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Tungsten 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

* Short lead-time

HOLER
flungsten| Carbide DrillSEs
Are ReliablelinfQuality; s

Performancej and A'qfu
HOLER Cutting Tool Co., Ltd specializes F
in design and manufacturing tungsten
carbide drills. With the company’ s policy of
~ constant breakthrough and innovation, we

have dedicated ourselves to pursuing a new
level of technology, quality and management.
With the combination of theorem and
practical experience, we always strive for
research in cutting technology. In addition,
we also have outstanding knowledge in
material characteristics.
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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.

CNC Tool Grinding
Machine
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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.
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CNC Non-contact Vision
Measuring System

Advanced Tool Inspection !
Quality Guaranteed !

With an aim to ensure HOL series cutting tools to
achieve the optimal guality, HOLDRILL's quality-
control department employs an advanced CNC
non-contact vision measuring system to thoroughly
inspect each cutting tool quality. Inspection items
include tool contour, sizes, angles and positions,
allowing each tool to fully exhibit its exceptional
machining accuracy and efficiency.
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HKD ARSI\ =ik =808
TUNGSTEN CARBIDE COATED DRILL WITH
COOLANT THROUGH HOLE

HOD NS EiRiuE = &EE
TUNGSTEN CARBIDE COATED DRILL WITH
COOLANT THROUGH HOLE

CFD = iRt =iE0E

TUNGSTEN CARBIDE COATED DRILL

DIN 6537

CCD =iGfitR=i&aa

m TUNGSTEN CARBIDE COATED DRILL P.17-18
SN TR st ton R19-21
: TUNGSTEN CARBIDE WELDED COATED DRILL
RSD #RifiifrkiE DIN 6537 }
SN S TEN CARBIDE R DRILL P.22-24
P ROD NG I\ ERH AR i DIN 6537
TUNGSTEN CARBIDE R DRILL WITH COOLANT P.25-27
THROUGH HOLE
M GSD b g U AL =l DIN 6537 -
-_— SOLID CARBIDE FOUR POINT CONTACT DRILL P.28-29
e W GOSD ANHINPA ) EL = R EfFETEDIN 6537 -
e SOLID CARBIDE G DRILL WITH INTERNAL COOLANT P.30-31
‘ - GOD NS INIY7) L= #5MIEEE DIN 6537
e ——  SOLID CARBIDE FOUR POINT CONTACT DRILL WITH P.32-33
COOLANT THROUGH HOLE
s BBD IR = iE0E DIN 6537
b —— TUNGSTEN CARBIDE COATED DRILL P.34
S 5P NCENEE P.35
SOLID CARBIDE NC POSITIONING DRILL -
‘.F PNSP NCE{i/#&5a P.35
‘-. SOLID CARBIDE NC POSITIONING DRILL -
‘_F HNSP NCEE%E 3 P. 35
‘.. SOLID CARBIDE NC POSITIONING DRILL -
- ' SOLID CARBIDE NCSPOTING CENTER BIT DRILL .
PEBYIEEE TV IRIEIETE _
RAPID DRILLS(W) THROW-AWAY INSERT P.37-38
PO ERYIR & | R EIETH P.39
SPIRAL FLUTE HIGH SPEED DRILL .
tIHIEES SR
CUTTING DATA CHART P.40
BETELDHIE 3 P.41-42

DRILL CUTTING TEST REPORT
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£5EE 27)BRAZYLEED

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

. P.45-47

58 47)BRAZYLEE D

TUNGSTEN CARBIDE 4-FLUTE BALL END MILL : '%-‘ 49

$55M 270 TI8%7] P50

TUNGSTEN CARBIDE 2-FLUTE END MILL
P.51

S8 37)3 8%

TUNGSTEN CARBIDE 3-FLUTE END MILL

ESE0 47)3L8%7)

TUNGSTEN CARBIDE 4-FLUTE END MILL

i85 5,6,770Y18% 70 P.53

TUNGSTEN CARBIDE 5,6,7-FLUTE END MILL

#5E 57)1L8%) P.54

TUNGSTEN CARBIDE 5-FLUTE END MILL

$REE 6701857 P.55

TUNGSTEN CARBIDE 6-FLUTE END MILL

#5E g=FE 27)ERAZYLEET) P.56

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

S $RAHYIERT) P.57-58

TUNGSTEN CARBIDE END MILL

3 I8 KR #mAAYIHt/) P.59

TUNGSTEN CARBIDE SINUS EDGE ALUMINUM ROUGHING END MILL

Tungsten Carbide Heavy Duty Aluminum End Mill
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e
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E #5il FRFHELDRINIERT) P.59
s
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5 37 RMAESRIIEE ) P.60
TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE COARSE END MILL .
58l 37)RR £7J8Y fAEEY &%) P.60
TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE LONG FLUTE COARSE END MILL -
£S5 27) Bl& Y7#t7) P.61
TUNGSTEN CARBIDE 2-FLUTE CORNER RADIUS END MILL
iS5 47) B£ X188 7) -
TUNGSTEN CARBIDE 4-FLUTE CORNER RADIUS END MILL P.62-63
S 5,67) B2 8% /J P.64
TUNGSTEN CARBIDE 5,6-FLUTE CORNER RADIUS END MILL .
g5 47) (1&=B8Y Y188 ) P.65
TUNGSTEN CARBIDE 4-FLUTE POCKET TYPE END MILL
#58 47JNR {EIAYTH) P.66
TUNGSTEN CARBIDE 4-FLUTE INTERNAL R CHAMFERING END MILL
=R =7JE87] P.67
TUNGSTEN CARBIDE 3-FLUTE CAHMFERING END MILL .
=== ) == D) P.67
TUNGSTEN CARBIDE CHAMFERING END MILL .
TUNGSTEN CARBIDE 4-FLUTE HEAVY DUTY END MILL .
& 47)BE& F|UEINIET] P.69
TUNGSTEN CARBIDE 4-FLUTE CORNER RADIUS HEAVY DUTY END MILL .
5 4704888k P.70
TUNGSTEN CARBIDE 4-FLUTE ROUGHING END MILL .
TUNGSTEN CARBIDE REAMERS P.71-73
tIBEEETR P.74-92

= THROW-AWAY TYPE END MILL .

T ' 90° im#k/)

_——

= END MILLING CUTTERS (90°) P.94
EmENILE 90" RXAZEmE#EET] P.95
THROW-AWAY TYPE END MILL END MILLING CUTTERS (90°) .
EEIVEETIE ) e SR AR | P.96

THROW-AWAY TYPE COARSE CUTTING END MILL THROW-AWAY TYPE DRILLING END MILL




PVD Zi&EEE ERYFIE

PVD Hard Coating Properties

iSHr B R
TUNGSTEN CARBIDE MATELIAL PROPERTIES
RYRZExR
DIMENSIONAL TOLERANCE
EDEEEEISR P.100
ISR < I PEHEER
fll:{OUBLE SHOOTING IiR SOLID CARBIDE DRILL E—%ﬂmﬂﬂ@@
iER
TECI{IIil[ICAL INFORMATION P' 1 03-1 04
EIHIV)BEREESEIA P.105
HEWPVE RO LUREE P.106
o= __
y [ %%%ﬁ%‘%%%L@RCULAR SAWBLADE P' 1 07-1 08
I|-T|S§SSMA{:JLE1I§TEI(AT\;IEI;%RFIS_LOTTING CIRCULAR SAWBLADE P'1 09-1 1 0
=z S/
%El‘gﬁﬂzaﬁéggﬁms P111-114
. = hveidd pa)oy
Hold%FLol;&CEg Edges Grooving Insert P'1 1 5
PFA RE#ESL/]  PFB RiE#&ET)
Internal Bon:g Tool Internal Back1 Tu:né P'1 1 7
PFG &7~
Internal C?:)ving P'1 1 8
PFG BI#EJH PFsS RiEEIAJ]
Internal Radius Internal Chal’nfenng P'1 1 9
PFT W20~
Internal Threading P' 1 20
PG 7T~
Internal P' 1 21
PFG RIETJR
Holder For Internal In::rts P' 1 23
EDERJJEE EDER IR
' CUT-OFF TOOL HOLDER CUT-OFF KNIFE PLATE P'1 24
__/*ﬁ N
- # YEITER
\ ﬁ?ﬂ@lﬁ T%JR%#\IG TOOLS P.125-129
;—fﬂ —3 BinBSRPeEEEEE BEREEETEE P.130
. Interchangeable High Speed Medium Duty Live Center  Fixed Heavy Duty Live Center -
== creszrzaToaR SRS SHONE P.131
Fixed Long Type High Speed Medium Duty Live Center Interchangable Heavy Duty Live Center -
it BRI = £
%‘:‘;' ﬂoﬁﬁ% E%g Zl;lustm;eirllit:l_ﬁggﬁ %El'sanfs-!-nitted Center P' 1 32
‘ \;3 y  EESUETEE P.133

Cone Type Heavy Duty Live Center

7




GSTEN CARBIDE DRILLS

W SECEHRRER

CCD -5 102

DRILL MODEL NUMBER IDENTIFICATION

I\ﬂ— sl
HEOEAYTEEE
Ordering Information
ok DI}
CCD TUNGSTEN CARBIDE DRILL
BN E ST DIN 6537
CFD |TUNGSTEN CARBIDE DRILL
With end mill shank size
RBNERmEs
HOD |TUNGSTEN CARBIDE DRILL
With coolant through hole
MR BN E i HHET DIN 6537
HKD |TUNGSTEN CARBIDE DRILL
With end mill shank size and coolant though hole
TXD B\ S EEE
TUNGSTEN CARBIDE WELDED DRILL
RSD EisEaiL S B DIN 6537
TUNGSTEN CARBIDE R DRILL
ROD bL il a i S DIN 6537
TUNGSTEN CARBIDE R DRILL
GSD bt M A= G DIN 6537
SOLID CARBIDE FOUR POINT CONTACT
IS baepaAN A B e E i B DIN 6537
GOD |SOLID CARBIDE FOUR POINT CONTACT DRILL
With coolant through hole
BBD SEEMINTEE DIN 6537
TUNGSTEN CARBIDE DRILL
NSP NCERLIETE

SOLID CARBIDE NC POSITIONING DRILL

IR &

Length of Flute Length Diameter
3 [3f5 3-times | 102=102mm |
5 5& 5-times
7 715 7 times
8 8{Z 8 times

Ml iSEEEEER
IRMEEEEI N A SRR | M
FBIERRERIT - DR T SUERIEY -
1EBMRINTIE B : SEEMH) o

2 AR T -
3EBA BE(l  ZEERNT -

B Applications for Tungsten
Carbide Dirrill

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.



BT EIRINREIRER
TUNGSTEN CARBIDE COATED DR

| DIN
6537

BEME :

—fgiir - S AW - AR 30 82 5

Applicable materials:

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

HKD- 3031 | 3.1 HKD- 3081 | 8.1 HKD- 3131 13.1

HKD- 3032 | 3.2 HKD- 3082 | 8.2 HKD- 3132 (13.2

HKD- 3033 | 3.3 HKD- 3083 | 8.3 HKD- 3133 [13.3

HKD-3034|34| 4 (22| 62| 36 | 14 HKD- 3084 | 8.4 HKD- 3134 (13.4

HKD- 3035 | 3.5 HKD- 3085 | 8.5 HKD- 3135 [13.5

HKD- 3036 | 3.6 HKD- 3086 | 8.6 1014918914035 HKD- 3136 [13.6 141 6111071 45 | 43
HKD- 3037 | 3.7 HKD- 3087 | 8.7 HKD- 3137 |13.7

HKD- 3038 | 3.8 HKD- 3088 | 8.8 HKD- 3138 (13.8

HKD-3039|39| 4 | 26 | 66 | 36 | 17 HKD- 3089 | 8.9 HKD- 3139 [13.9

HKD- 3040 | 4.0 HKD- 3090 | 9.0 HKD- 3140 |14.0

HKD- 3041 | 4.1 HKD- 3091 9.1 HKD- 3141 |14.1

HKD- 3042 | 4.2 HKD- 3092 | 9.2 HKD- 3142 (14.2

HKD- 3043 | 4.3 HKD- 3093 | 9.3 HKD- 3143 |14.3

HKD-3044 (44| 6 | 26 [ 66 | 36 | 17 HKD- 3094 | 9.4 HKD- 3144 (14.4

HKD- 3045 | 4.5 HKD- 3095 | 9.5 HKD- 3145 (14.5

HKD- 3046 | 4.6 HKD- 3096 | 9.6 107149189140 135 HKD- 3146 [14.6 161 €5 | 115 48 | 45
HKD- 3047 | 4.7 HKD- 3097 | 9.7 HKD- 3147 |14.7

HKD- 3048 | 4.8 HKD- 3098 | 9.8 HKD- 3148 |14.8

HKD- 3049 | 4.9 HKD- 3099 | 9.9 HKD- 3149 [14.9

HKD- 3050 | 5.0 HKD- 3100 |10.0 HKD- 3150 |15.0

HKD- 3051 | 5.1 HKD- 3101 [10.1 HKD- 3151 |15.1

HKD- 3052 | 5.2 HKD- 3102 (10.2 HKD- 3152 (15.2

HKD- 3053 | 5.3 HKD- 3103 (10.3 HKD- 3153 [15.3

HKD-3054 (54| 6 | 30 [ 66 | 36 | 20 HKD- 3104 [10.4 HKD- 3154 (15.4

HKD- 3055 | 5.5 HKD- 3105 [10.5 HKD- 3155 [15.5

HKD- 3056 | 5.6 HKD- 3106 [10.6 12196 1102 45 | 40 HKD- 3156 [15.6 161 65 | 115 48 | 45
HKD- 3057 | 5.7 HKD- 3107 |10.7 HKD- 3157 |15.7

HKD- 3058 | 5.8 HKD- 3108 |10.8 HKD- 3158 |15.8

HKD- 3059 | 5.9 HKD- 3109 [10.9 HKD- 3159 [15.9

HKD- 3060 | 6.0 HKD- 3110 [11.0 HKD- 3160 |16.0

HKD- 3061 | 6.1 HKD- 3111 [11.1 HKD- 3165 [16.5

HKD- 3062 | 6.2 HKD- 3112 |11.2 HKD- 3170 |17.0

HKD- 3063 | 6.3 HKD- 3113 [11.3 HKD- 3175 [17.5 18] 73 |123] 48 | o1
HKD- 3064 | 6.4 HKD- 3114 |11.4 HKD- 3180 [18.0

HKD- 3065 | 6.5 HKD- 3115 |11.5 HKD- 3185 (18.5

HKD- 3066 | 6.6 8 |38 793624 HKD- 3116 [11.6 12196 1102 45 | 40 HKD- 3190 [19.0 20 | 79 11311 50 | 55
HKD- 3067 | 6.7 HKD- 3117 |11.7 HKD- 3195 [19.5

HKD- 3068 | 6.8 HKD- 3118 [11.8 HKD- 3200 |20.0

HKD- 3069 | 6.9 HKD- 3119 | 11.9 Do/ Diameter de/ Shank Diameter
HKD- 3070 | 7.0 HKD- 3120 [12.0 L2/ Flute Length L/ Overall Length
HKD- 3071 | 7.1 HKD- 3121 |12.1 L4/ Shank Length LS/ Length of Cut
HKD- 3072 | 7.2 HKD- 3122 (12.2

HKD- 3073 | 7.3 HKD- 3123 (12.3

HKD- 3074 | 7.4 HKD- 3124 [12.4

HKD- 3075 | 7.5 HKD- 3125 [12.5

HKD- 3076 | 7.6 8 |42 793629 HKD- 3126 (12.6 141 61107 45 | 43

HKD- 3077 | 7.7 HKD- 3127 |12.7

HKD- 3078 | 7.8 HKD- 3128 (12.8

HKD- 3079 | 7.9 HKD- 3129 [12.9

HKD- 3080 | 8.0 HKD- 3130 [13.0
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HKD- 5031 | 3.1 HKD- 5081 | 8.1 HKD- 5131 |13.1
HKD- 5032 | 3.2 HKD- 5082 | 8.2 HKD- 5132 |13.2
HKD- 5033 | 3.3 HKD- 5083 | 8.3 HKD- 5133 [13.3
HKD-5034|34| 4 |28 |66 | 36 | 23 HKD- 5084 | 8.4 HKD- 5134 |13.4
HKD- 5035 | 3.5 HKD- 5085 | 8.5 HKD- 5135 |13.5
HKD- 5036 | 3.6 HKD- 5086 | 8.6 101 611103 40 | 49 HKD- 5136 [13.6 141 77 124 45 | 60
HKD- 5037 | 3.7 HKD- 5087 | 8.7 HKD- 5137 (13.7
HKD- 5038 | 3.8 HKD- 5088 | 8.8 HKD- 5138 [13.8
HKD-5039(39( 4 |36 |74 | 36 | 29 HKD- 5089 | 8.9 HKD- 5139 [13.9
HKD- 5040 | 4.0 HKD- 5090 | 9.0 HKD- 5140 |14.0
HKD- 5041 4.1 HKD- 5091 | 9.1 HKD- 5141 |14.1
HKD- 5042 | 4.2 HKD- 5092 | 9.2 HKD- 5142 |14.2
HKD- 5043 | 4.3 HKD- 5093 | 9.3 HKD- 5143 |14.3
HKD-5044 44| 6 |36 | 74 | 36 | 29 HKD- 5094 | 9.4 HKD- 5144 |14.4
HKD- 5045 | 4.5 HKD- 5095 | 9.5 HKD- 5145 |14.5
HKD- 5046 | 4.6 HKD- 5096 | 9.6 1071 611103 40 | 49 HKD- 5146 [14.6 1671 831133 48 | 63
HKD- 5047 | 4.7 HKD- 5097 | 9.7 HKD- 5147 (14.7
HKD- 5048 | 4.8 HKD- 5098 | 9.8 HKD- 5148 |14.8
HKD- 5049 | 4.9 HKD- 5099 | 9.9 HKD- 5149 [14.9
HKD- 5050 | 5.0 HKD- 5100 |10.0 HKD- 5150 |15.0
HKD- 5051 | 5.1 HKD- 5101 [10.1 HKD- 5151 |15.1
HKD- 5052 | 5.2 HKD- 5102 (10.2 HKD- 5152 |15.2
HKD- 5053 | 5.3 HKD- 5103 |10.3 HKD- 5153 |15.3
HKD-5054| 54| 6 |44 [ 82 | 36 | 35 HKD- 5104 [10.4 HKD- 5154 |15.4
HKD- 5055 | 5.5 HKD- 5105 [10.5 HKD- 5155 |15.5
HKD- 5056 | 5.6 HKD- 5106 [10.6 1217111181 45 | 56 HKD- 5156 [15.6 161 83 133 48 | 63
HKD- 5057 | 5.7 HKD- 5107 |10.7 HKD- 5157 |15.7
HKD- 5058 | 5.8 HKD- 5108 |10.8 HKD- 5158 |15.8
HKD- 5059 | 5.9 HKD- 5109 [10.9 HKD- 5159 [15.9
HKD- 5060 | 6.0 HKD- 5110 [11.0 HKD- 5160 |16.0
HKD- 5061 | 6.1 HKD- 5111 [11.1 HKD- 5165 [16.5
HKD- 5062 | 6.2 HKD- 5112 [11.2 HKD- 5170 |17.0
HKD- 5063 | 6.3 HKD- 5113 [11.3 HKD- 5175 |17.5 18193 |143 48 | 71
HKD- 5064 | 6.4 HKD- 5114 [11.4 HKD- 5180 [18.0
HKD- 5065 | 6.5 HKD- 5115 [11.5 HKD- 5185 |18.5
HKD- 5066 | 6.6 8 539136143 HKD- 5116 [11.6 121711118 45 | 56 HKD- 5190 [19.0 20 11011153 50 | 77
HKD- 5067 | 6.7 HKD- 5117 |11.7 HKD- 5195 [19.5
HKD- 5068 | 6.8 HKD- 5118 [11.8 HKD- 5200 |20.0
HKD- 5069 | 6.9 HKD- 5119 | 11.9 Dea/ Diameter de/ Shank Diameter
HKD- 5070 | 7.0 HKD- 5120 [12.0 L2/ Flute Length L/ Overall Length
HKD- 50711 7.1 HKD- 5121 |12.1 L4/ Shank Length LS/ Length of Cut
HKD- 5072 | 7.2 HKD- 5122 (12.2
HKD- 5073 | 7.3 HKD- 5123 |12.3
HKD- 5074 | 7.4 HKD- 5124 [12.4
HKD- 5075 | 7.5 HKD- 5125 [12.5
HKD-50761 7 6 8 [ 53|91 36|43 HKD- 5126 112.6 14 | 77 (124 | 45 | 60
HKD- 5077 | 7.7 HKD- 5127 |12.7
HKD- 5078 | 7.8 HKD- 5128 |12.8
HKD- 5079 | 7.9 HKD- 5129 [12.9
HKD- 5080 | 8.0 HKD- 5130 [13.0
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BT\ EIRINREIRER
TUNGSTEN CARBIDE COATED DR

y DIN @ MRS
6537 @ Internal Coolant

B Hpes— = |
[=}

BaME Applicable materials: Le ]
—R%ERE - 5 HEM - General steel, alloy steel, mold steel, Lz

iR - 8~ 82 - 15488, - stainless steel, copper, aluminum, cast iron. E

HKD- 8031 | 3.1 HKD- 8081 | 8.1 HKD- 8131 [13.1

HKD- 8032 | 3.2 HKD- 8082 | 8.2 HKD- 8132 ]13.2

HKD- 8033 | 3.3 HKD- 8083 | 8.3 HKD- 8133 |13.3

HKD-8034|134| 4 | 34|72 |36 | 29 HKD- 8084 | 8.4 HKD- 8134 |13.4

HKD- 8035 3.5 HKD- 8085 | 8.5 HKD- 8135 |13.5

HKD- 8036 | 3.6 HKD- 8086 | 8.6 [C 95 ] 40 (EC HKD- 8136 |13.6 133 il 45 (i
HKD- 8037 | 3.7 HKD- 8087 | 8.7 HKD- 8137 [13.7

HKD- 8038 | 3.8 HKD- 8088 | 8.8 HKD- 8138 |13.8

HKD-8039|39| 4 (43| 81| 36 | 36 HKD- 8089 | 8.9 HKD- 8139 |13.9

HKD- 80401 4.0 HKD- 8090 | 9.0 HKD- 8140 |14.0

HKD- 8041 | 4.1 HKD- 8091 | 9.1 HKD- 8141 [14.1

HKD- 8042 | 4.2 HKD- 8092 | 9.2 HKD- 8142 |14.2

HKD- 8043 | 4.3 HKD- 8093 | 9.3 HKD- 8143 |14.3

HKD-8044|144 | 6 | 43| 81| 36 | 36 HKD- 8094 | 9.4 HKD- 8144 |14.4

HKD- 8045 | 4.5 HKD- 8095| 9.5 HKD- 8145 |14.5

HKD- 8046 | 4.6 HKD- 8096 | 9.6 (DN °° (i 40 (K8 HKD- 8146 |14.6 (o] 152 [leas]) 46 ey
HKD- 8047 | 4.7 HKD- 8097 | 9.7 HKD- 8147 (14.7

HKD- 8048 | 4.8 HKD- 8098 | 9.8 HKD- 8148 |14.8

HKD- 8049 | 4.9 HKD- 8099 | 9.9 HKD- 8149 |14.9

HKD- 8050 | 5.0 HKD- 8100 |10.0 HKD- 8150 |15.0

HKD- 8051 | 5.1 HKD- 8101 [10.1 HKD- 8151 [15.1

HKD- 8052 | 5.2 HKD- 8102 |10.2 HKD- 8152 |15.2

HKD- 8053 | 5.3 HKD- 8103 |10.3 HKD- 8153 |15.3

HKD-8054| 54| 6 | 57| 95| 36 | 48 HKD- 8104 |10.4 HKD- 8154 |15.4

HKD- 8055 | 5.5 HKD- 8105 |10.5 HKD- 8155 |15.5

HKD- 8056 | 5.6 HKD- 8106 [10.6 12114 1621 45 | 96 HKD- 8156 |15.6 161152203 48 1128
HKD- 8057 | 5.7 HKD- 8107 [10.7 HKD- 8157 [15.7

HKD- 8058 | 5.8 HKD- 8108 |10.8 HKD- 8158 |15.8

HKD- 8059 | 5.9 HKD- 8109 (10.9 HKD- 8159 |15.9

HKD- 8060 | 6.0 HKD- 8110 (11.0 HKD- 8160 |16.0

HKD- 8061 | 6.1 HKD- 8111 [ 11.1 HKD- 8165 |16.5

HKD- 8062 | 6.2 HKD- 8112 (11.2 HKD- 8170 |17.0

HKD- 8063 | 6.3 HKD- 8113 (11.3 HKD- 8175 |17.5 18 | 171|222/ 48 1144
HKD- 8064 | 6.4 HKD- 8114 (11.4 HKD- 8180 |18.0

HKD- 8065 | 6.5 HKD- 8115 |11.5 HKD- 8185 |18.5

HKD- 8066 | 6.6 8 |76 (11436 64 HKD- 8116 [11.6 1211141162 | 45 | 96 HKD- 8190 |19.0 20 1190 [ 243 50 | 160
HKD- 8067 | 6.7 HKD- 8117 | 11.7 HKD- 8195 |19.5

HKD- 8068 | 6.8 HKD- 8118 (11.8 HKD- 8200 [20.0

HKD- 8069 | 6.9 HKD- 8119 | 11.9 Do/ Diameter de/ Shank Diameter
HKD- 8070 | 7.0 HKD- 8120 |12.0 L2/ Flute Length L/ Overall Length
HKD- 8071 7.1 HKD- 8121 112.1 L4/ Shank Length  Ls/ Length of Cut
HKD- 8072 | 7.2 HKD- 8122 |12.2

HKD- 8073 7.3 HKD- 8123 ]12.3

HKD- 8074 | 7.4 HKD- 8124 (12.4

HKD- 8075| 7.5 HKD- 8125 ]12.5

HKD-80761 7.6 8 |76 114 | 36 | 64 HKD- 8126 |12.6 14 (133|178 | 45 | 112

HKD- 8077 | 7.7 HKD- 8127 [12.7

HKD- 8078 7.8 HKD- 8128 |12.8

HKD- 80791 7.9 HKD- 8129 |12.9

HKD- 8080 | 8.0 HKD- 8130 [13.0

11



BT\ EIRINREIRER
TUNGSTEN CARBIDE COATED DRI

@ HhIN\AS
@ Internal Coolant

BEME : Applicable materials: % Ls
—R%ERE - 5 HEM - General steel, alloy steel, mold steel, Lo
iR - 8~ 82 - 15488, - stainless steel, copper, aluminum, cast iron.
HOD-4030(3.0| 3 [18 [ 52| 32 | 13 HOD- 4081 8.1 HOD-4131]13.1
HOD- 4031 3.1 HOD- 4082 | 8.2 HOD-4132]13.2
HOD- 4032 3.2 HOD- 4083 | 8.3 HOD- 4133 (13.3
HOD- 4033 | 3.3 20 |1 56 | 34 | 15 HOD- 4084 | 8.4 HOD- 4134 |13.4
HOD- 4034 | 3.4 HOD- 4085 8.5 HOD- 4135|13.5
HOD- 4035]| 3.5 4 HOD- 4086 | 8.6  °° B ° HOD- 4136 |13.6 iy 77 e 4° [
HOD- 4036 | 3.6 HOD- 4087 | 8.7 HOD- 4137 |13.7
HOD- 4037 3.7 HOD- 4088 | 8.8 HOD- 4138 (13.8
HOD- 4038 | 3.8 22 | 58 | 34 | 16 HOD- 4089 | 8.9 HOD-4139(13.9
HOD- 4039 3.9 HOD- 4090 9.0 HOD- 4140 (14.0
HOD- 40401 4.0 HOD- 4091 9.1 HOD- 4141114 .1
HOD- 4041 4.1 HOD- 4092 9.2 HOD- 4142114.2
HOD- 4042 | 4.2 HOD- 4093 | 9.3 HOD- 4143 |14.3
HOD- 4043 | 4.3 HOD- 4094 | 9.4 HOD- 4144 |14.4
HOD- 4044 | 4.4 HOD-4095]| 9.5 HOD- 4145|14.5
HOD- 4045| 4.5 5 | 281663620 HOD- 4096 | 9.6 O 58 N 40 (Rt HOD- 4146 |14.6 o 83 s 48 (BE
HOD- 4046 | 4.6 HOD- 4097 | 9.7 HOD- 4147 |14.7
HOD- 4047 | 4.7 HOD- 4098 | 9.8 HOD- 4148 |14.8
HOD- 4048 | 4.8 HOD- 4099 | 9.9 HOD- 4149 (14.9
HOD- 4049 4.9 HOD- 4100 (10.0 HOD- 4150 (15.0
HOD- 4050 5.0 HOD-4101]10.1 HOD- 4155 (15.5
HOD- 4051| 5.1 HOD- 4102]10.2 HOD- 4160 (16.0 (o 23 LR 48 [
HOD- 4052| 5.2 HOD- 4103 (10.3 HOD- 4165 (16.5
HOD- 4053 | 5.3 HOD- 4104 (10.4 HOD- 4170 (17.0 7l el
HOD- 4054 | 5.4 HOD- 4105]10.5 HOD- 4175|17.5
HOD- 4055| 5.5 6 134172136125 HOD- 4106 |10.6 i 50 [ 45 [§e HOD- 4180 |18.0 BN ° e ¢
HOD- 4056 | 5.6 HOD- 4107 |10.7 HOD- 4185|18.5 19 110111531 50 | 77
HOD- 4057 | 5.7 HOD- 4108 |10.8 HOD- 4190 |19.0
HOD- 4058 | 5.8 HOD- 4109 |10.9 HOD- 4195|19.5
HOD- 4059 | 5.9 HOD- 4110 |11.0 HOD- 4200 (20.0 20 (1011153 | 50 | 77
SERRST 6.0 SICRES R 1.1 Do/ Diameter de/ Shank Diameter
HOD- 4061] 6.1 HOD- 4112 | 11.2 L2/ Flute Length L/ Overall Length
HOD- 4062 6.2 HOD- 4113 111.3 L4/ Shank Length  Ls/ Length of Cut
HOD- 4063 | 6.3 HOD- 4114 |11.4
HOD- 4064 | 6.4 HOD- 4115 [11.5
HOD- 4065 | 6.5 7 13876 | 36 | 28 HOD- 4116 |11.6 ey 6 i 45 (K
HOD- 4066 | 6.6 HOD- 4117 [11.7
HOD- 4067| 6.7 HOD- 4118 |11.8
HOD- 4068 | 6.8 HOD- 4119 |11.9
HOD- 4069 | 6.9 HOD- 4120 (12.0
HOD- 4070| 7.0 HOD- 41211121
HOD- 4071 7.1 HOD- 4122 (12.2
HOD- 4072 7.2 HOD- 4123]12.3
HOD-4073|7.3| 8 |44 | 82| 36 | 32 HOD- 4124 (12.4
HOD- 4074 7.4 HOD- 4125]12.5
HOD- 4075| 7.5 HOD- 4126 |12.6 B 7 0
HOD- 4076 | 7.6 HOD- 4127 |12.7
HOD- 4077 7.7 HOD- 4128 (12.8
HOD-4078|7.8| 8 |44 | 82| 36 | 32 HOD- 4129 |12.9
HOD- 4079 7.9 HOD-4130(13.0
HOD- 4080 | 8.0




BT EIRINREIRER

TUNGSTEN CARBIDE COATED DR
A

EEME - @ s~

—REERN ~ S - BAW - RS =1 Ls Ls
Applicable materials: =

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

HOD-6030(3.0| 3 |24 (58| 32|19 HOD- 6081 8.1 HOD-6131(13.1

HOD- 6031 3.1 HOD- 6082 | 8.2 HOD- 6132 (13.2

HOD- 6032 3.2 HOD- 6083 | 8.3 HOD- 6133 ]13.3

HOD- 6033 | 3.3 28 [ 64 | 34 | 21 HOD- 6084 | 8.4 HOD- 6134 (13.4

HOD- 6034 | 3.4 HOD- 6085 8.5 HOD- 6135]13.5

HOD- 6035 | 3.5 4 HOD- 6086 | 8.6 9 | 66108] 40 | 54 HOD- 6136 [13.6 1411051152 45 | 85
HOD- 6036 | 3.6 HOD- 6087 | 8.7 HOD- 6137 (13.7

HOD- 6037 | 3.7 HOD- 6088 | 8.8 HOD- 6138 |13.8

HOD- 6038 | 3.8 30| 66 | 34 | 24 | | HOD-6089| 8.9 HOD- 6139 |13.9

HOD- 6039 | 3.9 HOD- 6090| 9.0 HOD- 6140 |14.0

HOD- 6040 | 4.0 HOD- 6091 9.1 HOD- 6141|141

HOD- 6041 | 4.1 HOD- 6092 9.2 HOD- 6142 (14.2

HOD- 6042 | 4.2 HOD- 6093 | 9.3 HOD- 6143 |14.3

HOD- 6043 | 4.3 HOD- 6094 | 9.4 HOD- 6144 (14.4

HOD- 6044 | 4.4 HOD- 6095]| 9.5 HOD- 6145 [14.5

HOD- 6045 | 4.5 5 |38 |76 |36 | 30 HOD- 6096 | 9.6 10175 | 17| 40 | 60 HOD- 6146 |14.6 15111511651 48 1 95
HOD- 6046 | 4.6 HOD- 6097 | 9.7 HOD- 6147 (14.7

HOD- 6047 | 4.7 HOD- 6098 | 9.8 HOD- 6148 |14.8

HOD- 6048 | 4.8 HOD- 6099 9.9 HOD- 6149 |14.9

HOD- 6049 | 4.9 HOD- 6100 [10.0 HOD- 6150 ]15.0

HOD- 6050 | 5.0 HOD- 6101 (10.1 HOD- 6155 [15.5

HOD- 6051 | 5.1 HOD- 6102 (10.2 HOD- 6160 |16.0 0 R 4
HOD- 6052 | 5.2 HOD- 6103 [10.3 HOD- 6165 [16.5

HOD- 6053 | 5.3 HOD- 6104 110.4 HOD- 6170 (17.0 1711301180 | 48 | 105
HOD- 6054 | 5.4 HOD- 6105 (10.5 HOD-6175(17.5

HOD- 6055| 5.5 6 | a5 83|36 136 HOD- 6106 [10.6 1| 831130 45 67 HOD- 6180 [18.0 18 1130|180 48 1105
HOD- 6056 | 5.6 HOD- 6107 (10.7 HOD- 6185(18.5 19 1150 [ 2021 50 | 120
HOD- 6057 | 5.7 HOD- 6108 [10.8 HOD- 6190 [19.0

HOD- 6058 | 5.8 HOD- 6109|10.9 HOD- 6195(19.5

HOD- 6059 | 5.9 HOD- 6110 (11.0 HOD- 6200 |20.0 20 11501202 50 | 120
HOD- 60601 6.0 HIODZOMH 1.1 Do/ Diameter de/ Shank Diameter
HOD- 6061 6.1 HOD- 6112 | 11.2 L2/ Flute Length L/ Overall Length
HOD- 6062 | 6.2 HOD- 6113 |11.3 L4/ Shank Length LS/ Length of Cut
HOD- 6063 | 6.3 HOD- 6114 [11.4

HOD- 6064 | 6.4 HOD- 6115 [11.5

HOD- 6065 | 6.5 7 1521 90| 36 | 42 HOD- 6116 [11.6 12190 137 45 | 72

HOD- 6066 | 6.6 HOD- 6117 |11.7

HOD- 6067 | 6.7 HOD- 6118 [11.8

HOD- 6068 | 6.8 HOD- 6119 11.9

HOD- 6069 | 6.9 HOD- 6120 (12.0

HOD- 6070 | 7.0 HOD- 6121121

HOD- 6071 7.1 HOD- 6122]12.2

HOD- 6072 7.2 HOD- 6123 [12.3

HOD-6073|7.3| 8 [ 60 | 98 | 36 | 48 HOD- 6124 [12.4

HOD- 6074 | 7.4 HOD- 6125(12.5

HOD- 6075 | 7.5 HOD- 6126 [12.6 13198 145 45 | 78

HOD- 6076 | 7.6 HOD- 6127 |12.7

HOD- 6077 | 7.7 HOD- 6128 [12.8

HOD-6078|7.8 | 8 [ 60 | 98 | 36 | 48 HOD- 6129 (12.9

HOD- 6079 | 7.9 HOD-6130(13.0

HOD- 6080 | 8.0
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Applicable materials: S
General steel, alloy steel, mold steel, stainless steel, copper, aluminum, cast iron.
CFD- 3031 | 3.1 CFD- 3081 | 8.1 CFD- 3131 13.1
CFD-3032 | 3.2 CFD- 3082 | 8.2 CFD- 3132 (13.2
CFD- 3033 | 3.3 CFD- 3083 | 8.3 CFD- 3133 [13.3
CFD-3034|134| 4 (22| 62| 36 | 14 CFD-3084 | 8.4 CFD- 3134 |13.4
CFD- 3035 | 3.5 CFD- 3085 | 8.5 CFD- 3135 (13.5
CFD- 3036 | 3.6 CFD- 3086 | 8.6 10149189 14035 CFD- 3136 [13.6 141 611071 45 | 43
CFD- 3037 | 3.7 CFD- 3087 | 8.7 CFD- 3137 [13.7
CFD- 3038 | 3.8 CFD- 3088 | 8.8 CFD- 3138 (13.8
CFD-3039 |39 4 |26 | 66 | 36 | 17 CFD- 3089 | 8.9 CFD- 3139 [13.9
CFD-3040 | 4.0 CFD-3090 | 9.0 CFD- 3140 (14.0
CFD-3041| 4.1 CFD- 30911 9.1 CFD- 3141 |14.1
CFD-3042 | 4.2 CFD- 3092 | 9.2 CFD- 3142 |14.2
CFD-3043 | 4.3 CFD-3093 | 9.3 CFD- 3143 (14.3
CFD-3044 44| 6 | 26 | 66 | 36 | 17 CFD-3094 | 9.4 CFD- 3144 |14.4
CFD-3045 | 4.5 CFD- 3095 | 9.5 CFD- 3145 (14.5
CFD- 3046 | 4.6 CFD- 3096 | 9.6 107149189140 |35 CFD- 3146 [14.6 161 65 | 115 48 | 45
CFD- 3047 | 4.7 CFD- 3097 | 9.7 CFD- 3147 (14.7
CFD- 3048 | 4.8 CFD-3098 | 9.8 CFD- 3148 (14.8
CFD- 3049 | 4.9 CFD- 3099 | 9.9 CFD- 3149 (14.9
CFD- 3050 | 5.0 CFD- 3100 (10.0 CFD- 3150 (15.0
CFD- 3051 | 5.1 CFD- 3101 |10.1 CFD- 3151 |15.1
CFD- 3052 | 5.2 CFED- 3102 [10.2 CFD- 3152 |15.2
CFD- 3053 | 5.3 CFD- 3103 (10.3 CFD- 3153 [15.3
CFD-3054 |54 6 |30 | 66 | 36 | 20 CFD- 3104 (10.4 CFD- 3154 |15.4
CFD- 3055 | 5.5 CFD- 3105 |10.5 CFD- 3155 |15.5
CFD- 3056 | 5.6 CFD- 3106 [10.6 12196 1102 45 | 40 CFD- 3156 [15.6 161 65 | 115 48 | 45
CFD- 3057 | 5.7 CFED- 3107 |10.7 CFD- 3157 |15.7
CFD- 3058 | 5.8 CFD- 3108 (10.8 CFD- 3158 (15.8
CFD- 3059 | 5.9 CFD- 3109 (10.9 CFD- 3159 [15.9
CFD- 3060 | 6.0 CFD- 3110 [11.0 CFD- 3160 |16.0
CFD- 3061 | 6.1 CFD- 3111 | 11.1 CFD- 3165 [16.5
CFD- 3062 | 6.2 CFD- 3112 [11.2 CFD- 3170 |17.0
CFD- 3063 | 6.3 CFD- 3113 |11.3 CFD- 3175 (17.5 18] 73 |123] 48 | 1
CFD- 3064 | 6.4 CFD- 3114 |11.4 CFD- 3180 [18.0
CFD- 3065 | 6.5 CFD- 3115 [11.5 CFD- 3185 [18.5
CFD- 3066 | 6.6 8 38| 793624 CFD- 3116 |11.6 12196 1102 45 | 40 CFD- 3190 [19.0 20 | 79 [131] 50 | 55
CFD- 3067 | 6.7 CED- 3117 | 11.7 CFD- 3195 [19.5
CFD- 3068 | 6.8 CFD- 3118 |11.8 CFD- 3200 (20.0
CFD- 3069 | 6.9 CFD- 3119 |11.9 Do/ Diameter de/ Shank Diameter
CED- 3070 | 7.0 CFD- 3120 (12.0 L2/ Flute Length L/ Overall Length
CFD-3071] 71 CFD- 3121 |12.1 L4/ Shank Length LS/ Length of Cut
CFD-3072|7.2 CFD- 3122 [12.2
CFD-3073|7.3 CFD- 3123 |12.3
CFD-3074 | 7.4 CFD- 3124 [12.4
CFD- 3075 | 7.5 CFD- 3125 [12.5
CFD-3076176 8 [42 |79 |36 |29 CFD-3126 |12.6 14 | 61 |107 | 45 | 43
CFD- 3077 | 7.7 CFD- 3127 |12.7
CFD- 3078 | 7.8 CFD- 3128 |12.8
CFD-3079 | 7.9 CFD- 3129 [12.9
CFD- 3080 | 8.0 CFD- 3130 [13.0
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Applicable materials:

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

CFD- 5031 | 3.1 CFD- 5081 | 8.1 CFD- 5131 [13.1

CFD-5032 | 3.2 CFD-5082 | 8.2 CFD- 5132 (13.2

CFD- 5033 | 3.3 CFD- 5083 | 8.3 CFD- 5133 [13.3

CFD-5034 |34 4 |28 |66 |36 | 23 CFD-5084 | 8.4 CFD- 5134 (13.4

CFD- 5035 | 3.5 CFD- 5085 | 8.5 CFD- 5135 [13.5

CFD- 5036 | 3.6 CFD- 5086 | 8.6 10| 611103 40 | 49 CFD- 5136 |13.6 141 77 11241 45 | 60
CFD- 5037 | 3.7 CFD- 5087 | 8.7 CFD- 5137 [13.7

CFD- 5038 | 3.8 CFD- 5088 | 8.8 CFD- 5138 |13.8

CFD-5039 |39 4 |36 |74 | 36 | 29 CFD- 5089 | 8.9 CFD- 5139 |13.9

CFD-5040 | 4.0 CFD-5090 | 9.0 CFD- 5140 (14.0

CFD- 5041 | 4.1 CFD- 5091 | 9.1 CFD- 5141 (14 .1

CFD-5042 | 4.2 CFD-5092 | 9.2 CFD- 5142 (14.2

CFD- 5043 | 4.3 CFD-5093 | 9.3 CFD- 5143 [14.3

CFD-5044 144 6 |36 |74 | 36 | 29 CFD-5094 | 9.4 CFD- 5144 |14.4

CFD- 5045 | 4.5 CFD-5095 | 9.5 CFD- 5145 (14.5

CFD- 5046 | 4.6 CFD- 5096 | 9.6 10| 611103 40 | 49 CFD- 5146 |14.6 16183 1133 48 | 63
CFD- 5047 | 4.7 CFD-5097 | 9.7 CFD- 5147 (14.7

CFD-5048 | 4.8 CFD- 5098 | 9.8 CFD- 5148 [14.8

CFD- 5049 | 4.9 CFD- 5099 | 9.9 CFD- 5149 |14.9

CFD-5050 | 5.0 CFD- 5100 [10.0 CFD- 5150 [15.0

CFD- 5051 | 5.1 CFED- 5101 |10.1 CFD- 5151 |15.1

CFD- 5052 | 5.2 CFD- 5102 (10.2 CFD- 5152 (15.2

CFD- 5053 | 5.3 CFD- 5103 [10.3 CFD- 5153 [15.3

CFD-5054 | 54| 6 |44 | 82 36 | 35 CFD- 5104 (10.4 CFD- 5154 [15.4

CFD- 5055 | 5.5 CFD- 5105 [10.5 CFD- 5155 [15.5

CFD- 5056 | 5.6 CFD- 5106 [10.6 12 711118 | 45 | 56 CFD- 5156 [15.6 16183 1133 48 | 63
CFD- 5057 | 5.7 CFD- 5107 (10.7 CFD- 5157 [15.7

CFD- 5058 | 5.8 CFD- 5108 [10.8 CFD- 5158 [15.8

CFD- 5059 | 5.9 CFD- 5109 [10.9 CFD- 5159 [15.9

CFD- 5060 | 6.0 CFD- 5110 |11.0 CFD- 5160 (16.0

CFD- 5061 | 6.1 CFD- 5111 |11.1 CFD- 5165 [16.5

CFD- 5062 | 6.2 CFD- 5112 |11.2 CFD- 5170 |17.0

CFD- 5063 | 6.3 CFD- 5113 |11.3 CFD- 5175 [17.5 18193 1143 48 | 71
CFD- 5064 | 6.4 CFD- 5114 |11.4 CFD- 5180 [18.0

CFD- 5065 | 6.5 CFD- 5115 |11.5 CFD- 5185 [18.5

CFD- 5066 | 6.6 8 539136143 CFD- 5116 |11.6 1217111181 45 | 56 CFD- 5190 [19.0 20 110111531 50 | 77
CFD- 5067 | 6.7 CFED- 5117 [11.7 CFD- 5195 [19.5

CFD- 5068 | 6.8 CFD- 5118 |11.8 CFD- 5200 |20.0

CFD- 5069 | 6.9 CFD- 5119 |11.9 Da/ Diameter de/ Shank Diameter
CFD-5070| 7.0 CFD- 5120 |12.0 L2/ Flute Length L/ Overall Length
CFD-50711| 7.1 CFD- 5121 |12.1 L4/ Shank Length LS/ Length of Cut
CFD- 5072 | 7.2 CFD- 5122 |12.2

CFD-5073|7.3 CFD- 5123 (12.3

CFD- 5074 | 7.4 CFD- 5124 |12.4

CFD-5075| 7.5 CFD- 5125 |12.5

CFD- 5076 | 7.6 8 539136143 CFD- 5126 [12.6 141 77|124 45 | 60

CFED- 5077 | 7.7 CFD- 5127 [12.7

CFD-5078 | 7.8 CFD- 5128 (12.8

CFD-5079 | 7.9 CFD- 5129 (12.9

CFD- 5080 | 8.0 CFD- 5130 [13.0
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CFD- 8031 | 3.1 CFD- 8081 | 8.1 CFD- 8131 |13.1
CFD- 8032 | 3.2 CFD- 8082 | 8.2 CFD- 8132 |13.2
CFD-8033 | 3.3 CFD- 8083 | 8.3 CFD- 8133 [13.3
CFD-8034 (34| 4 | 34|72 |36 |29 CFD- 8084 | 8.4 CFD- 8134 |13.4
CFD- 8035 | 3.5 CFD- 8085 | 8.5 CFD- 8135 [13.5
CFD- 8036 | 3.6 CFD- 8086 | 8.6 10195 142 40 | 80 CFD- 8136 [13.6 141133 178 45 | 12
CFD- 8037 | 3.7 CFD- 8087 | 8.7 CFD- 8137 |13.7
CFD-8038 | 3.8 CFD-8088 | 8.8 CFD- 8138 [13.8
CFD-8039 |39 4 |43 | 81| 36 | 36 CFD- 8089 | 8.9 CFD- 8139 [13.9
CFD- 8040 | 4.0 CFD- 8090 | 9.0 CFD- 8140 |14.0
CFD- 8041 | 4.1 CFD- 8091 | 9.1 CFED- 8141 |14.1
CFD- 8042 | 4.2 CFD-8092 | 9.2 CFD- 8142 |14.2
CFD- 8043 | 4.3 CFD- 8093 | 9.3 CFD- 8143 (14.3
CFD-8044 44| 6 |43 | 81 | 36 | 36 CFD- 8094 | 9.4 CFD- 8144 (14.4
CFD- 8045 | 4.5 CFD- 8095 | 9.5 CFD- 8145 |14.5
CFD- 8046 | 4.6 CFD- 8096 | 9.6 10195 142 40 | 80 CFD- 8146 [14.6 1611521203 48 1128
CFD- 8047 | 4.7 CFD- 8097 | 9.7 CFD- 8147 |14.7
CFD- 8048 | 4.8 CFD- 8098 | 9.8 CFD- 8148 [14.8
CFD- 8049 | 4.9 CFD- 8099 | 9.9 CFD- 8149 [14.9
CFD- 8050 | 5.0 CFD- 8100 |10.0 CFD- 8150 |15.0
CFD- 8051 | 5.1 CFD- 8101 |10.1 CFD- 8151 |15.1
CFD- 8052 | 5.2 CFD- 8102 (10.2 CFD- 8152 [(15.2
CFD- 8053 | 5.3 CFD- 8103 |10.3 CFD- 8153 |15.3
CFD-8054 |54 | 6 | 57| 95 | 36 | 48 CFD- 8104 (10.4 CFD- 8154 [15.4
CFD- 8055 | 5.5 CFD- 8105 |10.5 CFD- 8155 |15.5
CFD- 8056 | 5.6 CFD- 8106 [10.6 1211141162 45 | 96 CFD- 8156 [15.6 1611521203 48 1128
CFD- 8057 | 5.7 CFD- 8107 |10.7 CFD- 8157 |15.7
CFD- 8058 | 5.8 CFD- 8108 |10.8 CFD- 8158 |15.8
CFD- 8059 | 5.9 CFD- 8109 (10.9 CFD- 8159 [15.9
CFD- 8060 | 6.0 CFD- 8110 [11.0 CFD- 8160 |16.0
CFD- 8061 | 6.1 CFD- 8111 | 11.1 CFD- 8165 [16.5
CFD- 8062 | 6.2 CFD- 8112 |11.2 CFD- 8170 [17.0
CFD- 8063 | 6.3 CFD- 8113 [11.3 CFD- 8175 117.5 18117112221 48 1144
CFD- 8064 | 6.4 CFD- 8114 |11.4 CFD- 8180 [18.0
CFD- 8065 | 6.5 CFD- 8115 [11.5 CFD- 8185 |18.5
CFD- 8066 | 6.6 8 |76 |114] 36 | &4 CFD- 8116 |11.6 12 11141162 45 | 96 CFD- 8190 [19.0 20 1190 | 243 50 |160
CFD- 8067 | 6.7 CFED- 8117 [11.7 CFD- 8195 [19.5
CFD- 8068 | 6.8 CFD- 8118 [11.8 CFD- 8200 |20.0
CFD- 8069 | 6.9 CFD- 8119 [11.9 Dg/ Diameter de/ Shank Diameter
CFD-8070| 7.0 CFD- 8120 |12.0 L2/ Flute Length L/ Overall Length
CFD-80711] 71 CFD- 8121 |12.1 L4/ Shank Length LS/ Length of Cut
CFD- 8072 | 7.2 CFD- 8122 [12.2
CFD-8073 [ 7.3 CFD- 8123 |12.3
CFD- 8074 | 7.4 CFD- 8124 |12.4
CFD- 8075 | 7.5 CFD- 8125 [12.5
CFD-8076 | 76 8 |76 |[114 | 36 | 64 CFD-8126 126 14 1133 (178 | 45 | 112
CFD- 8077 | 7.7 CFED- 8127 |12.7
CFD- 8078 | 7.8 CFD- 8128 |12.8
CFD- 8079 | 7.9 CFD- 8129 [12.9
CFD- 8080 | 8.0 CFD- 8130 [13.0
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Applicable materials:
General steel,alloy steel, mold steel, stainless

TUNGSTEN CARBIDE

Ao ~ 8~ 53~ 5538 - steel, copper, aluminum, cast iron.

CCD-4010] 1.0 CCD- 4061 | 6.1 CCD- 4111 | 111

CCD-4011 | 11 R E e CCD- 4062 | 6.2 CCD-4112 [11.2

CCD-4012| 1.2 15| 8 138|286 CCD-4063 | 6.3 CCD- 4113 [11.3

CCD-4013] 1.3 CCD-4064 | 6.4 CCD-4114 |11.4

CCD-4014 114 CCD- 4065 | 6.5 CCD-4115 |11.5

CCD-4015]15 =) ° o 2° [ CCD- 4066 | 6.6 A 33 (Ml 36 (= CCD- 4116 |11.6 28 53 i +° (Rd
CCD-4016 |16 | 2 10 |42 | 30| 8 CCD- 4067 | 6.7 CCD- 4117 | 11.7

CCD-4017 | 1.7 CCD- 4068 | 6.8 CCD- 4118 |11.8

CCD-40181 1.8 2 l12la2l30] 9 CCD-4069 | 6.9 CCD-4119 |11.9

CCD-40191 1.9 CCD-4070 (7.0 CCD- 4120 [12.0

CCD-4020 | 2.0 CCD-4071| 71 CCD- 4121|1121

CCD-4021| 2.1 CCD-4072 (7.2 CCD- 4122 [12.2

CCD-4022| 2.2 CCD-4073|7.3| 8 |44 | 82 | 36 | 32 CCD-4123 |12.3

CCD-4023|123]| 3 14 | 46 | 32 | 10 CCD-4074 7.4 CCD-4124 (12.4

CCD-4024| 2.4 CCD-4075( 7.5 CCD- 4125 [12.5

CCD-4025| 2.5 CCD-4076 | 7.6 CCD- 4126 [12.6 N 71 [ 4° (e
CCD-4026 | 2.6 CCD-4077| 7.7 CCD- 4127 [12.7

CCD- 4027 | 2.7 CCD-4078|78| 8 |44 | 82 | 36 | 32 CCD-4128 |12.8

CCD-4028 28| 3 [18 [ 52 | 32 | 13 CCD-4079 (7.9 CCD- 4129 [12.9

CCD-4029 | 2.9 CCD-4080 | 8.0 CCD- 4130 (13.0

CCD-4030 | 3.0 CCD- 4081 | 8.1 CCD-4131113.1

CCD- 4031 3.1 CCD-4082 | 8.2 CCD- 4132 (13.2

CCD-4032] 3.2 CCD-4083 | 8.3 CCD- 4133 [13.3

CCD-4033| 3.3 20 | 56 | 34 | 15 CCD-4084 | 84 CCD-4134 |13.4

CCD-4034 | 3.4 CCD-4085| 8.5 CCD-4135 |13.5

CCD-4035]| 3.5 4 CCD- 4086 | 8.6 Sl o0 =l 40 (= CCD-4136 [13.6 = el
CCD-4036 | 3.6 CCD- 4087 | 8.7 CCD- 4137 |13.7

CCD- 4037 | 3.7 CCD-4088 | 8.8 CCD-4138 (13.8

CCD-4038 | 3.8 22 | 58 | 34 | 16 CCD-4089 | 8.9 CCD-4139 |13.9

CCD-4039 | 3.9 CCD-4090 | 9.0 CCD- 4140 (14.0

CCD-4040( 4.0 CCD-4091| 9.1 CCD- 4141 |14 .1

CCD-4041] 41 CCD-4092 | 9.2 CCD- 4142 (14.2

CCD-4042] 4.2 CCD-4093 [ 9.3 CCD- 4143 [14.3

CCD-4043 | 4.3 CCD-4094 | 94 CCD- 4144 (144

CCD-4044 | 4.4 CCD-4095| 9.5 CCD- 4145 |14 .5

CCD-4045| 4.5 5 | 28|66 13620 CCD-4096 | 9.6 CH| 58 ) 40 IR CCD- 4146 |14.6 [ 53 (=S 4 [
CCD-4046 | 4.6 CCD- 4097 | 9.7 CCD- 4147 |14.7

CCD- 4047 | 4.7 CCD-4098 | 9.8 CCD- 4148 (14.8

CCD-4048 | 4.8 CCD-4099 | 9.9 CCD- 4149 (14.9

CCD-4049 | 4.9 CCD- 4100 |10.0 CCD- 4150 |15.0

CCD-4050 | 5.0 CCD- 4101 110.1 CCD- 4155 [15.5

CCD- 40511 5.1 CCD- 4102 |10.2 CCD- 4160 [16.0 B I ¢
CCD-4052| 5.2 CCD- 4103 [10.3 CCD- 4165 [16.5

CCD-4053 | 5.3 CCD- 4104 1104 CCD- 4170 (17.0 1771 93 1431 48 | 71
CCD-4054 | 5.4 CCD- 4105 [10.5 CCD- 4175 [17.5

CCD-4055| 5.5 6 134172136125 CCD- 4106 |10.6 [ 0 W 5 (B CCD- 4180 |18.0 18 193|143 48 | 71
CCD-4056 | 5.6 CCD- 4107 [10.7 CCD- 4185 |18.5 19 110111531 50 | 77
CCD- 4057 | 5.7 CCD- 4108 [10.8 CCD- 4190 |19.0

CCD-4058 | 5.8 CCD-4109 (10.9 CCD- 4195 [19.5

CCD-4059 | 5.9 CCD-4110 |11.0 CCD- 4200 (20.0 01 I °° (e
CCD- 4060 | 6.0
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CCD-6010] 1.0 CCD- 6061 | 6.1 CCD-6111 |11.1
CCD-6011] 1.1 15]9 402870 CCD- 6062 | 6.2 CCD-6112 [11.2
CCD-6012]1.2 CCD-6063 | 6.3 CCD-6113 [11.3
CCD-6013 1.3 15 1|40 ] 28|90 CCD- 6064 | 6.4 CCD-6114 (114
CCD-6014 | 1.4 CCD- 6065 | 6.5 CCD-6115 [11.5
CCD-6015 15 1512 |40 | 28 | 10 CCD- 6066 | 6.6 7 |52]90 |36 |42 CCD-6116 1116 12 [ 90 (137 ( 45 | 72
CCD-6016 1.6 | 2 | 14 [ 46 [ 30 | 11 CCD- 6067 | 6.7 CCD- 6117 [11.7
CCD-6017 [ 1.7 CCD- 6068 | 6.8 CCD-6118 [11.8
CCD-6018 ] 1.8 CCD-6069 | 6.9 CCD-6119 [11.9
CCD-6019]1.9 2| 16|48 13013 CCD-6070| 7.0 CCD-6120 |12.0
CCD-6020| 2.0 CCD-6071( 7.1 CCD-6121 [121
CCD-6021 | 2.1 CCD-6072| 7.2 CCD-6122 112.2
CCD-6022| 2.2 CCD-6073|73| 8 [ 60| 98 | 36 | 48 | | CCD-6123 [12.3
CCD-6023|23| 3 [ 20 | 52 | 32 | 16 CCD-6074 |74 CCD-6124 |112.4
CCD-6024 | 2.4 CCD-6075]7.5 CCD- 6125 |12.5
CCD-6025 25 CCD-6076 | 7.6 cob-6126 [126] ° | % (M2 40| 78
CCD- 6026 | 2.6 CCD-6077| 7.7 CCD- 6127 [12.7
CCD-6027 | 2.7 CCD-6078 78| 8 |60 98 [ 36 | 48 | | CCD-6128 |12.8
CCD-6028 128 3 |24 (58 |32]|19 CCD-6079 7.9 CCD- 6129 |12.9
CCD-6029 | 2.9 CCD-6080 | 8.0 CCD- 6130 |13.0
CCD-6030 | 3.0 CCD-6081 | 8.1 CCD-6131 (131
CCD-6031 | 3.1 CCD-6082 | 8.2 CCD-6132 |13.2
CCD-6032 ] 3.2 CCD-6083 | 8.3 CCD- 6133 |13.3
CCD-6033 | 3.3 28 164 |34 | 21 CCD-6084 | 8.4 CCD-6134 |13.4
CCD-6034 | 3.4 CCD-6085 | 8.5 CCD- 6135 |13.5
CCD-6035 | 3.5 4 CCD- 6086 | 8.6 9 | 661108} 40 | 54 CCD- 6136 |13.6 1411051152 45 | 85
CCD- 6036 | 3.6 CCD- 6087 | 8.7 CCD- 6137 13.7
CCD-6037{ 3.7 CCD- 6088 | 8.8 CCD- 6138 |13.8
CCD-6038 | 3.8 30 | 66 | 34 | 24 | | CCD-6089 [ 8.9 CCD- 6139 |13.9
CCD-6039 | 3.9 CCD-6090 | 9.0 CCD- 6140 |14.0
CCD-6040 | 4.0 CCD-6091 | 91 CCD- 6141 141
CCD-6041 [ 4.1 CCD-6092 ] 9.2 CCD-6142 |14.2
CCD-6042 | 4.2 CCD-6093 | 9.3 CCD- 6143 |14.3
CCD-6043 | 4.3 CCD-6094 | 9.4 CCD- 6144 |14.4
CCD-6044 | 4.4 CCD-6095 | 9.5 CCD- 6145 |14.5
CCD-6045 | 4.5 5 | 38176 | 36| 30 CCD-6096 | 9.6 10/} 75 | 1171 40 | 60 CCD- 6146 |14.6 1511151165 | 48 | 95
CCD- 6046 | 4.6 CCD-6097 | 9.7 CCD- 6147 [14.7
CCD-6047 | 4.7 CCD-6098 | 9.8 CCD- 6148 |14.8
CCD-6048 | 4.8 CCD-6099 | 9.9 CCD- 6149 |14.9
CCD-6049 | 4.9 CCD-6100 |10.0 CCD- 6150 |15.0
CCD-6050 | 5.0 CCD-6101 {10.1 CCD- 6155 |15.5
CCD-6051 | 5.1 CCD-6102 |10.2 CCD- 6160 |16.0 16| 1151165 48 | 95
CCD-6052] 5.2 CCD-6103 |10.3 CCD- 6165 |16.5
CCD-6053 | 5.3 CCD-6104 |10.4 CCD-6170 |17.0 17/]130|180 ) 48 1105
CCD-6054 | 5.4 CCD- 6105 110.5 CCD- 6175 |17.5
CCD-6055) 5.5 6 |45 183|361 36 CCD- 6106 |110.6 1] 83 |130) 45 1 67 CCD- 6180 |18.0 18 130180 48 1105
CCD- 6056 | 5.6 CCD-6107 {10.7 CCD- 6185 |18.5 19 1150 [ 2021 50 1120
CCD-6057 | 5.7 CCD- 6108 |10.8 CCD-6190 |19.0
CCD-6058 | 5.8 CCD-6109 |10.9 CCD- 6195 |19.5
CCD-6059 | 5.9 CCD- 6110 [11.0 CCD- 6200 120.0 20 | 150202 50 120
CCD- 6060 | 6.0 Dg/ Diameter dg/ Shank Diameter

L2/ Flute Length L/ Overall Length
L4/ Shank Length LS/ Length of Cut
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Applicable materials:

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

T R
non-stock L Ls Ls BT : non-stock do L2 L
EREE DEMEEE
TXD -3130 | 13 TXD -3270 | 27
13.01~13.5 26.51~27.5
TXD -3135 | 13.5 . TXD -3275 | 27.5 )
16 | 54 (115 | 48 | 48 | Fig1 98 (185 90 | Fig.1
TXD -3140 | 14 TXD -3280 | 28
13.51~14.5 27.51~28.5
TXD -3145 | 14.5 TXD -3285 | 28.5
TXD -3150 | 15 TXD -3290 | 29 .
14.51~15.5 28.51~29.5 105|195 60 | 95 | Fig.1
TXD -3155 | 15.5 . TXD -3295 | 29.5
65 (130 | 50 | 58 | Fig.1
TXD -3160 | 16 TXD -3300 [ 30
15.51~16.5 29.51~30.5
TXD -3165 | 16.5 TXD -3305 | 30.5 .
20 110 | 200 100 | Fig.1
TXD -3170 | 17 TXD -3310 | 31
16.51~17.5 30.51~31.5
TXD -3175 | 17.5 22 1140 50 | 65 | Fia 1 TXD -3315 | 31.5
ig.
TXD -3180 | 18 91 Txp-3320 | 32
17.51~18.5 31.51~32.5
TXD -3185 | 18.5 TXD -3325 | 32.5 .
118 | 225| 70 [ 105 [ Fig.2
TXD-3190 | 19 TXD -3330 | 33
18.51~19.5 32.51~33.5
TXD -3195 | 19.5 TXD -3335 | 33.5 32
TXD -3200 | 20 ) TXD -3340 | 34
19.51~20.5 79 |155| 56 | 72 |Fig.1 33.51~34.5
TXD -3205 | 20.5 TXD -3345 | 345 )
123 {230 70 | 108 | Fig.2
TXD -3210 | 21 TXD -3350 | 35
20.51~21.5( 25 34.51~35.5
TXD -3215 | 21.5 TXD -3355 | 35.5
TXD -3220 | 22 TXD -3360 | 36
21.51~22.5 35.51~36.5
TXD -3225 | 22.5 . TXD -3365 | 36.5 .
82 (160 | 56 | 75 | Fig.1 1301240 70 [ 115 | Fig.2
TXD -3230 | 23 TXD -3370 | 37
22.51~23.5 36.51~37.5
TXD -3235 | 23.5 TXD -3375 | 37.5
TXD -3240 | 24 . TXD -3380 [ 38
23.51~24.5 86 |170 78 | Fig.1 37.51~38.5
TXD -3245 | 24.5 TXD -3385 | 38.5
TXD -3250 | 25 TXD -3390 [ 39 .
24.51~25.5| 32 60 38.51~39.5 147 |1255| 70 (129 [Fig.2
TXD -3255 | 25.5 . TXD -3395 | 39.5
90 (175 82 | Fig.1
TXD -3260 | 26 TXD -3400 | 40
25.51~26.5 39.51~40.5
TXD -3265 | 26.5 TXD -3405 | 40.5
Do/ Diameter dg/ Shank Diameter
L2/ Flute Length L/ Overall Length

L4/ Shank Length LS/ Length of Cut
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e Welded End ~ LS 1
Fig.1 L2
e Internal Coolant (FieD) .
M 27 & £ ————— S
X = < = e ———— = 7=7 5
T &L= — ‘ S
(Fig.2) L2
L
TXD -5130 | 13 TXD -5270 | 27
13.0~13.5 26.51~27.5
TXD -5135 | 13.5 _ TXD -5275 | 27.5 _
16 | 84 |145| 48 | 78 |Fig.1 153 | 240 145 | Fig.1
TXD -5140 | 14 TXD -5280 | 28
13.51~14.5 27.51~28.5
TXD -5145 | 14.5 TXD -5285 | 28.5
TXD -5150 | 15 TXD -5290 | 29 _
14.51~15.5 28.51~29.5 160 [ 250 | 60 |150 | Fig.1
TXD -5155 | 15.5 _ TXD -5295 | 29.5
95 |160 | 50 | 88 |Fig.1
TXD -5160 | 16 TXD -5300 | 30
15.51~16.5 29.51~30.5
TXD -5165 | 16.5 TXD -5305 | 30.5 _
20 175 | 265 165 | Fig.1
TXD -5170 | 17 TXD -5310 | 31
16.51~17.5 30.51~31.5
TXD -5175 | 17.5 , TXD -5315 | 31.5
107|175 | 50 | 100 | Fig.1
TXD -5180 | 18 TXD -5320 | 32
17.51~18.5 31.51~32.5
TXD -5185 | 18.5 TXD -5325 | 32.5 ,
182 [290| 70 {170 |Fig.2
TXD -5190 | 19 TXD -5330 | 33
18.51~19.5 32.51~33.5
TXD -5195 | 19.5 TXD -5335 | 33.5 2
TXD -5200 | 20 _ TXD -5340 | 34
19.51~20.5 119 {195 | 56 | 111 | Fig.1 33.51~34.5
TXD -5205 | 20.5 TXD -5345 | 34.5 ,
193 [300| 70 {180 |Fig.2
TXD -5210 | 21 TXD -5350 | 35
20.51~21.5| 25 34.51~35.5
TXD -5215 | 21.5 TXD -5355 | 35.5
TXD -5220 | 22 TXD -5360 | 36
21.51~22.5 35.51~36.5
TXD -5225 | 22.5 , TXD -5365 | 36.5 ,
127|205 56 | 118 | Fig.1 205(315| 70 |190 | Fig.2
TXD -5230 | 23 TXD -5370 | 37
22.51~23.5 36.51~37.5
TXD -5235 | 23.5 TXD -5375 | 37.5
TXD -5240 | 24 , TXD -5380 | 38
23.51~24.5 136 | 220 127 | Fig.1 37.51~38.5
TXD -5245 | 24.5 TXD -5385 | 38.5
TXD -5250 | 25 TXD -5390 | 39 ,
24.51~255 | 32 60 38.51~39.5 217|330 70 |202|Fig.2
TXD -5255 | 25.5 , TXD -5395 | 39.5
145 | 230 136 | Fig.1
TXD -5260 | 26 TXD -5400 | 40
25.51~26.5 39.51~40.5
TXD -5265 | 26.5 TXD -5405 | 40.5

20

Do/ Diameter
L2/ Flute Length
L4/ Shank Length

do/ Shank Diameter
L/ Overall Length
LS/ Length of Cut



AT IT\EGEREIRER

TUNGSTEN CARBIDE WE
M B

o [FHET\

T of & AL —  — 1 L E=a s
- i £ % == — —T— N =
o RIS N —— s
e Welded End (Fig.1) L2
¢ Internal Coolant -
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Applicable materials: (Fig2) L2
General steel, alloy steel, mold steel, stainless steel, L
copper, aluminum, cast iron.
TXD -7130 | 13 100 TXD -7270 | 27
13.0~13.5 105|166 20.61~27.5
TXD -7135 | 13.5 ) TXD -7275 | 27.5 )
16 48 Fig.1 2151300 205 | Fig.1
TXD -7140 | 14 TXD -7280 | 28
13.51~14.5 114 1175 109 27.51~28.5
TXD -7145 | 14.5 TXD -7285 | 28.5
TXD -7150 | 15 TXD -7290 | 29 )
14.51~15.5 120 1185 114 28.51~29.5 225|315( 60 | 215 Fig.1
TXD -7155 | 15.5 Fio 1 TXD -7295 | 29.5
ig.
TXD -7160 | 16 d TXD -7300 [ 30
15.51~16.5 1251190 119 29.51~30.5
TXD -7165 | 16.5 TXD -7305 | 30.5 )
20 50 235|325 225 Fig.1
TXD -7170 | 17 TXD -7310 | 31
16.51~17.5 1321200 125 30.51~31.5( 32
TXD -7175 | 17.5 Fia.1 TXD -7315 | 31.5
ig.
TXD -7180 | 18 g TXD -7320 [ 32
17.51~18.5 1421210 134 31.51~32.5
TXD -7185 | 18.5 TXD -7325 | 32.5 ;
248 (355| 70 | 236 | Fig.2
TXD-7190 | 19 TXD -7330 [ 33
18.51~19.5 149 | 225 141 32.51~33.5
TXD -7195 | 19.5 TXD -7335 | 33.5
TXD -7200 | 20 ) TXD -7340 | 34
19.51~20.5 154 1230 146 | Fig.1 33.51~34.5
TXD -7205 | 20.5 TXD -7345 | 34.5 .
263|370 70 [250 |Fig.2
TXD -7210 | 21 TXD -7350 [ 35
20.51~21.5| 25 |164 | 240 | 56 |156 34.51~35.5
TXD -7215 | 21.5 TXD -7355 | 35.5
TXD -7220 22 21.51~22.5 D@/ Diameter dg/ Shank Diameter
TXD -7225 | 22.5 ’ ’ L2/ Flute Length L/ Overall Length
177 | 255 168 | Fig.1 L4/ Shank Length LS/ Length of Cut
TXD -7230 | 23
22.51~23.5
TXD -7235 | 23.5
TXD -7240 | 24 )
23.51~24.5 186 | 270 177 | Fig.1
TXD -7245 | 24.5
TXD -7250 | 25
24.51~25.5| 32 60
TXD -7255 | 25.5 )
1951280 186 | Fig.1
TXD -7260 | 26
25.51~26.5
TXD -7265 | 26.5

21
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TUNGSTEN CARBIDE R D

DIN B A
Y%y @ Spiral Flute

BEME : Applicable materials:
—R%ERE - 558 2B« General steel, alloy steel, mold steel, =2 i
iR - 8~ 82 - 15488, - stainless steel, copper, aluminum, cast iron.
RSD- 3050 | 5.0 RSD- 3101 (10.1 RSD- 3151 15.1
RSD- 3051 | 5.1 RSD- 3102 (10.2 RSD- 3152 (15.2
RSD- 3052 | 5.2 RSD- 3103 [10.3 RSD- 3153 |15.3
RSD- 3053 | 5.3 RSD- 3104 |10.4 RSD- 3154 |15.4
RSD- 3054 | 5.4 RSD- 3105 (10.5 RSD- 3155 |15.5
RSD-3055|55| 6 [ 30|66 | 36 | 20 RSD- 3106 |10.6 el 56 [loall 45 (B RSD- 3156 |15.6 ol 65 Rl 48 [
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
RSD- 3060 | 6.0 RSD- 3111 [ 11.1 RSD- 3165 [16.5
RSD- 3061 | 6.1 RSD- 3112 (11.2 RSD- 3170 |17.0
RSD- 3062 | 6.2 RSD- 3113 [11.3 RSD- 3175 |17.5 18173 123 48 | 51
RSD- 3063 | 6.3 RSD- 3114 (11.4 RSD- 3180 |18.0
RSD- 3064 | 6.4 RSD- 3115 |11.5 RSD- 3185 |18.5
RSD- 3065 | 6.5 8 |38l79 3624 RSD- 3116 [11.6 12| 56 1021 45 | 40 RSD- 3190 |19.0 20 | 79 1131| 50 | 55
RSD- 3066 | 6.6 RSD- 3117 |11.7 RSD- 3195 [19.5
RSD- 3067 | 6.7 RSD- 3118 |11.8 RSD- 3200 |20.0
RSD- 3068 | 6.8 RSD- 3119 | 11.9 Do/ Diameter dg/ Shank Diameter
RSD- 3069 | 6.9 RSD- 3120 |12.0 L2/ Flute Length L/ Overall Length
RSD-3070| 7.0 RSD- 3121 (12.1 L4/ Shank Length LS/ Length of Cut
RSD- 3071 7.1 RSD- 3122 |12.2
RSD- 3072 | 7.2 RSD- 3123 (12.3
RSD- 3073 7.3 RSD- 3124 |12.4
RSD- 3074 | 7.4 RSD- 3125 (12.5
RSD- 3075 7.5 8 | 42179 |36 29 RSD- 3126 [12.6 14| 61 1071 45 | 43
RSD- 3076 | 7.6 RSD- 3127 (12.7
RSD- 3077 | 7.7 RSD- 3128 (12.8
RSD- 3078 7.8 RSD- 3129 112.9
RSD- 3079 7.9 RSD- 3130 |13.0
RSD- 3080 | 8.0 RSD- 3131]13.1
RSD- 3081 | 8.1 RSD- 3132 ]13.2
RSD- 3082 | 8.2 RSD- 3133 (13.3
RSD- 3083 | 8.3 RSD- 3134 |13.4
RSD- 3084 | 8.4 RSD- 3135]13.5
RSD- 3085 | 8.5 10 | a9 | 89 | 40 | 35 RSD- 3136 [13.6 1471 61107 45 | 43
RSD- 3086 | 8.6 RSD- 3137 (13.7
RSD- 3087 | 8.7 RSD- 3138 (13.8
RSD- 3088 | 8.8 RSD- 3139 (13.9
RSD- 3089 | 8.9 RSD- 3140 |14.0
RSD- 3090 | 9.0 RSD- 3141 |14.1
RSD- 3091 9.1 RSD- 3142 |14.2
RSD- 3092 | 9.2 RSD- 3143 |14.3
RSD- 3093 | 9.3 RSD- 3144 (14.4
RSD- 3094 | 94 RSD- 3145 |14.5
RSD- 3095 | 9.5 10 | a9 | 89 | 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

22
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TUNGSTEN CARBIDERD

| DIN
6537

BEME : Applicable materials:

—RiER - A5 2B - General steel, alloy steel, mold steel,

i ~ 8~ 82 - 18488, - stainless steel, copper, aluminum, cast iron.
RSD- 5050 | 5.0 RSD- 5101 [10.1 RSD- 5151 |15.1
RSD- 5051 | 5.1 RSD- 5102 |10.2 RSD- 5152 (15.2
RSD- 5052 | 5.2 RSD- 5103 |10.3 RSD- 5153 [15.3
RSD- 5053 | 5.3 RSD- 5104 |10.4 RSD- 5154 |15.4
RSD- 5054 | 5.4 RSD- 5105 |10.5 RSD- 5155 [15.5
RSD-5055 |55 6 |44 | 82 | 36 | 35 RSD- 5106 |10.6 e 71 [ 45 (RS RSD- 5156 [15.6 ol 63 ES 48 [t
RSD- 5056 | 5.6 RSD- 5107 |10.7 RSD- 5157 (15.7
RSD- 5057 | 5.7 RSD- 5108 |10.8 RSD- 5158 [15.8
RSD- 5058 | 5.8 RSD- 5109 |10.9 RSD- 5159 [15.9
RSD- 5059 | 5.9 RSD- 5110 |11.0 RSD- 5160 [16.0
RSD- 5060 | 6.0 RSD- 5111 |11.1 RSD- 5165 [16.5
RSD- 5061 | 6.1 RSD- 5112 (11.2 RSD- 5170 |17.0
RSD- 5062 | 6.2 RSD- 5113 |11.3 RSD- 5175 (17.5 18 | 93 1431 48 | 71
RSD- 5063 | 6.3 RSD- 5114 |11.4 RSD- 5180 [18.0
RSD- 5064 | 6.4 RSD- 5115 |11.5 RSD- 5185 (18.5

12 | 71 [118 | 45 | 56

RSD- 5065 | 6.5 RSD- 5116 |11.6 RSD- 5190 [19.0
RSD- 5066 | 6.6 ‘"' EE RSD- 5117 (11.7 RSD- 5195 |19.5 el 101 (=N 5O [
RSD- 5067 | 6.7 RSD- 5118 |11.8 RSD- 5200 (20.0
RSD- 5068 | 6.8 RSD- 5119 |11.9 Do/ Diameter dg/ Shank Diameter
RSD- 5069 | 6.9 RSD- 5120 [12.0 L2/ Flute Length L/ Overall Length
RSD- 5070 7.0 RSD- 5121 [12.1 L4/ Shank Length LS/ Length of Cut
RSD- 5071 | 7.1 RSD- 5122 (12.2
RSD- 5072 | 7.2 RSD- 5123 |12.3
RSD- 5073 | 7.3 RSD- 5124 (12.4
RSD- 5074 | 7.4 RSD- 5125 [12.5
RSD- 5075 | 7.5 8 153913643 RSD- 5126 |12.6 14| 77 1241 45 | 60
RSD- 5076 | 7.6 RSD- 5127 (12.7
RSD- 5077 | 7.7 RSD- 5128 |12.8
RSD- 5078 | 7.8 RSD- 5129 |12.9
RSD- 5079 | 7.9 RSD- 5130 (13.0
RSD- 5080 | 8.0 RSD- 5131 [13.1
RSD- 5081 | 8.1 RSD- 5132 (13.2
RSD- 5082 | 8.2 RSD- 5133 |13.3
RSD- 5083 | 8.3 RSD- 5134 |13.4
RSD- 5084 | 8.4 RSD- 5135 |13.5
RSD- 5085 | 8.5 10 | 61 [103] 40 | a9 RSD- 5136 |13.6 14| 77 1241 45 | 60
RSD- 5086 | 8.6 RSD- 5137 |13.7
RSD- 5087 | 8.7 RSD- 5138 |13.8
RSD- 5088 | 8.8 RSD- 5139 |13.9
RSD- 5089 | 8.9 RSD- 5140 (14.0
RSD- 5090 | 9.0 RSD- 5141 |14.1
RSD- 5091 | 9.1 RSD- 5142 (14.2
RSD- 5092 | 9.2 RSD- 5143 (14.3
RSD- 5093 | 9.3 RSD- 5144 |14.4
RSD- 5094 | 9.4 RSD- 5145 [(14.5
RSD- 5095 | 9.5 10 | 61 [103] 40 | a9 RSD- 5146 |14.6 N 23 R 48 (8
RSD- 5096 | 9.6 RSD- 5147 |14.7
RSD- 5097 | 9.7 RSD- 5148 (14.8
RSD- 5098 | 9.8 RSD- 5149 |14.9
RSD- 5099 | 9.9 RSD- 5150 |15.0
RSD- 5100 {10.0
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RSD- 8050 | 5.0 RSD- 8101 |10.1 RSD- 8151 |15.1
RSD- 8051 | 5.1 RSD- 8102 (10.2 RSD- 8152 |15.2
RSD- 8052 | 5.2 RSD- 8103 [10.3 RSD- 8153 |15.3
RSD- 8053 | 5.3 RSD- 8104 (10.4 RSD- 8154 (15.4
RSD- 8054 | 5.4 RSD- 8105 [10.5 RSD- 8155 |15.5
RSD-8055|55| 6 [ 57| 95| 36 | 48 RSD- 8106 |10.6 1211141162 45 | 96 RSD- 8156 |15.6 1611521203 48 128
RSD- 8056 | 5.6 RSD- 8107 |10.7 RSD- 8157 |15.7
RSD- 8057 | 5.7 RSD- 8108 |10.8 RSD- 8158 |15.8
RSD- 8058 | 5.8 RSD- 8109 |10.9 RSD- 8159 |15.9
RSD- 8059 | 5.9 RSD- 8110 |11.0 RSD- 8160 |16.0
RSD- 8060 | 6.0 RSD- 8111 [11.1 RSD- 8165 |16.5
RSD- 8061 | 6.1 RSD- 8112 |11.2 RSD- 8170 (17.0
RSD- 8062 | 6.2 RSD- 8113 |11.3 RSD- 8175 |17.5 18 11711222 48 | 144
RSD- 8063 | 6.3 RSD- 8114 |11.4 RSD- 8180 |18.0
RSD- 8064 | 6.4 RSD- 8115 |11.5 RSD- 8185 |18.5

12 | 114 ({162 | 45 | 96
RSD- 8065 | 6.5 RSD- 8116 |11.6 RSD- 8190 |19.0
RSD- 8066 | 6.6 8 |76 |114] 36 | 64 RSD- 8117 |11.7 RSD- 8195 (19.5 201190243 50 | 160
RSD- 8067 | 6.7 RSD- 8118 |11.8 RSD- 8200 |20.0
RSD- 8068 | 6.8 RSD- 8119 | 11.9 Dg/ Diameter da/ Shank Diameter
RSD- 8069 | 6.9 RSD- 8120 [12.0 L2/ Flute Length L/ Overall Length
RSD- 80701 7.0 RSD- 8121 [12.1 L4/ Shank Length LS/ Length of Cut
RSD- 8071 | 7.1 RSD- 8122 |12.2
RSD- 8072 | 7.2 RSD- 8123 [12.3
RSD- 8073 | 7.3 RSD- 8124 |12.4
RSD- 8074 | 7.4 RSD- 8125 |12.5
RSD- 8075 | 7.5 8 |76 1114 | 36 | 64 RSD- 8126 |12.6 1411331178 | 45 1112
RSD- 8076 | 7.6 RSD- 8127 |12.7
RSD- 8077 | 7.7 RSD- 8128 |12.8
RSD- 8078 | 7.8 RSD- 8129 |12.9
RSD- 8079 | 7.9 RSD- 8130 |13.0
RSD- 8080 | 8.0 RSD- 8131 |13.1
RSD- 8081 | 8.1 RSD- 8132 [13.2
RSD- 8082 | 8.2 RSD- 8133 [13.3
RSD- 8083 | 8.3 RSD- 8134 [13.4
RSD- 8084 | 8.4 RSD- 8135 |13.5
RSD- 8085 | 8.5 10 | 95 |1421 40 | 80 RSD- 8136 |13.6 1411331178 | 45 1112
RSD- 8086 | 8.6 RSD- 8137 |13.7
RSD- 8087 | 8.7 RSD- 8138 |13.8
RSD- 8088 | 8.8 RSD- 8139 |13.9
RSD- 8089 | 8.9 RSD- 8140 |14.0
RSD- 8090 | 9.0 RSD- 8141 |14.1
RSD- 8091 | 9.1 RSD- 8142 |14.2
RSD- 8092 | 9.2 RSD- 8143 |14.3
RSD- 8093 | 9.3 RSD- 8144 (14.4
RSD- 8094 | 9.4 RSD- 8145 [14.5
RSD- 8095 | 9.5 10 | 95 11421 40 | 80 RSD- 8146 |14.6 1611521203 48 1128
RSD- 8096 | 9.6 RSD- 8147 |14.7
RSD- 8097 | 9.7 RSD- 8148 |14.8
RSD- 8098 | 9.8 RSD- 8149 |14.9
RSD- 8099 | 9.9 RSD- 8150 |15.0

RSD- 8100 {10.0
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AT\ ERIH RS
TUNGSTEN CARBIDE R DRILL

DIN o URMEtE o RINAIT
6537 e Spiral Flute e Internal Coolant

BEME : Applicable materials:
—MsER - 5% A - General steel, alloy steel, mold steel,
i ~ 8~ 82 - 18488, - stainless steel, copper, aluminum, cast iron.
ROD- 30501 5.0 ROD- 3101 [10.1 ROD- 3151 |15.1
ROD- 3051 | 5.1 ROD- 3102]10.2 ROD- 3152 (15.2
ROD- 3052 | 5.2 ROD- 3103]10.3 ROD- 3153 (15.3
ROD- 3053 | 5.3 ROD- 3104 |10.4 ROD- 3154 |15.4
ROD- 3054 | 5.4 ROD- 3105|10.5 ROD- 3155 (15.5
ROD-3055(55| 6 | 30 | 66 | 36 | 20 ROD- 3106 |10.6 el 56 [loall 45 (B ROD- 3156 [15.6 ol 65 Sl 48 [
ROD- 3056 | 5.6 ROD- 3107 |10.7 ROD- 3157 (15.7
ROD- 3057 | 5.7 ROD- 3108 |10.8 ROD- 3158 (15.8
ROD- 3058 | 5.8 ROD- 3109]10.9 ROD- 3159 (15.9
ROD- 3059 5.9 ROD- 3110 |11.0 ROD- 3160 (16.0
ROD- 3060 6.0 ROD- 3111 | 11.1 ROD- 3165 (16.5
ROD- 3061 | 6.1 ROD- 3112 (11.2 ROD- 3170|17.0
ROD- 3062 | 6.2 ROD- 3113 |11.3 ROD- 3175 (17.5 18 | 73 11231 48 | 51
ROD- 3063 | 6.3 ROD- 3114 |11.4 ROD- 3180 (18.0
ROD- 3064 | 6.4 ROD- 3115 |11.5 ROD- 3185(18.5
ROD- 3065 | 6.5 8 |38l79 3624 ROD- 3116 |11.6 12| 56 1021 45 | 40 ROD- 3190 (19.0 20 | 79 1131| 50 | 55
ROD- 3066 | 6.6 ROD- 3117 (11.7 ROD- 3195|19.5
ROD- 3067 | 6.7 ROD- 3118 |11.8 ROD- 3200 (20.0
ROD- 3068 6.8 ROD- 3119 |11.9 Do/ Diameter dg/ Shank Diameter
ROD- 3069 | 6.9 ROD- 3120 (12.0 L2/ Flute Length L/ Overall Length
ROD- 30701 7.0 ROD- 31211121 L4/ Shank Length LS/ Length of Cut
ROD- 3071 7.1 ROD- 3122 (12.2
ROD- 3072| 7.2 ROD- 3123(12.3
ROD- 3073| 7.3 ROD- 3124 (12.4
ROD- 3074 | 7.4 ROD- 3125|12.5
ROD- 3075| 7.5 8 | 42179 |36 29 ROD- 3126 |12.6 14| 61 1071 45 | 43
ROD- 3076 | 7.6 ROD- 3127 (12.7
ROD- 3077 | 7.7 ROD- 3128 112.8
ROD- 3078 7.8 ROD- 3129]12.9
ROD- 3079| 7.9 ROD- 3130(13.0
ROD- 3080 8.0 ROD- 3131[13.1
ROD- 3081 | 8.1 ROD- 3132(13.2
ROD- 3082 | 8.2 ROD- 3133]13.3
ROD- 3083 | 8.3 ROD- 3134 |13.4
ROD- 3084 | 8.4 ROD- 3135|13.5
ROD- 3085 8.5 10 | a9 | 89 | 40 | 35 ROD- 3136 |13.6 14| 61 1071 45 | 43
ROD- 3086 | 8.6 ROD- 3137 |13.7
ROD- 3087 | 8.7 ROD- 3138(13.8
ROD- 3088 | 8.8 ROD- 3139]13.9
ROD- 3089 8.9 ROD- 3140 (14.0
ROD- 3090 9.0 ROD- 3141 [14.1
ROD- 3091 | 9.1 ROD- 3142 (14.2
ROD- 3092 | 9.2 ROD- 3143 (14.3
ROD- 3093 | 9.3 ROD- 3144 |14.4
ROD- 3094 | 9.4 ROD- 3145(14.5
ROD- 3095 | 9.5 10 | 29 | 89 | 40 | 35 ROD- 3146 |14.6 B 6° I 48 I
ROD- 3096 | 9.6 ROD- 3147 |14.7
ROD- 3097 | 9.7 ROD- 3148 (14.8
ROD- 3098 | 9.8 ROD- 3149|14.9
ROD- 3099 9.9 ROD- 3150]15.0
ROD- 3100 (10.0
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ROD- 5050 5.0 ROD- 5101 |10.1 ROD- 5151 [15.1
ROD- 5051 | 5.1 ROD- 5102 (10.2 ROD- 5152 ]15.2
ROD- 5052 | 5.2 ROD- 5103 (10.3 ROD- 5153 |15.3
ROD- 5053 | 5.3 ROD- 5104 (10.4 ROD- 5154 (15.4
ROD- 5054 | 5.4 ROD- 5105 (10.5 ROD- 5155|15.5
ROD-5055| 55| 6 |44 | 82| 36 | 35 | | ROD-5106|10.6 12711118 | 45 | 56 ROD- 5156 |15.6 16183 1133 48 | 63
ROD- 5056 | 5.6 ROD- 5107 |10.7 ROD- 5157 |15.7
ROD- 5057 | 5.7 ROD- 5108 10.8 ROD- 5158 |15.8
ROD- 5058 | 5.8 ROD- 5109 ]10.9 ROD- 5159 ]15.9
ROD- 5059 5.9 ROD- 5110 |11.0 ROD- 5160 |16.0
ROD- 5060 | 6.0 ROD- 5111 [11.1 ROD- 5165 |16.5
ROD- 5061 | 6.1 ROD- 5112 |11.2 ROD- 5170 (17.0
ROD- 5062 | 6.2 ROD- 5113 |11.3 ROD- 5175|17.5 181 93 |143] 48 | 71
ROD- 5063 | 6.3 ROD- 5114 |11.4 ROD- 5180 ]18.0
ROD- 5064 | 6.4 ROD- 5115 |11.5 ROD- 5185|18.5
ROD- 5065 | 6.5 8 1531913643 ROD- 5116 |11.6 1217111181 45 | 56 ROD- 5190 19.0 20 11011153 50 | 77
ROD- 5066 | 6.6 ROD- 5117 |11.7 ROD- 5195 (19.5
ROD- 5067 | 6.7 ROD- 5118 |11.8 ROD- 5200 ]20.0
ROD- 5068 | 6.8 ROD- 5119 | 11.9 Dg/ Diameter dg/ Shank Diameter
ROD- 5069 | 6.9 ROD- 5120 (12.0 L2/ Flute Length L/ Overall Length
ROD- 50701 7.0 ROD- 51211121 L4/ Shank Length LS/ Length of Cut
ROD- 5071 7.1 ROD- 5122]12.2
ROD- 5072 7.2 ROD- 5123 (12.3
ROD- 5073 7.3 ROD- 5124 |12.4
ROD- 5074 | 7.4 ROD- 5125]12.5
ROD- 5075| 7.5 8 |53 913643 ROD- 5126 |12.6 141 77|124 45 | 60
ROD- 5076 | 7.6 ROD- 5127 |12.7
ROD- 5077 | 7.7 ROD- 5128 |12.8
ROD- 5078 7.8 ROD- 5129 ]12.9
ROD- 5079 7.9 ROD- 5130]13.0
ROD- 5080 8.0 ROD- 5131 |13.1
ROD- 5081 | 8.1 ROD- 5132 (13.2
ROD- 5082 8.2 ROD- 5133 (13.3
ROD- 5083 | 8.3 ROD- 5134 (13.4
ROD- 5084 | 8.4 ROD- 5135]13.5
ROD- 5085]| 8.5 10 | 61 (1031 40 | 49 ROD- 5136 |13.6 141 77/|124 45 | 60
ROD- 5086 | 8.6 ROD- 5137 |13.7
ROD- 5087 | 8.7 ROD- 5138 ]13.8
ROD- 5088 | 8.8 ROD- 5139 (13.9
ROD- 5089 | 8.9 ROD- 5140 |14.0
ROD- 5090 9.0 ROD- 5141 |14.1
ROD- 5091 | 9.1 ROD- 5142]14.2
ROD- 5092 | 9.2 ROD- 5143 ]14.3
ROD- 5093 | 9.3 ROD- 5144 [14.4
ROD- 5094 | 9.4 ROD- 5145 (14.5
ROD- 5095| 9.5 10 | 61 (1031 40 | 49 ROD- 5146 |14.6 Ll 23 [ 4¢ (s
ROD- 5096 | 9.6 ROD- 5147 |14.7
ROD- 5097 | 9.7 ROD- 5148 |14.8
ROD- 5098 | 9.8 ROD- 5149 114.9
ROD- 5099 9.9 ROD- 5150]15.0
ROD- 5100 |10.0
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AT\ ERIH RS
TUNGSTEN CARBIDE R DRILL

N DIN o IRTEIE o CRINAS
6537 e Spiral Flute e Internal Coolant

BEME : Applicable materials:

—MgERl - 5% A - General steel, alloy steel, mold steel,

e ~ 8~ 82 - 18588, - stainless steel, copper, aluminum, cast iron.
ROD- 80501 5.0 ROD- 8101 [10.1 ROD- 8151 |15.1
ROD- 8051 | 5.1 ROD- 8102|10.2 ROD- 8152 (15.2
ROD- 8052 | 5.2 ROD- 8103]10.3 ROD- 8153 (15.3
ROD- 8053 | 5.3 ROD- 8104 110.4 ROD- 8154 |15.4
ROD- 8054 | 5.4 ROD- 8105|10.5 ROD- 8155 (15.5
ROD-8055(55| 6 | 57| 95 | 36 | 48 ROD- 8106 |10.6 (e 114 el 45 [E ROD- 8156 [15.6 o1 152 [eue]) 48 [iles
ROD- 8056 | 5.6 ROD- 8107 |10.7 ROD- 8157 (15.7
ROD- 8057 | 5.7 ROD- 8108|10.8 ROD- 8158 (15.8
ROD- 8058 | 5.8 ROD- 8109]10.9 ROD- 8159 (15.9
ROD- 8059 5.9 ROD- 8110 |11.0 ROD- 8160 (16.0
ROD- 8060 | 6.0 ROD- 8111 | 11.1 ROD- 8165 (16.5
ROD- 8061 | 6.1 ROD- 8112 (11.2 ROD- 8170(17.0
ROD- 8062 | 6.2 ROD- 8113 |11.3 ROD- 8175 (17.5 18 1711222 48 1144
ROD- 8063 | 6.3 ROD- 8114 |11.4 ROD- 8180 (18.0
ROD- 8064 | 6.4 ROD- 8115 |11.5 ROD- 8185(18.5

12 1114 {162 | 45 | 96

ROD- 8065 | 6.5 ROD- 8116 |11.6 ROD- 8190 (19.0
ROD- 8066 | 6.6 ol 76 (M =6 [ ROD- 8117 (11.7 ROD- 8195 |19.5 EoN 190 [l 50 [t
ROD- 8067 | 6.7 ROD- 8118 |11.8 ROD- 8200 (20.0
ROD- 8068 | 6.8 ROD- 8119 | 11.9 Do/ Diameter dg/ Shank Diameter
ROD- 8069 | 6.9 ROD- 8120 (12.0 L2/ Flute Length L/ Overall Length
ROD- 80701 7.0 ROD- 81211121 L4/ Shank Length LS/ Length of Cut
ROD- 8071 7.1 ROD- 8122 (12.2
ROD- 8072 7.2 ROD- 8123]12.3
ROD- 8073| 7.3 ROD- 8124 (12.4
ROD- 8074 | 7.4 ROD- 8125(12.5
ROD- 8075( 7.5 8 |76 1114 | 36 | 64 ROD- 8126 |12.6 141133 178 | 45 | 112
ROD- 8076 | 7.6 ROD- 8127 (12.7
ROD- 8077 | 7.7 ROD- 8128 112.8
ROD- 8078 7.8 ROD- 8129]12.9
ROD- 8079| 7.9 ROD- 8130(13.0
ROD- 8080 8.0 ROD- 8131[13.1
ROD- 8081 | 8.1 ROD- 8132(13.2
ROD- 8082 | 8.2 ROD- 8133(13.3
ROD- 8083 | 8.3 ROD- 8134 |13.4
ROD- 8084 | 8.4 ROD- 8135|13.5
ROD- 8085 | 8.5 10 | 95 (142 40 | 80 ROD- 8136 |13.6 141133 178 | 45 | 112
ROD- 8086 | 8.6 ROD- 8137 |13.7
ROD- 8087 | 8.7 ROD- 8138|13.8
ROD- 8088 | 8.8 ROD- 8139]13.9
ROD- 8089 8.9 ROD- 8140]14.0
ROD- 8090 9.0 ROD- 8141 |14.1
ROD- 8091 | 9.1 ROD- 8142 (14.2
ROD- 8092 | 9.2 ROD- 8143 (14.3
ROD- 8093 | 9.3 ROD- 8144 |14.4
ROD- 8094 | 9.4 ROD- 8145 (14.5
ROD- 8095 | 9.5 10 | 95 (142 40 | 80 ROD- 8146 |14.6 (o 152 [BC8 48 (28
ROD- 8096 | 9.6 ROD- 8147 |14.7
ROD- 8097 | 9.7 ROD- 8148 (14.8
ROD- 8098 | 9.8 ROD- 8149|14.9
ROD- 8099 9.9 ROD- 8150]15.0
ROD- 8100 (10.0
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§hEnEBRFHERER
SOLID CARBIDE G DRILL

DIN KR
xys © Spiral Flute

BAME : IR TESRINAE Y SR SRER(IERRT) - ]
i~ 53R BEEIIFBEE - A tungsten carbide drill also featuring L= - L |
Applicable materials: slight reaming function (not reamer) - 2
Copper, aluminum, cast iron...etc,
nonferrous metals.
GSD- 5031 3.1 GSD- 5081 8.1 GSD- 5131 |13.1
GSD-5032 | 3.2 GSD- 5082 | 8.2 GSD- 5132 |13.2
GSD- 5033 | 3.3 GSD- 5083 | 8.3 GSD- 5133 |13.3
GSD-5034 (34| 4 |28 | 66 | 36 | 20 | | GSD-5084| 8.4 GSD- 5134 |13.4
GSD- 5035 | 3.5 GSD- 5085 | 8.5 GSD- 5135 |13.5
GSD- 5036 | 3.6 GSD- 5086 | 8.6 1071 611103 40 | 46 GSD- 5136 [13.6 141 771241 45 | 57
GSD- 5037 | 3.7 GSD- 5087 | 8.7 GSD- 5137 |13.7
GSD- 5038 | 3.8 GSD- 5088 | 8.8 GSD- 5138 (13.8
GSD-5039(39| 4 |36 |74 | 36 | 26 | | GSD-5089 | 8.9 GSD- 5139 [13.9
GSD- 5040 | 4.0 GSD- 5090 | 9.0 GSD- 5140 |14.0
GSD- 5041 4.1 GSD- 5091 9.1 GSD- 5141 |14.1
GSD- 5042 | 4.2 GSD- 5092 ] 9.2 GSD- 5142 |14.2
GSD- 5043 | 4.3 GSD- 5093 | 9.3 GSD- 5143 (14.3
GSD-5044|44 ]| 6 |36 |74 | 36 | 26 GSD- 5094 | 9.4 GSD- 5144 |14.4
GSD- 5045 | 4.5 GSD- 5095 | 9.5 GSD- 5145 |14.5
GSD- 5046 | 4.6 GSD- 5096 | 9.6 101 611103 40 | 46 GSD- 5146 |14.6 ol 83 B8 43 R0
GSD- 5047 | 4.7 GSD- 5097 | 9.7 GSD- 5147 |14.7
GSD- 5048 | 4.8 GSD- 5098 | 9.8 GSD- 5148 |14.8
GSD- 5049 | 4.9 GSD-5099 | 9.9 GSD- 5149 |14.9
GSD- 5050 | 5.0 GSD- 5100 |10.0 GSD- 5150 |15.0
GSD- 5051 5.1 GSD- 5101 (10.1 GSD- 5151 |15.1
GSD- 5052 | 5.2 GSD- 5102 |10.2 GSD- 5152 |15.2
GSD- 5053 | 5.3 GSD- 5103 |10.3 GSD- 5153 |15.3
GSD-5054|54| 6 |44 | 82| 36 | 32 GSD- 5104 |10.4 GSD- 5154 |15.4
GSD- 5055 | 5.5 GSD- 5105 |10.5 GSD- 5155 |15.5
GSD- 5056 | 5.6 GSD- 5106 (10.6 1217111845 | 53 GSD- 5156 (15.6 el 83 =S 48 [
GSD- 5057 | 5.7 GSD- 5107 [10.7 GSD- 5157 |15.7
GSD- 5058 | 5.8 GSD- 5108 |10.8 GSD- 5158 |15.8
GSD- 5059 | 5.9 GSD- 5109 |10.9 GSD- 5159 [15.9
GSD- 5060 | 6.0 GSD- 5110 |11.0 GSD- 5160 |16.0
GSD- 5061 6.1 GSD- 5111 |11.1 GSD- 5165 (16.5
GSD- 5062 | 6.2 GSD- 5112 [11.2 GSD- 5170 |17.0
GSD- 5063 | 6.3 GSD- 5113 [11.3 GSD- 5175 |17.5 18193 1143 48 | 68
GSD- 5064 | 6.4 GSD- 5114 (11.4 GSD- 5180 [18.0
GSD- 5065 | 6.5 GSD- 5115 [11.5 GSD- 5185 |18.5
GSD- 5066 | 6.6 8 93| 9136 40 GSD- 5116 |11.6 12 711118 | 45 | 53 GSD- 5190 |19.0 20 11011153 50 | 74
GSD- 5067 | 6.7 GSD- 5117 | 11.7 GSD- 5195 |19.5
GSD- 5068 | 6.8 GSD- 5118 |11.8 GSD- 5200 (20.0
GSD- 5069 | 6.9 GSD- 5119 [11.9 Dg/ Diameter de/ Shank Diameter
GSD- 5070 | 7.0 GSD- 5120 |12.0 L2/ Flute Length L/ Overall Length
GSD-5071| 7.1 GSD- 5121 [12.1 L4/ Shank Length LS/ Length of Cut
GSD- 5072 (7.2 GSD- 5122 |12.2
GSD- 5073 | 7.3 GSD- 5123 |12.3
GSD- 5074 (7.4 GSD- 5124 (12.4
GSD- 5075 | 7.5 GSD- 5125 |12.5
GSD- 5076 | 7.6 8 |53 913640 GSD- 5126 |12.6 141 77 124 | 45 | 87
GSD- 5077 | 7.7 GSD- 5127 |12.7
GSD- 5078 | 7.8 GSD- 5128 |12.8
GSD- 5079 | 7.9 GSD- 5129 |12.9
GSD- 5080 | 8.0 GSD- 5130 |13.0
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§hEnEBRFHERER
SOLID CARBIDE G DRILL

DIN KR
xys © Spiral Flute

EEME : BRI SRR TR (ISR D) - T ]
i~ 53R BEEIIFBEE - A tungsten carbide drill also featuring ke = L |
Applicable materials: slight reaming function (not reamer) 1

Copper, aluminum, cast iron...etc,
nonferrous metals.

GSD- 8050 | 5.0 GSD- 8101 |10.1 GSD- 8151 |15.1
GSD- 8051 | 5.1 GSD- 8102 |10.2 GSD- 8152 [15.2
GSD- 8052 | 5.2 GSD- 8103 |10.3 GSD- 8153 |15.3
GSD- 8053 | 5.3 GSD- 8104 |10.4 GSD- 8154 |15.4
GSD- 8054 | 5.4 GSD- 8105 |10.5 GSD- 8155 |15.5
GSD-8055| 55| 6 | 57| 95| 36 | 45 | | GSD- 8106 [10.6 1211141162 45 | 93 GSD- 8156 |15.6 1611521203 48 1125
GSD- 8056 | 5.6 GSD- 8107 |10.7 GSD- 8157 |15.7
GSD- 8057 | 5.7 GSD- 8108 |10.8 GSD- 8158 |15.8
GSD- 8058 | 5.8 GSD- 8109 |10.9 GSD- 8159 |15.9
GSD- 8059 | 5.9 GSD- 8110 |11.0 GSD- 8160 |16.0
GSD- 8060 | 6.0 GSD- 8111 |11.1 GSD- 8165 |16.5
GSD- 8061 | 6.1 GSD- 8112 [11.2 GSD- 8170 (17.0
GSD- 8062 | 6.2 GSD- 8113 |11.3 GSD- 8175 |17.5 18 | 1711222 48 140
GSD- 8063 | 6.3 GSD- 8114 |11.4 GSD- 8180 |18.0
GSD- 8064 | 6.4 GSD- 8115 |11.5 GSD- 8185 |18.5
12 | 114 (162 | 45 | 93
GSD- 8065 | 6.5 GSD- 8116 |11.6 GSD- 8190 |19.0
GSD- 8066 | 6.6 8 |76 M4 36| 61 GSD- 8117 |11.7 GSD- 8195 |19.5 2011901243 50 | 156
GSD- 8067 | 6.7 GSD- 8118 |11.8 GSD- 8200 |20.0
GSD- 8068 | 6.8 GSD- 8119 |11.9 ) )
GSD- 8069 6.9 GSD-8120 [12.0 L2/ Fito Longth  Li Overall Longh
GSD- 8070 7.0 GSD- 8121 |12.1 L4/ Shank Length LS/ Length of Cut
GSD- 8071 7.1 GSD- 8122 |12.2
GSD-8072| 7.2 GSD- 8123 [12.3
GSD- 8073 7.3 GSD- 8124 |12.4
GSD-8074| 7.4 GSD- 8125 [12.5
GSD-8075|7.5 8 |76 114 35 | 61 GSD- 8126 |12.6 141133 1178 | 451109
GSD- 8076 | 7.6 GSD- 8127 |12.7
GSD- 8077 | 7.7 GSD- 8128 [12.8
GSD- 8078 | 7.8 GSD- 8129 |12.9
GSD-8079]7.9 GSD- 8130 |13.0
GSD- 8080 | 8.0 GSD- 8131 [13.1
GSD- 8081 | 8.1 GSD- 8132 |13.2
GSD- 8082 | 8.2 GSD- 8133 ]13.3
GSD- 8083 | 8.3 GSD- 8134 |13.4
GSD-8084 | 8.4 GSD- 8135 |13.5
GSD- 8085 | 8.5 10 | 95 |1a2| 40 | 77 GSD- 8136 |13.6 14 1133178 | 45 1109
GSD- 8086 | 8.6 GSD- 8137 |13.7
GSD- 8087 | 8.7 GSD- 8138 |113.8
GSD- 8088 | 8.8 GSD- 8139 |13.9
GSD- 8089 | 8.9 GSD- 8140 |14.0
GSD- 8090 | 9.0 GSD- 8141 [14.1
GSD- 8091 | 9.1 GSD- 8142 |14.2
GSD-8092 | 9.2 GSD- 8143 [14.3
GSD-8093 | 9.3 GSD- 8144 |14.4
GSD-8094 | 9.4 GSD- 8145 |14.5
GSD-8095| 9.5 10 | 95 |142| 40 | 77 GSD- 8146 (14.6 1611521203 48 1125
GSD- 8096 | 9.6 GSD- 8147 |14.7
GSD- 8097 | 9.7 GSD- 8148 (14.8
GSD- 8098 | 9.8 GSD- 8149 [14.9
GSD-8099 | 9.9 GSD- 8150 |15.0

GSD- 8100 |10.0
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AT\ R EAFHISER
SOLID CARBIDE G DRILL WIT

Y%xy4 ® Spiral Flute e Internal Coolant

o IRhEtE o AINAS

BEME - IRTSEIRINEE IR HFECE(FFERT])
i~ 53R BEEIIFBEE - A tungsten carbide drill also featuring £ )
Applicable materials: slight reaming function (not reamer) | 8 j"

Copper, aluminum, cast iron...etc,
nonferrous metals.

GOSD- 5050( 5.0 GOSD- 5101]10.1 GOSD- 5151|15.1
GOSD- 5051 5.1 GOSD- 5102]10.2 GOSD- 5152(15.2
GOSD- 5052 5.2 GOSD- 5103]|10.3 GOSD- 5153|15.3
GOSD- 5053( 5.3 GOSD- 5104]|10.4 GOSD- 5154(15.4
GOSD- 5054 5.4 GOSD- 5105]10.5 GOSD- 5155]15.5
GOSD- 5055/ 5.5| 6 |44 | 82| 36 [ 32 | |GOSD- 5106{10.6 12/ 711118 | 451 53 GOSD- 5156|15.6 16183 1133 48 | 60
GOSD- 5056| 5.6 GOSD- 5107)10.7 GOSD- 5157|15.7
GOSD- 5057 5.7 GOSD- 5108/10.8 GOSD- 5158|15.8
GOSD- 5058| 5.8 GOSD- 5109|10.9 GOSD- 5159|15.9
GOSD- 5059| 5.9 GOSD- 5110)11.0 GOSD- 5160]16.0
GOSD- 5060( 6.0 GOSD- 5111| 11.1 GOSD- 5165|16.5
GOSD- 5061| 6.1 GOSD- 5112|11.2 GOSD- 5170(17.0
GOSD- 5062 6.2 GOSD- 5113|11.3 GOSD- 5175|17.5 18193 1143 48 | 68
GOSD- 5063| 6.3 GOSD- 5114]|11.4 GOSD- 5180]18.0
GOSD- 5064/ 6.4 GOSD- 5115]11.5 GOSD- 5185]18.5
12 | 71 [118 | 45 | 53
GOSD- 5065 6.5 GOSD- 5116|11.6 GOSD- 5190]19.0
GOSD- 5066| 6.6 8193|9136 40 GOSD- 5117|11.7 GOSD- 5195]|19.5 20 11011153 50 | 73
GOSD- 5067 6.7 GOSD- 5118|11.8 GOSD- 5200)20.0
GOSD- 5068| 6.8 GOSD- 5119/ 11.9 ) )
GOSD- 5069] 6.9 GOSD- 5120[12.0 L2/ Fie Longth LI Overall Longth
GOSD- 5070| 7.0 GOSD- 5121|12.1 L4/ Shank Length LS/ Length of Cut
GOSD- 5071 7.1 GOSD- 5122(12.2
GOSD- 5072| 7.2 GOSD- 5123]|12.3
GOSD- 5073| 7.3 GOSD- 5124|12.4
GOSD- 5074| 7.4 GOSD- 5125(12.5
GOSD- 5075| 7.5 8 |53 913640 GOSD- 5126|12.6 141 77 124 | 45| 87
GOSD- 5076| 7.6 GOSD- 5127|12.7
GOSD- 5077| 7.7 GOSD- 5128|12.8
GOSD- 5078| 7.8 GOSD- 5129|12.9
GOSD- 5079 7.9 GOSD- 5130]13.0
GOSD- 5080( 8.0 GOSD- 5131]13.1
GOSD- 5081| 8.1 GOSD- 5132|13.2
GOSD- 5082| 8.2 GOSD- 5133]13.3
GOSD- 5083| 8.3 GOSD- 5134|13.4
GOSD- 5084 8.4 GOSD- 5135]|13.5
GOSD- 5085 8.5 10 | 61 1103 40 | 46 GOSD- 5136|13.6 141 77 124 | 45| 87
GOSD- 5086| 8.6 GOSD- 5137|13.7
GOSD- 5087 8.7 GOSD- 5138]13.8
GOSD- 5088| 8.8 GOSD- 5139|13.9
GOSD- 5089| 8.9 GOSD- 5140(14.0
GOSD- 5090( 9.0 GOSD- 5141|141
GOSD- 5091 9.1 GOSD- 5142|14.2
GOSD- 5092 9.2 GOSD- 5143(14.3
GOSD- 5093 9.3 GOSD- 5144|14.4
GOSD- 5094 9.4 GOSD- 5145(14.5
GOSD- 5095 9.5 10 | 61 1103 40 | 46 GOSD- 5146|14.6 16183 133 48 | 60
GOSD- 5096| 9.6 GOSD- 5147|14.7
GOSD- 5097| 9.7 GOSD- 5148(14.8
GOSD- 5098| 9.8 GOSD- 5149|14.9
GOSD- 5099| 9.9 GOSD- 5150]15.0

GOSD- 5100{10.0
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AIATI R EAFHISER
SOLID CARBIDE G DRILL WIT

T%xy4 e Spiral Flute e Internal Coolant

o IRhEtE o RINAS

BEME - IRTSEIRINEE IR HFECE(FFERT])
i~ 8= BESZIFETE - A tungsten carbide drill also featuring £ —7.
Applicable materials: slight reaming function (not reamer) | 8 = JU

Copper, aluminum, cast iron...etc,
nonferrous metals.

GOSD- 8050( 5.0 GOSD- 8101)10.1 GOSD- 8151|15.1
GOSD- 8051 5.1 GOSD- 8102]10.2 GOSD- 8152(15.2
GOSD- 8052| 5.2 GOSD- 8103]|10.3 GOSD- 8153|15.3
GOSD- 8053( 5.3 GOSD- 8104|10.4 GOSD- 8154(15.4
GOSD- 8054 5.4 GOSD- 8105]10.5 GOSD- 8155]|15.5
GOSD- 8055/ 5.5| 6 | 57| 95 | 36 | 45 | | GOSD- 8106{10.6 1211141162 45 | 93 GOSD- 8156|15.6 1611521203 48 1125
GOSD- 8056| 5.6 GOSD- 8107)10.7 GOSD- 8157|15.7
GOSD- 8057 5.7 GOSD- 8108|10.8 GOSD- 8158|15.8
GOSD- 8058| 5.8 GOSD- 8109]|10.9 GOSD- 8159|15.9
GOSD- 8059| 5.9 GOSD- 8110]11.0 GOSD- 8160]16.0
GOSD- 8060| 6.0 GOSD- 8111| 11.1 GOSD- 8165|16.5
GOSD- 8061| 6.1 GOSD- 8112)11.2 GOSD- 8170(17.0
GOSD- 8062 6.2 GOSD- 8113|11.3 GOSD- 8175|17.5 18 | 1711222 48 140
GOSD- 8063| 6.3 GOSD- 8114]|11.4 GOSD- 8180]18.0
GOSD- 8064/ 6.4 GOSD- 8115]11.5 GOSD- 8185]18.5
12 | 114 (162 | 45 | 93
GOSD- 8065 6.5 GOSD- 8116|11.6 GOSD- 8190]19.0
GOSD- 8066| 6.6 8|76 |114] 36 | 61 GOSD- 8117|11.7 GOSD- 8195]|19.5 2011901243 50 1156
GOSD- 8067 6.7 GOSD- 8118|11.8 GOSD- 8200)20.0
GOSD- 8068/ 6.8 GOSD- 8119|11.9 ) )
GOSD- 8069] 6.9 GOSD- 8120[12.0 L2/ Fito Longth  Li Overall Longh
GOSD- 8070| 7.0 GOSD- 8121|12.1 L4/ Shank Length LS/ Length of Cut
GOSD- 8071 7.1 GOSD- 8122(12.2
GOSD- 8072| 7.2 GOSD- 8123]|12.3
GOSD- 8073| 7.3 GOSD- 8124|12.4
GOSD- 8074| 7.4 GOSD- 8125(12.5
GOSD- 8075| 7.5 8 |76 114 36 | 61 GOSD- 8126|12.6 141133 1178 | 451109
GOSD- 8076| 7.6 GOSD- 8127|12.7
GOSD- 8077| 7.7 GOSD- 8128|12.8
GOSD- 8078| 7.8 GOSD- 8129|12.9
GOSD- 8079 7.9 GOSD- 8130]13.0
GOSD- 8080| 8.0 GOSD- 8131]13.1
GOSD- 8081| 8.1 GOSD- 8132|13.2
GOSD- 8082| 8.2 GOSD- 8133]13.3
GOSD- 8083| 8.3 GOSD- 8134|13.4
GOSD- 8084 8.4 GOSD- 8135]|13.5
GOSD- 8085| 8.5 10 | 95 142 40 | 77 GOSD- 8136|13.6 141133 178 | 451109
GOSD- 8086| 8.6 GOSD- 8137|13.7
GOSD- 8087 8.7 GOSD- 8138]13.8
GOSD- 8088/ 8.8 GOSD- 8139|13.9
GOSD- 8089| 8.9 GOSD- 8140(14.0
GOSD- 8090( 9.0 GOSD- 8141|141
GOSD- 8091 9.1 GOSD- 8142|14.2
GOSD- 8092 9.2 GOSD- 8143(14.3
GOSD- 8093 9.3 GOSD- 8144|14.4
GOSD- 8094| 9.4 GOSD- 8145(14.5
GOSD- 8095 9.5 10 | 95 142 40 | 77 GOSD- 8146|14.6 1611521203 48 1125
GOSD- 8096| 9.6 GOSD- 8147|14.7
GOSD- 8097| 9.7 GOSD- 8148(14.8
GOSD- 8098| 9.8 GOSD- 8149|14.9
GOSD- 8099| 9.9 GOSD- 8150]15.0

GOSD- 8100{10.0
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AT\ R EAFHISER
SOLID CARBIDE G DRILL WIT

DIN BRACERE] o RIS
[Yky4 e Straight Flute e Internal Coolant

N AT Lk = & = e \ BT/ Ve = = D) — s
HEME : ISEIIEE SBIETECERT)) - @) 28— ==
i~ 53R BEEIIFBEE - A tungsten carbide drill also featuring Ls Ls |
Applicable materials: slight reaming function (not reamer) = N

Copper, aluminum, cast iron...etc,
nonferrous metals.

GOD- 5050 5.0 GOD- 5101]10.1 GOD- 5151|151
GOD- 5051 5.1 GOD- 5102]10.2 GOD- 5152 (15.2
GOD- 5052 5.2 GOD- 5103]10.3 GOD- 5153|15.3
GOD- 5053 | 5.3 GOD- 5104 110.4 GOD- 5154 |15.4
GOD- 5054 | 5.4 GOD- 5105]10.5 GOD- 5155]15.5
GOD-5055| 55| 6 |44 | 82| 36 | 35 | | GOD- 5106 (10.6 12/ 711118 | 45 | 56 GOD- 5156 |15.6 16183 1133 48 | 63
GOD- 5056 | 5.6 GOD- 5107 ]10.7 GOD- 5157 |15.7
GOD- 5057 5.7 GOD- 5108|10.8 GOD- 5158|15.8
GOD- 5058 5.8 GOD- 5109|10.9 GOD- 5159|15.9
GOD- 5059 5.9 GOD- 5110 | 11.0 GOD- 5160]16.0
GOD- 5060 6.0 GOD- 5111 | 11.1 GOD- 5165|16.5
GOD- 5061 6.1 GOD- 5112 [11.2 GOD- 5170 (17.0
GOD- 5062 6.2 GOD- 5113 |11.3 GOD- 5175|17.5 18193 14348 | 71
GOD- 5063 6.3 GOD- 5114 |11.4 GOD- 5180(18.0
GOD- 5064 | 6.4 GOD- 5115 |11.5 GOD- 5185]18.5
12 | 71 (118 | 45 | 56
GOD- 5065 6.5 8 |53 91l36]a3 GOD- 5116 | 11.6 GOD- 5190|19.0 20 1101 11531 50 | 77
GOD- 5066 | 6.6 GOD- 5117 | 11.7 GOD- 5195]19.5
GOD- 5067 6.7 GOD- 5118 | 11.8 GOD- 5200)20.0
GOD- 5068 6.8 GOD- 5119 |11.9 ) )
GOD- 5069 6.9 GOD- 5120[12.0 L2/ Fie Longth LI Overall Longth
GOD- 5070 7.0 GOD- 5121(12.1 L4/ Shank Length LS/ Length of Cut
GOD- 5071 7.1 GOD- 5122]12.2
GOD- 5072| 7.2 GOD- 5123(12.3
GOD- 5073| 7.3 GOD- 5124 |12.4
GOD-5074| 7.4 GOD- 5125(12.5
GOD- 5075| 7.5 8 |53 o1l36]43 GOD- 5126 |12.6 141 77 124 | 45 | 60
GOD- 5076 7.6 GOD- 5127 112.7
GOD- 5077 7.7 GOD- 5128 (12.8
GOD- 5078 7.8 GOD- 5129|12.9
GOD-5079]7.9 GOD-5130]13.0
GOD- 5080] 8.0 GOD- 5131[13.1
GOD- 5081 8.1 GOD- 5132]13.2
GOD- 5082] 8.2 GOD- 5133]13.3
GOD- 5083 8.3 GOD- 5134 |13.4
GOD- 5084 | 8.4 GOD- 5135]13.5
GOD- 5085] 8.5 10 | 61 1103 40 | a9 GOD- 5136 |13.6 141 77 11241 45 | 60
GOD- 5086 | 8.6 GOD- 5137 |13.7
GOD- 5087 8.7 GOD- 5138]13.8
GOD- 5088 8.8 GOD- 5139|13.9
GOD- 5089 8.9 GOD- 5140]14.0
GOD-5090] 9.0 GOD- 5141 [14.1
GOD- 5091 9.1 GOD- 5142|14.2
GOD- 5092 9.2 GOD- 5143(14.3
GOD- 5093 9.3 GOD- 5144 |14.4
GOD-5094| 9.4 GOD- 5145]14.5
GOD- 5095| 9.5 10 | 61 1103 40 | 49 GOD- 5146 (14.6 16183 133 48 | 63
GOD- 5096 | 9.6 GOD- 5147 |14.7
GOD- 5097 9.7 GOD- 5148 (14.8
GOD- 5098 9.8 GOD- 5149(14.9
GOD-5099] 9.9 GOD- 5150]15.0

GOD- 5100110.0
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AIATI R EAFHISER
SOLID CARBIDE G DRILL WIT

DIN BRACERE] o RIS
Yky4 e Straight Flute e Internal Coolant

N AT Lk = & = e \ BT/ Ve = = D) — s
HEME : PSRN ISREAGER) - ) B == ==
i~ 53R BEEIIFBEE - A tungsten carbide drill also featuring Ls Ls |
Applicable materials: slight reaming function (not reamer) = N

Copper, aluminum, cast iron...etc,
nonferrous metals.

GOD- 8050 5.0 GOD- 8101]10.1 GOD- 8151|151
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- 8106 (10.6 1211141162 | 45 | 96 GOD- 8156 |15.6 1611521203 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 18| 1711222 48 1144
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
GOD- 8066 | 6.6 8 |76 M4 36|64 GOD- 8117 |11.7 GOD- 8195]19.5 20 11901243 50 | 160
GOD- 8067 6.7 GOD- 8118 | 11.8 GOD- 8200)20.0
GOD- 8068 6.8 GOD- 8119 |11.9 ) )
GOD- 8069 6.9 GOD- 8120[12.0 L2/ Fito Longth  Li Overall Longh
GOD- 8070 7.0 GOD- 8121(12.1 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| 7.5 8 |76 114! 36 | 64 GOD- 8126 |12.6 141133 1178 | 45 | 12
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 10 | 95 |142| 40 | 80 GOD- 8136 ]13.6 141133178 | 45 1112
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 10 | 95 | 142 40 | 80 GOD- 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-810010.0
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FihiNIREIRE

TUNGSTEN CARBIDE CO

DIN o IZHEtE
6537 e Spiral Flute

BEME : Applicable materials:

REIERSEEM High-hardness material after heat treated = T
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 1271|1181 45 | 56 BBD- 5156 |15.6 16183 1133 48 | 63
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- 5111 | 11.1 Do/ Diameter do/ Shank Diameter
BBD- 5061 | 6.1 BBD- 5112 |11.2 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| 913643 BBD- 5116 (11.6 12171 |118 1 45 | 56
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 1531913643 BBD- 5126 |12.6 141 77/|124 45 | 60
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 |13.6 141 771124 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 1103 40 | 49 BBD- 5146 |(14.6 Ll 23 [ ¢ (s
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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FIGMINCIEIULEE
SOLID CARBIDE NC POS

IS E SIEE - MEEFE > BEMA0° ~ 1207 ©

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

f—ARERR ~ ST AR - 30 - 85 85

Applicable materials:

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

£i580EE3ENC ENSEEE
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
NSP - 9006 90° 6.0 15 50 6.0
NSP - 9008 90° 8.0 20 60 8.0
NSP - 9010 90° 10.0 22 75 10.0
NSP - 9012 90° 12.0 20 75 12.0
NSP - 9016 90° 16.0 25 100 16.0
NSP - 9020 90° 20.0 40 100 20.0
NSP - 12003 120° 3.0 8 38 3.0
NSP - 12004 120° 4.0 10 40 4.0
NSP - 12005 120° 5.0 15 50 5.0
NSP - 12006 120° 6.0 15 50 6.0
NSP - 12008 120° 8.0 20 60 8.0
NSP - 12010 120° 10.0 22 75 10.0
NSP - 12012 120° 12.0 20 75 12.0
NSP - 12016 120° 16.0 25 100 16.0
NSP - 12020 120° 20.0 40 100 20.0

£i530EE3ENC EIFEEE
SOLID TUNGSTEN SINGLE END NC POSITIONING DRILL

PNSP - 03 90° | 118° | 3.0 15 8 38 3.0
PNSP - 04 90° | 118° | 4.0 2.0 10 40 4.0
PNSP - 05 90° | 118° | 5.0 2.0 15 50 5.0
PNSP - 06 9° | 118° | 6.0 25 15 50 6.0
PNSP - 08 90" | 118" | 8.0 3.0 20 60 8.0
PNSP - 10 90" | 118° | 10.0 4.0 22 75 10.0 o —t
PNSP - 12 90" | 118" | 12.0 | 5.0 25 75 12.0
PNSP - 16 90° | 118° | 160 | 7.0 40 100 16.0

= §58MESANC TEIISEE
SOLID TUNGSTEN SINGLE END NC POSITIONING DRILL

HNSP - 03 90" | 140° 3.0 1.5 8 38 3.0
HNSP - 04 90" | 140° 4.0 2.0 10 40 4.0
HNSP - 05 90° | 140° 5.0 2.0 15 50 5.0
HNSP - 06 90° 140° 6.0 2.5 15 50 6.0
HNSP - 08 90" 140° 8.0 3.0 20 60 8.0
HNSP - 10 90" 140° | 10.0 4.0 22 75 10.0
HNSP - 12 90° 140" | 12.0 5.0 25 75 12.0
HNSP - 16 90° 140° [ 16.0 7.0 40 100 16.0

35



FERIMMDINES

Tungsten Carbide material, high hardness, high wear resistance
BARAME :

f—RgHE ~ S N 50 85 5 e

Applicable materials:

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

@ SIS SRR - MEERE

B g% IE IR R WE

EDP NO. 2D L2 L od

CND-08030 0.8 1.1 38 3

CND-10030 1.0 13 38 3

CND-12530 1.25 1.6 38 3 .

CND-16040 1.6 2.0 38 4 L2

CND-20050 2.0 25 50 5 A r/\ -
CND-25060 25 3.1 50 6 120° 60"7%_9”05 @
CND-31580 3.15 3.9 63 8 V4 ~7 1 |
CND-400100 4.0 5.0 66 10

CND-500120 5.0 6.3 75 12

CND-600160 6.0 8.0 75 16
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IiESSETVIRERERE

Uis

s - R Dimension(mm .
BRI (mm) e i
EDP NO. Dia d L L1 L2 Screw
Shank Overall Flute Length
Diameter Length Length of Cut

3H-14WCMX 14 25 42
3H-15WCMX 15 25 45
3H-16WCMX 16 25 48

WCMX030208
3H-17WCMX 17 25 51
3H-18WCMX 18 25 54
3H-19WCMX 19 25 57 M2.5 x 0.45 T-8
3H-20WCMX 20 32 60
3H-21WCMX 21 32 63
3H-22WCMX 22 32 66 WCMX040208
3H-23WCMX 23 32 69
3H-24WCMX 24 32 72
3H-25WCMX 25 32 75
3H-26WCMX 26 32 78
3H-27WCMX 27 32 81

WCMX050308 M3 x 0.5 T-10
3H-28WCMX 28 32 84
3H-29WCMX 29 32 87
3H-30WCMX 30 32 90
3H-31WCMX 31 32 93
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 32 111
3H-38WCMX 38 32 114

M3.5x 0.6 T-15

3H-39WCMX 39 32 117
3H-40WCMX 40 32 120
3H-37WCMX 37 40 111
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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R Dimension(mm)

BUSRARAR T WA o
EDP NO. Dia d L L1 L2 Insert Screw
Shank Overall Flute Length
Diameter Length Length of Cut
3H-43WCMX 43 40 129
3H-44WCMX 44 40 132
3H-45WCMX 45 40 135
3H-46WCMX 46 40 138
3H-47WCMX 47 40 141
3H-48WCMX 48 40 144
WCMX080412 M4x 0.7
3H-49WCMX 49 40 147
3H-50WCMX 50 40 150
3H-51WCMX 51 40 153
3H-52WCMX 52 40 156
3H-53WCMX 53 40 159
3H-54WCMX 54 40 162
3H-55WCMX 55 40 165
3H-56WCMX 56 40 168
3H-57WCMX 57 40 171
WCMX06T0308 M3.5x 0.6
3H-58WCMX 58 40 174
3H-59WCMX 59 40 177
3H-60WCMX 60 40 180

wF
Wrench

T-15
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RS EIRhEISIIREIRE

SPIRAL FLUTE HIGH SPEED DRI

AUZEIEAR T R~ Dimension(mm) e
EDP NO. Dia Stgnk Ovle_rall I!E;Ie LeLngzth Screw
Diameter Length Length of Cut
JR25-DRZ18 3D-06 | 18 25 136 82 54
JR25-DRZ193D-06 | 19 25 139 85 57
JR25-DRZ 20 3D-06| 20 25 143 89 60 ZCMTo6T2 52260 b
JR25-DRZ 21 3D-06| 21 25 146 89 63
JR25-DRZ 22 3D-08| 22 25 147 93 66
JR25-DRZ 23 3D-08| 23 25 150 96 69
JR25-DRZ 24 3D-08| 24 25 152 98 72 ZCMT0803 CS2565 T-8
JR25-DRZ 25 3D-08| 25 25 155 101 75
JR25-DRZ 26 3D-08| 26 25 158 104 78
JR32-DRZ 27 3D-10| 27 32 173 114 81
JR32-DRZ 28 3D-10| 28 32 176 17 84
JR32-DRZ 29 3D-10| 29 32 179 120 87
JR32-DRZ 30 3D-10| 30 32 181 122 90 ZEMTI0TS C54090 1
JR32-DRZ 31 3D-10| 31 32 183 124 93
JR32-DRZ 323D-10| 32 32 187 128 96
JR32-DRZ 33 3D-12| 33 32 193 134 99
JR32-DRZ 34 3D-12| 34 32 197 138 102
JR32-DRZ 353D-12| 35 32 199 140 105
JR32-DRZ 36 3D-12| 36 32 203 144 108
JR32-DRZ 37 3D-12| 37 32 205 146 11 ZEMTI2TS CS5090 120
JR32-DRZ 38 3D-12| 38 32 208 149 114
JR32-DRZ 39 3D-12| 39 32 211 152 17
JR32-DRZ 40 3D-12| 40 32 212 153 120
JR40-DRZ 41 3D-15| 41 40 224 155 123
JR40-DRZ 42 3D-15| 42 40 227 158 126
JR40-DRZ 43 3D-15| 43 40 230 161 129
JRA0-DRZ 44 3D-15| 44 40 233 164 132
JR40-DRZ 45 3D-15| 45 40 234 165 135
JRA0-DRZ 46 3D-15| 46 40 241 172 138 ZCMT1504 C55090 120
JRA0-DRZ 47 3D-15| 47 40 245 176 141
JR40-DRZ 48 3D-15| 48 40 248 179 144
JR40-DRZ 49 3D-15| 49 40 250 181 147
JR40-DRZ 50 3D-15| 50 40 250 182 150
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MBISURESTE
CUTTING DATA CHART

AT\, MODEL: HOD.CCD

WHIM EIES Da~a7 @7~310 @10~a15 @15~320
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
{EChe i
LOW CARBON ~200HB 40~70 0.08~0.2 50~100 0.1~0.3 50~100 0.15~04 60~120 0.2~0.5
STEEL
ARt
IMEDIUM 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
=AW ~300HB 30~60 0.05~0.15 30~60 0.1~0.25 40~80 0.1~0.3 40~100 0.15~0.4
MOLD STEEL ’ ' o o ’ ’
T8 ~200HB 20~40 0.06~0.15 30~60 0.08~0.25 30~70 0.1~0.3 30~70 0.1~0.4
STAINESS STEEL ’ ’ ’ ’ ’ ’ ’ ’
SEEM
TOUGH HRC40~50 10~40 0.03~0.1 10~40 0.05~0.15 15~40 0.08~0.2 20~50 0.1~0.25
MATERIAL
PREiR 170~240HB 40~80 0.08~0.15 50~100 0.1~0.3 50~100 0.15~0.4 50~100 0.2~0.5
DUCTILE IRON ’ ’ ’ ’ ’ ’ ’ :

AT\, MODEL: TXD.WHCD

wWHIM IEE @10~315 D15~320 @20~25 @25~@30
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
{EChc
LOW CARBON ~200HB 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
Ffhes
IMEDIUM 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
=2 ~300HB 40~80 0.08~0.2 40~80 0.1~0.25 40~80 0.15~0.35( 40~100 0.2~0.35
MOLD STEEL ’ ’ ’ ’ ’ ’ ’ ’
s ~200HB 30~70 0.08~0.2 30~70 0.1~0.25 30~70 0.1~0.3 30~70 0.15~0.35
STAINESS STEEL ’ ’ ’ ’ ’ ’ ’ ’
SEEM
TOUGH HRC40~50 10~40 0.06~0.15 20~50 0.08~0.2 20~50 0.1~0.25 20~50 0.1~0.25
MATERIAL
PREFH 170~240HB 50~80 0.1~0.25 50~100 0.1~0.3 50~100 |0.15~0.35| 50~120 0.2~0.4
DUCTILE IRON ’ ’ ’ ’ ’ ’ ’ ’

AU7{ MODEL: GSD.GOD

HHIM = B4~D7 @7~210 210~215 215~@20
WORKPIECE HARDNESS V m/min f m/irev V m/min f mirev V m/min f mirev V m/min f m/irev
ALUE}IEIE,‘%_LOY 40~100 0.08~0.2 50~120 0.1~0.25 60~140 0.1~0.4 60~160 0.2~0.5

CAS%%ON FC250 40~80 0.1~0.2 50~100 0.1~0.25 50~100 0.1~0.3 60~120 | 0.15~0.4
DU?’%%%ON FCD450 40~80 0.08~0.5 50~100 0.1~0.2 50~100 0.1~0.3 50~120 | 0.15~0.35
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SUBALTAIESE)

- = tEIMEE =
moEmsg LTS DRIRR R MTHE
DRILL | WORKPIECE CUTTING MACHINE QUANTITY
MATERIAL CONDITIONS
E#EERPM 12100 CNC
CCD-5059 S45C ETJEmm/Rev :0.14 =R #93000 Pcs
F&3LFEmm 30 CNC LATHE
[EEZERPM 1200 CNCEFR 428
] tIEIEREM/Min - :70
WHCD-6135 1REIS45C SET)=mmRev 0.2 CNC LATHE #712000 Pcs
HE3LEmm :35 Mod. 42
[Cl#ERR.P.M 1500 -
tDEIEREM/Min  :60 CNCEE[R
HOD-7130 SCM435 ETI=mmiRev 015 CNC LATHE #6000 Pcs
E3LEmm 50
CCD-5048 SKD11 ETJEmm/Rev  :0.06 =R #910000 Pcs
FE3LEmm 10 CNC LATHE
[Cl#ERR.P.M 1800 -
tDEIEREM/Min - :50 CNCESFR
HOD-5089 SUS316 T 2mm/Rev 015 CNG LATHE #911000 Pcs
E3LFEmm 12
tDEIEREM/Min 60
HOD-7079 SUS304 T Emm/Rev 012 CNC LATHE #96000 Pcs
B3 Emm 15 Mod. 42
EEEERPM  :1800 CNCEEIREL
CCD-5048 SK2 EJJEmm/Rev  :0.08 CNC LATHE #2000 Pcs
$53LIRmm 10 Traveling Spindle
[EE#EERRPM 2400 CNCEiEE
tIMIEREM/Min - :51 -
CCD-5068 FC25 S TEmm/Rev 420 CNC M'llllng #912000 Pcs
#3132 mm 30 Machine
O#EERPM  :1800 -
tDEIEREM/Min  :50 CNCEEfR
CCD-5089 SUS316 ST)=mmiRev 015 CNC LATHE #91400 Pcs
HE3LEmMm 12
gﬁﬁrﬁ&%' :182300 CNC SEFRAILEK
RZ in - .
TXD-6220 S45C RS mm/Min <350 CNC Milling Machine #J1100 Pcs
31 3% mm 30 Coolant Through Spindle
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SRERAUER
DRILL

ITHvE
WORKPIECE
MATERIAL

EDRIRF
CUTTING
CONDITIONS

[EFRESR
MACHINE

mT&=
QUANTITY

C§EERR.PM  :1500 -
tIEREM/Min 61 CNCEJKR
HOD-7130 CCMA15 EJJEmm/Rev :0.15 CNC LATHE #J6000 Pes
FB3LEmMm 50
[C§EERPM 1467 -
tIEREM/Min  :80 CNCEEJKR
HOD-5175 SCM21 T 2mm/Rev 0.3 CNC LATHE #1250 Pcs
E3LFmm 75
[E#EER.PM  :2000 CNCHNT ol
tDHEIREM/Min - :80
CCD-5127 S45C #T)Emm/Rev 600 MACHINE #92200 Pcs
FESLFEmm :30 CENTER
[Cl§EER.P.M :2400 =
PPN tIEBREM/Min - :60 CNCEE[R
GSD-7080 ia =t T)2mm/Rev 015 NG (LA #93300 Pcs
E3LFEmm 30
[Cl§EERER.P.M 11700
EDYSREM/Min 170 CNCi /]
GSD-7130 FC25 EJJZEmm/Rev 0.2 CNC Milling #91430 Pcs
Wﬁﬁﬁ%ﬁmm/Min :340 Machine
3 Emm -30
[ClEERR.P.M 11500 oo
tDEBREM/Min - :60 CNCEE[R
CCD-5130 SS41 T 8mm/Rev 016 CNC LATHE #96000 Pcs
HE3LFmm 19
SCM21 @@%ERPM 11800 CNCEfR
CCD-5110 BREEEAEmM/Min 1140 = 41900 Pos
HRC22 $53 S mm 18 CNC LATHE
[O§EERPM  :2200 CNCESEF
CCD-5097 IREIEA EJJEmm/Rev  :0.25 =R #910000 Pcs
E3LFEmm 18 CNC LATHE
E#EER.PM  :1500
- CNCEE[R
HOD-5130 SUS303 EJJEmm/Rev  :0.15 =R #911000 Pcs
E3LFEmm :50 CNC LATHE
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HOL %

HOL iBifim et /)R
HOL MILL SERIES

wLitRkae )1 JBARUINIE R b

Outstanding R&D Capabilities
Always Pursuing for New Level of Cutting Technology

it T FTLLRESIM IS ERBEFEE  HERZERAR
Z—eRFREENBRIMEEED - BERER T BEARE - tIEH
7530 - TTEMBREITH#MIHMSFNE - MRS A B ERALRE
B LR REZEFHINETH  REHIZEK - TERREER
RN THEE - REMEEMTHERS -

have being fully satisfied customers around the world,
one of the most important factors is our dedication to technological
research and development. No matter it’s about tool geometrical
structure chip removing methods or tool materials or work piece
machining characteristics, the R&D team conduct deep research and
analysis to meet customers’ requirements in heaving cutting and high
speed cutting. Furthermore, each end mill from HOLER will present
the superior machining accuracy, surface, roughness, and machining
efficiency.

Uit TR FI L S A S E B HI M RE R R BRI E FE EHREE -
bR 7 RS REBMMAARIL M E R - BRASENMIERGMT » EE5tHR
JRfRIRECNCT) B EHEMEE - (REEE —init /R BHREGSEIRER
MIHEE - BEZNERRY BRHEFRZSTILAIERE

has being highly reputed in outstanding quality and cutting
performance. Manufactured from top quality micro-grain tungsten carbide
material, and using top-level Swiss CNC tool grinding machine for precision
grinding are assure the best quality and machining accuracy for each end
mill from HOLER. In addition, HOLER offers the most comprehensive range
of end mills for customers to choose. |
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B $t0#waREREE END MILL MODEL NUMBER IDENTIFICATION

2 E-D10.0 L75 RO5 AK45
| \ 1] i

VAI=VAL JE JIERE JJEE&E JJEME
Flute No. Flute Dia. Overall Length Round Nose End mill material
2 | op r [RERVJEHEE 75 | 75mm BIZEATO) AK 925
62 Ball end radius 100 | 100 mm Omit:flat end AK 25
HE®E ==
63 End mill dia Nose radius
4 1 4 cos |HB 03¢ s
64 47 Chamf. angle PK 66
6 | o7 JIERS
65 End Mill Series
FOI#EE ERY=AVE V)
E TP
Flat end Taper
e |RORENIERT] ETAL |FBPRLRILE]
Wave shape Sinus edge aluminum
ep  |HREIIE) ey [EDRIIE)
Pockt type 4-FLUTE
Be  |PRERLLEL]] ER [PREVEIE)
Ball end Internal R Chamfering
N7 2| 7 = E pY _._'
eaL [PHEBAIEET] EHCR (BESREDHIIHT)
Flat end for aluminum Round Nose
IXEEERAAITELT) EE S AVE 5 W)
BEAL Ball end for aluminum = Roughing end mills
BS1#t/)
ECR Corner radius end mills

B 5)MESER#RE END MILL MATERIAL PROPERTIES

AK 925 89.8 9 1.2 93.2 0.2um ~65° HRC Blue
AK 25 89.8 12 14 92.3 0.4 xm ~58° HRC Gold
AK 35 86.7 12 1.3 921 0.5¢m ~55° HRC Brown
AK 45 86.7 12 1.3 921 0.5¢m ~55° HRC Black
PK 66 83~85 12~14 3 922 0.4 m~0.7 xm ~50" HRC Black
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$5i 27)ERAZYIEAT)

TUNGSTEN CARBIDE 2-FLUTE BA

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

| 2d(h6) |
g

™

R
4

R=%*0.02

@ ElihiI LIS E
@ Micro-Grain Tungsten Carbide

BEME :

# -~ iR - B85 2EH - a2 -
TEHf - iR - NI - \FHHH -
Applicable materials:

Ferous metal, carbon steel,

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

BE{i/Unit : mm

AU 58 T®D RE IR L1 ZRL R d T

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 R0.75 3.0 50 4.0 2 ° °
2BE-R1.0L50 2.0 R1.0 4.0 50 4.0 2 ° °
2BE-R1.5L50 3.0 R15 6.0 50 4.0 2 ° °
2BE-R1.5L50 3.0 R1.5 6.0 50 3.0 2 ° °
2BE-R2.0L50 4.0 R2.0 8.0 50 4.0 2 ° °
2BE-R2.5L50 5.0 R25 10.0 50 5.0 2 ° °
2BE-R3.0L50 6.0 R3.0 12.0 50 6.0 2 ° °
2BE-R4.0L75 8.0 R4.0 16.0 60 8.0 2 ° °
2BE-R5.0L75 10.0 R5.0 20.0 75 10.0 2 ° °
2BE-R6.0L75 12.0 R6.0 24.0 75 12.0 2 ° °
2BEL-R1.0L75 2.0 R1.0 4.0 75 4.0 2 ° °
2BEL-R1.5L75 3.0 R15 6.0 75 4.0 2 ° °
2BEL-R1.5L100 3.0 R15 15.0 100 3.0 2 ° °
2BEL-R2.0L75 4.0 R 2.0 8.0 75 4.0 2 ° °
2BEL-R2.0L100 4.0 R 2.0 20.0 100 4.0 2 ° °
2BEL-R2.5L75 5.0 R25 10.0 75 5.0 2 ° °
2BEL-R2.5L100 5.0 R25 25.0 100 5.0 2 ° °
2BEL-R3.0L100 6.0 R 3.0 30.0 100 6.0 2 ° °
2BEL-R4.0L100 8.0 R4.0 35.0 100 8.0 2 ° °
2BEL-R5.0L100 10.0 R5.0 40.0 100 10.0 2 ° °
2BEL-R6.0L100 12.0 R6.0 50.0 100 12.0 2 ° °

i HOBRTEER BRI REBESEET4E

NOTE: @ means items in stock
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$5i 27)ERAZYIEAT)

TUNGSTEN CARBIDE 2-FLUTE B/

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

18 <d -0.020 ~ -0.053 —
—~A
e
R =
4 Sy
R=%*0.02

@ ElihhI LIS E
@ Micro-Grain Tungsten Carbide

BEME :

# -~ R - B85 2EH a2 -
TE# - T - BRIRH - BN -
Applicable materials:

Ferous metal, carbon steel,

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

BEfi/Unit : mm
ED (K TR L1 ERL WiE d D&

Flute Dia. Radius Length of Cut Overall Length  Shank Diameter ~ Flute Number | G R | S
62BE-R0.5L51 1.0 R 0.5 2.0 51 4.0 2 [ ) ° [
62BE-R0.75L51 15 R 0.75 3.0 51 4.0 2 [} [} [ )
62BE-R1.0L51 2.0 R 1.0 4.0 51 4.0 2 ® [} [ )
62BE-R1.5L51 3.0 R15 6.0 51 4.0 2 ° (] °
62BE-R2.0L51 4.0 R2.0 8.0 51 4.0 2 ° ° °
62BE-R2.5L51 5.0 R 2.5 10.0 51 6.0 2 ° o °
62BE-R3.0L51 6.0 R 3.0 12.0 51 6.0 2 ° ° °
62BE-R4.0L63 8.0 R 4.0 16.0 63 8.0 2 [} [} [ )
62BE-R5.0L75 10.0 R5.0 20.0 75 10.0 2 ° ° °
62BE-R6.0L75 12.0 R 6.0 24.0 75 12.0 2 ° o °
62BE-R1.5L100 3.0 R15 6.0 100 3.0 2 ° o °
62BE-R2.0L100 4.0 R 2.0 8.0 100 4.0 2 ° o °
62BE-R2.5L.100 5.0 R25 10.0 100 5.0 2 ° o °
62BE-R3.0L100 6.0 R 3.0 12.0 100 6.0 2 ° o °
62BE-R4.0L100 8.0 R 4.0 16.0 100 8.0 2 [ ) ° [}
62BE-R5.0L100 10.0 R 5.0 20.0 100 10.0 2 ° ([ °
62BE-R6.0L100 12.0 R 6.0 24.0 100 12.0 2 ° o °
62BE-R8.0L100 16.0 R 8.0 32.0 100 16.0 2 ° o °
62BE-R0.3L50 0.6 R 0.3 1.2 50 4.0 2 °
62BE-R0.4L50 0.8 R0.4 1.4 50 4.0 2 )
62BE-R0.5L50 1.0 R0.5 25 50 4.0 2 °
62BE-R0.5L50 1.0 R 0.5 2.5 50 4.0 2 ([ ]
62BE-R0.5L50 1.0 R 0.5 2.5 50 4.0 2 [ ]
62BE-R0.75L50 1.5 R 0.75 3.0 50 4.0 2 )
62BE-R0.75L50 1.5 R0.75 3.0 50 4.0 2 °
62BE-R1.0L50 2.0 R1.0 5.0 50 4.0 2 )
62BE-R1.0L50 20 R 1.0 5.0 50 4.0 2 °
62BE-R1.5L50 3.0 R 1.5 7.0 50 4.0 2 ([ ]
62BE-R1.5L75 3.0 R 1.5 7.0 75 6.0 2 [}
62BE-R1.5L75 3.0 R1.5 7.0 75 6.0 2 )

it HOERTEES YIEIRIFREFSERT4E

NOTE: @ means items in stock
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$5i 27)ERAZYIEAT)

TUNGSTEN CARBIDE 2-FLUTE BA

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

18 <d -0.020 ~ -0.053 -
—~A
e
R =
4 Sy
R=*0.02

@ ElihhI LIS E
@ Micro-Grain Tungsten Carbide

BEME -

#ir - kR B8 BAH - S5
TE#f - AR - ZARIR - (2R o
Applicable materials:

Ferous metal, carbon steel,

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

B3{i]/Unit : mm
ks JED RIE T L1 ERL g d 7
EDP NO. Flute Dia. Radius Length of Cut Overall Length  Shank Diameter = Flute N?mber AHED A FHNED
62BE-R0.5L39 1.0 R0.5 20 39 3.0 2 ° °
62BE-R0.75L39 1.5 R 0.75 3.0 39 3.0 2 ® )
62BE-R1.0L39 20 R 1.0 4.0 39 3.0 2 ° °
62BE-R1.25L.39 25 R 1.25 6.0 39 3.0 2 [ °
62BE-R1.5L39 3.0 R 1.5 6.0 39 3.0 2 ° °
62BE-R2.0L51 4.0 R 2.0 8.0 51 4.0 2 ® [ ) [
62BE-R2.5L51 5.0 R25 10.0 51 5.0 2 ° [ ) )
62BE-R3.0L63 6.0 R 3.0 12.0 63 6.0 2 ° [ ) )
62BE-R4.0L63 8.0 R 4.0 16.0 63 8.0 2 ° [ ) )
62BE-R5.0L75 10.0 R 5.0 20.0 75 10.0 2 ) [ ) )
62BE-R6.0L75 12.0 R 6.0 24.0 75 12.0 2 ° [ ) )
62BEL-R1.0L100 3.0 R 1.5 6.0 100 3.0 2 [ [ ) )
62BEL-R2.0L100 4.0 R 2.0 8.0 100 4.0 2 ] [ ) )
62BEL-R2.5L100 5.0 R2.5 10.0 100 5.0 2 ® [ ) )
62BEL-R3.0L100 6.0 R 3.0 12.0 100 6.0 2 ° [ ) )
62BEL-R4.0L100 8.0 R 4.0 16.0 100 8.0 2 ° [ ) )
62BEL-R5.0L100 10.0 R 5.0 20.0 100 10.0 2 ° [ )
62BEL-R6.0L100 12.0 R 6.0 24.0 100 12.0 2 [ [ )
62BEL-R8.0L100 16.0 R 8.0 32.0 100 16.0 2 ° [ ) )
T HOERTEER IR REFSERT4E

NOTE: @ means items in stock
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$5i ATIERRZYIEAT)

TUNGSTEN CARBIDE 4-FLUTE BAL

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

18 <d -0.020 ~ -0.053 .
< A
5* 5\
R=*0.02
@ iBIBRITR LB EE .

@ Micro-Grain Tungsten Carbide

EEME
iR  REH S TR# -

Applicable materials:

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

B3{i]/Unit : mm
THED i & L1 2RL S o 7
Flute Dia. Radius Length of Cut Overall Length  Shank Diameter = Flute N?mber AHED s HNE
4BE-R2.0L50 4.0 R 2.0 11.0 50 4.0 4 ° [ ) )
4BE-R2.5L50 5.0 R2.5 15.0 50 5.0 4 ® [ ) )
4BE-R3.0L50 6.0 R 3.0 19.0 50 6.0 4 ° [ ) )
4BE-R4.0L60 8.0 R 4.0 21.0 60 8.0 4 [ [ ) )
4BE-R5.0L75 10.0 R 5.0 22.0 75 10.0 4 ° [ ) )
4BE-R6.0L75 12.0 R 6.0 25.0 75 12.0 4 ® [ ) [
4BE-R7.0L90 14.0 R7.0 30.0 90 14.0 4 ° [ ) )
4BE-R8.0L100 16.0 R 8.0 35.0 100 16.0 4 ° ) )
4BEL-R2.0L100 4.0 R 2.0 20.0 100 4.0 4 ° [ ) )
4BEL-R2.5L100 5.0 R 25 25.0 100 5.0 4 ([ ) °
4BEL-R3.0L100 6.0 R 3.0 30.0 100 6.0 4 o ° L]
4BEL-R4.0L100 8.0 R 4.0 35.0 100 8.0 4 ® [ ) )
4BEL-R5.0L100 10.0 R 5.0 40.0 100 10.0 4 ] [ ) )
4BEL-R6.0L100 12.0 R 6.0 50.0 100 12.0 4 ® [ ) )
4BEL-R7.0L100 14.0 R7.0 55.0 120 12.0 4 ° [ ) )
4BEL-R8.0L100 16.0 R 8.0 60.0 150 14.0 4 ° [ ) )
4BEL-R9.0L100 18.0 R 9.0 65.0 150 18.0 4 ° [ )
4BEL-R10.0L100 20.0 R 10.0 70.0 200 20.0 4 ° [ ) )
T HOERTEER CIHIR I REFSEHET6E

NOTE: @ means items in stock

48



$5i ATIERRZYXIEAT)

TUNGSTEN CARBIDE 4-FLUTE BA

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

18 <d -0.020 ~ -0.053 L
<
j
R==* 0.02

@ ElihhI LIS E R

@ Micro-Grain Tungsten Carbide

BEME

R - REH - 52 - TRH# -

T - AR - BRIEN - EREE -
Applicable materials:

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

EE{'/Unit : mm
THED RiZ e L1 2RL AT d T8
Flute Dia. Radius Length of Cut ~ Overall Length = Shank Diameter ~ Flute Number
64BE-R0.5L39 1.0 R 0.5 3.0 39 3.0 4 ° °
64BE-R0.75L39 1.5 R 0.75 4.0 39 3.0 4 ) )
64BE-R1.0L39 2.0 R1.0 7.0 39 3.0 4 ° )
64BE-R1.25L39 25 R 1.25 7.0 39 3.0 4 ) )
64BE-R1.5L39 3.0 R15 10.0 39 3.0 4 ° )
64BE-R2.0L51 4.0 R 2.0 14.0 51 4.0 4 ) )
64BE-R2.5L.51 5.0 R25 15.0 51 5.0 4 [} [ )
64BE-R3.0L51 6.0 R 3.0 19.0 51 6.0 4 ) )
64BE-R4.0L63 8.0 R4.0 21.0 63 8.0 4 ° )
64BE-R5.0L75 10.0 R 5.0 22.0 75 10.0 4 ) )
64BE-R6.0L75 12.0 R 6.0 25.0 75 12.0 4 ° )
64BEL-R1.5L100 3.0 R1.5 15.0 100 3.0 4 ) )
64BEL-R2.0L100 4.0 R 2.0 20.0 100 4.0 4 [} [}
64BEL-R2.5L100 5.0 R 2.5 25.0 100 5.0 4 ) )
64BEL-R3.0L100 6.0 R 3.0 30.0 100 6.0 4 ° )
64BEL-R4.0L100 8.0 R 4.0 35.0 100 8.0 4 ) )
64BEL-R5.0L100 10.0 R 5.0 40.0 100 10.0 4 ° °
64BEL-R6.0L100 12.0 R 6.0 45.0 100 12.0 4 ) )
64BEL-R8.0L100 16.0 R 8.0 50.0 100 16.0 4 ° )
it HOERTEER LIHIRFREFSERT6E

NOTE: @ means items in stock
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ERI 2711iERT]

TUNGSTEN CARBIDE 2-FLUTE EN

» L .|
d= 3 -0.005~-0.028 D L1 K g
3<d= 6 -0.015~-0.038 =
6 <d=18 -0.020 ~ -0.047 ,,\TA_ Ek_
18 <d -0.020 ~-0.053 < <
Sy Sy
@ BRIk LIS E
@ Micro-Grain Tungsten Carbide
BEME :
R 2R - Sl - TEH - 558
AR - IR ~ (R -
Applicable materials:
Carbon steel, mold steel, alloy steel, tool steel,
stainless steel, heat-treated steel,
welded steel,cast iron.
EE{iI/Unit : mm
B 58 IE D R L1 ERL Wg d TE AK925 PK66
EDP NO. Flute Dia. Length of Cut ~ Overall Length = Shank Diameter ~ Flute Number
2E-D1.0L50 1.0 3.0 50 4.0 2 L] [ ) )
2E-D1.5L50 1.5 4.0 50 4.0 2 ® [ ) )
2E-D2.0L50 2.0 6.0 50 4.0 2 ] [ ) )
2E-D3.0L50 3.0 8.0 50 4.0 2 ® [ )
2E-D3.0L38 3.0 8.0 38 3.0 2 ° ° °
2E-D4.0L50 4.0 14.0 50 4.0 2 ° ® )
2E-D5.0L50 5.0 13.0 50 6.0 2 ® ® )
2E-D6.0L50 6.0 17.0 50 6.0 2 ® [ ) )
2E-D8.0L60 8.0 20.0 60 8.0 2 ] [ )
2E-D10.0L75 10.0 25.0 75 10.0 2 ® [ ) )
2E-D12.0L75 12.0 30.0 75 12.0 2 ] [ ) )
2E-D16.0L100 16.0 40.0 100 16.0 2 ° ® )
2E-D20.0L100 20.0 45.0 100 20.0 2 L] [ ) )
2EL-D2.0L75 2.0 15.0 75 4.0 2 )
2EL-D3.0L75 3.0 15.0 75 4.0 2 °
2EL-D3.0L100 3.0 15.0 100 3.0 2 )
2EL-D4.0L75 4.0 20.0 75 4.0 2 °
2EL-D4.0L100 4.0 20.0 100 4.0 2 )
2EL-D5.0L75 5.0 25.0 75 5.0 2 ®
2EL-D5.0L100 5.0 25.0 100 5.0 2 °
2EL-D6.0L100 6.0 30.0 100 6.0 2 °
2EL-D8.0L100 8.0 35.0 100 8.0 2 )
2EL-D10.0L100 10.0 40.0 100 10.0 2 °
2EL-D12.0L100 12.0 50.0 100 12.0 2 ®
2EL-D16.0L150 16.0 55.0 150 16.0 2 L]
2EL-D20.0L150 20.0 60.0 150 20.0 2 )
it HOERTEER UHIRHFREFSERTTE

NOTE: @ means items in stock
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ERI 37INIERT]

TUNGSTEN CARBIDE 3-FLUTE SQUAR

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

@ BHmMNIRILIRME
@ Micro-Grain Tungsten Carbide

A
v

oD(h7)

| 2d(h6)|

I~

BEME
TR - HE0 - S2W  TEH -
R TR - BURIZH - IR -

Applicable materials:

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

EE{[/Unit : mm
7 D M L1 ERL E ol KOs
Flute Dia. Length of Cut Overall Length ~ Shank Diameter ~ Flute Number
3E-D3.0L50 3.0 8.0 50 4.0 3 ° [ )
3E-D4.0L50 4.0 10.0 50 4.0 3 ) ) )
3E-D3.0L50-6 3.0 8.0 50 6.0 3 ° [ )
3E-D4.0L50-6 4.0 10.0 50 6.0 3 (] [ [
3E-D5.0L50 5.0 13.0 50 6.0 3 ) ) )
3E-D6.0L50 6.0 15.0 50 6.0 3 ° [ ) )
3E-D7.0L60 7.0 20.0 60 8.0 3 ° [ ) )
3E-D8.0L60 8.0 20.0 60 8.0 3 ) ) )
3E-D10.0L75 10.0 25.0 75 10.0 3 ° [ )
3E-D12.0L75 12.0 30.0 75 12.0 3 ) ) )
3E-D16.0L100 16.0 45.0 100 16.0 3 ° [ ) )
i EOERTHES CIHIR M REFS EHET8E

NOTE: @ means items in stock

b4 2

BEfi/Unit : mm
7)&D R L1 ZERL HRiEd L)
Flute Dia. Length of Cut ~ Overall Length = Shank Diameter =~ Flute Number D 89
62E-D0.5L50 0.5 1.0 50 4.0 2 [ ) °
62E-D0.6L50 0.6 1.2 50 4.0 2 [ ) )
62E-D0.8L50 0.8 14 50 4.0 2 [ ) °
62E-D4.1L50 1.0 25 50 4.0 2 [ ) )
62E-D1.0L50 1.0 25 50 4.0 2 [ ) °
62E-D1.0L50 1.0 25 50 4.0 2 [ ) )
62E-D1.5L50 1.5 3.0 50 4.0 2 ® [ ] [ )
62E-D1.5L50 1.5 3.0 50 4.0 2 [ ) )
62E-D2.0L50 2.0 5.0 50 4.0 2 [ ) °
62E-D2.0L50 2.0 5.0 50 4.0 2 [ ) )
62E-D3.0L50 3.0 7.0 50 4.0 2 [ ) °
62E-D3.0L75 3.0 7.0 75 6.0 2 [ ) )
it HOERTEER EIRFREFSERT8E

NOTE: @ means items in stock
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ENI A71NIERT]

TUNGSTEN CARBIDE 4-FLUTE ENI

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

)

@ BHMHIRICIRE
@ Micro-Grain Tungsten Carbide

BEME :
kRl « EEH - ST - TEH - R385 -
= FRIBIY - (RN -
Applicable materials:
Carbon steel, mold steel, alloy steel, tool steel,
stainless steel, cast iron, heat-treated steel,
welded steel.
BE{i[/Unit : mm

B 5 T D L1 2Rl S d 8 Koo

EDP NO. Flute Dia. Length of Cut ~ Overall Length = Shank Diameter =~ Flute Number

4E-D1.0L50 1.0 3.0 50 4.0 4 ° ° °
4E-D1.5L50 15 4.0 50 4.0 4 ° ° °
4E-D2.0L50 2.0 6.0 50 4.0 4 ° ° °
4E-D3.0L50 3.0 8.0 50 4.0 4 ° ° °
4E-D4.0L50 4.0 14.0 50 4.0 4 ° ° °
4E-D5.0L50 5.0 15.0 50 5.0 4 ° ° °
4E-D6.0L50 6.0 17.0 50 6.0 4 ° ° °
4E-D8.0L60 8.0 20.0 60 8.0 4 ° ° °
4E-D10.0L75 10.0 25.0 75 10.0 4 ° ° °
4E-D12.0L75 12.0 30.0 75 12.0 4 ° ° °
4E-D16.0L100 16.0 40.0 100 16.0 4 ° ° °
4E-D20.0L100 20.0 45.0 100 20.0 4 ° ° °
4EL-D2.0L75 2.0 15.0 75 4.0 4 ° ° °
4EL-D3.0L75 3.0 15.0 75 4.0 4 ° ° °
4EL-D3.0L100 3.0 15.0 100 3.0 4 ° ° °
4EL-D4.0L75 4.0 20.0 75 4.0 4 ° ° °
4EL-D4.0L100 4.0 20.0 100 4.0 4 ° ° °
4EL-D5.0L75 5.0 25.0 75 5.0 4 ° ° °
4EL-D5.0L100 5.0 25.0 100 5.0 4 ° ° °
4EL-D6.0L100 6.0 30.0 100 6.0 4 ° ° °
4EL-D8.0L100 8.0 35.0 100 8.0 4 ° ° °
4EL-D10.0L100 10.0 40.0 100 10.0 4 ° ° °
4EL-D12.0L100 12.0 50.0 100 12.0 4 ° ° °
4EL-D16.0L150 16.0 55.0 150 16.0 4 ° ° °
4EL-D20.0L150 20.0 60.0 150 20.0 4 ° ° °

H HOERTEER BRI RFESEH80E

NOTE: @ means items in stock
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$R3M 5.6,7711NIEAT)

TUNGSTEN CARBIDE 5,6,7-FLUTE EN

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

=

18D(h7)]

|ad(h6) |

I~

@ BHIMAIRILIME
@ Micro-Grain Tungsten Carbide

BEME
kR - HE0  S2M  THH -
T - R SRIBIRE ISR -

Applicable materials:

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

EEfiI/Unit : mm
7)€ D R L1 ERL g d TE
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number
5E-D4.0L50 4.0 10.0 50 4.0 5 °
5E-D5.0L50 5.0 13.0 50 5.0 5 o
5E-D6.0L50 6.0 15.0 50 6.0 5 o
5E-D8.0L60 8.0 20.0 60 8.0 5 o
5E-D10.0L75 10.0 22.0 75 10.0 5 °
5E-D12.0L75 12.0 25.0 75 12.0 5 ([
5E-D14.0L100 14.0 35.0 100 14.0 5 [}
5E-D16.0L100 16.0 40.0 100 16.0 5 o
M ES{7/Unit : mm
TED I L1 ERL R{E d TE
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number
6E-D6.0L50 6.0 15.0 50 6.0 6 o °
6E-D8.0L60 8.0 20.0 60 8.0 6 () o
6E-D10.0L75 10.0 22.0 75 10.0 6 ° o
6E-D12.0L75 12.0 25.0 75 12.0 6 ) o
6E-D14.0L100 14.0 30.0 100 14.0 6 [ ] ®
6E-D16.0L100 16.0 35.0 100 16.0 6 ) °
6E-D20.0L100 20.0 40.0 100 20.0 6 o °
7E-D6.0L63 6.0 15.0 63 6.0 7 o
7E-D8.0L63 8.0 20.0 63 8.0 7 °
7E-D10.0L75 10.0 22.0 75 10.0 7 o
7E-D12.0L75 12.0 25.0 75 12.0 7 [}
7E-D14.0L100 14.0 30.0 100 14.0 7 ([
7E-D16.0L100 16.0 35.0 100 16.0 7 o
7E-D20.0L100 20.0 40.0 100 20.0 7 °
HEHOERTEER LIEIIR M REFS EH83E

NOTE: @ means items in stock
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$Ge S711IEAT]
TUNGSTEN CARBIDE 5-FLUTE END

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

=

[EEH)
d(h6) |

(%]
<

@ BHmMNIRILIRME
@ Micro-Grain Tungsten Carbide

BEME :

kRl - EEH S5 TEH -
Applicable materials:

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

EEfiI/Unit : mm
J)E D RiE & L1 ERL RfE d A2
Flute Dia. Radius Length of Cut Overall Length  Shank Diameter Flute Number
65ECR-D5.0L50R0.5 5.0 R 0.5 12.0 50 6.0 5 °
65ECR-D5.0L50R0.5 6.0 R 0.5 12.0 50 6.0 5 )
65ECR-D6.0L50R1.0 6.0 R 1.0 12.0 50 6.0 5 °
65ECR-D8.0L63R0.5 8.0 R 0.5 15.0 63 8.0 5 )
65ECR-D8.0L63R1.0 8.0 R 1.0 15.0 63 8.0 5 °
65ECR-D10.0L75R0.5 10.0 R 0.5 20.0 75 10.0 5 )
65ECR-D10.0L75R1.0 10.0 R 1.0 20.0 75 10.0 5 °
65ECR-D12.0L75R0.5 12.0 R 0.5 20.0 75 12.0 5 )
65ECR-D12.0L75R1.0 12.0 R 1.0 20.0 75 12.0 5 °
65ECR-D5.0L75R0.5 5.0 R 0.5 25.0 75 6.0 5 )
65ECR-D6.0L100R0.5 6.0 R0.5 25.0 100 6.0 5 °
65ECR-D6.0L100R1.0 6.0 R 1.0 30.0 100 6.0 5 ®
65ECR-D8.0L100R0.5 8.0 R 0.5 30.0 100 8.0 5 °
65ECR-D8.0L100R1.0 8.0 R 1.0 30.0 100 8.0 5 )
65ECR-D10.0L100R0.5 10.0 R0.5 30.0 100 10.0 5 o
65ECR-D10.0L100R1.0 10.0 R 1.0 30.0 100 10.0 5 )
65ECR-D12.0L100R0.5 12.0 R0.5 30.0 100 12.0 5 °
65ECR-D12.0L100R1.0 12.0 R 1.0 30.0 100 12.0 5 )

3 AOERTEER

NOTE: @ means items in stock
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$5i 6711IEAT]

TUNGSTEN CARBIDE 6-FLUTE END

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

=

18D(h7)]

|ad(h6) |

I~

@ BHIMAIRILIME
@ Micro-Grain Tungsten Carbide

BEME :

Rl ~ E2EH S TEH -
Applicable materials:

Carbon steel, mold steel, alloy steel,

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

EEfiI/Unit : mm
7€ D & L1 ERL RfE d T
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number
66ECR-D8.0L60R0.5 8.0 R0.5 15.0 60 8.0 6 °
66ECR-D8.0L60R1.0 8.0 R 1.0 15.0 60 8.0 6 )
66ECR-D10.0L75R0.5 10.0 R0.5 20.0 75 10.0 6 °
66ECR-D10.0L75R1.0 10.0 R 1.0 20.0 75 10.0 6 )
66ECR-D12.0L75R0.5 12.0 R 0.5 20.0 75 12.0 6 )
66ECR-D12.0L75R1.0 12.0 R 1.0 20.0 75 12.0 6 )
66ECR-D8.0L100R0.5 8.0 R0.5 30.0 100 8.0 6 °
66ECR-D8.0L100R1.0 8.0 R 1.0 30.0 100 8.0 6 )
66ECR-D10.0L100R0.5 10.0 R0.5 30.0 100 10.0 6 )
66ECR-D10.0L100R1.0 10.0 R 1.0 30.0 100 10.0 6 )
66ECR-D12.0L100R0.5 12.0 R0.5 30.0 100 12.0 6 )
66ECR-D12.0L100R1.0 12.0 R 1.0 30.0 100 12.0 6 )
HHOERTHES EIEIE S RFSESE8E

NOTE: @ means items in stock
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$hill $8FH 271ERRZ1IEAT)
TUNGSTEN CARBIDE 2-FLUTE ALUMINU

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

@ ElihhI LIS E
@ Micro-Grain Tungsten Carbide

BEME :
EEE s  #5%  ZEVEME-
Applicable materials:

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

FEUFY -

PD7ORFESRERNHIEEELE  BaUEN
B2l - OJESEM/C EETEERIE!

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.

EE{T/Unit : mm
7)&D RiE R L1 ZERL HhiE d &
Flute Dia. Radius Length of Cut Overall Length Shank Diameter Flute Number
2BEAL-R0.5L50 1.0 R0.5 2.0 50 4.0 2 °
2BEAL-R0.75L50 1.5 R 0.75 3.0 50 4.0 2 )
2BEAL-R1.0L50 2.0 R 1.0 4.0 50 4.0 2 [}
2BEAL-R1.5L50 3.0 R1.5 6.0 50 4.0 2 o
2BEAL-R2.0L50 4.0 R 20 8.0 50 4.0 2 °
2BEAL-R2.5L50 5.0 R25 10.0 50 5.0 2 [
2BEAL-R3.0L50 6.0 R 3.0 12.0 50 6.0 2 °
2BEAL-R4.0L60 8.0 R 4.0 16.0 60 8.0 2 )
2BEAL-R5.0L75 10.0 R 5.0 20.0 75 10.0 2 ®
2BEAL-R6.0L75 12.0 R 6.0 24.0 75 12.0 2 o
2BEAL-R1.0L100 2.0 R 1.0 4.0 100 6.0 2 [}
2BEAL-R1.5L100 3.0 R1.5 6.0 100 6.0 2 o
2BEAL-R2.0L100 4.0 R 2.0 8.0 100 6.0 2 °
2BEAL-R2.5L.100 5.0 R 2.5 10.0 100 6.0 2 )
2BEAL-R3.0L100 6.0 R 3.0 12.0 100 6.0 2 °
2BEAL-R4.0L100 8.0 R 4.0 16.0 100 8.0 2 )
2BEAL-R5.0L100 10.0 R 5.0 20.0 100 10.0 2 [}
2BEAL-R6.0L100 12.0 R 6.0 24.0 100 12.0 2 °
it HOERTHER UIBIRHFRESER84E

NOTE: @ means items in stock
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ghilh TEFHNIIAT]

TUNGSTEN CARBIDE END MILL FO
L

< »|
d= 3 -0.005~-0.028 - L1 =!
3<d= 6 -0.015~-0.038 _ S
6<d=18 -0.020 ~ -0.047 S  ——— it o4
18<d  -0.020~-0.053 = =
T 2Y v
@ Bl CIRME
@ IESEINTEA

@ Micro-Grain Tungsten Carbide
@ Ideal for Aluminum Alloy Machining

BEME -
#Hifgs 5% - #5%  IEREMH -
Applicable materials:

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

FEHIT

BISEREAZHRE  EEMEMEIZE > 70
RIBASHE - BRHISIRESRENGEET
EEEM/IC LEITHREA

Features:

The end mill features oversize 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.

BE{iT/Unit : mm
7ED 7R L1 ZERL E L
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number
2EAL-D3.0L50 3.0 9.0 50 4.0 2 L]
2EAL-D4.0L50 4.0 12.0 50 4.0 2 °
2EAL-D5.0L50 5.0 15.0 50 6.0 2 °
2EAL-D6.0L50 6.0 18.0 50 6.0 2 o
2EAL-D8.0L60 8.0 20.0 60 8.0 2 °
2EAL-D10.0L75 10.0 30.0 75 10.0 2 °
2EAL-D12.0L75 12.0 32.0 75 12.0 2 °
3EAL-D1.0L50 1.0 3.0 50 4.0 3 °
3EAL-D1.5L50 1.5 4.0 50 4.0 3 o
3EAL-D2.0L50 2.0 6.0 50 4.0 3 °
3EAL-D3.0L50 3.0 9.0 50 4.0 3 ®
3EAL-D4.0L50 4.0 14.0 50 4.0 3 °
3EAL-D5.0L50 5.0 15.0 50 6.0 3 °
3EAL-D6.0L50 6.0 19.0 50 6.0 & L]
3EAL-D8.0L60 8.0 20.0 60 8.0 3 °
3EAL-D10.0L75 10.0 25.0 75 10.0 3 °
3EAL-D12.0L75 12.0 30.0 75 12.0 3 (]

it BOBERTEER
NOTE: @ means items in stock

57



$hih TEFHNIIAT]

TUNGSTEN CARBIDE END MILL FOR
:

< »l
d= 3 -0.005~-0.028 - L1 =!
3<d= 6 -0.015~-0.038 - —
6<d=18 -0.020 ~-0.047 i it o4
18 <d -0.020 ~-0.053 5’ bol
e n = S8 A
@ BRIk iR E
@ IEEEINIER
@ Micro-Grain Tungsten Carbide
@ Ideal for Aluminum Alloy Machining
EEME :
#HineE  WE5E - #HaE SENREVR -
Applicable materials:
Iron aluminum alloy, copper alloy, magnesium alloy,
and various soft materials,
FEIFIT
HIBBREXZHE - EEREME2EIH - t)7)0
ﬁﬁf_ﬂiﬂ%%?ﬁﬁ ’ﬁﬁﬂ%ﬁ%ﬂ@%ZEE%%Eﬁ
HEEEM/C L TEIRLDHE
Features:
The end mill features oversize 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.
BEi7/Unit : mm
TED TR L1 ERL g d TE
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number
2EUAL-D1.0L50 1.0 3.0 50 4.0 2 [ ]
2EUAL-D1.5L50 15 4.0 50 4.0 2 ()
2EUAL-D2.0L50 2.0 6.0 50 4.0 2 [ )
2EUAL-D3.0L50 3.0 9.0 50 4.0 2 ()
2EUAL-D4.0L50 4.0 14.0 50 4.0 2 [
2EUAL-D5.0L50 5.0 15.0 50 6.0 2 ()
2EUAL-D6.0L50 6.0 19.0 50 6.0 2 [
2EUAL-D8.0L60 8.0 20.0 60 8.0 2 [ )
2EUAL-D10.5L75 10.0 25.0 75 10.0 2 [
2EUAL-D12.0L75 12.0 30.0 75 12.0 2 ()
2EUAL-D3.0L100 3.0 15.0 100 6.0 2 °
2EUAL-D4.0L100 4.0 20.0 100 6.0 2 ()
2EUAL-D5.0L100 5.0 25.0 100 6.0 2 [ )
2EUAL-D6.0L100 6.0 30.0 100 6.0 2 ()
2EUAL-D8.0L100 8.0 35.0 100 8.0 2 [
2EUAL-D10.0L100 10.0 40.0 100 10.0 2 o
2EUAL-D12.0L100 12.0 45.0 100 12.0 2 [ )

it BOBERTEER
NOTE: @ means items in stock
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ghih SRR EBFHLIEIAT]

TUNGSTEN CARBIDE SINUS EDGE ALUMINUM ROU

6 <d=18 -0.020 ~ -0.047
18 <d -0.020 ~ -0.053

@ &MLt E

@ Micro-Grain Tungsten Carbide R
BEME : Applicable materials:
#Hing® W5 #5E - Iron aluminum alloy, copper alloy,
ZiEEEME - magnesium alloy, and various soft materials,
BEfiZ/Unit : mm
7J&ED E IR L ERL ! 78
Flute Dia. Radius Length of Cut Overall Length Shank Diameter Flute Number
3ETAL-D6.0L50 6.0 18.0 50 6.0 3 3 L]
3ETAL-D8.0L60 8.0 20.0 60 8.0 3 3 )
3ETAL-D10.0L75 10.0 30.0 75 10.0 3 3 °
3ETAL-D12.0L75 12.0 32.0 75 12.0 3 3 )
4ETAL-D16.0L100 16.0 45.0 100 16.0 4 3 °
4ETAL-D20.0L100 20.0 50.0 100 20.0 4 4 )
4ETAL-D25.0L150 25.0 70.0 150 25.0 4 4 °

ghik EEFAEELNIAINIEAT]

Tungsten Carbide Heavy Duty Aluminum End Mill

6 <d=18 -0.020 ~-0.047
18 <d -0.020 ~ -0.053

7’D TR L1 ZERL HRE d P&

Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number
3EHAL-D4.0L50 4.0 11.0 50 6.0 4 )
3EHAL-D5.0L50 5.0 13.0 50 6.0 4 (]
3EHAL-D6.0L50 6.0 13.0 50 6.0 4 L]
3EHAL-D8.0L60 8.0 19.0 60 8.0 4 °
3EHAL-D10.0L75 10.0 220 75 10.0 4 °
3EHAL-D12.0L75 12.0 26.0 75 12.0 4 [
3EHAL-D16.0L100 16.0 35.0 100 16.0 4 °
3EHAL-D20.0L100 20.0 40.0 100 20.0 4 [

it EOERTEER DRI RFS B EE

NOTE: @ means items in stock

SRR AR EsE 2 RIE NI R R AT A -
Suggested to use high rigidity side clamping tool holder
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g5l 37TRE THEAYIEAT)

TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE ROUG
ol L

L

A4

JA

6 <d=18 -0.020 ~ -0.047

<L} Yy
18 <d -0.020 ~-0.053 c %

D N

L & 5 \d
© BT SR E /
@ Micro-Grain Tungsten Carbide R
BEME :
R ~ REH - S - THH -
Applicable materials:
Carbon steel, mold steel, alloy steel, tool steel,
stainless steel, cast iron, heat-treated steel, welded steel.

EE{i7/Unit : mm
B3R 7D R R L1 ERL 1R d & AK925
EDP NO. Flute Dia. Radius Lengthof Cut = Overall Length ~ Shank Diameter ~ Flute Number
3ET-D6.0L50 6.0 R 0.3 15 50 6.0 3 [ ) )
3ET-D8.0L60 8.0 R 0.4 19 60 8.0 3 [ ) )
3ET-D10.0L75 10.0 R 0.5 22 75 10.0 3 [ )
3ET-D12.0L75 12.0 R 0.6 26 75 12.0 3 ® )
3ET-D14.0L80 14.0 R 0.7 30 80 14.0 3 [ ] [ )
4ET-D16.0L80 16.0 R0.8 32 80 16.0 4 ) °
4ET-D18.0L100 18.0 R 0.9 40 100 18.0 4 [ )
4ET-D20.0L100 20.0 R 1.0 40 100 20.0 4 () )
it HOERTEES LR RIFSEHE4E

NOTE: @ means items in stock

SRR R s 2 RIE NI SR DeRGA TR -
Suggested to use high rigidity side clamping tool holder

ghill 371RR 7152 HHEAYIEAT)
TUNGSTEN CARBIDE 3-FLUTE SINUS EDGE LONG FLUTE RC

BE{T/Unit : mm
B s 7ED RIE 7R L1 ERL WE d L
EDP NO. Flute Dia. Radius Lengthof Cut = Overall Length = Shank Diameter = Flute Number
3ETL-D6.0L75 6.0 R 0.3 20.0 75 6.0 3 ° o
3ETL-D8.0L75 8.0 R 0.4 25.0 75 8.0 3 L [
3ETL-D10.0L80 10.0 R 0.5 30.0 80 10.0 3 L] L
3ETL-D12.0L100 12.0 R 0.6 36.0 100 12.0 3 ® [
3ETL-D14.0L100 14.0 R 0.7 40.0 100 14.0 3 ® °
4ETL-D16.0L100 16.0 R 0.8 45.0 100 16.0 4 ® [
4ETL-D18.0L150 18.0 R 0.9 60.0 150 18.0 4 ® o
4ETL-D20.0L150 20.0 R 1.0 60.0 150 20.0 4 [ [
it HOERTEER LRI REFSEHETH

NOTE: @ means items in stock

SRR AR EREE 2 BIE TN I8 D3RS A TR -
Suggested to use high rigidity side clamping tool holder
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ihil 27]) B= 1IiAT)

TUNGSTEN CARBIDE 2-FLUTE CORNER RAD
:

L1

A A

_ v

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

6<d=18 -0.020 ~ -0.047 ~F @)
18<d  -0.020 ~-0.053 \%; i §_
@ BRIk LIS E
@ Micro-Grain Tungsten Carbide R
BEME -
3R « REH - S - TH#H -

Applicable material:

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

REIEEESRISEEN » JXASEH
W VEERELEET) - T FEEAIESH

The R corner configuration is excellent for cutting

high hardness materials without edge collapse.

Also, It's replacable for small radius ball end mill, and
permitting for corner cleaning and curving surface milling.

BEfiZ/Unit : mm
THED RiE R L ERL 1R d &
Flute Dia. Radius Length of Cut ~ Overall Length = Shank Diameter = Flute Number 62 NP
2ECR-D3.0L50R0.5 3.0 R 0.5 6.0 50 4.0 2 o °
2ECR-D4.0L50R0.5 4.0 R 0.5 8.0 50 4.0 2 [ )
2ECR-D4.0L50R1.0 4.0 R1.0 8.0 50 4.0 2 ° °
2ECR-D5.0L50R0.5 5.0 R 0.5 10.0 50 5.0 2 (] )
2ECR-D5.0L50R1.0 5.0 R1.0 10.0 50 5.0 2 ° °
2ECR-D6.0L50R0.5 6.0 R 0.5 12.0 50 6.0 2 [ )
2ECR-D6.0L50R0.5 6.0 R 0.5 12.0 50 6.0 2 ° °
2ECR-D8.0L60R0.5 8.0 R 0.5 16.0 60 8.0 2 ([ )
2ECR-D8.0L60R1.0 8.0 R1.0 16.0 60 8.0 2 ° °
2ECR-D10.0L75R0.5 10.0 R 0.5 20.0 75 10.0 2 [ )
2ECR-D10.0L75R1.0 10.0 R1.0 20.0 75 10.0 2 ° °
2ECR-D12.0L75R0.5 12.0 R 0.5 25.0 75 12.0 2 [ )
2ECR-D12.0L75R1.0 12.0 R1.0 25.0 75 12.0 2 [ °
it HOERTEES EIR M REBFESERIE

NOTE: @ means items in stock
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ihil 47]) B= YIiAT)

TUNGSTEN CARBIDE 4-FLUTE CORNER RADIU

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

@ BRIk LIS E
@ Micro-Grain Tungsten Carbide

BEME -
R - REH - 5% - TR -
Applicable material:

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

REIGEESRIREEN » JXRABER
WA VERRELEET) - IEEAFIHESH

=

lod(h6)|
1

The R corner configuration is excellent for cutting

high hardness materials without edge collapse.

Also, It's replacable for small radius ball end mill, and
permitting for corner cleaning and curving surface milling.

EE{iT/Unit : mm
7J&D RE R L1 ERL HhiE d L
Flute Dia. Radius Length of Cut ~ Overall Length  Shank Diameter = Flute Number ARES s
4ECR-D3.0L50R0.3 3.0 R0.3 6.0 50 4.0 4 ° °
4ECR-D4.0L50R0.5 4.0 R0.5 8.0 50 4.0 4 ° °
4ECR-D4.0L50R1.0 4.0 R 1.0 8.0 50 4.0 4 L] ®
4ECR-D5.0L50R0.5 5.0 R0.5 10.0 50 5.0 4 ° °
4ECR-D5.0L50R1.0 5.0 R1.0 10.0 50 5.0 4 ° °
4ECR-D6.0L50R0.5 6.0 R0.5 12.0 50 6.0 4 ° °
4ECR-D6.0L50R1.0 6.0 R1.0 12.0 50 6.0 4 ° °
4ECR-D8.0L60R0.5 8.0 R0.5 16.0 60 8.0 4 ° °
4ECR-D8.0L60R1.0 8.0 R1.0 16.0 60 8.0 4 ° °
4ECR-D10.0L75R0.5 10.0 R0.5 20.0 75 10.0 4 ° °
4ECR-D10.0L75R1.0 10.0 R1.0 20.0 75 10.0 4 ° o
4ECR-D12.0L75R0.5 12.0 R0.5 25.0 75 12.0 4 ° o
4ECR-D12.0L75R1.0 12.0 R 1.0 25.0 75 12.0 4 L] ®
it EOERTEER LIRIR I REFSEE0E

NOTE: @ means items in stock
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ihi 47] B= YiEAT)

TUNGSTEN CARBIDE 4-FLUTE CORNER RAL

3<d= 6 -0.015~-0.038

6 <d=18 -0.020 ~ -0.047 - _
18 <d -0.020 ~ -0.053 SANN
a
(o]
R

@ Bl CIR M E
@ Micro-Grain Tungsten Carbide

BEME -
Rl - REH - S - TR -
Applicable material:

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

REGEESUIRISEEY » JRASEH
WA VERRELEET) - T EEAFIESH

The R corner configuration is excellent for cutting

high hardness materials without edge collapse.

Also, It's replacable for small radius ball end mill, and
permitting for corner cleaning and curving surface milling.

EE{i[/Unit : mm
7D RfE R L1 ERL DL i P& AK45 AK925
Flute Dia. Radius Length of Cut Overall Length Effective Length Shank Diameter Flute Number
64ECR-D3.0L50R0.3 3.0 R0.3 6.0 50 8 6.0 4 o )
64ECR-D3.0L50R0.5 3.0 RO0.5 6.0 50 8 6.0 4 ° )
64ECR-D4.0L50R0.5 4.0 R 0.5 8.0 50 10 6.0 4 [ ] [ ]
64ECR-D4.0L50R1.0 4.0 R 1.0 8.0 50 10 6.0 4 ) )
64ECR-D5.0L50R0.5 5.0 R0.5 8.0 50 12 6.0 4 o )
64ECR-D5.0L50R1.0 5.0 R 1.0 8.0 50 12 6.0 4 ) )
64ECR-D6.0L50R0.5 6.0 R0.5 8.0 50 12 6.0 4 o )
64ECR-D6.0L50R1.0 6.0 R 1.0 8.0 50 12 6.0 4 ° )
64ECR-D8.0L63R0.5 8.0 RO0.5 10.0 63 15 8.0 4 ° o
64ECR-D8.0L63R1.0 8.0 R 1.0 10.0 63 15 8.0 4 ) )
64ECR-D10.0L75R0.5 10.0 R0.5 12.0 75 20 10.0 4 ° )
64ECR-D10.0L75R1.0 10.0 R 1.0 12.0 75 20 10.0 4 ) )
64ECR-D12.0L75R0.5 12.0 R0.5 15.0 75 20 12.0 4 ° )
64ECR-D12.0L75R1.0 12.0 R 1.0 15.0 75 20 12.0 4 ° )
64ECR-D4.0L75R0.5 4.0 R 0.5 8.0 75 10 6.0 4 [ J )
64ECR-D4.0L75R1.0 4.0 R 1.0 8.0 75 10 6.0 4 ° )
64ECR-D5.0L75R0.5 5.0 R0.5 8.0 75 12 6.0 4 o )
64ECR-D5.0L75R1.0 5.0 R 1.0 8.0 75 12 6.0 4 ) )
64ECR-D6.0L100R0.5 6.0 R0.5 8.0 100 12 6.0 4 o )
64ECR-D6.0L100R1.0 6.0 R 1.0 8.0 100 12 6.0 4 [ )
64ECR-D8.0L100R0.5 8.0 RO0.5 10.0 100 15 8.0 4 ) )
64ECR-D8.0L100R1.0 8.0 R 1.0 10.0 100 15 8.0 4 ([ ] (]
64ECR-D10.0L100R0.5 10.0 R 0.5 12.0 100 20 10.0 4 [ ] [ ]
64ECR-D10.0L100R1.0 10.0 R 1.0 12.0 100 20 10.0 4 ) )
64ECR-D12.0L100R0.5 12.0 R0.5 15.0 100 20 12.0 4 ° )
64ECR-D12.0L100R1.0 12.0 R 1.0 15.0 100 20 12.0 4 ° )
T EOBRTEES IR RFESEE0E

NOTE: @ means items in stock

63



ihil 5.67]1 BI= YI¥AT]
TUNGSTEN CARBIDE 5,6-FLUTE CORNER RADI

b E

d= 3 -0.005~-0.028

3<d= 6 -0.015~-0.038 Y
6 <d=18 -0.020 ~ -0.047 =
18 <d -0.020 ~-0.053 Ey_
@ BRIk LIS E <
@ Micro-Grain Tungsten Carbide
BEME :
R - REH - S - TR -
Applicable material:
Carbon steel, mold steel, alloy steel, tool steel,
stainless steel, cast iron, heat-treated steel.
REEBESHISEEN » DRASEHH -
WEEA/MEIREYEE ) - IYEEEhESHE
The R corner configuration is excellent for cutting
high hardness materials without edge collapse.
Also, It's replacable for small radius ball end mill, and
permitting for corner cleaning and curving surface milling.
BB fiI/Unit : mm
7ED RfE 7R L1 ERL DL A d L AK925
Flute Dia. Radius Length of Cut = Overall Length = Effective Length = Shank Diameter = Flute Number
65ECR-D5.0L50R0.5 5.0 R 0.5 8.0 50 12.0 6.0 5 °
65ECR-D6.0L50R0.5 6.0 R0.5 8.0 50 12.0 6.0 5 (]
65ECR-D6.0L50R1.0 6.0 R1.0 8.0 50 12.0 6.0 5 °
65ECR-D8.0L60R0.5 8.0 R 0.5 10.0 63 15.0 8.0 5 )
65ECR-D8.0L60R1.0 8.0 R1.0 10.0 63 15.0 8.0 5 °
65ECR-D10.0L75R0.5 10.0 R 0.5 12.0 75 20.0 10.0 5 )
65ECR-D10.0L75R1.0 10.0 R1.0 12.0 75 20.0 10.0 5 °
65ECR-D12.0L75R0.5 12.0 R0.5 15.0 75 20.0 12.0 5 )
65ECR-D12.0L75R1.0 12.0 R 1.0 15.0 75 20.0 12.0 5 [}
66ECR-D8.0L63R0.5 8.0 R0.5 10.0 60 15.0 8.0 6 °
66ECR-D8.0L63R1.0 8.0 R1.0 10.0 60 15.0 8.0 6 °
66ECR-D10.0L75R0.5 10.0 R 0.5 12.0 75 20.0 10.0 6 )
66ECR-D10.0L75R1.0 10.0 R1.0 12.0 75 20.0 10.0 6 °
66ECR-D12.0L75R0.5 12.0 R 0.5 15.0 75 20.0 12.0 6 )
66ECR-D12.0L75R1.0 12.0 R1.0 15.0 75 20.0 12.0 6 °

1 EOERTHER
NOTE: @ means items in stock
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5il 471 O=EIIRT]

TUNGSTEN CARBIDE 4-FLUTE POCKET
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

@ BHlMRIRICIRME
@ Micro-Grain Tungsten Carbide

BEME :

R R EH - Sl - THEH

Applicable material:

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

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

MAEEERRTRERAMT

Especially ideal for cutting stainless steel.

BEfi7/Unit : mm
& D DE L1 2RL i d 7
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number

4EP-D3.0L50 3.0 8 50 4.0 4 ° °
4EP-D4.0L50 4.0 11 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 o
4EP-D6.0L50 6.0 15 50 6.0 4 ) )
4EP-D8.0L60 8.0 19 60 8.0 4 [} [
4EP-D10.0L75 10.0 22 75 10.0 4 ) )
4EP-D12.0L75 12.0 26 75 12.0 4 ° °
4EP-D14.0L80 14.0 30 80 14.0 4 ) )
4EP-D16.0L80 16.0 32 80 16.0 4 ° °
4EP-D18.0L100 18.0 40 100 18.0 4 ) )
4EP-D20.0L100 20.0 40 100 20.0 4 [} [
4EPL-D3.0L50 3.0 12 50 4.0 4 [} [}
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 o °
4EPL-D8.0L75 8.0 25 75 8.0 4 ) )
4EPL-D10.0L80 10.0 30 80 10.0 4 ° °
4EPL-D12.0L100 12.0 36 100 12.0 4 ) )
4EPL-D14.0L100 14.0 40 100 14.0 4 ° °
4EPL-D16.0L100 16.0 45 100 16.0 4 ) )
4EPL-D18.0L150 18.0 60 150 18.0 4 ) °
4EPL-D20.0L150 20.0 60 150 20.0 4 ) )

it HOERTEES PIHIRH RGBS EHRIE

NOTE: @ means items in stock
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TUNGSTEN CARBIDE 4-FLUTE INTERNAL R CHAMFE
ol

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 E 5

S Sy
@ EBHlhIR{CIEME
@ Micro-Grain Tungsten Carbide
BEME :
kRl - EEH S - TEH - R385 -
Applicable material:
Carbon steel, mold steel, alloy steel, tool
steel, stainless steel, cast iron, heat-treated
steel, welded steel.

BE{i7/Unit : mm
JED RE IR L1 ERL HE d Dsf& P AK45 AK925
Flute Dia. Radius Length of Cut ~ Overall Length Shank Diameter Flute Flute Dia ~ Flute Number
4EIR-D6.0L50-R10 6.0 R1.0 9 50 6.0 4.0 4 [ °
4EIR-D6.0L50-R15 6.0 R 1.5 9 50 6.0 3.0 4 ) °
4EIR-D8.0L60-R20 8.0 R 2.0 12 60 8.0 4.0 4 ) °
4EIR-D10.0L75-R25 10.0 R 25 15 75 10.0 5.0 4 ) )
4EIR-D10.0L75-R30 10.0 R 3.0 15 75 10.0 4.0 4 ) °
4EIR-D12.0L75-R40 12.0 R 4.0 24 75 16.0 4.0 4 ) )
4EIR-D16.0L100-R50 16.0 R 5.0 24 100 16.0 6.0 4 [ ] ()
4EIR-D20.0L100-R60 20.0 R 6.0 30 100 20.0 8.0 4 ® °
i HOERTHES CIHIRHRFESEE2E

NOTE: @ means items in stock
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FiRM=71FIEAT]
TUNGSTEN CARBIDE 3-FLUTE CHAM

@ M E SRR - MERE - EE/A0° ~ 120° -

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

BEREME -

H—RHTR « S AR - 38 5

Applicable materials:

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

it ., B TR =R B g

EDP NO. B o0 L2 L @d ad
3CMF-D4.0L38 90° 4.0 8 38 4.0 4.0
3CMF-D6.0L45 90° 6.0 12 45 6.0 6.0
3CMF-D8.0L50 90° 8.0 15 50 8.0 8.0 L
3CMFS-D12.0L50-10 90° 12.0 20 50 10.0 10.0 {12 75‘
3CMFS-D16.0L50-10 90° 16.0 20 50 10.0 10.0 ‘ B\ o

L |
@ D@ Dswr = } - - I do

FIGIEIET]
TUNGSTEN CARBIDE CHAMFERING

it ., BEf =R W& 7

EDP NO. B o0 L @d z
4CMFS-6004L38 60° 4.0 38 4.0 4 [ ]
4CMFS-6006L50 60° 6.0 50 6.0 4 [ }
5CMFS-6008L50 60° 8.0 50 8.0 5 [ }
6CMFS-6010L50 60° 10.0 50 10.0 6 [ ]
6CMFS-6012L50-10 60° 12.0 50 10.0 6 [ ]

EE =R ME JH

aD L @ad Y4
4CMFS-9004L38 90° 4.0 38 4.0 4 [ J
4CMFS-9006L50 90° 6.0 50 6.0 4 [ J
5CMFS-9008L50 90° 8.0 50 8.0 5 [ J
6CMFS-9010L50 90° 10.0 50 10.0 6 ()
6CMFS-9012L50-10 90° 12.0 50 10.0 6 [ ]
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$hik 47] SBINAINIERT)

TUNGSTEN CARBIDE 4-FLUTE HEAVY
b L

d= 3 -0.005~-0.028 4#4

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

@ BRIk LIS E
@ Micro-Grain Tungsten Carbide

»
1|
>

oD(h7)
2d(h6)

<%

<
I~

S tHI
Heavy duty

AK-45
Tungsten Carbide 0.5um
Co12% WCB86.7% TC/Ta(Nb)C 1.3%

EE{i/Unit : mm
J)E D R L1 ERL g d &
Flute Dia. Length of Cut Overall Length Shank Diameter Flute Number

4EHS-D3.0L50 3.0 45 50 6.0 4

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

4EHS-D8.0L60 8.0 12.0 60 8.0 4

4EHS-D10.0L75 10.0 15.0 75 10.0 4 )
4EHS-D12.0L75 12.0 18.0 75 12.0 4

4EHS-D16.0L100 16.0 24.0 100 16.0 4

4EHS-D20.0L100 20.0 30.0 100 20.0 4

4EH-D3.0L50 3.0 8.0 50 6.0 4 )
4EH-D4.0L50 4.0 11.0 50 6.0 4 °
4EH-D5.0L50 5.0 13.0 50 6.0 4 )
4EH-D6.0L50 6.0 13.0 50 6.0 4 o
4EH-D8.0L60 8.0 19.0 60 8.0 4 )
4EH-D10.0L75 10.0 22.0 75 10.0 4 °
4EH-D12.0L75 12.0 26.0 75 12.0 4 )
4EH-D16.0L100 16.0 35.0 100 16.0 4 °
4EH-D20.0L100 20.0 40.0 100 20.0 4 o
4EHM-D3.0L60 3.0 12.0 60 6.0 4 °
4EHM-D4.0L60 4.0 16.0 60 6.0 4 )
4EHM-D5.0L60 5.0 18.0 60 6.0 4 °
4EHM-D6.0L60 6.0 20.0 60 6.0 4 )
4EHM-D8.0L60 8.0 25.0 75 8.0 4 °
4EHM-D10.0L75 10.0 30.0 75 10.0 4 )
4EHM-D12.0L75 12.0 35.0 100 12.0 4 °
4EHM-D16.0L100 16.0 45.0 110 16.0 4 [ ]
4EHM-D20.0L100 20.0 50.0 125 20.0 4 °
4EHL-D3.0L60 3.0 15.0 60 6.0 4 )
4EHL-D4.0L60 4.0 20.0 60 6.0 4 °
4EHL-D5.0L60 5.0 22.0 60 6.0 4 )
4EHL-D6.0L75 6.0 25.0 75 6.0 4 L]
4EHL-D8.0L75 8.0 30.0 75 8.0 4 [ ]
4EHL-D10.0L80 10.0 35.0 80 10.0 4 o
4EHL-D12.0L100 12.0 40.0 100 12.0 4 )
4EHL-D16.0L110 16.0 55.0 110 16.0 4 °
4EHL-D20.0L125 20.0 60.0 125 20.0 4 )

FEIR PRI ERe < B EE N I8 D3RS A )R - IEIR I RFSESE81E

i B@EXRTEER NOTE: @ means items in stock

68



ihill 4718= =BINAI1IEAT]
TUNGSTEN CARBIDE 4-FLUTE CORNER RADIUS H

.$ L >l

L

JA

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 IR B

@ Micro-Grain Tungsten Carbide
25T

REFEESHISEEME » JRAZHER -
WEERIVERZEET) - IIEERNhEZH -
Feature:

The R corner configuration is excellent for cutting high hardness materials

without edge collapse. Also, It's replacable for small radius ball end mill,
and permitting for corner cleaning and curving surface milling.

»
>

oD(h7)

<
I~

\

Py

S tHI
Heavy duty

BEfi/Unit : mm

JED IR L1 EAR ZRL R d T

Flute Dia. Length of Cut Nose R Overall Length Shank Diameter Flute Number
4EHCR-D3.0L50R02 3.0 8.0 0.2 50 6.0 4 [}
4EHCR-D3.0L50R05 3.0 8.0 0.5 50 6.0 4 °
4EHCR-D4.0L50R02 4.0 8.0 0.2 50 6.0 4 [}
4EHCR-D4.0L50R05 4.0 11.0 0.5 50 6.0 4 [}
4EHCR-D4.0L50R10 4.0 11.0 1.0 50 6.0 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 o
4EHCR-D5.0L50R10 5.0 13.0 1.0 50 6.0 4 [}
4EHCR-D6.0L50R03 6.0 13.0 0.3 50 6.0 4 o
4EHCR-D6.0L50R05 6.0 13.0 0.5 50 6.0 4 L
4EHCR-D6.0L50R10 6.0 13.0 1.0 50 6.0 4 ®
4EHCR-D8.0L60R03 8.0 19.0 0.3 60 8.0 4 )
4EHCR-D8.0L60R05 8.0 19.0 0.5 60 8.0 4 °
4EHCR-D8.0L60R10 8.0 19.0 1.0 60 8.0 4 )
4EHCR-D8.0L60R15 8.0 19.0 1.5 60 8.0 4 °
4EHCR-D8.0L60R20 8.0 19.0 2.0 60 8.0 4 )
4EHCR-D10.0L75R03 10.0 22.0 0.3 60 10.0 4 °
4EHCR-D10.0L75R05 10.0 22.0 0.5 75 10.0 4 )
4EHCR-D10.0L75R10 10.0 22.0 1.0 75 10.0 4 °
4EHCR-D10.0L75R15 10.0 22.0 1.5 75 10.0 4 )
4EHCR-D10.0L75R20 10.0 22.0 2.0 75 10.0 4 °
4EHCR-D10.0L75R30 10.0 22.0 3.0 75 10.0 4 )
4EHCR-D12.0L75R05 12.0 26.0 0.5 75 12.0 4 °
4EHCR-D12.0L75R10 12.0 26.0 1.0 75 12.0 4 )
4EHCR-D12.0L75R15 12.0 26.0 1.5 75 12.0 4 °
4EHCR-D12.0L75R20 12.0 26.0 2.0 75 12.0 4 )
4EHCR-D12.0L75R30 12.0 26.0 3.0 75 12.0 4 °
4EHCR-D16.0L80R10 16.0 35.0 1.0 80 16.0 4 °
4EHCR-D16.0L80R15 16.0 35.0 1.5 80 16.0 4 °
4EHCR-D16.0L80R20 16.0 35.0 2.0 80 16.0 4 °
4EHCR-D16.0L80R30 16.0 35.0 3.0 80 16.0 4 °
4EHCR-D20.0L100R10 20.0 40.0 1.0 100 20.0 4 °
4EHCR-D20.0L100R15 20.0 40.0 1.5 100 20.0 4 [}
4EHCR-D20.0L100R20 20.0 40.0 2.0 100 20.0 4 °
4EHCR-D20.0L100R30 20.0 40.0 3.0 100 20.0 4 °

BRI AIEE R I DS A TR - YIRS REESEH0E

i HEOBEXRTEER NOTE: @ means items in stock
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g5 AZTIHEAYLIEAT)

TUNGSTEN CARBIDE 4-FLUTE ROUGHIN
ot L :

v

d= 3 -0.005~-0.028

P~y
3<d= 6 -0.015~-0.038 =
6 <d=18 -0.020 ~-0.047 §
18 <d -0.020 ~ -0.053 =y
@ iBHmkIRIC IS8
@ Micro-Grain Tungsten Carbide
BEME :
kR ~ 2R - S - TH#H -
Applicable materials:
Carbon steel, mold steel, alloy steel,
tool steel, stainless steel, cast iron,
heat-treated steel, welded steel.
EEfiI/Unit : mm
JED R L1 AES:)= ERL g d VAL:
Flute Dia. Length of Cut ( Overall Length Shank Diameter Flute Number
4EQ-D6.0L50 6.0 13.0 0.5 50 6.0 4 [ )
4EQ-D8.0L60 8.0 20.0 0.5 60 8.0 4 ()
4EQ-D10.0L75 10.0 23.0 0.5 75 10.0 4 [
4EQ-D12.0L75 12.0 26.0 0.5 75 12.0 4 ()
4EQ-D14.0L80 14.0 28.0 0.5 80 14.0 4 [
4EQ-D16.0L80 16.0 32.0 0.6 80 16.0 4 o
4EQ-D18.0L100 18.0 35.0 0.6 100 18.0 4 [
4EQ-D20.0L105 20.0 40.0 0.6 105 20.0 4 [ )
4EQ-D22.0L105 22.0 45.0 0.6 105 22.0 4
4EQ-D25.0L120 25.0 50.0 0.6 120 25.0 4 [ )
HEOERTEER DRI RFFS B E0R

NOTE: @ means items in stock
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FIRIMERT ]
TUNGSTEN CARBIDE RE

BEME
—RREK - S - EAH - T - 30 58 - R -

Applicable material: L1 N

General steel,alloy steel, mold steel, stainless steel,

>

Lr

copper, aluminum, cast iron.

EE{i7:Unit: mm AZ H7

SRM478-D2.00 2.00 1" 50 2.0 4
SRM478-D2.10 2.10 15 60 3.0 4
SRM478-D2.20 2.20 15 60 3.0 4
SRM478-D2.30 2.30 15 60 3.0 4
SRM478-D2.40 240 15 60 3.0 4
SRM478-D2.50 2.50 15 60 3.0 4
SRM478-D2.60 2.60 15 60 3.0 4
SRM478-D2.70 2.70 15 60 3.0 4
SRM478-D2.80 2.80 15 60 3.0 4
SRM478-D2.90 2.90 15 60 3.0 4
SRM478-D3.00 3.00 15 60 3.0 4
SRM478-D3.10 3.10 16 65 4.0 4
SRM478-D3.20 3.20 16 65 4.0 4
SRM478-D3.30 3.30 16 65 4.0 4
SRM478-D3.40 3.40 18 70 4.0 4
SRM478-D3.50 3.50 18 70 4.0 4
SRM478-D3.60 3.60 18 70 4.0 4
SRM478-D3.70 3.70 18 70 4.0 4
SRM478-D3.80 3.80 20 75 4.0 4
SRM478-D3.90 3.90 20 75 4.0 4
SRM478-D4.00 4.00 20 75 4.0 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 4.70 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

I BE@ERTEE NOTE:@means items in stock
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FIRIMERT ]
TUNGSTEN CARBIDE RE

BEME :

—Rdikl - S5 BEH - A i 88 5 - 1

Applicable material: — | X
General steel,alloy steel, mold steel, stainless steel, —————— 4

2l

copper, aluminum, cast iron.

BEfi7:Unit: mm Z H7

SRM678-D5.40 5.40 26 95 6.0 6
SRM478-D5.50 5.50 26 95 6.0 6
SRM678-D5.60 5.60 26 95 6.0 6
SRM478-D5.70 5.70 26 95 6.0 6
SRM678-D5.80 5.80 26 95 6.0 6
SRM678-D5.90 5.90 26 95 6.0 6
SRM678-D6.00 6.00 26 95 6.0 6
SRM678-D6.10 6.10 28 100 8.0 6
SRM678-D6.20 6.20 28 100 8.0 6
SRM678-D6.30 6.30 28 100 8.0 6
SRM678-D6.40 6.40 28 100 8.0 6
SRM678-D6.50 6.50 28 100 8.0 6
SRM678-D6.60 6.60 28 100 8.0 6
SRM678-D6.70 6.70 28 100 8.0 6
SRM678-D6.80 6.80 31 110 8.0 6
SRM678-D6.90 6.90 31 110 8.0 6
SRM678-D7.00 7.00 31 110 8.0 6
SRM678-D7.10 7.10 31 110 8.0 6
SRM678-D7.20 7.20 31 110 8.0 6
SRM678-D7.30 7.30 31 110 8.0 6
SRM678-D7.40 7.40 31 110 8.0 6
SRM678-D7.50 7.50 31 110 8.0 6
SRM678-D7.60 7.60 31 110 8.0 6
SRM678-D7.70 7.70 31 110 8.0 6
SRM678-D7.80 7.80 31 110 8.0 6
SRM678-D7.90 7.90 31 110 8.0 6
SRM678-D8.00 8.00 31 110 8.0 6
SRM678-D8.10 8.10 33 17 10.0 6
SRM678-D8.20 8.20 33 17 10.0 6
SRM678-D8.30 8.30 33 17 10.0 6
SRM678-D8.40 8.40 33 117 10.0 6
SRM678-D8.50 8.50 33 17 10.0 6
SRM678-D8.60 8.60 36 125 10.0 6
SRM678-D8.70 8.70 36 125 10.0 6

S E@ERTEE NOTE:@means items in stock
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FihiEXT)

TUNGSTEN CARBIDE RE

BEEME :

—R%EER ~ A& BER - AR - 50 58 B - L
Applicable material: — |
General steel,alloy steel, mold steel, stainless steel, %}%

>

Lr

copper, aluminum, cast iron.

BSfi7:Unit: mm Z H7

SRM678-D8.80 8.80 36 125 10.0 6
SRM678-D8.90 8.90 36 125 10.0 6
SRM678-D9.00 9.00 36 125 10.0 6
SRM678-D9.10 9.10 36 125 10.0 6
SRM678-D9.20 9.20 36 125 10.0 6
SRM678-D9.30 9.30 36 125 10.0 6
SRM678-D9.40 9.40 36 125 10.0 6
SRM678-D9.50 9.50 36 125 10.0 6
SRM678-D9.60 9.60 38 130 10.0 6
SRM678-D9.70 9.70 38 130 10.0 6
SRM678-D9.80 9.80 38 130 10.0 6
SRM678-D9.90 9.90 38 130 10.0 6
SRM678-D10.00 10.00 38 130 10.0 6
SRM678-D10.10 10.10 38 130 12.0 6
SRM678-D10.20 10.20 38 130 12.0 6
SRM678-D10.30 10.30 38 130 12.0 6
SRM678-D10.40 10.40 38 130 12.0 6
SRM678-D10.50 10.50 38 130 12.0 6
SRM678-D10.60 10.60 38 130 12.0 6
SRM678-D10.70 10.70 42 142 12.0 6
SRM678-D10.80 10.80 42 142 12.0 6
SRM678-D10.90 10.90 42 142 12.0 6
SRM678-D11.00 11.00 42 142 12.0 6
SRM678-D11.10 11.10 42 142 12.0 6
SRM678-D11.20 11.20 42 142 12.0 6
SRM678-D11.30 11.30 42 142 12.0 6
SRM678-D11.40 11.40 42 142 12.0 6
SRM678-D11.50 11.50 42 142 12.0 6
SRM678-D11.60 11.60 42 142 12.0 6
SRM678-D11.70 11.70 42 142 12.0 6
SRM678-D11.80 11.80 42 142 12.0 6
SRM678-D11.90 11.90 45 151 12.0 6
SRM678-D12.00 12.00 45 151 12.0 6

S BE@ERTEER NOTE:@means items in stock
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Feih 270EKRBYTIE8) TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

@i BRI k1L 3541 BB (—ARM/CHERR) @Micro-Grain Tungsten carbide(For General Machining Center)

it R W &%l - TRl - 28\ - TR MREH SNEE BRI  MAES - BEGS
eI a5 TEE
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 4555 HRC 55 ~65 HRC

HARDNESS

YIt7)

E'T\l% WL\L 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

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
o e Pf Pf :

ﬁ;f%fﬂi - “ kay Ka=-~006R $EINTRS Ka=~02R - |"" kai Ka=~003R

T PI=~04R Coarse Cutting Pf=~0.5R [~ ="} Pf=~0.05R
Z5iE 2 ERBYTI 857 TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

@i BRI kL 547 B8 (S5&EM/CHER) @Micro-Grain Tungsten carbide(For High Speed Machining Center)

#ir7 - TSR - B axill  TEH  S8H - FEf WRIBH SR RN  MASE  BESE
REDHIA a2 TE\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS

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

HARDNESS

I#T)
E’T\% WL\L 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 | 5000~0000 | 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
R125 | 2000~4000 | 500~1100 | 1800~3500 | 300~750 | 1200~2500 | 250~500 | 350~700 100~250
bromm ) gy KaOOR - " gy K= 0O15R
—-—=]  Pf=~005R =] 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 NRIEH  MASE  BESE
#REDHIHE a2 TE\
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
I8t
E'?\l% 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
RAUIHIE
Max. Cutting Pt Ka=~0.1R NI Ka=~0.3R Ka=~0.05R Ka=~0.15R
- - L_-l-—{ Ka Pf=~03R Coarse Cutting Pf=~02R Pf=~0.15R Pf=~0.05R

E5i 370ERBUITEET)
@ AT S ER (R M/ C B )

BA7 - TSR I
&%l - TR#
$S41 S45C S50C SCM SNCM SK
SKS FC250 FCD

TUNGSTEN CARBIDE 3-FLUTE BALL END MILL

@Micro-Grain Tungsten carbide(For High Speed Machining Center)
HEREH  hEE AREHE  MASE  FESS

&&f - TEH  28H - THil

SCM SKD NAK101 SUS304

#REDRIA
WORKPIECE HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

HARDENED STEELS

i ~ 300 HB
HARDNESS
Vi)
RIE mm
END MILL
"radius" mm

30 ~ 45 HRC

45 ~55 HRC 55 ~65 HRC

rpm(min-1)

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

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
R5.0 | 5000-9000 | 1200~5400 | 4500~8000 | 900~3400 | 3500~6500 | 700~2700 | 900~2000 100~500
R60 | 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
R8.0 | 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
BATAE
Max. Cuting - Ka=~0.03R ot Ka=~0.015R
0.1 4xa PF=~005R _ . dka Pf=~0025R
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ESH 470ERB T EET)
@Bk L3I B (—MRM/CTERS)

TUNGSTEN CARBIDE 4-FLUTE BALL END MILL

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

B kRl B8 &l - TH - E8H - RHH MR - N5E RN MASE  FEGE
#REDHIAA a%E - TEMR
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
B - =
HARDNESS SOOEE 30 ~45HRC 45 ~55 HRC 55 ~65 HRC
7]
EF:\I% 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)
“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
AU P Ka=~0.1R I THs Ka=~03R Ka=~0.05R Ka=~0.15R
Max.Cutting | _ ! ., | 1Ka Pf=~03R Coarse Cutting Pf=~02R Pf=~0.15R Pf=~0.05R

ESHE 47JEK BT 855

#REIRIA
WORKPIECE

-3
HARDNESS
IIfE7)
RIE mm
END MILL
"radius" mm

@S HH LRI L3514 B (SEM/CER)

BA7 - TRSRIW I
E&il - TA#
SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

~ 300 HB

TUNGSTEN CARBIDE 4-FLUTE BALL END MILL

& - TEH  28H - ~Hi

SCM SKD NAK101 SUS304

30 ~ 45 HRC

rpm(min-1)

F(mm/min)

rpm(min-1)

F(mm/min)

HEEE  NEE

HEAT RESISTANT ALLOY STEELS
TITANIUM ALLOYS

45 ~55 HRC

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

2RI MASE  FESS

HARDENED STEELS

55 ~65 HRC

rpm(min-1)

F(mm/min)

rpm(min-1)

F(mm/min)

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
R5.0 | 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
R8.0 | 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
R12.5 | 2000~4000 | 500~2200 | 1800~3500 | 300~1500 | 1200~2500 | 250~1000 350~700 100~500
A . Ka=-003R o =~0.015R
_ --~!~-'-;--—i-Ka Pf=~0.05R _ __%!ﬁ_.;._.% kg Pf=~0025R
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iS58 27)178t/)

@S LS B (—RM/CER)

TUNGSTEN CARBIDE 2-FLUTE BALL END MILL

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

B - ERE - B el - TRH &85 - ARf R - NS5E ARIEH MASE  RESE
#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
VL))
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
BAUTHIE D=~3mmKa=~03D D =~3 mm Ka = ~0.02D
Max. Cutting D= 3mm~Ka=~0.5D D= 3 mm~Ka=~0.05D
Pal s
55 27017887 TUNGSTEN CARBIDE 2-FLUTE FLUTE END MILL

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

@S x| L 51 B (SEM/CER)

17 - TR = &% - TEH  R8H - AR ARIEH  NSE ARER MHSE  FESE

#EDHIM a2 TEHE

WORKPIECE SS41 845C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS

SKS FC250 FCD TITANIUM ALLOYS

H ARQ%EESS ~300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
7]
EFI{\I% 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)

“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

W Ka=~25D N Ka=~25D
o @A - W = ~0.05D @d ‘- W = ~0.025 D
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g5 370175t/
@Bk L3I B (—MRM/CTERS)

TUNGSTEN CARBIDE 3-FLUTE END MILL

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

B - ERE - mE - el - TEH &858 - A## MR - N5E AREH  MASE  BESE
HREDHIAA a%E - TEMR
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
e - =
HARDNESS 300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
7]
ET\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
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
D=~3mmKa=~03D D =~3 mm Ka =~0.02D
RAUHIE
Max. Cutting D= 3mm~Ka=~05D D= 3mm~Ka=~0.05D

E5H 37018t/
@ AT S5 B (BRI C B

TUNGSTEN CARBIDE 3-FLUTE END MILL
@Micro-Grain Tungsten carbide(For High Speed Machining Center)

" B R - 5 % - TRl S8 - THH BRIEM NS E ARIEH MASE FEGE
#REDRIHE a2 TE\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS

H A'.\EEESS ~300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
7D
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
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 W Ka=~25D
RALIHIE
Max. Cutting }/ﬁ Ka W =~0.05D Ka W =~0.025 D
!
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2TP

f5tn 27)F Bt/ TUNGSTEN CARBIDE TAPER 2-FLUTE END MILL
@B TR L 382 DR TT 3 )

@®Micro-Grain Tungsten carbide

B - ERE - B el - TRH &85 - ARf R - NS5E 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
B = =
HARDNESS SOOEE 30 ~45HRC 45 ~55 HRC 55 ~65 HRC
gsw

EF:\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
D1.0 14000~18000 70~100 8000~11000 40~70 7000~8500 30~50 3000~3500 12~23
D2.0 10000~14000 75~125 6000~8500 50~85 5000~6500 40~60 2300~2800 18~28
D3.0 8000~11000 80~145 4500~6500 50~90 4000~5500 50~70 1800~2500 20~35
D4.0 7000~10000 70~145 4000~7000 65~120 3200~4500 50~80 1600~2200 22~40
D5.0 3500~4000 70~125 1800~2500 45~80 1600~2000 35~65 700~900 15~25
D6.0 3000~3500 70~150 1700~2200 45~80 1400~1700 35~65 600~700 15~25
D8.0 2600~3200 70~150 1400~2000 45~80 1200~1500 35~65 500~600 15~25

w o
i Ka=~25D W=~0.02D
RAUHIE S 3
Max. Cutting & Ka Ka
Ka=~25D W=~0.01D

4TP

5y 4707157 TUNGSTEN CARBIDE TAPER 4-FLUTE FLUTE END MILL
@iBilmrk{L R4 DR EILEET) @®Micro-Grain Tungsten carbide

| #ii7 ~ TR - 155 a=il - TEH EEH 3R HRIEH  AEE WRIBH MASE BESSE
HREDEI ae - TE8
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS

BWE ~ 300 HB 30 ~ 45 HRC = ”
HARDNESS 45 ~55 HRC 55 ~65 HRC

YIgt7)

ERI,\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)
“radius" mm

D4.0 3000~3500 120~200 1700~2200 50~85 1400~1700 50~80 600~700 20~35
D5.0 2600~3200 120~200 1400~2000 70~125 1200~1500 60~100 500~600 25~40
D6.0 3500~4000 70~125 1800~2500 45~80 1600~2000 35~65 700~900 15~25
D8.0 3000~3500 120~200 1700~2200 50~55 1400~1700 50~80 600~700 20~35
D10.0 2600~3200 120~200 1400~2000 70~110 1200~1500 60~100 500~600 25~40

- Ka=~25D W=~0.02D

w
-
RAUIHIE Y
M:x. Cutting & Ka &Ka

Ka=~25D W=~0.01D

79



ESHE 47)178t/)

@SR LS B (—RM/CIER)

TUNGSTEN CARBIDE 4-FLUTE END MILL

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

#M - TRRE - &l - TEH 288 - AR AREH  NS5E NREH  MASE BESE
LRI a2 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
I#T)

E'?\% "\‘;l‘l"L‘L 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 150~360 3000~5000 80~200 2000~1800 35~120 1300~1800 30~100
D4.0 5000~7500 200~480 2700~4500 100~280 1500~1500 40~120 1100~1500 40~120
D5.0 4500~7000 250~600 2200~4000 120~320 1200~1300 50~120 1000~1300 50~140
D6.0 4000~6500 300~840 2000~3600 150~420 1000~1200 60~120 950~1200 60~160
D8.0 2800~5000 300~840 1400~3000 150~420 800~1000 60~120 700~900 60~160
D10.0 2200~4000 300~840 1000~2200 150~420 600~900 60~120 550~800 60~160
D12.0 2200~3000 300~570 900~1900 150~420 500~700 60~120 450~600 60~160
D16.0 1800~2500 250~520 850~1400 130~360 350~500 50~130 300~500 50~140
D18.0 1400~2200 220~520 700~1200 100~360 250~450 40~130 280~400 35~120
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

prome | - ! Ka=~0.25D Ka=~0.05D

Max. Cutting V—-{ _j';"‘:_‘:: Ka

ESHE 470178t/)

TUNGSTEN CARBIDE 4-FLUTE END MILL

@S HH LRI L3514 B (SEM/CER)

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

17 R = & - TEH  28H - ~Hi HEEE  NEE 2RI MASE  FESS

#REDRIHE a2 TE\

WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS

SKS FC250 FCD TITANIUM ALLOYS

H A'EEESS ~300 HB 30 ~ 45 HRC 45 ~55 HRC 55 ~65 HRC
YIdt7)
ET\I% %”L‘L 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 200~500 3000~5000 100~280 2000~2800 40~180 1000~1700 30~120
D4.0 5500~7500 300~640 2700~4500 160~360 1500~2200 50~180 900~1500 40~120
D5.0 5000~7000 300~900 2500~4000 160~480 1200~1900 60~240 600~1200 50~140
D6.0 4500~5500 400~900 2200~3600 200~600 1000~1600 80~240 500~1100 70~140
D8.0 3200~4500 400~900 1600~3000 200~600 800~1200 80~240 350~850 70~140
D10.0 2800~3600 400~840 1200~2500 200~600 600~980 80~240 300~700 70~140
D12.0 2200~3000 400~640 1100~1900 200~540 500~800 80~180 280~600 70~120
D16.0 1800~2500 300~600 800~1500 150~480 350~600 60~180 250~450 50~120
D18.0 1500~2200 280~600 700~1300 130~430 250~550 60~180 200~400 40~120
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 W Ka=~1.0D
Ver auting @4 s W =~0.05D @ ‘ W =~0.02D
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fRA R L #E 47032 55%5) TUNGSTEN CARBIDE 4-FLUTE HEAVY DUTY END MILL
@ Z AT SEM B (—IRM/CIER)

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

# ~ IkRill B &= - TAH =8H - NEH WRIBH SR HEIEH MASE BESS
#REDHIHE a2 TE\
WORKPIECE ~ SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
EE 2 -
HARDNESS 300 HB 30 ~45HRC 45 ~55 HRC 55 ~65 HRC
)
E'?\% 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)
"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
Ka =~0.5D D ! Ka = ~0.05 D
BALHIE Lo j
Max. Cutting A :T Ka
Z 1fr=i= 7L e -
fRA it L #E 47037 55%7) TUNGSTEN CARBIDE 4-FLUTE CORNER RADIUS HEAVY DUTY END MILL

@i BRI kL 547 BB (S5EM/CHER) @Micro-Grain Tungsten carbide(For High Speed Machining Center)

: BT - BRI E&il - TE#  E8H  ~#H PRI - NS ARER  MASE BESE
#REDRIE a2 TE\
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS

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

HARDNESS

YI§tT)

ET\% %"L‘L 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 8200~11000 700~1000 6500~7200 500~600 5400~6500 400~500 2800~3500 180~220
D4.0 6000~88000 800~1200 4800~5400 550~620 4000~5000 425~530 2100~2600 180~220
D5.0 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
D8.0 3000~4200 850~1500 2300~2800 580~700 2250~2800 460~570 1200~1500 160~200
D10.0 2400~3400 800~1250 1800~2350 550~650 1750~2200 440~550 960~1200 150~185
D12.0 2000~2800 800~1250 1500~2000 500~600 1600~2000 400~500 720~900 150~185
D16.0 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

W W

Ka=~15D Ka=~1.0D
BAHIE ‘
Max. Cutting }/ﬂ ks W =~0.02D }/j o W = ~0.05 D
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TR AL #E 42017847)

@SR LS B (—RXM/CER)

TUNGSTEN CARBIDE 4-FLUTE END MILL

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

wE #M - IR &l - TEHE &8 &l - TEH S8 EIN=F3
DB el - TR
WORKPIECE FC250 FCD SS41 S45C S50C SCM SCM SKD NAK55 NAK101 SUS316 SKD SUS304 HEAT RESISTANT ALLOY STEELS
SNCM SK SKS TITANIUM ALLOYS
B = =
HARDNESS 300 HB 300 HB 30 ~40 HRC 38 ~45 HRC 45 ~55 HRC
7]

EF:\I% W_]L 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

F—— e ! Ka=~0.75D Ka=~05D

Max. Cutting - ! J_

AR i L8 420325t
@ BHHKI LB E (R CIER)

TUNGSTEN CARBIDE 4-FLUTE END MILL
@Micro-Grain Tungsten carbide(For High Speed Machining Center)

wE #M - IR &l - TEHE - S8 &l - TEHE S8 EIN=F3
DB el - TR
WORKPIECE FC250 FCD SS41 S45C S50C SCM SCM SKD NAK55 NAK101 SUS316 SKD SUS304 HEAT RESISTANT ALLOY STEELS
SNCM SK SKS TITANIUM ALLOYS
H AgﬁESS ~ 300 HB ~ 300 HB 30 ~40 HRC 38 ~45 HRC 45 ~55 HRC
VL))

EF:I% W.]L 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

EAIE TW Ka=~15D TW Ka=~15D

Max. Cutting @A Ka W=~04D @A Ka W=~03D
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ity 627J8&87)1L#t7]

BT - TSR 5N
S&il - TH#
SS41 S45C S50C SCM SNCM SK
SKS FC250 FCD

#REDRIE
WORKPIECE

il ~ 300 HB
HARDNESS
I#%T)
RIE mm
END MILL
“radius" mm

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

@Sl IR LS B (—RM/CIER)

TUNGSTEN CARBIDE 6-FLUTE & 8-FLUTE END MILL

@Micro-Grain Tungsten carbide(For General Machining Center)
B2 - TEH - 5818 - FHH HREH - aE HEREHR WHESE  RESS

SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

HARDENED STEELS

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 | 300~740 | 3000~4500 | 300~660 | 1200~2500 | 150~330 | 1000~1400 100~270
D80 | 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
D160 | 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
D250 | 900~1500 180~500 700~1100 | 240~640 350~600 | 120~240 220~350 40~110

S ?.D,_i ! Ka =~0.10 D Ka = ~0.025 D
Max. Cutting : ¥ 2T Ka
D s
#5ity 67J&87J1L5%.) TUNGSTEN CARBIDE 6-FLUTE & 8-FLUTE END MIL

BT - BRI
E&ill - TR#
$S41 S45C S50C SCM SNCM SK
SKS FC250 FCD

#REDRIA
WORKPIECE

R ~ 300 HB
HARDNESS
Ii%7)
R mm
END MILL
“radius" mm

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

@SR L 51 B (SEM/CER)

@Micro-Grain Tungsten carbide(For High Speed Machining Center)
HEEH  hEE AREH  MASE  FESS

& - TEH  28H  THH

SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

HARDENED STEELS

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)

D6.0 | 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
D160 | 1500~2300 | 400~800 | 1100~1600 | 350~550 | 500~900 | 150~280 350~550 70-170
D200 | 1100~1800 | 420~820 900~1300 | 300~600 | 450-800 | 144~270 280~450 70-165
D250 | 900~1500 | 300~660 7001100 | 240~600 | 350~600 | 120~200 220~350 45~110

W Ka=~1.0D it Ka=~1.0D

BAUNIE ‘ _ ‘ _

Max, Cuting }Z' Ka W = ~0.025 D }/ﬁ ca W =~0.01D
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f5Hy 2R8I 4. TUNGSTEN CARBIDE 2-FLUTE ALUMINUM BALL END MILL
@ B L SR S (— AR/ E )

IR 8 mas #as fias
WORKPIECE Aluminum Aluminum Alloy Aluminum Alloy Copper Alloy

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

1070 4032 6061 C1100

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)
“radius" mm

R1.0 23000~25000( 1600~2300 1800~2200 130~200 5000~18000 800~1300 23000~25000 1100~1700
R2.0 11000~13000 1600~2300 900~1100 130~200 7000~10000 500~1100 11000~13000 1100~1700
R2.5 9000~11000 1600~2300 700~900 130~200 6000~7000 400~900 9000~11000 1100~1700
R3.0 7500~8500 1400~2000 600~800 130~180 5000~6000 400~900 7500~8500 1200~1800
R4.0 5500~6500 1400~2000 450~600 130~180 3500~4500 400~900 5500~6500 1100~1700
R5.0 4500~6000 1200~1850 350~450 100~160 2800~3500 300~680 4500~6000 1100~1500
R6.0 3500~4500 1000~1600 300~400 100~160 2200~2800 300~680 3500~4500 1100~1400

BALME Ka=~0.2D Pi_

Max. Cutting Pf=~04.R - |‘_1 _E Ka

A ' p— .

#5i 270 ER BT #) TUNGSTEN CARBIDE 2-FLUTE ALUMINUM BALL END MILL

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

@S ALl LE51 B (F5EM/CER)

IR 8 Bas Bas wEs
WORKPIECE Aluminum Aluminum Alloy Aluminum Alloy Copper Alloy

1070 4032 6061 C1100

YIEt7)
E’T\I% QITL rpm(min-1) F(mm/min) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min)
"radius" mm

R1.0 46000~50000| 3200~4500 3200~4800 280~410 | 30000~36000 [ 1600~2400 | 46000~50000 | 2200~3400
R2.0 22000~26000 | 3200~4500 1800~2400 280~410 | 14000~20000 [ 1000~2000 | 22000~26000 | 2200~3400
R2.5 18000~22000 | 3600~5000 1400~1800 280~410 | 12000~14000 [ 800~1600 | 18000~22000 | 2200~3400
R3.0 15000~17000 | 2800~4100 1200~1600 280~410 | 10000~12000 [ 800~1600 | 15000~17000 | 2400~3700
R4.0 11000~13000 | 2800~4100 900~1200 280~410 7000~9000 800~1600 | 11000~13000 | 2400~3500
R5.0 9000~12000 | 2400~3600 700~900 200~320 5600~700 600~1200 9000~12000 2200~3000

R6.0 | 70000~9000 | 2000~3200 600~800 200~320 | 4400~5000 | 600~1200 | 7000~9000 2200~2800
BAUIHIE Ka = ~0.1D Pf
Max. Cutting

=~ - K
W=~02R o 'ﬁ:‘f’l'_t a
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ITRAA M FT iR EE 270118587 TUNGSTEN CARBIDE 2-FLUTE ALUMINUM END MILL

@Bk I8 E @Micro-Grain Tungsten carbide
QiS5 TN T ERH(—iM/CER) @Ideal for Aluminum Alloy Machining(For General Machining Center)
. i 17 R & - TEH =8H B&i - TEH - R8H 7Yk
DI a8 TER HEAT RESISTANT

WORKPIECE FC250 FCD SS41 845C S50C SCM SCM SKD NAK55 NAK101 SUS316 SKD SUS304 ALLOY STEELS
SNCM SK SKS TITANIUM ALLOYS

1070 SiZR(4032) MgR(5052) Zn-MgR(7075) C1100

YIgt7)

Eﬁg WEL 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

UM r'D*-i ! Ka=~1.0D
Max. Cutting - [
FE#HH 27)17i% 7] TUNGSTEN CARBIDE 2-FLUTE ALUMINUM END MILL
Q@i BN IHHE @Micro-Grain Tungsten carbide
@iz S E N TEHH(SEM/CER @Ideal for Aluminum Alloy Machining(For High Speed Machining Center)

— bt ] #h1 ~ ikRifd &xiff - TE#E =858 & - TE#H =850 FIN=F
HREHI &2 T8 HEAT RESISTANT

WORKPIECE FC250 FCD 8§841 S45C S50C SCM SCM SKD NAK55 NAK101 SUS316 SKD SUS304 ALLOY STEELS
SNCM SK SKS TITANIUM ALLOYS

1070 SiZR(4032) Mg (5052) Zn-MgR(7075) C1100

Vi)
ET\% nMTL 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 [1700~2200 | 2500~3000 | 120~220 [12000~15000 | 600~1000 | 25000~29000 | 1000~1350 [ 12000~15000 [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

Ka =~1.5D
RAUHEIE
Masx. Cutting @ Ka W=~0.1D
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3ET

AR FE T MICRO GRAIN TUNGSTEN CARBIDE
3T RS TR T) 3-FLUTE SINUS EDGE ROUGHING END MILLS
@B i #5370 R R AR 55 ) (—HM/CIERT) @Micro-Grain Tungsten carbide(For General Machining Center)
#itg ~ iR e TEf IR - NEE ARIEH MASE BRESE
WIDA #% - a2 TAME L RES T
WORKPIECE = SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS
ARDNESS FSO0EE 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC
I8#7)
EF:\% WL\L 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
Max. Cutting
AT a1 MICRO GRAIN TUNGSTEN CARBIDE
3T AR TIEET] 3-FLUTE SINUS EDGE ROUGHING END MILLS

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

@Sl iR L 35370 RAEER Y LEE /) (FEM/CIER)

o #r ~ iRRE a8 - TE - RERIEH N5 ARIEH  MHSE  BESE
RIDAIM #2280 TAE BEH « TR
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 SO 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC
l‘:LﬁD
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 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
it Ka=~1.5D it Ka=~1.5D
RALHIE
Max. Cutting }/ﬁ Ka W =~0.3D }/ﬁ Ka W =~0.15D
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3ETL

HRH IS A MICRO GRAIN TUNGSTEN CARBIDE
3TRE ETR A TTEET) 3-FLUTE SINUS EDGE LONG FLUTE ROUGHING END MILLS

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

@&k ER37DRR RDE AERTLH)(—RRMICER)

" A7 ~ TR S - TEH - MR - NS5 REREH  MASE  FEGE
RIDAI 2 5o@ LAE CEENES T
WORKPIECE = SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS
H AFEEEESS ~ 300 HB 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC
7D
ET\% nMWITL 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 3500~5000 300~570 2200~3000 150~430 1400~2200 150~280 600~950 40~100
D8.0 2500~3600 220~570 1900~2200 120~360 1000~1700 100~230 450~700 40~80
D10.0 2000~2800 180~570 1500~2000 120~340 800~1400 100~230 320~550 35~75
D12.0 1600~2300 150~570 1200~1700 120~340 700~1100 100~230 280~480 35~75
D14.0 1300~2000 150~570 1000~1400 100~300 600~1000 90~200 200~400 25~75
D16.0 1200~1800 150~630 900~1200 100~300 550~850 90~200 180~350 25~75
D18.0 1000~1500 150~630 800~1100 100~300 450~800 90~200 160~320 25~75
D20.0 900~1400 150~630 700~1000 100~300 400~650 90~200 130~280 25~75
EALIYIE Ka=~05D Ka=~0.2D
Max. Cutting
R L MICRO GRAIN TUNGSTEN CARBIDE
TR ER MESETIEET) 3-FLUTE SINUS EDGE COARSE END MILLS
@il IEITRE B8 *ﬂﬁﬁﬁﬂ(%ﬁM/Cﬁfﬁ) @Micro-Grain Tungsten carbide(For High Speed Machining Center)

— B R A= - TE# - MR N5 RERIEH MASE RESE
WIEIH B ooW LAE B8 - Tl
WORKPIECE = SS41 S45C S50C SCM SNCM SK SKS SCM SKD NAK55 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
FC250 FCD NAK 101 SUS304 TITANIUM ALLOYS
HAREEEESS SEbE 30 ~45 HRC 30 ~45 HRC 55 ~65 HRC
II#E7)
Eﬁ% FIGITL 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 3800~5000 360~800 2200~3000 200~450 1500~2200 150~340 600~950 60~135
D8.0 2700~3600 280~800 1900~2200 200~400 1100~1700 120~280 500~700 50~100
D10.0 2200~2800 220~690 1500~2000 200~360 900~1400 120~280 380~550 50~100
D12.0 1800~2300 220~690 1200~1700 180~360 700~1100 120~250 300~480 45~100
D14.0 1500~2000 200~690 1000~1400 180~360 600~1000 100~250 270~400 45~100
D16.0 1300~1800 200~800 900~1200 180~360 550~850 100~250 250~350 45~100
D18.0 1100~1500 200~750 800~1100 180~320 500~800 100~250 220~320 45~100
D20.0 1000~1400 200~690 700~1000 180~320 450~650 100~250 190~280 45~100
w Ka=~1.5D N Ka=~15D
RALIHIE
Max. Cutting }/ﬁ Ka W =~0.25D }/ﬁ Ka W=~0.1D
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3ETAL

R E VR o] MICRO GRAIN TUNGSEN CARBIDE
370 REaFEIL#47] 3-FLUTE SINUS EDGE ALUMINUM ROUGHING END MILLS
O (—Hi%M/CfER) @(For General Machining Center)

2 20 & 20 & 20 D <
WO 0 88 BE=E BE=E mEE EiT=)
WORKPIECE ALUMINUM ALUMINUM ALLOY ALUMINUM ALLOY ALUMINUM ALLOY COPPER ALLOY

1070 Si%R(4032) Mg (5052) ZZR(7075) C1100

hvE: )

ER"\% mlTL rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rpm(min-1) F(mm/min) rom(min-1) F(mm/min) rpm(min-1) F(mm/min)

"radius" mm

D3.0 |28000~35000| 700~1300 | 2500~3000 |120~240 [12000~15000| 360~680 [25000~29000|600~1100 |12000~15000 [ 400~1200
D4.0  |22000~26000 | 800~1600 [ 1800~2200 |120~240 | 9000~12000 | 350~840 |18000~22000 [700~1200 | 9000~12000 | 500~1200
D5.0 17000~21000 | 800~1600 | 1500~1800 |120~240( 7000~9500 | 350~840 [15000~17500|700~1200| 7000~9500 |500~1300
D6.0 15000~17500 |1000~1900 | 1200~1600 |160~320 | 6000~8000 | 350~840 [12500~15000|700~1200| 6000~8000 |500~1300
D8.0 11000~13000 (1000~1900| 900~1200 [160~320| 4000~6000 | 300~840 | 9000~11000 {700~1200| 4000~6000 |[500~1300
D10.0 | 9000~11000 |1000~1900( 700~1000 |150~300| 3500~5000 | 300~840 | 7000~9000 [700~1200| 3500~5000 |500~1200
D12.0 | 7000~9000 |1000~1900( 600~800 |120~280| 3000~4500 | 300~840 | 6000~7000 |[700~1200| 3000~4500 |500~1200
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

BAUHIZE Ka=~1.0D

Max. Cutting

twAA R e 1E 5 MICRO GRAIN TUNGSEN CARBIDE

370K Rt L4 3-FLUTE SINUS EDGE ALUMINUM ROUGHING END MILLS
O (SiEM/CIER) @(For High Speed Machining Center)

P it 58 BEE BEE BEE a s

WORKPIECE ALUMINUM ALUMINUM ALLOY ALUMINUM ALLOY ALUMINUM ALLOY COPPER ALLOY

1070 SiFR(4032) Mg (5052) ZZA(7075) C1100

II$t7)

E'T\% nMTL 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 |1700~2650| 2500~3000 |120~260 [12000~15000 | 600~1200 [ 25000~29000 |1000~1650 [12000~15000 | 400~1650
D4.0  |22000~26000 |1700~2650 [ 1800~2200 |120~260 | 9000~12000 |400~1200 |18000~22000 | 800~1350 | 9000~12000 |500~1350
D5.0 17000~21000 |1500~2650 [ 1500~1800 |120~260 | 7000~9500 |400~1200 |15000~17500 | 800~1350 | 7000~9500 |(500~1350
D6.0 15000~17500 |1900~3200 | 1200~1600 |160~380 | 6000~8000 |500~1350 [12500~15000 | 800~1350 | 6000~8000 |700~1650
D8.0 11000~13000 [1900~3200| 900~1200 [160~380| 4000~6000 [400~1200| 9000~11000 | 800~1350 | 4000~6000 [700~1650
D10.0 | 9000~11000 |1900~3200( 700~1000 |150~320| 3500~5000 |400~1200| 7000~9000 | 800~1350 | 3500~5000 |[600~1650
D12.0 | 7000~9000 |1600~2650( 600~800 |120~300| 3000~4500 |400~1200| 6000~7000 | 800~1350 | 3000~4500 |[600~1350
D16.0 5000~7000 [1600~2650| 450~600 [100~240( 2200~3500 |400~1200| 4000~6000 | 700~1650 [ 2200~3500 |600~1350
D20.0 | 4000~5500 |1600~2650( 350~500 |100~240| 1800~2200 |400~1200| 3200~4500 | 700~1650 | 1800~2200 |600~1350

X Ka=~15D
Max. Cutting I/i Ka W=~0.15D
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iS5 Bl= 27017 8t/)
@Bk L 311 B (—MRM/CTERS)

TUNGSTEN CARBIDE 2-FLUTE
CORNER RADIUS NOSE END MILL

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

#M - TR - a&il - TEHE 288 - N#E AREH  NS5E NRIEH  MASE  BESE
WEDHI a8 TER
WORKPIECE SS41 S45C S50C SCM SNCM SK SCM SKD NAK101 SUS304 HEAT RESISTANT ALLOY STEELS HARDENED STEELS
SKS FC250 FCD TITANIUM ALLOYS
EE = =
HARDNESS 300 HB 30 ~45HRC 45 ~55 HRC 55 ~65 HRC
7]
E'?\% 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)
“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 :
BRI D =~3mm Ka =~0.3D = i D =~3mm Ka=~0.02 D
Max. Cutting D = 3mm ~Ka =~0.5D e
2 = —_ TUNGSTEN CARBIDE 2-FLUTE
ity BE 27)1#%7)

@SR LK1 B (SEM/CER)

BT - TSR I
E&il - TR#
SS41 $45C S50C SCM SNCM SK
SKS FC250 FCD

DI G&f - TEH  R8H - THi

WORKPIECE SCM SKD NAK101 SUS304

i ~ 300 HB
HARDNESS

IIfE7)

RIE mm
END MILL
“radius" mm

30 ~ 45 HRC

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

rpm(min-1)

HEEE  NEE

HEAT RESISTANT ALLOY STEELS

TITANIUM ALLOYS

45 ~55 HRC

rpm(min-1)

F(mm/min)

CORNER RADIUS END MILL
@Micro-Grain Tungsten carbide(For High Speed Machining Center)

AREH  MASE  FESS

HARDENED STEELS

55 ~65 HRC

rpm(min-1)

F(mm/min)

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 W Ka=~25D
BALIHIE ‘ ‘
Max. Cutting @A Ka W =~0.05D % Ka W =~0.025 D
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2E27 E5 47175 TUNGSTEN CARBIDE 4-FLUTE
Hati W& 47111587 CORNER RADIUS END MILL
@BHEHKITL S+ B (—REM/CTEFR)

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

#H - TR - B A%l TEH 5858 WRIEH - e - T WRIEH  AE® FIN=E
REDEIA S2MW - 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

#E ~300 HB 30 ~35HRC 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC

HARDNESS

hvE: )
ER"\% 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 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

D |

— Ka=~0.25D b g Ka=~0.1D
Max. Cutting ! b _l_
7210 E& 4718 T] TUNGSTEN CARBIDE 4-FLUTE

N CORNER RADIUS END MILL
@B R kL 54 BB (S5EM/CHER) @Micro-Grain Tungsten carbide(For High Speed Machining Center)
. B Rl 58 &% - TEH =8H AREH  INEE - AN HEEE  NEE 7N=F-3
#REDHEIHE &a#E - TEH
WORKPIECE ~ SS41S45C S50C SCMSNCM ~ SCM SKD NAKS5 NAK101 ~ SUS304 SUS316 T-6Al-4V  HEAT RESISTANTALLOY  HEAT RESISTANT ALLOY STEELS
SK SKS FC250 FCD STEELS TITANIUM ALLOYS TITANIUM ALLOYS

BE ~ 300 HB 30 ~35HRC 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC

HARDNESS

hvE: )
E'T\I% 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) 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

BAUIHIE A Ka=~15D Ka=~15D it Ka=~1.0D
Max. Cutting }/2 Ka W=~0.2D W=-~0.1D Vﬂ s W =~0.05D
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2 4 SHITTZ TUNGSTEN CARBIDE 4-FLUTE
il 47) =215/ POCKET TYPE END MILL
@ik L i1 B (—RM/CEER)

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

#M - TRl B A% TE#H  E8H BRI  SNE= - T HRER 5 HEE
WEDHI S RN=L
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

B ~300 HB 30 ~35HRC 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC

HARDNESS

YI§t7)

ET\% 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 75~120
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

Do ! Ka=~0.5D Do ! Ka=~0.1D
BAUIHIE i i
Max. Cutlting L g —:# Ka ! - _:rl Ka
FEfH 4 7)C15SFITTEET) TUNGSTEN CARBIDE 4-FLUTE

. POCKET TYPE END MILL
@i BRI k1L 547 B8 (S5EM/CHER) @Micro-Grain Tungsten carbide(For High Speed Machining Center)
. 7 Rl - Sl Gl - TEH - K8# AREH  NSE - N BRI NSE EIN=F:
#REDHIS a2 TER

WORKPIECE = SS41 S45C S50C SCM SNCM SCM SKD NAK55 NAK101 SUS304 SUS316 Ti-6AI-4V HEAT RESISTANT ALLOY HEAT RESISTANT ALLOY STEELS
SK SKS FC250 FCD STEELS TITANIUM ALLOYS TITANIUM ALLOYS

S ~300HB 30 ~ 35 HRC 35 ~45HRC 45 ~ 50 HRC 45 ~55 HRC

HARDNESS

YI§t7)

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) 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

BAUNIE Ka=~15D Ka = ~15D Ka=~10D
Max. Cutting }/ﬂ I W=~02D W=~01D }/ﬁ s W =~0.05D
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Ei5H 47JAR #IEIZHET)

@SRRI LS B (—RM/CER)

TUNGSTEN CARBIDE 4-FLUTE

INTERNAL CHAMFERING END MILL

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

HERIEH  NEE

7 IRl S &l - TEH  B8H HERIER  NE5E  AHH
REDEIRE S2 - TEE
WORKPIECE SS41 845C S50C SCM SNCM SCM SKD NAK55 NAK101 SUS304 SUS316 Ti-6Al-4V HEAT RESISTANT ALLOY STEELS
SK SKS FC250 FCD TITANIUM ALLOYS
HAR%%ESS PEO0EE 30~35HRC 35 ~45HRC 45~ 50 HRC
7857
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 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
e | Ka=~0.5D Ka=~0.1D
BALTHIE e - a=-~u a=-~u.
Max. Cutting }7-4 /"1 "" Ka

92




IBEET\TIEAT]

oD ‘
g
J
|
|
|
|
|
gah7

RUSEIRAS & R ¥ 7 BARDR U3 R =F
EDP NO. Dia DIMENSION(mm) No.of teeth Insert Screw Wrench
JRWEM1012-1T10 10 12 80 1
JRWEM1212-1T10 12 12 80 1
JRWEM1416-1T10 14 16 80 1 APMT 1035
CS2565 T-8

JRWEM1616-2T10 16 16 20 2 @
JRWEM1816-2T10 18 16 90 2
JRWEM2020-4T10 20 20 110 4
JRWEM2525-4T10 25 25 120 4
JRWEM2525-4T16 25 25 120 2

APMT 1605
JRWEM3232-3T16 32 32 120 3 ©S4010 T-15
JRWEM4032-4T16 40 32 125 4 @
JRWEM5032-5T16 50 32 125 5
FAHEY (Long shak type)
JRWEM2525-2T16-160 | 25 25 160 2

APMT 1605
JRWEM3232-3T16-180 32 32 180 3 @ CS4010 T-15
JRWEM4032-4T16-200 | 40 32 200 4
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90° UmEnJ]

RUZEIEE 7 1= R 3 Dimension(mm) 7 & BRI 12 %
EDP NO. Dia d L1 L2 No.of teeth Insert Screw
JMC1616-11-2T 16 16 120 30 2
JMC1816-11-2T 18 16 120 30 2
JMC2020-11-3T 20 20 120 30 3
JMC2120-3T11 21 20 120 30 3
JMC2220-3T11 22 20 120 30 3
JMC2420-3T11 24 20 120 30 3 BDMT11T3
JMC2525-3T11 25 25 120 40 3 BDGTHTS | 204 1
JMC2625-3T11 26 25 120 40 3
JMC3025-4T11 30 25 130 40 4
JMC3232-4T11 32 32 130 40 4
JMC3432-5T11 34 32 130 40 5
JMC4032-5T11 40 32 150 50 5
JMC2525-2T17 25 25 120 40 2
JMC3232-3T17 32 32 130 40 3 SBZ'EZSX M&07 e
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ST\ IEAT )

BUSRIRIG
EDP NO.

JRWEMS0F-5T 16

7 g
Dia

50

DIMENSION(mm)

254

40

&
No.of teeth

JRWEMG63F-6T16

63

254

40

BRI B i

Insert Screw Wrench

CS4010

APMT 1605

oy

90° RxZZFmEAT]

BUSRARI
EDP NO.

Dia

d

H

R ¥ Dimension(mm)

JMC50-6T11

JMC63-7T11 63 254 50
JMC80-7T11 80 254 50
JMC100-9T11 100 31.75 50

10

7 &
No.of teeth

BRIR o #h R F

Insert Screw Wrench

BDMT11T3

M2.5x0.45
BDGT11T3
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ISSETIHEAYLEAT )

THROW-AWAY TYPE COARSE CUTTING |
]

RY DIMENSION(mm)

Barit nE ? " Ik} EEE % 4
EDP NO. Dia Shank Flute Overall No.of teeth Insert Screw
Diamete Length Length
EM90AP10-D20 20 20 25 120 6
H 25 25 35 130 8
EMS0AP10-D2 APMT 1035 CS2565 T-8
EM90AP10-D32 32 32 44 140 15
EM90AP10-D40 40 32 53 150 21
o 40 42 49 150 8
EMS0AP16-D0 APMT 1605 CS3590 T-15
EM90AP16-D50 50 42 61 165 10

ISSET\ 61 18R] )

I} 3

-

RY DIMENSION(mm)

RISRIRG n@ D 2 ] ok ERTH 12 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

DM90AP10-D26 26 25 25 140 4 CS2565 T-8

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 115

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 SiEiRsSEARTSIE

PVD Hard Coating Propertie

—_
=

BR1TE FREe BEREE BREE BERH E%EE HEEE

Symbol  Nanohard- Thickness  Friction Max usage Coating
- e !
ERT color  ness[GPa] [#m]  coifficient Temp[C] Temp[C]
S TN | e 24 17 0.55 500 250-400
Gold
m | SWCHA | e 32 1-4 0.3 400 400
N TiCN Grey
&
ﬂg 188 CrN SRINES 18 1-7 0.4 700 200-400
o | Metal-silver '
59
3 @
S |mme : -
a SERDLC| oo 20 1-3 0.15 400 150-250
(@]
> . BRI
3 TAKN | B raundy 30 1-4 0.4 800 450 1
S-Fire )
-violet
. BB
AITIN 38 1-4 0.6 900 450
Black
: =HLE
Super TN | 501 28 1-3 0.4 500 350 1
e =
¥ TIX EG%? 45 15 0.45 800 450 1
]
[=]
& NEIRS SREE 22 1-3 0.3 800 450 1
s Cerkor m Silver
=
=z
S AITIN R 38 1-4 0.3 900 450
g H Black '
=
St BE
%, nACo \%@ EB| 45 1-4 0.45 1200 400t
= iolet-Blue
(@]
2 e
= nACRo 42 1-7 0.35 1100 400t
Q@ Grey
nACVic |NE-EE
(Hard DLC) |Grey-Black| ~ +2 -7 02 LS
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A I =T

TUNGSTEN CARBIDE MATELIAL PROPE

Konrad Carbide

TR TR 2t

; fEaAN T
o i BE ®mE Porosity R oz
RIS Hardness Wi o
. ISO 4505 =
Manetic Coercive Transverse
: field rupture
Tungsten WC% Co% 2560 HRA HV.30 Sa}‘u;agon strength  strength A\éi:ge Classification
Guade : . 3 HC, ISO 3327
Cr,C,+VC [glem’] ISO ISO [ /xlgn IS0 3326 INfmm?] B C Size 1SO 513
3738 3738 [kA/m]
KFK20F [905| 8 1,5 14,6 92,2 1710 15 23 3200 |=02]| 00 | 00 | 0.7 xm |K10-K30
KF K40 UF | 89,5 [ 10 0,5 14,5 91,7 1610 16 21 3600 |=02| 00 | 00 |0.65xm |K30-K40
KF K44 UF | 86,7 | 12 1,3 14,1 92,1 1680 19 26 3800 |=02| 00 | 00 | 0.5x«m |K40-K50
KFK55SF | 898 [ 9 1,2 14,3 93,2 2000 14 39 4000 (=02| 00 (00 | 0.2x«m -
KF G 20 87 | 11,5 1,5 14,2 89,1 1300 21 12 2500 (=02| 00 (00| 3um -
0.6 «m
WF 25 88 | 12~1 1,5 14,2 92,2 1300 21 12 2500 (=02| 00 [ 00 | 0.4 «m -
0.7 xm
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ROZERE

B :um

Tolerance

BE 45  H7  H8

s
Diameter
. +4 +10 |+14 [+40 [+06 [+12 |0 0 0 0 0 14
3EAF 0 0 0 0 +2 +2 -4 6 10| -14| 40| 28
+5 +12 |+18  |+48 [+09 [+16 |0 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 0 25
6~10 0 0 0 0 +6 +6 6 9 15 22| 58] 47
+8 +18 |+27 |+70 |[+15 [+25 |0 0 0 0 0 32
10~18 0 0 0 0 +7 +7 8 11| 18] 271 70| -59
+9 +21  [+33 |+84 |+17 |[+29 |0 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 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 0 -60
50~80 0 0 0 o +11| +m| 3] 19| 30| -46| -120| -106
+15 |+35 |+54 |+140 [|+28 |+48 |0 0 0 0 0 72
80~100 0 0 0 of +13| +13] 15| 22| 35| -54| -140| -126
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PROBLEM
In accurate of hole center
CORRECTION

+» Check machine spindle, chuck and work piece clamping
stability

* Increase rigidity of drill, machine, work piece and clamping

+ Check and adjust alignment of lathe and drill

» While machining, check accuracy of the centre and axe center

PROBLEM
Unperpendicular hole
CORRECTION

* Regrind and check precision after regrinding

* Increase accuracy of center hole.

» Choose a proper drills according to drilling depth
» The work piece must be horizontal or pre-drilled.

PROBLEM
High vibration sounds
CORRECTION

» Regrind and adjust the drill to increase the lake angle
* Increase rigidity of drill

PROBLEM
Scraps rolled around the drill

CORRECTION

» Choose proper drill and adjust cutting way or conditions

PROBLEM
Wear-out on one side

CORRECTION

» Check and adjust alignment of lathe and drill
« Set the chuck carefully and decrease the run-out.
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TROUBLE SHOOTING FOR SOLID CARBIDE DRILL

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
Dirill 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 break 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 cuﬁln? 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.
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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.
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=}=T\ FORMULAE

@ RoiEiaENE—JJMERE
@ FEED RATE PER FLUTE

fz = F— fzB—IRERE[mm/Z]]  fz:Feed rate per flute (mm/flute)
ZxN F:IREERE[mm/min] F:Machine feed rate (mm/min)
Z.JJETIE Z:Cutter flute numbers
N: &R E[r.p.m] N:Spindle speed (r.p.m)
o POWER REQUIRED
Pay = KsxQ _ KsxWXxFxd
6120 x 7 6120000 x n PKW:FETEEENI[KW] PKW:Feed rate per flute
PHP:ETZEEI/I(FB/I)HP]  Power required(KW)
= Ks xWxfzxZxNxd W:EIBE[mm] PHP:Horsepower require (HP)
6120000 x 7 F:IREERE[mm/min] F:Machine feed rate (mm/min)
fz: EfGE[mm/rev] fz:Feed rate (mm/res)
6120 a1 PELEE | Z:Tool flute numbers
PHP =—— x PKW d: B0 [mm] N:Spindle speed (r.p.m)
4500 Ks:EEEDEIE iB[kgf/mm?]  d:Cutting depth(mm)
7 B (0.7~0.8) Ks:Specific cutting resistant value
(kgf/mm?)
7 : Machine efficiency (0.7~0.8)
ksEViELER{E
APPROX KS VALUE
B #f Soft Steel 190
3R Medium Carbon Steel 210
=i High Carbon Steel 240
{ES =8 Low Alloy Steel 190
=S85 High Alloy Steel 245
#&  # Castlron 93
%88 Forging Cast Iron 120
S il=4 Brass . Copper 70

@ tIEHLE
@ CHIP REMOVAL RATE

Q:tIBHEHE[cm®/min] Q:Chip removal rate (cm*min)

V- BERE [m/min] V:Cutting speed (m/min)
Q=VxFxd=VxfzxZxd F:IREEHRE[mm/min] F:Machine feed rate (mm/min)

fz:B—JHUEFGEmm/7]] fz:Feed rate per flute (mm/flute)

ZJ)EEE Z:Tool flute numbers

d: DR [mm] d:Cutting depth (mm)
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5T T\ FORMULAE

@ KA JRVLIRIRE TR
@ BALL END MILL CUTTING SPEED
AND RUNNING SPEED

N:ZES[r.p.m] N:Speed (r.p.m)
N = 500x Ve D:IREELL &R TJRINE D:Ball end mill diameter (mm)
T X+ ka x (D-ka) [mm] 731416
= EEZE=3.1416 Vc:Actual cutting speed
Ve BRRUIHIRE Ka: Cutting depth
Vo= XN X v ka x (D-ka) Ka: 118t DEIEDR
500

o

Pich
@ tJHIRE
@ CUTTING SPEED
_ 7xDxN
1000 V:EDBBEE [m/min] V:Cutting speed(m/min)
Ds: DL [mm] Ds:Machining diameter (mm)
N:ZEEHTEE A [r.p.m] N:Spindle speed (r.p.m)
e =H.A F:IRSERRZ[mm/min] - F:Machine feed rate (mm/min)
ﬁﬁunulﬂ’gtﬁ = fz: B—7IRVELRE[mm/ fz:Feed rate per flute (mm/
7] flute)
MILLING APPLICATION Z: D8 (UDB=151E  Z:Flute numbers (1)
2) N:Spindle speed (r.p.m)
@ tIHIRE
@ CUTTING TIME T-EDEIFDEN D] T:Cutting time (sec.)
LI TRE[mm] L:Cutting length (mm)
f.B—[OiZRERS f:Feed rate per revolution (mm/
T = 60xL _ 60x 7z xDxL [mirev] rev)
fx N 1000 x V x f N:E#EEE S (r.p.m] N:Spindle speed (r.p.m)
V:EIEIRE [m/min] V:Cutting speed

Ds: I [mm] Ds:Cutting diameter (mm)
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¥ EIMNERZiE

HRIEE
10mmEK BREE
{&rE23000kgf

AER BE# CE#
faE60kgf  fIIEE100kgf faTEE150kgf
=l 1&1.6mm =l

BF  (1/16in)ik RS

BER BRIGX

940 — = 85.6 = 68.0 97
920 — = 85.3 = 67.5 96
900 — — 85.0 = 67.0 95
880 — | @e7r)y | 847 = 66.4 93
860 — | @57y | 844 = 65.9 92
840 — | 745) | 841 = 65.3 91
820 — | @33) | 838 = 64.7 90
800 — | @22 | s34 = 64.0 88
780 — | @o) | 830 = 63.3 87
760 — | 698) | 826 = 62.5 86
740 — | (684) | 822 = 61.8 84
720 — | e70) | 818 - 61.0 83
700 — | e56) | 813 = 60.1 81
690 — | 47y | 811 = 59.7 =
680 — | 638) | s0.8 = 59.2 80
670 — 630 80.6 = 58.8 =
660 — 620 80.3 = 58.3 79
650 — 611 80.0 = 57.8 =
640 — 601 79.8 = 57.3 77
630 — 591 79.5 = 56.8 =
620 — 582 79.2 = 56.3 75
610 — 573 78.9 = 55.7 =
600 — 564 7856 = 55.2 74
590 — 554 78.4 = 54.7 — | 2055
580 — 545 78.0 = 54.1 72 | 2020
570 — 535 77.8 = 53.6 — | 1985
560 — 525 774 = 53.0 71 1950
550 | 505 | 517 77.0 = 52.3 — | 1905
540 | 496 | 507 76.7 = 51.7 69 | 1860
530 | 488 | 497 76.4 = 51.1 — | 1825
520 | 480 | 488 76.1 = 50.5 67 | 1795
510 | 473 | 479 75.7 = 498 — | 1750
500 | 465 | 471 75.3 = 49.1 66 | 1705
490 | 456 | 460 74.9 = 48.4 — | 1e60
480 | 448 | 452 74.5 = 477 64 | 1620
470 | 441 | 442 74.1 = 46.9 — | 1570
460 | 433 | 433 73.6 = 46.1 62 | 1530
450 | 425 | 425 73.3 = 453 — | 1495
440 | 415 | 415 72.8 - 445 59 | 1460
430 | 405 | 405 72.3 = 436 — | 1410
420 | 397 | 397 71.8 = 427 57 | 1370
410 | 388 | 388 714 = 4138 — | 1330
400 | 379 | 379 70.8 = 408 55 | 1290
390 | 369 | 369 70.3 = 39.8 — | 1240
380 | 360 | 360 69.8 (110.0) 38.8 52 | 1205
370 | 350 | 350 69.2 = 37.7 — | 170
360 | 341 | 341 68.7 (109.0) 36.6 50 | 1130
350 | 331 | 331 68.1 = 35.5 — | 1095
340 | 322 | 322 67.6 (108.0) 34.4 47 | 1070
330 | 313 | 313 67.0 = 33.3 — | 1035
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3 1)1MPa=1N/mm?

E2)R () REVEIE

 BIETERSENEREHRSE -

HREE
10mm3k RIKIEE
{5 E&3000kgf nEE
= = = SELE
ABE  BEE  CEA (h’;w(‘;)
o o o a
. . fE60kgf FE100kgf 7E150kgf P
BT N
i 1%1.6mm #Eh
SEEBS (1116in)K ER
320 303 303 66.4 (107.0) 32.2 45 1005
310 294 294 65.8 — 31.0 — 980
300 284 284 65.2 (105.5) 29.8 42 950
295 280 280 64.8 — 29.2 — 935
290 275 275 64.5 (104.5) 28.5 41 915
285 270 270 64.2 — 27.8 — 905
280 265 265 63.8 (103.5) 271 40 890
275 261 261 63.5 — 26.4 — 875
270 256 256 63.1 (102.0) 25.6 38 855
265 252 252 62.7 — 24.8 — 840
260 247 247 62.4 (101.0) 24.0 817 825
255 243 243 62.0 — 23.1 — 805
250 238 238 61.6 99.5 22.2 36 795
245 233 233 61.2 — 21.3 — 780
240 228 228 60.7 98.1 20.3 34 765
230 219 219 — 96.7 (18.0) 33 730
220 209 209 — 95.0 (15.7) 32 695
210 200 200 — 93.4 (13.4) 30 670
200 190 190 — 91.5 (11.0) 29 635
190 181 181 — 89.5 (8.5) 28 605
180 171 171 — 87.1 (6.0) 26 580
170 162 162 — 85.0 (3.0) 25 545
160 152 152 — 81.7 (0.0) 24 515
150 143 143 — 78.7 — 22 490
140 133 133 — 75.0 — 21 455
130 124 124 — 71.2 — 20 425
120 114 114 — 66.7 — — 390
110 105 105 — 62.3 — — —
100 95 95 — 56.2 — — —
95 90 90 — 52.0 — — —
90 86 86 — 48.0 — — —
85 81 81 — 41.0 — — —
AfEIRBEJISHEMSM(SAEH417)
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SOLID TUNGSTEN METAL CIRCULAR SAWBLADE

(Applicable for slot machining)

2 I5HEIR H GEFRCNCEEIERK)

(Applicable for CNC automatic lathe)

SOLID TUNGSTEN CIRCULAR SAWBLADE

5MB(D)/Outside Dia (D)[20|25|35| 40| 45 |50 | 60 | 75 | 85 | 100|125| | 4ME(D)/Outside Dia (D){ 20{25|35/40| 45 | 50 | 60 | 75 | 85 | 100|125
,8(d)/Hole Dia (d) 6|6(8|8 (12.7012.7(12.725.425.4|25.425.4| | #,%(d)/Hole Dia (d) 6|6 |8|8(12.7|12.7(12.7 |25.4|25.4{25.4{25.4
[ERE(T)/Thickness (T) ZE5%) / Teeth Number (Z) [ERE(T)/Thickness (T) ZE5%) / Teeth Number (Z)
0.30 30(30(40| 40| 40 0.30 54|54176(76| 80
0.40 30(30(40| 40| 40 0.40 54|54176(76| 80
0.50 30(30(40| 40| 40 |54 | 64 0.50 54|54|76|76| 80 |100 [120
0.60 30(30(40{ 40| 40 |54 | 64 | 64 | 64 | 72 | 86 0.60 54|54|76|76(80 [100 (120 [120(140| 160|180
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|54|76|76(80 [100 (120 [120(140| 160|180
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
1.00 30(30(40| 40| 40 |54 | 64 | 64 | 64 | 72 | 86 1.00 54|54|76|76(80 (100 (120 [120(140| 160|180
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
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
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
2.00 30/30/40{ 40| 40 |54 | 64 | 64 | 64 | 72 | 86 2.00 54|54|76]76]80 |100[120[120|140| 160|180
§f;8 BHRSROME  FUE - il ) BRI - 5(5)8 BHRSROME  FUE il B BRI -
Custom outside diameter, hole diameter, teeth number, Custom outside diameter, hole diameter, teeth number,
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.

filet : FLARSEH]  SERIRAS T IRZATHE -

NOTE: Hole diameter in metric or inch size may be specified.

DEMER BTN T 2E158 | RECOMMENDED SLOT MACHINING DATA FOR SOLID TUNGSTEN SAWBLADE

THME fix$H / Carbon Steel 5580 / Special Steel $248% / Aluminum Alloy $18E / Copper Alloy 8 / Cast Iron

Workpiece Mat HRC30F / Under HRC30 HRC30 ~ 40 2024AC8A C2600B.BC FC15.25

$THII&E / Cuting Rate 60 m/min 45 m/min 150 m/min 2000 m/min 60 m/min

5ME(D)/Outsice Dia (D) | & / Speed RPM | 48 / Feed mm/min | B / Speed RPM | #43 / Feed mm/min | 83 / Speed RPM | 4% / Feed mm/min | B / Speed RPM | 43 / Feed mm/min| i / Speed RPM| #43 / Feed mm/min
20 900 450 710 350 2300 1150 3100 1550 900 450
25 760 380 570 285 1910 955 2500 1250 760 380
35 540 360 400 266 1360 906 1800 1200 540 360
40 470 310 350 233 1190 793 1590 1060 470 310
50 380 340 280 252 950 855 1250 1125 380 340
60 310 330 230 245 795 840 1060 1130 310 330
75 250 260 190 202 630 670 840 890 250 260
85 220 230 160 170 560 597 740 780 220 230
100 190 220 140 160 470 540 630 730 190 220
125 150 210 110 150 380 540 500 710 150 210

2B OCEHERENT S 2
RECOMMENDED MACHINING DATA OF CNC AUTOMATIC LATHE FOR SOLID TUNGSTEN SAWBLADE

5MB(D)/Outside Dia (D) | & / Speed RPM | 47 / Feed mm/min | &3& / Speed RPM | 45 / Feed mm/min | 838 / Speed RPM | 45 / Feed mm/min | EHE / Speed RPM | 47 / Feed mm/min| B3 / Speed RPM| %43 / Feed mm/min
20 900 810 710 630 2300 2050 3100 2700 900 810
25 760 680 570 510 1910 1700 2500 2250 760 680
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
60 310 620 230 460 795 1590 1060 2100 310 620
75 250 625 190 475 630 1575 840 2100 250 625
85 220 580 160 420 560 1490 740 1950 220 580
100 190 570 140 420 470 1410 630 1850 190 570
125 150 500 110 360 380 1260 500 1660 150 500

* Specifications and design characteristics are subject to change without prior notice.
HRARATREASRHER - DR ESHTITEEEE - MRS IT8A0 -
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)
PPPERA

A Bl
A Tooth Shape

T

'i\h h

AT

A+A BUEF
A+A Tooth Shape

44 Sas

B BUEF
B Tooth Shape
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HSS NMEBEESR A

HSS SMALL DIAMETER SLOTTING

HSS EEESRK

HSS METAL CIRCULAR SAWBLADE

CIRCULAR SAWBLADE
4ME(D)/Outside Dia (D)| 45 | 50 | 75 | 100| 125| 150 5ME(D) BET  #fE0) 5ME(D) BET  #Ed)
#L18(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)
[ (T)/Thickness (T) BESE1(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
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 2.0 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 | 86 275 x 2.0 x 32 400 x 25 x 32
2.50 gﬁé%i%ﬁ% %ﬂ@ BB EAl 300 x 1.6 x 32 400 x 3.0 x 32
3.00 Custom outside diameter, hole 3000 x 20 «x 32 450 x 3.0 x 32
3.50 diameter, teeth number, tooth shape, 300 « ND oD 500 30 x 32
and blade thickness are available
4.00 upon request. 300 x 25 x 32 600 x 40 x 32
st + FLASH - SR AT - 15 x 20 x 9% %0 x 40 x 32
NOTE: Hole diameter in metric or inch size may be specified.
HSS \EERH T2 %158 | RECOMMENDED SLOT MACHINING DATA FOR SMALL DIAMETER HSS SAWBLADE
558 / Special Steel o )
IGFME §57& Tx#l / Casting Carbon Steel TEH / Tool Steel Eﬁﬁjﬁﬁ / For'gmg Coston #5S / Copper Alloy #AE / Aluminum Alloy
Workpiece Maf| , o$R&% / Forging Cast Copper
888 / Stainless Steel
1IHIRE / Cutfing Rete 27 ~ 35 m/min 17 ~ 25 m/min 20 ~ 25 m/min 50 ~ 115 m/min 120 ~ 240 m/min
5MB(D)/Outside Dia. (D) | B3 / Speed RPM | 143 / Feed mm/min | B3 / Speed RPM| HE4R / Feed mm/min | B8 / Speed RPM | 43 / Feed mm/min | B3 / Speed RPM| 43 / Feed mm/min| B85 / Speed RPM| 48 / 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
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
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.
BHIRAATREARNE - iR S REREMFITEEEEE - MASBITEA -
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FE AT el

STAGGERED SIDE MILLING CUTTER

- SHELL MILLING CUTTER

DA EUE « REEUIRRASHRIR XSSP ERTEZETH,
HIRmES -

HE Outside diameter 75 100 125 150 175 200 e The shell milling cutters are special specifications.

3 4 5 e 1 8 Therefore, it’s out of stock and made by order.
ES2 Teeth number 18 20 22 24 26 28
3% Hole diameter 254 1"

4 6 8 10 12 13
[EE Thickness 14 15 18 20

g m
8

AR Ol 25T

Special specifications are available.




A REEELT]

SINGLE AND DOUBLE MILLING CUTTER

FREERA/]

SINGLE AND DOUBLE MILLING CUTTER

L Outside diameter | 75 100 125 150
3" 4" 5" 6"

E52] Teeth number 22 26 28 32

[ZE Thickness 8 10 12 14 16 18 20

BE2DY] Angle Types

[EE Thickness 10 12 18

ABE Angle SURSISEN 45°~90° 45°60°90°

RIS AR 2R

Special angle can be specified upon request.
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U7 WAL S UM Sy A

i/ SIDE MILLING CUTTER AND BEVEL BLADE SIDE MILLING CUTTER

SNE Outside diameter 50 60 75 100 125 150 175 200

> 2% 3 4 5 6 7 8
ESE Teeth number 18 20 2 26 28 32 34 36
3L Hole diameter 254 1"

3.0 4.0 5.0 6.0 7.0 8.0 9.0

EfE Thickness 10 11 12 13 14 15 16 17
18 19 20 22 24 25
W 3% 17 5 " 3m 40 5n g
8 e 4 e 78 2 78 74

RIS RE D R R

Special specifications are available upon request.
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NRERS FE#Ht/]

CONVE MILLING CUTTER FACE MILLING CUTTER

NAEE FE#/]
FACE MILLING CUTTER
L Teeth number

AL Outside diameter

o w
N
o S|
o
~

3LE Hole diameter 25.41"

EE Thickness

R A Rangle 1.5R 2R 2.5R 3R 3.5R

BE Thickness 9 10 11 12 E5ZX Teeth number 12 14 14 16

RA Rangle 4R 4.5R SR 5.5R 6R 3LiE Hole diameter 25.4 1"

BE Thickness 13 14 15 16 17 SRR EE

R Rangle 6.5R 7R B5R  8R  85R o BIFIEINHME

EE Thickness 18 19 21 22 ® Special specifications are available upon request.
e Welded tungsten material is available.

RA Rangle 9R 95R 10R 10.5R 11R

RV E IR EH TR,
BRIk
The series is profiled cutters without stock for immediate delivery.
when ordering, please provide drawing for manufacturing.




—AYAE ) Holder For 3-Cutting Edges Grooving Insert

[T

¢:r'*‘
=
Loz

[ g, .
dEeme i
TR

il £ _ B B 7R
EDP NO. R=Hl) H2 | F |\ W | L2 | L HOLDER NO.

KTGFR/L 1010K-16F 10 4 10 10 18.5 125
KTGFR/L 1212K-16F 12 2 12 12 18.5 125

KTGFR/L 1616K-16F 16 — 20 16 18.5 125 HTG32 R/L
KTGFR/L 2020K-16 20 — 24 20 20 125
KTGFR/L 252M-16 25 — 28 25 20 150

Y TBYEJJH 3-Cutting Edges Grooving Insert

W+0.03
5‘ R W+0-0:|3q' lrj
—al sy
_KE %_KE
sz | az,] |

7 5 J]=F Dimension (mm) | £ & Material 7 5 JR=F Dimension (mm) | /& Material

SRR \WY% L2 R BM15 | BM25 =D W% L2 R [BMI15| BM25
HTG32R/L 033 0.33 ° HTG32R/L 150 1.50 °
HTG32R/L 043 043 08 ° HTG32R/L 160 1.60 °
HTG32R/L 050 | 0.50 ° HTG32R/L 175 1.75 0.1 °
HTG32R/L 060 | 0.60 10 ° HTG32R/L 180 1.80 °
HTG32R/L 065 0.65 0.05 ° HTG32R/L 200 | 2.00 1.0 °
HTG32R/L 070 | 0.70 1.5 ’ ° HTG32R/L 220 | 2.20 ’ °
HTG32R/L 075 0.75 ° HTG32R/L 230 | 2.30 °
HTG32R/L 080 | 0.80 ° HTG32R/L 250 | 2.50 0.2 °
HTG32R/L 080 | 0.90 2.0 ° HTG32R/L 280 | 2.80 °
HTG32R/L 095 0.95 ° HTG32R/L 300 | 3.00 °
HTG32R/L 100 1.00 ° HTG32R/L 050R | 1.00 2.5 0.50 °
HTG32R/L 110 1.10 ° HTG32R/L 075R | 1.50 0.75 °
HTG32R/L 120 1.20 23 01 ° HTG32R/L 100R | 2.00 3.0 1.00 °
HTG32R/L 125 1.25 ’ ° HTG32R/L 125R | 2.50 ' 1.25 °
HTG32R/L 140 1.40 ° HTG32R/L 150R | 3.00 1.50 °
HTG32R/L 145 1.45 30 °
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—HEYAE])H Holder For 3-Cutting Edges Grooving Insert

|
a— A
M ©
— r&r
= f

W n
== I I
f _t

il g 7] JR~F Dimensions (mm) HEZ ke = wE B

EDP NO. Insert H=h | B Ll | L2 F Screw Shin Wrench Spring
JGBR/L1616K22-1.5 16 | 16 | 125 32 | 25
JGBR/L1616K22-2.5 16 | 16 | 125 | 32 | 25
JGBR/L1616K22-3.5 16 | 16 [ 125 | 32 | 25
JGBR/L1616K22-1.5 16 | 16 | 125 32 | 25
JGBR/L1616K22-2.5 16 | 16 [ 125 32 | 25
JGBR/L1616K22-3.5 16 | 16 | 125 32 | 25
JGBR/L2020K22-15 |V BRI 0 T 125 | 32 | 25 M6-23 M3 L4 MES3
JGBR/L2020K22-2.5 20 [ 20 [ 125 | 32 | 25
JGBR/L2020K22-3.5 20 [ 20 [ 125 | 32 | 25
JGBR/L2525K22-1.5 25 | 25 [ 150 | 34 | 30
JGBR/L2525K22-2.5 25 | 25 [ 150 | 34 | 30
JGBR/L2525K22-3.5 25 [ 25 150 [ 34 | 30

- '] ﬂ:l ﬁ ] L}

By HEIET) 3-Cutting €dges Grooving Insert

W+0.03 W
+
wlln,
L2 o

47

.

al |

il 2= JR~F Dimension (mm) | #4E& Material il g JR~F Dimension (mm) | & Material

EDP NO. \\% L2 R [BMI15| BM25 EDP NO. \\% L2 R [BMI15| BM25
MTG43R/L 100 | 1.00 ° MTG43R/L 300 | 3.00 °
MTG43R/L 110 | 1.10 0.1 ° MTG43R/L 330 | 3.30 °
MTG43R/L 125 | 1.25 20 ° MTG43R/L 350 | 3.50 50 0.3 °
MTG43R/L 145 | 1.45 ° MTG43R/L 400 | 4.00 ’ °
MTG43R/L 150 | 1.50 ° MTG43R/L 430 | 4.30 04 °
MTG43R/L 175 | 1.75 ° MTG43R/L 450 | 4.50 ’ °
MTG43R/L 185 | 1.85 0.2 ° MTG43R/L 050R| 1.00 2.0 0.50 °
MTG43R/L 200 | 2.00 33 ° MTG43R/L 075R| 1.50 35 0.75 °
MTG43R/L 220 | 2.20 ° MTG43R/L 100R | 2.00 ’ 1.00 °
MTG43R/L 230 | 2.30 ° MTG43R/L 125R| 1.25 4.0 1.25 °
MTG43R/L 250 | 2.50 ° MTG43R/L 150R| 1.50 1.50 °
MTG43R/L 280 | 2.80 4.0 03 ° MTG43R/L 175R| 1.75 5.0 1.75 °
MTG43R/L 200R | 2.00 2.00 °
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PFA A{E#E5L./J) Internal Boring Tool

N

| —

BONTE

N\~

0

w
7 g5 JR=<I" Dimension (mm) ME Material 2 B E Y
EDP NO. W OK o L2 . oD | BMI5 | BMDS Applicable Sleeve

PFA-0820-20005 MY 0.05

PFA-0820-2001 MY 20 0.1

PFA-0820-2002 MY 0.2

PFA-0820-30005 MY 0.05

PFA-0820-3001 MY 2.0 8.0 30 1.5 0.1 6 CS816R 2010-08
PFA-0820-3002 MY 0.2

PFA-0820-50005 MY 0.05

PFA-0820-5001 MY 50 0.1

PFA-0820-5002 MY 0.2

PFA-1120-20005 MY 30

PFA-1120-2001 MY 20 30

PFA-1120-2002 MY 25

PFA-1120-30005 MY 30

PFA-1120-3001 MY 2.0 10.0 30 2.5 40 7 CS816R 3012-11
PFA-1120-3002 MY 40

PFA-1120-50005 MY 40

PFA-1120-5001 MY 50 25

PFA-1120-5002 MY 45

PFB N1 12%5./J Internal Back-Turn

-
I

T
30% ‘% BVITE
:IW ol
o <] Dimension B Material . o
il 5E R_J— (mm) jqﬁ i@. ﬁﬁ E 5
EDP NO. W oK L2 . oD | BMI5 | BM2S Applicable Sleeve
PFB-0820-3001 0.1
2.0 8.0 1.5 6 CS816R 2010-08
PFB-0820-3002 0.2
PFB-1120-3001 0.1
2.0 10.0 2.5 7 CS816R 3012-11
PFB-1120-3002 0.2
PFB-1430-3001 0.1
3.0 14.0 4.0 9 CS816R 3612-14
PFB-1430-3002 0.2
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 PFGHEJ]F Internal Grooving

N oD
A !
L 2 1
_{ B/
ke

7l g5 J]=I" Dimension (mm) ME Material B E M
EDP NO. W OK L2 . @D BM15 | BM2S Applicable Sleeve
PFG-08050 0.50 1.2
PFG-08060 0.60 0.05
PFG-08070 0.70
PFG-08075 0.75 Ls
PFG-08080 0.80
PFG-08085 0.85 01
PFG-08095 0.95 8.0 6 CS816R 2010-08
PFG-08100 1.00
PFG-08110 1.10
PFG-08125 1.25
PFG-08150 1.50 1.8
PFG-08175 1.75 02
PFG-08200 2.00
PFG-11075 0.75
PFG-11095 0.95 2.0 0.1
PFG-11100 1.00
LSNP 1.25 10.0 7 CS816R 3012-11
PFG-11150 1.50
PFG-11200 2.00 2.8 0.2
PFG-11250 2.50
PFG-11300 3.00
PFG-14075 0.75
PFG-14095 0.95 2.0 0.1
PFG-14100 1.00
HECAL P 1.25 14.0 9 CS816R 3612-14
PFG-14150 1.50
PFG-14200 2.00 4.3 0.2
PFG-14250 2.50
PFG-14300 3.00
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PFG E# JJF Internal Radius

:

3

L2
_d

.

oD

oK

1

B/NINTAR

J]=F Dimension (mm)

ME Material

B 5 B ORH E &
EDP NO. W OK L2 . @D BMIS | BMDS Applicable Sleeve
PFG-08050 R 1.00 1.5 0.5
PFG-08075 R 1.50 8.0 18 0.75 6 CS816R 2010-08
PFG-08100 R 2.00 1.0
PFG-11050 R 1.00 2.0 0.5
PFG-11075 R 1.50 0.75
PFG-11100 R 2.00 10.0 1.0 7 CS816R 3012-11
PFG-11125R 2.50 28 1.25
PFG-11150 R 3.00 1.5
PFG-14050 R 1.00 2.0 0.5
PFG-14075 R 1.50 0.75
PFG-14100 R 2.00 14.0 43 1.0 9 CS816R 3612-14
PFG-14125R 2.50 1.25
PFG-14150 R 3.00 1.5

PFS PN1E R

/) Internal Chamfering

oD

-

BRI

JR~F Dimension (mm)

ME Material

U R E M@

EDP NO. W oK L2 . oD BM15 | BMDS Applicable Sleeve
PFS-0825-9002 2.5 8.0 1.5 6 CS816R 2010-08
PFS-1130-9002 3.00 10.0 2.5 0.2 7 CS816R 3012-11
PFS-1430-9002 ' 14.0 4.0 9 CS816R 3612-14
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~ PFTIRMITIA Internal Threading

N N oD
= = :L
1 E
i 1
U_L BT
we TN
00
7 55 ]~} Dimension (mm) _ 0 | g B E Y
EDP NO Lt TPL | =1 =| Applicable SI
' W oK| 6 |12 |t |oD m | = UL U AL
PFT-0815-60003 0.03] 0.5
P0.5~P125 | 48~24
PFT-0815-60005 | 1.5 0.05| .
PFT-0815-6001 60 0 ' pLopLs | 2516
PFT-0820-6001 8.0 15| 6 i CS816R 2010-08
PFT0820-6002 | 02} o P15~P3.0 | 14~8
PFT-0820-5501 ' s 01| 24~12
PFT-0820-5502 0.2 14~8
PFT-1115-60003 0.03] 0.5
P0.5~P125 | 4824
PFT-1115-60005 | 1.5 005|
PFT-1115-6001 60 '
1.0 P1.O~P1.5 | 28~16
PFT-1120-6001 10.0 25 7 CS816R 3012-11
PFT-1120-6002 » 02| o P1.5~P3.0 | 14~8
PFT-1120-5501 ’ s 01| 24~12
PFT-11120-5502 0.2 14~8
PFT-1420-60005 0.05 0.7
PFT-1420-6001  |2.00 0.1 PO5-P125 | 48-24
' 60 109
PFT-1420-6002 0.2 PLOPLS | 28-16
PFT-1430-6002 | 3.0 [14.0 400213 9 T CS816R 3612-14
PFT-1420-5501 20 oLl o P1.5~P3.0 | 14~8
PFT-1420-5502 ' 55 02| 24~12
PFT-1430-5502 3.0 02]13 14~8
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PG JJF Internal

e B2
. S r\| -
w 1l
r
7 55 J]=F Dimension (mm) ME Material & B J =
EDP NO. W OK L2 r oD BM15 BM25 HOLDER
PG73. 312-100-02 1.00
PG73. 312-125-02 1.25 20
PG73. 312-150-02 1.50
PG73. 312-175-02 1.75 12.0 0.2 9 CS816R 3512-14
PG73. 312-200-02 2.00 3.0
PG73. 312-250-02 2.50
PG73. 312-300-02 3.00
PG73. 513-200-02 2.00
PG73. 513-250-02 2.50 13.0 5.0 0.2 9 CS816R 3512-14
PG73. 513-300-02 3.00
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- JJH  Internal

L2

W=0.03

T

E/G:é

o ij 7

7 55 J]=F Dimension (mm) ME Material @ By
EDP NO. W% 0K L2 r oD BM15 BM25 HOLDER
PG73.312-050 R 1.00 2.0 0.50
PG73.312-075 R 1.50 0.75
PG73.312-100 R 2.00 12.0 3.0 1.00 9 CS816R 3512-14
PG73.312-125 R 2.50 1.25
PG73.312-150 R 3.00 1.50
PG73.513-100 R 2.00 1.00
PG73.513-125 R 2.50 13.0 5.0 1.25 9 CS816R 3512-14
PG73.513-150 R 3.00 1.50
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- L2 | | |-
- - —ad— | O | @D
Ts | [ f
B3R BT
EDP NO. oK i L2 : L 2
CS816R 1510-08 8 6 15 1.8 90 10
CS816R 1612-11 10 7 16 2.8 110 12
CS816R 2212-14 14 9 22 4.3 110 12
CS816R 3016-16 16 11 30 46 125 16

123



Dl

Cut-Off Tool Holder

[—
h -
o8- 413}_!
Vo ooy s n Y S W SO |
T '_‘:1 3 m i
. ) 2k e
= i hi h2 h3 H L Clamp Screw Wrench
EDP NO. i A
SBU20-26 20 20 10 45 80 BCS15
SBU20-32 25 20 13.5 50 100 BCS20
BX0625 LH-050
SBU25-32 25 25 8.5 50 110 BCS25
SBU25-26 20 25 10 45 80 BCS15
|- ] —
i =
] |I [ '._ 'L [:_‘ J, r‘ .--.__‘
- |I l_| Rl
L ,_T|I___a - L —_
;s TR | 2AER wF
B i Insert number MAX. W B H L A Wrench
EDP NO. o
0 DIA. e
SGFH26-3 GFN3 75 3 24 21 110 25.4
SGFH32-3 GFN3 100 3 24 25 150 313
SGIH26-2 GTN2 75 3 24 21 110 25.4
SGIH26-3 GTN3 100 3 24 25 150 313
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 25 150 313
SV26-3 N151.2-300.4E 75 3 24 21 110 254
SV32-3 N151.2-300.4E 100 3 24 25 150 313
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%%E&ﬁmmﬁﬁﬁﬁ

INTRODUCTION TO DIAMOND TURNING TOOLS
SHMEIEERAME - PCD POLYCRYSTALLINE DIAMOND

AEIISISE  ABrass & Bronze Alloys A S EHE AEpoxy Resins
AWiREE A Silicon-Aluminum Alloys = | A7 ~ 5744 aWood , Compound Wood
AfISE A Copper Alloys A EE*%T‘E AHard Rubber _
AEEES A Magnesium Alloys :ggﬁ‘m :g'::: ng?;ss Composites
AfEES A Aluminum Alloys AT GIEE ACarbon-Phenolic

; ATEREIESNEBERS A Presintered or Sintered | | a g8 e
IS Tungsten Carbide ATE AGraphite
Rl

<290 40 B s A LI )T FLS G-

CUTTING CONDITIONS OF DIAMOND AND CBN CUTTING TOOLS
ﬁftﬁﬂﬂﬂﬂﬁﬁ#&lﬂ CBN CUBIC BORON NITRIDE

@ LEEM R (HRC 4504 1) Si85% (HRC 3504 L)

TESf AISI/SAE: &&l: (AISI/ SAE) HESE
M-2, M-42, T-15, 0-2 1055, 4140, 4340, 8620, 52100 | | gtellite, Colmonoy, Wallex

(JIs) O
W) (S55C, SCM44H, SNCM439, RESE

(SKH9.-,SKHIO,-) SNCM220, SUJ2) High cobalt powder metallurgy
A-2, D-2, S-5 hﬁk CAST IRON
(S S ") Cold energlzed cast iron and

hard nickel cast iron.
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ol 40 e s AL T HL 2 B2 2%

FEATURES OF DIAMOND AND CBN CUTTING TOOLS

A REREET] A. INCREASED PRODUCTIVITY

1. REEMHFT= IESNIIZESE - 1.To magntaln pr:_oper tolerance for a long time and
S x upgrade machining accuracy.

- uiﬁéumﬁﬁ@ ) 2. With turning to replace grinding.

3. CIRLEER THERRE (Stock Removal) 870 - 3. To increase cutting speed and chip removal rate for
iRsEET - increased productivity.

4. RixLIEEENESUTEEESNES - 4. Higher productivity than that of tungsten carbide or

5. RESIREHESN S S SR - SRl G el , _ _

5. To reduce down time on a highly priced machine.

B. 15HEE B. ACCURACY

1. BESHEE - 1. To reduce damage of metallurgical structure.

2. DUJHEIN TS EotEaS T FERISHERELE 2. Better finish on extra hard alloy steel workpiece.

3. UITEEEE(R » IS FE T =ERE o 3. Low wear on cutting _edge to maimtain accurate

4. —(BTESEE - DRSS - NI DIEENEE 76 [T =

’ 5 4. Cutting edge lasts long. No need to adjust or
P NEREESFHE I EREE - compensate cutting edge wear during machining
due to minimum wear.
B LR (HRC 4520 L)
TR IFE R

METALLIC MATERIALS NON-METALLIC MATERIALS

ST FEN TEBBEE L EENETEE
ERE 0.02-0.1mm / rev 0.2-0.5mm/rev SZIect feed speed in th?range according to yjajr
Feed Speed desired finish of machining surface.

UIHIRE 80 - 120 m / min CBN 800 -1200 m / min PCD  EMBIIRE SRELUNSTEE

Cutting Speed Select cutting speed out of machine's resonant point.
IARE 0.02 - 0.6mm 0.2 -1.5 mm REM BN EIME

Cutting depth Depends on material property.

CIHHE| oA ; IR TREHE ZINUHETY BRI TR ME

Cutting Oil Dry machining: Use light oil for Dry machining Depends on machining condition.

aluminum alloy
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d=ll)es

(150 @i e o TE mm) [eTeleTel e
zlZ1Z2|1z]| 3
d s ro|di [9f°]9]9]8

TNGA 160402 9.525(4.76 | 0.2 | 3.81 2
160404 5 9.525(4.76 | 0.4 |3.81||e e
160408 | c E 9525|476 | 0.8 [3.81|0| 0|0
220404 | &£ 12.70| 4.76 | 0.4 [5.16 ofe
220408 ‘ =~ [1270]476] 0.8 [5.16]e 0] @
220412 12.70| 476 | 1.2 [5.16| e | @[ @] @

CNMA 120404 o0 12.70| 4.76 [04 |5.16|e|@ |0 |0 | ®
120408 \ 12.70| 4.76 | 0.8 [5.16(e |0 |0 |0 | ®
120412 @ 51% 1270 476 [12 |5.16] [e|e]e

d Is]

DNGA 150404 & 12.70[ 4.76 [0.4 [5.16] e[ @ .
150408 12.70| 4.76 | 0.8 [5.16|®|® °
150412 3 12.70| 4.76 [12 [5.16] [e

d 81

SNGA 120404 & 12.70| 4.76 [ 0.4 |5.16
120408 LD ?E 12.70[ 476 [0.8 [5.16[@ [0 [e[e] e
120412 ‘ 1270|476 [12 |5.16| |e|e|e®

d 18|

SNGN 090304 9.525|3.18 |04 | -
090308 9.525|3.18|0.8 | -
120404 H 12.70[ 476 [0.4 | -

120408 ! - [1270[476]08 | - [e[e[e] [e
120412 12.70[ 476 [1.2 | - ole
CCMW 060202 6.35 (238 |02 | 2.8 .
060204 6.35 23804 | 28 .
097302 9.525|3.97 |02 | 44 .
097304 952539704 |44 [e|e .

097308 952539708 |44 |e|e
120404 12.70[ 4.76 [0.4 | 55
130408 12.70[ 4.76 [08 [ 55 |e|®
120412 12.70[4.76 [12 | 55

CDMW 070202 63523802 | 28 .
070204 6.35 | 2.38 |04 | 2.8 P
117302 9525|397 |02 | 44 .
117304 9525397 (04 |44 [e]e o
117308 952539708 | 44| |e .

VNGA 160404 9.525] 4.76 [ 0.4 o|e o
160408 9525/ 4.76 [0.8 [ 3.8 [e|e .

N
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/ o N b R CBN PCD
ISO 7F5% NER iR WA (mm) 2lsTsTsl @
P4 pd pd pd >
d s r|di [C]°]°]|°]|¢
TCMW 110202 - 6.35 238 ]0.2 |28 °
110204 Sy X 6.35(2.38 | 0.4 | 2.8 °
TPGX 080202 476 |2.38 | 0.2 | 2.5 )
080204 4752380425 |e]e °
080208 476 (2380825 °
090202 5.56 |2.38 | 0.2 3.0 olofe
090204 , . 556 [2.38 | 0.4 [3.0 [e|e|e]e] e
090208 a 4 , 5.56 [2.38 | 0.8 | 3.0 °
110302 &7 . @ 6.35 [3.18 0.2 |35 °
110304| d 6.35|3.18 (0.4 |35 |e|e|e|e] @
110308 6.35 (3.18 |08 [35 [e|e|e|e]| e
160304 9.525(3.18| 04 |48 |e|e]|e@ °
160308 9.525/3.18| 0.8 |48 |o|e]|e °
160404 9.525(4.76 | 0.4 | 4.8 °
160408 9.525(4.76 | 0.8 | 4.8 °
SPGN 090302 9.525(318 02| - °
090304 90525(318[ 04| - |e|e]|e| | @
090308 9525(318[08| - |e|e|e| |e@
090312 | | ) Pe 9525(318 1.2 ] - °
120304 . @ H 12.70] 3.18 [ 0.4 | - ole|e
120308 S v =5 [1270[318 | 08| - [e]e[e]e]e
120312 o 12.70(3.18 | 1.2 | - ° °
120408 12.70| 476 [ 0.4 | -
120412 12.70| 4.76 | 0.8 | -
SPGX 090304 9.525(3.18 | 0.4 (4.8 °
090308 1" |9.525(3.18| 0.8 [ 4.8 °
WCMW L30202 476 (2380223 °
L30204 47623804 |23
040202 ! 6.35238]0.2]28 °
040204 6.35 23804 |28
06T304 9525|397 |04 |44 °
06T308 9.525(3.97 0.8 | 4.4
TEGX 160302 952513181 0.2 |14.3 °
160304 é - 0.525(3.18 | 0.4 | 4.3 °

BZLE

1. CN 100 - {KIEERERLIZE

2.CN 250 - ZAERIEE
3.CN 300 - Z\EIER
4.CNZ 10 - ZAERIE5H
5.CN 500 - =&

6.CN 600 - SEERIRLIE MEASZLIH]

il |/ EEE
ETiELDH
SEEEIHE
SHRELIHE|

— RS aa |

7. PDM010 - MEFE S NIEER R RIEEBIR 7.

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

QPDMOOZ - BENIRENSEZEEE

CN 100
CN 250
CN 300
CNZ 10
CN 500
CN 600

- Low hardness roller cutting

- Heat treatment pot, continuous / intermittent cutting
- Heat treatment pot, intermittent cutting
- Heat treatment pot, High speed continuous cutting

- Cast iron, High accuracy cutting

- High hardness roller cutting. Heat - resistant alloy cutting.

General simtered part cutting.

PDMO010 - High wear - resistance non-iron materials and non-wetallic materials.
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SCoIZrG1  SC6ISERIES
SRS RTEmEERE Interchangeable High Speed Medium Duty Live Center

FHiZ :
ABEHER300 mimBUP—REHINT - FEEH . L N
B (SR7ITIBE D BERE - REESSIRIAMR R A, B c .

IRIEHERR R > FINKESR S EIRGEIERIAN -

Application:
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. '/i: - = = s
61-35 61-15 61-10 61-08 61-06 61
Punch
FEEE : 0.008m/mA
RY3% 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 64 324 220 4500.rpm 1300kg 2250kg
SC-61-M-5A 5 30 72 135 64 324 232 4500.rpm 1300kg 2250kg
EE{'/Unit : mm

SCeeZ=Yl]  SC62 SERIES
S EREEETEEST Fi Heavy Duty Live Center

FiE
AEEHESE400 mmRUR—REHINNT -

—

A
\ 4
A
\ 4

Application:
The series of live center is suitable for turning

workpiece length within 400mm.

= |

FEHEE : 0.008m/mA

RY%* DIMENSIONS Accuracy: within 0.008m/m
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

BE{i1/Unit : mm
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SCe3Z=Yl]  SC63SERIES
-ﬁHE*“ RAOEETIEEET  Fived Long Tupe High Speed Medium Duty Live Center

F5&

AEEHEG300 m/mRUA—ARENNERIIIT - KIS
#E > ERDNERDDFREERET - RAEIRIKEE A | B
IRIR LR > MINKESREBRGEBRIAY - !

Y

\4

Application:
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.

¥EEE : 0.008m/mA

RY%&® DIMENSIONS Accuracy: within 0.008m/m
B/ARRY M HESRSEN WREDH  SERSE7
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{TI/Unit : mm

SC657Gll  SC65 SERIES
UQEE JBEEEET  Interchangable Heavy Duty Live Center

F5&

AEEHEG400 m/mREAR—ARERINNT - AEEE#H
B ERNMMENDFEEE - SRAEIRIKEER B :
IRIEHEBR > FINKELRETBRGSIBEIN m” ml

Application: (1] .
The series of live center is suitable for turning LA ;”.-;j,lj'

workpiece length within 400mm. The beorings in the
live center provide separated ratial and axial resistant o
force. The bearings consist of double-row ball bearing, ' lE S D = = <= 3B

thrust ball bearing and NK type needle bearing. 65-35 65-15 65-10 65-08 65-06 65H1F

Punch
’h -
Wrench

¥EEE : 0.008m/mA

RY%&® DIMENSIONS Accuracy: within 0.008m/m
MARRY | HESEEE @REN)  WEREE7
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

EE{iI/Unit : mm
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SC66ZRGl  SC66 SERIES
-Ebul%]*é}ﬁﬂﬁéblﬁﬁ Automatic €nd Adjustment Insert Type Transmitted Center

F5&

ZEHHITRiRE - B<EEEERBTE 97 15
BIETEME - TIE « WIEEHIERBARCNCER « B
SRR SR - —AREER - EHHEIERER - F8hE
BIERSEEER -

Application:

No need to turn tool end face. Each trunsmission-tooth
can be adjusted automatically for uniform force and
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.

EEEM

ANinEESREIEI BEET - FREEIE] » AT EEHEHIER -

Notice For Use:

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

RY#& DIMENSIONS

BI/NRRT MR TREER 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 J 45mm

BIARRY FRIbE B ElER
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{iI/Unit : mm
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SC807&=51]  SC-80SERIES
AREYEBUJEDIE]EET  Cone Type Heavy Duty Live Center

F5& :

BEAILEEH -

AEE - FREMERS TN - ISREE - N N AER

AESHEAHRZESKFEBM - LEGP2 » s55Z)ERHE [

=MAEBH -

¥EEE : 0.005 mM/mA

)

Application:

The series of center is suitable for big hole and beavy duty

machining.

The center head is manufactured from alloy steel, heat Y

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%* DIMENSIONS
SC-80-4-3 4 66 13 108 73 187
SC-80-4-4 4 75 13 108 98 196
SC-80-4-5 4 85 13 108 128 206
SC-80-4-6 4 95 13 108 148 216
SC-80-4-8 4 95 13 108 198 216
SC-80-4-10 4 95 13 108 248 216
SC-80-5-3 5 66 13 135 73 214
SC-80-5-4 5 75 13 135 98 223
SC-80-5-5 5 85 13 135 128 233
SC-80-5-6 5 95 13 135 148 243
SC-80-5-8 5 95 13 135 198 243
SC-80-5-10 5 95 13 135 248 243

EE{iI/Unit : mm
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