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Cast iron high-efficiency machining for milling cutter
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SEC-GoalMill Series

®80mm ~¢315mm ¢192mm ~¢347mm | At EA

Roughing Medium Finishing
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Cast iron machining high feed cutter of new generation

HEA| #80mm~@p315mm ftt-EBHhE| ¢80mm ~@1680mm

Finishing Finishing/Shoulder Milling
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BRV=/GSVa/GFXS/GFS:

SEC-GoalMill GRV/GSV/GFX/GFS Type
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[ | #E,EE General Features
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@E:TVIVOIIF-T0OvI . Zyvasr—2R)
OEGEEEMINUCLEEMIACHEINE
fHEWL - QUL F Y TEHEADHYH TY,

SEC-GoalMill cutters use tangentially-mounted
screw-locking inserts developed for high efficiency
machining and finishing of cast iron parts such as
engine cylinder blocks, transmission cases, etc.

[ | 4%5 Characteristics

.ﬁﬂ%ﬁb (/ \1 74_|<) %—Fﬁhw@ Special cutters for high feed machining of cast iron
.ﬁiﬁ!?“yjﬁizﬁbrc%fgﬁﬁﬂby’ﬂ Highly reliable shoulder milling cutter with tangential inserts
0%39"“‘1‘(4/?;—%.0%33*&) Multi-edged design (approx. 3 edges per inch)

@1t EFDGFXEY/GFSEYCIS. BRIRIFONIRNMBREEIBEZIEE L . SumL T OIRNEEZEHETHE

The GFX type and GFS type for finishing use incorporates an easy-to-use mechanism for run-out fine adjustments with an adjustable swing range up to 5 pym.

07l/—jj—ﬁi\_"?‘yleJ:Dt]JEU?EE}ED‘{E\.L\ Chipbreaker type inserts for low cutting force
| AV —Z’fﬁﬁﬁ Series

ﬁl%r_)iet GRVE! crvype @ GSVE Gsvype &P GFXBY crxType &P GFS &Y Grs Type
+HA fft EFA t EMA Tt - [BEID A

Application Roughing Medium Finishing Finishing Finishing/Shoulder Milling

12k <Ral25

Surface Roughness

S8R

Appearance

[ | i@ﬁﬁﬁﬁﬁf Application Range

ft EIF~—fxIT SR T

Finishing to General Machining Heavy Interrupted Machining
[

K ACK260
B ACK280 {

[ | *ZE#%’E{IE Characteristic Values of Grades
by g W& (HRA) | Hili1(GPa) | EEMRE | BE(um) BE

Classification Grade Hardness(HRA) | Toughness(GPa) | Main Coating Components | Coating Tt Characteristics

858k, 50 5 1 VFEHOME EF~—ARIITH.
+F /A= FILEDTIAINEAICTNDEZ EIRZH Y 23PVD

K Z—/{— =7 ¢ VO BERAMMECEN 2 RIBH EOBEEET
ACK260 92.6 2.6 ZX3d—hk 3 RELIcRGEFmIHATEE.
] Super ZX Coat « For finishing to general machining of cast iron and ductile cast iron.
Castiion + Employs new PVD coating consisting of multiple nanometer-thin layers of

TIiAIN and AICrN, coupled with a tough, heat-resistant substrate for long and
stable tool life.

K.Y U5 A IVHEBROBREEMIS SOOIy MITH.
+F /A= KIVADTIAINEAICTNDEZ EEZ T Y 53#PVD

K Z—/\— 01— ¢ VIR R ERIET £ O S U TRRIEMECEN.
ACK280 91.7 3.0 ZXd—b 3 DI v MITHROMABRECENSD,
Super ZX Coat « For heavy interrupted cutting and wet cutting of cast iron and ductile cast iron.
Castlion + Employs new PVD coating consisting of multiple nanometer-thin layers of

TIiAIN and AICrN, coupled with an ultra-tough substrate for superior fracture
resistance, and thermal crack resistance during wet cutting.
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BRV-/GSVS/GFX:/GFS:

SEC-GoalMill GRV/GSV/GFX/GFS Type

B GFXBUEFR GFX Type Features
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Finishing edge run-out can be adjusted by 5um or less simply by turning set screw.

T EFH

Finishing Edge

SHEHEF
Peripheral
Roughing Edge

SHEEN

Peripheral Roughing Edge

SHEED

Peripheral Roughing Edge

L¢

G

firontiRolighing|Edge}

— 1

WEHEERY

Fine Adjustment Screw

> 0.03~0.04mm

GFX Bift FHFREIRAE

Finishing Edge Adjustment on GFX Type

F v EHHEICRBEN TSI EICKD
81— —tx=Z=RKR,

Arraying the same number of vertical and
horizontal inserts allows 8-corner configuration.

B GFX#&Y 1:|:J:U'3~J§En§,§_|§§¥mﬁ GFX Type Finishing Edge Run-Out Adjustment Procedure

T EIFR

Finishing Edge

D) 1 BEALYIRIU2— FX) =%
@/3;;1 Z;fgﬁa} Adjustment Set Screw @%glj 3; =c
NYIRF«IC Adijust Finishing
FyvIZEELET, Edge Height
o]~ N BV} OO |4 ERDMEEFHHZ
AeyhRIU1—H GITHL. #90.03~
FERICRATVDTE P_%Mrlln;\ﬂ;%.ﬂj@'ﬁi_ic
ZHERBLTTEW. ey a—I[Z

s b Peripheral Roughing Edge FARLET,

Attach insert to cutter
body. When doing so,
check that the cartridge EE*H}J
adjustment set screw is (Ef313)

completely loose.

(Direct-Mounted) Select a finishing edge

and adjust the set screw
so that the edge sticks up
around 0.03 to 0.04mm
compared to (3).

@R A ORNAR
Check Roughing ' Adjust Run-Out
_ FdgeRun-Out s @D HFNEREC,
EAOEBRNZNE RNASUMLIFERD
523?2@23;@ BO T LFROME
BLET, EBELET,

Measure face run-out
of roughing edge and
check the cutting edge
that sticks up the most.

With the finishing edge
from (4) as a reference,
adjust the position of
the other finishing
edges so that run-out
is equal to or less than
5um.

©F=%-2 DS
Set Reference
Roughing Edge
@TFIvIURA%
DEeZ [0] £LET,
Set the cutting

edge height
checked in (2) as "0".

Edge

—&=EULEN

Highest Roughing

A

- EFHERSZRBOLSERLEE L,

Always adjust finishing edge height before use.
Y RRIYU1—ZBOIEEXFITTOTERIE.
TEMRBEORERELEDTFIDOTTERSEEL,

Using the tool with the set screw loosened may result in tool breakage.

M EIFRIIRNZ2um FICRBW LI EITKD,

KORFHEMIENE

S5NFEY,

Adjusting finishing edge run-out to 2pm or less will result in a better machined surface.
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GRV 16000z

SEC-GoalMill GRV16000 Type rake g LI Y
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High Feed Roughing for Cast Iron

ED1 QD GD1 0D1
Fig1l, oD, W— Figs o0y Fig 4 oD,
od od 81016 0177.8
%:la 3. ed 0101.7
Iﬁ L - i od
= j‘ a
Q == I = & _ < Q = <
~ J N
013 — ] 0d-18 R g
1220 04~18 04~22
oD, [-]B)S [-]B)S oD, }‘
. Iﬁi Body
9__:@ % (R) EE ;__}.2 % (L) EE T_'— ;Z-E Dimensions (mm) %@}U;ﬂ \ivi;% Ei
Cat. No. (R) Stock Cat. No. (L) Stock QDc QD1 ng Lf Gd 2 b g Total Teeth (kg) 9

GRV 16080R GRV 16080L 80 104 60 50 |25.4 9.5 6 25 9 1.9 1
16100R 16100L 100 124 70 50 |31.75 | 12.7 8 32 12 3.2 2
16125R 16125L 125 149 80 63 |38.1 15.9 10 38 15 4.3 2
16160R 16160L 160 184 120 63 |50.8 19 11 38 18 5.7 2
16200R 16200L 200 225 150 63 |47.625| 25.4 14 35 24 8.1 3
16250R 16250L 250 275 200 63 |47.625| 25.4 14 35 30 13.5 3
16315R 16315L 315 340 240 80 |47.625| 25.4 14 35 36 21.6 4

ARICTF v TFHBIHAALTHD D F B Ao Inserts are not included
‘ A g80mm H A XD7—/\AD#EDHRFE, RETUTERIL N JISB1176)M12 X 30 ~ 35mm ZCHERIEE L, please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing ¢ 80 cutter to the arbour. ‘

B FY7 insers @E ML @ TP @ E, @ EEEY
184° LJ Ij ./ﬂ.ﬁﬁ G 94 j General Purpose G-Type .3‘]5’53§1t§2 H 9’]’7 Strong Edge H Type
“_R0.8 Fig 5 e, Fig 6 ,,T::-“?\.E__

04.6 > b
N L@ g
¥ T2 Pz_ =
90° 16.1 6.29 a-altfiE b-bifiE
" Section a-a Section b-b
*Z’%iﬁ]\*ﬁ Grade ]—7_'4/7\ ated Catic
. EE - BT High speed, Light cut | (4 | T8
J%Ecjiﬂml /ﬂ:ﬁﬁtﬂ%” General Purpose m m
AEEIHEI roughing K]
il 88|18 .
Cat. No. OOl O Application Remarks
<< | <€ | <C
LNMX 160608PNSN-G o0 . PR 5
ARk & ZETL
160608PNSN-H QOO et i 6
. Em;ﬁéﬁu Application Examples
1~ P9
. EB& Spare Parts . mﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions
R Z)\F BEATRA LA FIEPRE v.(m/min) D8 £,(mm/1) | .
Screw Wrench An?féggj;e Crﬁegam ?ﬁ,{q‘ﬁﬁﬁﬂq IS0 I iy Cutting Speed F%Sd R%e 3;34;
== Work Material Hardness ES ?EI,E - FRR | FBR- ?EI,E - R e
A\ |\)IJ7 Min. - Optimum - Max. Min. - Optimum - Max.
\\@ T BB | 250HB | 200-250-300 | 0.15-0.23-0.30 | foral0
\\ ast Iron ACK300
NS S (N-m)
BFTX0412N TTX15W SUMI-P 3.0
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GSV 16000=

SEC-GoalMill GSV16000 Type

TG - -
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Rake Angle $H] jj_ |T:T_| _=° 25°
Axial

#RExP{L_E (A

Medium Finishinig of Cast Iron

Fig 1 Fig 2
oD,
ﬂD1 ﬂDb
oD, 2101.6
od od
. a ., a
=] - ==
N N
I 3 I
| [, oiis o418 0322
oD, 0D, T 0D, T
oD, oD, oD, ‘
. Z:{ZB Body
9__?.2 § (R) EE 7__?.2 § (L) EE T_r ;ﬁ Dimensions (mm) !%%7\]%& ﬁiyyﬂ ﬁg\}]}];ﬂ %I% Ei
Cat. No. (R) Stock Cat. No. (1) sek| ), | @D, | @04 | @Dy | Ls od a b Vi TT;’;;"*A “»:”‘”9 E*;:::g’e (kg) g
GSV 16160R GSV 16160L 192 | 160 | 206 | 120 | 63 |50.8 19 11 38 | 20| 2 | 18 | 9.8] 1
16200R 16200L 232 | 200 | 246 | 150 | 63 |47.625| 254 | 14 | 35 | 28 | 4 | 24 |11.0| 2
16250R 16250L 282 | 250 | 296 | 200 | 63 |47.625| 254 | 14 | 35 | 34 | 4 | 30 |18.3| 2
16315R 16315L 347 | 315 | 361 | 240 | 80 |47.625| 254 | 14 | 35 | 40 | 4 | 36 [23.5| 3

HEICTF w TIFEIHANTBD D F B Ao Inserts are not included
‘ K 280mm HAZXDT7—) \"\OJﬁﬁéf)ﬁ[j‘[?I\ ﬂ%ﬂﬁ‘t\'ﬂﬂb N (LJ'SB] 1 76) M12 X 30 ~ 35mm ZCERLIEEW, please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing ¢ 80 cutter to the afuour.‘

B Fv 7 insers P2 M @M. EEE.QE., @R
Fig 4 Fig 5 -
o Wiper Insert b:y gytjglglui— _
184 [ ] I] FHMHEOD SRR T,
X 08 == e e
4.6 R1.6
- 04.2
~ o
N |l B | -,
o g & J fTEAI=Y
15.875 4.76
90° 16.1 6.29 -
*ﬁ%ﬁﬁ%ﬁ@\rade -7 ey 7 Coated Carbide 7 R
’%E . ﬁ%t}]ﬁ” High Speed, Light Cut m m m Work Material
N = 3 1R
i T T | <[ <L ODSEEITENE |y
ication =
B AEEH) rovening K][K] OD\=NYIBAR
o o o o o
o o o [e] o
9_—*.2 % Cat. No. E g g g CQ Flg
21222°2
-
LNMX 160608PNSN-G o o 4| MEERRA snicaiontxampies
1e P9 J
160608PNSN-H [ BN} @ 4
LNGX 160516PNFN-W [ BN ) 5

. I::IIBI:II:IE Spare Parts

D O e
S Al & P KLo
C Recommended

Tightening Torque
TEA* |gegzne| MAL | 1=y b | MAU ; ¢ AINT IRl | (N-
2= b |feramen| 5 978| E0RG |@nrvTm| T | AT i) | e |
Finishing Cartridge* Screw Screw (For Fnshing Insers) | Cartridge Screw | Suew (For Roughing e st Wrench (For Fine Adjustmen) Cream

GSVK5R/L| BTDO5F09 |BFTX03588| BX0612 |BFTX0412IN| TTX15W THO50 LT15 SUMI-P 3.0
* T EAI1Zw MMIF v IFEHFHAATEHD FH A *Finishing cartridges do not come assembled with inserts

. mﬁtﬂﬁ“%{# Recommended Cutting Conditions

0| I — E}gﬁ}%fg‘%e@m/min) F;eie(ljjg;fz(mm/t) Fw S

Work Material Hardness TRE- mﬁ - FFR | TFR- ?E;g - FRR ggji;

Min. - Optimum - Max. Min. - Optimum - Max.

773 ACK200
oot lon 250HB 200-250-300 0.15-0.23-0.30 ACK300

YHIREIFBERIETEE U TLEE L), Calculate cutting conditions based on effective teeth
ote

5
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GFX16000z/GFX13000z  psyeezr—111..

SEC-GoalMill GFX16000 / GFX13000 Type Rkl ™ P -5

#ExENZ D T _EYIHIA

High Feed Finishing of Cast Iron

Fig 1 Fig 2 Fig 3 Fig 4
oD, oD
@b, ”;%» 51016 0177.8
iai Z ﬂa 0101.7
NI L] Q,,ad
ol | 5 N Q) <
i H ) Q
g ) =
mﬁﬂ’» 041t I ~
020 1 T 418 04-22
L’ QDE gDe 24~ 24~
_ oD, | oD, oD, ! oD, T
oD,
B F{K s00y (GFX 16000)
Al OE (R) |EE| B OE L |gE NI 72 Dimensions (M) wypy | LR | BHR g % o
Cat. No. (R) Stock Cat. No. (L) Stock QDC gDe QDb Lf Qd a b e Total Teeth| ‘E;:h" EEZ:::E (Ea) '9

GFX 16080R GFX 16080L 80 64.1 60 50 |254 9.5 6 25 8 2 8 1.4 1
16100R | @ 16100L 100 84.1 70 50 [31.75 | 12.7 8 32 12 3 12 1.9 2
16125R | @ 16125L 125 | 109.1 80 63 |38.1 15.9 10 38 16 4 16 3.3 2
16160R | @ 16160L 160 | 1441 120 63 |50.8 19 11 38 20 5 20 6.4 2
16200R | @ 16200L 200 | 184.1 150 63 |47.625| 25.4 14 35 28 7 28 7.8 3
16250R 16250L 250 | 234.1 | 200 63 |47.625| 25.4 14 B85) 36 8 36 12.6 3
16315R 16315L 315 | 299.1 | 240 80 |47.625| 25.4 14 35 44 11 44 | 20.2 4

B 7&K 500y (GFX 13000)

GFX 13080R | ® | GFX 13080L 80 67.3 60 50 |254 9.5 6 25 8 2 8 1.4 1
13100R | ® 13100L 100 87.3 70 50 |31.75 | 12.7 8 32 12 3 12 1.9 2
13125R | @ 13125L 125 | 1123 80 63 [38.1 15.9 10 38 16 4 16 3.3 2
13160R | @ 13160L 160 | 147.3 | 120 63 [50.8 19 11 38 20 5 20 6.4 2
13200R 13200L 200 | 187.3 | 150 63 |47.625| 25.4 14 35 28 7 28 7.8 3
13250R 13250L 250 | 237.3 | 200 63 |47.625| 25.4 14 35 36 8 36 12.6 3
13315R 13315L 315 | 302.3 | 240 80 |47.625| 25.4 14 35 44 11 44 | 20.2 4

ZK@NC? v 7(3%@3}@&??@_ D it_"/‘\,lo Inserts are not included
‘ZMZK @80mm B A ZD7— ) \\DFEDfHFIE, FRAETUTERIL MJISB1176)M12 X 30 ~ 35mm Z THERA K TEE U)o Please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing & 80 cutter to the arbour ‘

BWFY Finserns @2 MET24T @B @EREE. @20, @EREY B ERARBI Application Examples
|€=_‘F‘.8,9
Fig 5 Fig 6 @
R1.6 R
04.2 04.2
s @3 5} !
S N\~ B N\
15.875 4.76 ) 12.700 4.78
A FEDFE Grace J—T (/% Coted Cabide FBHE carbide
. %E . ﬂt}]ﬁu High Speed, Light Cut m m
J%piﬁjj?o:n[ 5&%@]%” General Purpose m
*Htﬂ\ﬁu Roughing m m
I =4 = Vkx Al
1 S Q 2 w . . ;E'Eétﬂﬁu%ﬁ: Recommended Cutting Conditions
;:?t: % Cat. No. N e X o Flg
2122 | = w3 IR v, (m/min) | DB £(mm/D | 5.,
IS0 Efg Cutting Speed Feed Rate *?*E
LNGX 160516PNFN-W e O o 5 Work Material | Hardness | "R~ 8% - LRR | TNBR- HE3R - EAR | a0
Min. - Optimum - Max. Min. - Optimum - Max.
LNGX 130508PNFN-W o o (] 6 P - -
130516PNFN-W ® Y ® 6 Coet om 250HB 200-250-350 0.15-0.33-0.50 | ACK260
. EB&-E Spare Parts Clilifteﬁ YHIREEBR N TETE U TLIEE L), Calculate cutting conditions based on effective teeth
< [ — & R
A ~MLD
D t/ Recommended
_ _ _ Tightening Torque
i R N e B N 2t FoT | AT T IZwh 3z k| RN EEREE | (N-m)
(16000RF) ((1300088)| U | 7l |@&ARL| GBER) | Ik»RU | Ik»RL (1Y M) | A-seizre
Cartridge (For 16000 Type) | Cartridge (For 13000 Type) | Fine Adjustment Screw Insert Screw | Wrench (For Adjustment) | Cartridge Screw | Cartridge Screw | Wrench (For Cartridges) Cream
GFVK5R/L| GFXK4R/L | BTDO5F09 | TTX15W |BFTX03588 LT15 BX0414 BX0418 THO30 SUMI-P 3.0

*{t FAIZw NIF v I EIFHAATH D FE Ase “Finishing cartridges do not come assembled with inserts.
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Rake Angle $H] e |T:T_| _3°
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High Feed Finishing/Shoulder Milling of Cast Iron

SEC- J—IL=

GFS 13000

SEC-GoalMill GFS13000 Type

Fig 1 Fig 2
oDy
oDy
- od
LT a
NI oL
Ql | -
T 3 ~
Q —
~
mms
220
ﬂDe ﬂDe
QDC ﬂDc
. 2&175 Body
B % (R) |mE B OB () |7E S 3% pimensions (mm) a0y | TEV B =8 o
Cat. No. (R) Stock Cat. No. (L) sock| @), | @D | @D, Ly ad a b g [t Teetn e ”E‘d‘:"” E';:;T (ﬁé) '9
GFS 13080R GFS 13080L 80 66.9 60 50 |25.4 9.5 6 25 5 1 4 1.4 1
13100R 13100L 100 86.9 70 50 |[31.75 | 12.7 8 32 6 1 5 1.9 2
13125R 13125L 125 | 111.9 80 63 [38.1 15.9 10 38 8 2 6 3.3 2
13160R 13160L 160 | 147.3 | 120 63 |50.8 19 11 38 10 2 8 6.4 2

ZK%(C} v 7’!6&?@3}%&?35 DFE B Ao Inserts are not included
‘$1$ 280mm YA D7 —)\\DEHHIFIF. AETUIERIL JISB1176)M12 X 30 ~ 35mm ZCHERALIEE L), Please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing ¢ 80 cutter to the arbour. ‘

B Fv7 nserns @R MIZAET @ER. Q225 @2, @ERE
= . |
4.2 E
s L& | S gl .
2 T — O 7
12.700 4.76 o | o
: Q [ ©
*j*%ﬁj\%ﬁ\ Grade ]—7_'/{ \/7 Coated Carbide Eﬁ% Carbide q
. %E . ﬁt}]ﬁu High Speed, Light Cut m m n_
J%EHBFI 5ﬂ,ﬁﬁtﬂﬁ” General Purpose m 0 2mm L/
pree *ﬂtﬂﬁu Roughing m m . - j_j__gl‘ﬁ(:
g/88 oD. BENEUET
A Fcan g || L |u > Gap On Corner
<< << << T
LNGX 130508PNFN-W o hd e . Eﬁﬁiﬁu Application Examples
130516PNFN-W e o ® =
. 1I:ilzBI:II:II:I Spare Parts
O Eft
& S e
& \/, $ { )
> & ‘/ Recommended
= S — - Tightening Torque
LR [ W@R [ ) | Fv7 | G [I=vh | T s | (N-m)
I=wv RU Wrench SRR U| GAZA) | kHRU |(AZv hA) | Anti-Seizure
Finishing Cartridge® | Fine Adjustment Screw Insert Screw | Wrench (For Adjustment) | Cartridge Screw | Wrench (For Cartridges) Cream
GFSK4R/L|BTD05F09| TTX15W |BFTX03588 LT15 BX0520 THO40 SUMI-P 3.0

$t FRAI= Y MIF v IFHEIHAATH D F B A, *Finishing cartridges do not come assembled with inserts.

. mﬁtﬂﬁ“%{# Recommended Cutting Conditions

YIHBRE v, (m/min) | 3XD & f,(mm/t) 9
0| MIEE | FERE |Cufino Speed Feed Rate T i
Work Material Hardness TRE- ?E;E - FBR | BE- ?E;E - PR Kol
Min. - Optimum - Max. Min. - Optimum - Max.
SAEX | 250HB | 200-250-300 | 0.10-0.15-0.30 | ACK260

YVHIREIFBERRETEE U TLEE L), Calculate cutting conditions based on effective teeth
ote
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BRV-/BSV2/GFX</GFS:

SEC-GoalMill GRV/GSV/GFX/GFS Type

. Em%ﬁu Application Examples

FA3& : f£_k Application:Finishing

FAi® . {£_E Application:Finishing

— e = — o =
& wore S| o R 2 vere SR | o
— Iy h—T =] — CRSYVRZvYavs— g8
NN BEIR | oFxie125R | 0125 DB TR EAYT A A® | AT | oFxie125R | 0125
i b 41
AL EDas0 nE ACK260 PVD TR Fees0 e ACK260 PVD
IR 1 Ra3.2um TEMR | @ELCRIED | FEEEZUESD FTHHE - Ra3.2um TERR | GHELCZIED |#EDEEAZEY
”OUQh”C?;j‘a”dﬂ’“ Ra3. ?;J““ " Tool Shape Tangential Screw Locked | Horizontal Screw Locked %“9”“?;5‘3;;5‘"’ Ra3.2um Tool Shape Tangential Screw Locked |  Vertical Drawing Pins
B HS)iZs) T 4 | BEM/C
Eﬁu\pmcmsDouEE’io\uﬁ Epacc Machining Center NOE?&QW B (B3 Eftective 16) 11 Eﬁmpmmmom.ﬁm Machining Center No%?f%ﬁeleth 16 (B Efective 1 6) 16
v(m/min) 311 vo(m/min) 236
v:(mm/min) 6,000 855 v:(mm/min) 4,000
fmm/X) | 0.47/1.89 0.10 f(mm/X) | 0.42/1.00 0.42
a,(mm) 0.1~0.3 a,(mm) 05
—Z —>
7ot Dry 7ot Dry
- v/=6,000mm/min%Zs18 Hws MTEH
Achieves a v; of 6,000mm/min. Cutter No. of Units Machined
- BRI FEHEERa0.4~0.5 5 10 15
REFDRER
esults Ra0.4 to 0.5 No leveling differences at joins Fouls
- FEZREHUES0OMMTHUUDEL ot
No tool chattering even with spindle overhang of Competitor's [ B} Units
800mm
FAi& © {L_E Application:Finishing FA& : {f_E Application:Finishing
— 4 Work Lt LR — 2 Work Lt ftbrteR
Sumitomo Previous Model Sumitomo Competitor's Product
— ) i TE |GFX16126R(f¥E — DRy R T8
iR - L )| APGo125 DB T A GFX16125R | 0125
Hl : FCDB00 El . FC250 =y
ﬁrﬁ\}al?;a\.FCDeoo Z};% ACK260 PVD *W%fdaga‘ rooeh ij{% ACK260 ‘Ege;;gl
JHSHRAE © Ral.6um TERR L2 1R <EOUR FHEARHE - RaB.3um TERIR fEfELEZ 1D
Roughness Standard:Ral.6um Tool Shape Tangential Screw Locked Wedge Type Roughness Standard:Ra6.3um Tool Shape Tangential Screw Locked -
B4 L #EM/C w B4 L PIEM/C 7
Ve (m/min) 160 150 ve(m/min) 300 785
v;(mm/min) 488 110 v;(mm/min) 3,057 3,000
fzmm/3) | 0.30/1.20 0.05 fzlmm/3) | 0.25/1.00 0.15
a,(mm) 0.25 a,(mm) 0.3
. Wet el Dry
Hys %ﬁﬁzﬁsjmgoﬂo;jf . BECTESZVIRERZED
Cutter 200%min  400%min R VABZRIR
2 Resuits Eq#wa\edm v(hva\ug to ceramics
- achieved with carbide
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B SV VI AXNDIER,
APG [150% Evaluation Reduced running costs
FA3& : f£_k Application:Finishing FAi®  {£_E Application:Finishing
— e = — e ==
0~ wor SR | cone iR 09— v i L
— LR R 11 8 il T =} g 160CBNAY
DB R TREERT T BRIR | ePxie160R | 0160 T dBIART SRy YY B | BEIR | eFxie160R |9 7
=] T F Ly ] !
R EE800 k] ACK260 cvD P74 Z ;1,800mmx 1 800mm k] ACK260 CBN
HBEARUE - Ra3.2um TERR | #fELERIED | FBEEERUED D—U#8# | FC250~300 TERR | fBELERED JL—Rzt
H"“gh”“?;sm”dﬂ"’ Ra3.2um Tool Shape Tangential Screw Locked | Horizontal Screw Locked W"{’;’”“‘;g‘ name:FC250~300 Tool Shape Tangential Screw Locked Bladed
i i PIFEM/C BSEo ¥BA20 T LA &1 - #EM/C ¥HFA20 LB
Equipment:Double Column Machining Center No. ov¥ree\h Rméﬂimg xz‘oﬁmh% b 8 Equipment:Horizontal Machining Center No» of Teeth Rtu?a o XQ‘UTFWWE - 10
Vo (m/min) 120 125 ve(m/min) 300 904
v:(mm/min) 477 400 v:(mm/min) 2.980 1,950
fzmm/X) | 0.10/0.40 0.20 Lmm/X) | 0.25/1.0 0.1
a,(mm) 0.3 a,(mm) 0.3
—2 —>V
77" Dry 77" Dry
. TR, O—)—
75 ﬂ”cufg%ﬁfengm% . BIFCOBNGD | SR EER
o - I TEIFEHECCBNE R E@ELE
2| o I o | mem
At Ui ensuring i qualty of inaned work.
Competitor's [ 10mM surfaces as high as that attained by CBN cutters.
Product




BRV-/BSVS/GFX:/GFS:

SEC-GoalMill GRV/GSV/GFX/GFS Type

. 1§m¥{§u Application Examples

Fi® . f£_E Application:Finishing

FHi& © f+_E Application:Finishing

D% v m s —27 wore G W
J— CYUYS—T0Ov Y b EATE SR, — S~ —T0. 5
Work '\grf'uwnev gwfac?ﬂf nyj\;\derﬁkgk = é’“‘ GRVI16250R Spec "“7§D;°d ot v’%m rgn%&m/mgmfc?ov cy?ngc‘vﬁwgk—FE @ﬁﬁ}ﬁ GFX16125R %T;fV?J\’JBTOﬁO
J— KBS | FC250 I - i
iork ﬁﬁ?ﬁ rozen e | 1;5 K;;im <i\ft JoMER | FG300 e ACK260 K10
= RN EEC = " orial name Gra
qupmem Specn\ Machine Tool Shape Tangential Screw Locked We;e T;E)e HTHEE  RaB.3 um TERR GHBELE S <EUR
B 30 Roughne ”““"i Ra6.3ym Tool Shape Tangential Screw Locked Wedge Type
No. of Teeth Eﬁ % . *ﬁﬁfM/C }j;ﬁﬂ *Hm" 6\ 1iim4
- Equipment:Horizontal Machining Center oo taeth Roughing x16, Frishing x4 8
v.(m/min) 80
v,(mm/min) 655 Ve(m/min) 250 126
f,(mm/X) 02 v;(mm/min) 2,000 330
(mm/t) .
a,(mm) 3.0(—# party 6.0) f(mm/X) | 0.2/078 0.165
gaoj\an/"\ nﬁwgﬁe‘ a,(mm) 0.3
5 THE, I — —
?lﬁf n Wfrkicesﬂ(:omer chiK'\ Dry
- 1 QO 290 BQO
82 | oAvm e
Results OOD-:I/ (RIFEEDFHEDEL,
==
TR jooan R MIEDRE
unent produet Six times as efficient as conventional products
%mﬁlﬁ /ﬂ(jb{%<g0%ﬁﬁi Sroeojq:?j)‘lr;ed surfaces with free of chattering
Evaluation Life improvements with no missing portions ©
FEi& . f£_E Application:Finishing F33& . {X_L Application:Finishing
— 2 Work Lt — 4 Work Uit ftoit e
Sumitomo Sumitomo Competitor's Product
— LYYy —J0Ow Tl I8 — LYy —J0Oy T8
TR S A Ao i A GSV16315R T i A R GSVe315 9315
Hl . FC250 =l 1 FC250
e B n ACK260 e e i ACK260 PVD
A HR4E  RaB.3um TI8R HHELDEZLESD FTHRME © Ra3.2um TEMR | #HELERED <TUR
Roughness Standard:Ra6.3um Tool Shape Tangential Screw Locked Roughness Standard:Ra3.2um Tool Shape | Tangential Screw Locked Wedge Type
2 e T b B 16 creene 1 6) OB | Emaafiimee [ 40
v.(m/min) 136 Ve (m/min) 148
v;(mm/min) 612 vi(mm/min) 720
fz(mm/0) 0.14/1.26 f(mm/X) | 0.11/022 0.12
mm/t)
a,(mm) K Max. 6 a,(mm) 05
2 Dry 7 o Dry
LB L DR TROET nwy | ITEE 37T
&Hofeh'. 1 TR TOMIH LS Cuteer 1500 2500 3500
R 180, TROEHICIRD R Gsv
Results What would normally require two Results
processes (roughing and finishing)
oAt s
was finished in a singl
i | B00R I
()Eﬁi,ﬁ . 48 - {£_E Application:Roughing / F\mshmg) FA3R : f£_E Application:Finishing
— Sy —T0Oy =l — . — =l
;aw V\?’m%Tnp/Faij(?yhndzBmci o Lm @ﬁ} GSVp265 250 zrk r\zj?z.lAng/\E g;st i @%m:;l\: GFS13125R
w : — .
$EIRAE  Ra3.2um TEWR W;‘;L\txtm L ARE | [T D Ra3.2um TERRK FHELERUED
Roughness Standard:Ra3.2um Tool Shape Tangential Screw Locked |  Vertical Drawing Pins Roughness Standard:Ra3.2ym Tool Shape Tangential Screw Locked
B fis - AR . i fii§ - #FEM/C BSETe $AA6. T LE2
Equipment:Special Machine No- of Teeth 16 (8% Effective 16) 16 Equipment:Horizontal Machining Center No. oinee\h Rougfﬁg xﬁf F\msﬁ:_r]wg -
ve(m/min) 265 250 Ve(m/min) 137
v:(mm/min) 763 763 v:(mm/min) 1.000
f(mm/X) | 0.10/0.60 0.10 f2(mm/0) 047/1.41
a,(mm) 30 a,(mm) 0015
=3k =2k
COOj‘ém' Wet COZ}H( Dry
EfEE Ral.0um
¥EARE:Ra0.3 BREEL
BR CBNZEH D HIEEER faR RO EN T Z20E

Initial Roughness Ra0.3
Finished surface equivalent to CBN

Surface roughness: Ra 1.0 um
Free of level differences.
Final polishing can be left out
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® Please handle with care as this product has sharp edges.

@ Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.

ERDYID < FHF LI R MU0 < THRE
ENBTENBOEINT, BLN/\—PREXHFS
DEBEEFAU. B - BRI TRE S,

® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

o FICHIEDYIHIRZ CEMRICIEDIBAIF
B EANRBEZRE T DELEDNHRZEHBUTIEE.
KK N<NBTERLEE L,

® \When using non-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.
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