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GWS GRS GJ_B

For HRC 30°~40° For HRC 40°~50° For HRC <48°

E hi . For High efficiency

_ -orroughing, semi- roughing, semi-finishing

finishing milling on P20, milling on cast iron and
NAK80. all steel.

For roughing, semi-finishing
milling on 45# steel ,40CrMo.

Mold-Specific End Mills -0227

GHS

For HRC 45°~55°

For finishing, semi-
finishing milling on S136,
SKD61, with a continuous

working capacity of 8
hours.

GHD
For HRC 55°~65°

For finishing milling on Precision finishing of
large molds after heat treatment, applicable to a
wide range of high-hardness steels (e.g.,
SKD11), with a continuous working capacity of
8 hours.



(> GRewIN TOOLS

Base Materials for the GWS of End Mills Base Materials for the GRS of End Mills
Co Grain Size Hardnes Bending Strength Co Grain Size Hardnes Bending Strength
Grade % um HRA MPa Grade % um HRA MPa
GW10 10 0.7 91.8 24000 GW12 12 0.4 92.2 24000
Coating Introduction Coating Introduction
. Hardnes oxidation . Coating Hardness oxidation coefficient
Grade Coatlpg Color s temperature coeffm‘ent Grade Materials Color HV temperature®C of friction
Materials HY oC of friction Silver-light
: . CAO02 CrAIN arey 3200 1100 0.35
CAO3 CrAIN S"Vg:;'/ght 3200HV 1100 0.35

Machining method:

Machining method: Roughing, Semi-finishing

Roughing, Semi-finishing Material to be machined:

Material to be machined: HRC40°~50°
HRC30°~40 Material like :
N P20, 718H,NAK80
Material like: Small mold machining for quenched and tempered and pre-quenchin
45# steel ,40CrMo from normal steel to pre-quenched steel. materials 9 9 P bre=q 9
Helix Angle for GOWS: Helix Angle for GWS:
Flat End Ml” 45 Fl tE d Mill: 45°
Ballnose End Mills: 35° Ba” n E Id' Mills: 35°
Coner Radius End Mills: 35° alinose En His:

Coner Radius End Mills: 35°
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GREWIN GJB Series Milling Cutter — Product Features:

Precision-polished U-groove

Variable helix angle

Unequal indexing, variable helix, and large U-type flutes

— deliver excellent anti-vibration performance, exceptionally smooth
chip evacuation, and a C-type chamfer that protects the cutting edge
from chipping.

Newly upgraded substrate material — enhances edge strength and
overall tool rigidity.

Proprietary composite coating — offers superior wear resistance,
with consistent batch-to-batch stability in flute geometry and

dimensional accuracy. High-efficiency dynamic

milling

Suitable for high-speed, high-feed machining — performs well in
both dry and wet cutting conditions. Ideal for various steels, castings,
and other materials in high-speed cutting applications. Provides
excellent results in efficient roughing and semi-finishing operations.

A=39.5 B=40.5 AzB
Machining method:

High efficiency Roughing, Semi-finishing

Material to be machined:

GJ B HRC=<48° Gj B

Material like:
various steels, castings of high speed milling. Extremely

versatilel!!!
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GHS

Base Materials for the GHS of End Mills

Grade Co Grain Size Hardnes Bending Strength
% pm HRA MPa
GWO09 9 0.2-0.4 93.8 >3800
Coating Introduction
Grade Coating Hardness oxidation coefficient
Materials HV temperature®C | of friction
NM3 TIS Copper 3800HV 1300 0.4

Machining method:
Finishing, Semi-finishing

Material to be machined:
HRC45~55°

Material like:
S136, SKD61, Finishing of heat-treated dies and precision machining
of parts.

Helix Angle for GWRS:
Flat End Mill: 45°

Ballnose End Mills: 30°
Coner Radius End Mills: 35°

Tool performance: with a continuous working capacity of 8 hours

GHD

GREWIN GHD Series Milling Cutter — Product Features:

High Precision

The 0.2um ultra-fine grain WC substrate significantly enhances cutting edge
strength and sharpness, while delivering excellent hardness, wear resistance,
and anti-adhesion properties.

High Hardness

Equipped with Japanese PVD coating systems and a multi-layer composite
coating process, ensuring outstanding coating stability and efficient cutting
performance.

High Quality

Dedicated grinding equipment, premium grinding wheels, and imported
oil-based coolant ensure exceptional dimensional consistency in batch
production, guaranteeing overall product quality.

Machining method:
Finishing

Material to be machined:
HRC55°~65°

Material like:
a wide range of high-hardness steels (e.g., SKD11), Precision finishing of
large molds after heat treatment.

Tool performance: with a continuous working capacity of 8 hours
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o
.. - - - - -
oo GWS- Cutting Efficiency and Cutting Life Advantages
Size D10.0%25*75*D10-GWWS
Diameter @10.0mm
material being processed A5#(HRC22-25)
RPM 5000r/min (100m/min) /
Feed rate 640mm/min(0.2mm/r) 4
Axial depth of cut ap=15mm ﬂ
Radial depth of cut ae =1.0mm
Cutting method Side Milling (Shunt Milling) 15mm
Cooling method air cooling
machine Makino F3 \V
Tool cutting edge wear and machined surface quality
End mill D10.0*25*75*D10-WS A similar product ‘ B similar product 1mm
cutting 60m 20m 60m
ength
Cutting edge wear condition Quality of machined surfaces

» -

GWS other A other B GWS other A other B



C GREWIN TOOLS Comparative Test Report vs Other Brand

oo
i GWS' Cutting Efficiency and Cutting Life Advantages Wide range of products
: : : Highly rigid structural design reduces vibration and improves

finishing surface quality.

R3.0*12*50L*2F-GWWS
copycat processing 42CrMo(30HRC)

HLEE HIEFF3
Chuck H5KA0-A
__Materials | 42CrMo(3THRC)
Cutting speed 200(m/min)
Feed rate/teeth 0.05(mm/teeth)
Axial depth of cut 1]
Reasonable tool structure SIEDESER SR R ; :mmj
The seamless connection of the arc and peripheral edge with i e
high precision improves wear at the joint and increases tool life. cooling condition Air cooling
Milling method Cavity machining
#q ¥ * = H. 27 rmm
D6R0.5*15*% 50L*4F-GWWS Cavity machining 42CrMo(30HRC) Overhang
Machine Makino F3 Trends in rear face wear
chuck HSK63-A 50
Materials be worked 4?—C_TM0(3§_|_“RC:'
Cutting speed 100(m/min) = o I
Feed rate/teeth 0.06(mm/teeth) : . : .i&g:?zmql:_m
Axial depth of cut v ol p5o1a 3
S 05 S R
(mm) 15 # o0.12 e %
cooling condition Air cooling L LS E =
Milling method Cavity machining § R 50 100 150 200
overhang 30mm =~ 0.04 Cutting time (min)
Wear trends Wear and tear pictures (200min)
& DsRO.5715750L0F W
M A other
B other
!
GWS-2BFP-R3.0 A Others B Others
1 2 3 4 5 [ 7
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- RS . . o .
it GRS- Cutting Efficiency and Life Advantages
eee High performance 2-flute ball end
milling cutter for milling NAKS0
ToolModel R3.0%12%50L-RS
Diameter @6.0mm a
& 1 e
@ 45°Helix angle mgrtggﬁgslsed NAKBOAOHRC) B B
® Reinforced tip and flap design for improved vibration resistance. RPM 10600r/min(200m/min) v
. " Feed rate | 2120mm/min(0 2mmyr)
@ More suitable for siot milling Axial depth of cut| ap=0.2mm X ap
Processing cases Radial depth of | ae=03mm
Machine Vertical machining centre cut "
ToolMadel D12.0%30*75L*4F-RS Cutting method U_nil:lirectional linear milling Zig
_wprnc955$d "~ P20@E5HRC) Coeling method ?.loro—feoé:lled water-cooled, oil-
materia . =
Processing slot milling 1 e fAdianceb
content Toolover hang 20mm
i Air cooling Roughness Thi2000
150m/min Measuring
Feed per toclth | 0.06mm/z Instrument p— :
depth of cut | 6mm RS ball end milling cutters are able to obtain a clear cutter

pattern with low roughness values and high surface quality.

B

Comparison of machined surface quality.

A-other company

RS ballnose end mill Other company
T e GRS 28 R
D12.0#30*750L*4F-RS £ GRS 2R3 ‘E‘ 7
: — —
— —
. || ——
Conclusion: GRS series has good vibration resistance and e e
excellent machining performance in slot milling, and the 5 ™ i =

machining surface quality is significantly better than the similar Cutting length (m) Cutting length m}
products of A company.
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ooo GHS- Cutting Efficiency and Life Advantages

L X X
Longer tool working life Higher processing efficiency

L X L

Emd mill HES-4E-D10.0 End mill HES-4EL- D& .0 _
Dumdgiese | skp11(62HRO) | Milling methad Cast Iron End Mill HS-4R-D6.0R1.0 Comparison of the time required to finish
I . workpiece rocessing ]
f— 100m/min k Harden steel{ HRCES ) P (30mmX30mmX10mm machining a cavity
= B part
FEEDRATE 0.2mmyr Cutting speed 100m/min workpiece | Harden steel (HRCSS) B 65
#odal depthof | ap= 10mm RPM 0. 15mmyr Cutting 300mymin - 5 : é .
- 0.3mm speed -
radial depthof | ae=0 3mm Cutting depth RPM 0.2mm/r - : L
En-uig Air-cooled, water- ~ Cutting width Smm cutting 03mm GWH : 30
oooled, oil-cooled Cooling Method Air-cooled, water-cooled, oil- w . o 10 20 : 0 40 : 50 : o 70 80
N - Cuttin i
Tool wear after 60m of machining cooled dg@g
Tool wear after 40m of machining cooling Aircooling HS milling cutters more than double the
machining efficiency compared to other

companies' products.

Peripheral Wear Curve

MNormal GWHS
Wear ‘

WIS a-hiERAEE

Cither A . mhE -
oe= Heavy “ . End n:ll|| HES-2B-R3.0 i, ——EimAReE
0. . wear workpiece [ SKD1 1{H_RC6 2} ag 5 5 : o

B / Cutting 200m/ min 20

. ~ - o HES-4E-D10.0 Cuttin Crher B _speed | 15 .f__F._T_ ———

a 0.4 _-z" ___i.-f" u e AREER edge g =] Feed rate 0 Emmfr 14 —:':: — »—1

m e —— B break . e N . : -

oo A + cutting depth 0.2mm a ; ;
o - 0.3mm o 5 W 15 @ & 30 3B
[ 20 an &0 20 100 120 Wearing  edgeof the blade Front Edge Cutting width e ( m)

Cooling Air-cooled, water- s
method cooled, oil-cooled




c GREWIN TOOLS Production Capacity

ANCA FX5E, FX5, MX5 — 25 units. Walter HELITRONIC POWER 400 2units ROLLOMATIC-660XW 1 unit Walter HELITRONIC MICRO 2 units MAKINO 2 units

PVD vacuum coating furnaces — 4 units. ZOLLER genius 3 M




G GREWIN TOOLS Monthly Production Capacity

Applicable Processing Types HEIVIE LI (ST N

(pcs/monthly)
Micro-diameter tools 21000 pcs/month
Drill Bit 21000 pcs/month
Flat End Mills 120000 pcs/month
Ballnose /Corner Radius 260000 pcs/month
Non-Standard End mills 150000 pcs/month

End mills Total: 500,000 pieces/month

Drills / Non-standard Total: 500,000 pieces/month

TOTAL 1000,000 pieces/month

*We guarantee strict control over every tool during production, with 100% full inspection.
*QOur fully automatic high-speed dimensional inspection equipment enables automated full inspection

of each tool in as fast as 13 seconds.
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