
Endmill for low hardness

 Suitable for low hardness Steel (HRC10~30): Alloy steel, Carbon steel, Pre-harden steel etc.

 General purpose suitable for rough machining, finishing and curved and sloped surfaces
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KORLOY launched G-Star Endmill for low hardness Steel (HRC10~30). G-Star has various shapes 

and line-up for cutting special shapes. 

G-Star Endmill has rake angle for low hardness workpieces is designed for optimal performance 

in cutting. In addition its high toughness substrate has improved chipping resistance and high 

machinability.  

The TiAlN coating maximizes tool life due to increasing oxidation resistance and chipping resistance. 

KORLOY provides an economical tool, G-Star Endmill for you to achieve your economical tool usage.

Endmill for low hardness

Optimal cutting performance

- Rake angle for low hardness

Higher chipping resistance

- Reduced chipping by high toughness substrate

Higher wear resistance

-  Increased oxidation resistance and chipping 

resistance due to applying TiAlN coating

Economical tool cost

- The best performance and quality of cutting
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Code system

Z

No. of flute

2 : 2 flutes

4 : 4 flutes

4H : 4 flutes

(Helix 45º)

4H

Type

B : Ball

E : Flat

R : Radius

X : Flat

S : Flat

XB : Ball

Type

D : Dynamic

Z : G-Star Endmill

 T : Thunder 

R

Length/shank type

20/30 : Straight

21/31 : Standard

22/32 : Long cutting length

23/33 : Long shank

24/34 : Tapered neck

32

Tool dia.

1~20 mm

Shank dia.

4~20 mm

08 10 S4

Corner R

0.2~3 mm

• Excellent rake angle and cutting edge considered the characteristics of workpiece

•  Improved chipping resistance and enhanced machinability by using high toughness materials

• TiAlN coating for enhanced oxidation resistance and chipping resistance

Features

Tool selection guide

P K M HS N

Carbon steel, 

Alloy steel

Cast iron Stainless steel Inconel718,
Waspaloy,

Hastelloy

Titanium High hardened 

alloy

Non-ferrous Graphite Composite 

materials
(CFRP/GFRP)

A-Star
Endmill

S-Star 
Endmill

Super Endmill
For Ti

Super Endmill
For Ti

S-Star 
Endmill

H-Star 
Endmill

Super Endmill

For HRSA

D Endmill Composite
Router 
EndmillU-Star Endmill

 : 1st recommendation

G-Star 

Endmill

Excellent workpiece finishes 
by 45° high helix angle 
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Line-up

Type Designation Picture Product name
No. of
flute

Size (Ø)

Min. Max.

Balll

DB312 2 flutes ball nose Endmill 2 1 20

DB342 2 flutes tapered neck type ball nose Endmill 2 1 12

FlatFlatFlat

TX202 2 flutes short shank flat Endmill 2 1 20

TX204 4 flutes short shank flat Endmill 4 1 20

TX222 2 flutes long flat Endmill 2 3 20

TX224 4 flutes long flat Endmill 4 3 20

TX302 2 flutes flat Endmill 2 1 20

TX304 4 flutes flat Endmill 4 1 20

TX304H 4 flutes 45° helix flat Endmill 4 3 20

Ball

TXB202 2 flutes short shank ball nose Endmill 2 1 20

TXB204 4 flutes short shank ball nose Endmill 4 2 20

TXB222 2 flutes long ball nose Endmill 2 3 20

TXB232 2 flutes long shank ball nose Endmill 2 3 20

TXB302 2 flutes ball nose Endmill 2 1 20

TXB304 4 flutes ball nose Endmill 4 1 20

FlatFlatFlat

ZE302P 2 flutes flat Endmill 2 1 20

ZE304P 4 flutes flat Endmill 4 1 20

ZE322 2 flutes extra long flat Endmill 2 3 20

ZE324 4 flutes extra long flat Endmill 4 3 20

Radius

ZR304H 4 flutes 45° helix radius Endmill 4 3 12

ZR322 2 flutes long shank radius Endmill 2 3 12

ZR324 4 flutes long shank radius Endmill 4 3 12

ZR324H 4 flutes 45° helix radius Endmill 4 6 12

Performance evaluation

Chipping resistance

[ G - Star Endmil ] [ Competitor ] 20 40 60 80 100 1200

G - Star Endmil 100%

Competitor 75%

30%
improved chipping 

resistance

Tool life (%)

Workpiece Carbon steel (STC3)

Cutting condition vc (m/min) = 140, fz (mm/t) = 0.02, ap (mm) = 10.0, ae (mm) = 0.4, dry

Tool ZE304100P (Diameter = Ø10 mm)



TN113-EM-01 / 20230520

620 Maple Avenue, Torrance, CA 90503, USA
Tel : +1-310-782-3800    Toll Free : +1-888-711-0001    Fax : +1-310-782-3885
E-mail : sales.kai@korloy.com

Gablonzer Str. 25-27, 61440 Oberursel, Germany
Tel : +49-6171-27783-0     Fax : +49-6171-27783-59
E-mail : sales.keg@korloy.com

Plot No. 415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, India
Tel : +91-124-439-1790     Fax : +91-124-405-0032
E-mail : sales.kip@korloy.com

Av. Aruana 280, conj.12, WLC, Alphaville, Barueri, CEP06460-010, SP, Brasil
Tel : +55-114-193-3810     Fax : +55-114-193-5837     
E-mail : sales.kbl@korloy.com

Providencia-Santiago, Chile
Tel : +56-229-295-490     E-mail : sales.kcs@korloy.com

Moscow, Russia
Tel : +7-495-280-1486     Fax : +7-495-280-1459     E-mail : sales.krc@korloy.com

Calle R. M. Clemencia Borja Taboada 522, Jurica Acueducto,
76230 Juriquilla, Qro., Mexico
Tel: +52-442-673-73-88     E-mail: sales.kml@korloy.com

Serifali Mahallesi, Burhan Sokak NO: 34
Dudullu OSB/Umraniye/Istanbul, 34775, Turkiye
Tel : +90-216-415-8874     E-mail : sales.ktl@korloy.com

: Holystar B/D, 326, Seocho-daero, Seocho-gu, Seoul, 06633, Republic of Korea
Tel : +82-2-522-3181   Fax : +82-2-522-3184, +82-2-3474-4744   Web : www.korloy.com   E-mail : sales.khq@korloy.com

Plot No. 415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, India
Tel : +91-124-439-1818     Fax : +91-124-405-0032
E-mail : pro.kim@korloy.com

  Use safety supplies such as protective gloves to prevent 

possible injury while touching the edge of tools. 

  Use safety glasess or safety cover to hedge possible 

dangers. Inappropriate usage or excessive cutting 

condition may lead tool's breakage or even the 

fragment's scattering. 

  Clamp the workpiece tightly enough to prevent its 

movement while its machining.  

  Properly manage the tool change phase because the 

inordinately used tool can be easily broken under 

the excessive cutting load or severe wear, and it may 

threat the operator's safety. 

  Use safety cover because chips evacuated during 

cutting are hot and sharp and may cause burns and 

cuts. To remove chips safely, stop machining, put on 

protective gloves, and use a hook or other tools. 

  Prepare for fire prevention measures as the use of 

the non-water soluble cutting oil may cause fire. 

  Use safety cover and other safety supplies because 

the spare parts or the inserts can be pulled out due 

to centrifugal force while high speed machining.

For the safe metalcutting 


