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New generation high feed cutter for cast iron machining

SEC-
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Series

—
Y, TR 3 H A o =l =+t -FEEIbFE
Je‘” c ‘Finshing/ShouIder I\/Iilingl

»80mm~@315mm $63mm~p315mm $»80mm~¢ 160mm

V2

o © 2 t;. a
n:l l_u‘ Roughing m n] -&f Medium Finishing
- == #80mm~@315mm - #192mm~p347mm
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SEC-GOALMILL cutters use tangentially-mounted screw-clamping inserts developed for high efficiency machining, roughing and finishing of cast iron parts.
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GFX/ GFXC/ GFS/GSV/GRV

SEC-GOALMILL GFX/GFXC/GFS/GSV/GRV

[ | #E,EE General Features
SEC-d— L)LY U—XI3 %8RG
B : TIDOIIEF—-I0OvI . Zyvavr—AE)
OEREREM IRV ENTAICHARESN:
fHEWL - QUL F Y TEHEADHYH TY,

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

[ | 4%5 Characteristics

.ﬁﬂ%ﬁb (/ \1 74_|<) %—Fﬁhw@ Special cutters for high feed machining of cast iron
.ﬁiﬁﬁ!?“yjﬁiéﬁbrc%%ﬁﬂby’ﬂ Highly reliable shoulder milling cutter with tangential inserts
@1t EFDGFX/GFXC/GFSICIE. BRI ED RN MEARBEBZEEH L. Suml T OIRNGEZEH 5L

GFXC, GFX and GFS for finishing use incorporates an easy-to-use mechanism for run-out fine adjustments within range of 5 pm.

W U —XBRE series
it GFX GFXC &® GFS GSV GRV
A% f EF ft b ft.t - FBHID A it LA ¥

Application Finishing Finishing Finishing/Shoulder Milling Medium Finishing Roughing

12k . . . . <Ral25

Surface Roughness

SN

Appearance

[ | Eﬁﬁﬁﬁﬁﬁ Application Range

REft EIFINT ft EF~—#INT SREREEINT
High Speed Finishing Finishing to General Machining Heavy Interrupted Machining
[ [
BN7000
.: ACK260
Cast Iron ACK280 1
[ [

[ | *ZE#%’E{IE Characteristic Values of Grades

g 11t& [:da3 Mifi(GPa) | EEREM | BE(um) BE
Classification Grade Hardness Toughness(GPa) | Main Coating Components | Coating Tl Characteristics

858K, 50 5 A VFEH O EF~—ARII T,

+F /A= MVADTIAINEAICINDESEEZHY 2PVD
K Z—)\— 01— « ¥ SRR WML EN 3 BRBH EOEA LT
s ACK260 | 92.6HRA 2.6 ZXd—hk 3 RE LIeRFmIIH .

Super ZX Coat « For finishing to general machining of cast iron and ductile cast iron.
Cast Iron + Employs new PVD coating consisting of multiple nanometer-thin layers of

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

YU 51 IVEBOBEEMIS SOOIy MITA.

+F /A= KIVADTIAINEAICTNDEZ [EEZ T Y PVD3
K 21— 225 ¢ R, AR & DA U CRIIAIICEN,
ok ACK280 | 91.7HRA 3.0 ZX3d—hk 3 DTy MITEOMHARBREICENS.
Super ZX Coat « For heavy interrupted cutting and wet cutting of cast iron and ductile cast iron.
Cast Iron + 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.

-BEOmERIMTALE.
K - CBNZSZEICHHE L. & S ICCBNAFRDESHZS
$HDT ETEBNEMRIBEZRE,
§58% BN7000 42.5HvV 1.35 - - «For h\;w speed cutting of cast iron.

*Medium-grain CBN sintered to a high density to achieve the maximum content
Cast Iron percentage. Also delivers superior fracture resistance by increasing the
binding strength between CBN particles.




B GFX/GFXC GFX and GFXC Features

Peripheral Roughing Edge

F v EHEICRBEN T EICKD
80— —tiR=ZERR,

Arraying the same number of vertical and

horizontal inserts allows 8-corner configuration.

SEC-J—IL=IL

GFX/GFXC/ GFS/GSV/GRV

SEC-GOALMILL GFX/GFXC/GFS/GSV/GRV

Eﬁméﬂﬂ%ﬁﬁ
VFZGUJ—

r wjFor Fine Adjustment: iilj’%
ttinglEdge Height:
L_—__. '

T EFREEY MRIU1—ZET EIFTDERRET
SumEL T OIRNGARHETEE,

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

L¢

fFrontiRolighing|Edge}

— 1

WEHEERY

Fine Adjustment Screw

> 0.03~0.04mm

GFX 8+ RN
Finishing Edge Adjustment on GFX Type

T EIFR

Finishing Edge

B GFX/GFXC 1:I:J:lj'3~J?J1=z1’l§H¥¥lIIE GFX and GFXC Finishing Edge Run-Out Adjustment Procedure

OF v T A

Attach Insert

HyFIRFA(C
FvIEEBELERT,
OB, 1w bR
AtyhRIUa—H
SERICEATVDTE
ZHERLUTTEL,

Attach insert to cutter
body. When doing so,
check that the cartridge
adjustment set screw is
completely loose.

Peripheral Roughing Edge
(Direct-Mounted)

IEEH#EN
(@)

BEALYNRIU2—

Adjustment Set Screw

Ol b PS[=Tay

Adijust Finishing

Edge Height
EEOHLEFRN18ZE
@I L. #0.03~
0.04mmARUHILD
[CEYyhRIUa—ICT
FHELEI,
Select a finishing edge
and adjust the set screw
so that the edge sticks up
around 0.03 to 0.04mm
compared to (3).

@EIIRNTESR

Check Roughing
Edge Run-Out

N DIEERNZAIE
L. RHBROHLT
WA =R LE I,

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

OIRNFR
Adjust Run-Out
@D EIFRERLE(C,
TNHABUMTERD
R DL EFRDAE

ZRHELE T,

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".

—&=EULEN
Highest Roughing
Edge

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,
SORFEMIENESNET,

Adjusting finishing edge run-out to 2pm or less will result in a better machined surface.
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GFX13000z/GFXC13000 FEER &
= % gL M 1o [ogray
SEC-GOALMILL GFX13000 Series / GFXC13000 Series rake ngle EZIRNT IS g1

D {t_EtHIA

High Feed Finishing of Cast Iron

i

Fig 1 Fig 2 Fig 3 Fig 4
oDy oD, oDy oDy
od_ 2 2101.6 0177.8
3 d 0 2101.7
e o a ead
~ Al B N o -
17 5 ~ 3
) ) )
L‘_’Jm 3 04-18 -
oD, o20 4+?8 0:1_52
e 2D, oD, o -
oD, oDs T oD, oD, T
oD,
B 7% 500y (GFX 13000)
?.2 % (R) E}Eﬁ 9__’@ % (L) E}Eﬁ T_f )\ﬁ Dimensions (mm) %}]?ﬂ {tiﬂ%ﬂ ﬁ?jﬁ]ﬁ \Ne\% Fi
Cat. No. (R) Stock Cat. No. (L) Stock QDC QDE QDb Lf Qd a b g Total Teeth e ng!ihng Ei;:z‘l:'e (ké) 9
GFX 13080R | ® | GFX 13080L *80 67.3 60 50 |25.4 9.5 6 25 8 2 8 1.4 1
13100R | ® 13100L 100 87.3 70 50 |31.76 | 12.7 8 32 12 3 12 1.9 2
13125R | @ 13125L 125 | 112.3 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 9 36 | 12.6 3
13315R 13315L 315 | 302.3 | 240 80 |47.625| 25. 4 14 35 44 11 44 | 20.2 4
B &{F 500y (GFXC 13000 J—2 K F Coarse Pitch) E N RS e e o © ¥ 7 U R
GFXC 13063RS| @ | GFXC 13063LS 63 50.3 50 50 |22 10.4 6 20 4 1 4 09| 1
GFXC 13080R | ® | GFXC 13080L *80 67.3 60 50 |25.4 CL5 6 25 6 1 6 1.4 1
13100R | ® 13100L 100 87.3 70 50 |31.75 | 12.7 8 32 8 2 8 1.9 2
13125R | @ 13125L 125 | 1123 80 63 |38.1 15.9 10 38 10 2 10 &3 2
13160R | ® 13160L 160 | 147.3 | 120 63 |50.8 19 11 38 12 3 12 6.4 2
13200R | ® 13200L 200 | 187.3 | 150 63 |47.625| 25.4 14 35 16 4 16 7.8 3
13250R 13250L 250 | 237.3 | 200 63 |47.625| 25.4 14 35 20 5 20 | 12.6 3
13315R 13315L 315 | 302.3 | 240 80 |47.625| 25.4 14 35 24 6 24 | 20.2 4

$f$[ca: v 7[;*@3}@@(@ DZFEE Ao Inserts are not included

\
ED@Z’S & 280mm "j'/(j\@} -/ \’\OJ?E‘WJHUIEI /\%/ HZFT)IJ N (J'SB] 1 76) M12 X 30 ~ 35mm %C@% LFEEV Please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing ¢ 80 cutter to the arbour. ‘

.?“Jj\nserts Bgﬂee\ &jé%ﬁﬂ iffﬁm, ZE‘%?: %%Wwo, WEFM . GFXC Eﬁit@ii,’% Important Note About GFXC
Fig 5 Fig 6 . NI
¢ =, “© @ GFXCIE, BSDMERSLTHMAY
Nz BIENTEFT, oA, v—F J5
o Z J 7 VI TRUEHMIEICDHT v T 7%
e/ B IR\, g [ B HEELUKKREE V. CTTFyTHE ¥ arkina”
12.700 .76 900\ 12.70 4.76) BEUEWERMUBDRIIENLTL I
<=L,
MIEDSE crade J=7 4/ it | FBTEB carvicel CBN BN IGFtﬁC can beA%Jtsec'iT reducing t‘he number of teeth.
——. W, s rt: t ti
. E&E(L_ETJBI Hioh Speed Finishing m goswtliso%gsiﬁgica?gd _é)nysrenaSrISiQQYS gnn(;(iggw:)nvge screw
J@FﬁjJDI ﬁ:J: . Ept)]\ﬁ” Finishing, Medium Finishing m rom unuse mount/lrjg F?C')SIUOH.” N "
Application = — - GFXCICBIIDMAENERDIZEDF v TETH
*ﬂt}]ﬁ” Roughing m m Total teeth and the number of teeth attached in case of reducing.
ololo 1 TR | gnqme | DEEEED . TR | gnqme | DEEEED
Siisihs S . BE | oo, | BEE mion| BE oo | BIE s
A ZF cat no AR '-'OJ = r |Fig Diameter Ja Diameter eated et o
g 2 2 E % GFXC 13063RS/LS| 63mm 4 2 GFXC 13160R/L | 160mm 12 6
13080R/L 80mm 6 2 13200R/L | 200mm 16 8
LNGX 130508PNFN'W . . . - 0.8 5 13100R/L | 100mm 8 4 13250R/L | 250mm 20 10
130516PNFN-W K ) Y — 16| 5 13125R/L | 125mm| 10 4 13315R/L_|315mm| 24 12
®F TS T [N F [NEURES TR FIUDNC a3
LNGX 13051 6PNTN-W - — | — | — . 1 6 6 T}he/n?mﬁgijigac%e\geg Z}?fxf\zj tzgLtgﬁﬁﬂaﬂ\iggyi??ge;gan%g\gtga\gttgﬁﬁE;Zoﬁéwumng
- :I:ILBE?:I Spare Parts . mﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions
(= P5 ) HIEE v, (m/min) [3£0D & f,(mm/t %
sol mEw | mE JlRE v.(m/min) JZOM f,( ) 5; ﬁg
W {ERRZER Application Examples Work Material | Hardness | "NRR- 8% - FFR | TNRR- #ESR - BBR | oo
Min. - Optimum - Max. Min. - Optimum - Max.
B8 | 250HB | 200- 250- 350 | 0.1-0.3-05 | ACK260
. CBN?‘ v 71§Fﬁﬂ§®"j*f X‘EU?FE@!EEE Maximum Allowable Spindle Speed ”
Czﬁ%in 250HB 800-1000-1200 0.1-0.3-0.5 BN7000
OF REfER O FEEBERILTE) B FFER - 8EVCLEEA  EEE THRFFEMIRCHEL TS

@mark : Standard stock item, @mark : Standard stock item(expanded item), Blank : Made to order, -mark : Unable to produce Note

4

Calculate cutting conditions based on eﬁecme teeth
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FEHMm _g° |
<Ly MR 8 [ 1mm aorao| fl : G FX .I 6 O O OE:J
Rake angle Kt DI I I ~90° [ XTx - 4 SEC-GOALMILL GFX16000 Series

k=R D (1 _EH)

High Feed Finishing of Cast Iron

Fig 1 Fig 2 Fig 3 Fig 4
oDy, oD oDy oDy
od — 2101.6 0177.8
a, o 2101.7
s El a T od . |
NI M
Ql i | 5 N o} =
! IS = Q
) 2 )
mm 3 0d-18 =
220 e
_oD. | oD, T oD, 04-18 04-22
oD oD, oD. oD, J
oD,

B &K =00y (GFX 16000)

?g % (R) EE 9__’@ é (L) E}Eﬁ T_f ;£ Dimensions (mm) %7\]@ &J:}—‘Eﬂ ﬁﬁ]}gﬂ E% .
No.of Finishing | ~ Effective Weight Flg
Cat. No. (R) Stock Cat. No. (L) Stock QDC QDE QDb Lf Qd a b g Total Teeth B Tosth (kg)

GFX 16080R GFX 16080L *80 64.1 60 50 |25.4 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 1.8 2
16125R | @ 16125L 125 | 109.1 80 63 |38.1 15.9 10 38 16 4 16 3.3 2
16160R | @ 16160L 160 | 144.1 | 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 35 36 <) 36 | 12.6 3
16315R 16315L 315 | 299.1 | 240 80 |47.625| 25.4 14 35 44 11 44 | 20.2 4

.’,.iigii\\ KIRICF v TFHIFHAATHDD F B Ao Inserts are not included
Q“ *EIDZAAK 980mm T4 ZD7—/ \ADFEDRHF(E, 7 BIUTERILMUISB1176)M12 X 30 ~ 35mm % CHER K JEE e Please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing ¢ 80 cutter to the arbour, ‘

.a:‘yj\nserts E ﬁé@ee\ @iﬁéiﬁ\ﬂ ﬁfﬁwu m ?E?‘%’;E; ??ﬁ@iuo, %?%M . ;E;%UJ%“%#F Recommended Cutting Conditions
Fig 5 Fig 6 HBRE v.(m/min) | ED & f,(mm/t W
¢ - 9 @ so| B | R e i) =01 ) 9; ;{gj
: R1.6 Work Material|  Hardness | TNBR- #688 - PR | TPR- #688 - O | | t
04.2 Min. - Optimum - Max. | Min. - Optimum - Max. rade
& 2
e @j R %) — BB | 250HB | 200- 250- 350 | 0.1-0.3-05 | ACK260
15.875 .76 90" 15.875 l4.76 o
— C‘am“'mn 250HB 800-1000-1200 0.1-0.3-0.5 BN7000
MFEDLE Grade J-T 44 cicas | $BTER Cartice| CBIN o8N
= W BRI UIHIRFEEWHETHEL TS,
\E]— ’E—‘gﬁ:itﬂﬁ” High Speed Finishing m I 015 Ca\cu\t{e cutt\n;cowwd\t\ons based on eﬁec;:/e teeth.
LJEHHDI ﬁ:J: . qﬂtﬂ\ﬁu Finishing, Medium Finishing m N — _.
Application - o . CBN?" v jﬁﬁﬁﬂ%@"j"f XSUHQEQEEE
*ﬁt})%u Roughing m m Maximum Allowable Spindle Speed
3|3 S 38 HORmm)  |FEEERE (min) HORmm) | FEEERE (min)
;::E % Cat.No g g Q g E Flg Nominal Diameter n max. Nominal Diameter n max.
— =
SeeE 2 I —
LNGX 160516PNFN-W (@@ (@ |—| |5 P 2 o Lo
LNGX 160516PNTN-W ol el e 6 $125 3,000 $315 1,200

. %BE:. Spare Parts

Recommended
Tightening Torque

JI-whb | IZwh | HEE 2JtF FoT | ARG IZwh | D2y | RN ERREE | (N-m)
(16000/) | (13000/) | 1L Wienen  |TEREARQL| GEER) | AL | lkHRU [(AZy M) | Anti-seizure

Cartridge (For 16000) | Cartridge (For 13000) | 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 EAI1Zw MNTFw IIFHEIFHAATHD FH A *Finishing cartridges do not come assembled with inserts.

o | B 2N 7 |

. Eﬁﬁ?‘é{’iu Application Examples

O | 1REEER RED  EdEmR —H RIEVLEULEEA

@mark : Standard stock item, Blank : Made to order, —mark : Unable to produce
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| FEHME| —11°
GFS 13000z s<rs BRI
SEC-GOALMILL GFS13000 Series rake angle. I RRANCT IENCT
mEIED1 "« fBH
FHikm=nx D (T 13 - fBHI D
High Feed Finishing/Shoulder Milling of Cast Iron
Fig 1 Fig 2
oD,
oDy,
‘%’ od
! a
NI ml L]
Ql | | -
[T -~ )
Q —
~
‘»‘ms
{020
QDe gDe
QDC QDC
W F sooy[ 727 |
?g % (R) EE 3_}.2 % (L) EE T_f ;ﬁ Dimensions (mm) fﬁ,’ﬁﬂ@l H:J:}g;ﬂ ﬁg\}]}]ﬁ \;%% Fi
Cat. No. (R) Stock Cat. No. (L) Stock QDC QDe QDb Lf ad a b e Total Teeth| j E?:Z:‘hve (kSgJ) 9
GFS 13080R GFS 13080L *80 66.9 60 50 |25.4 9.5 6 25 5 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

$ﬁ§|:9" v 7!3:’@37)&/\/(35 DFEB Ao Inserts are not included

Q‘ * IO 80mm 4 2D 77—/ \ADEDRF(E, ETUTERIL MUIISB11786)

M12 X 30 ~ 35mm %Zﬁﬂ% < Tcéb\o Please use hexagonal bolt (JISB1176) M12 x 30-35 mm for securing ¢ 80 cutter to the arbour. ‘

B Fv 7 nserns @E. METAER @ES. OISR @ =Y., @ FRE
042 E E
1 O — B J
) 12.700 4.76 QO | g
*Z"*Eﬁ;ﬁ Grade :l—j_'/( \/7 Coated Carbide EE@ Carbide g ]
. _,%_E . E%Ujﬁu High Speed, Light Cut m m ( Z
J%ﬁ?zg‘flo]n: 5F|_,)Eﬁt)]%” General Purpose m O 2mm L/
BN U T KK ' -~ J—F B
21 g8]s QDC BENEUFT
| syl N %) L > Gap On Corner
B & cano XX |y re
(&) (&) (&) -
<< << << T
LNGX 130508PNFN-W o o { 0.8 B {EEEB Avpication Examples
130516PNFN-W | @ | @ ° 16
. 1I:IIBI:II:II:I Spare Parts
C \,
)
® O 28
& J S 4 N2
S & \/ \ Recommended
_ . — _ Tightening Torque
EEm* | WEEE | e Fo7 | A Ay b | RN EEREEE | (N-m)
A=W R A9 Wenon AL GEER) | EHRAL [(AZv M) | 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

sk 1iiﬁﬁ1: v NC} v 7[3@’@3}@/\1?35 D 35@’/\15 *Finishing cartridges do not come assembled with inserts.

. }E“,ﬁ-‘t)]i‘:jlj%# Recommended Cutting Conditions

YIHBRRE v, (m/min) | 3XD & f,(mm/t) 3
|SO ?)ﬁﬁ’”?ﬁ' ﬁ%fg ClJtt\gESpccd gazd R%c 3;34;
Work Material Hardness TRE- ?E;g - FRR ‘FBE_ ?E;g - PR il
Min. - Optimum - Max. Min. - Optimum - Max.
BB | 250HB | 200-250-300 | 0.10-0.15-0.30 | ACK260

YEISEIZBI N TEIE L TLEEL), Calculate cutting conditions based on effective teeth
ote

OF | RHEEER

MRED : BoxdmEm —H):

SELCLEEA

@mark : Standard stock item, Blank : Made to order, —mark : Unable to produce



—14~—6

R 8 /
I<LVA Radial mm
Rake Angle $H] jj_ |T:T_| 65°
Axial

#RExP{L_E (A

Medium Finishinig of Cast Iron

SEC-J—IL= L

GSV 16000

SEC-GOALMILL GSV16000 Series

Fig 1 Fig 2
6D1
oD, oDy
oDy 2101.6
od od
ey ‘ﬁ»‘
= )
B ~
g J 3
| | i 018 022
oD, oD, T oD, T
oD, oD, oD, B
B K{F soay
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 2 »:”‘”9 E*;:::g’e (kg) g
GSV 16160R GSV 16160L 192 | 160 | 206 | 120 | 63 |50.8 | 19 11 | 38 |20 | 2 | 18 | 98| 1
16200R 16200L 232 | 200 | 246 | 150 63 |47.625| 25.4 14 35 28 4 24 |11.0] 2
16250R 16250L 282 | 250 | 296 | 200 | 63 |47.625| 254 | 14 | 35 | 34 | 4 | 30 |183] 2
16315R 16315L 347 | 315 | 361 | 240 | 80 |47.625| 254 | 14 | 35 | 40 | 4 | 36 |285| 3
HKIRICTF v TFHIHAATH D F B Ao Inserts are not included
B 7Y insers B MR @R . QB @R
Fig 4 Fig's =
9 9 Wiper \nse 73 v gﬂﬁgﬂl'—
184° [ ] — FHHEND CHRE TS0,
" Ro8 [ ookt 1 sl o v
R1.6
046 04.2
s L g || 7 I _
X @5 o & J HEAIZY
. 4.76
90° 16.1 6.29 15.875 e
X : — D j 0ate aroiae
*ﬂ‘%ﬁﬁj\nﬁ;_?rdde ] 4 7 Coated Carbid 7 R
. ’%E . ﬁ%t}]ﬁ” High Speed, Light Cut m m m Work M?mm\ e
IE}EHZ]DI }\ﬂﬁﬁwﬁu General Purpose m m m (DDe:lﬁﬁH‘Eﬁéﬂ{\%mm, (23mm)
A Fovenng BB ODRYIBAR
ololo|lo|o
S| o | © || S
9_—*.2 % Cat. No. E g g g CQ Flg
212|222 =
LNMX 160608PNSN-G o o 4| M BEBRA ronicaioncamies
160608PNSN-H ( 3K ) e 4 -
LNGX 160516PNFN-W ( BN 5
. I::IIBI:II:IE Spare Parts
@ HESS(T
SHy A
S S S 2 NLD
> &\ = ‘/ Recommended
_ — - _ Tightening Torque
ELA* ammnu) MRL | 1=v k) DAL 2 2t | AT A | (N-m)
1w |\ Fine Adjustment (fﬂ:}]}“}jﬁﬁ) _U:&J*QLJ (*Hﬂ?“/ﬁﬁ) Wrench Wrench (f)ﬁﬁ]ﬁ%ﬁﬁ) Anti-Seizure
Finishing Cartridge* Screw Screw For Finishing nserts) | Cartridge Screw | Suew|ForRouging e ser Wrench (For Fine Adjustmen) Cream
GSVK5R/L| BTDO5F09 |BFTX03588| BX0612 |BFTX0412N| 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
YIEIRE v.(m/min) | XD & f,(mm/t) 9
0| Ik BRE  |Cuting Soecd Food Rate 9; ﬁgj
Work Material Hardness TRE- mﬁ - FFR | TFR- ?E;g - FRR i
Min. - Optimum - Max. Min. - Optimum - Max.
iRk ACK200
castion | 290MB | 200-250-300 | 015-0.23-0.80 | 5 0yc500 O EEEER WA HIAER —  WELLERA

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

7

@mark : Standard stock item, Blank : Made to order,

mark : Unable to produce
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GRV 16000z
Rake Angle F]

SEC-GOALMILL GRV16000 Series mpE -5

A EA=nZ D fHE]HI A

High Feed Roughing for Cast Iron

001 gD QD1 raD1
Fig1, oD, Fig2—p Figs oDy Fig 4 oD,
od od 2101.6 0177.8
%:la . ed 0101.7
Iﬁ L - i od
i 1l BER
Q = 5 ) 4 . . Q = | |
-~ J (SN
013 — o 04-18 e 3
220 04-18 @4-22
oD, oD, oD, oD, }‘
B &K sooy [ 27
B ER |AE R EL | N7 oimensons (mm) wox | B8 o
Cat. No. (R) Stock Cat. No. (L) Stock D D D L d b g Total Teeth
oD, | oD; | oD, ¢ o a (kg)

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

-"\§§‘\ AARICTF W TFHEIHAAT DD F B Ao Inserts are not included
ED@ZMZS B80mm U'/f7\®7_) \“@ﬁ&)ﬁ'j';\\ K%Wﬁiﬂ'\)b |\ (JISBW ] 76) M .‘ 2 X 30 ~ 85mm %C@ﬂ < TCZ‘L\O 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° (] ﬂ .5F|..ﬁﬁ G&A 7 General Purpose G Type .%9&3§1t§2 H 9’(7 Strong Edge H Type
X RO.8 Fig 5 e, Fig 6 N
04.6 > b
Nl e
Y T Pa_ g
90° 16.1 6.29 a-altfiE b-bifiE
" Section a-a Section b-b
*Z’%iﬁ]\’}éa Grade ]—5‘()7 Coated Catide
. EE - BT High speed, Light cut | (4 | T8
]%EZEEMI 5&%@]%” General Purpose m m
*ﬂt)]ﬁ” Roughing m
il 8/8|8 .
Cat. No. OOl O Application Remarks
<< | <€ | <C
LNMX 160608PNSN-G o0 . B 5
ARk & ZETL
160608PNSN-H olele] 6
. Em;ﬁéﬁu Application Examples
. EB& Spare Parts . mﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions
XY Z)\F E(T R LEA " YIEBEE v, (m/min) | XD f,(mm/t) R
Screw Wrench Anti-Seizure Cream ;ﬁ,ﬁﬁﬁﬁ.ﬂq ISO RHI2 B ELtingiSpeed Feed Rate 3;34;
=l Work Material Hardness TRR- #E3% - FFR | TFR- 2 - LR il
A\ |\)IJ7 Min. - Optimum - Max. Min. - Optimum - Max.
\\\@ T ege B | 250HB | 200-250-300 | 0.15-0.23-0.30 ﬁgiggg
& < (N-m)
BFTX0412N TTX15W SUMI-P 3.0 O | REFEER B FEER —H BEVLLULEEA
@mark : Standard stock item, Blank : Made to order, —mark : Unable to produce
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SEC-GOALMILL GFX/GFXC/GFS/GSV/GRV

. ﬁﬁﬁ?‘éﬁﬂ Application Examples
(72 9 fLET Avplcatonmaughing/ Frishing )

D—2 Work S%&jﬁ?:i oufiﬁium D—2 Work S\?m*\lio\u:i Ccmplﬁi%s%rcduct
— CYUYAH—=J0Ov Y fERTE [ e — TS —F 00
am n?w%u;apjer ﬁﬂaca of cyhndevjb\ogck f Tool GRVIB250R | specimizes procuct %,K ,gf;'.gp/pagjgngd VL@ @’ﬁ,}g GSV@265 (FiY) 0250
— : FC250 i PR
o i o B L L O 9 R R e [THOGRERCE pyo
=n ERAN 0 \E = Srade inishing: ACK260 Roughing: ACK200
B me,?i Pﬁf&?ﬁw Tool Shape __[Tangential Screw Clamped Wedge Type HTHAE T RaB3.2um TERR GHEOCLSD | BV EAHES
quip! P % iioug%nc%s Standard:Ra3.2pm Tool Shape [Tangential Screw Clamped| Vertical Drawing Pins
No. of Teeth 30 B4 fiis | HFA T
- Equipment:Special Machine oot et 24
v,(m/min) 80
v, (mm/min) 611 Ve(m/min) 265 250
£, (mm/t) 0.2 v:(mm/min) 763 509
a,(mm) 3.0(—8B Party 8.0) f(mm/t) 0.10/0.60 0.10
7&?&“ RQZ?SM\‘/SEM a,(mm) 3.0
5 THE/J—F— —
73‘{3 M Workicesxtomer 4 Coojm#'\ Wet
100 200 300
&%
Results GRV . #HAtHE:Ra0.3
. . .
TR 1004 e j:]%< CBNilid» Dt EIFEZRE
Current product Initial Roughness Ra0.3
- - Finished surface equivalent to CBN
ST RIFHMELIEDFERE L
Evaluation Life improvements with no missing portions
Oiﬁi% . —F{t_E (S Application: Roughing and meshmg) (Fﬁiﬁ : {£_E[F Application: F\mshmg)
— St = LN ft+t e
5 Wt S i St | conptmbioBraten
—5% YU I—T 0y JaE T —5% YUY —J0v I B
\r%rk rﬁfm{de oithdjef Bué? AED @ﬁﬁmx GSVIB315R \\’j’ork r\lﬁavv“i.smejo(’éthdger B\z« v R E@oo\ GFXC13100R #»100
w . Bl !
B airocs >0 i ACK260 B Bl i garo0 b BN7000 cvD
FHSHRE - RaB.3um TERIK fEVER LD SRS D Rz1.25um TERIK ftEVE RS <EUR
Roughness Standard:Ra6.3um Tool Shape Tangential Screw Clamped Roughness Standard:Rz1.25um Tool Shape _[Tangential Screw Clamped Wedge Type
= gt - - o L HEFEM/C %
Eﬁmpmevﬁpeiﬁaﬁme No};]ﬁ%geth 40 (B3 Effective36) Eiu\pmeriﬁomi%i\ Machining Center Nogézem 4 10
Ve (m/min) 136 Vve(m/min) 1,208 251
v;(mm/min) 693 v;(mm/min) 10,000 500
f,(mm/t) 0.14 f,(mm/t) 0.65 0.063
a,(mm) BRAK Max. 6 a,(mm) 0.5
T—5IK Eerd
Codom Dry Godant Dry
BE L EFO2TEIPUET
Bofchh 1 TRETOMIA A8 - v=10,000mm/min%z3%1%5
fER 7E0. TI2DIEHEICRD ol LS - it R 20D VB,
Results What would normally require two Results 20 times higher sfficiency of Vi of
processes (roughing and finishing) 10,000mm/minwas realized
was finished in a single process,
reducing process time
Oiﬁig . {£_EIF Application: F\mshmgj ()Eﬁ,ﬁ . {£_E(F Application F\mshmg)
— = e — = RS
D=0 ver Somms | compim B D0 otk S ettt o
— A —Aw R a8 — YA —J0Oy 1=k
xam r\grflxmc{nf%j\ir Head v FRIE @ﬁ%}/ N GFXC13125R ®»125 \E}rk V\Zr%m{r sJurfir?of W%Erﬁzkﬁﬁ ﬁﬁg}/ N GFXC13125R 125
Bl T FC2 el I FC2
B AL, RGeS0 i BN7000 PVD fRlELEGES0 na ACK260 CBN
B Rz 2.5um TEPR | MELERLD | FESCALD ABESRHE  RaB.3um TEMR | SHELERLED <EUR
Roughness Standard:Rz12.5um Tool Shape [Tangential Screw Clamped|Horizontal Screw Clamped Roughness Standard:Ra6.3um Tool Shape  [Tangential Screw Clamped Wedge Type
B  KEFEM/C % | KEEM/C
E%\Hpmﬂn{ﬁ(mémﬁﬂ Machining Center NOE;Z% 4 12 Einpmciﬁonﬁﬁ’ﬂ Machining Center Nogﬁ%m 10 4
Ve (m/min) 1.000 216 Ve(m/min) 250 510
v;(mm/min) 6,010 376 v;(mm/min) 1.020 1.020
f(mm/t) 0.59 0.057 f>(mm/t) 0.16 0.2
a,(mm) 05 1.0 a,(mm) 05
=35 Dry 79— EWet
Coolant Coolant Remaining wet
BEEN BfEICH_LL. it m@d&D CBNAYH(CHUCEiEC
=) EfESHE o] [EFan72ER . JANHIEICR I,
Resuilts 16 times higher efficiency and Results Equivalent tool life to CBN cutter
better surface roughness and cost reduction achieved with
achieved by CBN. carbide.
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SEC-GOALMILL GFX/GFXC/GFS/GSV/GRV

. ﬁﬁﬁiﬁﬂ Application Examples

OEF];}% . f£_EIF Application: F\mshmg)

Oﬂﬁj . f£_E(F Application: F\msmr\g)

— =) = — S =
P i sonms | compimmBes = s Sy | compimms B
J— CYUvE—-J0Oy TE |GFX¢315 J— AN R T
Work hgm% BoﬂomJFace of Cyfinder éogFE Eﬂ?{)o\ @ (gi%gn ®315 Work Agm%mfhjggfd v @E)ﬁm GFX16125R ®125
Hl #f 1 FC250 Hl # : FC250 5=y
ﬁrkgdagawczso Zﬁ?; ACK260 PVD v@rkﬁdaga\ FC250 ?;ﬁ% ACK260 tge}#g A
fSHEE : Ra3.2um IEMR | fELEZLED {&EUR HHEHTE - Rab.3um ISRk | fHeLeuks _
R"Ugh"e?:‘ag'd ;;3 2pm Tool Shape  [Tangential Screw Clamped| Wedge Type R0“9“”5?;5‘5‘”‘“‘””5‘6-3“'“ Tool Shape  [Tangential Screw Glamped]
= -z % L PIEM/C
Eﬁmpmen?Speclaﬁaachme No_}g%ze‘h 44.(15%) Effectived 4) Eﬁulpmsn?DouEE}lo\umn Machining Center oo Toeth 6 (B3RP Efective 16) 10
Ve(m/min) 148 Ve(m/min) 300 785
v;(mm/min) 724 718 v;(mm/min) 3.057 3.000
f,(mm/t) 0.11 0.12 f,(mm/t) 0.25 0.15
a,(mm) 05 a,(mm) 0.3
—2 —2
7ot Dry 7ot ory
s BD%%&E/EC_T_ " BBICTESZVIREBEHED
Cutter lorkpieces/Corner =l ViEEEER
- N Results E;;uvaledn( ¥ivalus o ceramics
Y Al SYZVIIRANDER
Cimmg%:s 2,3004 v Evaluation Reduced running costs
(ﬁﬁiﬁ . {L_E(F Application: F\mshingj Oﬂﬁ . {£_E(F Application: F\mshmg)
— = — e 555
D5 e Sote | complhenzErones D Wk St e
— . 4 =l — KT —BIL TV (B El
kL BTR | GFXCIBI00R | 9100 Tt RRT L R Ly B | BETR | GRx16160R | 0160
=l :
B L i eSO i ACK260 cvD o it S X 1.800mM i ACK260 CBN
RIS - Ral.6um ISR | @EVERESD | FEECZIED I—IH8# | FG250~300 ISR | SELEZIESD TL—Rat
Roughness Standard:Ra1.6um Tool Shape  [Tangential Screw Clamped|Horizontal Screw Clamped| Work material name:FG250-500 Tool Shape  [Tangential Screw Clamped Bladed
R #IEM/C fi 1 BEM/C
Equipment:Horizontal Machining Center No ot Taeth 8 10 Equipment:Horizontal Machining Center No ot Taeth 20 10
Ve(m/min) 250 250 Ve(m/min) 300 980
vi(mm/min) 960 530 v;(mm/min) 2,980 1,950
f,(mm/t) 0.15 0.066 f,(mm/t) 0.25 0.1
a,(mm) 0.1 a,(mm) 0.3
7 Dry 7 oot Dry
BIETCBND 1 5EDRERZRIR
AL ERITH U TAER. R, BHRmEE & R
o - \ ~ MNTEIFERTCBNEHEELELE
o AATRICHL T2 58U EDFF6n [ o
VE.IDq:m
Results Higher efficiency, higher Results
precision and 2.5 times longer A carbide cutter 1.5 times as efficient as CBN
tool life than competitor's . cutters ensuring the quality of finished work
surfaces as high as that attained by CBN cutters
Oiﬁig . f£_EIF Application: F\mshmg) (ﬁijig . {£_E(F Application F\mshmg)
— S it &3 — 21t
D=2 ver Sonme | compimm Bt D=0 ot S
J— IR R 11 T8 J— A=) TB
o e b P 1 17 #EIR | GFX16160R | 0160 oot R GFS13125R
Wl # - — ‘F
LRG0 ] ACK260 cvo g 00 e ACK260
HATHHE - Ra3.2um TERR | @EVCREYD | FEECRIED AU - Ra3.2 um T2 RBENEZUESD
R"”g””e?;s‘a”da"’ Ra3.2um Tool Shape  [Tangential Screw Clamped|Horizontal Screw Clamped| ”0“9“”5?;5“%3’”'%3 2um Tool Shape Tangential Screw Clamped
= : EM/C 5% | KEFEM/C
gu\pmemiﬁDouEEﬁ:o\umn Machining Center No?g}ze‘h 20 8 EﬁulpmenFHorlzorﬁa\ Machining Center No et et 8 (B3R Effective B)
Ve(m/min) 120 125 v.(m/min) 137
v:(mm/min) 477 400 v:(mm/min) 1.000
f,(mm/t) 0.10 0.20 f(mm/t) 047
a,(mm) 03 a,(mm) 0015
—>> —>
7ot Dry 7ot ory
y J—7— T
nys | WLLERE DT EERERa1.Oum
Cutter 20m 40m
ERERL
ot | =
£% | ox IS B | meommnIzse
Surface roughness: Ra 1.0 ym
frt e Free of level differences.
Competitors [ 10m Final polishing can be left out

10
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(FB% : ft_E(F Applcation: Fnishing )

= L i — e e
D=2 wor T | e D—2 wor e R s
— Ll = = — YT 5 =
o e et BET2 | GFXCI3080R | 80 orisru i 07 BETR | GFXIB100R | 100
Hl : FCD450 Hl . FCD450
B RLMECE nE ACK260 PVD [RERRAS e ACK260 covD
S - Ra3.2um TEMR | @EVCRIED |fEVSIEAGEY | [FESHE  Rz25um IERR | #@ELERESD <EUT
R"“gh'w?;s‘“;;ﬂ"’ Rag.2um Tool Shape [Tangential Screw Clamped|  Vertical Drawing Pins ROUG“”C?;S‘E‘EW Rz25um Tool Shape [Tangential Screw Clamped Wedge Type
B4  EFEM/C B4 | KEM/C
Eﬁu\pmcn?}-{oworﬁa\ Machining Center NOE;ZW 8 6 Eﬁu\pmcmmHorvorﬁa\ Machining Center No,}gi%em 12 14
v,(m/min) 218 216 vo(m/min) 250 150
v;(mm/min) 1.600 650 v;(mm/min) 3.150 800
f,(mm/t) 0.23 0.15 f(mm/t) 0.33 0.12
a,(mm) 0.1 a,(mm) 0.5-1.0
Eourds 5—5h
Godart wet Gotan wet
) MIEH i
Cutter No. of Units Machined . 1&*1DDEITI3EQ§%$brCD\\
s aa na LR CIFERER
& fea] X T
BE | orx BR | amar
{] Free of level differences.
cﬁgg%s 100& v High efficiency
(B © LI Appication: Finishing ) (FB& : t_E(F Applcation: Finishing )
— Ll ETaRNEN = St ftt
D2 Wk it e T—2 vor i e I
43 = =] — S5 — =]
g L N EALR [GPXIB125RMR)|  ApGg125 DorB TIYIT—A I8 | GFxc13100R ®100
Wl A Bl A AL+
B M FEDB00 i ACK260 PVD WA RS0 iz ACK260 PVD
MEHHE - RalBum ISR | #ELERLESD <EUR FTHHE - Ra3.2um TERR | GELCRIED |#ELSIEAHEY
Roughness Standard:Ra1.6um Tool Shape  [Tangential Screw Clamped Wedge Type Roughness Standard:Ra3.2um Tool Shape  [Tangential Screw Clamped|  Vertical Drawing Pins
4 I #EEM/C 5% : HEFEM/C
Eﬁmpmeﬁ—{orﬁ%ﬁa\ Machining Center o ot et 6 (%) Effective B) 6 Eﬁu\pmer?:%\/erlf:ﬁafﬁMachmmg Center No et o 12 12
Ve (m/min) 160 150 ve(m/min) 400 314
v;(mm/min) 733 110 v;(mm/min) 1,629 1,440
f,(mm/t) 0.3 0.05 f,(mm/t) 0.1 0.12
a,(mm) 0.25 a,(mm) 0.3
7;2;{'\ Wet 7;?‘3‘%'\ Wet
5 i J—F— N Ta
73 Juf %DD“E??"QCD’”E' 73 {[5 No. D?B\\\ts‘:hlﬂfghmed
v 200%min 400%min . 100 200 300
+ +
R | ex B | erx
frt 5
APG 1504 Co;wp:‘w(:fs 1008 i
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O (ETTIEZFR O D EAFKMHEDEIEEE. IEB&?@
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© TAMDEIHIR ZE CERICIEDBE(E.
BEPHARBZRBE I D EDNHRZHUTIEE.

Kl R IEE L,
® Very 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.

® 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.

® \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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