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-Achieves superior heat resistance through high oxidation
resistance and heat dissipation characteristics

-High-hardness thanks to new multi-layered construction

-Crystalline structure of coating optimized to improve wear
resistance and anti-adhesion properties
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Comparison of wear in SKD61(53HRC)
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GIHIRERE (m)
Cutting Length
I8 :R1.5 YAsE  tap 0.06mm
Tool Depth of cut Pf 0.15mm
FIHBRE  :180m/min #EIT  :SKD11(%£#4)
Cutting Speed 1 9OOOmin-! Work
E)RE  :3000mm/min LIElER cT770—
Feed 0.079mm/tooth Cutting fluid  Air brow
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EHIRERE (m)
Cutting Length

I8 R1 TIAA#E  :ap 0.04mm

Tool Depth of cut Pf0.1mm

IHIEE  :119m/min #Hltt  :SKD61(53HRC)

Cutting Speed  19000min'  Work

HOEE  1700mm/min - FIEES T770—

Feed 0.045mm/tooth Cutting fluid  Air brow
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CODE R Dc 2 a L Ds Price

GSXB20020 0.2 0.4 0.6 10° 50 4 5,100
GSXB20030 0.3 0.6 0.9 10° 50 4 4,750
GSXB20050 0.5 1 1.5 10° 50 4 4,250
GSXB20075 0.75 1.5 25 10° 50 4 4,970
GSXB20100 1 2 3 15° 60 6 3,750
GSXB20125 1.25 2.5 4 15° 60 6 5,600
GSXB20150 1.5 3 4.5 15° 60 6 4,470
GSXB20200 2 4 6 15° 70 6 4,320
GSXB20250 2.5 5 7.5 15° 80 6 5,040
GSXB20300 3 6 9 = 80 6 5,390
GSXB20350 3.5 7 1 15° 90 8 7,950
GSXB20400 4 8 12 = 90 8 7,950
GSXB20500 5 10 15 - 100 10 10,200
GSXB20600 6 12 18 = 110 12 13,200
GSXB20700 7 14 21 15° 110 16 32,700
GSXB20800 8 16 24 = 140 16 40,000
GSXB20900 9 18 27 15° 140 20 50,100
GSXB21000 10 20 30 = 160 20 62,400
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] (150~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (SUS304, 316) VA MM G
appwn | BER | wmx | mem | mme | men | woxa | men | some | men | wime | pew | sum
mm Om?r;gn mn;e/e 'min Om‘iir‘ll-)‘n mme/e min Om‘iin‘Fin mme/e min ron‘iirﬁn mme/e min Om?r;gn mrr;e/e 'min Om?r;gn mn;e/e min
R0.2 50000 2000 47800 1500 39800 1100 31800 760 23900 650
R0.5 48000 3100 37400 2000 33600 1500 23000 920 33600 1500
- R1 25000 2800 20000 1800 17500 1300 12000 840 17500 1300
E R2 17000 3800 13000 2500 11900 1800 8200 1100 11900 1800
% R3 14000 4300 10000 2500 9800 2100 6500 1300 9800 2100
{f R4 11000 3400 8000 2100 7500 1700 5000 990 7700 1600
s R5 8900 2900 7000 1900 6200 1400 4300 870 6200 1400
E R6 7400 2300 5800 1600 5300 1200 3600 720 5300 1200 an,
i;" R8 5600 1700 4400 1200 3900 860 2700 540 3900 900 i Pi
R10 4500 | 1400 3500 950 3200 700 2200 440 3200 700 D TURS AR
R ap 002D Dia. of Mill
A% E Rifi—JLE
Depth of Cut | Pg 0.05D Ball Radius
R0.2 39800 480 31800 320 27800 240 23900 170 23900 190 15900 95
R0.5 31800 640 21600 330 17500 240 15300 170 15300 190 11000 110
o R1 15900 640 10800 330 8700 240 7600 170 7600 190 5600 110
jiﬁ R2 8000 640 5400 330 4400 240 3900 170 3900 190 2800 110
ﬁ R3 5300 670 3600 340 2900 260 2500 180 2500 200 1900 120
® R4 4000 800 2700 410 2200 300 1900 210 1900 230 1400 140
% R5 3200 760 2200 390 1800 300 1500 200 1500 220 1100 130
% R6 2700 690 1800 350 1500 270 1300 180 1300 200 950 120 N
é R8 2000 520 1400 270 1100 200 960 140 960 150 700 90
R10 1600 410 1100 210 880 160 770 110 770 120 560 70 D:IVRI)LAHE
Dia. of Mill
AL E| 8P 0.1D 0.05D 0.1D 0.05D RiR— LR
Depth of Cut Pf 02D 01 D 02D 01 D Ball Radius
1. RELEINI 17578, BIEDH 25 E DS R - RIILE—#FERAL TS, 1. Use highly rigid machining center and holder.
2. I77O—F/A 1V IAMNTAHRLET, 2. Recommend air blow or oil mist process.
3. A7 UL A TH#E L. F AL EMI T35 A1 Ty TIMIL TR, 3. Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4. ARET A E)REEISIC TR EN TEET, 4. When depth of the cut is small, can increase feed speed more.
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