Top Quality Materials
For Dependabile Dirill Performance |

® Ultra Fine Grain Tungsten Carbide of 0.6um, which are imported
fromm GERMANY for manufacturing the products.

® Customer specification is available.
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HOLER CUTTING TOOL CO., LTD.

E-mail:sales@hol-drill.com.tw
http:// www.hol-drill.com.tw

/NE): 407 &M ERBEES9395%
Tel: +886-4-2260 9379
Fax:+886-4-2263 5858

ThE: 414 EMERHEEYEE112:2265%
Tel: +886-4-2335 2345
Fax:+886-4-2335 2255

OFFICE: 939, Chung Ming South Road,

South Distric, Taichung, Taiwan
Tel: +886-4-2260 9379
Fax:+886-4-2263 5858

FACTORY: No.112-26, Qingguang Rd.,

Wouiji Distric, Taichung 414, Taiwan
Tel: +886-4-2335 2345
Fax:+886-4-2335 2255
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Tel :+86-21-33925985
Fax:+86-21-33928026

http:// www.hol-tool.com
E-mail:holtool@163.com
QQ:1094572472
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HOL DRILL Series

fnnieao 79l Tungsten Carbide Drill
HOL MILL Series

gt UmEtJ13 9l Tungsten Carbide End Mill
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Tuiigsten Carbide Drills ?

Here Are the Reasons!

* Quality reaches international standards

 Top-level advanced machining equipment

* Made with European ultra fine grain tungsten
carbide material.

 Outstanding R&D team

e Short lead-time

YHOLER

' fjungstenl Carbidel Drillsis
Are Reliablelin'Quality ™
Performance), andVA’ccuracy,

HOLER Cutting Tool Co., Ltd specializes For
§ in design and manufacturing tungsten on re
- - { carbide drills. With the company’ s policy of cutting
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research in cutting technology. In addition,
we also have outstanding knowledge in
material characteristics.
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Switzerland Imported
CNC Tool Grinding
Machine
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HOLER also introduces top-level advanced
CNC tool grinding machine from Switzerland,
which features 5-axes control. With this
machine, we can guarantee the best possible
geometric accuracy and the quality for each
cutting tool from HOLER.
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Comprehensive
Sophisticated

Machining Equipment

Guaranteed for Accurate

Drills & End mills

At HOLER, we believe that utilizing
sophisticated equipment enables us to
produce cutting tools with the highest
accuracy, and to achieve high quality
over customers’ demands. Our modern
production facility is fully equipped with many
high precision machining equipments, such
as Switzerland imported CNC tool grinding
machine. In addition, our highly skilled
technicians have extensive professional
in precision tool manufacturing and fully
dedicated to produce the best HOLER cutting
tools.

BXFran e o A R
Bl SRS E

BREEBEATREERIZRINEE - 5
SHEEHOLRIIVEERNSRE » AEmE
P BN SRR JESRES IS
TEHREHE  BRREENES—SBRE -
PAHASSIEHOLER R EERCIIEE » IfH
BEEmEE  NEIER -

Insisting in Quality and
Thoroughly Quality
Inspection

HOLER Tools Are
Internationally Recognized

High-quality is one of HOLER’ s core values.
To ensure excellence, HOLER has set up total
quality management for thoroughly quality control
during manufacturing process. Moreover, our
quality control department is equipped with many
sophisticated inspection instrument for rigorous
inspection for each product.
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HKD ARSI\ =ik =808
TUNGSTEN CARBIDE COATED DRILL WITH
COOLANT THROUGH HOLE

HOD RS EiRiHyL = &EE
TUNGSTEN CARBIDE COATED DRILL WITH
COOLANT THROUGH HOLE
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§580 27D ERAZYLERTD

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

580 37)ERAZYLERT)

TUNGSTEN CARBIDE 3-FLUTE BALL END MILL
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580 47JERAZYLEE ]

TUNGSTEN CARBIDE 4-FLUTE BALL END MILL

P.47
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TUNGSTEN CARBIDE 2-FLUTE END MILL

P48

TUNGSTEN CARBIDE WELDED COATED DRILL

TUNGSTEN CARBIDE COATED DRILL
CCD =5tk EiaaE
ﬁ TUNGSTEN GARBIDE COATED DRILL P.17-18
———— TXD 27)\ iM% = 8558 P.19-21
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TUNGSTEN CARBIDE R DRILL

DIN 6537 P-22'24

ROD /5 I\ES WA i

DIN 6537

TUNGSTEN CARBIDE R DRILL WITH COOLANT P.25-27

THROUGH HOLE
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SOLID CARBIDE FOUR POINT CONTACT DRILL

DIN 6537 P-28'30

GOD B INPA7JEA=55EMFETE DIN 6537

SOLID CARBIDE FOUR POINT CONTACT DRILL WITH P.31-33

COOLANT THROUGH HOLE

BBD = iRk = iE5E

TUNGSTEN CARBIDE COATED DRILL

DIN 6537 P-34

DRILL CUTTING TEST REPORT

S 'SP NCIEIHIA P.35
: SOLID CARBIDE NC POSITIONING DRILL .
" : SOLID CARBIDE NC POSITIONING DRILL -
& Y HNSP NCE{I&TE P.35
F - SOLID CARBIDE NC POSITIONING DRILL .
PO REYIR EtE R RFETE P.36
SPIRAL FLUTE HIGH SPEED DRILL .
PEEYIEEE T IRIERIEEE 2
RAPID DRILLS(W) THROW-AWRVRINSERT P.37-38
tIHIBUESE IR
CUTTING DATA CHART P.39
ETELDHIE A P.40-41

$83H 37011857 P.2
TUNGSTEN CARBIDE 3-FLUTE END MILL
E5i 27)FhENEINT 5] P.50
TUNGSTEN CARBIDE 2-FLUTE DECIMAL END MILL
bi=F i AL = AVE 5, P P.51
TUNGSTEN CARBIDE TAPER 2-FLUTE END MILL
58 470FYE 8% ) P.52
TUNGSTEN CARBIDE TAPER 4-FLUTE END MILL
ey 55530 4 73T 7] P.53
TUNGSTEN CARBIDE 4-FLUTE END MILL
oy E5E 470REBUBINT 55 ) P.54
TUNGSTEN CARBIDE 4-FLUTE DECIMAL END MILL
T 55 6, 87)1L&kT] P.55
—_— TUNGSTEN CARBIDE 6, 8-FLUTE END MILL -
S B B 2705 ) P.56
TUNGSTEN CARBIDE 2-FLUTE BALL END MILL -
e g ErAAYIER D
ﬁ TUNGSTEN CARBIDE END MILL P'57
E 5 37 RAESRIIEE ) P.58
TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE COARSE END MILL .
E A RIS 37)RCR YIEE /iR S =5 A P.59
TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE ALUMINUM ROUGHING END MILL -
—— 858 37):R0R FRI)E AREEII8E ) P.60
TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE LONG FLUTE COARSE END MILL "
eE—  BE27 B8 57 P.61
TUNGSTEN CARBIDE 2-FLUTE CORNER RADIUS END MILL
8 17 B s P.62
TUNGSTEN CARBIDE 4-FLUTE CORNER RADIUS END MILL
i 470 e s P.63
TUNGSTEN CARBIDE 4-FLUTE POCKET TYPE END MILL
. P64
TUNGSTEN CARBIDE 4-FLUTE INTERNAL R CHAMFERING END MILL
E AR IR ES 47) SEEDEITIEET] P.65
MICRO GRAIN CARBIDE, 4-FLUTE HEAVY DUTY END MILL .
E fRFH R R EES 47)BlE EUDEITIET) P.66
MICRO GRAIN CARBIDE, 4-FLUTE CORNER RADIUS HEAVY DUTY END MILL -
- —— W P67
TUNGSTEN CARBIDE 4-FLUTE ROUGHING END MILL -
I EIRHIER T
P S P——m ) 68-
TUNGSTEN CARBIDE REAMERS P 68 70
EDEIEETR P.72-90
e IBENNIIER)
= ‘: THROW-AWAY TYPE END MILL P.91
ey 90° ifm#kT)
W] L NG CUTTERS (507 P.92
BER 5] 90" RS TEE] P.93
THROW-AWAY TYPE END MILL END MILLING CUTTERS (90°) -
EEVHEBIIHE) EEIIAIER) P.94
THROW-AWAY TYPE COARSE CUTTING END MILL THROW-AWAY TYPE DRILLING END MILL -
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TUNGSTEN CARBIDE DRILLS
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DRILL MODEL NUMBER IDENTIFICATION
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Ordering Information

CCD

gt L
TUNGSTEN CARBIDE DRILL

CFD

LS ki Bl
TUNGSTEN CARBIDE DRILL
With end mill shank size

DIN 6537

HOD

ARSI EIRMEE
TUNGSTEN CARBIDE DRILL
With coolant through hole

HKD

BOMASI 2 IRHHEE
TUNGSTEN CARBIDE DRILL
With end mill shank size and coolant though hole

DIN 6537

TXD

E7)1\ iR HEEE
TUNGSTEN CARBIDE WELDED DRILL

RSD

AR ST
TUNGSTEN CARBIDE R DRILL

DIN 6537

ROD

IRHIP DTV EEE
TUNGSTEN CARBIDE R DRILL

DIN 6537

GSD

b= WA E =] DIN 6537
SOLID CARBIDE FOUR POINT CONTACT

GOD

ARSI = iRHiEEE DIN 6537
SOLID CARBIDE FOUR POINT CONTACT DRILL
With coolant through hole

BBD

SEEMIITEE
TUNGSTEN CARBIDE DRILL

DIN 6537

NSP

NCEE,ETE
SOLID CARBIDE NC POSITIONING DRILL

e T

Length of Flute Length Diameter
3 [3f5 3-times | 102=102mm |
5 5{Z 5-times
7 7fZ 7 times
8 8% 8 times
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B Applications for Tungsten
Carbide Drill

The tungsten carbide drills feature extra
high hardness and high wear resistence.
They are ideal for high speed machining
and following

cutting conditions:

1.Difficult to cut materials(such as extra high hardness materials.)

2.Stainless steel.
3.Mass Production.
4.Unmanned production line.
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Applicable materials:

General steel, alloy steel, mold steel, stainless steel, copper, aluminum, cast iron.

HKD- 3030 | 3.0 HKD- 3081 | 8.1 HKD- 3131 [13.1 HKD- 5030 | 3.0 HKD- 5081 | 8.1 HKD- 5131 [13.1

HKD- 3031 | 3.1 HKD- 3082 | 8.2 HKD- 3132 13.2 HKD- 5031 | 3.1 HKD- 5082 | 8.2 HKD- 5132 |13.2

HKD- 3032 | 3.2 HKD- 3083 | 8.3 HKD- 3133 |13.3 HKD- 5032 | 3.2 HKD- 5083 | 8.3 HKD- 5133 |13.3

e R P AR K] = v I I | =1 IR == -1 P P AL P = o O O 1= R O
HKD- 3035 | 3.5 HKD- 3086 | 8.6 HKD- 3136 |13.6 HKD- 5035 | 3.5 HKD- 5086 | 8.6 HKD- 5136 |13.6

HKD- 3036 | 3.6 HKD- 3087 | 8.7 HKD- 3137 [13.7 HKD- 5036 | 3.6 HKD- 5087 | 8.7 HKD- 5137 [13.7

HKD- 3037 | 3.7 HKD- 3088 | 8.8 HKD- 3138 |13.8 HKD- 5037 | 3.7 HKD- 5088 | 8.8 HKD- 5138 |13.8

HKD- 3038 | 3.8 HKD- 3089 | 8.9 HKD- 3139 |13.9 HKD- 5038 | 3.8 HKD- 5089 | 8.9 HKD- 5139 |13.9

HKD- 3039 | 3.9 HKD- 3090 | 9.0 HKD- 3140 |14.0 HKD- 5039 | 3.9 HKD- 5090 | 9.0 HKD- 5140 |14.0

HKD- 3040 | 4.0 HKD- 3091 | 9.1 HKD- 3141 (141 HKD- 5040 | 4.0 HKD- 5091 | 9.1 HKD- 5141 (141

HKD- 3041 | 4.1 HKD- 3092 | 9.2 HKD- 3142 |14.2 HKD- 5041 | 4.1 HKD- 5092 | 9.2 HKD- 5142 |14.2

HKD- 3042 | 4.2 HKD- 3093 | 9.3 HKD- 3143 |14.3 HKD- 5042 | 4.2 HKD- 5093 | 9.3 HKD- 5143 |14.3

HKD- 3043 | 4.3 B 26 I 25 HKD- 3094 | 9.4 HKD- 3144 |14.4 HKD- 5043 | 4.3 B 36 [NEN 36 RS HKD- 5094 | 9.4 HKD- 5144 |14.4

HKD- 3044 | 4.4 HKD- 3095 | 9.5 HKD- 3145 |14.5 HKD- 5044 | 4.4 HKD- 5095 | 9.5 HKD- 5145 |14.5

HKD- 3045 | 4.5 HKD- 3096 | 9.6 B 49 I 40 HKD- 3146 |14.6 Rl 65 [l 42 [Be HKD- 5045 | 4.5 HKD- 5096 | 9.6 R ©1 I 40 IS HKD- 5146 |14.6 R &3 IS 48 e
HKD- 3046 | 4.6 HKD- 3097 | 9.7 HKD- 3147 (14.7 HKD- 5046 | 4.6 HKD- 5097 | 9.7 HKD- 5147 (14.7

HKD- 3047 | 4.7 HKD- 3098 | 9.8 HKD- 3148 |14.8 HKD- 5047 | 4.7 HKD- 5098 | 9.8 HKD- 5148 |14.8

HKD- 3048 | 4.8 HKD- 3099 | 9.9 HKD- 3149 |14.9 HKD- 5048 | 4.8 HKD- 5099 | 9.9 HKD- 5149 |14.9

HKD- 3049 | 4.9 HKD- 3100 |10.0 HKD- 3150 |15.0 HKD- 5049 | 4.9 HKD- 5100 |10.0 HKD- 5150 |15.0

HKD- 3050 | 5.0 HKD- 3101 (10.1 HKD- 3151 |15.1 HKD- 5050 | 5.0 HKD- 5101 (10.1 HKD- 5151 15.1

HKD- 3051 | 5.1 HKD- 3102 |10.2 HKD- 3152 |15.2 HKD- 5051 | 5.1 HKD- 5102 |10.2 HKD- 5152 |15.2

HKD- 3052 | 5.2 HKD- 3103 |10.3 HKD- 3153 |15.3 HKD- 5052 | 5.2 HKD- 5103 |10.3 HKD- 5153 |15.3

HKD- 3053 | 5.3 HKD- 3104 |10.4 HKD- 3154 |15.4 HKD- 5053 | 5.3 HKD- 5104 |10.4 HKD- 5154 |15.4

HKD-3054| 54| 6 | 30 | 66 | 36 | 20 | | HKD- 3105 |10.5 HKD- 3155 |15.5 HKD-5054| 54| 6 |44 | 82 | 36 | 35 | | HKD- 5105 |10.5 HKD- 5155 |15.5

HKD- 3055 | 5.5 HKD- 3106 |10.6 e 55 Nl 4° =8 HKD- 3156 |15.6 161 65 | 115 48 | 45 HKD- 5055 | 5.5 HKD- 5106 |10.6 7 R S (S8 HKD- 5156 |15.6 161 831133 48 | 63
HKD- 3056 | 5.6 HKD- 3107 (10.7 HKD- 3157 [15.7 HKD- 5056 | 5.6 HKD- 5107 [10.7 HKD- 5157 [15.7

HKD- 3057 | 5.7 HKD- 3108 |10.8 HKD- 3158 |15.8 HKD- 5057 | 5.7 HKD- 5108 |10.8 HKD- 5158 |15.8

HKD- 3058 | 5.8 HKD- 3109 |10.9 HKD- 3159 |15.9 HKD- 5058 | 5.8 HKD- 5109 |10.9 HKD- 5159 |15.9

HKD- 3059 | 5.9 HKD- 3110 |11.0 HKD- 3160 |16.0 HKD- 5059 | 5.9 HKD- 5110 |11.0 HKD- 5160 |16.0

HKD- 3060 | 6.0 HKD- 3111 [ 11.1 HKD- 3165 |16.5 HKD- 5060 | 6.0 HKD- 5111 [ 11.1 HKD- 5165 |16.5

HKD- 3061 | 6.1 HKD- 3112 (11.2 HKD- 3170 |17.0 HKD- 5061 | 6.1 HKD- 5112 (11.2 HKD- 5170 |17.0

HKD- 3062 | 6.2 HKD- 3113 |11.3 HKD- 3175 |17.5 18] 73 |123 48 | o1 HKD- 5062 | 6.2 HKD- 5113 |11.3 HKD- 5175 |17.5 18| 93 |143] 48 | 71
HKD- 3063 | 6.3 HKD- 3114 (11.4 HKD- 3180 |18.0 HKD- 5063 | 6.3 HKD- 5114 [11.4 HKD- 5180 |18.0

HKD- 3064 | 6.4 HKD- 3115 [11.5 HKD- 3185 |18.5 HKD- 5064 | 6.4 HKD- 5115 [11.5 HKD- 5185 |18.5

HKD- 3065 | 6.5 8 |38 |79 |36 24 HKD- 3116 |11.6 12196 11021 45 | 40 HKD- 3190 |19.0 20 | 79 11311 50 | 55 HKD- 5065 | 6.5 8 53|91 36]43 HKD- 5116 |11.6 12171 | 1181 45 | 56 HKD- 5190 |19.0 20 1011153 50 | 77
HKD- 3066 | 6.6 HKD- 3117 | 11.7 HKD- 3195 |19.5 HKD- 5066 | 6.6 HKD- 5117 | 11.7 HKD- 5195 |19.5

HKD- 3067 | 6.7 HKD- 3118 [11.8 HKD- 3200 |20.0 HKD- 5067 | 6.7 HKD- 5118 [11.8 HKD- 5200 |20.0

HKD- 3068 | 6.8 HKD- 3119 |11.9 Do/ Diameter de/ Shank Diameter HKD- 5068 | 6.8 HKD- 5119 |11.9 Dg/ Diameter de/ Shank Diameter
HKD- 3069 | 6.9 HKD- 3120 |12.0 L2/ Flute Length L/ Overall Length HKD- 5069 | 6.9 HKD- 5120 |12.0 L2/ Flute Length L/ Overall Length
HKD- 30701 7.0 HKD- 3121 | 12.1 L4/ Shank Length  Ls/ Length of Cut HKD- 50701 7.0 HKD- 5121 |12.1 L4/ Shank Length  Ls/ Length of Cut
HKD- 3071 7.1 HKD- 3122 |12.2 HKD- 5071 7.1 HKD- 5122 |12.2

HKD- 3072 | 7.2 HKD- 3123 |12.3 HKD- 5072 | 7.2 HKD- 5123 |12.3

HKD- 3073 | 7.3 HKD- 3124 |12.4 HKD- 5073 | 7.3 HKD- 5124 |12.4

HKD- 3074 | 7.4 HKD- 3125 |12.5 HKD- 5074 | 7.4 HKD- 5125 |12.5

HKD- 3075 | 7.5 8 |42 |79 | 36 | 29 HKD- 3126 |12.6 1471 61107 45 | 43 HKD- 5075 | 7.5 8 |53 913643 HKD- 5126 |12.6 14177 |124 45 | 60

HKD- 3076 | 7.6 HKD- 3127 [12.7 HKD- 5076 | 7.6 HKD- 5127 [12.7

HKD- 3077 | 7.7 HKD- 3128 |12.8 HKD- 5077 | 7.7 HKD- 5128 |12.8

HKD- 3078 | 7.8 HKD- 3129 |12.9 HKD- 5078 | 7.8 HKD- 5129 |12.9

HKD- 3079 | 7.9 HKD- 3130 |13.0 HKD- 5079 | 7.9 HKD- 5130 |13.0

HKD- 3080 | 8.0 HKD- 5080 | 8.0
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TUNGSTEN CARBIDE COATED DRI TUNGSTEN CARBIDE COATED DRI

DIN @ hILRTH ® FINRS
6537 @ Internal Coolant @ Internal Coolant .
% 5| 2 - Nl >3
BEME : Applicable materials: BEME - Applicable materials: Ls | L
—Rzie » 54 ERH General steel, alloy steel, mold steel, —pERR s 5o EAS General steel, alloy steel, mold steel, L2
TiE - 87~ 8B~ £588 - stainless steel, copper, aluminum, cast iron. L TEE -~ 87 ~ g8~ 585, stainless steel, copper, aluminum, cast iron. L
LEER 10 3.0 G EREEI 6.1 AR 13.1 HOD-4030]30| 3 | 18 | 52 | 32 | 13 | [HOD-4081] 8.1 HOD- 4131131
HKD- 8031 3.1 HKD- 8082 8.2 HKD- 8132 13.2 004051151 T TARE oD—21321132
HKD- 8032 | 3.2 HKD- 8083 | 8.3 HKD- 8133 113.3 HOD- 4032 3.2 HOD- 4083 8.3 HOD- 4133 13.3
EEB' 2822 gi 6 |34|72]36|29 :EB' 2822 2"5‘ :EB' Zlgg 12;‘ HOD- 4033] 3.3 20 | 56 | 34 | 15 | [HOD-4084] 8.4 HOD- 4134 |13.4
' =110 | 95 [142| 40 | 80 21 14 133 [178 ] 45 [ 112 HOD- 4034 | 3.4 HOD- 4085 8.5 HOD- 4135 |13.5
:EB_ gggg gg :I'Eg'gggg 2'675 :I"ég'glzg 123 HOD- 4035[35] , Hob-4086] 86| ° | 20 [ 92|49 | 38 | [HoD-a136[136] 14 | 77 [124] 40 | °8
' ' ' HOD- 4036 3.6 HOD- 4087| 8.7 HOD- 4137 |13.7
HKD- 8037 3.7 HKD- 8088 | 8.8 HKD- 8138 |13.8 HOD- 4037 3.7 HOD- 4088 8.8 HOD-4138]13.8
GIEESE Y 3.8 HKD =088 8.9 139 HOD- 4038 3.8 22 | 58 | 34 | 16 | [HOD-4089] 8.9 HOD- 4139 [13.9
S EE HIKBZE080] 9.0 . HOD- 4039 3.9 HOD- 4090] 9.0 HOD- 4140 [14.0
HKD- 8040 | 4.0 HKD- 8091] 9.1 HKD- 8141141 00202030 ] o TRWTIEIEVE
HKD- 8041] 4.1 HKD- 8092 | 9.2 HKD- 8142 |14.2 002041141 e T K e
fKD 42 B | 43 [f81| 36 [iaan| E====g 9.3 - EE HOD- 4042 4.2 HOD- 4093 9.3 HOD- 4143 |14.3
Eﬁg' 2823 j‘i Eig' Sggg g'g Eig' 2122 13'2 HOD- 4043 | 4.3 HOD- 4094 | 9.4 HOD- 4144 |14.4
' 5110 | 95 |142| 40 | 80 5116 |152 | 203 48 [128 HOD- 4044 4.4 HOD- 4095] 9.5 HOD- 4145 14.5
Sonhs = e et ||| il | ]| R 0 oo
' ' ' HOD- 4046 | 4.6 HOD- 4097 9.7 HOD- 4147 |[14.7
HKD- 8047 4.7 B .5 R - HOD- 4047 4.7 HOD- 4098 9.8 HOD- 4148 [14.8
HKD- 8048 | 4.8 HKD- 80994 9.9 B 1.9 HOD- 4048 4.8 HOD- 4099[ 9.9 HOD- 4149[14.9
HKD- 8049 | 4.9 HKD- 8100 |10.0 HKD- 8150 |15.0 oD-20451 4 I A s
:ﬁg:gg:? 2(1) :EB:Z}S; :8; :EB:S::; :g; HOD- 40501 5.0 gODA101110.1 HOD- 415511551 4 | g3 |133| 48 | 63
: ' ' HOD- 4051] 51 HOD- 4102[10.2 HOD- 4160 |16.0
etralEE e 0 - HOD- 4052 5.2 HOD- 4103[10.3 ob-ates 16T T T 1)
' ' ' HOD- 4053 | 5.3 HOD- 4104 |10.4 HOD- 4170 [17.0
iososs es] | | || |[Hko-sioliog] 2 || 162| 45 | % | [iomsisalins] 1© | 152|203 4@ | 128 HOD- 40541 5.4 HOB- 410911051 41 | 60 | 107 | 45 | 45 | foodPO17.5] 4 | o3 | 143 | 48 | 74
HKD- 8056 | 5.6 HKD- 8107 |10.7 HKD- 8157 |15.7 HOD-40551551 & | 54 | 72 | 36 | 25 | |HODR-41061106 SRR, 18.0
oo 22 T e HOD- 4056 | 5.6 HOD- 4107[10.7 Hop-ates 185 . T 1T~
' : ' HOD- 4057 5.7 HOD- 4108 |10.8 HOD- 4190]19.0
ot BT  oH R 1o HOD- 405858 HOD- 41091109 ob-a196 10| T T T
T e oo HOD- 4059 5.9 HOD- 4110 |11.0 HOD- 4200]20.0
HKD- 8061 6.1 HKD- 8112 | 11.2 HKD- 8170 [17.0] o | 1+ | 295 | 48 |14 :gg:jgg? 2"(1) :83_'21111; H; Dol Diameter del Shank Diameter
HKD- 8062 | 6.2 HKD- 8113 [11.3 HKD- 8175 [17.5 ey e 6. e t:; ;"l]ﬂei-fngﬂsh t’f’l_\/efaiLLefngtfl
HKD- 8063 | 6.3 HKD- 8114 | 11.4 HKD- 8180 [18.0 HOD- 20631 6.3 HOD- 2114 111 ank Leng SiLength of Cu
HKD- 8064 | 6.4 HKD- 8115 | 11.5 HKD- 8185 |18.5
12 | 114 [162| 45 | 96 HOD- 4064 | 6.4 HOD- 4115 [11.5
HKD- 8065 65| o | - | 11| 56 | oo | [HKD-B116 116 HkD-8190[190] | 1o 1oasl 50 160 obd0ec 68 opatielirel 12 | 63 |10 45 | 47
HKD- 8066 | 6.6 HKD- 8117 | 11.7 HKD- 8195 |19.5 b aoeel el 7 | 38| 76 | 36 | 28 | Fosp i
HKD- 8067 | 6.7 HKD- 8118 | 11.8 HKD- 8200 |20.0 op206-1 6 TR
HKD- 8068 | 6.8 HKD- 8119 [11.9 Dol Diameter de/ Shank Diameter HOD- 4068 | 6.8 HOD- 4119 [11.9
HKD- 8069 | 6.9 HKD- 8120 [12.0 L2/ Flute Length L/ Overall Length HOD- 4069 | 6.9 HOD- 4120 |12.0
HKD- 8070 7.0 HKD- 8121 | 12.1 L4/ Shank Length  Ls/ Length of Cut HOD- 4070 7.0 HOD- 4121 [12.1
HKD- 8071 7.1 HKD- 8122 |12.2 TWTZIEE D152 1152
HKD- 8072 | 7.2 HKD- 8123]12.3 on—2072 72 oD 4155155
SR il 7.3 LB RN 124 HOD-4073] 7.3 | 8 | 44 | 82 | 36 | 32 | [HOD- 4124 ]12.4
Eig:ggzg ;:g :ﬁg:ggg 1;:2 14 133|178 45 112 HOD- 4074 7.4 HOD-2125[125] o | - |1 | 4s | 5
8 |76 |114| 36 | 64 HOD- 4075| 7.5 HOD- 4126 |12.6
HKD- 8076 1 7.6 HKD- 8127 |12.7 HOD- 4076 7.6 HOD- 4127 [12.7
HKD- 8077 7.7 HKD- 8128 [12.8 ona07 173 oD2138 158
WGERL S 7.8 aGER 2 1 12.9 HOD-4078| 7.8 | 8 | 44 | 82 | 36 | 32 | [HOD-4129]12.9
HKD- 8079 1 7.9 HKD- 8130 |13.0 HOD- 4079 7.9 HOD- 4130 13.0
HKD- 8080 | 8.0 HOD- 4080 8.0
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Applicable materials: L2 Applicable materials: =

General steel, alloy steel, mold steel, stainless steel, copper, aluminum, cast iron. L General steel, alloy steel, mold steel, stainless steel, copper, aluminum, cast iron. L

HOD- 6030 3.0 | 3 | 24 | 58 | 32 | 19 | |HOD-6081] 8.1 HOD- 6131 |13.1 ELE IR 30 i 01 el S 131

HOD- 6031] 3.1 HOD- 6082 8.2 HOD- 6132|13.2 (Efma 1R 3.1 EEl 82 Cans k28132

HOD- 6032 3.2 HOD- 6083 8.3 HOD- 6133]13.3 Clroncii? e CEDR 8L 8.3 CEDEEIN 13 3

HOD- 6033 | 3.3 28 | 64 | 34 | 21 | [HOD-6084] 8.4 HOD- 6134 |13.4 gig' gggi gz 6 | 22|62 36|14 SEB_ gggg 2'2 gigggg 132

HOD- 6034 | 3.4 HOD- 6085 | 8.5 HOD- 6135 |13.5 ' =140 | 49 | 89 | 40 | 35 =21 14 | 61 |107] 45 | 43
HOD- 6035[ 35 | , HoD-6086] 86| ° | 2° |19 [ 40 | 54 | Tnop-6136[136] 14 | 100|192 4° | 8 2;3_2822 ;’2 g';g_ggg‘; 2"; gigglgg 12‘;

HOD- 6036 | 3.6 HOD- 6087 8.7 HOD- 6137 |13.7 ' ' :

HOD- 6037 3.7 HOD- 6088 8.8 HOD- 6138 |13.8 E 57 SRR 0.8 SRR 13.8

HOD- 6038 | 3.8 30 | 66 | 34 | 24 | [HOD-6089] 8.9 HOD- 6139 [13.9 CIED- D0l Reks SRR 8.9 SRESRAEY 13.9

oD 60351 39 SEeol o0 o CFD- 3039 | 3.9 CFD-3090 | 9.0 CFD- 3140 |14.0

oD 8040 |40 D ol g 1 . oE CFD- 3040 | 4.0 CFD- 3091 9.1 CFD- 3141 | 14.1

oD 60411 47 o . CFD- 3041 | 4.1 CFD- 3092 | 9.2 CFD- 3142 |14.2

g e o CFD-3042[4.2 | o | ¢ | 65 | 56 | 17 | [CED-3083] 03 CFD- 3143 |14.3

HOD- 6043 | 4.3 HOD- 6094 9.4 HOD- 6144 |14 4 gig' 2822 j‘i SEB_ gggg g'g gig' 21;‘2 12'2

HOD- 6044 | 4.4 HOD- 6095 9.5 HOD- 6145 |14 5 ' 2110 | 49 | 89 | 40 | 35 21 16 | 65 | 115 | 48 | 45
SOSTRETEE] |, ||| liommars] | = 7] 00| BOGEEE) o s o oo fero el ool . E=

HOD- 6046 | 4.6 HOD- 6097 | 9.7 HOD- 6147 |14.7 ' ' '

B~ oD 5098 5.5 B iic CFD- 3047 | 4.7 CFD-3098 | 9.8 CFD- 3148 |14.8

HOD- 6048 | 4.8 HOD- 6099 9.9 HOD- 6149 |14.9 CIAD- S0 RS QBB 9.9 SERERRNEE 14-9

HOD- 6049 | 4.9 HOD- 6100]10.0 HOD- 6150]15.0 gig' 28‘5‘3 g'g gig' 218(1) 18'(1) (C;B' 21‘;’? 12?

HOD- 6050 | 5.0 HOD- 610110.1 HOD- 0155 1551 16 [ 115 |165| 48 | 95 CFD-3051] 5.1 CFD-3102[10.2 CFD- 3152 [15.2

HOD- 6051] 5.1 HOD- 6102[10.2 HOD- 6160 |16.0 oo es oo R -

HOD- 6052] 5.2 e 10.3 HOD- 616511051 17 [130 | 180 | 48 |105 CFD 3053 53 CFD- 3104104 CFD- 3154 [15.4

HOD- 6053 5.3 o4 B, -0 CFD-3054| 54| 6 | 30 | 66 | 36 | 20 | [CFD-3105[105 CFD- 3155 [15.5

HOD- 6054 | 5.4 HOD- 6105105 HOD- 6175|175 ' =21 42 | 56 |102]| 45 | 40 =21 16 | 65 |115 | 48 | 45
HOD-60951551 ¢ | 45 | 83 | 36 | 36 | HOD-6106110.6 TP ]| [on-eteofiso] © |0 B [T gig-gggg gg gig-glgg 18'3 gigzg 123

HOD- 6056 | 5.6 HOD- 6107 10.7 HoD-6185[185] .- 1o -1 o0 [120 cFo 3057125 BT 0 CFD-3158 [15.8

HOD- 6057 | 5.7 HOD- 6108 |10.8 HOD- 6190 |19.0 o aosa o R s e

ploRs el 5.8 HOD- 6109 110.9 HOD-6195119.51 4 | 450 [ 202 50 [120 CFD-3059 | 5.9 CED- 3110 [ 11.0 CFD- 3160 |16.0

- EE HOR, 5110 1.0 HOD- 6200]20.0 CFD- 3060 6.0 CFD- 3111 | 11.1 CFD- 3165 |16.5

HOD- 60601 6.0 B 1.1 Do/ Diameter de/ Shank Diameter CFD- 3061 | 6.1 CFD- 3112 [11.2 CFD- 3170 [17.0

HOD- 6061] 6.1 HOD- 6112 | 11.2 Lol Flute Length L/ Overall Length Sro 3021 62 Sroisii 115 SrbareTrrel 18 | 73 [123 48 | 51
HOD- 6062 6.2 AEoa ri 13 LejShenkiEcngth  Lsf Length of Cut CFD-3063] 6.3 CFD-3114 [11.4 CFD-3180 [18.0

HOD- 6063 | 6.3 14 CFD- 3064 | 6.4 CFD- 3115 [11.5 CFD- 3185 |18.5

HOD- 6064 | 6.4 HOD- 6115 | 115 ' =1 42 | 56 [102] 45 | 40 :

HOD- 6065/ 65| _ | o | o0 | 36 | 42 | [HOD-6116]11:6 12190 137 45 | 72 gig:gggg g'g 8 | 38|79 | 36|24 g';g:gm 11? gig:ggg 13'2 20 | 79 [131] 50 | 55
HOD- 6066 | 6.6 HOD- 6117 | 11.7 ' ' :

B oD B8 1118 CFD-3067 | 6.7 CFD- 3118 |11.8 CFD- 3200 |20.0

HOD- 6068 | 6.8 HOD- 6119 | 11.9 CFD-3068 | 6.8 CFD- 3119 |11.9 Do/ Diameter dol Shank Diameter
HOD- 6069 6.9 HOD- 6120 [12.0 CFD- 3069 | 6.9 CFD- 3120 |12.0 L2/ Flute Length L/ Overall Length
HOD- 60701 7.0 HOD- 6121 112.1 CFD-3070) 7.0 CFD- 3121 [12.1 L4/ Shank Length Ls/ Length of Cut
HOD- 6071 7.1 HOD- 6122 [12.2 S 71 Cabg o122

oD6072] 7 2 oD 61231123 CFD-3072| 7.2 CFD- 3123 |12.3

HOD-6073|7.3 | 8 | 60 | 98 | 36 | 48 | [HOD- 6124 [12.4 CAD, 0TS 12

HOD- 6074 | 7.4 HOD-6125[125] o | oo 145 | 45 | 78 gEg:gg;g ;g gigzggg 152 14 | 61 |107] 45 | 43

HOD- 6075 7.5 HOD- 6126 [12.6 21 g | 42|79 | 36|29 '

oD 8076 7 oD 61271127 CFD-3076| 76 CFD- 3127 [12.7

op 6077175 oD 61281128 CFD-3077| 7.7 CFD- 3128 |12.8

HOD-6078|7.8 | 8 | 60 | 98 | 36 | 48 | [HOD- 6129 [12.9 Croh Sl | gl 12.9

on-c07o 75 oD 61301130 CFD-3079 | 7.9 CFD- 3130 |13.0

- oD-—60801 80 CFD- 3080 | 8.0
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Applicable materials:
General steel, alloy steel, mold steel, stainless steel, copper, aluminum, cast iron.

CFD- 5030 | 3.0 CFD- 5081 | 8.1 CFD- 5131 |13.1 CFD- 8030 | 3.0 CFD- 8081 | 8.1 CFD- 8131 [13.1

CFD- 5031 | 3.1 CFD-5082 | 8.2 CFD- 5132 (13.2 CFD- 8031 | 3.1 CFD-8082 | 8.2 CFD- 8132 (13.2

CFD- 5032 | 3.2 CFD- 5083 | 8.3 CFD- 5133 |13.3 CFD-8032 | 3.2 CFD- 8083 | 8.3 CFD- 8133 |13.3

e BT R | = O O O | = N = POy Y P P | == e B B A N O | = N O
CFD- 5035 | 3.5 CFD- 5086 | 8.6 CFD- 5136 |13.6 CFD-8035 | 3.5 CFD- 8086 | 8.6 CFD- 8136 (13.6

CFD- 5036 | 3.6 CFD- 5087 | 8.7 CFD- 5137 |[13.7 CFD- 8036 | 3.6 CFD- 8087 | 8.7 CFD- 8137 |13.7

CFD- 5037 | 3.7 CFD- 5088 | 8.8 CFD- 5138 |13.8 CFD- 8037 | 3.7 CFD- 8088 | 8.8 CFD- 8138 |13.8

CFD- 5038 | 3.8 CFD- 5089 | 8.9 CFD- 5139 |13.9 CFD- 8038 | 3.8 CFD-8089 | 8.9 CFD- 8139 (13.9

CFD-5039 | 3.9 CFD- 5090 | 9.0 CFD- 5140 |14.0 CFD- 8039 | 3.9 CFD-8090 | 9.0 CFD- 8140 (14.0

CFD-5040 | 4.0 CFD- 5091 | 9.1 CFD- 5141 1141 CFD- 8040 | 4.0 CFD-8091 | 9.1 CFD- 8141|141

CFD-50411| 4.1 CFD-5092 | 9.2 CFD- 5142 [14.2 CFD- 80411 4.1 CFD-8092 | 9.2 CFD- 8142 (14.2

CFD-5042 | 4.2 CFD-5093 | 9.3 CFD- 5143 [14.3 CFD-8042 | 4.2 CFD- 8093 | 9.3 CFD- 8143 (14.3

CFD-5043 | 4.3 Bl 36 N 25 I CFD-5094 | 9.4 CFD- 5144 (14.4 CFD-8043 | 4.3 6 |43|81)36]36 CFD-8094 | 9.4 CFD- 8144 (14.4

CFD-5044 | 4.4 CFD- 5095 | 9.5 CFD- 5145 [14.5 CFD-8044 4.4 CFD- 8095 | 9.5 CFD- 8145 [14.5

CFD- 5045 | 4.5 CFD- 5096 | 9.6 B ¢ CFD- 5146 |14.6 16183 1133 48 | 63 CFD-8045 | 4.5 CFD- 8096 | 9.6 B %5 [ 40 I CFD- 8146 (14.6 [ 152 [2C8) 48 (IS8
CFD-5046 | 4.6 CFD- 5097 | 9.7 CFD- 5147 |14.7 CFD- 8046 | 4.6 CFD- 8097 | 9.7 CFD- 8147 |14.7

CFD- 5047 | 4.7 CFD- 5098 | 9.8 CFD- 5148 |14.8 CFD- 8047 | 4.7 CFD- 8098 | 9.8 CFD- 8148 (14.8

CFD-5048 | 4.8 CFD- 5099 | 9.9 CFD- 5149 |14.9 CFD- 8048 | 4.8 CFD-8099 | 9.9 CFD- 8149 (14.9

CFD-5049 | 4.9 CFD- 5100 (10.0 CFD- 5150 |15.0 CFD- 8049 | 4.9 CFD- 8100 |10.0 CFD- 8150 [15.0

CFD-5050 | 5.0 CFD- 5101|101 CFD- 5151 |15.1 CFD- 8050 | 5.0 CFD- 8101 [10.1 CFD- 8151 |15.1

CFD- 5051 | 5.1 CFD- 5102 (10.2 CFD- 5152 [15.2 CFD- 8051 | 5.1 CFD- 8102 [10.2 CFD- 8152 [15.2

CFD- 5052 | 5.2 CFD- 5103 (10.3 CFD- 5153 [15.3 CFD- 8052 | 5.2 CFD- 8103 |10.3 CFD- 8153 |15.3

CFD- 5053 | 5.3 CFD- 5104 (10.4 CFD- 5154 [15.4 CFD- 8053 | 5.3 CFD- 8104 [10.4 CFD- 8154 (15.4

CFD-5054 |54 | 6 | 44 | 82 | 36 | 35 | | CFD- 5105 [10.5 CFD- 5155 [15.5 CFD-8054 (54| 6 | 57| 95 | 36 | 48 CFD- 8105 [10.5 CFD- 8155 [15.5

CFD- 5055 | 5.5 CFD- 5106 |10.6 8 7 [ 4° (S8 CFD- 5156 |15.6 1671 831133 48 | 63 CFD- 8055 | 5.5 CFD- 8106 |10.6 (ol 114 (SR 45 [I=S CFD- 8156 |15.6 R 152 B S
CFD- 5056 | 5.6 CFD- 5107 [10.7 CFD- 5157 |15.7 CFD- 8056 | 5.6 CFD- 8107 |10.7 CFD- 8157 |15.7

CFD- 5057 | 5.7 CFD- 5108 [10.8 CFD- 5158 |15.8 CFD- 8057 | 5.7 CFD- 8108 |10.8 CFD- 8158 [15.8

CFD- 5058 | 5.8 CFD- 5109 (10.9 CFD- 5159 |15.9 CFD- 8058 | 5.8 CFD- 8109 |10.9 CFD- 8159 (15.9

CFD-5059 | 5.9 CFD- 5110 |11.0 CFD- 5160 |16.0 CFD- 8059 | 5.9 CFD- 8110 |11.0 CFD- 8160 [16.0

CFD- 5060 | 6.0 CFD- 5111 |11.1 CFD- 5165 |16.5 CFD- 8060 | 6.0 CFD- 8111 |11.1 CFD- 8165 |16.5

CFD- 5061 | 6.1 CFD- 5112 |11.2 CFD- 5170 |17.0 CFD- 8061 | 6.1 CFD-8112 |11.2 CFD- 8170 (17.0

CFD- 5062 | 6.2 CFD- 5113 |11.3 CFD- 5175 [17.5 181 93 |143] 48 | 7 CFD- 8062 | 6.2 CFD- 8113 |111.3 CFD- 8175 [17.5 18 11711222 48 | 144
CFD- 5063 | 6.3 CFD-5114 |11.4 CFD- 5180 |18.0 CFD- 8063 | 6.3 CFD- 8114 |11.4 CFD- 8180 (18.0

CFD- 5064 | 6.4 CFD- 5115 |11.5 CFD- 5185 [18.5 CFD- 8064 | 6.4 CFD- 8115 |11.5 CFD- 8185 [18.5

12 | 71 |118 | 45 | 56 12 (114|162 | 45 | 96

CFD- 5065 | 6.5 CFD- 5116 |11.6 CFD- 5190 [19.0 CFD- 8065 | 6.5 CFD- 8116 |11.6 CFD- 8190 |19.0

CFD- 5066 | 6.6 B 55 N 36 CFD- 5117 (11.7 CFD- 5195 [19.5 & 1 [ *° CFD- 8066 | 6.6 8 |76 |114] 36 | 64 CFD- 8117 |11.7 CFD- 8195 (19.5 = %0 I °° I
CFD- 5067 | 6.7 CFD- 5118 |11.8 CFD- 5200 {20.0 CFD- 8067 | 6.7 CFD- 8118 |11.8 CFD- 8200 (20.0

CFD-5068 | 6.8 CFD- 5119 |11.9 De/ Diameter de/ Shank Diameter CFD- 8068 | 6.8 CFD- 8119 [11.9 Dg/ Diameter de/ Shank Diameter
CFD- 5069 | 6.9 CFD- 5120 |12.0 L2/ Flute Length L/ Overall Length CFD- 8069 | 6.9 CFD- 8120 |12.0 L2/ Flute Length L/ Overall Length
CFD- 5070 7.0 CFD- 5121 |12.1 L4/ Shank Length  Ls/ Length of Cut CFD-8070]7.0 CFD- 8121 [12.1 L4/ Shank Length  Ls/ Length of Cut
CFD-5071] 7.1 CFD- 5122 (12.2 CFD-8071| 7.1 CFD- 8122 (12.2

CFD- 5072 | 7.2 CFD- 5123 (12.3 CFD-8072 | 7.2 CFD- 8123 |12.3

CFD- 5073 [ 7.3 CFD- 5124 |12.4 CFD-8073|7.3 CFD- 8124 (12.4

CFD-5074 | 7.4 CFD- 5125 [12.5 CFD-8074 7.4 CFD- 8125 [12.5

CFD-5075| 7.5 8 | 531913643 CFD- 5126 (12.6 141 77|124 45 | 60 CFD-8075( 7.5 8 |76 114 | 36 | 64 CFD- 8126 |12.6 1411331178 451112

CFD- 5076 | 7.6 CFD- 5127 |12.7 CFD-8076 | 7.6 CFD- 8127 [12.7

CFD- 5077 | 7.7 CFD- 5128 (12.8 CFD- 8077 | 7.7 CFD- 8128 |12.8

CFD- 5078 | 7.8 CFD- 5129 |12.9 CFD- 8078 | 7.8 CFD- 8129 [12.9

CFD-5079 | 7.9 CFD- 5130 (13.0 CFD-8079 | 7.9 CFD- 8130 |13.0

CFD-5080 | 8.0 CFD- 8080 | 8.0
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EEME : Applicable materials: L2
—EsEE s 52~ A General steel,alloy steel, mold steel, stainless
TR ~ R ~ 48 - §58F o steel, copper, aluminum, cast iron. L

CCD-4010] 1.0 CCD- 4061 | 6.1 CCD- 4111 |11.1 CCD-6010 | 1.0 CCD- 6061 | 6.1 CCD- 6111 |11.1

CCD-4011 | 11 N OB CCD- 4062 | 6.2 CCD-4112 [11.2 CCD-6011 | 1.1 151914012870 CCD-6062 | 6.2 CCD-6112 |11.2

CCD-4012| 1.2 CCD-4063 | 6.3 CCD- 4113 [11.3 CCD-6012 ] 1.2 CCD- 6063 | 6.3 CCD- 6113 [11.3

CCD-4013] 1.3 ) ¢ B 2° = CCD-4064 | 6.4 CCD-4114 [11.4 CCD-6013 | 1.3 1 | <0 g <0 CCD-6064 | 6.4 CCD-6114 |11.4

CCD-4014 114 CCD-4065| 6.5 CCD-4115 |11.5 CCD-6014 (1.4 CCD-6065 | 6.5 CCD-6115 |11.5

CCD-4015]15 [ ° B 2 CCD- 4066 | 6.6 738763628 CCD- 4116 |11.6 2y 53 Rl +° (R CCD-6015 (1.5 =8 12 (e 2° (R CCD- 6066 | 6.6 [ 52 e 36 B CCD-6116 |11.6 S °0 (W= > (e
CCD-4016|16| 2 |10 142|130 | 8 CCD- 4067 | 6.7 CCD-4117 |11.7 CCD-6016 (16| 2 |14 |46 | 30 | 11 CCD- 6067 | 6.7 CCD- 6117 |11.7

CCD-4017 | 1.7 CCD-4068 | 6.8 CCD- 4118 |11.8 CCD-6017 | 1.7 CCD- 6068 | 6.8 CCD-6118 [11.8

CCD-4018 1 1.8 o112 14230 9 CCD-4069 | 6.9 CCD-4119 |11.9 CCD-6018 | 1.8 o |16 148|301 13 CCD- 6069 | 6.9 CCD-6119 |11.9

CCD-40191 1.9 CCD-4070(7.0 CCD- 4120 [12.0 CCD-6019 (1.9 CCD-6070( 7.0 CCD-6120 [12.0

CCD-4020 | 2.0 CCD-4071]| 71 CCD- 4121|121 CCD-60201| 2.0 CCD-6071| 71 CCD-6121[12.1

CCD-4021| 2.1 CCD-4072|7.2 CCD-4122 |12.2 CCD-6021 | 2.1 CCD-6072| 7.2 CCD-6122 |12.2

CCD-4022| 2.2 CCD-4073|7.3| 8 |44 | 82 | 36 | 32 CCD-4123 |12.3 CCD-6022 | 2.2 CCD-6073|7.3| 8 | 60 | 98 | 36 | 48 CCD-6123|12.3

CCD-4023 (23| 3 |14 |46 | 32| 10 CCD-4074 |74 CCD-4124 |12.4 CCD-6023 (23| 3 | 20| 52| 32| 16 CCD-6074| 7.4 CCD- 6124 |12.4

CCD-4024| 24 CCD-4075| 7.5 CCD-4125|12.5 CCD-6024 | 2.4 CCD-6075|7.5 CCD- 6125|125

CCD-40251| 2.5 CCD-4076|7.6 CCD- 4126 |12.6 BN 71 (S 4° (e CCD-6025 | 2.5 CCD-6076 | 7.6 CCD-6126 |12.6 3 | 98 [[143 45 78
CCD-4026 | 2.6 CCD-4077| 7.7 CCD- 4127 |12.7 CCD- 6026 | 2.6 CCD- 6077 | 7.7 CCD- 6127 |12.7

CCD- 4027 | 2.7 CCD-4078| 78| 8 |44 | 82| 36 | 32 CCD-4128 |12.8 CCD-6027 | 2.7 CCD-6078 (78| 8 [ 60| 98 | 36 | 48 CCD-6128 |[12.8

CCD-4028 28| 3 (18 | 52| 32 | 13 CCD-4079(7.9 CCD- 4129 |12.9 CCD-6028 28| 3 | 24| 58| 32|19 CCD-6079 (7.9 CCD-6129 |12.9

CCD-4029 | 2.9 CCD-4080| 8.0 CCD- 4130 |13.0 CCD-6029 | 2.9 CCD- 6080 | 8.0 CCD-6130 |13.0

CCD-4030 | 3.0 CCD- 4081 8.1 CCD- 4131 ]13.1 CCD- 6030 | 3.0 CCD- 6081 | 8.1 CCD-6131]13.1

CCD-4031 | 3.1 CCD-4082| 8.2 CCD- 4132 |13.2 CCD- 6031 | 3.1 CCD-6082 | 8.2 CCD-6132|13.2

CCD-4032| 3.2 CCD-4083 | 8.3 CCD-4133 |13.3 CCD-6032 | 3.2 CCD-6083 | 8.3 CCD-6133]13.3

CCD-4033 | 3.3 20| 56 | 34 | 15 CCD-4084| 8.4 CCD-4134 |13.4 CCD-6033 | 3.3 28 | 64 | 34 | 21 CCD-6084 | 84 CCD-6134 |13.4

CCD-4034| 34 CCD-4085| 8.5 CCD-4135|13.5 CCD-6034 | 34 CCD-6085| 8.5 CCD- 6135|135

CCD-4035| 3.5 4 CCD- 4086 | 8.6 e B CCD- 4136 |13.6 a7 (e 4 R CCD-6035 | 3.5 4 CCD- 6086 | 8.6 Sl 66 [UER 40’ [R== CCD-6136 |13.6 (=8| 10° [R=s 4° [
CCD-4036 | 3.6 CCD- 4087 | 8.7 CCD- 4137 |13.7 CCD- 6036 | 3.6 CCD- 6087 | 8.7 CCD- 6137 |13.7

CCD- 4037 | 3.7 CCD-4088 | 8.8 CCD-4138 |13.8 CCD-6037| 3.7 CCD-6088 | 8.8 CCD-6138 [13.8

CCD-4038 | 3.8 22 | 58 | 34 | 16 CCD-4089 | 8.9 CCD- 4139 |13.9 CCD- 6038 | 3.8 30 (66 | 34 | 24 CCD-6089 | 8.9 CCD-6139 [13.9

CCD-4039 | 3.9 CCD-4090| 9.0 CCD- 4140 [14.0 CCD-6039 | 3.9 CCD-6090 | 9.0 CCD- 6140 |14.0

CCD-40401| 4.0 CCD-40911| 9.1 CCD- 4141 [141 CCD-60401] 4.0 CCD-6091 | 91 CCD- 6141 [14.1

CCD-4041 | 41 CCD-4092 | 9.2 CCD-4142 |14.2 CCD-6041| 4.1 CCD-6092 | 9.2 CCD-6142 |14.2

CCD-4042| 4.2 CCD-4093] 9.3 CCD- 4143 |[14.3 CCD-6042 | 4.2 CCD-6093 | 9.3 CCD- 6143 [14.3

CCD-4043 | 4.3 CCD-4094| 9.4 CCD-4144 |14.4 CCD-6043 | 4.3 CCD-6094 | 94 CCD-6144 |14.4

CCD-4044 | 4.4 CCD-4095| 9.5 CCD- 4145|145 CCD-6044 | 4.4 CCD-6095| 9.5 CCD- 6145 |14.5

CCD-4045( 45 5 | 28|66 36] 20 CCD-4096 | 9.6 0N 58 [N 40 [ CCD- 4146 |14.6 o 53 (=S 46 [ CCD-6045 | 4.5 5 | 38|76 3630 CCD- 6096 | 9.6 | 7 (Rl 40 (§SC CCD- 6146 |14.6 R 115 [E=l 4° [
CCD-4046 | 4.6 CCD-4097| 9.7 CCD- 4147 |114.7 CCD- 6046 | 4.6 CCD-6097 | 9.7 CCD- 6147 |14.7

CCD- 4047 | 4.7 CCD-4098 | 9.8 CCD- 4148 |14.8 CCD-6047 | 4.7 CCD-6098 | 9.8 CCD- 6148 |14.8

CCD-4048 | 4.8 CCD-4099 | 9.9 CCD- 4149 [14.9 CCD-6048 | 4.8 CCD-6099 | 9.9 CCD- 6149 [14.9

CCD-4049 (4.9 CCD- 4100 (10.0 CCD- 4150 [15.0 CCD-6049 | 4.9 CCD- 6100 |10.0 CCD- 6150 [15.0

CCD-4050 | 5.0 CCD- 4101 [10.1 CCD- 4155 |15.5 CCD-6050 | 5.0 CCD- 6101 [10.1 CCD- 6155 [15.5

CCD-40511| 51 CCD- 4102 [10.2 CCD- 4160 |16.0 B 53 = 48 (= CCD- 6051 | 5.1 CCD- 6102 [10.2 CCD- 6160 |16.0 o 15 el 4 (B
CCD-4052| 5.2 CCD- 4103 [10.3 CCD- 4165 [16.5 CCD-6052 | 5.2 CCD- 6103 |10.3 CCD- 6165 |16.5

CCD-4053 | 5.3 CCD- 4104 |10.4 CCD- 4170 [17.0 L °° e 4° [ CCD-6053 | 5.3 CCD-6104 |10.4 CCD-6170 (17.0 L 130 (i) 4° |88
CCD-4054| 54 CCD- 4105 |10.5 CCD- 4175 [17.5 CCD-6054 | 5.4 CCD- 6105 |10.5 CCD- 6175 |17.5

CCD-4055| 5.5 6 3al72136] 25 CCD- 4106 [10.6 N 60 o 45 (B2 CCD- 4180 (18.0 R 93 I 48 (Il CCD-6055 | 5.5 6 |45 83|36 36 CCD- 6106 |10.6 A 23 [ 45 [ CCD- 6180 (18.0 e 130 el 48 K2
CCD- 4056 | 5.6 CCD- 4107 |10.7 CCD- 4185 [18.5 19 110111531 50 | 77 CCD- 6056 | 5.6 CCD- 6107 |10.7 CCD- 6185 |18.5 19 150 [ 2021 50 |120
CCD- 4057 | 5.7 CCD- 4108 (10.8 CCD- 4190 [19.0 CCD- 6057 | 5.7 CCD- 6108 |10.8 CCD-6190 [19.0

CCD-4058 | 5.8 CCD- 4109 (10.9 CCD- 4195 [19.5 CCD- 6058 | 5.8 CCD- 6109 |10.9 CCD- 6195 |19.5

CCD-4059 | 5.9 CCD- 4110 (11.0 CCD- 4200 |20.0 20 1101|153 | 50 | 77 CCD-6059 | 5.9 CCD- 6110 [(11.0 CCD- 6200 |20.0 20 1150 1202 50 1120
CCD- 4060 | 6.0 CCD- 6060 | 6.0 Do/ Diameter de/ Shank Diameter

L2/ Flute Length L/ Overall Length
17 18 L4/ Shank Length  Ls/ Length of Cut
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Applicable materials: (Fig.2) L2
General steel, alloy steel, mold steel, stainless steel, copper, aluminum, cast iron. L
TXD-3130 | 13 TXD -3270 | 27 TXD -5130 | 13 TXD -5270 | 27
13.01~13.5 26.51~27.5 13.0~13.5 26.51~27.5
TXD -3135 | 13.5 | TXD -3275 | 27.5 ) TXD -5135 | 13.5 ] TXD -5275 | 27.5 )
16 | 54 [115 | 48 | 48 | Fig.1 98 (185 90 | Fig.1 16 | 84 (145| 48 | 78 | Fig.1 153 | 240 145 | Fig.1
TXD-3140 | 14 TXD -3280 | 28 TXD -5140 | 14 TXD -5280 | 28
13.51~14.5 27.51~28.5 13.51~14.5 27.51~28.5
TXD -3145 | 14.5 TXD -3285 | 28.5 TXD -5145 | 14.5 TXD -5285 | 28.5
TXD -3150 | 15 TXD -3290 | 29 ) TXD -5150 [ 15 TXD -5290 | 29 )
14.51~15.5 28.51~29.5 105|195 60 | 95 | Fig.1 14.51~15.5 28.51~29.5 160 [ 250 | 60 [150 | Fig.1
TXD -3155 | 15.5 ) TXD -3295 | 29.5 TXD -5155 | 15.5 i TXD -5295 | 29.5
65 [130 | 50 | 58 | Fig.1 95 |160 | 50 | 88 | Fig.1
TXD -3160 | 16 TXD -3300 [ 30 TXD -5160 | 16 TXD -5300 [ 30
15.51~16.5 29.51~30.5 15.51~16.5 29.51~30.5
TXD -3165 | 16.5 TXD -3305 | 30.5 ) TXD -5165 | 16.5 TXD -5305 | 30.5 )
20 110 | 200 100 | Fig.1 20 175 | 265 165 | Fig.1
TXD -3170 | 17 TXD -3310 | 31 TXD -5170 | 17 TXD -5310 | 31
16.51~17.5 30.51~31.5 16.51~17.5 30.51~31.5
TXD -3175 | 17.5 ) TXD -3315 | 31.5 TXD -5175 | 17.5 . TXD -5315 | 31.5
72 (140 | 50 | 65 | Fig.1 107 | 175 | 50 | 100 | Fig.1
TXD -3180 | 18 TXD -3320 [ 32 TXD -5180 | 18 TXD -5320 | 32
17.51~18.5 31.51~32.5 17.51~18.5 31.51~32.5
TXD -3185 | 18.5 TXD -3325 | 32.5 ) TXD -5185 | 18.5 TXD -5325 | 32.5 )
118 | 225] 70 | 105 | Fig.2 182290 70 (170 | Fig.2
TXD -3190 | 19 TXD -3330 [ 33 TXD -5190 | 19 TXD -5330 | 33
18.51~19.5 32.51~33.5 18.51~19.5 32.51~33.5
TXD -3195 | 19.5 TXD -3335 | 33.5 32 TXD -5195 | 19.5 TXD -5335 | 33.5 32
TXD -3200 | 20 | TXD -3340 | 34 TXD -5200 [ 20 ] TXD -5340 | 34
19.51~20.5 79 |155| 56 | 72 | Fig.1 33.51~34.5 19.51~20.5 119 |195| 56 | 111 | Fig.1 33.51~34.5
TXD -3205 | 20.5 TXD -3345 | 34.5 . TXD -5205 | 20.5 TXD -5345 | 34.5 .
123 1230 70 (108 | Fig.2 193 | 300 70 (180 | Fig.2
TXD -3210 | 21 TXD -3350 | 35 TXD -5210 | 21 TXD -5350 | 35
20.51~21.5| 25 34.51~35.5 20.51~21.5| 25 34.51~35.5
TXD -3215 | 21.5 TXD -3355 | 35.5 TXD -5215 | 21.5 TXD -5355 | 35.5
TXD -3220 | 22 TXD -3360 | 36 TXD -5220 | 22 TXD -5360 | 36
21.51~22.5 35.51~36.5 21.51~22.5 35.51~36.5
TXD -3225 | 22.5 i TXD -3365 | 36.5 . TXD -5225 | 22.5 i TXD -5365 | 36.5 .
82 |160 | 56 | 75 | Fig.1 130 (240 70 [ 115 | Fig.2 127 | 205| 56 | 118 | Fig.1 205|315( 70 (190 | Fig.2
TXD -3230 | 23 TXD -3370 | 37 TXD -5230 | 23 TXD -5370 | 37
22.51~23.5 36.51~37.5 22.51~23.5 36.51~37.5
TXD -3235 | 23.5 TXD -3375 | 37.5 TXD -5235 | 23.5 TXD -5375 | 37.5
TXD -3240 | 24 ] TXD -3380 | 38 TXD -5240 | 24 i TXD -5380 | 38
23.51~24.5 86 (170 78 | Fig.1 37.51~38.5 23.51~24.5 136 | 220 127 | Fig.1 37.51~38.5
TXD -3245 | 24.5 TXD -3385 | 38.5 TXD -5245 | 24.5 TXD -5385 | 38.5
TXD -3250 | 25 TXD -3390 | 39 . TXD -5250 | 25 TXD -5390 | 39 i
24.51~25.5| 32 60 38.51~39.5 147 |255] 70 | 129 | Fig.2 24.51~25.5| 32 60 38.51~39.5 2171330| 70 | 202 |Fig.2
TXD -3255 | 25.5 : TXD -3395 | 39.5 TXD -5255 | 25.5 ) TXD -5395 | 39.5
90 (175 82 | Fig.1 145|230 136 | Fig.1
TXD -3260 | 26 TXD -3400 [ 40 TXD -5260 | 26 TXD -5400 | 40
25.51~26.5 39.51~40.5 25.51~26.5 39.51~40.5
TXD -3265 | 26.5 TXD -3405 | 40.5 TXD -5265 | 26.5 TXD -5405 | 40.5
Do/ Diameter de/ Shank Diameter

L2/ Flute Length L/ Overall Length
L4/ Shank Length  Ls/ Length of Cut
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DIN B VRS
'Y%ya ° Spiral Flute

o BRI 3 = W EAHHE - i i
A ' e A = | LS EEME : Applicable materials:
o CHIMNAS N(% o ﬁ\/ s ‘ j ! ' =l —RARE s 5440 - BEM - General steel, alloy steel, mold steel, L2 .
1 ~ BRI EATH Fnl > 3 N 5”= o i i i .
e Welded End (Fig1) Lo Nt N A ] stainless steel, copper, aluminum, cast iron
L
e Internal Coolant
HEME - Q!!E gfy el WS RSD- 3050 | 5.0 RSD- 3101 [10.1 RSD- 3151 [15.1
TR~ 2588 « ASELE « TS 47 48 - 55 o S & = s ‘ L RSD- 3051 | 5.1 RSD- 3102 [10.2 RSD- 3152 [15.2
A ll' bF i t 'AI . w7 _ Lo | ‘ RSD- 3052 | 5.2 RSD- 3103 [10.3 RSD- 3153 [15.3
nggrgl:ztee? glllc?y(:tggl sn%old steel, stainless steel (e L N 53 104 154
" ™ : ’ - e RSD- 3054 | 5.4 RSD- 3105 [10.5 RSD- 3155 [15.5
copper, aluminum, cast iron.
PP RSD-3055] 55| 6 | 30 | 66 | 36 | 20 | [ReD-3106[10.6] 12 | ¢ 92| 45 | 40 | [RsD- 3156 [15.6] 1© | 6% |119| 48 | 45
RSD- 3056 | 5.6 RSD- 3107 [10.7 RSD- 3157 [15.7
RSD- 3057 | 5.7 RSD- 3108 [10.8 RSD- 3158 |15.8
RSD- 3058 | 5.8 RSD- 3109 [10.9 RSD- 3159 |15.9
RSD- 3059 | 5.9 RSD- 3110 [11.0 RSD- 3160 |16.0
XD 7130 | 13 e RSD- 3060 | 6.0 RSD- 3111 | 11.1 RSD- 3165 [16.5
- 13.0~13.5 105 | 166 100 - 20.61~27.5 RSD- 3061 | 6.1 RSD- 3112 [11.2 RSD-3170[17.0] .o | -2 | 105 | 48 | 51
TXD -7135 | 13.5 TXD -7275 | 27.5
] 16 (| | 2 Gl 00 (R 205 |BiGH L IE g b
TXD -7145 | 14.5 TekAkED B 175 109 TXD -7285 | 28.5 AR RSD- 3064 | 6.4 RSD- 3115 |11.5 12 | 56 |102 | 45 | 40 RSD- 3185 [18.5
TXD 7150 | 15 TXD 7290 | 29 . RSD-3065]| 65| o | 4o | 5o | 35 | 24 | | RSD-3116]116 RSD-3190 [19.0] o | 5o 4311 50 | 55
. PR 14.51~15.5 120 185 14 v 28.51~29.5 225|315 | 60 | 215 | Fig.1 RSD- 3066 | 6.6 RSD- 3117 |11.7 RSD- 3195|195
— '7160 1é Fig.1 = '7300 3(‘) RSD- 3067 | 6.7 RSD- 3118 [11.8 RSD- 3200 [20.0
- 15.51~16.5 125 | 190 119 - 29.51~30.5 RSD- 3068 | 6.8 RSD- 3119 |11.9 Dol Diameter do/ Shank Diameter
TXD -7165 | 16.5 20 50 TXD -7305 ) 30.5 235|325 225 | Fig.1 RSD- 3069 | 6.9 RSD- 3120 {12.0 L2/ Flute Length L/ Overall Length
TXD -7170 | 17 . . 105 TXD -7310 | 31 0 Al | - RSD-3070 7.0 RSD- 3121 |12.1 L4/ Shank Length  Ls/ Length of Cut
TXD-7175 175 [ | [X07318] 315 |77 T RgD'3O71 A 2:8'3122 22
ig. RSD- 3072 | 7.2 - 3123 [12.3
TXD -7180 | 18 TXD -7320 | 32
XD 7185 | 185 17.51~18.5 142 [ 210 134 = gy g 31.51~32.5 RSD- 3073 7.3 RSD- 3124 [12.4
. . 2481355] 70 | 236 Fig.2 RSD- 3074 | 7.4 RSD- 3125 |12.5 14 61 |107| 45 43
TXD 7190 19 18.51~19.5 149 [ 225 141 B 70| 33 32.51~33.5 ESDSNEN 7.5 B 42 (79| 30 [EEN Bl 125
TXD-7195 [ 195 | ' TXD-7335 | 335 | ' RSD- 3076 | 7.6 RSD- 3127 [12.7
D - - 19.51~20.5 154 | 230 146 | Fig.1 LD L7240) 34 33.51~34.5 RoD- 07T 1T Sl
01~Z0. 1g. O 1~o4. - 9
TXD 7205 | 205 97 [Txp 7345 345 _ RSD- 30781 7.8 ES0\3129 112.9
e e 263|370 | 70 |250 | Fig.2 RSD- 3079 | 7.9 RSD- 3130 [13.0
20.51~21.5| 25 | 164 | 240 | 56 | 156 34.51~35.5 RSD- 3080 | 8.0 RSD- 3131 |13.1
TXD -7215 | 21.5 TXD -7355 | 35.5 RSD- 3081 | 8.1 RSD- 3132 |13.2
TXD -7220 | 22 1 51-22.5 _ _ RSD- 3082 8.2 RSD- 3133 (13.3
TXD -7225 | 22.5 . . . De/ Diameter dﬂl Shank Diameter RSD- 3083 | 8.3 RSD- 3134 (13.4
0 7230 | 23 177 | 255 168 | Fig.1 L2/ Flute Length L/ Overall Length RSD- 3084 | 8.4 RSD- 3135135
e s 22 51~23 5 L4/ Shank Length Ls/ Length of Cut RSD-3085] 85 0 |40 | 86 | 40 | 5 RSD- 3136 |13.6 14 | 61 (107 | 45 | 43
- : RSD- 3086 | 8.6 RSD- 3137 [13.7
TXD -7240 | 24
23.51~24.5 186 | 270 177 | Fig.1 RSD- 3087 8.7 RSD- 3138 |13.8
TXD -7245 | 245 RSD- 3088 | 8.8 RSD- 3139 {13.9
TXD -7250 | 25 o451~255 | 30 60 RSD- 3089 | 8.9 RSD- 3140 (14.0
IXD.72%612651 195 | 280 186 | Fig.1 i:g_ ggg? g'? 223'313; 13;
ig. - . - .
RABREET) 26 25.51~26.5 RSD- 3092 | 9.2 RSD- 3143 |14.3
TXD -7265 | 26.5 RSD- 3093 | 9.3 RSD- 3144 |14.4
RSD- 3094 | 9.4 RSD- 3145 [14.5
RSD-3095195 | . | 4o | ag | 40 | 35 | | RSD-3146 |14.6 16| 65 | 1151 48 | 45
RSD- 3096 | 9.6 RSD- 3147 [14.7
RSD- 3097 | 9.7 RSD- 3148 [14.8
RSD- 3098 | 9.8 RSD- 3149 [14.9
RSD- 3099 | 9.9 RSD- 3150 15.0
RSD- 3100 |10.0

21 22



FREm TR
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BEME : Applicable materials: e Spiral Flute L2 B ’
—REiEE s 54 - 12E8 -  General steel, alloy steel, mold steel, C
ANSEE - 8~ 82~ i85 - stainless steel, copper, aluminum, cast iron.
RSD- 5050 | 5.0 RSD- 5101 [10.1 RSD- 5151 [15.1 RSD- 8050 | 5.0 RSD- 8101 (10.1 RSD- 8151 |15.1
RSD- 5051 | 5.1 RSD- 5102 (10.2 RSD- 5152 |15.2 RSD- 8051 | 5.1 RSD- 8102 |10.2 RSD- 8152 [15.2
RSD- 5052 | 5.2 RSD- 5103 [10.3 RSD- 5153 [15.3 RSD- 8052 | 5.2 RSD- 8103 [10.3 RSD- 8153 [15.3
RSD- 5053 | 5.3 RSD- 5104 |10.4 RSD- 5154 (15.4 RSD- 8053 | 5.3 RSD- 8104 [10.4 RSD- 8154 |15.4
RSD- 5054 | 5.4 RSD- 5105 [10.5 RSD- 5155 |15.5 RSD- 8054 | 5.4 RSD- 8105 |10.5 RSD- 8155 [15.5
RSD-5055 (55| 6 |44 | 82 | 36 | 35 RSD- 5106 |10.6 A R RSD- 5156 [15.6 ol 63 |BS 48 et RSD-8055 (55| 6 | 57 | 95 | 36 | 48 RSD- 8106 [10.6 B 1 S 4° RSD- 8156 |15.6 e 152 Bl 4° s
RSD- 5056 | 5.6 RSD- 5107 |10.7 RSD- 5157 |15.7 RSD- 8056 | 5.6 RSD- 8107 |10.7 RSD- 8157 |15.7
RSD- 5057 | 5.7 RSD- 5108 [10.8 RSD- 5158 [15.8 RSD- 8057 | 5.7 RSD- 8108 [10.8 RSD- 8158 [15.8
RSD- 5058 | 5.8 RSD- 5109 |10.9 RSD- 5159 (15.9 RSD- 8058 | 5.8 RSD- 8109 [10.9 RSD- 8159 |15.9
RSD- 5059 | 5.9 RSD- 5110 |11.0 RSD- 5160 |16.0 RSD- 8059 | 5.9 RSD- 8110 |11.0 RSD- 8160 |16.0
RSD- 5060 | 6.0 RSD- 5111 |11.1 RSD- 5165 [16.5 RSD- 8060 | 6.0 RSD- 8111 |11.1 RSD- 8165 |16.5
RSD- 5061 | 6.1 RSD- 5112 |11.2 RSD- 5170 |17.0 RSD- 8061 | 6.1 RSD- 8112 |11.2 RSD- 8170 |17.0
RSD- 5062 | 6.2 RSD- 5113 |11.3 RSD- 5175 [17.5 18| 93 |143] 48 | 7 RSD- 8062 | 6.2 RSD- 8113 |11.3 RSD- 8175 [17.5 18 11711222 48 | 144
RSD- 5063 | 6.3 RSD- 5114 |11.4 RSD- 5180 (18.0 RSD- 8063 | 6.3 RSD- 8114 |[11.4 RSD- 8180 |18.0
RSD- 5064 | 6.4 RSD- 5115 |11.5 RSD- 5185 |18.5 RSD- 8064 | 6.4 RSD- 8115 |11.5 RSD- 8185 [18.5

12 | 71 (118 | 45 | 56 12 | 114 (162 ] 45 | 96
RSD- 5065 | 6.5 RSD- 5116 |11.6 RSD- 5190 (19.0 RSD- 8065 | 6.5 RSD- 8116 [11.6 RSD- 8190 |19.0
RSD- 5066 | 6.6 B 5° [ =5 RSD- 5117 |11.7 RSD- 5195 [19.5 20 11011153 50 | 77 RSD- 8066 | 6.6 B 76\ 3° (. RSD- 8117 |11.7 RSD- 8195 [19.5 B 190 |28y 50 jies
RSD- 5067 | 6.7 RSD- 5118 |11.8 RSD- 5200 (20.0 RSD- 8067 | 6.7 RSD- 8118 |11.8 RSD- 8200 |20.0
RSD- 5068 | 6.8 RSD- 5119 |11.9 Del Diameter de/ Shank Diameter RSD- 8068 | 6.8 RSD- 8119 |11.9 Dgal Diameter de/ Shank Diameter
RSD- 5069 | 6.9 RSD- 5120 [12.0 L2/ Flute Length L/ Overall Length RSD- 8069 | 6.9 RSD- 8120 |12.0 L2/ Flute Length L/ Overall Length
RSD- 5070 | 7.0 RSD- 5121 121 L4/ Shank Length  Ls/ Length of Cut RSD- 8070 | 7.0 RSD- 8121 |12.1 L4/ Shank Length  Ls/ Length of Cut
RSD- 5071 | 7.1 RSD- 5122 |12.2 RSD- 8071 | 7.1 RSD- 8122 [12.2
RSD- 5072 | 7.2 RSD- 5123 |12.3 RSD- 8072 | 7.2 RSD- 8123 |12.3
RSD- 5073 | 7.3 RSD- 5124 |12.4 RSD- 8073 | 7.3 RSD- 8124 [12.4
RSD- 5074 | 7.4 RSD- 5125 |12.5 RSD-8074| 7.4 RSD- 8125 |12.5
RSD- 5075 | 7.5 8 | 5319136143 RSD- 5126 |12.6 S 77 4> S8 RSD- 8075 | 7.5 8 | 76 114 36 | 64 RSD- 8126 [12.6 S 153 [ 45 (S
RSD- 5076 | 7.6 RSD- 5127 |12.7 RSD- 8076 | 7.6 RSD- 8127 [12.7
RSD- 5077 | 7.7 RSD- 5128 |12.8 RSD- 8077 | 7.7 RSD- 8128 [12.8
RSD- 5078 | 7.8 RSD- 5129 |12.9 RSD- 8078 | 7.8 RSD- 8129 [12.9
RSD- 5079 | 7.9 RSD- 5130 |13.0 RSD-8079| 7.9 RSD- 8130 [13.0
RSD- 5080 | 8.0 RSD- 5131 [13.1 RSD- 8080 | 8.0 RSD- 8131 [13.1
RSD- 5081 | 8.1 RSD- 5132 |13.2 RSD- 8081 | 8.1 RSD- 8132 [13.2
RSD- 5082 | 8.2 RSD- 5133 {13.3 RSD- 8082 | 8.2 RSD- 8133 |13.3
RSD- 5083 | 8.3 RSD- 5134 |13.4 RSD- 8083 | 8.3 RSD- 8134 [13.4
RSD- 5084 | 8.4 RSD- 5135 [13.5 RSD- 8084 | 8.4 RSD- 8135 |13.5
RSD- 5085 | 8.5 10 | 61 [103 ! 40 | 49 RSD- 5136 [13.6 141 77 |124 45 | 60 RSD- 8085 | 8.5 10 | o5 142 40 | 80 RSD- 8136 [13.6 1411331178 45 | 112
RSD- 5086 | 8.6 RSD- 5137 |13.7 RSD- 8086 | 8.6 RSD- 8137 [13.7
RSD- 5087 | 8.7 RSD- 5138 [13.8 RSD- 8087 | 8.7 RSD- 8138 |13.8
RSD- 5088 | 8.8 RSD- 5139 [13.9 RSD- 8088 | 8.8 RSD- 8139 [13.9
RSD- 5089 | 8.9 RSD- 5140 (14.0 RSD- 8089 | 8.9 RSD- 8140 |14.0
RSD- 5090 | 9.0 RSD- 5141 [14.1 RSD-8090 | 9.0 RSD- 8141 (14.1
RSD- 5091 | 9.1 RSD- 5142 |14.2 RSD- 8091 | 9.1 RSD- 8142 (14.2
RSD- 5092 | 9.2 RSD- 5143 (14.3 RSD- 8092 | 9.2 RSD- 8143 |14.3
RSD- 5093 | 9.3 RSD- 5144 |14.4 RSD- 8093 | 9.3 RSD- 8144 (14.4
RSD- 5094 | 9.4 RSD- 5145 |14.5 RSD- 8094 | 9.4 RSD- 8145 [14.5
RSD- 5095 | 9.5 10 | 61 11031 40 | 49 RSD- 5146 [14.6 16183 11331 48 | 63 RSD- 8095 | 9.5 10 | 95 11421 40 | 80 RSD- 8146 [14.6 1611521203 48 1128
RSD- 5096 | 9.6 RSD- 5147 |14.7 RSD- 8096 | 9.6 RSD- 8147 (14.7
RSD- 5097 | 9.7 RSD- 5148 (14.8 RSD- 8097 | 9.7 RSD- 8148 |14.8
RSD- 5098 | 9.8 RSD- 5149 |14.9 RSD- 8098 | 9.8 RSD- 8149 (14.9
RSD- 5099 | 9.9 RSD- 5150 |15.0 RSD- 8099 | 9.9 RSD- 8150 [15.0
RSD- 5100 |10.0 RSD- 8100 |10.0
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A AT\ ERI RS
TUNGSTEN CARBIDE R DRILL

DIN L ﬁﬁiﬁ% o IINAIT oy B e AN — T)[
6537 e Spiral Flute e Internal Coolant il SIS ~ ]
Ls | I L4

BEME : Applicable materials: & -

—REsaE s 52~ EE General steel, alloy steel, mold steel, L

TiEdhm - s~ sR 6588 - stainless steel, copper, aluminum, cast iron.
ROD- 3050 | 5.0 ROD- 3101 [10.1 ROD- 3151 [15.1 ROD- 5050 5.0 ROD- 5101 (10.1 ROD- 5151 [15.1
ROD- 3051 | 5.1 ROD- 3102 (10.2 ROD- 3152 |15.2 ROD- 5051 | 5.1 ROD- 5102 |10.2 ROD- 5152 |15.2
ROD- 3052 5.2 ROD- 3103(10.3 ROD- 3153 [15.3 ROD- 5052 5.2 ROD- 5103 (10.3 ROD- 5153 [15.3
ROD- 3053 | 5.3 ROD- 3104 |10.4 ROD- 3154 (15.4 ROD- 5053 | 5.3 ROD- 5104 [10.4 ROD- 5154 [15.4
ROD- 3054 | 5.4 ROD- 3105 (10.5 ROD- 3155 |15.5 ROD- 5054 | 5.4 ROD- 5105 ]10.5 ROD- 5155 |15.5
ROD-3055(55| 6 | 30 | 66 | 36 | 20 ROD- 3106 |10.6 B % B B ROD- 3156 [15.6 o 65 [l 42 (RS ROD-5055|55| 6 |44 | 82 | 36 | 35 ROD- 5106 [10.6 B 7 ROD- 5156 [15.6 [C8 o3 s ¢ (=
ROD- 3056 | 5.6 ROD- 3107 |10.7 ROD- 3157 |15.7 ROD- 5056 | 5.6 ROD- 5107 |10.7 ROD- 5157 |15.7
ROD- 3057 5.7 ROD- 3108 [10.8 ROD- 3158 [15.8 ROD- 5057 | 5.7 ROD- 5108 |10.8 ROD- 5158 [15.8
ROD- 3058 | 5.8 ROD- 3109]10.9 ROD- 3159 (15.9 ROD- 5058 | 5.8 ROD-5109(10.9 ROD- 5159 (15.9
ROD- 3059 5.9 ROD- 3110 |11.0 ROD- 3160 |16.0 ROD- 5059 5.9 ROD- 5110 |11.0 ROD- 5160 |16.0
ROD- 3060 6.0 ROD- 3111 | 111 ROD- 3165 (16.5 ROD- 5060 | 6.0 ROD- 5111 |11.1 ROD- 5165 [16.5
ROD- 3061 | 6.1 ROD- 3112 |11.2 ROD- 3170 |17.0 ROD- 5061 | 6.1 ROD- 5112 111.2 ROD- 5170|17.0
ROD- 3062 6.2 ROD- 3113 |11.3 ROD- 3175 (17.5 18] 73 |123 48 | o1 ROD- 5062 | 6.2 ROD- 5113 |11.3 ROD- 5175(17.5 18193 143 48 | 71
ROD- 3063 | 6.3 ROD- 3114 |11.4 ROD- 3180 (18.0 ROD- 5063 | 6.3 ROD- 5114 |11.4 ROD- 5180 (18.0
ROD- 3064 | 6.4 ROD- 3115 |11.5 ROD- 3185|18.5 ROD- 5064 | 6.4 ROD- 5115 111.5 ROD- 5185|18.5
ROD- 3065 | 6.5 8 | 38179 |36 24 ROD- 3116 |11.6 B % B B ROD- 3190 (19.0 20 | 79 [131] 50 | 55 ROD- 5065 | 6.5 8 | 5319136143 ROD- 5116 [11.6 B ROD- 5190 (19.0 20 1011153 | 50 | 77
ROD- 3066 | 6.6 ROD- 3117 |11.7 ROD- 3195 |19.5 ROD- 5066 | 6.6 ROD- 5117 |11.7 ROD- 5195 (19.5
ROD- 3067 | 6.7 ROD- 3118 | 11.8 ROD- 3200 (20.0 ROD- 5067 | 6.7 ROD- 5118 [11.8 ROD- 5200 (20.0
ROD- 3068 6.8 ROD- 3119 [11.9 Do/ Diameter del Shank Diameter ROD- 5068 | 6.8 ROD- 5119 [11.9 Do/ Diameter dol Shank Diameter
ROD- 3069 6.9 ROD- 3120(12.0 L2/ Flute Length L/ Overall Length ROD- 5069 6.9 ROD- 5120 ]12.0 L2/ Flute Length L/ Overall Length
ROD- 3070] 7.0 ROD- 3121[12.1 L4/ Shank Length  Ls/ Length of Cut ROD- 5070] 7.0 ROD- 5121 [12.1 L4/ Shank Length  Ls/ Length of Cut
ROD- 3071 7.1 ROD- 3122]12.2 ROD- 5071 7.1 ROD- 5122 (12.2
ROD- 3072| 7.2 ROD- 3123 (12.3 ROD- 5072| 7.2 ROD- 5123 (12.3
ROD- 3073| 7.3 ROD- 3124 12.4 ROD- 5073 7.3 ROD- 5124 [12.4
ROD- 3074 7.4 ROD- 3125|12.5 ROD- 5074 7.4 ROD- 5125]12.5
ROD- 3075( 7.5 8 | 42179 | 36 | 29 ROD- 3126 |12.6 S 61/ e 45 == ROD- 5075( 7.5 8 | 5319136143 ROD- 5126 |12.6 (S 77 [EE 45 BSE
ROD- 3076 | 7.6 ROD- 3127 |12.7 ROD- 5076 | 7.6 ROD- 5127 [12.7
ROD- 3077 | 7.7 ROD- 3128 ]12.8 ROD- 5077 | 7.7 ROD- 5128 (12.8
ROD- 3078 7.8 ROD- 3129]12.9 ROD- 5078 7.8 ROD- 5129(12.9
ROD- 3079 7.9 ROD- 3130(13.0 ROD- 5079 7.9 ROD- 5130 |13.0
ROD- 3080 8.0 ROD- 3131 [13.1 ROD- 5080 8.0 ROD- 5131 [13.1
ROD- 3081 | 8.1 ROD- 3132(13.2 ROD- 5081 | 8.1 ROD- 5132(13.2
ROD- 3082 8.2 ROD- 3133 (13.3 ROD- 5082 8.2 ROD- 5133 ]13.3
ROD- 3083 | 8.3 ROD- 3134 |13.4 ROD- 5083 | 8.3 ROD- 5134 [13.4
ROD- 3084 | 8.4 ROD- 3135|13.5 ROD- 5084 | 8.4 ROD- 5135]13.5
ROD- 3085 | 8.5 10 | 29 | 89 | 40 | 35 ROD- 3136 [13.6 1471 61107 45 | 43 ROD- 5085 8.5 10 | 61 11031 40 | 49 ROD- 5136 [13.6 141 77 |124 45 | 60
ROD- 3086 | 8.6 ROD- 3137 |13.7 ROD- 5086 | 8.6 ROD- 5137 [13.7
ROD- 3087 | 8.7 ROD- 3138 (13.8 ROD- 5087 | 8.7 ROD- 5138 ]13.8
ROD- 3088 | 8.8 ROD- 3139(13.9 ROD- 5088 | 8.8 ROD- 5139 (13.9
ROD- 3089 8.9 ROD- 3140(14.0 ROD- 5089 8.9 ROD- 5140 |14.0
ROD- 3090 ( 9.0 ROD- 3141 [14.1 ROD-5090( 9.0 ROD- 5141 (14.1
ROD- 3091 | 9.1 ROD- 3142|14.2 ROD- 5091 | 9.1 ROD- 5142 (14.2
ROD- 3092 9.2 ROD- 3143 (14.3 ROD- 5092 9.2 ROD- 5143 |14.3
ROD- 3093 | 9.3 ROD- 3144 |14.4 ROD- 5093 | 9.3 ROD- 5144 (14.4
ROD- 3094 | 9.4 ROD- 3145(14.5 ROD- 5094 | 9.4 ROD- 5145 |14.5
ROD- 3095 9.5 10 | 29 | 89 | 40 | 35 ROD- 3146 [14.6 161 65 | 115 48 | 45 ROD- 5095 9.5 10 | 61 11031 40 | 49 ROD- 5146 [14.6 16183 1133 48 | 63
ROD- 3096 | 9.6 ROD- 3147 |14.7 ROD- 5096 | 9.6 ROD- 5147 (14.7
ROD- 3097 | 9.7 ROD- 3148 (14.8 ROD- 5097 | 9.7 ROD- 5148 |14.8
ROD- 3098 | 9.8 ROD- 3149 (14.9 ROD- 5098 | 9.8 ROD- 5149 [14.9
ROD- 3099 9.9 ROD- 3150]15.0 ROD- 5099 9.9 ROD- 5150 (15.0
ROD- 3100 (10.0 ROD- 5100 (10.0
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TUNGSTEN CARBIDE R DRILL SOLID CARBIDE G DRILL

DIN R:Adi]
(Lkys e Spiral Flute

DIN o IRhErE o ILNAS
6537 e Spiral Flute e Internal Coolant

S EVAV — TN ST
EEHE Applicable materials: S o BRI - RSB ERTHEE 2 IS IRSRCE R T)) e N — 4
PP ] D48 BWZZIEMAM.  Atungsten carbide drill also feat = ra—

—hR%E s i BEE General steel, alloy steel, mold steel, L 2 56 ﬁE ﬁﬁ-ﬁ#ZiF&éﬁﬁ}% .ungs en lcar ide _r' aiso featuring = 1
T4BEM ~ 87~ 58 - 5554 o stainless steel, copper, aluminum, cast iron. L Applicable materials: slight reaming function (not reamer) L

Copper, aluminum, cast iron...etc,

nonferrous metals.
ROD- 8050 [ 5.0 ROD- 8101 [10.1 ROD- 8151 [15.1
ROD- 8051] 5.1 ROD- 8102[10.2 ROD- 8152[15.2 GSD- 5050 | 5.0 GSD- 5101 |10.1 GSD- 5151 [15.1
ROD- 8052 5.2 ROD- 8103 [10.3 ROD- 8153 [15.3 GSD- 5051 5.1 GSD- 5102 |10.2 GSD- 5152 |15.2
ROD- 8053] 5.3 ROD- 8104 [10.4 ROD- 8154 [15.4 GSD- 5052 | 5.2 GSD- 5103 |10.3 GSD- 5183 |15.3
ROD- 8054 5.4 ROD- 810510.5 ROD- 8155 [15.5 GSD- 5053 | 5.3 GSD- 5104 [10.4 GSD- 5154 [15.4
ROD-8055] 55| 6 | 57 | 95 | 36 | 48 | [RoD-810610.6] 12 |14 |162| 4° | %€ | [RoD-s156 15,6 1 | 1°2 |[203] 48 |128 GSD-5054 | 5.4 GSD- 5105 |10.51 ., | -1 | 148 | 45 | 56 | |ESR-5185 15.5) o | on 1433 45 | 63
ROD- 80561 5.6 ROD- 81071107 ROD- 8157 1157 GSD-5055|55| 6 |44 | 82|36 | 35 | [GSD-5106 [10.6 GSD- 5156 [15.6
ROD- 8057 5.7 ROD- 8108[10.8 ROD- 8158 [15.8 GSD- 5056 | 5.6 GSD- 5107 |10.7 GSD- 5157 |15.7
ROD- 8058 5.8 ROD- 8109]10.9 ROD- 8159 [15.9 GSD- 5057 | 5.7 GSD- 5108 |10.8 GSD- 5158 |15.8
ROD- 8059/ 5.9 ROD- 8110 [11.0 ROD- 8160 [16.0 GSD- 5058 | 5.8 GSD- 5109 |10.9 GSD- 5159 |15.9
ROD- 8060 6.0 ROD- 8111 [ 11.1 ROD- 816516.5 GSD- 5059 | 5.9 GSD- 5110 | 11.0 GSD- 5160 |16.0
ROD- 8061] 6.1 ROD- 8112 [11.2 ROD-8170[17.0] .o | 12 | 5oo | 4g | 144 GSD- 5060 | 6.0 GSD- 5111 [11.1 GSD- 5165 |16.5
ROD- 8062 6.2 ROD- 8113 [11.3 ROD- 8175[17.5 GSD- 5061 | 6.1 GSD- 5112 [11.2 GSD- 5170 117.0f o | oa 443 | 48 | 71
ROD- 8063 6.3 ROD- 8114 [11.4 ROD- 8180 [18.0 GSD- 5062 | 6.2 GSD- 5113 |11.3 GSD- 5175 |17.5
ROD- 8064 | 6.4 ROD-8115[115] . |14 [162| 45 | o | [ROD-8185]185 ggg'gggi 2-2 gzg- 2112 11‘5‘ ggg- :12(53 1:-2
ROD- 8065 | 6.5 ROD- 8116 [11.6 ROD- 8190 [19.0 - : - : : :
RoD-80661661 & | 76 [114]36 | 64 | FRoD- 8117 117 ROD-819519.5] 20 | 190 [243 | 50 | 160 GSD-5065[6.5| o | o5 | o1 | 36 | 43 | [SSD-5116[116 121 711181 451 56 | [5Sp 5190 [19.0 20 | 1011531 50 | 77
ROD- 8067 | 6.7 ROD- 8118 [11.8 ROD- 8200[20.0 GSD- 5066 | 6.6 GSD- 5117 | 11.7 GSD- 5195 |19.5
ROD- 8068] 6.8 ROD-8119 111.9 Dol Kamater T/ Shank Diametor GSD- 5067 | 6.7 GSD- 5118 [11.8 GSD- 5200 [20.0
ROD- 8069 [ 6.9 ROD- 8120 [12.0 L2/ Flute Length L/ Overall Length BRI 0.8 IR 1. Dol Diameter def Shank Diameter
ROD- 8070 7.0 ROD- 8121 [12.1 L4/ Shank Length  Ls/ Length of Cut GSD- 5069 | 6.9 GSD- 5120 |12.0 L2/ Flute Length L/ Overall Length
ROD- 8071/ 7.1 ROD- 8122[12.2 GSD- 5070 | 7.0 GSD- 5121 |12.1 L4/ Shank Length  Ls/ Length of Cut
ROD- 8072 7.2 ROD- 8123 [12.3 GSD- 5071 7.1 GSD- 5122 |12.2
ROD- 8073/ 7.3 ROD- 8124 [12.4 GSD- 5072 (7.2 GSD- 5123 |12.3
ROD- 8074 7.4 ROD-8125[125| .\ |.0x | 478 | 45 | 11 GSB-5O72 7-2 ggg- 5132 1;-4
o soe ol 8 | 76 |114] 36 | 64 | FRoBraoT 55 §§D'28;5 ;-5 GSD-2126 122 B 77 e
ROD- 8076 | 7.6 ROD- 8127 [12.7 - Sl s 153|91!l36)a3 - :
ROD- 8077 7.7 ROD- 8128 [12.8 GSD- 5076 | 7.6 GSD- 5127 |12.7
ROD- 8078/ 7.8 ROD- 8129[12.9 GSD- 5077 | 7.7 GSD- 5128 |[12.8
ROD- 8079 7.9 ROD- 8130 [13.0 GSD- 5078 | 7.8 GSD- 5129 |12.9
ROD- 8080/ 8.0 ROD- 8131 [13.1 GSD-5079|7.9 GSD- 5130 |13.0
ROD- 80811 8.1 ROD- 8132 [13.2 GSD- 5080 | 8.0 GSD- 5131 |13.1
ROD- 8082] 8.2 ROD- 8133]13.3 GSD- 5081 | 8.1 GSD- 5132 |13.2
ROD- 8083] 8.3 ROD- 8134 [13.4 GSD- 5082 | 8.2 GSD- 5133 [13.3
ROD- 8084] 8.4 ROD-8135[135 .\ |.0x 478 | 45 | 112 GSB-5082 8-2 g:g- 5124 12-4
osoaeTae] 10 | 95 [142] 40 | 80 | FRSEBrarT1as gzD_gggs 2'5 GSD-2132 13.2 14| 771241 45 | 60
ROD- 8086 | 8.6 ROD- 8137 [13.7 - 51101 61 1103] 20 | 29 - :
ROD- 8087 [ 8.7 ROD- 8138 [13.8 GSD- 5086 | 8.6 GSD- 5137 |13.7
ROD- 8088] 8.8 ROD- 8139[13.9 GSD- 5087 | 8.7 GSD- 5138 [13.8
ROD- 8089 8.9 ROD- 8140[14.0 GSD- 5088 | 8.8 GSD- 5139 |13.9
ROD- 8090[ 9.0 ROD- 8141 [14.1 GSD- 5089 | 8.9 GSD- 5140 |14.0
ROD- 8091 9.1 ROD- 8142[14.2 GSD- 5090 | 9.0 GSD- 5141 |14.1
ROD- 8092] 9.2 ROD- 8143]14.3 GSD- 5091 | 9.1 GSD- 5142 |14.2
ROD- 8093[ 9.3 ROD- 8144 [14.4 GSD- 5092 | 9.2 GSD- 5143 |14.3
ROD- 8094 | 9.4 ROD- 8145 [14.5 GSD- 5093 | 9.3 GSD- 5144 |14.4
ROD- 8096 | 9.6 ROD- 8147 [14.7 = =110 | 61 1103 | 40 | 49 = :
ROD- 8097 | 9.7 ROD- 8148 [14.8 GSD- 509 | 9.6 GSD- 5147 |14.7
ROD- 8098[ 9.8 ROD- 8149[14.9 GSD-5097 | 9.7 GSD- 5148 |14.8
ROD- 8099 9.9 ROD- 8150[15.0 GSD- 5098 | 9.8 GSD- 5149 |14.9
ROD- 8100 [10.0 GSD- 5099 | 9.9 GSD- 5150 |15.0

GSD- 5100 [10.0
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SOLID CARBIDE G DRILL SOLID CARBIDE G DRILL

o IZHEHE DIN BCREFEE
e Spiral Flute (LkyA e Spiral Flute
. o Ak = Sl e — -8 N . o mkeide]
EAME : B AN THAE 2 SSBRBR(R8T]) o I 3lEC ~ 14 SEFAME WA ERTHAE 2 SIRBE (R ET]) o
SR~ 4R EEETIEESE o A tungsten carbide drill also featuring Ls - Le | 4R EHETIFESE o A tungsten carbide drill also featuring
Applicable materials: slight reaming function (not reamer) : 7 Applicable materials: slight reaming function (not reamer) T
Copper, aluminum, cast iron...etc, Copper, aluminum, cast iron...etc,
nonferrous metals. nonferrous metals.
GSD- 6031 | 3.1 GSD- 6081 | 8.1 GSD- 6131 [13.1 GSD- 8050 | 5.0 GSD- 8101 [10.1 GSD- 8151 [15.1
GSD- 6032 | 3.2 GSD- 6082 | 8.2 GSD- 6132 [13.2 GSD- 8051 | 5.1 GSD- 8102 [10.2 GSD- 8152 [15.2
GSD- 6033 | 3.3 28 | 64 | 34 | 21 | [GSD-6083] 8.3 GSD- 6133 [13.3 GSD- 8052 [ 5.2 GSD- 8103 [10.3 GSD- 8153 [15.3
GSD- 6034 | 3.4 GSD- 6084 | 8.4 GSD- 6134 [13.4 GSD- 8053 | 5.3 GSD- 8104 [10.4 GSD- 8154 [15.4
GSD- 6035 | 3.5 GSD- 6085 | 8.5 GSD- 6135 [13.5 GSD- 8054 | 5.4 GSD- 8105 [10.5 GSD- 8155 [15.5
4 9 | 66 (108 40 | 54 14 (105|152 | 45 | 85

GSD- 6036 | 3.6 GSD- 6086 | 8.6 GSD- 6136 |13.6 GSD-8055| 55| 6 | 57 | 95 | 36 | 48 | [Gsp-8106 [106] 12 |114|162| 4° | %6 | [GsD-8156 [156] 1© |1°%|203| 48 |128
GSD- 6037 | 3.7 GSD- 6087 | 8.7 GSD- 6137 |13.7 GSD- 8056 | 5.6 GSD- 8107 [10.7 GSD- 8157 [15.7
GSD- 6038 | 3.8 30 | 66 | 34 | 24 | | GSD-6088 | 8.8 GSD- 6138 [13.8 GSD- 8057 | 5.7 GSD- 8108 [10.8 GSD- 8158 [15.8
GSD- 6039 | 3.9 GSD- 6089 | 8.9 GSD- 6139 |13.9 GSD- 8058 | 5.8 GSD- 8109 {10.9 GSD- 8159 |15.9
GSD- 6040 | 4.0 GSD-6090 | 9.0 GSD- 6140 |14.0 GSD- 8059 | 5.9 GSD- 8110 [11.0 GSD- 8160 |16.0
GSD- 6041 | 4.1 GSD- 6091 | 9.1 GSD- 6141 [14.1 GSD- 8060 | 6.0 GSD- 8111 [11.1 GSD- 8165 |16.5
GSD-6042 | 4.2 GSD-6092 | 9.2 GSD- 6142 |14.2 GSD- 8061 | 6.1 GSD- 8112 [11.2 GSD-8170 [17.0] o | 474 [ 205 48 | 144
GSD- 6043 | 4.3 GSD- 6093 | 9.3 GSD- 6143 |14.3 GSD- 8062 | 6.2 GSD- 8113 [11.3 GSD- 8175 [17.5
GSD-6044 | 4.4 GSD- 6094 | 9.4 GSD- 6144 |14.4 GSD- 8063 | 6.3 GSD- 8114 |11.4 GSD- 8180 [18.0
GSD-6045 145 5 |38 | 76 | 36 | 30 | FooR0090 1951 1 | 75 | 197 | 40 | 60 | FoR8140 1140] 45 | 145|165 | 48 | 95 GSD- 8064 | 64 GSD- 8115 [11.51 ) | 114 [162| 45 | 06 | | ESD-8185 [18.5
GSD- 6046 | 4.6 GSD- 6096 | 9.6 GSD- 6146 |14.6 GSD-8065| 6.5 | o | o« | 414 | 36 | 64 | | SSD-8116 [11.6 GSD-8190[19.0| . |0 |43 50 |160
GSD-6047 { 4.7 GSD- 6097 | 9.7 GSD- 6147 114.7 GSD- 8066 | 6.6 GSD- 8117 [11.7 GSD- 8195 [19.5
GSD- 6048 | 4.8 GSD- 6098 9.8 GSD- 6148 114.8 GSD- 8067 | 6.7 GSD- 8118 [11.8 GSD- 8200 [20.0
GSD- 6049 | 4.9 GSD- 6099 | 9.9 GSD- 6149 [14.9

GSD- 8068 | 6.8 GSD- 8119 | 11.9 Do/ Diameter do/ Shank Diameter
GSD- 6050 | 5.0 GSD- 6100 [10.0 GSD- 6150 [15.0 GSD-8069 1 6.9 GSD-8120 1120
GSD- 6051 | 5.1 GSD- 6101 [10.1 GSD- 6155 |15.5 ' ' L2/ PlUfSIengtp,- L Overall Length

' ' =116 | 115|165 | 48 | 95 GSD-8070] 7.0 GSD- 8121 |12.1 L4/ Shank Length  Ls/ Length of Cut

GSD- 6052 | 5.2 GSD- 6102 [10.2 GSD- 6160 [16.0 GSD-807117.1 GSD- 8122 [12.2
GSD- 6053 | 5.3 GSD- 6103 [10.3 GSD-6165[16.5] .- |20 480 | 48 108 GSD-8072 172 GSD-8123 [12.3
GSD- 6054 | 5.4 GSD- 6104 [10.4 GSD- 6170 [17.0 GSD-8073173 GSD-8124 [12.4
GSD- 6055 | 5.5 GSD- 6105 [10.5 GSD- 6175 [17.5

GSD- 8074 | 7.4 GSD- 8125 [12.5
cspcose a1 © [ 45183 |36 |36 | FGepeiosTiosl M |83 1130| 45 | 67 | Fep-e1s0Tiaol 18 | 130|180 | 48 | 105 14133 [178| 45 [112

GSD-8075175 | o | oo | 414 | 36 | 64 | }CSD-8126]12.6
GSD- 6057 | 5.7 ggo-em 10.7 g:D-6185 1850 o 150|202 50 1120 GSD- 80761 7 6 et EPE
e

- 0059 5. . ' - — 20 | 150 | 202| 50 |120 GSD- 8078 [ 7.8 GSD- 8129 [12.9

GSD- 6060 | 6.0 GSD- 6110 [11.0 GSD- 6200 [20.0 o =R 15 0
GSD- 60611 6.1 GEDADHI 1.1 Do/ Diameter do/ Shank Diameter GSD- 8080 | 8.0 GSD- 8131 [13.1
(e aniion) 6.2 GoDabille 11.2 L2/ Flute Length L/ Overall Length GSD- 8081 8.1 GSD- 8132 |13.2
GSD- 6063 | 6.3 GSD- 6113 |11.3 L4/ Shank Length  Ls/ Length of Cut GSD- 8082 | 8.2 GSD- 8133 [13.3
GSD- 6064 | 6.4 GSD- 6114 [11.4 el G s EoRNETEA 15 4
OSD- 00651851 7 | 52 |90 | 36 | 42 | 22O 45 | g0 [137| 45 | 72 GSD- 8084 | 8.4 GSD- 8135 [13.5
GSD- 6066 | 6.6 GSD- 6116 [11.6 14 (133|178 45 | 112

GSD- 8085 | 8.5 GSD- 8136 [13.6
GSD- 6067 | 6.7 GSD- 6117 [11.7 10 | 95 [142| 40 | 80

GSD- 8086 | 8.6 GSD- 8137 |13.7
GSD- 6068 | 6.8 GSD- 6118 [11.8
—l oo oo B GSD- 8087 | 8.7 GSD- 8138 [13.8
GSD- 6070 | 7.0 GSD- 6120 |12.0 ggg' gggg Z'S ggg' g}ig 12'3
GSD- 6071 7.1 GSD- 6121 [12.1 - : - '
cor e BE cen- 1 KRR GSD- 8090 | 9.0 GSD- 8141 [14.1
GSD-6073|7.3| 8 | 60 | 98 | 36 | 48 | [GSD-6123 [12.3 cilb-tie] |y £ 142
GSD-6074 | 7 2 GoD-6124 (124 GSD- 8092 | 9.2 GSD- 8143 [14.3
GSD-6075 | 7 5 6SD-6125 1125 . | oo [1ae | 45 | 78 GSD- 8093 | 9.3 GSD- 8144 [14.4
GSD-6076 176 GSD-6126 1126 GSD- 8094 | 9.4 GSD-8145[14.5] .« || 503 48 | 128
GSD-6077177 GSD-6127 1127 GSD-8095195 | . | oc |14o| 40 | g0 | [ GSD-8146[14.6
GSD-6078 | 7.8 | 8 | 60 | 98 | 36 | 48 | [GSD-6128 [12.8 GSD- 8096 | 9.6 GSD- 8147 [14.7

GSD- 8099 | 9.9 GSD- 8150 [15.0

GSD- 8100 [10.0
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BT ERIKIsFHIRER MBI EGRIK IS FHIRER

SOLID CARBIDE G DRILL WIT SOLID CARBIDE G DRILL WIT

DIN BKAEL] o RIS o BfE o CRILRS
Lky4 © Straight Flute e Internal Coolant e Straight Flute e Internal Coolant
BRI RSB TIAE 2 SRR BR(IESRT)) - D EE(fe== 2 ==9 SERAME : RS TIAE 2 S5 SR BR(IESET)) -
SR~ 4R EEETIEESE o A tungsten carbide drill also featuring Ls La | 48 EEETIEESE - A tungsten carbide drill also featuring
Applicable materials: slight reaming function (not reamer) . 0 Applicable materials: slight reaming function (not reamer) b 5
Copper, aluminum, cast iron...etc, Copper, aluminum, cast iron...etc,
nonferrous metals. nonferrous metals.
GOD- 5050] 5.0 GOD- 5101[10.1 GOD- 5151[15.1 GOD- 6031 3.1 GOD- 6081 | 8.1 GOD- 6131[13.1
GOD- 5051] 5.1 GOD- 5102[10.2 GOD- 5152[15.2 GOD- 6032 3.2 GOD- 6082 | 8.2 GOD- 6132 [13.2
GOD- 5052] 5.2 GOD- 5103[10.3 GOD- 5153[15.3 GOD- 6033 | 3.3 28 | 64 | 34 | 21 | [GOD- 6083 8.3 GOD- 6133 [13.3
GOD- 5053] 5.3 GOD- 5104 [10.4 GOD- 5154[15.4 GOD- 6034 | 3.4 GOD- 6084 | 8.4 GOD- 6134 [13.4
GOD- 5054 | 5.4 GOD- 5105[10.5 GOD- 5155[15.5 GOD- 6035 | 3.5 GOD- 6085 | 8.5 GOD- 6135 [13.5
GOD-5055| 55| 6 | 44 | 82 | 36 | 35 | [Gop-5108[10.6] 12 | 71 |18 | 4° | %° | [Gop-51s6[15.6] 1© | 83 |33 48 | 63 GOD- 6036 36| * Gop-6086] 86| © | °° [1%8] 40 | 54 | [Gop-e136[136] 14 |10° 12| 4° | 8°
GOD- 5056 | 5.6 GOD- 5107 ]10.7 GOD- 5157 |15.7 GOD- 6037 3.7 GOD- 6087 8.7 GOD- 6137 [13.7
GOD- 5057 5.7 GOD- 5108[10.8 GOD- 5158 [15.8 GOD- 6038 | 3.8 30 | 66 | 34 | 24 | |GOD- 6088] 8.8 GOD- 6138 [13.8
GOD- 5058 | 5.8 GOD- 5109 (10.9 GOD- 5159(15.9 GOD-6039 | 3.9 GOD-6089 | 8.9 GOD- 6139 [13.9
GOD- 5059] 5.9 GOD- 5110 [11.0 GOD- 5160[16.0 GOD- 6040 | 4.0 GOD-6090 | 9.0 GOD- 6140 [14.0
GOD- 5060 6.0 GOD- 5111 [11.1 GOD- 5165(16.5 GOD- 6041 4.1 GOD- 6091 9.1 GOD- 6141 ]14.1
GOD- 5061 6.1 GOD- 5112 [11.2 GOD- 5170(17.0 . o I . B GOD-6042 | 4.2 GOD-6092 | 9.2 GOD- 6142 |14.2
GOD- 5062 | 6.2 GOD- 5113 [11.3 GOD- 5175(17.5 GOD- 6043 | 4.3 GOD- 6093 | 9.3 GOD- 6143 [14.3
GOD- 5063| 6.3 GOD- 5114 |11.4 GOD- 5180(18.0 GOD- 6044 | 4.4 GOD-6094 | 9.4 GOD- 6144 [14.4
GOD- 5064 | 6.4 GOD- 5115 [11.5 GOD- 5185|18.5 GOD- 6045 | 4.5 GOD-6095| 9.5 GOD- 6145 |14.5
GOD-5065[65| o | os | o | 36 | 43 | [SOD-5116]116 1271|118 1 45 156 | I555-5190[19.0 20 110111531 50 | 77 Gop-e046] 46| ° | >°| 70 || % |[cop-eoss]ee| ™ | 7|17 | 0| % | [cop-euse[ras] ° [11°]"0%| 4 |
GOD- 5066 6.6 GOD- 5117 [11.7 GOD- 5195[19.5 GOD- 6047 | 4.7 GOD- 6097 9.7 GOD- 6147 |14.7
GOD- 5067 6.7 GOD- 5118 [11.8 GOD- 5200[20.0 GOD- 6048 | 4.8 GOD- 6098 | 9.8 GOD- 6148 [14.8
e o e ool
GOD- 5069 6.9 GOD- 5120]12.0 L2/ Flute Length L/ Overall Length - ' - ' - :
GOD- 5070] 7.0 GOD- 5121 [12.1 La/ Shank Length  Ls/ Length of Cut ggg'gggg :; gggg}gg :8'; ggg'ggg 122 16 | 115 [165 | 48 | 95
GOD- 5071] 7.1 GOD- 5122[12.2 - - 4 : - :
GOD-5072] 7 2 GOD-5123112.3 GOD- 6053 | 5.3 GOD- 6103 [10.3 GOD-616516.5] .20 |150 | 48 [ 108
GOD-5073] 7 3 GOD-5124112.4 GOD- 6054 | 5.4 GOD- 6104 [10.4 GOD- 6170 [17.0
GOD- 6055 | 5.5 GOD- 6105 [10.5 GOD- 6175 [17.5
ggg_gg;g ;g ggg_ggg 1;2 14 | 77 [124| 45 | 60 Gob6osol 561 © | 45836 |36 [ Feaoer0aTioal M | 83 [130] 45 | 67 | Feooets0Tis o] 18 130 [180 | 48 | 105
Gcop-50761 761 & 1123|9136 |43 | IcoD-5127 1127 GOD- 6057 | 5.7 GOD- 6107 |10.7 GOD-6185]18.5] o | | 500 | 50 [120
GOD-5077177 GOD-5128112.8 GOD- 6058 | 5.8 GOD- 6108 [10.8 GOD- 6190 [19.0
GoD-5078 7 8 GOD-51291129 GOD- 6059 | 5.9 GOD- 6109 [10.9 GoD-6195[195] . [502] 50 [120
GoD-5079] 7.9 SBDLE13013 0 GOD- 6060 | 6.0 GOD- 6110 [11.0 GOD- 6200 [20.0
GOD- 5080 8.0 GOD- 5131 [13.1 GoDb- 6061 6.1 pob. oy 1.1 Dol Diameter do/ Shank Diameter
GOD- 5081 8.1 GOD- 5132|13.2 ggg:gggg g'g 28332115 Eg L2/ Flute Length L/ Overall Length
ggD-sosz 8.2 ggo- 5133[13.3 cob-c0es 62 e 114 L4/ Shank Length  Ls/ Length of Cut
D- 5083] 8.3 D- 5134 [13.4 ' '
GOD- 5084 | 8.4 GOD- 5135|135 GOD- 80651051 7 | 52 | 90 | 36 | 42 | o818 18] 45 | 00 | 137 45 | 72
14 | 77 (124 | 45 | 60 GOD- 6066 | 6.6 GOD- 6116 [11.6
GOD- 5085] 8.5 GOD- 5136[13.6
10 | 61 [103 | 40 | 49 GOD- 6067 | 6.7 GOD- 6117 [11.7
GOD- 5086 | 8.6 GOD- 5137[13.7
GOD- 6068 | 6.8 GOD- 6118 [11.8
GBI 8 7 COBIS 58113 8 GOD- 6069 | 6.9 GOD- 6119 [11.9
GebIuesl 8.8 L1359 GOD- 6070 7.0 GOD- 6120 [12.0
GOD- 5089] 8.9 GOD- 5140[14.0 e oo X
D 9.0 RN 141 GOD-6072| 7.2 GOD- 6122 |12.2
EBS AR 9.1 s 14.2 GOD-6073| 73| 8 | 60 | 98 | 36 | 48 | [cOD-6123[12.3
GOD- 5092 9.2 GOD- 5143[14.3 oD 0| 7 4 om0 | Ep
gggzgggj g-i ggg: 213; 13-; GOD- 6075 | 7.5 GOD-6125 [125| 1 | oo | 145 | 45 | 78
- =116 | 83 1133 | 48 | 63 GOD- 6076 | 7.6 GOD- 6126 [12.6
GOD-5095195 |, | < |103| 40 | 29 | [SOD-5146]14.6 GOD-60771 7.7 GoD-8127 1127
GOD- 50961 9.6 GOD- 5147 |14.7 GOD-6078|7.8 | 8 |60 | 98 | 36 | 48 | [GOD-6128 [12.8
GOD- 5097 9.7 GOD- 5148 |14.8 GOD- 6079 | 7.9 GOD- 6129 [12.9
GOD- 5098 9.8 GOD- 5149 14.9 GOD- 6080 | 8.0 GOD- 6130 [13.0
GOD- 5099/ 9.9 GOD- 5150[15.0
GOD- 5100[10.0
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AT R aFHIaE
SOLID CARBIDE G DRILL WIT

o B1E

o ILAS

FERIMIREIRER
TUNGSTEN CARBIDE CO

DIN

Yxva © Straight Flute e Internal Coolant
ERME RE AN IRTHEE 2 S5 SMIBTRGIESRT]) o @ FROE== . == 4
SR~ 4R EEETIEELSE o A tungsten carbide drill also featuring Ls Ls |
Applicable materials: slight reaming function (not reamer) = -
Copper, aluminum, cast iron...etc,
nonferrous metals.
GOD- 8050] 5.0 GOD- 8101{10.1 GOD- 8151 [15.1
GOD- 8051 5.1 GOD- 8102{10.2 GOD- 8152{15.2
GOD- 8052| 5.2 GOD- 8103(10.3 GOD- 8153 (15.3
GOD- 8053| 5.3 GOD- 8104 [10.4 GOD- 8154 [15.4
GOD- 8054 | 5.4 GOD- 8105(10.5 GOD- 8155[15.5
GOD-8055| 55| 6 | 57 | 95 | 36 | 48 | [GoD-8108[10.6] 2 | 14 (192 45 | %6 | [Gop-8156[156] 1© |1°2 [203| 48 | 128
GOD- 8056 | 5.6 GOD- 8107 [10.7 GOD- 8157 |15.7
GOD- 8057 | 5.7 GOD- 8108(10.8 GOD- 8158(15.8
GOD- 8058 5.8 GOD- 8109(10.9 GOD- 8159(15.9
GOD- 8059 5.9 GOD- 8110 |11.0 GOD- 8160(16.0
GOD- 8060 | 6.0 GOD- 8111 | 11.1 GOD- 8165(16.5
GOD- 8061 6.1 GOD- 8112 [11.2 GOD- 8170{17.0
GOD- 8062| 6.2 GOD- 8113 |11.3 GOD-8175[17.5] 10 | 171]222| 48 |144
GOD- 8063| 6.3 GOD- 8114 |11.4 GOD- 8180(18.0
GOD- 8064 | 6.4 GOD- 8115 |11.5 GOD- 8185(18.5

12 [114 |162 | 45 | 96

GOD- 8065| 6.5 GOD- 8116 |11.6 GOD- 8190(19.0
Gop-8066/ 66| ° | 76 [114] 36 | * | [cop-8117 [11.7 GOD- 8195]19.5| 20 | 190|243 50 | 160
GOD- 8067 | 6.7 GOD- 8118 |11.8 GOD- 8200{20.0
COIE- @ ite|KeRs COBESTIS 1.9 Do/ Diameter del Shank Diameter
GOD- 8069 6.9 GOD- 8120|120 L2/ Flute Length L/ Overall Length
GOD-8070| 7.0 GOD- 8121|121 L4/ Shank Length  Ls/ Length of Cut
GOD- 8071] 7.1 GOD- 8122(12.2
GOD- 8072( 7.2 GOD- 8123(12.3
GOD- 8073| 7.3 GOD- 8124 [12.4
GOD- 8074 | 7.4 GOD- 8125(12.5
GOD-8075/ 75 | o | 26 1141 36 | 64 | [EOD:8126]126 S 153 N 45, (i
GOD- 8076 7.6 GOD- 8127 |12.7
GOD- 8077| 7.7 GOD- 8128(12.8
GOD- 8078 7.8 GOD- 8129 (12.9
GOD- 8079 7.9 GOD- 8130(13.0
GOD- 8080| 8.0 GOD- 8131[13.1
GOD- 8081 8.1 GOD- 8132(13.2
GOD- 8082] 8.2 GOD- 8133(13.3
GOD- 8083| 8.3 GOD- 8134 [13.4
GOD- 8084 | 8.4 GOD- 8135(13.5
GOD-8085| 8.5 | o | oc 449 40 | g0 | [EOD-8136]13.6 141133 1178 45 | 12
GOD- 8086 | 8.6 GOD- 8137(13.7
GOD- 8087 8.7 GOD- 8138(13.8
GOD- 8088| 8.8 GOD- 8139(13.9
GOD- 8089| 8.9 GOD- 8140{14.0
GOD- 8090| 9.0 GOD- 8141 [14.1
GOD- 8091 9.1 GOD- 8142(14.2
GOD- 8092] 9.2 GOD- 8143(14.3
GOD- 8093 9.3 GOD- 8144 |14.4
GOD- 8094 | 9.4 GOD- 8145(14.5
GOD-8095/ 9.5 | .o | oc 449 40 | g0 | [SOD-8146]14.6 1611521203 48 1128
GOD- 8096 | 9.6 GOD- 8147 |14.7
GOD- 8097 9.7 GOD- 8148(14.8
GOD- 8098 9.8 GOD- 8149(14.9
GOD- 8099| 9.9 GOD- 8150{15.0
GOD- 8100 {10.0
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DIN o BIEE P
6537 e Spiral Flute ) -
% i ——" -—4

ERME : Applicable materials: Ls i e
HEIERSIEEM High-hardness material after heat treated = 0
BBD- 5050 | 5.0 BBD- 5101 (10.1 BBD- 5151 |15.1
BBD- 5051 | 5.1 BBD- 5102 [10.2 BBD- 5152 |15.2
BBD- 5052 | 5.2 BBD- 5103 [10.3 BBD- 5153 |15.3
BBD- 5053 | 5.3 BBD- 5104 [10.4 BBD- 5154 |15.4
BBD- 5054 | 5.4 BBD- 5105 [10.5 BBD- 5155 |15.5
BBD-5055 55| 6 |44 | 82 | 36 | 35 BBD- 5106 [10.6 IS 7 4° BBD- 5156 |15.6 N 23 ] 48 (=
BBD- 5056 | 5.6 BBD- 5107 [10.7 BBD- 5157 |15.7
BBD- 5057 | 5.7 BBD- 5108 [10.8 BBD- 5158 |15.8
BBD- 5058 | 5.8 BBD- 5109 [10.9 BBD- 5159 |15.9
BBD- 5059 | 5.9 BBD- 5110 [11.0 BBD- 5160 |16.0
BBD- 5060 | 6.0 BBD- o111 | 11.1 Dgl/ Diameter de/ Shank Diameter
EERAL il 6.1 BRI 1.2 L2/ Flute Length L/ Overall Length
BBD- 5062 | 6.2 BBD- 5113 |11.3 L4/ Shank Length  Ls/ Length of Cut
BBD- 5063 | 6.3 BBD- 5114 [11.4
BBD- 5064 | 6.4 BBD- 5115 [11.5
BBD- 5065 | 6.5 8 |53 91]36] 43 BBD- 5116 [11.6 e R
BBD- 5066 | 6.6 BBD- 5117 |11.7
BBD- 5067 | 6.7 BBD- 5118 |11.8
BBD- 5068 | 6.8 BBD- 5119 [11.9
BBD- 5069 | 6.9 BBD- 5120 [12.0
BBD- 5070 | 7.0 BBD- 5121 [12.1
BBD- 5071 | 7.1 BBD- 5122 [12.2
BBD- 5072 | 7.2 BBD- 5123 |12.3
BBD- 5073 | 7.3 BBD- 5124 |12.4
BBD- 5074 | 7.4 BBD- 5125 |12.5
BBD- 5075 | 7.5 8 |53|91]36] 43 BBD- 5126 [12.6 [ 7 e 45 S
BBD- 5076 | 7.6 BBD- 5127 [12.7
BBD- 5077 | 7.7 BBD- 5128 [12.8
BBD- 5078 | 7.8 BBD- 5129 [12.9
BBD- 5079 | 7.9 BBD- 5130 [13.0
BBD- 5080 | 8.0 BBD- 5131 [13.1
BBD- 5081 | 8.1 BBD- 5132 [13.2
BBD- 5082 | 8.2 BBD- 5133 [13.3
BBD- 5083 | 8.3 BBD- 5134 [13.4
BBD- 5084 | 8.4 BBD- 5135 [13.5
BBD- 5085 | 8.5 10 | 61 1103 40 | 49 BBD- 5136 |13.6 14177 |124 45 | 60
BBD- 5086 | 8.6 BBD- 5137 [13.7
BBD- 5087 | 8.7 BBD- 5138 |13.8
BBD- 5088 | 8.8 BBD- 5139 |13.9
BBD- 5089 | 8.9 BBD- 5140 (14.0
BBD- 5090 | 9.0 BBD- 5141 (14.1
BBD- 5091 | 9.1 BBD- 5142 (14.2
BBD- 5092 | 9.2 BBD- 5143 (14.3
BBD- 5093 | 9.3 BBD- 5144 (14.4
BBD- 5094 | 9.4 BBD- 5145 [14.5
BBD- 5095 | 9.5 10 | 61 [103] 40 | a9 BBD- 5146 |14.6 161 83 1133 48 | 63
BBD- 5096 | 9.6 BBD- 5147 (14.7
BBD- 5097 | 9.7 BBD- 5148 (14.8
BBD- 5098 | 9.8 BBD- 5149 [14.9
BBD- 5099 | 9.9 BBD- 5150 [15.0
BBD- 5100 |10.0
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FERMNCEIUIRER SR IRhEIS IR ERIRE

SOLID CARBIDE NC POS SPIRAL FLUTE HIGH SPE

@ HHIME SRE - MEERE - $B1RM90° ~120° -

Tungsten Carbide material, high hardness, high wear resistance, point angle 90° or 120°

ERME :

SRR 290 THE - 37 38 $Eu - e
. . J
Applicable materials:
General steel, alloy steel,stainless steel, copper, aluminum, cast iron. -
2 i5iMESANC E{IEER
SOLID TUNGSTEN SINGLE END NC POSITIONING DRILL
NSP - 9003 90° 3.0 8 38 3.0
NSP - 9004 90° 4.0 10 40 4.0
NSP - 9005 90° 5.0 15 50 5.0 JR25-DRZ18 3D-06 18 25 136 82 54
NSP - 9006 90 6.0 15 50 6.0 JR25-DRZ193D-06 | 19 25 139 85 57
NSP - 9008 90° 8.0 20 60 8.0 ZCMTO6T2 CS2260 T-7
e 50 T 5 = i JR25-DRZ 20 3D-06 20 25 143 89 60
NSP - 9012 90° 12.0 20 75 12.0 JR25-DRZ 21 3D-06 21 25 146 89 63
NSP - 9016 90° 16.0 25 100 16.0 JR25-DRZ 22 3D-08| 22 25 147 93 66
NSP - 9020 90° 20.0 40 100 20.0
S DR ihE o — S = 30 JR25-DRZ 23 3D-08 23 25 150 9% 69
NSP - 12004 120° 4.0 10 40 4.0 JR25-DRZ 24 3D-08 24 25 152 98 72 ZCMT0803 CS2565 T-8
NSP - 12005 120° 5.0 15 50 5.0 JR25-DRZ 25 3D-08| 25 25 155 101 75
NSP - 12006 120° 6.0 15 50 6.0
e 20" o = =5 i JR25-DRZ 26 3D-08 26 25 158 104 78
NSP - 12010 120° 10.0 22 75 10.0 JR32-DRZ 27 3D-10 27 32 173 14 81
NSP - 12012 120" | 12.0 20 75 12.0 JR32-DRZ 28 3D-10| 28 32 176 117 84
AT 120 = > o 160 JR32-DRZ 29 3D-10 29 32 179 120 87
IS BANG (o JR32-DRZ 30 3D-10 30 32 181 122 90
Py i $v} M
SOLID TUNGSTEN SINGLE END NC POSITIONING DRILL JR32-DRZ 31 3D-10 31 32 183 124 93
JR32-DRZ 32 3D-10 32 32 187 128 96
JR32-DRZ 33 3D-12 33 32 193 134 99
PNSP-03 | 9 | M8 | 30 | 15 8 38 3.0 JR32-DRZ 34 3D-12| 34 32 197 138 102
PNSP - 04 900 1180 4.0 a0 10 40 4.0 JR32-DRZ 35 3D-12 35 32 199 140 105
PNSP - 05 90° | 118 5.0 2.0 15 50 5.0 = TR - = 1
: i JR32-DRZ 36 3D- 3 203 44 108
PNSP - 06 90° | 118 6.0 25 15 50 6.0 ZCMT12T3 CS5090 T-20
PNSP - 08 90° 118° 8.0 3.0 20 60 8.0 ‘ JR32-DRZ 37 3D-12 37 32 205 146 11
PNSP - 10 90° | 118° | 10.0 | 4.0 22 75 10.0 AN — L JR32-DRZ 38 3D-12 38 32 208 149 114
PNSP-12 | 90" | 118" | 120 [ 60 | 25 Eag 120 JR32-DRZ 393D-12| 39 32 211 152 17
PNSP - 16 90" | 118° | 16.0 | 7.0 40 100 16.0 R32.DRZ 40 3012 0 = 12 . 120
2 5B SENC E{EER JR40-DRZ 41 3D-15 41 40 224 155 123
LID TUNGSTEN SINGLE END NC POSITIONING DRILL
SO UNGS JR40-DRZ 42 3D-15 42 40 227 158 126
JR40-DRZ 43 3D-15| 43 40 230 161 129
HNSP - 03 90° | 140° 3.0 15 8 38 3.0 JR40-DRZ 44 3D-15 44 40 233 164 132
HNSP - 04 90° | 140° | 4.0 2.0 10 40 4.0 JR40-DRZ 45 3D-15| 45 40 234 165 135 S CMT1504 55000 20
HNSP - 05 90" | 140° | 50 2.0 15 o0 5.0 JR40-DRZ 46 3D-15| 46 40 241 172 138
HNSP-06 | 90 | 140 | 60 | 25 | 15 S0 6.0 JRA0-DRZ 47 3D-15| 47 40 245 176 141
HNSP - 08 90° | 140° | 8.0 3.0 20 60 8.0
NPT oo | 120o T 100 | 20 > = 10.0 ‘ JR40-DRZ 48 3D-15| 48 40 248 179 144
HNSP-12 | 90° | 140° | 120 | 5.0 25 75 12.0 JR40-DRZ 49 3D-15| 49 40 250 181 147
HNSP - 16 90° | 140° | 16.0 | 7.0 40 100 16.0 JR40-DRZ 50 3D-15 50 40 250 182 150
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IESSET IR R SR
RAPID DRILLS(W) THROW-AWAY INSERT

Rt Dimension(mm) R~ Dimension(mm)

BUSRARAG PR WE ek BUSR AR (s @A TR BR AR
EDP NO. Dia d L L1 L2 Screw EDP NO. Dia d L L1 L2 Insert Screw
Shank Overall Flute Length Shank Overall Flute Length
Diameter Length Length of Cut Diameter Length Length of Cut
3H-14WCMX 14 25 42 3H-43WCMX 43 40 129
3H-15WCMX 15 25 45 3H-44WCMX 44 40 132
3H-16WCMX 16 25 48 3H-45WCMX 45 40 135
WCMX030208
3H-17WCMX 17 25 51 3H-46WCMX 46 40 138
3H-18WCMX 18 25 54 3H-47WCMX 47 40 141
3H-19WCMX 19 25 57 M2.5 x 0.45 T-8 3H-48WCMX 48 40 144
WCMX080412 M4x 0.7
3H-20WCMX 20 32 60 3H-49WCMX 49 40 147
3H-21WCMX 21 32 63 3H-50WCMX 50 40 150
3H-22WCMX 22 32 66 WCMX040208 3H-51WCMX 51 40 153 15
3H-23WCMX 23 32 69 3H-52WCMX 52 40 156
3H-24WCMX 24 32 72 3H-53WCMX 53 40 159
3H-25WCMX 25 32 75 3H-54WCMX 54 40 162
3H-26WCMX 26 32 78 3H-55WCMX 55 40 165
3H-27WCMX 27 32 81 3H-56WCMX 56 40 168
WCMX050308 M3 x 0.5 T-10
3H-28WCMX 28 32 84 3H-57WCMX 57 40 171
WCMX06T0308 M3.5x 0.6
3H-29WCMX 29 32 87 3H-58WCMX 58 40 174
3H-30WCMX 30 32 90 3H-59WCMX 59 40 177
3H-31WCMX 31 32 93 3H-60WCMX 60 40 180
3H-32WCMX 32 32 96
3H-33WCMX 33 32 99
3H-34WCMX 34 32 102
3H-35WCMX 35 32 105
WCMX063T08
3H-36WCMX 36 32 108
3H-37WCMX 37 32 M
3H-38WCMX 38 32 114
M3.5 x 0.6 T-15
3H-39WCMX 39 32 17
3H-40WCMX 40 32 120
3H-37WCMX 37 40 11
3H-38WCMX 38 40 114
3H-39WCMX 39 40 117
WCMX06T308
3H-40WCMX 40 40 120
3H-41WCMX 41 40 123
3H-42WCMX 42 40 126
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EISRSEE
_ CUTTING DATA CHART ______

SHEALTAIESIS)
__DRILL CUTTING TEST REPORT _

Az, MODEL: HOD.CCD

SE THME tHIHE -
> SRR M8 NRlET P mIgE
L E 4 rEE Q4~a7 Q7~a10 @10~015 315~320 DRILL WORKPIECE CUTTING MACHINE QUANTITY
WORKPIECE HARDNESS V m/min f m/rev V m/min f m/rev V m/min f m/rev V m/min f m/rev MATERIAL ONDITIONS
K
LOW CARBON ~200HB 40~70 | 008~0.2 | 50~100 | 01~03 | 50~100 | 0.15~04 | 60~120 | 0.2~0.5 EEERER.PM 12100 CNCE
STEEL CCD-5059 S45C #J]8mm/Rev :0.14 #93000 Pcs
Fhfx $873%mm 30 CNC LATHE
[VEDIUM CARBON|  ~300HB 40~60 | 0.08~0.15 | 50~100 | 0.1~0.25 | 50~100 | 0.15~0.4 | 50~120 | 0.2~0.5 ) :
STEEL
ol B | ~300mB 30~60 | 0.05~0.15 | 30~60 | 0.1~0.25 | 40~80 | 0.1~0.3 | 40~100 | 0.15~0.4 {I:EE?%RII\D/IXA 3_172000 CNCE [k 428
g WHCD-6135 RB&IS45C ;éjﬁj’;r; e e 3 CNC LATHE #712000 Pcs
3 ~200HB 20~40 | 0.06~0.15 | 30~60 | 0.08~025| 30~70 | 0.1~0.3 | 30~70 | 0.1~0.4 #EJJEmm/Rev 0.
STAINESS STEEL 71 5Emm 35 Mod. 42
EREEA
TOUGH HRC40~50 10~40 | 0.03~0.1 10~40 | 005~015| 15~40 | 008~02 | 20~50 | 0.1~0.25 E#EERPM 1500
MATERIAL i .
Y4IEEM/Min - 60 CNCE[K
Du}cj'zrn_ﬁE IﬁREON 170~240HB 40~80 | 0.08~0.15 | 50~100 | 0.4~0.3 | 50~100 | 0.15~04 | 50~100 | 0.2~05 %ﬁgmm/Rev :2615 CNC LATHE #
Amm .
. [AFEERR.P.M :3000 CNC
2950 MODEL: TXD.WHCD CCD-5048 SKD11 #T]Emm/Rev  :0.06 e LfTrﬁE 910000 Pcs
L o} B @10~315 @15~320 @20~325 @25~330 S Rmm o
WORKPIECE HARDNESS V m/min f m/rev V m/min f m/rev V m/min f m/rev V m/min f mirev [FlEEER.P.M 1800
K YIEEREM/Min - 50 CNCE[K
LOW CARBON ~200HB 50~80 | 01~025 | 50~100 | 01~03 | 50~100 |015~0.35| 50~120 | 0.2~0.4 HOD-5089 SUS316 ﬁﬂ%mm/Rev 015 OO AT 911000 Pcs
STEEL $#7LEmm 12
[VEDIUM CARBON|  ~300HB 50~80 | 0.1~0.25 | 50~100 | 0.1~0.3 | 50~100 |0.15~0.35| 50~120 | 0.2~0.4 :
STEEL gﬁ%ﬁh;xﬂ :26%00 CNCE 5k 428
EE ) 3R E in .
MOLD STEET ~300HB 40~80 | 0.08~02 | 40~80 | 0.1~025 | 40~80 |[0.15~0.35| 40~100 | 0.2~0.35 HOD-7079 SUS304 ETEmmRev 012 CI\II\AC :AI;E #6000 Pcs
B 77 Emm 15 od.
STANESS STEEL|  ~200HB 30~70 | 008~02 | 30~70 | 0.1~025 | 30~70 | 01~03 | 30~70 |0.15~0.35
BRI [EEERPM 1800 CNCEFRED
TOUGH HRC40~50 10~40 | 0.06~0.15 | 20~50 | 0.08~02 | 20~50 | 0.1~0.25 | 20~50 | 0.1~0.25 CCD-5048 SK2 %) EmmRev  :0.08 CNC LATHE 412000 Pos
MATERIAL L Y. 0
IREBIEH " K - — _ ] _ _ SEFLZRmm 10 Traveling Spindle
DUGTILE IRON | 170-240HB 50~80 | 0.1~025 | 50~100 | 0.1~0.3 | 50~100 |0.15~0.35| 50~120 | 0.2~0.4
@ji,g;‘:E_R.P.M . :2400 CNCghK
CCD-5068 FC25 Sl I CNC Milling 112000 Pos
Azt MODEL: GSD.GOD EJJEmmRey -
AIT\ : = $B715Emm 30 Machine
A4t 05 P4~@7 @7~310 210~@15 ?15~220 EEERPM 1800
WORKPIECE HARDNESS V m/min f m/rev V m/min f m/rev V m/min f m/rev V m/min f m/rev D- 1 fﬂﬁﬂ%}dﬁ_M/Min :50 CNCE& 71400 P
s CCD-5089 SUS316 ﬁﬂﬁmm/Rev 015 CNC LATHE # cs
ALUNIG ALLOY 40~100 | 0.08~02 | 50~120 | 0.1~025 | 60~140 | 0.1~04 | 60~160 | 0.2~0.5 487 SEmm 12
58 " N _ N _ N B B R i N
CAST IRON FC250 40~80 01~02 | 50~100 | 0.1~0.25 | 50~100 | 0.1~03 | 60~120 | 0.15~0.4 gﬁﬁ? l:/] %IA | _182300 CONG #5ri ok
IREIRH ~ REMMIin - . .
DUGTILE IRON FCD450 40~80 | 0.08~05 | 50~100 | 01~02 | 50~100 | 0.1~0.3 | 50~120 |0.15~0.35 TXD-6220 S45C B4 s fAmm/Min -350 CNC Milling Machine #1100 Pcs
$B715Emm 30 Coolant Through Spindle
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DRILL CUTTING TEST R

[)#ERR.P.M 11500 -
] YEIEEMMin 61 CNCER
HOD-7130 CCM415 T EmmRev 0.15 CNC LATHE #6000 Pcs
B Rmm 50
[A]EEERR.P.M 1467
_ 43R EM/Min 80 CNCEIK
HOD-5175 SCM21 #7)=mm/Rev 0.3 NG LT #91250 Pcs
7 Emm 75
[EEEER.PM  :2000 CNCANT ity
tEIEEM/Min - :80
CCD-5127 S45C #7)Emm/Rev 600 MACHINE #92200 Pcs
$715Emm 30 CENTER
EEEER.PM 2400
IH3EREM/Min - :60 CNCEIK
i A -
GSD-7080 s #T]=mmiRev 015 LT #93300 Pcs
$EFL7FEmMm :30
[EEEERR.P.M 1700
EISISREMMin 170 CNC#tT)
GSD-7130 FC25 H#JJEmm/Rev :0.2 CNC Milling #91430 Pcs
REIEHEMM/Min :340 Machine
$&FL;Emm :30
[)#E3RR.P.M 1500 -
tJEIEEM/Min - :60 CNCE K
CCD-5130 SS41 T EmmRev  0.16 o #6000 Pcs
&7/ Emm 19
CCD-5110 K& EHmm/Min 140 =R #9900 Pcs
HRC22 7] T mm 18 CNC LATHE
[AlEEERR.P.M :2200 CNC
CCD-5097 1REIE5 HEJJEmm/Rev :0.25 =R #910000 Pcs
7] SEmm 18 CNC LATHE
HOD-5130 SUS303 ETJJEmm/Rev  :0.15 2R #911000 Pcs
7] 5 mm 50 CNC LATHE
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B FIEM R TIR T

HIGH EFFICIENCY
TUNGSTEN CARBIDE
END MILL

. ’\\ \
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HOL %

HOL iEiffim#t /)Rl
HOL MILL SERIES

wLekitikae )1 JBARUINIE iR b

Outstanding R&D Capabilities B £:7)#%%E:208 END MILL MODEL NUMBER IDENTIFICATION

Always Pursuing for New Level of Cutting Technology 2 E - D 1 0 ° 0 L75 R05 AK45

s NP —2A= S Alece dE ‘ ‘ \—‘ ‘ I—‘

i Mﬁ‘;g;;gﬁfﬁ”iﬁ@fgiEE? i SR RRAE TIETE THE TE@E  JEEHSE TIEHE
= g i35 EES) - MaAm 212 ) AR #5118 - tIEHE _ i .
255 » TEMEE THM TIRMEZ ST » BRI A S8 AR Flute No. Flute Dl_a. _ Overall Length Roundse End mill material
BT LHESEESEREDE  REDHZER - TARRESR 2 |27 R | RERJBISEE 75 | 75 mm G ERA R VU | AK 925
WIMTHE » REMERNTHEE - 3 37 oL 100[100 mm| [P LI o 45
4 | 47] p | DEEREIE ro5 | EISA 0.5r

have being fully satisfied customers around the world, 6 | 67] End mill dia Nose radius PK 66
one of the most important factors is our dedication to technological Cco3 {8/ 0.3c
research and development. No matter it’s about tool geometrical JIBR5! Chamf. angle
structure chip removing methods or tool materials or work piece End Mill Series
machining characteristics, the R&D team conduct deep research and £ SEONst) P FEIIERT)
analysis to meet customers’ requirements in heaving cutting and high Flat end Taper
speed cutting. Furthermore, each end mill from HOLER will present ET ROREINT ) ETAL isﬁﬁfﬁﬁﬁﬁﬂ _
the superior machining accuracy, surface, roughness, and machining Wave S_P_I_ape S'nu?‘, e_dl_ge aluminum
efficiency. ep |HREILIH/) ey (BRI

Pockt type 4-FLUTE
BE GIERVE S ) EIR AREIEILEE/) |

T EIE e L e L Oy S g e e lerog B chamforing
%7 IR R MR L SE M B B - FIRA MM TR RN T - AR EAL |5at ond for atuminum | [EHCR [Roind Nese
JB#RIH L CNCT] B E - (REEB—<init )M REBELHREGEBENSEN = BREEsRATIEET] £a YEEETTIEET]
MIBE BZWERRY > BiRREEZEFRZITILAERE o Ball end for aluminum Roughing end mills

EERVES Y|

has being highly reputed in outstanding quality and cutting ECR Corner radius end mills
performance. Manufactured from top quality micro-grain tungsten carbide ~ . e
material, and using top-level Swiss CNC tool gri_'pding r_riﬁbhine for precision . ﬁﬂ*jg%ﬁﬁy&% END MILL MATERIAL PROPERTIES
grinding are assure the best quality and machining ac_c_z'_;ira_c_j@for each end
mill from HOL_I‘.T'.R:,In additiggH LER offers the most comprehensive range _
of end mills for customers to ¢ oose. h CUEE AK925 | 8938 9 12 93.2 0.2xm ~65" HRC

e A e I i
4 - ey e AK 45 86.7 12 1.3 92.1 0.54m ~55° HRC
¥

— ¥ ] o } ¥ e ¥ A = -
JM ’._1 =LAlleeN PK66 | 83~85 | 12~14 3 92.2 0.4 4m~0.7 xm ~50" HRC
i / - A T
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$hel 271ERAZYIEAT )
TUNGSTEN CARBIDE 2-FLUTE B/

b E2

3<d= 6 -0.015~-0.038
6 <d=18 -0.020 ~-0.047
18<d -0.020 ~ -0.053

R
4

R=%*0.02

@ Bk LIS E
@ Micro-Grain Tungsten Carbide

BAME :

#Hit7 - iR - B - REH -

G - TE# - 77

ENRIEH - (SRR -

Applicable materials:

Ferous metal, carbon steel,

cast iron, mold steel, alloy steel, tool steel,
stainless steel, heat-treated steel, welded steel.

o

|rzyD(h?)|
"l
2d(he) |

| 2d(h6) |

I~

EEfi]: Unit : mm

7Y 88 TE D Rgé JE L1 ZRL Wg d TE AK45 AK925 PK66
EDP NO. Flute Dia. Radius Length of Cut | Overall Length | Shank Diameter ' Flute Number
2BE-R0.5L50 1.0 RO0.5 2.0 50 4.0 2 [ ( [
2BE-R0.75L50 15 R 0.75 3.0 50 4.0 2 o o o
2BE-R1.0L50 2.0 R1.0 4.0 50 4.0 2 ( [ [
2BE-R1.25L.50 25 R 1.25 5.0 50 4.0 2 ( [ [
2BE-R1.5L.50 3.0 R1.5 6.0 50 4.0 2 (] [ [
2BE-R2.0L50 4.0 R 2.0 8.0 50 4.0 2 ( [ [
2BE-R2.5L.50 5.0 R25 10.0 50 6.0 2 (] [ [
2BE-R3.0L50 6.0 R 3.0 12.0 50 6.0 2 () [ o
2BE-R3.5L60 7.0 R3.5 14.0 60 8.0 2 (] o [
2BE-R4.0L60 8.0 R 4.0 16.0 60 8.0 2 [ J [ [
2BE-R4.0L75 8.0 R4.0 16.0 75 8.0 2 [ [ [
2BE-R4.5L.75 9.0 R45 18.0 75 10.0 2 [ [ o
2BE-R5.0L75 10.0 R 5.0 20.0 75 10.0 2 [ [ [
2BE-R6.0L75 12.0 R 6.0 20.0 75 12.0 2 o [ o
2BE-R7.0L80 14.0 R7.0 24.0 80 14.0 2 [ [ [
2BE-R8.0L100 16.0 R 8.0 24.0 100 16.0 2 () [ [
2BE-R10.0L150 20.0 R 10.0 30.0 150 20.0 2 [ o [ J
2BE-R12.5.150 25.0 R 125 35.0 150 25.0 2 [ ) [ [ J
i HOERTBES YIHHRFRBESEHT72E

NOTE: @ means items in stock
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$hel 37IERAZIIEAT ]
TUNGSTEN CARBIDE 3-FLUTE BA

b E3

| |
3<d= 6 -0.015~-0.038 L1
6 <d=18 -0.020 ~ -0.047 |
18<d  -0.020 ~-0.053

A
A4

R
¥

R=*0.02 /
@ BRI LSS ES R
@ Micro-Grain Tungsten Carbide

BAME -

=i « REH - S - TR -
Applicable material:

Carbon steel, mold steel, tool steel,
alloy steel, cast iron, stainless steel,
heat-treated steel, welded steel.

EEfiI: Unit : mm

JED RiE TR L1 ERL R d A2
Fljl?:e Dia. Radius  Length of Cut = Overall Length =~ Shank Diameter = Flute Number AK4S  AKI25 PKE6
3BE-R3.0L50 6.0 R 3.0 12.0 50 6.0 3 [ o [
3BE-R3.0L75 6.0 R 3.0 12.0 75 6.0 3 [ o o
3BE-R4.0L60 8.0 R 4.0 16.0 60 8.0 3 [ o (|
3BE-R4.0L100 8.0 R 4.0 16.0 100 8.0 3 o o o
3BE-R5.0L75 10.0 R 5.0 20.0 75 8.0 3 o o (
3BE-R5.0L100 10.0 R 5.0 20.0 100 10.0 3 ([ o o
3BE-R6.0L75 12.0 R 6.0 20.0 75 12.0 3 o o  J
3BE-R7.0L100 14.0 R7.0 24.0 100 14.0 3 o o o
3BE-R8.0L100 16.0 R 8.0 24.0 100 16.0 3 [ o o
3BE-R10.0L150 20.0 R 10.0 30.0 150 20.0 3 [ ([ o
3BE-R12.5L150 25.0 R 12.5 35.0 150 25.0 3 o [ J o
i EOERTHER CIEIR G REBESEETIE

NOTE: @ means items in stock
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$hill AZ7IERRZYIIEAT) $hek 27111371
TUNGSTEN CARBIDE 4-FLUTE B

TUNGSTEN CARBIDE 2-FLUTE E
ot ot

< - d= 3 -0.005~-0.028
u i e u 5 <62 o 0075~ 00% _
18<d -0.020 ~ -0.053 6 <d=18 -0.020 ~-0.047 <4
= 18 <d -0.020 ~ -0.053 %
R = S Y
u = @ kLB
R==002 @ Micro-Grain Tungsten Carbide
@ BRI S E R ——
@ Micro-Grain Tungsten Carbide w558 a5H -
TE# - 58 - FiEi - 2212 - IFHEN -
Applicable materials:
Carbon steel, mold steel,
alloy steel, tool steel, stainless steel,
heat-treated steel, welded steel,cast iron. BS{i7: Unit : mm
B JED TR L1 ERL HAE d T
BEM E; : = EDp?ﬁo, Flute Dia. Length of Cut =~ Overall Length |~ Shank Diameter =~ Flute Number NS REES e
ziﬁxgim C5EHl - TEH# 2E-D1.0L50 1.0 3.0 50 4.0 2 o o o
;;’jgﬂ ilﬂ ;E — 2E-D1.5L50 1.5 4.0 50 4.0 2 [ o [
{ . 2E-D2.0L50 2.0 6.0 50 4.0 2 o L [ ]
Applicable material: 2E-D2.5L50 25 7.0 50 4.0 2 ° N ®
Carbon steel, mold steel, tool steel, >E-D3.0L50 30 80 50 20 5 °® °® °
alloy steel, cast iron, stainless steel, 2E-D3.5L50 35 10.0 50 4.0 5 ° ° °
heat-treated steel, welded steel. - _ 2E-D4.0L50 4.0 10.0 50 4.0 2 Y ® Y
BSiI: Unit : mm
2E-D4.5L50 45 13.0 50 6.0 2 [ o [
7 g8 7DE D R E L1 2L i d & AK45 AK925 PK66 2E-D5.0L50 5.0 13.0 50 6.0 2 ) ) [
EDP NO. Flute Dia. Radius Length of Cut | Overall Length = Shank Diameter = Flute Number 2E-D5.5L50 5.5 15.0 50 6.0 2 ® ° ®
4BE-R3.0L50 6.0 R3.0 12.0 50 6.0 () () () 2E-D6.0L50 6.0 15.0 50 6.0 2 ) ) e
4BE-R3.0L75 6.0 R 3.0 12.0 75 6.0 4 o o () 2E-D6.5L60 6.5 20.0 60 8.0 2 [ L) [ J
4BE-R4.0L60 8.0 R4.0 16.0 60 8.0 4 ° ° ° 2E-D7.0L60 £ 200 & in 2 o L L
4BE-R4.0L100 8.0 R4.0 16.0 100 8.0 4 ° ° ° 2Dl 7.5 22.0 60 8.0 2 L L o
4BE-R5.0L75 8.0 R 4.0 20.0 75 8.0 4 ° ° ° 2E-D8.0L60 8.0 22.0 60 8.0 2 o L e
4BE-R5.0L100 100 | R50 200 100 10.0 4 O ° ° 2E-D8.5L75 8.5 250 s 10.0 2 - ~ =
4BE-R6.0L75 12.0 R6.0 200 75 12.0 4 ° ° o 2E-D9.0L75 9.0 220 £S 100 2 L L L
4BE-R7.0L100 14.0 R7.0 240 100 14.0 4 ° ° ° 2E-DO.5L7S 9:5 2.0 5 15,0 2 L L L
4BE-R8.0L100 16.0 R 8.0 24.0 100 16.0 4 ° ° ® 2E-D10.0L75 100 25.0 75 10.0 2 L L L
4BE-R10.0L150 |  20.0 R 10.0 30.0 150 20.0 4 ® ® ® LSOOI 105 il S 120 2 L L L
4BE-R12.5L.150 25.0 R 12.5 35.0 150 25.0 4 ® D) ® 25311052 Eg gg-g ;: z-g g : : :
i ROBERTEERF PRI RIS SHT4R 2E—D12..E(>)L75 12'.0 30:0 75 12:0 2 [ ) [ J [ ]
NOTE: @ means items in stock 2E-D12.5L.80 125 30.0 80 14.0 2 ° ° °
2E-D13.0L80 13.0 32.0 80 14.0 2 [ ) [ J [ ]
2E-D14.0L80 14.0 35.0 80 14.0 2 [ [ [
2E-D15.0L80 15.0 35.0 80 16.0 2 [ [ ] [ ]
2E-D16.0L80 16.0 45.0 80 16.0 2 o o [
2E-D17.0L100 17.0 45.0 100 18.0 2 [ [ ] o
2E-D18.0L100 18.0 45.0 100 18.0 2 o [ [
2E-D19.0L100 19.0 45.0 100 20.0 2 o [ ] [ ]
2E-D20.0L100 20.0 45.0 100 20.0 2 [ o [
HEOERTHER PENR S RFBSEH75E

NOTE: @ means items in stock
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£5i 37INIEAT) ENi 27)E6EXEINIEAT )

TUNGSTEN CARBIDE 3-FLUTE SQ TUNGSTEN CARBIDE 2-FLUTE DEC

M B M52

L
d= 3 -0.005 ~-0.028 d= 3 -0.005~-0.028 = L1 | g
3<d= 6 -0.015~-0.038 3<df 6 -0.015 ~-0.038 - >
6 <d=18 -0.020 ~-0.047 =1 6 <d=18 -0.020 ~ -0.047 = =5
18 <d -0.020 ~ -0.053 < 18 <d -0.020 ~ -0.053 E <
S == 2 (m] el
® B HATIRILSEHE = ® BT ILSEHES 2y By
| v [ O - . -
SN 5 ) @ Micro-Grain Tungsten Carbide
@ Micro-Grain Tungsten Carbide B -
SEEAME : R - EER 5l - TEH - A
- o B - 2EREHN  IEHEHEN
R - EEH - S8 :pplicable materials:
- _ff;i Ziiﬁﬂﬂ Carbon steel, mold steel, alloy steel, tool steel, cast iron,
BRI - ISR - stainless steel, heat-treated steel, welded steel. B2 L nit -
- . BS{i: Unit: mm
Applicable materials: mg  JED DEL REL WEd DB . mw 7m0 DRL REL WEd DH
. Overall Shank Fl rJ o B .
Carbon steel, mold steel, EDP NO.  Flute Dia. IB?'&‘-? Length  Diameter Number - 'EDP NO. Flute Dia. et E:ﬁ;# Dg:gt';r Nﬁlrlrjlrer
alloy steel, tool steel,cast iron, stainless steel, 2E-D1.1L50 11 3 50 4.0 2 ) 2E-D6.6L60 6.6 18 60 8.0 2 °
heat-treated steel, welded steel. 2E-D1.2L50 1.2 3 50 4.0 2 [ J 2E-D6.7L60 6.7 18 60 8.0 2 [ ]
EE{i7: Unit : mm 2E-D1.3L50 13 3 50 4.0 2 [ 2E-D6.8L60 6.8 18 60 8.0 2 o
> 2E-D1.4L50 14 3 50 4.0 2 o 2E-D6.9L60 6.9 18 60 8.0 2 @
iR JED IR Lt ERL HR{E d TE AK45 AK925 PK66 2E-D1.6L50 16 5 50 4.0 2 o 2E-D7.1L60 7.1 20 60 8.0 2 o
EDP NO. Flute Dia. Lengthof Cut ~ Overall Length ~ Shank Diameter ~ Flute Number 2E-D1.7L50 1.7 5 50 4.0 2 [ J 2E-D7.2L60 7.2 20 60 8.0 2 [ )
2E-D1.8L50 1.8 5 50 4.0 2 o 2E-D7.3L60 7.3 20 60 8.0 2 o
3E-D3.0L50 3.0 8.0 50 4.0 3 ® d d 2E-D1.9L50 1.9 5 50 4.0 2 o 2E-D7.4L60 7.4 20 60 8.0 2 O
3E-D4.0L50 4.0 10.0 50 4.0 3 o [ ) o 2E-D2.1L50 2.1 6 50 4.0 2 o 2E-D7.6L60 76 22 60 8.0 2 o
2E-D2.2L50 2.2 6 50 4.0 2 O 2E-D7.7L60 7.7 22 60 8.0 2 O
3E-D3.0L50-6 3.0 8.0 50 6.0 &}
o hd o 2E-D2.3L50 2.3 6 50 4.0 2 o 2E-D7.8L60 7.8 22 60 8.0 2 o
3E-D4.0L50-6 4.0 10.0 50 6.0 3 ([ ) [ ) @ 2E-D2.4L50 24 6 50 4.0 2 [ 2E-D7.9L60 7.9 22 60 8.0 2 o
3E-D5.0L50 5.0 13.0 50 6.0 3 Y ® Y 2E-D2.6L50 2.6 8 50 4.0 2 o 2E-D8.1L75 8.1 22 75 10.0 2 ®
2E-D2.7L50 2.7 8 50 4.0 2 o 2E-D8.2L75 8.2 22 75 10.0 2 ®
3E-D6.0L50 6.0 15.0 50 6.0 3
L L L 2E-D2.8L50 2.8 8 50 4.0 2 O 2E-D8.3L75 8.3 22 75 10.0 2 o
3E-D7.0L60 7.0 20.0 60 8.0 3 L ® L 2E-D2.9L50 2.9 8 50 4.0 2 o 2E-D8.4L75 8.4 22 75 10.0 2 O
3E-D8.0L60 8.0 20.0 60 8.0 3 @ () [ ) 2E-D3.1L50 3.1 9 50 4.0 2 O 2E-D8.6L75 8.6 25 75 10.0 2 o
3E-D10.0L75 10.0 25.0 75 10.0 3 o ) o 2E-D3.2L50 3.2 9 50 4.0 2 o 2E-D8.7L75 8.7 25 75 10.0 2 ®
BEDZOCS 20 410 ze I8 . o o o T T T TERER e [emanr e e e i e
3E-D14.0L75 14.0 35.0 75 14.0 3 ® o ® 2E-D3.6L50 36 10 50 4.0 2 o 2E-D9.1L75 9.1 25 75 10.0 2 o
3E-D16.0L100 16.0 45.0 100 16.0 3 () [ ) [ 2E-D3.7L50 3.7 10 50 4.0 2 o 2E-D9.2L75 92 25 75 10.0 2 o
i HOEETBER PIHHE R AR EET76E 2E-D3.8L50 3.8 10 50 4.0 2 o 2E-D9.3L75 93 25 75 10.0 2 o
NOTE: @ means items in stock 2E-D3.9L50 3.9 10 50 4.0 2 o 2E-D9.4L75 9.4 25 75 10.0 2 O
' ' ' 2E-D4.1L50 4.1 12 50 6.0 2 o 2E-D9.6L75 96 25 75 10.0 2 o
2E-D4.2L.50 4.2 12 50 6.0 2 o 2E-D9.7L75 9.7 25 75 10.0 2 o
2E-D4.3L50 4.3 12 50 6.0 2 @ 2E-D9.8L75 938 25 75 10.0 2 o
2E-D4.4L50 4.4 12 50 6.0 2 o 2E-D9.9L75 9.9 25 75 10.0 2 O
2E-D4.6L50 46 13 50 6.0 2 o 2E-D10.1L75 10.1 30 75 12.0 2 o
2E-D4.7L50 47 13 50 6.0 2 o 2E-D10.2L75 10.2 30 75 12.0 2 ®
2E-D4.8L50 4.8 13 50 6.0 2 O 2E-D10.3L75 10.3 30 75 12.0 2 o
2E-D4.9L50 49 13 50 6.0 2 [ 2E-D10.4L75 10.4 30 75 12.0 2 O
2E-D5.1L50 5.1 14 50 6.0 2 o 2E-D10.6L75 10.6 30 75 12.0 2 o
2E-D5.2L50 5.2 14 50 6.0 2 O 2E-D10.7L75 10.7 30 75 12.0 2 ®
2E-D5.3L50 5.3 14 50 6.0 2 o 2E-D10.8L75 10.8 30 75 12.0 2 ®
2E-D5.4L50 5.4 14 50 6.0 2 [ 2E-D10.9L75 10.9 30 75 12.0 2 o
2E-D5.6L50 5.6 15 50 6.0 2 o 2E-D11.1L75 11.1 30 75 12.0 2 o
2E-D5.7L50 5.7 15 50 6.0 2 D 2E-D11.2L75 1.2 30 75 12.0 2 ®
2E-D5.8L50 5.8 15 50 6.0 2 o 2E-D11.3L75 1.3 30 75 12.0 2 o
2E-D5.9L50 5.9 15 50 6.0 2 (] 2E-D11.4L75 1.4 30 75 12.0 2 O
2E-D6.1L60 6.1 18 60 8.0 2 o 2E-D11.6L75 11.6 30 75 12.0 2 o
2E-D6.2L60 6.2 18 60 8.0 2 D 2E-D11.7L75 1.7 30 75 12.0 2 O
2E-D6.3L60 6.3 18 60 8.0 2 o 2E-D11.8L75 11.8 30 75 12.0 2 o
2E-D6.4L60 6.4 18 60 8.0 2 D 2E-D11.9L75 11.9 30 75 12.0 2 O
® BOERTEET LIRIR-REFS S HR758

NOTE: @ means items in stock
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$hill 27]1FUI=S1IEAT ] $hik A7IRI=LLEAT)
TUNGSTEN CARBIDE TAPE

b b

- L >l d= 3 -0.005~-0.028
d= 3 -0.005~-0.028 . L1 | 3<d= 6 -0.015~-0.038
- 3<d= 6 -0.015~-0.038 < > hilg 6 <d=18 -0.020 ~ -0.047
6 <d=18 -0.020 ~-0.047 - v . {5“ 18 <d -0.020 ~ -0.053 ?
18 <d -0.020 ~ -0.053 ¥ N
Q4 = @ BRI IBIER 2 .
@ iEBHMRIRICERIE - °y @ Micro-Grain Tungsten Carbide D2
@ Micro-Grain Tungsten Carbide oD2 BEME -
SBEME : IR « AW 50 TEH - 8
kR EEH &M TEH - R B BRIEH o
i EARIRH - Applicable material:
Applicable materials: Call'bon steel, mold ;teel, alloy steel, tool steel,
Carbon steel, mold steel, tool steel, alloy steel, cast iron, stainless steel, cast iron, heat-treated steel. B\ Unit : mm
stainless steel, heat-treated steel. EE{il: Unit : mm
4TP-D4.0T05L60 4.0 0.5° 15.0 4.26 60 6.0 4 [
>TP-D1.0TO5L50 10 05 40 107 50 40 5 ° 4TP-D4.0T10L60 4.0 1.0° 15.0 452 60 6.0 4 ®
AT I AT 0 0 i N = 70 5 ° 4TP-D4.0T15L60 4.0 1.5: 15.0 4.79 60 6.0 4 °
TP D1 0T15L50 0 15 20 157 = 10 > ° 4TP-D4.0T20L60 4.0 20° 15.0 5.04 60 6.0 4 °
IS BT 0 >0 20 28 = 70 5 ° 4TP-D4.0T25L60 4.0 25° 15.0 5.31 60 6.0 4 [
_ 4TP-D4.0T30L60 4.0 3.0 15.0 5.57 60 6.0 4 °
2TP-D1.0T25L50 1.0 2.50 4.0 1.35 50 4.0 2 ° AP DI.0TE0LT5 20 0 150 562 — S0 y °
2TP-D1.0T30L50 1.0 3.0 4.0 1.42 50 4.0 2 ° TP DIOTIOLTS 20 = 50 T - =% . °
2TP-D1.0T50L50 1.0 50° 4.0 1.70 50 4.0 2 d 4TP-D4.0T100L75 40 100° 17.0 10.00 75 10.0 4 °
2TP-D1.5T05L50 15 0.5° 5.0 1.59 50 4.0 2 e 4TP-D5.0T05L60 5.0 0.5° 20.0 5.34 60 6.0 4 o
2TP-D1.5T10L50 1.5 1.0° 5.0 1.68 50 4.0 2 L 4TP-D5.0T10L60 5.0 1.0° 20.0 5.70 60 6.0 4 [ ]
2TP-D1.5T15L50 15 15° 5.0 1.76 50 4.0 2 o 4TP-D5.0T15L60 5.0 15° 19.6 6.00 60 6.0 4 °
2TP-D1.5T20L50 15 2.0° 5.0 1.85 50 4.0 2 ° 4TP-D5.0T20L75 5.0 2.0° 20.0 6.39 75 8.0 4 ®
2TP-D1.5T25L50 15 25° 5.0 1.93 50 4.0 2 ® 4TP-D5.0T25L75 5.0 25° 20.0 6.74 75 8.0 4 [
2TP-D1.5T30L50 15 3.0° 5.0 2.02 50 4.0 2 [ ) 4TP-D5.0T30L75 5.0 3.0° 20.0 7.10 75 8.0 4 o
2TP-D1.5T50L50 15 5.0° 5.0 237 50 4.0 2 ) 4TP-D5.0T50L75 5.0 5.0° 20.0 8.50 75 10.0 4 o
2TP-D2.0T05L50 20 05 6.0 210 %0 20 > ° 4TP-D5.0T70L75 5.0 7.0° 20.0 10.00 75 10.0 4 [
ST SIOTTGIET = 0 5 5 =5 % > ® 4TP-D5.0T100L75 5.0 10.0: 20.0 12.00 75 12.0 4 ®
FrPoaoTEs |20 N T I w0 7 . £TF-D6 U051 &0 o RN T et N & : C
a2 U200 0 . 2.o° 6.0 241 50 4.0 2 d 4TP-D6.0T15L75 6.0 15° 20.0 7.05 75 8.0 4 ®
2TP-D2.0T25L50 2.0 2.5 6.0 2.52 50 4.0 2 ° TP DB.OT20L75 50 20" o =20 - 50 2 °
2TP-D2.0T30L50 2.0 3.0° 6.0 2.62 50 4.0 2 ° ATP-D6.0T25L75 6.0 25 200 = — 80 2 °
2TP-D2.0T50L50 2.0 50° 6.0 3.05 50 4.0 2 d 4TP-D6.0T30L75 6.0 30 20.0 8.10 75 10.0 4 °
2TP-D2.5T05L50 25 0.5° 8.0 2.64 50 4.0 2 [ J 4TP-D6.0T50L75 6.0 5.0° 24.0 9.50 75 10.0 4 )
2TP-D2.5T10L50 25 1.0° 8.0 2.78 50 4.0 2 o 4TP-D6.0T70L80 6.0 7.0° 22.0 12.00 80 12.0 4 [ )
2TP-D2.5T15L50 2.5 15° 8.0 2.91 50 4.0 2 ° 4TP-D6.0T100L80 6.0 10.0° 25.0 14.00 80 16.0 4 °
2TP-D2.5T20L50 2.5 2.0° 8.0 3.05 50 4.0 2 ° 4TP-D8.0T05L75 8.0 0.5° 25.0 8.44 75 10.0 4 [
2TP-D2.5T25L50 25 25° 8.0 3.20 50 4.0 2 ® 4TP-D8.0T10L75 8.0 1.0° 25.0 8.87 75 10.0 4 [
2TP-D2.5T30L50 25 3.0° 8.0 3.33 50 4.0 2 [ 4TP-D8.0T15L75 8.0 1.5° 25.0 9.31 75 10.0 4 [ J
2TP-D2.5T50L50 25 50° 8.0 3.90 50 4.0 2 Y 4TP-D8.0T20L75 8.0 2.0° 25.0 9.75 75 10.0 4 [ ]
S TPD3.0T05L50 30 o5 100 317 = 50 > ° 4TP-D8.0T30L75 8.0 3.0° 25.0 10.62 75 12.0 4 °
TP D3.0TI0L50 30 0 700 T = o > ry 4TP-D8.0T50L80 8.0 5.0: 25.0 12.37 80 16.0 4 °
TP D3.0TIEL50 30 e 00 ) = 50 > ° 4TP-D8.0T70L100 8.0 7.0° 32.0 16.00 100 16.0 4 o
TP D3 0T20L50 30 T 50 =55 = 55 > e 4TP-D8.0T100L100 8.0 10.0 28.0 18.00 100 18.0 4 ®
_ 4TP-D10.0T0O5L100 10.0 0.5° 35.0 10.61 100 12.0 4 o
2TP-D3.0T25L.50 3.0 25 100 3.87 50 6.0 2 d 4TP-D10.0T10L100 10.0 1.0° 35.0 11.22 100 12.0 4 °
2TP-D3.0T30L50 3.0 3.0 10.0 4.05 50 6.0 2 d 4TP-D10.0T15L100 10.0 15° 350 11.83 100 12.0 4 °
2TP-D3.0T50L50 3.0 50° 10.0 4.75 50 6.0 2 i 4TP-D10.0T20L100 10.0 20° 35.0 13.06 100 16.0 4 °
2TP-D3.0T70L50 3.0 7.0° 10.0 6.00 50 6.0 2 L 4TP-D10.0T30L100 10.0 3.0° 35.0 13.67 100 16.0 4 o
2TP-D3.0T100L60 3.0 10.0° 10.0 6.52 60 8.0 2 [y 4TP-D10.0T50L100 10.0 50° 340 16.00 100 16.0 4 o
2 AOEXRTHEE tHHE G REBEREEFET7TE i B@ERTBER NOTE: @ means items in stock UEIHE RS EETTE

NOTE: @ means items in stock
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E5i ATINIERT) ENiN A7IEAEXEINIEAT)

TUNGSTEN CARBIDE 4-FL TUNGSTEN CARBIDE 4-FLUTE

b | | M

d= 3 -0.005 ~-0.028
3<d= 6 -0.015~-0.038

d= 3 -0.005 ~-0.028
3<d= 6 -0.015~-0.038

hilg 6<d=18 -0.020 ~ -0.047 =5 \2 hig 6<d=18 -0.020 ~ -0.047 oh
18 <d -0.020 ~ -0.053 51 k 18 <d -0.020 ~ -0.053 ﬂ
@ BRI IS8 @ iBHEmIRC IR E
@ Micro-Grain Tungsten Carbide @ Micro-Grain Tungsten Carbide
BARAME :

SEFEMES : ke - AW - Sl - TR#E - 5#
s EER - 22 TR - A - A - PRI - (SR o
=55 BETRE BRI - Applicable material:

Carbon steel, mold steel,alloy steel, stainless steel,

Apphcable material: tool steel, cast iron, heat-treated steel, welded steel.

Carbon steel, mold steel, alloy steel, tool steel, E5(7- Unit : mm

stainless steel, cast iron, heat-treated steel,
welded steel.
BE{iL: Unit : mm 4E-D3.1L50 3.1 9 50 4.0 4 M) 4E-D7.6L60 7.6 22 60 8.0 4 o
4E-D3.2L50 3.2 9 50 4.0 4 ) 4E-D7.7L60 T 22 60 8.0 4 °
4E-D3.3L50 33 9 50 4.0 4 ° 4E-D7.8L60 7.8 22 60 8.0 4 °
4E-D3.4L50 34 9 50 4.0 4 M 4E-D7.9L60 7.9 22 60 8.0 4 °
jg:gg:gtgg_s g:g g:g 28 g:g : : : : 4E-D3.6L50 36 10 50 4.0 4 M) 4E-D8.1L75 8.1 25 75 | 100 | 4 N
A ERES 35 0 = e : ® ° ® 4E-D3.7L50 3.7 10 50 4.0 4 M 4E-D8.2L75 8.2 25 75 | 100 | 4 °
2E-D4 0L50 70 10.0 50 2.0 7} ° ° ° 4E-D3.8L50 38 10 50 4.0 4 M 4E-D8.3L75 8.3 25 75 | 100 | 4 °
AEDA.0L505 70 A6.0 Z5 =0 7 ° ° ° 4E-D3.9L50 3.9 10 50 4.0 4 : 4E-D8.4L75 8.4 25 75 | 100 | 4 :
4E-D4.1L50 4.1 12 50 6.0 4 4E-D8.6L75 86 25 75 | 100 | 4
4E-D4.5L.50 45 B0 50 el 4 d s d 4E-D4.2L50 42 12 50 6.0 4 o 4E-D8.7L75 8.7 25 75 | 100 | 4 °
4E-D5.0L50 5.0 13.0 50 6.0 4 o d ® 4E-D4.3L50 43 12 50 | 60 | 4 | @ 4E-D8BL75 8.8 25 75 | 100 | 4 | @
4E-D5.5L50 5.5 15.0 50 6.0 4 ® o ® 4E-D4.4L50 44 12 50 | 60 | 4 ° 4E-DB.IL75 8.9 25 75 | 100 | 4 | @
4E-D6.0L50 6.0 15.0 50 6.0 4 o o o 4E-D4.6L50 4.6 13 50 6.0 4 ° 4E-D9.1L75 9.1 25 75 | 100 | 4 °
4E-D6.5L60 6.5 20.0 60 8.0 4 [ o [ 4E-D4.7L50 4.7 13 50 6.0 4 M 4E-D9.2L75 92 25 75 | 100 | 4 °
4E-D7.0L60 7.0 20.0 60 8.0 4 ) [ ) 4E-D4.8L50 48 13 50 6.0 4 M 4E-D9.3L75 93 25 75 | 100 | 4 °
4E-D7.5L60 75 22.0 60 8.0 4 o o o 4E-D4.9L50 4.9 13 50 6.0 4 [ J 4E-D9.4L75 9.4 25 75 10.0 4 [ J
4E-D8.0L60 8.0 22.0 60 8.0 4 . . . 4E-D5.1L50 5.1 14 50 6.0 4 . 4E-D9.6L75 9.6 25 75 10.0 4 .
AE-D3.5.75 8.5 o 0 75 10.0 7 ° ° ° 4E-D5.2L50 52 14 50 6.0 4 M 4E-D9.7L75 9.7 25 75 | 100 | 4 N
TR 50 50 7= 00 2 ® ® ° 4E-D5.3L50 53 14 50 6.0 4 M 4E-D9.8L75 98 25 75 | 100 | 4 °
4E-D5.4L50 54 14 50 6.0 4 o 4E-D9.9L75 9.9 25 75 | 100 | 4 N
4E-D9.5L75 &9 R0 78 100 2 s ® d 4E-D5.6L50 56 15 50 6.0 4 ° 4E-D10.1L75 10.1 30 75 | 120 | 4 °
4E-D10.0L75 10.0 25.0 75 100 4 d d d 4E-D5.7L50 57 15 50 | 60 | 4 | @ 4E-D102L75 | 102 30 75 | 120 | 4 | @
4E-D10.5L75 10.5 30.0 75 12.0 4 ® o ® 4E-D5.8L50 5.8 15 50 | 60 | 4 ° 4E-D103L75 | 103 30 75 | 120 | 4 | @
4E-D11.0L75 11.0 30.0 75 12.0 4 ) [ [ 4E-D5.9L50 5.9 15 50 6.0 4 M 4E-D10.4L75 10.4 30 75 | 120 | 4 °
4E-D11.5L75 1.5 30.0 75 12.0 4 ) [ ) 4E-D6.1L60 6.1 20 60 8.0 4 o 4E-D10.6L75 10.6 30 75 | 120 | 4 °
4E-D12.0L75 12.0 30.0 75 12.0 4 o o ) 4E-D6.2L60 6.2 20 60 8.0 4 ° 4E-D10.7L75 10.7 30 75 | 120 | 4 N
4E-D14.0L80 14.0 35.0 80 14.0 4 [ ) [ 4E-D6.3L60 6.3 20 60 8.0 4 (] 4E-D10.8L75 10.8 30 75 12.0 4 o
AE-D18.0L100 18.0 45.0 100 18.0 4 ° ° ° 4E-D6.6L60 6.6 20 60 8.0 4 : 4E-D11.1L75 11 30 75 | 120 | 4 :
4E-D6.7L60 6.7 20 60 8.0 4 4E-D11.2L75 12 30 75 | 120 | 4
=0 2C0GI00 200 i 100 200 4 b d d 4E-D6.8L60 6.8 20 60 8.0 4 o 4E-D11.3L75 13 30 75 | 120 | 4 N
4E-D25.01.100 25.0 450 100 25.0 4 ® ® ® 4E-D6.9L60 6.9 20 60 8.0 4 () 4E-D11.4L75 1.4 30 75 12.0 4 o
i EOERTHER PIHIRFRESEH78E 4E-D7.1L60 74 22 | 60 | 80 | 4 | ® 4E-D16L75 | 116 30 | 75 | 120 | 4 | @
NOTE: @ means items in stock 4E-D7.2L60 72 22 60 8.0 4 ° 4E-D11.7L75 17 30 75 | 120 | 4 °
4E-D7.3L60 73 22 60 8.0 4 ° 4E-D11.8L75 138 30 75 | 120 | 4 °
4E-D7.4L60 74 22 60 8.0 4 ° 4E-D11.9L75 1.9 30 75 | 120 | 4 D
i HOERTEES tIEIRERFBSEH78E

NOTE: @ means items in stock
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$RE 6,8711IEAT)

TUNGSTEN CARBIDE 6,8-FLUTE ENE
ot :

L1

A A
\

d= 3 -0.005 ~-0.028

3<d= 6 -0.015~-0.038
6 <d=18 -0.020 ~-0.047
18 <d -0.020 ~ -0.053

a 5
S Sy
@ Bk K8
@ Micro-Grain Tungsten Carbide
BHEME :

esREE ~ RER - S - TE# -
g =5 - PRI (R o
Applicable material:

Carbon steel, mold steel, alloy steel,
tool steel, cast iron, stainless steel,
heat-treated steel, welded steel.

EEfiL: Unit : mm

Fljli,tft;E Iga. Lerﬁf oI:Cut Oveiﬁ;—ngth Shar*E :Jgia(rieter FIuteIr]\l?mber AK4S AK925
6E-D6.0L50 6.0 15.0 50 6.0 6 ] o
6E-D8.0L75 8.0 25.0 75 8.0 6 o ([
6E-D10.0L75 10.0 25.0 75 10.0 6 o [
6E-D12.0L75 12.0 30.0 s 12.0 6 L o
6E-D16.0L100 16.0 45.0 100 16.0 6 o [
8E-D20.0L100 20.0 45.0 100 20.0 8 o o
8E-D25.0L100 25.0 45.0 100 25.0 8 o o
i HOERTEER UIHIIREREBESSR81H

NOTE: @ means items in stock
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$Rif T8FH 271HRRSILEAT)

TUNGSTEN CARBIDE 2-FLUTE BALL

L

< - ~
u 3242 6 00t 00
18<d -0.020 ~ -0.053
R

@ BRI LI B
@ Micro-Grain Tungsten Carbide

BRAME

iReE  WeE  gaeE  IENEME -
Applicable materials:

Aluminum alloy, copper alloy, magnesium alloy,
and various soft materials.

FERIE -

U7IORFESBRERNHIBBIERE - EamER
ZUDHI - TIESEM/C LETERYH|

Features:

The sharp edge combined with oversized flute

makes it ideal for cutting soft materials, excellent

for high speed cutting on a high speed machining
center.

BEfil: Unit : mm

J&D R & JI= L1 L R d 7
Fljlijtfe% Dia. Rad1ius Ler?gf of Cut Oveiﬁength SharT 1DE;ameter Flutezlj\ﬁﬂmber AK45 PK66
2BEAL-R1.0L50 2.0 R 1.0 4.0 50 4.0 2 @ [ J
2BEAL-R1.5L50 3.0 R1.5 6.0 50 4.0 2 o o
2BEAL-R2.0L50 4.0 R 2.0 8.0 50 4.0 2 @ [ J
2BEAL-R1.5-6L50 3.0 R1.5 6.0 50 6.0 2 o o
2BEAL-R2.0-6L50 4.0 R2.0 8.0 50 6.0 2 ] o
2BEAL-R2.5L50 5.0 R 2.5 10.0 50 6.0 2 o o
2BEAL-R3.0L50 6.0 R 3.0 12.0 50 6.0 2 o [
2BEAL-R3.0L75 6.0 R 3.0 12.0 75 6.0 2 o ([
2BEAL-R4.0L60 8.0 R 4.0 16.0 60 8.0 2 o o
2BEAL-R4.0L100 8.0 R 4.0 16.0 100 8.0 2 o o
2BEAL-R5.0L75 10.0 R 5.0 20.0 75 10.0 2 o [
2BEAL-R5.0L100 10.0 R 5.0 20.0 100 10.0 2 o o
2BEAL-R6.0L100 12.0 R 6.0 20.0 100 12.0 2 o o

i FOERTHER

NOTE: @ means items in stock

LRI REFSSR82E
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§hill SRFHLIEAT]
TUNGSTEN CARBIDE END MILL

d= 3

-0.005 ~-0.028

3<d= 6 -0.015~-0.038
6 <d=18 -0.020 ~-0.047
18 <d -0.020 ~ -0.053

@ BRI LIS E

@ IESEINTERA

@ Micro-Grain Tungsten Carbide

@ Ideal for Aluminum Alloy Machining
BEME

HingE 5%  B5% IBNEMH -
Applicable materials:

Iron aluminum alloy, copper alloy, magnesium alloy,
and various soft materials,

FERFIE -

HIBRBREALZERET - BESIMEMNZIE - )70
RIBRASHE - BHETFENRECRENEE
EREM/C LETRIEDA

Features:

The end mill features oversized flute, and it's ideal

for cutting soft materials, The sharp edge avoids

chip adhering and provides extremely fine surface
effect. Ideal for use on a high speed machining center.

EEfiI; Unit : mm

& D IR L1 ERL g d
Flute Dia. Length of Cut Overall Length  Shank Diameter
2EAL-D3.0L50 3.0 9.0 50 6.0 2 o [
2EAL-D4.0L50 4.0 12.0 50 6.0 2 [ J [ J
2EAL-D5.0L50 5.0 15.0 50 6.0 2 [ o
2EAL-D6.0L50 6.0 18.0 50 6.0 2 ([ o
2EAL-D8.0L60 8.0 20.0 60 8.0 2 [ J [ J
2EAL-D10.0L75 10.0 30.0 75 10.0 2 ([ o
2EAL-D12.0L75 12.0 32.0 75 12.0 2 [ o
2EAL-D16.0L100 16.0 45.0 100 16.0 3 ([ o
2EAL-D20.0L100 20.0 450 100 20.0 3 [ [ J
IED R L1 ERL WEd
Flute Dia. Length of Cut Overall Length ' Shank Diameter
3EAL-D6.0L50 6.0 18.0 50 6.0 [ J o
3EAL-D8.0L60 8.0 20.0 60 8.0 8 [ J o
3EAL-D10.0L75 10.0 30.0 75 10.0 3 [ o
3EAL-D12.0L75 12.0 32.0 75 12.0 3 o o
4EAL-D16.0L100 16.0 45.0 100 16.0 4 [ [
4EAL-D20.0L100 20.0 45.0 100 20.0 4 [ J (]

it FOERTHER

NOTE: @ means items in stock
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HRFESSH8E

AR

g5 37LRE THEAYIEAT)

TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE ROUG

M .@ L
6 <d=18 -0.020 ~-0.047
18 <d -0.020 ~ -0.053

@ BRI IR E
@ Micro-Grain Tungsten Carbide

v

A A

L1

\ 4

|oD(h7)
=

|

|

I~

od(h6)

ERME
TR - EEH 596 TRH-
T - B BRIDINR © ISR -

Applicable material:
Carbon steel, mold steel, alloy steel,

tool steel, stainless steel, cast iron,
heat-treated steel, welded steel.

EEfiL: Unit : mm

7ED RE )R L1 ERL Wi d TE AK45 AK925
Flute Dia. Radius Length of Cut = Overall Length = Shank Diameter | Flute Number
3ET-D6.0L50 6.0 R 0.3 15 50 6.0 3 o [
3ET-D8.0L60 8.0 R0.4 19 60 8.0 3 @ o
3ET-D10.0L75 10.0 RO0.5 22 75 10.0 3 [ [ J
3ET-D12.0L75 12.0 R 0.6 26 75 12.0 3 ([ o
3ET-D14.0L80 14.0 R 0.7 30 80 14.0 3 [ [
4ET-D16.0L80 16.0 R 0.8 32 80 16.0 4 ([ o
4ET-D18.0L100 18.0 R 0.9 40 100 18.0 4 o o
4ET-D20.0L100 20.0 R 1.0 40 100 20.0 4 [ [ J
it HOERTEER UIHNR T RBS B FE4E

NOTE: @ means items in stock

iR Al EGE 2 BIEI NI L8t 4R RIF AT B -
Suggested to use high rigidity side clamping tool holder
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$hil 371RR T8FHYLEAT]) ghil 371IRR 713 IHEANIEAT)

TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE ALUMINUM RO TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE LONG FLUTE RO

b B

hig 6 <d=18 -0.020 ~ -0.047 = i hig 6 <d=18 -0.020 ~ -0.047 /’:ﬁ
18 <d -0.020 ~ -0.053 < % 18 <d -0.020 ~ -0.053 <
Oy T a
5] iSH A 2
@ BRI LIS B @ BN IR B
@ Micro-Grain Tungsten Carbide @ Micro-Grain Tungsten Carbide
EAIME - SEFIHE -
#Hifgs - W5E - #E5E i - BAH - S - TEH -
SEREMH - Regsh - w5 - BRIRHR  IRHHEER -
Applicable materials: Applicable materials:
Iron aluminum alloy, copper alloy, Carbon steel, mold steel, alloy steel,
magnesium alloy, tool steel, stainless steel, cast iron,
and various soft materials, heat-treated steel, welded steel.

EEfiI: Unit : mm
T®D TE L1 ERL W8 d T AK45 AK925

Flute Dia. Length of Cut ~ OverallLength = Shank Diameter |  Flute Number BS{i]: Unit : mm
3ETAL-D6.0L50 6.0 18.0 50 6.0 3 [ [ i 7)1® D R 7E L1 ERL R d DAL AKA45 AK925
3ETAL-D8.0L60 8.0 20.0 60 8.0 3 o () EDP NO. Flute Dia. Radius Length of Cut = Overall Length  Shank Diameter = Flute Number
SETAL-D10.0L75 100 U0 U 480 : L) ® 3ETL-D6.0L75 6.0 R0.3 20.0 75 6.0 3 ® ®
BETAL-D12.0L75 120 82,0 - 12.0 3 ® d 3ETL-D8.0L75 8.0 R 0.4 25.0 75 8.0 3 ® ®
4ETAL-D16.0L100 16.0 45.0 100 16.0 4 [ J L] 3ETL-D10.0L80 10.0 R0.5 30.0 80 10.0 3 o [ ]
AETAL-D20.0L100 200 50.0 100 200 4 - o 3ETL-D12.0L100 12.0 R 0.6 36.0 100 12.0 3 () °
AETAL-D25.0L150 25.0 70.0 150 25.0 4 d d 3ETL-D14.0L100 14.0 RO.7 40.0 100 14.0 3 [ ) [

H HOEETHER DB e EEe6E 4ETL-D16.0L100 16.0 R0.8 45.0 100 16.0 4 [ ]
NOTE: @ means items in stock 4ETL-D18.0L150 18.0 R0.9 60.0 150 18.0 4 o o
1 R L 3 I S Tk B S A T - 4ETL-D20.0L150 20.0 R 1.0 60.0 150 20.0 4 e (]

) - T BOERTEBER EIHEIRSRFESEHE85E

S ted t high rigidity side cl ing tool hold
uggested to use high rigidity side clamping tool holder NOTE: @ means items in stock

e AN RS BB ILEE IR RGFATIA -
Suggested to use high rigidity side clamping tool holder
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ihil 27) B= YIiAT) iGN 47]) B= YIiAT)

TUNGSTEN CARBIDE 2-FLUTE COR TUNGSTEN CARBIDE 4-FLUTE CORNE

b & L . M E

d= 3 -0.005~-0.028

A A

\

d= 3 -0.005~-0.028

<d= -0. ~-0. <d= - ~ - {
Il SiSie Do0- 00u I (234 0oz~ 00ur g -
18 <d -0.020 ~ -0.053 ' 18 <d -0.020 ~ -0.053 o '

@ BRI E /7 @ BRI E /
@ Micro-Grain Tungsten Carbide R @ Micro-Grain Tungsten Carbide R
BRAME : BARAME -
xR « EEH S5 TEH - R - EEH S - TEH -
REgs - 355 - BRI IR - i - 5518, - BARIEMN
Applicable material: Applicable materials:
Carbon steel, mold steel, alloy steel, welded steel, Carbon steel, mold steel, alloy steel,
tool steel, stainless steel, cast iron, heat-treated steel. tool steel, stainless steel, cast iron, heat-treated steel.

REIGEBESHIREEN » JRABER

WEER/IMERREYEET) - I EANHESHE R S R e

WAV VERRESET) - SfFEAEELHE

The R corner configurtion is excellent for cutting The R corner configurtion is excellent for cutting
high hardness materials without edge collapse. high hardness materials without edge collapse.
Also, It's replacable for small radius ball end mill, and Also, It's replacable for small radius ball end mill, and
permitting for corner cleaning and curving surface milling. permitting for corner cleaning and curving surface milling.
ES{iI: Unit : mm
E:E'\'u v 5: Bl s 2EL o0 = _ ___ BB Unit: mm
2ECR-D1.0L50-R02 1.0 2.0 0.2 50 4.0 2 0 D  FluteDia.  Radius Length jamete e Number  *
2EGRIDFoL0ER0Z 13 .0 02 =l = 2 o L 4ECR-D3.0L50-R02 3.0 0.2 7.5 50 4.0 4 ° D)
2ECR-D2.0L50-R02 2.0 5.0 0.2 50 4.0 2 [ J o
>ECR-D2 0L50-R05 20 50 05 50 70 > °® °® 4ECR-D3.0L50-R05 3.0 0.5 7.5 50 4.0 4 [ [
2ECR-D3.0L50-R02 3.0 6.0 0.2 50 4.0 2 . . 4ECR-D4.0L50-R02 4.0 0.2 10.0 50 4.0 4 . ‘
2ECR-D3.0L50-R05 3.0 6.0 0.5 50 4.0 2 [ J ( J 4ECR-D4.0L50-R05 4.0 0.5 10.0 50 4.0 4 [ ) o
2ECR-D4.0L50-R02 4.0 8.0 0.2 50 4.0 2 L [ J 4ECR-D4.0L50-R10 4.0 1.0 10.0 50 4.0 4 [ o
2ECR-D4.0L50-R05 4.0 8.0 0.5 50 4.0 2 s d 4ECR-D5.0L50-R02 5.0 0.2 12.0 50 6.0 4 o o
e T o £ L i - . : : 4ECR-D5.0L50-R05 5.0 0.5 12.0 50 6.0 4 ° ®
>ECR.D5.0L50.R05 50 12.0 0.5 50 6.0 5 ° ° 4ECR-D5.0L50-R10 5.0 1.0 12.0 50 6.0 4 o [
2ECR-D6.0L50-R02 6.0 20.0 0.2 50 6.0 2 o [ ) 4ECR-D6.0L50-R05 6.0 0.5 20.0 50 6.0 4 [ ) o
2ECR-D6.0L50-R05 6.0 20.0 0.5 50 6.0 2 [ J ® 4ECR-D6.0L50-R10 6.0 1.0 20.0 50 6.0 4 [ [ J
2ECR-DG.0L50-R10 6.0 200 ic? 50 6.0 2 L LJ 4ECR-D8.0L60-R02 8.0 0.2 25.0 60 8.0 4 o °
ottt 60 20.0 28 20 6. 2 L L) 4ECR-D8.0L60-R05 8.0 0.5 25.0 60 8.0 4 D) ®
2ECR-D8.0L60-R02 8.0 25.0 0.2 60 8.0 2 [ J [ J
>ECR-DB.0LGO-R05 8.0 5.0 05 50 30 > ° ° 4ECR-D8.0L60-R10 8.0 1.0 25.0 60 8.0 4 o [
2ECR-D8.0L60-R10 8.0 250 1.0 60 8.0 2 o Y 4ECR-D10.0L75-R02 10.0 0.2 30.0 75 10.0 4 (] [ )
2ECR-D8.0L60-R20 8.0 25.0 2.0 60 8.0 2 @ o 4ECR-D10.0L75-R05 10.0 0.5 30.0 75 10.0 4 [ ) (]
2ECR-D10.0L75-R05 10.0 30.0 0.5 75 10.0 2 o O 4ECR-D10.0L75-R10 10.0 1.0 30.0 75 10.0 4 o Y
AZCREDDILEARID || (0 £00 i 5 [0 2 L4 L 4ECR-D10.0L75-R20 | 100 2.0 30.0 75 10.0 4 D °
2ECR-D10.0L75-R15 10.0 30.0 1.5 75 10.0 2 [ J [ J
2ECR-D10.0L75-R20 100 30.0 20 =5 100 > ° ° 4ECR-D12.0L75-R02 12.0 0.2 30.0 75 12.0 4 [ o
2ECR-D10 0L75-R30 10.0 300 30 75 10.0 > ° 4ECR-D12.0L75-R05 12.0 0.5 30.0 75 12.0 4 o o
2ECR-D12.0L75-R05 12.0 30.0 05 75 12.0 2 M) ) 4ECR-D12.0L75-R10 12.0 1.0 30.0 75 12.0 4 (] o
2ECR-D12.0L75-R10 12.0 30.0 1.0 75 12.0 2 (] o 4ECR-D12.0L75-R20 12.0 2.0 30.0 75 12.0 4 o o
2ECR-D12.0L75-R15 12.0 30.0 1.5 75 12.0 2 L J ® 4ECR-D16.0L100-R10 16.0 1.0 45.0 100 16.0 4 [ [ )
Zggggggggiig Eg zgg ig ;2 1;8 2 : : 4ECR-D16.0L100-R20 |  16.0 2.0 45.0 100 16.0 4 o o
" sy ' ' ' ' = — it FOEXRTHER CIRIR A REFSS5688H
i HOERTHES LIHIR M REFSEH8TE

NOTE: it in stock
NOTE: @ means items in stock © @ means items in stoc
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TUNGSTEN CARBIDE 4-FLUTE POCKET T
ot

d= 3 -0.005~-0.028
3<d= 6 -0.015~-0.038
6 <d=18 -0.020 ~ -0.047
18<d -0.020 ~ -0.053

@ Bl E
@ Micro-Grain Tungsten Carbide

BEME :

Rl « HEH - S - THEH -

IR - iS5 - ERIBHTR IR -

Applicable materials:

Carbon steel, mold steel, alloy steel, tool steel,

stainless steel, cast iron, heat-treated steel, welded steel.

MAEEERTFAEEMT

Especially ideal for cutting stainless steel.

EEfiL: Unit : mm

J)& D IR L ERL R d &
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number AK45 AK925

4EP-D3.0L50 3.0 8 50 4.0 4 (] o
4EP-D4.0L50 4.0 1)1 50 4.0 4 [ [
4EP-D3.0L50-6 3.0 11 50 6.0 4

4EP-D4.0L50-6 4.0 11 50 6.0 4

4EP-D5.0L50 5.0 13 50 6.0 4 (] o
4EP-D6.0L50 6.0 15 50 6.0 4 [ [
4EP-D8.0L60 8.0 19 60 8.0 4 [ o
4EP-D10.0L75 10.0 22 75 10.0 4 [ o
4EP-D12.0L75 12.0 26 75 12.0 4 [ o
4EP-D14.0L80 14.0 30 80 14.0 4 [ [
4EP-D16.0L80 16.0 32 80 16.0 4 [ o
4EP-D18.0L100 18.0 40 100 18.0 4 [ [
4EP-D20.0L100 20.0 40 100 20.0 4 @ [

TED TR L1 ERL & d TE AK45
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number

4EPL-D3.0L50 3.0 12 50 4.0 4 o (
4EPL-D4.0L50 4.0 16 50 4.0 4 [ [
4EPL-D3.0L50-6 3.0 12 50 6.0 4

4EPL-D4.0L50-6 4.0 12 50 6.0 4

4EPL-D5.0L60 5.0 18 60 6.0 4 o [ ]
4EPL-D6.0L60 6.0 20 60 6.0 4 [ [ J
4EPL-D8.0L75 8.0 25 75 8.0 4 [ J [ ]
4EPL-D10.0L80 10.0 30 80 10.0 4 [ J [
4EPL-D12.0L100 12.0 36 100 12.0 4 o o
4EPL-D14.0L100 14.0 40 100 14.0 4 [ [
4EPL-D16.0L100 16.0 45 100 16.0 4 o o
4EPL-D18.0L150 18.0 60 150 18.0 4 [ [
4EPL-D20.0L150 20.0 60 150 20.0 4 [ [ ]

i B@BXRTHER NOTE: @ means items in stock PIH RS S EEE
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TUNGSTEN CARBIDE 4-FLUTE INTERNAL R CHAMF

d= 3 -0.005~-0.028 - S
u 3<d= 6 -0.015~-0.038
6 <d=18 -0.020 ~ -0.047
18 <d -0.020 ~ -0.053 E
® BiEMKITILEAE e

@ Micro-Grain Tungsten Carbide

BEME :

kR - EEH - S TRH

oD(h7)

Applicable material:
Carbon steel, mold steel, alloy steel, tool steel,

stainless steel, cast iron, heat-treated steel, welded steel.

EEfiI: Unit : mm

y g TH= = 7 T Pice 7

E%P Iilﬁ(') Fljjt(:eE I;a. R:dEs Lezgfolf_éut Overfﬁelr-]gth Shar*E I;i:a:weter FIuteDl:::J:t: Dia Flutﬁﬁﬂmber AK45  AK925
4EIR-D6.0L50-R10 6.0 R1.0 9 50 6.0 4.0 4 o [
4EIR-D6.0L50-R15 6.0 R1.5 9 50 6.0 3.0 4 o o
4EIR-D8.0L60-R20 8.0 R 2.0 12 60 8.0 4.0 4 o o
4EIR-D10.0L75-R25 10.0 R 2.5 15 75 10.0 5.0 4 o o
4EIR-D10.0L75-R30 10.0 R 3.0 15 75 10.0 4.0 4 o [ J
4EIR-D12.0L75-R40 12.0 R 4.0 24 75 16.0 4.0 4 o o
4EIR-D16.0L100-R50| 16.0 R 5.0 24 100 16.0 6.0 4 o [
4EIR-D20.0L100-R60| 20.0 R 6.0 30 100 20.0 8.0 4 o o
i HOERTEER PR RIFSSH0E

NOTE: @ means items in stock
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$hill 471 SBUNHILIEAT] ihill 47]E1= SELAILIEAT]
TUNGSTEN CARBIDE 4-FLUTE

A L

d= 3 -0.005~-0.028 L ‘ d= 3 -0.005~-0.028

3<d= 6 -0.015~-0.038 T 3<d= 6 -0.015~-0.038
> 6<d=18 -0.020 ~ -0.047 ' of hig 6 <d=18 -0.020 ~ -0.047
18<d -0.020 ~ -0.053 = 18<d -0.020 ~ -0.053
Y / Qy
@ BifmAIRILESE @ EHfNIIRILISME
@ Micro-Grain Tungsten Carbide @ Micro-Grain Tungsten Carbide

b

JA

»

-

oD(h7)

-

oD(h7)

%

E M EBRIE: R EY)
AK-45 _ Heavy duty REEBESURSEENE > A SRR - Heavy duty
Tungsten Carbide 0.5um WarEIVEERFZEE 7] - SI{EEAFshEEtE -
Co12% WC86.7% TC/Ta(Nb)C 1.3% E547: Unit : mm Feature:
The R corner configurtion is excellent for cutting high hardness materials without edge
collapse. Also, It's replacable for small radius ball end mill, and permitting for corner
4EHS-D3.0L50 3.0 45 =0 6.0 2 cleaning and curving surface milling. ES{i7: Unit : mm
4EHS-D4.0L50 4.0 6.0 50 6.0 4
4EHS-D5.0L50 5.0 7.5 50 6.0 4
4EHS-D6.0L50 6.0 9.0 50 6.0 4 4EHCR-D3.0L50R02 3.0 8.0 0.2 50 6.0 4 o
4EHS-D8.0L60 8.0 12.0 60 8.0 4 4EHCR-D3.0L50R05 3.0 8.0 0.5 50 6.0 4 [ )
4EHS-D10.0L75 10.0 15.0 75 10.0 4 4EHCR-D4.0L50R02 4.0 8.0 0.2 50 6.0 4 [ J
4EHS-D12.0L75 12.0 18.0 75 12.0 4 4EHCR-D4.0L50R05 4.0 11.0 0.5 50 6.0 4 [ J
2EHS-D16.0L100 16.0 240 100 16.0 2 4EHCR-D4.0L50R10 4.0 1.0 1.0 50 6.0 4 ®
4EHS-D20.0L100 20.0 30.0 100 20.0 4 4EHCR-D5.0L50R02 5.0 13.0 0.2 50 6.0 4 :
4EHCR-D5.0L50R05 5.0 13.0 0.5 50 6.0 4
jg::gjgtgg 4318 12?1(()) 28 28 : : 4EHCR-D5.0L50R10 5.0 13.0 1.0 50 6.0 4 o
- : : - 4EHCR-D6.0L50R03 6.0 13.0 0.3 50 6.0 4 [ )
@ DL 5.0 13.0 50 6.0 4 ® 4EHCR-D6.0L50R05 6.0 13.0 0.5 50 6.0 4 [ )
4EH-D6.0L50 6.0 13.0 o0 6.0 4 L4 4EHCR-D6.0L50R10 6.0 13.0 10 50 6.0 4 0
4EH-D8.0L60 8.0 19.0 60 8.0 4 L 4EHCR-D8.0L60R03 8.0 19.0 03 60 8.0 4 o
4EH-D10.0L75 10.0 22.0 75 10.0 4 L 4EHCR-D8.0L60R05 8.0 19.0 0.5 60 8.0 4 o
4EH-D12.0L75 12.0 26.0 75 12.0 4 [ ) 4EHCR-D8.0L60R10 8.0 19.0 1.0 60 8.0 4 o
4EH-D16.0L100 16.0 35.0 100 16.0 4 (] 4EHCR-D8.0L60R15 8.0 19.0 =5 60 8.0 4 [ ]
4EH-D20.0L100 20.0 40.0 100 20.0 4 () 4EHCR-D8.0L60R20 8.0 19.0 2.0 60 8.0 4 [ )
4EHM-D3.0L60 3.0 12.0 60 6.0 4 o 4EHCR-D10.0L75R03 10.0 22.0 0.3 60 10.0 4 [ )
4EHM-D4.0L60 4.0 16.0 60 6.0 4 M) 4EHCR-D10.0L75R05 10.0 22.0 05 75 10.0 4 o
4EHM-D5.0L60 50 18.0 60 6.0 4 [ 4EHCR-D10.0L75R10 10.0 22.0 1.0 75 10.0 4 [ J
4EHM-D6.0L60 6.0 20.0 60 6.0 4 ) 4EHCR-D10.0L75R15 10.0 22.0 1.5 75 10.0 4 [}
AEHM-DS 0L60 8.0 5.0 75 8.0 2 ° 4EHCR-D10.0L75R20 10.0 22,0 2.0 75 10.0 4 O
HEEREDI; 10.0 300 75 10.0 4 o dEHoR D20 TR0 | 120 250 T 5 20 3 .
jE:m:Blzgtng 128 228 1?8 128 j : 4EHCR-D12.0L75R10 12.0 26.0 1.0 75 12.0 4 o
. - . - 4EHCR-D12.0L75R15 12.0 26.0 15 75 12.0 4 ( J
AEHM-D20.0L100 20.0 50.0 125 20.0 4 L 4EHCR-D12.0L75R20 12.0 26.0 2.0 75 12.0 4 0
conbeey 3.0 15.0 60 6.0 4 L J 4EHCR-D12.0L75R30 12.0 26.0 3.0 75 12.0 4 0
4EHL-D4.0L60 4.0 20.0 60 6.0 4 o 4EHCR-D16.0L80R10 16.0 35.0 1.0 80 16.0 4 D)
4EHL-D5.0L60 5.0 22.0 60 6.0 4 [ ) 4EHCR-D16.0L80R15 16.0 35.0 1.5 80 16.0 4 [ ]
4EHL-D6.0L75 6.0 25.0 75 6.0 4 ® 4EHCR-D16.0L80R20 16.0 35.0 2.0 80 16.0 4 [ )
4EHL-D8.0L75 8.0 30.0 75 8.0 4 o 4EHCR-D16.0L80R30 16.0 35.0 3.0 80 16.0 4 [ )
4EHL-D10.0L80 10.0 35.0 80 10.0 4 o 4EHCR-D20.0L100R10 20.0 40.0 1.0 100 20.0 4 [ )
4EHL-D12.0L100 12.0 40.0 100 12.0 4 () 4EHCR-D20.0L100R15 20.0 40.0 1.5 100 20.0 4 [ )
4EHL-D16.0L110 16.0 55.0 110 16.0 4 o 4EHCR-D20.0L100R20 20.0 40.0 2.0 100 20.0 4 o
4EHL-D20.0L125 20.0 60.0 125 20.0 4 ) 4EHCR-D20.0L100R30 20.0 40.0 3.0 100 20.0 4 [ J
BRI B ES I8 AR A R - YN RS EE TR IERABAINEEE O BIEE TSRS AR ¢ LIRIRHRBES SRR

i E@EXRTEER NOTE: @ means items in stock i E@EXRTEER NOTE: @ means items in stock
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TUNGSTEN CARBIDE 4-FLUTE ROUGHI TUNGSTEN CARBIDE REAMERS

M ) ] | mEME: )
~ L1 '| —REERAL ~ SRR B EH - TN R s B8 o L X
d= 3 -0.005~-0.028 . = . . L
3<d= 6 -0.015~-0.038 =7 & Applicable material: <—J ‘
6 <d=18 -0.020 ~ -0.047 Ei \'g’" General stee!,alloy steell, mold steel, stainless steel, %}% s
18 <d -0.020 ~ -0.053 8 === copper, aluminum, cast iron.
@ BNk IS E C/
@ Micro-Grain Tungsten Carbide EE{i7:Unit: mm AZE H7
B DD JIE L1 2EL & d I8
i@ﬁ*ﬁ E : Diameter Length of Cut Overall Length Shank Diameter Flute Number
R - REH - 5= - TRH SRM478-D2.00 2.00 1 50 2.0 4
RS ~ 5L ~ FRERTEAAS IR - SRM478-D2.10 2.10 15 60 3.0 4
Applicable material: SRM478-D2.20 2.20 15 60 3.0 4
Carbon steel, mold steel, alloy steel, cast iron, tool steel,
stainless steel, heat-treated steel, welded steel. SRM478:D2.30 230 ° 60 30 4
BSi]: Unit : mm SRM478-D2.40 2.40 15 60 3.0 4
TE D TE Lt T eEL W g I SRM478-D2.50 2.50 15 60 3.0 4
Flute Dia. Length of Cut C Overall Length | Shank Diameter | Flute Number SRM478-D2.60 2.60 7 & 3.0 4
4EQ-D6.0L50 6.0 13.0 05 50 6.0 4 N SRR 279 i & 3.0 4
4EQ-D8.0L60 8.0 20.0 05 60 8.0 4 ® SIS DA 28 i e U c
4EQ-D10.0L75 10.0 23.0 05 75 10.0 4 o SRM478-D2.90 2.90 15 60 3.0 4
4EQ-D12.0L75 12.0 26.0 0.5 75 12.0 4 o SRM478-D3.00 3.00 15 60 3.0 4
4EQ-D14.0L80 14.0 28.0 0.5 80 14.0 4 o SRM478-D3.10 3.10 16 65 40 4
eveaw | we [ w0 [ oe [ w [ mer | 1 | 8 ; : 4
4EQ-D20.0L105 20.0 40.0 0.6 105 20.0 4 ° SRVKETEEE 3.30 16 6 4.0 4
4EQ-D22.0L105 22.0 45.0 0.6 105 22.0 4 SRM478-D3.40 3.40 18 70 4.0 4
4EQ-D25.0L120 25.0 50.0 0.6 120 25.0 4 o SRM478-D3.50 3.50 18 70 4.0 4
H HOEETEES LR RS EEI0E SRM478-D3.60 3.60 18 70 40 4
NOTE: @ means items in stock SRM478-D3.70 3.70 18 70 4.0 4
SRM478-D3.80 3.80 20 75 40 4
SRM478-D3.90 3.90 20 75 40 4
SRM478-D4.00 4.00 20 75 40 4
SRM478-D4.10 4.10 20 75 6.0 4
SRM478-D4.20 4.20 20 75 6.0 4
SRM478-D4.30 4.30 20 75 6.0 4
SRM478-D4.40 4.40 20 75 6.0 4
SRM478-D4.50 4.50 20 75 6.0 4
SRM478-D4.60 4.60 20 75 6.0 4
SRM478-D4.70 470 20 75 6.0 4
SRM478-D4.80 4.80 23 86 6.0 4
SRM478-D4.90 4.90 23 86 6.0 4
SRM678-D5.00 5.00 23 86 6.0 6
SRM678-D5.10 5.10 23 86 6.0 6
SRM678-D5.20 5.20 23 86 6.0 6
SRM678-D5.30 5.30 23 86 6.0 6

X EHOEXRTBETZ NOTE:@means items in stock
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TUNGSTEN CARBIDE RE/ TUNGSTEN CARBIDE REA

EEHE EEHE
—RESR s A2 A TR IR 48 58 o . | —REERA s SR AEEM - TR - 8 88 5 - !
Applicable material: L1 . Applicable material: L1 1
General steel,alloy steel, mold steel, stainless steel, A — -3} General steel,alloy steel, mold steel, stainless steel, Qe —a31
copper, aluminum, cast iron. copper, aluminum, cast iron.
BAL:Unit: mm AZE H7 BE{7:Unit: mm /A% H7
SRM678-D5.40 5.40 26 95 6.0 6 SRM678-D8.80 8.80 36 125 10.0 6
SRM478-D5.50 5.50 26 95 6.0 6 SRM678-D8.90 8.90 36 125 10.0 6
SRM678-D5.60 5.60 26 95 6.0 6 SRM678-D9.00 9.00 36 125 10.0 6
SRM478-D5.70 5.70 26 95 6.0 6 SRM678-D9.10 9.10 36 125 10.0 6
SRM678-D5.80 5.80 26 95 6.0 6 SRM678-D9.20 9.20 36 125 10.0 6
SRM678-D5.90 5.90 26 95 6.0 6 SRM678-D9.30 9.30 36 125 10.0 6
SRM678-D6.00 6.00 26 95 6.0 6 SRM678-D9.40 9.40 36 125 10.0 6
SRM678-D6.10 6.10 28 100 8.0 6 SRM678-D9.50 9.50 36 125 10.0 6
SRM678-D6.20 6.20 28 100 8.0 6 SRM678-D9.60 9.60 38 130 10.0 6
SRM678-D6.30 6.30 28 100 8.0 6 SRM678-D9.70 9.70 38 130 10.0 6
SRM678-D6.40 6.40 28 100 8.0 6 SRM678-D9.80 9.80 38 130 10.0 6
SRM678-D6.50 6.50 28 100 8.0 6 SRM678-D9.90 9.90 38 130 10.0 6
SRM678-D6.60 6.60 28 100 8.0 6 SRM678-D10.00 10.00 38 130 10.0 6
SRM678-D6.70 6.70 28 100 8.0 6 SRM678-D10.10 10.10 38 130 12.0 6
SRM678-D6.80 6.80 31 110 8.0 6 SRM678-D10.20 10.20 38 130 12.0 6
SRM678-D6.90 6.90 31 110 8.0 6 SRM678-D10.30 10.30 38 130 12.0 6
SRM678-D7.00 7.00 31 110 8.0 6 SRM678-D10.40 10.40 38 130 12.0 6
SRM678-D7.10 7.10 31 110 8.0 6 SRM678-D10.50 10.50 38 130 12.0 6
SRM678-D7.20 7.20 il 110 8.0 6 SRM678-D10.60 10.60 38 130 12.0 6
SRM678-D7.30 7.30 31 110 8.0 6 SRM678-D10.70 10.70 42 142 12.0 6
SRM678-D7.40 7.40 3l 110 8.0 6 SRM678-D10.80 10.80 42 142 12.0 6
SRM678-D7.50 7.50 31 110 8.0 6 SRM678-D10.90 10.90 42 142 12.0 6
SRM678-D7.60 7.60 31 110 8.0 6 SRM678-D11.00 11.00 42 142 12.0 6
SRM678-D7.70 7.70 31 110 8.0 6 SRM678-D11.10 11.10 42 142 12.0 6
SRM678-D7.80 7.80 31 110 8.0 6 SRM678-D11.20 11.20 42 142 12.0 6
SRM678-D7.90 7.90 31 110 8.0 6 SRM678-D11.30 11.30 42 142 12.0 6
SRM678-D8.00 8.00 31 110 8.0 6 SRM678-D11.40 11.40 42 142 12.0 6
SRM678-D8.10 8.10 33 117 10.0 6 SRM678-D11.50 11.50 42 142 12.0 6
SRM678-D8.20 8.20 33 117 10.0 6 SRM678-D11.60 11.60 42 142 12.0 6
SRM678-D8.30 8.30 33 M7 10.0 6 SRM678-D11.70 11.70 42 142 12.0 6
SRM678-D8.40 8.40 33 117 10.0 6 SRM678-D11.80 11.80 42 142 12.0 6
SRM678-D8.50 8.50 33 117 10.0 6 SRM678-D11.90 11.90 45 151 12.0 6
SRM678-D8.60 8.60 36 125 10.0 6 SRM678-D12.00 12.00 45 151 12.0 6
SRM678-D8.70 8.70 36 125 10.0 6
T EO@ERTBEFE NOTE:@means items in stock T EHOERTBEE NOTE:@means items in stock
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5ty 27)EREIT7 357 TUNGSTEN CARBIDE 2-FLUTE BALL END MILL
@ BB LSS B (—RBMICIER)

@Micro-Grain Tungsten carbide(For General Machining Center)

it TR - B a2 TEH  E588 - FEE HEEHE  HES WEER  MHAS  BEAS
REDEIM A28 TER
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
e ~ 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
gﬁﬂ
REE mm rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
END MILL
"radius" mm
RO.5 |28000~50000| 600~1100 | 24000~42000 | 350~700 |10000~20000 | 100~250 8000~11000 80~220
R1.0 |14000~25000| 600~1100 | 12000~21000 | 350~700 | 5000~11000 | 100~250 4000~5500 80~220
R1.5 |10000~17000 | 600~1100 8000~13500 350~700 3500~6000 100~250 3000~4000 80~220
R2.0 7000~12500 600~1100 5600~10000 350~800 2600~5000 100~270 2500~2800 80~250
R2.5 6000~10000 | 600~1100 4200~8000 350~800 2200~3500 100~270 2000~2500 80~250
R3.0 5000~8500 600~1200 3800~7000 350~900 2000~3000 100~270 1500~2200 80~250
R4.0 3500~6500 600~1200 2600~5000 450~900 1800~2500 100~270 1200~2000 80~250
R5.0 2800~5000 600~1350 2200~4200 450~900 1500~2000 100~270 900~1500 80~250
R6.0 2500~4500 600~1350 1800~3300 400~900 1000~1500 100~270 700~1200 80~250
R7.0 2200~3600 600~1300 1800~2800 400~900 900~1500 100~270 600~1000 80~250
R8.0 1800~3200 500~1100 1300~2600 400~900 800~1100 100~270 500~900 80~250
R10.0 | 1500~2600 500~1000 1200~2200 400~850 600~900 80~220 400~700 60~180
R12.5 | 1300~2200 400~900 850~1600 300~660 450~800 80~220 350~500 60~180
) Pf Pf
BALIHIE RS “ -
Mo, Cunfg ! Kal Ka=~0.06 R IR Ka=~0.2R N« a_l Ka =~0.03R
T ¢ Pi=~01R Coarse Cutting Pf=~0.5R 1 Pf=~005R
Py ' e =
5 2R BT 55 TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

@i Bl kL IR B (—RRM/CIER) @\Micro-Grain Tungsten carbide(For High Speed Machining Center)

#it1 - TR B G - TEM - E8#H R MR  SAEE HRIEH  MASE  HESE
LRI a2 TEHE
WORKPIECE SS41 845C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS

B ~ 300 HB 30 ~ 45 HRC 45~55 HRC 55 ~65 HRC

HARDNESS

Y#E7)
ET\I% 3& rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

R0.5 32000~55000| 1300~2800 | 32000~55000 | 1200~2450 |20000~35000| 700~1350 | 10000~20000 100~250

R1.0 16000~27500 | 1300~2800 | 16000~27000 | 1200~2450 | 10000~19000 [ 700~1450 5000~10000 100~250

R1.5 10000~18000 | 1300~2800 | 10000~18000 | 1200~2450 | 7000~13000 | 700~1450 3500~6000 100~250

R2.0 9000~17000 | 1700~3200 9000~17000 | 1300~2700 | 7000~12000 | 950~1900 2800~5500 120~280

R2.5 9000~17000 | 2000~3800 9000~16000 | 1400~2800 | 6000~11000 | 1000~2000 2000~4000 120~280

R3.0 8500~15000 | 2200~4100 7000~13000 | 1300~2700 | 6000~11000 | 1100~2300 1500~3000 120~280

R4.0 6000~11000 | 1800~3100 5500~10000 | 1000~2100 | 4500~8000 900~1700 1200~2500 100~250
R5.0 5000~9000 1200~2700 4500~8000 900~1700 3500~6500 | 700~1350 900~2000 100~250
R6.0 4200~8000 1000~2100 3500~7000 700~1450 2800~5500 500~1150 700~1500 100~250
R7.0 4000~7000 1100~1900 3500~6000 600~1200 2500~4500 500~1150 600~1100 100~250
R8.0 3200~6000 800~1700 2800~5500 500~1050 2200~4200 | 450~1050 500~1100 100~250
R10.0 2500~5000 600~1300 2200~4200 400~900 1700~3500 320~750 400~900 100~250
R12.5 2000~4000 500~1100 1800~3500 300~750 1200~2500 250~500 350~700 100~250

RALIHIE f _ f _
Max. Cutting Ka Ka=~0.03R ‘r—"‘Ka_ Ka=~0.015R

Pf=~0.05R T Pf=~0.025R
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E5i 370ERBITEET)
@Bk L 311 B (—MRM/CTERS)

TUNGSTEN CARBIDE 3-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For General Machining Center)

#M - TR - a&il - TEHE 288 - N#E AREH - NS5E NREH MASE BESE
eI a2 T\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
e ~ 300 HB 30~ 45 HRC 45 ~55 HRC 55 ~65 HRC
It
E'?\J% mlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm
R3.0 5000~8500 600~2400 3800~7000 350~1800 2000~3000 100~540 1500~2200 80~500
R4.0 3500~6500 600~2400 2600~5000 450~1800 1800~2500 100~540 1200~2000 80~500
R5.0 2800~5000 600~2700 2200~4200 450~1800 1500~2000 100~540 900~1500 80~500
R6.0 2500~4500 600~2700 1800~3300 400~1800 1000~1500 100~540 700~1200 80~500
R7.0 2200~3600 600~2700 1800~2800 400~1800 900~1500 100~540 600~1000 80~500
R8.0 1800~3200 600~2200 1300~2600 400~1800 800~1100 100~540 500~900 80~500
R10.0 1500~2600 600~2000 1200~2200 400~1700 600~900 80~440 400~700 60~360
R12.0 1300~2200 600~1800 850~1600 300~1320 450~800 80~440 350~500 60~360
RAUHIE
Max. Cutting Pt Ka=~0.1R FEO0 B Ka=~03R Ka =~0.05R Ka=~0.15R
: —'j_r;—lf Ka Pf=~03R Coarse Cutting Pf=~0.2 R Pf=~0.15R Pf=~0.05R

g5 370ERBUITEET)
@ AT S B (— MR/ )

‘ T TR
HOIHIM aeE . THE

WORKPIECE SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

TUNGSTEN CARBIDE 3-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For High Speed Machining Center)
BRI - A% AREH  MPSE RESS

& - TR S8 « THH

SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

HARDENED STEELS

e ~ 300 HB 30~45HRC 45 ~55 HRC 55 ~65 HRC

HARDNESS

YI#t7)

ET\% HEL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)

“radius" mm

R30 | 8500~15000 | 2200~8200 | 7000~13000 | 1300~5400 | 6000~11000 | 1100~4600 | 1500~3000 | 120~560
R40 | 6000~11000 | 1800~6200 | 5500~10000 | 1000~4200 | 4500~8000 | 900~3400 | 1200~2500 | 100~500
R50 | 5000-9000 | 1200~5400 | 4500~8000 | 900~3400 | 3500~6500 | 700~2700 | 900~2000 100~500
R6.0 | 4200-8000 | 1000~4200 | 3800~7000 | 700~2900 | 2800~5500 | 500~2300 | 700~1500 100~500
R7.0 | 4000~7000 | 1100~3800 | 3500~6000 | 600~2400 | 2500~4500 | 500~2300 | 600~1100 100~500
R80 | 3200~6000 | 800~3400 | 2800~5500 | 500~2100 | 2200~4200 | 450~2100 | 500~1100 100~500
R10.0 | 2500~5000 | 600~2600 | 2200~4200 | 400~1800 | 1700~3500 | 320~1500 | 400~900 100~500
R125 | 2000-4000 | 500~2200 | 1800~3500 | 300~1500 | 1200~2500 | 250~1000 | 350~700 100~500

BATHIE

Max. Cuting - Ka=~0.03 R o Ka=~0.015R

T i ks PF=~0.05R T i ke Pf=~0.025R
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Eed 47JEKBITI#ET)
@ ZA IR L EB 1 B (—IRM/CTER)

TUNGSTEN CARBIDE 4-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For General Machining Center)

#M  TRRE - el TR - £8H 78 ERIEH - NS5E AREH  MASE BESE
REDHIAA aH - TS
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
HAREISEESS ~ebilil 30 ~45HRC 45 ~55 HRC 55 ~65 HRC
vE: )
Eﬁg %TL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm
R3.0 5000~8500 600~2400 3800~7000 350~1800 2000~3000 100~540 1500~2200 80~500
R4.0 3500~6500 600~2400 2600~5000 450~1800 1800~2500 100~540 1200~2000 80~500
R5.0 2800~5000 600~2700 2200~4200 450~1800 1500~2000 100~540 900~1500 80~500
R6.0 2500~4500 600~2700 1800~3300 400~1800 1000~1500 100~540 700~1200 80~500
R7.0 2200~3600 600~2700 1800~2800 400~1800 900~1500 100~540 600~1000 80~500
R8.0 1800~3200 550~2200 1300~2600 400~1800 800~1100 100~540 500~900 80~500
R10.0 1500~2600 500~2000 1200~2200 400~1700 600~900 80~440 400~700 60~360
R12.5 1300~2200 400~1800 850~1600 300~1320 4500~800 80~440 350~500 60~360
EAHE pf Ka=~0.1R 0T Ka=~03R Ka=~0.05R Ka=~0.15R
Max. Cutting ﬂ _l ka Pf=~03R Coarse Cutting Pf=~0.2 R Pf=~0.15R Pf=~0.05R

GRS 47JEKBITIEE )
@ ZHIHHITRL S B (—MRM/CTER)

i #iit el - B~
DI aem. TEH
WORKPIECE SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

TUNGSTEN CARBIDE 4-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For High Speed Machining Center)
MRIEH - SNES AREH  MHSE  RESS

&l - TEH S8 R

SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

HARDENED STEELS

B ~ 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC

HARDNESS

Y#E7)
ET\I% %TL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

R3.0 | 8500~15000 | 2200~8200 | 7000~13000 | 1300~5400 | 6000~11000 | 1100~4600 | 1500~3000 | 120~560
R4.0 | 6000~11000 | 1800~6200 | 5500~10000 | 1000~4200 | 4500~8000 | 900~3400 | 1200~2500 | 100~500
R50 | 5000~9000 | 1200~5400 | 4500~8000 | 900~3400 | 3500~6500 | 700~2700 | 900~2000 | 100~500
R6.0 | 4200~8000 | 1000~4200 | 3800~7000 | 700~2900 | 2800~5500 | 500~2300 | 700~1500 | 100~500
R7.0__| 4000~7000 | 1100~3800 | 3500~6000 | 600~2400 | 2500~4500 | 500~2300 | 600~1100 | 100~500
R8O | 3200~6000 | 800~3400 | 2800~5500 | 500~2100 | 2200~4200 | 450~2100 | 500~1100 | 100~500
R10.0_| 2500~5000 | 600~2600 | 2200~4200 | 400~1800 | 1700~3500 | 320~1500 | _400~900 100~500
R125_| 2000~4000 | 500~2200 | 1800~3500 | 300~1500 | 1200~2500 | 250~1000 | _ 350~700 100~500

e o Ka=~0.03R or Ka = ~0.015 R

Tr i ks Pf=~005R Tr i ks PF=~0.025R
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E5i 270118t/
@ Z kIR E

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide

B - ERE - B el - TRH &858 - ARH NREH  KE5E AREH  MASE  BESE
#REDHIAA a%E - TER
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS

e ~ 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
7]
EF:\I% rManL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)

“radius" mm
D1.0 14000~19500 55~90 7000~11000 35~65 4000~7000 25~45 3000~4000 10~35
D2.0 8500~11000 75~120 4000~6350 40~80 3000~4000 25~45 1500~2200 15~40
D3.0 6000~9000 130~180 3000~5000 50~100 2000~2800 30~60 1000~1700 20~50
D4.0 5000~7500 160~240 2700~4500 70~140 1500~2200 30~60 900~1500 25~60
D5.0 4500~7000 150~300 2200~4000 80~160 1200~1900 30~60 600~1200 30~70
D6.0 4000~6500 150~420 2000~3600 100~210 1000~1600 30~60 500~1100 40~80
D8.0 2800~5000 150~420 1400~3000 100~210 800~1200 25~60 350~850 40~80
D10.0 2200~4000 150~420 1000~2200 100~210 600~980 25~60 300~700 40~80
D12.0 1800~3000 120~380 900~1900 100~210 500~800 25~60 280~600 40~80
D16.0 1800~2500 160~300 800~1400 80~180 350~600 20~65 250~450 30~70
D18.0 1400~2200 150~260 700~1200 60~150 250~550 20~65 200~400 25~60
D20.0 1200~2000 120~240 600~1100 50~140 200~500 20~50 180~350 20~50
D25.0 1000~1800 100~190 500~900 50~120 150~400 15~50 130~280 15~50

F— i-‘[zﬁ' ATL D=~3mmKa=~0.3D I—-D-I D = ~3 mm Ka = ~0.02D

Max. Cutting ?L, .7'2"/;‘,_. Ka D= 3mm~Ka=~05D l771--;. e — €} D= 3mm~Ka=~0.05D

L BAL

E5i 27)17887)
@ Z kIR LB E

TUNGSTEN CARBIDE 2-FLUTE FLUTE END MILL

@®Micro-Grain Tungsten carbide

. #7  ikRl B8 & - TEH - EE# - RH#H AREHE ST BRI « MASE  FEGE
#REDHIAA asE - TEME
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
H AgﬁﬁESS ~300 HB 30 ~45 HRC 45 ~55 HRC 55 ~65 HRC
7]
Eﬁ% alTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm
D1.0 14000~19500 80~110 8000~11000 35~80 4000~7000 25~60 3000~4000 10~35
D2.0 8500~11000 90~150 4000~6350 50~100 3000~4000 25~70 1500~2200 15~40
D3.0 6500~9000 130~250 3000~5000 60~140 2000~2800 30~90 1000~1700 30~60
D4.0 5500~7500 160~320 2700~4500 800~180 1500~2200 30~90 900~1500 30~60
D5.0 5000~7000 200~450 2500~4000 100~240 1200~1900 40~120 600~1200 30~70
D6.0 4500~5500 250~450 2200~3600 120~300 1000~1600 40~120 500~1100 30~70
D8.0 3200~4500 250~450 1600~3000 120~300 800~1200 40~120 350~850 30~70
D10.0 2800~3600 250~420 1200~2500 120~300 600~980 40~120 300~700 30~70
D12.0 2200~3000 250~320 1100~1900 120~270 500~800 30~90 280~600 25~60
D16.0 1800~2500 200~300 800~1500 100~240 350~600 30~90 250~450 25~60
D18.0 1500~2200 180~300 700~1300 80~216 250~550 30~90 200~400 25~60
D20.0 1200~1800 150~250 600~1200 70~150 200~500 20~90 180~350 15~60
D25.0 1000~1430 120~220 500~900 60~130 150~400 20~90 130~280 15~60
i Ka=~25D A Ka=~25D
o JKa W = ~0.05D JKa W = ~0.025 D
/3 /3
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g5 370175t/
@ Z IR LB E

#irs ~ IRl - 358
REDEIA asE - TEHE
WORKPIECE SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

TUNGSTEN CARBIDE 3-FLUTE END MILL

@®Micro-Grain Tungsten carbide
RREH - SES MR  MAEE  RESS

HEAT RESISTANT ALLOY STEELS
TITANIUM ALLOYS

a&if - TRH - RE# - FHH

SCM SKD NAK101 SUS304 HARDENED STEELS

B ~ 300 HB 30 ~ 45 HRC - .
HARDNESS 45 ~55 HRC 55 ~65 HRC

Vi)
Eﬁg HEL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

D3.0 6000~9000 130~270 3000~5000 50~150 2000~2800 30~90 1000~1700 20~75
D4.0 5000~7500 160~360 2700~4500 70~210 1500~2200 30~90 900~1500 25~90
D5.0 4500~7000 150~450 2200~4000 80~240 1200~1900 30~90 600~1200 30~105
D6.0 4000~6500 150~630 2000~3600 100~310 1000~1600 30~90 500~1100 40~120
D8.0 2800~5000 150~630 1400~3000 100~310 800~1200 25~90 350~850 40~120
D10.0 2200~4000 150~630 1000~2200 100~310 600~9800 25~90 300~700 40~120
D12.0 1800~3000 120~630 900~1900 100~310 500~8000 25~90 280~600 40~120
D16.0 1800~2500 160~570 800~1400 80~270 350~600 20~95 250~450 30~105
Y 0 O i R I O W o i
Max. Cutting %" a = 3 mm ~Ka = ~0. Q/_;.Zz_‘.j_ a = 3 mm~Ka = ~O0.

TUNGSTEN CARBIDE 3-FLUTE END MILL
@Micro-Grain Tungsten carbide
R - SNESE

HEAT RESISTANT ALLOY STEELS
TITANIUM ALLOYS

E58 37035t/
@ ZHkIR LB E

i #it  Bel - B
DI aem. TEH

WORKPIECE SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

&l - TE# S8 R AREH  MRASE FEGE

SCM SKD NAK101 SUS304 HARDENED STEELS

e ~ 300 HB 30 ~ 45 HRC - -
HARDNESS 45 ~55 HRC 55 ~65 HRC

Y#E7)
ET\I% uTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

D3.0 6500~9000 130~370 3000~5000 60~210 2000~2800 30~130 1000~1700 30~90
D4.0 5500~7500 160~480 2700~4500 80~270 1500~2200 30~130 900~1500 30~90
D5.0 5000~7000 200~670 2500~4000 100~360 1200~1900 40~180 600~1200 30~105
D6.0 4500~5500 250~670 2200~3600 120~450 1000~1600 40~180 500~1100 30~105
D8.0 3200~4500 250~670 1600~3000 120~450 800~1200 40~180 350~850 30~105
D10.0 | 2800~3600 250~630 1200~2500 120~450 600~980 40~180 300~700 30~105
D12.0 | 2200~3000 250~480 1100~1900 120~450 500~800 30~130 280~600 25~90
D16.0 | 1800~2500 200~450 800~1500 100~360 350~600 30~130 250~450 25~90
W Ka=~25D ’\ Ka=~25D
BALIHIE
Max. Cutting JKa W =~0.05 D JKa W =~0.025 D
v /2 v /2
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2TP

fsty 270 B #Ht/) TUNGSTEN CARBIDE 2-FLUTE END MILL f5y 47)11#%./) TUNGSTEN CARBIDE 4-FLUTE END MILL
@B TR L 382 DR TI 3] @ BT LR

@Micro-Grain Tungsten carbide @Micro-Grain Tungsten carbide

B - ERE - B el - TRH &858 - ARf MR - NSE AREH  MASE  BESE B - R - a&il - TRH - S8H - A## R - NS5E ARIEH MASE BESE
WEDAIN a%H - TEH IR &2 TEH
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS SKS FC250 FCD TITANIUM ALLOYS
e ~ 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC e ~ 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
VL)) YEE7)
EF:\I% rManL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) EF:\I% %’EL rpm(min-1) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm “radius" mm
D1.0 14000~18000 70~100 8000~11000 40~70 7000~8500 30~50 3000~3500 12~23 D3.0 6000~9000 150~360 3000~5000 80~200 2000~1800 35~120 1300~1800 30~100
D2.0 10000~14000 75~125 6000~8500 50~85 5000~6500 40~60 2300~2800 18~28 D4.0 5000~7500 200~480 2700~4500 100~280 1500~1500 40~120 1100~1500 40~120
D3.0 8000~11000 80~145 4500~6500 50~90 4000~5500 50~70 1800~2500 20~35 D5.0 4500~7000 250~600 2200~4000 120~320 1200~1300 50~120 1000~1300 50~140
D4.0 7000~10000 70~145 4000~7000 65~120 3200~4500 50~80 1600~2200 22~40 D6.0 4000~6500 300~840 2000~3600 150~420 1000~1200 60~120 950~1200 60~160
D5.0 3500~4000 70~125 1800~2500 45~80 1600~2000 35~65 700~900 15~25 D8.0 2800~5000 300~840 1400~3000 150~420 800~1000 60~120 700~900 60~160
D6.0 3000~3500 70~150 1700~2200 45~80 1400~1700 35~65 600~700 15~25 D10.0 2200~4000 300~840 1000~2200 150~420 600~900 60~120 550~800 60~160
D8.0 2600~3200 70~150 1400~2000 45~80 1200~1500 35~65 500~600 15~25 D12.0 2200~3000 300~570 900~1900 150~420 500~700 60~120 450~600 60~160
W w D16.0 1800~2500 250~520 850~1400 130~360 350~500 50~130 300~500 50~140
R -~ Ka=~25D W=-~0.02D t D18.0 1400~2200 220~520 700~1200 100~360 250~450 40~130 280~400 35~120
,\ﬁ;f?ﬂﬁ ===fes & Ka D20.0 | 1200~2000 200~480 600~1100 100~280 200~360 40~100 250~380 30~100
& - D25.0 1000~1800 150~380 500~800 80~240 150~300 30~100 200~300 25~100
Ka=~25D W=~0.01D D < 025 D B < 0.05 D
= a=~0. E a=~0.

4TP

5 4707157 TUNGSTEN CARBIDE 4-FLUTE FLUTE END MILL FEEE 42017857 TUNGSTEN CARBIDE 4-FLUTE END MILL
Y e TR YA S =AVE W) @B BTt E

@®Micro-Grain Tungsten carbide @Micro-Grain Tungsten carbide

. #M - kil S5 el - TEH - E88 - FEil RIEW  ShE=E ARIER  MHSE  RESE . B - TRl S5 el - TEH  H8H Rl ARIEH - S5 HEIEH MASE RESE
HEDHIN 2@ TEH IR &2 I8H
WORKPIECE =~ SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS WORKPIECE ~ SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS SKS FC250 FCD TITANIUM ALLOYS
H AgﬁﬁESS ~ 300 HB 30 ~45HRC 45 ~55 HRC 55 ~65 HRC H AREEEESS ~ 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
T%7) 3570
ERI,\I% aITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) ET\I% %TL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm "radius" mm
D4.0 3000~3500 120~200 1700~2200 50~85 1400~1700 50~80 600~700 20~35 D3.0 6500~9000 200~500 3000~5000 100~280 2000~2800 40~180 1000~1700 30~120
D5.0 2600~3200 120~200 1400~2000 70~125 1200~1500 60~100 500~600 25~40 D4.0 5500~7500 300~640 2700~4500 160~360 1500~2200 50~180 900~1500 40~120
D6.0 3500~4000 70~125 1800~2500 45~80 1600~2000 35~65 700~900 15~25 D5.0 5000~7000 300~900 2500~4000 160~480 1200~1900 60~240 600~1200 50~140
D8.0 3000~3500 120~200 1700~2200 50~55 1400~1700 50~80 600~700 20~35 D6.0 4500~5500 400~900 2200~3600 200~600 1000~1600 80~240 500~1100 70~140
D10.0 2600~3200 120~200 1400~2000 70~110 1200~1500 60~100 500~600 25~40 D8.0 3200~4500 400~900 1600~3000 200~600 800~1200 80~240 350~850 70~140
W w D10.0 2800~3600 400~840 1200~2500 200~600 600~980 80~240 300~700 70~140
- Ka=~25D W=~0.02D t D12.0 2200~3000 400~640 1100~1900 200~540 500~800 80~180 280~600 70~120
,\if?ﬁﬁ & Ka & Ka D16.0 | 1800~2500 300~600 800~1500 150~480 350~600 60~180 250~450 50~120
— 1 — D18.0 1500~2200 280~600 700~1300 130~430 250~550 60~180 200~400 40~120
Ka=~25D W=~0.01D D20.0 1200~1800 250~500 600~1200 120~300 200~500 50~180 180~350 40~120
D25.0 1000~1430 220~440 500~900 100~260 150~400 40~180 130~280 30~120
W Ka=~15D A Ka=~1.0D
Ver auting JKa W =~0.05D JKa W =~0.02 D
I, I,
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iR A E8E 42037 %5t8/)
@Bk L 311 B (—MRM/CTERS)

TUNGSTEN CARBIDE 4-FLUTE END MILL

@Micro-Grain Tungsten carbide(For General Machining Center)

#M - TR - a&il - TEHE 288 - N#E AREH - NS5E NREH MASE BESE
eI a2 T\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
e ~ 300 HB 30~ 45 HRC 45 ~55 HRC 55 ~65 HRC
I#%T)
E'?\l% GITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm
D3.0 6300~9000 550~730 5200~6000 380~470 3700~4600 280~350 1850~2300 95~120
D4.0 4700~6500 550~730 4000~4500 420~470 2800~3500 320~400 1450~1800 100~135
D5.0 3700~5200 630~750 3000~3600 450~500 2250~2800 320~400 1200~1500 100~150
D6.0 3100~4500 630~750 2500~3000 500~570 2000~2500 350~430 1050~1300 120~150
D8.0 2300~3400 600~700 1800~2300 450~550 1525~1900 360~450 720~900 120~150
D10.0 1800~2700 500~650 1500~1800 450~550 1200~1500 320~400 560~700 100~125
D12.0 1500~2300 500~650 1200~1500 400~470 1050~1300 300~380 520~650 100~125
D16.0 1000~1800 450~650 1000~1200 350~400 800~1000 265~330 440~550 75~95
D20.0 900~1400 350~550 800~900 300~370 680~850 240~300 360~450 75~95
S I"D*f Ka=~05D i--[l-;, Ka = ~0.05 D
Max. Cutting m ——[Ka @rﬁ_ Ka

1Rl R A E8E 423755 /)
@ AT S5 B (— MR/ )

1 TR
wOIHIM aeE. THE
WORKPIECE SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

TUNGSTEN CARBIDE 4-FLUTE FLUTE END MILL

@ Micro-Grain Tungsten carbide(For General Machining Center)
HREH - ShaE AREH  MASE  FESS

& - TE# 88  THH

SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS

TITANIUM ALLOYS

B ~ 300 HB 30 ~ 45 HRC 4555 HRC 55 ~65 HRC

HARDNESS

YIdt7)

ET\I% m;& rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

D30 | 8200~11000 | 700~1000 | 6500~7200 | 500~600 | 5400~6500 | 400~500 | 2800~3500 | 180~220
D40 | 6000~88000 | 800~1200 | 4800~5400 | 550~620 | 40005000 | 425530 | 2100~2600 | 180~220
D50 | 4800~7000 | 800~1200 | 3800~4500 | 550~620 | 3200~4000 | 440~550 | 1800~2200 | 180~220
D6.0 | 4000-5500 | 850~1500 | 3200~3700 | 600~750 | 2800~3500 | 440~550 | 1520~1900 | 180~220
D80 | 3000-4200 | 850~1500 | 2300~2800 | 580~700 | 2250~2800 | 460~570 | 1200~1500 | 160~200
D10.0_| 2400~3400 | 800~1250 | 18002350 | 550~650 | 1750~2200 | 440~550 | 960~1200 | 150~185
D120 | 20002800 | 800~1250 | 1500~2000 | 500~600 | 1600~2000 | 400~500 | _720~900 150~185
D160 | 1400~2300 | 700~1000 | 1000~1500 | 400~550 | 1200~1500 | 350~430 | _600~750 150~185
D20.0_| 1000~1800 | 500~800 | 800~1250 | 350~500 | 960~1200 | 310~380 | 520~650 150~185
- N Ka=~15D ! Ka=~10D
I\ifgft{i JKa W=~0.02D JKa W =~0.05D
I, I,
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ik A E G 42J3758/)
@Bk S B (—MRM/CTER)

il 7 Temsl
WD = ao@- TEE
WORKPIECE FC250 FCD SS41 S45C S50C SCM
SNCM SK SKS

TUNGSTEN CARBIDE 4-FLUTE END MILL

@Micro-Grain Tungsten carbide(For General Machining Center
Bl TE#E  25H Bl TER#E 25H aE

HEAT RESISTANT ALLOY STEELS
TITANIUM ALLOYS

SCM SKD NAK55 NAK101 SUS316 SKD SUS304

EE ~ 300 HB ~300 HB . . -
HARDNESS 30 ~40 HRC 38 ~45 HRC 45 ~55 HRC

YIgt7)

Eﬁg WL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)

“radius" mm

D6.0 5000~5900 | 600~710 [ 3500~4600 | 270~550 |2600~3200| 200~260 | 2100~2700 | 170~220 | 1300~1700 90~110

D8.0 3800~4500 [ 600~710 |2500~3500 | 310~550 [2000~2500 [ 240~290 | 1500~2000 | 200~250 | 1000~1300 | 120~150
D10.0 | 3000~3600 | 600~710 | 2000~2800 [ 330~550 |1500~2000 | 550~310 [1300~1600 | 210~260 | 850~1100 130~170
D12.0 | 2500~3000 [ 600~710 | 1600~2400 | 350~550 |1200~1600 [ 260~320 | 1000~1350 | 220~270 700~900 140~180
D14.0 | 2000~2500 [ 550~700 | 1500~2100 | 360~580 |1000~1400 [ 270~330 | 800~1100 | 220~270 600~800 150~190
D16.0 | 1800~2250 | 600~710 | 1200~1850 | 380~550 | 900~1350 | 280~350 | 700~1000 | 230~280 500~700 150~190
D18.0 | 1500~2000 | 550~700 | 1100~1700 | 390~550 | 850~1100 | 270~320 | 600~900 | 220~270 450~600 140~180
D20.0 | 1400~1800 [ 600~710 | 900~1500 | 380~530 | 750~1000 | 270~320 | 550~800 | 210~260 400~550 120~170
D22.0 | 1200~1600 [ 600~710 | 850~1400 | 360~520 [ 700~900 | 270~320 | 550~800 | 200~250 380~490 120~170
D25.0 | 1100~1500 | 550~700 | 700~1350 | 350~490 | 600~800 | 260~300 | 500~700 | 200~250 350~440 130~160

BAME Ka=~0.75D I..D..I

1
Max. Cutting W:i: Ka W Ka
- ..

Ka=~0.5D

1Rt L 4203870
@ AT L 8511 B (—RRM/CTEEFR)

& 7 Temsl
WD = 2% TEHE
WORKPIECE FC250 FCD SS41 S45C S50C SCM
SNCM SK SKS

TUNGSTEN CARBIDE 4-FLUTE END MILL

@ Micro-Grain Tungsten carbide(For General Machining Center)
&l TH#  HE5H &£ - TH#  58H IN=F

SCM SKD NAK55 NAK101 HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

SUS316 SKD SUS304

e ~300 HB ~ 300 HB - g N
HARDNESS 30 ~40 HRC 38 ~45 HRC 45 ~55 HRC

YIEt7)

Eﬁg WL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)

“radius" mm

D6.0 5700~6500 | 690~840 |3500~4600 | 350~650 | 3100~3800 | 250~310 | 2400~3000 [ 190~230 | 1600~2000 [ 100~130
D8.0 4200~5000 | 690~840 | 2500~3500 [ 390~650 |2300~2900 | 280~340 | 1800~2200 | 220~265 | 1200~1500 | 150~180
D10.0 | 3500~4200 [ 690~840 | 2000~2800 [ 400~650 |1800~2300 | 300~360 [ 1500~1800 | 240~290 | 1000~1250 | 150~180
D12.0 | 3000~3500 [ 700~850 | 1600~2300 | 430~650 |1500~1900 | 300~360 | 1200~1500 | 250~300 | 820~1050 160~200
D14.0 | 2500~3000 [ 700~850 | 1450~2000 | 450~660 |1350~1700 [ 330~400 | 1000~1300 | 255~310 700~900 170~210
D16.0 | 2200~2700 | 700~850 |2250~1850 | 470~650 |1200~1500 [ 330~400 | 900~1100 | 255~310 600~800 170~210
D18.0 | 1900~2300 | 690~840 | 1100~1700 | 470~640 |1000~1300 [ 320~390 | 800~1000 | 250~300 550~700 170~210
D20.0 | 1700~2100 | 690~840 | 1000~1500 [ 450~620 | 950~1200 [ 320~390 [ 700~900 | 240~290 500~620 160~200
D22.0 | 1600~1900 | 700~850 | 900~1300 | 450~600 | 900~1100 | 300~360 | 680~850 | 240~290 450~570 150~180
D25.0 | 1400~1700 | 670~820 | 800~1200 | 420~580 | 770~950 | 300~360 [ 600~730 | 220~265 400~500 150~180

W W
SIS Ka=~15D Ka=~15D

Max. Cutting 4[ W=~04D 4[ W=~03D
Ka Ka
v/ 2 v /2
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it 67J8&87)1#t7]

@S HH LRI LK1 B (—RM/CIER)

TUNGSTEN CARBIDE 6-FLUTE END MILL

@Micro-Grain Tungsten carbide(For General Machining Center)

#irs ~ iR ~ S el - TEH S8 - R AR - NEE RRIEH MASE BESS
#REDHIHE a2 T\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
B - -
HARDNESS 300 HB 30 ~45HRC 45 ~55 HRC 55 ~65 HRC
g7
E'?\I% mlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm
D6.0 4000~5500 300~740 3000~4500 300~660 1200~2500 150~330 1000~1400 100~270
D8.0 3000~4500 300~740 2200~3300 300~660 900~1800 150~330 750~1100 100~270
D10.0 2200~3500 300~740 1800~2500 300~660 800~1600 150~330 600~900 100~270
D12.0 2000~3000 300~740 1500~2200 300~660 700~800 150~330 500~600 80~200
D16.0 1500~2300 250~610 1100~1600 200~540 500~900 120~270 350~550 60~160
D20.0 1100~1800 240~640 900~1300 240~640 450~800 120~240 280~450 60~150
D25.0 900~1500 180~500 700~1100 240~640 350~600 120~240 220~350 40~110
D Ka = ~0.10 D D Ka = ~0.025 D
EAIHIE = : ™ :
Max. Cutting mﬁ_ Ka @ ﬁ.- Ka
D s
B 6788701t TUNGSTEN CARBIDE 6-FLUTE END MILL

#REDRIA
WORKPIECE

e
HARDNESS
Ii%7)
R{E mm
END MILL
“radius" mm

@iEHE LRI LK1 B (—RM/CIER)

BT~ BRI 8N
E&# - TRl
$S41 S45C S50C SCM SNCM SK
SKS FC250 FCD

~ 300 HB

rpm(min-1)

F(mm/min)

@Micro-Grain Tungsten carbide(For General Machining Center)
HREH - ShaE AREH  MASE  FESS

& - TE# 88  THH

HEAT RESISTANT ALLOY STEELS HARDENED STEELS

TITANIUM ALLOYS

SCM SKD NAK101 SUS304

30 ~45HRC 45 ~55 HRC 55 ~65 HRC

rpm(min-1) F(mm/min) rpm(min-1)

F(mm/min)

rpm(min-1) F(mm/min)

D60 | 4000~5500 | 700~1100 | 3000~4500 | 500~1000 | 1200~2500 | 180~330 | 1000~1400 100~250
D80 | 3000~4500 | 700~1100 | 2200~3300 | 500~1000 | 900~1800 | 180~330 750~1100 100~250
D10.0 | 2200~3500 | 700~1100 | 1800~2500 | 500~1000 | 800~1600 | 180~330 600~900 100~250
D12.0 | 2000~3000 | 500~1000 | 1500~2200 | 400~800 700~800 | 180~330 500~600 90~200
D16.0 | 1500~2300 | 400~800 1100~1600 | 350~550 500~900 | 150~280 350~550 70~170
D20.0 | 1100~1800 | 420~820 900~1300 | 300~600 | 450~800 | 144~270 280~450 70~165
D250 | 900~1500 300~660 700~1100 | 240~600 350~600 | 120~200 220~350 45~110

W Ka=~1.0D k Ka=~1.0D

ﬁf?ﬁgi JKa W = ~0.025 D JKa W =~0.01D

I, I,
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Gy 27JEK BT #ET)
@ EZA IR B (—IRMICTER)

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For General Machining Center)

BRI g8 #as \as e
WORKPIECE Aluminum Aluminum Alloy Aluminum Alloy Copper Alloy
1070 4032 6061 C1100
7]
EF:I% %’EL rpm(min-1) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1)
“radius" mm
R1.0 23000~25000 1800~2200 130~200 5000~18000 | 800~1300 | 23000~25000 1100~1700
R2.0 11000~13000 900~1100 130~200 7000~10000 [ 500~1100 11000~13000 1100~1700
R2.5 9000~11000 700~900 130~200 6000~7000 400~900 9000~11000 1100~1700
R3.0 7500~8500 600~800 130~180 5000~6000 400~900 7500~8500 1200~1800
R4.0 5500~6500 450~600 130~180 3500~4500 400~900 5500~6500 1100~1700
R5.0 4500~6000 350~450 100~160 2800~3500 300~680 4500~6000 1100~1500
R6.0 3500~4500 300~400 100~160 2200~2800 300~680 3500~4500 1100~1400
BAUIMIE Pt
Max. Cutting _h__jj!:_‘. __} Ka

ESdy 27 EK BT #ET)
@ AT S5 1 ES (B R M/ C )

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For High Speed Machining Center)

BRI #s2 #as Bas was
WORKPIECE Aluminum Aluminum Alloy Aluminum Alloy Copper Alloy
1070 4032 6061 C1100
87
ET\I% %"L‘L rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm
R1.0 46000~50000 3200~4800 280~410 | 30000~36000 | 1600~2400 | 46000~50000 2200~3400
R2.0 22000~26000 1800~2400 280~410 14000~20000 | 1000~2000 | 22000~26000 | 2200~3400
R2.5 18000~22000 1400~1800 280~410 |12000~14000 | 800~1600 | 18000~22000 | 2200~3400
R3.0 15000~17000 1200~1600 280~410 10000~12000 [ 800~1600 | 15000~17000 2400~3700
R4.0 11000~13000 900~1200 280~410 7000~9000 800~1600 | 11000~13000 2400~3500
R5.0 9000~12000 700~900 200~320 5600~700 600~1200 9000~12000 2200~3000
R6.0 70000~9000 600~800 200~320 4400~5000 600~1200 7000~9000 2200~2800
BALIHIE Pt
Max. Cutting *I——Tf Ka
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t iR s E g 22731 855./)
@ IR L S ES

@S LER

#REDHIT

b

7 R

TUNGSTEN CARBIDE 2-FLUTE END MILL

@®Micro-Grain Tungsten carbide
@Ideal for Aluminum Alloy Machining

B%if - TR 58

&l - TEH  B8H

NEE

a&il - TEH HEAT RESISTANT
WORKPIECE FC250 FCD SS41 S45C S50C SCM SCM SKD NAK55 NAK101 SUS316 SKD SUS304 ALLOY STEELS
SNCM SK SKS TITANIUM ALLOYS
1070 SiZR(4032) MgZ(5052) Zn-Mgi(7075) C1100

f}iﬁﬂ
ER;\% HEL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)

“radius" mm
D3.0 [28000~35000| 700~1100 |2500~3000 |120~200 [12000~15000 | 360~570 |25000~29000 [ 600~900 [12000~15000 [ 400~1000
D4.0 [22000~26000| 800~1300 |1800~2200 |120~200 [ 9000~12000 |350~680 |18000~22000 [700~1000 [ 9000~12000 | 500~1000
D5.0 17000~21000 | 800~1300 |1500~1800 |120~200| 7000~9500 |[350~680 [15000~17500 |700~1000| 7000~95000 | 500~1000
D6.0 15000~17500 | 1000~1600 | 1200~1600 |160~280 | 6000~8000 |350~680 [12500~15000 [700~1000| 6000~8000 | 500~1100
D8.0 11000~13000 {1000~1600| 900~1200 [160~280| 4000~6000 |300~680( 9000~11000 |700~1000| 4000~6000 | 500~1100
D10.0 [ 9000~11000 {1000~1600| 700~1000 |150~250| 3500~5000 |300~680| 7000~9000 |[700~1000| 3500~5000 [ 500~1100
D12.0 7000~9000 (1000~1600| 600~800 |120~230| 3000~4500 |300~680| 6000~7000 |700~1000| 3000~4500 | 500~1000
D16.0 5000~7000 | 800~1400 | 450~600 | 90~170 [ 2200~3500 |350~680| 4000~6000 |700~1000| 2200~3500 | 500~1000
D20.0 | 4000~5500 | 800~1400 [ 350~500 | 90~170 | 1800~2200 |(350~680| 3200~4500 |[700~1000| 1800~2200 | 500~1000

e Ka=~1.0D

BALIHIE a :

Max. Cutting ?Z‘:/"' 5 Ka

2 —_ =

FEHm 2T ST TUNGSTEN CARBIDE 2-FLUTE END MILL

@Bk LIS E

@izSEINIER

#EDEIH

WORKPIECE

Vi)
RIE mm
END MILL
"radius" mm

D3.0

&

FC250 FCD

1070

rpm(min-1)

28000~35000

F(mm/min)

1700~2200

M ~ BRERE
Gl - THH
$S41 S45C S50C SCM
SNCM SK SKS

SiZR(4032)

rpom(min-1)

2500~3000

F(mm/min)

120~220

@®Micro-Grain Tungsten carbide
@Ideal for Aluminum Alloy Machining

&l - TR# - S5H

SCM SKD NAK55 NAK101

Mg3R(5052)

rpm(min-1)

12000~15000

F(mm/min)

600~1000

% TEH  18EH

SUS316 SKD SUS304

Zn-MgR(7075)

rpm(min-1)

25000~29000

F(mm/min)

1000~1350

IN=T7
HEAT RESISTANT
ALLOY STEELS
TITANIUM ALLOYS

C1100

rpm(min-1)

12000~15000

F(mm/min)

400~1350

D4.0

22000~26000

1700~2200

1800~2200

120~220

9000~12000

400~1000

18000~22000

800~1100

9000~12000

500~1100

D5.0

17000~21000

1500~2200

1500~1800

120~220

7000~9500

400~1000

15000~17500

800~1100

7000~95000

500~1100

D6.0

15000~17500

1900~2700

1200~1600

160~320

6000~8000

500~1100

12500~15000

800~1100

6000~8000

700~1350

D8.0

11000~13000

1900~2700

900~1200

160~320

4000~6000

400~1000

9000~11000

800~1100

4000~6000

700~1350

D10.0

9000~11000

1900~2700

700~1000

150~270

3500~5000

400~1000

7000~9000

800~1100

3500~5000

600~1350

D12.0

7000~9000

1600~2200

600~800

120~250

3000~4500

400~1000

6000~7000

800~1100

3000~4500

600~1100

D16.0

5000~7000

1600~2200

450~600

100~200

2200~3500

400~1000

4000~6000

700~1350

2200~3500

600~1100

D20.0

4000~5500

1600~2200

350~500

100~200

1800~2200

400~1000

3200~4500

700~1350

1800~2200

600~1100

RAUHEIE
Max. Cutting

W

/2

T

Ka =~1.5D
W=~0.1D

83

3ET

AR
3T RAAS T8
@Bk 3537 BOR AR YLt /)

MICRO GRAIN TUNGSTEN CARBIDE
3-FLUTE SINUS EDGE COARSE END MILLS

@®Micro-Grain Tungsten carbide

# - IR g - TEHE - NRIEH - KS5E AREH  MASE  BESE
WODAIM i oW TAE EEH - A
WORKPIECE  SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS
e =

HARDNESS 300 HB 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC

I&7)

ET\I% mlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm

D6.0 3500~5500 400~700 2200~3200 200~450 1400~2500 150~350 600~1400 40~170
D8.0 2500~4000 400~700 2000~2400 200~400 1000~2000 100~320 450~1000 40~135
D10.0 2200~3000 400~700 1600~2100 200~350 800~1600 100~320 320~800 35~135
D12.0 1800~2600 300~600 1300~1800 200~350 700~1300 100~280 280~700 35~115
D14.0 1500~2400 300~600 1100~1500 200~350 600~1100 90~270 200~600 25~115
D16.0 1400~2000 300~600 1000~1300 200~350 550~1000 90~270 180~550 25~115
D18.0 1200~1700 300~680 900~1200 180~350 450~850 90~270 160~400 25~115
D20.0 1100~1500 300~680 800~1100 180~350 450~750 90~270 130~350 25~115

2 Ka=~0.7 D Dy Ka=~0.3D
BALIHIR | : 4l .
Max. Cutting E‘ . é —TKa I? _{_/}Z’\Z —)
AR 25 MICRO GRAIN TUNGSTEN CARBIDE

3705 RAEEH I8/
@B HR kI B SR 37D EURARBET T 27

3-FLUTE SINUS EDGE COARSE END MILLS

@®Micro-Grain Tungsten carbide

- #i7 iR i NRIEH - N5E MR MASE  BESS
1REHIS =% am - TEE < REE
WORKPIECE  SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS

BEE -
HARDNESS 300 HB 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC

7]

REE mm rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)

END MILL
“radius" mm
D6.0 3800~6000 400~1000 2200~3200 160~500 1500~2600 160~400 600~1400 50~230
D8.0 2700~4200 400~1000 2000~2400 160~430 1100~2000 120~350 450~1000 50~200
D10.0 2200~3500 400~1000 1600~2100 160~400 900~1600 120~350 320~800 45~170
D12.0 1800~3000 300~1000 1300~1800 160~400 800~1300 120~320 280~700 45~170
D14.0 1500~2700 300~1100 1100~1500 160~400 700~1100 100~280 200~600 30~135
D16.0 1400~2200 300~980 1000~1300 160~400 600~1000 100~280 180~550 30~135
D18.0 1200~1900 300~980 900~1200 160~400 500~850 100~280 160~400 30~135
D20.0 1100~1700 300~980 800~1100 160~400 450~750 100~280 130~350 30~135

W . \ -
EXTHE Ka=~15D Ka=~15D
Max. Cutting JKa W=~0.3D JKa W=~0.15D
/2 /2
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3ETL 3ETAL

A R a MICRO GRAIN TUNGSTEN CARBIDE e
3T ETIR MEETTEET] 3-FLUTE SINUS EDGE COARSE END MILLS oA il B 1 £ 2 MICRO GRAIN TUNGSEN CARBIDE
@RI S53 TR RDE BHETIST) @Micro-Grain Tungsten carbide 370K REEFEIL#E/) 3-FLUTE SINUS EDGE ALUMINUM COARSE END MILLS
8 8 & ~TE#H- 2] K& # MASE  BES
oI bl e SR SRR I
WORKPIECE = SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS WORKPIECE
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS
- AFEEESS ~ 300 HB 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC SiFR(4032) Mg5#(5052) ZA(7075)
I8 SI8E7)
E’T\% QITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) ET\I% mITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm "radius" mm
D6.0 3500~5000 300~570 2200~3000 150~430 1400~2200 150~280 600~950 40~100 D3.0 28000~35000| 700~1300 | 2500~3000 |120~240112000~15000| 360~680 |25000~29000|600~1100[12000~15000 [ 400~1200
D8.0 2500~3600 220~570 1900~2200 120~360 1000~1700 100~230 450~700 40~80 D4.0 22000~26000 [ 800~1600 | 1800~2200 |120~240 | 9000~12000 | 350~840 |18000~22000 |700~1200| 9000~12000 [500~1200
D10.0 2000~2800 180~570 1500~2000 120~340 800~1400 100~230 320~550 35~75 D5.0 17000~21000 | 800~1600 | 1500~1800 |120~240| 7000~9500 | 350~840 |15000~17500|700~1200| 7000~9500 |[500~1300
D12.0 1600~2300 150~570 1200~1700 120~340 700~1100 100~230 280~480 35~75 D6.0 15000~17500 {1000~1900| 1200~1600 |160~320| 6000~8000 | 350~840 |12500~15000 |700~1200| 6000~8000 [500~1300
D14.0 1300~2000 150~570 1000~1400 100~300 600~1000 90~200 200~400 25~75 D8.0 11000~13000 |1000~1900| 900~1200 [160~320| 4000~6000 | 300~840 | 9000~11000 {700~1200| 4000~6000 |500~1300
D16.0 1200~1800 150~630 900~1200 100~300 550~850 90~200 180~350 25~75 D10.0 9000~11000 [1000~1900| 700~1000 |150~300| 3500~5000 | 300~840 | 7000~9000 |700~1200| 3500~5000 |[500~1200
D18.0 1000~1500 150~630 800~1100 100~300 450~800 90~200 160~320 25~75 D12.0 7000~9000 |1000~1900| 600~800 |120~280| 3000~4500 | 300~840 | 6000~7000 |700~1200| 3000~4500 |[500~1200
D20.0 900~1400 150~630 700~1000 100~300 400~650 90~200 130~280 25~75 D16.0 5000~7000 | 800~1650 | 450~600 | 90~200 | 2200~3500 |350~1100| 4000~6000 [700~1200| 2200~3500 |500~1200
D20.0 4000~5500 | 800~1650 | 350~500 | 90~200 | 1800~2200 |350~1100| 3200~4500 |700~1200| 1800~2200 |[500~1200
D D
2 ' Ka=~0.5D e Ka=~0.2D .
nﬁ;f?ﬂi = 1 BAHIE I-B-a | Ka=~1.0D
V_ -/—I ——{Ka VL ol /.7._ Ka Max. Cutting |
7] 7 Crim
PA 1r=t= 2 PA ==
1A FS 2 MICRO GRAIN TUNGSTEN CARBIDE f A F ik {6 2 MICRO GRAIN TUNGSEN CARBIDE
SRS 1| WE $H 75 %! - ~, ~ —r
370iR RIJEY ML) 3-FLUTE SINUS EDGE COARSE END MILLS 3T REEFATIEET] 3-FLUTE SINUS EDGE ALUMINUM COARSE END MILLS

@®Micro-Grain Tungsten carbide

@Sl (L E5370ER R7)8Y #HBt T8 )

#REDHIA

M R &M IEH- WEREH A EREH  MASS  BESS
DRI 8ol TE8 EE5 - R WORKPIECE
WORKPIECE | SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS . - =

— Si7(4032) Mg>&(5052) ZFR(7075) C1100
HARDNESS ~ 300 HB 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC T

8T ET\I% WCL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
ET\% GITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) "radius” mm

“racius” mm D3.0 |28000~35000(1700~2650| 2500~3000 |120~260 |{12000~15000 | 600~1200 | 25000~29000 |1000~1650 | 12000~15000 | 400~1650
D6.0 3800~5000 360~800 2200~3000 | 200~450 | 1500~2200 | 150~340 600~950 60~135 D4.0 [22000~26000(1700~2650( 1800~2200 [120~260 | 9000~12000 |400~1200 [18000~22000 | 800~1350 | 9000~12000 |500~1350
D8.0 2700~3600 280~800 | 1900~2200 | 200~400 | 1100~1700 | 120~280 500~700 50~100 D5.0 |17000~21000 [1500~2650 | 1500~1800 [120~260| 7000~9500 [400~1200[15000~17500[ 800~1350 | 7000~9500 |500~1350
D10.0 2200~2800 220~690 | 1500~2000 | 200~360 900~1400 120~280 380~550 50~100 D6.0 |15000~17500 [1900~3200( 1200~1600 [160~380| 6000~8000 |500~1350[12500~15000 | 800~1350 | 6000~8000 |700~1650
D12.0 1800~2300 220~690 1200~1700 180~360 700~1100 120~250 300~480 45~100 D8.0 [11000~13000 [1900~3200] 900~1200 [160~380| 4000~6000 |400~1200| 9000~11000 | 800~1350 | 4000~6000 |700~1650
D14.0 1500~2000 200~690 1000~1400 180~360 600~1000 100~250 270~400 45~100 D10.0 | 9000~11000 {1900~3200| 700~1000 [150~320| 3500~5000 |400~1200| 7000~9000 | 800~1350 | 3500~5000 [600~1650
D16.0 1300~1800 200~800 900~1200 180~360 550~850 100~250 250~350 45~100 D12.0 | 7000~9000 [1600~2650| 600~800 [120~300| 3000~4500 |400~1200| 6000~7000 | 800~1350 | 3000~4500 |600~1350
D18.0 1100~1500 200~750 800~1100 180~320 500~800 100~250 220~320 45~100 D16.0 | 5000~7000 [1600~2650| 450~600 [100~240| 2200~3500 |400~1200| 4000~6000 |700~1650 | 2200~3500 |600~1350
D20.0 1000~1400 200~690 700~1000 180~320 450~650 100~250 190~280 45~100 D20.0 | 4000~5500 [1600~2650| 350~500 [100~240| 1800~2200 |400~1200| 3200~4500 |700~1650 | 1800~2200 |600~1350

W _ 0 _ A -

BAUHIE Ka=~15D Ka=~15D R Ka=~15D

Max. Cutting 4[ W=~0.25D 4[ W=~0.1D Max. Cutting 4[ W=~0.15D
Ka Ka Ka
I, I, I,
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TUNGSTEN CARBIDE 2-FLUTE
ROUND NOSE END MILL

@®Micro-Grain Tungsten carbide

5 Bl= 27017 8t/)
LT i =

#M - TR - a&il - TEHE 288 - N#E AREH - NS5E NREH MASE BESE
eI a2 T\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
e - 300 HB 30~ 45 HRC 45 ~55 HRC 55 ~65 HRC
I#%T)
E'?\J% mlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm
D1.0 14000~19500 80~140 7000~11000 35~75 4000~7000 25~45 2700~4000 10~35
D2.0 8500~11000 75~145 4000~6350 40~80 3000~4000 25~45 1200~2200 15~40
D3.0 6000~9000 130~290 3000~4500 50~85 2000~2800 30~55 1000~1700 15~40
D4.0 5000~7500 160~350 2700~3600 60~110 1500~2200 30~55 900~1500 15~40
D5.0 4500~7000 150~480 2200~2900 70~150 1200~1900 30~60 600~1200 15~40
D6.0 4000~5500 150~480 2000~2700 70~150 1000~1600 30~60 500~1100 15~40
D8.0 2800~4500 150~510 1400~1800 70~150 800~1200 25~55 350~850 15~40
D10.0 2200~3600 150~400 1000~1450 70~150 600~980 25~55 300~700 15~40
D12.0 1800~3000 120~360 900~1350 70~150 500~800 25~55 280~600 15~40

D =~3mm Ka=~0.3D D =~3mm Ka=~0.02 D

D =3mm~Ka=~0.5D

RALIHIE

Max. Cutting I"Q"I Ka i-‘[_)? Ka
Griin vz

TUNGSTEN CARBIDE 2-FLUTE
ROUND NOSE END MILL

@Micro-Grain Tungsten carbide
BRI A% AREH  MPSE RESS

#547 [ES 27011857
@iEilmxkLiIs B

: #ir R
wOIHIA aeE . THE
WORKPIECE SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

&l - TR S8  THH

HEAT RESISTANT ALLOY STEELS HARDENED STEELS

TITANIUM ALLOYS

SCM SKD NAK101 SUS304

i ~ 300 HB 30 ~ 45 HRC y -
HARDNESS 45~55 HRC 55 ~65 HRC

YIt7)

ET\% HEL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

D1.0 |14000~19000 80~210 7000~11000 35~90 4000~7000 25~55 2700~4000 10~35
D2.0 8500~11000 90~210 4000~6350 50~100 3000~4000 25~70 1200~2200 15~45
D3.0 6000~9000 120~220 3000~4500 60~145 2000~2800 30~85 1000~1700 15~45
D4.0 5000~7500 160~220 2700~3600 80~175 1500~2200 30~85 900~1500 15~45
D5.0 4500~7000 160~220 2200~2900 60~140 1200~1900 30~85 600~1200 15~45
D6.0 4000~5500 160~220 2000~2700 60~140 1000~1600 30~85 500~1100 15~45
D8.0 2800~4500 160~220 1400~1800 60~140 800~1200 25~70 350~850 15~45
D10.0 | 2200~3600 160~220 1000~1450 60~140 600~980 25~70 300~700 15~45
D12.0 | 1800~3900 130~210 900~1350 60~140 500~800 25~70 280~600 15~45
W Ka=~25D k Ka=~25D
BALIHIE
Max. Cutting JKa W =~0.05D JKa W =~0.025 D
v /2 v /2
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TUNGSTEN CARBIDE 4-FLUTE
ROUND NOSE END MILL

@®Micro-Grain Tungsten carbide
MR  SAEE - TEH BRI A%

wei BS 47J178%7)
@ kI LB E

#i#71  BRFE  Bel
GO ‘85H . TES
WORKPIECE SS41 S45C S50C SCM SNCM SCM SKD NAK55 NAK101 SUS304 SUS316 Ti-6Al-4V
SK SKS FC250 FCD

G&#fl - TEH - B8H

HEAT RESISTANT ALLOY HEAT RESISTANT ALLOY STEELS
STEELS TITANIUM ALLOYS TITANIUM ALLOYS

e ~ 300 HB 30 ~ 35 HRC . - .
HARDNESS 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC

YIt7)

ET\I% mITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

D3.0 7500~9000 | 600~850 | 5000~6000 [ 350~550 |4800~5500 | 300~450 | 3800~4500 | 250~360 | 1500~2100 75~125
D4.0 5500~6500 | 600~850 |3800~4600 | 350~550 | 3500~4200 [ 300~500 | 2800~3500 | 250~400 [ 1200~1600 75~135
D5.0 4500~5500 | 600~850 | 3000~3700 [ 350~550 |2800~3300 | 300~550 | 2200~2700 | 250~450 | 1000~1300 70~145
D6.0 3500~4500 | 600~850 |2500~3000 | 300~550 |2200~2800 | 300~550 | 1900~2300 | 250~450 | 800~1100 60~145
D8.0 3000~3500 | 500~800 [1800~2400 | 300~670 |1700~2100 | 250~550 | 1400~1700 | 250~450 600~800 60~145
D10.0 | 2300~2800 | 450~750 |1500~1900 | 250~550 | 1400~1750 | 250~550 | 1100~1400 | 250~450 500~650 50~135
D12.0 | 1900~2300 | 450~750 |1200~1600 | 250~550 | 110~1400 | 250~500 | 900~1200 | 200~400 400~550 50~135
D16.0 | 1400~1800 | 400~750 | 900~1200 | 200~450 [ 800~1100 | 200~450 | 700~900 | 180~350 300~400 40~115

Ka=~0.25D Ka=~0.1D

RALIHIE

Max. Cutting IJLI Ka i-‘[l? Ka
rsin vz~

TUNGSTEN CARBIDE 4-FLUTE
ROUND NOSE END MILL

@®Micro-Grain Tungsten carbide
BRI NS S - TR MRIEH - KA 73

iS5 B= 47J17887)
@ kLB E

: #His -~ IR BE
WEDHIA aaH- TER
WORKPIECE  SS41 S45C S50C SCM SNCM SCM SKD NAK55 NAK101 SUS304 SUS316 Ti-6Al-4V

SK SKS FC250 FCD

% - TR 588

HEAT RESISTANT ALLOY HEAT RESISTANT ALLOY STEELS
STEELS TITANIUM ALLOYS TITANIUM ALLOYS

R ~300 HB 30 ~ 35 HRC - / -
HARDNESS 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC

YI§t7)

Eﬂ% ﬁITL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm

D3.0 8500~11000 | 700~1100 | 5500~7200 | 400~670 | 5000~6600 [ 350~630 |4500~6500 [ 300~630 | 2200~3300 | 100~220

D4.0 6300~8200 | 600~1260 | 4000~5400 | 400~670 | 3800~5000 | 350~670 | 3500~4800 | 250~630 | 1800~2500 100~220

D5.0 5000~6500 | 600~1260 | 3200~4400 | 400~670 | 3000~4000| 350~670 | 2700~3800 | 250~630 | 1400~2000 | 100~220

D6.0 4000~5500 | 600~1500 | 2700~3600 | 400~800 | 2500~3400 | 350~750 | 2200~3200 [ 250~630 | 1200~1650 100~220

D8.0 3000~4200 [ 600~1500 | 1900~2800 | 300~800 [1800~2500 | 300~750 | 1500~2500 | 250~630 | 900~1250 80~200

D10.0 | 2400~3500 | 500~1400 | 1600~2200 | 300~800 | 1500~2000 | 300~670 | 1200~2000 [ 250~630 | 700~1000 80~200

D12.0 | 2000~2900 | 500~1400 | 1300~1900 [ 300~670 | 1200~1700 | 300~630 | 1000~1650 | 150~560 600~800 80~180

D16.0 | 1500~2200 | 400~1100 | 1000~1400 | 250~570 | 960~1300 | 200~520 | 700~1250 | 120~450 420~600 80~180

RALIHIE N Ka=~1.5D Ka=~15D A

Max. Cutting JKa W=~02D W=~0.1D JKa
A I,

Ka=~1.0D
W=~0.05D
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B 47012878

@iEHHLIII LIS E

TUNGSTEN CARBIDE 4-FLUTE
ROUND NOSE END MILL

@®Micro-Grain Tungsten carbide

#M  TRRE - B e - TEH &858 R - NS - NiBl AREH  NS5E
WEDHI &2 TEH
WORKPIECE = SS41 S45C S50C SCM SNCM SCM SKD NAK55 NAK101 SUS304 SUS316 Ti-6Al-4V HEAT RESISTANT ALLOY HEAT RESISTANT ALLOY STEELS
SK SKS FC250 FCD STEELS TITANIUM ALLOYS TITANIUM ALLOYS
H AIENEESS ~300 HB 30 ~35HRC 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC
YIEE7)
E'?\l% ﬁlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
“radius" mm
D3.0 7500~9000 | 600~850 | 5000~6000 | 350~550 [4800~5500 | 300~450 | 3800~4500 | 250~360 | 1500~2100 75~120
D4.0 5500~6500 | 600~850 [3800~4600 | 350~550 | 3500~4200 [ 300~500 | 2800~3500 | 250~400 | 1200~1600 75~135
D5.0 4500~5500 | 600~850 | 3000~3700 | 350~500 [2800~3300 | 300~570 | 2200~2700 | 250~460 | 1000~1300 70~140
D6.0 3500~4500 | 600~850 |2500~3000 [ 300~500 |2200~2800 [ 300~570 | 1900~2300 | 250~460 800~1100 60~140
D8.0 3000~3500 | 500~800 |[1800~2400 | 300~700 | 1700~2100 | 250~570 | 1400~1700 | 250~460 600~800 60~140
D10.0 [ 2300~2800 | 450~750 | 1500~1900 | 250~570 | 1400~1700 | 250~570 | 1100~1400 | 250~460 500~650 50~135
D12.0 | 1900~2300 | 450~750 |1200~1600 | 250~570 | 1100~1400 | 250~500 | 900~1200 | 200~400 400~550 50~135
D14.0 | 1600~2000 | 450~750 [ 1000~1400 | 200~460 | 900~1200 | 200~450 | 800~1000 | 200~350 350~460 40~120
D16.0 | 1400~1800 | 400~750 | 900~1200 | 200~460 | 800~1100 | 200~450 | 700~900 180~350 300~400 40~120
D18.0 | 1200~1700 | 300~630 | 800~1100 | 180~460 | 750~1000 | 150~400 | 550~750 150~320 270~360 40~120
D20.0 | 1100~1500 | 300~630 | 700~900 | 180~400 | 700~850 | 150~400 | 500~700 150~320 240~320 40~120
D . - D . -
F— - Ka=~0.5D il % Ka=~0.1D
Max. Cutting N —C) o I Ka
V727 V777

B 47012 BT7 87

HEDHIM

EE

@iEi kLIS E

#i17 ~ iksRi - mE

G TEH#
WORKPIECE = SS41 S45C S50C SCM SNCM
SK SKS FC250 FCD

a&#fl - TEH - BE#

SCM SKD NAK55 NAK101

TUNGSTEN CARBIDE 4-FLUTE
ROUND NOSE END MILL

ARIEH - INSE - ANEH

SUS304 SUS316 Ti-6Al-4V

@®Micro-Grain Tungsten carbide

AR REE

HEAT RESISTANT ALLOY
STEELS TITANIUM ALLOYS

HEAT RESISTANT ALLOY STEELS
TITANIUM ALLOYS

WARBNESS ~300 HB 30 ~35HRC 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC
Vi)
ET\% mlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm
D3.0 8500~11000 | 700~1100 | 5500~7200 | 400~670 | 5000~6600 | 350~620 | 4500~6500 | 300~630 | 2200~3300 100~220
D4.0 6300~8200 | 600~1250 [ 4000~5400 | 400~670 | 3800~5000 | 350~680 | 3500~4800 | 250~630 | 1800~2500 100~220
D5.0 5000~6500 | 600~1250 [ 3200~4400 | 400~670 | 3000~4000 | 350~680 | 2700~3800 | 250~630 | 1400~2000 100~220
D6.0 4000~5500 | 600~1500 | 2700~3600 | 400~800 |2500~3400 | 350~750 | 2200~3200 | 250~630 | 1200~1650 100~220
D8.0 3000~4200 | 500~1500 | 1900~2800 | 300~800 | 1800~2500 | 300~750 | 1500~2500 | 200~630 900~1250 80~200
D10.0 | 2400~3500 | 500~1400 | 1600~2200 | 300~800 |1500~2000 | 300~680 | 1200~2000 [ 200~630 | 700~1000 80~200
D12.0 | 2000~2900 [ 500~1400 | 1300~1900 | 300~690 |1200~1700 [ 300~630 | 1000~1650 | 150~570 600~800 80~180
D14.0 | 1700~2400 [ 400~1100 | 1100~1700 | 300~690 | 1000~1450 [ 250~570 | 800~1400 | 150~570 520~700 80~180
D16.0 | 1500~2200 | 400~1100 [ 1000~1400 | 250~570 | 960~1300 | 200~500 | 700~1250 | 120~450 420~600 60~180
D18.0 | 1300~1900 | 300~900 | 900~1300 | 200~570 | 850~1100 | 160~450 | 600~1100 | 120~450 | 380~550 60~180
D20.0 | 1200~1700 | 300~630 | 800~1100 | 200~500 | 750~1000 | 160~450 | 500~1000 | 100~400 | 320~500 60~180
w w
AN Ka=~15D Ka=~15D Ka=~1.0D
Max. Cutting 4[ W =~0.2D W=~0.1D JKa W =~0.05D
/2 /2
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TUNGSTEN CARBIDE 4-FLUTE
CORNER ROUNDING END MILL

@®Micro-Grain Tungsten carbide
MRIEH  SAEE - TEH

E#5HH 47JAR FIEIIEE7)
LT i =

Ikl B8

% - TR 588 HMEREH ST

#REDEIE &2 TEE
WORKPIECE SS41 S45C S50C SCM SNCM SCM SKD NAK55 NAK101 SUS304 SUS316 Ti-6Al-4V HEAT RESISTANT ALLOY STEELS
SK SKS FC250 FCD TITANIUM ALLOYS
v e SROOEE SORSSHRE 35 ~45HRC 45~ 50 HRC
87D
RAE mm rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
END MILL
"radius" mm
D6.0 5000~7000 300~620 2800~4000 150~350 1100~1500 60~110 1000~1400 60~100
D8.0 3700~5500 300~620 2600~3800 150~350 800~1300 60~110 800~1100 60~100
D10.0 3200~4500 300~620 2000~3000 150~350 700~1100 60~110 600~1000 60~100
D12.0 2600~3500 300~570 1400~2200 150~350 600~900 60~110 550~800 60~100
D16.0 2200~2800 250~520 1000~1800 130~250 450~700 50~90 350~600 50~80
D20.0 1400~2300 200~450 700~1400 100~200 320~450 40~70 300~450 30~55
R Ka=~0.5D Do Ka=~0.1D
BAUHIE 1 : 1 :
Max. Cutting B i — _y'E — Ka
V777 V77

90



FEETILLIEAT) 90° UmEnJ]
THROW-AWAY TYPE END MILL END MILLING CUTTERS (90°)

RUSRIRAR VIRES R ¥ UIE | 12 #h R F FUSBIEHR R Y Dimension(mm) 3 I H%
EDP NO. Dia DIMENSION(mm) No.of teeth Insert Screw Wrench EDP NO. L1 Screw
JRWEM1012-1T10 10 12 80 1 JMC16-2T11 16 16 120 30
JRWEM1212-1T10 12 12 80 1 JMC18-2T11 18 16 120 30
JRWEM1416-1T10 14 16 80 1 APMT 1035 JMC20-2T11 20 20 120 30
CS2565 T-8
JRWEM1616-2T10 16 16 90 2 irel] JMC20-3T11 20 20 120 30
JRWEM1816-2T10 18 16 90 2 JMC21-3T11 21 20 120 30
JRWEM2020-4T10 20 20 110 4 JMC22-3T11 22 20 120 30
JRWEM2525-4T10 25 25 120 4 JMC24-3T11 24 20 120 30 BDMT11T3
M2.5x0.45 T8
JRWEM2525-4T16 25 25 120 2 JMC25-3T11 25 25 120 40 BDGT11T3
APMT 1605
JRWEM3232-3T16 32 32 120 3 CS4010 T-15 JMC25-3T11 25 25 150 40
JRWEM4032-4T16 40 32 125 4 @ JMC26-3T11 26 25 120 40
JRWEM5032-5T16 50 32 125 5 JMC30-4T11 30 25 130 40
FAHEY (Long shak type) JMC32-4T11 32 32 130 40
JRWEM2525-2T16-160 | 25 25 160 Z = 32 130 40
Ny JMC34-5T11 34

JRWEM3232-3T16-180 32 32 180 3 @ CS4010 T-15 JMC40-5T11 40 32 150 50
JRWEM4032-4T16-200 | 40 32 200 4 JMC25-2T17 25 25 120 40

JMC27-2T17 27 25 120 32

BOMTI704 | 1007 | 715
JMC32-3T17 32 32 130 40 7
JMC40-4T17 40 32 150 50
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JEEINLLIEAT)
THROW-AWAY TYPE END MILL

O oR

JRWEMS0F-5T 16

50

254

40

JRWEMG3F-6T16

63

254

40

APMT 1605

=1

CS4010

T-15

90°

Rz EEAT )

il [t e R Y Dimension(mm) EATDE IZ %k R F
EDP NO. H Insert Screw Wrench
JMC50-5T11 50 22 40
JMC50-6T11 50 254 50
BDMT11T3
JMC63-7T11 63 254 50 10 M2.5x0.45 T8
BDGT11T3
JMC80-7T11 80 254 50
JMC100-9T11 100 31.75 50
JMC50-5T17 50 22 40
JMC50-5T17 50 254 50
BDMT1704
JMC63-6T17 63 254 50 15.7 M4x0.7 T15
BDGT1704
JMC80-7T17 80 254 50
JMC100-8T17 100 31.75 50
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IEEET\IHEAYIEAT )
THROW-AWAY TYPE COARSE CUTTING

g )Y D 0
= P D = = Il U
DP NO Dia - . o of tee ‘ . .
Diame eng eng
EM90AP10-D20 20 20 25 120 6
b 25 25 35 130 8
EMIOARTD-D25 APMT 1035 CS2565 T-8
EM90AP10-D32 32 32 44 140 15
EM90AP10-D40 40 32 53 150 21
H 40 42 49 150 8
EMIDAPTEDAD APMT 1605 CS3590 T-15
EM90AP16-D50 50 42 61 165 10

ISSET\E51IEAT ]

RY DIMENSION(mm)

BISRIAR 2 "D i 1 7 & EEIH 12 4t e

EDP NO. Dia Shank Flute Overall No.of teeth Insert Screw Wrench
Diamete Length Length

DM90AP10-D20 20 20 16 130 3

DM90AP10-D21 21 20 16 130 3

DM90AP10-D25 25 25 25 140 4 APMT 1035 CS2565 T8

DM90AP10-D26 26 25 25 140 4

DM90AP10-D20L 20 20 16 185 3 @

DM90AP10-D21L 21 20 16 185 3

DM90AP10-D25L 25 25 25 220 4

DM90AP16-D32 32 32 26 150 3

DM90AP16-D33 33 32 26 150 3

DM90AP16-D40 40 32 38 160 4 CS 1605 CS3590 T-15

DM90AP16-D32L 32 32 26 230 3 @

DM90AP16-D33L 33 32 26 230 3

DM90AP16-D40L 40 32 38 240 4
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PVD Hard Coating Propertie
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TUNGSTEN CARBIDE MATELIAL PR

Konrad Carbide

SEIEME CHEERG CEERE CEERE  EERE WE% 5 HIZRE
Symbol  Nanohard- Thickness  Friction ,~ ">  Coating
color ness[GPa] [wm] coifficient MEEC T Temp[°C]
Temp[C]
A TN | aE 24 17 0.55 500 | 250-400
Rb1LER e
TiCN Grey 32 1-4 0.3 400 400
= Rme
Z1EE& CrN Metal-silver 18 1-7 0.4 700 200-400
" " 26
X - -
FEiEME DLC Black 20 1-3 0.15 400 150-250
- Vi ANz}
TADN | ) raundy 30 1-4 0.4 800 450 1
S-Fire ]
-violet
- E&
AITIN Black 38 1-4 0.6 900 45017
- BEefA
Super TiN Gold 28 1-3 04 500 35017
=)
TIX Gold 45 1-5 0.45 800 450 1
Nano Fii =peal
Cerkor m Silver 22 I Le S0 )
: L2ye)
MAITIN Black 38 1-4 0.3 900 450 17
RE-E6
nACo Violet-Blue 45 1-4 0.45 1200 400 7
nACRo TR 42 1-7 0.35 1100 400 7
Grey
nACVic | a2
(Hard DLC)|Grey-Black| ~ +2 -7 02 100 | 3501
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o IR, fEaEnR Z 4
- B R - ME Porosity 194 ISOZ4E
$EENERR TaND)C Hardness N . s
Tungst @ IR s'a\{ltlaJ?:ttig;n field rupture Average
9seN  \WC%  Co% or 19) : V.30 4 n c strength ~ strength Grain  Clssiieaton
Guade croave 339 HC, S0 3327 | rain
[g/cm”] IN/mm?] Size
[kA/m]
KFK20F [905| 8 15 146 | 922 | 1710 15 23 3200 [=02| 00 [ 00 [ 0.7um [K10-K30
KF K40 UF | 89,5 [ 10 0,5 145 | 917 | 1610 16 21 3600 [=02| 00 [ 00 [0.65.m [K30-K40
KFK44 UF | 86,7 | 12 1,3 14,1 92,1 1680 19 26 3800 [=02[ 00 [ 00 [ 0.5um [K40-K50
KFK55SF | 898 | 9 12 143 | 932 | 2000 14 39 4000 [=02[ 00 [ 00| 02um -
KF G 20 87 | 115 15 142 | 89,1 1300 21 12 2500 [=02[ 00 [ 00| 3um -
0.6um
WF 25 88 |12~1| 15 iz | Epa |l 2 21 12 2500 |=02| 00 | 00 | 0.4 um -
0.7um
EBfil 1xm
Tolerance
sm  OF H5 H7 H8 H10 m5 m7  h5
Diameter
\ +4 +10 +14 +40 +06 +12 0 0 0 0 -14
31//{-F 0 0 0 0 +2 +2 -4 -6 -10 -14 -40 -28
+5 +12 +18 +48 +09 +16 0 0 0 0 -20
3~6 0 0 0 0 +4 +4 -5 -8 -12 -18 -48 -38
+6 +15 +22 +58 +12 +21 0 0 0 0 -25
6~10 0 0 0 0 +6 +6 6 9| -5 22| 58] -47
+8 +18 +27 +70 +15 +25 0 0 0 0 -32
10~18 0 0 0 of +7| 47 8 11| -8 271 -70] 59
+9 +21 +33 +84 +17 +29 0 0 0 0 -40
18~30 0 0 0 0 +8 +8 -9 -13 -21 -33 -84 -73
+11 +25 +39 +100 |+20 +34 0 0 0 0 -50
30~50 0 0 0 0 +9 +9 -11 -16 -25 -39 -100 -89|
+13 +30 +46 +120 |+24 +41 0 0 0 0 -60
50~80 0 0 0 0 +11 +11 -13 -19 -30 -46 -120 -106
+15 +35 +54 +140 |+28 +48 0 0 0 0 -72
80~100 0 0 0 of +13| +13] 15| 22| 35| -54| -140| -126
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ENIMERER.Z SXBEHIRR

TROUBLE SHOOTING FOR SOLID CARBIDE DRILL

ERIMIRER.Z SXBSHIRR

TROUBLE SHOOTING FOR SOLID CARBIDE DRILL

B &
I NREER
HIRENE

- BEMS T KB R THRIFIEER
- BINBAIBIERE HEE

- FELIHIEE

- IBIIESGE

H &
BN IS
HIRENE

- BB U R EERIEREETE0.03mm T

- BB  RER TIRISEEE

- EIDSAIBRGRE - EEE

- IEECEIEE

CEERE

- WINSATRIEE SUREIE S - SHRSAISE
- BRI ILES = ERRE F0.05/rev

B &

I EER

HIREDIF

- B UK EERRREEE0.03mmEl T
- BEMBIH - RERTIHRTIBEE

« RIS ZEFGIRE Z0.05/rev
- SN ALREETI AR AR 3L < AR E

B &
TEIRFPIETETZ
HIRENE

- BB R EEEEREET0.03mmU T

- BRI - AR THRFASEE

- KIBIESLRE R EE ERHEEE

- EINSANEE D SERRRERSE - BEESAIEE
« RO 3L B 2 AR IR E 220.05mm/rev

- BEUHISE - TJRERREERS

- EINSAIEEYEE e E

B &
BT (HERBITEIR
HIRENE

- BELUREEREREETE0.03mm T
- BEMSTH MERTIHFRIFSEE
« BHEFRINESLI < SEHGREZ0.05/rev

- KRR EEEE SRV

BH &
BILREXAX

HIRENE
- BB R RIRREEE0.03mmiM T
- BEEREH - AR LA PISEEE

- BEZIOEE’

- BEJIOSEZE(0.02mm)

1 - BRKChINE3IF 2 EFESEE ZE0.05mm/rev

- 1IN SANR R EEEEIERTS ) - BISESAIEE
- BRRUDHEESEINEA R

- FETREEEEE
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PROBLEM
Fast wear on cutting edge

CORRECTION

» Check machine spindle, chuck and workpiece clamping
stability.

* Increase coolant viscosity and lubrication effect.

» Reduce cutting speed.

* Increase feed rate.

PROBLEM
Abnormal wear on cutting edge

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.

+ Check machine spindle, chuck and workpiece clamping stability.

+ Increase coolant viscosity and lubrication effect.

* Reduce cutting speed.

* Increase feed rate.

* Increase coolant pressure. Adjust direction of coolant nozzle. The better is
to use multi-direction cooling.

* Reduce feed rate of center drilling to 0.05/rev.

PROBLEM
Center cutting edge break

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.
+ Check machine spindle, chuck and workpiece clamping stability.

* Reduce feed rate of center drilling to 0.05/rev.

* Increase coolant pressure. Adjust drilling feed rate.

PROBLEM
Drill break in hole

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.

+ Check machine spindle, chuck and workpiece clamping stability.

* Select a proper drill according to drilling depth.

* Increase coolant pressure. Adjust direction of coolant nozzle. The better is
to use multi-direction cooling.

* Reduce feed rate of center drilling to 0.05/rev.

+ Check cutting parameters. If necessary, reduce feed.

* Increase coolant viscosity and lubrication effect.

PROBLEM
Drill breake when touching workpiece

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.
+ Check machine spindle, chuck and workpiece clamping stability.

* Reduce feed rate of center drilling to 0.05/rev.

+ Select a proper drill according to drilling depth.

PROBLEM
Too much hole tolerance

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.

+ Check machine spindle, chuck and workpiece clamping stability.

* Check cuttln? edge diameter.

+ Check height difference between cutting edges (0.02mm).

+ Reduce feed rate of center drilling to 0.05/rev. )

* Increase coolant pressure. Adjust direction of coolant nozzle. The better is
to use multi-direction cooling.

* Reduce cutting speed or increase feed amount.

* Resharpen drill.

H &
NEPFER
HISRENE

- S ERESREH RER THHRIFIEER
- EINBAIRIRRE - ERE

« BERILESLE 2 EFERE E0.05/rev
- IR EEGE

R &

IO EEE
HIRENE

- SEMBAERE  ERE
- REERE

- BRI

Moo
AR

SIS

- EEE T IMER THRFEEE

- BINSENEIRYRE. BRE
- KIS RIEE S RN

- 1B AN KB /SRR TSR - BT5MBAIEEE

- IREUHISE - TEERREEGE

B &
BEEBREE(TILETE)
HIRENE

- BRI  RERTHREIEER

- BELREEHREREE0.03mmT

« EHEAINESLET 2 ERRRE ZF0.05mm/rev
- KIEESLRE RIS E SRR

S
BEHILLOEAES
HIRENF

- R DB E R

- BEERE

- BN

T

KEHEETR

HIRENE

- BB R EHIEREEE0.03mmiU T
- BEMEBTH - RARTHFRTEEE

- BEEEGE

- I BATRER I R AR AR 3L AR E

R =

TIE R EERE

HIRENF

- RELREEHEREET003mmU T
- RERBTH  KARTHRSEEE
- SEMBAERE - BRE

- BEERE
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PROBLEM
Outside cutting edge break

CORRECTION

» Check machine spindle, chuck and workpiece clamping
stability.

* Increase coolant viscosity and lubrication effect.

* Reduce feed rate of center drilling to 0.05/rev.

* Increase cutting speed or feed rate.

PROBLEM
Chips melt on cutting edge
CORRECTION

* Increase coolant viscosity and lubrication effect.
« Increase cutting speed.
* Resharpen drill.

PROBLEM
Outside cutting edge break

CORRECTION

« Check machine spindle, chuck and workpiece clamping stability.

* Increase coolant viscosity and lubrication effect.

« Select a proper drill according to drilling depth.

« Increase coolant pressure. Adjust direction of coolant nozzle. The
better is to use multi-direction cooling.

» Check cutting parameters. If necesary, reduce feed amount.

PROBLEM
Poor circularity (Poor concentricity)
CORRECTION

+ Check machine spindle, chuck and workpiece clamping stability.

+ Check and make sure that drill run-out accuracy is under 0.03mm.
+ Reduce feed rate of center drilling to 0.05/rev.

+ Select a proper drill according to drilling depth.

PROBLEM
Burrs exist on hole edge
CORRECTION

+ Shorten drill change frequency.
* Reduce feed amount.
* Reduce cutting edge chamferring.

PROBLEM
Poor surface roughness

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.
+ Check machine spindle, chuck and workpiece clamping stability.

* Reduce feed amount.

* Increase coolant pressure. Adjust drilling feed rate.

PROBLEM
Friction of drill body

CORRECTION

+ Check and make sure that drill run-out accuracy is under 0.03mm.
+ Check machine spindle, chuck and workpiece clamping stability.

* Increase coolant viscosity and lubrication effect.

* Reduce feed amount.



}%ili&Sil TECHNICAL INFORMATION

@ RoiEiENRE—JJMERE
@ FEED RATE PER FLUTE

=1=Tt FORMULAS

}%ili&Sil TECHNICAL INFORMATION

=}=7\ FORMULAS

@ KA SRR E ESTEER
@ BALL END MILL CUTTING SPEED
AND RUNNING SPEED

F
= — fzB—NERE[mm/7]]  fz:Feed rate per flute (mm/flute) N:EEEE [ 0.m N:Speed (rp.m
fz ZxN F:IREEHRE[mm/min] F:Machine feed rate (mm/min) N = 500x Vc D- E Ejlﬁ%ﬂ%ﬂf‘“ D:lel ené r[:]i” ;iameter (mm)
Z7JE 7% Z:Cutter flute numbers — = /ka - (D—ka) [mm] z31416
N:ES B E[rp.m] NRETIREN® EPEEE {(n i) 7 EEE=3.1416 Vc:Actual cutting speed
Ve BRRLIHEE Ka: Cutting depth
Ve X N x v ka x (D-ka) Ka:TIBEJEILTR
® FhFEENT] 500
@ POWER REQUIRED
Ks x Ks x W x F x d 1
P o 12 o
6120 x 7 6120000 x n PKW:FTEEEI7I[KW] PKW:Feed rate per flute v
PHP:ETEEI/I(FB/)HP]  Power required(KW)
= Ks xWxfzxZxNxd W:EIBE[mm] PHP:Horsepower require (HP)
6120000 x 77 F:IREERE[mm/min] F:Machine feed rate (mm/min)
fz: SEFGE[mmirev] fz:Feed rate (mm/res)
6120 Z:EEhEEEE Z:Tool flute numbers
=y <= — d:E0%[mm] N:Spindle speed (r.p.m) NATN
Pre 4500 * Prow Ks:LCEDEIEH B kgfimm?] d:Cutting depth(mm) @ UJHIEE
7 HEWRE(0.7~0.8) Ks:Specific cutting resistant value . CUTTING SPEED
(kgf/mm?)
7 : Machine efficiency (0.7~0.8)
ksHItEIER B
APPROX KS VALUE _7X DxN
R #i Soft Steel 190 - 1 OOO
HAEE SR Medium Carbon Steel 210 V:EDHIEE [m/min] V:Cutting speed(m/min)
= - Ds: 0L [mm] Ds:Machining diameter (mm)
FiEeEM liigh Carbon SEQ g40 N: FEfEEEEr.p.m] N:Spindle speed (r.p.m)
K& E#i Low Alloy Steel 190
=&%i High Alloy Steel 245 e = F:IREEISE[mm/min]  F:Machine feed rate (mm/min)
& & Castlron 93 ﬁﬁunulﬂ'giﬁ = fz: B—7JHVEFRE[mm/ fz:Feed rate per flute (mm/
— . ) flute)
Zﬂ_ﬁijﬂl Forging Cast Irgy 28 MILLING APPLICATION Z: I8 CAE=15t8 Z:Flute numbers (1)
& =i Brass . Copper 70 2) N:Spindle speed (r.p.m)
. :@
@ tIBHIHE ® LIS
@ CHIP REMOVAL RATE :
Q:tIBHEHE[cm®/min] Q:Chip removal rate (cm®min) ‘ CUTTING TIME T-EDEIRDEL[F] T:Cutting time (sec.)
VB EE [m/min] V:Cutting speed (m/min) L: N TRE[mm] L:Cutting length (mm)
— - F:REEHEmm/min] F:Machine feed rate (mm/min) . B—OEERERE f:Feed rate per revolution (mm/
GEvREResYRERZRe fz- B —7JRVERSE[mm/ 7] fz:Feed rate per flute (mm/flute) T = 60 x L = 60x 7 xDxL [mm/rev] rev)
ZJ)EgE Z:Tool flute numbers fx N 1000 x V x f N: & TS (r.p.m] N:Spindle speed (r.p.m)
d:BDER[mm] d:Cutting depth (mm) V:EDEIERE [m/min] V:Cutting speed
Ds:IIT{E[mm] Ds:Cutting diameter (mm)
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2%%%% ﬁﬁ SOLID TUNGSTEN METAL CIRCULAR SAWBLADE SOLID TUNGSTEN CIRCULAR SAWBLADE
N £S (Applicable for CNC automatic lathe)

(Applicable for slot machining)

SO LI D TUNGSTEN MET AL oD 918(0)/Outside Dia (D) 20| 25(35] 40| 45 |50 | 60 | 75 | 85 [ 100]125] | sh@D)0usside Dia (D] 20]25]35[40] 45 | 50 | 60 | 75 | 85 | 100] 125
' | AE(d/Hole Dia(d) | 6| 6|8 8 [12.7)12.7[12.7]25.4[25.4]25.4]25.4] [ A@a)HoleDia(d) | 6|6 | 88 12.712.7]12.7]25.4|25.4] 25 4] 25 4
C I RC U LAR SAW B LAD E [EEE(T)/Thickness (T) ZBRE / Teeth Number (Z) [ERE(T)/Thickness (T) ZBRE / Teeth Number (Z)
0.30 30(30(40| 40 | 40 0.30 54154|76|76| 80
— 0.40 30(30(|40( 40 | 40 0.40 54154|76|76| 80
-‘: ‘: d 0.50 30/30({40| 40| 40 | 54 | 64 0.50 54|54|76|76| 80 | 100|120
= = ' 0.60 30130({40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 0.60 54|54|76|76|80 | 100|120 (120|140| 160| 180
1:,.: m 0.70 30|30({40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 0.70 54|54|76|76|80 | 100|120 (120|140| 160| 180
- 0.80 30(30(40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 0.80 54|54176|76(80 | 100|120 [120|140| 160|180
-3 3 0.90 30(30(40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 0.90 54|54|76|76| 80 | 100|120 (120|140( 160| 180
__==== L 1.00 30(30140| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 1.00 54|54|76|76| 80 | 100|120 (120|140| 160| 180
: 2 = T 1.20 30(30(40| 40| 40 (54 | 64 | 64 | 64 | 72 | 86 1.20 54(54|76(76| 80 |100(120(120|140( 160| 180
8.5 1.40 30(30|40|40 | 40 |54 | 64 | 64 | 64 | 72 | 86 1.40 54(54|76(76|80 |100(120|120(140| 160( 180
._:" “ 1.60 30(30|40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 1.60 54(54|76(76(80 |100(120|120(140(| 160( 180
‘52; 1.80 30(30|40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 1.80 54(54|76(76|80 |100(120|120(140(| 160( 180
e 2.00 30(30{40/40 | 40 |54 | 64 | 64 | 64 | 72 | 86 2.00 5454767680 |100]120|120]|140| 160| 180
2 = ggg KRR IME ~ FLE - B Y - BERRSGTA . ggg RIS AME ~ A~ 1B 1REL  BE A ESREIR o
i Custom outside diameter, hole diameter, teeth number, Custom outside diameter, hole diameter, teeth number,
- & /-L/l/-t/ 3.50 tooth shape, and blade thickness are available upon 3.50 tooth shape, and blade thickness are available upon
- - 4.00 request. 4.00 request.
- ...*.. 3 - A ﬂ@ st : FLIROEH « EHIFRB\TIRSZETE o NOTE: Hole diameter in metric or inch size may be specified.
“ 3 A Tooth Shpae 2RMER BERINTS 258 | RECOMMENDED SLOT MACHINING DATA FOR SOLID TUNGSTEN SAWBLADE
= = IHME fil / Carbon Steel K57 / Special Steel $E8%E / Aluminum Alloy §i5% / Copper Alloy #£4 / Cast Iron
i3 -“' Workpiece Mat HRC30F / Under HRC30 HRC30 ~ 40 2024AC8A C2600B.BC FC15.25
s 1THIER / Cutfing Rate 60 m/min 45 m/min 150 m/min 2000 m/min 60 m/min
. - - SME(D)/Outside Dia (D) | B3 / Speed RPM | #43 / Feed mm/min | B / Specd RPM | 43 / Feed mm/min | B / Speed RPM | 685 / Feed mm/min | TR / Speed RPM| 88 / Feed mm/min| B / Speed RPM| 47 / Feed mm/min
; ;“ "" "“ /L/LA/ 20 900 450 710 350 2300 1150 3100 1550 900 450
il PP ames 2 760 380 570 25 1970 955 2500 1250 760 380
= e - I T 35 540 340 400 266 1360 906 1800 1200 540 360
S e f‘_’_"_"_"'_‘_"_““"_‘ A+A ﬂ@ 40 470 310 350 233 1190 793 1590 1060 470 310
Vil v el e ; TR TR A+A Tooth Shpae 50 380 340 280 22 950 855 1250 1125 380 340
s ale s s PR R R I ‘-‘ 60 310 330 230 245 795 840 1060 1130 310 330
o = T oy 75 250 260 190 0 630 670 840 890 250 260
F SR 85 220 230 160 170 560 597 740 780 220 230
e - 100 190 220 140 160 470 540 630 730 190 220
- - =iclaied m 125 150 210 110 150 380 540 500 710 150 210
# o . A A
e 2HEMEHCNCEENEREMTISEEH
""‘“'-"'" B ﬂ@ RECOMMENDED MACHINING DATA OF CNC AUTOMATIC LATHE FOR SOLID TUNGSTEN SAWBLADE
FRFSFRPIRR 5ME(D)/Outside Dia (D) B / Speed RPM | 45 / Feed mm/min | B3 / Speed RPM | #E£g / Feed mm/min | 83 / Speed RPH| 43 / Feed mm/min| B / Speed RPM | 4/ Foed mm/min| B / Speed RPM| 47 / Feed mm/min
* o 2 o sua s NN R o il B Tooth Shpde 20 900 810 710 430 2300 2050 3100 2700 900 810
? 2 2 c s SRCRNRY o 4 9 o o - o ... e 2 760 680 570 510 1910 1700 2500 2250 760 680
L B RO R R R R Tt Lt O bl | nll i il i el - - .
35 540 680 400 500 1360 1700 1800 2250 540 680
40 470 620 350 460 1190 1580 1590 2100 470 620
50 380 630 280 460 950 1550 1250 2050 380 630
7’ V( == 7J E 60 310 620 230 460 795 1590 1060 2100 310 620
[ = | ' *‘_’? [ | EE = 75 250 625 190 475 630 1575 840 2100 250 625
85 220 580 160 420 560 1490 740 1950 220 580
EXfra F"ne Gra"n EXfra 100 190 570 140 420 470 1410 630 1850 190 570
125 150 500 110 360 380 1260 500 1660 150 500
Ha rd M a"‘e rial « Specifications and design characteristics are subject to change witEout prior notice.

BIA AT REAFRNERE » L8R EREHIFIEERRE  MASITE -
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- , [J))
HSS IZNEBEERER HSS EBERR
HSS SMALL DIAMETER SLOTTING HSS METAL CIRCULAR SAWBLADE
. q CIRCULAR SAWBLADE
= m SME(D)/Outside Dia D)] 45 | 50 | 75 ] 100] 125] 150 SED)  BEN A fED)  BEN SO
=; #f®(d)/Hole Dia (d) [12.7|12.7|25.4|25.4|25.4| 25.4 Outside Dia {D) Thickness (T) Hole Dia (d) [ Outside Dia (D) Thickness (T) Hole Dia (d)
i 2 E(T)/Thickness (T) ERE(Z) / Teeth Number (Z) 250 x 1.0 x 32 325 x 120 x 32
%, | 0.50 64 | 64 | 64 | 72 250 x 1.2 x 32 325 «x 25 x 32
T 0.70 64 | 64 | 64 | 72 | 86 250 x 1.5 x 32 350 «x 20 x 32
0.80 64 | 64 | 64 | 72 | 86 | 100 250 x 20 x 32 350 «x 25 x 32
1.00 64 | 64 | 64 | 72 | 86| 100 275 x 1.2 x 32 370 «x 20 x 32
1.50 54 | 54 | 56 | 86 275 x 1.6 x 32 370  x 25 x 32
2.00 54 | 54 | 56 | 86 2o 20 x 32 400 x 25 x 32
= 2.50 SRR IME ~ S BB L 300 1.6 32 400 3.0 32
T EEAESa . = < . X
= m 3.00 Custom outside diameter, hole 3000 x 20 x 32 450 x 3.0 x 32
T 3.50 diameter, teeth number, tooth shape, 300 x 2.2 x 32 500 x 3.0 x 32
. and blade thickness are available
L w 4.00 upon request. 300 25 x 32 600 x 40 x 32
v L 315 2.0 32 700 4.0 32
A A BUEg i ¢ LIS - RHRATERATHE - x x c x
: | NOTE: Hole diameter in metric or inch size may be specified.
: ' A Tooth Shpae
/L/L/L/ HSS /)\EHER T 22158 | RECOMMENDED SLOT MACHINING DATA FOR SMALL DIAMETER HSS SAWBLADE
K553 / Special Steel .
I#mE — A[§35EH / Forging Cast Iron
Ui 5 5/ Cost fee 8/ Tool Stee #a Al ga i
A+A : Workpiec Maf 38 [ / Casting Carbon Stee IR8/ .oo Stee SEE/ Forging Cost Coppor #8E / Copper Alloy $25E / Aluminum Alloy
A+A TOOTh Sh s 580 / Stainless Steel
P $THIEE / Cutfing Rate 27 ~ 35 m/min 17 ~ 25 m/min 20 ~ 25 m/min 50 ~ 115 m/min 120 ~ 240 m/min
5H4B(D)/Outside Dic. (D) | B3 / Speed RPM | 42 / Feed mm/min | %% / Speed RPM | 43 / Feed mm/min | B / Speed RPM | 47 / Feed mm/min | B85 / Speed RPM| 387 / Feed mm/min| & / Speed RPM| 42 / Feed mm/min
45 212 270 ~ 400 141 180 ~ 260 141 180 ~ 260 425 540 ~ 720 851 100 ~ 1300
50 191 244 ~ 310 127 162 ~ 180 127 162 ~ 180 382 488 ~ 560 764 977 ~ 110
75 127 162 ~ 185 85 108 ~ 125 85 108 ~ 125 255 326 ~ 460 510 652 ~ 750
W/ 100 95 136 ~ 150 63 90 ~ 110 63 90~ 110 191 275~ 350 382 550 ~ 670
125 76 130 ~ 145 51 87 ~ 105 51 87 ~105 153 263 ~ 310 306 526 ~ 650
B ﬂ 150 63 126 ~ 135 42 84 ~ 96 42 84 ~ 96 127 254 ~ 290 254 508 ~ 580
* Specifications and design characteristics are subject to change without prior notice.
B Tooth Shpae FIR A ATIRERREE - TSR RS IS SRS - RBTE -
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TR  mEgT  FmmEmT)

STAGGERED SIDE MILLING CUTTER - SHELL MILLING CUTTER SINGLE AND DOUBLE MILLING CUTTER

5/ Bl B IRISEIR (KRS E TR T B2 R, R AREE/]

#IHREER o SINGLE AND DOUBLE MILLING CUTTER
125 150 175 200 e The shell milling cutters are special specifications. ML Outside diameter | 75 100 125

Therefore, it's out of stock and made by order. 3" 4" 5"
| Teehnie ¢ R
e oD m o 6o
o
=/E Thickness

HBE Angle 30°~35° 45°~90° 45°60°90°

2 Ol H=T5!
R TR FAABRETEZEIR

Special angle can be specified upon request.
Special specifications are available.




{BlER D e RIS ] I NALER /] FEE]

SIDE MILLING CUTTER AND BEVEL BLADE SIDE MILLING CUTTER i CONVE MILLING CUTTER FACE MILLING CUTTER

SN TET]

C FACE MILLING CUTTER
ME  Outside diameter 75 MR Qutside diameter | 50 60 75 100
AR Outside diameter | 50 60 75 100 125 150 175 200 ES Teeth number 12 [2/Z Thickness 50 40 50 50
> 2% 3 4 5 & = g SLE Hole diameter 25.41" 60 50 60 75
= i 3 4 5 6 7
E52] Teeth number 18 20 22 26 28 32 34 36 BE _Thickness 60 75 100
e 1.5R 2R 2.5R 3R 3.5R
3L/& Hole diameter 254 1" ) IRelil 125
B Thickness 8 9 10 11 12 E52{ Teeth number 12 14 14 16
30 40 50 60 7.0 80 90 R Rangle 2R 45R _ 5R _ 55R _ 6R 3 Hole diametor — =
Eg Thickness 10 11 12 13 14 15 16 17 Efg Thickness 13 14 15 16 17 R Eﬁgﬁﬁ@fﬂq}ggéj@
T a .o
18 19 20 22 24 25 RE Rangle 65R 7R 75R 8R  85R o BIREERHME
1" 3 " 1" 5 " 3" 1," 5" 3" = : ® Special specifications are available upon request.
7 " Y . % / % Y, BE Thick P P P q
8 16 4 16 8 2 8 4 - cness L L 20 21 22 e \Welded tungsten material is available.
— RA Rangle 9R 9.5R 10R 10.5R 11R
RS BRE T EZEIR =
. I : Goama) AL ) B IR GBS TR,
Special specifications are available upon request. FERELEEEEAKE
The series is profiled cutters without stock for immediate delivery.
when ordering, please provide drawing for manufacturing.
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TAPS TP TAPS TPT
U TR I i/t 35% FRHRIN R I pavilio 35% TEEERRIN

w4

SPIRAL FLUTE TAPS POINTED TAPS HAND TAPS SPIRAL FLUTE TAPS POINTED TAPS DRILL TAPS
GUR 8 S T S———r—— s o oawE—-
Bl :mm T/ REIF () 488 : HSS EEfil : mm ¢ inch JT/%
=P, P . = - . =P %% o T 2
M2.6X0.45 260 250 210 630 M3.5X0.6 220 210 M3X05 25 3.0 660
M3X0.5 210 278 265 205 270 255 166 498 M4X0.5 270 260 M4X0.7 3.3 4.0 680
M4X0.7 190 248 232 180 235 220 160 480 9 a0 240 NS 42 5.0 1
M6X0.5 315 300 M6X1.0 5 6.3 820
M5X0.8 194 258 240 190 248 232 163 489
M7X0.75 345 330 M8X1.25 6.8 8.0 1,000
M6X0.75 280 345 260 325 263 789 M7X1.0 230 220 M10X1.5 85 10.0 1,250
M6X1.0 205 270 250 200 265 240 175 525 M8X0.5 450 430 M12X1.75 10.3 9.0 2,100
M8X1.0 375 435 366 420 310 930 M8X0.75 430 415
M8X1.25 285 400 346 275 370 330 246 738 M9X1.0 510 485 3/16 W 24 3.6 5.0 800
e - p_— g - 410 1230 M10X0.75 680 635 1/4W20 5.1 6.0 1,020
M14X1.0 850 820 5/16W18 6.6 7.0 1,140
M10X1.25 395 450 380 435 325 975
M14X1.25 830 800 3/8W16 8.0 8.0 1,300
o109 592 S 450 &0 470 e 925 e M16X1.0 1,060 1,020 1/2W12 10.7 9.0 2,100
M12X1.0 650 775 610 725 550 | 1,650 V18X1.0 1.900 1835
M12X1.25 560 610 530 575 462 | 1,386 M18X2.0 1,400 1,335
M12X1.5 560 610 530 575 462 1,386 M20X1.0 2,195 2,090
M12X1.75 510 630 590 500 610 560 462 | 1,386 M20X2.0 1,860 1,725
M14X1.5 780 900 705 810 609 | 1,827 Y 2,940 280
M22X1.5 2,400 2,230
M14X2.0 780 910 900 705 840 810 609 | 1,827
M22X2.0 2,400 2,230
M16X1.5 980 1,030 900 1,000 780 | 2,340 T 3.630 3,505
M16X2.0 980 | 1,140 1,030 900 | 1,050 1,000 760 | 2,280 M24X15 3.010 2.890
Pad
M18X1.5 1,340 1,440 | 1,200 1,380 | 1,060 | 3,180 M24X2.0 3,010 2,890 2 FRIBHE SR IN
M18X2.5 1,340 1,440 1,200 1,380 1,060 3,180 M25X1.5 3,700 3,700
M20X1.5 1,800 2015 1,580 1820 | 1440| 4320 M26X1.5 3,890 3,890 m
M27X1.5 4,150 4,150
M20X2.5 1,720 1,000 | 1,520 1,750 | 1,400 | 4,200
M28X1.5 4,300 4,300
M22X2.5 2,330 2,555 | 2,050 2,360 | 1950| 5,850 V2820 2,650 == | o _
M24X3.0 2,850 3200 | 2,660 3060| 2450 7,350 N 130X2.0 5020 5050 ME : HSS EBfi - mm JT/32
M27X3.0 3,850 3,750 3,050 | 9,150 M30X3.0 5,020 5,020 MRS
M30X1.5 4,860 4,750 4,000 | 12,000 M32X1.5 6,000 6,000 R
pE—— 5,500 e 5000 IEEEE M33X1.5 6,280 6,280 M4X0.7 1.5P2.5P 208
M33X2.0 6,280 6,280 M5X0.8 1.5P2.5P 212
M36X4.0 6,450 6,170 5,500 | 16,500
M33X3.0 6,280 6,280 M6X1.0 1.5P2.5P 224
Ma2xa.5 9,870 9,200 8,280 | 24,840 M36X1.5 6,550 6,550 M8X1.25 1.5P,2.5P 328
M45X4.5 11,080 10,300 9,270 | 27,810 M36X2.0 6,550 6,550 M10X1.5 1.5P,2.5P 420
M48X5.0 14,000 13,000 11,700 | 35,100 M36X3.0 6,550 6,550 M12X1.75 1.5P.2.5P 586
£F - (NHSS-(INZARFMINA ERLAZ e - EEME « T 08EZIEE, - H:HEREE  KEERRE  FIEEXE - =t - tD7DEISF1 5P(FFEE) 5 2.5P(R5E) » AW LIEIM AR5

(2)SUSTR AT BRISE% - imisE...
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TAPS TP
IR HEAHR I SoimtiIN FARARIN

SPIRAL FLUTE TAPS POINTED TAPS HAND TAPS

LPLIEN ™ T e ————

Bl :mm TT/X

-4

B 42 3 .
1/8W40 230 300 270 220 290 175 525
5/32W32 230 300 270 220 290 175 525
3/16W24 226 286 266 210 280 220 170 510
1/4W20 273 340 330 252 315 280 210 630
5/16W18 357 420 420 336 410 370 280 840
3/8W16 430 530 495 410 510 450 340 1,020
7/16W14 575 660 595 490 430 1,290
1/2W12 750 880 785 680 800 740 560 1,680
9/16W12 1,100 1,050 980 2,940
5/8W11 1,170 1,300 1,010 1,165 880 2,640
3/4W10 1,770 1,520 1,320 3,960
7/8W9 2,550 2,360 2,050 6,150
1"W8 3,650 3,390 2,900 8,700
1-1/8W7 5,320 3,850 | 11,550
1-1/4W7 6,550 4,840 | 14,520
1-3/8W6 8,850 6,630 | 19,290
1-1/2W6 11,500 7,700 | 23,100

&t - SUSTRNEEHA -

BEfil :inch JT/%

5 85 HT(HSS) Il

UNC UNF  HSS i [ SUS | Z(PCS) #H(SET)
NO.04 | 40 | 48 258 179 537
NO.05 | 40 | 44 244 235 174 522
NO.06 | 32 | 40 231 220 253 170 510
NO.08 | 32|36 226 216 250 170 510
NO.10 | 24 | 32 231 264 220 253 175 525
NO.12 |24 |28 247 260 237 270 185 555
1/4 20 | 28 239 264 228 264 180 540
5/16 18 | 24 314 286 300 346 236 708
3/8 16 | 24 380 275 364 400 286 858
7/16 14 | 20 550 357 520 570 410 1,230
12 13 | 20 630 735 600 680 470 1,410
9/16 12 [ 18 940 605 900 700 2,100
5/8 1 |18 980 700 940 735| 2,205
3/4 10 | 16 1,480 1,420 1,100 3,300
7/8 9 |14 2,300 2,200 1,720 5,160
1" 8 |12 3,300 3,150 2,460 7,380

£t : (1)UNC/UNF[EHBE -
(2)SUSTRA AT -
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TAPS TPT
NIVE FA/IN NIV E IR HERRIN

N-TYPE PIPE TAPS N-TYPE SPIRALPIPE TAPS

il -

N-SFT Bfl:mm To/%
1/16 28 27 400 520 480

1/8 28 27 420 540 400 500 600 680 550 620
1/4 19 18 500 570 480 550 650 740 600 670
3/8 19 18 800 850 720 770 880 1,150 820 900
1/2 14 14 1,200 1,440 1,100 1,380 1,300 1,520 1,250 1,400
3/4 14 14 1,600 1,900 1,600 1,700 1,850 2,100 1,800 2,000

1" " 11-1/2 2,600 2,800 2,400 2,650 2,800 3,100 2,700 3,000

IEEAEIATNER ‘v

RHEE DHER RHBER RAERE
Dia. (mm) Dia. (mm) Dia. (inch) Dia. (inch)
95
1.1~2.0 9.6~9.9 5/64 21/64
2.1~3.0 10.0 3/32 11/32
3.1~3.5 10.1~10.4 7/64 23/64
3.6~4.0 10.5 1/8 3/8
4.1~4.5 106~10.9 9/64 25/64
4.6~5.0 11.0 5/32 13/32
5.1~5.5 1M1.1~11.4 11/64 27/64
5.6~6.0 1.5 3/16 7/16
6.1~6.5 11.6~11.9 13/64 29/64
6.6~6.5 12.0 7/32 15/32
71~75 12.1~12.4 15/64 31/64
7.6~8.0 12.5 1/4 1/2
8.1~8.5 12.6~12.9 17/64
8.6~9.0 13.0 9/32
9.1~9.4 19/64
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][R P ISR p
STRAIGHT SHANK DRILL ! STRAIGHT SHANK LONG R

/24
/24

Tt~
BEfil : mm BB - mm
1.0 40 60 100
0.2 3 19 3.6 48 76 7.0 73 105 104 98 133
11~15 40 60 100
0.3 35 20 3.7 48 76 7.1 75 108 105 100 137 16~19 20 60 100
0.4 5.5 24 3.8 48 76 7 75 108 106 100 137 2.0 40 60 100
2.1~2.4 50 60 100
0.5 75 27 3.9 51 79 7.3 75 108 107 100 137 oF %0 80 100
0.6 8.5 30 40 54 83 7.4 78 111 108 103 140 2.6~2.9 50 75 100
0.7 10 32 4.1 54 83 75 78 111 109 103 140 3.0 50 i 100 2 150
3.1~3.4 50 75 100 125 150
0.8 11 34 42 54 83 76 78 111 11.0 103 140 35 50 75 100 125 150
0.9 13 36 43 54 83 e 81 114 1.1 103 140 3.6~3.9 50 75 100 125 150
4.0 50 75 100 125 150
1.0 18 40 4.4 56 86 7.8 81 114 11.2 106 143 T 1~44 =5 100 155 150
1.1 20 42 45 56 86 7.9 81 114 11.3 106 143 45 75 100 125 150
12 20 42 46 56 86 8.0 81 114 14 | 106 | 143 46-4.9 £ 102 125 150
5.0 75 100 125 150
1.3 22 45 4.7 59 89 8.1 84 117 11.5 106 143 5.1~5.4 90 100 125 150
14 23 48 4.8 59 89 8.2 84 17 1.6 109 146 5.5 90 100 125 150
5.6~5.9 90 100 125 150
15 23 48 49 62 92 8.3 84 117 1.7 109 146 50 90 100 158 150 00
1.6 25 50 5.0 62 92 8.4 87 121 11.8 109 146 6.1~6.4 90 100 125 150 200
17 25 50 5.1 62 92 85 87 | 121 19 | 100 | 146 6.5 =0 g 125 150 200
6.6~6.9 20 100 125 150 200
1.8 28 52 512 64 95 8.6 87 121 12.0 1M1 149 7.0 90 100 125 150 200
1.9 28 52 5.3 64 95 8.7 87 121 12.1 11 149 71~74 90 100 125 150 200
75 90 125 125 150 200
2.0 30 55 5.4 64 95 8.8 89 124 12.2 111 149 — o0 155 150 175 200
2.1 30 55 5.5 64 95 8.9 89 124 12.3 111 149 8.0 90 125 150 175 200
8.1~8.4 90 125 150 175 200
22 33 58 5.6 67 98 9.0 89 124 12.4 114 152
8.5 90 125 150 175 200
2.3 33 58 5.7 67 98 9.1 89 124 12.5 114 152 8.6~8.9 90 125 150 175 200
24 35 61 5.8 67 98 9.2 92 127 12.6 114 152 9.0 90 125 150 175 200
9.1~9.4 90 125 150 175 200
25 35 61 5.9 67 98 9.3 92 127 12.7 114 152 95 100 105 150 175 200
26 37 64 6.0 70 102 9.4 92 127 12.8 114 152 9.6~9.9 100 125 150 175 200
10.0 100 125 150 175 200
27 37 64 6.1 70 102 9.5 92 127 12.9 114 152
10.1~10.4 100 125 150 175 200
28 39 67 6.2 70 102 9.6 95 130 13.0 114 152 105 100 125 150 175 200
29 42 71 6.3 70 102 9.7 95 130 13.5 122 168 10.6~10.9 100 150 150 175 200
11.0 100 150 150 175 200
3.0 42 71 6.4 73 105 9.8 95 130 14.0 122 168 T A~114 150 150 175 200
3.1 42 71 6.5 73 105 9.9 95 130 14.5 122 168 1.5 150 150 175 200
11.6~11.9 150 150 175 200
2 42 71 : 73 1 10. 95 1 15. 132 181
3 6.6 05 0.0 30 50 8 12.0 150 150 175 200
3.3 45 73 6.7 73 105 10.1 98 133 15.5 132 181 12.1~12.4 150 150 175 200
3.4 45 73 6.8 73 105 10.2 98 133 16.0 132 181 12.5 150 150 175 200
12.6~12.9 150 150 175 200
35 45 73 6.9 73 105 10.3 98 133 16.5 132 181 3.0 150 150 175 200
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. GLENDOWER

GILENDOWER

QUALITY TOOLING AVAILABLE GRADES

SUPERTHREAD 1*" Choice
Multi-purpose grade for most materials.
PRECISION THREADING TOOLS Sub-micron carbide with
P ' -
4 2"? Choice AC350M
‘/ Suitable for machine materials where

GC10F wears too quickly
K-grade carbide with PVD coating TiC

g
).
oY

3rd Choice AC200M (PVD Extra)
Suitable for machining difficult Stainless Steel
and other exotic materials.

M-grade carbide with PVD coating TIALN

(\A‘QW w:;, A

K15

Suitable for machining Cast Iron, Brass, Copper
& Aluminium.

K-grade uncoated carbide + Polished finish

VH

003

Reg. No Q5112

RENSESE WA i=sARJR
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GLENDOWER
Common thread profiles

GLENDOWER

0,1884 P
—_—

0,154 P

1 8580 P
A

1450 P

0.6800P| 05P|04820PF

SF (Systéme Frencais)
ccessively replaced by ISO

Metric Taper

Use : Grease fittings & pipe couplings

[% P a :.'
t ’ g 0,125F E 0125p £
025P = . =
g ﬁ' rr— L=
g L . I el B |
4 RN RN 1
B § ) N ol = [ o ) : :J ] G
I B2l |3 HEHEE ,ﬂ. g
1] 0 = b= s e s e o =3 } &
J'&T" 77 ; i z p /s Fara
0143 P 025F L_ . 01804 P 0,2708 P L_ - AR L__ J
3 g ]
< = c
ISO
M and UN UNJ Original Sellers & Sl
branches in mechanical industry Use : Aircraft & Space industry Successively replaced by ISO
1 3
-5
& -]
: = P = a
= =
o 0173p F , §.
AN " . .
5 3 i AL ° £ .
3| X 8 VIS ITIIS A g 58 g
7 0,1082 P o - [
i Axis of wrew [/’l i e
[ANEL - Taper 1:16 g 0IwIP S a
3 g
o =
Whitworth

Use : Fittings & pipe couplings. Used in most
branches, also for gas, water and sewer. As

general machine thread now successively

replaced by 1SO.

b w007 P — 0,250 x D play
o =007 P — 0,259 (0, Pley— gy play

b =042 P — 02w D play
€ =0AZN P — 0,250 3, plav — gy Pl¥

Acme, truncated
Whee normal Acme is too deep

Saw-tooth thread 3

DIN 513

Use : Mechanical industry for mo

TR DIN 103 RD DIN 405
BSC (CEI) Use : Mechanical industry for motion Use : Pipe coupling fire prote
Use : Bicycle industry thansmission screws industry
10 1 >
[ l P
! F
H Hut ll'- { ; Mt i & <] m\ﬁ\\ I
B -| 4 b £ N =
< \ N N 3 R el = \\ N 02438 g
E' @ a’ = = % ;l
e e - o 3=
:% a{ - = . N e
s ; = 7 ® A Z \\r\:‘\ g
F £ /: [ - ; ;
# - i L
somn HEH 5| 2 e 3 2 e 5
al 5 = 8124 P / { g
= o
s =03m07T P B =04z P

4
B
|
: g
= 'Y
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Acme Use : Control valves and in cases when it is transmission screw when the loa
Use : Acme-General is used in mechanical | important to combine a large lead with a shallow | form one direction, e.g. in presse s
industry for motion transmission screws thread. e.g. because of poor material thickness | etc.
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THREADING INSERTS CODE KeY

@ Top Chipbreaker
@ Secured by Coned Screw or Top Clamp
@ Located Flat in Tool Holder

16

E|l R

10

UN

. Pitch / Groove Width Thread / Groove Standard
Cutting edge length mm
Full-profile ISO =1S0, Metric
11 | 1C=6.35 mm dia W = Whitworth
16 |1C=9.52 mm dia L — 2 BSPT = Whitworth, cone
22 |1C=12.70 mm dia 0.7 1.75 !
_ < ) 0.75 20 UN =Am. Un
27 |1C=15.87 mm dia 0.8 25 NPT = |SO’ cone
1.0 3.0
1.25 3.5
TPI 24 13
External / Internal 20 12
18 11
E = External [N 16 10
N = Internal 14 9
8
Partial profile
A=0.5-1.5mm
Hand of Tool 48 - 16tpi
, AG = 0.5 - 3.0mm
R = nght - hand 48 - 8tpi
L = Left - hand G =1.75 - 3.0mm
14 - 8tpi
N =3.5-5.0mm
7 - 5tpi
Recommended Threading Passes
Pitch 05| 1 [1.25/15| 2 3 4 5 6 8
T.P.I 48 | 24 | 20 | 16 | 12 | 8 6 5 4 3
No. of Prasses | 46 | 4-8 | 59 | 6-10 | 7-12 | 9-14 {11-18|12-20|12-20|15-24

123

16 ER A55 12.70 | 13.95 | 15.35 16 ER 28W 12.70 | 13.95 | 15.35
16 ER G55
5 A 16 ER 19W A 16 ER 18UN
16 ER 18W 16 ER 16UN
' 22ERN55 | 22.05|24.55 | 26.65
2 > 22 ER N55-U k" BRI k)‘ 16 ER 14UN
16 ER 14W 16 ER 13UN
16ER 12W 16 ER 12UN
27ERQ55 | 31.60|34.75 | 38.20 16 ER 11W
16 ER 10W 16 ER 11UN
16 NRA55  [12.70 [ 13.95 | 15.35 16 ER 9W 16 ER 10UN
16 NR AG55 16 ER 8W 16 ER 9UN
16 NR G55 16 ER 8UN
~ 2ERTW 22.05 | 24.55 | 26.65
9y NRNGO | 22,05 | 24.55 | 26.65 2ZER G (oS 2ERTUN | 2205 | 2455 | 26.65
22 NR N60-U OP 2ereun
A~ 2ER412W-U 22 ER 5UN
27NRQ55 | 31.60 | 34.75 | 38.20 22 ER 4W-U
ON 2 ER3420W0 27 ER 4UN 31.60 | 34.75 | 38.20
16 ER AB0 12.70 | 13.95 | 15.35 22 ER 3W-U
16 ER AG60
‘( ‘ 16 ER G60 g; EE gw 31.60 | 34.75 | 38.20 16NR24UN | 12.70 | 13.95 | 15.35
‘@ 16 NR 20UN
= gg EE “gg | 22.05 | 24.55 | 26.65 16NR28W | 12.70 | 13.95 | 15.35 @ 12 ZE 123E
- 16 NR 26W
16 NR 20W 16 NR 14UN
27ERQ60 | 31.60|34.75 | 38.20 16 NR 19W 16 NR 13UN
r \' 16 NR 18W 16 NR 12UN
16 NR A60 12.70 | 13.95 | 15.35 16 NR 16W 16 NR 11UN
12m§g§g° \ ]2 N 16 NR 10UN
) 16 NR 11W 12:&23:
22NRNGO | 2205 2455 2665 10AR 10
22 NR N60-U 16 NR 8W r 22 NR 7UN 22.05 | 24.55 | 26.65
‘y 22 NR 6UN
27NRQ60 | 3160 |34.75 | 38.20 22NR 7W 2205|2455 2665 | | (5= 22 NR 50N
22 NR 6W
ISO Metric LIRS 27 NR 4UN 31.60 | 34.75 | 38.20
]g EE ?.(7)5; S%o 12.70 | 13.95 | 15.35 r " BRI vl
16 ER 1.25 ISO O 2NRawu
22 NR 3-1/2W-U
16 ER 1.51SO Valld v
16 ER 1.75 1SO
& 16ER2.01S0 27 NR 4W 31.60 | 34.75 | 38.20
16 ER 2.5 ISO piavipin
16 ER 3.0 ISO
22ER351S0 [22.05(2455(2665| | N~ gspr
("o 22ER4.051S0 (/> 16ER14BSPT | 1270 | 13.95 [ 15.35
22ER 455150 16 ER 11 BSPT
& 22 ER 5.05 1SO
27ER551S0 |31.60|34.75 | 38.20
27 ER 6.05 ISO e
S ERE0E0 ‘@ 12 EE 1? gg;: 12.70 | 13.95 | 15.35
16 NR 0.751S0 | 12.70 | 13.95 | 15.35
16 NR 1.0 1ISO
16 NR 1.25 1SO NPT LINE PIPE
A lg NE 1'%?30 (A 16ER18NPT [1270|13.95]|15.35
O NR 20750 16 ER 14 NPT
16 NR 25 130 16 ER 11.5 NPT
16 NR 3.0 1ISO 16 ER 8 NPT
22NR351SO |22.05 | 24.55 | 26.65
_/\ 22NR4.051SO
gg HE g.gg :28 16NR 18 NPT [ 12.70 | 13.95 | 15.35
: ‘Q‘ 16 NR 14 NPT
27NR55I1SO |31.60 | 34.75 | 38.20 ‘Q dvigteig
27 NR 6.05 ISO
27 NR 8.0 1SO
124




EET)NEF T Intenal Threading Boring Bars(W) Throw-Away Inserts

Vs

~N

g ————-—13
vy \ / *L [
P L1
KRN L
HER Right-hand shown
- 5 RTJ' Dimensions (mm) mg%ﬁ? ?}i%’: E;n):ll_ mgﬁtl% *ﬁ%
o= i J17) Screw | Wrench Shin Screw | Wrench
EDP NO. Insert D L L1 £ | dmin vy | 1o [T =\
SNR-0008K-08-S08 08NR.. 8 125 | 20 5.5 11 | MS2206A TF7
SNR-0010K-11-S10 10 125 | 25 6.5 13
1INR/L.. MS2508B TF9 — — —
SNR-0012M-11-S11 12 150 | 32 8.0 16
SNR/L-0016Q-16 16 180 | 36 10 19 [ MS3509A | TFI5
SNR/L-0020R-16 6NRIL 20 | 200 | 40 12 24
SNR/L-0025R-16 T 25 | 200 | 45 | 145 | 29 |[MS3512A| TFI5 DXN/E16 | HTM3 PL25
SNR/L-0032S-16 32 | 250 | 45 | 185 | 36

RENIINMEZ I

-

External Threading Boring Bars(W) Throuw-Away Inserts

[ SER ) =4 -
o
LB Lﬁ B
s
S j
g J
4iZf Right-hand shown
i o RTJ' Dimensions (mm) ﬂ!?é%ﬁ'? ?}i%’: %é"}:ll- E?E%ﬁ? *}i%’:
i i 717] Screw | Wrench | Shin Screw | Wrench
EDP NO. Insert H B L Hi ¢ b | =LF [ [ =\
SER/L-1212K-16 12 12 | 120 | 12 12
MS3509A | TF15 - - -
SER/L-1216K-16 12 16 120 12 16
SER/L-1616K-16 16ER/L.. 16 16 125 16 20
SER/L-2020K-16 20 20 125 20 25 | MS3512A TF15 GXE/N16 | HTM309 PL25
SER/L-2525K-16 25 25 150 25 32

125

CcGT EaFAREE ] (80°ZH.) Insert For Aluminum (80° Diamond)

-
. _:F'“". 7 v
g | SN
dl 4-(H) - d
\ ) \ . i ]
- =
- ! S
AU “}5
= At
EDP NO. I b S d, r
CCGT 060202 - AL 6.40 6.35 238 2.80 0.2
CCGT 060202 - AL 6.40 6.35 238 2.80 0.4
CCGT 060202 - AL 9.70 9.52 3.97 4.40 0.4
CCGT 060202 - AL 9.70 9.52 3.97 4.40 0.8
CCGT 060202 - AL 12.90 1270 476 5.50 0.4
CCGT 060202 - AL 12.90 12.70 476 5.50 0.8

TCGT #rFE )R (=) Insert For Aluminum (Triangular)

badl] g

EDP Nfb : 2 . d r
TCGT 110202 - AL 11.00 635 238 2.80 02
TCGT 110204 - AL 11.00 635 238 2.80 04
TCGT 16T304 - AL 16.50 9.52 3.97 440 04
TCGT 16T308 - AL 16.50 9.52 3.97 4.40 08

DCGT AL $8FEE /) (55°FH/

) Insert For Aluminum (55° Diamond)

’ . s
@) A7 e
\"/ ! s

badl] “}5

=5 Bl

EDP NO. I D . d, r
DCGT 070202 - AL 775 635 238 2.80 02
DCGT 070204 - AL 775 6.35 238 2.80 04
DCGT 117302 - AL 11.60 9.52 3.97 4.40 02
DCGT 117304 - AL 11.60 9.52 3.97 4.40 04
DCGT 117308 - AL 11.60 9.52 3.97 4.40 08
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RCGT AL i2FE ) H (Bf?)

&

Insert For Aluminum (Circuar)

GLENDOWER

Cutting Speed recommendations : Threading

badl] g

EDP Nfb I b S d r
RCGT 0602M0 - AL - 6.00 238 2.80
RCGT 0803M0 - AL - 8.00 318 3.40
RCGT 1003M0 - AL - 10.00 318 4.00

VCGT AL §8FE ) (35°&

&

72) Insert For Aluminum (35° Diamond)

Vi

badl] g

EDP Ng}}% ! ot 2 d, r
VCGT 110302 - AL 11,10 635 318 2.80 02
VCGT 110304 - AL 11,10 635 318 2.80 04
VCGT 160402 - AL 16.60 952 476 440 02
VCGT 160404 - AL 16.60 952 476 440 04
VCGT 160408 - AL 16.60 9.52 476 440 08
VCGT 160412 - AL 16.60 9.52 476 440 12
VCGT 220530 - AL 2210 1270 556 550 30
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M ateri als HBN GC10F | AC350M AC200M K15
Cutting Speed Vc = M/min
Carbon Steel ¢ =0.10-0.25% 125 185 220 220
¢ =0.25-0.55% 150 155 185 185
¢ = 0.55-0.80% 170 145 175 175
Low Alloy Steel Non-Hardened 180 125 150 150
Hardened & Tempered 275 95 110 110
Hardened & Tempered 350 75 90 90
High Alloy Steel Annealed HSS 200 110 130 130
Hardened Tool Steel 325 80 95 95
Steel Casting Unalloyed 180 200 240 240
Low-Alloy 200 110 132 132
High-Alloy 225 110 132 132
Manganese Steel 250 35 40 40
Stainless Steal Free Machining 200 170 200 200 115
Bars / Forged Non - Hardened 200 130 150 150 90
Ferritic / Martensitic PH Hardened 330 90 110 110 65
Hardened 330 85 100 100 65
Stainless Steal Free Machining 200 140 170 170
Bars / Forged Austenetic 180 130 155 155
Austenitic PH Hardened 330 80 95 95
Super Austenetic 200 70 80 80
Stainless Steal Non-weldable ¢ > 0.05% 230 95 110 110 80
Bars / Forged /Austenitic | Weldable ¢ > 0.05% 260 75 90 90 60
Ferritic (Duplex)
Stainless Steal - Cast | Non Hardened 200 90 110 110 65
Ferrritic / Martensitic Hardened 330 65 80 80 50
Stainless Steal - Cast | Austenetic 200 85 110 100
Austenitic PH Hardened 330 60 70 70
Stainless Steal - Cas Non-weldable ¢ > 0.05% 200 85 100 100 70
Austenitic / Ferritic Weldable ¢ > 0.05% 300 65 75 75 50
(Duplex)
Heat Resistant Alloy Annealed Lorn Based 230 45 50 50
Aged 260 30 35 35
Annealed 250 20 20 20 20
Aged - Nickel based 350 15 15 15 15
Cast 320 10 10 10 10
Annealed 200 20 20 20
Aged - Cobalt based 300 15 15 15
Cast 320 10 10 10
Titanium Alloys Commercially Pure 99.5% TI 140 170 110 12
Malleable Cast Lorn Ferritic Short chipping 130 135 160 160 85
Ferritic long chipping 230 100 20 20 70
Grey Cast lorn Low tensile Strength 130 130 155 155 100
High Tensile Strength 230 110 130 130 50
Nodular SG lorn Ferritic 160 125 150 150 100
Pearlitic 230 90 110 110 50
Aluminium Alloys Cold Worked, non aging 60 1400 1400 1400 500
Wrought, Wrought & Aged 100 490 450 450 450
Aluminium Alloys Cast, non aging 75 455 455 455 455
Cast or cast & aged 90 280 280 280 250
Aluminium Alloys Cast Si 13-15% 130 245 295 295 210
Cast Si 16-22% 130 245 295 295 210
Copper & Free Cutting > 1% Pb 110 420 500 500 370
Copper Alloys brass, leaded bronze < 1% Pb 90 245 245 245 210
Bronze, non-leaded copper 150 175 175 175 150

Electrolytic Copper
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JGBR /L N BIE T e

~ ! W+0.03
| = =i 212.7 R R W+0.03
Tiife 5 = =] [R,
| 8 ek |
el i —‘Fﬁ I fio
= ,__1’7=.J_
L8 : . .
L — 4.7, 4.7,
o e 17 J]~I' Dimensions (mm) 12 s R o 7 P JR~F (mm) ME
EEEE Insertt | gy | B | B 12 | F Screw Shin Wrench Spring EDENO. w L2 R BMI5 BM25
JGBR/L1616K22-1.5 16 | 16 | 125 32 | 25 MTG43R/L 100 1.00 ol .
JGBR/L1616K22-2.5 16 | 16 | 125 | 32 | 25 MTG43R/L 110 1.10 =5 : N
JGBR/L1616K22-3.5 16 | 16 | 125 | 32 | 25 MTG43R/L 125 125 .
JGBR/L1616K22-1.5 16 | 16 | 125 ] 32 | 25 MTG43R/L 145 1.45 .
JGBR/L1616K22-2.5 16 | 16 | 125 32 | 25 MTG43R/L 150 1.50 .
JGBR/L1616K22-3.5 | GB43R/L | 16 | 16 | 125 | 32 | 25 MTG43R/L 175 1.75 .
M6-23 M-03 L-04 MES3 02
JGBR/L2020K22-1.5 |GBA43R/L| 20 | 20 | 125 | 32 | 25 MTG43R/L 185 1.85 15 .
JGBR/L2020K22-2.5 20 | 20 [ 125 | 32 | 25 MTG43R/L 200 2.00 : .
JGBR/L2020K22-3.5 20 | 20 [ 125 | 32 | 25 MTG43R/L 220 220 .
JGBR/L2525K22-1.5 25 | 25 [ 150 | 34 | 30 MTG43R/L 230 230 .
JGBR/L2525K22-2.5 25 | 25 [ 150 | 34 | 30 MTG43R/L 250 250 o N
JGBR/L2525K22-3.5 25 | 25 | 150 | 34 | 30 MTG43R/L 280 2.80 : N
MTG43R/L 300 3.00 . N
MTG43R/L 330 3.30 : .
MTG43R/L 350 3.50 b N
MTG43R/L 400 4.00 ' .
MTG43R/L 430 430 g .
MTG43R/L 450 4.50 ' .
MTG43R/L 050R 1.00 2.0 0.50 .
MTG43R/L 075R 1.50 e 0.75 N
MTG43R/L 100R 2.00 1.00 N
MTG43R/L 125R 1.25 4.0 125 .
MTG43R/L 150R 1.50 1.50 .
MTG43R/L 175R 1.75 5.0 1.75 .
MTG43R/L 200R 2.00 2.00 .
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BRET)INEREM  intenal Grooving Tool Holders(W) Throw-Away Inserts tIEh JJEE Cut-Off Tool Holder

[ GIVR ) . J
, N H ©--@-—O
a
[T 1 H
D% i T Eg_,
i (_4 : g L1 ? l %H il
I @ dmin L H HQO
L J Hi2fZ Right-hand shown -
3 RTJ' Dimensions (mm) Jé_j—fij% ?}i%’: n Jé_j-_(ijﬁ mgﬁ:l% *ﬁq’:
2l i 717] Clamp Wrench EEEDP Ngﬁ hil h2 h3 H L Clamp Screw Wrench
EDP NO. Insert dmin | D L L1 F T =\ . T A
GIVR-1108K-1SS | GVR..SS | GVR100SS~300SS | 11 | 8 [ 125 | 20 | 7 CPS4V TF15 SBU20-26 20 20 10 45 80 BCSI5
GIVR-1310K-1S GVR.S | GVRI100S~340S 1310|125 25| 8 SBU20-32 25 20 13.5 30 100 BCS20 BX0625 LH-050
GIVR-1512M-1A 1512 (150 30| 9 CPSSF TF20 SBU25-32 25 25 8.5 50 110 BCS25
GIVR-2016Q-1A GVR.A GVR100A~340A 20 16 180 | 35 11 SBU25-26 20 25 10 45 80 BCSI15
GIVR-2520R-1B GVR.B | GVRI45B~250B | 25 | 20 | 200 | 40 | 14 CPS5V TF20
GIVR-3225R-1C 32 | 25 | 200 | 40 | 19.5
GIVR-4032S-1C GVR.C | GVR280C~500C | 40 | 32 | 250 | 48 | 23 CPS6V PL30
GIVR-4032S-2C 40 | 32 [ 250 | 48 | 23
LSS i
- H L }
: [ 4 >
Lol -_:‘n - L
;s TIIJRSR | 2AER wF
%DP N(ﬁ)ﬁl Insert number MAX. W B H L A Wrengh
: < DIA. e
SGFH26-3 GFN3 75 3 24 21 110 254
SGFH32-3 GFN3 100 3 24 25 150 31.3
SGIH26-2 GTN2 75 3 2.4 21 110 25.4
SGIH26-3 GTN3 100 3 24 25 150 31.3
SGIH32-3 GTN3 50 3 1.6 21 110 25.4 SL-1
KTKB26-3 TKN3 75 3 24 21 110 25.4
KTKB32-3 TKN3 100 3 24 25 150 31.3
SV26-3 N151.2-300.4E 75 3 24 21 110 25.4
SV32-3 N151.2-300.4E 100 3 2.4 25 150 31.3
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ALL YOUR CUTTING NEEDS

12

J"\§E1

VI BY & 8 7 t) Bl C

B

[

INTRODUCTION TO DIAMOND TURNING TOOLS
SHa)EERME - PCD POLYCRYSTALLINE DIAMOND
~ el

%

AEiASESE  aBrass & Bronze Alloys A FEHAE

AEpoxy Resins

ADNiREE A Silicon-Aluminum Alloys = | A7 » 85747 aWood , Compound Wood

AfiEE A Copper Alloys ARERE
AEEE® A Magnesium Alloys
ARSE A Aluminum Alloys
ATEIEIEEN S ELS A Presintered or Sintered
i2|dis Tungsten Carbide

¥

B9 40 B s AL T )T FLS G-

CUTTING CONDITIONS OF DIAMOND AND CBN CUTTING TOOLS
&L 8EB#¥l - CBN CUBIC BORON NITRIDE

TE#H AISI/SAE: &&#i: (AISI/ SAE)

M-2, M-42, T-15, 0-2 1055, 4140, 4340, 8620, 52100

JIS) (JIS)
(S55C, SCM44H, SNCM439,

(SKH9.-,SKHIO,-) 'SNCM220, SUJ2)

A-2,D-2, S-5 s CAST IRON:

KDI2 KD11 .- )ﬁ;%ﬂﬁ?fﬁ% 2 ﬁ@m%i%ﬁ

S S ) Cold energized cast iron and

hard nickel cast iron.

AHard Rubber

AFibre Glass Composites
ACeramics
ACarbon-Phenolic
APlastics

AGraphite

HESE

Stellite, Colmonoy, Wallex
BESS

High cobalt powder metallurgy
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FEATURES OF DIAMOND AND CBN CUTTING TOOLS
A. INCREASED PRODUCTIVITY

W N = >

. REEED

RISEH#F T = - BliIRSNI2ERE -
ASSHIEVCHREE -
CIHBRE R T 4XFRZE (Stock Removal) 1810

EiRREET] -

o~

RIS

M~ o N - o

ik LEIBHRVES—IERESNEE -
. BIESKEMSENREFMISRE -

RESAREE -
HININSEIEEGE TH ESEIFHIRENLE -
EI7JERER - MEFIEETEHER -

—EU DR EIR - RRDIDAZESE - 11T

PNEREREIE DD EFEE -

EEEMR (HRC 4520 1)

ETRE
Feed Speed

LIHIRE
Cutting Speed
IARE
Cutting depth

CIHHE
Cutting Oil

SRR

METALLIC MATERIALS

0.02 - 0.1mm / rev

80 - 120 m / min CBN

0.02 - 0.6mm

ORI ; IBe I REShEE
Dry machining: Use light oil for
aluminum alloy

IEEEmATR

1.

2.

3

W@ oo A

N

To maintain proper tolerance for a long time and
upgrade machining accuracy.

With turning to replace grinding.

. To increase cutting speed and chip removal rate for

increased productivity.

. Higher productivity than that of tungsten carbide or

ceramic cutting tool.

. To reduce down time on a highly priced machine.

. ACCURACY

. To reduce damage of metallurgical structure.

. Better finish on extra hard alloy steel workpiece.
. Low wear on cutting edge to maimtain accurate

tolerance for a long time.

. Cutting edge lasts long. No need to adjust or

compensate cutting edge wear during machining
due to minimum wear.

NON-METALLIC MATERIALS

0.2-0.5mm/rev

800 -1200 m / min PCD

0.2-1.5mm

FZTV BT

Dry machining

135

FEN TEBBEE L EENETEE
Select feed speed in this range according to your
desired finish of machining surface.

EMEIREL O REUN BT ERE

Select cutting speed out of machine's resonant point.

R EIEARRIME

Depends on material property.

1R TARAFTE

Depends on machining condition.

d=ll)es

CBN PCD
-y 5\& Tk o mm)  [ETsl=lsle
d S r | di % % g % %
TNGA 160402 9.525| 4.76 | 0.2 |3.81 ‘
160404 y 9525|476 | 0.4 |3.81|@|0 e
160408 | < g\ nﬂ 9.525|4.76 | 0.8 |3.81|@|e|e @
220404 | & " AYN iH [1270[476 ] 0.4 [5.16 ole
220408 - [1270] 476 [ 0.8 [5.16[0 |@] @
220412 1270 476 [ 1.2 [5.16]|e [e @]
CNMA 120404 12.70| 4.76 |04 |5.16|e|e @ 0| ®
120408 - ] |1270/476]0.8 |5.16|e|e|e e e
120412 | b @ j 12.70|4.76 (1.2 [5.16] [e|e]e
DNGA 150404 &, 12.70| 4.76 [0.4 |5.16]e o
150408 e i B [1270]476[08 [5.16]e .
150412 m/ Oy s [1270]476(12 [5.16] e
\"-if U
SNGA 120404 2 12.70| 4.76 [0.4 [5.16
120408 | | @ s [1270[476 |08 [5.16[e[e[e]e] e
120412 | SR 'l ["270]276 (12 |516] |e|e|e
- - bl
SNGN 090304 , 9525318 |04 | -
090308 : 9525|318 [0.8 | -
120404 <> H 12.70[ 4.76 [0.4 | -

120408 : - [1270[476 [08 | - [e[e[e] [e
120412 - |1270[476 12 | - ole
CCMW 060202 6.35 23802 | 2.8 S

060204 6.35 | 2.38 |04 | 2.8 S
09T302 2. 3 9.525(3.97 0.2 | 4.4 °
09T304 A I [9525(397(04 [44]e]e .
0oT303| | O . [9525[397 08 |44 [e]e
120404 %m . . " T1270[476 04 | 55
130408 12.70(4.76 | 0.8 | 55 |e|®
120412 12.70[4.76 [1.2 | 55
CDMW 070202 : 63523802 | 2.8 5
070204 N 6.35 23804 [ 28 °
117302 £ 9525 3.97 0.2 | 4.4 s
117304 i 9.525|3.97 |04 | 44 |e|e °
117308 . ' 952539708 44| |e °
VNGA 160404 5 9.525| 4.76 [ 0.4 oo o
160408 (-\ f [9525[476(08 |38 [efe o
szz'/ 2 E:'I_—I
y v i
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/ o = L . CBN PCD
ISO 755 NER HZIN & (mm) alslsls] e
SHEHE
. 5 d s ro|dr [2f°[°]°]8
TCMW 110202 A R 6.35 [2.38 | 0.2 | 2.8 .
110204| Lal s 6.35(2.38 | 0.4 |28 °
TPGX 080202 4761238 ]0.2|25 ®
080204 475123804 |25 |e|e® )
080208 476 1238|0825 )
090202 556 (2380.21]3.0 ojo| o0
090204 . 3 556 (238|104 |30 (e|e|eo|e| @
090208 > A 1 556 [2.38 | 0.8 |3.0 °
110302 é—!}__-.,_;,-. gfﬂk* E-_!- 1 6.353.18 0.2 | 3.5 ®
110304 o 8 . 6.35[(3.18 (04 (35 |e|e|e|e| e
110308 635|318 08|35 |e|e|(®|0® @
160304 9525(318| 04|48 (e|o|e@ ®
160308 9.525(3.18|1 08|48 (e|eo|@ ®
160404 9.525(4.76 |1 04 | 4.8 ®
160408 9.525(4.76 | 0.8 | 4.8 ®
SPGN 090302 95251318 0.2 | - [}
090304 9525(3.18|1 04| - |e|e|e@ )
090308 9525(3.18|108| - |e|e|e® ®
090312 /é\ gt 9.525(3.18 1.2 | - )
120304 t ﬂ\ ] { 12701 3.18 |1 0.4 | - oo e@
:"':E"- // | 1
120308 = H.: [ 12701 3.18| 08| - |e|e|®o|0®| ®
120312 12701 3.18 |1 1.2 | - ) ®
120408 12.7014.76 | 0.4 | -
120412 12701 4.76 | 0.8 | -
SPGX 090304 n /,%;\) EII- 9.525(3.18 |04 | 4.8 °
L& B
090308 | / V| B 9.525|3.18 [ 0.8 | 4.8 °
WCMW L30202 476 1238|0223 )
L30204 s, > 476 1238|0423
040202 “ A 6.35 | 2.38 [ 0.2 [ 2.8 °
& (o)) E
040204 E:‘ scnit] i L z 6.35 1238 (04|28
06T304 — 9.525|3.97 | 0.4 | 4.4 °
06T308 9.525|1397|08|4.4
TEGX 160302 i F’j 9.52513.18 |1 0.2 4.3 ®
.ﬁ} (] 1\
160304 &_ - b = 9.525|3.18|1 04 | 4.3 [
F283:
1.CN 100 - {KiEERERLIZE! 1. CN 100 - Low hardness roller cutting
2.CN 250 - ZARIEHR B8 / EnELDE| 2. CN 250 - Heat treatment pot, continuous / intermittent cutting
3.CN 300 - ZAGRIBER ERELIH 3. CN 300 - Heat treatment pot, intermittent cutting
4.CNZ 10 - ZARIEHH SREEUH 4. CNZ 10 - Heat treatment pot, High speed continuous cutting
5.CN 500 - 588 SraE I 5. CN 500 - Cast iron, High accuracy cutting
6.CN 600 - STEERIRIH MIASELIHI 6. CN 600 - High hardness roller cutting. Heat - resistant alloy cutting.
—RRIE SR EDE] General simtered part cutting.
7. PDM010 - MEFEESEVIEE R MR R IEE B4R 7. PDM010 - High wear - resistance non-iron materials and non-wetallic materials.

QPDMOOZ s

BEINIREYSECESE

. PDMO002 - Precision machining and alumimum alloy with low silicone coutent.

SCEIFR=YI  SC6l SERIES

BRASRNe T EEEH Interchangeable High Speed Medium Duty Live Center

F5&

AEEHES300 m/mRUN—RXEBHINNT - KAIEEHE#H _ L %
& [EEIREEIDEIERE - IR SSIRGME 8 Al B L c _
BRIEHEBHR  FINKESR S BIBRE SR, - - - i
Application: E
The series of live center is suitable for turning
workpiece length within 300mm. The beorings in the
live center provide separated ratial and axial resistant
force. The bearings consist of double-row ball bearing,
thrust ball bearing and NK type needle bearing. 'A'_ = = =i <4
61-35 61-15 61-10 61-08 61-06 61HF
Punch
FE4EE ¢ 0.008m/mA
RYi% DIMENSIONS Accuracy: within 0.008m/m
SC-61-M-3 3 30 55 90.5 64 324 | 1755 4500.rpm 1300kg 2250kg
SC-61-M-3-A 3 30 72 90.5 64 324 | 187.5 4500.rpm 1300kg 2250kg
SC-61-M-4 4 30 55 108 64 324 193 4500.rpm 1300kg 2250kg
SC-61-M-4A 4 30 72 108 64 324 205 4500.rpm 1300kg 2250kg
SC-61-M-5 5 30 55 135 64 32.4 220 4500.rpm 1300kg 2250kg
SC-61-M-5A 5 30 72 135 64 324 232 4500.rpm 1300kg 2250kg

SC6eZrGll  SC62 SERIES

EERESEEEE Fid Heavy Duty Live Center

FiZ -
AEEHEE400 mmRUR—REHINNT -

Application:
The series of live center is suitable for turning

workpiece length within 400mm.

RY% DIMENSIONS

BE{iT: Unit: mm

Al

Yy

A

=

FEEE : 0.008m/mA
Accuracy: within 0.008m/m

137

SC-62-H-4 4 45 56 108 68 | 324 | 209 60° 4000.rpm 1420kg 2760kg
SC-62-H-4-A 4 45 73 108 68 | 324 | 221 60° 4000.rpm 1420kg 2760kg
SC-62-H-5 5 45 56 135 68 | 324 | 236 60° 4000.rpm 1420kg 2760kg
SC-62-H-5A 5 45 73 135 68 | 324 | 248 60° 4000.rpm 1420kg 2760kg
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BE{iT: Unit : mm



SCE3FRYl  SC63SERIES

-EﬂEEqJEH JBEEBET  Fived Long Tupe High Speed Medium Duty Live Center

F5&

AREEHEG300 m/mRUA—AREHNERIIIT - KIS L
A > ERDNEE D DFEEET - RAEIRIKEE A | B
RIR IR > FINKEURESHEREEERIRY - — !

Y

Application: al 5
The series of live center is suitable for turning _v

workpiece length within 300mm. The beorings in the

live center provide separated ratial and axial resistant
force. The bearings consist of double-row ball bearing,
thrust ball bearing and NK type needle bearing.

FEEE : 0.008m/mA
Accuracy: within 0.008m/m

WREREN @WREQN  #ER@DD

RY#& DIMENSIONS
BUMERY

Model / Size Max. Bearing Speed Bearing Radial Force = Bearing Axial Force
SC-63-M-4 4 60 55 108 64 | 324 | 223 60° 4500.rpm 1300kg 2250kg
SC-63-M-4-A 4 60 72 108 64 | 324 | 240 60° 4500.rpm 1300kg 2250kg
SC-63-M-5 5 60 56 135 68 | 324 | 251 60° 4500.rpm 1300kg 2250kg
SC-63-M-5A 5 60 72 135 68 | 324 | 268 60° 4500.rpm 1300kg 2250kg

BE{iI: Unit : mm

SCE57= Yl  SC65 SERIES

-Eéﬁ JEETRET  Intenchangable Heavy Duty Live Center

i | L
FELHEE400 m/mRUN—REHINT - FESHH A : | = >
& ORI IARERE - RAUSIRKHR R N e eene—— >
BRI HEEIR > FINKELRS BEREHBE - A H‘“’H“i —— |

ol 5 ——
Application: _v

tion: o | | s

The series of live center is suitable for turning o

workpiece length within 400mm. The beorings in the

live center provide separated ratial and axial resistant

force. The bearings consist of double-row ball bearing,

thrust ball bearing and NK type needle bearing. 65-35 65-15 65-10 65-08 65-06 65
Punch

RF
Wrench

FEEE : 0.008m/mA
Accuracy: within 0.008m/m

WERSEH #WREED  #@R#Sa0

RY#& DIMENSIONS
BUARRY o

Model / Size Max. Bearing Speed Bearing Radial Force Bearing Axial Force
SC-65-H-4 4 12 56 108 63 324 176 4000.rpm 1420kg 2760kg
SC-65-H-4A 4 12 73 108 68 324 188 4000.rpm 1420kg 2760kg
SC-65-H-5 5 12 56 135 68 324 203 4000.rpm 1420kg 2760kg
SC-65-H-5A 5 12 73 135 68 324 215 4000.rpm 1420kg 2760kg

BE{iI: Unit : mm

139

SCe67 =Yl SC66 SERIES

-bulﬁ]?é}ﬁﬂﬁﬁjbﬁﬁ Automatic €nd Adjustment Insert Type Transmitted Center

F35&
ZEHITRinHE - B EEEE 8RBT - B

A4

BIETEMEE - TIE « WISEHIERAEARCNCER « B A

RIS - —AREIR - EtHEIEER - FEhE Y
BIERSEEER -

A

D
D1

Application:

No need to turn tool end face. Each trunsmission-tooth
can be adjusted automatically for uniform force and i J
superior accuracy and stability. Suitable for clockwise

and counter-clockwise turning. Applicable machines

include CNC lathe, special purpose automatic turning

and feeding lathe, general lathe and other machines.

The transmission teeth provide various specifications

to select.

FEEEMA -

ANinEESREG SaE: - FREEIES] » AT {EEhEHIEM -

Notice For Use:

The automatic end adjustment insert type transmitted center requires sufficient
thrust force from tailstock for transmission.

RY#&& DIMENSIONS

BI/ARRT IR T FREER HATHER
Model / Size Arbor Size Standard Accessory Insert Workpiece Dia
SC-66-MT4-A MT4 SC-66-A @ 33mm
SC-66-MT4-B MT4 SC-66-B @ 39mm
SC-66-MT4-C MT4 SC-66-C & 45mm
SC-66-J40A 40 SC-66-A @ 33mm
SC-66-340B 40 SC-66-B @ 39mm
SC-66-340C 40 SC-66-C @ 45mm

BF/HNERY chilgt BN s

Model / Size Center Transmission Teeth Fixed Key
SC-66-A SC-09-09 SC-10-10 SC-66-013
SC-66-B SC-09-09 SC-10-13 SC-66-013
SC-66-C SC-09-09 SC-10-17 SC-66-013

BE{i7: Unit : mm
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SC807=T1l  SCB0 SERIES
AREYE BUJEDE]EET  Cone Type Heavy Duty Live Center

FA3& :
EEALEELIY) - - L

AEs > EERERASEMN IR - 1 - SN - « A LBl c
AESHR B REIMSKFEEE - LEGP2 » B2EFME 5 ,

=MEEEE - '

¥&EE £ 0.005 m/mi

A 4

4
\ 4

Application:
The series of center is suitable for big hole and beavy duty
machining.

The center head is manufactured from alloy steel, heat
treated and precision ground.Thelive center cues world-
famous SKF LEGP?2 lubrication oil. Do not use lubrication
oil for hydraulic 3-jaw chuck.

Accuracy:within 0.005mm.

RY%z&& DIMENSIONS

SC-80-4-3 4 66 79 108 73 187
SC-80-4-4 4 75 88 108 98 196
SC-80-4-5 4 85 98 108 128 206
SC-80-4-6 4 95 108 108 148 216
SC-80-4-8 4 95 108 108 198 216
SC-80-4-10 4 95 108 108 248 216
SC-80-5-3 5 66 79 135 73 214
SC-80-5-4 5 75 88 185 98 228
SC-80-5-5 5 85 98 135 128 233
SC-80-5-6 5 95 108 135 148 243
SC-80-5-8 5 95 108 135 198 243
SC-80-5-10 5 95 108 135 248 243

BE{iI: Unit : mm
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