Long Shank Length SH300-RH4-H | D1 ~ D20 318 463
© most suitable O suitable




GESAC

SOLID CARBIDE ENDMILLS

| MILLING TOOLS

Workpiece Material

M

1234 56 123 123 123 4 5 123 4 1 2 34
ng:xﬂ)y Alloy Steel Stgitnless Cast Iron /Alumini-um| Copper Ci:igsgi{e Rel—s|ies?;nt Titanium | Hardened | Hardened | Hardened
stoal eel Alloys Alloys Materials Super Alloys Stee Stee Stee

Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC

o} © © o

¢} © © o

o} © © o

o} © © o
o o} ©) ®
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o o} ©] )
o o} ©) ®
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

Endmills Index-Tool Series

Workp- Endt- Cutting
iece | No.of Coati- — Diameter | Dimension |Paramet-
eeth Description Type
Mater- | Flutes Tvoe | N9 Range Page ers
ial P Page
SH300-H
ANl U M| 4 Flute Corner  QEA i
TIAICISIN — - - ~
l‘h & 8| Radius, with Reduced Neck SH300-RN4-H | D1 ~ D12 322 463
ESJ g ga';'i‘:t:’ Comer  yzm S |SH300-R6-H D6 ~ D20 330 464
[ | M| 6Fiute Comer EX T
Es] &! BRal| Raciue, with Long Shank Length SH300-RH6-H | D6 ~ D20 332 464
B | 6 Flute Corner BT —in
EGJ & Radius, with Long Flute Length Sl . 334 464
EZJ 2 Flute, Ballnose M e | SH300-B2-H D0.6 ~ D12 371 464
rzl fvifr:”tifgag?f’;ek’ ngag = |SH300-BH2-H | D0.6 ~ D12| 373 464
EZJ TIAGISI iitilg:diflerlioﬁae’ckm S |SH300-BN2-H |D0.6 ~ D12| 375 464
E W 4 Flute, Ballnose M e |SH300-B4-H D2 ~ D12 380 465
P‘ ' M| 4 Flute Ballnose, QEA
L Tl ; _ -BH4- ~
Harc(ij— l4d By | with Long Shank Length SH300-BH4-H | D2 ~ D12 381 465
ene:
Stee r4‘ @ifr:”;fegjgggsﬁé ckm E————pew |SH300-BN4-H | D2 ~ D12 382 465
FH200-H
r4‘ !. L | F P, Comer g |FH200R4-H | D1~D12 | 335 466
ANl | | M| 4 Flute Comner [NEW]
l‘h LE| C e, with Reduced Neck FH200-RN4-H | D8 ~ D12 337 466
E 6 ; &l TGS 2;‘;:;2 Comer  ppm — o= |FH200-R6-H D6 ~ D20 339 467
!l A 6Fiute Comer [N c—— - Ny
Es] B Recius, with Long Shank Length FH200-RH6-H | D6 ~ D20 340 467
!l M| 6Flute Comer [P ————————— -
E6] LE | i, with Reduced Neck FH200-RN6-H | D6 ~ D20 341 467
SHM100
[2] !. 2 g(';‘;t_‘gqi’g;”ded === [SHM100-SN2 | D04 ~D2 | 243 469
[2] l' griebxendedNeck e |SHM1008N2 | D04 ~ D2 | 383 469
Ballnose

© most suitable

O suitable




GESAC

SOLID CARBIDE ENDMILLS

| MILLING TOOLS

Workpiece Material

M

1234 56 123 123 123 4 5 123 4 1 2 34
ng:xﬂ)y Alloy Steel Stgitnless Cast Iron /Alumini-um| Copper Ci:igsgi{e Rel—s|ies?;nt Titanium | Hardened | Hardened | Hardened
stoal eel Alloys Alloys Materials Super Alloys Stee Stee Stee

Alloys
<35HRC | <48HRC 45-55HRC |55-60HRC| >60HRC

O O © ©
O (e) © ©
O O © ©
O e) © ©
O O © ©
O e) © ©
O O © ©
O e) © ©
O O © ©
O e) © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

Endmills Index-Tool Series

Endt- Cutting
Workp-iece | No.of ceth Coati- Descrintion Type Diameter | Dimension |Paramet-
Mater-ial | Flutes Type ng P P Range Page ers
yp! Page
SPM200
Steels
t
ngppf:' rzl !. ACISN ﬁgé‘l‘(t_‘gqi’gfe”ded D@0 =======| SPM200-SN2 | D0.1-D6 | 388 470
Alloys 2 Flute, Extended
- . ute, Extende
Ha:ilg:ed rZJ g AICISIN Neck-Corner Radius [NEW] SPM200-RN2 | D0.2-D6 394 480
Material .
rZJ Zfte Extonded  G@EN ========——| SPM200-BN2 | DO.1-D6 | 408 502

© most suitable O suitable




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

Workpiece Material

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Graphite nCEy
Stainless /Alumini-um| Copper PNIE, | Resistant | Titanium |Hardened | Hardened | Hardened
Steel,Alloy |Alloy Steel Cast Iron IComposi-te
Steel Alloys Alloys . Super Alloys Stee Stee Stee
steel Materials
Alloys
<85HRC | <48HRC 45-55HRC|55-60HRC| >60HRC
© © O © O © o o © o
(€] © O © O © o o €] o
© © O © O ©] o o ©] o




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP100-SS2

2 Flute, Stub Length

© - - o} Fot O e
e - =@l LIL |1

7 L'—_°> See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP100-SS2-01002 1 2 50 4 1 °
UP100-SS2-02003 2 3 50 4 1 o
UP100-SS2-03005 3 5 50 4 1 o
UP100-SS2-04006 4 6 50 4 2 @)
UP100-SS2-05008 5 8 50 6 1 o)
UP100-SS2-06009 6 9 50 6 2 o)
UP100-SS2-07010 7 10 60 8 1 o
UP100-SS2-08012 8 12 60 8 2 o
UP100-SS2-10015 10 15 75 10 2 e}
UP100-SS2-12018 12 18 75 12 2 e}
UP100-SS2-16024 16 24 100 16 2 e}
eStock oAvailable upon Order D Tol
Ds 12 S
D 12 o3
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Alloy Steel, Tool
C(Sa::(e)l? <33t5e ﬂﬁg‘;y Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable  © Suitable

Cutting Parameters X P421




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP100-S2

2 Flute, Standard Length

= o} Fig1

<=~ HL Ui
h Helix | Square

See page 97 for guidelines to icons

Cutting Parameters X P421

Ordering Code D Lc L d Figure No. Stock
UP100-S2-01003 1 3 50 4 1 )
UP100-S2-01505 1.5 5 50 4 1 o)
UP100-S2-02006 2 6 50 4 1 )
UP100-S2-02506 25 6 50 4 1 o)
UP100-S2-03009 3 9 50 4 1 0)
UP100-S2-63009 3 9 50 6 1 @)
UP100-S2-03509 3.5 9 50 4 1 [
UP100-S2-63509 3.5 9 50 6 1 ()
UP100-S2-04010 4 10 50 4 2 [ )
UP100-S2-04011 4 11 50 4 2 @)
UP100-S2-64011 4 11 50 6 1 [ )
UP100-S2-04511 4.5 11 50 6 1 @)
UP100-S2-05013 5 13 50 6 1 @)
UP100-S2-06015 6 15 50 6 2 ()
UP100-S2-06016 6 16 50 6 2 [
UP100-S2-06516 6.5 16 60 8 1 @)
UP100-S2-07020 7 20 60 8 1 [

e Stock oAvailable upon Order D Tol
Ds< 12 o2
D 12 D03

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cg:zg;g‘seﬂﬁ‘g‘;y gl’;’égfg&?&' Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O @) © O @)
© Most Suitable o Suitable
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP100-S2

2 With Long Flute Length

— fog Fig1

o Fig2

ﬂ

=ol-RTULu

See page 97 for guidelines to icons

) continue
Ordering Code D Lc L d Figure No. Stock
UP100-S2-07520 7.5 20 60 8 1 ©)
UP100-S2-08020 8 20 60 8 2 [ J
UP100-S2-08523 8.5 23 75 10 1 @)
UP100-S2-09023 9 23 75 10 1 [ ]
UP100-S2-09525 9.5 25 75 10 1 O
UP100-S2-10025 10 25 75 10 2 ©)
UP100-S2-10526 10.5 26 75 12 1 O
UP100-S2-11028 11 28 75 12 1 [
UP100-S2-12030 12 30 75 12 2 [ ]
UP100-S2-14034 14 34 100 14 2 O
UP100-S2-15036 15 36 90 16 1 O
UP100-S2-16036 16 36 100 16 2 O
UP210-S2-17040 17 40 100 20 1 @)
UP100-S2-18040 18 40 100 18 2 O
UP100-S2-19040 19 40 100 20 1 O
UP100-S2-20045 20 45 100 20 2 O
eStock oAvailable upon Order D Tol
Ds< 12 S
D 12 So3
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:::{zg‘; ?_:’Qg))y gltleoé’l (ifgll_i;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) @) © @) )
© Most Suitable  © Suitable

Cutting Parameters X P421
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-SL2

2 Flute, With Long Flute Length

© — @“E Fig1 *

Lc

Is——1 =12 UL

<
%‘ See page 97 for guidelines to
L
Ordering Code D Lc L d Figure No. Stock
UP100-SL2-02015 2 15 75 4 1 O
UP100-SL2-03025 3 25 75 4 1 O
UP100-SL2-04030 4 30 75 4 2 @)
UP100-SL2-05030 5 30 75 6 1 @)
UP100-SL2-06035 6 35 75 6 2 @)
UP100-SL2-08040 8 40 100 8 2 )
UP100-SL2-10045 10 45 100 10 2 @)
UP100-SL2-12050 12 50 100 12 2 O
UP100-SL2-14055 14 55 100 14 2 @)
UP100-SL2-16050 16 50 150 16 2 @)
UP100-SL2-16060 16 60 150 16 2 @)
UP100-SL2-18065 18 65 150 18 2 @)
UP100-SL2-20070 20 70 150 20 2 @)
eStock oAvailable upon Order D Tol
Ds 12 Do
D 12 o
unit mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:zg{zgtseﬂﬁgt;y glfégfgh;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable o Suitable

Cutting Parameters X P421
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP100-SH2

2 Flute, with Long Shank Length

K

A |

4‘%—5? Figt

Lc

Lc

SOSTd

0|

ﬁ

<= HL |

See page 97 for guidelines to

Ordering Code D Lc L d Figure No. Stock
UP100-SH2-02006 2 6 75 4 1 O
UP100-SH2-03009 3 9 75 4 1 (@]
UP100-SH2-63012 3 12 75 6 1 (@)
UP100-SH2-04011 4 11 75 4 2 @]
UP100-SH2-05020 5 20 75 6 1 O
UP100-SH2-06016 6 16 100 6 2 O
UP100-SH2-06020 6 20 100 6 2 @]
UP100-SH2-08020 8 20 75 8 2 (@)
UP100-SH2-08025 8 25 100 8 2 [ ]
UP100-SH2-10030 10 30 100 10 2 O
UP100-SH2-12035 12 35 100 12 2 O
UP100-SH2-16036 16 36 150 16 2 @]
UP100-SH2-20045 20 45 150 20 2 O

eStock oAvailable upon Order D Tol
Ds< 12 S
D 12 03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:::{zg‘; ?_:’Qg))y gltleoé’l (ifgll_i;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O
© Most Suitable O Suitable

Cutting Parameters X P421
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-S3

3 Flute, Standard Length

3

=i L L L

See page 97 for guidelines to

Ordering Code D Lc L d Figure No. Stock
UP100-S3-02006 2 6 50 4 1 o)
UP100-S3-03009 3 9 50 4 1 o)
UP100-S3-04011 4 11 50 4 2 o)
UP100-S3-05013 5 13 50 6 1 o)
UP100-S3-06016 6 16 50 6 2 )
UP100-S3-06516 6.5 16 60 8 1 o)
UP100-S3-08020 8 20 60 8 2 )
UP100-S3-09524 9.5 24 75 10 1 o)
UP100-S3-10025 10 25 75 10 2 ¢)
UP100-S3-12030 12 30 75 12 2 o)
UP100-S3-16036 16 36 100 16 2 o)
UP100-S3-18040 18 40 100 18 2 o)
UP100-S3-20045 20 45 100 20 2 o)
UP100-S3-25050 25 50 100 25 2 o)

eStock oAvailable upon Order D Tol
D< 12 S
D 12 o
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cg:zg;g‘seﬂﬁ‘g‘;y g't'gé gfgf;g)' Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O @) © O @)

© Most Suitable

> Suitable

Cutting Parameters X P421
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP100-54

4 Flute, Standard Length

e

=g L

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP100-S4-01003 1 3 50 4 1 (@]
UP100-S4-01505 1.5 5 50 4 1 @)
UP100-S4-02006 2 6 50 4 1 [ ]
UP100-S4-02508 2.5 8 50 4 1 )
UP100-S4-03006 3 6 50 4 1 (@)
UP100-S4-03009 3 9 50 4 1 (@)
UP100-S4-63006 3 6 50 6 1 @)
UP100-S4-63009 3 9 50 6 1 (@)
UP100-S4-03511 3.5 11 50 4 1 @)
UP100-S4-63509 3.5 9 50 6 1 (@)
UP100-S4-64008 4 8 50 6 1 )
UP100-S4-04010 4 10 50 4 2 [ )
UP100-S4-04011 4 11 50 4 2 [ ]
UP100-S4-64011 4 11 50 6 1 @)
UP100-S4-04511 4.5 11 50 6 1 O
UP100-S4-05008 5 8 50 6 1 e}

eStock oAvailable upon Order D Tol
D< 12 802
D 12 03

unit (mm)

Workpiece Material

M

1234 5 123 123 123 4 5
Carbon Steel All Alloy Steel, Tool . . .
g:e:|T<35eT—|RC(;y Steoéll(<:8eHRog) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Q) o @) © @) )

© Most Suitable  © Suitable

Cutting Parameters 3 P422
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-54

4 Flute, Standard Length

o - T o} Figt

__
=Rl UL

See page 97 for guidelines to icons

) continue
Ordering Code D Lc L d Figure No. Stock
UP100-S4-05013 5 13 50 6 1 [ )
UP100-S4-05513 515 13 50 6 1 o)
UP100-S4-06016 6 16 50 6 2 )
UP100-S4-06516 6.5 16 60 8 1 o)
UP100-S4-07020 7 20 60 8 1 o)
UP100-S4-07520 7.5 20 60 8 1 (@)
UP100-S4-08020 8 20 60 8 2 )
UP100-S4-08523 8.5 23 75 10 1 o)
UP100-S4-09023 9 23 75 10 1 o)
UP100-S4-09525 9.5 25 75 10 1 o)
UP100-S4-10025 10 25 75 10 2 [ )
UP100-S4-11028 11 28 75 12 1 o)
UP100-S4-12030 12 30 75 12 2 °
UP100-S4-13032 13 32 90 14 1 )
UP100-S4-14034 14 34 100 14 2 )
UP100-S4-15036 15 36 100 16 1 o)
eStock oAvailable upon Order D Tol
Ds 12 Do
D 12 So3
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cg:z;’(‘i‘seﬂﬁ‘g‘;y gl’;’égfggg&' Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O @) © O @)

© Most Suitable O Suitable

Cutting Parameters X P422
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP100-54

4 Flute, Standard Length

 ——— T —
E—— =l L

LL—C> See page 97 for guidelines to icons

L
Y continue
Ordering Code D Lc L d Figure No. Stock
UP100-S4-16036 16 36 100 16 2 [}
UP100-S4-17038 17 38 100 18 1 o
UP100-S4-18038 18 38 100 18 2 (]
UP100-S4-20045 20 45 100 20 2 [ J
eStock oAvailable upon Order D Tol
D< 12 S
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
nggl? <S3t5e ﬂﬁg‘;y gltlggl (itf;l_,"ll;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable  © Suitable

Cutting Parameters X P422




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-SL4

4 Flute, With Long Flute Length

E——— Pesssw B S S S SS

yE— s =l UL

See page 97 for guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
UP100-SL4-04030 4 30 75 4 2 [ ]
UP100-SL4-05030 B 30 75 6 1 (@]
UP100-SL4-06030 6 30 100 6 2 [ ]
UP100-SL4-06035 6 35 75 6 2 (@]
UP100-SL4-08040 8 40 100 8 2 [ ]
UP100-SL4-10045 10 45 100 10 2 [ ]
UP100-SL4-12040 12 40 150 12 2 [ ]
UP100-SL4-12050 12 50 100 12 2 (@)
UP100-SL4-16050 16 50 150 16 2 (@]
UP100-SL4-16060 16 60 150 16 2 O
UP100-SL4-20070 20 70 150 20 2 (@]
eStock oAvailable upon Order D Tol
Ds 12 302
D 12 803
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:::{z <§‘§ﬂ£g?y gltl:;é (Efgh?g)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable O Suitable

Cutting Parameters X P422
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP100-SH4

4 Flute, with Long Shank Length

£

e |

Lc

@ﬂ Figt

RS

=g L

See page 97 for guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
UP100-SH4-03009 3 9 75 4 1 @)
UP100-SH4-63012 3 12 75 6 1 [
UP100-SH4-04011 4 11 75 4 2 @)
UP100-SH4-64015 4 15 75 6 1 O
UP100-SH4-05020 5 20 75 6 1 @)
UP100-SH4-06016 6 16 100 6 2 ©)
UP100-SH4-06020 6 20 75 6 2 @)
UP100-SH4-08020 8 20 75 8 2 @)
UP100-SH4-08025 8 25 100 8 2 O
UP100-SH4-10030 10 30 100 10 2 [
UP100-SH4-10035 10 35 150 10 2 [ )
UP100-SH4-12035 12 35 100 12 2 (@)
UP100-SH4-16036 16 36 150 16 2 @)
UP100-SH4-20045 20 45 150 20 2 O
eStock oAvailable upon Order D Tol
D< 12 S0z
D 12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:z:{zg‘g T_:’Qg())y gltlgé’| (ifgll_i;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) @) © @) )
© Most Suitable  © Suitable

Cutting Parameters 3 P422
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-S6

6 Flute, Standard Length

S ~ 1SS e a
‘ Lc
L
] —— N =g UL
‘ Lc See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP100-S6-06015 6 15 50 6 2 O
UP100-S6-08020 8 20 60 8 2 o
UP100-S6-10025 10 25 75 10 2 O
UP100-S6-12030 12 30 75 12 2 O
UP100-S6-16036 16 36 100 16 2 O
UP100-S6-20045 20 45 100 20 2 O
eStock oAvailable upon Order D Tol
D= 12 S
D 12 o
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel All Alloy Steel, Tool ) . .
g:eglr(1<35e?—|RC(;y Stge}-ll(<:86HR?g) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O @) © O @)

© Most Suitable o Suitable

Cutting Parameters X P422
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-SS2

2 Flute, Stub Length

U] _ _ o o e

s - === UL

: LL—C» See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-SS2-01002 1 2 50 4 1 ©)
UP210-SS2-01502 1.5 2 50 4 1 @)
UP210-SS2-02003 2 3 50 4 1 @)
UP210-SS2-02504 2.5 4 50 4 1 @)
UP210-SS2-03005 3 5 50 4 1 @)
UP210-SS2-04006 4 6 50 4 2 [
UP210-SS2-05008 5 8 50 6 1 [ )
UP210-SS2-06009 6 9 50 6 2 [
UP210-SS2-07010 7 10 60 8 1 O
UP210-SS2-08012 8 12 60 8 2 [ )
UP210-SS2-10015 10 15 75 10 2 [
UP210-SS2-12018 12 18 75 12 2 @)
UP210- SS2-14021 14 21 100 14 2 @)
UP210-SS2-16024 16 24 100 16 2 O
UP210- SS2-18027 18 27 100 18 2 @)
UP210- SS2-20030 20 30 100 20 2 ©)
eStock oAvailable upon Order D Tol
D< 12 S
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:zg:zf;g ?_:’F?g(;y gltlggl (S<T3e|l-i-|£o((;))l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® © o ®

© Most Suitable  © Suitable

Cutting Parameters X P425
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GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP210-S2

2 Flute, Standard Length

E Fig1

e

=== UL 1

See page 97 for guidelines to icons

Cutting Parameters X P425

Ordering Code D Lc L d Figure No. Stock
UP210-S2-01003 1 3 50 4 1 [ ]
UP210-S2-01504 1.5 4 50 4 1 [ ]
UP210-S2-02006 2 6 50 4 1 [ ]
UP210-S2-02506 25 6 50 4 1 o
UP210-S2-02508 25 8 50 4 1 [ ]
UP210-S2-03009 3 9 50 4 1 [ )
UP210-S2-63009 3 9 50 6 1 [ ]
UP210-S2-03509 3.5 9 50 4 1 o
UP210-S2-63509 3.5 9 50 6 1 O
UP210-S2-04011 4 1 50 4 2 [ ]
UP210-S2-64011 4 1 50 6 1 [ )
UP210-S2-04511 4.5 1 50 6 1 o
UP210-S2-04513 4.5 13 50 6 1 [ ]
UP210-S2-05013 5 13 50 6 1 [ )
UP210-S2-05516 5.5 16 50 6 1 o
UP210-S2-06016 6 16 50 6 2 [ )

eStock oAvailable upon Order D Tol
D= 12 S0z
D 12 803

unit (mm)
Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
Cg:g;?;?ﬂ’ég‘;y gltlggl (S< Tsell-];o((:))l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©
© Most Suitable o Suitable
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP210-S2

2 Flute, Standard Length

- =

=@l UL |u

See page 97 for guidelines to icons

) continue
Ordering Code D Lc L d Figure No. Stock
UP210-S2-06516 6.5 16 60 8 1 O
UP210-S2-07020 7 20 60 8 1 [ J
UP210-S2-07520 7.5 20 60 8 1 @)
UP210-S2-08020 8 20 60 8 2 [}
UP210-S2-08523 8.5 23 75 10 1 O
UP210-S2-09023 9 23 75 10 1 [}
UP210-S2-09525 9.5 25 75 10 1 O
UP210-S2-10025 10 25 75 10 2 [}
UP210-S2-10526 10.5 26 75 12 1 O
UP210-S2-11028 1 28 75 12 1 [}
UP210-S2-12030 12 30 75 12 2 [}
UP210-S2-13032 13 32 100 14 1 O
UP210-S2-14034 14 34 100 14 2 [}
UP210-S2-15036 15 36 100 16 1 O
UP210-S2-16036 16 36 100 16 2 [ )
UP210-S2-17040 17 40 100 20 1 O
eStock oAvailable upon Order D Tol
D< 12 S
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:zg:zf;g ?_:’F?g(;y gltlggl (S::;I_{;o(c;)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® © o ®
© Most Suitable O Suitable

Cutting Parameters X P425
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GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP210-S2

2 Flute, Standard Length

—of

Fig1

Fig2

e

=@~ UL 1t

L Le See page 97 for guidelines to icons
) continue
Ordering Code D Lc L d Figure No. Stock
UP210-S2-18040 18 40 100 18 2 [ ]
UP210-S2-19040 19 40 100 20 1 (@]
UP210-S2-20045 20 45 100 20 2 [ ]
eStock oAvailable upon Order D Tol
Ds< 12 S
D 12 03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg::zllzg?ﬂ’é‘g(;y g!::é/l (S< fgﬁ?g Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ® o ©
© Most Suitable O Suitable

Cutting Parameters X P425
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-SL2

2 Flute, With Long Flute Length

. s T e L

L !

e esTsgd =CIESEAD

‘ Lc

. _— See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-SL2-02015 2 15 75 4 1 [
UP210-SL2-03025 3 25 75 4 1 [ )
UP210-SL2-04030 4 30 75 4 2 [ )
UP210-SL2-05030 5 30 75 6 1 [ )
UP210-SL2-06035 6 35 75 6 2 )
UP210-SL2-08040 8 40 100 8 2 [ )
UP210-SL2-10045 10 45 100 10 2 [ )
UP210-SL2-12050 12 50 100 12 2 [ )
UP210-SL2-14055 14 55 100 14 2 [
UP210-SL2-16050 16 50 150 16 2 ¢)
UP210-SL2-16060 16 60 150 16 2 [
UP210-SL2-18065 18 65 150 18 2 ¢)
UP210-SL2-20070 20 70 150 20 2 [ )
eStock oAvailable upon Order D Tol
D= 12 S0z
D 12 o
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) ® 0 )

© Most Suitable o Suitable

Cutting Parameters X P425
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-SH2

2 Flute, with Long Shank Length

K

= |

[ ===Sd ko

Lc

SSd

-]

ﬂ

=GRS

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-SH2-02006 2 6 75 4 1 [
UP210-SH2-03009 3 9 75 4 1 [}
UP210-SH2-63012 3 12 75 6 1 O
UP210-SH2-04011 4 1 75 4 2 [ ]
UP210-SH2-05020 5 20 75 6 1 O
UP210-SH2-06016 6 16 100 6 2 [
UP210-SH2-06020 6 20 100 6 2 [}
UP210-SH2-08020 8 20 100 8 2 O
UP210-SH2-08025 8 25 100 8 2 [ )
UP210-SH2-10030 10 30 100 10 2 [
UP210-SH2-12035 12 35 100 12 2 [ ]
UP210- SH2-14036 14 36 150 14 2 O
UP210-SH2-15035 15 35 150 16 1 [
UP210-SH2-16036 16 36 150 16 2 @)
UP210- SH2-18045 18 45 150 18 2 [
UP210-SH2-20045 20 45 150 20 2 e}

eStock oAvailable upon Order D Tol
Ds 12 S
D 12 o3

unit (mm)

Workpiece Material

M

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . . .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) ® o ®

© Most Suitable O Suitable

Cutting Parameters X P425
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-S3

3 Flute, Standard Length

9 - =
L LL—CV

s =] DL [
Lc
L

l

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-S3-02006 2 6 50 4 1 O
UP210-S3-03009 3 9 50 4 1 [ )
UP210-S3-04011 4 1 50 4 2 [ ]
UP210-S3-05013 5 13 50 6 1 )
UP210-S3-06016 6 16 50 6 2 [ ]
UP210-S3-06516 6.5 16 60 8 1 O
UP210-S3-08020 8 20 60 8 2 [ )
UP210-S3-09524 9.5 24 75 10 1 O
UP210-S3-10025 10 25 75 10 2 [)
UP210-S3-12030 12 30 75 12 2 (]
UP210- S3-14032 14 32 100 14 2 O
UP210-S3-16036 16 36 100 16 2 O
UP210-S3-18040 18 40 100 18 2 O
UP210-S3-20045 20 45 100 20 2 [ )
UP210-S3-25050 25 50 100 25 2 O

eStock oAvailable upon Order D Tol
D< 12 S
D 12 o

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) ® 0 )

© Most Suitable o Suitable

Cutting Parameters X P425
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-554

4 Flute, Stub Length

"J - - @E Fig1 H
e
L
S a2 L] 1L
- I L o o Py L
L See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-SS4-01002 1 2 50 4 1 O
UP210-SS4-01502 1.5 2 50 4 1 O
UP210-SS4-02003 2 3 50 4 1 @)
UP210-SS4-02504 25 4 50 4 1 (¢}
UP210-SS4-03005 3 5 50 4 1 e}
UP210-SS4-04006 4 6 50 4 2 O
UP210-SS4-05008 5 8 50 6 1 ¢}
UP210-SS4-06009 6 9 50 6 2 )
UP210-SS4-07010 7 10 60 8 1 e}
UP210-SS4-08012 8 12 60 8 2 e}
UP210-SS4-10015 10 15 75 10 2 O
UP210-SS4-12018 12 18 75 12 2 o
UP210- SS4-14021 14 21 100 14 2 e}
UP210-SS4-16024 16 24 100 16 2 (e}
UP210- SS4-18027 18 27 100 18 2 e}
UP210- SS4-20030 20 30 100 20 2 O
eStock oAvailable upon Order D Tol
Ds 12 S
D 12 o3
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . . .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) ® o ®

© Most Suitable O Suitable

Cutting Parameters X P426
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP210-54

4 Flute, Standard Length

2]

Fig1

;

Fig2

D S

= HL

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-S4-01003 1 3 50 4 1 [ )
UP210-S4-01505 1.5 5 50 4 1 ([ ]
UP210-S4-61505 1.5 5 50 6 1 [ )
UP210-S4-02006 2 6 50 4 1 ([ ]
UP210-S4-62006 2 6 50 6 1 ([ ]
UP210-S4-02508 25 8 50 4 1 ([ ]
UP210-S4-62508 25 8 50 6 1 [ ]
UP210-S4-63006 3 6 50 6 1 o
UP210-S4-03009 3 9 50 4 1 [ ]
UP210-S4-63009 3 9 50 6 1 [ ]
UP210-S4-03511 3.5 11 50 4 1 [ )
UP210-S4-63509 3.5 9 50 6 1 [ ]
UP210-S4-04011 4 1 50 4 2 [ ]
UP210-S4-64011 4 11 50 6 1 ([ ]
UP210-S4-04511 4.5 1 50 6 1 o
UP210-S4-05008 5 8 50 6 1 ([ ]

eStock oAvailable upon Order D Tol
D= 12 o2
D 12 Sos

unit (mm)
Workpiece Material
P m | I3 N
1234 5 123 123 123 4 5
Cgtr:;rzgtse iﬁgt))y gltlc(a)gl (S<Tge|l-i-|;0((;))l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©
© Most Suitable o Suitable

Cutting Parameters X P426
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-54

4 Flute, Standard Length

o) -

2]

Lc

;

: =1 UL

See page 97 for guidelines to icons

) continue
Ordering Code D Lc L d Figure No. Stock
UP210-S4-05013 5 13 50 6 1 [ J
UP210-S4-05516 55 16 50 6 1 [ )
UP210-S4-06016 6 16 50 6 2 [}
UP210-S4-06516 6.5 16 60 8 1 [ )
UP210-S4-07020 7 20 60 8 1 [}
UP210-S4-07520 7.5 20 60 8 1 O
UP210-S4-08020 8 20 60 8 2 [ )
UP210-S4-08523 8.5 23 75 10 1 @)
UP210-S4-09023 9 23 75 10 1 [ J
UP210-S4-09525 9.5 25 75 10 1 O
UP210-S4-10025 10 25 75 10 2 [}
UP210-S4-11028 1 28 75 12 1 [}
UP210-S4-12030 12 30 75 12 2 [}
UP210-S4-13032 13 32 100 14 1 [}
UP210-S4-14032 14 32 75 14 2 O
UP210-S4-14034 14 34 100 14 2 [}
eStock oAvailable upon Order D Tol
Ds 12 e
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg{szl?;?ﬂ’ég)y gltlggl (ifgll_’lg)g)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ©) o @

© Most Suitable

Cutting Parameters X

Suitable

P426
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-54

4 Flute, Standard Length

° - T o Fiot ﬂ
Lc

i E—— E Q- UL
il e [ ™~
L Lc See page 97 for guidelines to icons

) continue
Ordering Code D Lc L d Figure No. Stock
UP210-S4-15036 15 36 100 16 1 [ ]
UP210-S4-16036 16 36 100 16 2 ()
UP210-S4-16040 16 40 100 16 2 [ ]
UP210-S4-16045 16 45 100 16 2 [ ]
UP210-S4-17038 17 38 100 18 1 O
UP210-S4-18045 18 45 100 18 2 [ ]
UP210-S4-20045 20 45 100 20 2 [ ]
eStock oAvailable upon Order D Tol
D< 12 02
D 12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg::::zj;se ?_:’Qg(;y gltleoéll (S< Tgeh;()co)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® © o ®

© Most Suitable o Suitable

Cutting Parameters X P426




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-SL4

4 Flute, Long Flute Length

- B S R ——

1{_ - _?mﬁ Fig2 Eﬁgﬂ
e

See page 97 for guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UP210-SL4-01004 1 4 50 4 1 [J
UP210-SL4-02010 2 10 50 4 1 )
UP210-SL4-03015 3 15 60 4 1 ()
UP210-SL4-63015 3 15 60 6 1 [J
UP210-SL4-04020 4 20 60 4 2 °
UP210-SL4-64020 4 20 75 6 1 [
UP210-SL4-04030 4 30 75 4 2 o
UP210-SL4-05025 5 25 75 6 1 ()
UP210-SL4-05030 5 30 75 6 1 O
UP210-SL4-06030 6 30 75 6 2 [ J
UP210-SL4-06035 6 35 75 6 2 [
UP210-SL4-08035 8 35 100 8 2 )

eStock oAvailable upon Order = .

Ds< 12 S

D 12 o3

unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . . .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ©) o @

© Most Suitable o Suitable

Cutting Parameters X P426




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-SL4

4 Flute, With Long Flute Length

e TR ——

S = LIL
I.._L!—. See page 97 for guidelines to icons

L
) continue
Ordering Code D Lc L d Figure No. Stock
UP210-SL4-08040 8 40 100 8 2 [ )
UP210-SL4-10045 10 45 100 10 2 [}
UP210-SL4-10050 10 50 100 10 2 [ )
UP210-SL4-12045 12 45 100 12 2 [}
UP210-SL4-12050 12 50 100 12 2 [}
UP210-SL4-14045 14 45 100 14 2 ]
UP210-SL4-16050 16 50 150 16 2 O
UP210-SL4-16060 16 60 150 16 2 [ )
UP210-SL4-16070 16 70 150 16 2 [}
UP210-SL4-18070 18 70 150 18 2 O
UP210-SL4-20070 20 70 150 20 2 [ )
eStock oAvailable upon Order D Tol
D< 12 02
D 12 803
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
C;':;Lg?ﬁgg;l C;Z’;?g?ﬁ'g g?l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® © o ®

© Most Suitable o Most Suitable

Cutting Parameters X P426




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-SH4

4 Flute, with Long Shank Length

- @5{ Fig1

[

R T

Lc

ﬂ
= L

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-SH4-02010 2 10 75 4 1 [ )
UP210-SH4-03012 3 12 75 4 1 [ ]
UP210-SH4-04011 4 1 75 4 2 ()
UP210-SH4-04015 4 15 i75 4 2 [ ]
UP210-SH4-05020 5 20 75 6 1 ([ ]
UP210-SH4-06016 6 16 75 6 2 [ )
UP210-SH4-06020 6 20 75 6 2 o
UP210-SH4-08020 8 20 100 8 2 [ )
UP210-SH4-08025 8 25 100 8 2 [ ]
UP210-SH4-10030 10 30 100 10 2 ([ ]
UP210-SH4-10035 10 35 100 10 2 o
UP210-SH4-12035 12 35 100 12 2 [ ]
UP210- SH4-14036 14 36 150 14 2 o
UP210-SH4-16036 16 36 150 16 2 [ ]
UP210- SH4-18045 18 45 150 18 2 o
UP210-SH4-20045 20 45 150 20 2 [ ]

eStock oAvailable upon Order D Tol
D= 12 So2
b 12 803

unit (mm)
Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
C;g);?itseﬁ'lgg;)l Csat':;?gtsezlgoo;)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©
© Most Suitable o Most Suitable

Cutting Parameters X P426
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-S6

6 Flute, Standard Length

5 - ; =i e NS
Lc *
L
| — T gy L
o [ o>
‘ Lc See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-S6-06015 6 15 50 6 2 @]
UP210-S6-08020 8 20 60 8 2 o
UP210-S6-10025 10 25 75 10 2 @]
UP210-S6-12030 12 30 75 12 2 @)
UP210- S6-14032 14 32 100 14 2 @]
UP210-S6-16036 16 36 100 16 2 (@]
UP210- S6-18040 18 40 100 18 2 o
UP210-S6-20045 20 45 100 20 2 (@]
eStock oAvailable upon Order D Tol
D< 12 S
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg::::zj;se ?_:’Qg(;y gltlséll (S< Tgh;oco)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® © o ®

© Most Suitable o Most Suitable

Cutting Parameters X P426




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SP210-S3

3 Flute, with Variable Helix

| \sﬁﬁ Fit R
Lc
L
. U
"I #7777 N E Fig2 F31 AICISIN 47‘45’43
h6 . Helix
L Lc See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SP210-S3-02508 25 8 50 4 1 @]
SP210-S3-03009 3 9 50 4 1 ()
SP210-S3-04011 4 1 50 4 2 [ ]
SP210-S3-05013 5 13 50 6 1 [ ]
SP210-S3-06016 6 16 50 6 2 [ ]
SP210-S3-08020 8 20 60 8 2 [ ]
SP210-S3-10025 10 25 75 10 2 ()
SP210-S3-12030 12 30 75 12 2 [ ]
SP210-S3-16036 16 36 100 16 2 [ ]
SP210-S3-20045 20 45 100 20 2 [ ]
eStock oAvailable upon Order D Tol
D< 12 S
D 12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
CSIZZE<%§?_:££?Y g!::é/l (S< Tgll-{ll;)g)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ©) o @

© Most Suitable  © Most Suitable

Cutting Parameters X P429




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SP210-C3

3 Flute, with Variable Helix ( Chamfered Corner )

c
4
t’l e R i Fig1
Lc
L
c
»
{THUS4S]
S E—— A =l UL o
Lc See page 97 for guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
SP210-C3-06020 6 16 0.2 50 6 2 °
SP210-C3-08020 8 20 0.2 75 8 2 [}
SP210-C3-10030 10 25 0.3 75 10 2 )
SP210-C3-12030 12 30 0.3 75 12 2 o
SP210-C3-16030 16 30 0.3 100 16 2 O
eStock oAvailable upon Order D Tol
Ds< 12 .
D 12 3o
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:::lr;itse ?_:’Qg(;y glt:’éll (S< Tgh;oco)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® © o ®

© Most Suitable o Most Suitable

Cutting Parameters 3 P429




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SP210-C4

4 Flute, with Variable Helix

,° =
o - T ol Fit ﬂ
Lo
L I
c
= Al [55] U
LL_C»i See page 97 for guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
SP210-C4-03003 3 9 0.03 50 4 1 O
SP210-C4-03013 3 9 0.13 50 4 1 [ J
SP210-C4-04004 4 1 0.04 50 4 2 [ ]
SP210-C4-04018 4 11 0.18 50 4 2 ([}
SP210-C4-05005 5 13 0.05 50 6 1 e)
SP210-C4-05020 5 13 0.2 50 6 1 O
SP210-C4-06006 6 16 0.06 50 6 2 [ J
SP210-C4-06020 6 16 0.2 50 6 2 ()
SP210-C4-06040 6 16 0.4 50 6 2 O
SP210-C4-08008 8 20 0.08 60 8 2 )
SP210-C4-08020 8 20 0.2 60 8 2 [}
SP210-C4-10010 10 25 0.1 75 10 2 [ J
SP210-C4-10030 10 25 0.3 75 10 2 [ )
SP210-C4-12012 12 30 0.12 75 12 2 O
SP210-C4-12030 12 30 0.3 75 12 2 )
SP210-C4-16015 16 36 0.15 100 16 2 O
eStock oAvailable upon Order D Tol
D= 12 So2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg{szl?;?ﬂ’ég)y gltlggl (ifgll_’lg)g)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ©) o @

©® Most Suitable O Most Suitable

Cutting Parameters X P429
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SP210-C4

4 Flute, Variable Helix ( Chamfered Corner )

Fit 4

d
|
LIPS

o

- .
Vi E— ER =t UL [
1 ic -d [ ]
‘ Lc See page 97 for guidelines to icons
L P
) continue
Ordering Code D Lc (¢} L d Figure No. Stock
SP210-C4-16040 16v 36 0.4 100 16 2 o
SP210-C4-20015 20 45 0.15 100 20 2 @]
SP210-C4-20050 20 45 0.5 100 20 2 (o]
eStock oAvailable upon Order D Tol
Ds 12 302
D 12 803
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
) ® o )

© Most Suitable o Suitable

Cutting Parameters X P429




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SP210-54

4 Flute, with Variable Helix

© - | of  For ﬂ
Lo
g —— <=L L U

L Lc See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SP210-S4-02006 2 6 50 4 1 [ ]
SP210-S4-03009 3 9 50 4 1 [ ]
SP210-S4-04011 4 1" 50 4 2 [ ]
SP210-S4-05013 5 13 50 6 1 [ )
SP210-S4-05516 5.5 16 50 6 1 @]
SP210-S4-06016 6 16 50 6 2 [ ]
SP210-S4-07020 7 20 60 8 1 O
SP210-S4-08020 8 20 60 8 2 [ ]
SP210-S4-08025 8 25 60 8 2 O
SP210-S4-10025 10 25 75 10 2 [ ]
SP210-S4-12030 12 30 75 12 2 [ ]
SP210-S4-16036 16 36 100 16 2 [ )
SP210-S4-20045 20 45 100 20 2 [ ]

eStock oAvailable upon Order D Tol
Ds< 12 S
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg::z;zg?i:ﬁ(";;y g!::é/l (S< Tgll-{ll;)g)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ® o ©

© Most Suitable  © Suitable

Cutting Parameters X P429




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SP210-CN4

4 Flute, with Variable Helix and Reduced Neck ( Chamfered Corner )

[V

4 soessfe e
. lc |
L L
/O
S =gl UL L
JTL#’ See page 97 for guidelines to icons
L
Ordering Code D Lc C d2 L1 L d Figure No. | Stock
SP210-CN4-03013 3 10 0.13 2.9 18 75 4 1 O
SP210-CN4-04018 4 12 0.18 3.8 20 75 4 2 ()
SP210-CN4-05020 5 15 0.2 4.8 35 75 6 2 (@)
SP210-CN4-06020 6 16 0.2 5.8 24 100 6 2 ()
SP210-CN4-08020 8 20 0.2 7.5 30 100 8 2 (@)
SP210-CN4-10030 10 25 0.3 9.5 40 150 10 2 o
SP210-CN4-12030 12 30 0.3 11 40 150 12 2 @)
SP210-CN4-16040 16 36 0.4 15 50 150 16 2 (@)
SP210-CN4-20050 20 45 0.5 19 60 150 20 2 O
eStock oAvailable upon Order D Tol
D< 12 02
D 12 803
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
) ® o )

© Most Suitable o Suitable

Cutting Parameters X P429




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UPR100-54

4 Flute Square End, with Roughing Geometry

e _
[ e

L
| E—— D =T LL
L ‘ Lc See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UPR100-S4-06015 6 15 50 6 2 [ )
UPR100-S4-08020 8 20 60 8 2 [}
UPR100-S4-10025 10 25 75 10 2 [ )
UPR100-S4-12030 12 30 75 12 2 [}
UPR100-S4-14034 14 34 100 14 2 [ J
UPR100-S4-16036 16 36 100 16 2 [ )
UPR100-S4-20045 20 45 100 20 2 [}
eStock oAvailable upon Order D Tol
D< 6 o
6<D<10 | Qg4
D>10 Sos
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © o © o) o

© Most Suitable o Suitable

Cutting Parameters X P431




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UPN210-54

4 Flute Square End, with Roughing Geometry

o — — o} Figt
e SRS
o _ gl Fig2 s F4‘ AICISiIN m |
—t | @ [ e
L ‘ Le See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UPN210-S4-06016 6 16 50 6 2 [ J
UPN210-S4-08020 8 20 60 8 2 [ J
UPN210-S4-10025 10 25 75 10 2 ]
UPN210-S4-12030 12 30 75 12 2 [}
UPN210-S4-16036 16 36 100 16 2 O
UPN210-S4-20045 20 45 100 20 2 e}
eStock oAvailable upon Order D Tol
Ds 6 o3
6 <D<10 Soa
D>10 o5
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cgtr::{(] ;tgi:ﬁg())y g‘ltlggl ifgﬁ;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © o) © 0 o)

© Most Suitable o Suitable

Cutting Parameters % P433




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UPM100-SN2

2 Flute Square End, Miniature Sizes with Neck

! ) —_— =
. — o
Lc
L1

L <= LU

See page 97 for guidelines to icons

Ordering Code D Lc d2 L1 L d Figure No. Stock
UPM100-SN2-00802 0.8 1.2 0.75 2 50 4 1 O
UPM100-SN2-00804 0.8 1.2 0.75 4 50 4 1 O
UPM100-SN2-00806 0.8 1.2 0.75 6 50 4 1 e}
UPM100-SN2-01006 1.0 15 0.95 6 50 4 1 O
UPM100-SN2-01008 1.0 15 0.95 8 50 4 1 O
UPM100-SN2-01010 1.0 15 0.95 10 50 4 1 o
UPM100-SN2-01508 15 2.0 1.44 8 50 4 1 O
UPM100-SN2-01510 15 2.0 1.44 10 50 4 1 O
UPM100-SN2-01512 15 2.0 1.44 12 50 4 1 [}
UPM100-SN2-02008 2.0 3.0 1.92 8 50 4 1 O
UPM100-SN2-02010 2.0 3.0 1.92 10 50 4 1 O
UPM100-SN2-02012 2.0 3.0 1.92 12 50 4 1 ([}

eStock oAvailable upon Order B OT°|
0.8<Ds2 0.02
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
C;{Zzlrz;tseﬂé\g?y gltlséll (S(tf;l_,"&)g)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O ©

© Most Suitable o Suitable

Cutting Parameters 3 P435
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

US200-S2

2 Flute, Standard Length

- - = ol Fo e ——
=@~ HL [

d

\
Q

\
LN

. ¢ See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
US200-S2-00501 0.5 1 50 4 1 )
US200-S2-00802 0.8 2 50 4 1 e
US200-S2-01003 1 3 50 4 1 )
US200-S2-01504 1.5 4 50 4 1 e}
US200-S2-02006 2 6 50 4 1 [ )
US200-S2-02508 25 8 50 4 1 )
US200-S2-63008 3 8 50 6 1 [ )
US200-S2-03009 3 9 50 4 1 )
US200-S2-03510 35 10 50 4 1 [ )
eStock oAvailable upon Order D Tol
D< 12 o2
D 12 803
unit (mm)

Workpiece Material

P m I3 H

1234 5 123 123 123 4
Carbon Steel,Alloy Alloy Steel, Tool . . -
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © @) @) @)

© Most Suitable o Suitable

Cutting Parameters X P437




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

US200-S2

2 Flute, Standard Length

° - - | ol Fr ﬂ

 —— =l UL [u
LL—C> See page 97 for guidelines to icons
L
V=<1
Ordering Code D Lc L d Figure No. Stock
US200-S2-04011 4 11 50 4 2 ()
US200-S2-64011 4 " 50 6 1 [}
US200-S2-05013 5 13 50 6 1 [ ]
US200-S2-06016 6 16 50 6 2 [ ]
US200-S2-08020 8 20 60 8 2 [}
US200-S2-10025 10 25 75 10 2 ()
US200-S2-12030 12 30 75 12 2 [}
US200-S2-16036 16 36 100 16 2 O
US200-S2-20045 20 45 100 20 2 [ ]
eStock oAvailable upon Order D Tol
b= 12 S0z
D 12 803
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Cg{:gl? f;%ﬂs g‘;y gltlgéll (ifgﬁ;og)l Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable o Suitable

Cutting Parameters X P437




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

US200-5S54

4 Flute, Stub Length

< - e Fig1 H

Lc

sy - =T LL

L See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock

US200-SS4-02004 2 4 50 4 1 °
US200-SS4-03004 3 4 50 4 1 @)
US200-SS4-04006 4 6 50 4 2 O
US200-SS4-05008 5 8 50 6 1 O
US200-SS4-06009 6 9 50 6 2 ([
US200-SS4-08010 8 10 60 8 2 )
US200-SS4-10012 10 12 75 10 2 @)
US200-SS4-12016 12 16 75 12 2 [}
US200-SS4-14020 14 20 75 14 2 O
US200-SS4-16024 16 24 100 16 2 @)
US200-SS4-18027 18 27 100 18 2 e}
US200-SS4-20030 20 30 100 20 2 @)

eStock oAvailable upon Order D Tol

D< 12 S0z

D 12 803

unit (mm)
Workpiece Material
1234 5 123 123 123 4
Cg{:;? ?;esﬂ,glclzc;y g\ltlggl (S< tf;l_’lg)g)l Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable o Suitable

Cutting Parameters X P438




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

US200-5S4

4 Flute, Standard Length

 E— T e
 —— T =l L

L Lc See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock

US200-S4-01003 1 3 50 4 1 o
US200-S4-01504 1.5 4 50 4 1 °
US200-S4-02006 2 6 50 4 1 o
US200-S4-02508 25 8 50 4 1 )
US200-S4-63008 3 8 50 6 1 e}
US200-S4-03009 3 9 50 4 1 )
US200-S4-03510 3.5 10 50 4 1 °
US200-S4-04011 4 11 50 4 2 o
US200-S4-64011 4 1" 50 6 1 [}
US200-S4-05013 5) 13 50 6 1 o
US200-S4-06016 6 16 50 6 2 )
US200-S4-08020 8 20 60 8 2 °
US200-S4-10025 10 25 75 10 2 o
US200-S4-12030 12 30 75 12 2 °
US200-S4-16036 16 36 100 16 2 e}
US200-S4-20045 20 45 100 20 2 °

eStock oAvailable upon Order D Tol

D= 12 So2

D 12 o3

unit (mm)

Workpiece Material

P m 3

1234 5 123 123 123 4
Carbon Steel,Alloy Alloy Steel,Tool . . L
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
©) @) © O O @)

© Most Suitable o Suitable

Cutting Parameters X P438
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

US200-SN4

4 Flute, with Reduced Neck Diameter

4—- Trea=sd o i
Lc
L1
L
T ()| 2] LIIL. |
| Lc T
L1 See page 97 for guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
US200-SN4-02008 2 4 1.9 8 50 4 1 [ ]
US200-SN4-04012 4 8 3.8 12 50 4 2 [ ]
US200-SN4-06018 6 13 5.8 18 50 6 2 e}
US200-SN4-08025 8 19 7.5 25 60 8 2 O
US200-SN4-10032 10 22 9.5 32 75 10 2 O
US200-SN4-12034 12 24 11 34 75 12 2 (]
US200-SN4-16036 16 26 15 36 100 16 2 O
US200-SN4-20040 20 28 19 40 100 20 2 [ ]
eStock oAvailable upon Order D Tol
D< 12 S
D 12 So3
unit (mm)

Workpiece Material

P m I3 H

1234 5 123 123 123 4
Carbon Steel,Alloy Alloy Steel, Tool . . -
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © @) @) @)

© Most Suitable o Suitable

Cutting Parameters X P438




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

US300-S54

4 Flute, Stub Length

° - = —_— -
e
L
] e~ LR = L [
K} L M
L L#* See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
US300-SS4-01002 1 2 50 4 1 )
US300-SS4-01503 1.5 3 50 4 1 [
US300-SS4-02002 2 2 50 4 1 0]
US300-SS4-02004 2 4 50 4 1 O
US300-SS4-03003 3 3 50 4 1 [
US300-SS4-03004 3] 4 50 4 1 [ ]
US300-SS4-04004 4 4 50 4 2 (@)
US300-SS4-04006 4 6 50 4 2 [ ]
eStock oAvailable upon Order D Tol
D< 12 S0
unit (mm)

Workpiece Material

P m 3 H

1234 5 123 123 123 4
Carbon Steel,Alloy Alloy Steel, Tool . . —
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O @) © O O O

© Most Suitable o Suitable

Cutting Parameters X P439




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

US300-54

4 Flute, Standard Length

L E— = C A —
E——— E =CESEnE

L Lc See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
US300-S4-01003 1 3 50 4 1 [ )
US300-S4-01503 1.5 35 50 4 1 ()
US300-S4-01504 1.5 4 50 4 1 )
US300-S4-02006 2 6 50 4 1 ()
US300-S4-02508 25 8 50 4 1 [
US300-S4-03009 3 9 50 4 1 )
US300-S4-03510 35 10 50 4 1 [
US300-S4-04011 4 1 50 4 2 )
US300-S4-64011 4 1 50 6 1 [
US300-S4-05013 5 13 50 6 1 ()
US300-S4-06016 6 16 50 6 2 )
US300-S4-08020 8 20 60 8 2 [
US300-S4-10025 10 25 75 10 2 )
US300-S4-12030 12 30 75 12 2 @)
eStock oAvailable upon Order D Tol
b= 12 o2
unit (mm)

Workpiece Material

P m I3 H

1234 5 123 123 123 4
Carbon Steel,Alloy Alloy Steel, Tool . . -
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © @) @) @)

© Most Suitable o Suitable

Cutting Parameters % P439




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

$5200-CS4

4 Flute, Stub Length with variable Helix

4% 77777 @f o — N

i |

- . | 36738
"l T 0 gﬁ Fig2 4 e .m

Lc
L See page 97 for guidelines to icons

Ordering Code D Lc (¢} L d Figure No. Stock
SS200-CS4-02002 2 4 0.02 50 6 1 )
SS200-CS4-03003 & 6 0.03 50 6 1 @)
SS200-CS4-04004 4 8 0.04 50 6 1 [ )
SS200-CS4-05005 5 9 0.05 50 6 1 [
S$S200-CS4-06006 6 10 0.06 50 6 2 [
S$S200-CS4-08008 8 12 0.08 60 8 2 e}
SS200-CS4-10010 10 14 0.10 75 10 2 @)
SS200-CS4-12012 12 16 0.12 75 12 2 )

eStock oAvailable upon Order D ol
D< 12 oa
unit (mm)
Workpiece Material
1234 5 123 123 123 4
C;:sglr(] f;%ﬂs g‘;y gltlggl (ifgﬁ;og)l Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O @) © O O O

© Most Suitable o Suitable

Cutting Parameters X P440




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

$5200-C4

4 Flute, with Variable Helix

T sy —N
e =gl UL [

L % See page 97 for guidelines to icons
Ordering Code D Lc C L d Figure No. Stock
S$S200-C4-02002 2 6 0.02 50 6 1 [ J
SS200-C4-03003 3 9 0.03 50 6 1 [
SS200-C4-04004 4 11 0.04 50 6 1 )
SS200-C4-05005 5] 13 0.05 50 6 1 [J
S$S200-C4-06006 6 15 0.06 50 6 2 O
S$8200-C4-08008 8 20 0.08 60 8 2 )
SS200-C4-10010 10 25 0.10 75 10 2 O
SS200-C4-12012 12 30 0.12 75 12 2 )
eStock oAvailable upon Order D Tol
D< 12 Soa
unit (mm)

Workpiece Material

P m I3 H

1234 5 123 123 123 4
Carbon Steel,Alloy Alloy Steel, Tool . . -
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © @) @) @)

© Most Suitable o Suitable

Cutting Parameters X P440




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-S2

2 Flute, Standard Length

© - - o Figt — —
—
 E———— T =@ L[
il e e
L L% See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UA100-S2-01003 1 3 50 4 1 °
UA100-S2-01504 15 4 50 4 1 °
UA100-S2-02006 2 6 50 4 1 [
UA100-S2-03009 3 9 50 4 1 e
UA100-S2-63009 3 9 50 6 1 [
UA100-S2-04006 4 6 50 4 2 e}
UA100-S2-04011 4 1 50 4 2 °
UA100-S2-64011 4 1 50 6 1 )
UA100-S2-04512 4.5 12 50 6 1 e
UA100-S2-05013 5 13 50 6 1 [
UA100-S2-05516 55 16 50 6 1 e}
eStock oAvailable upon Order D Tol
D< 12 s
D 12 03
unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P441




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-S2

2 Flute, Standard Length

] e e £ == L [J

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UA100-S2-06006 6 6 50 6 2 O
UA100-S2-06012 6 12 50 6 2 O
UA100-S2-06016 6 16 50 6 2 [
UA100-S2-07020 7 20 60 8 1 [}
UA100-S2-08020 8 20 60 8 2 [ ]
UA100-S2-09023 9 23 75 10 1 [}
UA100-S2-10025 10 25 75 10 2 [ J
UA100-S2-12030 12 30 75 12 2 [
UA100-S2-16036 16 36 100 16 2 [}
UA100-S2-20045 20 45 100 20 2 O

eStock oAvailable upon Order D Tol
Ds 12 S

D 12 o

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters % P441




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-SL2

2 Flute, Long Flute Length

o - s [= S

= <o ULlu

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UA100-SL2-02020 2 20 75 4 1 (@]
UA100-SL2-03025 3] 25 75 4 1 [ ]
UA100-SL2-04030 4 30 75 4 2 [ ]
UA100-SL2-05030 5 30 75 6 1 [ ]
UA100-SL2-06035 6 35 75 6 2 o
UA100-SL2-08040 8 40 100 8 2 [ ]
UA100-SL2-10045 10 45 100 10 2 ]
UA100-SL2-12050 12 50 100 12 2 [ ]
UA100-SL2-16060 16 60 150 16 2 (@]
UA100-SL2-20070 20 70 150 20 2 o

eStock oAvailable upon Order D Tol
Ds< 12 S

D 12 03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P441




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-SH2

2 Flute, with Long Shank Length

< - %ﬁ Figt ﬂ

= =rSEmm

L See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UA100-SH2-02006 2 6 75 4 1 °
UA100-SH2-03009 3 9 75 4 1 (@]
UA100-SH2-04010 4 10 75 4 2 (]
UA100-SH2-06016 6 16 75 6 2 @]
UA100-SH2-08020 8 20 100 8 2 [ J
UA100-SH2-10025 10 25 100 10 2 [
UA100-SH2-12030 12 30 100 12 2 O
UA100-SH2-16036 16 36 150 16 2 [ ]
UA100-SH2-20045 20 45 150 20 2 [}
eStock oAvailable upon Order D Tol
Ds 12 S
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P441




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-S3

3 Flute, Standard Length

3 ~—
T o e - L L

) - Llc | See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UA100-S3-01003 1 3 50 4 1 o
UA100-S3-01504 1.5 4 50 4 1 e}
UA100-S3-02006 2 6 50 4 1 @)
UA100-S3-02508 25 8 50 4 1 @)
UA100-S3-03009 3 9 50 4 1 (e}
UA100-S3-04011 4 11 50 4 2 O
UA100-S3-64011 4 1 50 6 1 e}
UA100-S3-05013 5 13 50 6 1 °
UA100-S3-06012 6 12 50 6 2 o

eStock oAvailable upon Order D Tol

0
D< 12 0.02
D 12 o3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel,Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters 3 P442




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-S3

3 Flute, Standard Length

y - 5 ol — Y
‘ Lc o .
L
45°
;! g =S L LU
Helix
LL—C» See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA100-S3-06016 6 16 50 6 2 O
UA100-S3-07020 7 20 60 8 1 O
UA100-S3-08020 8 20 60 8 2 O
UA100-S3-09023 9 23 75 10 1 [ )
UA100-S3-10025 10 25 75 10 2 O
UA100-S3-12030 12 30 75 12 2 O
UA100-S3-16036 16 36 100 16 2 O
UA100-S3-18038 18 38 100 18 2 O
UA100-S3-20045 20 45 100 20 2 e}
eStock oAvailable upon Order D Tol
Ds 12 S
D 12 o
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-SL3

3 Flute, Long Flute Length

A TS . <

e S A T =l L

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UA100-SL3-02020 2 20 75 4 1 )
UA100-SL3-03025 3 25 75 4 1 )
UA100-SL3-04030 4 30 75 4 2 )
UA100-SL3-05030 5 30 75 6 1 o
UA100-SL3-06035 6 35 75 6 2 )
UA100-SL3-08040 8 40 100 8 2 )
UA100-SL3-10045 10 45 100 10 2 [}
UA100-SL3-12050 12 50 100 12 2 [}
UA100-SL3-16060 16 60 150 16 2 ()
UA100-SL3-20070 20 70 150 20 2 ()

eStock oAvailable upon Order D Tol
Ds 12 S0
D 12 Sos

unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-SH3

3 Flute, with Long Shank Length

e eV ——

Lo

See page 97 for guidelines to icons

= @J =] - L L ||

Ordering Code D Lc L d Figure No. Stock
UA100-SH3-02008 2 8 75 4 1 O
UA100-SH3-03010 3 10 75 4 1 °
UA100-SH3-04012 4 12 75 4 2 [
UA100-SH3-06016 6 16 75 6 2 ]
UA100-SH3-08020 8 20 100 8 2 [}
UA100-SH3-10025 10 25 100 10 2 [ ]
UA100-SH3-12030 12 30 100 12 2 °
UA100-SH3-16036 16 36 150 16 2 [ ]
UA100-SH3-20045 20 45 150 20 2 O

eStock oAvailable upon Order D Tol
Ds< 12 S0

D 12 o3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA160-S2

2 Flute, Standard Length

o
- _ - o Figt .

e <=Qr={ LU

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UA160-S2-01003 1 3 50 4 1 °
UA160-S2-01504 1.5 4 50 4 1 °
UA160-S2-02006 2 6 50 4 1 °
UA160-S2-02508 25 8 50 4 1 e}
UA160-S2-03009 3 9 50 4 1 °
UA160-S2-04011 4 1 50 4 2 [
UA160-S2-05013 5 13 50 6 1 °
UA160-S2-06016 6 16 50 6 2 )
UA160-S2-08020 8 20 60 8 2 ®
UA160-S2-10025 10 25 75 10 2 o
UA160-S2-12030 12 30 75 12 2 )

eStock oAvailable upon Order D Tol
Ds< 10 ot
D 10 S

unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters 3 P443




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA160-S3

3 Flute, Standard Length

o _ B o e ——— s
‘ Lc
L
° _ & D) Fig2 E [ o] g E m
LL—C» See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA160-S3-02006 2 6 50 4 1 (]
UA160-S3-02508 2.5 8 50 4 1 (@]
UA160-S3-03009 3 9 50 4 1 [ ]
UA160-S3-04011 4 11 50 4 2 [ ]
UA160-S3-64011 4 1 50 6 1 @]
UA160-S3-05013 5) 13 50 6 1 ()
UA160-S3-06016 6 16 50 6 2 [ ]
UA160-S3-08020 8 20 60 8 2 [ )
UA160-S3-10025 10 25 75 10 2 [ ]
UA160-S3-12030 12 30 75 12 2 [ ]
eStock oAvailable upon Order D Tol
D= 10 Sor
D 10 o2
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P444




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA160-54

4 Flute, Standard Length

. - [==gel o e )
e —— L =o)L

L Lc See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UA160-S4-04011 4 1 50 4 1 (@)
UA160-S4-06016 6 16 50 6 1 [ ]
UA160-S4-08020 8 20 60 8 1 [ ]
UA160-S4-10025 10 25 75 10 1 O
UA160-S4-12030 12 30 75 12 1 (@)
eStock oAvailable upon Order D Tol
Ds< 10 ot
D 10 o2
unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P444




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SA100-S3 w=

3 Flute, Standard Length

e
T — =] UL o

. .~ Le | See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SA100-S3-03009 3 9 50 6 1 e
SA100-S3-04011 4 1 50 6 1 )
SA100-S3-05013 5 13 50 6 1 o
SA100-S3-06012 6 12 50 6 2 e}
SA100-S3-06016 6 16 50 6 2 e
SA100-S3-08020 8 20 60 8 2 o
SA100-S3-10025 10 25 75 10 2 )
SA100-S3-12030 12 30 75 12 2 o
eStock oAvailable upon Order D Tol
D< 10 801
D 10 o
unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . Aluminium .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P445




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

$G200-S2

2 Flute, Standard Length

o — — -0} Fig1 E_ 2 - m
| |

HE——— <ol - KL L

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SG200-S2-00401 0.4 0.8 50 4 1 (@]
SG200-S2-00802 0.8 2 50 4 1 o
SG200-S2-01003 1 3 50 4 1 [ ]
SG200-S2-01504 15 4 50 4 1 (@)
SG200-S2-02006 2 6 50 4 1 (@]
SG200-S2-03009 3] 9 50 4 1 (@]
SG200-S2-63009 3 9 50 6 1 o
SG200-S2-04011 4 1 50 4 2 [ ]
SG200-S2-64011 4 1" 50 6 1 O
SG200-S2-05013 5 13 50 6 1 (@]
SG200-S2-06016 6 16 50 6 2 [ ]
SG200-S2-08020 8 20 60 8 2 ()
SG200-S2-10025 10 25 75 10 2 (@]
SG200-S2-12030 12 30 75 12 2 (@)

eStock oAvailable upon Order D Tol
D 6 o2
6< D< 12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Céatr(l:glr(l f;esis gc;y gltlgéll (S< Tgh;og)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) ©

© Most Suitable o Suitable

Cutting Parameters X P449




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

5$G200-S3

3 Flute, Standard Length

° - B ol o ————— L e

e —— T =S

f———— See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SG200-S3-01003 1 3 50 4 1 O
SG200-S3-01504 1.5 4 50 4 1 [
SG200-S3-02006 2 6 50 4 1 O
SG200-S3-03009 3 9 50 4 1 [
SG200-S3-63009 3 9 50 6 1 O
SG200-S3-04011 4 1 50 4 2 O
SG200-S3-64011 4 1" 50 6 1 O
SG200-S3-05013 5 13 50 6 1 O
SG200-S3-06016 6 16 50 6 2 O
SG200-S3-08020 8 20 60 8 2 O
SG200-S3-10025 10 25 75 10 2 @)
SG200-S3-12030 12 30 75 12 2 O

eStock oAvailable upon Order D o]
D6 o2
6sDs12 | 85

unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . - )
Steel( < 35HRC) Steel(35-48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) ©

© Most Suitable o Suitable

Cutting Parameters X P449




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

$G200-54

4 Flute, Standard Length

- - I of —_— Y

i E—e D =R L

L L#.‘ See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SG200-S4-02006 2 6 50 4 1 [ J
SG200-S4-03009 8 9 50 4 1 °
SG200-S4-63009 3 9 50 6 1 o
SG200-S4-04011 4 1 50 4 2 @)
SG200-S4-64011 4 1 50 6 1 [ J
SG200-S4-05013 5 13 50 6 1 o
SG200-S4-06016 6 16 50 6 2 e)
SG200-S4-08020 8 20 60 8 2 o
SG200-S4-10025 10 25 75 10 2 [ ]
SG200-S4-12030 12 30 75 12 2 o

D Tol
eStock oAvailable upon Order D 6 —8.02
6< D< 12 03

unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . - )
Steel( < 35HRC) Steel(35-48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) ©

© Most Suitable o Suitable

Cutting Parameters X P449




S|llwpu3 8plqied plos w

MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

S$G200-SN2

2 Flute Square, with Reduced Neck

|

o — ] —al Fig1 [ -
* Le * q ::—.._.!..'.,
L1
L
N =P Ky
R o Fie2 .MM$EE
* Lch See page 97 for guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
SG200-SN2-01005 1 3 0.95 5 50 4 1 O
SG200-SN2-01510 1.5 6 1.44 10 50 4 1 (@]
SG200-SN2-02015 2 8 1.92 15 50 4 1 [ ]
SG200-SN2-02020 2 8 1.92 20 50 4 1 (@]
SG200-SN2-03015 3 12 29 15 50 4 1 (@]
SG200-SN2-04020 4 16 3.9 20 50 4 2 (@]
SG200-SN2-04025 4 16 3.9 25 75 4 2 (@]
SG200-SN2-04040 4 16 3.9 40 75 4 2 (@)
SG200-SN2-05030 5 20 4.9 30 75 6 1 (@)
SG200-SN2-06030 6 24 5.9 30 75 6 2 [ )
SG200-SN2-06040 6 24 59 40 75 6 2 O
SG200-SN2-08040 8 25 7.9 40 100 8 2 O
SG200-SN2-10040 10 25 9.8 40 100 10 2 [ )
SG200-SN2-12040 12 25 11.8 40 100 12 2 O
SG200-SN2-12060 12 25 11.8 60 100 12 2 O
eStock oAvailable upon Order D Tol
D 6 S0z
6< D< 12 So3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg{z:lr(] f;esi’sg(;y S?!Z?E(?St:i;g;%) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) O ©

© Most Suitable o Suitable

Cutting Parameters X P449

210



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

ST200-54

4 Flutewith variable Helix

|
!
‘ Lc *
L
 ———NNN g L L U
‘ Lc See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
ST200-S4-02006 2 6 50 4 1 O
ST200-S4-03006 3 6 50 4 1 O
ST200-S4-04010 4 10 50 4 2 [ J
ST200-S4-05010 5 10 50 6 1 O
ST200-S4-06015 6 15 50 6 2 o
ST200-S4-08020 8 20 60 8 2 o
ST200-S4-10025 10 25 75 10 2 ()
ST200-S4-12030 12 30 75 12 2 [}
ST200-S4-16036 16 36 100 16 2 °
ST200-S4-20045 20 45 100 20 2 [}
eStock oAvailable upon Order D Tol
D<6 Qo2
6< D< 16 So3
D>16 Soa
unit (mm)

Workpiece Material

P M B

1234 5 123 123 4
Carbon Steel,Alloy Steel Alloy Steel, Tool Steel ) ) o
arbon steelAloy Stee oy Steel, Tool Stee Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (35-48HRC)
@) ©) O @) ©

© Most Suitable o Suitable

Cutting Parameters 3 P454




S|llwpu3 8plqied plos w

MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH160-S2

2 Flute, Standard Length

—og Fig1

ﬂ

=lol-1LL

See page 97 for guidelines to icons

L

Ordering Code D Lc L d Figure No. Stock
SH160-S2-00501 0.5 1.5 50 4 1 [
SH160-S2-01003 1 3 50 4 1 [ )
SH160-S2-01504 1.5 4 50 4 1 [
SH160-S2-02006 2 6 50 4 1 )
SH160-S2-02508 2.5 8 50 4 1 @)
SH160-S2-03009 3 9 50 4 1 [
SH160-S2-63009 3 9 50 6 1 )
SH160-S2-04010 4 10 50 4 2 [
SH160-S2-64010 4 10 50 6 1 )
SH160-S2-05013 5 13 50 6 1 [ )
SH160-S2-06015 6 15 50 6 2 [

eStock oAvailable upon Order D Tol

Ds 12 S

D 12 B3

unit (mm)
WorkpieceMaterial
1234 5 6 1 2 34
Carbon Steel,Alloy Alloy Steel M::e’n’:sietgié?éel Hardened Steel Hardened Steel Hardened Steel
Steel( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable

o Suitable

Cutting Parameters > P460

212



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH160-S2

2 Flute, Standard Length

T ———
s - Srim=pn

Le See page 97 for guidelines to icons
L
Y continue
Ordering Code D Lc L d Figure No. Stock
SH160-S2-07020 7 20 60 8 1 O
SH160-S2-08020 8 20 60 8 2 [ )
SH160-S2-09023 9 23 75 10 1 O
SH160-S2-10025 10 25 75 10 2 [ ]
SH160-S2-11028 1 28 75 12 1 ©)
SH160-S2-12030 12 30 75 12 2 [ J
SH160-S2-13032 13 32 100 14 1 o
SH160-S2-14034 14 34 100 14 2 O
SH160-S2-16036 16 36 100 16 2 [ ]
SH160-S2-18040 18 40 100 18 2 ©)
SH160-S2-20045 20 45 100 20 2 [ J
eStock oAvailable upon Order D Tol
D< 12 S
D 12 o3
unit (mm)
WorkpieceMaterial
1234 5 6 1 2 34
Carbon Steel,Alloy Alloy Steel M::én':igg?éel Hardened Steel Hardened Steel Hardened Steel
Steel( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable o Suitable

Cutting Parameters * P460




MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH160-54

4 Flute, Standard Length

o

L LL_C,
1 RN\ B =R L L
— G L o
. .l | See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SH160-S4-01003 1 3 50 4 1 [}
SH160-S4-01504 1.5 4 50 4 1 )
SH160-S4-02006 2 6 50 4 1 °
SH160-S4-02508 25 8 50 4 1 )
SH160-S4-03009 3 9 50 4 1 °
SH160-S4-63009 3 9 50 6 1 [ J
SH160-S4-04010 4 10 50 4 2 )
SH160-S4-64010 4 10 50 6 1 [}
SH160-S4-05013 5 13 50 6 1 ®
SH160-S4-06015 6 15 50 6 2 O
SH160-S4-08020 8 20 60 8 2 °
SH160-S4-09023 9 23 75 10 1 O
eStock oAvailable upon Order D Tol
D= 12 S0z
D 12 o3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) (;nS?;Z?l’ Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable

o Suitable

Cutting Parameters X P460




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH160-54

4 Flute, Standard Length

Ul - T i Fig1 ﬂm—
‘ Lc
i =g ] L L
hé Helix

o[

;

L ‘ Le See page 97 for guidelines to icons
) continue
Ordering Code D Lc L d Figure No. Stock
SH160-S4-10025 10 25 75 10 2 [ ]
SH160-S4-12030 12 30 75 12 2 [ ]
SH160-S4-16036 16 36 100 16 2 ()
SH160-S4-20045 20 45 100 20 2 [ ]
eStock oAvailable upon Order D Tol
D< 12 S
D 12 Bo3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ; (;/nsst;:)l’ Alloy Steel M::én':s?trerg?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable o Suitable

Cutting Parameters * P460




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH160-SH4

4 Flute, with Long Shank Length

o - = = I R
Lc
L
g = L
h6
Lc
L See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SH160-SH4-03012 3 12 75 4 1 [
SH160-SH4-04015 4 15 75 4 2 [
SH160-SH4-06020 6 20 100 6 2 @)
SH160-SH4-08025 8 25 100 8 2 [
SH160-SH4-10030 10 30 100 10 2 [
SH160-SH4-12035 12 35 100 12 2 [
eStock oAvailable upon Order D Tol
D< 12 302
D 12 Sos
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::It:) 3";;:?" Alloy Steel M::e’n':s?tgi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable o Suitable

Cutting Parameters X P460




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH160-S6

6 Flute, Standard Length

©° - T NNy P Fig1 ﬂ —
Lc

L

e - =gy H] L
Lc

L—> See page 97 for guidelines to icons

T

||

L
Ordering Code D Lc L d Figure No. Stock
SH160-S6-06015 6 15 50 6 2 [ ]
SH160-S6-08020 8 20 60 8 2 [ ]
SH160-S6-10025 10 25 75 10 2 o
SH160-S6-12030 12 30 75 12 2 o
SH160-S6-16036 16 36 100 16 2 [ ]
SH160-S6-20045 20 45 100 20 2 o
eStock oAvailable upon Order D Tol
D= 12 S
D 12 o3
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)
( < 35HRC) ( < 35HRC)
©

© Most Suitable o Suitable

Cutting Parameters * P460




MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH200-54-H

4 Flute, Standard Length

%
‘DF - - Fig1
\—L& -t o
L L1
o~
e
n]f - - Fig2 il | |20
- | @ [ ]
g - See page 97 for guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-S4-01003U-H 1 3 - - 50 3 1 [ ]
SH200-S4-01003-H 1 2 0.96 3 50 4 1 [ ]
SH200-S4-61003-H 1 2 0.96 3 50 6 1 [ ]
SH200-S4-01505-H 1.5 3 1.44 4.5 50 4 1 [ ]
SH200-S4-61505-H 1.5 3 1.44 45 50 6 1 [ ]
SH200-S4-02006-H 2 4 1.92 6 50 4 1 [ ]
SH200-S4-62006-H 2 4 1.92 6 50 6 1 [ ]
SH200-S4-62006U-H 2 6 - - 50 6 1 (@]
SH200-S4-02508-H 2.5 5 2.4 7.5 50 4 1 (@]
SH200-S4-62508-H 2.5 5 2.4 7.5 50 6 1 (@)
SH200-S4-03009-H 3 6 2.88 9 50 4 1 [ ]
eStock oAvailable upon Order D Tol
D< 6 So1s
6<ps12 | o,
D 12 o3
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E) (;Ins?;?l' Alloy Steel MaP:e’n';?tggféel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
) © © ©)

© Most Suitable o Suitable

Cutting Parameters 3 P462




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-S4-H

4 Flute, Standard Length

] - - St - S
L L1
5
e = T =l L
X = See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-S4-63009-H 3 6 2.88 9 50 6 1 °
SH200-S4-04012-H 4 8 3.85 12 50 4 2 )
SH200-S4-64012-H 4 8 3.85 12 50 6 1 (]
SH200-S4-05015-H 5 10 4.8 15 50 6 1 ®
SH200-S4-06018-H 6 12 5.8 18 50 6 2 °
SH200-S4-08024-H 8 16 7.8 24 60 8 2 [}
SH200-S4-10030-H 10 20 9.8 30 75 10 2 °
SH200-S4-12036-H 12 24 11.8 36 75 12 2 (]
SH200-S4-16032U-H 16 32 - - 100 16 2 °
SH200-S4-16045U-H 16 45 - - 100 16 2 O
SH200-S4-20040U-H 20 40 - - 100 20 2 O
eStock oAvailable upon Order D Tol
D=6 Sos
6<Ds 12 202
b 12 B
unit(mm)
Workpiece Material
1234 5 6 1 2 34
CZTE’ onSSt:TI, Alloy Steel M::én':si:glel Hardened Steel Hardened Steel Hardened Steel
(< 3y5HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > B0HRC)
o) © © @)

© Most Suitable o Suitable

Cutting Parameters X P462
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH200-SH4-H

4 Flute, with Long Shank Length

5

Lc .
L L1
S
'017 _ _ N P4‘ TSN m !; E
- | @ [+
g Le See page 97 for guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-SH4-01003-H 1 2 0.96 3 60 4 1 (@]
SH200-SH4-61003-H 1 2 0.96 3 60 6 1 O
SH200-SH4-61004-H 1 2 0.96 3.5 60 6 1 O
SH200-SH4-01505-H 1.5 3 1.44 4.5 60 4 1 O
SH200-SH4-61504-H 1.5 3 1.44 4.5 60 6 1 O
SH200-SH4-02006-H 2 4 1.92 6 60 4 1 @)
SH200-SH4-62006-H 2 4 1.92 6 60 6 1 (@)
SH200-SH4-02508-H 25 5 24 7.5 60 4 1 @)
SH200-SH4-62508-H 2.5 5 24 7.5 60 6 1 (@]
SH200-SH4-03009-H 3 6 2.88 9 60 4 1 (@]
eStock oAvailable upon Order D Tol
Ds 6 o5
6<Ds 12 302
D 12 Doa
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) (;nS?;ZTl’ Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable

Cutting Parameters 3 P462

o Suitable




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH200-SH4-H

4 Flute, with Long Shank Length

N
Lc -
L L1
o~
o
I - - I E41 T !lE
Helix
Lc
1 See page 97 for guidelines to icons
L
Y continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-SH4-63009-H 3 6 2.88 9 60 6 1 @)
SH200-SH4-04012-H 4 8 3.85 12 60 4 2 @)
SH200-SH4-64012-H 4 8 3.85 12 60 6 1 [ )
SH200-SH4-05015-H 5 10 4.8 15 60 6 1 @)
SH200-SH4-06018-H 6 12 5.8 18 60 6 2 [ )
SH200-SH4-06012U-H 6 12 - - 75 6 2 [
SH200-SH4-08024-H 8 16 7.8 24 75 8 2 [ )
SH200-SH4-08016U-H 8 16 - - 75 8 2 [ )
SH200-SH4-10030-H 10 20 9.8 30 100 10 2 )
SH200-SH4-12036-H 12 24 11.8 36 100 12 2 [ ]
eStock oAvailable upon Order D Tol
Ds 6 o5
6<Ds 12 o2
b 12 Sos
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) ( > 6OHRC)
( < 35HRC) ( < 35HRC)
o) © © @)

© Most Suitable

Cutting Parameters X P462

o Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH200-SN4-H

4 Flute, with Reduced Neck

‘DF - - a Fig1

e T =2l O

Lc
L1

d2

See page 97 for guidelines to icons

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-SN4-01005-H 1 2 0.96 5 60 4 1 [ ]
SH200-SN4-61005-H 1 2 0.96 5 60 6 1 O
SH200-SN4-61505-H 1.5 3 1.44 5 60 6 1 O
SH200-SN4-01507-H 1.5 3 1.44 7.5 60 4 1 [ )
SH200-SN4-61507-H 1.5 3 1.44 7.5 60 6 1 O
SH200-SN4-62007-H 2 4 1.92 7 60 6 1 O
SH200-SN4-02010-H 2 4 1.92 10 60 4 1 [ )
SH200-SN4-62010-H 2 4 1.92 10 60 6 1 O
SH200-SN4-02510-H 25 5 24 10 60 4 1 [ ]
SH200-SN4-02513-H 25 2 24 125 60 4 1 o

eStock oAvailable upon Order D Tol
b= 6 So1s

6<Ds 12 302

D 12 Doa

unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) (;nS?;ZTl’ Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
© © © O

© Most Suitable o Suitable

Cutting Parameters 3 P462




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH200-SN4-H

4 Flute, with Reduced Neck

5 |
‘DF - - T = Fig1 - -
L L1
g
e = T =91 L
g Le See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-SN4-63010-H 3 6 2.88 10 60 6 1 O
SH200-SN4-63013-H 3 8 2.88 13 60 6 1 O
SH200-SN4-03015-H 3 6 2.88 15 60 4 1 (]
SH200-SN4-63015-H 3 6 2.88 15 60 6 1 O
SH200-SN4-63015E-H 3 6 2.88 15 75 6 1 O
SH200-SN4-64016-H 4 10 3.85 16.5 50 6 1 [}
SH200-SN4-04020-H 4 8 3.85 20 75 4 2 )
SH200-SN4-64020-H 4 8 3.85 20 75 6 1 O
SH200-SN4-64020E-H 4 8 3.85 20 60 6 1 ()
SH200-SN4-05025-H 5 10 4.8 25 75 6 1 O
eStock oAvailable upon Order D Tol
P< 6 Bo1s
6<D< 12 Lo
b 12 B0
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ; (;/nsstg:l’ Alloy Steel M::én':s?trerg?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > B0HRC)
O © © o

© Most Suitable o Suitable

Cutting Parameters X P462




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH200-SN4-H

4 Flute, with Reduced Neck

%
‘DF - - Fig1 - -
Lc
L L1
%
i E— - =g UL
T Le See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH200-SN4-06030J-H 6 12 5.8 30 75 6 2 [ ]
SH200-SN4-06030-H 6 12 5.8 30 100 6 2 [ ]
SH200-SN4-08030-H 8 20 7.8 30 60 8 2 O
SH200-SN4-08040-H 8 16 7.8 40 100 8 2 [ ]
SH200-SN4-10035-H 10 25 9.8 35 75 10 2 o
SH200-SN4-10042-H 10 30 9.8 42 100 10 2 O
SH200-SN4-10050-H 10 20 9.8 50 100 10 2 [
SH200-SN4-12048-H 12 30 11.8 48 100 12 2 O
SH200-SN4-12060-H 12 24 11.8 60 120 12 2 [ ]
eStock oAvailable upon Order D Tol
Ds 6 o5
6<Ds 12 B0z
D 12 Doa
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) (;nS?;ZTl’ Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable o Suitable

Cutting Parameters 3 P462




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-SL4-H

4 Flute, Long Flute Length

ol -

TEsvE e

ST

=l UL

See page 97 for guidelines to icons

) continue
Ordering Code D Lc L d Figure No. Stock
SH200-SL4-62007-H 2 7 60 6 1 )
SH200-SL4-62009-H 2 9 60 6 1 (@]
SH200-SL4-04013-H 4 13 50 4 2 (@]
SH200-SL4-64017-H 4 17 60 6 1 (@]
SH200-SL4-06020-H 6 20 75 6 2 (@]
SH200-SL4-06025-H 6 25 75 6 2 [ ]
SH200-SL4-08025-H 8 25 100 8 2 @)
SH200-SL4-08034-H 8 34 100 8 2 @)
SH200-SL4-10032-H 10 32 100 10 2 @)
SH200-SL4-10042-H 10 42 100 10 2 )
SH200-SL4-12038-H 12 38 100 12 2 @)
SH200-SL4-12050-H 12 50 100 12 2 )
SH200-SL4-16050-H 16 50 150 16 2 O
SH200-SL4-16060-H 16 60 150 16 2 @)
eStock oAvailable upon Order D Tol
D= 6 Bo1s
6<Ds< 12 o2
D 12 o3
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Moysel | MorSed | wanenises | MemSed | et | e o
( < 35HRC) ( < 35HRC)
O © © O

© Most Suitable o Suitable

Cutting Parameters X P462
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-S2-H =

2 Flute, Standard Length

=
Lc
L
E —Spsye e = @] L
Lc See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH300-S2-01003-H 1 25 50 4 1 o
SH300-S2-01504-H 1.5 3.75 50 4 1 O
SH300-S2-02005-H 2 5 50 4 1 O
SH300-S2-03008-H 3] 7.5 50 4 1 O
SH300-S2-63008-H 3 7.5 50 6 1 O
SH300-S2-04010-H 4 10 50 4 2 O
SH300-S2-64010-H 4 10 50 6 1 O
SH300-S2-05013-H 5 12,5 50 6 1 O
SH300-S2-06015-H 6 15 50 6 2 O
SH300-S2-08020-H 8 20 60 8 2 O
SH300-S2-08020E-H 8 20 75 8 2 O
SH300-S2-10025-H 10 25 75 10 2 O
SH300-S2-12030-H 12 30 75 10 2 O
eStock oAvailable upon Order D Tol
D= 12 So1
b 12 So1s
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH. Ferrite
Alloy Steel L ! Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) ( > 60HRC)
( < 35HRC) ( < 35HRC)
@) @) © ©

© Most Suitable o Suitable

Cutting Parameters X P463




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH300-SN2-H ==

2 Flute, with Reduced Neck

o
el
o — I J r:} =
ﬁ $ Fig1 T
L1
L
3
| - _ Sal Fig2 h5 Helix
Lc See page 97 for guidelines to icons
Ll
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN2-01003-H 1 1.5 0.95 3 50 4 1 @]
SH300-SN2-01006-H 1 1.5 0.95 6 50 4 1 O
SH300-SN2-01505-H 1.5 2.25 1.45 4.5 50 4 1 O
SH300-SN2-01509-H 1.5 2.25 1.45 9 50 4 1 O
SH300-SN2-02006-H 2 3 1.95 6 50 4 1 O
SH300-SN2-02012-H 2 3 1.95 12 60 4 1 @)
SH300-SN2-63009-H 3 4.5 29 9 60 6 1 O
SH300-SN2-63018-H 3 4.5 29 18 60 6 1 @)
SH300-SN2-64012-H 4 6 3.9 12 60 6 1 O
SH300-SN2-64024-H 4 6 3.9 24 75 6 1 @)
SH300-SN2-05015-H 5 7.5 4.9 15 60 6 1 O
SH300-SN2-05030-H 5 7.5 4.9 30 75 6 1 @)
SH300-SN2-06018-H 6 9 59 18 75 6 2 o
SH300-SN2-06036-H 6 9 59 36 90 6 2 (@]
eStock oAvailable upon Order D Tol
Ds 12 So1
b 12 So1s
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH, Ferrite,
Alloy Steel QIIOXSSHtS%I MartensiteSteel Ha;deneg:(t:eel Hardeggg:(t:eel Hardeggg:(t;eel
( < 35HRC) (35- ) ( < 35HRC) (45-55HRC) (65- ) (> )
O O © ©

© Most Suitable

» Suitable

Cutting Parameters > P463
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-5S54-H w=

4 Flute, Stub Length

| .
e o - ———
HE
”l ] - E Fig2 EL} TIAICTSIN ﬁ!&ﬂ

Lc See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-SS4-31002-H 1 2 50 3 1 e)
SH300-SS4-01002-H 1 2 50 4 1 O
SH300-SS4-61002-H 1 2 50 6 1 (@)
SH300-SS4-31503-H 1.5 3 50 g 1 O
SH300-SS4-01503-H 1.5 3 50 4 1 @)
SH300-SS4-61503-H 1.5 3 50 6 1 (@)
SH300-SS4-33004-H 2 4 50 3 1 @)
SH300-SS4-03004-H 2 4 50 4 1 (@)
SH300-SS4-63004-H 2 4 50 6 1 @)
SH300-SS4-33006-H 3] 6 50 3 2 o
SH300-SS4-03006-H 3 6 50 4 1 O
SH300-SS4-63006-H 3] 6 50 6 1 o

eStock oAvailable upon Order D Tol
D< 8 So1
10sps12|  Jois
D 12 S0z
unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel, i
Alloy Steel Alloy Steel M::én';?tgg?éel Hardened Steel Hardened Steel Hardened Steel
4 (35-48HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
( < 35HRC) ( < 35HRC)
O e} © ©

© Most Suitable o Suitable

Cutting Parameters X P463




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH300-5S54-H w=

4 Flute, Stub Length

75[ _ JF = Eﬁ Fig1

S

Lc

e L
Helix

See page 97 for guidelines to icons

) continue

Ordering Code D Lc L d Figure No. Stock
SH300-SS4-04008-H 4 8 50 4 2 e}
SH300-SS4-64008-H 4 8 50 6 1 @)
SH300-SS4-05010-H 5 10 50 6 1 @)
SH300-SS4-06012-H 6 12 50 6 2 @)
SH300-SS4-08012E-H 8 12 75 8 2 @)
SH300-SS4-08016-H 8 16 60 8 2 @)
SH300-SS4-10020-H 10 20 75 10 2 ©)
SH300-SS4-12024-H 12 24 75 12 2 @)
SH300-SS4-14028-H 14 28 100 14 2 ©)
SH300-SS4-16032-H 16 32 100 16 2 @)

eStock oAvailable upon Order D Tol

D< 8 o1

10s p<12| Q.0
D 12 Loz
unit(mm)
Workpiece Material
1234 5 6 1 2 34

C:Lt; C;HS?;T" Alloy Steel MaP:énFs?tgi;éel Hardened Steel Hardened Steel Hardened Steel

( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) @) © ©

© Most Suitable

Cutting Parameters X P463

o Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-5S4-H w=

4 Flute, Standard Length

=k ——— "V
e !
L
T e L L

. Lc See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-S4-31004-H 1 3.5 50 3 1 O
SH300-S4-01004-H 1 3.5 50 4 1 (J
SH300-S4-61004-H 1 3.5 50 6 1 O
SH300-S4-31505-H 1.5 5 50 3 1 O
SH300-S4-01505-H 1.5 5 50 4 1 [}
SH300-S4-61505-H 1.5 5 50 6 1 O
SH300-S4-32007-H 2 7 50 3 1 O
SH300-S4-02007-H 2 7 50 4 1 (]
SH300-S4-62007-H 2 7 50 6 1 O
SH300-S4-33010-H 3 10 50 3 2 O
SH300-S4-03010-H 3 10 50 4 1 )
SH300-S4-63010-H 3 10 50 6 1 O
SH300-S4-04012-H 4 12 50 4 2 (]

eStock oAvailable upon Order D Tol

D=8 So1

0sps12| s
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
CZ::; (;n;;:l' Alloy Steel M::e;n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> BOHRC)
@) @) © ©

© Most Suitable o Suitable

Cutting Parameters X P463




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH300-5S4-H =

4 Flute, Standard Length

4 - — JS%j Fig1

=< UL

J 7.31 Fig2
e ] See page 97 for guidelines to icons
- ) continue
Ordering Code D Lc L d Figure No. Stock
SH300-S4-64012-H 4 12 50 6 1 e}
SH300-S4-05015-H 5 15 50 6 1 O
SH300-S4-06015-H 6 15 50 6 2 °
SH300-S4-08020-H 8 20 60 8 2 [}
SH300-S4-08020E-H 8 20 75 8 2 °
SH300-S4-10025-H 10 25 75 10 2 (]
SH300-S4-10025E-H 10 25 90 10 2 O
SH300-S4-12030-H 12 30 75 12 2 [}
SH300-S4-12030E-H 12 30 90 12 2 O
SH300-S4-14035-H 14 35 100 14 2 O
SH300-S4-16040-H 16 40 100 16 2 O
SH300-S4-18040-H 18 40 100 18 2 e}
SH300-S4-20045-H 20 45 100 20 2 e}
eStock oAvailable upon Order D Tol
b< 8 So1
10s D12 fois
b 12 B0
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) (;HS?;TL Alloy Steel M::én';?tgié?éel Hardened Steel Hardened Steel Hardened Steel
(< a5HRO) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©) @) © ©

© Most Suitable

Cutting Parameters > P463

o Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-SH4-Hwo

4 Flute, with Long Shank Length

EESS —

o f—— — — r oA i P‘ o i
S o Fio .4 TIACISIN lﬁﬂ

L See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock

SH300-SH4-31004-H 1 35 60 3 1 o
SH300-SH4-01004-H 1 3.5 60 4 1 [ ]
SH300-SH4-61004-H 1 3.5 60 6 1 (@]
SH300-SH4-31505-H 15 5 60 3 1 (@]
SH300-SH4-01505-H 15 5 60 4 1 [ ]
SH300-SH4-61505-H 15 5 60 6 1 (@]
SH300-SH4-32007-H 2 7 60 3 1 (@]
SH300-SH4-02007-H 2 7 60 4 1 [ ]
SH300-SH4-62007-H 2 7 60 6 1 (@]
SH300-SH4-33010-H 3 10 60 3 2 (@]
SH300-SH4-03010-H 3 10 60 4 1 [ ]
SH300-SH4-63010-H 3 10 60 6 1 O

eStock oAvailable upon Order D Tol

Ds 8 S

0sps12| s
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Carbon Steel PH, Ferrite
! P . Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Alloy Steel MartensiteSteel
( < 35HRC) ( < 35HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) @) © ©

© Most Suitable o Suitable

Cutting Parameters X P463




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-SH4-Hu=

4 Flute, with Long Shank Length

. e
Lc,

L

S =IO
- 4 { ig h5 Helix

Lc

See page 97 for guidelines to icons
L

) continue

Ordering Code D Lc L d Figure No. Stock
SH300-SH4-04012-H 4 12 60 4 2 [ )
SH300-SH4-64012-H 4 12 60 6 1 @)
SH300-SH4-05015-H 5 15 60 6 1 @)
SH300-SH4-06015-H 6 15 60 6 2 @)
SH300-SH4-06015E-H 6 15 75 6 2 [
SH300-SH4-08020E-H 8 20 100 8 2 [
SH300-SH4-10025-H 10 25 100 10 2 [
SH300-SH4-12030-H 12 30 100 12 2 [
SH300-SH4-14035-H 14 35 120 14 2 @)
SH300-SH4-16040-H 16 40 120 16 2 @)
SH300-SH4-18040-H 18 40 150 18 2 @)
SH300-SH4-20045-H 20 45 150 20 2 (@)

eStock oAvailable upon Order D Tol

Ds8 o1

10s D12 | Jois
b 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Carbon Steel PH, Ferrite
! N ! Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Alloy Steel MartensiteSteel
( < 35HRC) ( < 35HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) @) © ©

© Most Suitable o Suitable

Cutting Parameters > P463




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-SL4-H w=

4 Flute, Long Flute Length

o - *Et Fig1 LU AL
Lc|
L
=Sy =R UL
Fig2
Lc See page 97 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH300-SL4-01004-H 1 4 60 4 1 [e)
SH300-SL4-01006-H 1 6 60 4 1 [
SH300-SL4-61004-H 1 4 60 6 1 O
SH300-SL4-01508-H 1.5 8 60 4 1 [
SH300-SL4-61508-H 1.5 8 60 6 1 O
SH300-SL4-02008-H 2 8 60 4 1 (@)
SH300-SL4-62008-H 2 8 60 6 1 (@)
SH300-SL4-03012-H 3] 12 60 4 1 O
SH300-SL4-63012-H 3 12 60 6 1 O
SH300-SL4-04016-H 4 16 60 4 2 (@)
SH300-SL4-64016-H 4 16 60 6 1 o
eStock oAvailable upon Order D Tol
Ds 8 o1
10s 12| Jos
D 12 S0z
unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel, i
Alloy Steel Alloy Steel M::én';?tgg?éel Hardened Steel Hardened Steel Hardened Steel
4 (35-48HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
( < 35HRC) ( < 35HRC)
O e} © ©

© Most Suitable

Cutting Parameters X P463

o Suitable




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH300-SL4-H =

4 Flute, Long Flute Length

i
E’f Figt
Lc

e L

g[ A
1 Fig2
Lc See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc L d Figure No. Stock
SH300-SL4-05020-H 5 20 60 6 1 O
SH300-SL4-06020-H 6 20 60 6 2 O
SH300-SL4-06025E-H 6 25 75 6 2 O
SH300-SL4-08025-H 8 25 75 8 2 O
SH300-SL4-08030-H 8 30 75 8 2 O
SH300-SL4-10040-H 10 40 100 10 2 O
SH300-SL4-12040-H 12 40 100 12 2 O
SH300-SL4-14545-H 14 45 120 14 2 O
SH300-SL4-16055-H 16 55 120 16 2 O
SH300-SL4-20060-H 20 60 120 20 2 O
eStock oAvailable upon Order D Tol
Ds 8 o1
10s Ds12|  Jois
D 12 Loz
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) (;HS?;TL Alloy Steel M::én';?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O e} © ©

© Most Suitable o Suitable

Cutting Parameters X P463




S|llwpu3 8plqied plos w

MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-SN4-H w=

4 Flute, with Reduced Neck

d2

|

|
73 “A Fig! VRS
] + Hoc] ! ik ek
Ll
L
k P
4 - TS fi2 R R ik lﬁ !5 E
oo " ld [ o]
. L1 See page 97 for guidelines to icons
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-31004-H 1 2 0.96 4 50 3 1 O
SH300-SN4-01004-H 1 2 0.96 4 50 4 1 (@]
SH300-SN4-61004-H 1 2 0.96 4 50 6 1 (@]
SH300-SN4-31004E-H 1 2 0.96 4 60 & 1 (@]
SH300-SN4-01004E-H 1 2 0.96 4 60 4 1 [ ]
SH300-SN4-61004E-H 1 2 0.96 4 60 6 1 [ ]
SH300-SN4-31506-H 15 3 1.45 6 50 3 1 (@]
SH300-SN4-01506-H 15 5 1.45 6 50 4 1 (@)
SH300-SN4-61506-H 15 3 1.45 6 50 6 1 O
SH300-SN4-31506E-H 1.5 5 1.45 6 60 5] 1 O
SH300-SN4-01506E-H 1.5 3 1.45 6 60 4 1 (@)
SH300-SN4-61508E-H 15 5 1.45 8 60 4 1 (@)
eStock oAvailable upon Order D Tol
Ds 8 S
10sps12|  Jos
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:TE;;“;;ZTL Alloy Steel MaPr:‘énFs?tZi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable o Suitable

Cutting Parameters 3 P463
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-SN4-H w=

4 Flute, with Reduced Neck

y

i j Fig1
Pl !

L1

de

o

=T - oSl UL
& % 5 Fige ‘4‘ TIACISN f~g
. Ll See page 97 for guidelines to icons
) continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-61506E-H 1.5 3 1.45 6 60 6 1 °
SH300-SN4-32008-H 2 4 1.9 8 50 3 1 O
SH300-SN4-02008-H 2 4 1.9 8 50 4 1 O
SH300-SN4-62008-H 2 4 1.9 8 50 6 1 O
SH300-SN4-32008E-H 2 4 1.9 8 60 3 1 O
SH300-SN4-02008E-H 2 4 1.9 8 60 4 1 )
SH300-SN4-62008E-H 2 4 1.9 8 60 6 1 ®
SH300-SN4-33012-H 3 6 2.9 12 50 3 2 O
SH300-SN4-03012-H 3 6 2.9 12 50 4 1 e}
SH300-SN4-63012-H 3 6 2.9 12 50 6 1 O
SH300-SN4-33012E-H 3 6 2.9 12 60 3 2 e}
SH300-SN4-03012E-H 3 6 2.9 12 60 4 1 O
eStock oAvailable upon Order D Tol
Ds 8 B
osps12|  Jois
D 12 202
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E) (;n;;ztlal’ Alloy Steel MaPrtHénFs?tZgTéel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©) O © ©

© Most Suitable o Suitable

Cutting Parameters X P463
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-SN4-H w=

4 Flute, with Reduced Neck

d2

|

|
] + Hoc] ! ik e
Ll
L
1 e e
L1 See page 97 for guidelines to icons
L
) continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-63009E-H 3 6 29 9 60 6 1 [ ]
SH300-SN4-63012E-H 3 6 29 12 60 6 1 [ ]
SH300-SN4-64012E-H 4 8 3.9 12 60 6 1 [ ]
SH300-SN4-04016-H 4 8 3.9 16 50 4 2 (@]
SH300-SN4-64016-H 4 8 3.9 16 50 6 1 (@]
SH300-SN4-04016E-H 4 8 3.9 16 60 4 2 (@]
SH300-SN4-64016E-H 4 8 3.9 16 60 6 1 [ ]
SH300-SN4-05020-H 5 10 59 20 50 6 1 O
SH300-SN4-05020E-H 5 10 59 20 60 6 1 O
SH300-SN4-05020F-H 5 10 59 20 75 6 1 O
SH300-SN4-06018E-H 6 12 59 18 60 6 2 [ ]
SH300-SN4-06024-H 6 12 59 24 75 6 2 O
eStock oAvailable upon Order D Tol
Ds8 o1
10s Ds12|  Joie
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:TE?“;;ZT" Alloy Steel MaPr:‘énFs?tZi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable

o Suitable

Cutting Parameters 3 P463
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-SN4-H w=

4 Flute, with Reduced Neck

Bl _ Jrﬂ j Fig1 A
el \wg_t.mg-

L1

e — '%E Fa2 E TIACFSIN !gE

de

. Ll See page 97 for guidelines to icons
) continue
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-06024E-H 6 12 59 24 90 6 2 o)
SH300-SN4-06024F-H 6 12 5.9 24 100 6 2 ¢}
SH300-SN4-08024-H 8 16 7.9 24 75 8 2 [
SH300-SN4-08032-H 8 16 7.9 32 75 8 2 ¢}
SH300-SN4-08032E-H 8 16 7.9 32 100 8 2 ¢}
SH300-SN4-10040-H 10 20 9.9 40 100 10 2 )
SH300-SN4-10040E-H 10 20 9.9 40 120 10 2 o)
SH300-SN4-12048-H 12 24 11.9 48 100 12 2 [ )
SH300-SN4-12048E-H 12 24 1.9 48 120 12 2 e}
SH300-SN4-14056-H 14 28 13.9 56 120 14 2 O
SH300-SN4-16064-H 16 32 15.9 64 120 16 2 o)
SH300-SN4-20080-H 20 40 19.9 80 120 20 2 o)
eStock oAvailable upon Order D Tol
D<8 So1
osbs12|  Jos
D 12 o2
unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel, i
Alloy Steel Alloy Steel MaPrtHénFs?tZgTéel Hardened Steel Hardened Steel Hardened Steel
4 (35-48HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
( < 35HRC) ( < 35HRC)
O O © ©

© Most Suitable o Suitable

Cutting Parameters > P463
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-5S6-H =

6 Flute, Standard Length

75$ — —E Fig1 —

=R
Lc
L
See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SH300-S6-06015-H 6 15 50 6 1 [ ]
SH300-S6-08020-H 8 20 60 8 1 [ )
SH300-S6-08020E-H 8 20 75 8 1 (@)
SH300-S6-10025-H 10 25 75 10 1 [ )
SH300-S6-12030-H 12 30 75 12 1 (@)
SH300-S6-14035-H 14 35 100 14 1 O
SH300-S6-16040-H 16 40 100 16 1 (@]
SH300-S6-18040-H 18 40 100 18 1 (@]
SH300-S6-20045-H 20 45 100 20 1 (@]
eStock oAvailable upon Order D Tol
Ds 12 So1s
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E) (;/nS?;TL Alloy Steel M::én';?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) @) © ©

© Most Suitable o Suitable

Cutting Parameters X P464




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH300-SH6-H ==

6 Flute, with Long Shank Length

el

Lc
- v
E6.J el &l E
hs Helix
See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SH300-SH6-06015-H 6 15 60 6 1 O
SH300-SH6-06015E-H 6 15 75 6 1 O
SH300-SH6-08020-H 8 20 90 8 1 O
SH300-SH6-10025-H 10 25 100 10 1 O
SH300-SH6-12030-H 12 30 100 12 1 °
SH300-SH6-14035-H 14 35 120 14 1 O
SH300-SH6-16040-H 16 40 120 16 1 e}
SH300-SH6-18040-H 18 40 120 18 1 e}
SH300-SH6-20045-H 20 45 120 20 1 @]
eStock oAvailable upon Order D Tol
D= 12 So1s
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt; (;IHS?;TL Alloy Steel M::én':s?tgi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) @) © ©
© Most Suitable o Suitable

Cutting Parameters X P464




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-SL6-H ==

6 Flute, Long Flute Length

EE—mE— T S
Lc
L
See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SH300-SL6-06025-H 6 25 75 6 1 (@]
SH300-SL6-08035-H 8 35 100 8 1 O
SH300-SL6-10045-H 10 45 100 10 1 O
SH300-SL6-12055-H 12 55 100 12 1 O
SH300-SL6-14055-H 14 55 120 14 1 O
SH300-SL6-16065-H 16 65 120 16 1 @)
SH300-SL6-18065-H 18 65 150 18 1 o
SH300-SL6-20075-H 20 75 150 20 1 @)
eStock oAvailable upon Order D Tl
Ds 12 o5
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E) (;/nS?;TL Alloy Steel M::én';?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O @) © ©
© Most Suitable o Suitable

Cutting Parameters X P464




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SHM100-SN2

2 Flute, Square, Micro diameter with Reduce Neck

ﬁ—

d2
D

'°¢ — D Fig1
Lc

L1
L =] L L

See page 97 for guidelines to icons

Ordering Code D Lc d2 L1 L d Figure No. Stock
SHM100-SN2-00401 0.4 0.6 0.36 1 50 4 1 O
SHM100-SN2-00402 0.4 0.6 0.36 2 50 4 1 O
SHM100-SN2-00403 0.4 0.6 0.36 3 50 4 1 )
SHM100-SN2-00602 0.6 0.8 0.56 2 50 4 1 O
SHM100-SN2-00604 0.6 0.8 0.56 4 50 4 1 (]
SHM100-SN2-00606 0.6 0.8 0.56 6 50 4 1 ®
SHM100-SN2-08002 0.8 1.2 0.75 2 50 4 1 O
SHM100-SN2-00804 0.8 1.2 0.75 4 50 4 1 )
SHM100-SN2-00806 0.8 1.2 0.75 6 50 4 1 °

eStock oAvailable upon Order D Tol
0.4 Ds 2 Loz

unit(mm)
Workpiece Material
P m | 3 H
1234 5 123 123 1 2 34

Carbon Steel, Alloy Steel . Hardened Steel Hardened Steel Hardened Steel

(’*l";él‘:‘;eg') (35-48HRC) |  Stainless Steel Cast ron (45-55HRC) (55-60HRC) (> 60HRC)

©

© Most Suitable o Suitable

Cutting Parameters X P469




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SHM100-SN2

2 Flute, Square, Micro diameter with Reduce Neck

% a ﬁ
-C,t — D Fig1 -

Lc
L1

L
=GRS

See page 97 for guidelines to icons

) continue

Ordering Code D Lc d2 L1 L d Figure No. Stock
SHM100-SN2-01006 1.0 1.5 0.95 6 50 4 1 (0]
SHM100-SN2-01008 1.0 15 0.95 8 50 4 1 [ ]
SHM100-SN2-01010 1.0 15 0.95 10 50 4 1 [}
SHM100-SN2-01508 15 2.0 1.44 8 50 4 1 [ ]
SHM100-SN2-01510 15 2.0 1.44 10 50 4 1 [ ]
SHM100-SN2-01512 15 2.0 1.44 12 50 4 1 [}
SHM100-SN2-02008 2.0 3.0 1.92 8 50 4 1 @]
SHM100-SN2-02010 2.0 3.0 1.92 10 50 4 1 [}
SHM100-SN2-02012 2.0 3.0 1.92 12 50 4 1 [ ]

eStock oAvailable upon Order D Tol
o4spDs2 | 8o
unit(mm)
Workpiece Material
1234 5 123 123 1 2 34
(<35HRC) Alloy Steel, Tool Hardened Steel Hardened Steel Hardened Steel
Carbon Steel,Alloy Y ! Stainless Steel Cast Iron
Steel(<35 HRC) Steel(<48HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable o Suitable

Cutting Parameters 3 P469




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP100-R2

2 Flute Corner Radius

_ — nz m
‘ Lc
L
<
— — o Fig2 Gl @29 | TIAIN m .
LL, See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
UP100-R2-01001 1 3 0.1 50 4 1 O
UP100-R2-02002 2 6 0.2 50 4 1 O
UP100-R2-03002 3 9 0.2 50 4 1 O
UP100-R2-63002 3 9 0.2 50 6 1 O
UP100-R2-03003 3 9 0.3 50 4 1 O
UP100-R2-63003 3 9 0.3 50 6 1 O
UP100-R2-03005 3 9 0.5 50 4 1 O
UP100-R2-63005 3 9 0.5 50 6 1 O
UP100-R2-04002 4 1" 0.2 50 4 2 (@]
UP100-R2-64002 4 11 0.2 50 6 1 (@]
UP100-R2-04003 4 11 0.3 50 4 2 O
UP100-R2-64003 4 11 0.3 50 6 1 (@]
UP100-R2-04005 4 11 0.5 50 4 2 (@]
UP100-R2-64005 4 11 0.5 50 6 1 (@]
UP100-R2-04010 4 11 1 50 4 2 (@]
UP100-R2-05002 5 13 0.2 50 6 1 (@]
eStock oAvailable upon Order D Tol
Ds 12 S0z
D 12 Sos
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
c (<35HRC) Alloy Steel, Tool . L X
arbon Steel,Alloy Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC)
©) o) @) © ) @)
© Most Suitable o Suitable

Cutting Parameters X P421
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP100-R2

2 Flute Corner Radius

) _ — A m
‘ Lc
L
p
 ——— =l Lk U
Lc See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L d Figure No. Stock
UP100-R2-05003 5 13 0.3 50 6 1 (@]
UP100-R2-05005 5 13 0.5 50 6 1 O
UP100-R2-05010 5 13 1 50 6 1 (@]
UP100-R2-05015 5 13 15 50 6 1 O
UP100-R2-06005 6 16 0.5 50 6 2 (@]
UP100-R2-06010 6 16 1 50 6 2 (@)
UP100-R2-06015 6 16 1.5 50 6 2 O
UP100-R2-06020 6 16 2 50 6 2 (@)
UP100-R2-08003 8 20 0.3 60 8 2 O
UP100-R2-08005 8 20 0.5 60 8 2 (@)
UP100-R2-08010 8 20 1 60 8 2 O
UP100-R2-10015 10 25 15 75 10 2 O
UP100-R2-10020 10 25 2 75 10 2 O
UP100-R2-10030 10 25 3 75 10 2 O
UP100-R2-12005 12 30 0.5 75 12 2 O
UP100-R2-12010 12 30 1 75 12 2 @]
eStock oAvailable upon Order D Tol
Ds 12 $02
D 12 o3
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg;zznf?’tge'_li”:ﬁg?y Asltlgil(sjg:_";gl Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O
© Most Suitable o Suitable

Cutting Parameters X P421
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-R2

2 Flute Corner Radius

° - - of P [~ OV
Lc
k) — =@ U LU

Lc See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L d Figure No. Stock
UP100-R2-12015 12 30 1.5 75 12 2 (@]
UP100-R2-12020 12 30 2 75 12 2 O
UP100-R2-12030 12 30 3 75 12 2 O
UP100-R2-16010 16 36 1 100 16 2 (@]
UP100-R2-16020 16 36 2 100 16 2 (@]
UP100-R2-16030 16 36 3 100 16 2 (@]
eStock oAvailable upon Order D Tol
Ds< 12 B2
b 12 Sos
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable o Suitable

Cutting Parameters > P421
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP100-RH2

2 Flute Corner Radius, with Long Shank Length

2

<= Q. L

See page 97 for guidelines to icons

L
Ordering Code D Lc r L d Figure No. Stock
UP100-RH2-06005 6 15 0.5 75 6 2 @]
UP100-RH2-06010 6 15 1 75 6 2 @]
UP100-RH2-06015 6 15 15 75 6 2 @]
UP100-RH2-08005 8 20 0.5 100 8 2 @]
UP100-RH2-08010 8 20 1 100 8 2 o]
UP100-RH2-08015 8 20 15 100 8 2 O
UP100-RH2-10005 10 25 0.5 100 10 2 @]
UP100-RH2-10010 10 25 1 100 10 2 @]
UP100-RH2-10015 10 25 15 100 10 2 @]
UP100-RH2-10020 10 25 2 100 10 2 e}
UP100-RH2-12005 12 30 0.5 100 12 2 e}
UP100-RH2-12010 12 30 1 100 12 2 @]
UP100-RH2-12015 12 30 15 100 12 2 @]
UP100-RH2-12020 12 30 2 100 12 2 @]
UP100-RH2-16005 16 36 0.5 150 16 2 o]
UP100-RH2-16010 16 36 1 150 16 2 O
UP100-RH2-16015 16 36 1.5 150 16 2 @]
UP100-RH2-16020 16 36 2 150 16 2 @]
eStock oAvailable upon Order D Tol
D< 12 202
D 12 o3
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg;zznf?’tge'_li”:ﬁg?y Asltlgzl(sjg:_";‘g Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable

o Suitable

Cutting Parameters X P421
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-R4

4 Flute Corner Radius

:{ — Fig1 ' _u
Le

= ~ rentg) -2 Ul

Le See page 97 for guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
UP100-R4-02002 2 6 0.2 50 4 1 @)
UP100-R4-03002 3 9 0.2 50 4 1 @)
UP100-R4-03003 3 9 0.3 50 4 1 e)
UP100-R4-03005 3 9 0.5 50 4 1 @)
UP100-R4-04002 4 1 0.2 50 4 2 [
UP100-R4-04003 4 1 0.3 50 4 2 @)
UP100-R4-04005 4 1 0.5 50 4 2 0)
UP100-R4-04010 4 1 1 50 4 2 (@)
UP100-R4-05002 5 13 0.2 50 6 1 @)
UP100-R4-05005 5) 13 0.5 50 6 1 @)
UP100-R4-05010 5 13 1 50 6 1 @)
UP100-R4-05015 5 13 15 50 6 1 0)
UP100-R4-06005 6 16 0.5 50 6 2 @)
UP100-R4-06010 6 16 1 50 6 2 @)
UP100-R4-06015 6 16 1.5 50 6 2 @)
UP100-R4-08003 8 20 0.3 60 8 2 o)

eStock oAvailable upon Order B Tl

b= 12 B0

D 12 Sos

unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) ¢) @) © o) @)

© Most Suitable o Suitable

Cutting Parameters X P422




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP100-R4

4 Flute Corner Radius

o — fq S—————N
e G =l UL

l_u_ See page 97 for guidelines to icons

L ) continue
Ordering Code D Lc r L d Figure No. Stock
UP100-R4-08005 8 20 0.5 60 8 2 (o]
UP100-R4-08010 8 20 1 60 8 2 @]
UP100-R4-08015 8 20 15 60 8 2 @]
UP100-R4-08020 8 20 2 60 8 2 @]
UP100-R4-10003 10 25 0.3 75 10 2 @)
UP100-R4-10005 10 25 0.5 75 10 2 @]
UP100-R4-10010 10 25 1 75 10 2 [ ]
UP100-R4-10015 10 25 15 75 10 2 @]
UP100-R4-10020 10 25 2 75 10 2 [ )
UP100-R4-10025 10 25 25 75 10 2 @)
UP100-R4-10030 10 25 3 75 10 2 @]
UP100-R4-12005 12 30 0.5 75 12 2 (@]
UP100-R4-12010 12 30 1 75 12 2 @]
UP100-R4-12015 12 30 1.5 75 12 2 (@)
UP100-R4-12020 12 30 2 75 12 2 @]
UP100-R4-12025 12 30 25 75 12 2 @]
eStock oAvailable upon Order D Tol
D< 12 202
D 12 203
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:zzln(gge:";‘g;)y 'bs‘l,:ggl(sjg:_’l;(g Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable o Suitable

Cutting Parameters X P422




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-R4

4 Flute Corner Radius

:.I - > Fig1 i —u
e =t UL

I h See page 97 for guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
UP100-R4-12030 12 30 3 75 12 2 O
UP100-R4-16005 16 36 0.5 100 16 2 O
UP100-R4-16010 16 36 1 100 16 2 O
UP100-R4-16020 16 36 2 100 16 2 O
UP100-R4-16030 16 36 3 100 16 2 e}

eStock oAvailable upon Order D Tol

b< 12 002

D 12 Sos

unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
1, All All I, Tool . - .
Cg:z:ﬂf;ngC?y StgilitigHR?) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable o Suitable

Cutting Parameters X P422




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP100-RH4

4 Flute Corner Radius, with Long Shank Length

S R —_——

‘Lc

] E—— = UL

\ Lc See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
UP100-RH4-06005 6 16 0.5 75 6 2 e}
UP100-RH4-06010 6 16 1 75 6 2 e}
UP100-RH4-08005 8 20 0.5 100 8 2 e}
UP100-RH4-08010 8 20 1 100 8 2 e}
UP100-RH4-08015 8 20 1.5 100 8 2 e}
UP100-RH4-08020 8 20 2 100 8 2 o
UP100-RH4-10005 10 25 0.5 100 10 2 o
UP100-RH4-10010 10 25 1 100 10 2 e}
UP100-RH4-10015 10 25 1.5 100 10 2 e}
UP100-RH4-10020 10 25 2 100 10 2 e}
eStock oAvailable upon Order D Tol
Ds< 12 S0z
b 12 o3
unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O ©) © O ©)

© Most Suitable o Suitable

Cutting Parameters X P422




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-RH4

4 Flute Corner Radius, with Long Shank Length
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‘ Lc See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
UP100-RH4-12005 12 30 0.5 100 12 2 O
UP100-RH4-12010 12 30 1 100 12 2 O
UP100-RH4-12015 12 30 1.5 100 12 2 (@]
UP100-RH4-12020 12 30 2 100 12 2 (@]
UP100-RH4-12030 12 30 3 100 12 2 (@]
UP100-RH4-16005 16 36 0.5 150 16 2 (0]
UP100-RH4-16010 16 36 1 150 16 2 O
UP100-RH4-16015 16 36 1.5 150 16 2 (@]
UP100-RH4-16020 16 36 2 150 16 2 (@]
UP100-RH4-16030 16 36 3 150 16 2 O
eStock oAvailable upon Order D Tol
Ds 12 o2
D 12 o3
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:zzﬂf;gi’;‘g;)y gltlzéit:gh;%o)l Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable o Suitable

Cutting Parameters X P422
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-R2

2 Flute Corner Radius

-ci — — -0y Fig1 i
P e\
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L Lc See page 97 for guidelines to icons

-~

Ordering Code D Lc r L d Figure No. Stock
UP210-R2-01002 1 3 0.2 50 4 1 [ )
UP210-R2-01502 1.5 ) 0.2 50 4 1 O
UP210-R2-02002 2 6 0.2 50 4 1 [ )
UP210-R2-03002 3 9 0.2 50 4 1 )
UP210-R2-63002 3 9 0.2 50 6 1 )
UP210-R2-03003 & 9 0.3 50 4 1 [}
UP210-R2-63003 3 9 0.3 50 6 1 O
UP210-R2-03005 3 9 0.5 50 4 1 ()
UP210-R2-63005 3 9 0.5 50 6 1 e}
UP210-R2-04002 4 11 0.2 50 4 2 ()
UP210-R2-64002 4 11 0.2 50 6 1 O
UP210-R2-04003 4 11 0.3 50 4 2 ()
UP210-R2-64003 4 11 0.3 50 6 1 O
UP210-R2-04005 4 11 0.5 50 4 2 ()
UP210-R2-64005 4 11 0.5 50 6 1 O
UP210-R2-04010 4 11 1 50 4 2 O

eStock oAvailable upon Order D Tol
Ds 12 D02
D 12 o3
unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - X
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable o Suitable

Cutting Parameters X P425

254



GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP210-R2

2 Flute Corner Radius

~

Cutting Parameters X P425

A e
<
i = l-~< UL |t
Le See page 97 for guidelines to icons
t ) continue
Ordering Code D Lc r L d Figure No. Stock
UP210-R2-05002 5 13 0.2 50 6 1 O
UP210-R2-05003 5 13 0.3 50 6 1 O
UP210-R2-05005 5 13 0.5 50 6 1 [ )
UP210-R2-05010 5 13 1 50 6 1 (@)
UP210-R2-06005 6 16 0.5 50 6 2 [ ]
UP210-R2-06010 6 16 1 50 6 2 o
UP210-R2-06015 6 16 1.5 50 6 2 o
UP210-R2-06020 6 16 2 50 6 2 o
UP210-R2-08003 8 20 0.3 60 8 2 O
UP210-R2-08005 8 20 0.5 60 8 2 [ ]
UP210-R2-08010 8 20 1 60 8 2 [ ]
UP210-R2-08015 8 20 1.5 60 8 2 [ ]
UP210-R2-08020 8 20 2 60 8 2 o
UP210-R2-10003 10 25 0.3 75 10 2 o
UP210-R2-10005 10 25 0.5 75 10 2 [ ]
UP210-R2-10010 10 25 1 75 10 2 [ ]
UP210-R2-10015 10 25 1.5 75 10 2 o
eStock oAvailable upon Order D Tol
Ds 12 B2
D 12 o3
unit(mm)
Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
ngzgﬂggeﬁé\(l;l;)y g::ilf:zgh;gl Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©
© Most Suitable o Suitable

255
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP210-R2

2 Flute Corner Radius

-~

'01 — — Lol Figt m
- e |
<
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Lc See page 97 for guidelines to icons
- ) continue
Ordering Code D Lc r L d Figure No. Stock
UP210-R2-10020 10 25 2 75 10 2 [ )
UP210-R2-10030 10 25 3 75 10 2 O
UP210-R2-12005 12 30 0.5 75 12 2 [ )
UP210-R2-12010 12 30 1 75 12 2 ()
UP210-R2-12015 12 30 1.5 75 12 2 o
UP210-R2-12020 12 30 2 75 12 2 [ ]
UP210-R2-12030 12 30 3 75 12 2 o
UP210-R2-14010 14 32 1 100 14 2 O
UP210-R2-14020 14 32 2 100 14 2 o
UP210-R2-16005 16 36 0.5 100 16 2 o
UP210-R2-16010 16 36 1 100 16 2 [ ]
UP210-R2-16020 16 36 2 100 16 2 o
UP210-R2-16030 16 36 3 100 16 2 o
UP210-R2-18010 18 40 1 100 18 2 o
UP210-R2-18020 18 40 2 100 18 2 o
UP210-R2-20010 20 45 1 100 20 2 o
UP210-R2-20020 20 45 2 100 20 2 o
eStock oAvailable upon Order D Tol
Ds< 12 S0z
b 12 B0
unit(mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Casztézlrzgge:',?(l:l;)y 'As‘ltl:il(sjg:_’l;gl Stgig:lss Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©
© Most Suitable o Suitable

Cutting Parameters X P425

256



GESAC

SOLID CARBIDE ENDMILLS

MILLING TOOLS

UP210-RH2

2 Flute Corner Radius, with Long Shank Length

%

%[ Fig1

. e

<
e SosSd = Q- L (U
L LL’ See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
UP210-RH2-06005 6 16 0.5 75 6 2 [ )
UP210-RH2-06010 6 16 1 75 6 2 o
UP210-RH2-06015 6 16 1.5 75 6 2 ¢]
UP210-RH2-08005 8 20 0.5 100 8 2 [ )
UP210-RH2-08010 8 20 1 100 8 2 O
UP210-RH2-08015 8 20 1.5 100 8 2 o
UP210-RH2-10005 10 25 0.5 100 10 2 [ ]
UP210-RH2-10010 10 25 1 100 10 2 [ ]
UP210-RH2-10015 10 25 1.5 100 10 2 o
UP210-RH2-10020 10 25 2 100 10 2 o
UP210-RH2-12005 12 30 0.5 100 12 2 o
UP210-RH2-12010 12 30 1 100 12 2 [ ]
UP210-RH2-12015 12 30 1.5 100 12 2 O
UP210-RH2-12020 12 30 2 100 12 2 o
UP210-RH2-14010 14 36 1 150 14 2 o
UP210-RH2-14020 14 36 2 150 14 2 o
eStock oAvailable upon Order D Tol
b= 12 S0z
D 12 o3
unit(mm)
Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
Cg:l;(;::f;zi,rf(l:lsy g{gi.gjgh;‘g Stgi{;l:lss Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©

© Most Suitable o Suitable

Cutting Parameters X P425
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-RH2

2 Flute Corner Radius, with Long Shank Length
<
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L L#> See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
UP210-RH2-16005 16 36 0.5 150 16 2 O
UP210-RH2-16010 16 36 1 150 16 2 )
UP210-RH2-16015 16 36 1.5 150 16 2 (@)
UP210-RH2-16020 16 36 2 150 16 2 (@)
UP210-RH2-18010 18 45 1 150 18 2 [e)
UP210-RH2-18020 18 45 2 150 18 2 o
UP210-RH2-20010 20 45 1 150 20 2 o
UP210-RH2-20020 20 45 2 150 20 2 o
eStock oAvailable upon Order D Tol
b= 12 So2
D 12 Sos
unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©

© Most Suitable o Suitable

Cutting Parameters X P425




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-R4

4 Flute Corner Radius

]

{

——

Fig1

See page 97 for guidelines to icons

L
Ordering Code D Lc r L d Figure No. Stock
UP210-R4-01502 1.5 5 0.2 50 4 1 )
UP210-R4-02002 2 6 0.2 50 4 1 )
UP210-R4-03002 3 9 0.2 50 4 1 )
UP210-R4-03003 3 9 0.3 50 4 1 (@)
UP210-R4-03005 3 9 0.5 50 4 1 [
UP210-R4-04002 4 11 0.2 50 4 2 [ )
UP210-R4-04003 4 11 0.3 50 4 2 @)
UP210-R4-04005 4 11 0.5 50 4 2 [
UP210-R4-04010 4 11 1 50 4 2 [
UP210-R4-04510 4.5 12 1 50 6 1 @)
UP210-R4-05002 5 13 0.2 50 6 1 @)
UP210-R4-05005 5 13 0.5 50 6 1 [
UP210-R4-05010 5 13 1 50 6 1 [
UP210-R4-05015 5 13 15 50 6 1 @)
UP210-R4-06002 6 16 0.2 50 6 2 @)
UP210-R4-06005 6 16 0.5 50 6 2 [
eStock oAvailable upon Order D Tol
D< 12 o2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © e} ©

© Most Suitable

> Suitable

Cutting Parameters X P426
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP210-R4

4 Flute Corner Radius
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Fig1
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L—L"—F See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L d Figure No. Stock
UP210-R4-06010 6 16 1 50 6 2 [ ]
UP210-R4-06015 6 16 1.5 50 6 2 ()
UP210-R4-08003 8 20 0.3 60 8 2 O
UP210-R4-08005 8 20 0.5 60 8 2 ()
UP210-R4-08010 8 20 1 60 8 2 [ ]
UP210-R4-08015 8 20 1.5 60 8 2 ()
UP210-R4-08020 8 20 2 60 8 2 [ )
UP210-R4-10002 10 25 0.2 75 10 2 e}
UP210-R4-10003 10 25 0.3 75 10 2 o)
UP210-R4-10005 10 25 0.5 75 10 2 ()
UP210-R4-10010 10 25 1 75 10 2 ()
UP210-R4-10015 10 25 1.5 75 10 2 ()
UP210-R4-10020 10 25 2 75 10 2 e}
UP210-R4-10025 10 25 25 75 10 2 o
UP210-R4-10030 10 25 3 75 10 2 O
UP210-R4-12005 12 30 0.5 75 12 2 o
eStock oAvailable upon Order ) Tol
Ds 12 o2
b 12 S0
unit (mm)
Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
Cg:zzﬂf;gi;‘g;)y Asltlzgl(sﬁg:_’i ;%O)I Stgitr:;ss Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©

© Most Suitable o Suitable

Cutting Parameters > P426
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GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP210-R4

4 Flute Corner Radius

-u] - { Fig1 | —
L
E— F\%i mal) | [25 L
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I“‘h—" See page 97 for guidelines to icons
L .
) continue
Ordering Code D Lc r L d Figure No. Stock
UP210-R4-12010 12 30 1 75 12 2 (]
UP210-R4-12015 12 30 1.5 75 12 2 O
UP210-R4-12020 12 30 2 75 12 2 (]
UP210-R4-12025 12 30 2.5 75 12 2 O
UP210-R4-12030 12 30 3 75 12 2 [ ]
UP210-R4-14010 14 32 1 100 14 2 @]
UP210-R4-14020 14 32 2 100 14 2 O
UP210-R4-16005 16 36 0.5 100 16 2 [ J
UP210-R4-16010 16 36 1 100 16 2 [}
UP210-R4-16020 16 36 2 100 16 2 [ ]
UP210-R4-16030 16 36 3 100 16 2 o
UP210-R4-18010 18 40 1 100 18 2 @)
UP210-R4-18020 18 40 2 100 18 2 O
UP210-R4-20010 20 45 1 100 20 2 @]
UP210-R4-20020 20 45 2 100 20 2 @]
eStock oAvailable upon Order D Tol
Ds 12 $02
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © e} ©
© Most Suitable o Suitable

Cutting Parameters X P426
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UP210-RH4

4 Flute Corner Radius, with Long Shank Length

K
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|Lc

—— e

- - Fig2 SHANK| {4‘ AICISIN mﬁ &l E
LL—C,
L See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
UP210-RH4-06005 6 16 0.5 75 6 2 [ ]
UP210-RH4-06010 6 16 1 75 6 2 [ )
UP210-RH4-06015 6 16 15 75 6 2 (o]
UP210-RH4-08005 8 20 0.5 100 8 2 [ ]
UP210-RH4-08010 8 20 1 100 8 2 [ ]
UP210-RH4-08015 8 20 15 100 8 2 @]
UP210-RH4-08020 8 20 2 100 8 2 O
UP210-RH4-10005 10 25 0.5 100 10 2 [ ]
UP210-RH4-10010 10 25 1 100 10 2 [ ]
UP210-RH4-10015 10 25 15 100 10 2 O
UP210-RH4-10020 10 25 2 100 10 2 [ ]
UP210-RH4-12005 12 30 0.5 100 12 2 [ ]
UP210-RH4-12010 12 30 1 100 12 2 [ ]
UP210-RH4-12015 12 30 15 100 12 2 O
UP210-RH4-12020 12 30 2 100 12 2 O
UP210-RH4-12030 12 30 3 100 12 2 @]
eStock oAvailable upon Order D Tol
Ds 12 o2
D 12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless . .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © @) ©

© Most Suitable

o Suitable

Cutting Parameters X P426
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-RH4

4 Flute Corner Radius, with Long Shank Length
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) continue
Ordering Code D Lc r L d Figure No. Stock
UP210-RH4-14010 14 36 1 150 14 2 O
UP210-RH4-14020 14 36 2 150 14 2 (@]
UP210-RH4-16005 16 36 0.5 150 16 2 @]
UP210-RH4-16010 16 36 1 150 16 2 [ ]
UP210-RH4-16015 16 36 1.5 150 16 2 O
UP210-RH4-16020 16 36 2 150 16 2 O
UP210-RH4-16030 16 36 3 150 16 2 O
UP210-RH4-18010 18 45 1 150 18 2 (@]
UP210-RH4-18020 18 45 2 150 18 2 O
UP210-RH4-20010 20 45 1 150 20 2 [ ]
UP210-RH4-20020 20 45 2 150 20 2 (@)
eStock oAvailable upon Order D Tol
Ds< 12 2oz
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © o) ©

© Most Suitable o Suitable

Cutting Parameters X P426




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SP210-R4

4 Flute Comer Radius, with Variable Helix

-n[l Fig1 | — =
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[

[

See page 97 for guidelines to icons

L

Ordering Code DV Lc r L d Figure No. Stock
SP210-R4-03003 3 9 0.3 50 4 1 o)
SP210-R4-03005 3 9 0.5 50 4 1 ®
SP210-R4-04003 4 1" 0.3 50 4 2 [ ]
SP210-R4-04005 4 1 0.5 50 4 2 [ ]
SP210-R4-05003 5 13 0.3 50 6 1 O
SP210-R4-05005 5 13 0.5 50 6 1 [}
SP210-R4-06003 6 16 0.3 50 6 2 e}
SP210-R4-06005 6 16 0.5 50 6 2 °
SP210-R4-06010 6 16 1 50 6 2 °
SP210-R4-06015 6 16 1.5 50 6 2 e}
SP210-R4-08005 8 20 0.5 60 8 2 °
SP210-R4-08010 8 20 1.0 60 8 2 °
SP210-R4-08015 8 20 1.5 60 8 2 e}
SP210-R4-08020 8 20 2 60 8 2 e}
SP210-R4-10005 10 25 0.5 75 10 2 o
SP210-R4-10010 10 25 1 75 10 2 o

eStock oAvailable upon Order D Tol

Ds< 12 o2

D12 Sos

unit(mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless . .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © @) ©

S|llwpu3 8plqied plos w

© Most Suitable o Suitable

Cutting Parameters 3 P429
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SP210-R4

4 Flute Comer Radius, with Variable Helix
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L ) continue

Ordering Code D Lc r L d Figure No. Stock
SP210-R4-10015 10 25 15 75 10 2 @]
SP210-R4-10020 10 25 2 75 10 2 ]
SP210-R4-10030 10 25 3 75 10 2 [ ]
SP210-R4-12005 12 30 0.5 75 12 2 (@)
SP210-R4-12010 12 30 1 75 12 2 ]
SP210-R4-12015 12 30 15 75 12 2 (@)
SP210-R4-12020 12 30 2 75 12 2 @)
SP210-R4-12030 12 30 3 75 12 2 @)
SP210-R4-14020 14 32 2 75 14 2 @]
SP210-R4-16020 16 36 2 100 16 2 @]

eStock oAvailable upon Order D Tol

D= 12 o2

D 12 o3

unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © o) ©

© Most Suitable o Suitable

Cutting Parameters X P429
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2 Flute Corner Radius
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Ordering Code D Lc r L d Figure No. Stock
US200-R2-03003 3 9 0.3 50 4 1 [ ]
US200-R2-03005 3 9 0.5 50 4 1 O
US200-R2-04002 4 1 0.2 50 4 2 [ ]
US200-R2-64002 4 1 0.2 50 6 1 [ )
US200-R2-04003 4 1 0.3 50 4 2 [ )
US200-R2-64003 4 1 0.3 50 6 1 [ )
US200-R2-64005 4 " 0.5 50 6 1 [ ]
US200-R2-05002 5 13 0.2 50 6 1 [ )
US200-R2-05003 5 13 0.3 50 6 1 [ )
US200-R2-05005 5 13 0.5 50 6 1 [ )
US200-R2-06002 6 16 0.2 50 6 2 [ J
US200-R2-06003 6 16 0.3 50 6 2 [ )
US200-R2-06005 6 16 0.5 50 6 2 O
eStock oAvailable upon Order D Tol
b< 12 So2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Cg;:glr(l fgase:;scllzc;y ggéfjgh;g Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable

o Suitable

Cutting Parameters X P437
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GESAC
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2 Flute Corner Radius
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L ) continue
Ordering Code D Lc r L d Figure No. Stock
US200-R2-08005 8 20 0.5 60 8 2 O
US200-R2-08010 8 20 1 60 8 2 o
US200-R2-10005 10 25 0.5 75 10 2 (@]
US200-R2-10010 10 25 1 75 10 2 [ )
US200-R2-10015 10 25 1.5 75 10 2 O
US200-R2-12005 12 30 0.5 75 12 2 e}
US200-R2-12010 12 30 1 75 12 2 e}
US200-R2-12015 12 30 1.5 75 12 2 °
US200-R2-16005 16 36 0.5 100 16 2 e}
US200-R2-16010 16 36 1 100 16 2 O
US200-R2-16020 16 36 2 100 16 2 [}
US200-R2-16030 16 36 3 100 16 2 O
eStock oAvailable upon Order D Tol
Ds< 12 Los
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Cg:zzlrz f?:ﬁ?g?y /;Itlggl(s:zg:_";(g Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable

o Suitable

Cutting Parameters X P437




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

US200-R3

3 Flute Corner Radius

| _—
=i | L [

See page 97 for guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
US200-R3-02001 2 6 0.1 50 4 1 [}
US200-R3-02002 2 6 0.2 50 4 1 @)
US200-R3-04002 4 1 0.2 50 4 2 O
US200-R3-04005 4 11 0.5 50 4 2 ()
US200-R3-06002 6 16 0.2 50 6 2 O
US200-R3-06005 6 16 0.5 50 6 2 °
US200-R3-08005 8 20 0.5 60 8 2 e}
US200-R3-08010 8 20 1 60 8 2 ()
US200-R3-10005 10 25 0.5 75 10 2 e}
US200-R3-10010 10 25 1 75 10 2 ()
US200-R3-10015 10 25 1.5 75 10 2 [}
US200-R3-10020 10 25 2 75 10 2 [ ]

eStock oAvailable upon Order D Tol
Ds 12 02
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4
CS:ZZE fge;:iscl!?y g:zgl(sjzgh;(g Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable

o Suitable

Cutting Parameters X P437




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

US200-R3

3 Flute Corner Radius

]

Q1< UL

See page 97 for guidelines to icons

) continue
Ordering Code D Lc r L d Figure No. Stock
US200-R3-12005 12 30 0.5 75 12 2 (@)
US200-R3-12010 12 30 1 75 12 2 ]
US200-R3-12015 12 30 1.5 75 12 2 ]
US200-R3-16005 16 36 0.5 100 16 2 )
US200-R3-16010 16 36 1 100 16 2 [
US200-R3-16020 16 36 2 100 16 2 ()
US200-R3-16030 16 36 3 100 16 2 [
US200-R3-20005 20 45 0.5 100 20 2 ()
US200-R3-20010 20 45 1 100 20 2 [ ]
US200-R3-20020 20 45 2 100 20 2 [ ]
US200-R3-20040 20 45 4 100 20 2 [ ]
eStock oAvailable upon Order D Tol
Ds< 12 Do
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Cg:zzlrz fge::higc;y ggg,:ﬁgh;‘g Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable

o Suitable

Cutting Parameters X P437




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

US200-R4

4 Flute Corner Radius

K - T of  Figt ﬂ
i e ]
<
= e =gl UL o
L ‘ Lc See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
US200-R4-02002 2 6 0.2 50 4 1 [
US200-R4-03003 3 9 0.3 50 4 1 [
US200-R4-03005 3 9 0.5 50 4 1 [
US200-R4-64002 4 1 0.2 50 6 1 [
US200-R4-64003 4 1" 0.3 50 6 1 [
US200-R4-04003 4 1 0.3 50 4 2 [
US200-R4-04005 4 1" 0.5 50 4 2 O
US200-R4-05005 5 13 0.5 50 6 1 [
US200-R4-06005 6 16 0.5 50 6 2 [ )
eStock oAvailable upon Order D Tol
D< 12 $02
b 12 Sos
unit (mm)

Workpiece Material

P M 3 H

1234 5 123 123 123 4
Carbon Steel, Alloy Alloy Steel, Tool . . _—
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable o Suitable

Cutting Parameters X P438




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

US200-R4

4 Flute Corner Radius

'cl — -+ o Fig1 I 2 u
‘ Lc

b
ol E——— =g L L [
L ‘ Lc | See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
US200-R4-08002 8 20 0.2 60 8 2 )
US200-R4-08005 8 20 0.5 60 8 2 ®
US200-R4-08010 8 20 1 60 8 2 °
US200-R4-10005 10 25 0.5 75 10 2 °
US200-R4-10010 10 25 1 75 10 2 °
US200-R4-12010 12 30 1 75 12 2 )
US200-R4-16010 16 36 1 100 16 2 o
US200-R4-20010 20 45 1 100 20 2 o
US200-RS4-06005 6 5 0.5 50 6 2 °
eStock oAvailable upon Order D Tol
Ds 12 Loz
b 12 Bos
unit (mm)

Workpiece Material

P M K H

1234 5 123 123 123 4
Carbon Steel, Alloy Alloy Steel, Tool X . o
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable o Suitable

Cutting Parameters X P438




s|liwpu3z 8pigied plos

MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-R2

2 Flute Corner Radius

! e
o - I~ o Figl ._}%L_
| i — <

l SHANK| m .
] — o =

. ‘ Le o See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
UA100-R2-01001 1 3 0.1 50 4 1 o
UA100-R2-02002 2 6 0.2 50 4 1 o
UA100-R2-03002 3 9 0.2 50 4 1 °
UA100-R2-03003 3 9 0.3 50 4 1 °
UA100-R2-63003 3 9 0.3 50 6 1 ®
UA100-R2-03005 3 9 0.5 50 4 1 )
UA100-R2-63005 3 9 0.5 50 6 1 o
UA100-R2-04002 4 1 0.2 50 4 2 e}
UA100-R2-04003 4 1" 0.3 50 4 2 [}
UA100-R2-64003 4 11 0.3 50 6 1 )
UA100-R2-04005 4 1 0.5 50 4 2 °
UA100-R2-64005 4 1 0.5 50 6 1 e
UA100-R2-04010 4 1 1 50 4 2 °
UA100-R2-05002 5 13 0.2 50 6 1 o
UA100-R2-05003 5 13 0.3 50 6 1 ®
UA100-R2-05005 5 13 0.5 50 6 1 o
eStock oAvailable upon Order D Tol
Ds< 12 202
D 12 Sos
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P441

272



GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-R2

2 Flute Corner Radius

- - o] e =] L
‘ Lc o See page 97 for guidelines to icons
L f— =&

Ordering Code D Lc r L d Figure No. Stock
UA100-R2-05010 5 13 1 50 6 1 )
UA100-R2-05015 5 13 1.5 50 6 1 )
UA100-R2-06005 6 16 0.5 50 6 2 (@)
UA100-R2-06010 6 16 1 50 6 2 [
UA100-R2-06015 6 16 1.5 50 6 2 [
UA100-R2-06020 6 16 2 50 6 2 [
UA100-R2-08005 8 20 0.5 60 8 2 [ )
UA100-R2-08010 8 20 1 60 8 2 )
UA100-R2-08015 8 20 1.5 60 8 2 )
UA100-R2-08020 8 20 2 60 8 2 )
UA100-R2-10005 10 25 0.5 75 10 2 [
UA100-R2-10010 10 25 1 75 10 2 [
UA100-R2-10015 10 25 1.5 75 10 2 [
UA100-R2-10020 10 25 2 75 10 2 [
UA100-R2-10025 10 25 25 75 10 2 [ ]
UA100-R2-12005 12 30 0.5 75 12 2 )

eStock oAvailable upon Order D Tol
Ds< 12 o2
b 12 B0

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:gzlrz ff;,:’é\g(;y ASItI:zI(S:ig:.,';(():o)I Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©
© Most Suitable o Suitable

Cutting Parameters X P441
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UA100-R2

2 Flute Corner Radius

.
- 0| Figl _ﬁ%‘_
—— -
‘ Lc
L
<
SHANK| 2 m .
- o) i o
. Le [ See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
UA100-R2-12010 12 30 1 75 12 2 [ ]
UA100-R2-12015 12 30 15 75 12 2 [ ]
UA100-R2-12020 12 30 2 75 12 2 ]
UA100-R2-12025 12 30 25 75 12 2 [ ]
UA100-R2-16005 16 36 0.5 100 16 2 [ ]
UA100-R2-16010 16 36 1 100 16 2 [ ]
UA100-R2-16015 16 36 15 100 16 2 [ ]
UA100-R2-16020 16 36 2 100 16 2 [ ]
UA100-R2-16025 16 36 25 100 16 2 [ ]
UA100-R2-20005 20 45 0.5 100 20 2 [ ]
UA100-R2-20010 20 45 1 100 20 2 [ ]
UA100-R2-20015 20 45 15 100 20 2 [ ]
UA100-R2-20020 20 45 2 100 20 2 [ ]
UA100-R2-20030 20 45 3 100 20 2 [ ]
eStock oAvailable upon Order D Tol
Ds 12 o2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
ngzz[z f?;:'gg))y ggégﬁgh ;%0; Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©
© Most Suitable o Suitable

Cutting Parameters X P441
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GESAC

SOLID CARBIDE ENDMILLS

MILLING TOOLS

UA100-RH2

2 Flute Corner Radius, with Long Shank Length

lﬁ%{ Fig1

———————N

| — =l L] UL [ul
L See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
UA100-RH2-06005 6 16 0.5 75 6 2 O
UA100-RH2-06010 6 16 1 75 6 2 (@]
UA100-RH2-06015 6 16 1.5 75 6 2 [ )
UA100-RH2-06020 6 16 2 75 6 2 [ )
UA100-RH2-08005 8 20 0.5 100 8 2 (@]
UA100-RH2-08010 8 20 1 100 8 2 [ ]
UA100-RH2-08015 8 20 1.5 100 8 2 (@]
UA100-RH2-08020 8 20 2 100 8 2 O
UA100-RH2-10005 10 25 0.5 100 10 2 O
UA100-RH2-10010 10 25 1 100 10 2 (@]
UA100-RH2-10015 10 25 1.5 100 10 2 [ ]
UA100-RH2-10020 10 25 2 100 10 2 [ ]
UA100-RH2-10025 10 25 2.5 100 10 2 [ )
UA100-RH2-12005 12 30 0.5 100 12 2 [ )
eStock oAvailable upon Order D Tl
b= 12 B2
D 12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
CS:Z:IT <S§e5e}—l|,£g()>y gll:il(sgzgh;cgl Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable

> Suitable

Cutting Parameters X P441
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UA100-RH2

2 Flute Corner Radius, with Long Shank Length

‘Lc

||

@ﬁ Fig

———————N
=] L [

See page 97 for guidelines to icons

) continue
Ordering Code D Lc r L d Figure No. Stock
UA100-RH2-12010 12 30 1 100 12 2 ]
UA100-RH2-12015 12 30 1.5 100 12 2 [ ]
UA100-RH2-12020 12 30 2 100 12 2 ]
UA100-RH2-12025 12 30 2.5 100 12 2 [ ]
UA100-RH2-16005 16 36 0.5 150 16 2 [ ]
UA100-RH2-16010 16 36 1 150 16 2 [ ]
UA100-RH2-16015 16 36 1.5 150 16 2 [ ]
UA100-RH2-16020 16 36 2 150 16 2 [ ]
UA100-RH2-16025 16 36 2.5 150 16 2 [ ]
UA100-RH2-20005 20 45 0.5 150 20 2 [ ]
UA100-RH2-20010 20 45 1 150 20 2 [ ]
UA100-RH2-20015 20 45 1.5 150 20 2 [ ]
UA100-RH2-20020 20 45 2 150 20 2 [ ]
UA100-RH2-20030 20 45 3 150 20 2 [ ]
eStock oAvailable upon Order D Tol
Ds 12 o2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
C;:ZZIT <St??5e}—l|’|§C”:())y As\l::é(sjg:-’ulgl Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P441
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-R3

3 Flute Corner Radius

U) - — 0 Fig1 ﬂ
‘ Lc

\<

s
oo =< UL
. Lc See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
UA100-R3-01001 1 3 0.1 50 4 1 ¢
UA100-R3- 02002 2 6 0.2 50 4 1 o
UA100-R3- 03002 3 9 0.2 50 4 1 ¢)
UA100-R3- 03003 3 9 0.3 50 4 1 o
UA100-R3- 03005 3 9 0.5 50 4 1 o
UA100-R3- 04002 4 1 0.2 50 4 2 o
UA100-R3- 04003 4 11 0.3 50 4 2 e}
UA100-R3- 04005 4 11 0.5 50 4 2 o
UA100-R3- 04010 4 1 1 50 4 2 e}
UA100-R3- 05002 5 13 0.2 50 6 1 e}
UA100-R3- 05003 5 13 0.3 50 6 1 e}
UA100-R3- 05005 5 13 0.5 50 6 1 e}
UA100-R3- 05010 5 13 1 50 6 1 e}
eStock oAvailable upon Order D Tol
D< 12 202
b 12 S0z
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442




S|llwpu3 8plqied plos w

MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

UA100-R3

3 Flute Corner Radius

.. ——

=ARTUL

See page 97 for guidelines to icons

) continue

Ordering Code D Lc r L d Figure No. Stock
UA100-R3-06005 6 16 0.5 50 6 2 o
UA100-R3-06010 6 16 1 50 6 2 )
UA100-R3-06015 6 16 1.5 50 6 2 )
UA100-R3-06020 6 16 2 50 6 2 )
UA100-R3-08005 8 20 0.5 60 8 2 [ )
UA100-R3-08010 8 20 1 60 8 2 [}
UA100-R3-08015 8 20 1.5 60 8 2 [}
UA100-R3-08020 8 20 2 60 8 2 [}
UA100-R3-10005 10 25 0.5 75 10 2 [}
UA100-R3-10010 10 25 1 75 10 2 [}
UA100-R3-10015 10 25 1.5 75 10 2 [}
UA100-R3-10020 10 25 2 75 10 2 [}
UA100-R3-10025 10 25 2.5 75 10 2 [}

eStock oAvailable upon Order D Tol

Ds 12 o2

D 12 o3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
C;:Z:IT ff:}_lisg(;y AS\ItIZZI(S:jg:_,"'I_\}:;I Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©
© Most Suitable o Suitable

Cutting Parameters X P442
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-R3

3 Flute Corner Radius

Ul - — —0|  Fig1 f ii i i
‘ Lc e

<
 —— T =R UL (o
1 e ¥ e
L - L _ See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
UA100-R3-12005 12 30 0.5 75 12 2 )
UA100-R3- 12010 12 30 1 75 12 2 O
UA100-R3-12015 12 30 15 75 12 2 )
UA100-R3-12020 12 30 2 75 12 2 ()
UA100-R3-12025 12 30 25 75 12 2 )
UA100-R3-16005 16 36 0.5 100 16 2 )
UA100-R3-16010 16 36 1 100 16 2 [
UA100-R3-16015 16 36 15 100 16 2 [
UA100-R3-16020 16 36 2 100 16 2 [ )
UA100-R3-16025 16 36 25 100 16 2 ()
UA100-R3-20005 20 45 0.5 100 20 2 [ )
UA100-R3-20010 20 45 1 100 20 2 ()
UA100-R3- 20015 20 45 1.5 100 20 2 @)
UA100-R3-20020 20 45 2 100 20 2 ()
UA100-R3- 20030 20 45 3 100 20 2 @)
eStock oAvailable upon Order D Tol
D= 12 o2
D 12 Bos
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel( < 35HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-RH3

3 Flute Corner Radius, with Long Shank Length

__
=] L U

See page 97 for guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
UA100-RH3-06005 6 16 0.5 75 6 2 [ ]
UA100-RH3-06010 6 16 1 75 6 2 (@]
UA100-RH3-06015 6 16 15 75 6 2 [ ]
UA100-RH3-06020 6 16 2 75 6 2 [ ]
UA100-RH3-08005 8 20 0.5 100 8 2 (@]
UA100-RH3-08010 8 20 1 100 8 2 (@]
UA100-RH3-08015 8 20 15 100 8 2 (@]
UA100-RH3-08020 8 20 2 100 8 2 (@]
UA100-RH3-10005 10 25 0.5 100 10 2 (@]
UA100-RH3-10010 10 25 1 100 10 2 ]
UA100-RH3-10015 10 25 15 100 10 2 [ ]
UA100-RH3-10020 10 25 2 100 10 2 ]
UA100-RH3-10025 10 25 25 100 10 2 [ )

eStock oAvailable upon Order D
D< 12 o2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg::glrg f?;:’?g(;y psdtl:zl(s:zg:_";(g Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442

Tol




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

UA100-RH3

3 Flute Corner Radius, with Long Shank Length

b

S

=] L U

See page 97 for guidelines to icons

) continue

Ordering Code D Lc r L d Figure No. Stock
UA100-RH3-12005 12 30 0.5 100 12 2 O
UA100-RH3-12010 12 30 1 100 12 2 o
UA100-RH3-12015 12 30 15 100 12 2 [}
UA100-RH3-12020 12 30 2 100 12 2 [ ]
UA100-RH3-12025 12 30 2.5 100 12 2 [}
UA100-RH3-16005 16 36 0.5 150 16 2 [ ]
UA100-RH3-16010 16 36 1 150 16 2 [}
UA100-RH3-16015 16 36 15 150 16 2 [ ]
UA100-RH3-16020 16 36 2 150 16 2 O
UA100-RH3-16025 16 36 2.5 150 16 2 [ ]
UA100-RH3-20005 20 45 0.5 150 20 2 O
UA100-RH3-20010 20 45 1 150 20 2 [ ]
UA100-RH3-20015 20 45 15 150 20 2 [ J
UA100-RH3-20020 20 45 2 150 20 2 [ J
UA100-RH3-20030 20 45 3 150 20 2 [ J

eStock oAvailable upon Order D Tol

Ds 12 B2

D 12 o3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
CS:Z:IT <S§e5e}—l|,£g()>y gll:il(sgzgh;cgl Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P442
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SA300-RN2

2 FluteCorner Radius, with Reduced Neck

s

L1 Iﬁ‘i

L <= L [J

See page 97 for guidelines to icons

Ordering Code D r Lc L1 d2 L d Figure No. Stock
SA300-RN2-10010 10 1 12 32 9.5 72 10 1 e}
SA300-RN2-12010 12 1 14 42 1 87 12 1 e}
SA300-RN2-12030 12 3 14 42 1 87 12 1 (e}
SA300-RN2-16010 16 1 18 52 15 100 16 1 O
SA300-RN2-16030 16 3 18 52 15 100 16 1 O
SA300-RN2-20030 20 3 24 62 19 112 20 1 O

eStock oAvailable upon Order D Tol
D= 12 B2
D 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Cg:::;; f?se:igc”:())y ps‘ltlzzl(s:zg:_’l;gl Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P446




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SA300-RN3

2 FluteCorner Radius, with Reduced Neck

( e ——
Y [l B I , = :
e} Fig1 . ——
Lc
L1 n m
e e
See page 97 for guidelines to icons
Ordering Code D r Lc L1 d2 L d Figure No. |  Stock
SA300-RN3-12010 12 1 14 50 11 95 12 1 @]
SA300-RN3-12030 12 3 14 50 11 95 12 1 (@]
SA300-RN3-16010 16 1 18 52 15 100 16 1 @]
SA300-RN3-16030 16 3 18 52 15 100 16 1 (@]
SA300-RN3-20030 20 3 24 62 19 112 20 1 @]
eStock oAvailable upon Order D Tol
b= 12 S0
D 12 Los
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
C;;::;z f?;:’:g‘;y gzé(sfzg:.];(g Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©
© Most Suitable o Suitable

Cutting Parameters X P447




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SA310-RN2

2 FluteCorner Radius, with Reduced Neck
e ——
C o)< L [

See page 97 for guidelines to icons

Ordering Code D r Lc L1 d2 L d Figure No. Stock
SA310-RN2-10010 10 1 12 32 9.5 72 10 1 e}
SA310-RN2-12010 12 1 14 42 1 87 12 1 e}
SA310-RN2-12030 12 3 14 42 1 87 12 1 O
SA310-RN2-16010 16 1 18 52 15 100 16 1 O
SA310-RN2-16030 16 3 18 52 15 100 16 1 O
SA310-RN2-20030 20 3 24 62 19 112 20 1 O
SA310-RN2-20050 20 5 24 62 19 112 20 1 O
SA310-RN2-25030 25 3] 30 62 24 118 25 1 e}
SA310-RN2-32030 32 3 30 62 31 122 32 1 o

eStock oAvailable upon Order D Tol
D< 12 o2
D 12 o3
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy steel ,Tool . - .
steel( < 35HRC) steel(<HRC48) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P448




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SA310-RN3

3 FluteCorner Radius, with Reduced Neck

S e —

| o QUi 0 . —;_._
O+ > Fig1

T

N Q] UL ||
- =gy -

See page 97 for guidelines to icons

Ordering Code D r Lc L1 d2 L d Figure No. Stock
SA310-RN3-12005 12 05 14 50 11.5 95 12 1 O
SA310-RN3-12030 12 & 14 50 11.5 95 12 1 (@)
SA310-RN3-16010 16 1 18 52 15 100 16 1 O
SA310-RN3-16030 16 3] 18 52 15 100 16 1 O
SA310-RN3-20030 20 3 30 60 19 110 20 1 O
SA310-RN3-25030 25 3] 30 62 24 118 25 1 o

eStock oAvailable upon Order D Tol
D= 12 So2
D 12 Sos
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy steel ,Tool . - )
steel( < 35HRC) steel(<HRC48) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P448




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SA360-RN2

2 FluteCorner Radius, with Reduced Neck Internal Coolant

: .
e | — ——

> =oETUL [

See page 97 for guidelines to icons

Ordering Code D r Lc L1 d2 L d Figure No. | Stock
SA360-RN2-12030 12 3 26 40 11.5 90 12 1 e}
SA360-RN2-16030 16 3 30 50 15 100 16 1 (e}
SA360-RN2-16050 16 5 30 50 15 100 16 1 (¢}
SA360-RN2-20005 20 0.5 30 60 19 110 20 1 (¢}
SA360-RN2-20030 20 3 30 60 19 110 20 1 O
SA360-RN2-20050 20 5 30 60 19 110 20 1 O
SA360-RN2-25030 25 3 30 60 24 115 25 1 O
SA360-RN2-25050 25 5] 30 60 24 115 25 1 (¢}

eStock oAvailable upon Order D Tol
b< 12 $02
b 12 Sos
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy steel ,
steel Tool steel Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
(< 35HRC) (<HRC48)
© ©

© Most Suitable o Suitable

Cutting Parameters X P448




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

S$G200-R2

2 Flute, Corner Radius

b
X - - S = -
‘ Lc
L
A
° — — — 0 Fig2 é m
‘ Lc See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SG200-R2-02002 2 3.5 0.2 50 4 1 (@)
SG200-R2-03002 3 4 0.2 50 4 1 O
SG200-R2-04005 4 5 0.5 50 4 2 [ )
SG200-R2-05005 5 6 0.5 50 6 1 @]
SG200-R2-06003 6 9 0.3 50 6 2 O
SG200-R2-06005 6 9 0.5 50 6 2 (@]
SG200-R2-08005 8 12 0.5 60 8 2 (@]
SG200-R2-08010 8 12 1 60 8 2 (@]
SG200-R2-10005 10 15 0.5 75 10 2 (@]
SG200-R2-10010 10 15 1 75 10 2 (@]
SG200- R2-10015 10 15 1.5 75 10 2 (@]
SG200-R2-12005 12 18 0.5 75 12 2 (@]
SG200-R2-12010 12 18 1 75 12 2 (@]
SG200- R2-12015 12 18 1.5 75 12 2 (@]
eStock oAvailable upon Order D Tol
b6 o2
6< D< 12 o3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,Alloy Alloy steel ,
steel Tool steel Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
(< 35HRC) (<HRC48)
O O ©

© Most Suitable o Suitable

Cutting Parameters X P449
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

$SG200-RN2

2 FluteCorner Radius, with Reduced Neck

T -—83 Sy Fig1 E‘
L1 = = = |

L

: e ol =@ LU

Ll See page 97 for guidelines to icons
L
Ordering Code D r Lc L1 d1 L d Figure No. Stock

SG200-RN2-02002 2 0.2 35 6 1.92 50 4 1 [ J
SG200-RN2-02003 2 0.3 3.5 6 1.92 50 4 1 (@)
SG200-RN2-02005 2 0.5 35 6 1.92 50 4 1 @)
SG200-RN2-03002 3 0.2 4 10 29 50 4 1 (@)
SG200-RN2-03003 3 0.3 4 10 29 50 4 1 O
SG200-RN2-03005 3 0.5 4 10 2.9 50 4 1 (@)
SG200-RN2-04002 4 0.2 5 15 3.9 50 4 2 (@)
SG200-RN2-04005 4 0.5 5 15 3.9 50 4 2 [}
SG200-RN2-04010 4 1 5 15 3.9 50 4 2 O
SG200-RN2-05002 & 0.2 6 15 4.9 75 6 1 (@)
SG200-RN2-05005 5 0.5 6 15 4.9 75 6 1 O
SG200-RN2-06002 6 0.2 7 20 5.9 75 6 2 (@)
SG200-RN2-06005 6 0.5 7 20 5.9 75 6 2 [ J
SG200-RN2-06010 6 1 7 20 5.9 75 6 2 (@)
eStock oAvailable upon Order D Tol
D 6 Doz

6< D= 12 903

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
CarbonSteel, Alloy
AlloySteel, Tool . - .
Steel Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
( < 35HRC) Steel(35-48HRC)
@) @) ©

© Most Suitable o Suitable

Cutting Parameters X P449
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SG200-R4

4 Flute, Corner Radius

ul - %ﬁ% Fig1 ; —

Lc

= =ul -} UL

See page 97 for guidelines to icons

Ordering Code D r Lc L d Figure No. Stock
SG200-R4-02002 2 35 0.2 50 4 1 O
SG200-R4-03002 3 4 0.2 50 4 1 o
SG200-R4-04002 4 6 0.2 50 4 2 e}
SG200-R4-04010 4 6 1 50 4 2 [
SG200-R4-05003 5 7 0.3 50 6 1 e}
SG200-R4-06005 6 9 0.5 50 6 2 [
SG200-R4-06010 6 9 1 50 6 2 O
SG200-R4-08005 8 12 0.5 60 8 2 O
SG200-R4-08010 8 12 1 60 8 2 O
SG200-R4-10005 10 15 0.5 75 10 2 [
SG200-R4-10010 10 15 1 75 10 2 O
SG200-R4-12005 12 18 0.5 75 12 2 O
SG200-R4-12010 12 18 1 75 12 2 O

eStock oAvailable upon Order D Tol
D 6 Doz
6< D< 12 o3
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5

CarbonSteel, Alloy
Steel
( < 35HRC)

AlloySteel, Tool

Steel(35-48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

(©) @) ©

© Most Suitable o Suitable

Cutting Parameters % P449
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

S$SG200-RN4

4 FluteCorner Radius, with Reduced Neck

a
B <

“ri - j Fig1

] | i .

oy <
st w g oo [ UL
T
L See page 97 for guidelines to icons
L
Ordering Code D r Lc L1 d1 L d Figure No. Stock

SG200-RN4-02002 2 0.2 35 6 1.92 50 4 1 e}
SG200-RN4-03002 3 0.2 4 10 2.9 50 4 1 O
SG200-RN4-03003 3 0.3 4 20 2.9 50 4 1 O
SG200-RN4-04005 4 0.5 6 20 3.9 50 4 2 [
SG200-RN4-04010 4 1 6 20 3.9 50 4 2 O
SG200-RN4-06005 6 0.5 9 25 5.9 75 6 2 [ J
SG200-RN4-06010 6 1 9 25 5.9 75 6 2 O
SG200-RN4-08005 8 0.5 12 30 7.9 100 8 2 O
SG200-RN4-08010 8 1 12 30 7.9 100 8 2 O
SG200-RN4-10005 10 0.5 15 45 9.8 100 10 2 O
SG200-RN4-10010 10 1 15 35 9.8 100 10 2 ®
SG200-RN4-12005 12 0.5 18 40 11.8 100 12 2 e}
SG200-RN4-12010 12 1 18 40 11.8 100 12 2 e}
eStock oAvailable upon Order D Tol
D6 Do
6< D< 12 o3

unit (mm)

Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
Car(b(:r:?zt;%el'::lloy S't‘!z%ggﬁg;;%) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
(©) @) ©

© Most Suitable o Suitable

Cutting Parameters X P449




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SN200-R4

4 FluteCorner Radius, withvariable Helix

'S
Lc
L
281301
| \ } ]
See page 97 for guidelines to icons
Ordering Code D r Lc L d Figure No. Stock
SN200-R4-06005 6 0.5 15 50 6 1 o
SN200-R4-08010 8 1 19 63 8 1 (@]
SN200-R4-10010 10 1 22 72 10 1 @]
SN200-R4-12010 12 1 26 83 12 1 (@]
SN200-R4-16010 16 1 32 92 16 1 @]
SN200-R4-18010 18 1 32 92 18 1 (@]
eStock oAvailable upon Order D Tol
b< 12 Bos
D 12 o4
unit (mm)
Workpiece Material
1234 5 123 123 4
CarbonSteel, Alloy Steel AlloySteel, Tool Stee Stainless Steel Heat-resistant Titanium Alloys
( < 35HRC) (35-48HRC) Super Alloys
@] O O © O

© Most Suitable o Suitable

Cutting Parameters X P452




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

ST200-R4

4 FluteCorner Radius, withvariable Helix

= — ] o —

’

| RSO
EOms

See page 97 for guidelines to icons

Ordering Code D r Lc L d Figure No. Stock
ST200-R4-06005 6 0.5 15 50 6 1 )
ST200-R4-06010 6 1 15 50 6 1 )
ST200-R4-08005 8 0.5 20 60 8 1 )
ST200-R4-08010 8 1 20 60 8 1 )
ST200-R4-10010 10 1 25 75 10 1 e)
ST200-R4-10030 10 3 25 75 10 1 0)
ST200-R4-12010 12 1 30 75 12 1 0)
ST200-R4-12030 12 3 30 75 12 1 @)
ST200-R4-16010 16 1 36 100 16 1 @)
ST200-R4-16030 16 3) 36 100 16 1 @)

eStock oAvailable upon Order D Tol
Ds 16 03
D 16 Sos
unit (mm)

Workpiece Material

P M S

1234 5 123 123 4
Carbon Steel,Alloy steel Alloy steel , Tool steel . . .
arbon steelAloy stee oy steel, foolsiee Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (<48HRC)
O O © O ®

© Most Suitable o Suitable

Cutting Parameters X P454




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

ST200-RN4

4 FluteCorner Radius, with Reduced Neckvariable Helix

L =i UL [

See page 97 for guidelines to icons

Ordering Code D r Lc L1 d2 L d Figure No. Stock
ST200-RN4-12010 12 1 24 36 1" 90 12 1 O
ST200-RN4-12030 12 3 24 36 1 90 12 1 )
ST200-RN4-16010 16 1 32 47 15 100 16 1 @)
ST200-RN4-16030 16 3 32 47 15 100 16 1 o
ST200-RN4-20010 20 1 40 57 19 115 20 1 e}
ST200-RN4-20030 20 3 40 57 19 115 20 1 e}
ST200-RN4-25030 25 3 50 65 24 130 25 1 )

eStock oAvailable upon Order D Tol
Ds< 16 o3
D16 | foa
unit (mm)

Workpiece Material

P M S

1234 5 123 123 4
Carbon Steel,Alloy steel Alloy steel , Tool steel . . N
arbon steelAlloy siee oy stee’, lool stee Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (<48HRC)
O O © O ©

© Most Suitable o Suitable

Cutting Parameters X P454




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

ST200-RN5

5 FluteCorner Radius, with Reduced Neckvariable Helix

| E—— T S

Lc

d2

L1

L = o L |

See page 97 for guidelines to icons

Ordering Code D r Lc L1 d2 L d Figure No. Stock
ST200-RN5-16010 16 1 32 45 15 100 16 1 o
ST200-RN5-20010 20 1 40 60 19 112 20 1 o
ST200-RN5-20020 20 2 40 60 19 112 20 1 o
ST200-RN5-20030 20 3 40 60 19 112 20 1 O
ST200-RN5-20040 20 4 40 60 19 112 20 1 e}
ST200-RN5-25030 25 3] 50 65 24 130 25 1 O

eStock oAvailable upon Order D Tol
D= 16 o3
D 16 Boa
unit (mm)

Workpiece Material

P M S

1234 5 123 123 4
Carbon Steel,Alloy steel Alloy steel , Tool steel . . .
arbon steelAloy stee oy steel, foolsiee Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (<48HRC)
O O © O ®

© Most Suitable o Suitable

Cutting Parameters X P455




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

ST200-RL5

5 FluteCorner Radius, with Long Flute Lengthvariable Helix

o1 — Fig1
hé Helix
See page 97 for guidelines to icons
Ordering Code D r Lc L d Figure No. Stock
ST200-RL5-16005 16 0.5 48 100 16 1 @)
ST200-RL5-16005A 16 0.5 80 130 16 1 e}
ST200-RL5-20005 20 0.5 60 110 20 1 e}
ST200-RL5-20005A 20 0.5 100 150 20 1 O
ST200-RL5-25005 25 0.5 75 155 25 1 O
ST200-RL5-25005A 25 0.5 125 205 25 1 O
eStock oAvailable upon Order D Tol
Ds 16 -0.03
D 16 Soa
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon Steel Alloy steel Alloy steel , Tool steel Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (<48HRC)
O O © e} ®

© Most Suitable o Suitable

Cutting Parameters X P455




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

ST260-RN4

4 FluteCorner Radius, with Reduced Neck variable Helix, Internal Coolant

g - ———

Lc

L =l UL [

See page 97 for guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No. Stock
ST260-RN4-12010 12 1 24 36 1 90 12 1 e}
ST260-RN4-12030 12 3 24 36 1 90 12 1 e}
ST260-RN4-16010 16 1 32 47 15 100 16 1 e}
ST260-RN4-16030 16 3 32 47 15 100 16 1 e}
ST260-RN4-20030 20 3 40 57 19 115 20 1 O
ST260-RN4-25050 25 5 50 65 24 130 25 1 O

eStock oAvailable upon Order D Tol
D< 16 203
D 16 o4
unit (mm)

Workpiece Material

P M S

1234 5 123 123 4
Carbon Steel,Alloy steel Alloy steel , Tool steel . . .
arbon steelAloy stee oy steel, foolsiee Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (<48HRC)
O O © O ®

© Most Suitable o Suitable

Cutting Parameters X P457




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

ST300-RN4

4 FluteCorner Radius, with Reduced Neck variable Helix, Internal Coolant

[ TESY - s

-

= = UL

See page 97 for guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No. Stock
ST300-RN4-12010 12 1 24 38 11.4 90 12 1 e}
ST300-RN4-12030 12 3 24 38 11.4 90 12 1 e}
ST300-RN4-16010 16 1 32 47 15.4 100 16 1 O
ST300-RN4-16030 16 3 32 47 15.4 100 16 1 O
ST300-RN4-20010 20 1 40 57 19.4 115 20 1 O
ST300-RN4-20030 20 3 40 57 19.4 115 20 1 O

eStock oAvailable upon Order D Tol
Ds 16 o3
b 12 B4
unit ( mm)

Workpiece Material

P M S

1234 5 123 123 4
Carbon Steel,Alloy steel Alloy steel , Tool steel . . N
arbon steelAlloy siee oy stee’, lool stee Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC) (<48HRC)
O O © O ©

© Most Suitable o Suitable

Cutting Parameters X P458




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

ST300-RN5

5 FluteCorner Radius, with Reduced Neck Variable Helix, Internal Coolant
=4 — =
L = l-He] UL [u

See page 97 for guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No. Stock
ST300-RN5-16010 16 1 32 47 15.4 100 16 1 o
ST300-RN5-16030 16 3 32 47 15.4 100 16 1 [ ]
ST300-RN5-20010 20 1 40 67 19.4 117 20 1 o
ST300-RN5-20030 20 3 40 67 19.4 117 20 1 o
ST300-RN5-25030 25 3 50 82 24.4 138 25 1 o

eStock oAvailable upon Order D Tol
D< 16 Bos
b 16 Soa
unit (mm)

Workpiece Material

P M S

1234 5 123 123 4
Alloy steel ,
Carbon Steel,Alloy steel
arbon Steel Alloy stee Tool steel Stainless Steel Heat-resistant Alloys Titanium Alloys
( < 35HRC)
(<48HRC)
o o ® @) ©

© Most Suitable o Suitable

Cutting Parameters X P459




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH160-R2

2 Flute Corner Radius

| - | S==Fet [~ OV
e <ol UL

Lc See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SH160-R2-02002 2 6 0.2 50 4 1 [ ]
SH160-R2-03003 3 9 0.3 50 4 1 o
SH160-R2-03005 3 9 0.5 50 4 1 o
SH160-R2-04005 4 10 0.5 50 4 2 o
SH160-R2-04010 4 10 1 50 4 2 [ ]
SH160-R2-05005 5 13 0.5 50 6 1 o
SH160-R2-05010 5 13 1 50 6 1 o
SH160-R2-06005 6 15 0.5 50 6 2 [ ]
SH160-R2-06010 6 15 1 50 6 2 [ ]
SH160-R2-08005 8 20 0.5 60 8 2 O
SH160-R2-08010 8 20 1 60 8 2 [
eStock oAvailable upon Order D Tol
D= 12 o2
b 12 B0
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbonstsetzle 1 Alloy A_:_Iggl zttzzlly M::én':s,ietzglel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (<48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable

Cutting Parameters X P460

o Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH160-R2

2 Flute Corner Radius

<
, AN TIAIN E _
o — — — 0 Fig2 ho m
Lc See page 97 for guidelines to icons

L ) continue
Ordering Code D Lc r L d Figure No. Stock
SH160-R2-10005 10 25 0.5 75 10 2 o
SH160-R2-10010 10 25 1 75 10 2 o
SH160-R2-10015 10 25 1.5 75 10 2 o
SH160-R2-10020 10 25 2 75 10 2 o
SH160-R2-12005 12 30 0.5 75 12 2 o
SH160-R2-12010 12 30 1 75 12 2 o
SH160-R2-12015 12 30 1.5 75 12 2 o
SH160-R2-12020 12 30 2 75 12 2 o
eStock oAvailable upon Order D Tol
b= 12 So2
D 12 203
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C:Lt:) 3”;;7" Alloy Steel ME:énZ?tgg?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable o Suitable

Cutting Parameters X P460




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH160-R4

4 Flute Corner Radius

- f
"] - @ﬂ Fig1 A
— L.
I o
— . =gl UL
Lc See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SH160-R4-02002 2 6 0.2 50 4 1 o
SH160-R4-03003 3 9 0.3 50 4 1 [ )
SH160-R4-03005 3 9 0.5 50 4 1 [ )
SH160-R4-63003 3 8 0.3 50 6 1 (0]
SH160-R4-63005 3 8 0.5 50 6 1 [ )
SH160-R4-04002 4 10 0.2 50 4 2 ()
SH160-R4-04003 4 10 0.3 50 4 2 [ )
SH160-R4-04005 4 10 0.5 50 4 2 [ )
SH160-R4-04010 4 10 1 50 4 2 [ )
SH160-R4-64002 4 10 0.2 50 6 1 °
SH160-R4-64003 4 10 0.3 50 6 1 o
SH160-R4-64005 4 10 0.5 50 6 1 °
SH160-R4-64010 4 10 1 50 6 1 o
SH160-R4-05005 5 13 0.5 50 6 1 o
SH160-R4-05010 5 13 1 50 6 1 o
eStock oAvailable upon Order D Tol
b< 12 B2
b 12 B3
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tlt; c;/nsst‘tglal, Alloy Steel M::éﬂiizié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > B0HRC)
©

© Most Suitable

> Suitable

Cutting Parameters X P460

301
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH160-R4

4 Flute Corner Radius

UJ - «@ﬂ Fig1 f
—TEs — O
<
i E——— E R L
L L#,f See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
SH160-R4-06002 6 15 0.2 50 6 2 [ ]
SH160-R4-06003 6 15 0.3 50 6 2 °
SH160-R4-06005 6 15 0.5 50 6 2 °
SH160-R4-06010 6 15 1 50 6 2 [ ]
SH160-R4-08002 8 20 0.2 60 8 2 [ ]
SH160-R4-08003 8 20 0.3 60 8 2 [ ]
SH160-R4-08005 8 20 0.5 60 8 2 [ ]
SH160-R4-08010 8 20 1 60 8 2 [ ]
SH160-R4-10005 10 25 0.5 75 10 2 [ ]
SH160-R4-10010 10 25 1 75 10 2 [ ]
SH160-R4-10015 10 25 1.5 75 10 2 o
SH160-R4-10020 10 25 2 75 10 2 o
SH160-R4-12005 12 30 0.5 75 12 2 [ ]
SH160-R4-12010 12 30 1 75 12 2 [ ]
SH160-R4-12015 12 30 1.5 75 12 2 o
SH160-R4-12020 12 30 2 75 12 2 o
eStock oAvailable upon Order D Tol
D 12 202
D 12 o3
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable

o Suitable

Cutting Parameters > P460

302



GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH160-RH4

4 Flute Corner Radius, with Long Shank Length

K

=

ﬂ

- - Fig1
Lc
L
b °
E———th S S
Fig2 h6 ‘ Helix
LL—C> See page 97 for guidelines to icons
L

Ordering Code D Lc r L d Figure No. Stock
SH160-RH4-06005 6 15 0.5 75 6 2 [ ]
SH160-RH4-06010 6 15 1 75 6 2 o
SH160-RH4-08005 8 20 0.5 100 8 2 [ ]
SH160-RH4-08010 8 20 1 100 8 2 (@]
SH160-RH4-10005 10 25 0.5 100 10 2 [ ]
SH160-RH4-10010 10 25 1 100 10 2 [ ]
SH160-RH4-12005 12 30 0.5 100 12 2 [ ]

eStock oAvailable upon Order D Tol
Ds 12 B2
D 12 o3
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) ( > 6OHRC)
( < 35HRC) ( < 35HRC)
©

© Most Suitable

o Suitable

Cutting Parameters X P460




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH200-R4-H

4 Flute Corner Radius

<,

T fresfd ™ =

L1

; - ! % Fig2 rzl} TIACFSN ﬂ g E

See page 97 for guidelines to icons

d2

de2

L1

Ordering Code D Lc r d2 L1 L d Figure No. | Stock
SH200-R4-01001-H 1 2 0.1 0.96 3 50 4 1 )
SH200-R4-01002-H 1 2 0.2 0.96 3 50 4 1 ®
SH200-R4-01501-H 1.5 3 0.15 1.44 45 50 4 1 o
SH200-R4-01502-H 15 3 0.2 1.44 45 50 4 1 )
SH200-R4-01503-H 1.5 3 0.3 1.44 45 50 4 1 )
SH200-R4-02001-H 2 4 0.15 1.92 6 50 4 1 )
SH200-R4-02002-H 2 4 0.2 1.92 6 50 4 1 [
SH200-R4-02003-H 2 4 0.3 1.92 6 50 4 1 )
SH200-R4-02005-H 2 4 0.5 1.92 6 50 4 1 )
SH200-R4-03002-H 3 6 0.2 2.88 9 50 4 1 [

eStock oAvailable upon Order D Tol
Ds 6 So1s
6 <D< 12 202
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
orsed | Mosed | weteiosen | Feiesised | e | e s
( < 35HRC) ( < 35HRC)
O © © O

© Most Suitable o Suitable

Cutting Parameters X P462




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-R4-H

4 Flute Corner Radius

B = UL

Lc
L1

d2
A

See page 97 for guidelines to icons

L ) continue
Ordering Code D Lc r d2 L1 L d Figure No. Stock
SH200-R4-63002-H 3 6 0.2 2.88 9 50 6 1 [
SH200-R4-03003-H 3 6 0.3 2.88 9 50 4 1 ()
SH200-R4-03005U-H 3 9 0.5 - - 50 3 2 [ )
SH200-R4-03005-H 3 6 0.5 2.88 9 50 4 1 ()
SH200-R4-63005-H 3 6 0.5 2.88 9 50 6 1 (@]
SH200-R4-04002-H 4 8 0.2 3.85 12 50 4 2 ()
SH200-R4-64002-H 4 8 0.2 3.85 12 50 6 1 [ ]
SH200-R4-04003-H 4 8 0.3 3.85 12 50 4 2 0]
SH200-R4-04005-H 4 8 0.5 3.85 12 50 4 2 [ )
SH200-R4-64005-H 4 8 0.5 3.85 12 50 6 1 [
eStock oAvailable upon Order D Tol
D= 6 Lo1s
6<Ds 12 Lo
D 12 Sos
unit(mm)
Workpiece Material
1234 5 6 1 2 34

Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel

Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)

( < 35HRC) ( < 35HRC)
@) © © @)

© Most Suitable o Suitable

Cutting Parameters X P462




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH200-R4-H

4 Flute Corner Radius

<,

T fresfd ™ =

L1

] - ! % Fig2 r4} TIACrSIN ﬂ g E

d2

de2

Lc See page 97 for guidelines to icons
L - ) continue
Ordering Code D Lc r d2 L1 L d Figure No. Stock
SH200-R4-04010-H 4 8 1 3.85 12 50 4 2 [ ]
SH200-R4-05002-H 5 10 0.2 4.8 15 50 6 1 o
SH200-R4-05005-H 5 10 0.5 4.8 15 50 6 1 [ ]
SH200-R4-06002-H 6 12 0.2 5.8 18 50 6 2 ([ ]
SH200-R4-06003-H 6 12 0.3 5.8 18 50 6 2 o
SH200-R4-06005-H 6 12 0.5 5.8 18 50 6 2 [
SH200-R4-06010-H 6 12 1 5.8 18 50 6 2 [ ]
SH200-R4-08002-H 8 16 0.2 7.8 24 60 8 2 o
SH200-R4-08005-H 8 16 0.5 7.8 24 60 8 2 [ ]
SH200-R4-08010-H 8 16 1 7.8 24 60 8 2 [ )
eStock oAvailable upon Order D Tol
D< 6 So1s
6<Ds 12 Loz
b 12 S0
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E’ ?/nS?;ZTI‘ Alloy Steel M:rtHénZiggféel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > B0HRC)
O © © 0

© Most Suitable o Suitable

Cutting Parameters X P462




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-R4-H

4 Flute Corner Radius

B =T UL

d2

Lc See page 97 for guidelines to icons
L - ) continue
Ordering Code D Lc r d2 L1 L d Figure No. Stock
SH200-R4-10005-H 10 20 0.5 9.8 30 75 10 2 [
SH200-R4-10010-H 10 20 1 9.8 30 75 10 2 [
SH200-R4-10015-H 10 20 15 9.8 30 75 10 2 o)
SH200-R4-10020-H 10 20 2 9.8 30 75 10 2 ¢)
SH200-R4-12005-H 12 24 0.5 11.8 36 75 12 2 [
SH200-R4-12005-H 12 24 1 11.8 36 75 12 2 ()
SH200-R4-12015-H 12 24 1.5 11.8 36 75 12 2 ¢)
SH200-R4-12020-H 12 24 2 11.8 36 75 12 2 e}
eStock oAvailable upon Order D Tol
D= 6 So1s
6<Ds 12 Lo
D 12 Sos
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::It:) c;nSSt;TI’ Alloy Steel M::én':sietgglel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable o Suitable

Cutting Parameters X P462




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH200-RH4-H

4 Flute Corner Radius, with Long Shank Length

<,

d2

I [res{d ™ ————
|t
N L1
] - %J( % Fig2 ré].} TIAICISIN ﬂg E
uLC See page 97 for guidelines to icons
L
Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
SH200-RH4-05002-H 5 10 0.2 4.8 15 60 6 1 o
SH200-RH4-05005-H 5 10 0.5 4.8 15 60 6 1 O
SH200-RH4-06002U-H 6 12 0.2 - - 75 6 2 [ ]
SH200-RH4-06002-H 6 12 0.2 5.8 18 60 6 2 [ )
SH200-RH4-06005U-H 6 12 0.5 - - 75 6 2 [ ]
SH200-RH4-06005-H 6 12 0.5 5.8 18 60 6 2 °
SH200-RH4-06010-H 6 12 1 5.8 18 60 6 2 [
SH200-RH4-08002-H 8 16 0.2 7.8 24 75 8 2 o
SH200-RH4-08005U-H 8 16 0.5 - - 100 8 2 °
SH200-RH4-08005-H 8 16 0.5 7.8 24 75 8 2 ([
eStock oAvailable upon Order D Tol
D= 6 Sois

6<Ds 12 20
D 12 Sos

unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::E) c;nS?;TI, Alloy Steel M::én':sigg?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable o Suitable

Cutting Parameters X P462




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-RH4-H

4 Flute Corner Radius, with Long Shank Length

{E@ﬁ, :

o - ;{ Fig2 rggﬂ

Lc
L1

d2

See page 97 for guidelines to icons

L ) continue
Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
SH200-RH4-08010-H 8 16 1 7.8 24 75 8 2 [ ]
SH200-RH4-10005-H 10 20 0.5 9.8 30 100 10 2 )
SH200-RH4-10010-H 10 20 1 9.8 30 100 10 2 [ ]
SH200-RH4-10015-H 10 20 15 9.8 30 100 10 2 O
SH200-RH4-10020-H 10 20 2 9.8 30 100 10 2 O
SH200-RH4-12005-H 12 24 0.5 11.8 36 100 12 2 [ ]
SH200-RH4-12010-H 12 24 1 11.8 36 100 12 2 (@)
SH200-RH4-12015-H 12 24 1.5 11.8 36 100 12 2 O
SH200-RH4-12020-H 12 24 2 1.8 36 100 12 2 O
eStock oAvailable upon Order D Tol
b<6 Bo1s
6<Ds 12 Lo
D 12 Sos
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::It:) c;nSSt;eeTl, Alloy Steel M::én':s,ietgglel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable o Suitable

Cutting Parameters X P462




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH200-RN4-H

4 Flute Corner Radius, with Reduced Neck

—

B =i —
‘ Lc f e

Ul - %} LQ Fig2 r4} TIACISIN ﬂ g E

See page 97 for guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
SH200-RN4-01501J-H 1.5 3 0.15 1.44 6 50 4 1 [ ]
SH200-RN4-64005J-H 4 8 0.5 5.8 16 60 6 1 e)
SH200-RN4-06005J-H 6 12 0.5 5.8 30 75 6 2 [ ]
SH200-RN4-06005-H 6 12 0.5 58 30 100 6 2 )
SH200-RN4-06010E-H 6 12 1 5.8 30 75 6 2 (@]
SH200-RN4-06010-H 6 12 1 5.8 30 100 6 2 o
SH200-RN4-08005-H 8 16 0.5 7.8 40 100 8 2 )
SH200-RN4-08010-H 8 16 1 7.8 40 100 8 2 ([
SH200-RN4-10005-H 10 20 0.5 9.8 50 100 10 2 °
SH200-RN4-10010-H 10 20 1 9.8 50 100 10 2 [
SH200-RN4-12005-H 12 24 0.5 11.8 60 120 12 2 o

eStock oAvailable upon Order D Tol
Ds 6 Sois
6 <D< 12 202
D 12 Sos
unit(mm)
Workpiece Material
1234 5 6 1 2 34
osed | Mosed | weteiosen | Feiesised | e | e s
( < 35HRC) ( < 35HRC)
O © © O

© Most Suitable o Suitable

Cutting Parameters X P462




GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-R2-H w
2 Flute Corner Radius
<
‘ Lc
L
< o
| ST -
© — — — 0O Fig2 h5 Helix
Lc See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SH300-R2-01001-H 1 2.5 0.1 50 4 1 @]
SH300-R2-01002-H 1 25 0.2 50 4 1 O
SH300-R2-02001-H 2 5 0.1 50 4 1 O
SH300-R2-02002-H 2 5 0.2 50 4 1 O
SH300-R2-02003-H 2 5 0.3 50 4 1 O
SH300-R2-63002-H 3 7.5 0.2 50 6 1 O
SH300-R2-63003-H 3 7.5 0.3 50 6 1 O
SH300-R2-63005-H 3 7.5 0.5 50 6 1 O
SH300-R2-04003-H 4 10 0.3 50 4 2 O
SH300-R2-04005-H 4 10 0.5 50 4 2 O
SH300-R2-64005-H 4 10 0.5 50 6 1 O
SH300-R2-04010-H 4 10 1 50 4 2 @)
SH300-R2-64010-H 4 10 1 50 6 1 O
SH300-R2-05005-H 5 12.5 0.5 50 6 1 O
eStock oAvailable upon Order D Tol
D< 8 o
10s Ds12 | Qo1
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tlt; 3“;;?;" Alloy Steel M::énFs?tngéa Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O @) © ©

© Most Suitable  ©Suitable

Cutting Parameters X P463
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-R2-H

2 Flute Corner Radius

| E————C ———

<
| ST =lQ = L
o — — -0 Fig2 ns m
Lc See page 97 for guidelines to icons

) continue
Ordering Code D Lc r L d Figure No. Stock
SH300-R2-05010-H 5 12.5 1 50 6 1 O
SH300-R2-06005-H 6 15 0.5 50 6 2 O
SH300-R2-06010-H 6 15 1 50 6 2 O
SH300-R2-08005-H 8 20 0.5 60 8 2 (@)
SH300-R2-08010-H 8 20 1 60 8 2 o
SH300-R2-10005-H 10 25 0.5 75 10 2 o
SH300-R2-10010-H 10 25 1 75 10 2 o
SH300-R2-10015-H 10 25 1.5 75 10 2 o
SH300-R2-10020-H 10 25 2 75 10 2 o
SH300-R2-12005-H 12 30 0.5 75 12 2 o
SH300-R2-12010-H 12 30 1 75 12 2 o
SH300-R2-12015-H 12 30 1.5 75 12 2 o
SH300-R2-12020-H 12 30 2 75 12 2 o
eStock oAvailable upon Order D Tol
D<8 S
10s 12| Qo
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) 3”;;7" Alloy Steel Msrén';?tgi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
(@) o © ©

© Most Suitable o Suitable

Cutting Parameters X P463




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RN2-H w

2 Flute Corner Radius, with Reduced Neck

Q
CJ <
| — I =1l Fig1 "
BN f
L1
L
e - =@l LIL
- _ _ &l Fig2 h5 Helix
} f Lc - .
L1 See page 97 for guidelines to icons
L
Ordering Code D Lc r L1 d2 L d Figure No. Stock
SH300-RN2-01001-H 1 15 0.1 6 0.95 50 4 1 (@]
SH300-RN2-01002-H 1 15 0.2 6 0.95 50 4 1 (@]
SH300-RN2-02001-H 2 3 0.1 12 1.95 50 4 1 (@]
SH300-RN2-02002-H 2 3 0.2 12 1.95 50 4 1 (@]
SH300-RN2-02003-H 2 3 0.3 12 1.95 50 4 1 (@]
SH300-RN2-63002-H 3 45 0.2 18 29 60 6 1 (@]
SH300-RN2-63003-H 3 45 0.3 18 29 60 6 1 (@]
SH300-RN2-63005-H 3 45 0.5 18 29 60 6 1 O
SH300-RN2-64005-H 4 6 0.5 24 3.9 75 6 1 O
SH300-RN2-64010-H 4 6 1 24 3.9 75 6 1 O
SH300-RN2-05005-H 5 7.5 0.5 30 4.9 75 6 1 O
SH300-RN2-05010-H B 7.5 1 30 4.9 75 6 1 O
SH300-RN2-06005-H 6 9 0.5 36 59 90 6 2 O
SH300-RN2-06010-H 6 9 1 36 59 90 6 2 O
eStock oAvailable upon Order D Tol
D<8 So1
10s Ds12 | Qo1
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tlt; c;/nsst‘tglel, Alloy Steel M::éﬂiizié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable » Suitable

Cutting Parameters X P463
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-R4-H wn

4 Flute Corner Radius

Zsl r— J@j Fig1 -
tc| t H
L
: Al U
e pl--F UL
. ‘ Lc l‘ See pagej% guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-31001-H 1 35 0.1 60 3 1 o
SH300-RH4-01001-H 1 3.5 0.1 60 4 1 o
SH300-RH4-61001-H 1 3.5 0.1 60 6 1 o
SH300-RH4-31002-H 1 3.5 0.2 60 3 1 o
SH300-RH4-01002-H 1 3.5 0.2 60 4 1 o
SH300-RH4-61002-H 1 3.5 0.2 60 6 1 o
SH300-RH4-31501-H 1.5 5 0.1 60 3 1 O
SH300-RH4-01501-H 1.5 5) 0.1 60 4 1 o
SH300-RH4-61501-H 1.5 5 0.1 60 6 1 o
SH300-RH4-31502-H 1.5 5 0.2 60 3 1 (@)
SH300-RH4-01502-H 1.5 5 0.2 60 4 1 o
SH300-RH4-61502-H 1.5 5 0.2 60 6 1 e}
eStock oAvailable upon Order D Tol
D=8 o1
10< D= 12 Bois
D 12 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

©® Most Suitable

Cutting Parameters > P463
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GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH300-R4-H o

4 Flute Corner Radius

ﬂ

=g

UL

See page 97 for guidelines to icons

) continue

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-32001-H 2 7 0.1 50 3 1 O
SH300-R4-02001-H 2 7 0.1 50 4 1 O
SH300-R4-62001-H 2 7 0.1 50 6 1 e}
SH300-R4-32002-H 2 7 0.2 50 3 1 O
SH300-R4-02002-H 2 7 0.2 50 4 1 (]
SH300-R4-62002-H 2 7 0.2 50 6 1 o)
SH300-R4-33002-H 3 10 0.2 50 3 2 O
SH300-R4-03002-H 3 10 0.2 50 4 1 e}
SH300-R4-63002-H 3 10 0.2 50 6 1 O
SH300-R4-33005-H 3 10 0.5 50 3 2 O
SH300-R4-03005-H 3 10 0.5 50 4 1 °
SH300-R4-63005-H 3 10 0.5 50 6 1 O

eStock oAvailable upon Order D Tol

D< 8 _8.01

10sps12 | Jos
D 12 Loz
unit(mm)
Workpiece Material
1234 5 6 1 2 34

C:Tlt; 3“;;?;" Alloy Steel M::énFs?tngéa Hardened Steel Hardened Steel Hardened Steel

( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > B0HRC)
O O © ©

© Most Suitable  ©Suitable

Cutting Parameters X P463
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-R4-H wn

4 Flute Corner Radius

<
Ul T — J@j Fig1 mHi
tc| t .
L
RS
AT s il Fig2 E}Egﬂ
. ‘ Le See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
SH300-R4-04002-H 4 12 0.2 50 4 2 o
SH300-R4-64002-H 4 12 0.2 50 6 1 O
SH300-R4-04005-H 4 12 0.5 50 4 2 o
SH300-R4-64005-H 4 12 0.5 50 6 1 o
SH300-R4-05002-H 5 15 0.2 50 6 1 o
SH300-R4-05005-H 5 15 0.5 50 6 1 o
SH300-R4-06005-H 6 15 0.5 50 6 2 [ ]
SH300-R4-06010-H 6 15 1 50 6 2 [ ]
SH300-R4-08005-H 8 20 0.5 60 8 2 [ )
SH300-R4-08005E-H 8 20 0.5 75 8 2 o
SH300-R4-08010-H 8 20 1 60 8 2 O
SH300-R4-08010E-H 8 20 1 75 8 2 o
eStock oAvailable upon Order D Tol
D=8 So1
10sps12 | Jois
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:TE?“;;ZT" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< %ISHRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

©® Most Suitable O Suitable

Cutting Parameters > P463
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-R4-H =

4 Flute Corner Radius

]

v = UL
h5 ‘ Helix

See page 97 for guidelines to icons

) continue

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-10005-H 10 25 0.5 75 10 2 o
SH300-R4-10010-H 10 25 1 75 10 2 (@]
SH300-R4-10020-H 10 25 2 75 10 2 (@]
SH300-R4-12005-H 12 30 0.5 75 12 2 (@)
SH300-R4-12010-H 12 30 1 75 12 2 [ ]
SH300-R4-12020-H 12 30 2 75 12 2 (@)
SH300-R4-16010-H 16 40 1 100 16 2 (@]
SH300-R4-16020-H 16 40 2 100 16 2 (@)
SH300-R4-20010-H 20 45 1 100 20 2 (@]
SH300-R4-20020-H 20 45 2 100 20 2 (@]
SH300-R4-20030-H 20 45 3 100 20 2 O

eStock oAvailable upon Order D Tol
D< 8 S0
10< D< 12 Bois
D 12 Loz
unit(mm)
Workpiece Material
1234 5 6 1 2 34

Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel

Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)
( < 35HRC) ( < 35HRC)
O O © ©

© Most Suitable  © Suitable

Cutting Parameters X P463
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-RH4-H &=

4 Flute Corner Radius, with Long Shank Length

<

H

75[ 4+ ﬁj Fig1
e |t
L
R L e S
‘ | See page 97 for guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-31001-H 1 3.5 0.1 60 3 1 o
SH300-RH4-01001-H 1 3.5 0.1 60 4 1 o
SH300-RH4-61001-H 1 3.5 0.1 60 6 1 o
SH300-RH4-31002-H 1 3.5 0.2 60 3 1 o
SH300-RH4-01002-H 1 3.5 0.2 60 4 1 o
SH300-RH4-61002-H 1 3.5 0.2 60 6 1 o
SH300-RH4-31501-H 1.5 5 0.1 60 3 1 o
SH300-RH4-01501-H 1.5 5 0.1 60 4 1 o
SH300-RH4-61501-H 1.5 5 0.1 60 6 1 o
SH300-RH4-31502-H 1.5 5 0.2 60 3 1 o
SH300-RH4-01502-H 1.5 5 0.2 60 4 1 o
SH300-RH4-61502-H 1.5 5 0.2 60 6 1 o
eStock oAvailable upon Order D Tol
b<8 So1
10sps12 | Jois
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

©® Most Suitable

O Suitable

Cutting Parameters > P463
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RH4-H =

4 Flute Corner Radius, with Long Shank Length

<
6l — + ﬁ Fig1 ﬂ
e |t
L
< °
677777®ﬁ Fig2 E}gE
‘ | See page 97 for guidelines to icons
- ) continue
Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-32001-H 2 7 0.1 60 3 1 e}
SH300-RH4-02001J-H 2 6 0.1 60 4 1 O
SH300-RH4-02001-H 2 7 0.1 60 4 1 O
SH300-RH4-62001-H 2 7 0.1 60 6 1 O
SH300-RH4-32002-H 2 7 0.2 60 3 1 O
SH300-RH4-02002-H 2 7 0.2 60 4 1 O
SH300-RH4-62002-H 2 7 0.2 60 6 1 O
SH300-RH4-33002-H 3 10 0.2 60 3 2 )
SH300-RH4-03002-H 3 10 0.2 60 4 1 e}
SH300-RH4-63002A-H 3 8 0.2 60 6 1 O
SH300-RH4-63002-H 3 10 0.2 60 6 1 O
SH300-RH4-33005-H 3 10 0.5 60 3 2 O
eStock oAvailable upon Order D Tol
D< 8 Lo
10< D= 12 Bos
D 12 $02
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tlt; 3“;;?;" Alloy Steel M::énFs?tngéa Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

©® Most Suitable  © Suitable

Cutting Parameters X P463
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-RH4-H &=

4 Flute Corner Radius, with Long Shank Length

<

H

75[ 4+ ﬁj Fig1
e |t
L
R L e L
Lc See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-03005-H 3 10 0.5 60 4 1 o
SH300-RH4-63005-H 3 10 0.5 60 6 1 o
SH300-RH4-04002-H 4 12 0.2 60 4 2 [ ]
SH300-RH4-04005-H 4 12 0.5 60 4 2 o
SH300-RH4-05002-H 5 15 0.2 60 6 1 o
SH300-RH4-05005-H 5 15 0.5 60 6 1 o
SH300-RH4-06005-H 6 15 0.5 60 6 2 o
SH300-RH4-06005E-H 6 15 0.5 75 6 2 [ )
SH300-RH4-06010-H 6 15 1 60 6 2 o
SH300-RH4-06010E-H 6 15 1 75 6 2 o
SH300-RH4-08005-H 8 20 0.5 100 8 2 [ )
SH300-RH4-08010-H 8 20 1 100 8 2 o
eStock oAvailable upon Order D Tol
D=8 o
10=< Ds 12 So1s
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable O Suitable

Cutting Parameters > P463
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RH4-H =

4 Flute Corner Radius, with Long Shank Length

H

zsl _ b—ﬁjﬁ Fig1
L
< o
— i . ==L UL
‘ | See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-10005-H 10 25 0.5 100 10 2 O
SH300-RH4-10010-H 10 25 1 100 10 2 ([ ]
SH300-RH4-10020-H 10 25 2 100 10 2 [ ]
SH300-RH4-12005-H 12 30 0.5 100 12 2 [ ]
SH300-RH4-12010-H 12 30 1 100 12 2 [ ]
SH300-RH4-12020-H 12 30 2 100 12 2 )
SH300-RH4-16010-H 16 40 1 150 16 2 @)
SH300-RH4-16020-H 16 40 2 150 16 2 o
SH300-RH4-20010-H 20 45 1 150 20 2 O
SH300-RH4-20020-H 20 45 2 150 20 2 O
SH300-RH4-20030-H 20 45 2 150 20 2 o
eStock oAvailable upon Order D e
D< 8 o
10< D< 12 Bos
D 12 Loz
unit(mm)
Workpiece Material
1234 5 6 1 2 34
oysee | oSl | vaiosis | MedemsdSiel | HeledSieol | Herdred o
( < 35HRC) ( < 35HRC)
O O © ©

© Most Suitable O Suitable

Cutting Parameters X P463
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-RN4-H &=

4 Flute Corner Radius, with Reduced Neck

"

.

6l _ JF Fig1
* Lc ?
L1
L
s J
e S = ok
EL—C“ See page 97 for guidelines to icons
L
Ordering Code D Lc r L1 d2 L d Figure No. | Stock

SH300-RN4-31001-H 1 2 0.1 4 0.95 50 3 1 O

SH300-RN4-01001-H 1 2 0.1 4 0.95 50 4 1 O

SH300-RN4-61001-H 1 2 0.1 4 0.95 50 6 1 O

SH300-RN4-31001E-H 1 2 0.1 4 0.95 60 3 1 O

SH300-RN4-01001E-H 1 2 0.1 4 0.95 60 4 1 [ J

SH300-RN4-61001E-H 1 2 0.1 4 0.95 60 6 1 O

SH300-RN4-01001M-H 1 2 0.1 6 0.95 50 4 1 O

SH300-RN4-31002-H 1 2 0.2 4 0.95 50 3 1 O

SH300-RN4-01002-H 1 2 0.2 4 0.95 50 4 1 O

SH300-RN4-61002-H 1 2 0.2 4 0.95 50 6 1 O

SH300-RN4-31002E-H 1 2 0.2 4 0.95 60 3 1 O

eStock oAvailable upon Order D Tol

D< 8 _8.01

10sDs12 | Qo

D 12 202

unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O @] © ©

©® Most Suitable

O Suitable

Cutting Parameters > P463
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GESAC

SOLID CARBIDE ENDMILLS

| MILLING TOOLS

SH300-RN4-H =

4 Flute Corner Radius, with Reduced Neck

Fig1 e
3 b =
- t T e mami|a |25 L
| ; | 1 9 hs l‘ Helix
‘Ll = See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L1 d2 L d Figure No. |  Stock
SH300-RN4-01002E-H 1 2 0.2 4 0.95 60 4 1 O
SH300-RN4-61002E-H 1 2 0.2 4 0.95 60 6 1 O
SH300-RN4-31501-H 1.5 3 0.1 6 1.45 50 3 1 O
SH300-RN4-01501-H 1.5 3 0.1 6 1.45 50 4 1 O
SH300-RN4-61501-H 1.5 3 0.1 6 1.45 50 6 1 O
SH300-RN4-31501E-H 15 3 0.1 6 1.45 60 3 1 O
SH300-RN4-01501E-H 1.5 3 0.1 6 1.45 60 4 1 O
SH300-RN4-61501E-H 15 3 0.1 6 1.45 60 6 1 O
SH300-RN4-31502-H 1.5 3 0.2 6 1.45 50 3 1 O
SH300-RN4-01502-H 15 3 0.2 6 1.45 50 4 1 (@)
SH300-RN4-61502-H 1.5 3 0.2 6 1.45 50 6 1 O
eStock oAvailable upon Order D Tol
D< 8 o
10< D< 12 Bois

D 12 Doz

unit(mm)

Workpiece Material
1234 5 6 1 2 34
C:Tlt; 3“;;?;" Alloy Steel M::énFs?tngéa Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O @) © ©

©® Most Suitable

OSuitable

Cutting Parameters X P463
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-RN4-H &=

4 Flute Corner Radius, with Reduced Neck

.

<

— 1

* Lc
L1

j Fig1

.

o <
K - - S j Fig2 E}ﬁgﬂ
0 See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L1 d2 L d Figure No. | Stock
SH300-RN4-31502E-H 1.5 3 0.2 6 1.45 60 3 1 o)
SH300-RN4-01502E-H 1.5 3 0.2 6 1.45 60 4 1 O
SH300-RN4-61502E-H 1.5 3 0.2 6 1.45 60 6 1 O
SH300-RN4-32001-H 2 4 0.1 8 1.95 50 3 1 O
SH300-RN4-02001-H 2 4 0.1 8 1.95 50 4 1 O
SH300-RN4-62001-H 2 4 0.1 8 1.95 50 6 1 O
SH300-RN4-32001E-H 2 4 0.1 8 1.95 60 3 1 O
SH300-RN4-02001J-H 2 4 0.1 6 1.95 60 4 1 )
SH300-RN4-02001E-H 2 4 0.1 8 1.95 60 4 1 )
SH300-RN4-62001E-H 2 4 0.1 8 1.95 60 6 1 O
SH300-RN4-32002-H 2 4 0.2 8 1.95 50 3 1 o)
eStock oAvailable upon Order D Tol
D=8 S
10< D< 12 o5
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

©® Most Suitable

O Suitable

Cutting Parameters > P463
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RN4-H =

4 Flute Corner Radius, with Reduced Neck

Fig2

.

=1 UL

See page 97 for guidelines to icons

) continue
Ordering Code D Lc r L1 d2 L d Figure No. | Stock
SH300-RN4-02002-H 2 4 0.2 8 1.95 50 4 1 O
SH300-RN4-62002-H 2 4 0.2 8 1.95 50 6 1 o
SH300-RN4-32002E-H 2 4 0.2 8 1.95 60 3 1 o
SH300-RN4-02002E-H 2 4 0.2 8 1.95 60 4 1 o
SH300-RN4-62002E-H 2 4 0.2 8 1.95 60 6 1 o
SH300-RN4-33002-H 3 6 0.2 12 29 50 3 2 o
SH300-RN4-03002-H 3 6 0.2 12 2.9 50 4 1 @)
SH300-RN4-63002-H 3 6 0.2 12 29 50 6 1 (¢)
SH300-RN4-33002E-H 3 6 0.2 12 2.9 60 3 2 o
SH300-RN4-03002E-H 3 6 0.2 12 2.9 60 4 1 ()
SH300-RN4-63002J-H 3 6 0.2 12 2.9 60 6 1 [ )
eStock oAvailable upon Order D Tol
D< 8 o
10< D< 12 Bois
D 12 Doz
unit(mm)
Workpiece Material
1234 5 6 1 2 34

C:Tlt; 3“;;?;" Alloy Steel M::énFs?tngéa Hardened Steel Hardened Steel Hardened Steel

( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > B0HRC)

O O © ©

© Most Suitable  ©Suitable

Cutting Parameters X P463

325

s|jiwpu3 eplgled ploS w



s|liwpu3z 8pigied plos

MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-RN4-H &=

4 Flute Corner Radius, with Reduced Neck

— 1

Hoic f
L1

ﬁ N
j Fig1

.

o <
=t =)= UL
Lc
o See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L1 d2 L d Figure No. | Stock
SH300-RN4-63002E-H 3 6 0.2 12 2.9 60 6 1 O
SH300-RN4-33005-H 3 6 0.5 12 2.9 50 3 2 o
SH300-RN4-03005-H 3 6 0.5 12 2.9 50 4 1 O
SH300-RN4-63005-H 3 6 0.5 12 2.9 50 6 1 o
SH300-RN4-33005E-H 3 6 0.5 12 2.9 60 3 2 O
SH300-RN4-03005E-H 3 6 0.5 12 2.9 60 4 1 o
SH300-RN4-63005E-H 3 6 0.5 12 2.9 60 6 1 O
SH300-RN4-04002-H 4 8 0.2 16 3.9 50 4 2 o
SH300-RN4-64002-H 4 8 0.2 16 3.9 50 6 1 O
SH300-RN4-04002E-H 4 8 0.2 16 3.9 60 4 2 o
SH300-RN4-64002E-H 4 8 0.2 16 3.9 60 6 1 O
eStock oAvailable upon Order D Tol
D=8 S
10< D< 12 o5
b 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable

O Suitable

Cutting Parameters > P463
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GESAC

SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RN4-H =

4 Flute Corner Radius, with Reduced Neck

A JF 7 Fig1 R
L
3 b =
i | 1 Helix
‘Ll = See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L1 d2 L d Figure No. |  Stock
SH300-RN4-04005-H 4 8 0.5 16 3.9 50 4 2 O
SH300-RN4-64005-H 4 8 0.5 16 3.9 50 6 1 (]
SH300-RN4-04005E-H 4 8 0.5 16 3.9 60 4 2 O
SH300-RN4-64005E-H 4 8 0.5 16 3.9 60 6 1 O
SH300-RN4-64005L-H 4 8 0.5 20 3.9 60 6 1 (]
SH300-RN4-05002-H 5 10 0.2 20 4.9 50 6 1 O
SH300-RN4-05002F-H 5 10 0.2 20 4.9 75 6 1 0]
SH300-RN4-05005-H B 10 0.5 20 4.9 50 6 1 @)
SH300-RN4-05005F-H 5 10 0.5 20 4.9 75 6 1 @)
SH300-RN4-06005J-H 6 12 0.5 24 59 60 6 2 @)
SH300-RN4-06005-H 6 12 0.5 24 59 50 6 2 @)
eStock oAvailable upon Order D Tol
D< 8 o
10< D< 12 Bois

D 12 Doz

unit(mm)

Workpiece Material
1234 5 6 1 2 34
C:Tlt; 3“;;?;" Alloy Steel M::énFs?tngéa Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O @) © ©

© Most Suitable O Suitable

Cutting Parameters X P463
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-RN4-H &=

4 Flute Corner Radius, with Reduced Neck

o - s j* LC% Fig1 s

4 _ | %, ‘ ﬁ Fig2 ;E g TIACISN ﬁgﬂ

EL—C’ See page 97 for guidelines to icons
L ) continue
Ordering Code D Lc r L1 d2 L d Figure No. Stock
SH300-RN4-06005E-H 6 12 0.5 24 5.9 60 6 2 O
SH300-RN4-06005F-H 6 12 0.5 24 5.9 75 6 2 [ )
SH300-RN4-06010-H 6 12 1 24 5.9 50 6 2 o
SH300-RN4-06010E-H 6 12 1 24 5.9 60 6 2 o
SH300-RN4-06010F-H 6 12 1 24 5.9 75 6 2 o
SH300-RN4-08005-H 8 16 0.5 32 7.9 60 8 2 o
SH300-RN4-08005E-H 8 16 0.5 32 7.9 75 8 2 o
SH300-RN4-08010-H 8 16 1 32 7.9 60 8 2 o
SH300-RN4-08010E-H 8 16 1 32 7.9 75 8 2 [ )
SH300-RN4-10005-H 10 20 0.5 40 9.9 75 10 2 o
SH300-RN4-10005F-H 10 20 0.5 40 9.9 100 10 2 O
eStock oAvailable upon Order D Tol
D=8 S
10< D< 12 o5

b 12 S0z

unit(mm)

Workpiece Material
1234 5 6 1 2 34
C:Tf;?/“;;?" Alloy Steel M::én';igi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable O Suitable

Cutting Parameters > P463
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RN4-H =

4 Flute Corner Radius, with Reduced Neck

.

=yttt - =1 UL

See page 97 for guidelines to icons

) continue
Ordering Code D Lc r L1 d2 L d Figure No. | Stock
SH300-RN4-10010-H 10 20 1 40 9.9 75 10 2 O
SH300-RN4-10010F-H 10 20 1 40 9.9 100 10 2 O
SH300-RN4-10020-H 10 20 2 40 9.9 75 10 2 O
SH300-RN4-10020F-H 10 20 2 40 9.9 100 10 2 O
SH300-RN4-12005-H 12 24 0.5 48 11.9 75 12 2 O
SH300-RN4-12005F-H 12 24 0.5 48 11.9 100 12 2 O
SH300-RN4-12010-H 12 24 1 48 11.9 75 12 2 O
SH300-RN4-12010F-H 12 24 1 48 11.9 100 12 2 )
SH300-RN4-12020-H 12 24 2 48 11.9 75 12 2 O
SH300-RN4-12020F-H 12 24 2 48 11.9 100 12 2 (@)
eStock oAvailable upon Order D Tol
D< 8 Bo1
10sps12 | Jos
D 12 202
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fe;rrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)
( < 35HRC) ( < 35HRC)
O @) © ©

© Most Suitable  © Suitable

Cutting Parameters X P463
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-R6-H =

6 Flute Corner Radius

=

- — Fig1
] = E6] T8 g E
z ==
See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
SH300-R6-06005-H 6 15 0.5 50 6 1 [ ]
SH300-R6-06010-H 6 15 1 50 6 1 o
SH300-R6-08005-H 8 20 0.5 60 8 1 o
SH300-R6-08010-H 8 20 1 60 8 1 o
SH300-R6-08005E-H 8 20 0.5 75 8 1 [ ]
SH300-R6-08010E-H 8 20 1 75 8 1 o
SH300-R6-10005-H 10 25 0.5 75 10 1 o
SH300-R6-10010-H 10 25 1 75 10 1 [ ]
SH300-R6-10020-H 10 25 2 75 10 1 o
SH300-R6-12005-H 12 30 0.5 75 12 1 o
SH300-R6-12010-H 12 30 1 75 12 1 o
SH300-R6-12020-H 12 30 2 75 12 1 o
eStock oAvailable upon Order D Tol
D= 12 So1s
b 12 S0
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) 3”;;7" Alloy Steel Msrén';?tgi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
(@) o © ©

© Most Suitable o Suitable

Cutting Parameters X P464




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-R6-H un

6 Flute Corner Radius

it

- _
Lc m )
h5 Helix
See page 97 for guidelines to icons
) continue
Ordering Code D Lc r L d Figure No. Stock
SH300-R6-14005-H 14 35 0.5 100 14 1 O
SH300-R6-14010-H 14 35 1 100 14 1 O
SH300-R6-14020-H 14 35 2 100 14 1 O
SH300-R6-16010-H 16 40 1 100 16 1 O
SH300-R6-16020-H 16 40 2 100 16 1 O
SH300-R6-16030-H 16 40 3 100 16 1 O
SH300-R6-20010-H 20 45 1 100 20 1 O
SH300-R6-20020-H 20 45 2 100 20 1 O
SH300-R6-20030-H 20 45 3 100 20 1 O
eStock oAvailable upon Order D Tol
D= 12 So1s
D 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)
( < 35HRC) ( < 35HRC)
@) O © ©

© Most Suitable o Suitable

Cutting Parameters X P464




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-RH6-H o

6 Flute Corner Radius, with Long Shank Length

e

Lc

L =R S L

See page 97 for guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
SH300-RH6-06005-H 6 15 0.5 60 6 1 o
SH300-RH6-06010-H 6 15 1 60 6 1 o

SH300-RH6-06005E-H 6 15 0.5 75 6 1 o
SH300-RH6-06010E-H 6 15 1 75 6 1 o
SH300-RH6-08005-H 8 20 0.5 75 8 1 o
SH300-RH6-08010-H 8 20 1 75 8 1 o
SH300-RH6-10005-H 10 25 0.5 100 10 1 o
SH300-RH6-10010-H 10 25 1 100 10 1 o
SH300-RH6-10020-H 10 25 2 100 10 1 o
SH300-RH6-12005-H 12 30 0.5 100 12 1 o
SH300-RH6-12010-H 12 30 1 100 12 1 [ )
eStock oAvailable upon Order D Tol
D= 12 So1s
b 12 S0
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) 3”;;7" Alloy Steel Msrén';?tgi;éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
(@) o © ©

© Most Suitable

Cutting Parameters X P464

O Suitable




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-RH6-H o

6 Flute Corner Radius, with Long Shank Length

e g

Lc

L =l < UL

See page 97 for guidelines to icons

) continue

Ordering Code D Lc r L d Figure No. Stock
SH300-RH6-12020-H 12 30 2 100 12 1 O
SH300-RH6-14005-H 14 35 0.5 120 14 1 O
SH300-RH6-14010-H 14 35 1 120 14 1 O
SH300-RH6-14020-H 14 35 2 120 14 1 (@)
SH300-RH6-16010-H 16 40 1 120 16 1 O
SH300-RH6-16020-H 16 40 2 120 16 1 (@)
SH300-RH6-16030-H 16 40 3 120 16 1 (@)
SH300-RH6-20002-H 20 45 0.2 120 20 1 (@)
SH300-RH6-20010-H 20 45 1 120 20 1 O
SH300-RH6-20020-H 20 45 2 120 20 1 (@)
SH300-RH6-20030-H 20 45 3 120 20 1 @)

eStock oAvailable upon Order D Tol

D= 12 Bois
D 12 S0z
unit(mm)
Workpiece Material
1234 5 6 1 2 34
orsed | Mosed | weteiosen | Feiesised | e | e s
( < 35HRC) ( < 35HRC)
@) (@) © ©

©® Most Suitable  © Suitable

Cutting Parameters X P464




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-RL6-H

6 Flute Corner Radius, with Long Flute Length

> — Fig1
Lc .
- 563 e m & E
See page 97 for guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
SH300-RL6-06002E-H 6 25 0.2 100 6 1 O
SH300-RL6-06002F-H 6 45 0.2 120 6 1 (@]
SH300-RL6-08002E-H 8 35 0.2 100 8 1 (@]
SH300-RL6-08002F-H 8 45 0.2 100 8 1 (@]
SH300-RL6-10002E-H 10 45 0.2 120 10 1 (@]
SH300-RL6-12002E-H 12 45 0.2 150 12 1 (@]
eStock oAvailable upon Order D Tol
D= 12 So1s
D 12 Loz
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) 3”;;7" Alloy Steel M::én';?tgi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable

Cutting Parameters X P464

O Suitable




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

FH200-R4-H un

4 Flute Corner Radius

Y y ‘ 15°
| e S L
E - - - Fig2 n° ‘ EE:

D

L e I See page 97 for guidelines to icons
L
Ordering Code D Lc r d2 L1 L d Figure No. | Stock
FH200-R4-01002-H 1 1 0.2 0.95 2 50 4 1 O
FH200-R4-01505-H 1.5 15 0.5 1.45 3 50 4 1 O
FH200-R4-02005-H 2 2 0.5 1.9 4 50 6 1 O
FH200-R4-03005-H 3 3 0.5 29 6 50 6 1 O
FH200-R4-04005-H 4 4 0.5 3.8 8 60 6 1 [
FH200-R4-05005-H 5 5 0.5 4.7 10 60 6 1 O
FH200-R4-05010-H 5 5 1 4.7 10 60 6 1 O
FH200-R4-06003-H 6 6 0.3 5.7 12 60 6 2 O
FH200-R4-06005-H 6 6 0.5 5.7 12 60 6 2 )
FH200-R4-06010-H 6 6 1 5.7 12 60 6 2 O
FH200-R4-06015-H 6 6 15 5.7 12 60 6 2 O
eStock oAvailable upon Order D Tol
D< 5 o1
D5 Sois
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::It:) c;nSSt;eeTl, Alloy Steel M::én':s,ietgglel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
© © © ©

©® Most Suitable  © Suitable

Cutting Parameters X P466




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

FH200-R4-H =

4 Flute Corner Radius

- - - A Figt

( =R ] Yk
Bl N _ I =7 4d g

See page 97 for guidelines to icons

d2

LC
L1

L ) continue
Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
FH200-R4-08003-H 8 8 0.3 7.6 16 60 8 2 o
FH200-R4-08005-H 8 8 0.5 7.6 16 60 8 2 (@]
FH200-R4-08010-H 8 8 1 7.6 16 60 8 2 [ ]
FH200-R4-08020-H 8 8 2 7.6 16 60 8 2 (@]
FH200-R4-10005-H 10 10 0.5 9.5 20 75 10 2 o
FH200-R4-10010-H 10 10 1 9.5 20 75 10 2 [ ]
FH200-R4-10020-H 10 10 2 9.5 20 75 10 2 o
FH200-R4-12005-H 12 12 0.5 11.5 24 75 12 2 o
FH200-R4-12010-H 12 12 1 11.5 24 75 12 2 o
FH200-R4-12020-H 12 12 2 11.5 24 75 12 2 o
FH200-R4-12030-H 12 12 3 11.5 24 75 12 2 o
eStock oAvailable upon Order D Tol
Ds5 S
b5 So1s
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:::‘-:) 3”;;697" Alloy Steel Msri’nFs?trvari;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
© © © ©

© Most Suitable o Suitable

Cutting Parameters X P466




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

FH200-RN4-H un

4 Flute Corner Radius, with Reduced Neck

e ||
) L
y <
: =R L
e See page 97 for guidelines to icons
) L
Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
FH200-R4-06010-H 6 6 1 5.7 12 60 6 2 o
FH200-R4-06015-H 6 6 1.5 5.7 12 60 6 2 o
FH200-RN4-08005-H 8 8 0.5 7.6 24 75 8 2 o
FH200-RN4-08005E-H 8 8 0.5 7.6 24 100 8 2 o
FH200-RN4-08010-H 8 8 1 7.6 24 75 8 2 o
FH200-RN4-08010E-H 8 8 1 7.6 24 100 8 2 o
FH200-RN4-08020-H 8 8 2 7.6 24 75 8 2 o
FH200-RN4-08020E-H 8 8 2 7.6 24 100 8 2 o
FH200-RN4-10005-H 10 10 0.5 9.5 30 100 10 2 o
FH200-RN4-10010-H 10 10 1 9.5 30 100 10 2 o
FH200-RN4-10020-H 10 10 2 9.5 30 100 10 2 o
eStock oAvailable upon Order D Tol
b<5 S
b5 Bo1s
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E) onSSt;eeTl, Alloy Steel M::én':s,ietgglel Hardened Steel Hardened Steel Hardened Steel
(< 3>’5HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > BOHRC)
© © © ©

©® Most Suitable  © Suitable

Cutting Parameters X P466




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

FH200-RN4-H o

4 Flute Corner Radius, with Reduced Neck

Lc . =
. L1
o <
s - - e A Fig2 A o [
LC See page 97 for guidelines to icons
L1
L ) continue
Ordering Code D Lc r d2 L1 L d Figure No. Stock
FH200-RN4-12005-H 12 12 0.5 11.5 36 100 12 2 @]
FH200-RN4-12010-H 12 12 1 11.5 36 100 12 2 @)
FH200-RN4-12010E-H 12 12 1 11.5 36 120 12 2 @]
FH200-RN4-12020-H 12 12 2 11.5 36 100 12 2 @]
FH200-RN4-12020E-H 12 12 2 11.5 36 120 12 2 @]
FH200-RN4-12030-H 12 12 3 11.5 36 100 12 2 @]
FH200-RN4-12030E-H 12 12 3 11.5 36 120 12 2 @]
eStock oAvailable upon Order = Tol
Ds 5 o1
D 5 So1s
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:Lt:) 3”;;7" Alloy Steel Msrén';?tgi;éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
© © © ©

© Most Suitable  © Suitable

Cutting Parameters X P466




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

FH200-R6-H un

6 Flute Corner Radius

de
A

Fig1

ol =]

L 20°
h5 Helix

See page 97 for guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
FH200-R6-06004-H 6 5 0.375 5.5 18 60 6 1 [ ]
FH200-R6-08005-H 8 7 0.5 7.5 24 75 8 1 [
FH200-R6-10006-H 10 8 0.625 9.5 30 90 10 1 [
FH200-R6-12008-H 12 10 0.75 1.5 36 100 12 1 ([ ]
FH200-R6-16010-H 16 14 1 15.5 48 110 16 1 o
FH200-R6-20013-H 20 18 1.25 19.5 60 125 20 1 o

eStock oAvailable upon Order D Tol
el I X
unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel, PH, Ferrite,
Alloy Steel (gg?XSSHtI:g) MartensiteSteel Hardened Steel(45- H?;g?gggrfgjel H?rgeggg:ée)el
( < 35HRC) ( < 35HRC) 55HRC)
© © © ©

©® Most Suitable  © Suitable

Cutting Parameters X P467




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

FH200-RH6-H &=

6 FluteCorner Radius, with Long Shank Length

da2
~

. a Fig1

= =gy UL

See page 97 for guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No. |  Stock
FH200-RH6-06004-H 6 5 0.375 55 18 100 6 1 O
FH200-RH6-08005-H 8 7 0.5 7.5 24 100 8 1 O
FH200-RH6-10006-H 10 8 0.625 9.5 30 120 10 1 O
FH200-RH6-12008-H 12 10 0.75 11.5 36 120 12 1 O
FH200-RH6-16010-H 16 14 1 15.5 48 150 16 1 O
FH200-RH6-20013-H 20 18 1.25 19.5 60 150 20 1 O

eStock oAvailable upon Order D Tol
-0.014
Ds< 20 -0.038
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) ( > 6OHRC)
( < 35HRC) ( < 35HRC)
© © © ©

© Most Suitable

Cutting Parameters X P467

O Suitable




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

FH200-RN6-H &=

6 FluteCorner Radius, with Reduced Neck

Fig1

) . E] THOSH = g E
h5 Helix
L

See page 97 for guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No. | Stock
FH200-RH6-06004-H 6 5 0.375 5.5 18 100 6 1 (@)
FH200-RH6-08005-H 8 7 0.5 7.5 24 100 8 1 @)
FH200-RH6-10006-H 10 8 0.625 9.5 30 120 10 1 @)
FH200-RH6-12008-H 12 10 0.75 11.5 36 120 12 1 @)
FH200-RH6-16010-H 16 14 1 15.5 48 150 16 1 @)
FH200-RH6-20013-H 20 18 1.25 19.5 60 150 20 1 @)

eStock oAvailable upon Order D Tol
-0.014
Ds< 20 -0.038
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)
( < 35HRC) ( < 35HRC)
© © © ©

©® Most Suitable  © Suitable

Cutting Parameters X P467




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP100-B2

2 Flute, Ballnose

Q.
° — T Fig1 (
] Lo | ’ g
; -
e =mET
] ‘ Le See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP100-B2-00601 0.6 0.3 1.2 50 4 1 [
UP100-B2-00801 0.8 0.4 1.6 50 4 1 e)
UP100-B2-00901 0.9 0.45 1.8 50 4 1 e)
UP100-B2-01002 1 0.5 2 50 4 1 )
UP100-B2-01503 15 0.75 3 50 4 1 e}
UP100-B2-02004 2 1 4 50 4 1 )
UP100-B2-02505 25 1.25 5 50 4 1 e)
UP100-B2-03006 3 1.5 6 50 4 1 )
UP100-B2-63006 3 1.5 6 50 6 1 @)
UP100-B2-63508 3.5 1.75 8 50 6 1 [ )
UP100-B2-04008 4 2 8 50 4 2 @)
UP100-B2-64008 4 2 8 50 6 1 [
eStock oAvailable upon Order R Tol
Rs 1.5 e
1.5<R<3 Bois
R>3 S0z
unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable  © Suitable

Cutting Parameters X P424




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP100-B2

2 Flute, Ballnose

Q-.
N - T Figt ﬂ
‘ Lc
L -=C |
Q.
. [
mcm| @3 [ riam 207 U
- — — — Fig2 h6 Helix || Ballnose
‘ Lc See page 97 for guidelines to icons
L P .
) continue
Ordering Code D R Lc L d Figure No. Stock
UP100-B2-05010 5 2.5 10 50 6 1 [ ]
UP100-B2-06012 6 3 12 50 6 2 [ ]
UP100-B2-07014 7 3.5 14 60 8 1 O
UP100-B2-08014 8 4 14 60 8 2 O
UP100-B2-09016 9 4.5 16 75 10 1 o
UP100-B2-10018 10 5 18 75 10 2 o
UP100-B2-11020 11 55 20 75 12 1 o)
UP100-B2-12022 12 6 22 75 12 2 @)
UP100-B2-13026 13 6.5 26 90 16 1 @]
UP100-B2-14026 14 7 26 90 16 1 @]
UP100-B2-15030 15 7.5 30 90 16 1 @]
UP100-B2-16030 16 8 30 100 16 2 @]
UP100-B2-20038 20 10 38 100 20 2 @]
eStock oAvailable upon Order R Tol
Rs 15 o
1.5<R<3 So1s
Rz 3 B2
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, All Alloy Steel, Tool Stainl . .
g; egr( <3§?—|RC())y Stggl ( <i§HR%O) gltgeelss Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

©® Most Suitable  © Suitable

Cutting Parameters X P424




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP100-BH2

2 Flute Ballnose with Long Shank Length

o - - I@éy Figt :
‘ Lc
L
<
| = Q| -] e
hé Ballnose
L ‘A See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP100-BH2-02004 2 1 4 75 4 1 O
UP100-BH2-03006 & 1.5 6 75 4 1 O
UP100-BH2-04008 4 2 8 75 4 2 O
UP100-BH2-05010 5 2.5 10 75 6 1 O
UP100-BH2-06012 6 3 12 100 6 2 [ )
UP100-BH2-08016 8 4 16 100 8 2 o
UP100-BH2-10020 10 5 20 150 10 2 o
UP100-BH2-12024 12 6 24 150 12 2 o
eStock oAvailable upon Order R Tol
Rs 1.5 o1
1.5<R<3 _8'015
R=3 So2
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, All Alloy Steel, Tool Stainl . .
g'; egr( <3§GHRCt)Jy S?e}lel( 4%?4R8§) g{g:ﬁs Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O

© Most Suitable  © Suitable

Cutting Parameters X P424




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

UP100-B4

4 Flute, Ballnose

Cutting Parameters X P424

s
— - Fig1 f
— L - e
s
: - =11 U
L o e s
L LLA See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP100-B4-02004 2 1 4 50 4 1 o
UP100-B4-02505 25 1.25 5 50 4 1 [
UP100-B4-03006 3 1.5 6 50 4 1 )
UP100-B4-63006 3 1.5 6 50 6 1 [ )
UP100-B4-04008 4 2 8 50 4 2 o
UP100-B4-64008 4 2 8 50 6 1 [
UP100-B4-05010 5 25 10 50 6 1 [ ]
UP100-B4-06012 6 3 12 50 6 2 )
UP100-B4-07014 7 35 14 60 8 1 [ )
UP100-B4-08014 8 4 14 60 8 2 °
UP100-B4-09016 9 4.5 16 75 10 1 [ ]
UP100-B4-10018 10 5 18 75 10 2 [ ]
UP100-B4-11020 11 5.5 20 75 12 1 ()
UP100-B4-12022 12 6 22 75 12 2 [ )
UP100-B4-14024 14 7 24 75 14 2 o
UP100-B4-16030 16 8 30 100 16 2 o
UP100-B4-20038 20 10 38 100 20 2 o
eStock oAvailable upon Order R Tol
Rs< 15 o
1.5<R<3 Qois
R> 3 Loz
unit(mm)
Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
Cg;ggﬂf;gi’é\g?y Ag?geﬂ%ﬂ’gg?l Stgitréleelss Cast Iron Aluminium Alloys Copper Alloys Graphite
© O O © O O
© Most Suitable  © Suitable

345

s|jiwpu3 eplgled ploS w



S|llwpu3 8plqied plos w

MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-B2

2 Flute, Ballnose

&
o — + Fig1 [r— =
L Lﬁ,
&
o = ESASO
. LL—C> See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP210-B2-00801 0.8 0.4 1.6 50 4 1 o
UP210-B2-00901 0.9 0.45 1.8 50 4 1 o
UP210-B2-01002 1 0.5 2 50 4 1 [ ]
UP210-B2-01503 1.5 0.75 3 50 4 1 )
UP210-B2-02004 2 1 4 50 4 1 [ ]
UP210-B2-62004 2 1 4 50 6 1 )
UP210-B2-02505 25 1.25 5 50 4 1 O
UP210-B2-03006 3 15 6 50 4 1 )
UP210-B2-63006 3 15 6 50 6 1 ®
UP210-B2-04008 4 2 8 50 4 2 [}
UP210-B2-64008 4 2 8 50 6 1 [}
UP210-B2-05010 5 25 10 50 6 1 °
UP210-B2-05510 55 2.75 10 50 6 1 (e}
eStock oAvailable upon Order R Tol
Rs 15 Bo1
15<R<3 o5
Rz 3 02
unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © @) ©

© Most Suitable o Suitable

Cutting Parameters X P428

346



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-B2

2 Flute, Ballnose

Q.
° — -+ — Fig1 [ -
‘ Lc
L
Q.
== - Q-] L
h6 Ballnose
‘ Lc See page 97 for guidelines to icons
L
) continue
Ordering Code D R Lc L d Figure No. Stock
UP210-B2-06012 6 3 12 50 6 2 o
UP210-B2-07014 7 315 14 60 8 1 o
UP210-B2-08014 8 4 14 60 8 2 o
UP210-B2-09016 9 45 16 75 10 1 [ ]
UP210-B2-10018 10 5 18 75 10 2 [ ]
UP210-B2-11020 " 5.5 20 75 12 1 O
UP210-B2-12022 12 6 22 75 12 2 [ )
UP210-B2-13026 13 6.5 26 90 14 1 O
UP210-B2-14026 14 7 26 90 14 2 [}
UP210-B2-15030 15 7.5 30 100 16 1 O
UP210-B2-16030 16 8 30 100 16 2 [}
UP210-B2-18034 18 9 34 100 18 2 O
UP210-B2-20038 20 10 38 100 20 2 [}
eStock oAvailable upon Order R Tol
Rs< 15 o
1.5<R<3 Bois
R=2 3 o2
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©

© Most Suitable o Suitable

Cutting Parameters X P428
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-BH2

2 Flute Ballnose with Long Shank Length

<
© o T Fig1 ﬁ
i e,
b = =S ASE
L Lc See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-02004 2 1 4 75 4 1 [}
UP210-BH2-03006 3 1.5 6 75 4 1 ()
UP210-BH2-63006 3 1.5 6 75 6 1 ()
UP210-BH2-04008 4 2 8 75 4 2 [ )
UP210-BH2-64008 4 2 8 75 6 1 ()
UP210-BH2-05010 5 25 10 75 6 1 )
UP210-BH2-06012 6 3 12 75 6 2 )
UP210-BH2-07014 7 3.5 14 100 8 1 (@)
UP210-BH2-08014 8 4 14 100 8 2 ()
UP210-BH2-09016 9 45 16 100 10 1 O
UP210-BH2-10018 10 5 18 100 10 2 )
UP210-BH2-11020 1 55 20 100 12 1 O
UP210-BH2-12022 12 6 22 100 12 2 [ )
UP210-BH2-14026 14 7 26 150 14 2 O
UP210-BH2-16030 16 8 30 150 16 2 ®
UP210-BH2-18034 18 9 34 150 18 2 O
UP210-BH2-20038 20 10 38 150 20 2 [}
eStock oAvailable upon Order R Tol
Rs 1.5 B
1.5<R<3 o5
R=3 So2
unit(mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© © O ©

© Most Suitable o Suitable

Cutting Parameters 3 P428

348



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UP210-B4

4 Flute, Ballnose

Q.
© — — Fig1 ~—| - -
Lc
= e
_ - , @ .

L LLv See page 97 for guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
UP210-B4-02004 2 1 4 50 4 1 O
UP210-B4-02505 2.5 1.25 5 50 4 1 O
UP210-B4-03006 3 1.5 6 50 4 1 e}
UP210-B4-63006 3 1.5 6 50 6 1 (@]
UP210-B4-04008 4 2 8 50 4 2 O
UP210-B4-64008 4 2 8 50 6 1 O
UP210-B4-05010 5 2.5 10 50 6 1 o
UP210-B4-06012 6 3 12 50 6 2 O
UP210-B4-07014 7 3.5 14 60 8 1 O

eStock oAvailable upon Order R Tol
R< 1.5 So1
15<R<3 Do1s
Rz 3 o2
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
) @ 0 ®

© Most Suitable o Suitable

Cutting Parameters X P428




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UP210-B4

4 Flute, Ballnose

o _ o Fig1 -—l - -
‘ Lc
~ Eg
_ - . @Al
° Fig2 l4d ACSIN m Ea”n

L LL* See page 97 for guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
UP210-B4-08014 8 4 14 60 8 2 [
UP210-B4-09016 9 45 16 75 10 1 o
UP210-B4-10018 10 5 18 75 10 2 [e)
UP210-B4-11020 11 515 20 75 12 1 O
UP210-B4-12022 12 6 22 75 12 2 [ )
UP210-B4-14024 14 7 24 75 14 2 O
UP210-B4-16030 16 8 30 100 16 2 O
UP210-B4-18034 18 9 34 100 18 2 O
UP210-B4-20038 20 10 38 100 20 2 [e)

eStock oAvailable upon Order R Tol
Rs 1.5 B
1.5<R<3 Bos
Rz 3 D02
unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Alloy Steel, Tool .
Carbon Steel, Alloy | Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ©) ) ©)

© Most Suitable o Suitable

Cutting Parameters X P428




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SP210-B2

2 Flute, Ballnose

T R
9*% - — - Fig1
L —+Leq—
) R o]
e
Lﬁ o h6 Helix Ballnose

See page 97 for guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
SP210-B2-01002 1 0.5 2 50 4 1 [
SP210-B2-01503 1.5 0.75 3 50 4 1 °
SP210-B2-02004 2 1 4 50 4 1 [ ]
SP210-B2-03006 3 1.5 6 50 4 1 °
SP210-B2-04008 4 2 8 50 4 2 [ ]
SP210-B2-06012 6 3] 12 50 6 2 °
SP210-B2-08014 8 4 14 60 8 2 °
SP210-B2-10018 10 5] 18 75 10 2 [ )
SP210-B2-11020 11 5.5 20 75 12 1 [
SP210-B2-12022 12 6 22 75 12 2 [ )

eStock oAvailable upon Order R Tol
Rs< 15 o
1.5<R<3 Bo1s
R=3 B0z
unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Alloy Steel, Tool .
C;Z‘;‘(fége'_'i;‘g‘;y Steel(<48HRC) Stg't’;';ss Cast Iron Aluminium Alloys Copper Aloys Graphite
© © O ©

© Most Suitable o Suitable

Cutting Parameters > P431




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SP210-BH2

2 Flute, Ballnose with Long Shank Length

T R
¢ Fig1
L Lc

_—

ey . = o] Unt
L — | See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
SP210-BH2-61002 1 0.5 2 75 6 1 )
SP210-BH2-61503 1.5 0.75 3 75 6 1 [
SP210-BH2-62004 2 1 4 75 6 1 [
SP210-BH2-63006 3 1.5 6 75 6 1 [
SP210-BH2-04008 4 2 8 75 4 2 [
SP210-BH2-64008 4 2 8 75 6 1 ®
SP210-BH2-06012 6 3 12 75 6 2 [
SP210-BH2-08014 8 4 14 75 8 2 [
SP210-BH2-10018 10 5 18 100 10 2 )
SP210-BH2-12022 12 6 22 100 12 2 [
eStock oAvailable upon Order R Tol
Rs 1.5 Lo
1.5<R<3 o5
Rz 3 S0z
unit(mm)

Workpiece Material

P m I3

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless - .
Steel(<35 HRC) Steel(<48HRC) Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
® ©) ) ©)

© Most Suitable o Suitable

Cutting Parameters X P431




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

UPM100-BN2

2 Flute Ballnose, Miniature Sizes with Reduced Neck

d2
@

o — — Fig1
Lc

L1
L =@ Un

See page 97 for guidelines to icons

Ordering Code D R Lc d2 L1 L d Figure No. Stock
UPM100-BN2-00802 0.8 0.4 0.6 0.75 2 50 4 1 o
UPM100-BN2-00804 0.8 0.4 0.6 0.75 4 50 4 1 o
UPM100-BN2-00806 0.8 0.4 0.6 0.75 6 50 4 1 [ ]
UPM100-BN2-01006 1.0 0.5 0.8 0.95 6 50 4 1 o
UPM100-BN2-01008 1.0 0.5 0.8 0.95 8 50 4 1 o
UPM100-BN2-01010 1.0 0.5 0.8 0.95 10 50 4 1 [ ]
UPM100-BN2-01206 1.2 0.6 1.0 1.15 6 50 4 1 o
UPM100-BN2-01208 1.2 0.6 1.0 1.15 8 50 4 1 o
UPM100-BN2-01210 1.2 0.6 1.0 1.15 10 50 4 1 [ ]
UPM100-BN2-01508 1.5 0.75 1.4 1.44 8 50 4 1 o
UPM100-BN2-01510 1.5 0.75 1.4 1.44 10 50 4 1 o
UPM100-BN2-01512 1.5 0.75 1.4 1.44 12 50 4 1 [ ]
UPM100-BN2-02008 2.0 1.0 1.6 1.92 8 50 4 1 o
UPM100-BN2-02010 2.0 1.0 1.6 1.92 10 50 4 1 o
UPM100-BN2-02012 2.0 1.0 1.6 1.92 12 50 4 1 [ ]

eStock oAvailable upon Order R Tol
04sRs 1 + 0.015
unit(mm)
Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
Cg;l;:ﬂi}tge}_ll,é-\(lzl;)y g%fjgh;‘g Stgitr;:lss Cast Iron Aluminium Alloys Copper Alloys Graphite
© @) O ©

© Most Suitable o Suitable

Cutting Parameters 3 P436
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

US200-B2

2 Flute, Ballnose

<
o — + Fig1 !
— [ —— .
)Y
| ——— =l U
L ‘ Lc See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
US200-B2-01002 1 0.5 2 50 4 1 o
US200-B2-01503 1.5 0.75 3 50 4 1 o
US200-B2-02004 2 1 4 50 4 1 o
US200-B2-03006 3 1.5 6 50 4 1 o
US200-B2-63006 3 1.5 6 50 6 1 [ )
US200-B2-04008 4 2 8 50 4 2 [ )
US200-B2-64008 4 2 8 50 6 1 °
US200-B2-05010 5 25 10 50 6 1 [ )
US200-B2-06012 6 3 12 50 6 2 °
US200-B2-08014 8 4 14 60 8 2 [ ]
US200-B2-10018 10 5 18 75 10 2 [ ]
US200-B2-12022 12 6 22 75 12 2 [ ]
US200-B2-16026 16 8 26 100 16 2 [
US200-B2-20038 20 10 38 100 20 2 [
eStock oAvailable upon Order D Tol
D= 12 S0z
D 12 Sos
unit(mm)
Workpiece Material
P M K
1234 5 123 123 123 4
CZ‘;‘;‘;T:;;T_:;&'; Y AS\ItIZZI(S:zg:_,"'I_\}:;I Stgitr;I:Is s Cast Iron Heat-resistant Alloys Titanium Alloys
(@) ©) © (@) ©) O

© Most Suitable o Suitable

Cutting Parameters X P438

354



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

US200-B4

4 Flute, Ballnose

H—- = . — .
Q.
. E—— el -0 e

Lc See page 97 for guidelines to icons
L

Ordering Code D R Lc L d Figure No. Stock
US200-B4-01002 1 0.5 2 50 4 1 ]
US200-B4-01503 15 0.75 3 50 4 1 ]
US200-B4-02004 2 1 4 50 4 1 O
US200-B4-03006 3 1.5 6 50 4 1 ]
US200-B4-04008 4 2 8 50 4 2 [ ]
US200-B4-05010 5 2.5 10 50 6 1 (@]
US200-B4-06012 6 3 12 50 6 2 (@]
US200-B4-08014 8 4 14 60 8 2 [ ]
US200-B4-10018 10 5 18 75 10 2 [ ]
US200-B4-12022 12 6 22 75 12 2 (@]
US200-B4-16026 16 8 26 100 16 2 (@]
US200-B4-20038 20 10 38 100 20 2 (@]
US200-B4-63006 3 1.5 6 50 6 1 (@]
US200-B4-64008 4 2 8 50 4 2 (@]

eStock oAvailable upon Order D Tol
Ds 12 o2
D 12 o3
unit(mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel, Alloy Alloy Steel, Tool Stainless . .
Steel(<35HRC) Steel(<48HRC) Steel Cast Iron Heat-resistant Alloys Titanium Alloys
O O © O O O

© Most Suitable o Suitable

Cutting Parameters X P438
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

UA100-B2

2 Flute, Ballnose

L Lc
q~
| mam] g3 |30 U
© - - - Fig2 né m Ballnose
‘ Lc See page 97 for guidelines to icons
L - =C

Ordering Code D R Lc L d Figure No. Stock
UA100-B2-01002 1 0.5 2 50 4 1 O
UA100-B2-02004 2 1 4 50 4 1 O
UA100-B2-03006 3 15 6 50 4 1 [}
UA100-B2-63006 3 15 6 50 6 1 [}
UA100-B2-04008 4 2 8 50 4 2 [}
UA100-B2-64008 4 2 8 50 6 1 O
UA100-B2-05010 5 25 10 50 6 1 [ J
UA100-B2-06012 6 3 12 50 6 2 O
UA100-B2-07014 7 3.5 14 60 8 1 [ J
UA100-B2-08014 8 4 14 60 8 2 [ J
UA100-B2-09016 9 45 16 75 10 1 [ ]
UA100-B2-10018 10 5 18 75 10 2 O
UA100-B2-12022 12 6 22 75 12 2 [ ]
UA100-B2-16026 16 8 26 100 16 2 O

eStock oAvailable upon Order D Tol

Ds 12 o2
D 12 Dos
unit(mm)
Workpiece Material
1234 5 123 123 123 4
Casrtt;oer;(f;esﬂkﬁél)o Y ggg,gﬁgb;g‘ Stainless Steel Cast Iron Heat-resistant Alloys Titanium Alloys
© ©

© Most Suitable o Suitable

Cutting Parameters X P443




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SA300-BN2

2 Flute Ballnosewith Reduced Neck

o —%dﬁ Fig e c—
L1 @

- ) s0°[
hé Helix  f§ Ballnose

See page 97 for guidelines to icons

Ordering Code D R Lc L1 d2 L d Figure No. | Stock
SA300-BN2-10030 10 5 12 30 9.5 70 10 1 O
SA300-BN2-12036 12 6 14 36 11.5 80 12 1 O
SA300-BN2-16048 16 8 18 48 15 100 16 1 (@]
SA300-BN2-20060 20 10 24 60 19 112 20 1 (@]

eStock oAvailable upon Order R Tol
R< 10 + 0.02
unit(mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool . - .
Steel(<35HRC) Steel(<48HRC) Stainless Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
© ©

© Most Suitable o Suitable

Cutting Parameters X P447




MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

$G200-B2

2 Flute, Ballnose

-

: .
e G =@ Jua
] ‘ Lc See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
SG200-B2-01002 1 0.5 2 50 4 1 O
SG200-B2-01503 1.5 0.75 3 50 4 1 o
SG200-B2-02004 2 1 4 50 4 1 )
SG200-B2-03006 3 15 6 50 4 1 o
SG200-B2-04008 4 2 8 50 4 2 o
SG200-B2-05010 5 25 10 50 6 1 e}
SG200-B2-06012 6 3 12 50 6 2 [
SG200-B2-08014 8 4 14 60 8 2 e}
SG200-B2-10018 10 5 18 75 10 2 O
SG200-B2-12022 12 6 22 75 12 2 e}
eStock oAvailable upon Order D Tol
R 3 Bo2
3<R< 6 o3
unit(mm)

Workpiece Material

M 3

1234 5 123 123 123 4
Alloy steel , . .
Carbon Steel,Alloy steel Tool steel Stainless Steel Cast Iron Heat-resistant Heat-resistant
(< 35HRC) (< HRC48) Super Alloys Super Alloys
O O ©

© Most Suitable o Suitable

Cutting Parameters X P450




GESAC

SOLID CARBIDE ENDMILLS

MILLING TOOLS

S$SG200-BN2

2 Flute Ballnose with Reduced Neck

Q|
Q,
75‘ - —A  Fig! I
e %
L1
L
K J
< — == A Fig2 G| @ m '
Lc m Ballnose
L1 See page 97 for guidelines to icons
L
Ordering Code D R Lc L1 D1 L d Figure No. Stock
SG200-BN2-01010 1 0.5 3 10 0.95 50 4 1 [
SG200-BN2-01515 1.5 0.75 3 15 1.44 50 4 1 O
SG200-BN2-02020 2 1 4 20 1.92 75 4 1 [ ]
SG200-BN2-03015 3 1.5 6 15 29 50 4 1 O
SG200-BN2-03020 3 1.5 6 20 29 75 4 1 O
SG200-BN2-04012 4 2 8 12 3.9 60 4 2 O
SG200-BN2-04020 4 2 8 20 3.9 60 4 2 [ J
SG200-BN2-06018 6 3 12 18 5.9 75 6 2 @)
SG200-BN2-06030 6 3 12 30 5.9 75 6 2 (e)
SG200-BN2-08024 8 4 14 24 7.9 100 8 2 O
SG200-BN2-08040 8 4 14 40 7.9 100 8 2 (e)
SG200-BN2-10030 10 5 18 30 9.8 100 10 2 O
SG200-BN2-10050 10 5 18 50 9.8 100 10 2 O
SG200-BN2-12035 12 6 22 35 11.8 100 12 2 O
SG200-BN2-12050 12 6 22 50 11.8 100 12 2 O
eStock oAvailable upon Order D Tol
R 3 D02
3<R< 6 903
unit(mm)
Workpiece Material
1234 5 123 123 123 4
Alloy steel , . .
Carbon fgese'_li,ggoy steel Tool steel Stainless Steel Cast Iron }-Iseat—re/s_\lllstant I-Iseat—rei:lstant
( ) (< HRC48) uper Alloys uper Alloys
(@) O ©

© Most Suitable

> Suitable

Cutting Parameters X P450

359
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MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SN200-B4

4 Flute Ballnose, with Unequal Flute Spacing

4 —a
_ D " Fig1

Lc

L o

See page 97 for guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
SN200-B4-06012 6 3 12 50 6 1 @]
SN200-B4-08014 8 4 14 60 8 1 (@]
SN200-B4-10018 10 5 18 75 10 1 @]
SN200-B4-12022 12 6 22 75 12 1 e)
SN200-B4-16026 16 8 26 90 16 1 o

eStock oAvailable upon Order R Tol
R> 3 + 0.020
unit(mm)

Workpiece Material

P M 'S |

1234 5 123 123 4
Alloy steel , .
Carbon Steel,Alloy steel Tool steel Stainless Steel Heat-resistant Titanium Alloys
(<35HRC) (< HRC48) Super Alloys
©) (©) (©) © ©)

© Most Suitable o Suitable

Cutting Parameters X P453




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

ST200-B4

4 Flute Ballnose, with Unequal Flute Spacing

{ ——
= — = . Fig1
Lc
L
Ballnose
See page 97 for guldelines to icons
Ordering Code D R Lc L d Figure No. Stock

ST200-B4-06012 6 3 12 50 6 1 O

ST200-B4-08014 8 4 14 60 8 1 (@)

ST200-B4-10018 10 5 18 75 10 1 O

ST200-B4-12022 12 6 22 80 12 1 (@)

ST200-B4-16026 16 8 26 90 16 1 o

eStock oAvailable upon Order R Tol
R= 3 + 0.020
unit(mm)
Workpiece Material
1234 5 123 123 4
Alloy steel , .
Carbor(1 ;Sgese:isgo)y steel Tool steel Stainless Steel ';euat:fillféagt Titanium Alloys
(< HRC48) P ¥
O O O O ©

© Most Suitable o Suitable

Cutting Parameters X P456




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH160-B2

2 Flute Ballnose

%
Le
L
Q.
_ = - . o TiAIN W _
= Fig2 hé m Ballnose
‘ Le See page 97 for guidelines to icons
L

Ordering Code D R Lc L d Figure No. Stock
SH160-B2-00501 0.5 0.25 1 50 4 1 [ J
SH160-B2-01002 1 0.5 2 50 4 1 °
SH160-B2-01503 15 0.75 3 50 4 1 [}
SH160-B2-02004 2 1 4 50 4 1 o
SH160-B2-03006 3 1.5 6 50 4 1 o
SH160-B2-04008 4 2 8 50 4 2 o
SH160-B2-05010 5 25 10 50 6 1 [}
SH160-B2-06012 6 3 12 50 6 2 [}
SH160-B2-07014 7 3.5 14 60 8 1 [}
SH160-B2-08014 8 4 14 60 8 2 [}

eStock oAvailable upon Order D Tol

Rs< 1.5 o1

1.5<R<3 _8'015
Rz 3 o2
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C:ﬁ; (;nS?;ZTl’ Alloy Steel PH, Ferntset,eglllartensne Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable  © Suitable

Cutting Parameters > P461




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH160-B2

2 Flute Ballnose

A A
. - @f/ Figt e —
‘ Le
L
Q.,
_ = g , o TIAIN m U
= Fig2 hé m Ballnose
‘ . Le See page 97 for guidelines to icons
L
) continue
Ordering Code D R Lc L d Figure No. Stock
SH160-B2-09016 9 4.5 16 75 10 1 (@]
SH160-B2-10018 10 5 18 75 10 2 ()
SH160-B2-11020 11 55 20 75 12 1 O
SH160-B2-12022 12 6 22 75 12 2 [ ]
SH160-B2-16026 16 8 26 100 16 2 [ ]
eStock oAvailable upon Order D Tol
Rs< 15 o
1.5<R<3 Bo1s
R> 3 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Czlt; (;nsfée;l’ Alloy Steel PH, Ferrigié‘l;/llartensite Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©
©® Most Suitable  © Suitable

Cutting Parameters > P461




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH160-BH2

2 Flute Ballnose, with Long Shank Length

=SS0

Le
L See page 97 for guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
SH160-BH2-04008 4 2 8 75 4 2 O
SH160-BH2-06012 6 3 12 100 6 2 [ ]
SH160-BH2-08014 8 4 14 100 8 2 [ )
SH160-BH2-10018 10 5 18 100 10 2 [ ]
SH160-BH2-12024 12 6 24 100 12 2 [}
eStock oAvailable upon Order D Tol
Rs< L5 201
1.5<R<3 _8_015
R> 3 202
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::It:) 3";;:?" Alloy Steel PH, Ferritsei,eglllartensite Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable

Cutting Parameters X P461

O Suitable




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH160-B4

4 Flute Ballnose

S
= — — —  Fig1 —
[ -
L
<
=~ Q] e
Lc See page 97 for guidelines to icons
L
Ordering Code D R Lc L d Figure No. Stock
SH160-B4-02004 2 1 4 50 4 1 o
SH160-B4-03006 3 1.5 6 50 4 1 [ )
SH160-B4-04008 4 2 8 50 4 2 o
SH160-B4-05010 5 25 10 50 6 1 o
SH160-B4-06012 6 3 12 50 6 2 [ ]
SH160-B4-07014 7 3.5 14 60 8 1 o
SH160-B4-08014 8 4 14 60 8 2 o
SH160-B4-09016 9 4.5 16 75 10 1 o
SH160-B4-10018 10 5 18 75 10 2 [
SH160-B4-11020 1 55 20 75 12 1 o
SH160-B4-12022 12 6 22 75 12 2 o
SH160-B4-16026 16 8 26 100 16 2 o
eStock oAvailable upon Order D Tol
Rs< 15 Do
15<R<3 Bos
R 3 o2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Cf\ﬁ; (;nsfée;l’ Alloy Steel PH, Ferrigiég/llartensite Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (65-60HRC) ( > 60HRC)
©

© Most Suitable

Cutting Parameters X P461

O Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH200-B2-H

2 Flute Ballnose

o

Fioo L TIAICIIN
: = Qo] e

See page 97 for guidelines to icons

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH200-B2-00602-H 0.6 0.3 0.6 0.57 1.5 50 4 1 O
SH200-B2-01003-H 1 0.5 1 0.95 25 50 4 1 [ ]
SH200-B2-01504-H 1.5 0.75 1.5 1.45 3.75 50 4 1 [ ]
SH200-B2-61504-H 1.5 0.75 1.5 1.45 3.75 50 6 1 o
SH200-B2-02005-H 2 1 2 1.95 5 50 4 1 [ ]
SH200-B2-62005-H 2 1 2 1.95 5 50 6 1 o
SH200-B2-03008-H 3 1.5 3 2.9 7.5 50 4 1 [ ]
SH200-B2-63008-H 3 1.5 3 2.9 7.5 50 6 1 [ ]
SH200-B2-04010-H 4 2 4 3.9 10 50 4 2 [ ]

eStock oAvailable upon Order B ==
R< 3 + 0.005
R 3 + 0.008
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) 3";;:?" Alloy Steel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable o Suitable

Cutting Parameters > P462




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-B2-H

2 Flute Ballnose

ol

a G SN AS
Helix Ballnose

See page 97 for guidelines to icons

L ) continue

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH200-B2-64010-H 4 2 4 3.9 10 50 6 1 (@)
SH200-B2-05013-H 5) 2.5 5 4.9 12.5 50 6 1 [}
SH200-B2-06015-H 6 3 6 5.9 15 50 6 2 [ J
SH200-B2-07018-H 7 3.5 7 6.9 18 60 8 1 [}
SH200-B2-08020-H 8 4 8 7.9 20 60 8 2 [ J
SH200-B2-10025-H 10 5 10 9.9 25 75 10 2 [ J
SH200-B2-12030-H 12 6 12 1.9 30 75 12 2 O
SH200-B2-16016U-H 16 8 16 - - 100 16 2 [ J

eStock oAvailable upon Order D Tol

R< 3 + 0.005
R 3 + 0.008
unit(mm)
Workpiece Material
1234 5 6 1 2 34

C::E’ onSSt;ZTI’ Alloy Steel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel

4 (35-48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
( < 35HRC)
) © © @)

©® Most Suitable  © Suitable

Cutting Parameters X P462
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH200-BH2-H

2 Flute Ballnose, with Long Shank Length

Fig1

Fig2

E‘

SHANK| " H '
=Q-1< Un

See page 97 for guidelines to icons

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH200-BH2-04010E-H 4 2 4 3.9 10 60 4 2 @)
SH200-BH2-04010-H 4 2 4 3.9 10 75 4 2 o
SH200-BH2-05013-H 5 25 5 4.9 12.5 60 6 1 [ ]
SH200-BH2-06006E-H 6 3 6 = = 75 6 2 [ ]
SH200-BH2-06006F-H 6 3 6 - - 90 6 2 o
SH200-BH2-06015-H 6 3 6 5.9 15 75 6 2 [ ]
SH200-BH2-06015F-H 6 3 6 5.9 15 90 6 2 o
SH200-BH2-08008U-H 8 4 8 = = 100 8 2 °
SH200-BH2-08016U-H 8 4 16 - - 100 8 2 O
SH200-BH2-08020-H 8 4 8 7.9 20 75 8 2 [ )
SH200-BH2-08020F-H 8 4 8 7.9 20 90 8 2 @)
SH200-BH2-12012U-H 12 6 12 - - 150 12 2 [ )
SH200-BH2-12012-H 12 6 12 11.9 30 100 12 2 [ )
SH200-BH2-16016U-H 16 8 16 = = 150 16 2 [ )
eStock oAvailable upon Order B Tl
R< 3 + 0.005
R 3 + 0.008
unit(mm)
Workpiece Material
1234 5 6 1 2 34

Carbon Steel,

Alloy Steel Alloy Steel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel
(< gSHRC) (35-48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

©® Most Suitable O Suitable

Cutting Parameters 3 P462

368



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH200-BN2-H

2 Flute Ballnose, with Reduced Neck

e 30°
R Srm=Ee

O = See page 97 for guidelines to icons
L
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH200-BN2-00804-H 0.8 0.4 0.8 0.75 4 50 4 1 o)
SH200-BN2-01005-H 1 0.5 1 0.95 5) 50 4 1 @)
SH200-BN2-01006-H 1 0.5 2 0.95 6 50 4 1 [
SH200-BN2-01506-H 1.5 0.75 1.5 1.45 6 50 4 1 (@)
SH200-BN2-01508-H 1.5 0.75 1.5 1.45 7.5 50 4 1 [
SH200-BN2-02010-H 2 1 2 1.95 10 50 4 1 ()
SH200-BN2-02512-H 25 1.25 25 243 12 50 4 1 [
SH200-BN2-03015-H 3 1.5 3 29 15 50 4 1 @)
SH200-BN2-03515-H 3.5 1.75 3.5 3.38 15 50 4 1 [
SH200-BN2-04012-H 4 2 4 3.9 12 60 4 2 @)
eStock oAvailable upon Order D Tol
R< 3 + 0,005
R 3 +0.008
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::E’ (;/nSSt;ZTI’ Alloy Steel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
) © © @)

©® Most Suitable  © Suitable

Cutting Parameters X P462




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH200-BN2-H

2 Flute Ballnose, with Reduced Neck

o
@L @
I —— )
T e e —_—
? Lc
L1
L
@ Q
Le 9 m Ballnose
See page 97 for guidelines to icons
L1
L ) continue
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH200-BN2-64012-H 4 2 4 3.9 12 60 6 1 o)
SH200-BN2-04016-H 4 2 4 3.9 16 60 4 2 (@]
SH200-BN2-64016-H 4 2 4 3.9 16 60 6 1 (@]
SH200-BN2-04020J-H 4 2 4 3.9 20 60 4 2 (@]
SH200-BN2-04020-H 4 2 4 3.9 20 75 4 2 [ ]
SH200-BN2-06030J-H 6 g 6 5.9 30 75 6 2 [ ]
SH200-BN2-06030-H 6 3 6 5.9 30 100 6 2 [ ]
SH200-BN2-08040-H 8 4 8 7.9 40 100 8 2 [ ]
eStock oAvailable upon Order B Tol
R< 3 + 0.005
R 3 +0.008
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::Il:) (;nS?;eeT" Alloy Steel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) © © @)

© Most Suitable  ©Suitable

Cutting Parameters X P462




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-B2-H

2 Flute Ballnose

Q
=t E—
L c
L
e
30°
2 - S o s TIACISIN _
1 F|gz h5 Helix Ballnose
Lc See page 97 for guidelines to icons
L
Ordering Code D R Lc L d Figure No. Stock
SH300-B2-30601-H 0.6 0.3 0.9 50 3 1 o]
SH300-B2-00601-H 0.6 0.3 0.9 50 4 1 [
SH300-B2-60601-H 0.6 0.3 0.9 50 6 1 @]
SH300-B2-31002-H 1 0.5 15 50 & 1 (@]
SH300-B2-01002-H 1 0.5 15 50 4 1 [
SH300-B2-61002-H 1 0.5 1.5 50 6 1 (@]
SH300-B2-31502-H 15 0.75 2.3 50 3 1 @]
SH300-B2-01502-H 15 0.75 2.3 50 4 1 [ ]
SH300-B2-61502-H 15 0.75 2.3 50 6 1 @]
SH300-B2-32003-H 2 1 & 50 3 1 O
SH300-B2-02003-H 2 1 3 50 4 1 [ J
SH300-B2-62003-H 2 1 3 50 6 1 O
eStock oAvailable upon Order
D Tol
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C::E’ onSSt;ZTI’ Alloy Steel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel
4 (35-48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
( < 35HRC)
@) O © ©

© Most Suitable O Suitable

Cutting Parameters X P464




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-B2-H

2 Flute Ballnose

75: — }E Fig1

| c =

L
J

(R R =@l e

Lc See page 97 for guidelines to icons

L ) continue

Ordering Code D R Lc L d Figure No. Stock
SH300-B2-33005-H 3 1.5 4.5 50 3 2 O
SH300-B2-03005-H 3 1.5 4.5 50 4 1 [ ]
SH300-B2-63005-H 3 1.5 4.5 50 6 1 o
SH300-B2-04006-H 4 2 6 50 4 2 [ ]
SH300-B2-64006-H 4 2 6 50 6 1 o
SH300-B2-05008-H 5 25 7.5 50 6 1 o
SH300-B2-06009-H 6 3 9 50 6 2 [ ]
SH300-B2-08012-H 8 4 12 60 8 2 o
SH300-B2-08012E-H 8 4 12 75 8 2 o
SH300-B2-10015-H 10 5 15 75 10 2 [ ]
SH300-B2-12018-H 12 6 18 75 12 2 [ ]
eStock oAvailable upon Order = Tol
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) (;nS?;ZTl’ Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable

Cutting Parameters X P464

O Suitable




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-BH2-H

2 Flute Ballnose, with Long Shank Length

a
= - _——
Lc
- <
Te—ry = GRS
Lc See page 97 for guidelines to icons
L
Ordering Code D R Lc L d Figure No. Stock
SH300-BH2-30601-H 0.6 0.3 0.9 60 3 1 @)
SH300-BH2-00601-H 0.6 0.3 0.9 60 4 1 o)
SH300-BH2-60601-H 0.6 0.3 0.9 60 6 1 o)
SH300-BH2-31002-H 1 0.5 15 60 3 1 o)
SH300-BH2-01002-H 1 0.5 15 60 4 1 e)
SH300-BH2-61002-H 1 0.5 1.5 60 6 1 o)
SH300-BH2-31502-H 15 0.75 23 60 3 1 o)
SH300-BH2-01502-H 15 0.75 23 60 4 1 o)
SH300-BH2-61502-H 1.5 0.75 2.3 60 6 1 @)
SH300-BH2-32003-H 2 1 3 60 3] 1 @)
eStock oAvailable upon Order B Tl
R< 3 +0.005
R 3 +0.007
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C::E:;,nsst;ifl' Alloy Steel M ::e’n':sirerg?é ol Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)

O (@) © ©

© Most Suitable

Cutting Parameters X P464

O Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SH300-BH2-H

2 Flute Ballnose, with Long Shank Length

Q

_ [ < i
=" EEm—
Lc
Q
e =R SO

Lc See page 97 for guidelines to icons
L ) continue
Ordering Code D R Lc L d Figure No. Stock
SH300-BH2-02003-H 2 1 3 60 4 1 o
SH300-BH2-62003-H 2 1 3 60 6 1 o
SH300-BH2-04006-H 4 2 6 60 4 2 o
SH300-BH2-64006-H 4 2 6 60 6 1 o
SH300-BH2-05008-H 5 25 7.5 60 6 1 o
SH300-BH2-06009-H 6 3 9 60 6 2 o
SH300-BH2-06009E-H 6 3 9 75 6 2 [ ]
SH300-BH2-08012-H 8 4 12 100 8 2 [ ]
SH300-BH2-10015-H 10 5 15 100 10 2 [ ]
SH300-BH2-12018-H 12 6 18 100 12 2 [ )
eStock oAvailable upon Order = Tol
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) (;nS?;ZTl’ Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable  © Suitable

Cutting Parameters X P464




SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH300-BN2-H

2 Flute Ballnose, with Reduced Neck

Lc,
3 <
o] 30°
e . =l @[+ Una

| Lc
L See page 97 for guidelines to icons
L
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-30602-H 0.6 0.3 0.9 0.55 1.5 50 3 1 o)
SH300-BN2-00602-H 0.6 0.3 0.9 0.55 1.5 50 4 1 (@]
SH300-BN2-60602-H 0.6 0.3 0.9 0.55 1.5 50 6 1 (0]
SH300-BN2-31003-H 1 0.5 1.5 0.95 2.5 50 3 1 (@]
SH300-BN2-01003-H 1 0.5 1.5 0.95 25 50 4 1 (@]
SH300-BN2-61003-H 1 0.5 1.5 0.95 25 50 6 1 (@]
SH300-BN2-01006-H 1 0.5 1.5 0.95 6 50 4 1 (@]
SH300-BN2-31504-H 1.5 0.75 23 1.45 3.75 50 3 1 O
SH300-BN2-01504-H 1.5 0.75 2.3 1.45 3.75 50 4 1 [ ]
SH300-BN2-61504-H 1.5 0.75 23 1.45 3.75 50 6 1 O
SH300-BN2-61506-H 1.5 0.75 2.3 1.45 6 50 6 1 e}
eStock oAvailable upon Order 5 ol
R< 3 +0.005
R 3 +0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Moysee | oSl | vaiosis | MeemsiSiel | HelewdSiol | Herdoed o
( < 35HRC) ( < 35HRC)
O @) © ©

© Most Suitable

Cutting Parameters X P464

O Suitable
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-BN2-H

2 Flute Ballnose, with Reduced Neck
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See page 97 for guidelines to icons

L ) continue
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-32005-H 2 1 3 1.95 5 50 3 1 e}
SH300-BN2-02005-H 2 1 3 1.95 5 50 4 1 )
SH300-BN2-62005-H 2 1 3 1.95 5 50 6 1 0)
SH300-BN2-32005E-H 2 1 3 1.95 5 60 3 1 )
SH300-BN2-02005E-H 2 1 3 1.95 5 60 4 1 O
SH300-BN2-62005E-H 2 1 3 1.95 5 60 6 1 [}
SH300-BN2-02006E-H 2 1 3 1.95 6 60 4 1 O
SH300-BN2-02008-H 2 1 3 1.95 8 50 4 1 (e}
SH300-BN2-02010E-H 2 1 3 1.95 10 60 4 1 O
SH300-BN2-33008-H 3 1.5 45 2.9 7.5 50 3 2 (e}
SH300-BN2-03006-H 3 1.5 4.5 2.9 6 50 4 1 ¢}
SH300-BN2-03008-H 3 1.5 4.5 2.9 7.5 50 4 1 O
SH300-BN2-03015E-H 3 1.5 4.5 2.9 15 60 4 1 e}
eStock oAvailable upon Order B -
Rs 3 + 0.005
R 3 +0.007
unit(mm)

Workpiece Material

1234 5 6 1 2 34
C:ﬁ;?/";i?" Alloy Steel Mapr?én':sigg?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)

O e} © ©

©® Most Suitable O Suitable

Cutting Parameters X P464

376



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SH300-BN2-H

2 Flute Ballnose, with Reduced Neck

Lc
- ./ R g
e = @[]

O = See page 97 for guidelines to icons
L ) continue
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-63008-H 3 1.5 45 29 7.5 50 6 1 @)
SH300-BN2-63012-H 3 1.5 4.5 2.9 12 50 6 1 (@]
SH300-BN2-33008E-H 3 1.5 45 29 7.5 60 3 2 e)
SH300-BN2-03008E-H 3 15 45 29 7.5 60 4 1 [ )
SH300-BN2-63008E-H 3 1.5 4.5 29 7.5 60 6 1 @)
SH300-BN2-63009E-H 3 1.5 4.5 2.9 9 60 6 1 @)
SH300-BN2-63012E-H 3 1.5 4.5 29 12 60 6 1 @)
SH300-BN2-63015E-H 3 1.5 4.5 29 15 60 6 1 @)
SH300-BN2-04010-H 4 2 6 3.9 10 50 4 2 @)
SH300-BN2-04010E-H 4 2 6 3.9 10 60 4 2 @)
SH300-BN2-64010-H 4 2 6 3.9 10 50 6 1 [
SH300-BN2-64010E-H 4 2 6 3.9 10 60 6 1 @)
eStock oAvailable upon Order ) Tol
Rs 3 + 0.005
R 3 +0.007
unit(mm)

Workpiece Material

1234 5 6 1 2 34
CZTE’ (;nSSt:TI’ Alloy Steel M::én':si:gzel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
@) @) © ©

©® Most Suitable  © Suitable

Cutting Parameters X P464
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-BN2-H

2 Flute Ballnose, with Reduced Neck

| — - Fig1
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Lc
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S|llwpu3 8plqied plos w

L1 See page 97 for guidelines to icons
L ) continue
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-64012E-H 4 2 6 3.9 12 60 6 1 [ ]
SH300-BN2-64016E-H 4 2 6 3.9 16 60 6 1 (@)
SH300-BN2-04020F-H 4 2 6 3.9 20 75 4 2 )
SH300-BN2-05013-H 5 25 7.5 4.9 12.5 50 6 1 O
SH300-BN2-06015-H 6 3 9 5.9 15 50 6 2 [}
SH300-BN2-06015E-H 6 3 9 5.9 15 60 6 2 o
SH300-BN2-06015F-H 6 3 9 5.9 15 75 6 2 o
SH300-BN2-06030G-H 6 3 9 59 30 100 6 2 [ ]
SH300-BN2-08020-H 8 4 12 7.9 20 60 8 2 [ ]
SH300-BN2-08020E-H 8 4 12 7.9 20 75 8 2 o
SH300-BN2-08020G-H 8 4 12 7.9 20 100 8 2 o
SH300-BN2-08040G-H 8 4 12 7.9 40 100 8 2 [ ]
eStock oAvailable upon Order
D Tol
R< 3 + 0.005
R 3 +0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Moyse | MorSed | uaiosis | MmsSel | Wit | et seo
( < 35HRC) ( < 35HRC)
O @) © ©

©® Most Suitable

Cutting Parameters X P464
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SOLID CARBIDE ENDMILLS | MILLING TOOLS

GESAC

SH300-BN2-H

2 Flute Ballnose, with Reduced Neck

753 _ - Fig1 =
Lc,
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L1 See page 97 for guidelines to icons
L ) continue
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-10025-H 10 5 15 9.9 25 75 10 2 @)
SH300-BN2-10025F-H 10 5 15 9.9 25 100 10 2 )
SH300-BN2-12030-H 12 6 18 11.9 30 75 12 2 @)
SH300-BN2-12030F-H 12 6 18 11.9 30 100 12 2 )
eStock oAvailable upon Order D Tol
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, Alloy Steel PH, Fgrrite, Hardened Steel Hardened Steel Hardened Steel
Alloy Steel (35-48HRC) MartensiteSteel (45-55HRC) (55-60HRC) (> 60HRC)
( < 35HRC) ( < 35HRC)
O O © ©

© Most Suitable

Cutting Parameters X P464

O Suitable




MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SH300-B4-H

4 Flute Ballnose

/
S = Fig1 P
Lcl.
L
o5
3 _ = Fig2 q TIAICFSIN mn l' m
h5 l Ballnose
Lc See page 97 for guidelines to icons
L
Ordering Code D R Lc L d Figure No. Stock
SH300-B4-02003-H 2 1 3 50 4 1 (@]
SH300-B4-62003-H 2 1 3 50 6 1 O
SH300-B4-03005-H 3 1.5 4.5 50 4 1 O
SH300-B4-63005-H 4 2 4.5 50 6 1 (@)
SH300-B4-64006-H 4 2 6 50 6 1 o
SH300-B4-05008-H 5 2.5 7.5 50 6 1 (0]
SH300-B4-06009-H 6 3 9 50 6 2 [ ]
SH300-B4-08012-H 8 4 12 60 8 2 [ ]
SH300-B4-10015-H 10 5 15 75 10 2 [ ]
SH300-B4-12018-H 12 6 18 75 12 2 (@]
eStock oAvailable upon Order B Tl
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ:) 3";;:?" Alloy Steel M::e’n':s?tgié?éel Hardened Steel Hardened Steel Hardened Steel
( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable

O Suitable

Cutting Parameters X P465




GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SH300-BH4-H

4 Flute Ballnose, with Long Shank Length

&
5 — Fig1 et
[
L
&
e a5
Lc See page 97 for guidelines to icons
L
Ordering Code D R Lc L d Figure No. Stock
SH300-BH4-02003-H 2 1 3 60 4 1 o
SH300-BH4-62003-H 2 1 3 60 6 1 o
SH300-BH4-03005-H 3 1.5 4.5 60 4 1 O
SH300-BH4-63005-H 3 1.5 45 60 6 1 o
SH300-BH4-64006-H 4 2 6 60 6 1 o
SH300-BH4-05008-H 5 25 7.5 60 6 1 o
SH300-BH4-06009-H 6 3 9 75 6 2 o
SH300-BH4-08012-H 8 4 12 75 8 2 o
SH300-BH4-10015-H 10 5 15 100 10 2 o
SH300-BH4-12018-H 12 6 18 100 12 2 o
eStock oAvailable upon Order D Tol
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34
C:ﬁ; onSSt;ZTI’ Alloy Steel M::én':s?trerg?éel Hardened Steel Hardened Steel Hardened Steel
(< fngHRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) ( > 60HRC)
O O © ©

© Most Suitable

O Suitable

Cutting Parameters X P465
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MILLING TOOLS

| SOLID CARBIDE ENDMILLS

GESAC

SH300-BN4-H

4 Flute Ballnose, with Reduced Neck

>
2
mn

See page 97 for guidelines to icons

SHANK| P o
;ldfd TGS

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN4-02006-H 2 1 3 1.9 6 50 4 1 o
SH300-BN4-62006-H 2 1 3 1.9 6 50 6 1 o
SH300-BN4-02508-H 25 1.25 4 2.38 7.5 50 4 1 o
SH300-BN4-62508-H 25 1.25 4 2.38 7.5 50 6 1 o
SH300-BN4-03009-H 3 1.5 4.5 29 9 60 4 1 o
SH300-BN4-63009-H 3 1.5 4.5 2.9 9 60 6 1 o
SH300-BN4-04012-H 4 2 6 3.9 12 75 4 2 o
SH300-BN4-64012-H 4 2 6 3.9 12 75 6 1 o
SH300-BN4-05015-H 5 25 7.5 4.7 15 75 6 1 o
SH300-BN4-06018-H 6 3 9 5.7 18 75 6 2 o
SH300-BN4-08024-H 8 4 12 7.6 24 100 8 2 o
SH300-BN4-10030-H 10 5 15 9.5 30 100 10 2 o
SH300-BN4-12036-H 12 6 18 11.5 36 120 12 2 o

eStock oAvailable upon Order B Tl
R< 3 + 0.005
R 3 + 0.007
unit(mm)
Workpiece Material
1234 5 6 1 2 34

Carbon Steel,Alloy Alloy Steel M::e’n’:sietgg?éel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O O © ©

©® Most Suitable

O Suitable

Cutting Parameters X P465

382



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SHM100-BN2

2 Flute Ballnose, Miniature Sizes with Reduced Neck

s ¥ ————
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See page 97 for guidelines to icons

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SHM100-BN2-00401 0.4 0.2 0.3 0.35 1 50 4 1 e}
SHM100-BN2-00402 0.4 0.2 0.3 0.35 2 50 4 1 @)
SHM100-BN2-00403 0.4 0.2 0.3 0.35 3 50 4 1 o)
SHM100-BN2-00601 0.6 0.3 04 0.55 1 50 4 1 o
SHM100-BN2-00602 0.6 0.3 0.4 0.55 2 50 4 1 o
SHM100-BN2-00603 0.6 0.3 0.4 0.55 3 50 4 1 o)
SHM100-BN2-00802 0.8 0.4 0.6 0.75 2 50 4 1 o
SHM100-BN2-00804 0.8 0.4 0.6 0.75 4 50 4 1 o
SHM100-BN2-00806 0.8 0.4 0.6 0.75 6 50 4 1 °
SHM100-BN2-01006 1.0 0.5 0.8 0.95 6 50 4 1 e}
SHM100-BN2-01008 1.0 0.5 0.8 0.95 8 50 4 1 e}

eStock oAvailable upon Order R Tol
0.2< Re 1 o1
unit(mm)

Workpiece Material

P L K H

1234 5 123 123 1 2 34
C::E) (;/nS?éZTL Alloy Steel Stainless Cast Iron Hardened Steel Hardened Steel Hardened Steel
(<35HRC) (35-48HRC) Steel (45-55HRC) (55-60HRC) ( > 60HRC)
©

©® Most Suitable  © Suitable

Cutting Parameters X P469




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SHM100-BN2

2 Flute Ballnose, Miniature Sizes with Reduced Neck
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o — —] Fig1
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h6 Helix Ballnose

See page 97 for guidelines to icons

) continue
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SHM100-BN2-01010 1.0 0.5 0.8 0.95 10 50 4 1 [ ]
SHM100-BN2-01206 1.2 0.6 1.0 1.15 6 50 4 1 (@]
SHM100-BN2-01208 1.2 0.6 1.0 1.15 8 50 4 1 [ ]
SHM100-BN2-01210 1.2 0.6 1.0 1.15 10 50 4 1 [ ]
SHM100-BN2-01508 1.5 0.75 1.4 1.44 8 50 4 1 (@]
SHM100-BN2-01510 1.5 0.75 1.4 1.44 10 50 4 1 [ ]
SHM100-BN2-01512 1.5 0.75 1.4 1.44 12 50 4 1 [ ]
SHM100-BN2-02008 2.0 1.0 1.6 1.92 8 50 4 1 (@]
SHM100-BN2-02010 2.0 1.0 1.6 1.92 10 50 4 1 [ ]
SHM100-BN2-02012 2.0 1.0 1.6 1.92 12 50 4 1 [ ]
eStock oAvailable upon Order R Tol
02sRs1 | 8o
unit(mm)
Workpiece Material
1234 5 123 123 1 2 34
Carbon Steel,Alloy Alloy Steel, Tool Stainless Cast Iron Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) Steel (45-55HRC) (55-60HRC) ( > 60HRC)
©

© Most Suitable o Suitable

Cutting Parameters X P469




GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SD200-KDA

12 Flute, Ling Tooth

- _ H
Lc
N | 15740°
See page 97 for guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SD200-KDA-04010 4 10 50 4 1 o
SD200-KDA-06015 6 15 60 6 1 O
SD200-KDA-08020 8 20 60 8 1 @]
SD200-KDA-10025 10 25 75 10 1 O
SD200-KDA-12030 12 30 85 12 1 O
eStock oAvailable upon Order R Tol
4< Ds 12 Boa
unit(mm)

Workpiece Material

P M N

1234 5 123 123 4 5
Carbon Steel, Alloy Alloy Steel, Tool Stainless Aluminium Allovs Conper Allovs CFRP, GFRP, Composite
Steel(<35 HRC) Steel(<48HRC) Steel v pper Aloy Material
©

© Most Suitable o Suitable

Cutting Parameters > P451




MILLING TOOLS | SOLID CARBIDE ENDMILLS GESAC

SD200-J2

2 Flute, Herringbone End mill

) — B —

Lc

L
<=L L

See page 97 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SD200-J2-04010 4 10 50 4 1 o
SD200-J2-06015 6 15 50 6 1 O
SD200-J2-08020 8 20 60 8 1 o
SD200-J2-10025 10 25 75 10 1 o
SD200-J2-12030 12 30 75 12 1 o

eStock oAvailable upon Order R Tol
4< D< 12 Boa
unit(mm)

Workpiece Material

P M N

1234 5 123 123 4 5
Carbon Steel,Alloy Alloy Steel, Tool . - CFRP, GFRP, Composite
Steel(<35 HRC) Steel(<48HRC) Stainless Steel Aluminium Alloys Copper Alloys Material
©

© Most Suitable o Suitable

Cutting Parameters X P451







MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-SN2 wn

2 Flute, Extended Neck-Square End Mill

s|liwpu3z 8pigied plos

Cutting Parameters > P470

388

Neck R
o D
|- ——SFir—ENe *
L L1 e 30° .
=nESENAm
See page 97 for guidelines to icons
oo Gose | M| Neck e | Neck veralishank | | st angies | stock
D Length Lo d2 L d R Angle
L1 9 05° | 1° | 15°| 2° | 3

SPM200-SN2-0.1-0.3-V 0.3 14.39 0.31 | 0.33 | 0.35 | 0.37 | 0.40 .
SPM200-SN2-0.1-0.5-V 0.1 0.5 0.15 | 0.08 50 4 1 14.03 0.52 | 0.55 | 0.58 | 0.60 | 0.65 .
SPM200-SN2-0.1-1-V 1 13.22 1.05 | 1.09 | 1.13 | 1.18 | 1.27 .
SPM200-SN2-0.2-0.5-V 0.5 14.03 0.52 | 0.54 | 0.57 | 0.59 | 0.64 .
SPM200-SN2-0.2-1-V 1 13.20 1.04 | 1.08 | 1.12 | 1.16 | 1.26 .
SPM200-SN2-0.2-1.5-V 0.2 1.5 0.3 0.17 50 4 1 12.45 156 | 1.62 | 1.67 | 1.74 | 1.88 .
SPM200-SN2-0.2-2-V 2 11.79 2.08 | 215 | 223 | 2.31 | 2.50 .
SPM200-SN2-0.2-3-V 3 10.65 3.11 | 322 | 3.34 | 346 | 3.74 .
SPM200-SN2-0.3-1-V 1 13.06 1.06 | 1.12 | 1.18 | 1.23 | 1.33 .
SPM200-SN2-0.3-1.5-V 1.5 12.31 1.59 | 1.67 | 1.74 | 1.81 | 1.95 .
SPM200-SN2-0.3-2-V 0.3 2 045 | 0.27 50 4 2 11.65 212 | 221 | 229 | 2.38 | 2.57 .
SPM200-SN2-0.3-2.5-V 25 11.05 264 | 275 | 2.85 | 296 | 3.20 .
SPM200-SN2-0.3-3-V 3 10.51 3.16 | 3.28 | 3.40 | 3.53 | 3.82 .
SPM200-SN2-0.4-1-V 1 13.01 1.06 | 1.12 | 1.18 | 1.23 | 1.33 .
SPM200-SN2-0.4-1.5-V 1.5 12.25 159 | 1.67 | 1.74 | 1.81 | 1.95 .
SPM200-SN2-0.4-2-V 2 11.57 212 | 221 | 229 | 2.38 | 2.57 .
SPM200-SN2-0.4-2.5-V 25 10.97 264 | 275 | 2.85 | 296 | 3.20 .
SPM200-SN2-0.4-3-V 3 10.42 3.16 | 3.28 | 3.40 | 3.53 | 3.82 .
SPM200-SN2-0.4-3.5-V 0.4 3.5 0.6 0.37 50 4 2 9.92 3.68 | 3.82 | 3.96 | 4.11 | 4.44 .
SPM200-SN2-0.4-4-V 4 9.47 420 | 435 | 451 | 468 | 5.06 .
SPM200-SN2-0.4-5-V 5 8.68 524 | 542 | 562 | 5.83 | 6.30 .
SPM200-SN2-0.4-6-V 6 8.01 6.27 | 6.49 | 6.73 | 6.98 | 7.55 .
SPM200-SN2-0.4-8-V 8 6.94 8.34 | 8.63 | 894 | 9.28 | 10.03 .
SPM200-SN2-0.4-10-V 10 6.12 10.41{10.77 | 11.16 | 11.58 | 12.52 .

e Stock o Available upon Order D Tol.
01=D<05 | .07
06<D<0.9 | ..
10060 | § 045

(mm)



GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SPM200-SN2 uwn

2 Flute, Extended Neck-Square End Mill

Under Neck Length

o
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Interference angle 0

The effective
under—-neck length

Draft argle

See page 97 for guidelines to icons

Cutting Parameters > P470

) Continue
Ordering Code I:'\)/i”elll. UNnedCir L';I:gt;(tah ’\Ig)emck cL):r?é?rLl Slgi?k NG I?;?:z Thf?)fg]eecs\;i:::?;ar;?:l;;gsgth Stock
D Length Lo d2 L d R Angle
L1 0 05° | 1° | 15°| 2° | 3°
SPM200-SN2-0.5-1-V 1 12.96 1.06 | 1.12 | 1.18 | 1.23 | 1.33 .
SPM200-SN2-0.5-1.5-V 1.5 12.19 159 | 1.67 | 1.74 | 1.81 | 1.95 .
SPM200-SN2-0.5-2-V 2 11.50 212 | 221|229 | 238 | 2.57 .
SPM200-SN2-0.5-2.5-V 25 10.88 264 | 275 | 285 | 296 | 3.20 .
SPM200-SN2-0.5-3-V 3 10.33 3.16 | 3.28 | 3.40 | 3.53 | 3.82 .
0.5 0.75 | 047 50 4 2
SPM200-SN2-0.5-4-V 4 9.37 420 | 435 | 451 | 468 | 5.06 .
SPM200-SN2-0.5-5-V 5 8.58 524 | 542 | 562 | 583 | 6.30 .
SPM200-SN2-0.5-6-V 6 7.91 6.27 | 6.49 | 6.73 | 6.98 | 7.55 .
SPM200-SN2-0.5-8-V 8 6.84 8.34 | 8.63 | 894 | 9.28 | 10.03 .
SPM200-SN2-0.5-10-V 10 6.02 10.41 (10.77 | 11.16 | 11.58 | 12.52 .
SPM200-SN2-0.6-2-V 2 11.21 217 | 231 | 244 | 256 | 2.78 .
SPM200-SN2-0.6-3-V 3 10.07 324 | 342 | 3.58 | 3.72 | 4.02 .
SPM200-SN2-0.6-4-V 4 9.13 430 | 451 | 469 | 487 | 526 .
SPM200-SN2-0.6-5-V 5 8.36 5.35 | 5.59 | 5.80 | 6.02 | 6.50 .
SPM200-SN2-0.6-6-V 0.6 6 0.9 0.57 50 4 4 7.70 6.40 | 6.67 | 691 | 717 | 7.75 .
SPM200-SN2-0.6-7-V 7 7.14 7.44 | 7.74 | 8.02 | 8.32 | 8.99 .
SPM200-SN2-0.6-8-V 8 6.66 849 | 8.81 | 9.12 | 9.47 [10.23| e
SPM200-SN2-0.6-9-V 9 6.23 9.53 | 9.88 | 10.23 | 10.62 | 11.48 .
SPM200-SN2-0.6-10-V 10 5.86 10.57 | 10.94 | 11.34 | 11.77 | 12.72 .
SPM200-SN2-0.7-2-V 2 11.13 217 | 231 | 244 | 256 | 2.78 .
SPM200-SN2-0.7-4-V 4 9.02 430 | 451 | 469 | 4.87 | 526 .
SPM200-SN2-0.7-6-V 0.7 6 1.05 | 0.67 50 4 4 7.59 6.40 | 6.67 | 691 | 717 | 7.75 .
SPM200-SN2-0.7-8-V 8 6.54 8.49 | 8.81 | 9.12 | 9.47 |10.23 .
SPM200-SN2-0.7-10-V 10 5.75 10.57 | 10.94 | 11.34 | 11.77 | 12.72 .
e Stock o Available upon Order D Tol.
01=D<05 | .07
06sD<0.9 | ..
1.0sD<6.0 | 045
(mm)
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-SN2 wn

2 Flute, Extended Neck-Square End Mill

Neck R

o I e ———
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See page 97 for guidelines to icons

) Continue
Ordering Code Ig/i"elll. L’J\lr;iir Lzlrl::;?h '\é)?: k CL);/:;}? SBia;k AL I?;irgz Th:;:{]eecg\;z;?:Z:ar}teglri;ggth Stock
D Length Lo d2 L d R Angle
L1 0 05° | 1° | 15°| 2° | 3°
SPM200-SN2-0.8-4-V 4 50 8.94 427 | 448 | 465 | 483 | 5.22 .
SPM200-SN2-0.8-6-V 6 50 7.49 6.37 | 6.63 | 6.87 | 7.13 | 7.70 .
SPM200-SN2-0.8-8-V 0.8 8 1.2 0.76 50 4 4 6.45 8.46 | 8.77 | 9.09 | 9.43 | 10.19 .
SPM200-SN2-0.8-10-V 10 50 5.65 10.54 | 10.91 | 11.30 | 11.73 | 12.68 .
SPM200-SN2-0.8-12-V 12 55 5.04 12.61]13.05|13.52 | 14.03 | 15.16 .
SPM200-SN2-0.9-6-V 6 50 7.37 6.37 | 6.63 | 6.87 | 7.13 | 7.70 .
SPM200-SN2-0.9-8-V 8 50 6.33 8.46 | 8.77 | 9.09 | 9.43 | 10.19 .
0.9 1.35 | 0.86 4 4
SPM200-SN2-0.9-10-V 10 50 5.54 10.54 | 10.91 | 11.30 | 11.73 | 12.68 .
SPM200-SN2-0.9-12-V 12 55 4.93 12.61]13.05|13.52 | 14.03 | 15.16 .
SPM200-SN2-1-2-V 2 50 10.89 2151229 | 241 | 252 | 2.73 .
SPM200-SN2-1-3-V 3 50 9.68 3.21 | 3.39 | 3.54 | 3.68 | 3.98 .
SPM200-SN2-1-4-V 4 50 8.71 427 | 448 | 465 | 483 | 522 .
SPM200-SN2-1-5-V 5 50 7.91 532 | 556 | 5.76 | 5.98 | 6.46 (]
SPM200-SN2-1-6-V 6 50 7.25 6.37 | 6.63 | 6.87 | 7.13 | 7.70 .
SPM200-SN2-1-7-V 7 50 6.69 7.41 7.7 | 798 | 8.28 | 8.95 .
SPM200-SN2-1-8-V 8 50 6.21 8.46 | 8.77 | 9.09 | 9.43 | 10.19 .
1 1.5 0.96 4 4
SPM200-SN2-1-9-V 9 50 5.79 9.50 | 9.84 | 10.19|10.58 | 11.43 .
SPM200-SN2-1-10-V 10 50 5.43 10.54 | 10.91 | 11.30 | 11.73 | 12.68 .
SPM200-SN2-1-12-V 12 55 4.82 12.61]13.05|13.52 | 14.03 | 15.16 .
SPM200-SN2-1-14-V 14 55 4.34 14.67 | 15.19 | 15.73 | 16.32 | 17.65 .
SPM200-SN2-1-16-V 16 55 3.94 16.74 | 17.33 | 17.95| 18.62 | 20.14 .
SPM200-SN2-1-20-V 20 60 3.33 20.88 | 21.6 |22.38 |23.22 | 25.11 .
SPM200-SN2-1-25-V 25 65 2.79 26.05 | 26.95 | 27.93 | 28.97 - .
SPM200-SN2-1.2-6-V 1.2 6 1.8 1.15 50 4 4 7.01 635 | 66 | 6.84 | 7.09 | 7.67 .
e Stock o Available upon Order D Tol.
01=D<05 | .07
06<D<0.9 | ..
10060 | § 045
(mm)

Cutting Parameters > P470
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SPM200-SN2 uwn

2 Flute, Extended Neck-Square End Mill

Interference angle 0

The effective

under—-neck length Draft argle

Under Neck Length SHANK| 2 m .
! ]

See page 97 for guidelines to icons

) Continue
. | Under Interfe- | The effective under-neck length
) N.“” Neck iz N?Ck orerEl Sh_ank Neck rence for the various draft angles
Ordering Code Dia. Length| Dia. |Length| Dia. Stock
Length R Angle
D Lc d2 L d
L1 8 05°| 1° | 15° | 20 | 3°
SPM200-SN2-1.2-8-V 8 50 5.97 8.43 | 8.74 | 9.05 | 9.39 | 10.16 .
SPM200-SN2-1.2-10-V 10 50 5.20 10.51]10.88 | 11.27 | 11.69 | 12.64 .
1.2 1.8 1.15 4 4
SPM200-SN2-1.2-12-V 12 55 4.61 12.58 | 13.02 | 13.49 | 13.99 | 15.13 .
SPM200-SN2-1.2-16-V 16 55 3.75 16.71] 17.3 | 17.92|18.59 | 20.10 .
SPM200-SN2-1.4-6-V 6 50 6.74 6.33 | 6.57 | 6.81 | 7.07 | 7.64 .
1.4 21 1.34 4 4
SPM200-SN2-1.4-12-V 12 55 4.38 12.55112.99 | 13.46 | 13.97 | 15.10 .
SPM200-SN2-1.5-4-V 4 50 8.08 424 | 443 | 459 | 4.77 | 5.15 .
SPM200-SN2-1.5-6-V 6 50 6.60 6.33 | 6.57 | 6.81 | 7.07 | 7.64 .
SPM200-SN2-1.5-8-V 8 50 5.58 8.41 | 8.71 | 9.03 | 9.37 | 10.13 .
SPM200-SN2-1.5-10-V 10 50 4.83 10.48 | 10.85 | 11.24 | 11.67 | 12.61 .
SPM200-SN2-1.5-12-V 12 55 4.26 12.55]12.99 | 13.46 | 13.97 | 15.10 .
SPM200-SN2-1.5-14-V 14 55 3.81 14.62 | 15.13 | 15.68 | 16.26 | 17.58 .
SPM200-SN2-1.5-16-V 1.5 16 225 | 1.44 55 4 4 3.44 16.69 | 17.27 | 17.89 | 18.56 | 20.07 .
SPM200-SN2-1.5-18-V 18 60 3.14 18.76 | 19.41 | 20.11 | 20.86 | 22.56 .
SPM200-SN2-1.5-20-V 20 60 2.89 20.82|21.55|22.33 | 23.16 - .
SPM200-SN2-1.5-25-V 25 65 2.4 25.99| 26.9 | 27.87 | 28.91 - .
SPM200-SN2-1.5-30-V 30 70 2.06 31.16 | 32.25 | 33.41 | 34.66 - .
SPM200-SN2-1.5-35-V 35 75 1.80 36.33 | 37.59 | 38.95 - - .
SPM200-SN2-1.5-40-V 40 80 1.60 41.50 | 42.94 | 44.49 - - .
SPM200-SN2-1.6-6-V 6 50 6.45 6.33 | 6.57 | 6.81 | 7.07 | 7.64 .
1.6 2.4 1.54 4 4
SPM200-SN2-1.6-8-V 8 50 5.43 8.41 | 8.71 | 9.03 | 9.37 | 10.13 .
SPM200-SN2-1.8-6-V 6 50 6.14 6.31 | 6.55 | 6.79 | 7.04 | 7.61 .
1.8 2.7 1.73 4 4
SPM200-SN2-1.8-8-V 8 50 5.14 8.39 | 8.69 | 9.00 | 9.34 | 10.10 .
SPM200-SN2-2-4-V 2 4 3 1.92 50 4 4 7.27 421 | 439 | 455 | 4.72 | 5.11 .
e Stock o Available upon Order D Tol.
0
0.1=D<0.5 0.007
0
0.6<D<0.9 501
0
1.0sD<6.0 | g 015
(mm)

Cutting Parameters > P470
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

GESAC

SPM200-SN2 wn

2 Flute, Extended Neck-Square End Mill

s|liwpu3z 8pigied plos

Cutting Parameters > P470

392

Neck R
o S
N B I e e B\ *
L L1 e 30° .
=lol--1] Lo
See page 97 for guidelines to icons
) Continue
oo cote | | Nk | Ntk Coma Sk e | o g |,
D Length e d2 L d R Angle
L1 0 05° | 1° | 15°| 2o | 3
SPM200-SN2-2-6-V 6 50 5.81 6.30 | 6.53 | 6.77 | 7.02 | 7.59 .
SPM200-SN2-2-8-V 8 50 4.83 8.38 | 8.67 | 899 | 9.32 | 10.08| e
SPM200-SN2-2-10-V 10 50 4.14 10.45|10.81|11.20 | 11.62 | 12.57 | e
SPM200-SN2-2-12-V 12 55 3.62 12.51|12.95(13.42|13.92 |15.05| e
SPM200-SN2-2-14-V 14 55 3.21 14.58 | 15.09 | 15.64 | 16.22 | 17.54 | e
SPM200-SN2-2-16-V 16 55 2.89 16.65|17.23|17.85|18.52 | - .
SPM200-SN2-2-18-V 2 18 3 1.92 60 4 4 2.63 18.7219.37 | 20.07 | 20.82 | - .
SPM200-SN2-2-20-V 20 60 2.41 20.78 | 21.51|22.28 2312 | - .
SPM200-SN2-2-25-V 25 65 1.99 25.95|26.86|27.83 | - - .
SPM200-SN2-2-30-V 30 70 1.70 31.12| 32.2 |33.37| - - .
SPM200-SN2-2-35-V 35 75 1.48 36.29 |37.55| - - - .
SPM200-SN2-2-40-V 40 80 1.31 41.46 | 42.9 - - - .
SPM200-SN2-2-50-V 50 90 1.07 51.79 | 53.6 - - - .
SPM200-SN2-2.5-8-V 8 50 3.95 8.35 | 8.64 | 895 | 9.29 | 10.04| e
SPM200-SN2-2.5-12-V 12 55 2.89 12.4812.92|13.39 |13.89 | - .
SPM200-SN2-2.5-16-V 16 55 2.28 16.62 | 17.2 |17.82 (1849 | - .
SPM200-SN2-2.5-20-V 25 20 3.75 24 60 4 4 1.88 20.75(21.48|22.25| - - .
SPM200-SN2-2.5-30-V 30 70 1.31 31.09 (3217 | - - - .
SPM200-SN2-2.5-40-V 40 80 1.01 4143|4287 | - - - .
SPM200-SN2-2.5-50-V 50 90 0.82 51.76 | - - - - .
SPM200-SN2-3-8-V 8 55 6.27 8.33 | 862 | 893 | 9.26 [10.02| e
SPM200-SN2-3-12-V 12 60 4.86 12.46 | 12.9 |13.36 | 13.86|14.99 | e
3 45 2.88 6 4
SPM200-SN2-3-16-V 16 60 3.97 16.60 | 17.17 | 17.79 | 18.46 | 19.96 | e
SPM200-SN2-3-20-V 20 65 3.35 20.73 {21.45|22.23 |23.06 |[24.93 | e
e Stock o Available upon Order D Tol.
01=D<05 | .07
06<D<0.9 | ..
10060 | § 045
(mm)



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SPM200-SN2 uwn

2 Flute, Extended Neck-Square End Mill

Interference angle 0

The effective

under—-neck length Draft argle

Under Neck Length SHANK| 2 m .
! ]

See page 97 for guidelines to icons

) Continue
. |Under Interfe- | The effective under-neck length
) N."” Neck L Ne_ck Sl Sh?nk Neck rence for the various draft angles
Ordering Code Dia. Length| Dia. |Length| Dia. Stock
Length R Angle
D Lc d2 L d
L1 e 05°| 1° | 15°| 20 | 3°
SPM200-SN2-3-25-V 25 70 2.81 25.90| 26.8 |27.77 | 28.81 - .
SPM200-SN2-3-30-V 30 75 2.41 31.07 | 32.15| 33.31 | 34.56 - .
3 4.5 2.88 6 4
SPM200-SN2-3-40-V 40 90 1.89 41.40 | 42.85 | 44.39 - - .
SPM200-SN2-3-50-V 50 100 1.55 51.74 | 53.54 | 55.48 - - )
SPM200-SN2-4-12-V 12 60 3.63 12.44 | 12.88 | 13.34 | 13.84 | 14.97 .
SPM200-SN2-4-16-V 16 60 2.90 16.58 | 17.16 | 17.78 | 18.44 - .
SPM200-SN2-4-20-V 20 70 241 20.71|21.43 | 22.21 | 23.04 - .
SPM200-SN2-4-25-V 25 70 2.00 25.88 | 26.78 | 27.75 - - .
4 6 3.86 6 4
SPM200-SN2-4-30-V 30 80 1.70 31.05|32.13 | 33.29 - - .
SPM200-SN2-4-35-V 35 80 1.48 36.22 | 37.48 - - - )
SPM200-SN2-4-40-V 40 90 1.31 41.39 1 42.83 - - - .
SPM200-SN2-4-50-V 50 100 1.07 51.72 | 53.52 - - - .
SPM200-SN2-5-20-V 20 70 1.31 20.71|21.43 - - - )
SPM200-SN2-5-25-V 25 70 1.07 25.87 | 26.78 - - - )
SPM200-SN2-5-30-V 5 30 7.5 4.85 80 6 4 0.90 31.04 - - - - .
SPM200-SN2-5-40-V 40 90 0.69 41.38 - - - - .
SPM200-SN2-5-50-V 50 100 0.56 51.72 - - - - )
SPM200-SN2-6-20-V 20 70 - - - - - - .
SPM200-SN2-6-30-V 30 80 - - - - - - )
6 9 5.85 6 -
SPM200-SN2-6-40-V 40 90 - - - - - - .
SPM200-SN2-6-50-V 50 100 - - - - - - °
e Stock o Available upon Order
D Tol.
0.1<D<0.5 0
A==, -0.007
06<D<0.9 | ..
10060 | § 045
(mm)

Cutting Parameters > P470
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

Ordering Code g:gl. SZ;TSSF L'{lr;iir LZ:'L:;?h ’\é)?g k Egr?g;?rl: Slg?ar.]k NG I?;il;fg Thi%?&iﬂ;ﬁg&‘:g:g}?gi;ﬂgth Stock
D R Length e d2 L d R | Angle
L1 0 05° | 1° |15 | 2o | 3
SPM200-RN2-0.2-0.5-0.02-V 0.5 14.07 0.52 | 0.54 | 0.56 | 0.58 | 0.63 .
SPM200-RN2-0.2-1-0.02-V 0.02 1 13.23 1.04 | 1.08 | 112 | 1.16 | 1.25 .
SPM200-RN2-0.2-2-0.02-V 2 11.82 2.08 | 215 | 223 | 2.31 | 2.50 .
SPM200-RN2-0.2-0.5-0.05-V 0.2 0.5 0.16 | 0.17 | 50 4 1 14.12 0.52 | 0.54 | 0.56 | 0.58 | 0.62 .
SPM200-RN2-0.2-1-0.05-V 1 13.28 1.04 | 1.08 | 1.11 | 1.15 | 1.24 .
SPM200-RN2-0.2-1.5-0.05-V 005 1.5 12.53 1.56 | 1.61 | 1.67 | 1.73 | 1.87 .
SPM200-RN2-0.2-2-0.05-V 2 11.85 208 | 215 | 222 | 2.30 | 2.49 °
SPM200-RN2-0.3-1-0.02-V 1 13.09 1.06 | 112 | 117 | 1.23 | 1.33 .
SPM200-RN2-0.3-2-0.02-V 0.02 2 11.67 211 | 221|229 | 238 | 2.57 .
SPM200-RN2-0.3-3-0.02-V 3 10.53 3.16 | 3.28 | 3.40 | 3.53 | 3.81 .
SPM200-RN2-0.3-1-0.05-V 1 13.14 1.06 | 112 | 117 | 1.22 | 1.32 .
0.3 0.24 | 0.27 | 50 4 2
SPM200-RN2-0.3-1.5-0.05-V 1.5 12.38 1.59 | 1.66 | 1.73 | 1.80 | 1.94 .
SPM200-RN2-0.3-2-0.05-V 0.05 2 11.71 211 | 221 | 229 | 237 | 2.56 .
SPM200-RN2-0.3-2.5-0.05-V 25 1.1 264 | 275 | 2.84 | 295 | 3.18 .
SPM200-RN2-0.3-3-0.05-V 3 10.56 3.16 | 3.28 | 3.40 | 3.52 | 3.81 .
SPM200-RN2-0.4-1-0.02-V 1 13.04 1.06 | 1.12 | 117 | 1.23 | 1.33 °
SPM200-RN2-0.4-2-0.02-V 2 11.60 211 | 221 | 229 | 238 | 2,57 .
SPM200-RN2-0.4-3-0.02-V 0.02 3 1044 | 3.16 | 3.28 | 3.40 | 3.53 | 3.81 .
SPM200-RN2-0.4-4-0.02-V 4 9.49 420 | 435 | 451 | 468 | 5.06 .
SPM200-RN2-0.4-1-0.05-V 0.4 1 0.32 | 0.37 50 4 2 13.09 1.06 | 1.12 | 117 | 1.22 | 1.32 .
SPM200-RN2-0.4-1.5-0.05-V 1.5 12.32 1.59 | 1.66 | 1.73 | 1.80 | 1.94 ]
SPM200-RN2-0.4-2-0.05-V 0.05 2 11.64 211 | 221 | 229 | 2.37 | 2.56 .
SPM200-RN2-0.4-2.5-0.05-V 2.5 11.03 264 | 275 | 284 | 295 | 3.18 .
SPM200-RN2-0.4-3-0.05-V 3 10.47 3.16 | 3.28 | 3.40 | 3.52 | 3.81 .
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480

394



GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Interference angle 0

The effective Draft angle

under-neck length

Under Neck Length sk AICISIN m .
h5 m Corner-R

See page 97 for guidelines to icons

) Continue
. Under Interfe- | The effective under-neck length
. M'” Corr.]er Neck AN Ne_ck O Shgnk Neck| rence for the various draft angles
Ordering Code Dia. | Radius Length | Dia. |Length| Dia. Stock
Length R | Angle
D R Lc d2 L d
L1 8 05° | 1° [15° | 20 | 3°
SPM200-RN2-0.4-3.5-0.05-V 3.5 9.97 3.68 | 3.82 | 3.95 | 4.10 | 4.43 .
0.05
SPM200-RN2-0.4-4-0.05-V 4 9.52 420 | 435 | 451 | 467 | 5.05 .
SPM200-RN2-0.4-1-0.1-V 1 13.17 | 1.06 | 1.11 | 1.16 | 1.21 | 1.31 .
0.4 0.32 | 0.37 50 4 2
SPM200-RN2-0.4-2-0.1-V 2 11.70 211 | 220 | 2.28 | 2.37 | 2.55 .
0.1
SPM200-RN2-0.4-3-0.1-V 3 1053 | 3.16 | 3.28 | 3.39 | 3.52 | 3.79 .
SPM200-RN2-0.4-4-0.1-V 4 9.56 420 | 4.35 | 450 | 4.67 | 5.04 .
SPM200-RN2-0.5-1-0.02-V 1 13.00 1.06 | 1.12 | 1.17 | 1.23 | 1.33 .
SPM200-RN2-0.5-2-0.02-V 2 11.53 211 | 2.21 | 2.29 | 2.38 | 2.57 .
SPM200-RN2-0.5-3-0.02-V 0.02 3 10.35 | 3.16 | 3.28 | 3.40 | 3.53 | 3.81 .
SPM200-RN2-0.5-4-0.02-V 4 9.39 420 | 435 | 451 | 468 | 5.06 .
SPM200-RN2-0.5-6-0.02-V 6 7.92 6.27 | 6.49 | 6.73 | 6.98 | 7.54 .

SPM200-RN2-0.5-1-0.05-V
SPM200-RN2-0.5-2-0.05-V
SPM200-RN2-0.5-3-0.05-V
SPM200-RN2-0.5-4-0.05-V 0.5

-

13.05 | 1.06 | 1.12 | 117 | 1.22 | 1.32 .
1156 | 211 | 221 | 229 | 2.37 | 2.56 .
10.38 | 3.16 | 3.28 | 3.40 | 3.52 | 3.81 )
04 047 | 50 4 2 9.42 420 | 435 | 451 | 467 | 5.05 .
SPM200-RN2-0.5-5-0.05-V 8.62 524 | 542 | 561 | 582 | 6.29 °
SPM200-RN2-0.5-6-0.05-V 7.94 6.27 | 6.49 | 6.72 | 6.97 | 7.53 °
SPM200-RN2-0.5-1-0.1-V 1 13.13 | 1.06 | 1.11 | 1.16 | 1.21 | 1.31 °

0.05

oo~ |lwW|N

SPM200-RN2-0.5-2-0.1-V 2 11.63 | 211 | 220 | 2.28 | 2.37 | 2.55 .
SPM200-RN2-0.5-3-0.1-V 3 1044 | 3.16 | 3.28 | 3.39 | 3.52 | 3.79 °
SPM200-RN2-0.5-4-0.1-V 01 4 9.46 420 | 435 | 450 | 467 | 5.04 °
SPM200-RN2-0.5-5-0.1-V 5 8.65 524 | 542 | 561 | 582 | 6.28 °
SPM200-RN2-0.5-6-0.1-V 6 7.97 6.27 | 6.49 | 6.72 | 6.97 | 7.52 .
SPM200-RN2-0.6-2-0.02-V 0.6 | 0.02 2 048 | 057 | 50 4 4 1124 | 217 | 231 | 244 | 255 | 2.77 °
e Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

) Continue
Mill | comner Under Flute | Neck|OveralllShank Interfe- | The effectlve_ under-neck length
) ) A Neck - . |Neck| rence for the various draft angles
Ordering Code Dia. | Radius Length| Dia. |Length| Dia. Stock
Length R | Angle
D R Lc d2 L d
L1 6 05° | 1° | 15° | 20 | 3
SPM200-RN2-0.6-4-0.02-V 4 9.15 429 | 451 | 469 | 486 | 5.26 .
0.02
SPM200-RN2-0.6-6-0.02-V 6 7.71 6.40 | 6.66 | 6.90 | 7.16 | 7.74 .
SPM200-RN2-0.6-2-0.05-V 2 11.27 | 217 | 231 | 243 | 255 | 2.76 .
SPM200-RN2-0.6-4-0.05-V 4 9.18 429 | 451 | 468 | 486 | 5.25 .
SPM200-RN2-0.6-6-0.05-V 0.05 6 773 | 6.40 | 666 | 6.90 | 716 | 7.74 | e
SPM200-RN2-0.6-8-0.05-V 8 6.68 8.49 | 8.80 | 9.12 | 9.46 |10.22| e
0.6 0.48 | 0.57 | 50 4 4
SPM200-RN2-0.6-10-0.05-V 10 5.88 |10.57|10.94 | 11.33 | 11.76 | 12.71 .
SPM200-RN2-0.6-2-0.1-V 2 1134 | 216 | 230 | 243 | 254 | 2.75 .
SPM200-RN2-0.6-4-0.1-V 4 9.22 429 | 450 | 468 | 485 | 5.24 .
SPM200-RN2-0.6-6-0.1-V 0.1 6 7.76 6.39 | 6.66 | 6.90 | 7.15 | 7.72 .
SPM200-RN2-0.6-8-0.1-V 8 6.70 8.48 | 8.80 | 9.11 | 9.45 | 10.21 .

SPM200-RN2-0.6-10-0.1-V 10 589 |10.57|10.94 |11.33 | 11.75|12.70| e
SPM200-RN2-0.7-4-0.05-V 4 9.07 429 | 451 | 468 | 4.86 | 5.25 .
SPM200-RN2-0.7-6-0.05-V 005 6 7.62 6.40 | 6.66 | 6.90 | 7.16 | 7.74 .
0.7 0.56 |[0.67 | 50 4 4
SPM200-RN2-0.7-4-0.1-V 4 9.1 429 | 450 | 468 | 485 | 5.24 .
SPM200-RN2-0.7-6-0.1-V 01 6 7.65 6.39 | 6.66 | 6.90 | 7.15 | 7.72 .
SPM200-RN2-0.8-4-0.02-V 4 50 8.96 4.27 | 447 | 465 | 4.82 | 5.21 .
SPM200-RN2-0.8-6-0.02-V 002 6 50 7.51 6.37 | 6.63 | 6.87 | 7.12 | 7.70 .
SPM200-RN2-0.8-4-0.05-V 4 50 8.99 4.27 | 447 | 465 | 482 | 5.21 .
SPM200-RN2-0.8-6-0.05-V 6 50 7.52 6.37 | 6.63 | 6.86 | 7.12 | 7.69 .
0.8 | 0.05 0.64 | 0.76 4 4
SPM200-RN2-0.8-8-0.05-V 8 50 6.47 845 | 8.76 | 9.08 | 9.42 | 10.18| e
SPM200-RN2-0.8-12-0.05-V 12 55 505 |12.61|13.04|13.51|14.0215.15| e
SPM200-RN2-0.8-4-0.1-V 4 50 9.03 4.26 | 447 | 464 | 481 | 5.19 .
SPM200-RN2-0.8-6-0.1-V 01 6 50 7.55 6.37 | 6.62 | 6.86 | 7.11 | 7.68 .
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Interference angle 0

The effective Draft angle

under-neck length

Under Neck Length sk AICISIN m .
h5 m Corner-R

See page 97 for guidelines to icons

) Continue
Ordering Code I'.'\)/:gl. ggcr!?i L'{lr:j(:ir L'(:alr?g;?h ’\é)elaCk E(Zr?gr;?rl: Slgia:k B I?éi;fg Th:)fg?ecs\;?i;;gEiar}fglr:;ggth Stock
D R Length e d2 L d R | Angle
L1 6 05° | 1° |15 | 20 | 3°
SPM200-RN2-0.8-8-0.1-V 8 50 649 | 845 | 876 | 9.07 | 9.41 |10.17| e
SPM200-RN2-0.8-12-0.1-V 01 12 55 5.06 |12.60|13.04|13.51[14.01|15.14| e
SPM200-RN2-0.8-4-0.2-V 4 50 912 | 426 | 4.46 | 463 | 4.80 | 5.17 .
0.8 0.64 | 0.76 4 4
SPM200-RN2-0.8-6-0.2-V 6 50 762 | 6.36 | 6.61 | 6.85 | 7.10 | 7.66 .
SPM200-RN2-0.8-8-0.2-V 02 8 50 6.54 | 845 | 875 | 9.06 | 9.40 | 10.14| e
SPM200-RN2-0.8-12-0.2-V 12 55 5.09 |12.60|13.03|13.50|14.00|15.11| e
SPM200-RN2-1-2-0.02-V 2 50 1092 | 215 | 2.28 | 240 | 2.52 | 2.73 .
SPM200-RN2-1-4-0.02-V 4 50 8.72 | 427 | 447 | 465 | 4.82 | 5.21 .
SPM200-RN2-1-6-0.02-V 6 50 7.26 | 6.37 | 6.63 | 6.87 | 7.12 | 7.70 .
SPM200-RN2-1-8-0.02-V 002 8 50 6.22 | 8.46 | 877 | 9.08 | 942 |10.19| e
SPM200-RN2-1-10-0.02-V 10 50 544 |10.53|10.91|11.30 | 11.72 | 12.67| e
SPM200-RN2-1-12-0.02-V 12 55 483 |12.61|13.05|13.52|14.02|15.16| e
SPM200-RN2-1-2-0.05-V 2 50 1096 | 215 | 2.28 | 240 | 2.51 | 2.72 .
SPM200-RN2-1-3-0.05-V 3 50 9.73 | 3.21 | 3.38 | 3.53 | 3.67 | 3.96 .
SPM200-RN2-1-4-0.05-V 4 50 8.75 | 427 | 447 | 465 | 4.82 | 5.21 °
1 0.8 |0.96 4 4
SPM200-RN2-1-5-0.05-V 5 50 795 | 532 | 555 | 575 | 597 | 6.45 .
SPM200-RN2-1-6-0.05-V 6 50 728 | 6.37 | 6.63 | 6.86 | 7.12 | 7.69 .
SPM200-RN2-1-8-0.05-V 0.05 8 50 6.23 | 845 | 8.76 | 9.08 | 9.42 | 10.18| e
SPM200-RN2-1-10-0.05-V 10 50 545 |10.53|10.90| 11.30 | 11.72 | 12.67| e
SPM200-RN2-1-12-0.05-V 12 55 484 |12.61|13.04|13.51|14.02|15.15| e
SPM200-RN2-1-16-0.05-V 16 60 395 |16.74|17.32|17.95|18.62|20.12| e
SPM200-RN2-1-20-0.05-V 20 60 3.34 |20.88|21.60|22.38|23.22|25.10| e
SPM200-RN2-1-2-0.1-V 2 50 11.03 | 2.14 | 2.27 | 2.39 | 2.50 | 2.71 .
SPM200-RN2-1-3-0.1-V 01 3 50 9.79 | 3.21 | 3.38 | 3.53 | 3.66 | 3.95 .
e Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

) Continue
Mill | Comer Under Flute |Neck OveralllShank Interfe- | The eﬁective_ under-neck length
Ordering Code Dia. |Radius |, Ne% |\ angth| Dia. [Length| Dia. |VecK| rence | forthe various draftangles g\
D R Length Lo a2 L d R | Angle
L1 e 05° | 1° | 15° | 2o | 3
SPM200-RN2-1-4-0.1-V 4 50 8.80 426 | 447 | 464 | 481 | 519 .
SPM200-RN2-1-5-0.1-V 5 50 7.99 532 | 555 | 575 | 596 | 6.44 .
SPM200-RN2-1-6-0.1-V 6 50 7.31 6.37 | 6.62 | 6.86 | 7.11 | 7.68 .
SPM200-RN2-1-8-0.1-V 8 50 6.25 8.45 | 8.76 | 9.07 | 9.41 [10.17 .
SPM200-RN2-1-10-0.1-V 01 10 50 5.46 10.53 (10.90 | 11.29 | 11.71 | 12.65| e
SPM200-RN2-1-12-0.1-V 12 55 4.85 |[12.60|13.04|13.51|14.0115.14| e
SPM200-RN2-1-16-0.1-V 16 60 3.96 16.74 | 17.32 | 17.94 | 18.61 | 20.11 .
SPM200-RN2-1-20-0.1-V 20 60 3.35 |20.87|21.60|22.37 |23.21|25.08 .
SPM200-RN2-1-2-0.2-V 2 50 11.17 214 | 226 | 2.38 | 248 | 2.68 .
SPM200-RN2-1-3-0.2-V 3 50 9.90 3.20 | 3.37 | 3.51 | 3.65 | 3.93 .
SPM200-RN2-1-4-0.2-V 4 50 8.89 426 | 4.46 | 463 | 4.80 | 517 .
SPM200-RN2-1-5-0.2-V 5 50 8.06 531 | 554 | 574 | 595 | 6.41 .
1 0.8 | 0.96 4 4
SPM200-RN2-1-6-0.2-V 6 50 7.37 6.36 | 6.61 | 6.85 | 7.10 | 7.66 .
SPM200-RN2-1-8-0.2-V 02 8 50 6.30 8.45 | 8.75 | 9.06 | 9.40 [ 10.14 .
SPM200-RN2-1-10-0.2-V 10 50 5.50 10.53|10.89 | 11.28 | 11.70 | 12.63 .
SPM200-RN2-1-12-0.2-V 12 55 4.88 12.60 | 13.03 | 13.50 | 14.00 | 15.11 .
SPM200-RN2-1-16-0.2-V 16 60 3.98 16.74 | 17.31 | 17.93 | 18.59 | 20.09 .
SPM200-RN2-1-20-0.2-V 20 60 3.36 |20.87|21.59|22.36 |23.19 | 25.06 .
SPM200-RN2-1-2-0.3-V 2 50 11.32 213 | 225 | 2.36 | 247 | 2.66 .
SPM200-RN2-1-3-0.3-V 3 50 10.01 3.20 | 3.36 | 3.50 | 3.63 | 3.90 .
SPM200-RN2-1-4-0.3-V 4 50 8.98 425 | 445 | 462 | 478 | 5.15 .
SPM200-RN2-1-5-0.3-V 03 5 50 8.14 531 | 553 | 573 | 593 | 6.39 .
SPM200-RN2-1-6-0.3-V 6 50 7.44 6.36 | 6.61 | 6.84 | 7.08 | 7.63 )
SPM200-RN2-1-8-0.3-V 8 50 6.35 8.44 | 8.75 | 9.05 | 9.38 |10.12 .
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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GESAC

SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Under Neck

Length

Interference angle 0

The effective

under-neck length

Draft angle

Pt

—
=l @]+ L Ju

See page 97 for guidelines to icons

) Continue
. Under Interfe- | The effective under-neck length
. M'" C‘””.er Neck AL N?CK ol Sh_ank Neck| rence for the various draft angles
Ordering Code Dia. |Radius Length| Dia. |Length| Dia. Stock
Length R | Angle
D R Lc d2 L d
L1 8 05° | 1° [15° | 20 | 3°
SPM200-RN2-1-10-0.3-V 10 50 5.53 10.52 [ 10.89 | 11.27 | 11.68 | 12.60 .
SPM200-RN2-1-12-0.3-V 12 55 4.90 12.60 | 13.03 | 13.49 | 13.98 | 15.09 .
1 0.3 0.8 |0.96 4 4
SPM200-RN2-1-16-0.3-V 16 60 4.00 16.73 [ 17.30 | 17.92 | 18.58 | 20.06 .
SPM200-RN2-1-20-0.3-V 20 60 3.37 20.87 [ 21.58 | 22.35 | 23.18 | 25.04 .
SPM200-RN2-1.25-5-0.1-V 5 50 7.68 530 | 552 | 5.72 | 593 | 6.40 .
SPM200-RN2-1.25-10-0.1-V 10 50 5.17 10.50 | 10.87 | 11.26 | 11.68 | 12.62 .
0.1
SPM200-RN2-1.25-15-0.1-V 15 55 3.90 15.68 | 16.22 | 16.80 | 17.43 | 18.83 .
SPM200-RN2-1.25-20-0.1-V 20 60 3.13 |20.84|21.57 |22.34|23.18 25.05| e
SPM200-RN2-1.25-5-0.2-V 5 50 7.75 529 | 551 | 571 | 591 | 6.38 .
SPM200-RN2-1.25-10-0.2-V 10 50 5.21 10.50 | 10.86 | 11.25 | 11.66 | 12.59 .
1.25| 0.2 1 1.20 4 4
SPM200-RN2-1.25-15-0.2-V 15 55 3.92 15.67 | 16.21 | 16.79 | 17.41 | 18.81 .
SPM200-RN2-1.25-20-0.2-V 20 60 3.14 20.84 | 21.56 | 22.33 | 23.16 | 25.02 (]
SPM200-RN2-1.25-5-0.3-V 5 50 7.83 529 | 550 | 5.70 | 590 | 6.35 .
SPM200-RN2-1.25-10-0.3-V 10 50 5.24 10.50 | 10.86 | 11.24 | 11.65 | 12.57 .
0.3
SPM200-RN2-1.25-15-0.3-V 15 55 3.94 15.67 | 16.20 | 16.78 | 17.40 | 18.78 .
SPM200-RN2-1.25-20-0.3-V 20 60 3.15 20.84 | 21.55|22.32 | 23.15 | 25.00 .
SPM200-RN2-1.5-4-0.1-V 4 50 8.17 423 | 442 | 458 | 475 | 513 (]
SPM200-RN2-1.5-6-0.1-V 6 50 6.66 6.32 | 6.57 | 6.80 | 7.05 | 7.62 .
SPM200-RN2-1.5-8-0.1-V 8 50 5.62 8.41 | 8.71 | 9.02 | 9.35 [ 10.10 .
0.1
SPM200-RN2-1.5-12-0.1-V 12 55 4.28 12.55(12.98 | 13.45| 13.95 | 15.07 [
15 12 | 144 4 4
SPM200-RN2-1.5-15-0.1-V 15 55 3.63 15.65 | 16.19 | 16.77 | 17.40 | 18.80 .
SPM200-RN2-1.5-20-0.1-V 20 60 2.90 20.82 | 21.54 | 22.32 | 23.15 - .
SPM200-RN2-1.5-4-0.2-V 4 50 8.26 423 | 441 | 457 | 474 | 510 .
0.2
SPM200-RN2-1.5-6-0.2-V 6 50 6.72 6.32 | 6.56 | 6.79 | 7.04 | 7.59 .
e Stock o Available upon Order Tol.
+0.005
(mm)

Cutting Parameters > P480
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

) Continue
T b Rl T
D R Length e d2 L d R | Angle
L1 0 05° | 1° |15 | 2o | 3°
SPM200-RN2-1.5-8-0.2-V 8 50 5.66 8.40 | 8.70 | 9.01 | 9.34 |10.08| e
SPM200-RN2-1.5-12-0.2-V 12 55 4.31 12.55]12.9813.44|13.94|15.05| e
SPM200-RN2-1.5-15-0.2-V 02 15 55 3.65 |15.65|16.19|16.76|17.38|18.78 | e
SPM200-RN2-1.5-20-0.2-V 20 60 2.91 20.82|21.53 22.31|23.13 - .
SPM200-RN2-1.5-4-0.3-V 4 50 8.36 422 | 440 | 456 | 4.72 | 5.08 .
SPM200-RN2-1.5-6-0.3-V 6 50 6.78 6.31 | 6.55 | 6.78 | 7.02 | 7.57 .
SPM200-RN2-1.5-8-0.3-V 8 50 5.71 8.40 | 8.69 | 899 | 9.32 |10.05| e
SPM200-RN2-1.5-12-0.3-V 03 12 55 433 |12.54(12.97|13.43(13.92|15.03| e
1.5 1.2 1.44 4 4
SPM200-RN2-1.5-15-0.3-V 15 55 3.67 |15.64|16.18|16.75|17.37|18.76 | e
SPM200-RN2-1.5-20-0.3-V 20 60 292 |20.81|21.53|22.29|23.12 - .
SPM200-RN2-1.5-4-0.5-V 4 50 8.55 421|439 | 454 | 469 | 5.03 .
SPM200-RN2-1.5-6-0.5-V 6 50 6.91 6.31 | 6.54 | 6.76 | 6.99 | 7.52 .
SPM200-RN2-1.5-8-0.5-V 8 50 5.80 8.39 | 8.68 | 897 | 9.29 |{10.00| e
SPM200-RN2-1.5-12-0.5-V 05 12 55 439 |12.54|12.96|13.41|13.89|14.98 | e
SPM200-RN2-1.5-15-0.5-V 15 55 3.71 15.64 | 16.17 | 16.73 | 17.34 | 18.71 .
SPM200-RN2-1.5-20-0.5-V 20 60 295 |20.81|21.51|22.27|23.09 - .
SPM200-RN2-1.75-5-0.1-V 5 50 6.96 5.26 | 547 | 5.67 | 588 | 6.35 .
SPM200-RN2-1.75-10-0.1-V 10 50 453 |10.46|10.82|11.21 |11.63 | 1256 | e
SPM200-RN2-1.75-15-0.1-V 01 15 55 3.35 |15.63|16.17|16.75|17.38|18.78 | e
SPM200-RN2-1.75-20-0.1-V 20 60 2.66 |20.80|21.52|22.29|23.13 - .
1.75 14 |1.68 4 4
SPM200-RN2-1.75-5-0.2-V 5 50 7.03 526 | 547 | 5.66 | 5.86 | 6.32 .
SPM200-RN2-1.75-10-0.2-V 10 50 456 |10.46|10.82|11.20 |11.61 1254 | e
SPM200-RN2-1.75-15-0.2-V 02 15 55 3.37 |15.63|16.16|16.74|17.36 | 18.75| e
SPM200-RN2-1.75-20-0.2-V 20 60 2.67 |20.80|21.51|22.28 | 23.11 - .
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Interference angle 0

The effective Draft angle

under-neck length

Under Neck Length sk AICISIN m .
h5 m Corner-R

See page 97 for guidelines to icons

) Continue
Mill | Corner Under Flute | Neck |OveralllShank Interfe- | The effectlve_ under-neck length
. ) ) Neck : . [Neck| rence for the various draft angles
Ordering Code Dia. |Radius Length| Dia. |Length| Dia. Stock
Length R Angle
D R Lc d2 L d
L1 8 05° | 1° | 15° | 20 | 3
SPM200-RN2-1.75-5-0.3-V 5 50 7.1 525 | 546 | 5.65 | 585 | 6.30 (]
SPM200-RN2-1.75-10-0.3-V 10 50 4.59 10.45(10.81 | 11.19 | 11.60 | 12.51 .
1.75| 0.3 14 | 1.68 4 4
SPM200-RN2-1.75-15-0.3-V 15 55 3.39 15.62 | 16.16 | 16.73 | 17.35 | 18.73 .
SPM200-RN2-1.75-20-0.3-V 20 60 2.69 20.79|21.51|22.27 | 23.10 - .
SPM200-RN2-2-4-0.1-V 4 50 7.36 421 | 438 | 454 | 471 | 5.08 (]
SPM200-RN2-2-6-0.1-V 6 50 5.86 6.29 | 6.53 | 6.76 | 7.01 | 7.57 .
SPM200-RN2-2-8-0.1-V 8 50 4.87 8.37 | 8.66 | 8.97 | 9.31 [10.05 .
SPM200-RN2-2-12-0.1-V 01 12 55 3.64 12.51(12.94 | 13.41 | 13.91 | 15.03 .
SPM200-RN2-2-16-0.1-V ' 16 55 2.90 16.65 | 17.22 | 17.84 | 18.51 - .
SPM200-RN2-2-20-0.1-V 20 60 2.42 20.78 | 21.50 | 22.27 | 23.11 - .
SPM200-RN2-2-25-0.1-V 25 65 2.00 25.95|26.85|27.82 - - .
SPM200-RN2-2-30-0.1-V 30 70 1.70 31.12 | 32.20 | 33.36 - - .
SPM200-RN2-2-4-0.2-V 4 50 7.46 420 | 4.37 | 453 | 4.69 | 5.06 .
SPM200-RN2-2-6-0.2-V 6 50 5.93 6.29 | 6.52 | 6.75 | 6.99 | 7.54 .
2 16 | 1.92 4 4
SPM200-RN2-2-8-0.2-V 8 50 4.91 8.37 | 8.66 | 8.96 | 9.29 | 10.03 .
SPM200-RN2-2-12-0.2-V 12 55 3.66 12.5112.94 | 13.40 | 13.89 | 15.00 .
0.2
SPM200-RN2-2-16-0.2-V 16 55 2.92 16.64 | 17.22 | 17.83 | 18.49 - .
SPM200-RN2-2-20-0.2-V 20 60 243 20.78 | 21.49 | 22.26 | 23.09 - .
SPM200-RN2-2-25-0.2-V 25 65 2.00 25.95|26.84 | 27.80 - - .
SPM200-RN2-2-30-0.2-V 30 70 1.71 31.11 | 32.19 | 33.35 - - .
SPM200-RN2-2-4-0.3-V 4 50 7.56 420 | 437 | 452 | 468 | 5.03 .
SPM200-RN2-2-6-0.3-V 03 6 50 5.99 6.28 | 6.51 | 6.74 | 6.98 | 7.52 .
SPM200-RN2-2-8-0.3-V ’ 8 50 4.96 8.36 | 8.65 | 8.95 | 9.28 | 10.01 .
SPM200-RN2-2-12-0.3-V 12 55 3.69 12.50 | 12.93 | 13.39 | 13.88 | 14.98 .
e Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480

401

SIIWpUS SpIGIED PIOS T



s|liwpu3z 8pigied plos

MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

) Continue
Mill | corner Under Flute |Neck|OveralilShank Interfe- | The eﬁectlve_ under-neck length
. . ) Neck ; . |Neck| rence for the various draft angles
Ordering Code Dia. | Radius Length| Dia. |Length| Dia. Stock
Length R | Angle
D R Lc d2 L d
L1 e 05° | 1° |15 | 2o | 3
SPM200-RN2-2-16-0.3-V 16 55 293 |16.64|17.21|17.82|18.48 - .
SPM200-RN2-2-20-0.3-V 20 60 2.44 | 20.77 | 21.49 | 22.25 | 23.08 - .
0.3
SPM200-RN2-2-25-0.3-V 25 65 2.01 25.94 |1 26.84 | 27.79 | 28.82 - .
SPM200-RN2-2-30-0.3-V 30 70 1.71 31.11 | 32.18 | 33.34 - - .
SPM200-RN2-2-6-0.5-V 6 50 6.1 6.28 | 6.50 | 6.71 | 6.95 | 7.47 .
SPM200-RN2-2-8-0.5-V 8 50 5.04 8.36 | 8.64 | 8.93 | 9.25 | 9.96 .
SPM200-RN2-2-12-0.5-V 12 55 3.73 |12.50|12.92|13.36 | 13.85 | 14.93 .
SPM200-RN2-2-16-0.5-V 0.5 16 55 296 |16.63|17.19|17.80|18.45 - .
SPM200-RN2-2-20-0.5-V 20 60 246 |20.77 | 21.47 | 22.23 | 23.05 - .
2 1.6 1.92 4 4
SPM200-RN2-2-25-0.5-V 25 65 2.03 |25.94|26.82|27.77 | 28.79 - .
SPM200-RN2-2-30-0.5-V 30 70 1.72 131.10|32.17|33.31 - - .
SPM200-RN2-2-6-0.8-V 6 50 6.31 6.26 | 6.48 | 6.68 | 6.90 | 7.40 .
SPM200-RN2-2-8-0.8-V 8 50 5.18 8.35 | 8.62 | 890 | 9.20 | 9.88 .
SPM200-RN2-2-12-0.8-V 12 55 3.81 12.49|12.89|13.33|13.80 | 14.86| e
SPM200-RN2-2-16-0.8-V 0.8 16 55 3.01 16.62 [ 17.17 | 17.77 | 18.40 | 19.83 .
SPM200-RN2-2-20-0.8-V 20 60 249 |20.76 | 21.45 | 22.20 | 23.00 - .
SPM200-RN2-2-25-0.8-V 25 65 2.05 |25.93|26.80|27.74 | 28.75 - .
SPM200-RN2-2-30-0.8-V 30 70 1.74 |31.09|32.15|33.28 - - .
SPM200-RN2-2.5-10-0.1-V 10 50 3.36 |10.41|10.77|11.16 | 11.57 | 12.50 .
SPM200-RN2-2.5-20-0.1-V 0.1 20 60 1.89 |20.75|21.47 | 22.24 - - .
SPM200-RN2-2.5-30-0.1-V 30 70 1.32 | 31.09|32.17 - - - .
25 2 2.40 4 4
SPM200-RN2-2.5-10-0.2-V 10 50 3.39 |10.41|10.77 | 11.15| 11.56 | 12.48 .
SPM200-RN2-2.5-20-0.2-V 0.2 20 60 1.90 |20.75|21.46 | 22.23 - - .
SPM200-RN2-2.5-30-0.2-V 30 70 1.32 |31.08|32.16 - - - )
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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SOLID CARBIDE ENDMILLS |

MILLING TOOLS

SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Under Neck Length

Interference angle 0

The effective

under-neck length

Draft angle

Pt

—
=l @]+ L Ju

See page 97 for guidelines to icons

) Continue
Mill | corner Under Flute | Neck|OveralilShank Interfe- | The effectlve_under—neck length
. . ) Neck ; . |Neck| rence for the various draft angles
Ordering Code Dia. | Radius Length| Dia. |Length| Dia. Stock
Length R | Angle
D R Lc d2 L d
L1 0 05° | 1° |15 | 20 | 3°
SPM200-RN2-2.5-10-0.3-V 10 50 3.42 10.41(10.76 | 11.14 | 11.54 | 12.46 | e
SPM200-RN2-2.5-20-0.3-V 0.3 20 60 1.91 20.74 | 21.46 | 22.22 - - .
SPM200-RN2-2.5-30-0.3-V 30 70 1.32 |31.08|32.15 - - - .
25 2 2.40 4 4
SPM200-RN2-2.5-10-0.5-V 10 50 3.47 10.40 [ 10.75 | 11.12 | 11.51 | 12.41 .
SPM200-RN2-2.5-20-0.5-V 0.5 20 60 1.92 |20.74 |21.44 | 22.20 - - .
SPM200-RN2-2.5-30-0.5-V 30 70 1.33 |31.07|32.14 - - - )
SPM200-RN2-3-6-0.1-V 6 50 7.40 6.25 | 6.47 | 6.70 | 6.95 | 7.50 .
SPM200-RN2-3-8-0.1-V 8 55 6.32 8.32 | 8.61 | 8.92 | 9.25 | 9.99 .
SPM200-RN2-3-12-0.1-V 12 60 4.89 12.46 (12.89|13.35|13.85[14.96| e
SPM200-RN2-3-16-0.1-V 16 60 3.99 16.59 [ 17.17 | 17.78 | 18.45 | 19.94 .
0.1
SPM200-RN2-3-18-0.1-V 18 65 3.65 18.66 | 19.31 | 20.00 | 20.75 | 22.42 .
SPM200-RN2-3-20-0.1-V 20 65 3.36 |20.73|21.45|22.22 | 23.05 | 24.91 .
SPM200-RN2-3-30-0.1-V 30 75 242 |31.06|32.14|33.30 | 34.55 - .
SPM200-RN2-3-35-0.1-V 35 80 212 |36.23|37.49|38.84 |40.29 - .
SPM200-RN2-3-6-0.2-V 6 50 7.46 6.25 | 6.46 | 6.69 | 6.93 | 7.48 .
3 24 |288 6 4
SPM200-RN2-3-8-0.2-V 8 55 6.36 8.32 | 8.60 | 891 | 9.23 | 9.97 .
SPM200-RN2-3-12-0.2-V 12 60 4.92 12.45(12.88 | 13.34 | 13.83 | 14.94 .
SPM200-RN2-3-16-0.2-V 16 60 4.00 16.59 | 17.16 | 17.77 | 18.43 | 19.91 .
0.2
SPM200-RN2-3-18-0.2-V 18 65 3.66 18.66 | 19.30 | 19.99 | 20.73 | 22.40 .
SPM200-RN2-3-20-0.2-V 20 65 3.38 |20.72|21.44 | 22.21 | 23.03 | 24.88 .
SPM200-RN2-3-30-0.2-V 30 75 2.43 |31.06|32.14 |33.29 | 34.53 - .
SPM200-RN2-3-35-0.2-V 35 80 2.13 |36.23 |37.48 | 38.83 |40.28 - .
SPM200-RN2-3-6-0.3-V 6 50 7.53 6.24 | 6.46 | 6.68 | 6.92 | 7.46 .
0.3
SPM200-RN2-3-8-0.3-V 8 55 6.41 8.32 | 8.60 | 890 | 9.22 | 9.94 .
e Stock o Available upon Order Tol.
+0.005
(mm)

Cutting Parameters > P480
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

) Continue
Ordering Code lg/ilgl. ggg:jsr L'ilnedCir L';I:gt;tah ’\Ig?;:k (Lj(\e/:g;?rlml SB?;k NGk I?;ircfz Th]%regzcg\;;:]:gar}?gﬁ;;gth Stock
D R Length Lo a2 L d R | Angle
L1 e 05° | 1° | 15° | 20 | 3°
SPM200-RN2-3-12-0.3-V 12 60 494 11245|12.87|13.33|13.82|1491| e
SPM200-RN2-3-16-0.3-V 16 60 4.02 |16.59|17.15|17.76 | 18.42|19.89 | e
SPM200-RN2-3-18-0.3-V 18 65 3.68 |18.65|19.29|19.98|20.72|22.37| e
SPM200-RN2-3-20-0.3-V 03 20 65 3.39 |20.72|21.43|22.20|23.02|24.86| e
SPM200-RN2-3-30-0.3-V 30 75 243 |31.06|32.13|33.2834.52| - .
SPM200-RN2-3-35-0.3-V 35 80 213 |36.23|37.48|38.8240.26| - .
SPM200-RN2-3-8-0.5-V 8 55 6.51 8.31 | 858 | 8.87 | 9.19 | 9.89 .
SPM200-RN2-3-12-0.5-V 12 60 500 |12.44|12.86|13.31|13.79|14.87| e
SPM200-RN2-3-16-0.5-V 16 60 4.06 |16.58|17.14|17.74|18.39|19.84| e
SPM200-RN2-3-18-0.5-V 0.5 18 65 3.71 |18.65|19.28|19.96 | 20.69 | 22.33| e
3 24 |288 6 4
SPM200-RN2-3-20-0.5-V 20 65 342 |20.71]21.42|22.17 122,99 2481 | e
SPM200-RN2-3-30-0.5-V 30 75 245 |31.05|32.12|33.26 |3449| - .
SPM200-RN2-3-35-0.5-V 35 80 214 |36.22|37.46|38.80|40.23 | - .
SPM200-RN2-3-8-1-V 8 55 6.76 | 8.29 | 855 | 8.82 | 9.11 | 9.77 .
SPM200-RN2-3-12-1-V 12 60 515 |12.43|12.83|13.25|13.71|14.74| e
SPM200-RN2-3-16-1-V 16 60 416 |16.56|17.10 | 17.69|18.31 |19.72| e
SPM200-RN2-3-18-1-V 1 18 65 3.79 |18.63|19.24|19.90 |20.61|22.20| e
SPM200-RN2-3-20-1-V 20 65 3.49 |20.70|21.38|22.12 2291|2469 | e
SPM200-RN2-3-30-1-V 30 75 248 |31.03|32.08|33.20 | 34.41 - .
SPM200-RN2-3-35-1-V 35 80 217 |36.20|37.43|38.7440.16 | - .
SPM200-RN2-4-8-0.1-V 8 55 490 | 831|859 |890 | 923|997 .
SPM200-RN2-4-12-0.1-V 12 60 3.66 |12.44|12.87|13.33|13.83|14.94| e
4 0.1 32 |3.86 6 4
SPM200-RN2-4-16-0.1-V 16 60 291 |16.57|17.15|17.76 | 1843 | - .
SPM200-RN2-4-20-0.1-V 20 65 242 120.71|21.43|22.20|23.03| - .
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Interference angle 0

The effective Draft angle

under-neck length

Under Neck Length sk AICISIN m .
h5 m Corner-R

See page 97 for guidelines to icons

) Continue
Mill | corner Under Flute |Neck OveralllShank Interfe- | The effective_ under-neck length
Ordering Code Dia. | Radius | %K | angth| Dia. |Length| Dia. |NeoK| rence |  forthe various draftangles g\
D R Length Lo a2 L d R | Angle
L1 e 05° | 1° |15 | 20 | 3°
SPM200-RN2-4-30-0.1-V 30 75 1.71 31.05|32.12| 33.28 - - .
SPM200-RN2-4-35-0.1-V 0.1 35 80 149 |36.21|37.47 - - - )
SPM200-RN2-4-45-0.1-V 45 90 1.18 |46.55|48.17 - - - )
SPM200-RN2-4-8-0.2-V 8 55 4.94 8.30 | 8.58 | 8.89 | 9.21 | 9.94 .
SPM200-RN2-4-12-0.2-V 12 60 3.68 |12.44|12.86|13.32|13.81(14.92| e
SPM200-RN2-4-16-0.2-V 16 60 293 |16.57 |17.14 | 17.75|18.41 - .
SPM200-RN2-4-20-0.2-V 0.2 20 65 243 |20.71|21.42]22.19|23.01 - .
SPM200-RN2-4-30-0.2-V 30 75 1.71 31.04 | 32.12 | 33.27 - - .
SPM200-RN2-4-35-0.2-V 35 80 149 |36.21|37.47 - - - .
SPM200-RN2-4-45-0.2-V 45 90 1.18 |46.55|48.16 - - - .
SPM200-RN2-4-8-0.3-V 8 55 4.99 8.30 | 8.58 | 8.88 | 9.20 | 9.92 .
SPM200-RN2-4-12-0.3-V 12 60 3.70 |12.43|12.86|13.31|13.80 | 14.89 .
4 3.2 |3.86 6 4
SPM200-RN2-4-16-0.3-V 16 60 294 |16.57 |17.1317.74 | 18.40 - .
SPM200-RN2-4-20-0.3-V 0.3 20 65 2.44 |20.70|21.41|22.18 | 23.00 - .
SPM200-RN2-4-30-0.3-V 30 75 1.72 |31.04|32.11|33.26 - - .
SPM200-RN2-4-35-0.3-V 35 80 149 |36.21|37.46 - - - .
SPM200-RN2-4-45-0.3-V 45 90 1.19 |46.54 |48.16 - - - .
SPM200-RN2-4-12-0.5-V 12 60 3.75 |12.43|12.84|13.29|13.77 | 14.84 .
SPM200-RN2-4-16-0.5-V 16 60 297 |16.56|17.12|17.72|18.37 - .
SPM200-RN2-4-20-0.5-V 20 65 247 |20.70|21.40|22.15|22.97 - .
SPM200-RN2-4-30-0.5-V 05 30 75 1.73 |31.03|32.10| 33.24 - - .
SPM200-RN2-4-35-0.5-V 35 80 1.50 |36.20|37.44 - - - .
SPM200-RN2-4-45-0.5-V 45 90 1.19 |46.54 |48.14 - - - .
SPM200-RN2-4-12-1-V 1 12 60 3.88 |12.41|12.81|13.23|13.69|14.72 .
e Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-RN2

2 Flute, Extended Neck-Corner Radius End Mill

®4 or higher does not have backdraft shape

- [ l i
ack taper: [~ 5 °—/ .
R 3 AIC[SIN

See page 97 for guidelines to icons

R: £0. 005mm

Tolerance on Corner radius R

) Continue
Mill | comner Under Flute |Neck|OveralilShank Interfe- | The effective_ under-neck length
Ordering Code Dia. | Radius DS Length| Dia. |Length| Dia. NEE) e for the various draft angles Stock
D R Length Lo a2 L d R | Angle
L1 8 o5 | 1° |15 | 20 | 3
SPM200-RN2-4-16-1-V 16 60 3.05 |16.54|17.09|17.67|18.29|19.70| e
SPM200-RN2-4-20-1-V 20 65 252 |20.68|21.36 | 22.10 | 22.89 - .
SPM200-RN2-4-30-1-V 4 1 30 32 |386| 75 6 4 1.75 |31.02|32.06 | 33.18 - - .
SPM200-RN2-4-35-1-V 35 80 1.52 |36.18 |37.41|38.73 - - .
SPM200-RN2-4-45-1-V 45 90 1.20 |46.52|48.11 - - - .
SPM200-RN2-5-20-0.1-V 20 65 1.32 |20.70 | 21.42 - - - )
SPM200-RN2-5-40-0.1-V 01 40 85 0.69 |41.38 - - - - .
SPM200-RN2-5-20-0.2-V 20 65 1.32 |20.70 | 21.41 - - - .
SPM200-RN2-5-40-0.2-V 02 40 85 0.69 |41.37 - - - - .
SPM200-RN2-5-20-0.3-V 20 65 1.33 |20.69|21.41 - - - .
5 0.3 4 4.85 6 4
SPM200-RN2-5-40-0.3-V 40 85 0.69 |41.37 - - - - .
SPM200-RN2-5-20-0.5-V 20 65 1.34 |20.69 |21.39 - - - °
SPM200-RN2-5-40-0.5-V 0 40 85 0.70 |41.36 - - - - .
SPM200-RN2-5-20-1-V 20 65 1.38 |20.67 |21.36 - - - .
SPM200-RN2-5-40-1-V ! 40 85 0.71 |41.34 - - - - .
SPM200-RN2-6-12-0.1-V 12 50 - - - - - - .
SPM200-RN2-6-18-0.1-V 18 60 - - - - - - .
SPM200-RN2-6-24-0.1-V 0.1 24 70 - - - - - - .
SPM200-RN2-6-35-0.1-V 35 80 - - - - - - .
SPM200-RN2-6-55-0.1-V 6 55 48 |5.85| 100 6 - - - - - - - .
SPM200-RN2-6-12-0.2-V 12 50 - - - - - - .
SPM200-RN2-6-18-0.2-V 18 60 - - - - - - .
SPM200-RN2-6-24-0.2-V 02 24 70 - - - - - - .
SPM200-RN2-6-35-0.2-V 35 80 - - - - - - )
o Stock o Available upon Order R Tol.
+0.005
(mm)

Cutting Parameters > P480
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SOLID CARBIDE ENDMILLS

MILLING TOOLS

SPM200-RN2 wn

2 Flute, Extended Neck-Corner Radius End Mill

Under Neck Length

—
=l @]+ L Ju

See page 97 for guidelines to icons

Interference angle 0

The effective

under-neck length

Draft angle

Pt

) Continue
Mill | cormer Under Flute |Neck|OveralllShank Interfe- | The effectlve- under-neck length
. . ) Neck : - |Neck| rence for the various draft angles
Ordering Code Dia. | Radius Length| Dia. |Length| Dia. Stock
Length R | Angle
D R Lc d2 L d
L1 0 05° | 1° [ 15° | 20 | 3°
SPM200-RN2-6-55-0.2-V 0.2 55 100 - - - - - - .
SPM200-RN2-6-12-0.3-V 12 50 - - - - o o .
SPM200-RN2-6-18-0.3-V 18 60 - - - - - - .
SPM200-RN2-6-24-0.3-V 0.3 24 70 - - - - - - .
SPM200-RN2-6-35-0.3-V 35 80 - - - - - - .
SPM200-RN2-6-55-0.3-V 55 100 - - - - = = .
SPM200-RN2-6-18-0.5-V 18 60 - - - - - - .
6 48 |5.85 6 -
SPM200-RN2-6-24-0.5-V 24 70 - - - - - - )
0.5
SPM200-RN2-6-35-0.5-V 35 80 - - - - - - .
SPM200-RN2-6-55-0.5-V 55 100 - - - - = c .
SPM200-RN2-6-18-1-V 18 60 - - - - - - )
SPM200-RN2-6-24-1-V 24 70 - - - - - - )
1
SPM200-RN2-6-35-1-V 35 80 - - - - - - .
SPM200-RN2-6-55-1-V 55 100 - - - - - - )
e Stock o Available upon Order
Tol.
+0.005
(mm)

Cutting Parameters > P480
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SPM200-BN2 =

2 Flute, Extended Neck-Ball Nose End Mill

Neck R

Lel |
L - =GRS0

See page 97 for guidelines to icons

Ordering Code I!\)/:gl. R L'Teiir Lzl:;?h '\IlDelgk Et\e/r?gr;?rl: Slgiaar.]k Bleck I?:]Z:fz Thf%?mzcsgi:::Z:a??gﬁéngth Stock
D Length Lo d2 L d R Angle
L1 0 05° | 1° |15 | 2o | 3
SPM200-BN2-0.1-0.2-V 0.2 14.66 0.2 | 021 | 0.22 | 0.24 | 0.26 .
SPM200-BN2-0.1-0.3-V 0.1 |0.05| 0.3 0.08 [0.08| 50 4 1 14.48 0.31 | 0.33 | 0.34 | 0.36 | 0.39 .
SPM200-BN2-0.1-0.5-V 0.5 14.12 0.52 | 0.55 | 0.57 | 0.59 | 0.64 .
SPM200-BN2-0.2-0.5-V 0.5 14.21 0.51 | 0.53 | 0.55 | 0.57 | 0.61 .
SPM200-BN2-0.2-0.75-V 0.75 13.77 0.78 | 0.8 | 0.83 | 0.86 | 0.92 .
SPM200-BN2-0.2-1-V 1 13.36 1.04 | 1.07 | 1.11 | 1.15 | 1.23 .
SPM200-BN2-0.2-1.25-V 1.25 12.97 13 | 1.34 | 1.39 | 1.43 | 1.54 .
0.2 | 01 0.16 |[0.17 | 50 4 1
SPM200-BN2-0.2-1.5-V 1.5 12.6 156 | 1.61 | 1.66 | 1.72 | 1.85 .
SPM200-BN2-0.2-2-V 2 11.92 207 | 214 | 222 | 23 | 248 .
SPM200-BN2-0.2-2.5-V 25 11.31 259 | 268 | 2.77 | 2.87 | 31 .
SPM200-BN2-0.2-3-V 3 10.76 3.11 | 3.21 | 3.33 | 3.45 | 3.72 .
SPM200-BN2-0.3-0.5-V 0.5 14.17 0.52 | 0.55 | 0.57 | 0.6 | 0.66 .
SPM200-BN2-0.3-0.75-V 0.75 13.72 0.79 | 0.83 | 0.87 | 0.91 | 0.98 .
SPM200-BN2-0.3-1-V 1 133 1.05 | 1.11 | 116 | 1.2 | 1.29 .
SPM200-BN2-0.3-1.25-V 1.25 12.9 132 | 138 | 144 | 15 | 161 .
0.3 |0.15 024 (027 | 50 4 2
SPM200-BN2-0.3-1.5-V 1.5 12.53 158 | 1.66 | 1.72 | 1.78 | 1.92 .
SPM200-BN2-0.3-2-V 2 11.84 211 | 22 | 228 | 2.36 | 2.54 .
SPM200-BN2-0.3-2.5-V 25 11.22 263 | 2.74 | 2.83 | 293 | 3.16 °
SPM200-BN2-0.3-3-V 3 10.66 3.15 | 3.27 | 3.39 | 3.51 | 3.78 .
SPM200-BN2-0.4-0.75-V 0.75 13.78 0.78 | 0.82 | 0.86 | 0.9 | 0.97 .
SPM200-BN2-0.4-1-V 1 13.34 1.05 | 11 | 115 | 1.19 | 1.28 .
SPM200-BN2-0.4-1.5-V 04 | 02| 15 0.32 | 0.37| 50 4 2 12.55 158 | 165 | 1.72 | 1.78 | 1.9 °
SPM200-BN2-0.4-2-V 2 11.84 211 | 219 | 227 | 235 | 2.53 .
SPM200-BN2-0.4-2.5-V 25 1.2 263 | 273 | 2.83 | 293 | 3.15 .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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GESAC SOLID CARBIDE ENDMILLS | MILLING TOOLS

SPM200-BN2 &=

2 Flute, Extended Neck-Ball Nose End Mill

Interference angle 0

The effective
under—neck length

Draft angle

Neck R

pa—

Under Neck Length w 2 AICISIN m '
| 1 h5 m Ballnose

See page 97 for guidelines to icons

) Continue
. Under Interfe- | The effective under-neck length
. M'” Neck A N(?Ck Ol Sh_a\nk Neck| rence for the various draft angles
Ordering Code Dia. | R Length| Dia. |Length| Dia. Stock
Length R Angle
D Lc d2 L d
L1 8 05° | 1° |15° | 20 | 3
SPM200-BN2-0.4-3-V 3 10.63 3.15 | 3.27 | 3.38 | 3.5 | 3.77 .
SPM200-BN2-0.4-3.5-V 3.5 10.12 3.67 | 3.8 | 3.94 | 4.08 | 4.39 .
04 | 0.2 0.32 | 0.37 50 4 2
SPM200-BN2-0.4-4-V 4 9.65 419 | 434 | 449 | 465 | 5.01 .
SPM200-BN2-0.4-4.5-V 4.5 9.22 471 | 4.87 | 5.04 | 5.23 | 5.63 .
SPM200-BN2-0.5-1-V 1 13.39 1.05 | 1.09 | 1.114 | 1.19 | 1.27 .
SPM200-BN2-0.5-1.5-V 1.5 12.56 158 | 1.65 | 1.71 | 1.77 | 1.89 .
SPM200-BN2-0.5-2-V 2 11.83 21 219 | 227 | 2.34 | 2.51 .
SPM200-BN2-0.5-2.5-V 2.5 11.18 263 | 273 | 282 | 292 | 3.14 .
SPM200-BN2-0.5-3-V 3 10.6 3.15 | 3.27 | 3.38 | 3.49 | 3.76 .
0.5 | 0.25 0.4 0.47 50 4 2
SPM200-BN2-0.5-4-V 4 9.6 419 | 434 | 448 | 4.64 5 ]
SPM200-BN2-0.5-5-V 5 8.77 523 | 541 | 559 | 579 | 6.24 .
SPM200-BN2-0.5-5.5-V 5.5 8.4 575 | 594 | 6.15 | 6.37 | 6.86 .
SPM200-BN2-0.5-6-V 6 8.07 6.27 | 6.48 | 6.7 | 6.94 | 7.49 .
SPM200-BN2-0.5-8-V 8 6.96 8.33 | 8.62 | 892 | 9.24 | 9.97 .
SPM200-BN2-0.6-1-V 1 13.15 1.07 | 114 | 1.2 | 1.27 | 1.41 .
SPM200-BN2-0.6-2-V 2 11.61 215 | 228 | 239 | 25 2.7 .
SPM200-BN2-0.6-2.5-V 2.5 10.96 268 | 2.84 | 297 | 3.09 | 3.32 .
SPM200-BN2-0.6-3-V 3 10.38 3.22 | 3.39 | 3.54 | 3.67 | 3.95 .
SPM200-BN2-0.6-3.5-V 3.5 9.86 3.75 | 3.94 | 41 4.25 | 4.57 .
06 | 0.3 0.48 | 0.57 50 4 4
SPM200-BN2-0.6-4-V 4 9.39 428 | 448 | 466 | 4.82 | 5.19 .
SPM200-BN2-0.6-4.5-V 4.5 8.97 481 | 5.03 | 521 54 | 5.81 .
SPM200-BN2-0.6-5-V 5 8.57 533 | 557 | 577 | 597 | 6.43 .
SPM200-BN2-0.6-5.5-V 55 8.22 5.86 | 6.11 | 6.32 | 6.55 | 7.05 .
SPM200-BN2-0.6-6-V 6 7.89 6.38 | 6.64 | 6.87 | 712 | 7.67 .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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MILLING TOOLS | SOLID CARBIDE ENDMILLS

SPM200-BN2 =

2 Flute, Extended Neck-Ball Nose End Mill

Neck R

Lel |
L - =GRS0

See page 97 for guidelines to icons
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) Continue
. Under Interfe- | The effective under-neck length
. M'” Neck iz NPTCk el Shgnk Neck| rence for the various draft angles
Ordering Code Dia. | R Length| Dia. |Length| Dia. Stock
Length R Angle
D Lc d2 L d
L1 8 05° | 1° | 15° | 20 | 3°
SPM200-BN2-0.6-7-V 7 7.3 743 | 7.71 | 7.98 | 8.27 | 8.92 .
SPM200-BN2-0.6-8-V 8 6.79 8.48 | 8.78 | 9.09 | 9.42 [ 10.16 .
SPM200-BN2-0.6-9-V 06 | 0.3 9 0.48 | 0.57 50 4 4 6.35 9.52 | 9.85 | 10.2 | 10.57 | 11.4 .
SPM200-BN2-0.6-10-V 10 5.97 10.56 | 10.92 | 11.31 | 11.72 | 12.65 .
SPM200-BN2-0.6-12-V 12 5.32 12.63 [ 13.06 | 13.52 | 14.02 | 15.13 .
SPM200-BN2-0.7-2-V 2 11.6 214 | 227 | 2.39 | 249 | 2.69 .
SPM200-BN2-0.7-4-V 4 9.33 427 | 448 | 465 | 481 | 5.18 .
0.7 |0.35 0.56 | 0.67 50 4 4
SPM200-BN2-0.7-6-V 6 7.81 6.38 | 6.64 | 6.87 | 7.11 | 7.66 .
SPM200-BN2-0.7-8-V 8 6.71 8.47 | 8.78 | 9.09 | 9.41 [10.15| e
SPM200-BN2-0.8-2-V 2 11.64 212 | 224 | 235 | 245 | 2.63 .
SPM200-BN2-0.8-4-V 4 9.3 425 | 444 | 461 | 477 | 512 .
SPM200-BN2-0.8-5-V 5 8.45 53 | 553 | 572 | 592 | 6.36 .
08 | 04 0.64 | 0.76 50 4 4
SPM200-BN2-0.8-6-V 6 7.74 6.35 | 6.6 | 6.83 | 7.07 | 7.61 .
SPM200-BN2-0.8-8-V 8 6.63 8.44 | 8.74 | 9.04 | 9.37 |10.09 .
SPM200-BN2-0.8-10-V 10 5.8 10.52 | 10.88 | 11.26 | 11.67 | 12.58 .
SPM200-BN2-0.9-2-V 2 11.63 212 | 223 | 2.34 | 244 | 2.62 .
SPM200-BN2-0.9-4-V 4 9.24 425 | 444 | 46 | 476 | 5.11 .
0.9 |0.45 0.72 | 0.86| 50 4 4
SPM200-BN2-0.9-6-V 6 7.66 6.35 | 66 | 682 | 7.06 | 7.6 .
SPM200-BN2-0.9-8-V 8 6.54 8.44 | 8.74 | 9.04 | 9.36 |10.08 .
SPM200-BN2-1-2-V 2 11.62 212 | 223 | 2.33 | 243 | 2.61 °
SPM200-BN2-1-3-V 3 10.25 3.18 | 3.34 | 348 | 3.6 | 3.85 .
SPM200-BN2-1-4-V 1 0.5 4 0.8 0.96 50 4 4 9.17 424 | 443 | 46 | 475 | 51 .
SPM200-BN2-1-5-V 5 8.29 53 | 552 | 5.71 59 | 6.34 .
SPM200-BN2-1-6-V 6 7.57 6.35 | 6.59 | 6.81 | 7.05 | 7.58 .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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SPM200-BN2 &=

2 Flute, Extended Neck-Ball Nose End Mill

Interference angle 0

The effective
under—neck length

Draft angle

Neck R
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Under Neck Length w 2 AICISIN m '
| 1 h5 m Ballnose

See page 97 for guidelines to icons

) Continue
. Under Interfe- | The effective under-neck length
. Mlll Neck Flute Ngck Overall Shf':mk Neald  rEmes for the various draft angles
Ordering Code Dia. | R Length| Dia. |Length| Dia. Stock
Length R Angle
D Lc d2 L d
L1 8 05° | 1° [ 15| 20 | 3°
SPM200-BN2-1-7-V 7 50 6.96 7.39 | 7.66 | 7.92 8.2 8.83 .
SPM200-BN2-1-8-V 8 50 6.44 8.44 | 873 | 9.03 | 9.35 |10.07| e
SPM200-BN2-1-9-V 9 50 5.99 948 | 9.8 |10.14| 105 | 11.31 .
SPM200-BN2-1-10-V 10 50 5.6 10.52 | 10.87 | 11.25 | 11.65 | 12.56 | e
SPM200-BN2-1-12-V 12 55 4.96 12.59 (13.01 | 13.46 | 13.95 |15.04 | e
1 0.5 0.8 | 0.96 4 4
SPM200-BN2-1-13-V 13 55 4.69 13.62 | 14.08 | 14.57 | 151 |16.29| e
SPM200-BN2-1-14-V 14 55 4.45 14.66 | 15.15| 15.68 | 16.25 |17.53 | e
SPM200-BN2-1-16-V 16 55 4.03 16.73 [ 17.29 | 17.9 | 18.55 | 20.01 )
SPM200-BN2-1-18-V 18 60 3.69 18.79 [ 19.43 | 20.11 | 20.85 | 22.5 .
SPM200-BN2-1-20-V 20 60 3.4 20.86 | 21.57|22.33 | 23.15 (2499 | e
SPM200-BN2-1.1-2-V 2 11.61 211 | 222 | 232 | 242 2.6 .
SPM200-BN2-1.1-4-V 4 9.09 424 | 443 | 459 | 4.74 | 5.08 .
SPM200-BN2-1.1-6-V 1.1 | 0.55 6 0.88 | 1.06 50 4 4 7.47 6.34 | 6.59 | 6.81 | 7.04 | 7.57 .
SPM200-BN2-1.1-8-V 8 6.34 8.43 | 8.73 | 9.03 | 9.34 |10.06| e
SPM200-BN2-1.1-10-V 10 55 10.51|10.87 [ 11.24 | 11.64 | 1254 | e
SPM200-BN2-1.2-4-V 4 50 9.05 422 | 44 | 455 | 47 5.04 .
SPM200-BN2-1.2-8-V 8 50 6.25 8.41 8.7 | 899 | 9.3 [10.01 .
12 | 0.6 0.96 |1.15 4 4
SPM200-BN2-1.2-10-V 10 50 5.41 10.49 (10.84 | 11.21 | 11.6 | 125 .
SPM200-BN2-1.2-12-V 12 55 4.77 12.56 | 12.97 | 13.42| 139 [14.98 | e
SPM200-BN2-1.4-8-V 8 50 6.04 8.38 | 8.66 | 8.95 | 9.26 | 9.96 .
SPM200-BN2-1.4-12-V 14 | 0.7 12 112 | 1.34 55 4 4 4.56 12.53 (12.94 | 13.38 | 13.86 |14.93 | e
SPM200-BN2-1.4-16-V 16 55 3.67 16.66 | 17.22 | 17.82 | 18.46 | 19.9 .
SPM200-BN2-1.5-4-V 4 8.82 42 | 436 | 451 | 465 | 4.97 .
1.5 |0.75 1.2 1.44 50 4 4
SPM200-BN2-1.5-6-V 6 7.08 6.29 | 6.52 | 6.73 | 6.95 | 7.46 .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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Neck R
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) Continue
songcods | B | | Nook e NeEOveral SRk once | i th v ane |
D Length Lo d2 L d R Angle
L1 0 05° | 1° | 15° | 20 | 3°
SPM200-BN2-1.5-8-V 8 50 5.92 8.38 | 8.66 | 895 | 9.25 | 9.94 .
SPM200-BN2-1.5-10-V 10 50 5.08 1046 | 10.8 | 11.16 | 11.55 | 12.43 .
SPM200-BN2-1.5-12-V 12 55 4.45 12.53 [ 12.94 | 13.38 | 13.85 | 14.92 .
SPM200-BN2-1.5-14-V 1.5 |0.75 14 1.2 1.44 55 4 4 3.96 14.6 | 15.08 | 15.6 |16.15| 17.4 .
SPM200-BN2-1.5-16-V 16 55 3.57 16.66 | 17.22 | 17.81|18.45|19.89| e
SPM200-BN2-1.5-18-V 18 60 3.25 18.73 1 19.36 | 20.03 | 20.75 | 22.38 .
SPM200-BN2-1.5-20-V 20 60 2.98 20.8 | 21.5 | 22.25|23.05 - .
SPM200-BN2-1.6-8-V 8 50 5.8 8.38 | 8.66 | 8.94 | 9.25 | 9.93 .
SPM200-BN2-1.6-12-V 12 55 4.34 12.5312.94|13.37|13.85 | 14.9 .
16 | 0.8 1.28 | 1.54 4 4
SPM200-BN2-1.6-16-V 16 55 3.47 16.66 | 17.21 | 17.81 | 18.44 | 19.88 .
SPM200-BN2-1.6-20-V 20 60 2.89 20.8 |21.49|22.24 | 23.04 - .
SPM200-BN2-1.8-8-V 8 50 5.55 8.36 | 8.63 | 891 | 9.21 | 9.88 .
SPM200-BN2-1.8-12-V 12 55 4.1 12.5 | 12.91|13.34|13.81 | 14.85 .
1.8 | 0.9 144 |1.73 4 4
SPM200-BN2-1.8-16-V 16 55 3.26 16.64 | 17.19 | 17.77 | 18.41 | 19.83 .
SPM200-BN2-1.8-20-V 20 60 2.7 20.77 | 21.46 | 22.21 | 23.01 - .
SPM200-BN2-2-3-V 3 50 9.72 3.11 | 3.22 | 3.32 | 342 | 3.62 .
SPM200-BN2-2-4-V 4 50 8.32 416 | 431 | 444 | 457 | 4.86 .
SPM200-BN2-2-6-V 6 50 6.46 6.26 | 6.46 | 6.66 | 6.87 | 7.35 .
SPM200-BN2-2-8-V 8 50 5.27 834 | 86 | 8.88 | 9.17 | 9.84 .
SPM200-BN2-2-10-V 2 1 10 1.6 1.92 50 4 4 4.46 10.41 | 10.74 | 11.09 | 11.47 | 12.32 .
SPM200-BN2-2-12-V 12 55 3.86 12.48 | 12.88 | 13.31 | 13.77 | 14.81 (]
SPM200-BN2-2-13-V 13 55 3.62 13.51[13.95|14.42 | 14.92 |16.05| e
SPM200-BN2-2-14-V 14 55 3.4 14.55 | 15.02 | 15.53 | 16.07 | 17.29 .
SPM200-BN2-2-16-V 16 55 3.04 16.62 | 17.16 | 17.74 | 18.37 | 19.78 .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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oongods | B | | Nook | e Nock OvrShe o e | o vrios s |,
D Length Lo a2 L d R Angle
L1 8 05° | 1° | 15° | 20 | 3°
SPM200-BN2-2-18-V 18 60 2.75 18.68 | 19.3 | 19.96 | 20.67 | - .
SPM200-BN2-2-20-V 20 60 2.51 20.75 | 21.44 | 22.18 | 22.97 - .
SPM200-BN2-2-22-V 22 60 2.31 22.82 | 23.58 | 24.39 | 25.27 - .
SPM200-BN2-2-25-V 2 1 25 1.6 1.92 65 4 4 2.06 25.92 |1 26.79 | 27.72 | 28.72 - .
SPM200-BN2-2-30-V 30 70 1.75 31.09 | 32.14 | 33.26 - - .
SPM200-BN2-2-35-V 35 75 1.52 36.26 | 37.48 | 38.8 - - .
SPM200-BN2-2-40-V 40 80 1.34 41.42 |42.83 - - - .
SPM200-BN2-2.5-6-V 6 50 5.62 6.22 | 6.41 6.6 6.8 | 7.25 .
SPM200-BN2-2.5-10-V 10 50 3.69 10.37 {10.69 | 11.03 | 11.4 |12.23 .
SPM200-BN2-2.5-15-V 15 55 2.59 15.54 | 16.04 | 16.58 | 17.15 - .
25 |1.25 2 2.4 4 4
SPM200-BN2-2.5-20-V 20 60 1.99 20.71 121.39 | 22.12 - - .
SPM200-BN2-2.5-25-V 25 65 1.62 25.88 | 26.74 | 27.66 - - .
SPM200-BN2-2.5-30-V 30 70 1.36 31.05 | 32.09 - - - .
SPM200-BN2-3-8-V 8 55 7.04 8.27 | 8.51 | 8.77 | 9.04 | 9.65 .
SPM200-BN2-3-10-V 10 55 6.05 10.34 | 10.65 | 10.98 | 11.34 | 12.14 | e
SPM200-BN2-3-13-V 13 60 5 13.44 | 13.86 | 14.31 | 14.79 | 15.87 | e
SPM200-BN2-3-16-V 16 60 4.26 16.55 | 17.07 | 17.63 | 18.24 | 19.6 .
3 1.5 24 2.88 6 4
SPM200-BN2-3-20-V 20 65 3.56 20.68 | 21.35|22.07 | 22.84 |24.57 |
SPM200-BN2-3-25-V 25 70 2.95 25.85| 26.7 | 27.61 | 28.59 - .
SPM200-BN2-3-30-V 30 75 2.52 31.02 [ 32.05 | 33.15 | 34.34 - .
SPM200-BN2-3-35-V 35 80 2.2 36.19 | 37.39 | 38.69 | 40.08 - .
SPM200-BN2-3.5-15-V 15 60 3.99 15.49 | 15.96 | 16.48 | 17.03 | 18.27 .
SPM200-BN2-3.5-25-V 35 |1.75| 25 2.8 3.36 70 6 4 2.56 25.82 | 26.66 | 27.56 | 28.53 - .
SPM200-BN2-3.5-35-V 35 80 1.89 36.16 | 37.36 | 38.64 - - .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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) Continue
. Under Interfe- | The effective under-neck length
. M'” Neck A N?Ck OB Shgnk Neck| rence for the various draft angles
Ordering Code Dia. | R Length| Dia. |Length| Dia. Stock
Length R Angle
D Lc d2 L d
L1 0 05° | 1° | 15° | 20 | 3°
SPM200-BN2-3.5-45-V 3.5 [1.75| 45 28 |3.36 90 6 4 1.5 46.5 | 48.05 - - - .
SPM200-BN2-4-10-V 10 55 4.86 10.31| 10.6 | 10.91 | 11.24 | 11.99 .
SPM200-BN2-4-13-V 13 60 3.88 13.4113.81|14.23 | 14.69 | 15.72 .
SPM200-BN2-4-16-V 16 60 3.23 16.51 (17.02 | 17.56 | 18.14 | 19.45| o
SPM200-BN2-4-20-V 20 65 2.63 20.65| 21.3 [21.99 | 22.74 - .
SPM200-BN2-4-25-V 25 70 2.14 25.81 | 26.64 | 27.53 | 28.49 - .
4 2 3.2 |3.86 6 4
SPM200-BN2-4-30-V 30 75 1.81 30.98 | 31.99 | 33.08 - - .
SPM200-BN2-4-35-V 35 80 1.56 36.15 | 37.34 | 38.62 - - .
SPM200-BN2-4-40-V 40 80 1.38 41.32 | 42.69 - - - .
SPM200-BN2-4-45-V 45 90 1.23 46.49 | 48.04 - - - .
SPM200-BN2-4-50-V 50 100 1.1 51.66 | 53.39 - - - .
SPM200-BN2-5-20-V 20 65 1.48 20.62 | 21.25 - - - .
SPM200-BN2-5-25-V 25 70 1.18 25.79 | 26.6 - - - .
5 2.5 4 4.85 6 4
SPM200-BN2-5-30-V 30 75 0.98 30.96 - - - - .
SPM200-BN2-5-40-V 40 80 0.73 41.29 - - - - .
SPM200-BN2-6-12-V 12 60 - - - - - - °
SPM200-BN2-6-20-V 20 65 - - - - - - .
6 3 6 5.85 6 -
SPM200-BN2-6-30-V 30 75 - - - - - - .
SPM200-BN2-6-50-V 50 100 - - - - - - .
e Stock o Available upon Order R Tol.
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters > P502
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Case Studies

Stamping die Machining

Type UP210-SL4-12045

Size D12*45*100*d12
Workpiece H13 (45HRC)

Cutting Speed 2600RPM(100m/min)
Feed Rate 0.15mm/z(1600mm/min)

Cutting Method

Side Milling

Cutting Depth

ap=30mm , ae=0.05~0.2mm

Cooling Method

Air Cooling

Workpiece Profiling

GESAC
Wear Condition of Cutting 1.5H

Type Block Contour Finishing

Type SP210-S4-10025
Size D10*25*75*d10
Workpiece Q235A ( HB200 )

Cutting Speed 5100RPM(160m/min)
Feed Rate 0.078mm/z(1600mm/min)

Cutting Method

Contour Finishing

Cutting Depth

ap=5-12mm , ae=0.15mm

Cooling Method

Emulsion

Cutting Length (m )

Efficiency +167%
Life +283%

KY/CD

GESAC

0 50 100 150 200 250

Endmills life comparison
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GESAC

Case Studies

Side Milling of Auto Parts

Type SS200-C4-06006
Size D6*C0.06*15*50*d6
Workpiece SUS304(HB180)

Workpiece quantity ( pcs )
Cutting Speed 4000RPM(75m/min)

. QNO
Feed Rate 0.063mm/z(1000mm/min) ‘ ® . 0
LY 6
Cutting Method Side Milling
Cutting Depth ap=6mm , ae=0.4mm
GESAC .

Cooling Method Emulsion

T T T 1

0 300 600 900 1200
Workpiece Quantity Comparison
Red range is cutting path
High efficiency milling cell phone cavity
Type SA100-S3-06012
Size D6*12*50*d6
Workpiece AL6063 Workpiece quantity ( pcs )
Cutting Speed 16000RPM(301.44m/min) 0 A
Feed Rate 0.083mm/z(4000mm/min)
00
Cutting Method Face Milling CS
Cutting Depth ap=0.8mm , ae=4.8mm
Cooling Method Emulsion GESAC 000
T T T 1
500 1000 1500 2000

Workpiece Quantity Comparison

Red range is cutting path
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Case Studies

High Speed Cavity Cutting

Tool Name

SA360-RN2-20030

Tool Specification

D20*R3*30*60*100*d110*D19

Cutting time (H)

Material AL7075(HB105)

Cutting speed 22000RPM(1380m/min) O . 0
CH

Feed speed 0.15mm/z(6600mm/min)

Cutting Method Cavity Processing GESAC

Cutting Area ap=0.8mm , ae=4.8mm | ‘

Cooling Method ap=24mm , ae=1mm %0 32 3 % (H)

Endmills life comparison
Cooling Method Emulsion
Graphite Electrode Machining

Type SG200-RN4-10005

Size D10*R0.5*15*45*100*d10*D9.8

Workpiece Graphite Cutting time (H)

Cutting Speed 9000RPM(280m/min)

Feed Rate 0.11mm/z(4000mm/min) KJ

Cutting Method Side Milling |

Cutting Depth ap=0.15mm , ae=0.25mm GESAC

Cooling Method Air Cooling

0 5 10 15

Endmills life comparison

20 (H)
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GESAC

Case Studies

Convex plate of Case Clear-up machining

Type SN200-B4-12022
Size R6*22*75*d12
Workpiece Inconel718(38HRC) Cutting Time ('min )
Cutting Speed 1062RPM (40m/min)
/] O
Feed Rate 0.0625mm/z (265mm/min) cz 66 O
Cutting Method Profiling
Cutting Depth ap=1.0 mm , ae=1.5-6mm GESAC S
Cooling Method Emulsion, External Cooling
T T T T
50 60 70 80 90 (min)
Endmills life comparison
Semi-finishing TC4—ST200
Type ST200-RN4-10010
Size D10*R1*20*35*75*d10*D9
Workpiece TC4(35HRC)
Cutting Length (m )

Cutting Speed 2548RPM(80m/min) GESAC —&—

VB (mm) AK —o—
Feed Rate 0.06mm/z(610mm/min) 0.14
Cutting Method Side Milli 012 /

utting Metho! ide Millin
9 ) o1 ”V/

Cutting Depth ap=10mm , ae=1mm 0.08

0.06
Cooling Method Emulsion, External Cooling 0