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CEMENTED CARBIDE MATERIAL

NS Steel Grade

ae mdzEES T

Colour Application Feature

SUSEEEREERSZENE, BAREFNOABUEE NN RIERE,
BECHE a-Al,0, FIBH&EKL MT-TICN 7R,

RC6205 P05-P10 % EAFNEMRIBIREIN TR 450 L,

High cubic phase content gradient cemented carbide matrix is equipped with fine plastic deformation resistance ability and
extraordinary high temperature performance, combined with ultra-thick a-Al,O, and superfine grain MT-TiCN coating.
Suitable for finishing and semi-finishing of materials of steel members.

USRS ERERRASEN, BERFNTBEETAENTGSNEELE,
R BRI a-ALO, EABEANE MTTICN B, STHHNEL
BTZ,

RCe20sD | POsP10 | KB | amme shaomm TSN T,

High cubic phase content gradient cemented carbide matrix is equipped with fine plastic deformation resistance ability and
extraordinary high temperature performance, combined with a-Al,O; layer with special texture and superfine wear proofing
MT-TICN coating, with special after treatment process.

Suitable for finishing and semi-finishing of materials of steel members.

RelsEaeaRERRESRN, AEaREMNRENTUPEME, BEERE
a-ALOs/MT-TICN 7R, BB RFMEEMEEEE LT,

RC6215 P10-P20 % EER TR BN IRAEN T,

The gradient hard alloy substrate with high cubic phase content has high strength and good impact resistance, and is thick a-
AlL,O, / MT-TICN coatings, with good abrasion resistance and high temperature plastic deformation resistance.
Recommended for semi-finishing and roughing of steel materials.

RSUSESREEBRASRA, AESRENRINIHEELE, BREAKN
BEMERIN a-ALO, EFRBAINE MT-TICN $2, S3HHNELETE,
A5 BT R TR,

ReeotsD | P1o.po0 e AT MM OEREREN T,

Dichromatic
The gradient hard alloy substrate with high cubic phase content has high strength and good impact resistance, and is

matched with the optimized cemented carbide matrix with specific texture a- Al,O; layer and ultra-fine wear-resistant MT
TICN coatings, after special post-treatment process, have good wear resistance and high temperature plastic deformation
resistance.

Recommended for high-speed semi-finishing of steel materials.

RAREBEERASEE, REEME o-ALO; FER.

RC6315 P10-P20 EE WERTIEARTIAEIN T,

Black
Adopt functional gradient hard alloy substrate, coated with super wear-resistant a- Al,O, Coatings.

Recommended for finishing of positive angle insert.
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CVD Coated Cemented Carbide

NS Steel Grade

g

JAzEEET

Colour Application Feature

KA FREMCEHAERENRSHEEER, BMEBEYIMNEER, KaENLT
4G TICN N EEBY -ALO, 7R/

RC6120 | P10-P20 28 | eEAT-RTOEMAES S MR IALEN T,
Use dual structure carbide matrix allowing for different characteristics of the surface and the core, the matrix is provided with
toughness strengthening, and thick fiber grain TICN plus thick k-Al,O; coating are combined.
Recommend to be used in finishing and semi-finishing of carbon steel and low alloy steel in general working conditions.
KA FRECEHAERENRSHESEE, BEBEYMEER, KaENLT
4G TICN N EEBY o-ALO; 7 /Ro

RC6220 | P10-P20 =8 REBT BT RBENNESSMOREN TSN T,
Use dual structure carbide matrix allowing for different characteristics of the surface and the core, the matrix is provided with
toughness strengthening, and thick fiber grain TICN plus thick a-Al,O; coating are combined.
Recommend to be used in finishing and semi-finishing of carbon steel and low alloy steel in general working conditions.
ReUAELEEEENsSYEBERRA SRR, EEaRENRFNTUIE
thEE, BEDREE ALO/MT-TICN 3R, BERIFNAIFNE.

RC6125 | P15-P25 EB | eEATOERENEE TN T,
The high toughness gradient hard alloy substrate with high content of cubic phase and bonding phase has high strength and
good impact resistance. It has good reliability when combined with the mixed Al,Oo/MT-TICN coatings.
Recommended for semi-finishing and roughing of steel materials.
KA BFRINEREEEME, FEPE MT-TICN # a-ALO; FiE.

ROB125A | P15.Po5 ) W T — RRUT I I TR AT & S SR,

It applies double structure alloy substrate with better tenacity and covers moderate thickness MT-TICN and a-Al,O; coating.
Recommend to be used for general intermittent cutting and machining of carbon steel and lower alloy steel etc.materials.
ReUAELE RS ENsTBERRA SRR, BEEaREMNRFNTUIE
MEE, BEPEEEN a-ALO/MTTICN JRE, BBENREHNATFRERMMEE,

RC6225 | P15-P30 =8 W BT R EM T ENEM T,
High toughness gradient hard alloy substrate with high content of cubic phase and bonding phase, high strength and good
impact resistance, matched with medium thickness a- Al,O,/MT-TICN coatings, with excellent reliability and wear resistance.
Recommended for semi-finishing and roughing of steel materials.
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CVD Coated Cemented Carbide

NS Steel Grade

ae

mdzEES T

Colour Application Feature
ReUAENLEES 8Nt BERRS SRR, BAsRENREFNTUIE
1HEe, EEMECHNEBRERMN a-ALO; EMBAMIE MT-TICN RE, £3%%
RERETZ, ABARHNAREMME .

RCe22sD | P15P30 | BB | e omue st o pon T T,
High toughness gradient hard alloy substrate with high content of cubic phase and bonding phase, high strength and good
impact resistance, and optimized a- Al,O; layer and ultra-fine wear-resistant MT-TiCN coatings, after special post-treatment
process, have outstanding reliability and wear resistance.
It is recommended for high-speed semi-finishing to roughing of steel materials.
BUHSEEENSHEESENESERERERS SRR, BRERENEGE
a-ALO; MBEFME MT-TICN 3RE, BARSBI)OREMUH S R
X s .
rostss | pospae | B | BFSEEREENT

Yellow The ultra-high toughness gradient hard alloy substrate with high cubic phase content and high binder phase content, together
with thicker mixed type a- Al,O, and high toughness MT-TiCN coatings, has extremely high cutting edge strength and impact
resistance.
It is used for roughing of steel materials.
BUAEEENSKHEEEENESTEREERSEEG, BEEEEEN
a-ALO; MBEFME MT-TICN 3RE, BB L2EMGUH SR

RC6235 P25-P40 =e FIFMEEAEHEN T

Super high toughness gradient hard alloy substrate with high cubic phase content and high binder phase content, matched
with thin a- AI203 and high toughness MT-TICN coatings, with extremely high edge strength and impact resistance.
It is used for roughing of steel materials.
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CVD REEHRa® CVD REERa®

CVD Coated Cemented Carbide CVD Coated Cemented Carbide

FEEMpEES Stainless Steel Grade 555k 2 Cast Iron Grade

Grade Colour Application Feature Grade Colour Application Feature

hes ‘ <0 ‘ B ‘ RIFBYS

tE ‘ <0 ‘ e ‘ RIFAYS

BIX Co SBMBUAMESEBNRESMERERM, FEHE MTTICN FEH# AL,
wE, BAENRHMEENRELTRED, RENEAETZ®TIFFIIEHM

TR AR RS, L R A A BAE WC-Co B RABEERN a-ALOy/MT-TICN /AR, THF 7] BRI,

SE LR TkeEAE N L
5 N LA 4 B e 4 }EH:_F*@/E 1JUIR BEIERTE o
RC7115 M10-M20 gy BEETABNNESRESIN T, RC8305A K05-K10 ) i N ) ) ) ) ‘
Yellow . . . . Black Superfine grained WC-Co alloy with thick substrate a- AI2O3/MT-TICN coating endows the insert with super abrasion
Gradient structure alloy substrate with lower Co content and higher cubic phase content,covers thinner MT-TICN and super esistanc
resistance.

thinner k-Al203 coating. It owns good abrasion resistance and capability of resistance to plastic. The unique post-
processing technique makes the rake face of the insert and the edge line own the lowest roughness, which can prevent
the production of welding.

Suitable for high speed and continuous machining of stainless steel.

It is used for high-speed finishing of cast iron under stable working conditions.

B& Co 5BMETIUA R ENRELWEESEM, FEH MTTICN MiEH AL,
wE, BEAERRIUASENRENTRED, RENEAETZ®TIFFIIEHM

TNEFREEBREIIEREE, BXEERBEN™E. FRERIER WC-Co BB AERTEEE A0, MR MT-TICN 778, AF
ro7ios | Mis-M30 ze SERT AENNERNLE [ EEM T, o | kiokeo Be f BBGI I BE

Gradient structure alloy substrate with higher Co content and appropriately cubic phase content,covers thinner MT-TICN WC-Co alloy substrate matching with medium particle size, medium thickness a-Al203 and low internal stress MT-TICN

and super thinner k-Al203 coating.It owns good impact resistance and capability of resistance to plastic. The unique post- coating has excellent impact resistance.

processing technique makes the rake face of the insert and the edge line own the lowest roughness, which can prevent the
production of welding.
Suitable for high speed intermittent and continuous machining of stainless steel.

SRR WC-Co 2R MEERTEFRE a-ALO/MTTICN SRR, SRETNEIEAFIT,

Y ERTFHHERN L,
RC8315A K10-K20 ‘ ’ o ' ) B e
Black Medium grained WC-Co alloy substrate matching with medium thickness a- AI203/MT-TIiCN coating gives consideration to

abrasion resistance and toughness.
Suitable for general machining of cast iron.

PERIER WC-Co B, BEMANEFRERMN aAL0, EMBAME MT-
TICNRR, &dRFHRNEMETZ, 7K EERENEIEAREE.

RC8315H K10-K25 % ERTEHNEREmEMN T,

Medium grained WC-Co alloy substrate matching with optimized a- Al203 layer and ultra-fine wear-resistant MT-TICN
coating, through special post-treatment process, makes the insert have excellent abrasion resistance and stability.
Suitable for high-speed general machining of cast iron.
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PVD Coated Cemented Carbide

ae

mdzEES T

PVD %

= hE

¥ RUIAN

GiY=F 5

PVD Coated Cemented Carbide
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Application Feature

BANSRESTERSEZENKR TAN FEES, BEEeMERMETNTET. &
BTW. TEMEMEB0ML. ES0 T,

RP1020 FIRE,
Black grey Ultra-fine microcrystal alloy substrate combines with multiple nanometer TIALN coating, it owns higher abrasion resistance
and middle anti-collapse edge.
Suitable for intermittent and continuous machining of steel and stainless steel etc. Materials.
TIAIN/TIAISIN E5 ZREMWFRRE, & S aBNREEFRABRSHMAMRA
fLrEge, s Co BARSEERRASER,
RP1120A B BERENEM L.

Yellow

TIAIN/TIAISIN composite multi-level structure coating, surface with high Si content is equipped with extremely high heat
resistance and anti-oxidation performance, and is combined with high Co ultra-fine grain highly cemented carbide matrix.
Suitable for finishing of stainless steel.

Colour Application Feature
TIAIN/TIAISIN K 2 ERELRE, SiEa8ETR, ERERNE. KEERS.
AR, BE Co BARBRGTRN, AEEERAN), EaEES,
R EEFRBAESE LS.
RP1025 woE EATHEIANT / $4EMT /K0T
Purp\e black In TIAIN/TIAISIN nanometer multi-layer gradient structure coating, Si content is moderate, friction coefficient is low, nano-
identation hardness is high, and antistrip performance is good, and is combined with high Co ultra-fine grain cemented
carbide matrix, equipped with the advantages of low friction coefficient, high anti-oxidation temperature and outstanding wear
resistance and generality.
Suitable for roughing/semi-finishing/finishing of stainless steel.
MEESHERCLENHRERSE, SEaEMNHNKE TAN KR, ME
MR,
jozlynv N
RP9025 ) WAZHIIN T EERS.
Microcrystal carbide owns optimized and matched abrasion resistance and tenacity. To realize the excellent abrasion
resistance by combing with nanometer TIAIN coating with higher cohesiveness.
It is the preferred plate No. For mould milling machine.
TIAIN/TIAISIN E5 2 REWFRE, & S 2EBNEREEREARRSNMAMTE
fitge, HEs Co BARBSEERMAEEM,

RP9125B REE BAFEIENT.

Brown yellow
TIAIN/TIAISIN composite multi-layer structure coating, surface with high Si content is equipped with extremely high heat
resisting and anti-oxidation performance, and is combined with high Co ultra-fine grain highly cemented carbide matrix.
Suitable for finishing of stainless steel.
TIAIN/TIAISIN ABKZRIBELEITAR, SiS8EH, ERAMK. JerEES. MR
SfbMaes, Bics Co BARERaSEE, RERFMEBEENEIRES v .

Fp01250 e EETFRLM /T

Brown yellow TIAIN/TIAISIN nanometer multi-level gradient structure coating, Si content is moderate, friction coefficient is low, nano-
identation hardness is high, and heat resisting and anti-oxidation performance are robust, combined with high Co ultra-fine
grain cemented carbide matrix, it improves anti-impact performance along with maintaining good wear resistance.
Suitable for semi-finishing/finishing of stainless steel.
TIAIN/TIAISIN E&ZREMRER, SiE8EF, WAEES. MAE TR,
BIts Co BAREMASER, RIFRIFMEENRNRESURE .

- EATENENT / FHEM T,

RP9225B Bronze In TIAIN/TIAISIN composite multi-level structure coating, Si content is moderate, nano-identation hardness is high, and heat
resisting and anti-oxidation performance are robust; combined with high Co ultra-fine grain cemented carbide matrix, it
improves anti-impact performance along with maintaining good wear resistance.

Suitable for roughing/semi-finishing of stainless steel.
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Coating Grade Overview

ZFHIZIR

Ik
Workpiece .
pOT R~ materil P Steel M REEH Stainless Steel K $% Cast Iron
Machining type
LIRC6205D . RCTH15 ,IRC8305
nmf iRC6215D e o Romzs e IRC8315H
speedt /1RC8225D igh ,/RP1258 g
speed soeedt
IRP1225
ﬁzl gEEﬁU IRC6205” ,#RC6235D ,/RP92258 IRCE2184
= i 2 e i
: ; medium IRC6215’ o -
Negative turning e e nedun
1RC6225” IRC8315A"
RP9125C”
) IRC6235” RP1020° -
o o © 8 o seas e o) % i apesd e o) %
R 8
B E RS 4 L B SREfLR HE FES TR 45
aiting continuous liht ntermittent high intermitent auiting continuous  fight infermitient high intermitient cutting conlinuous  ight intermittent high infermitient
Specd speed Specd
,LIRC6315
B
righ ,IRP91258
spoed
ERI%H)
P f i
Positive turning medium
specd
[
ow speed ©] O o
H)
i ES el SRETL
cutting continuous. light intermittent  high intermittent
speed
, RCE125A
o33
high
speed ,IRP9125C
LIBTLNE
Parting and i
. medum
grooving spesd
>4
low speed ®) (€] &
A
i ES RS SRUETLR
cutting ‘continuous light intermittent ~ high intermittent
speed
BiE
high L/RP9125B
spesd
,IRP1225
BT . o
Threading modium
spesd
i
low speed O O &3
R)
b1 L BT SRETLR
auttng coninuous  light intermitient  high intermitent
speed
[
igh . 'RP9125B
spoed
,IRP1225
,'RP9025
%ﬁﬁUDDI ,'RP1020
e i
Milling mecim
specd
RP1120A”
1
low spoed O O K
8
e L B4 %
continuous fightinfermitient  high intermitent
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Turning Inserts Code Key

FARXS Shape
BN M G 16 04 08 - GM

J5f1X8 Clearance angle
TINIM G 16 04 08 - GM

ZREI7IRes

Turning Inserts Code Key

YIHI7)KE{XS Length of cutting edge
TNMGEJo4 08 - GM

ggg © D R S T \Y W
2 5@

MO IQ|B A &)
E —

3.97 03 04 03 06 02
5.00 05

5.56 05 06 05 09 09 03
6.00 06

6.35 06 o7 06 11 11 04
8.00 08

9.525 09 11 09 09 16 16 06
10.00 10

12.00 12

12.70 12 15 12 12 22 22 08
15.875 16 19 15 15 27 10
16.00 16

19.05 19 19 19 33 13
20.00 20

25.00 25 25

25.40 25 25 44

31.75 32 31 31 54

32.00 32

JIREENYS Nose radius
TNMG 16 04[iF) - G™m

s TIREBIEE (mm) PF
Symbol Nose radius (mm)
00 FEA
No radius
02 0.20
04 0.40
TS
08 0.80
12 1.20
16 1.60
20 2.00 KG
24 2.40
3.20 v
X S

N fe] RO A L F —
(2] | s fe] | A B
A B B D E H B f G N
= o
A7 1] OO0
A c I N [
= o
K L M (0] P R
D N P |
E{ﬂ 157 e
HVANE 2 VaNE--
E O HAth Other
S T v w z | —
H\ 1-E =
NEHKE Tolerance
| -
™ ii
@ m
?1C oLc 3
ks | ZimEm | pEEeC | 2N DRBELE M (mm) PIEE O1.C A% (mm)
Symbol ‘f(ré:;n) d‘f} EE::)) Af(,;:;") Nose’?ewgm tolerance (mm) Tolerance of inscribed circle @1.C (mm)
WizE | E=AfF . | 80°EF | 55°%F | 35°FH | WiER | E=Af 2 | 80°EH | 55°%H | 35°%H .
A +0.005 +0.025 +0.025 Inscribed | Regular %Eﬁ; Diamond | Diamond | Diamond | Inscrived | Regular J'—Stﬁﬂ’ Diamond | Diamond | Diamond Eﬂg
circle triangle quare | \iith 80° | with 55° | with 35° circle triangle qQuare | \ith 80° | with 55° | with 385° oLl
F +0.005 +0.013 +0.025 6.35 +0.08 | +0.08 | +0.08 | +0.11 +0.16 6.35 +0.05 | +0.05 | +0.06 | +0.05 | +0.056 —
© +0.013 +0.025 +0.025 9.525 | +0.08 | +0.08 | £0.08 | +0.11 [ +0.16 | 9.525 | +0.05 | +0.05 | +0.05 | +0.05 | +0.05 | +0.05
H +0.013 +0.013 +0.025 12.7 +0.13 | #0.13 | +0.13 | +0.15 = 12.7 +0.08 | +0.08 | +0.08 | +0.08 - +0.08
E +0.025 +0.025 +0.025 16.875 | +0.15 | +0.15 | +0.15 | +0.18 + 156.875 | +0.10 [ +0.10 | £0.10 | +0.10 = +0.10
G +0.025 +0.025 +0.13 19.06 | £0.15 | +0.156 | +0.16 | +0.18 — 19.05 | +0.10 | +0.10 | +0.10 | +0.10 — +0.10
] +0.005 +0.05~20.13 +0.025 25.4 — +0.18 — - — 25.4 = +0.13 — — — +0.13
*K $0013 | £0.05-20.13 |  £0.025
*L +0.025 | 0.05-20.13 |  £0.025
*M +0.08~+0.18 | +0.06~+0.13 +0.13
*N | £0.08-+0.18 | +0.05~x0.13 |  +0.025
U +0.13~+0.38 | +0.08~+0.25 +0.13
* RNMEAIERITIF Indicates the inserts that is not grinded on the side
1 s = -
BB IE R FLEXS Chipbreaker and hole
>65° 65" >65° <65°
B LU w ﬁ N =y O g - —
LU EE BILLUEIE TFTlEE BILREUEE BILBEEEIE FF B E L EE
‘With hole Without With hole Without Without hole Without With hole Single-side With hole Single-side Without hole Single-side
chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker
>65° 65° >65° 65"
c Eﬁ]. s Q Egj, s F vmm Y = U , A .
BILHEIE BILLUEIE FFLIRE B E BILNEEEIE BILELEIE BILHEIE
With hole Without With hole Without Without hole Double-side With hole Double-side With hole Double-side With hole Without
chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker
<L Tn -
M BILREUTEE G BILWEEEIE X Special
With hole Single-side With hole Double-side
chipbreaker chipbreaker
12

JIEEERS Insert thickness

¥ RUIAN

TNMG 16 [1if§os - GM

01 1.59
T1 1.98
02 2.38
T2 2.78
03 3.18
T3 3.97
04 4.76
T4 4.96
05 5.56
T5 5.95
06 6.35
T6 6.75
07 7.94
09 9.52
T9 9.72

h

el -

BEETNRRESTEN&SSS ZBNEE
Thickness is defined as the height from the bottom of insert
to the highest part of cutting edge

HF/BEBYXS Chipbreaker
TNMG 16 04 08 - [N}

GS

GM

(NO CODE)
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Chipbreaker Specification of Turning Inserts

W (FEHITIE - faB) Steel (Turning inserts - negative)

¥ RUIAN

HI7Z] R EE RIS

Chipbreaker Specification of Turning Inserts

W (ZFEBITIK - EEBY)  Steel (Turning inserts - positive)

BB
Chipbreaker

57 BB
Feature Chipbreaker

izt

Feature

AEAEEERZRLTIO, THIENES.
MR BELETRT, WBERNSR, FIRERFNINIRERS,
Large rake angle combined with straight cutting edge, high cutting sharpness.

Under the working conditions of small cutting depth and low feed rate, the chip breaking performance is
excellent, and good machining surface quality can be obtained.

A AS
CCMT DCMT SCMT TCMT VBMT

PF TIHTIO%R, JEIEHIE, THRERES. PF
@SB, MR NHAKE T ASH ERTEITEIERE.
g b : The cutting edge is sharp; the cutting resistance is low; and the workpiece surface precision is high.
The 3D bump chipbreaker has excellent control performance under the conditions of small cutting depth and § i
v small feed.
BT d - T
Finishing CNMG DNMG SNMG TNMG Finishing
= S e ~ .
BATNIRH, BHTHBEN, DERT. NS NO CODE
BHR7OMETZ, RERFHNMTRECEE.,
Curved cutting edge design; sharp variable front angle structure; smooth chip. 4 f
Special cutting edge treatment machine to obtain better surface finish.
FE~HEmT HHEMT
Finishing/Semi-finishing CNMG SNMG TNMG VNMG Semi-finishing

RTERASKEIRAS, TIRRENFRERRNTITIRESTIHIER T,
TIREMION R BB IREE S AR BREIRT, SKI ZIHBIRELIH,

The combination of flat edge and large rake angle makes the inserts have excellent cutting edge strength and
cutting sharpness at the same time.

The convex chipbreaker at the tool tip is combined with the design of large chip pocket to achieve stable cutting
in a wide range of fields.

CCMT DCMT

HHEMT

Semi-finishing

TIR7INRES, ErRIALHE, TIEIBEIE,
IRSRIETEESN, HIBEER, BRERS.

High cutting edge strength; positive rake angle structure; low cutting resistance.
Unique chipbreaker structure; wide chip removal range; high universality of chipbreaker.

A

SNMG TNMG VNMG WNMG

CNMG

R/L-S

HHEMT

Semi-finishing

BUHIGE, seRRIEHIIRE .

PIRIERMESF, B07)EMN R R A0EELET,

With cutting direction, it can effectively control chip removal.

The chipbreaker with good cutting sharpness and strong wear resistance of the rake face.

o Lol &

CNMG DNMG SNMG TNMG WNMG

GR

T
Roughing

THITRES, BTFUETE], RERRAAMLMEMN L,

KPR EL R MBI &,

High cutting edge strength. It is used for intermittent cutting, forging skin or oxide skin material machining.
The chip control performance is excellent under the conditions of large cutting depth and high feed rate.

A B

CNMG DNMG SNMG TNMG WNMG

HR

EHMT

Heavy-load machining

PIHITIRE, SIRFeEIAENENTING, RTIFES,
HRELTZAIRITELIE DR, EESIRISHIETE 5i%it, TIBHIHMERER .

The cutting edge is solid, which can be used for roughing applications with high cutting load, and the metal
removal rate is high.

The curved cutting edge reduces the cutting force. With the unique chip breaker design, the chip discharge
performance is good.

CNMM DNMM SNMM TNMM

14
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FHITIR1EE

AEEWM (FHIJIR - fa8Y)  Stainless steel (Turning inserts - negative) AEEWM (FHIJIR - fa8Y) Stainless steel (Turning inserts - negative)

BB
Chipbreaker

P FHIZIRIERIAN

Chipbreaker Specification of Turning Inserts Chipbreaker Specification of Turning Inserts

¥ RUIAN

57 BB a
Feature Chipbreaker Feature

TS IR, SIS HE. MR BHIBRIG, RN ORESHRNE, FREE.
TIO%F], TIHIBEARK, RERFNIIFRERE, RAIAEEAD BEEIFHER A EWINTARTIEIRA. ATIRR .
Small cutting depth to realize curling chips cutting. Special chipbreaker design, taking into account the cutting edge strength and sharpness, and strong impact
Cutting edge is sharp with lower cutting resistance to acquire good working appearance quality. resistance.
Large rake angle combined with large chip pocket can better adapt to the characteristics of high cutting heat
and tool sticking in stainless steel machining.
T EHMT
Finishing SNMG TNMG Heavy-load machining CNMM SNMM
TF KBTI, RN TR 5 BIE
RTINS, RERESHEMNE, SIS ZHTHIER,
Large rake angle design and smaller cutting depth machine also can acquire better chip curling effect.
The structure of positive rake angle cutting edge both owns strength and sharpness to realize more widely g 1 H H H HH
i B (FEHIZIR - IEERY) Stainless steel (Turning inserts - positive)
e \ i (ST
 REEREILT CNMG DNMG SNMG TNMG VNMG WNMG Chipbreaker Feature
Finishing/Semi-finishing
TG THITISR], THIE, (ERY, DB, PF ABIBEBERDTIO, MBS,
JREFRI7IOMERR, FRIGMFRIM I EE., TR BRHEATRT, WBMENS, FJRERFNMIRERE,
The cutting edge is sharp with rapid cutting, lower resistance. Its cutting layer treatment capability is excellent. Large rake angle combined with straight cutting edge, high cutting sharpness.
The unique edge treatment technique can acquire excellent machine smoothness. Under the working conditions of small cutting depth and low feed rate, the chip breaking performance is
excellent, and good machining surface quality can be obtained.
= T “ BT - N
Finishinj&iﬁgﬂing CNMG DNMG SNMG TNMG VNMG WNMG Finishing cemT bemT semT eMT
™ EEBATIEERIIF, THIERNS, NTIREREERT.

HrESEERE, A& RITBEAENIN T Itae, &A T NETIRIEIFEIHIB 2,
The cutting edge shape owns lower resistance and abrasion resistance.lts cutting sharpness is higher with better
machine surface precision.

Its chip breaking range is wide and owns excellent chip breaking performance and machine performance. It is suitable
for a wide area ranging from light cutting to middle cutting.

ML \ -
Semi-finishing CNMG DNMG SNMG TNMG VNMG
AMP BRENTIOSH, BT FEDRMT.
WAREIAIRI, RISRRBILIBIFESI.
The cutting edge structure with high strength is suitable for machining of unstable working condition.
@ Larger rake angle design can acquire lower cutting resistance.
T ‘ ¢ y
Semi-finishing CNMG DNMG SNMG
TR TNORMAIR, FEEFNESRE,

T

Roughing

EER T BTN TR A3 M T,
The cutting edge applies optimization design and owns both sharpness and strength.
It is promoted to use for intermittent machining and light load roughing of stainless steel.

CNMG SNMM
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Chipbreaker Specification of Turning Inserts

%% (FEBITIE - faB)) Castiron (Turning inserts - negative)

BB 57
Chipbreaker Feature

KG SIRET) LN, KRABEIR, ERTARETH.

With high strength cutting edge structure and large chip pocket design, it is suitable for large margin cutting.
V @

2y

FHE~MEMT — ) y
Semi-finishing/Roughing CNMG DNMG SNMG TNMG
KM RFHDTILH, TIORERS, TMEMENEST.
Flat cutting edge structure; high cutting edge strength; good cutting versatility.
I Yo
Semi-finishing/Roughing DNMG SNMG TNMG VNMG
4R wiTHOUT CHIPBREAKER BRELN, HEIITRE, BAREMETREDN,
With high strength structure and stable assembly tool holder, it is suitable for unstable cutting of brittle hard

materials.

pams| 1O o /o

Roughing/Heavy-load machining CNMA DNMA SNMA TNMA VNMA WNMA
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Chipbreaker Specification of Turning Inserts

5% (ZFHI7IK - IER) Castiron (Turning inserts - positive)

BB a
Chipbreaker Feature

=
#fS NO CODE RFNSAAAS, TIFENEERIITIRESIHISEFIL,
TIRBAULRUTBIELEGABBERIT, KI 2 AR ETE

The combination of flat edge and large rake angle makes the inserts have excellent edge strength and cutting
sharpness at the same time.

The convex chipbreaker at the tool tip is combined with the design of large chip pocket to achieve stable cutting
in a wide range of fields.

HHEMT

Semi-finishing
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Turning Inserts

AW so°

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &E
PVD Coating

RC6205
RC6205D

RC6215
RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP91258
RP9125C
RP9225B
RP1020
RP1120A
RP1225

&
G )
>

¥BInT

Finishing

CNMG090304-PF
CNMG090308-PF
CNMG120404-PF
CNMG120408-PF

¢

T
Finishing

CNMG120404-TS
CNMG120408-TS

i

HE/AHEIT

Finishing/Semi-finishing

CNMG120404-TG
CNMG120408-TG

#8/

EHEIT

i}
Finishing/Semi-finishing

CNMG120404-TF
CNMG120408-TF

j(
;
o

#5/+FEMT
Finishing/Semi-finishing

CNMG120404-GS
CNMG120408-GS

T

Semi-finishing

CNMG090304-TM
CNMG090308-TM
CNMG120404-TM
CNMG120408-TM
CNMG120412-TM
CNMG160608-TM
CNMG160612-TM
CNMG160616-TM

-

N

AT

Semi-finishing

CNMG090304-AMP
CNMG090308-AMP
CNMG120404-AMP
CNMG120408-AMP
CNMG120412-AMP
CNMG160608-AMP
CNMG160612-AMP
CNMG160616-AMP
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@ F&E?E () Standing stock (recommend)

O JEE&EETE Extraordinary stock

ZHI7IR

Turning Inserts

80°§C

N/

¥ RUIAN

AL

-
R
Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &E
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220

RC6125

RC6225
RC6225D
RC6135

RC6235

RC7115

RC7125

RC8305A

RC8215A

RC8315A

RC8315H

RP9125B

RP9125C

RP9225B

RP1020
RP1120A
RP1225

HHEINT

Semi-finishing

CNMG090304-GM
CNMG090308-GM
CNMG120404-GM
CNMG120408-GM
CNMG120412-GM
CNMG120416-GM
CNMG160608-GM
CNMG160612-GM
CNMG160616-GM
CNMG190608-GM
CNMG190612-GM
CNMG190616-GM

=

HHEINT

Semi-finishing

CNMG120404R-S
CNMG120404L-S
CNMG120408R-S
CNMG120408L-S

® O

FXE/HINT
Semi-finishing/Roughing

CNMG120404-KG
CNMG120408-KG
CNMG120412-KG
CNMG120416-KG
CNMG160608-KG
CNMG160612-KG
CNMG160616-KG

T~ N
o

548N T

Semi-finishing/Roughing

CNMG120404-KM
CNMG120408-KM
CNMG120412-KM
CNMG120416-KM
CNMG160608-KM
CNMG160612-KM
CNMG160616-KM
CNMG190608-KM
CNMG190612-KM
CNMG190616-KM

AT
Roughing

CNMG120408-TR
CNMG120412-TR
CNMG160612-TR
CNMG160616-TR

O

@ F%&FE7E () Standing stock (recommend)

O JEEHEETF Extraordinary stock
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ZHI7IR

Turning Inserts

AW so°

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP91258
RP9125C
RP9225B
RP1020
RP1120A
RP1225

T
Roughing

CNMG120408-GR
CNMG120412-GR
CNMG120416-GR
CNMG160608-GR
CNMG160612-GR
CNMG160616-GR
CNMG190608-GR
CNMG190612-GR
CNMG190616-GR
CNMG190624-GR

[
(@)

EHMT

Heavy-load machining

CNMM120408-HR
CNMM120412-HR
CNMM120416-HR
CNMM160608-HR
CNMM160612-HR
CNMM160616-HR
CNMM160624-HR
CNMM190612-HR
CNMM190616-HR
CNMM190624-HR
CNMM250924-HR

EHMT

Heavy-load machining

CNMM250724-MR
CNMM250732-MR
CNMM250924-MR
CNMM250932-MR

g

HH/EHMT
Roughing/Heavy-load machining

CNMA120404
CNMA120408
CNMA120412
CNMA120416
CNMA160608
CNMA160612
CNMA160616
CNMA190612
CNMA190616
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@ E%&E7E (EHE) Standing stock (recommend)

O JEEHFETF Extraordinary stock

ZHI7IR

Turning Inserts

¥ RUIAN

N/

Negative With hole

A

i}

#7),

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135

RC6235

RC7115

RC7125

RC8305A

RC8215A

RC8315A

RC8315H
RP9125B
RP9125C

RP9225B

RP1020
RP1120A
RP1225

==

T
Finishing

DNMG110404-PF
DNMG110408-PF
DNMG150404-PF
DNMG150408-PF
DNMG150412-PF
DNMG150604-PF
DNMG150608-PF
DNMG150612-PF

b

g ENT

Finishing

DNMG150404-TS
DNMG150408-TS

/48T
Finishing/Semi-finishing

DNMG150404-TG
DNMG150408-TG

K/ T

Finishing/Semi-finishing

DNMG150404-TF
DNMG150408-TF

O

K/ T

Finishing/Semi-finishing

DNMG150404-GS
DNMG150408-GS
DNMG150604-GS
DNMG150608-GS

AT

Semi-finishing

DNMG110404-TM
DNMG110408-TM
DNMG110412-TM
DNMG150404-TM
DNMG150408-TM
DNMG150412-TM
DNMG150416-TM
DNMG150604-TM
DNMG150608-TM
DNMG150612-TM
DNMG150616-TM

@ E%&E7E (EHE) Standing stock (recommend)

O JEEHEETF Extraordinary stock
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Turning Inserts

.

DN/

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D

RC6215
RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP91258
RP9125C
RP9225B
RP1020
RP1120A
RP1225

e~

-

HHEIT

Semi-finishing

DNMG110404-AMP
DNMG110408-AMP
DNMG110412-AMP
DNMG150404-AMP
DNMG150408-AMP
DNMG150412-AMP
DNMG150604-AMP
DNMG150608-AMP
DNMG150612-AMP

HHEINT

Semi-finishing

DNMG110404-GM
DNMG110408-GM
DNMG110412-GM
DNMG150404-GM
DNMG150408-GM
DNMG150412-GM
DNMG150416-GM
DNMG150604-GM
DNMG150608-GM
DNMG150612-GM
DNMG150616-GM

AT

Semi-finishing

DNMG150404R-S
DNMG150404L-S
DNMG150408R-S
DNMG150408L-S
DNMG150604R-S
DNMG150604L-S
DNMG150608R-S
DNMG150608L-S

XA T
Semi-finishing/Roughing

DNMG150404-KG
DNMG150408-KG
DNMG150412-KG
DNMG150604-KG
DNMG150608-KG
DNMG150612-KG
DNMG150616-KG
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@ E%ETE (FEHE) Standing stock (recommend)

O FFEEETF Extraordinary stock

ZHI7IR

Turning Inserts

.

¥ RUIAN

DN/

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP9125B
RP9125C
RP9225B
RP1020
RP1120A
RP1225

45T

Semi-finishing/Roughing

DNMG150404-KM
DNMG150408-KM
DNMG150412-KM
DNMG150416-KM
DNMG150604-KM
DNMG150608-KM
DNMG150612-KM
DNMG150616-KM

DNMG150408-TR
DNMG150412-TR
DNMG150608-TR
DNMG150612-TR

DNMG150408-GR
DNMG150412-GR
DNMG150416-GR
DNMG150608-GR
DNMG150612-GR
DNMG150616-GR

_
EHMT

Heavy-load machining

DNMM150608-HR
DNMM150612-HR
DNMM150616-HR

g

H/EHMT

Roughing/Heavy-load machining

DNMA150404
DNMA150408
DNMA150412
DNMA150604
DNMA150608
DNMA150612
DNMA150616

@ E%E7FE (EHE) Standing stock (recommend)

O FFEFETF Extraordinary stock
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ZHI7IR

Turning Inserts

R oo°

Negative With hole

CVD &E PVD &2
CVD Coating PVD Coating
Insert shape Insert type %ggggggggggggg&ggﬁﬁﬁggﬁ
© © © @ ®Q @ @ I I I == =
2R LRRERERELRERERe e Qs st i &
SNMG090304-PF
SNMG090308-PF
SNMG120404-PF °
SNMG120408-PF °
FEMT
Fisting SNMG120412-PF
) SNMG120404-TS o
}é‘?\ SNMG120408-TS o)
Viénul
Finishing
. SNMG120404-TG o °
@ SNMG120408-TG o °
FE/HREMT
Finishing/Semi-finishing
& SNMG120404-TF o °
.@F’\’ SNMG120408-TF o} °
KRBT
Finishing/Semi-finishing
_,dd/})b\_ SNMG120404-GS °
i;&“’ SNMG120408-GS °
FE/HREINT
Finishing/Semi-finishing
SNMG090304-TM
SNMG090308-TM
SNMG120404-TM o
P N SNMG120408-TM °
< e
v SNMG120412-TM °
SNMG120416-TM
SNMG150608-TM
SNMG150612-TM
il | sSNMG150616-TM
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@ E&ETE (F#) Standing stock (recommend)

O FFERETF Extraordinary stock

¥ RUIAN

ZHI7IR

Turning Inserts

Negative With hole

CVD #E PVD &E
CVD Coating PVD Coating

TIRFAR TRES

Insert shape Insert type

RC6205
RC6205D
RC6215
RC6215D
RC6120
RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A
RC8315H
RP9125B
RP9125C
RP9225B
RP1020
RP1120A
RP1225

SNMG090304-AMP
SNMG090308-AMP
SNMG120404-AMP ©
- SNMG120408-AMP °
SNMG120412-AMP s
SNMG150608-AMP

SNMG150612-AMP
soniilis | SNMG150616-AMP

SNMG090304-GM
SNMG090308-GM
SNMG090312-GM
SNMG120404-GM P
SNMG120408-GM e O
SNMG120412-GM e O
SNMG120416-GM
SNMG150608-GM
SNMG150612-GM
SNMG150616-GM
sl | SNMG190616-GM
SNMG120404R-S
SNMG120404L-S
@ SNMG120408R-S e O
SNMG120408L-S e O

SNMG120412R-S
sl | SNMG120412L-8
SNMG120408-KG
SNMG120412-KG °
SNMG150612-KG °

somisrismabiomns | SNMG150616-KG

@ E%&ETE (EHE) Standing stock (recommend) (O FEEZFEF Extraordinary stock
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ZHI7IR

Turning Inserts

R oo°

SN/

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP91258
RP9125C
RP9225B
RP1020
RP1120A
RP1225

™

V

54N

Semi-finishing/Roughing

SNMG120404-KM
SNMG120408-KM
SNMG120412-KM
SNMG120416-KM
SNMG150608-KM
SNMG150612-KM
SNMG150616-KM
SNMG190612-KM
SNMG190616-KM

N

.

AT
Roughing

SNMG120408-TR
SNMG120412-TR
SNMG150608-TR
SNMG150612-TR

O

AT
Roughing

SNMG120408-GR
SNMG120412-GR
SNMG120416-GR
SNMG150608-GR
SNMG150612-GR
SNMG150616-GR
SNMG150624-GR
SNMG190612-GR
SNMG190616-GR
SNMG190624-GR

F|HMT

Heavy-load machining

SNMM120408-HR
SNMM120412-HR
SNMM120416-HR
SNMM150612-HR
SNMM150616-HR
SNMM190612-HR
SNMM190616-HR
SNMM190624-HR
SNMM250924-HR
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@ F&E?E () Standing stock (recommend)

O JEE&EETF Extraordinary stock

ZHI7IR

Turning Inserts

R oo

¥ RUIAN

SN/

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP9125B
RP9125C
RP9225B
RP1020
RP1120A
RP1225

F|HMT

Heavy-load machining

SNMM250724-MR
SNMM250732-MR
SNMM250924-MR
SNMM250932-MR

v

HH/EHMNT

Roughing/Heavy-load machining

SNMA120404
SNMA120408
SNMA120412
SNMA120416
SNMA150608
SNMA150612
SNMA150616
SNMA190612
SNMA190616

@ E#&ETE () Standing stock (recommend)

O JEE&FETF Extraordinary stock
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ZHI7IR

Turning Inserts

TN/ &

‘ 60° Negative With hole
CVD &E PVD &2
CVD Coating PVD Coating
Insert shape Insert type %gggzgzggzgggg&ggﬁgﬁggﬁ
© © © @ @ @ @ o o o = - =
2ERERRRRERR2R|R LR L|E L L& E &
TNMG110304-PF
TNMG110308-PF
TNMG160404-PF °
"j\x‘ TNM PF °
& \Q;\ G160408-
s TNMG160412-PF
TNMG220408-PF
P | TNMG220412-PF
- TNMG160404-TS o
/\\ TNMG160408-TS o
BT
Finishing
TNMG160404-TG o °
ﬂié i\‘\ TNMG160408-TG o °
¥R
Finishing/Semi-finishing
A TNMG160404-TF o °
N TNMG160408-TF © C
Y/ ERRIIT
Finishing/Semi-finishing
A TNMG160404-GS °
TNMG160408-GS ®
¥/
Finishing/Semi-finishing
TNMG110304-TM
TNMG110308-TM
TNMG160404-TM o
A TNMG160408-TM °
/,Q_\ TNMG160412-TM °
N TNMG160416-TM
TNMG220408-TM
TNMG220412-TM
BT | TNMG220416-TM
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@ E#&ETE () Standing stock (recommend)

O HEE&EFETF Extraordinary stock

ZHI7IR

Turning Inserts

a 60°

¥ RUIAN

TN/ &

Negative With hole

TIRFAR

Insert shape

TIRES

Insert type

CVD #E
CVD Coating

PVD &/
PVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6135
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A

RC8315H
RP9125B
RP9125C
RP9225B
RP1020
RP1120A
RP1225

N

SHHEIT

Semi-finishing

TNMG110304-AMP
TNMG110308-AMP
TNMG160404-AMP.
TNMG160408-AMP.
TNMG160412-AMP
TNMG220408-AMP
TNMG220412-AMP
TNMG220416-AMP

/"/_\"\
o

T

Semi-finishing

TNMG110304-GM
TNMG110308-GM
TNMG160404-GM
TNMG160408-GM
TNMG160412-GM
TNMG220408-GM
TNMG220412-GM
TNMG220416-GM

O

HHEIT

Semi-finishing

TNMG160404R-S
TNMG160404L-S
TNMG160408R-S
TNMG160408L-S
TNMG220404R-S
TNMG220404L-S
TNMG220408R-S
TNMG220408L-S

H
U

Vo oa)
LA
2FE/HRMT

Semi-finishing/Roughing

TNMG160404-KG
TNMG160408-KG
TNMG160412-KG
TNMG160416-KG
TNMG220408-KG
TNMG220412-KG
TNMG220416-KG

@ F%&FE7E () Standing stock (recommend)

O JEEHEETF Extraordinary stock
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¥ RUIAN

ZHI7IR

Turning Inserts

TN/ g

‘ Negative With hole
CVD &E PVD &2
CVD Coating PVD Coating
TR NHES 2828888 8888/283353535/88885§8
Insert shape Insert type %ﬁ%gE%E%%E%Kﬁ%éééggﬁegﬁ
222222222ttt i &
TNMG160404-KM
TNMG160408-KM °
/\ TNMG160412-KM °
N TNMG220408-KM
e TNMG220412-KM
o | TNMG220416-KM
TNMG160408-TR o o
ffgﬂ TNMG160412-TR o o
“ TNMG220408-TR
T TNMG220412-TR
TNMG160408-GR ° °
TNMG160412-GR ° °
TNMG220408-GR
A\ TNMG220412-GR
_’f_f% TNMG220416-GR
o TNMG270608-GR
TNMG270612-GR
A | TNMG270616-GR
TNMM160408-HR
TNMM160412-HR
TNMM220408-HR
TNMM220412-HR ° °
veawcarmmng | TNMM220416-HR ° °
TNMA160404
TNMA160408 °
TNMA160412 °
@ TNMA160416
] TNMA220408
TNMA220412
sy e | TNMA220416

@ E%&E7E (M) Standing stock (recommend) (O IEEFETF Extraordinary stock
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ZHI7IR

Turning Inserts

VN/ 3
"350 Negative W:T‘h-?glg

CVD &2 PVD &2
CVD Coating PVD Coating
TIFRR THES 2828888888828 3353535/88885§8
Insert shape Insert type %ﬁggg%gggg(%ggégéggggggg
VNMG110404-PF
VNMG110408-PF
W VNMG160404-PF °
VNMG160408-PF °
el vNMG160412-PF
VNMG160404-TS o
3“ VNMG160408-TS o
¥EmT
Finishing
VNMG160404-TG S
= . VNMG160408-TG o e
FE/EEINT
Finishing/Semi-finishing
VNMG160404-TF S
— - - VNMG160408-TF o °
FB/EEIT
Finishing/Semi-finishing
VNMG160404-GS °
VNMG160408-GS °
FE/HEIT
Finishing/Semi-finishing
VNMG110404-TM
- - VNMG110408-TM
= () = VNMG160404-TM o
VNMG160408-TM °
BB 1 UNMG160412-TM °
VNMG160404-AMP o
VNMG160408-AMP °
——
VNMG160412-AMP °
EREMNT
Semi-finishing

@ E%&E7E (M) Standing stock (recommend) (O IEEFETF Extraordinary stock
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¥ RUIAN

ZHI7IR

Turning Inserts

O

Negative With hole

CVD &2 PVD &2
CVD Coating PVD Coating
Insert shape Insert type %ggggggggggggg&ggﬁﬁﬁggﬁ
© © © @ ®Q @ @ I I I == =
2R LRRERERELRERERe e Qs st i &
VNMG110404-GM
- VNMG110408-GM
=~ N o——
W VNMG160404-GM e O
VNMG160408-GM e O
i | UNMG160412-GM e O
VNMG160404-KG
-
o VNMG160408-KG e O
V VNMG160412-KG e O
S54RI
Semi-finishing/Roughing
VNMG160404-KM
<Q\/ VNMG160408-KM
v VNMG160412-KM °
RE/HEIT
Semi-finishing/Roughing
VNMA160404
~ VNMA160408 o
v VNMA160412 o
HH/EHMNT
Roughing/Heavy-load machining
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@ E%E7E (M) Standing stock (recommend)

O JEEFETF Extraordinary stock

ZHI7IR

Turning Inserts

a 80°

¥ RUIAN

WN/ 35

Negative With hole

CVD &2 PVD &2
CVD Coating PVD Coating
Insert shape Insert type %ggggggggggggg&ggﬁﬁﬁggﬁ
© © © @ ®Q ®Q ®Q o o I == =
22RRLRRERERLREE 2L Qs st i &
WNMG0B0404-PF
N WNMG060408-PF
A
Pl < 1 WNMG080404-PF °
gy WNMGO080408-PF °
el wMGos0412-PF
. WNMG080404-TS o
ré WNMGO080408-TS o
BT
Finishing
M WNMG080404-TG o °
=7 =N WNMGO080408-TG o °
FE/HEREINT
Finishing/Semi-finishing
A WNMG080404-TF o °
% WNMG080408-TF o °
1B/ T
Finishing/Semi-finishing
A WNMG080404-GS °
o~ WNMGO080408-GS °
y oL A
FE/HREIMT
Finishing/Semi-finishing
WNMGO060404-TM
~ WNMG060408-TM
@ WNMG080404-TM 0
u WNMG080408-TM °
WNMG080412-TM °
soh P | WNMGO080416-TM
WNMG060404-AMP
WNMG0B0408-AMP
A
N WNMG080404-AMP
;
< S WNMG080408-AMP °
WNMG080412-AMP °
b P | WNMG080416-AMP

@ F&E?E () Standing stock (recommend)

O JEEEETF Extraordinary stock

35




¥ RUIAN

ZHI7IR

Turning Inserts

a 80°

WN/ 35

Negative With hole

CVD &2 PVD &2
CVD Coating PVD Coating
Insert shape Insert type %ggggggggggggg&ggﬁﬁﬁggﬁ
© © © @ @ @ @ I I I == =
2R LRRERERELRERERe e Qs st i &
WNMG060404-GM
. WNMG060408-GM
AN WNMG080404-GM e O
f\amf\ WNMG080408-GM P
=
WNMG080412-GM ® O
sl | WNMG080416-GM
, WNMGO080404R-S
() . WNMGO080404L-S
WNMGO80408R-S e O
SRIT | \WNMGOB0408L-S e O
WNMG080404-KG
N
- WNMG080408-KG
Sy WNMG080412-KG e O
NS/ M T
Semi-finishing/Roughing
/\ WNMG080404-KM
- \ WNMG080408-KM °
- WNMG080412-KM °
commo T \WNMGO080416-KM
WNMG080408-TR o °
) WNMG080412-TR 0 °
A
AT
Roughing
WNMG060408-GR
N WNMG060412-GR
A WNMG080408-GR ° o
ESFIN
== WNMG080412-GR ° o
JBMT | \WNMGO080416-GR ° o
WNMAQ80404
) WNMAQ80408
WNMAQ80412 °
Fougngron i T | WNMAO80416
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@ E#&ETE () Standing stock (recommend)

O HEE&EFETF Extraordinary stock

ZHI7IR

Turning Inserts

¥ RUIAN

AN/

Negative With hole

CVD #E PVD &E

CVD Coating PVD Coating
7] }# ﬂ;qk 7] #I- gg% n o v o0 © O v v o v Wulww Wwl < < < I m O o o <« W0
o w — wn ) V) o o w @ [s¢] ~— o w w w w wn wn w o o o
Insert shape Insert type Y8 Y 3o ¥ ¥ 9§ 5 99K Kl a8 r ¥ g o gy
O 8 O 8 OO O O 8 0O o0jloo|ld8 88 832 @ 22 a oo
f ¢ £ § £ £ £ & ¢ &£ €| £|¢ &€ & €| & £ £ o O

RNMG 120400 [ ] [

T

Semi-finishing

@ E%E7E (EHE) Standing stock (recommend)

O JEEFEETF Extraordinary stock
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¥ RUIAN ¥ RUIAN

ZHI7IR

Turning Inserts

ZHI7IR

Turning Inserts

‘ 55°

Negative Without hole

SHEHITIA / Ak
Heavy Turning Inserts L
Negative With hole

CVD %E PVD %E CVD %E PVD &
CVD Coating PVD Coating CVD Coating PVD Coating
TIRRK TRES 8 2 92 299 99 298 93evls s s Ilea g8 g s W TIRRK TIRES 2 2 92 29 9 99 298 3le s s s Ilea g8 g s W
Insert shape Insert type S8 a8z 8928 -8z 8888849 Insert shape Insert type S8 a8z 8928 - Dlgsz 8888849
© © © Q Q Q Q -3 -3 =3 5 - by © © © Q Q Q Q =3 =3 =3 5 - by
EeEREERERRECRERSREREEEEREE EeEREERERRERERRREREEEEREER
KNUX160405R11* (@) 175.32-191940-22 (@)
(—
KNUX160405L11 @) s 175.32-191940-27 O
KNUX160410R11 O u
KNUX160410L11 o e
KNUX160405R12* (@) 175.32-191940-24 O
(—
KNUX160405L12 @) 175.32-301940-24 @)
KNUX160410R12 O u
KNUX160410L12 o oo
KNUX160415R12 175.32-191940-25 O
D] =
Pins | KNUX160415L12 uw_J
*11- #4418 Declining chipbreaker ~ *12- Ei#§ Straight chipbreaker @ E%ETE (EHE) Standing stock (recommend) (O IEEEETF Extraordinary stock g
Wheel hub turning
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@ =E&ET () Standing stock (recommend) (O JEEFZZETF Extraordinary stock
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¥ RUIAN ¥ RUIAN

ZEHEITIH ZRI7IRA

Turning Inserts Turning Inserts

SHEHITIR / o N CC /e

L

a ¢ Heavy Turning Inserts 7L .
: Negative With hole Positive With hole
CVD &E PVD &2 CVD &E PVD &2
CVD Coating PVD Coating CVD Coating PVD Coating
TIRTER NRES 292988888 88/28 3553583888658 TIRTER NHRES 2929888888282 833535/8888¢58
Insert shape Insert type S8 a8z 88828 -8z 888 ¢ 84d Insert shape Insert type S8 a8z 88 d8 8T8 s: 8888849
© © © Q o Q Q o o o = — = © © © @ @ @ @ o o ) = - =
2EeRERRRREeERRR2RLLLLEL LR Ei & 222222222 LEEt i E
P TNMG3807-KSL o CCMT060204-PF
(AN CCMT060208-PF ° °
H A CCMTO09T304-PF ° °
e o~ N
pEn o CCMT09T308-PF ° °
. TNMX180812L-SG o) § CCMT120404-PF ° °
/\ CCMT120408-PF
[ S Bl | CCMT120412-PF
e
Skintuming CCMT060204
TNMX1106 CCMT060208 ° °
/.\ TNMX1509 o A COMT09T304 . °
By TNMX15T9 o Q CCMT09T308 ° °
BEER | TaMx2113 o CCMT120404 ° °
CCMT120408 ° °
@ E%ETFE (EHE) Standing stock (recommend) (O FEEFZFETF Extraordinary stock spmnT
Semifrishing CCMT120412

@ =E&ET () Standing stock (recommend) O JEEEFZETF Extraordinary stock
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¥ RUIAN

ZHI7IR

Turning Inserts

C/%

Positive With hole

CVD &2 PVD &2
CVD Coating PVD Coating
TIFRR THES 28238888832 8/28 53358880858
Insert shape Insert type I S Y5 5 Y85 998 389 K S N s B|Y ¥ Y S & o
gegeeeeLeLeLe e EL e
DCMT070204-PF
g, |  DourorozosPE
\ Q . DCMT11T304-PF ° °
v DCMT11T308-PF ° °
BUT | DOMT11T312-PF
DCMT070204
‘/a\ DCMT070208 ° °
v DCMT1 17304 o o
DCMT11T308 ° °
BT DOMT11T312

42

@ EEET (F#H) standing stock (recommend)

O FFEEEF Extraordinary stock

ZHI7IR

Turning Inserts

¥ RUIAN

Positive With hole

O RC/=

CVD &2 PVD &2
CVD Coating PVD Coating
Sk =
o o o o o o@C o o o C | oC|cac o o o o o o o o o
RCMX0803MO
RCMX1003MO ° °
P N RCMX1204MO ° °
® RCMX1606MO ° °
RCMX2006MO ° °
RCMX2507MO
o BT | RCMX3209MO
PN RCMT0803MO
) RCMT10T3MO ° .
v RCMT1204MO ° °
L | RCMT1606MO ° °

@ EEET (F#H) standing stock (recommend)

O FFEEEF Extraordinary stock

43




¥ RUIAN

ZHI7IR

Turning Inserts

90"§S

C

R

-+
L
Positive With hole

ZHI7IR

Turning Inserts

¥ RUIAN

i

60° TC/ i fL

Positive With hole

CVD &E PVD &2
CVD Coating PVD Coating
TR NHES 28238888832 8/28 53358880858
Insert shape Insert type S Y 53 5 Yo 8 QU8 an ald gy oy
R EEEEEEEIEEEEERE I EEEEE:
SCMTO09T304-PF
& | o . .
v SCMT120408-PF °
BUT | SCMT120412-PF
SCMT09T304 ° °
/Q\ SCMT09T308 ° °
SCMT120404 °
v SCMT120408 °
ST | SCMT120412

Semi-finishing

44

@ E%E7FE (EHE) Standing stock (recommend)

O FFEFEF Extraordinary stock

TIRFAR

Insert shape

TIRES

Insert type

PVD &/
PVD Coating

CVD #E
CVD Coating

RC6205

RC6205D
RC6215

RC6215D

RC6120

RC6220
RC6125
RC6225
RC6225D
RC6315
RC6235
RC7115
RC7125
RC8305A
RC8215A
RC8315A
RC8315H
RP9125B
RP9125C
RP9225B
RP1020
RP1120A
RP1225

#BInT

Finishing

TCMT090204-PF
TCMT090208-PF
TCMT110204-PF
TCMT110208-PF
TCMT16T304-PF
TCMT16T308-PF
TCMT16T312-PF

A\

HHEINT

Semi-finishing

TCMT090204
TCMT090208
TCMT110204
TCMT110208
TCMT16T304
TCMT16T308
TCMT16T312

@ E%ETFE (EHE) Standing stock (recommend) (O IEEEETF Extraordinary stock
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¥ RUIAN

ZRIRA

Turning Inserts

‘m VBPositiveW';:fiIE

CVD &2 PVD &2
CVD Coating PVD Coating
TIRTER NRES 2228 SR8 8828285535838 8¢5 8
Insert shape Insert type S S 8 25858 8§88 crKlg s n a8 8§ S & &
0O 8 0 8 0000 8§ 0 0loold8 388 8|2 2 2 a & o
o o o o C o o o o C | oC|ac o o o o o o o o o
VBMT110304-PF
VBMT110308-PF
@ VBMT160404-PF ° °
VBMT160408-PF ° °
BT | VBMT160412-PF
VBMT110304
VBMT110308
@ VBMT160404 ° °
VBMT160408 ° °
WIFIT | yBMT160412 °
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@ =E&ET () Standing stock (recommend) (O JEEEZETF Extraordinary stock

ErtIE 7] R

PARTING AND GROOVING INSERTS




¥ RUIAN ¥ RUIAN

ErtNETIRRRS R

Chipbreaker Feature of Parting and Grooving Inserts

YIERNIE 7] R an

Parting and Grooving Inserts Code Key

R5IZFR Series
e v N 400 - M

BEZS Tolerance class
MG [J N 400 - M

LEiz!

RS RHIBR RS BESFR Feature
Symbol Series Symbol Tolerance class
MG VESi IEN] M M 4

Square head grooving insert

MR [EES VAR

Round head grooving insert

MQ S IHREH 5

Multfunctional parting insert

HJHIA [ Cutting direction
MG M [§] 400 - M

M-level tolerance

@ G %

G-level tolerance

EI7IRE Cutting edge width

MG M N EQJE) - ™

ZEH /K /T T

Turning / grooving / parting

PREEEEIE, OB, YERY, MTENR, F5FERBE.
SRR, PIREREIERRE.
EETHN. BBERE.

Grinding chipbreaker with sharpen cutting edge, smooth cutting, lower machining resistance.lt is not easy to build-up edge.
High precision grade which can acquire a higher notch base quality.
Promoting stainless steel,nonferrous metal.

BT &, ERATAEMW. MBI, F5NT.
SR = HHBIEIRT, RISRIFNER. BB,

RS 7 E p— .
Symbol Cutting direction WEREW. KN,
= 417
=58 gy‘?n?ol Cumﬁ;]i]geﬁv%h Sharpen cutting edge design, which is suitable for stainless steel,grooving of hard-to-cut materials and turning.
R Right direction Multiple three-dimensional chipbreaker design which can acquire a good chip curling and chip breaking capability.
1 50 1.5mm Promoting to use stainless steel and low-carbon steel.
L fs ooyl
200 2.0mm MGMN-M
FT751E -
N Newtrl 250 2. 5mm IERTAT)OEMRLEVIMIEI D, TIHLRRER, .
Rt U RS NEREm F ) I Th AR BFRITIBIE G MEaE.
#HAMLE Chinbreaker 300 3.0mm FISEITIMT. 8. FEHIEEFINT,
*E i1‘t1§ C p b ea e COd e The cutting edge structure at the positive rate angle can reduce cutting force with rapid and smooth cutting process.
M G M N 400 _ 400 4.0mm The ch\pb‘reaker structure specially d.esigned OV\.IHS be.rler cutting control performance in transversal turning.
It can achieve parting, grooving, turning etc. various kinds of machining.
ZEH /A /)R T
Turning / grooving / parti
(A% i £id) 500 5.0mm Urning / grooving / parting
Symbol Chipbreaker M G MN G M
M figZY
M “M"Chipbreaker 600 6.0mm

48

ZEH /K /T

Turning / grooving / parting

BAREL, TIARES, ERTZAMIAMEFMIIN,
BV FRAMITI A4S 3D #B RISt A& REFHETBIIE.
The general chipbreaker with strong insert strength, which is widely suitable for a working condition of machining material and machining

condition.
It owns good chip breaking function because of shaping a "V" type inward concave cutting edge combining with 3D chipbreaker design.

MRMN-M

4

MBI QSRR RELEN, FRTIAFERTBINARRIFNTIREE, RETIAY
HIR IR IEBEE Lo
BETHE. FESHMTINL, BERTFY. TEMBEE/~N T,

Optimized cutting edge structure and chipbreaker structure, which make the inserts resisted to cutting resistance and good tool nose
strength,simultaneously,the insert owns more excellent cutting treatment performance.
It is suitable for profiling and machining of axis category,ring category parts, turning, grooving and grinding undercut machining.

Pty ochg o
MQMN
REFHOEL, PIRGRETR, HBMREE
A ASAEGT, BRUMIENEER, JASHEHEERE.
4 HERTASMW. HE% THEASHRMT T,

YKL
Parting

It applies special groove profile which can acquire narrower cutting.lts chip breaking effect is better.
The insert presents negative rake angle face design to ensure its cutting edge is more firmer.The tool lifespan gets obvious improvement;
It is promoted to be uses for cutting machine of alloy steel,cast iron, stainless steel etc.materials.
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¥ RUIAN ¥ RUIAN

MGGN A% MGMN 2%

MGGN Series MGMN Series
I L | I L |
2 2
T == T
%Jsi SﬁhﬁaK 7‘2 S)i %p? Basic %EiriSiRoﬂq(-mm) E\\/{)Dcﬁi% (C:\\//DDCZ)§E %Jsi SﬁhﬁaK 7‘2 S)i %p? Basic %ﬂigﬂ-mm) E\\/{)Dcﬁi% (C:\\//DDCZ:§E
| s | R [ L | RAPoi2sB | AP9125C | RP1020 | RCG125A | s | . mR [ L | nAPoi2sB | AP9125C | AP1020 | RCG125A |
MGGN200 2.0 0.2 16 . MGMN150-TM 15 0.15 16 o
MGGN250 25 0.2 185 . MGMN200-TM 20 0.2 16 .
> MGGN300 3.0 03 21 ° L MGMN250-TM 25 0.2 185 °
MGGN400 40 0.4 21 ° MGMN300-TM 3.0 0.4 21 °
Lover ot B BERE \MGGN500 5.0 08 26 ° MGMN400-TM 40 0.4 21 °
MGGN200-M 20 0.2 16 . MGMNS500-TM 5.0 0.8 26 o
MGGN250-M 25 0.2 185 ° RS MGMN60O-TM 6.0 0.8 26 o
= MGGN300-M 3.0 03 21 . MGMN150-M 15 015 16 o
MGGN400-M 40 0.4 21 ° MGMN200-M 2.0 0.2 16 °
Lover restan SRS MGGNS00-M 5.0 0.8 26 ° MGMN250-M 25 0.2 185 °
MGGN200-06R/L 2.0 0.2 16 . = MGMN300-M 3.0 0.4 21 °
MGGN250-06R/L 25 0.2 185 ° MGMN400-M 40 0.4 21 °
= MGGN300-06R/L 3.0 03 21 ° MGMN500-M 5.0 08 26 .
MGGN400-06R/L 40 0.4 21 . MGMN600-M 6.0 0.8 26 o
R MGGNS00-06R/L 5.0 0.8 26 ° B MGMNB00-M 8.0 0.8 31 o
@ HEET (E#) Standing stock (recommend) O JEEE T Extraordinary stock MGMN150-GM 1.5 0.15 16 ©
MGMN200-GM 2.0 0.2 16 °
MGMN250-GM 25 0.2 185 °
MGMNS300-GM 3.0 03 21 .
MGMN400-GM 40 0.4 21 .
MGMN500-GM 5.0 05 26 °
ves s MGMNG00-GM 6.0 0.8 26 o

@ EEETF (FHE) Standing stock (recommend) (O FEEFZEETF Extraordinary stock
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¥ RUIAN ¥ RUIAN

MRMN Z&7% MQMN %I

MRMN Series MQMN Series

—
—
—

E R~ PVD 3RE CVD #&
Basic dimension (mm) PVD Coating CVD Coating

L1 S R L RP9125B | RP9125C RP1020 RC6125A

TRES

Insert type

o ERMR PVD $E CVD #BE "

TIF AR TIHFBS Basic dimension (mm) PVD C(l)atirg CVD C(I)atilg TIF AR

Insert shape Insert type Insert shape
16

MRMN200-M 2.0 1.0 MQMN300 4.40 3.125 0.3 11 @)
MRMN250-M 2.5 1.25 18.5 (@] MQMN400 4.95 4125 0.3 i (@]
MRMN300-M 3.0 1.5 21 [ ] A MQMNS500 5.00 5.125 0.3 11 (@)
MRMN400-M 4.0 2.0 21 [ ] MQMN600 5.28 6.400 0.3 1
MRMN500-M 5.0 21 26 (@]
e MRMNBOO-M 6.0 3.0 26 <k
@ $#%FETF (M) Standing stock (recommend) O IEH#EETF Extraordinary stock @ $#%FE7F (M) Standing stock (recommend) O IEH#ETFE Extraordinary stock
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XTI R

SHALLOW GROOVING INSERTS

TGF i%#&7] Hap 3 $L0

TGF Shallow Grooving Inserts Code Key

RHIBIR Series
32 R 100 -010 R

RS
Symbol Series

TGF bzt

Series

717 M Insert direction
TGF 32 [[§] 100 -010 R

RS TR 7518
Symbol Insert direction
aF
R Right hand
L EF

Left hand

JIREN Nose radius
TGF 32 R 100 [ R

%] TISREN
Symbol Nose radius
005 R0.05
010 R0.10

TGF =BT R R

Feature of TGF Shallow Grooving Inserts

HIELIRET]

¥ RUIAN

715 R~F Insert dimension
TGFEPR 100 -010 R

RS X
Symbol Insert dimension
32 9.525

tIEI7)3EE Cutting edge width
TGF 32 R[fif) -010 R

5 YIRT) R

Symbol Cutling edge widih
050 0.5mm
100 1.0mm

TIRAAR Nose shape
TGF 32 R 100 -010 [§}

RS TIRFR
Symbol Nose shape
R [EES

Round head

R

Parting and grooving insert

TGF EERETIF

TIOER], YIHIBERRT.
=NBEYIEIT), S5
N AZEES] £0.025mm,
*Ej’i‘i% 0.5~ 3.0mms

Vertical installed shallow grooving insert.

The groove width range is from 0.5 to 3.0mm.

Feature

The cutting edge is sharpen with rapid and smooth cutting.
Three finishing grinded cutting edges are economical.
The cutting edge width tolerance shall be controlled within +0.025mm.
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U RUIAN
TGF %71/
TGF Shallow Grooving Inserts

W +0.025

| LS

EiR~
Basic dimension (mm)

TRES

Insert type

TGF32R/L050-005 0.5 1.0 0.05
TGF32R/L060-005 0.6 1.0 0.05
TGF32R/L065-005 0.65 1.4 0.05
TGF32R/L070-005 0.7 1.4 0.05
TGF32R/L075-010 0.75 20 0.10
TGF32R/L080-010 0.8 2.0 0.10
TGF32R/L085-010 0.85 20 0.10
TGF32R/L090-010 0.9 2.0 0.10
TGF32R/L095-010 0.95 20 0.10
TGF32R/L100-010 1.0 22 0.10
TGF32R/L110-010 1.4 22 0.10
TGF32R/L115-010 1.15 22 0.10
TGF32R/L120-010 1.2 22 0.10
TGF32R/L125-010 1.25 22 0.10
TGF32R/L130-010 1.3 22 0.10
TGF32R/L135-010 1.35 22 0.10
TGF32R/L140-010 1.4 22 0.10
TGF32R/L145-010 1.45 22 0.10
TGF32R/L150-010 1.5 24 0.10
TGF32R/L155-010 1.55 2.4 0.10
TGF32R/L160-010 1.6 24 0.10
TGF32R/L165-010 1.65 2.4 0.10
TGF32R/L170-010 7 24 0.10
TGF32R/L175-010 1.75 2.4 0.10
TGF32R/L180-010 1.8 24 0.10
TGF32R/L185-010 1.85 2.4 0.10
TGF32R/L190-010 1.9 24 0.10
TGF32R/L195-010 1.95 2.4 0.10
TGF32R/L.200-015 20 27 0.15
TGF32R/L210-015 2.1 27 0.15
TGF32R/L215-015 215 27 0.15
TGF32R/L220-015 22 27 0.15
TGF32R/L225-015 225 27 0.15
TGF32R/L230-015 2.3 27 0.15
TGF32R/L.240-015 24 27 0.15
TGF32R/L250-015 25 3.0 0.15
TGF32R/L.260-015 26 3.0 0.15
TGF32R/L265-015 2.65 3.0 0.15
TGF32R/L270-015 27 3.0 0.15
TGF32R/L275-015 2.75 3.0 0.15
TGF32R/L.280-015 28 3.0 0.15
TGF32R/L300-020 3.0 3.0 0.20

R~ (mm) Dimension

[ c | 7 | D]

9.525 3.18 4.4

PVD %2 CVD RE
PVD Coating CVD Coating
R L R L R L R L
@) @)
@) @)

[ NON NoNeNOoN NelohoNeNeNoN NeNoHoNoN NoNoNONON NONONONCN NONONON NN

@ =&ETE () Standing stock (recommend) O JEEEZETF Extraordinary stock
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* AIERSHREE, UNSHEINA

% Special cutting edge width and special nose radius can be customized

¥ RUIAN

TGF ZIETI R

TGF Shallow Grooving Inserts

W £0.025

—
\f'\‘

Dy

Ay

R~ (mm) Dimension

[ c | 7 | 0]

9.525 3.18 4.4

PVD %2 CVD RE
PVD Coating CVD Coating

RP9125B RP9125C RP1020 RC6125A
R L R L R L R L

TIRES

Insert type

TGF32R/L100-050R 1.0 2.2 0.5 ®
TGF32R/L120-060R 1.2 2.2 0.6

TGF32R/L150-075R 1.5 22 0.75 ®
TGF32R/L180-090R 1.8 2.2 0.9

TGF32R/L200-100R 2.0 2.7 1.0 ®
TGF32R/L250-125R 2.5 3.0 1.25 [
TGF32R/L300-150R 3.0 3.2 1.5 ®

@ E&ET () Standing stock (recommend) O JEEEZETF Extraordinary stock * OEHIEHTEE, UNKIEHREIA

* Special cutting edge width and special nose radius can be customized
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GBA %871 e N

GBA Shallow Grooving Inserts Code Key

RIBHR Series
=YY 43 R 150 -020 (S) R

715 R~F Insert dimension
GBAER]R 150 020 (S) R

= = T
Symbol Series Symbol Insert dimension
GBA RHIEH 43 12.7

Series

71K 5@ Insert direction
GBA 43[[§) 150 020 (S) R

{I8)7]1%E Cutting edge width
GBA 43 RE) -020 (5) R

s NRAE s YIHITIEE
Symbol Insert direction Symbol Cutling edge width
aF
R i 150 1.5mm
L =¥ 300 3.0mm

Left hand

JIREN Nose radius
GBA 43 R 150 EWP) () R

Y1i# Cutting depth
GBA 43 R 150 -020 R

s TIRENN s TR
Symbol Nose radius Symbol Cutting depth
020 R0O.2 S 4.0
030 R0.3

TIRFR Nose shape
GBA 43 R 150 -020 (S) [§}

R Bk
>
GBA ZIETIR1F=
{ H N
Feature of GBA Shallow Grooving Inserts
YIRENETI A R
Parting and grooving insert Feature

GBA EIEEHETIR, ERNIEES.

BRTATR, SREMNT.

KU BHBIE, HBR%.

TEAZEES £0.025mmo

FETSEE 1.25 ~ 4.5mm,

High precision grinding insert with higher groove bottom machining precision.
It is suitable for machining with large cutting depth and high strength.

Large "U" shape flute with smooth chip removal.

The cutting edge width tolerance is controlled within +0.025mm.
The groove width range 1.25~4.5mm.
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GBA %i&71R

GBA Shallow Grooving Inserts

W £0.025

<] ey,
L o}
iy

— 0
T

EiR~
Basic dimension (mm)

TIRES

Insert type

RP9125B
R L

GBA43R/L125-020 1.25 2.0 0.2
GBA43R/L140-020 1.4 3.5 0.2
GBA43R/L145-020 1.45 3.5 0.2
GBA43R/L150-020 1.5 3.5 0.2
GBA43R/L170-020 1.7 3.5 0.2
GBA43R/L175-020 1.75 3.5 0.2
GBA43R/L185-020 1.85 3.5 0.2
GBA43R/L195-020 1.95 3.5 0.2
GBA43R/L200-020 2.0 3.5 0.2
GBA43R/L225-020 2.25 3.5 0.2
GBA43R/L230-020 2.3 3.5 0.2
GBA43R/L250-030S 2.5 4.0 0.3
GBA43R/L250-030 2.5 5.0 0.3
GBA43R/L265-030S 2.65 4.0 0.3
GBA43R/L265-030 2.65 5.0 0.3
GBA43R/L280-030S 2.8 4.0 0.3
GBA43R/L280-030 2.8 5.0 0.3
GBA43R/L300-030S 3.0 4.0 0.3
GBA43R/L300-030 3.0 5.0 0.3
GBA43R/L325-030S 3.25 4.0 0.3
GBA43R/L325-030 3.25 5.0 0.3
GBA43R/L330-030S 3.3 4.0 0.3
GBA43R/L330-030 3.3 5.0 0.3
GBA43R/L350-030 3.5 5.0 0.3
GBA43R/L400-040 4.0 5.0 0.4
GBA43R/L430-040 4.3 5.0 0.4
GBA43R/L450-040 4.5 5.0 0.4

PVD %2

PVD Coating

RP9125C RP1020 RC6125A
L R L R L

® O O ep

©C O @€ O O e

O 0 e e e

¥ RUIAN

R~ (mm) Dimension

[ c | 7 | 0 ]

12.7 4.76 5.5

CVD RE
CVD Coating

@ EEETE () Standing stock (recommend) (O FEEEHETF Extraordinary stock

* FIEBMSHRERE, UKRSHEINS

% Special cutting edge width and special nose radius can be customized
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GBA %i&71R

GBA Shallow Grooving Inserts

W +0.025
- p——
] Akﬁ
L5 DOy
} =
N
R~ (mm) Dimension
L c [ T | D |
12.7 4.76 5.5
EHhR PVD i&E CVD RE
NREES Basic dimension (mm) PVD Coating CVD Coating

Insert type

RP9125B RP9125C RP1020 RC6125A
R L R L R L

R L
GBA43R/L100-050R 1.0 2.0 0.5 °
GBA43R/L150-075R 15 3.5 0.75 °
GBA43R/L200-100R 2.0 3.5 1.0 ®
GBA43R/L250-125R 2.5 4.0 1.25 °
GBA43R/L300-150R 3.0 4.0 1.5 o
GBA43R/L400-200R 4.0 5.0 2.0
@ HEER (i) Standing stock (recommend) O JFEIE[EFF Extraordinary stock * ARSI, MRSHERA

% Special cutting edge width and special nose radius can be customized
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¥ RUIAN

GE ;%1871 an # N

GE Shallow Grooving Inserts Code Key

RHIZFR Series J1E B[ Insert direction

€138 R 100 -005 C GE [§) 100 -005 C
GE REn R A w8
YI817)%EE Cutting edge width JIRElEN Nose radius
GE R i) -005 C GE R 100 i C

100 1.0mm 005 R0.05
150 1.5mm 010 R0.10

JIE 28 Insert type
GE R 100 -005

RS ALE S
Symbol Insert type
© [e-<it)

Type C

GE iZEJTIRER

Feature of GE Shallow Grooving Inserts

YIRENETI A R
Parting and grooving insert Feature
GE BEE, sIRSRENRTIEE.,

BRI, TIHIRR,

NI AZEES] £0.025mm.
&% 0.5 ~ 5.0mmo
FERTWTL. /NFLUIEIN T,

Precision grinding which can acquire higher dimensional precision.
Sharpen rake angle with rapid and smooth cutting.

Cutting edge width tolerance controlled within +0.025mm.

The groove width range is from 0.5 to 5.0mm.

Mainly used for machining of inner hole and small hole grooving.
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GE %1871/

GE Shallow Grooving Inserts

GE %1871/

GE Shallow Grooving Inserts

¥ RUIAN

4/\—.]
247
5 .

N/
N
\/

1 O 1 O
m - N ) - N
'
C a) C a)
> W $0.025 ‘ W $0.025 ‘
R<f (mm) Dimension RS (mm) Dimension
A | L | T | D | LAl L T | D]
6.69 6.5 2.58 2.5 8.46 8.2 3.18 2.7
EHHR PVD i&E CVD B ERR PVD i&E CVD B
NREES Basic dimension (mm) PVD Céaﬁn’:lﬂg CVD CézE TIRES Basic dimension (mm) PVD Coatlrg CVD Céﬁ%
Insert type SR
R L R L R L R L R L R L [l L R L

GER/LO50-005A 0.5 1.2 0.05 ® O GER/L080-005B 0.8 1.8 0.05 O

GER/LO60-005A 0.6 1.2 0.05 o GER/L100-005B 1.0 2.2 0.05 [ ] (@]
GER/LO70-005A 0.7 1.2 0.05 O GER/L120-005B 1.2 2.2 0.05 @)
GER/LO80-005A 0.8 1.2 0.05 ©) GER/L125-005B 1.25 2.2 0.05 [}
GER/L100-005A 1.0 1.5 0.05 [ ] (@] GER/L130-010B 1.3 2.2 0.1 (@]
GER/L120-005A 1.2 1.5 0.05 (@] GER/L145-010B 1.45 2.2 0.1 o

GER/L125-005A 1.25 1.5 0.05 ([ ] GER/L150-010B 1.5 2.2 0.1 ([ ] (@]
GER/L140-010A 1.4 1.5 0.1 o GER/L180-010B 1.8 2.2 0.1 (@]

GER/L150-010A 1.5 1.5 0.1 ® O GER/L200-010B 2.0 2.2 0.1 ® (@)
GER/L180-010A 1.8 1.5 0.1 ©) GER/L225-010B 2.25 2.2 0.1 @)

GER/L200-010A 2.0 1.5 0.1 ® O GER/L250-010B 2.5 2.2 0.1 ® O
@ E&ETF (F#) Standing stock (recommend) O JEE & ZETF Extraordinary stock * AEENSHREE, URESHREIA GER/L280-0208 28 22 02 ©
% Special cutting edge width and special nose radius can be customized GER/LSOO-OZOB 3.0 2.2 0.2 [

@ E%&ETE (EHE) Standing stock (recommend) (O FEEZFETF Extraordinary stock Y B EHNETRTEE, UNIERENH

% Special cutting edge width and special nose radius can be customized
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GE %1871/

GE Shallow Grooving Inserts

2o
A
e |
€ A T
W+0.025 < >

EiR~
Basic dimension (mm)

TRES

Insert type

GER/L100-005C 1.0 2.5 0.05
GER/L120-005C 1.2 2.5 0.05
GER/L125-005C 1.25 2.5 0.05
GER/L140-010C 1.4 25 0.1
GER/L145-010C 1.45 2.5 0.1
GER/L150-010C 1.5 2.5 0.1
GER/L160-010C 1.6 2.5 0.1
GER/L170-010C 1.7 2.5 0.1
GER/L185-010C 1.85 2.5 0.1
GER/L195-010C 1.95 25 0.1
GER/L200-010C 2.0 2.5 0.1
GER/L225-010C 2.25 2.5 0.1
GER/L250-020C 2.5 2.5 0.2
GER/L275-020C 2.75 2.5 0.2
GER/L280-020C 2.8 2.5 0.2
GER/L300-020C 3.0 2.5 0.2
GER/L320-020C 3.2 2.5 0.2
GER/L350-020C 3.5 25 0.2

RP9125B
R L

R~ (mm) Dimension

LA L LT | D

5.8 11.48 4.05 28

PVD &= CVD i&=E
PVD Coating CVD Coating
° O
o
°
o
O
° ©)
O
o
O
o
® O
O
° (@)
°
O
°
O
o

@ E%ETFE (EHE) Standing stock (recommend) (O IEEFZETF Extraordinary stock
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* AIERMEHRERE, UAAHREIA

% Special cutting edge width and special nose radius can be customized

¥ RUIAN

GE %1871/

GE Shallow Grooving Inserts

R~ (mm) Dimension

I T

6.8 16.44 5.05 3.4

ERR PVD %2 CVD RE

Basic dimension (mm) PVD Coating CVD Coating

RP9125B RP9125C RP1020 RC6125A
R L R L R L

TRES

Insert type

R L
GER/L100-005D 1.0 2.5 0.05 ® O
GER/L120-005D 1.2 2.5 0.05 O
GER/L125-005D 1.25 2.5 0.05 ©)
GER/L140-005D 1.4 25 0.05 ©)
GER/L145-010D 1.45 2.5 0.1 @)
GER/L150-010D 1.5 3.0 0.1 [ O
GER/L170-010D 1.7 3.0 0.1 @)
GER/L185-010D 1.85 3.0 0.1 O
GER/L195-010D 1.95 3.0 0.1 ©)
GER/L200-010D 2.0 3.6 0.1 ® O
GER/L225-010D 2.25 3.6 0.1 @)
GER/L230-020D 2.3 3.6 0.2 O
GER/L250-020D 2.5 3.6 0.2 ® (@)
GER/L275-020D 2.75 3.6 0.2 O
GER/L280-020D 2.8 4.5 0.2 ©)
GER/L300-020D 3.0 4.5 0.2 ® O
GER/L320-020D 3.2 4.5 0.2 @)
GER/L350-020D 3.5 4.5 0.2 [
GER/L400-020D 4.0 4.5 0.2 (©)

@ E%ETF (EHE) Standing stock (recommend) (O IEEEETF Extraordinary stock * AIEENSHREE, URSHETA

* Special cutting edge width and special nose radius can be customized
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GE %1871/

GE Shallow Grooving Inserts

= _(

€ A T

Wt0.025 - >

HihR~

Basic dimension (mm)

TRES

Insert type

GER/L100-005E 1.0 3.0 0.05
GER/L150-010E 1.5 3.5 0.1
GER/L170-010E 1.7 3.5 0.1
GER/L185-010E 1.85 3.5 0.1
GER/L195-010E 1.95 3.5 0.1
GER/L200-010E 2.0 3.8 0.1
GER/L225-010E 2.25 3.8 0.1
GER/L230-020E 2.3 3.8 0.2
GER/L250-020E 2.5 4.5 0.2
GER/L275-020E 2.75 4.5 0.2
GER/L280-020E 2.8 4.5 0.2
GER/L300-020E 3.0 4.5 0.2
GER/L330-020E 3.3 4.5 0.2
GER/L350-020E 3.5 5.5 0.2
GER/L400-020E 4.0 5.5 0.2
GER/L430-020E 4.3 5.5 0.2
GER/L450-020E 4.5 6.5 0.2
GER/L460-020E 4.6 6.5 0.2
GER/L500-020E 5.0 6.5 0.2

RP9125B
R L

R~ (mm) Dimension

LA Ll LT | D

9.54 21.66 5.55 4.4

PVD &= CVD i&=E
PVD Coating CVD Coating
° O
°
O
o
O
° ©)
O
o
°
o
o
° ©)
)
°
°
o
O
o
°

@ H£%FETE () Standing stock (recommend) O IEEFEFEFF Extraordinary stock
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* FIEGREHEE, UKAEREA

% Special cutting edge width and special nose radius can be customized

¥ RUIAN

GT ;%i§7] ~an #e

GT Shallow Grooving Inserts Code Key

R5IZFR Series 71K R~ Insert dimesion

[exl 16 | R 100 -010 GTHR! R 100 -010
GT roEm 11 6.35
16 9.525
J1R ¥R Insert type 71K M Insert direction
GT 16 R 100 -010 GT 16 | [§] 100-010
S e s TRAER
E el
JHI7I3EE Cutting edge width 7IREN Nose radius
GT 16 | R i) -010 GT 16 | R 100 EIY)
050 0.5mm 005 R0.05
100 1.0mm 010 R0.10

GT ZETIRER

Feature of GT Shallow Grooving Inserts

HIEREIHET] A R

Parting and grooving insert Feature

FEEETIR, SBLUIMER.

TIA%F, BEMBEMREPVD RE, LIKEH, SMNI,

TIBRNEES] £0.025mmo

TEEESEE 0.5 ~ 3.0mmo

Flatten stitching shallow grooving insert, which is with external threading tool holder.

Sharpen cutting edge which matches with PVD coating owns excellent abrasion resistance to realize long lifespan and efficient machining.
The cutting edge width tolerance is controlled within +0.025mm.

The groove width range is 0.5~3.0mm.
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GT xR

GT Shallow Grooving Inserts

W+t0.025
D —
|
T
EAHR
DJ#%E% Basic dlmetEsﬁn_J(-mm)
Insert type

GT11I/ER050-005 0.5 1.0 0.05
GT111/ER060-005 0.6 1.0 0.05
GT11I/ER070-005 0.7 1.2 0.05
GT11I/ER080-005 0.8 1.2 0.05
GT11I/ER090-005 0.9 1.2 0.05
GT11l/ER100-010 1.0 1.5 0.1
GT11l//ER110-010 1.1 1.5 0.1
GT11l/ER120-010 1.2 1.5 0.1
GT11l/ER130-010 1.3 1.5 0.1
GT11I/ER140-010 1.4 1.5 0.1
GT11I/ER150-010 1.5 1.5 0.1
GT11I/ER160-010 1.6 1.4 0.1
GT11l/ER170-010 1.7 1.4 0.1
GT11l/ER180-010 1.8 1.3 0.1
GT11I/ER200-010 2.0 1.2 0.1

RP9125B
R L

R~ (mm) Dimension

Lo | T | D
"

6.35 3.18 3.1

PVD &= CVD i&=E
PVD Coating CVD Coating

° O

o

O

o

O

° ©)

O

o

O

o

® O

O

)

O

° @)

@ E%ETE (EHE) Standing stock (recommend) (O FFEFEZFEFF Extraordinary stock
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* FIERNEHRERE, LUAAHREINA

% Special cutting edge width and special nose radius can be customized

¥ RUIAN

GT %1871/

GT Shallow Grooving Inserts

Wt0,025
o ~ G E
al +
|
=
R~ (mm) Dimension
[ L | c | T [ D
16 9525 365 4
TIR&ES Basic %Egﬁ(-mm) EXJDCZ%%E (C:\\//DDCZ§E
Insert type
R T R L R L R T
GT16l/ER050-005 0.5 1.6 0.05 (@]
GT16l/ER060-005 0.6 1.6 0.05 @)
GT16l/ER070-005 0.7 1.6 0.05 (@]
GT16l/ER075-005 0.75 1.6 0.05 (@]
GT16l/ER080-005 0.8 1.6 0.05 @)
GT16l/ER095-005 0.95 1.6 0.05 @)
GT16I/ER100-010 1.0 1.8 0.1 [ (@)
GT16I/ER110-010 1.1 1.8 0.1 @)
GT16l/ER115-010 1.15 1.8 0.1 (@]
GT16l/ER120-010 1.2 1.8 0.1 (@]
GT16lI/ER130-010 1.3 1.8 0.1 @)
GT16l1/ER140-010 1.4 1.8 0.1 @)
GT16l1/ER145-010 1.45 1.8 0.1 @)
GT16I/ER150-010 1.5 1.8 0.1 [ ] O
GT16l/ER160-010 1.6 1.8 0.1 (@]
GT16l/ER175-010 1.75 1.8 0.1 @)
GT16I/ER180-010 1.8 1.8 0.1 @)
GT16l/ER200-010 2.0 1.8 0.1 [ ] O
GT16l/ER215-020 2.15 2.0 0.2 @)
GT16l/ER225-020 2.25 2.0 0.2 @)
GT16l/ER230-020 2.3 2.0 0.2 (@]
GT16l/ER250-020 2.5 2.0 0.2 [ (@]
GT16l/ER265-020 2.65 2.0 0.2 @)
GT16l/ER300-020 3.0 2.0 0.2 [ O

@ E%ETF (EHE) Standing stock (recommend) (O IEEFZFETF Extraordinary stock Y O] EFNETRTEE, UNIERENA

% Special cutting edge width and special nose radius can be customized
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BNIERITI R

THREADING INSERTS

SR ZEHI 7] A an 4 AR

Threading Inserts Code Key

7B R~} Insert dimension
A ErR1501s0 A

Symbol Insert dimension

11 1C6.35mm

16 1C9.525mm

22 IC12.7mm

715 5[ Insert direction
16 E [§) 1.50 1SO A

3% TR7E
Symbol Insert direction
BFI/
R Right hand
EFTIRA
L Left hand

124vinAE Thread standard

16 E R 1.50 [[0)] A

5 SRR

Symbol Thread standard
A 1S0 1BEX
ISO 180 metrio thread
S57BEIF R
55 55°general pitch thread
607 EEIF ALY
60 60°general pitch thread
BERIRAL
W Whitworth thread
BSPT IR

British taper piper thread

UN Gi—INEIRSL

Unifed thread

NPT S B IRSL

American taper piper thread

RD30 e

Round thread
TRFARLL
TR Trapezoidal thread
1l ACME #247
AC M E American ACME thread

STACME EH5TH5 ACME 18241

American short toothed ACME thread

¥ RUIAN

J1E 35 Tool category

16 [ R 1.50 ISO A

RS TIRER
Symbol Tool category
E MBS

External threading

| RIBLT) v

Internal threading

1888 Screw pitch

16 E R [} 1so A

T

Screw pitch(mm) profile(tpi)

SR - BIETE (FEk7)

Full profile-range of screw pitch (with wiper)

0.5-6.0 48-4

SEEFE - BIETE (FmEk7)

Range profile-range of screw pitch (without wiper)

A 0518 48-16
AG  0.5-3.0 48-8
G 1.75-3.0 14-8

N 3.5-5.0 7-5

JIK 28 Insert type
16 E R 1.50 1SO [y

A L

4 A

ZHEHTBIEEL FIRE R RER
3-Dimensional chip-
bresking Fully ground edge
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WBZEHITI R

Threading Inserts

SO RERSL (FMELY)

ISO Metric Thread (External Thread)

* HEFET] with wiper

TIERAR TIRES

Insert shape Insert type

TPI IC

PRISREL
Internal Thread

R262(DIN13) 69/6H

EEESEE JIFR~> HEES
Pitch range Insert dimension Coating grade

16E"/,1.00ISOA 1.00 9525 352 07 07 ° °

16E"/,1.25ISOA 1.25 9525 352 0.9 0.8 ° °

16E"/,1.501SOA 1.50 9.525 3.52 1.0 0.8 ° °

16E"/,1.75IS0A 1.75 9525 352 1.2 0.9 ° °

4 16E"/,2.001SOA 2.00 9525 352 13 10 ° °
e 16E"/,2.501SOA 2.50 9525 352 15 1.1 ° °
Q 16E"/,3.001SOA 3.00 9525 352 1.6 1.2 ° °
S < 22ER3.501SOA 3.50 127 465 23 1.6 ° °
22ER4.00ISOA 4.00 127 465 23 1.6 ° °

22ER4.501SOA 4.50 127 465 24 1.7 ° °

22ER5.00ISOA 5.00 127 465 25 1.7 ° °

22ER5.501SOA 5.50 127 465 25 1.7 ° °

22ER6.00ISOA 6.00 127 465 27 1.8 ° °

16ER0.501SO 0.50 9525 352 04 0.6 ° °

16ER1.001SO 1.00 9525 352 07 07 ° °

16ER1.25ISO 1.25 9525 352 0.9 0.8 ° °

16ER1.501SO 1.50 9525 352 1.0 0.8 ° °

S 16ER2.00ISO 2.00 9525 352 1.3 1.0 ° °
a 16ER2.501SO 250 9525 352 1.5 1.1 ° °
16ER3.001SO 3.00 9525 352 1.6 1.2 ° °

22ER3.501SO 3.50 127 465 23 1.6 ° °

22ER4.00ISO 4.00 127 465 23 1.6 ° °

22ER4.501SO 4.50 127 465 24 1.7 ° °

22ER5.00ISO 5.00 127 465 25 1.7 ° °

2

@ E%ETF (EHE) Standing stock (recommend) (O IEEEEETF Extraordinary stock

WBZEHITI R

Threading Inserts

SO RIESr (PIIEL)

ISO Metric Thread (Internal Thread)

* HEFET] with wiper

TR TIRES

Insert shape Insert type

RSB E JIFR~ HEES
Pitch range Insert dimension Coating grade

TPI IC

¥ RUIAN

PRISREL
Internal Thread

R262(DIN13) 6g/6H

1617/,1.001SOA 1.00 9525 3852 07 06 ® °

161%/,1.251SOA 1.25 9525 352 09 08 @ °

1617/,1.501SOA 1.50 9525 352 10 08 °

161%/,1.751SOA 1.75 9525 352 12 09 @ °

b 1617/,2.001SOA 2.00 9525 352 13 10 @ °
o 1617/,2.501SOA 2.50 9525 3852 15 11 ° °
a 161%/,3.00ISOA 3.00 9525 852 15 1A ° °
> 5 22IR3.50ISOA 3.50 127 465 23 16 @ °
22IR4.00ISOA 4.00 127 465 23 16 @ °

22IR4.50ISOA 4.50 127 465 24 16 @ °

22IR5.00ISOA 5.00 127 465 23 16 @ °

22IR5.50ISOA 5.50 127 465 23 16 @ °

22IR6.00ISOA 6.00 127 465 25 18 @ °

11IR1.001SO 1.00 635 305 07 06 @ °

111R1.251S0 1.25 635 305 09 08 @ °

11IR1.501SO 1.50 635 305 10 08 @ °

111R1.751S0 1.75 6.35 305 1.1 09 e °

11IR2.001SO 2.00 6.35 305 1.1 09 e °

16/R0.501S0O 0.50 9525 3852 04 06 @ ® °

P 16IR1.001SO 1.00 9525 352 07 06 @ °
16IR1.251S0 1.25 9525 3852 09 08 @ °

a 16IR1.501SO 1.50 9525 352 10 08 @ °
16/R2.001SO 2.00 9525 3852 13 10 @ °

16IR2.501SO 2.50 9525 3852 15 11 ° °

16/R3.001SO 3.00 9525 852 15 11 ° °

22IR3.501SO 3.50 127 465 23 16 @ °

22IR4.001SO 4.00 127 465 23 16 @ °

22IR4.501SO 4.50 127 465 24 16 @ °

22IR5.001SO 5.00 127 465 23 16 @ °

@ EEETF () Standing stock (recommend) (O FEEEFETF Extraordinary stock
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IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
55° AR (SMELY) 55° AR (IR
55°General Pitch Thread (External Thread) 55°General Pitch Thread (Internal Thread)
X
5 . 1ﬁ 5

PSR
Internal Thread

PYSBEL
Internal Thread

External Thread
Mg

* TAEFT] without wiper * TAEFT] without wiper

External Thread
Mg

RSB E JIFR~ HEES
Pitch range Insert dimension Coating grade

e - IREETEE AR~ REES o =
TIRRZAR TIRBS Insert dimension éoa{ﬁg gr;ge TIFRZAR TIRBS
Insert shape Insert type Insert shape Insert type
mm TPI IC S X Y RP9125B| RP1020 (RP1120A| RP1225 mm TPI IC S X Y RP9125B| RP1020 (RP1120A| RP1225

16ERA55A 0.5-1.5 48-16 9.625 38.52 0.9 0.8 [ ] [ ] 11IRAS5A 0.5-1.5 48-16 6.35 3.05 0.9 0.8 [ ] o

”, “ 16ERAG55A 0.5-3.0 48-8 9.525  3.52 1.7 1.2 [ ] [ ll 5 16IRA55A 0.5-1.5 48-16 9.525  3.52 0.9 0.8 [ [

@ 16ERG55A 1.75-3.0 148 9525 352 17 12 ° ° ® 16IRAG55A 05-30 488 9525 3852 1.7 12 ° °

| 22ERN55A 3.5-5.0 7-5 12.7 4.65 2.5 1.7 [ ] [ ] > g 16IRG55A 1.75-3.0 14-8 9.625 3.62 1.7 1.2 [ ] [ ]

S >

22IRN5S5A 3.5-5.0 7-5 12.7 4.65 286 1.7 ([ ] ([ ]

16ERA55 0.5-1.5 48-16 9.625 38.52 0.9 0.8 [ ] [ 11IRAS5 0.5-1.5 48-16 6.35 3.05 0.9 0.8 [ ] [

] 16ERAGS55 0.5-3.0 48-8 9.525  3.52 1.7 1.2 [ ] [ ‘ 16IRA55 0.5-1.5 48-16 9.6525  3.52 0.9 0.8 [ [

é 16ERG55 1.75-3.0 14-8 9.625 862 1.7 1.2 [ ] [ ﬁ 16IRAG55 0.5-3.0 48-8 9.625 38.52 1.7 1.2 [ ] [

> 22ERN55 3.5-5.0 7-5 12.7 4.65 2.5 1.7 [ ] [ ] 4 16IRG55 1.75-3.0 14-8 9.625 3.62 1.7 1.2 [ ] [ ]

22IRN55 3.5-5.0 7-5 12.7 4.65 286 1.7 ([ ] ([ ]

@ =E&ETF () Standing stock (recommend) (O JEEFFZETF Extraordinary stock @ E£%/E7F (E#E) Standing stock (recommend) O JEEEEETF Extraordinary stock
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Threading Inserts Threading Inserts
60° BRI (IMRELD) 60° AR (FRIRL)
60°General Pitch Thread (External Thread) 60°General Pitch Thread (Internal Thread)
X
5 . 1ﬁ 5

RIBL
Internal Thread

R
Internal Thread

External Thread
SR

* TAEFT] without wiper * TAEFT] without wiper

External Thread
SMREL

TIRTR TRES TIRTR TRES

Insert shape Insert type Insert shape Insert type
16ERABOA 0.5-1.5 48-16 9.625 38.52 0.9 0.8 [ ] [ ] 11IRAG0A 0.5-1.5 48-16 6.35 3.05 0.9 0.8 [ ] o
”, “ 16ERAGB0A 0.5-3.0 48-8 9.525  3.52 1.7 1.2 [ ] [ ll N 16IRAB0A 0.5-1.5 48-16 9.525  3.52 0.9 0.8 [ [ ]
@ 16ERGB0A 1.75-3.0 148 9525 352 17 12 ° ° ® 16IRAGB0A 05-30 488 9525 3852 1.7 12 ° °
g 22ERNBOA 3.5-5.0 7-5 12.7 4.65 2.5 1.7 [ ] [ ] > ; 16IRG60A 1.75-3.0 14-8 9.625 3.62 1.7 1.2 [ ] [ ]

S >
22IRN60A 3.5-5.0 7-5 12.7 4.65 286 1.7 ([ ] ([ ]
16ERABO 0.5-1.5 48-16 9.625 38.52 0.9 0.8 [ ] o 11IRABG0 0.5-1.5 48-16 6.35 3.05 0.9 0.8 [ ] o
| 16ERAG60 0.5-3.0 48-8 9.525  3.52 1.7 1.2 [ ] [ ‘ 16IRA60 0.5-1.5 48-16 9.6525  3.52 0.9 0.8 [ [ ]
& 16ERG60 1.75-3.0 14-8 9.625 862 1.7 1.2 [ ] o 6 16IRAG60 0.5-3.0 48-8 9.625 38.52 1.7 1.2 (] o
> 22ERNGO 3.5-5.0 7-5 12.7 4.65 2.5 1.7 [ ] [ ] 4 16IRG60 1.75-3.0 14-8 9.625 3.62 1.7 1.2 [ ] [ ]
22IRN60 3.5-5.0 7-5 12.7 4.65 286 1.7 ([ ] ([ ]
@ =E&ETF () Standing stock (recommend) (O JEEFFZETF Extraordinary stock @ E&ET () Standing stock (recommend) (O JEEEZETF Extraordinary stock
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¥ RUIAN ¥ RUIAN

IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
FEIEA (W] (FMED) BB [W] (RERL)
Whitworth Thread [W] (External Thread) Whitworth Thread [W] (Internal Thread)

S S
- R0.137p Imemal@&i?d B — R0.137p Imemal@ﬁiyd
* THEFET] with wiper * THEFT] with wiper
B.S.84:1956,DIN259,1S0288/1:1982 HE RAGEA B.S.84:1956,DIN259,1S0288/1:1982 E BAEIA

1RRESERE JIFR~> HEES 1RRESERE JIFR~ HEES
Pitch range Insert dimension Coating grade Pitch range Insert dimension Coating grade

TIERAR TIRES

Insert shape Insert type

TR TIRES

Insert shape Insert type

16ER8WA 8 9.625 38.52 1.5 1.2 ([ ] [ ] 16IR8WA 8 9.625 38.52 1.5 1.2 [ ] o
16EROWA 9 9.6525  3.52 1.7 1.2 [ ] [ ] 16IROWA 9 9.525  3.52 1.7 1.2 [ ] [ ]
P 16ER10WA 10 9.625 38.52 1.5 1.1 [ ] [ . 16IR10WA 10 9.625 38.52 1.5 1.1 [ ] o
"'il\ 16ER11WA i 9.625 3.62 1.5 11 [ ] [ ] /—I; 16IR11WA ah 9.625 3.62 1.5 11 [ ] [ ]
a 16ER12WA 12 9.525 3.52 1.4 1.1 ([ ] o Q 16IR12WA 12 9.525 3.52 1.4 1.1 ([ ] ([ ]
u 16ER14WA 14 9.625  3.62 1.2 1.0 [ ] [ ] u 16IR14WA 14 9.625  3.62 1.2 1.0 [ ] [ ]
16ER16WA 16 9.625  3.52 1.1 0.9 [ ] [ ] 16IR16WA 16 9.625 3.52 1.1 0.9 [ ] (]
16ER18WA 18 9.525  3.52 1.0 0.8 [ ] [ ] 16IR18WA 18 9.525 3.52 1.0 0.8 [ ] [ ]
16ER19WA 19 9.625  3.52 1.0 0.8 [ ] ([ ] 16IR19WA 19 9.625  3.52 1.0 0.8 [ ] (]
16ER8W 8 9.525 3.562 1.5 1.2 [ ] [ ] 16IR8W 8 9.625  3.62 1.5 1.2 [ ] [ ]
16EROW 9 9.625 3,52 1.7 1.2 ([ ] ([ ] 16IROW 9 9.525 3.52 1.7 1.2 ([ ] ([ ]
16ER10W 10 9.625  3.62 1.5 11 [ ] [ ] 16IR10W 10 9.625 3.62 1.5 11 [ ] [ ]
\ 16ER11W 11 9.625  3.62 1.5 1.1 [ ] [ ] / 16IR11W 11 9.625 3.52 1.5 1.1 [ ] (]
a 16ER12W 12 9.525  3.52 1.4 11 [ [ a 16IR12W 12 9.625  3.62 1.4 11 [ ] [
16ER14W 14 9.625 38.52 1.2 1.0 [ ] [ 16IR14W 14 9.625 3.52 1.2 1.0 [ ] o
16ER16W 16 9.625 3.62 1.1 0.9 [ ] [ ] 16IR16W 16 9.625 3.62 1.1 0.9 [ ] [ ]
16ER18W 18 9.525 3.52 1.0 0.8 ([ ] ([ ] 16IR18W 18 9.525 3.52 1.0 0.8 ([ ] ([ ]
16ER19W 19 9.625  3.62 1.0 0.8 [ ] [ ] 16IR19W 19 9.625 3.62 1.0 0.8 [ ] [ ]

@ &7 (FH) Standing stock (recommend) O JEEEFETE Extraordinary stock @ E%&E7E (FH) Standing stock (recommend) (O JEEEFETE Extraordinary stock
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¥ RUIAN ¥ RUIAN

IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
TR B IR [BSPT] (SMELY) BB R [BSPT] (RIS
Whitworth Taper Piper [BSPT] (External Thread) Whitworth Taper Piper [BSPT] (Internal Thread)

S S
RO.137p PEBEL R0.137p PR
e 7 By 27‘ Slmemal Thread A 2 5 27 5!memal Thread
* THEFET] with wiper * THEFT] with wiper
St ass d Tol class
B.5.21:1985 ZEBSPTAL B.5.21:1985 ZEBSPTEL
B = HEES AT = 1RRESERE TRR~ REES
IIH'H;#( 7])#2215 éoa{ﬁg gr;ge IIH'H;#( 7])#2215 Pitch range Insert dimension éoa{ﬁg gr;ge
Insert shape Insert type Insert shape Insert type
mm TPI IC S X Y RP9125B| RP1020 |RP1120A( RP1225

16ER11BSPTA ih 9.625 3.62 1.5 1.1 ([ ] [} 16IR11BSPTA ih 9.625 3.62 1.5 1.1 ([ ] [}
« 16ER14BSPTA 14 9.525  3.52 1.2 1.0 [} [ ] > 16IR14BSPTA 14 9.525 3.52 1.2 1.0 [ ] [}

— —
a 16ER19BSPTA 19 9.625 3.62 0.9 0.8 ([ ] ([ ] a 16IR19BSPTA 19 9.625 3.62 0.9 0.8 ([ ] [}
ﬁ ‘ 16ER28BSPTA 28 9.625 3.62 0.6 0.6 [ J [ J = : 16IR28BSPTA 28 9.625 3.62 0.6 0.6 [ J [ J
16ER11BSPT ih 9.625 3.62 1.5 1l ([ ] (] 16IR11BSPT " 9.625 3.62 1.5 1.1 ([ ] [}
\ 16ER14BSPT 14 9.525  3.52 1.2 1.0 (] [ ] / 16IR14BSPT 14 9.525 3.52 1.2 1.0 [ ] [}
a 16ER19BSPT 19 9.625 3.62 0.9 0.8 ([ ] ([ ] a 16IR19BSPT 19 9.625 3.62 0.9 0.8 ([ ] [}
Il ﬁ 16ER28BSPT 28 9.625 3.62 0.6 0.6 (] [ J i Il 16IR28BSPT 28 9.625 3.62 0.6 0.6 L] [ J

@ =E&ETF () Standing stock (recommend) (O JEEFFZETF Extraordinary stock @ E&ET () Standing stock (recommend) (O JEEEZETF Extraordinary stock
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IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
F—NE MRS [UN] (FMEL) S—IDEIES [UN] (REEL)
Unifed Thread [UN] (External Thread) Unifed Thread [UN] (Internal Thread)

RBLL
Internal Thread

PRSREL
Internal Thread

* THEFET] with wiper * THEFT] with wiper

=

d 155 E ol
ANSI B1.1:74 2A/2B ANSI B1.1:74 2A/2B

I’ H' ﬂ;#( 7] H' gg % %EE?&%E \lwzejn)j-\rﬁrgm (g?;{%j ?r;ge Il H' ﬂ;#( 7] H' gg % %EE?&%E \lwzejn)j-\rﬁrgm (g?;{%j ?r;ge

Insert shape Insert type Insert shape Insert type

16ERBUNA 8 9.625 38.52 1.6 1.2 [ ] [ ] 16IR8UNA 8 9.625 38.52 1.5 1.1 [ ] o
16ERT0UNA 10 9.525  3.52 1.5 11 [ ] [ 16IRTO0UNA 10 9.625  3.62 1.5 11 [ ] [ ]
,_il\ 16ER12UNA 12 9.625 38.52 1.4 1.1 [ ] [ /_l’/‘ 16IR12UNA 12 9.625 38.52 1.4 1.1 [ ] o
a 16ER14UNA 14 9.625 3.62 1.2 1.0 [ ] [ ] a 16IR14UNA 14 9.625 3.62 1.2 0.9 [ ] [ ]
“i ‘ﬂ 16ER16UNA 16 9.525 3.52 1.1 0.9 ([ ] o "= ﬂ’ 16IR16UNA 16 9.525 3.52 1.1 0.9 ([ ] ([ ]
16ER18UNA 18 9.625  3.62 1.0 0.8 [ ] [ ] 16IR18UNA 18 9.625  3.62 1.0 0.8 [ ] [ ]
16ER20UNA 20 9.625  3.52 0.9 0.8 [ ] [ ] 16IR20UNA 20 9.625 3.52 0.9 0.8 [ (]
16ER24UNA 24 9.625  3.62 0.8 0.7 [ ] [ ] 16IR24UNA 24 9.625  3.62 0.8 0.7 [ ] [ ]
16ER8UN 8 9.525 8.52 1.6 1.2 [ ] [ ] 16IR8UN 8 9.5625 3.52 1.8 1.1 [ ] [ ]
16ER10UN 10 9.625 3.52 1.5 11 [ ] [ ] 16IR10UN 10 9.625 3.62 1.5 11 [ ] [ ]
\ 16ER12UN 12 9.625 3,52 1.4 1.1 ([ ] ([ ] / 16IR12UN 12 9.525 3.52 1.4 1.1 ([ ] ([ ]
a 16ER14UN 14 9.625  3.62 1.2 1.0 [ ] [ ] a 16IR14UN 14 9.625 3.62 1.2 0.9 [ ] [ ]
16ER16UN 16 9.625  3.62 1.1 0.9 [ ] [ ] 16IR16UN 16 9.625 3.52 1.1 0.9 [ (]
16ER18UN 18 9.525  3.52 1.0 0.8 [ [ ] 16IR18UN 18 9.625  3.62 1.0 0.8 [ [ ]
16ER20UN 20 9.625 38.52 0.9 0.8 [ ] [ 16I1R20UN 20 9.625 3.52 0.9 0.8 [ ] o
16ER24UN 24 9.525  3.52 0.8 0.7 [ ] [ ] 16I1R24UN 24 9.6525  3.52 0.8 0.7 [ ] [ ]

@ %7 () Standing stock (recommend) O JEEEEETF Extraordinary stock @ %7 (L) Standing stock (recommend) O JEEEEETF Extraordinary stock
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IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
SEHIEEEL NPT] (FMEL) EHIHEERN [NPT] (RIRS)
American Taper Piper Thread [NPT] (External Thread) American Taper Piper Thread [NPT] (Internal Thread)

PSR
Internal Thread

* THEFET] with wiper * THEFT] with wiper

st

USUAB.21:1968  ,XRINFT&S USUAB.21:1968  ,XRINFT&S

1RRESERE JIFR~> HEES 1RRESERE JIFR~ HEES
Pitch range Insert dimension Coating grade Pitch range Insert dimension Coating grade

TR TIRES

Insert shape Insert type

TIERAR TIRES

Insert shape Insert type

16ER8NPTA 8 9.625 3.52 1.8 1.3 [ [} 16IR8NPTA 8 9.625 3.52 1.8 1.3 [ [}
__il\ 16ER11.5NPTA 1.5 9.625  3.62 1.5 1.1 [ [} /_I; 16IR11.5NPTA 1.5 9.625  3.62 1.5 1.1 [} [}
16ER14NPTA 14 9.625 3.52 1.2 0.9 [ ® 16IR14NPTA 14 9.5625 3.52 1.2 0.9 [ ®
1§ a ‘ﬂ 16ER18NPTA 18 9.625 3.52 1.0 0.8 [ ] [ ] "= a :r 16IR18NPTA 18 9.625 3.62 1.0 0.8 [ J [ J
16ER27NPTA 27 9.5625 3.52 0.8 0.7 [ ] [ ] 16IR27NPTA 27 9.625  3.62 0.8 0.7 L] L]
16ERBNPT 8 9.625 3.52 1.8 1.3 [ ® 16IR8NPT 8 9.625 3.52 1.8 1.3 [ ®
\ 16ER11.56NPT 1.5 9.625  3.62 1.5 1.1 ® [} / 16IR11.5NPT 1.5 9.625  3.62 1.5 1.1 [} [}
a 16ER14NPT 14 9.525 3.52 1.2 0.9 [ ® a 16IR14NPT 14 9.5625 3.52 1.2 0.9 [ ®
Il ﬁ 16ER18NPT 18 9.625 3.52 1.0 0.8 [ ] [ ] i Il 16IR18NPT 18 9.625 3.62 1.0 0.8 L] [ J
16ER27NPT 27 9.625 3.52 0.8 0.7 [ ] [ ] 16IR27NPT 27 9.625  3.62 0.8 0.7 L] L]

@ &7 (EH) Standing stock (recommend) O JEEFEETF Extraordinary stock @ &% (EH) Standing stock (recommend) O JEEFEETF Extraordinary stock
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Threading Inserts Threading Inserts
30°EHEL [RD] (IMELD) 30°EHEL [RD] (PERLY)
30°Round Thread [RD] (External Thread) 30°Round Thread [RD] (Internal Thread)

X S X S

PSR
Internal Thread
30°

A'

External Thread
ShBE

AN '.°
\C &
,

* HEFET] with wiper

TIERAR
Insert shape

PREREL
Internal Thread
30°

A'

External Thread
ShBL

R0.23851p R0.23851p

* HEFET] with wiper

TIRES

Insert type

EEESEE JIFR~> HEES A = RSB E JIFR~ HEES
Insert dimension éoa{ﬁg grade IU#H;’U( 7])#?215 Pitch range Insert dimension éoa{ﬁg grade
mm TPI IC S X Y

Insert shape Insert type
RP9125B( RP1020 [RP1120A| RP1225

16ER/L10RD 10 9.625 8.52 1.2 0.61 ([ ] [ ] 16IR10RD 10 9.625 38.52 1.2 0.56 [ ] o
( 16ER/L8RD 8 9.6525  3.52 1.3 0.76 [ [ ] ) 16IR8RD 8 9.525  3.52 1.3 0.7 [ ] [ ]
\ 16ER/L6RD 6 9.625 38.52 1.7 1.01 [ ] [ / 16IR6RD 6 9.625 38.52 1.7 0.94 [ ] o
Q A 22ER/L6RD 6 12.7 4.65 2.0 1.01 [ ] [ ] Ny Q 22IR6RD 6 12.7 4.65 2.0 0.94 [ ] [ ]
22ER/L5RD 5 12.7 4.65 2.0 1.21 ([ ] o 22IR5RD 5 12.7 4.65 2.0 1.12 ([ ] ([ ]
22ER/L4RD 4 12.7 4.65 2.3 1.51 [ ] [ 22IR4RD 4 12.7 4.65 2.3 1.4 [ ] [ ]

@ 5&%EE () Standing stock (recommend) O AEE & Extraordinary stock @ 5E&%EE () Standing stock (recommend) O IEEEFE{E Extraordinary stock
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Threading Inserts

30°BEIZHELL (SMRZY)

30°Trapezoidal Thread (External Thread)

* HEFET] with wiper

TIERAR

Insert shape

TIRES

Insert type

11ER/L1.5TR 1.5
16ER/L1.5TR 1.5
16ER/L2.0TR 2.0

\ 16ER/L2.5TR 25
a 16ER/L3.0TR 3.0

22ER/L4.0TR 4.0
22ER/L5.0TR 5.0
22ER/L6.0TR 6.0
27ER/L6.0TR 6.0

6.35
9.5625
9.525
9.525
9.525

12.7

12.7

12.7
16.875

3.05
3.52
3.52
3.52
3.52
4.65
4.65
4.65
6.15

0.8
1.0
1.1
1.2
1.8
1.7
21
2.3
2.3

0.9
1.1
1.3
1.4
1.5
1.9
2.5
2.7
2.7

PRIZEL
Internal Thread
30°

External Thread
MBS

EEESEE JIFR~> HEES
Pitch range Insert dimension Coating grade

88

@ =%EF (EH) Standing stock (recommend) (O JEEEEEFF Extraordinary stock

WBZEHITI R

Threading Inserts

30°BEIIZHEL (IERLY)

30°Trapezoidal Thread (Internal Thread)

* HEFET] with wiper

11IR/L1.5TR 1.5

16IR/L1.5TR 1.5

16IR/L2.0TR 2.0

/ 16IR/L2.5TR 2.5
m 16IR/L3.0TR 3.0
22IR/L4.0TR 4.0

22IR/L5.0TR 5.0

22IR/L6.0TR 6.0

27IR/L6.0TR 6.0

6.35
9.5625
9.525
9.525
9.525

12.7

12.7

12.7
16.875

3.05
3.52
3.52
3.52
3.52
4.65
4.65
4.65
6.15

0.8
1.0
1.1
1.2
1.8
1.7
2.1
2.3
2.3

RSB E JIFR~
Pitch range Insert dimension
mm TPI IC S X Y

0.9
1.1
1.3
1.4
1.5
1.9
2.5
2.7
2.7

¥ RUIAN

PR
Internal Thread
30

External Thread
SMBE

HEES

Coating grade

@ E%&E7E (EHE) Standing stock (recommend) (O IEEFZETF Extraordinary stock
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IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
5=l ACME IBEAZIR4L (SMES) =%l ACME IBEZIR4 (RIRAL)
American ACME Trapezoidal Thread (External Thread) American ACME Trapezoidal Thread (Internal Thread)

S S
RIREL RIREL
Internal Thread e [ Internal Thread
External Thread External Thread
MR SR
* THEFET] with wiper * THEFT] with wiper

EEESEE JIFR~> HEES
Pitch range Insert dimension Coating grade

TIERAR TIRES

Insert shape Insert type

TR TIRES

Insert shape Insert type

11ER/L16ACME 16 6.35 3.05 1.0 1.1 11IR/L16ACME 16 6.35 3.05 0.9 0.9
16ER/L16ACME 16 9.525 3.52 1.0 1.1 [ [ 16IR/L16ACME 16 9.525 3.52 1.0 1.1 [ ] [
16ER/L14ACME 14 9.525 3.52 1.0 1.2 [ ] [ ] 16IR/L14ACME 14 9.525 3.562 1.1 1.2 [ ] [ ]
16ER/L12ACME 12 9.525 3.52 1.1 1.2 [ [ ) 16IR/L12ACME 12 9.525 3.52 1.2 1.3 [ [
{ 16ER/L10ACME 10 9.625 3.52 1.3 1.4 [ ] o 6 16IR/L10ACME 10 9.625 3.52 1.2 1.3 [ ] [ ]
a 16ER/L8BACME 8 9.625 3.52 1.4 1.5 [ ] [ ] 16IR/LBACME 8 9.625 3.52 1.4 1.5 [ ] [ ]
16ER/L7ACME 7 9.525 3.52 1.9 2.2 [ [ 16IR/L6ACME 6 9.525 3.52 1.7 1.9 [ [
16ER/LBACME 6 9.525 3.52 1.7 1.9 [ ] [ 22|R/LBACME 6 12.7 4.65 1.8 2.1
22ER/L7TACME 7 12.7 4.65 1.9 2.2 22|R/L5ACME 5] 12.7 4.65 2.0 2.3
22ER/L6ACME 6 12.7 4.65 1.8 21 27IR/LAACME 4 16.875 6.156 2.3 2.6
22ER/L5ACME 5 12.7 4.65 2.0 2.3
@ H&ZE(F (EHE) Standing stock (recommend) (O IEE&EFE Extraordinary stock
27ER/LAACME 4 15.875 6.15 2.4 2.7

@ E&ET () Standing stock (recommend) (O JEEFZZETF Extraordinary stock
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IBNZEHITI R WBZEHITI R

Threading Inserts Threading Inserts
SEHIRELE ACME BRIZIRAL (FMEDD) SEHIRELE ACME BRIZIRAL (RS0
American Short Toothed ACME Trapezoidal Thread (External Thread) American Short Toothed ACME Trapezoidal Thread (Inernal Thread)

S S
4 4
.o N . ) ey
External Thread External Thread
SR SR
* HEIEFET] with wiper * THEFT] with wiper

TIERAR TIRES

Insert shape Insert type

TR TIRES

Insert shape Insert type

11ER/L16STACME 16 6.35 3.05 1.0 1.0 11IR/L16STACME 16 6.35 3.05 1.0 1.0

16ER/L16STACME 16 9.525 3.52 1.0 1.0 [ [ 16IR/L16STACME 16 9.525 3.52 1.0 1.0 [ ] [

16ER/L14STACME 14 9.525 3.52 1.1 1.1 [ ] [ ] 16IR/L14STACME 14 9.525 3.562 1.1 1.1 [ ] [ ]

16ER/L12STACME 12 9.525 3.52 1.2 1.2 [ [ 16IR/L12STACME 12 9.525 3.52 1.1 1.2 [ [

{ 16ER/L10STACME 10 9.625 3.52 1.2 1.3 [ ] o ) 16IR/L10STACME 10 9.625 3.52 1.2 1.3 [ ] [ ]

a 16ER/L8STACME 8 9.625 3.52 1.4 1.5 [ ] [ ] 6 16IR/L8STACME 8 9.625 3.52 1.4 1.5 [ ] [ ]

16ER/L6STACME 6 9.525 3.52 1.7 1.8 [ [ 16IR/L6STACME 6 9.525 3.52 1.7 1.8 [ [
22ER/L6STACME 6 12.7 4.65 1.7 1.8 22|R/L6STACME 6 12.7 4.65 1.7 1.8
22ER/L5STACME 5] 12.7 4.65 21 2.3 22|R/L5STACME 5] 12.7 4.65 21 2.3
22ER/LASTACME 4 12.7 4.65 2.3 2.3 22|R/LASTACME 4 12.7 4.65 2.3 2.3
27ER/L4ASTACME 4 15:876 6.15 2.3 2.4 27|R/LASTACME 4 16.875 6.15 2.3 2.4
27ER/L3STACME 3 16.875 6.15 2.9 2.9 27|R/L3STACME 3 16.875 6.15 2.9 2.9

@ E&E7E () Standing stock (recommend) O IEHEFEFE Extraordinary stock @ &7 (M) Standing stock (recommend) O IEHEFEFE Extraordinary stock
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¥ RUIAN ¥ RUIAN

BT IR BT IR

Threading Inserts Threading Inserts
60”7 R FLIRLL 55 R FLIRLL
60°Deep-Hole Thread 55°Deep-Hole Thread

S S
REL 25
—— Internal Thread —— Internal Thread
External Thread External Thread
e i
* TAEFT] without wiper * TAEFT] without wiper

mm TPI IC S X Y RP9125B| RP1020 (RP1120A| RP1225
11UIDAGO 0.5-2.0 48-12 6.35 3.06 0.04 [} ® 11UIDL55S 1.5-3.5 28-7 6.35 3.06 0.13 ® °
11UIDD60 1.56-3.0 16-8 6.35 3.05 0.11 ® [} 16UIDH55 3.5-6.0 14-45 95625 38.62 0.25 ® [
g 11UIDCB0 2.0-4.0 12-6 6.35 3.05 0.14 ® [} g 22UIDK55 6.0-8.5 5-3 12.7 4.65
ﬁ“ﬁ 16UIDEGO 1.75-8.5 16-7 9.5625 3.52 0.11 [} [ ﬁ“ﬁ
16UIDHBO 3.0-6.0 8-4 9.525 3.52 0.24 ® [
22UIDK60 6.0-8.0 4-3 12.7 4.65
@ £%EE (EHE) Standing stock (recommend) O JEEEEETE Extraordinary stock @ E&ETE () Standing stock (recommend) O JEHE & EZETE Extraordinary stock
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INDEXABLE MILLING INSERTS




E}]ARUU\N @RU'/\N

GIE 0kl VA

Indexable Milling Inserts Code Key

AR sREI 7] R an

Indexable Milling Inserts Code Key

FARKS Shape
INPMT113PDER-PM

JIREERS Insert thickness
APMTHEEPDER-PM

[5f1X8 Clearance angle
A[@MT113PDER-PM

YIHI7IKE{XS Length of cutting edge
APMTER)35 PDER-PM

e T D R S T Vv W 1% TIREE (mm)
S . . ' @ <:> A F 32 Symbol Insert thickness (mm)
o] | BT B AS — N— 2iE
SoB 01 1.59
e
i s e e 8B [ & ~— P HIH QI H A& A T
E D . O O Q 02 2.38
B 3.97 03 04 03 06 02
] c [— N [ } =
K L M O P R 556 05 06 05 09 09 03 03 3.18
D :\_‘ P \: 6.00 06 T3 397
£ith 6.35 06 o7 06 1 11 04
Other 8.00 10 04 4.76
E ; (0] Hfth Other )
S T \V/ wW Z 9.525 09 11 09 09 16 16 06 T4 4.96
10.00 10 05 5.56
12.00 12
IAE{.E% Tolerance 12.70 12 15 12 12 22 22 08 T5 59
15.875 16 19 15 15 27 10 06 6.35
AP[JT 113 PDER-PM b i
19.05 19 19 19 33 13
20.00 20 07 7.94
| r 25.00 25 25 25 09 9.52
m 25.40 25 25 44 To 972
L 31.75 32 31 31 54
ore ore s 32.00 32 . BRI RE S I SR 2 B E
p— P =Es '€ 579 Thickness is defined as the height from the bottom of insert
#®S | BhEr | AR e TIRBEAZ M (mm) Pt O1.C A% (mm) to the ighest partof cuting edgo
SWE" “ﬁm‘%m) d:\§c m:)) Af(m(;‘;") Roso heigh tlrance (mm) Tolerance of inscribed circle @1.C (mm)
s =3 s
WIZE |ESAT| Fopy |80E | 558 | 35°8F | WEE |ESAK| payy | 0B | 555 |35°8W | my Iﬁﬁ{t"; Approach angle BTN EHKS Wiper clearance angle
A +0.005 +0.025 +0.025 Inscribed | Regular | “g Diamond | Diamond | Diamond | Inscribed | Regular s Diamond | Diamond | Diamond | gy
circle triangle quare | \iith 80° | with 55° | with 35° circle triangle qQuare | \ith 80° | with 55° | with 35° oLl
F | w0005 | soois | sooms | aas | 008 | =008 | s008 | 011 | 016 | 635 | 2005 | 2008 | =008 | s008 | w005 | APMT11 3B [E@DER-PM APMT 113 P[BJER - PM
@ +0.013 +0.025 +0.025 9.525 | +0.08 | +0.08 | +0.08 | +0.11 +0.16 | 9.525 | +0.05 | +0.05 | +0.05 | +0.05 | £0.05 | +0.05
K *RA RS I53:]
H +0.013 +0.013 +0.025 127 | 018 | 013 | +0.13 | +0.15 | — 12.7 | 008 | +0.08 | +0.08 | 008 | — | =0.08 R Aproath andle S Glarance ange
E +0.025 +0.025 +0025 |[16.875 | +0.15 | +0.15 | 015 | +0.18 | — |15875 | £0.10 | 0.0 | 010 | 010 | — | =0.10 A 45° A 3
G 40,025 £0.025 +0.13 19.05 | +0.15 | £0.15 | +0.15 | 018 | — | 19.06 | x0.10 | £0.10 | 010 | 010 | — | 0.10 D - B 50
J +0005 | +0.05-:013 | 0.025 254 | — | 018 | — _ — | 254 | — |x013| — = — | z013 E - C 7
*K +0.013 | %0.05-20.13 |  +0.025 D 15°
85°
*L +0.025 | £0.05-+0.13 | +0.025 F E 20°
*M | £0.08-+0.18 | +0.05-+0.13 |  +0.13 P 907 F 25°
*N | £0.08-£0.18 | £0.05~x0.13 |  +0.025 Z Hith Other G 30°
U | +0.13~40.38 | 0.08~0.25 +0.13 @ N 0°
* RNMEAIERITIF Indicates the inserts that is not grinded on the side B 11°
Z Hfth Other
il 4= i s .
HBIERFLEMXS Chipbreaker and hole TIOHEBMRE Cutting edge type o - A
AP M 113 PDER - PM JNEIA RS Cutting direction
65 65" >65° <65
= v s R — I R s s = W28
BB BB FFLFHAEE HILBEIEE BILEBEEE I BB B o o e
‘With hole Without With hole Without Without hole Without With hole Single-side With hole Single-side Without hole Single-side
chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker L EE
] Left hand
65" <65 265" <65° E et
C Eﬁ] E F J @ U A — R aF
Ri hand
et R C Qe T E B BINE B BB BB E [j %A et e
With hole Without With hole Without Without hole Double-side With hole Double-side With hole Double-side With hole Without Sharp
chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker N SXKEJ‘
eutra
el
™ T [ =
ES23
M B EmEMEE G BIWEMEE X Special San
With hole Single-side With hole Double-side S =
chipbreaker chipbreaker Composite
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¥ RUIAN

AR TR

Indexable Milling Inserts

VALEI 2

Insert shape

TIFES

Insert type

APKT100304-PM 12.24 6.5 3.6 2.8 0.4
APKT100308-PM 12.24 6.5 3.6 2.8 0.8 [ ] [ ]
APKT160408-PM 17.877 9.33 5.76 4.4 0.8 (] [}
Sem\rﬁnis\hln;ﬂhng
APMT1135PDER-KA 11.35 6.2 3.5 2.8 0.8 [ ] ([ ]
% APMT1604PDER-KA 17.35 9.3 5.26 4.4 0.8 (] ®
V%ﬁiﬁt
Semi-finish miling
APMT 1135PDER-QM 11.3 6.2 3.5 2.8 0.8 (] (]
APMT 1604PDER-QM 17.2 9.3 4.76 4.4 0.8 [ ] [ ]
APMT 1605PDER-QM 17.35 9.3 5.26 4.4 0.8 [ ] ([ ]
A5
Semi-fnish miling
APMT1135PDER-PM 11.25 6.2 3.5 2.8 0.8 ® [ ]
/a\ APMT160408PDER-PM  17.25 9.2 4.76 4.4 0.8 ([ ] [ ]
e
=
A5
Semi-finish miling
APMT1135PDER-PR 11.25 6.2 3.5 2.8 0.8 (] (]
Qfl‘\ APMT160408PDER-PR 1725 92 476 44 08 ° °
\ G\\\ .
pictdsg
Rough hard milling
@ E%&ETE () Standing stock (recommend) (O IEEFEFF Extraordinary stock
100

¥ RUIAN

AR TR

Indexable Milling Inserts

VLTI 2

Insert shape

TIFRS

Insert type

AXMT123508PEER-XM  11.96 7 3.58 3.4 0.8 (] [}

Il

Finish/Semi-finish milling

AXMT123508PEER-PM  11.96 7 3.58 3.4 0.8 (] [}

/A

Finish/Semi-finish milling

@ =E&ET () Standing stock (recommend) (O JEEEZETF Extraordinary stock
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¥ RUIAN

AR TR

Indexable Milling Inserts

Bic A

_—]
[~ | -
i o
) |
S

TIFES

Insert type

VALEI 2

Insert shape

SEET12T3-GM 13.4 184 397 4.1 2.55 ] [}
72\ SEET12T3-TM 13.4 13.4 3.97 41 2.55 (] ®
T
\_\m ] SEET12T3-KM 13.4 184 397 4.1 2.55

Semi-finish milling

@ E&ET () Standing stock (recommend) O JEEE[ZETF Extraordinary stock
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¥ RUIAN

AR TR

Indexable Milling Inserts

<
|

iR~ RENES
Basic dimension (mm) Coating grade

L IC S od R RP9025 | RP9125B | RP1020 | RP1120A [ RP1225

TIFRS

Insert type

VLTI 2

Insert shape

SEMTO9T308PER-PM 9.625 09625 4.01 3.3 0.8
SEMT120308PER-PM ~ 13.308 13.308 4.04 4.1 0.8 (] ®

Semi-finish milling

SEMTO9T308PDER-PR  9.625 9.5256  4.01 3.3 0.8
SEMT120308PDER-PR  13.308 13.308 4.04 4.1 0.8 [ ] ®

pitided

Rough hard miling

@ E%ETF (EHE) Standing stock (recommend) (O IEEEEFETF Extraordinary stock
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¥ RUIAN

AR TR

Indexable Milling Inserts

<
|

iR~ REMES
Basic dimension (mm) Coating grade

L IC S od R RP9025 | RP9125B | RP1020 | RP1120A [ RP1225

VALEI 2

Insert shape

Semi-finish milling

TIFES

Insert type

SPMT120408-PM 12.7 12.7 476 5.5 0.8 ] [}

SPMT120408-KM 12.7 12.7 4.76 5.5 0.8 (] °

v¥¥*i§f

H
Semi-finish milling

@ =E&ETF () Standing stock (recommend) (O JEEEZETE Extraordinary stock

104

AR TR

Indexable Milling Inserts

VLTI 2

Insert shape

TIFRS

Insert type

¥ RUIAN

RPMWOST2MO 80 278 35
o % RPMW1003MO 100 318 44 ° °
6 RPMW1204MO 120 476 44 ° °
RPMTO8T2MO-GM 80 278 35
i RPMT10T3MO-GM 100 897 44 ° °
\ 6 RPMT1204MO-GM 120 476 44 ° °
RDKW0803MO 80 318 34
RDKW10T3MO 100 397 44 ° °
RDKW1204MO 120 476 44 ° °
a RDKW1604MO 160 476 55 ° °
\ 4 RDKW1605MO 160 556 55 ° °
RDKW1606MO 160 635 55
oo RDKW2006MO 200 635 65
RCKT10T3MO-PM 100 397 44 ° °
A RCKT1204MO-PM 120 476 40
6 ; RCKT1606MO-PM 160 635 556
RCKT1204MO-PR 120 476 40 ° °
] s RCKT1606MO-PR 160 635 556
4 6 RCKT2006MO-PR 200 635 655
\~.—’2mmm
RCKT1204MO-MR 120 476 40 ° °
o RCKT1606MO-MR 160 635 556
64, RCKT2006MO-MR 200 635 655
vﬁ%%ﬂ*ﬂ%}t

Stainless steel rough miling

@ =%&[ETE (EHE) Standing stock (recommend)

O JEE&EETE Extraordinary stock
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¥ RUIAN

AR TR

Indexable Milling Inserts

VALEI 2

Insert shape

TIFES

Insert type

SDMT120512-HR 12.7 12.7 5.56 4.4 1.2 [ ] (]
/\ SDMT150512-HR 15.875 15.875 5.56 55 1.2 [ ) )
SDMT06T208-HH 6.35 6.35 2.58 2.5 0.8
/\ SDMTO09T312-HH 9.525 9.525 3.97 4.0 1.2
“ SDMT120412-HH 12.7 12.7 4.76 4.4 1.2 [ ) )
v SDMT150520-HH 15875 15875 556 55 20 o o
Kt

High feed rate

@ E%ETF (M) Standing stock (recommend) O IEEEEZFETF Extraordinary stock

106

¥ RUIAN

AR TR

Indexable Milling Inserts

D d
[— T

VLTI 2

Insert shape

TIFRS

Insert type

WPMT050315R-HR 7.94 3.5 4.0 1.5 11°
WPMT060415R-HR 9.5625 4.2 4.4 1.5 11° [ [
WPMT080615R-HR 12.85 6.35 515 1.5 11° (] [
WPMT090725R-HR 15 7 55 2.5 11°
Kittth
High feed rate
WDMWO080520ZTR-HH 13 5.5 5 2.0 156° [ ] )
e .
Ktk

High feed rate

@ E%ETF (EHE) Standing stock (recommend) (O IEEEEFETF Extraordinary stock
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¥ RUIAN

AR RLEER AR L% fLERTI A

INDEXABLE SHALLOW DRILLING INSERTS

TIFES

Insert type

VALEI 2

Insert shape

a

Semi-finish milling

WNMUO050408EN-GM 8.8 4.2 3.4 0.8 ° [
WNMUO80608EN-GM 13.85 8.35 6.2 0.8 (] ®

@ E&ET () Standing stock (recommend) O JEE & [ZETF Extraordinary stock

108



¥ RUIAN ¥ RUIAN

A 3R AR FLER ] o AN A 4R AR FLER ] o AN

Indexable Shallow Drilling Inserts Code Key Indexable Shallow Drilling Inserts Code Key

RS Shape EAXS Clearance angle TIH7IEERS Length of cutting edge JIREES Insert thickness
BP M T 0904 08 - TG S M T 09 04 08 - TG sPMTE)o4 08 - TG sSPMTo9[ifJos - TG

o 7] Length of cutting edge ~r= TIKEE
RO A F \_ Joe " - Symbol iser ickress )
s 25
1.59
A|B|cCc|D|E|H B [ & N o A
o+ o 04 43 :
A7\ RO OO 05 S s 02
c L— N [ 06 T x T 270
K L M (@) P R E D 07 7.94 03 3.18
D A Q i D - P v v 81 T3 3.97
Other c o e 09 9.8 04 4.76
L1th Other 115
s T Vv Wi z i — i ; T4 496
05 5.56
PAS 1-E = 71N N Jaty — | R T5 5.95
KRENKS Tolerance TIREBMFENRS Nose radius % o
SPMT 09 04 08 - TG S P MTo9 04 [if)-TG T6
07 7.94
| T s [EE e
m Symbol Nose racius 09 9.52
m
g 04 0.4mm T9 9.72
oIC ?1.C $ 0.8mm
08 ) EEETRERES 7RSS ZENEE
c o TIREE RIEE ®I.C BES e . =7 1 Thicks defined as the height from the bottom of insert
Sﬁ‘? 2% (mm) 2AE (mm) A£ (mm) TIREERZE M (mm) PHEE ©1.C A% (mm) 12 1.2mm Micnsss s e 2 1o g ot botom o ks
ymbol m (mm) d-1C (mm) S (mm) Nose height tolerance (mm) Tolerance of inscribed circle @1.C (mm)
WizE | E=fAfF L | 80°EF | 55°%F | 35°FH | WiER | E=ff 2 | 80°EH | 55°%H | 35°%H :
A +0.005 +0.025 +0.025 Inscribed | Regular %Eﬁ; Diamond | Diamond | Diamond | Inscrived | Regular J'—stﬁﬂ/ Diamond | Diamond | Diamond H’d
circle triangle quare | \iith 80° | with 55° | with 35° circle triangle qQuare | \ith 80° | with 55° | with 35° oLl
+0.005 +0.013 +0.025 6.35 +0.08 | +0.08 | +0.08 | +0.11 | +0.16 6.35 +0.05 | +0.05 | +0.06 | +0.05 | +0.056
+0.013 +0.025 +0.025 9.625 | +0.08 | +0.08 | +0.08 | +0.11 | +0.16 | 9.5625 | +0.05 | +0.05 | +0.05 | +0.06 | +0.05 | +0.05
+0.013 +0.013 +0.025 12.7 +0.13 | #0.13 | +0.13 | +0.15 = 12.7 +0.08 | +0.08 | +0.08 | +0.08 - +0.08
+0.025 +0.025 +0.025 16.875 | £0.15 | +0.15 | +0.15 | +0.18 + 156.875 | +0.10 [ +0.10 | £0.10 | +0.10 = +0.10
+0.025 +0.025 +0.13 19.06 | £0.15 | +0.156 | +0.16 | +0.18 — 19.05 | +0.10 | +0.10 | +0.10 | +0.10 — +0.10
+0.005 +0.05~20.13 +0.025 25.4 — +0.18 — - — 25.4 +0.13 — — — +0.13

*

*

+0.025 +0.05~20.13 +0.025
+0.08~+0.18 | +0.06~+0.13 +0.13
+0.08~+0.18 | +0.05~+0.13 +0.025
+0.13~20.38 | +0.08~+0.25 +0.13

*

*

F
C
H
E
G
J
K +0013 | £0.05~0.13 |  +0.025
L
M
N
U
=

TMUBEARFREERITIF Indicates the inserts that is not grinded on the side

ErBERFLEMES Chipbreaker and hole
SPMJgJoo 04 08 - TG

= o [V v I e R Y = R e

BILEHEE BILEUEE T LB B BmenEE BrLEETEE T BB g
With hole Without With hole Without Without hole Without With hole Single-side With hole Single-side Without hole Single-side
chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker

>65" $65" >65" 65"

= , =3 . = = = e

C B EEE Q BILEHEE F LR E /B J BILWEEEE BILRELEE A B EEE

(e

With hole Without With hole Without Without hole Double-side With hole Double-side With hole Double-side With hole Without
chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker chipbreaker
B BmenEE BILWEEEE Special
With hole Single-side With hole Double-side
chipbreaker chipbreaker

110 111



¥ RUIAN

AR ALRFLERTI A

Indexable Shallow Drilling Inserts

Lo

VALEI 2

Insert shape

TRES

Insert type

SPMT050204-TG 5 5 2.38 2.2 0.4 [ ]
SPMT060204-TG 6 6 2.38 2.6 0.4 [ ]
N SPMTO7T308-TG 7.94 7.94 3.97 2.8 0.8 (]
SPMT090408-TG 9.8 9.8 4.3 4.1 0.8 (]
SPMT110408-TG 11.5 11.5 4.76 4.4 0.8 [ ]
SPMT120408-TG 12.7 12.7 4.76 4.4 0.8 ]
SPMT140512-TG 14.3 14.3 5.2 5.75 1.2 (]

@ E%ETF (EHE) Standing stock (recommend) (O FEEFEETF Extraordinary stock

112

¥ RUIAN

AR ALRFLERTI A

Indexable Shallow Drilling Inserts

VLTI 2

Insert shape

TFRS

Insert type

WCMT030208 3.8 5.56 2.38 2.8 0.8 [ ]
WCMT040208 4.3 6.35 2.38 3.1 0.8 [ ]
WCMT050308 5.4 7.94 3.18 3.2 0.8 (]
WCMTO6T308 6.5 9.525 3.97 3.7 0.8 (]
WCMT080412 8.7 12.7 4.76 4.3 1.2 [ ]

@ E%ETF (EHE) Standing stock (recommend) (O IEEFEETF Extraordinary stock

113
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BRRAZF

GENERAL TECHNICAL DATA

o

114

PS5 — e

Cutting Application Cases - Steel

BEINE — 4K

Finish turning of external —— Slender Shaft

80 ceeee T e g
60
40
20
0 o
R ESKAT
RUIAN Oversea K company
I ER/7]

(Number of pieces machining per cutting edge)

RER R EE

FHEEINE [ twE

Semi-finish turning of external and end face —— Automobile Hub Bearing Seat

100

80 80

60 -

20

R ERHAT
RUIAN Domestic H company
ITtEER/7)

(Number of pieces machining per cutting edge)

¥ RUIAN

TRES:

DNMG150404-PF RC6215

W TR

20CrMo

mIA=:

EL&NT

REAR:

IR

PIEIE S &

Vc=150m/min f=0.2mm/r ap=0.25mm

Insert Type:

DNMG150404-PF RC6215
Workpiece Material:

20CrMo

Machining Method:

Continuous machining

Cooling Method:

Emulsion

Cutting Parameter:

Vc=150m/min f=0.2mm/r ap=0.25mm

TRES:

WNMG080408-GM  RC6225
WInTAAE:

55#3)

mIA=:

ES MRS T

REAN:

LR

IS &

Vc=220m/min f=0.25mm/r ap=1.0mm

Insert Type:

WNMGO080408-GM  RC6225
Workpiece Material :

Steel 55#

Machining Method:

Continuous and intermittent machining
Cooling Method:

Emulsion

Cutting Parameter:

Vc=220m/min f=0.25mm/r ap=1.0mm

115




¥ RUIAN

IS — sWEF

Cutting Application Cases - Steel

ZE5hE

neH

Turning of external —— Gear Parts

250 e 24T
220
200 e
150 e
100 oo
50 -
0
EEs ERZAT
RUIAN Domestic Z company
MT#EH/7)
(Number of pieces machining per cutting edge)
\IR'ES Ll =]
FREwRE . SME—FE5R
Semi-finish turning of end face and external —— Bracket

102 108

100 -

75

50 -

25 -

0 o
HE ESFDAF
RUIAN Oversea D company

MTtFE/7

(Number of pieces machining per cutting edge)

116

TRES:
TNMG160408R-S RC6125
WhNTAAEL

20CrMnTi

mIA=:

ESNT

REAN:

LR

IR &

Vc=190m/min f=0.25mm/r ap=1.5mm

Insert Type:
TNMG160408R-S RC6125
Workpiece Material:
20CrMnTi

Machining Method:
Continuous machining
Cooling Method:
Emulsion

Cutting Parameter:

Vc=190m/min f=0.25mm/r ap=1.5mm

TRES:
WNMG080408-GM  RC6225
WA A48

42CrMo

mIA=X:

EL&NT

REAN:

ER R

PIEIES &

Vc=300m/min f=0.26mm/r ap=1.5mm

Insert Type:
WNMGO080408-GM  RC6225
Workpiece Material:
42CrMo

Machining Method:
Continuous machining
Cooling Method:
Emulsion

Cutting Parameter:

Vc=300m/min f=0.26mm/r ap=1.5mm

MLZEF) — A5

Cutting Application Cases - Stainless Steel

FHEERE

E=R

Semi-finish turning of end face —— Flange Plate

515 510
500 - o
400
300 e
200 e
100 --ooeeeeee
0
R ERHAR
RUIAN Domestic H company
MItEE/7)
(Number of pieces machining per cutting edge)
Mz S|
FEEINE—KBRIEL
Semi-finish turning of external —— Plumbing Joint

000 -+ eeerrererernerne e
811

800 -++rveer oo T8

600 -+

400

200

0 o
R ERHAT
RUIAN Domestic H company
MIH/7]

(Number of pieces machining per cutting edge)

TIRES:
WNMG080408-TF  RP1225
W AAEL:

SUS316 555

mIA=:

ELNT

BEAR:

Lk

YIRS

Vc=176m/min f=0.11mm/r ap=0.2mm

Insert Type:
WNMGO080408-TF  RP1225
Workpiece Material:
SUS316 stainless steel
Machining Method:
Continuous machining
Cooling Method:
Emulsion

Cutting Parameter:

Vc=176m/min f=0.11mm/r ap=0.2mm

TIRES:
TNMG160408-TG  RP1020
WAL

SUS304 AW

mIAR:

ELNT

BEAR:

AT

LIS 8

Vc=131m/min f=0.15mm/r ap=0.3mm

Insert Type:
TNMG160408-TG  RP1020
Workpiece Material:
SUS304 stainless steel
Machining Method:
Continuous machining
Cooling Method:
Emulsion

Cutting Parameter:

Vc=131m/min f=0.15mm/r ap=0.3mm

¥ RUIAN




¥ RUIAN

MILEEF) — A5

Cutting Application Cases - Stainless Steel

FHEERE

E=R

Semi-finish turning of end face —— Flange Plate

TRES:

WNMG080412-TM  RP1225

WA A48

SUS201 R E5

mITA=:

e N iP=0)INN

REAR:

LR

IR 8

Vc=150m/min f=0.18mm/r ap=1.0mm

50

40
Insert Type:
WNMG080412-TM  RP1225
Workpiece Material:
SUS201 stainless steel
pres pee L .

RUIfN Oveiahlrcf)‘m_;}any Machlmng Method:

M7 Continuous and intermittent machining
(Number of pieces machining per cutting edge) R
Cooling Method:

Emulsion

B0 g

10

Cutting Parameter:
Vc=150m/min f=0.18mm/r ap=1.0mm

FHEEINE—RirEsk

Semi-finish turning of external — Fluid Joint

TRES:

WNMG080412-AMP  RP9125B
WAL

SUS304 547

mIAR:

ELINT

BEIA:

AT

TIHIBEK:

185 g Vc=180m/min  f=0.2mm/r ap=1.5mm

8 Insert Type:
WNMG080412-AMP  RP9125B
Workpiece Material:

SUS304 stainless steel

si% EnzAR ini .
RUIAN Domestic Z company Machlnlng Method:
TR/ 7 Continuous machining
(Number of pieces machining per cutting edge) R
Cooling Method:
Emulsion

Cutting Parameter:
Vc=180m/min f=0.2mm/r ap=1.5mm

118

PN ZEG — $58%

Cutting Application Cases - Cast Iron

HESME, IwmE—F=
Rough turning of external and end face —— Flange

e =palE JRERTIE

RUIAN flank J company flank
100
80
60 e O G
40
20
0 T ERIAT
RUIAN Domestic J company
M/

(Number of pieces machining per cutting edge)

¥ RUIAN

TRES:

WNMG080412 RC8315A
WINTAAE:

HT450

mIA=:

ES RSN T

REAN:

F=mT

PIEIE S &

Vc=520m/min f=0.3mm/r ap=1.5mm

Insert Type:

WNMG080412 RC8315A

Workpiece Material:

HT450

Machining Method:

Continuous and intermittent machining
Cooling Method:

Dry machining

Cutting Parameter:

Vc=520m/min f=0.3mm/r ap=1.5mm
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MIEEH — 1577

Cutting Application Cases - Grooving Inserts

MIZFEHN—IERTIR

Cutting Application Cases - Positive Inserts

FeiT) N
HAl—AEH mEIE—E=8&
Boring —— Hardware End surface grooving — Flange Plate
TRES: TRES:
CCMT060204 RC6315 MGMN300-TM  RP9125C
WA WINTAAE:
35450 SUS316R 5
mIA=: ELINT:
ELNT LRI
RENAN: REAN:
AR REENE  KABGE/E AR
IR & RUIAN flank K company flank e
1800 s Ve=102m/min =0.26mm/r ap=1.0mm b 0 . Vc=180m/min f=0.04mm/r
1200 oo g - 280 R ...
900 Insert Type: A Insert Type:
600 CCMT060204 RC6315 o Y. MGMN300-TM  RP9125C
300 Workpiece Material: - Workpiece Material:
. Steel 35# . SUS316 stainless steel
o gz Machining Method: i i Machining Method:
T k/7) Continuous machining T H5/7 Continuous grooving

(Number of pieces machining per cutting edge)

I —Am

Boring —— Angle Valve External grooving —— Air Bag Components
TRES: TRES:
TCMT110204 RP9125B MGMN400-M  RP9125C
WA A48 WINTAARL
SUS304 5550 SUS304R 5550
mIA=X: mIA=:
ELINT LRI
REAN: REAN:
AR BREIE HABGIE AR
tﬂ‘ﬁu%ﬁ: RUIAN flank H company flank tﬂ‘ﬁu%ﬁ:
280 oo Vc=118m/min f=0.22mm/r ap=0.8mm 100 Vc=150m/min f=0.04mm/r ap=1.6mm
200 e 1904 BO e
150 Insert Type: 60 ° 59 Insert Type:
100 TCMT110204 RP9125B P MGMN400-M  RP9125C
© Workpiece Material: S Workpiece Material:
. SUS304 stainless steel . SUS304 stainless steel
= ovelfﬁfgr?pany Machining Method: R Dom‘f‘sm’gf{my Machining Method:
TR/ 7 Continuous machining TR 7) Continuous grooving

(Number of pieces machining per cutting edge)

120

Cooling Method:
Emulsion
Cutting Parameter:

Vc=102m/min f=0.26mm/r ap=1.0mm

Cooling Method:
Emulsion
Cutting Parameter:

Vc=118m/min f=0.22mm/r ap=0.8mm

(Number of pieces machining per cutting edge)

IEHE—RESEEH

(Number of pieces machining per cutting edge)

Cooling Method:
Emulsion
Cutting Parameter:

Vc=180m/min f=0.04mm/r

Cooling Method:
Emulsion
Cutting Parameter:

Vc=150m/min f=0.04mm/r ap=1.6mm
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Cutting Application Cases - Grooving Inserts

EEMIT

BRERIEZF

Shallow groove machining —— Hydraulic Valve Body Components

PR 44 .
4Q s A0 e
a0 o S
ORI I
10
0 iz EADAR
RUIAN Domestic D company
mT e

(Number of pieces machining per cutting edge)

REMT —REE

Shallow groove machining —— Circlip Groove

50 -
20 - [OOSR
35 a3

30 e i IO
20 v [
10 oo [
0 o

HR ERZAF

RUIAN Domestic Z company

NI/ 7

(Number of pieces machining per cutting edge)

122

TRES:

TGF32R280-015 RP9125C

W TA4EL

SUS201 R

mIA=:

ESIE

REAN:

LR

PIEIES &

Vc=90m/min f=0.07mm/r ap=2.5mm

Insert Type:

TGF32R280-015 RP9125C
Workpiece Material:
SUS201stainless steel

Machining Method:

Continuous grooving

Cooling Method:

Emulsion

Cutting Parameter:

Ve=90m/min f=0.07Tmm/r ap=2.5mm

TRES:

GBA43R300-030 RP9125C

W TAAEL

A0Cr&a &A1

mIA=:

LRI

REAN:

LR

PIEIES &

Vc=100m/min f=0.06mm/r ap=3mm

Insert Type:

GBA43R300-030 RP9125C
Workpiece Material:

40Cr alloy structure steel

Machining Method:

Continuous grooving

Cooling Method:

Emulsion

Cutting Parameter:

Vc=100m/min f=0.06mm/r ap=3mm

IS — 1B2T]

Cutting Application Cases - Threading Inserts

MBI R — i (RS )

External threading — Angle Valve (Castings)

2 W N N s
216
200 e R
150 voeeere [
100 <o
50 oo I
0 o
R ESMM AT
RUIAN Oversea M company

ITHER/7

(Number of pieces machining per cutting edge)

IMBEER—RITI

External threading —— Valve Parts

5 ERJAF
RUIAN Domestic J company
INTER/7]

(Number of pieces machining per cutting edge)

¥ RUIAN

TRES:
16ERI4WA RP1125
WINTAAEL:
SUS304 5
PIEIES &
Vc=85m/min
ETIRER:

™

Insert Type:
16ERI4WA  RP1125
Workpiece Material:
SUS304 stainless steel
Cutting Parameter:
Vec=85m/min

Feeding Times:

R

TRES:
16ERI1BSPTA RP1020
WNTAAEL
SUS316RE5
IS¢
Vc=170m/min
ETIRER:

19

Insert Type:
16ER11BSPTA RP1020
Workpiece Material:
SUS316 stainless steel
Cutting Parameter:
Ve=170m/min

Feeding Times:

19K
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Cutting Application Cases - Threading Inserts

PRI ZEHI —i&k

Internal threading —— Joint

250 g
200 e g
150 e
100 oo
g
0
Rz ERZAT
RUIAN Domestic Z company
Mt/
(Number of pieces machining per cutting edge)
|7 -
PRSI —BKiR
Internal threading —— Ball Valve

63

36

253 ERMATF
RUIAN Domestic M company
NI4T

(Number of pieces machining per cutting edge)

124

TIRES:
16IR1IWA RP1225
WINTHEL:
SUS201 550
IR &
Vc=100m/min
ETIRER:

1R

Insert Type:
16IR1IIWA  RP1225
Workpiece Material:
SUS201 stainless steel
Cutting Parameter:
Vc=100m/min
Feeding Times:

17k

TRES:
16IR1IWA  RP1225
W TAAEL
SUS201 R E55
PIEIES &
Vc=115m/min
ETIRER:

1TR

Insert Type:
16IR1IIWA  RP1225
Workpiece Material:
SUS201 stainless steel
Cutting Parameter:
Vc=115m/min
Feeding Times:

17R

MILEEH — 577

Cutting Application Cases - Milling Inserts

RERIEH

Mould cavity milling

175 - ... % B W AN
150
140 SOt T RN, N

105 s

5 EROAH
RUIAN Domestic O company
TR/ A

(Number of pieces machining per insert)

FEHE

Planar milling

LT5 coeevreeeene e
146
140 ceoeeeen .
118
105 oo e

53 ERKAS
RUIAN Domestic K company
M/ E

(Number of pieces machining per insert)

¥ RUIAN

TRES:

RDKW1204MO RP9025

W TATEL:

P201E ELHW

REA:

FEE=S

IR &

Vc=120m/min fz=1mm/z ap=0.6mm

Insert Type:

RDKW1204MO  RP9025

Workpiece Material:

P20 mould steel

Cooling Method:

Compressed air

Cutting Parameter:

Vc=120m/min fz=1mm/z ap=0.6mm

TRES:

APMT1135PDER-QM  RP9025
WNTAAEL

4585

REAN:

FEE=S

IS¢

Vc=140m/min fz=0.4mm/z ap=0.5mm

Insert Type:

APMT1135PDER-QM RP9025
Workpiece Material:

45t steel

Cooling Method:

Compressed air

Cutting Parameter:

Vc=140m/min fz=0.4mm/z ap=0.5mm
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Cutting Application Cases - Drilling Inserts Hardness Conversion Table of Steel
sﬁ?l" ﬁE-Eﬁ HEEEHE B FHREEHB B
Dri I I I n g —_— Hyd rau I ic Ch u c k Brinell Hardness Rockwell Hardness ﬁ EE Brinell Hardness Rockwell Hardness ﬁ EE
i _ _ | E= | == i _ N | mE | ==
TIRES: R i 7 R i [ e R i 7 R i [ i
SPMTO7T308-TG RP9125C Hy | Bl | SR e HRB HRC HS Mpa Hy | Bal | SR HRB HRC HS Mpa
WINTHEL: 940 85.6 68.0 97 410 | 388 | 388 | 714 418 1330
40CrMo 920 85.3 67.5 9 400 | 379 | 879 | 708 40.8 55 1290
ML 900 85.0 67.0 95 390 | 369 | 369 | 703 39.8 1240
LT 880 (767) | 847 66.4 93 380 | 360 | 360 | 69.8 | (110.0) | 388 52 1205
LIRS 860 757) | 84.4 65.9 92 370 | 350 | 350 | 69.2 37.7 1170
Ve=120m/min 2=0.13mm/z 840 (745) | 84.1 65.3 91 360 | 341 | 341 | 687 | (109.0) | 36.6 50 1130
. 820 (733) | 838 64.7 90 350 | 331 | 331 | 6841 35.5 1095
”0 7 800 (722) | 834 64.0 83 340 | 322 | 322 | 676 | (1080) | 34.4 47 1070
At 780 710) | 830 633 | 87 330 | 313 | 313 | 67.0 33.3 1085
" Insert Type: 760 (698) | 826 62.5 86 320 | 303 | 303 66.4 (107.0) 32.2 45 1005
N e SPMTO7T308-TG RP9125C 740 o84 | 822 o8 | o 310 | 204 | 204 | 58 310 %60
° | Workpiece Material: 720 (670) | 818 61.0 83 300 | 284 | 284 | 65.2 (105.5) 29.8 42 950
0 ErS ERzAT 40CrMo 700 (656) | 81.3 60.1 81 295 | 280 | 280 | 6438 29.2 935
RUIAN Domestic Z company
PR Machining Method: 690 ©®47) | 811 59.7 290 | 275 | 275 | 645 | (1045) | 285 | 41 915
(Number of pieces machining per cting edge) Continuous machining 680 (638) | 808 59.2 80 285 | 270 | 270 | 642 278 905
Cutting Parameter: 670 630 | 80.6 58.8 280 | 265 | 265 63.8 (103.5) 27.1 40 890
Ve=120m/min {z=0.13mm/z 660 620 | 803 583 | 79 275 | 261 | 261 | 635 26.4 875
650 611 | 80.0 57.8 275 | 256 | 256 | 63.1 (102.0) | 256 38 855
640 601 79.8 57.3 77 265 | 525 | 525 | 62.7 24.8 840
630 591 79.5 56.8 260 | 247 | 247 | 624 | (101.0) | 240 37 825
620 582 | 79.2 56.3 75 255 | 243 | 243 | 620 23.1 805
610 573 | 789 55.7 250 | 238 | 238 | 616 99.5 22.2 36 795
600 564 | 78.6 55.2 74 245 | 233 | 233 | 612 21.3 780
590 554 | 78.6 54.7 2055 240 | 228 | 228 | 60.7 98.1 20.3 34 765
580 545 | 78.0 54.1 72 | 2020 230 | 219 | 219 96.7 (18.0) | 83 780
570 535 | 77.8 53.6 1985 220 | 209 | 209 95.0 157) | 82 695
560 525 | 77.4 53.0 71 1950 210 | 200 | 200 93.4 (13.4) | 80 670
550 | 505 | 517 | 77.0 52.3 1905 200 | 190 | 190 915 11.0 | 29 635
540 | 496 | 507 | 767 51.7 69 1860 190 | 181 | 181 89.5 8.5) 28 605
530 | 488 | 497 | 764 51.1 1825 180 | 170 | 170 87.1 6.0) 26 580
520 | 480 | 488 | 76.1 50.5 67 1795 170 | 162 | 162 85.0 (3.0) 25 545
510 | 473 | 479 | 757 49.8 1750 160 | 152 | 152 81.7 0.0) 24 515
500 | 465 | 471 75.3 49.1 66 1705 150 | 143 | 143 787 22 490
490 | 456 | 460 | 749 48.4 1660 140 | 183 | 133 75.0 21 455
480 | 448 | 425 | 745 47.7 64 1620 130 | 124 | 124 712 20 425
470 | 441 | 442 | 744 46.9 1570 120 | 114 | 114 66.7 390
460 | 433 | 433 | 736 46.1 62 1530 110 | 105 | 105 62.3
450 | 425 | 425 | 733 45.3 1495 100 | 95 | 95 56.2
440 | 415 | 415 | 728 445 59 1460 95 | 9 | 90 52.0
430 | 405 | 405 | 723 43.6 1410 9 | 8 | 86 48.0
420 | 397 | 897 | 718 427 57 1370 85 | 81 | 8f 41.0
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Comparison Table for Turning Inserts Chipbreaker Tool Wear and Solution

TR UIHIEE | SRR | HillRE | Lsts | &2 2.3 = RE | KORLOY B B3z ek Wi tBHUiEEE’Qi‘I‘% Calculation of Cutting Speed
Insert type Cutting range RUIAN ZCCCT | SANDVIK | Tungaloy | SUMITOMO [ MITSUBISHI | KYOCERA TaeguTec | HITACHI |KENNAMETAL | SECO

ShERZEH Ve (m/min) :HIEIEREE cutting speed
Extemal Ui L xDx . :
’ 17(‘: ﬂiDn ( m/min ) n(rev/min) : EHFEI Rotating speed of main axle
¥ PF DF PF TSF LU S GP VF X FE FN FF1 NF o0 C" 1000 D (mm) : THER Diameter of workpiece
Finishing SF QF TF Su VF SE FH FF2 SF
FH Xp VG RS - 2 51140 : 4% 5 79 280rev/min, ETHIEE S5 150mm B T4, ELLIHIEEE 7
For example: when the rotating speed is 280 rev/min and the diameter of workpiece is 150mm, the cutting
EBZEHI speed should be:
— or TS c o Ve . BE . Internal turning D 3 14 150 280
i TIXIIXNn . A4x X .
Light cutting €S M 6] TSF <5 SA ca Ve FM BH FN MF2 N7 ” Ve= ——=== (m/muz): it htodhbion =132(m/m1n)
AS SH HC CE 1 000 1 000
GU VM AH
GM PM PM ™ uG MP PS HM MM AE P M3 AL
@ UX MH I GM ey AY AN e HLAERYITE Calculation of Feed Rate
.
Sjr:n*i-ﬁfir?itslrﬁg l f(mm/rev) (S5 E Feed rate per rotation
L == (mm/rev) (mm/min) 53 $THHKTE Outing kngih pr mine
R-S R-K R-S R-HM R-ES R-ST R R-FS C" n n (rev/min) : E3¥EE Rotating speed of main axle
L-S L-K L-S L-HM L-ES L-ST L L-FS -1 =
B30 E5hFEE F9500rev/min, §53 FETIHIKE 79100mm/min, EEHHLAE N
For example: when the rotating speed of main axle is 500rev/min, and the cutting length per minute is
o 100mm/min, the feed rate per rotation should be:
en DR ™ MU GH =f HR MR6 ] 100
T & <
R PR MX (Through) RT RE RN NR
Roughing “ () THS RP mi GR MR7 f/= (mm/rev)= =0.2(mm/rev)
(Double-side) ME n 500
Jﬁ\% HG HZ GH RH
Val) SHMNT HR U RH TE
Heavy-load HR LR o TUS MP HV PX VH RX . RM RR9 NM " . .
Negative machining U HP HX VT u RP SME RFLYIHIES El A9 E Cutting Time Calculation of External and Internal Turning
Insert HhERZER . .
Zibhatuing l T (min) :47J4IBYIE Cutting time
TS : T= " (min) [(mim) HEETHIEBSHEEE Lengih of machined arcas
FEINT su LM MQ TF fxn f(mm/rev) AR Feed rate
Finishing u & ¥ SF EF FS GU VP2 & PV 5 MRg VL n (rev/min) : EHFER Rotating speed of main axie
e {5l SREHEEE R 250rev/min, 44 B90.2mm/rev, SIHHKEEA 150mm A0 TR FEdal:
For example: when the rotating speed of main axle is 250rev/min, and the feed rate is 0.2mm/rev, the time
MA I";ﬁl‘f%“ needed for a cutting length of 150mm shouid be:
ST ™ MM M HS WP MF3 B l
B - . .
sommsnng | awp EM MM sM el o MU o3 EM DE MR Vi PP = T= (min)= 150  _ 3(min)
o HU up Jfxn 0.2x250
EM RN M5
# TH H P
;E?%E TR ER MR b MP EL S; MT AE gp MR7 - L o
g MU v RP6 R E IR EI A9 & (fE4%3K) Time Calculation End Surface Turning (Constant Linear Speed)
GH T (min) :{JHIBYIE] cutting time
ax(a’-b° . 0
NI | K 28 R v B v KN . T= _nx(@-F) (min) Ve (m/min) : RS Cuting speso
Semi-finishing KM C M M Uz m;\';:?h) Ghmcugm GR (T?\'A‘)?h) VA RN M5 GN | 4000x% VEXf f(mm/rev) : SFHALE Feed rate
GK
e’a A LFRIMIBI R EEMTLET, b=0, AR INER.
PR PR L For end surface without hole , b=0, the formula is st valid.
T TR TR FiR e i Y
(Without chip) (Without chip)
Roughing Pt | TiE 5 cH ez TiE GC MA KT RE X MR7
(Without chip) ~ (Without chip) (Without chip) PH AT
GP
BT Pr HF PF PSF L 2% - VL FA 0 UF FF1 -
%)E Finishing SF aF PF RS FP PP VF e & Fi Ebulﬁﬁﬂfﬂ%ﬁrﬁﬂ’\]ﬂiﬁ{ﬁﬁ'ﬁ The Oretical Value Calculation of Machined Surface Roughness
2 R(um) : BEMIREBREERICHE
Positive TS ¥, f Theoretical roughness value of machined surface
Insert ST s iy PM oM MU (Withoutcode) - GQ HMP N E MF Fo 17 — | R= ><1000 (/'”n) f(mm/rev) : @HHAR Feed rate
Semi-finshing | (07 UM MP GK c25 MP 19 ' 8re rc (mm) : TIREIIHERE Nose radius
MV s N sz ey N N
I {310 3444 90 2mm rev, TR S ER0.AmmeY, HEN T REEISEIBILEN:
For example: when the feed rate is 0.2mm/rev, and the nose radius is 0.4mm, the theoretical roughness value of machined
N Sy N - surface should be:
k) mREREEATNGEERINRFAREMBRN, REBRFMIES. 5 B
(Note) This table is based on the comprehensive samples and public information of each company, and may not be the latest information. R_ f x1000_ 0-2 XIOOO_IZ 5(}4”’[)
8re 8x0.4 :
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ZHIINIANEPES IR SIS Trouble Shooting for Turning

Machine
S TIEMELERE 2GS TIERAR MRS Solution nglle%tri%ie Cutting Condition Style and Design of the Tool Insta_:_lg})ilon’ of
AL RS E - I AE I E A AR A 2lelsolzgl o7l elz|9|elez 3]3|s3 5|5
B M| K H |G| TN EES6 8| DD 8883|282 |2 |2 81813121532/ 8|% |28/ 33
B || & (& | 2|7 7] ¥lm|n| A0 T I sl e 5020 C 12 S ololal85151(98 32|38 3|8
| ® | E rgﬂﬁft)ﬁ % 58| B (w4 | P 518 |%al%| 8| |82 |3|C |8 5|85 2|88 2]«
BY | M| 1E | 8 K| B BB (M| B s |le|gg| 8|8 53|33 5|e (%8| 8| 3(88 8¢
SR R HEE AR HEE
Y ~ = Y > Q 2 @ (] [9) o
o ® RS 0 B 8|8 Bl & 2 HE el gg5lel glz|e
|z & % = s 3| 3 213 S 3 81¢| € ¢z
| B B Y - g| & g | £ 12| &5 ¢
nl g 2 g |2 ol 513
e & |5 5708
- EY 2|3 b 2
25/ R A 2| & uwp~ g5 Up 7 g 8
= =} @ >
HWERNS TEREA BN\ AN N Trouble Cause Down & Down
TIEMBAREE ([ ] Improper tool grade °
o TSR T Ay VR Insert wear quickly Improper cutting edge 22 @
TIR BRI TEITRT &S ® 0 o o gorfed geometry ® o0 0
Y IRERSE : " E Improper cutting speed : : Vv.et
W)
@
TIEMEARGE ® o) Improper tool grade ®
9
% 8
A =
iz <o e o <3 Improper cutting condi- e o
= PIHIR R A N 3 fions ¢ NN
IK% I TERERE ° P 7 5 Lack of cutting edge PY A A2
R > ® 2 Chipping or fractur. strength o d
PIEITIRGR. AR c - . y
TIRITIBAR. BRT) e o o . T ing of cutting edge e o o °
FEE SR o NIV ® T Thermal crack occurs [ ] NN N Dry
FEEREE ° z ;l ® g Build-up edge occurs [ : : [ ) W.et
NIERE e o o o Lack of rigidity e o o o
TIFEEE [ ] b Poor insert accuracy [ )
o= imensions are not
NIRRT B ED . g I colnstant
R TEA K, o /7 e o o ol e o o 5’ Large cutting resistance ° 7 ®© o @ oe|l® o o
*T'zr TIR(LE RE ® N N\ 3 and cutting edge flank ® . N\
5 o
= A W 2
% ITHEEBN, BB - s ° 8 Necessary to adjust Improper tool grade °
%Nﬁgn T 3 often because of
- HIEZGREE Q 2z over-size Improper cutting condi- e
S =2C Y tions N @
13_5 oS : ° E g g Welding occurs : [ ] W.et
i c)
*ﬁ W s W R N 7 $ =} i Improper cutting edge a
B REREER TIHIZIFRAEIE o ° o8 Poor finished surface | geometry ° °
T 50
I AR NN oo o o 55 Chatter NMERERN oo o o
ta NN N = attering NN
— s e o o oM i Improper cutting condi- e o o
. n TIHIRHREE NIV >¢ Workpiece over imo g NI
£ 5E © D
xR PHIAKRSHINTEE heating can cause
Erss &AL TJRF R e ~ ° gg poor accuracy and Improper cutting edge g °
TR T&E ® o N S short life of insert geometry ® o N
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ZHIMN TR PE R IR ST ER Trouble Shooting for Turning

. Machine,
PO TIEMEREE pPILIESES TIERK HEREE K Solution nglle%triiie Cutting Condition Style and Design of the Tool Insta_:]ati?n of
00
AL R A A -I P A A A AF A o|2lszlae|e| ||| ¢|2|g|2|eZ5|5|32 5%
E || A48 %) H T AN G B s &8 DD g|g|8g|eg| 2|8 & g|18|3|12|83/ 8|3 =3 3%
CAE AR AR AR AE I EAR b AP AN AR AE: 5| |32(822 || ol=|2|2|83| 5|5 |83 8|8
B | E E|F | T|E 2 BI\E|W| B || A slelgelBalg|®|8|9|8 2|5 8|5 |8%5|5l3e] 88
0|+ | | 57 e AR AN TRINEN:! 56|55 5|8 ESER-aE 515 (°a| &2 |gs] 8¢
I ER NN ] a B AR AWIRE-SR|! el 213 & cl2|8 &l 3/212|°3| 3|2
# i | 4 MR | g 7 B F Sle "2 = g2 |8 o| 2|88 358
| # e m| | & | E 8|3 = 5|< 8| 3 5|&| &3
|z & % [ 5| 2 ¢ 213 S| 38/15]¢¢2z
" | & L : g 2 iz SR
| @ = = | = o =1
: . &|¢e 225
e g |2 S
= e 2 & up~ = Up / g 2
2 =] 3 = =
g
HPERE TERER FEAE BN N Trouble Cause Down a Down
KREDRER [ ] Notch wear [
- . N o ] Burrs 1 i i- [ [ )
FHEER (.5 HIEGREE = mproper cutting condi %
5) AITES N@ 2 (Steel, Aluminium) tions N Wet
PTHITIRTEIE [} : : : Igrgg:ggter;cultingedge ° : : :
£
w . [ I J i - e o
E-8 N | ti di
il PIHIE SR EIE NN . tirgg;opercu ing condi N
N c
Y 3 Workpiece
BA U — T 2 2 @ i i I tting ed 2 2 ®
i HERE. 2% (5580 PIHIRFAE ® 0 0o o - o chipping grgg:ggﬁ;cu ing edge ° " e o
N Z (Cast iron)
?_‘g RERSN e o o o § Vibration occurs e o o o
©
M =3
% TIEMBAREE ([ ] Improper tool grade °
P P 2 (] Improper cutting condi- V4 [
R e ® = dons Y ° ® et
EiL (W) Burrs
THIDF KA EIE o [ o (Mild steel) Improper cutting edge ® 7 (]
2 5] [ N geometry [ N
KEIRED e o o o Vibration occurs e o o o
3 e , 7 (] I i di- e , °
22 A mproper cutting conat:
ISR A > fons "9 N e e e
N z L b . i
=PRSS gg%ﬂ@k PY - Long chips Ir_aar:gzchlpconlrol °
o
5]
T e o ~ Improper cutting edge e o
%} TR FEE S S e [ U ° e
©
& o . !
pic:) HIEGREE : : ; _?D' :irgr;:;oper cutting condi- : : D.ry
@
=g = (SE 2 Chips are short and i
b s = Small chip control
B4, "6 BRCEEN ¢ scattered FENED °
PEITARRBE 33 improper cutting edge PANA
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Effects of Cutting Conditions for Turning

TIHIZ

Cutting Condition

PILEIESES

Cutting Condition

A
Effect

SRR, SRHREAZRMIMERE, TJESSHK, MIEES. NIMRTH
ERIAMEIEIM B @E\ TR RERAARBERE. HILEETIR, EFESWEN
RILCIIE S5

Ideal conditions for cutting are short cutting time,long tool life and high cutting accuracy.In order to obtain these conditions,a
selection of efficient cutting conditions and tools,based on work material,hardness,shape and machine capability is necessary.

IR ERE

Cutting Speed

PIBRENTIAESHERANTIN. REEIREN, YIHIEE LA, MEDAESFHA

R MIABME, BENTH, THEREBENNEZN, MEFESSHTIEM
FL2iFsu 28,

TIEREMRM: OUERERS 20%, TJEMABERE 1/2; TIHRERS 50%, 7]
AfAEEEEREKN 1/5. O®E (20-40m/min) tIHIZF=4EiRsh, TIREF®H4ET,

Cutting speed has severe impact on tool life . Increasing cutting speed increases cutting temperature and results in a
shortened tool life.cutting speed varies depending on the type and hardness of the work material.Selecting a tool grade
suitable for the cutting speed is necessary.

Effect of Cutting Speed: @ Increasing cutting speed by 20% decreases tool life by 50%.Increasing cutting speed by 50%
decreases tool life by 80%. 2) Cutting at low cutting speed (20-40m/min) tends to cause chattering.Thus, tool life is shortened.

i
Feed Rate

FHIN, THEE—RET RIS mER LS, %ﬁ‘ﬁ']ﬁﬂbﬁ?ﬁﬂ@%—lﬁmflf'ﬁ
BEMERUNMZE, BETHEE, MIXREHEEESHASERAXR, BEH
REMEEERREHAE,

HAEBNEM: ORAE/), EIEERK, TJASFmAERE. Q#HAEX, THIE
EAE, EIEERBIEX, @53(2@]#]‘])2939‘77&%% JEME N, @BLBA, 1N
TITHES.

When cutting with a general holder,feed is the distance a holder moves per workpiece revolution.In milling,feed is the distance
a machine table moves per cutter revolution divided by the number of inserts. Thus,it is indicated as feed per tooth. Feed rate
relates to finished surface roughness.

Effect of Feed Rate: (D Decreasing feed rate results in flank wear and shortens tool life. @) Increasing feed rate increases
cutting temperature and flank wear.However,effects on the tool life is minimal compared to cutting speed. 3) Increasing feed
rate improves machining efficiency.

TIHIRE

Cutting Depth

PIHIRERE THIMIRE. TR, HMURIE. RIERTIARRIEmHEESN.
PIBIRENNE: OUHREZ U TIAES BT R, OUIEIRER/ N/,
RIEMAEE. RUEIBITHRENECER, FENESH. OUEIBRREMELRER
EERN, RENKRDERREER, REMATIEIRE, BUITITIREITIE THRE
BRERRY), REMTIRBEIRR~EREER.

Depth of cut is determined according to the required stock removal,shape of workpiece,power and rigidity of the machine and
tool rigidity.

Effect of cutting depth: (1 Changing depth of cut doesn' effect tool life greatly . 2) Small depths of cult result in friction when
cutting the hardened layer of a workpiece. 3 Thus tool life is shortened.When cutting uncut surfaces or cast icon surfaces,the
depth of cut needs to be increased as much as the machine power allows in order to avoid cutting the impure hard surface
layer with the tip of cutting edge and therefore prevent chipping and abnormal wear.
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Application Information of Parting and Grooving Inserts

t)JEﬁhI]I Parting

@ HTIFEGETHFRON, HHAERERK30%, BN FRETNAESFHMN IHRERE.
EANNIERT, REFRVEME, URIERFHIMIREN,

[ ]
@ When the insert is approaching the center of workpiece, the cutting speed should be reduced by 30%, which can also effectively reduce vibration during machining.
[ ]

As long as conditions allow ; try to shorten the overhang of tools as much as possible to ensure good stability.

9|‘t)J1‘E5FI]$E'J~ 1ﬁﬁ3$ﬁ"] External grooving, turning and profiling

ETNRFMAEED: JIR> 0.5mm B, Z@EHT] (&AYNIREE3/4TIR71E S) —FEMER

7] 0.2mm A —HAET)—RER]—HEAEN —FRNIEMERE. NEO

In-feed sequence,as is shown in diagram (D: When cutting depth > 0.5mm), radial in-feed (Max cutting depth can be 0.75 x insert
edge with S) --- radial out-feed about 0.2mm ---axial in feed --- flank out-feed --- axial in-feed --- radial machining to required depth.

EUHIRESRERN, XRANEEQMREIE SILURNIRSYIRENERMSIER NMRE.

When finishing, adopt the sequence shown in the diagram @) .t can reduce vibration caused by the friction between tools and chips.

jﬂ%ﬁﬂ]*ﬁ*ﬂiﬁ“ End face grooving and turning

SIETHIZNEABERET LS ETHIINES®

For multi-slot cutting, it is recommended to cut from the maximum diameter to the center as is shown in diagram @)

MtEZH:
A ERIREANET 3/4x TITHEE S
REATERN, BUEAMEERNARUE®
RRTERN, BKAZETENARUES®
Recess turning:
Axial turning depth should not exceed 0.75 x cutting edge width  (S)
If slot width is larger than slot depth ,it is recommended to adopt recess turning, as is shown in diagram @
If slot depth is larger than slot width, it is recommended to adopt multislot cutting, as is shown in diagram &)

FEINT:
SRS IEREMIMZIAL, BRAREMIEMERY, MEG

Finish machining:
First finish bottom and external diameter fringe, then finish the internal diameter to required size, as is shown in diagram &
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Common Problems in Parting and Grooving Inserts and Solutions

CTTTTym— .
RS TIHIE R WIATIRFOEE
Improve cutting rotate speed Verify tool center height
N2 AN ARBA RIEIN T T EhERE SR TIFA
Increase coolant velocity Select the insert with appropriate material according to the material of
th kpiece to b hined
RS BB ER e workpiece o/ e machine
Adopt chipbreaker with good chip control Eﬂl?‘iﬂﬂﬂ%é
@Etﬂ ﬁu%ﬁ%ﬁ%iﬂ Change tool path

Check whether cutting parameters are reasonable

KETNRRERSIERH (BHE. JIHRY)

Check whether the tool setting is correct (overhang, tool holder size)

B ERE Poor chip breaking =71 Vibrating tool

BRI BN R TR EE

Change chipbreaker Reduce tool and workpiece overhang
BEHLE (BRLRSHSGE) BEEREE (ERtREEE)
Adjust feed rate (Improve feed rate first) Adjust cutting speed (Improve cutting speed first)
KFE B, ARHNE (BELRSHALS)
Adopt intermittent feed rate Adjust feed rate (Improve feed rate first)

18IS £k S WINTIRFOEE

Increase the concentration of coolant Verify tool center height

fﬂg@ Built-up edge ETE'E#?EIFEFE Groove bottom is non-planar
BREE BLTIERMRE (EmRIE)

Change chipbreaker Reduce tool overhang (Increase rigidity)
IR TEIERRIE G =

Improve cutting speed Reduce the feed rate at the bottom of the groove
VeI oS EREREANTIA

Reduce feed rate Use wider and larger insert

IS AR RS FIATIREFROSE

Increase the concentration of coolant Verify tool center height

BHE'H‘DJ Cutting edge breakage TWUEQE*E Side wall not straight

ERFIERF BT AL HBNTHMTIERME

Select insert materials with good toughness Decrease tool and workpiece overhang
REIERE WETNAEMNBGHZENAERTE 90 E
Improve cutting speed Check whether the angle between tool and part is 90°
DEZNVEiZTES

Reduce feed rate

T EMBEEEEHNNIE

Increase the rigidity of the tool and the whole device
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Threading Method

HEATITIFINIGER, NAEFEMIEMERM EZ0 0.05-0.08mm TN L;
TR —RITIR R EFRT), NAEM T LF C0.3-C0.5 BIEIAMT;
RERMITIR, —MRIZETE 0.05-0.08mm Za);

HEEXAETIH.

Machining and use of insert with wiper ,Max. ap is based on the value of 0.06~0.08mm;

Prepare chamfering for C0.3~C0.5 to the workpiece to prevent the insert cracking during the 1st pass;

Finishing ap should be 0.05~0.08mm;
Coolant is recommended.

#H7HEH LETz!

In-feed way Feature

f:z:ﬁﬁﬁiﬂ%éf( Radial in-feed EEUJE"JUJ E@%?ﬁ$i§

ATAATIBERKER, &5 EIRIEIREAZAFA

SR F I T AR89/ MREE RSN T

ERRNES, BRAES

Uniform wear of the right and left sides of the cutting edge.

Because the interface of cutting chips on the right and left side is long, so it is easy to cause vibration and make the cutting
edge suffer more overloading.

Suitable for small screw-pitch thread machining of workpiece materials with good machinability.

Easy operating, high general.

fJ”JJ r":'j %Eiﬂ%’iﬁ Flank in-feed

I AR AT
ERTAERERL. MIEMEEIINT, AR AR
fERRES

Good Cutting Performance.
Suitable for big screw-pitch thread and viscous material machining, it can effectively solve vibration problems.
Easy operating.

UH\IJ rllz'_.] %5&1@&? E 9%2}‘( Modified flank in-feed
EMEIHTIBEE—ERENR, EEIENETIERER

PR S e

BEATAREERL. AAEMERINT, 85 WA RIREDRH

Right Cutting Edge also engage on cutting depth to a certain extent, it can reduce the abrasion on right side of clearance face.

Good Cutting Performance.
Suitable for big screw-pitch thread and viscous material machining, it can effectively solve vibration problems.

ﬂ'lﬁi"&ﬁii%?f{ Alternate flank in-feed
EEERBYINTI, YHINERYS, KA RASS
ERAFARIRERL. MIEMEEIINT, AR AR
TIBERLRRE, BN EEL

Cutting edge trade off right and left when machining, uniform wear of the cutting edge, it can improve the life of tools.
Suitable for big screw-pitch thread and viscous material machining, it can effectively solve vibration problems.

Chips are flowing from both of right and left side, sometimes will be chip twisting.
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Trouble Shooting for Threading

Trouble ‘ Observation ‘

Incorrect profile

Cause

Incorrect center height

¥ RUIAN

Solution

Adjust center height

BERNA ‘ EY1E] R&A FahE
LB R IER B
B TR R
B ALER BB 5 R EH KRIEALER
B R G R R YRR
BN S B S E Y]
=@
TIH HTMITINE S T BESIEM, EEAED
IR
B
SEHIE 1R ) 5 REE
EINTIEE
I A ARSI
ISR ER BB
iR TSI ENEERE BT 5T AR
TR SRR B
IR R AT
PSS, BEEEER D, DT
BT A
¥ T 5 BV IBIRE )\ BL0.05mm 1A, R4 0 £
TR T e R RS
e THETENSRET—H B\ THISIER, EEA BN
BT MBI R R ST TR
T8 IR
8758 A T, BRRS S TIHIE S
EN RETHESARE
TS EARES T M) WITIEHREE
ARt
A T4 5 7] AT SRS
KIS EDRE F7, DR
BENEE
BEENTHA, BELEYE
TR, BTN A ORI T
IIRET R, BB AT
BRI PIMRAA TR 2 KT S
T8I F758 A T, BRARS S RTIE I
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Low thr_ead Pitch on machine is not correct Adjust machine
precision
Shallow thread Incorrect cutting depth Adjust the cutting depth
Chips wrap around or clog the workpieces Change to flank in-feed
Surface damage
The side of the inserts cutting edge interferes with Check the lead angle and select an appropriate
the workpiece shim
Increase cutting speed
Built-up edge
Surface tears Increase coolant pressure and volume
Poor surface finish
Cutting resistance too high Decrease cutting depth per pass
Incorrect cutting parameters Adjust cutting parameters
Vibration Insufficient workpiece or tool clamping Adjust workpiece and tool clamping
Incorrect tool installation Adjust center height
Cutting speed too high Decrease the cutting speed
Too many passes causes abrasive wear Reduce the number of passes
Flank wear quickly
generated . A Do not re-cut at Omm depth of cut , larger than
Small cutting depth for the finishing pass 0.05mm cutting depth is recommended
Inserts are over the center line Adopt correct center height
. The workpiece lead angle and the tool lead angle Check the workpiece lead angle and select an
Non-uniform wear of the | do not match appropriate shim
right and left sides of the
cutting edge Flank in-feed is not correct. Change the way of flank in-feed
Cutting speed too low Increase cutting speed
Cutting resistance 0o high Increase the number of passes and decrease the
9 9 cutting resistance per pass
Short tool life Check work piece deflection
Unstable clamping Shorten tool overhang
Chipping and
fracture
Re-check workpiece and tool clamping
Increase coolant pressure to blow away chips
Chip packing
Change the tool pass to control chips
Non-chamfered workpieces causes high . N
resistance at the start of each pass Chamfer the workpiece entry and exit faces
High cutting speed and large heat generation Decrease the cutting speed
Large plastic
deformation Lack of coolant supply Increase coolant supply

Cutting resistance too high

Increase the number of passes and decrease the
cutting resistance per pass
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Trouble Shooting for Milling
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. Machine,
Solution Tool Grade Cutting Condition Style and Design of the Tool Installation
Selection of Tool
Sola Coolant JE R
e 812228 2|¢|2|8 Z|2ledls|2|2|512|2133/9|°%
o @ |goloe = |8 | 2|Q ~l&(23la|3|2|o|T|T |8 9| 9
Sl o l|galgel 5 518 ol s3] alc|®|alc|2c|B38 3| @
ST8sle 8@ | @ SlcleCl g | |als|a|d|a2 8] 8
212 gegl e g el |F|P|8[2(8 3|22 2|2838] %
2|8 |°e|®g| 3 gl2ls|gle|ales|a|2|3|2|5|8 % &3
g5 & & |Z(°(2]3| |&|%2 %|E|B|%|2|al| Bc s
2|3 2 - E &g Q| = | Q —.| €| @ >| @
Q| = b3 @ = S|®|35| 7% S| 3 @
S | @ | o | @ @ @ el 2 |9|Z| 35 e
18] 5 3 2| |z 2 SHEEE
olal| 2| o 5 1< @ = = =l 5|2
ol g 2 T |Q o | 2 ] Ql 2| 3
Q| F L > ® s} sl 5| 8
8 o |3 b SElE:
=l 8 |5 o k] 3
=2 - S|e B NG
3 g oz 3 | £
g s glé s 2
% Up ~ g Up ~ up 5] 8
g 7 1<Q 7 A =
g Up ‘: DOWN]| g
Trouble Cause = Down e Down y 3
Improper tool grade [ )
Insert wear Improper cutting edge 27 @ °
g quickly generated geometry o o
Q Improper cutting speed : W.et
=
§ Improper tool grade °
g Improper cutting condi- e o
o tions NN
8! Chipping or frac- Lack of cutting edge ;
<2 turing of cutting strength
g'; edge Thermal crack occurs [ ] g g g [ ] D.ry
Build-up edge occurs [ ] ; : vzt
Lack of rigidity e e o o
Improper cutting condi- ° e o o
g tions NN N
T - ; 2 e | [}
z Poor finished Wielsiing eeeus ® e ® weile 5
S
5 surface Poor run-out accuracy e o
=1
% Chattering g : : : ; : : olo o o
=
?’:: Workpiece bending : : ; : : :
@
! ,NOt paraIIeI or Tool clearance o e o o
ES irregular surface
= Large back force ; g e g
Chip thickness is too large : g g
w Tool diameter is too i ]
< _— large ° N
= Burrs chipping 9 P 0
g Low sharpness ° N
= A large side cutting edge [ ]
%‘ angle N
8 Improper cutting condi- o o
o tions NN
= i Low sharpness < d
3 Workpiece edge P ° N
=1 chipping A small side cutting edge »
« angle [}
Chattering : : : ; ; : : o e o o
o Welding occurs :
=3 I ip thi i
= Poor chip disper- t(;l;gp thickness is too ; ;
o L .
o sal, ChIP Jamm_mg Tool diameter is too °
=3 and chip packing - N
=
o
- Poor chip disposal ) W.et : °
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General Formula of Milling

VC: HIHIEREE cutting speed (m/min) Vf: TYE QLA E (H4AIRE) feed rate of worktable (feed speed) (mm/min)
S FIHLAE feed rate per tooth (mm/z) n: EEHEEE spindle speed (rev/min)

Zn: T)ET number of testh TC: I B8] machining time (i)

f: EFEIHLAE feed rate per revolution (mm/rev) L :SIBRRETIFEES actual working distance (m)

DC: £ T AFRE TR nominal diameter of miling tool (222)
7 [FEZR circumference radio=3.14
Q: B AR metal removal rate (cm’/min)

tﬂ‘ﬁ'ﬂﬁlﬁ Cutting speed
Ve ™D 0 in)

LI TAXSHITREAT

Calculations for Shallow Drilling

HJHIZEE (V) Cutting speed

Dcxrtxn . Ve (m/min) :HJBIERE cutting speed
Ve= =72 (m/min)  octnm):ssxme o damcor
1000 n (rev/min) : 48 spindle speed

S2f5): E3hFER A 1600rev/min, $EkER N @20mm, EJHRER:

Spindle speed is 1600rev/min, drill diameter is 20mm, thus cutting speed is

Vie Dexaxn _ 20x3.14x1600 =100(m/min)
1000 1000

¥ RUIAN

HLRIRE (VF)  Feed speed

Vf(mm/min) :3#483EE feed speed

Vf: ﬁxn (mam/min) e SRR oo et per volsion

n (rev/min) : 40443 spindle speed

S5 : 4R F 1500rev/min, EEEFHLAER0.1mm/rev, EHLARE R

Spindle speed is 1500rev/min , feed rate per revolution is 0.1mm/rev , thus feed speed is:

V= frxn = 0.1x1500 =150 (mm/min)

1000
IEEE%E Spindle speed
n= 1000xVe (rev/min)
xDc

i& éﬁﬁg Feed speed

W:ﬁxann (mm/mm)

= /A S
§ 1A J&—n B8 Feed rate per tooth

e

ﬁigiﬁfﬁé Feed rate per revolution

fn =g (mm/rev)

FlEHAE (f2)
Feed rate per tooth(fz)

DD Iﬂj |Eﬂ Maching time

L .
Te= Vr (min)

ﬁ% f B/%;Zi Metal removal rate

0= % (cm’®/min)

142

FLINIASiE (Tc) Machining time

5 Te (min) : ANTETIE] machining time
7‘}:_ Idxl (mm ) fr(mm/rev) 1S #44 8 feed rate peer revolution
- nxﬁ i:FLEE umberofholes  Id (mm) :$5FL3R driling depth
n (rev/min) : E3#5& spindle speed

Sl $E— D ER R @20mm, SFA40mmESTL, YIHIERE A 100m/min,
SHHGLEN0.1mm/rev, REEHBTIE],

Driling a hole with diameter of ®20mm and a depth of 40mm,cutting speed is 100m/min and feed rate per
revolution is 0.1mm/rev.Calculate the drilling time.

Vex1000_ 100x1000

-7 ;
Dox 20%3.14 600 (rev/min)

Idxi 40x1 .
= i _ ~0.25
Te=fe = T600+0.1 (imin)

ﬁEf%% (Q) Metal removal rate

Q(cm?/min) : £/BEBFZE metal removal rate

Q= VZ%T[XDCZ (L‘m Y ) Dc (mm) ;635 E#2 dril diameter

4x1000 Vf(mm/min) :3#483%EE feed speed

L — PN ER A @20mmavEssk, I TEA#HLARE R 160mm/min, HE&/E
ERRER:

Drill diameter is ®20mm, feed speed is 160mm/min, thus metal removal rate is:

0= VixnxDe  160x3.14x20°
T 4x1000 ~  4x1000

=50.24 (cm’/min)
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CVD REE ST CVD FEM SR =

Comparison Table for CVD Coated Grade Comparison Table for CVD Coated Grade

NExR | g2 |#%nR | ®EE | IFRE = |gres| #E8 | 2% | BUIA | UEAS | smeE | LETE| BEE | HHSE NERE | RS |SENA| BEER | TRF | =% | GxmS| #95 | 52 | BIIA | LESS| swer | UBTIR| #%E
Inserttype | Symbol RUIAN | TaeguTec | KORLOY | MITSUBISHI | SUMITOMO | Tungaloy | KYOCERA | HITACHI | SANDVIK | xewvaverat | SECO ISCAR zceet Inserttype | Symbo RUIAN | TaeguTec [ KORLOY | MITSUBISHI | SUMITOMO | Tungaloy | KYOCERA | HITACHI | SANDVIK | xewvaverai |  SECO ISCAR
Koposs GC4220
KCPO5 ACP2000 KC930M 1C9080
o1 18105 Uesios  ACBOISP  T9105 CA510 LGsolo  GC4805  KCPKOSB  TPO500 :gg}gg P10 TT7515 ACP100 GC4230 | Cgeep  MP1S00 \~ooi
ACB10P  T9205 CAB505 GC4315  KCKO5 TP1500 GC3040
Ic428
KCK158
KCK15
KOPOSE F7030  AGP2000 GC4220  gopsps  MP1500 105100 YBC30
KoPOS P20 | RCB126  TI7515  NGS330  \io700  acPico 19220 SC4%%0  sPesio  MPSD0  IC520M  YBOR2ST
UE6105 T9205 CA510 Goagos  KOPKOS 1C9150
pio |RC6208  TTBI05 ... MCEOIS  ACBOISP  T9105 CA515 1HG8010  GOdaia  KCP10B  TP1500  ICS015  YBC152
RC6205D  TT8115 UEB110  AC810P  T9215 CAB505 GOasps  KOP10  TP2500  [C8150  YBC151 NG5BSO oo | 15 PR ggggig gﬂgg;z'\g
MY5105 To115 CA5515 KCK158 1C8250
Ko P30 | RC7125  TT7800 mg;s?zos 07020 NABROWP Tsoon GOp040  KOPKap  MP2500  1C4050  YBMSS1
KOK20B M30B X500
RC6215 MC6015 CAO25P KeP10B 1c9015
RO6215D UE110 19215 Casps  Hasoes  GO4%15  KCPIO 1C8250
TT8125  NC3225 AC8025P  T9115 GC4325  KCP25B YBC251 M10 ACM200 1C9250
P20 | RC6315 MC6025 CA5515  IP2000 TP2500  IC9025
TT5100  NC3120 ACB20P  T9225 GC4225  KCP25 YBC252
RC6120 UE6020 To125 CA5525  GM25 coan B 1C9250
RC6220 MY5015 CR9025 Komia IC8350 ]
Miling
CAO25P F7030 GX2160  GC2040 IC520M  YBM251
MOBO25 oo To2es o2 Gosats | KOP25B M20 | RC7125 NC5830  ooono ACM200  T3225 CAB535 o040 Gosgsp | SOB526  MP2s00  See o GRleRe
RC6125 UE6020 T9125 KCP25 IC8350  YBC252
TT8125 AC830P CA5525  IP3000  GC4325 TP3500
P30 | RC6225 NC3030  MC6035 T9235 KCP30B IC9250  YBC351
TT5100 AC6030M CA530 GM8035  GC4335 TP3000
RC6225D UE6035 T9135 KCP30 IC9350  YBC352 GC2040
AC630M CA5535 GC2025 NC5330
UH6400 T6130 KCM158 GC4230
CR9025 e 17800 NCB340  F7030 ACMz00 13225 Goapag  SOE525 yoocno 109850 oo
NCM325  MC7020 T3130 X500 1C4050
KCP30B NosesD M30B
KCP30 s40T
AC8035P KCP40B
pao Egg;gg TT8135 B"ggg;ss AC830P CA530 GMB035  GC4285  KCP40  TRP3500 0. YBCSS51 ACK2000
Ropoaep | TT7100 Uiy AC6030M CA5535  GX30 GC4335  KCM25B  TP3000 YBC352 K10 | RC83158  TT7515 MC5020  ACKioo 11215 SC3025 YBD151
AC630M KCM25 ACKooo 11118 KCK15
KCM35B
KCM35
Goazeo  KOKIS 15100
T9235 1C9250 K20 | RC8315B TT7515  NC5330  MC5020  ACK200  T1215 CA420M  GX2120 SC3025  MK1500 YBD252
M10 Tro215  NCgiis  US7020  AGBOOM oo cagsis  pprosos GC2015  KOMISB gyoh00 ice01s Y MP91M 19150
MC7015  AC610M GC1515  KCM15
T6130 1C8250
KCP30B
KCP30
ZEH Us7oso  ACE020M Gosois  KCP40B 1C9250
NC9115 AC6030M  T9215 KCP40 IC6015  YBM151
Turnin M20 | RC7115  TT9225 MC7015 CAB525  IP1050S  GC2025 TM2000
g NCg125 i) ACEIOM  Tot15 Goposo  KOM15B IC9025  YBM153
AC630M KCM15 1C656
KCM258
KCM25
KCP40B
AC6030M KCP40
T6120 1C9350
NC9125  US735 ACE30M IP100S ~ GC2025  KCM258 YBM151
M3 | RC7125  TT9285  \Go135  MC7025  ACBOBSP Bﬂg GX30 GC2020  KCM2s ~ TM4000 }ggggs YBM251
AC830P KCM35B
KCM35
AC6030M IP100S KCMa5B IC6025
M40 TT9235  NC9135  UST735 AceaoM 16130 30 KoMas TMAO0D  SOER YBM253
CREi0 TH1500
UCs105  AC4010K CA4010 KCKOsB IC5005
KOl | RCB20SA TT7005 ~ NC6310 v 2 3,00  T5105 ongsos  MXB505 @C8210 | SLoct TKIOON  Sees YBDOS2
TK1000
CA5505
CA310
CA315 IC5005
RC8215A Neoato | UCB1IS  ACHOION TS195 Gagor0  Hxasos Kokoss  TK100T 1Gs010
K10 | RC8315A  TT7015 MC5015 CA4115  HX3515  GC3210 ICo150  YBD102
NC6315 AC405K  T5115 KCK15B  TK2000
RC8315H MYS015 i aioe  Topia CA4505  HG8010 KoKia Trooo1 | c428
CA4515 1C4028
CA5505
koo | Rossien TI7015  (oeiee  MCSOIS 2 00 T5115 onaq1s  HX8516  GC3210  KCKI5  TK2001 o2 YBDI52
TT7025 UE6110 T5125 HGBO10  GC3225  KCK20B  TK2000 YBD252
RC8315H Mysiis  ACA25K 1D CA4120 KOK20 1C9015
AC8025P CA4515 Ic418
KCPOSB
KCPO5
KCPKO0S
KeP10B 1c9015
K30 UE6110 T5125 CA320 HGBO10  GC3225  KCP10 o8
KCP25B
KCP25
KCK20B
KCK20
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Comparison Table for PVD Coated Grade

nExm | ks |w=nR | %Ex | A% | == |exes| ®ms | x| BUTA| URe% | smem | LETA| fEE
msertype | Symbol | RUIAN | TaeguTec | KORLOY SUMITOMO | Tungaloy |KYOCERA | HITACHI | SANDVIK | xewwvers | SECO | ISCAR
PRS0 G250
PR1005 IC350
AC1080U
VPIOME  ACZ150 Rif025 Got12s  KOS10 gppgg 10507
P10 | RPO125B PC8105 AHT10  PR1115 KCU10 IC570 YBG102
MS6015  AC50255 GC1025 TS2000
o502 PR1215 KC5010 IC807
PR1425 1c907
RP1225 ICo08
(C228
IC250
IC308
C328
IC350
INHCC IREED KCS10 \caor
VPIORT  ACI080U AH725  PRI1025 Koswo Iosor
pso | APO125C  TTE020  PCB110  VPXORT  ACS026S  AH730  PRITS o Goti2s  Kool9 cpaso (9528 G208
RP1225 ~ TT9030  PC230  VPISTF  AC520U  SH725  PRI215 Go10s  KoU®  Tspso0 o0
VPOMF  AC530U  SH780  PR1225
s iieed KC5025 C808
Ico07
IC908
ICaz8
IC1008
IC1028
C3028
AF120 (C228
AH725 IC250
o AH7025 C328
b |FPI020 T80 posaoo  veeoRT  Actosou  AM7S0 PRI paoon  Got12s  KOUZS o s G202
RPO2258 | TS POSMMS  VRISTE  AcSaU S LR Ovo  GO1OBs  Kosozs o30e
GH730 IC1008
GH330 IC1028
J740 IC3028
(C228
C328
18020 AH120 IC330
P40 TT8080 AC1030U  AH725 IP3000  GG1025 CP500 10528
79080 AHB45 IC1008
C1028
IC3028
IC330
Foons PRIO25  IP050S KCS10 507
2w wio | Apotoss  Trsoso  POBIOS  VPTOME A0S apgoos  PRIOES  pioos  goties  Kool® opaoo o520 YBG202
P10 Mseots  ACoIOU amgao  PRIZIS - yporos  Gott1s  KOUI Tspoo0  Ics70 YBG205
Turning nosao JP9115 IC807
c907
IC3028
G250
ﬁngggs PR1025 - 1C330
VPIORT  Acs1ss TSSO pRiias Got1zs  oS10 ppsy 10854
voo | APO125C  TTS0B0  PGB110  VPRORT  AGBO28S AMIZ0.  PRI2is  Ipioos G012 KOUIO . OP280 T iGe0g YBG202
RP1225 ~ TT9080 ~ PC5300  VP1STF  AC1080U PR1425  HS9115 ICo08 YBG205
AHT25 GC2085  KC5010  GPSO00
VP2OMF  ACS20U  AT725pRizas Koso1o IC1008
e PRO% IC1028
IC3028
1228
AH725
TE020  poosy ooy ACS0SS  AHIZ0 Caoa
vao |AP1020  Treoso  PO%0S0 - WPORT L aGeosom  AMess  PRI125 GO1125 KOS oy e
RPO225B  TT9020 AC520U  SH725  PRI535 GC2035  KC5025
PC5400  VP2OMF 1C1008
TT9080 VEOME AGSB0U  SHT30 o100
4740
1C3028
1Caz8
Tre0a0 AC6040M 1Co28
M40 0 P40 MPTOSS  AGIOS0U  AHG4S GX80 GC2035 1C1008
o0 AC530U 1C1028
1C3028
FX330S  GCB330
HG3305  GC3220
K10 AOWSDJ GHito  PRS  HX3d1s  K2OW KOS cpao  Icas0
AOSIW  AMTI0 RPI215  HGBOT0  K20D KOLi0,  Ts2000  IG1008
TH315  K20M
ATHIOE  K15W
GCa330
GC3220
vpioRT | AC1080U Gosod0 (OO0 cpano oo
Koo Pos300  VPaORT AGSTOU  AH120  PRUOS K2OW KOU10 ceaso 1350
VPBORT  ACEBOU  AHTO25  PR1215 K20D Kovze  Tseoo (9308
ACZ150 G480 K 52500
a2 5025 1c1008
K15W
GC3330 C228
VP10RT GC3040 IC350
K30 vpoRT  ACT0S0U - A0 K20W CP500 1C808
VP15TF GC4240 IC908
GC4230 IC1008
146
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Comparison Table for PVD Coated Grade

¥ RUIAN

s | ke |swna| sEx | ase wrms | ®E | & | BuTA | Wses| swem | USTR| @EE
inserttype | Symbol | RUIAN | TaeguTec | KORLOY | mi SUMITOMO | Tungaloy | KYOCERA | HITACHI | SANDVIK | rewwvers | SECO | ISCAR
G250
IC350
IC808
PCA12M
RP1120A TT2sto  £02005 ACP2500  AH120 PR8I0 sy GOT010 - yohigy 1C810
P10 | Rpotos  Tr7os0  PO2010 ACP200  AH725  DRI028 oy GO1025 ohnign 1900 LEC222
PC2015 PR1225 GG1030 ICo03
JP4115
ICo08
IC910
IC950
1C250
IC300
IC328
IC300
IC350
AH725
Egg;g WoTRPOy A0 ngggo CY150 Golops  KodM :gggg NEG202
b0 | RPioos  Tooae  PO2305  MPG120  ACU2S00  AM135  priosd CYIS0 - GON0ES kospsM  FasM oo YBG205
J8020  PG2510  VPISTF  ACP200  AHD30  PR10Z9  CYeC20 GOI0%0 - yoevgo  wpsooo ol YBGE320
ACP300  AH3225 SPE519 YBG252
TT9020 e PR1525 IC900
ICo08
ICo10
ICo28
IC950
IC1008
C250
IC300
Ar725 JS4045 Koagg pivend
TT8020  PC3600  MP6120  AGCP3000  AH120 s —— o I s
RP1020  TT80B0 ~ PC3500  VP1STF  ACU2500 AH3135  PR1535
P30 CY250  GO1030  KC735M  MP3000  IC528 YBG302
RP9025  TT9030  PC210F  MPGTS0  ACP200  AHI30  PRI280  Cvooo GOS0 KOTSOM. RSO s
TT9080 ~ PC5300  VP3ORT ~ AGP300  AH3225
i HCsa4 KCSM30 IC900
X400 ICo28
C950
IC1008
e
P40 TGOS0 POB40D  VPBORT  AGU2500  AH140 o G380 korssm  FAOM YBG302
ACP300 KCPMA0
TT9080 GX2140
ACU2500 KCs1aM
RP1120A ACM100 PRI025  PN1SM  GC1010
MI0 | Rpg1os C2ily Acksoo ~ AHT PR1225  PN215 GC1030 gggglg G903 REC222
ACP300
) C250
AH725 IC300
Millin VP15TF AH3135 Gotogo  KGo22M 1c808 YBG202
’ weo |mpross T poggy  Meriso  AGES0 a0 PSR . coloso  GZEROM rosw 0830 NEG20)
TT9080 VP2oRT  A9KS00  AHeogo  PR1ZZS GC2080  gpeolS MP300D  1G900 YBG9320
MP7030 AH3225 s30T o ICo08 YBG252
AHO130 IC928
IC1008
KC522M
KC525M 16250
TT8020 VPISTE KC725M G500
fP1000 Moo ocoss | VPRORT AH3135  AH3135  CY250  GC1040  KGrooW Fa0M IC328
MBD | O Poeec0  MP7030  ACMSOD  AHISO  AHIS0  HOB44  SGOT KoTaon FaoM IC330 YBG302
MP7130 AHO130  AHO130  JX4045  GC2030 MP3000 10830
TT9080 KCSM30
MP7140 IC928
KOSM40 IC1008
X700
PTH30E
Egggg PT140 PTHAOH KC725M
M40 ooy PG40 \ETAD AGMB0D  AH140 JS4160 KCPM40  FAOM YBG302
GX2160 KCSMA0
TT9080
AX2040
1c350
1810
KC514M 1c830
PRSI0 ATHIOE
PC8110 ACK3000  AH110 GC1010  KC515M 1C900 YBG102
K10 TT6080 poesto  MPEOT0 acupsoo g1z PRIS THE1S - GGiozo  KGkeo 1C910 YBG252
SP4019 1Co8
1C950
1C1008
1ca50
1C808
CY150 KC514M o
vpisTe ACKSO0O | AHI20 oo GYS020 KC520M PR
K20 |RP1225  TT6080  PCS300 (ool ACUZS00  AHU030  pRO0S| PTHISS  GC1020  KCS24M  MK2000 o000 YBG152
ACK300  AH9130 JP4120 KCK20 oo
GX2120 SPE519 oo
1C950
IC1008
1C350
IC808
vpisTe  ACK3000 cvas50 KC522M C830
K30 Vosonr  ACUZS00  AH120 Js4045 KC524M ICo08
ACK300 GX2040 SPE519 ICo28
1950
IC1008
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Solid Carbide End Mills Code Key
SOLID CARBIDE END MILLS

J71E#2E End mills type
R H -4 RNS 120 10- MO

J1RB &% End mills category
HV[E)- 4 R NS 120 10 - MO0

s TIRME RS TIARY

Symbol End mills type Symbol End mills category

HM BRRIIHT) H BEEMEINT (45~55HRC)
Sold carbide end mills Machining high hardness materials

S LI RN T

Machining hard-to-cut materials

J1R7]E Number of teeth
HV H - R NS 120 10 - MO0

52 227 JJE¥E End mills type

4 47)

HM H - 4 [gNS 120 10 - M OO

A BESMEINT

Machining aluminium alloy materials

= TIR%E
Symbol End mills type

KEZR% Length category = FAHT)

Flattened end mills

HM H - 4 R[Y120 10 - MOO B -

Ball nose end mills
%) KERF g KERT|
sTy)Sn?ol Length category sf;}ngﬂ Length category R =5\t
Radius end mills
FEDaE K HRAY
S Short oumn?edge N Lon; ek BT
W Corrugated edge end mills
KR KARE
L Long cuttin;:edge H Long onerk
K78 K378
X Extra long cum:g;edge NS Long neck and short ;:nmg edge 73 EE?% Tool d i a mete r
BRE TRAEKERT KRG TIEL
Default Standard HS Long shank and short ;:_mng edge HM H - 4 R NS m 1 O - M DD

RS TIRER
Symbol Tool diameter

JZ18EN#F1E End mills radius 120 o
HVM H - 4 R NS 120 i) -m OO

S ooy Hfth Other

g9 s HM H -4 R NS 120 10 - [V
& 255
D OO REERE

Shank diameter

X 00 kRN

Special helical angle

g

M 0o Neck length
WIVE

V 0 Tiny diameter
BRea R
Default Standard
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Solid Carbide End Mills Overview
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Solid Carbide End Mills Overview

JIHRCT

=3 WAE T ]

& N oA " - BEET w
FZAR Ul BESRBZFR BTN R~3EE mg;bon‘:‘sfe? Prz_fﬁﬁed g?:’:g; HE mas iﬂ = & ::::iw?;g High hardness steel g b ESE
Shape Number of teeth Type End mills shape Size range ‘Alloy steel steel Gastiron Copperalloy | Aluminium alloy | ™itaniym alloy 55HRC 4 55HRC T Specification Cutting parameter
ﬁﬁ M ZFIHM450 (HRC<38)HM450 series for general machining
Flattened 4 4-flute flattened / HMA450-4F D1.0~D20.0 [ ) °
Ball nose 2 2-flute ball nose / HM450-28 R0.5~R10.0 ° ° °
Radius 4 4-fiute R / HM450-4R D1.0~-D12.0 ° ° °
K4 2 5HP500 (HRC<45)HP500 series for machining with high feed rate
Flatiened 4 4ute flattened / HP500-4F D1.0~D20.0 ) ) °
Ball nose 2 2lute ball nose / HP500-28 R0.5~R10.0 ) ) °
Radius 4 4-fute R / HP500-4R D1.0~D12.0 ° ° °
N NEBEE R FIHRT00 (55~68HRC)  HR700 series for machining hardened steel superhard
Flattencd 4 4-flte flattened / HR700-4F D1.0~D20.0 ° °
Bal nose 2 2-flute ball nose / HR700-28 R0.5~R10.0 ° °
EINE A7]EN / HR700-4R a
Radius 4 4-flute R / HR700-4R D3.0~D12.0 ° °
%E@*Z*‘I-HDIH MH (45~55H RC) HMH series for machining high hardness materials
27]F3K / HMH-2F
2 2-flute flattened / HMH-2F  — e D1.0~D20.0 ° °
2UHEFRT) L / HMH-2FNS 9'
2 2-flute uanIenec with long neck and short cutting edge / HMH-2FNS e D6.0~D20.0 [ ] [ ]
27IHUNMETESR / HMH-2F-V @
2 5-fute fattened wih finy diameter / HMH-2F-V = D0.3~D3.0 ° °
47)F3K / HMH-4F .
LR 4 4-flute flattened / HMH-4F 3-_' = _i D1.0~D20.0 ° °
Flatened 4 ATJKTIFSK / HMH-4FL _—_— 03.0-D20.0 R R
4-flute flattened end mills with long cutting edge / HMH-4FL _— g :
ATIRFVETIT X / HMH-4FNS —
4 4-flute uanIenec with long neck and short cutting edge / HMH-4FNS D6.0~D20.0 [ ] [ ]
6 6-flute flattened / HMH-6F D6.0~D20.0 ° °
6-flute flattened end mills with long cutting edge / HMH-6FL . :
27]8kk / HMH-2B @
2 2-flute ball nose / HVH-2B _— R0.5~R10.0 ° °
27 AEEKL / HMH-2BH o 3
2 2-flute ball nose with long shank / HMH-2BH . —_— R1.0~R10.0 ) )
2TJEIR TR / HMH-2BNS [: ——
BRSL A 2 2-flute bauInose with long neck and short cutting edge / HMH-2BNS ! R0.25~R2.5 [ ] [ )
Ballnose 27)RUNMEERSL / HMH-2B-V
2 2-1ute ball nose with tiny diameter / HMH-2B-V. - R0.15~R1.5 ® °
T | B —
4 4-flute ball nose / HMH-4B . R1.5~R10.0 ° °
ey, _—
4 4-fute ball nose with long shank / HMH-4BH R1.5~R10.0 ° °
2 2fute R / HMH-2R D1.0-D12.0 PY PY
AT]ESR / HMH-4R P
_— 4 A7VEE /M —_— D2.0~D12.0 ° °
Radiis 475870 / HMH-4RS )
4 4-flute R with short cutting edge / HMH-4RS l—@ D6.0~D12.0 [ ] [ ]
AT TIESN / HMH-4RNS
4 4-fute R \:m long neck and short cutting edge / HMH-4RNS ‘:@ D6.0~D16.0 [ ) [ )
@ F=53E Verysuitable O &I&E Suitable
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Solid Carbide End Mills Overview

AN |2 Z 38 W, aeW | WEw R e was as | wnas we o BB o m I
BR | o BEREH HTIT R m ean| mmm | rem | wn | mes | mes |wessed it | s
Shape Number of teeth Type End mills shape Size range Alloy steel steel astiron opper alloy uminium alloy Titanium alloy 55HRC | 55HRC 1 Specification Cutting parameter

I
SELIEIAAR D0 THMS HMS series for machining hard-to-cut materials
0% | HMS 2F ————
2 2-flute fiattened / HMS-2F 00.5-D20.0 L4 ° °
e e M —_—i
3 3-flute fiattened / HMS-3F b3.0~-D20.0 L4 ° °
Flattened 4 4-fte fiattened / HMS-4F b1.0-D20.0 L4 ° °
4 4-flute flattened / HMS-4FS e S D2.0-D20.0 ° ° L]
4 ATJKIVETIFL / HMS-4FNS F—%m D4.0~D20.0 ° ° °
4-flute flattened with long neck and short cutting edge / HMS-4FNS i :
HeLm 2 2-flute ball nose / HMS-2B R0.5-R10.0 ° ® °
4 4-ball nose / HMS-4B R0.5-R10.0 L L4 °
2 2-flute R / HMS-2R D3.0~D16.0 ° PY °
Radivs 3 3-flute R / HVS-3R 02.0~D20.0 ° ° °
7 | (i< —
4 4-flute R / HMS-4R R D2.0~D20.0 ® ° °
SELTIEIAARL D0 THMS-X HMS-X series for machining hard-to-cut materials
TR | NS.47 —a
:'I%?é 4 4-flute flattened with double helix / HMS-4F-X D4.0~-D20.0 ° ° L]
Fatened 4 ATIRITIIURBETF K / HMS-4FNS-X ——] D6.0-D16.0 ° ° °
4-flute flattened with long neck,short cutting edge and double helix / HMS-4FNS-X ' :
ATIIUERERSN / HMS-4R-X EN
gm;;fé 4 4-flute R with double helix / HMS-4R-X === D6.0~-D20.0 ° ° L]
s 4 ATIRBURTIIIRHEEN / HMS-4RNS-X —_— D6.0-D16.0 ° ° °
4-flute R with long neck,short cutting edge and double helix / HMS-4RNS-X . : :
HEEMEINITHT400 HT400 series for machining titanium alloy materials
Flattened 4 4-flute flattened / HT400-4F 01.0-D20.0 °
Ball nose 2 2-flute ball nose / HT400-28 R0.5-R10.0 °
Radius 4 4-flute R / HT400-4R D1.0-D12.0 °
%Eéﬁ*j*‘l’ﬂﬂIH MA HMA series for machining aluminium alloy materials
5 2713k / HMA-2F ——— 01.0-020.0 R o
2-flute flattened / HMA-2F —_—
271K TR/ HMA-2FL —
LA 2 2-flute flattened with long cutting edge / HMA-2FL 4 D3.0~-D20.0 ° °
Flattened 37JE3k / HMA-3F Ry
3 3-flute flattened / HMA-GF Y D1.0-D20.0 ° °
37JKTIFK / HMA-3FL {—— = o8
3 3-flute flattened with long cutting edge/ HMA-3FL ————————— : - D3.0~-D20.0 ° °
i S g S
sanose 2 2-flute ball nose / HMA-28 = R1.0~-R6.0 ° °
270E3 / HMA-2R —
2 2-flute R / HMA-2R E el D1.0~D16.0 PY °
27]KAREN / HMA-2RH : -
EEIE 2 2-flute R with long shank / HMA-2RH = D6.0~D12.0 ° L
Raduus 37JEN / HMA-3R _—
3 3-flute R / HMA-3R L D1.0~D20.0 ° °
3TJEAMREN / HMA-3RH ————
3 3-flute R with long shank / HMA-3RH L == D6.0~D20.0 ° L

162

@ 5=53E Verysuitable O H3& Suitable
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Introduction of Solid Carbide End Mills Series
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lllustration

BAMATIHMA450

HM450 series for general machining

v

Application

INTRERETE HRC<38,

RIIERIERIR, TIHIMR, BB,
NOREMS, FRER, KeRETIEMERMERIE,
TREDER, 3 ERIHNE RBRERNIME.

Machining hardness is HRC<38.

The chipbreaker design of the double-edge belt with lower cutting force and smooth chips drainage.

The cutting edge with higher stability and not easy to abrasion,greatly improves abrasion resistance and tenacity of the tool.
Design of variable chipbreaker diameter, it has enough stable rigid when suffering 3 times barrel length cutting.

Ritee 2 5IHP500

HP500 series for machining with

high feed rate

INTRERETE HRC<450
B WEFERIMITE 1% BIEEH T BA RS MM HHE
KAFFEE. %50, FAHEE. TORIGT, BRHNHEEN N>Rk,
RIZEBOERRT], SIMATIR, AESWINT.
TR, RIETJEBRBNAB=TIE, XAEEEBININL.

Machining hardness is HRC<45.

Side milling and groove milling of cast iron, steel parts. Spiral interpolation milling, cycloid milling etc. multiple efficient milling.

It applies design of different spirals, non-uniform, unequal edge spacing, variable diameter, which restrains high frequency vibration
produced when carrying out high production machine. It can exert excellent anti-seismic capability to realize efficient machining of large
cutting depth and large cutting width.

Design of different groove depth give the tools enough space for chip capacity and enough tenacity.

HENENEBIEZRFIHRT00

HR700 series for machining hardened

steel superhard

PNIEEEAE HRC55~680

BRATEETE. SEEAEREINT, FHEMTikit.

ERE, BYUERNENEEMRE ST —ERERE, BREKIARERSN.
THNEGT, sRERITEE, KNEENSERNRIT,

Machining hardness is HRC55~68.

It is suitable for finishing and semi-finishing design of high-speed cutting, high hardness quenching materials.

European imported substrate materials with high strength and super tenacity matched with new generation of super hardness coating
effective delays the lifespan of the tool.

Special tool model design and high precision quality control management realize excellent machining of high hardness quenching materials.

SEMEIITHMH

HMH series for machining high
hardness materials

INITREEE HRCA5~55,
SRE. BEEBATHEAME, BRRILTIEBSMEEMERSm.
MREFEEERMNERAMIELE, BEGRTHEMHBIMNT.

Machining hardness is HRC45~55.

Ultra-fine grained substrate materials with high strength and high abrasion resistance effective guarantee the ultra high abrasion
resistance and lifespan.

Excellent coating hardness and high temperature oxidization resistance which is more suitable for machining of high hardness materials.
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Introduction of Solid Carbide End Mills Series
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lllustration

SETIEIAA RN THMS

HMS series for machining hard-to-cut
materials

==

v 3

Application

PNIREETE 280HB LU,

TIRITD %R, BER7 %I, BRUNFITIRIRIS IR, #RTIAT]OFRE B,
REMARE, =RNRE MIEERMREMN T,

BRAFAEN. MASESETHIMEIN T,

Machining hardness is under 280HB.

Its cutting edge is sharpness and special edge design can effectively restrain cutting heating's affection to tool nose. It can solve the
problem of tool cutting edge weldings.

The coating owns good heating resistance, it can realize stable machining under high temperature, too.

It is suitable for machining of stainless steel, heating resistance alloy etc. hard-to-cut materials.

IKETMEHINIITHT400

HT400 series for machining titanium
alloy materials

BATH®HES (TAT. TCA. TC18) MEIEEREMNT,

TEDE. TEEE, ARUNGHRMNS~E, ESHIIIRERE,

BIEE R, HBENEIECEEEY, BVER, BREUHIBEAMRE, BiE
HEEEEER,

KAXMEMTMEEBEE, BRIOTDETHIS®,

It is suitable for high performance machining of titanium alloy(TA7. TC4. TC18) materials.

Unequal division,unequal spirals can effectively restrains the vibration production to form better machining surface quality.

Polish treatment to front and rear tool face. It owns better drainage groove and the rear tool face smoothness and reduces friction,
cutting resistance and temperature, reduces cohesion abrasion.

Its substrate specially applies materials of difficult to machine which makes the tool own more longer lifespan.

AEEMEHINTHMA

HMA series for machining aluminium
alloy materials
(V

‘ gr

‘&

BERENETZ, MIMRCELXER,
TIORATIRIZIT, SEMEIINIIEFAIRE, ReMIXRERS,
BERATFRAEENRAATNERMNL.

It applies precision mirror tool grinding technique and the machine effect is smooth without blur.

Its cutting edge applies anti-seismic design, which can restrain the vibration occurred in the machining to improve machining surface
quality.

It is suitable for general machining of aluminium and copper alloy.
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HMA450 Series for General Machining

7] L3155 T]
4-flute flattened end mills

i : N s [l v

Helical angle : Coating : Side face Step shoulder Straight slot

.

° 20° ~E (mm)

OI | o Tolerance (mm)
X i Fig2 Dc<12 0 -0.02
L Dc>12 0 -0.025

VAL ES BEfE

Number of teeth Figure Stock

HM450 D1*3*50L"D4*4F 1 3 4 50 4 Fig2 [ ]
HM450 D1.5*4*50L*D4*4F 1.5 4 4 50 4 Fig2 [
HM450 D2*6*50L"D4*4F 2 6 4 50 4 Fig2 [
HM450 D2.5*8*50L*D4*4F 25 8 4 50 4 Fig2 [ ]
HM450 D3*9*50L*D4*4F 3 9 4 50 4 Fig2 [ ]
HM450 D4*12*50L*"D4*4F 4 12 4 50 4 Fig1 [
HM450 D5*15*50L*"D6*4F 5 15 6 50 4 Fig2 [
HM450 D6*18*50L*"D6*4F 6 18 6 50 4 Fig1 [ ]
HM450 D8*24*60L"D8*4F 8 24 8 60 4 Fig1 [ ]
HM450 D10*30*75L*D10*4F 10 30 10 75 4 Fig1 [
HM450 D12*36*75L"D12*4F 12 36 12 75 4 Fig1 [
HM450 D14*45*100L"D14*4F 14 45 14 100 4 Fig1 [ ]
HM450 D16*50*100L"D16*4F 16 50 16 100 4 Fig1 [ ]
HM450 D18*50*100L*D18*4F 18 50 18 100 4 Fig1 [
HM450 D20*50*100L"D20*4F 20 50 20 100 4 Fig1 [
HM450 D3*12*75L*D4*4F 3 12 4 75 4 Fig2 [ ]
HM450 D3*15*100L*D4*4F 3 15 4 100 4 Fig2 [ ]
HM450 D4*16*75L*"D4*4F 4 16 4 75 4 Fig1 [
HM450 D4*20*100L*"D4*4F 4 20 4 100 4 Fig1 [
HM450 D5*20*75L*D6*4F 5 20 6 75 4 Fig2 [ ]
HM450 D5*30*100L*D6*4F 5 30 6 100 4 Fig2 [ ]
HM450 D5*35*150L"D6*4F 5 35 6 150 4 Fig2 [
HM450 D6*30*100L*"D6*4F 6 30 6 100 4 Fig1 [
HM450 D6*50*150L*D6*4F 6 50 6 150 4 Fig1 [ ]
HM450 D8*35*100L"D8*4F 8 35 8 100 4 Fig1 [ ]
HM450 D8*50*150L*D8*4F 8 50 8 150 4 Fig1 [
HM450 D10*40*100L*"D10*4F 10 40 10 100 4 Fig1 [
HM450 D10*60*150L"D10*4F 10 60 10 150 4 Fig1 [ ]
HM450 D12*45*100L*"D12*4F 12 45 12 100 4 Fig1 [ ]
HM450 D12*65*150L"D12*4F 12 65 12 150 4 Fig1 [
HM450 D14*70*150L"D14*4F 14 70 14 150 4 Fig1 [
HM450 D16*75*150L"D16*4F 16 75 16 150 4 Fig1 [ ]
HM450 D20*75*150L*"D20*4F 20 75 20 150 4 Fig1 [

@ FREETE Stock available (O ZEFRE Make-to-order
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JIHRCT JIHRCT

EANMI HM450 &5 EAII HM450 5

HM450 Series for General Machining HM450 Series for General Machining
Z)BKEK IR P9 7) &SR35 T]
2-flute ball nose end mills 4-flute R end mills

Rig

7 2 7 A
Number of teeth Helical angle Number of teeth Helical angle : X : Profie adius shoulcer [lll Radius corer siot

R
_ = — Flo - 8 —e—  — o
I Fig1 DI E Fig1
L —— ¢ —>
L
~E (mm) AE (mm)
Tolerance (mm) Tolerance (mm)
R—\‘ "
— Dc<12 0 -0.02 - 20 Dc<12 0 -0.02
S T e =2 8 0% 8 Tl 117 e o oo
1= J Fig2 Dc>12 0 -0.025 . < Dc>12 0 -0.025
. . B B — —LC— B —
R +0.01 | L R +0.01
Bs TI% BEsS FETF Bs 7I%8 s ETF
Type Number of teeth Figure Stock Type ““ Number of teeth Figure Stock

HM450 R0.5*2*50L*D4*2T 1 0.5 2 4 50 2 Fig2 [ HM450 D1R0.2*3*50L*D4*4F 1 0.2 3 4 50 4 Fig2 [

HM450 R0.75*3*50L*D4*2T 1.5 0.75 3 4 50 2 Fig2 [ ] HM450 D1.5R0.2*4*50L*D4*4F 1.5 0.2 4 4 50 4 Fig2 [

HM450 R1*4*50L*D4*2T 2 1 4 4 50 2 Fig2 [ HM450 D2R0.2*6*50L*D4*4F 2 0.2 6 4 50 4 Fig2 [

HM450 R1.25*5*50L"D4*2T 25 1.25 5 4 50 2 Fig2 [ ] HM450 D3R0.2*9*50L*D4*4F 3 0.2 9 4 50 4 Fig2 [ ]

HM450 R1.5*6*50L*D4*2T 3 1.5 6 4 50 2 Fig2 ® HM450 D3R0.5*9*50L*D4*4F 3 0.5 9 4 50 4 Fig2 [

HM450 R2*8*50L*D4*2T 4 2 8 4 50 2 Fig1 [ ] HM450 D4R0.2*12*50L*"D4*4F 4 0.2 12 4 50 4 Fig1 [

HM450 R2*8*50L*D6*2T 4 2 8 6 50 2 Fig2 [ ] HM450 D4R0.5*12*50L*"D4*4F 4 0.5 12 4 50 4 Fig1 [

HM450 R2.5*10*50L"D6*2T 5 25 10 6 50 2 Fig2 [ ] HM450 D4R1*12*50L*D4*4F 4 1 12 4 50 4 Fig1 [ ]

HM450 R3*12*50L"D6*2T 6 3 12 6 50 2 Fig1 [ HM450 D5R0.5*15*50L"D6*4F 5 0.5 15 6 50 4 Fig2 [

HM450 R3.5*12*60L*D8*2T 7 3.5 12 8 60 2 Fig2 [ ] HM450 D5R1*15*50L*"D6*4F 5 1 15 6 50 4 Fig2 [

HM450 R4*16*60L*"D8*2T 8 4 16 8 60 2 Fig1 [ HM450 D6R0.5*18*50L*"D6*4F 6 0.5 18 6 50 4 Fig1 [

HM450 R4.5*18*75L*D10*2T 9 4.5 18 10 75 2 Fig2 [ ] HM450 D6R1*18*50L*D6*4F 6 1 18 6 50 4 Fig1 [ ]

HM450 R5*20*75L*D10*2T 10 5 20 10 75 2 Fig1 [ HM450 D8R0.5*24*60L"D8*4F 8 0.5 24 8 60 4 Fig1 [

HM450 R6*24*75L.*D12*2T 12 6 24 12 75 2 Fig1 [ ] HM450 D8R1*24*60L*"D8*4F 8 1 24 8 60 4 Fig1 [

HM450 R7*28*75L*D14*2T 14 7 28 14 75 2 Fig1 [ HM450 D10R0.5*30*75L*"D10*4F 10 0.5 30 10 75 4 Fig1 [

HM450 R8*32*100L"D16*2T 16 8 32 16 100 2 Fig1 [ ] HM450 D10R1*30*75L*D10*4F 10 1 30 10 75 4 Fig1 [ ]

HM450 R9*36*100L"D18*2T 18 9 36 18 100 2 Fig1 [ HM450 D10R2*30*75L*D10*4F 10 2 30 10 75 4 Fig1 [

HM450 R10*40*100L*D20*2T 20 10 40 20 100 2 Fig1 [ ] HM450 D10R3*30*75L*D10*4F 10 30 10 75 4 Fig1 [

_ - HM450 D12R0.5*36*75L"D12*4F 12 0.5 36 12 75 4 Fig1 [

] Stock availabl EINE Make-to-ord

© IR Stockavalale © FIME Mele-to-order HM450 D12R1.0°36*75L"D12*4F 12 1 36 12 75 4 Fig °

HM450 D12R2*36*75L"D12*4F 12 2 36 12 75 4 Fig1 [

HM450 D12R3*36*75L"D12*4F 12 36 12 75 4 Fig1 [ ]

@ FREETE Stock available O ZEFRE Make-to-order
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JIHRCT

KH#HLIMI HP500 &5

HP500 Series for Machining with High Feed Rate

7] L3155 T]
4-flute flattened end mills

JIHRCT

KH#HLSIMI HP500 &5

HP500 Series for Machining with High Feed Rate

—J)EKELITERT]

2-flute ball nose end mills

.

IDC

B }{ He
Fig2

Number of teeth

MEmT

Side face

ap
Step shouider Straight siot

~ZE (mm)

Tolerance (mm)

e —le——— Dc<12 0 -0.018
L De>12 0 -002
A= Basic dimension (mm) T8 = B
Type -“ Number of teeth Figure Stock
HP500 D1*3*50L*D4*4F 1 3 4 50 4 Fig2 [ ]
HP500 D1.5*4*50L*"D4*4F 1.5 4 4 50 4 Fig2 [ ]
HP500 D2*6*50L*D4*4F 2 6 4 50 4 Fig2 [ ]
HP500 D2.5*8*50L*D4*4F 2.5 8 4 50 4 Fig2 (]
HP500 D3*9*50L"D4*4F 3 9 4 50 4 Fig2 [ ]
HP500 D4*10*50L*D6*4F 4 10 6 50 4 Fig2 ®
HP500 D5*12*50L*D5*4F 5 12 5 50 4 Fig1 [ ]
HP500 D6*15*50L*D6*4F 6 15 6 50 4 Fig1 [ ]
HP500 D8*20*60L*D8*4F 8 20 8 60 4 Fig1 [ ]
HP500 D10*25*75L*D10*4F 10 25 10 75 4 Fig1 [ ]
HP500 D12*30*75L"D12*4F 12 30 12 75 4 Fig1 [ ]
HP500 D14*45*100L*D14*4F 14 45 14 100 4 Fig1 (]
HP500 D16*45*100L*D16*4F 16 45 16 100 4 Fig1 [ ]
HP500 D18*45*100L*D18*4F 18 45 18 100 4 Fig1 [ ]
HP500 D20*45*100L*D20*4F 20 45 20 100 4 Fig1 [ ]
HP500 D4*15*75L*D4*4F 4 15 4 75 4 Fig1 (]
HP500 D5*20*75L*D6*4F 5 20 6 75 4 Fig2 [ ]
HP500 D6*20*75L*D6*4F 6 20 6 75 4 Fig1 [ ]
HP500 D8*24*75L*D8*4F 8 24 8 75 4 Fig1 [ ]
HP500 D8*32*100L*"D8*4F 8 32 8 100 4 Fig1 (]
HP500 D10*40*100L*D10*4F 10 40 10 100 4 Fig1 [ ]
HP500 D12*45*100L*D12*4F 12 45 12 100 4 Fig1 [ ]
HP500 D16*65*150L*D16*4F 16 65 16 150 4 Fig1 [ ]
HP500 D18*65*150L*D18*4F 18 65 18 150 4 Fig1 (]
HP500 D20*65*150L*D20*4F 20 65 20 150 4 Fig1 [ ]
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@ FREETE Stock available O ZEFHE Make-to-order

’Io Fig1

T

R—\ 5
o 4} 20°
st a®
T le_Lc r 7

L.

pAL: 3
Number of teeth Helical angle

AE (mm)
Tolerance (mm)

Dc<12 0 -0.018

Dc>12 0 -0.02

‘ R +0.01
EZKR Basic dimension (mm) T (=1 B
HP500 R0.5*2*50L*D4*2T 1 0.5 2 4 50 2 Fig2 [ ]
HP500 R0.75*3*50L*D4*2T 1.5 0.75 3 4 50 2 Fig2 [ ]
HP500 R1*4*50L*D4*2T 2 1 4 4 50 2 Fig2 [ ]
HP500 R1.25*5*50L*D4*2T 25 1.25 5] 4 50 2 Fig2 [ ]
HP500 R1.5*6*50L*D4*2T 3 15 6 4 50 2 Fig2 [ ]
HP500 R2*8*50L*D4*2T 4 2 8 4 50 2 Fig1 [ ]
HP500 R2*8*50L*D6*2T 4 2 8 6 50 2 Fig2 [ ]
HP500 R2.5*10*50L*D6*2T 5] 25 10 6 50 2 Fig2 [ ]
HP500 R3*12*50L*D6*2T 6 3 12 6 50 2 Fig1 [ ]
HP500 R3.5*14*60L*D8*2T 7 3.5 14 8 60 2 Fig2 [ ]
HP500 R4*16*60L*D8*2T 8 4 16 8 60 2 Fig1 [ ]
HP500 R4*16*75L*D8*2T 8 4 16 8 75 2 Fig1 [ ]
HP500 R4.5*18*75L*D10*2T 9 4.5 18 10 75 2 Fig2 [ ]
HP500 R5*20*75L*D10*2T 10 5 20 10 75 2 Fig1 [ ]
HP500 R6*24*75L*D12*2T 12 6 24 12 75 2 Fig1 [ ]
HP500 R7*28*75L*D14*2T 14 7 28 14 75 2 Fig1 [ ]
HP500 R8*32*100L*"D16*2T 16 8 32 16 100 2 Fig1 [ ]
HP500 R9*36*100L*D18*2T 18 9 36 18 100 2 Fig1 [ ]
HP500 R10*40*100L*D20*2T 20 10 40 20 100 2 Fig1 [

@ #TEETF Stock available O ZEFATE Make-to-order
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JIHRCT

KH#HLIMI HP500 &5

HP500 Series for Machining with High Feed Rate

P97) [R5 5% 7]

4-flute R end mills

=

Dc
|
I
I
I

é} “_jzm

Ho

| L

HP500 D1R0.2*3*50L"D4*4T

HP500 D1.5R0.2*4*4T*50L*D4*4T

HP500 D2R0.2*6*50L*D4*4T
HP500 D3R0.2*8*50L*D4*4T
HP500 D3R0.5*8*50L*D4*4T
HP500 D4R0.2°10*50L"D4*4T
HP500 D4R0.3*10*50L*D4*4T
HP500 D4R0.5*10*50L*D4*4T
HP500 D4R1*10*50L*D4*4T
HP500 D5R0.25*13*50L"D6"4T
HP500 D5R0.5*13*50L*D6*4T
HP500 D5R1*13*50L*D6*4T
HP500 D6R0.3*16*50L"D6*4T
HP500 D6R0.5*16*50L"D6*4T
HP500 DE6R1*16*50L*"D6*4T
HP500 D8R0.5*20*60L*D8*4T
HP500 D8R1*20*60L*D8*4T
HP500 D8R0.5°20*75L"D8*4T
HP500 D10R0.5*25*75L*D10*4T
HP500 D10R1*25*75L*D10*4T
HP500 D10R2*25*75L*D10*4T
HP500 D10R3*25*75L*D10*4T
HP500 D12R0.5*30*75L*D12*4T
HP500 D12R1*30*75L*"D12*4T
HP500 D12R2*30*75L*D12*4T
HP500 D12R3*30*75L*"D12*4T

1.5

2
3
3
4
4
4
4
5
5
5]
6
6
6
8
8

N _ N _ AR
MO NMNMO OO OoO®

E}F@

Fig2

Number of teeth

W 0w oo o000 N~ DM SASDDDSN

i _ N N N
MO NN O OO Oo®

REINT RiBMT

Profile Radius shoulder Jlll Racius comer siot

AE (mm)
Tolerance (mm)

Dc<12 0 -0.018
Dc>12 0 -0.02

R +0.01

VAL ES EfE

Number of teeth Figure Stock
50 4 Fig2 °
50 4 Fig2 °
50 4 Fig2 °
50 4 Fig2 °
50 4 Fig2 °
50 4 Fig1 °
50 4 Fig1 °
50 4 Fig1 °
50 4 Fig1 °
50 4 Fig2 °
50 4 Fig2 °
50 4 Fige °
50 4 Fig1 °
50 4 Fig1 °
50 4 Fig1 °
60 4 Fig1 [ ]
60 4 Fig1 °
75 4 Fig1 °
75 4 Fig1 °
75 4 Fig1 °
75 4 Fig1 [
75 4 Fig1 °
75 4 Fig1 °
75 4 Fig1 °
75 4 Fig1 [
75 4 Fig1 °
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JIHRCT

A ANERENM T HR700 251

HR700 Series for Machining Hardened Steel Superhard

7] L3155 T]
4-flute flattened end mills

MEmT akmmm

7 R Ik : :
Number of teeth Helical angle : e : Side face Step shoulder Straight slot

— 1 —

Dc
el
I
I
L
| —>|
D

T le—1Lc — Figt
< L >
- —
i IR 5% (om)
e Fig2 Dc<12 0 -0.018
L Dc>12 0 -0.018
Bs VAL ES ETF
Type Number of teeth Figure Stock

HR700 D1*3*3mm*50L*D4*4F 1 3 3 4 50 4 Fig2 [ ]
HR700 D1.5*4.5*4.5mm*50L*D4*4F 1.5 4.5 4.5 4 50 4 Fig2 [
HR700 D2*6*6mm*50L*D4*4F 2 6 6 4 50 4 Fig2 [ ]
HR700 D2.5*6*6mm*50L*D4*4F 25 6 6 4 50 4 Fig2 [ ]
HR700 D3*8*8mm*50L*D4*4F 3 8 8 4 50 4 Fig2 [ ]
HR700 D4*10*12mm*50L*D4*4F 4 10 12 4 50 4 Fig1 [
HR700 D5*15*18mm*50L"D6*4F 5 15 18 6 50 4 Fig2 [ ]
HR700 D6*15*18mm*50L"D6*4F 6 15 18 6 50 4 Fig1 [ ]
HR700 D8*20"24mm*60L"D8*4F 8 20 24 8 60 4 Fig1 [ ]
HR700 D10*25*30mm*75L*D10*4F 10 25 30 10 75 4 Fig1 [
HR700 D12*30*36mm*75L*D12*4F 12 30 36 12 75 4 Fig1 [ ]
HR700 D16*40*48mm*100L"D16*4F 16 40 48 16 100 4 Fig1 [ ]
HR700 D20*50*50mm*100L*D20*4F 20 50 50 20 100 4 Fig1 [

@ #ITEETE Stock available O ZEFRE Make-to-order
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JIHRCT

ZANERENM T HR700 251

HR700 Series for Machining Hardened Steel Superhard

PO RARF R ILET]

4- flute flattened end mills with long shank

NN

SRHER

bk ,
Number of teeth Helical angle

S s

MEmT

Side face

Step shouider Straight siot

o /\
UI B )_2‘ 1a /.\ze% ‘( mm )
[a) Tolerance (mm)
= e Fig2 Dc<12 0 -0.018
L Dc>12 0 -0.018
e on | ms | %2
HR700 D3*12*75L*D4*4F 3.0 12 4 75 4 Fig2 o
HR700 D4*16*75L*D4*4F 4.0 16 4 75 4 Fig1 o
HR700 D5*25*100L*D6*4F 5.0 25 6 100 4 Fig2 o
HR700 D6*30*100L*D6*4F 6.0 30 6 100 4 Fig1 o
HR700 D8"40*100L*D8"4F 8.0 40 8 100 4 Fig1 o
HR700 D10"45*100L*D10*4F 10.0 45 10 100 4 Fig1 o
HR700 D12"50*100L*D12*4F 12.0 50 12 100 4 Fig1 o

@ FREETE Stock available (O EFRFE Make-to-order
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JIHRCT

A ANERENM T HR700 251

HR700 Series for Machining Hardened Steel Superhard

—J)EKELITERT]

2-flute ball nose end mills

L.

DIE: BRI
Number of teeth Helical angle
«— L1 —»
R_
je)
ST — — — o w “:
Lc
R — L
/\
- . NE (mm)
L Tolerance (mm)
R
* Dc<12 0 -0.018
sH 2 JIZO"_ — ~H»Io . LEE C TR
X ) Fig2 Dc>12 0 -0.018
R +0.01

ﬂ% EZKRT_" Basic dimension (mm) 7] #& E% Eﬁ

HR700 R0.5*1.5*50L"D4*2T 1 0.5 1.5 2.5 4 50 2 Fig2 [ ]
HR700 R0.752.3*50L"D4*2T 1.5 0.75 23 3.5 4 50 2 Fig2 [ ]
HR700 R1*4*50L*D4*2T 2 1 4 6 4 50 2 Fig2 [ ]
HR700 R1.25"5*50L"D4*2T 2.5 1.25 5 7 4 50 2 Fig2 [ J
HR700 R1.5*6*50L"D4*2T 3 1.5 6 8 4 50 2 Fig2 [ ]
HR700 R2*8*50L*D4*2T 4 2 8 10 4 50 2 Fig1 [ ]
HR700 R2.5*10*50L"D6*2T 5 2.5 10 13 6 50 2 Fig2 [ J
HR700 R3*12*50L*D6*2T 6 3 12 15 6 50 2 Fig1 [ J
HR700 R4*16*60L"D8*2T 8 4 16 20 8 60 2 Fig1 [ ]
HR700 R5*20*75L*D10*2T 10 5 20 25 10 75 2 Fig1 [ ]
HR700 R6*24*75L*D12*2T 12 6 24 30 12 75 2 Fig1 [ ]
HR700 R8*32*100L*D16*2T 16 8 32 32 16 100 2 Fig1 [ J
HR700 R1040*100L*"D20*2T 20 10 40 40 20 100 2 Fig1 [

@ #ITEETE Stock available O FEFRE Make-to-order
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JIHRCT JIHRCT

HNINEFEINMTI HR700 &5 HNINEFEINMTI HR700 &5

HR700 Series for Machining Hardened Steel Superhard HR700 Series for Machining Hardened Steel Superhard
— i ANy = £

T )AL LT T A7) &3N3 58 T

2- flute ball nose end mills with long shank 4-flute R end mills

L.

7 R Ik 7 Ik REINT RiBMT
Number of teeth Helical angle Number of teeth Helical angle : I : Profile Radius shoulder Jlll Radius comer siot|
«— L1 —>
R7 R — 1 —
O
Al B o= = = rle UI N+ — Io
= I Fig1 [a Fig1
[ L [ — | ¢
L
~E (mm) AE (mm)
«— L1 —> Tol () ()
R olerance (mm) R — ] —] Tolerance (mm)
[\ } Dc<12 0 -0.018 o 20° Dc<12 0 -0.018
a8l < 4} o — ~HID i e B ] Fig2 —
Y| Fig2 Dc>12 0 -0.018 q 9 Dc>12 0 -0.018
_ Lc > L4 L ‘ - - l—— LC —— s
R +0.01 | L R +0.01
= 78 | ms | g nd e
Type teeth Figure Stock Type teeth Figure Stock
HR700 R1.5*6*75L*D4*2T 3 1.5 6 9 4 75 2 Fig2 @) HR700 D3R0.2°6*9mm*50L"D4*4T 3 0.2 6 9 4 50 4 Fig2 [ ]
HR700 R2*8*75L*D4*2T 4 2 8 12 4 75 2 Fig1 @) HR700 D3R0.5*6*9mm*50L*D4*4T 3 0.5 6 € 4 50 4 Fig2 [ ]
HR700 R2.5*10*75L"D6*2T 5 2.5 10 15 6 75 2 Fig2 @) HR700 D4R0.2*8*12mm*50L*D4*4T 4 0.2 8 12 4 50 4 Fig1 [
HR700 R3*12*75L"D6*2T 6 3 12 18 6 75 2 Fig1 @) HR700 D4R0.5*812mm*50L*"D4*4T 4 0.5 8 12 4 50 4 Fig1 [
HR700 R4*16*100L"D8*2T 8 4 16 24 8 100 2 Fig1 @) HR700 D4R1*8*12mm*50L*"D4*4T 4 1 8 12 4 50 4 Fig1 [ ]
HR700 R5*20*100L*D10*2T 10 5 20 30 10 100 2 Fig1 O HR700 D5R0.5*10*15mm*50L*D6*4T 5 0.5 10 15 6 50 4 Fig2 [ ]
HR700 R6*25*100L*D12*2T 12 6 25 36 12 100 2 Fig1 @) HR700 D5R1*10*156mm*50L*D6*4T 5 1 10 15 6 50 4 Fig2 [
HR700 R8*32*150L*D16*2T 16 8 32 48 16 150 2 Fig1 @) HR700 D5R1.5*10*156mm*50L*"D6*4T 5 1.5 10 15 6 50 4 Fig2 [
HR700 R10*40*150L*D20*2T 20 10 40 60 20 150 2 Fig1 @) HR700 D6R0.5*12*18mm*50L"D6*4T 6 0.5 12 18 6 50 4 Fig1 [ ]
HR700 R10*40*200L*D20*2T 20 10 40 60 20 200 2 Fig1 @) HR700 D6R1*12*18mm*50L"D6*4T 6 1 12 18 6 50 4 Fig1 [ ]
X ) J— HR700 D6R1.5*12*18mm*50L*D6*4T 6 1.5 12 18 6 50 4 Fig1 [ ]
@ #REE Stokavalable O RFE Make-to-order HR700 D8R0.5*16"24mm"60L"D8"4T 8 05 16 24 8 60 4 Fig1 °
HR700 D8R1*16*24mm*60L*D8*4T 8 1 16 24 8 60 4 Fig1 [
HR700 D8R1.5*16*24mm*60L*D8*4T 8 1.5 16 24 8 60 4 Fig1 [ ]
HR700 D8R2*16*24mm*60L*D8*4T 8 2 16 24 8 60 4 Fig1 [
HR700 D10R0.5*20*30mm*75L*D10*4T 10 0.5 20 30 10 75 4 Fig1 [
HR700 D10R1*20*30mm*75L*D10*4T 10 1 20 30 10 75 4 Fig1 [
HR700 D10R1.5*20*30mm*75L*D10*4T 10 1.5 20 30 10 75 4 Fig1 [ ]
HR700 D10R2*20*30mm*75L*D10*4T 10 2 20 30 10 75 4 Fig1 [ ]
HR700 D12R0.5*24*36mm*75L*D12*4T 12 0.5 24 36 12 75 4 Fig1 [ ]
HR700 D12R1*24*36mm*75L"D12*4T 12 1 24 36 12 75 4 Fig1 [
HR700 D12R1.5*24*36mm*75L*D12*4T 12 1.5 24 36 12 75 4 Fig1 [ ]
HR700 D12R2*24*36mm*75L"D12*4T 12 2 24 36 12 75 4 Fig1 [ ]

@ FREETE Stock available O ZEFHE Make-to-order
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JIHRCT

SEMAEINI HMH &5

HMH Series for Machining High Hardness Materials

—_— ~ J W

N VAR
— BRI
2-flute flattened end mills with straight shank

L.

MEmT ammT HAENT

pAL: 3 &
Number of teeth Helical angle : : Side face Step shouider Straight slot

8 — — — Il
¥ Fig1

[«—Lc —>|

~ZE (mm)

o 20° I Tolerance (mm)
a —] — — —qle .
Fig2 Dc<12 0 -0.02

«—Lc—>

L Dc>12 0 -0.038

ic dimension (mm) 7] ggi E% Eﬁ

Number of teeth Figure Stock

B
Type

e O
(5]
I

HMH-2F010-D04 3 4 50 2 Fig2 [ ]
HMH-2F010-D06 3 6 50 2 Fig2 [ ]
HMH-2F015-D04 1.5 4 4 50 2 Fig2 L]
HMH-2F015-D06 1.5 4 6 50 2 Fig2 (]
HMH-2F020-D04 2 6 4 50 2 Fig2 [ ]
HMH-2F020-D06 6 6 50 2 Fig2 [ ]
HMH-2F025-D04 25 8 4 50 2 Fig2 L]
HMH-2F025-D06 25 8 6 50 2 Fig2 (]
HMH-2F030-D04 3 9 4 50 2 Fig2 [ ]
HMH-2F030-D06 3 9 6 50 2 Fig2 [ ]
HMH-2F035-D06 3.5 10 6 50 2 Fig2 L]
HMH-2F040 4 11 4 50 2 Fig1 (]
HMH-2F040-D06 4 1 6 50 2 Fig2 [ ]
HMH-2F045-D06 4.5 11 6 50 2 Fig2 [ ]
HMH-2F050-D06 5 13 6 50 2 Fig2 L]
HMH-2F055-D06 5.5 16 6 50 2 Fig2 (]
HMH-2F060 6 16 6 50 2 Fig1 [ ]
HMH-2F070-D08 7 20 8 60 2 Fig2 [ ]
HMH-2F080 8 20 8 60 2 Fig1 L]
HMH-2F090-D10 € 22 10 75 2 Fig2 (]
HMH-2F100 10 25 10 75 2 Fig1 [ ]
HMH-2F110-D12 11 26 12 75 2 Fig2 [ ]
HMH-2F120 12 30 12 75 2 Fig1 L]
HMH-2F140 14 32 14 100 2 Fig1 (]
HMH-2F160 16 45 16 100 2 Fig1 [ ]
HMH-2F180 18 45 18 100 2 Fig1 [}
HMH-2F200 20 45 20 100 2 Fig1 [ ]

@ #TEETF Stock available O ZEFATE Make-to-order
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JIHRCT JIHRCT

=EAAEINT HMH 251 SEMAEINI HMH &5

HMH Series for Machining High Hardness Materials HMH Series for Machining High Hardness Materials
— / =z — Ny —_ /1 / Ny

I EMKIE T FRIIE ] I EWRUNETFERILSET]

2-flute flattened end mills with straight shank, long neck and short cutting edge 2-flute flattened end mills with straight shank and tiny diameter

3
Helical angle

SRHER

I
Helical angle

C

I"D—C*I

v L
L
~E (mm)
Tolerance (mm) NE ( )
/AN mm
Dc <12 0 -0.02 Tolerance (mm)
Dc>12 0 -0.03 Dc<3 0 -0.015

A= EZKRT_" Basic dimension (mm) w%& EE FiE=] EZ‘SRT_" Basic dimension (mm) T Bz
6 9 30 5.8 6 75

HMH-2FNS060-M30 O HMH-2F003-D04V 0.3 0.6 4 50 2 @)
HMH-2FNS080-M40 8 12 40 7.8 8 100 2 @) HMH-2F004-D04V 0.4 0.8 4 50 2 @)
HMH-2FNS100-M50 10 15 50 9.6 10 100 2 O HMH-2F005-D04V 0.5 1 4 50 2 @)
HMH-2FNS120-M50 12 18 50 11.5 12 100 2 @) HMH-2F006-D04V 0.6 1.2 4 50 2 @)
HMH-2FNS160-M50 16 24 50 15.5 16 150 2 O HMH-2F007-D04V 0.7 1.4 4 50 2 @)
HMH-2FNS200-M60 20 30 60 19.5 20 150 2 (@) HMH-2F008-D04V 0.8 1.6 4 50 2 @)
. ) \ HMH-2F009-D04V 0.9 1.8 4 50 2 @)

@ 1THEETF Stock available O ZBFIE Make-to-order HMH-2F010-D04V 1 5 4 50 5 o

HMH-2F011-D04V 1.1 2 4 50 2 @)

HMH-2F012-D04V 1.2 2.5 4 50 2 @)

HMH-2F013-D04V 1.3 25 4 50 2 @)

HMH-2F014-D04V 1.4 3 4 50 2 @)

HMH-2F015-D04V 1.5 3 4 50 2 @)

HMH-2F016-D04V 1.6 3.5 4 50 2 @)

HMH-2F017-D04V 1.7 3.5 4 50 2 @)

HMH-2F018-D04V 1.8 4 4 50 2 @)

HMH-2F019-D04V 1.9 4 4 50 2 @)

HMH-2F020-D04V 2 4 4 50 2 @)

HMH-2F021-D04V 21 4 4 50 2 @)

HMH-2F022-D04V 2.2 4.5 4 50 2 @)

HMH-2F023-D04V 2.3 4.5 4 50 2 @)

HMH-2F024-D04V 2.4 5 4 50 2 @)

HMH-2F025-D04V 2.5 5 4 50 2 @)

HMH-2F026-D04V 2.6 5] 4 50 2 @)

HMH-2F027-D04V 2.7 5.5 4 50 2 @)

HMH-2F028-D04V 2.8 5.5 4 50 2 @)

HMH-2F029-D04V 2.9 6 4 50 2 @)

HMH-2F030-D04V 3 6 4 50 2 @)

@ #HTEETE Stock available O ZEFRE Make-to-order

170 171



JIHRCT

SEMAEINI HMH &5

HMH Series for Machining High Hardness Materials

P97 AR TSR]

4-flute flattened end mills with straight shank

SRHER

bk 7
Number of teeth Helical angle

.

IDC

B }{ He
Fig2

MEmT

Side face

~ZE (mm)

Tolerance (mm)

i S Dc<12 0 -0.02
L Dc>12 0 -0.03
R Basic dimension (mm) TR e B
Type -“ Number of teeth Figure Stock
HMH-4F010-D04 1 3 4 50 4 Fig2 [ ]
HMH-4F010-D06 1 3 6 50 4 Fig2 [ ]
HMH-4F015-D04 15 4 4 50 4 Fig2 [ ]
HMH-4F015-D06 1.5 4 6 50 4 Fig2 (]
HMH-4F020-D04 2 6 4 50 4 Fig2 [ ]
HMH-4F020-D06 6 6 50 4 Fig2 ®
HMH-4F025-D04 2.5 8 4 50 4 Fig2 [ ]
HMH-4F025-D06 2.5 8 6 50 4 Fig2 [ ]
HMH-4F030-D04 3 8 4 50 4 Fig2 [ ]
HMH-4F030-D06 3 8 6 50 4 Fig2 [ ]
HMH-4F035-D06 3.5 10 6 50 4 Fig2 [ ]
HMH-4F040 4 11 4 50 4 Fig1 (]
HMH-4F040-D06 4 11 6 50 4 Fig2 [ ]
HMH-4F045-D06 4.5 11 6 50 4 Fig2 [ ]
HMH-4F050-D06 5 13 6 50 4 Fig2 [ ]
HMH-4F055-D06 5.5 16 6 50 4 Fig2 (]
HMH-4F060 6 16 6 50 4 Fig1 [ ]
HMH-4F070-D08 7 20 8 60 4 Fig2 [ ]
HMH-4F080 8 20 8 60 4 Fig1 [ ]
HMH-4F090-D10 9 22 10 75 4 Fig2 (]
HMH-4F100 10 25 10 75 4 Fig1 [ ]
HMH-4F110-D12 11 26 12 75 4 Fig2 [ ]
HMH-4F120 12 30 12 75 4 Fig1 [ ]
HMH-4F140 14 32 14 75 4 Fig1 (]
HMH-4F160 16 45 16 100 4 Fig1 [ ]
HMH-4F180 18 45 18 100 4 Fig1 [ ]
HMH-4F200 20 45 20 100 4 Fig1 [ ]
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HMH Series for Machining High Hardness Materials

P97 BRI T) K355 T)

4-flute flattened end mills with straight shank and long cutting edge

MEmT

Side face!

Helical angle

Number of teeth

¥ 2 |1, AZ (mm)
8 | — ) Tolerance (mm)
pa Fig2
+—LCc— Dc<12 0 -0.02

Dc>12 0 -0.03

ns o | ms | as

Type “ Number of teeth Figure Stock
HMH-4FLO30-D06 3 12 6 75 4 Fig2 O
HMH-4FL040-D06 4 15 6 75 4 Fig2 @)
HMH-4FL0O50-D06 5 20 6 75 4 Fig2 O
HMH-4FLO60 6 20 6 75 4 Fig1 (@]
HMH-4FL0O80 8 25 8 100 4 Fig1 O
HMH-4FL100 10 30 10 100 4 Fig1 @)
HMH-4FL120 12 35 12 100 4 Fig1 O
HMH-4FL140 14 40 14 100 4 Fig1 (@]
HMH-4FL160 16 50 16 150 4 Fig1 O
HMH-4FL200 20 55 20 150 4 Fig1 (@]

@ FREETE Stock available (O ZEFHTE Make-to-order
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HMH Series for Machining High Hardness Materials

P9 7) EARENRE 7] K15t ]

4-flute flattened end mills with straight shank, long neck and short cutting edge

SRHER

3
Helical angle

pamz Wl aymr W ERENT

Side face Step shoulder Straight slot

~ZE (mm)

Tolerance (mm)

Dc<12 0 -0.02

Dc>12 0 -0.03

o
5 1
" e—1Lc
M
L
ﬂ% EZKRT_" Basic dimension (mm) N:ngegof Eﬁ

HMH-4FNS060-M30 6 9 30 5.8 6 75 4 ©]
HMH-4FNS080-M40 8 12 40 7.8
HMH-4FNS100-M50 10 15 50 9.6
HMH-4FNS120-M50 12 18 50 11.5
HMH-4FNS160-M50 16 24 50 16.5
HMH-4FNS200-M60 20 30 60 19.5

8 100 4 (@]
10 100 4 o
12 100 4 (@]
16 150 4 @)
20 150 4 (@]
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HMH Series for Machining High Hardness Materials

VAL RS SVES V8

6-flute flattened end mills with straight shank

@ Ip.

7% 3
Number of teeth Helical angle

EZ'SRT_" Basic dimension (mm)

JIHRCT

yamz Wl awmT

Side face Step shoulder Straight slot

5-11— 1A R -
A2 AN
<—Lc—>l

~ZE (mm)

Tolerance (mm)

Dc<12 0 -0.02

Dc>12 0 -0.03

nS U PEfF
6 18 6 60

HMH-6F060 6 (@]
HMH-6F080 8 20 60 6 (@]
HMH-6F100 10 30 10 75 6 o
HMH-6F120 12 32 12 75 6 o
HMH-6F160 16 40 16 100 6 (@]
HMH-6F200 20 45 20 100 6 (@]

@ FREETE Stock available O ZEFRE Make-to-order
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HMH Series for Machining High Hardness Materials HMH Series for Machining High Hardness Materials
o P J =-E — £ —-£

NI BERIKT] KL T] Z BRI TR T]

6-flute flattened end mills with straight shank and long cutting edge 2-flute ball nose end mills with straight shank

3
Helical angle

I ——
Bl_k_ R W ] .
_—_L—Lc—»l J L
AE (mm)

nE ( ) R Tolerance (mm)
AN mm _\
Tolerance (mm) o 420“ <H IQ Dc<12 0 -0.02
De<12 0 -0.02 By | J Fig2 Dc>12 0 -0.03
- Lc 7
Dc>12 0 -0.08 R +0.01

A= EZ‘SRT_" Basic dimension (mm) T8k B L= EZKRT_" Basic dimension (mm) TR e Bz

Type “ Number of teeth Stock Type ““ Number of teeth Figure Stock
HMH-6FLO60 6 24 6 75 6 @) HMH-2B010-D04 0.5 1 2 4 50 2 Fig2 [ ]
HMH-6FLO80 8 32 8 75 6 @) HMH-2B010-D06 0.5 1 2 6 50 2 Fig2 [ ]
HMH-6FL100 10 40 10 100 6 @) HMH-2B015-D04 0.75 1.5 3 4 50 2 Fig2 [
HMH-6FL120 12 45 12 100 6 o HMH-2B015-D06 0.75 1.5 3 6 50 2 Fig2 [ ]
HMH-6FL160 16 64 16 150 6 @) HMH-2B020-D04 1 2 4 4 50 2 Fig2 [ ]
HMH-6FL200 20 75 20 150 6 (@] HMH-2B020-D06 1 2 4 6 50 2 Fig2 [

HMH-2B025-D04 1.25 25 5 4 50 2 Fig2 [ ]
@ IRAEETFE Stock available () ZEFATE Make-to-order HMH-2B025-D06 1.5 25 5 6 50 5 Fig2 °
HMH-2B030-D04 1.5 3 6 4 50 2 Fig2 [ ]
HMH-2B030-D06 1.5 6 6 50 2 Fig2 [ ]
HMH-2B035-D06 1.75 3.5 8 6 50 2 Fig2 [ ]
HMH-2B040 2 4 8 4 50 2 Fig1 [ ]
HMH-2B040-D06 2 4 8 6 50 2 Fig2 [ ]
HMH-2B050-D06 2.5 5 10 6 50 2 Fig2 [ ]
HMH-2B055-D06 2.75 5.5 12 6 50 2 Fig2 [ ]
HMH-2B060 3 6 12 6 50 2 Fig1 [ ]
HMH-2B070-D08 3.5 7 14 8 60 2 Fig2 [ ]
HMH-2B080 4 8 16 8 60 2 Fig1 [ ]
HMH-2B090-D10 4.5 9 18 10 75 2 Fig2 [
HMH-2B100 5 10 20 10 75 2 Fig1 [
HMH-2B120 6 12 24 12 75 2 Fig1 [ ]
HMH-2B140 7 14 28 14 75 2 Fig1 ([ ]
HMH-2B160 8 16 32 16 100 2 Fig1 [
HMH-2B200 10 20 40 20 100 2 Fig1 [ ]

@ ITEETE Stock available O ZEFRE Make-to-order
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HMH Series for Machining High Hardness Materials HMH Series for Machining High Hardness Materials
—TJ BRI L5 ] T EMKINRET)IKK TR
2-flute ball nose end mills with long shank 2-flute ball nose end mills with straight shank , long neck and short cutting edge

SRHER

I
Helical angle

SRHER

bk :
Number of teeth Helical angle

o
— Tk I 1F
L «—Lc
M
L
~ZE (mm) ~E (mm)

R Tolerance (mm) Tolerance (mm)

A » Dc<12 0 -0.02 Dc 0 -0.015
ST B posiz 0 002 e 0 oo
v ) Fig Dc>12 0 -0.03 R<05  x0.005

Lc L
R +0.01 R=05 +0.01

me EEXRY 7% | BS | E# Be BERY T e
1 2 0.25 0.5 0.7

(9]

L L
75 50

HMH-2BH020-D06 4 6 2 Fig2 o HMH-2BNS005-D04MO04 4 0.45 4 2 )
HMH-2BH025-D06 105 o5 6 6 75 5 Fig? o HMH-2BNS005-D04MO06 0.25 05 0.7 6 0.45 4 50 2 e}
X HMH-2BNS006-D04M04 03 0.6 0.9 4 0.55 4 50 2 )

HMH-2BHO30-D06 1.5 3 6 6 75 2 Fig2 © HMH-2BNS006-D04M06 03 06 0.9 6 0.55 4 50 2 o
HMH-2BH035-D06 1.75 3.5 8 6 75 2 Fig2 o HMH-2BNS006-D04M08 0.3 06 0.9 8 0.55 4 50 2 O
HMH-2BH040-D06 2 4 8 6 75 2 Fig2 o HMH-2BNS008-D04MO04 0.4 0.8 1.2 4 0.75 4 50 2 o
HMH-2BH050-D06 25 5 10 6 75 2 Fig2 @) HMH-2BNS008-D04M06 0.4 0.8 1.2 6 0.75 4 50 2 O
HMH-2BHO55-D06 575 55 12 6 75 5 Fig 5 HMH-2BNS008-D04MO08 0.4 0.8 1.2 8 0.75 4 50 2 e}
HMH-2BNS008-D04M10 0.4 0.8 1.2 10 0.75 4 50 2 )

HMH-2BH060 3 6 12 6 75 2 Figl © HMH-2BNS010-D04M04 05 1 15 4 0.95 4 50 2 o
HMH-2BH070-D08 3.5 7 14 8 75 2 Fig2 o HMH-2BNS010-D04MO06 05 1 15 6 0.95 4 50 2 o)
HMH-2BH080 4 8 16 8 100 2 Fig1 o HMH-2BNS010-D04MO08 05 1 1.5 8 0.95 4 50 2 o
HMH-2BH090-D10 45 9 18 10 100 5 Fige o HMH-2BNS010-D04M10 05 1 15 10 0.95 4 50 2 o
: HMH-2BNS010-D04M12 0.5 1 1.5 12 0.95 4 50 2 e}

FIVIAFASHIOD 9 il 20 i 0y 2 Al Q HMH-2BNS012-D04MO6 06 1.2 1.8 6 1.15 4 50 2 o
HMH-2BH120 6 12 24 12 100 2 Fig1 o HMH-2BNS012-D04MO08 0.6 1.2 1.8 8 1.15 4 50 2 @)
HMH-2BH140 7 14 28 14 100 2 Fig1 e} HMH-2BNS012-D04M12 0.6 1.2 1.8 12 1.15 4 50 2 o
HMH-2BH160 8 16 30 16 150 2 Fig1 o HMH-2BNS012-D04M16 0.6 1.2 1.8 16 1.15 4 50 2 (@]
HMHL2BH200 = S0 . S e 2 Figl o HMH-2BNS015-D04MO08 0.75 15 2.3 8 1.45 4 50 2 o
HMH-2BNS015-D04M12 0.75 15 23 12 1.45 4 50 2 e}

@ 1rAES Stockavaiable O BEFE Make-o-order HMH-2BNS015-D04M16 0.75 1.5 23 16 1.45 4 50 2 )

HMH-2BNS020-D04M06 1 2 3 6 1.95 4 50 2 o}

HMH-2BNS020-D04MO08 1 2 3 8 1.95 4 50 2 o

HMH-2BNS020-D04M10 1 2 3 10 1.95 4 50 2 o

HMH-2BNS020-D04M12 1 2 3 12 1.95 4 50 2 o

HMH-2BNS020-D04M16 1 2 3 16 1.95 4 50 2 e}

HMH-2BNS020-D04M20 1 2 3 20 1.95 4 50 2 )

HMH-2BNS025-D04M08 1.25 25 3.7 8 2.4 4 50 2 o}

HMH-2BNS025-D04M12 1.25 2.5 3.7 12 2.4 4 50 2 o

HMH-2BNS025-D04M16 1.25 25 3.7 16 24 4 50 2 o

HMH-2BNS025-D04M20 1.25 2.5 3.7 20 2.4 4 50 2 o

HMH-2BNS030-DO6MO08 15 3 45 8 2.85 6 50 2 e}

HMH-2BNS030-D06M10 1.5 3 45 10 2.85 6 50 2 )

HMH-2BNS030-D06M12 15 3 45 12 2.85 6 50 2 o}

HMH-2BNS030-DO6M16 15 3 45 16 2.85 6 60 2 o

HMH-2BNS030-D06M20 15 3 45 20 2.85 6 60 2 o

HMH-2BNS040-DO6M10 2 4 6 10 3.85 6 60 2 o

HMH-2BNS040-D06M16 2 4 6 16 3.85 6 60 2 e}

HMH-2BNS040-D06M20 2 4 6 20 3.85 6 60 2 ¢}

HMH-2BNS040-D06M25 2 4 6 25 3.85 6 60 2 o}

HMH-2BNS050-DO6M16 25 5 75 16 4.85 6 60 2 o}

HMH-2BNS050-D06M25 25 5 75 25 4.85 6 70 2 O

@ #TEZETE Stock available (O ZEFATE Make-to-order
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HMH Series for Machining High Hardness Materials

A=Y A NESS S VAT VN

2-flute ball nose end mills with straight shank and tiny diameter

SRHER

DIk ,
Number of teeth Helical angle

AE (mm)
Tolerance (mm)

Dc<3 0 -0.0156

R<05 +0.0056

R=05 +0.01

BS EfF

Type Number of teeth Stock
HMH-2B003-D04V 0.15 0.3 0.5 4 50 2 O
HMH-2B004-D04V 0.2 0.4 0.6 4 50 2 @)
HMH-2B005-D04V 0.25 0.5 0.8 4 50 2 O
HMH-2B006-D04V 0.3 0.6 0.9 4 50 2 (@]
HMH-2B007-D04V 0.35 0.7 1 4 50 2 O
HMH-2B008-D04V 0.4 0.8 1.2 4 50 2 @)
HMH-2B009-D04V 0.45 0.9 1.3 4 50 2 O
HMH-2B010-D04V 0.5 1 1.5 4 50 2 @]
HMH-2B012-D04V 0.6 1.2 1.8 4 50 2 @)
HMH-2B014-D04V 0.7 1.4 2 4 50 2 @)
HMH-2B015-D04V 0.75 1.5 2.3 4 50 2 O
HMH-2B016-D04V 0.8 1.6 25 4 50 2 (@]
HMH-2B018-D04V 0.9 1.8 2.7 4 50 2 O
HMH-2B020-D04V 1 2 3 4 50 2 @)
HMH-2B025-D04V 1.25 2.5 3.7 4 50 2 O
HMH-2B030-D04V 1.5 3 4.5 4 50 2 @)

@ HTEETE Stock available (O ZEFRE Make-to-order
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HMH Series for Machining High Hardness Materials

P97 EMRERK L]

4-flute ball nose end mills with straight shank

SRHER

bk :
Number of teeth Helical angle

8 - — ’ID Fig1 ' :
<«—Lc—» - -
L
~E (mm)
R Tolerance (mm)
ity > ]2l — <H,ID e Dc<12 0 -0.02
R e — Dc>12 0 -0.038
(- L R +0.01
BS VAL ES ETF
Type Number of teeth Figure Stock
HMH-4B030-D06 1.5 3 6 6 50 4 Fig2 @)
HMH-4B040-D06 2 4 8 6 50 4 Fig2 @)
HMH-4B050-D06 25 5 10 6 50 4 Fig2 @)
HMH-4B060 3 6 12 6 50 4 Fig1 (@]
HMH-4B080 4 8 16 8 60 4 Fig1 @)
HMH-4B100 5 10 20 10 75 4 Fig1 @)
HMH-4B120 6 12 24 12 75 4 Fig1 @)
HMH-4B140 7 14 28 14 75 4 Fig1 (@]
HMH-4B160 8 16 32 16 100 4 Fig1 @)
HMH-4B180 9 18 36 18 100 4 Fig1 @)
HMH-4B200 10 20 40 20 100 4 Fig1 @)

@ FTEETF Stock available O ZEFATE Make-to-order
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HMH Series for Machining High Hardness Materials HMH Series for Machining High Hardness Materials
P07 EARRAREK K I35 T — ) EMEIRLTET]
4-flute ball nose end mills with long shank 2-flute R end mills with straight shank

. L.

Number fteoh H&?E\Eﬁw (e Number ffeoh Hgﬁw’iﬁw
FR
a — — ’ID Fig1 52% _ = — —I a
<+—Lc— Lc
L L
~ZE (mm)
R ) Tolerance (mm) R AE (mm)
= 20° De=12 0 -002 n 20° Tolerance (mm)
Oy | 7] - <H7ID Fig2 Dc>12 0 -0.03 DI ‘} ke Dc<8 0 -0.01
«—Lc—> —F - Lc—» - -
* L R +0.01 L 10<Dc<12 0 -0.015
A= T B B A= EZKR Basic dimension (mm) TR e Bz
Type Number of teeth Figure Stock Type ““ Number of teeth Figure Stock
HMH-4BH030-D06 1.5 3 6 6 75 4 Fig2 @) HMH-2R01001 0.1 1 2.5 4 50 2 Fig2 O
HMH-4BH040-D06 2 4 8 6 75 4 Fig2 @) HMH-2R01002 0.2 1 2.5 4 50 2 Fig2 @)
HMH-4BH050-D06 25 5 10 6 75 4 Fig2 @) HMH-2R02001 0.1 2 5 4 50 2 Fig2 @)
HMH-4BHO60 3 6 12 6 75 4 Fig1 @) HMH-2R02002 0.2 2 5 4 50 2 Fig2 @)
HMH-4BH080 4 8 16 8 100 4 Fig1 @) HMH-2R02003 0.3 2 5 4 50 2 Fig2 O
HMH-4BH100 5 10 20 10 100 4 Fig1 @) HMH-2R03002-D06 0.2 3 7.5 6 50 2 Fig2 @)
HMH-4BH120 6 12 24 12 100 4 Fig1 @) HMH-2R03003-D06 0.3 3 7.5 6 50 2 Fig2 @)
HMH-4BH140 7 14 28 14 100 4 Fig1 @) HMH-2R03005-D06 0.5 3 7.5 6 50 2 Fig2 @)
HMH-4BH160 8 16 32 16 150 4 Fig1 @) HMH-2R04003 0.3 4 10 4 50 2 Fig1 O
HMH-4BH180 9 18 36 18 150 4 Fig1 @) HMH-2R04005 0.5 4 10 4 50 2 Fig1 @)
HMH-4BH200 10 20 40 20 150 4 Fig1 @) HMH-2R04005-D06 0.5 4 10 6 50 2 Fig2 @)
® FTEETF Stock available O ZEFAE Make-to-order HMH-2R040T0 ! ¢ 10 4 %0 2 At ©
) HMH-2R04010-D06 1 4 10 6 50 2 Fig2 O
HMH-2R05005 0.5 5 12,5 6 50 2 Fig2 @)
HMH-2R05010 1 5 12,5 6 50 2 Fig2 @)
HMH-2R06005 0.5 6 15 6 50 2 Fig1 @)
HMH-2R06010 1 6 15 6 50 2 Fig1 O
HMH-2R08005 0.5 8 20 8 60 2 Fig1 @)
HMH-2R08010 1 8 20 8 60 2 Fig1 @)
HMH-2R10005 0.5 10 25 10 75 2 Fig1 @)
HMH-2R10010 1 10 25 10 75 2 Fig1 O
HMH-2R10015 1.5 10 25 10 75 2 Fig1 @)
HMH-2R10020 2 10 25 10 75 2 Fig1 @)
HMH-2R12005 0.5 12 30 12 75 2 Fig1 @)
HMH-2R12010 1 12 30 12 75 2 Fig1 O
HMH-2R12015 1.5 12 30 12 75 2 Fig1 @)
HMH-2R12020 2 12 30 12 75 2 Fig1 @)

@ FREETE Stock available (O ZEFHE Make-to-order
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HMH Series for Machining High Hardness Materials HMH Series for Machining High Hardness Materials
P97 BRSNS 35T P97 ERAR )RR T T]
4-flute R end mills with straight shank 4-flute R end mills with straight shank and short cutting edge

. .
1REER

REINT RiBMT

/ R
Number of teeth Helical angle : o : Profile Radius shouider Jlll Radius corer sit

REINT RiBMT

Profile Radius shoulder Jlll Racius comer siot

R R
5 ~ A PR o UI ~ ID
& E Fig! W & E
[—— | ¢ — ~emmtl, J [—— | ¢ —
L L

UI 1 20° HIRPS

e Fig2 NE (mm) ~NE (mm)
—— LC ——» Tolerance (mm) Tolerance (mm)
| L Dc<12 0 -0.02 Dc<12 0 -0.02

Type ““ Number of teeth Figure Stock Type Number of teeth Stock

HMH-4R02002-D04 0.2 2 6 4 50 4 Fig2 O HMH-4RS06005 0.5 6 6 6 50 4 (@]
HMH-4R03002-D04 0.2 3 9 4 50 4 Fig2 @) HMH-4RS06010 1 6 6 6 50 4 O
HMH-4R03003-D04 0.3 3 9 4 50 4 Fig2 @) HMH-4RS08005 0.5 8 8 8 60 4 (@]
HMH-4R03005-D04 0.5 3 9 4 50 4 Fig2 (@] HMH-4RS08010 1 8 8 8 60 4 O
HMH-4R63003-D06 0.3 3 9 6 50 4 Fig2 @) HMH-4RS10005 0.5 10 10 10 75 4 (@]
HMH-4R63005-D06 0.5 3 9 6 50 4 Fig2 O HMH-4RS10010 1 10 10 10 75 4 O
HMH-4R04002 0.2 4 11 4 50 4 Fig1 @) HMH-4RS10020 2 10 10 10 75 4 (@]
HMH-4R04003 0.3 4 11 4 50 4 Fig1 o HMH-4RS12005 0.5 12 12 12 75 4 O
HMH-4R04005 0.5 4 11 4 50 4 Fig1 @) HMH-4RS12010 1 12 12 12 75 4 (@]
HMH-4R04010 1 4 11 4 50 4 Fig1 @) HMH-4RS12020 2 12 12 12 75 4 O
HMH-4R64002-D06 0.2 4 11 6 50 4 Fig2 @) . . _—
HMH-4R64003-D06 03 4 11 6 50 4 Fig2 o © PR Stockavallable O MIUE Make-to-order
HMH-4R64005-D06 0.5 4 11 6 50 4 Fig2 O
HMH-4R64010-D06 1 4 11 6 50 4 Fig2 @)
HMH-4R05005-D06 0.5 5 13 6 50 4 Fig2 @)
HMH-4R05010-D06 1 5 13 6 50 4 Fig2 (@]
HMH-4R06002 0.2 6 15 6 50 4 Fig1 O
HMH-4R06005 0.5 6 16 6 50 4 Fig1 @)
HMH-4R06010 1 6 16 6 50 4 Fig1 @)
HMH-4R08002 0.2 8 20 8 60 4 Fig1 (@]
HMH-4R08003 0.3 8 20 8 60 4 Fig1 @)
HMH-4R08005 0.5 8 20 8 60 4 Fig1 O
HMH-4R08010 1 8 20 8 60 4 Fig1 @)
HMH-4R10005 0.5 10 25 10 75 4 Fig1 (@]
HMH-4R10010 1 10 25 10 75 4 Fig1 O
HMH-4R10015 1.5 10 25 10 75 4 Fig1 @)
HMH-4R10020 2 10 25 10 75 4 Fig1 @)
HMH-4R10030 10 25 10 75 4 Fig1 (@]
HMH-4R12005 0.5 12 30 12 75 4 Fig1 O
HMH-4R12010 1 12 30 12 75 4 Fig1 @)
HMH-4R12015 15 12 30 12 75 4 Fig1 @)
HMH-4R12020 12 30 12 75 4 Fig1 (@]
HMH-4R12030 3 12 30 12 75 4 Fig1 @)

@ FREETE Stock available O ZEFHE Make-to-order
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HMH Series for Machining High Hardness Materials HMS Series for Machining Hard-to-Cut Materials
PO 7] EARIEAE 7] E9R A 5% 7] —JIEMFRILET]
4-flute R end mills straight shank ,long neck and short cutting sdge 2-flute flattened end mills with straight shank

SRHER

3
Helical angle

SRHER

3
Helical angle

I sy S
- Y Fig1
"LC"I [«—Lc —»

M |

AE (mm) NE (mm)
Tolerance (mm) QI )20° I Tolerance (mm)

a — — —rle
Dc<12 0 -0.02 Fig2 Dc<12 0 -0.02
_— «—Lc—> _—
Dc>12 0 -0.03 Dc>12 0 -0.03

| L
e EZ'S __" Basic dimension (mm) w%& B EZKRT_" Basic dimension (mm) T e Bz
Type

HMH-4RNS06005-M18 0.5 6 6 18 5.8 6 75 4 O HMS-2F005-D04 0.5 1 4 50 2 Fig2 [ ]
HMH-4NRS06010-M18 1 6 6 18 5.8 6 75 4 O HMS-2F008-D04 0.8 2 4 50 2 Fig2 [ ]
HMH-4RNS08005-M24 0.5 8 8 24 7.8 8 100 4 O HMS-2F010-D04 1 3 4 50 2 Fig2 [ ]
HMH-4RNS08010-M24 1 8 8 24 7.8 8 100 4 @) HMS-2F015-D04 1.5 4 4 50 2 Fig2 (]
HMH-4RNS10005-M30 0.5 10 10 30 9.6 10 100 4 O HMS-2F020-D04 2 6 4 50 2 Fig2 [ ]
HMH-4RNS10010-M30 1 10 10 30 9.6 10 100 4 @) HMS-2F025-D04 2.5 8 4 50 2 Fig2 [ ]
HMH-4RNS10020-M30 2 10 10 30 9.6 10 100 4 O HMS-2F030-D04 3 9 4 50 2 Fig2 [ ]
HMH-4RNS12005-M36 0.5 12 12 36 11.5 12 100 4 (@) HMS-2F030-D06 8 6 50 2 Fig2 (]
HMH-4RNS12010-M36 1 12 12 36 11.5 12 100 4 O HMS-2F035-D04 3.5 10 4 50 2 Fig2 [ ]
HMH-4RNS12020-M36 2 12 12 36 11.5 12 100 4 O HMS-2F040 4 11 4 50 2 Fig1 [ ]
HMH-4RNS16010-M40 1 16 16 40 15.5 16 150 4 O HMS-2F040-D06 4 1 6 50 2 Fig2 [ ]
HMH-4RNS16020-M40 2 16 16 40 16.5 16 150 4 O HMS-2F050-D06 5 13 6 50 2 Fig2 (]
HMS-2F060 6 16 6 50 2 Fig1 [ ]

@ #T/EETF Stock available O ZEFAE Make-to-order HMS-2F080 s 20 s 60 5 Fig1 °

HMS-2F100 10 25 10 75 2 Fig1 [ ]

HMS-2F120 12 30 12 75 2 Fig1 (]

HMS-2F160 16 36 16 100 2 Fig1 [ ]

HMS-2F200 20 45 20 100 2 Fig1 (]

@ FREETE Stock available O ZEFRE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials HMS Series for Machining Hard-to-Cut Materials
— N - Ny S

=B FRIIHT] PO BRI T

3-flute flattened end mills with straight shank 4-flute flattened end mills with straight shank

SRHER

3
Helical angle

e

a) — T rle
Di Fig1 b
—— | c ——

- AE (mm) _ 20° NE (mm)
U _IZO Ala Tolerance (mm) QI — —H|e Tolerance (mm)
a Y oA Fig2
- Fig2 Dc<i2 0 -0.02 Lc Dc<i2 0 -0.02
| L Dc>12 0 -0.03 L Dc>12 0 -0.03
ﬂ% EZKRT_" Basic dimension (mm) 7] %& % ﬁﬁ ﬂ% EZKRT_" Basic dimension (mm) 7] %& % ﬁﬁ
HMS-3F030-D06 3 8 6 50 3 Fig2 [ ] HMS-4F010-D04 1 3 4 50 4 Fig2 [ ]
HMS-3F040-D06 4 11 6 50 3 Fig2 (] HMS-4F015-D04 1.5 4 4 50 4 Fig2 [ ]
HMS-3F050-D06 5 13 6 50 3 Fig2 [ ] HMS-4F020-D04 2 6 4 50 4 Fig2 [ ]
HMS-3F060 6 16 6 50 3 Fig1 (] HMS-4F025-D04 25 8 4 50 4 Fig2 (]
HMS-3F070-D08 7 20 8 60 3 Fig2 ® HMS-4F030-D04 3 9 4 50 4 Fig2 [ ]
HMS-3F080 8 20 8 60 3 Fig1 ® HMS-4F030-D06 3 8 6 50 4 Fig2 [ ]
HMS-3F090-D10 9 22 10 75 3 Fig2 [ ] HMS-4F035-D04 3.5 10 4 50 4 Fig2 [ ]
HMS-3F100 10 25 10 75 3 Fig1 [ ] HMS-4F040 4 11 4 50 4 Fig1 (]
HMS-3F110-D12 ih! 26 12 75 3 Fig2 [ ] HMS-4F040-D06 4 11 6 50 4 Fig2 [ ]
HMS-3F120 12 30 12 75 3 Fig1 ® HMS-4F050-D06 5 13 6 50 4 Fig2 (]
HMS-3F160 16 45 16 100 3 Fig1 [ ] HMS-4F060 6 16 6 50 4 Fig1 [ ]
HMS-3F200 20 45 20 100 3 Fig1 (] HMS-4F080 8 20 8 60 4 Fig1 (]
HMS-4F100 10 25 10 75 4 Fig1 [ ]
Y i FWE -to- "
@ F7EETE Stock available O ZEFRE Make-to-order HMS-4F120 12 30 12 75 4 Fig1 °
HMS-4F160 16 36 16 100 4 Fig1 [ ]
HMS-4F200 20 45 20 100 4 Fig1 [ ]

@ #ITEETE Stock available (O ZEFRE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials

UDN=R Y AR SV N

4-flute flattened end mills with straight shank and short cutting edge

SRHER

I
Helical angle

N
UI jz o X NE (mm\)
a - -H Tolerance (mm)
pa Fig2
—— bestz 0 e
L Dc>12 0 -0.03

ﬂ% EZKRT_" Basic dimension (mm) 7] %& _‘=|5 ﬁﬁ

HMS-4FS020-D04 2 4 4 50 4 Fig2 O
HMS-4FS030-D04 3 4 4 50 4 Fig2 O
HMS-4FS040 4 6 4 50 4 Fig1 O
HMS-4FS050-D06 5 8 6 50 4 Fig2 (@]
HMS-4FS060 6 9 6 50 4 Fig1 O
HMS-4FS080 8 10 8 60 4 Fig1 @)
HMS-4FS100 10 12 10 75 4 Fig1 O
HMS-4FS120 12 16 12 75 4 Fig1 @]
HMS-4FS140 14 20 14 75 4 Fig1 @)
HMS-4FS160 16 24 16 100 4 Fig1 @)
HMS-4FS180 18 27 18 100 4 Fig1 O
HMS-4FS200 20 30 20 100 4 Fig1 O

@ F7EETE Stock available O ZEFRE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials

P9 7) EARENRZ 7] K15 ]

4-flute flattened end mills with straight shank, long neck and short cutting edge

Dc
I‘—'D
|
|_
|
|
D

«——Lc:

~E (mm)

Tolerance (mm)

Dc<12 0 -0.02

Dc>12 0 -0.038

ﬂ% EZKRT_" Basic dimension (mm) w%ﬁ Eﬁ

4 8 12 3.8 4 50

HMS-4FNS040-M12 (@]
HMS-4FNS060-M18 6 13 18 5.8 6 50 4 ©]
HMS-4FNS080-M25 8 19 25 7.5 8 60 4 o
HMS-4FNS100-M32 10 22 32 9.5 10 75 4 (@]
HMS-4FNS120-M34 12 24 34 ihl 12 9 4 (@]
HMS-4FNS160-M36 16 26 36 15 16 100 4 ©]
HMS-4FNS200-M40 20 28 40 19 20 100 4 ©]

@ #TEETF Stock available O ZEFAE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials HMS Series for Machining Hard-to-Cut Materials
Z ) BERIKKILHET] PO 7] EARIKSK L3R
2-flute ball nose end mills with straight shank 4-flute ball nose end mills with straight shank

SRHER

3
Helical angle

R
o
- - — ro Fig1 F a — — ’ID Figl
—— <«—Lc—»
L L

~E (mm) ~E (mm)
Tolerance (mm) Tolerance (mm)
R—\ R N
> Dc<12 0 -0.02 " Dc<12 0 -0.02
ST RE— sz o o o7 == — J - pesiz 0 002
Al Fig2 Dc>12 0 -003 Y Fig Dc>12 0 -003
& L o 'L «—Lc—> —
R +0.01 > L R +0.01

A= EZKRT_" Basic dimension (mm) TIEk = Ex L= EZKRT_" Basic dimension (mm) TR e BTz

HMS-2B010-D04 0.5 1 2 4 50 2 Fig2 [ HMS-4B010-D04 0.5 1 2 4 50 4 Fig2 @)
HMS-2B015-D04 0.75 1.5 8] 4 50 2 Fig2 [ ] HMS-4B015-D04 0.75 1.5 8] 4 50 4 Fig2 @)
HMS-2B020-D04 1 2 4 4 50 2 Fig2 [ ] HMS-4B020-D04 1 2 4 4 50 4 Fig2 O
HMS-2B030-D04 1.5 3 6 4 50 2 Fig2 ([ ] HMS-4B030-D04 1.5 3 6 4 50 4 Fig2 (@]
HMS-2B030-D06 1.5 3 6 6 50 2 Fig2 [ ] HMS-4B030-D06 1.5 3 6 6 50 4 Fig2 @)
HMS-2B040 2 4 8 4 50 2 Fig1 [ ] HMS-4B040 2 4 8 4 50 4 Fig1 @)
HMS-2B040-D06 2 4 8 6 50 2 Fig2 ([ ] HMS-4B040-D06 2 4 8 6 50 4 Fig2 O
HMS-2B050-D06 2.5 5 10 6 50 2 Fig2 (] HMS-4B050-D06 2.5 5 10 6 50 4 Fig2 (@]
HMS-2B060 3 6 12 6 50 2 Fig1 [ HMS-4B060 3 6 12 6 50 4 Fig1 @)
HMS-2B080 4 8 14 8 60 2 Fig1 [ HMS-4B080 4 8 14 8 60 4 Fig1 @)
HMS-2B100 5 10 18 10 75 2 Fig1 [ ] HMS-4B100 5 10 18 10 75 4 Fig1 O
HMS-2B120 6 12 22 12 ey 2 Fig1 ([ ] HMS-4B120 6 12 22 12 75 4 Fig1 (@]
HMS-2B160 8 16 26 16 100 2 Fig1 [ HMS-4B160 8 16 26 16 100 4 Fig1 @)
HMS-2B200 10 20 38 20 100 2 Fig1 [ ] HMS-4B200 10 20 38 20 100 4 Fig1 (@]
@ FREETE Stock available O ZEFRE Make-to-order @ FREETE Stock available (O ZEFHE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials

—JJEMERRILTET

2-flute R end mills with straight shank

REINT RiBMT

Profile Radius shoulder Jlll Racius comer siot

7 3
Number of teeth Helical angle

FR
HE — — — o - )
IS o P ——
L
R aE (mm)
51 %20"_ s ) Tolerance (mm)
Figz Dc<12 0 -0.02
Lc— U
L Dc>12 0 -0.03
Bs VAL =] FETF
Type Number of teeth Figure Stock
HMS-2R03003-D04 0.3 3 9 4 50 2 Fig2 [
HMS-2R03005-D04 0.5 3 9 4 50 2 Fig2 [
HMS-2R04002-D04 0.2 4 11 4 50 2 Fig1 [
HMS-2R04002-D06 0.2 4 11 6 50 2 Fig2 [ ]
HMS-2R04003-D04 0.3 4 11 4 50 2 Fig1 [ ]
HMS-2R04003-D06 0.3 4 11 6 50 2 Fig2 [
HMS-2R04005-D06 0.5 4 11 6 50 2 Fig2 [
HMS-2R05002-D06 0.2 5 13 6 50 2 Fig2 [ ]
HMS-2R05003-D06 0.3 5 13 6 50 2 Fig2 [
HMS-2R05005-D06 0.5 5 13 6 50 2 Fig2 [ ]
HMS-2R06002 0.2 6 16 6 50 2 Fig1 [ ]
HMS-2R06003 0.3 6 16 6 50 2 Fig1 [
HMS-2R06005 0.5 6 16 6 50 2 Fig1 [
HMS-2R08005 0.5 8 20 8 60 2 Fig1 [
HMS-2R08010 1 8 20 8 60 2 Fig1 [
HMS-2R10005 0.5 10 25 10 75 2 Fig1 [
HMS-2R10010 1 10 25 10 75 2 Fig1 [ ]
HMS-2R10015 1.5 10 25 10 75 2 Fig1 [ ]
HMS-2R12005 0.5 12 30 12 75 2 Fig1 [
HMS-2R12010 1 12 30 12 75 2 Fig1 [
HMS-2R12015 1.5 12 30 12 75 2 Fig1 [ ]
HMS-2R16005 0.5 16 36 16 100 2 Fig1 [ ]
HMS-2R16010 1 16 36 16 100 2 Fig1 [
HMS-2R16020 2 16 36 16 100 2 Fig1 [
HMS-2R16030 16 36 16 100 2 Fig1 [

@ FREETE Stock available (O ZEFRE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials

= J)EMENILHET]

3-flute R end mills with straight shank

REINT RiBMT

7 3
Number of testh Helical angle : I : Profile Radius shoulder Radius corner siot

y—R
5 I —
~ e — ) Fig1 Y
R | = 2E (mm)
to.)t > )Ao i %I - Tolerance (mm)
o 9 Dc<12 0 -0.02
L Dc>12 0 -0.03
Bs VAL = ETF
Type Number of teeth Figure Stock
HMS-3R02001-D04 0.1 2 6 4 50 3 Fig2 O
HMS-3R02002-D04 0.2 2 6 4 50 3 Fig2 @)
HMS-3R04002 0.2 4 11 4 50 3 Fig1 @)
HMS-3R04005 0.5 4 11 4 50 3 Fig1 (@]
HMS-3R06002 0.2 6 16 6 50 3 Fig1 @)
HMS-3R06005 0.5 6 16 6 50 3 Fig1 @)
HMS-3R08005 0.5 8 20 8 60 3 Fig1 @)
HMS-3R08010 1 8 20 8 60 3 Fig1 (@]
HMS-3R10005 0.5 10 25 10 75 3 Fig1 @)
HMS-3R10010 1 10 25 10 75 3 Fig1 @)
HMS-3R10015 15 10 25 10 75 3 Fig1 @)
HMS-3R10020 2 10 25 10 75 3 Fig1 (@]
HMS-3R12005 0.5 12 30 12 75 3 Fig1 O
HMS-3R12010 1 12 30 12 75 2 Fig1 @)
HMS-3R12015 15 12 30 12 75 3 Fig1 @)
HMS-3R16005 0.5 16 36 16 100 3 Fig1 (@]
HMS-3R16010 1 16 36 16 100 3 Fig1 O
HMS-3R16020 2 16 36 16 100 3 Fig1 @)
HMS-3R16030 3 16 36 16 100 3 Fig1 @)
HMS-3R20005 0.5 20 45 20 100 3 Fig1 (@]
HMS-3R20010 1 20 45 20 100 3 Fig1 O
HMS-3R20020 2 20 45 20 100 3 Fig1 @)
HMS-3R20040 4 20 45 20 100 3 Fig1 @)

@ #ITEETE Stock available (O ZEFRE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials HMS Series for Machining Hard-to-Cut Materials
P97 BRG] PO7) BRI IIAE 7] R e ¥ K XL 35 T
4-flute R end mills with straight shank 4-flute flattened end mills with straight shank, long neck , short cutting edge and double helix

FEmT
Straight siot
R
b <= Ik S :
Fig1 3 &} b |_ — de
—— ¢ —> Je—Lc—»
L M
L 2AE (mm)
Tolerance (mm)
R Dc<6 -0.02 -0.038
20° AE (mm)
BI 1 dla Tolerance (mm) 6<Dc<10 -0.0256 -0.047
Fig2 Dc<12 0 -0.02 10<Dc <18 -0.032 -0.059
— LC —» - . - e e
| L Dc>12 0 -0.03 Dc> 18 -0.04 -0.073

gg_‘:.? EZKRT_" Basic dimension (mm) m 2‘5{ _.=.5 Eﬁ ﬂ% EZKRT_" Basic dimension (mm) m#& Eﬁ

HMS-4R02002-D04 02 2 6 4 50 4 Fig2 ° HMS-4FNS060-M27 6 9 27 5.7 6 75 o
HMS-4R03003-D04 03 3 9 4 50 4 Fig2 ° HMS-4FNS080-M32 8 12 32 7.7 8 100 4 o
HMS-4R03005-D04 05 3 9 4 50 4 Fig2 ° HMS-4FNS100-M42 10 14 42 95 10 100 4 o
HMS-4R04003 03 4 11 4 50 4 Figt ° HMS-4FNS120-M48 12 16 48 115 12 100 4 o
HMS-4R04005 05 4 11 4 50 4 Fig1 ° HMS-4FNS160-M60 16 20 60 155 16 150 4 o
HMS-4R04002-D06 02 4 11 & 50 4 Fig2 °

HMS-4R04003-D06 03 4 11 6 50 4 Fig? ° © IR Stockavailable O FFE Make-to-order
HMS-4R05005-D06 05 5 13 6 50 4 Fig2 °

HMS-4R06005 05 6 16 6 50 4 Fig1 °

HMS-4R06010 1 6 16 & 50 4 Fig1 °

HMS-4R08005 05 8 20 8 60 4 Figt °

HMS-4R08010 1 8 20 8 60 4 Figt °

HMS-4R10005 05 10 25 10 75 4 Fig1 °

HMS-4R10010 1 10 25 10 75 4 Fig1 °

HMS-4R12005 05 12 30 12 75 4 Figt °

HMS-4R12010 1 12 30 12 100 4 Figt °

HMS-4R16010 1 16 36 16 100 4 Fig1 °

HMS-4R20010 1 20 45 20 100 4 Figl °

@ FREETE Stock available (O ZEFRTE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials

P07 EAR DR e SK XL 3% T

4-flute flattened end mills with straight shank and double helix

- —_—
Fig1 RN
~E (mm)
Tolerance (mm)
Dc<6 -0.02 -0.038

Dc
-

20°
= | Rya) 6<Dc<10  -0.025 -0.047
Fig2 10<Dc <18 -0.032 -0.059

+~—Llc—>

L Dc>18 -0.04 -0.073

ﬂ% EZKRT_" Basic dimension (mm) 7] %& % ﬁﬁ

Type “ Number of teeth Figure Stock
HMS-4F040-D06-X 4 1 6 50 4 Fig2 O
HMS-4F050-D06-X 5 13 6 50 4 Fig2 @)
HMS-4F060-X 6 16 6 50 4 Fig1 o
HMS-4F080-X 8 20 8 60 4 Fig1 (@]
HMS-4F100-X 10 25 10 75 4 Fig1 O
HMS-4F120-X 12 30 12 75 4 Fig1 @)
HMS-4F160-X 16 45 16 100 4 Fig1 O
HMS-4F200-X 20 45 20 100 4 Fig1 @)

©® #THEZETE Stock available (O ZEFATE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials

UNN=R Ve ) vk

4-flute R end mills with straight shank and double helix

=

|

|

|
5

A

~E (mm)
Tolerance (mm)

Dc<6 -0.02 -0.038

6<Dc<10 -0.025 -0.047
10<Dc <18 -0.032 -0.059

Dc>18 -0.04 -0.073

ﬂ% EZ‘SRT_" Basic dimension (mm) ’7]%& ﬁﬁ

0.5 6 16 50

HMS-4R06005-X 6 4 O
HMS-4R06010-X 1 6 16 6 50 4 ©]
HMS-4R08005-X 0.5 8 20 8 60 4 O
HMS-4R08010-X 1 8 20 8 60 4 (@]
HMS-4R10005-X 0.5 10 25 10 75 4 O
HMS-4R10010-X 1 10 25 10 75 4 @)
HMS-4R10020-X 2 10 25 10 75 4 O
HMS-4R12005-X 0.5 12 30 12 75 4 (@]
HMS-4R12010-X 1 12 30 12 75 4 O
HMS-4R12020-X 2 12 30 12 75 4 @)
HMS-4R16010-X 1 16 45 16 100 4 O
HMS-4R16020-X 2 16 45 16 100 4 (@]
HMS-4R16030-X 3 16 45 16 100 4 ©]
HMS-4R20010-X 1 20 45 20 100 4 ©]
HMS-4R20020-X 2 20 45 20 100 4 O
HMS-4R20030-X 3 20 45 20 100 4 ©]

@ ITEETE Stock available O ZEFRE Make-to-order
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HMS Series for Machining Hard-to-Cut Materials HT400 Series for Machining Titanium Alloy Materials
P9 7) EAREAE 7] AR e E 9 3L 75 ] POT] KL% T]
4-flute R end mills with straight shank, long neck , short cutting edge and double helix 4-flute flattened end mills

MEmT akmm

Number of teeth ouble helica : 9 : Side face Step shouider Straight siot

Rig

Number of teeth o ca : . : acius shouider Jlll Radius corner siot

-—

R = —
IE N . == i
Lc — Fig1

AE (mm)
Tolerance (mm) >0 /Lt% (mm)
Dc<6 -0.02 -0.038 5’1 — e Tolerance (mm)

pa Fig2
6<Dc<10 -0.025 -0.047 «—Lc— Dc<12 0 -0.018
10<Dc <18 -0.032 -0.059 L Dc>12 0 -0.02

HMS-4RNS06005-M27X 05 6 9 27 5.7 6 75 o HT400 D1*3*50L*D4*4F 1 3 4 50 4 Fig2 °
HMS-4RNS06010-M27X 1 6 9 27 5.7 6 75 4 o HT400 D1.5%4*50L"D4*4F 15 4 4 50 4 Fig2 °
HMS-4RNS08005-M36X 05 8 12 36 77 8 100 4 o HT400 D2*6°50L"D4*4F 2 6 4 50 4 Fige °
HMS-4RNS08010-M36X 1 8 12 36 77 8 100 4 o HT400 D2.5*8"50L*D4*4F 25 8 4 50 4 Fig2 °
HMS-4RNS10005-M42X 05 10 14 42 9.5 10 100 4 o HT400 D3'9*50L*D4*4F 3 9 4 50 4 Fig2 °
HMS-4RNS10010-M42X 1 10 14 42 9.5 10 100 4 o HT400 D4*10°50L*D6*4F 4 10 6 50 4 Fig2 °
HMS-4RNS10020-M42X 2 10 14 42 95 10 100 4 o HT400 D5*12°50L*D5"4F 5 12 5 50 4 Fige °
HMS-4RNS12005-M48X 05 12 16 48 11.5 12 100 4 o) HT400 D6*15°50L"D6*4F 6 15 6 50 4 Figl °
HMS-4RNS12010-M48X 1 12 16 48 1.5 12 100 4 o HT400 D8*2060L*D8*4F 8 20 8 60 4 Figl °
HMS-4RNS12020-M48X 2 12 16 48 1.5 12 100 4 o HT400 D10*25*75L*D10*4F 10 25 10 75 4 Fig1 °
HMS-4RNS16010-MBOX 1 16 20 60 15.5 16 150 4 o HT400 D12:30°75L"D12°4F 12 30 12 75 4 Figt °
HMS-4RNS16020-M60X 2 16 20 60 155 16 150 4 o HT400 D14*45*100L"D14*4F 14 45 14 100 4 Fig1 °
HT400 D16*45*100L*D16"4F 16 45 16 100 4 Figl °

® TR Stockavallable O MHUE Make-to-order HT400 D18745°100L*D18*4F 18 45 18 100 4 Fig1 °

HT400 D20*45*100L"D20"4F 20 45 20 100 4 Figt °

HT400 D4*15°75L*D4*4F 4 15 4 75 4 Figl °

HT400 D5*2075L*D6*4F 5 20 6 75 4 Fig2 °

HT400 D6*20°75L*D6*4F 6 20 6 75 4 Fig1 °

HT400 D8*24°75L"D8"4F 8 24 8 75 4 Fig1 °

HT400 D8*32*100L*D8*4F 8 32 8 100 4 Figl °

HT400 D10*40*100L*D10%4F 10 40 10 100 4 Figl °

HT400 D12*45*100L*D12*4F 12 45 12 100 4 Fig1 °

HT400 D16%65*150L"D16"4F 16 65 16 150 4 Fig1 °

HT400 D18*65*150L*D18"4F 18 65 18 150 4 Figl °

HT400 D20*65*150L"D20"4F 20 65 20 150 4 Fig1 °

@ #TEETE Stock available (O ZEFATE Make-to-order
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HT400 Series for Machining Titanium Alloy Materials

—JIEKELITERT]

2-flute ball nose end mills

L.

7 3
Number of teeth Helical angle

E— | o

AE (mm)
Tolerance (mm)

R

"\ } Dcs12 0 -0.018

o B— A peste 0 00re

ol ) Fig2 Dc>12 0 -0.02
Lc L

R +0.01

AH
I
I

EZ'SR . z gﬂ % Eﬁ
Type Number of teeth Figure Stock
HT400 RO0.5*2*50L*D4*2T 0.5 2 4 50 2 Fig2 [
HT400 R0.75*3*50L*D4*2T 1.5 0.75 3 4 50 2 Fig2 [
HT400 R1*4*50L*D4*2T 2 1 4 4 50 2 Fig2 [ ]
HT400 R1.25*5*50L*D4*2T 2.5 1.25 5 4 50 2 Fig2 [ ]
HT400 R1.5*6*50L*D4*2T 3 1.5 6 4 50 2 Fig2 [ ]
HT400 R2*8*50L*D4*2T 4 2 8 4 50 2 Fig1 [ ]
HT400 R2*8*50L*D6*2T 4 2 8 6 50 2 Fig2 [ ]
HT400 R2.5*10*50L*D6*2T 5 25 10 6 50 2 Fig2 ([ ]
HT400 R3*12*50L*D6*2T 6 3 12 6 50 2 Fig1 [
HT400 R3.5*14*60L*D8*2T 7 3.5 14 8 60 2 Fig2 [ ]
HT400 R4*16*60L*D8*2T 8 4 16 8 60 2 Fig1 [ ]
HT400 R4*16*75L*D8*2T 8 16 8 75 2 Fig1 [ ]
HT400 R4.5*18*75L*D10*2T 9 4.5 18 10 75 2 Fig2 [
HT400 R5*20*75L*D10*2T 10 5 20 10 75 2 Fig1 [
HT400 R6*24*75L*D12*2T 12 6 24 12 75 2 Fig1 [ ]
HT400 R7*28*75L*D14*2T 14 7 28 14 75 2 Fig1 [ ]
HT400 R8*32*100L"D16*2T 16 8 32 16 100 2 Fig1 [
HT400 R9*36*100L*D18*2T 18 9 36 18 100 2 Fig1 ([ ]
HT400 R10*40*100L*"D20*2T 20 10 40 20 100 2 Fig1 [ ]

@ #T/EETF Stock available O ZEFAE Make-to-order
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XS EMEII HT400 &5

HT400 Series for Machining Titanium Alloy Materials

P97) [R5 5% 7]

4-flute R end mills

REINT RiBMT

Number of teeth o lica : % : Profile Radius shoulder Jlll Racius comer siot

R
Q - — — )
DI E Fig1
L
AZE (mm)
R Tolerance (mm)
UI 112 4 De<12 0 -0.018
. Fig2 -
# Dc>12 0 -0.02
| L R +0.01

BS VAL = ETF
Type ““ Number of teeth Figure Stock
HT400 D1R0.2*3*50L*D4*4T 1 0.2 3 4 50 4 Fig2 [
HT400 D1.5R0.2*4*4T*50L*"D4*4T 1.5 0.2 4 4 50 4 Fig2 [
HT400 D2R0.2°6*50L*D4*4T 2 0.2 6 4 50 4 Fig2 [ ]
HT400 D3RO0.2*8*50L*D4*4T 3 0.2 8 4 50 4 Fig2 [ ]
HT400 D3R0.5°8*50L"D4*4T 3 0.5 8 4 50 4 Fig2 [
HT400 D4R0.2*10*50L*D4*4T 4 0.2 10 4 50 4 Fig1 [
HT400 D4R0.3*10*50L*D4*4T 4 0.3 10 4 50 4 Fig1 [ ]
HT400 D4R0.5*10*50L"D4*4T 4 0.5 10 4 50 4 Fig1 [ ]
HT400 D4R1*10*50L*D4*4T 4 1 10 4 50 4 Fig1 [
HT400 D5R0.25*13*50L"D6*4T 5 0.25 13 6 50 4 Fig2 [
HT400 D5R0.5*13*50L"D6*4T 5 0.5 13 6 50 4 Fig2 [ ]
HT400 D5R1*13*560L"D6*4T 5 1 13 6 50 4 Fig2 [ ]
HT400 D6R0.3*16*50L"D6*4T 6 0.3 16 6 50 4 Fig1 [
HT400 D6R0.5*16*50L*D6*4T 6 0.5 16 6 50 4 Fig1 [
HT400 D6R1*16*50L"D6*4T 6 1 16 6 50 4 Fig1 [ ]
HT400 D8RO0.5*20*60L*D8*4T 8 0.5 20 8 60 4 Fig1 [ ]
HT400 D8R1*20*60L*D8*4T 8 1 20 8 60 4 Fig1 [
HT400 D8R0.5*20*75L*D8*4T 8 0.5 20 8 75 4 Fig1 [
HT400 D10R0.5*25*75L*"D10*4T 10 0.5 25 10 75 4 Fig1 [ ]
HT400 D10R1*25*75L*D10*4T 10 1 25 10 75 4 Fig1 [ ]
HT400 D10R2*25*75L*"D10*4T 10 2 25 10 75 4 Fig1 [
HT400 D10R3*25*75L*D10*4T 10 25 10 75 4 Fig1 [
HT400 D12R0.5*30*75L"D12*4T 12 0.5 30 12 75 4 Fig1 [ ]
HT400 D12R1*30*75L*D12*4T 12 1 30 12 75 4 Fig1 [ ]
HT400 D12R2*30*75L"D12*4T 12 2 30 12 75 4 Fig1 [
HT400 D12R3*30*75L*D12*4T 12 30 12 75 4 Fig1 ([ ]

@ FREETE Stock available O ZEFHE Make-to-order
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HMA Series for Machining Aluminium Alloy Materials

—_— ~ J W

N VAR
— BRI
2-flute flattened end mills with straight shank

Zary Bl

# SRHER : : I HAENT

DIE: &
Number of teeth Helical angle : g : Side face Step shoulde Straight slot

8 — — — Il
Fig1
je—Lc —»
L
~E (mm)
UI: 20° I Tolerance (mm)
a —] — — —Tle .
) Fig2 Dc<12 0 -0.02
«—Lc—> —_—
L Dc>12 0 -0.03
EZKRT_" Basic dimension (mm) m ggi E _.=|5 Eﬁ
HMA-2F010-D04 1 3 4 50 2 Fig2 @]
HMA-2F015-D04 1.5 4 4 50 2 Fig2 O
HMA-2F020-D04 2 6 4 50 2 Fig2 o
HMA-2F025-D04 25 8 4 50 2 Fig2 @)
HMA-2F030-D06 3 9 6 50 2 Fig2 O
HMA-2F040-D06 4 12 6 50 2 Fig2 O
HMA-2F050-D06 5 15 6 50 2 Fig2 o
HMA-2F060 6 18 6 60 2 Fig1 @)
HMA-2F080 8 20 8 60 2 Fig1 @]
HMA-2F100 10 30 10 75 2 Fig1 O
HMA-2F120 12 32 12 75 2 Fig1 o
HMA-2F160 16 45 16 100 2 Fig1 @)
HMA-2F200 20 45 20 100 2 Fig1 ©]

@ IRAEETFE Stock available (O ZEFRTE Make-to-order
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HMA Series for Machining Aluminium Alloy Materials HMA Series for Machining Aluminium Alloy Materials
— / J £ — I =~

BT EERALTRT] =B FRIIHT]

2-flute flattened end mills with straight shank and long cutting edge 3-flute flattened end mills with straight shank

o
5 m— 4] F—
Fig1 ] Fig1
l«— Lc —» «—c —>
L L
AE (mm) - NE (mm)
o 20° Tolerance (mm) 9 - 20 Ala Tolerance (mm)
8 1 — d|la . a Fig2
Fig2 Dc<12 0 -0.02 Dc<12 0 -0.02
«—Lc—>| - ——Lc—> —
L Dc>12 0 -0.03 Dc>12 0 -0.03

| A
ﬂ% EZKRT_" Basic dimension (mm) 7] %& _‘=.5 ﬁﬁ EZKRT_" Basic dimension (mm) 7] %& _‘=|5 ﬁﬁ
Type

Type “ Number of teeth Figure Stock “ Number of teeth Figure Stock
HMA-2FL030-D06 3 12 6 60 2 Fig2 O HMA-3F010-D04 1 3 4 50 3 Fig2 [ ]
HMA-2FL040-D06 4 16 6 60 2 Fig2 O HMA-3F015-D04 1.5 4 4 50 3 Fig2 [
HMA-2FL050-D06 5 20 6 60 2 Fig2 O HMA-3F020-D04 2 6 4 50 3 Fig2 L]
HMA-2FL060 6 25 6 75 2 Fig1 (@] HMA-3F025-D04 25 8 4 50 3 Fig2 (]
HMA-2FL080 8 32 8 75 2 Fig1 ©] HMA-3F030-D06 3 9 6 50 3 Fig2 [ ]
HMA-2FL100 10 45 10 100 2 Fig1 @) HMA-3F040-D06 4 12 6 50 3 Fig2 [
HMA-2FL120 12 45 12 100 2 Fig1 O HMA-3F050-D06 5 15 6 50 3 Fig2 L]
HMA-2FL160 16 65 16 150 2 Fig1 @] HMA-3F060 6 18 6 60 3 Figl (]
HMA-2FL200 20 75 20 150 2 Fig1 ©) HMA-3F080 8 20 8 60 3 Figl [ ]

HMA-3F100 10 30 10 75 3 Figl [
@ ITHEEF Stock available O ZBFIE Make-to-order HMA-3F120 12 30 12 75 3 Figl °
HMA-3F160 16 45 16 100 3 Figl (]
HMA-3F200 20 45 20 100 3 Figl [ ]

@ IRAEETFE Stock available (O ZEFRE Make-to-order
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HMA Series for Machining Aluminium Alloy Materials HMA Series for Machining Aluminium Alloy Materials
— 4 \\ J W —_— 3 A \\ J W

= BEWRKTIFRILTT] Z BRI TR T]

3-flute flattened end mills with straight shank and long cutting edge 2-flute ball nose end mills with straight shank

Helical angle

EI - T rile - 710 Fig1
— Fig1
~—Lc— L
L
- 2E (mm) Ry . AE (mm)
U _IZO Ala Tolerance (mm) O %200 <H IQ Tolerance (mm)
= ) r e a )
Fig2 De<12 0 -0.02 By | J Fig2 De<12 0 -0.02
«——Lc—> - —Lc | P -
| L Dc>12 0 -0.03 R +0.01

A= EZKRT_" Basic dimension (mm) Tk = B L= EZKRT_" Basic dimension (mm) TR e BTz

Type “ Number of teeth Figure Stock Type ““ Number of teeth Figure Stock
HMA-3FL030-D06 3 12 6 60 3 Fig2 O HMA-2B020-D06 1 2 4 6 60 2 Fig2 [
HMA-3FL040-D06 4 16 6 60 3 Fig2 O HMA-2B030-D06 1.5 3 6 6 60 2 Fig2 [
HMA-3FL050-D06 5 20 6 60 3 Fig2 O HMA-2B040-D06 2 4 8 6 60 2 Fig2 [ ]
HMA-3FLOGO 6 25 6 75 3 Figl (@] HMA-2B050-D06 2.5 5 10 6 60 2 Fig2 [ ]
HMA-3FLO80 8 32 8 75 3 Figl O HMA-2B060 3 6 12 6 60 2 Fig1 [
HMA-3FL100 10 45 10 100 3 Figl @) HMA-2B080 4 8 16 8 75 2 Fig1 [
HMA-3FL120 12 45 12 100 3 Figl O HMA-2B100 5 10 20 10 75 2 Fig1 [ ]
HMA-3FL160 16 65 16 150 3 Figl @) HMA-2B120 6 12 24 12 75 2 Fig1 [
HMA-3FL200 20 75 20 150 3 Figl ©)

@ #ITEETE Stock available O FEFRE Make-to-order
@ iTHEETR Stock available O FEFRE Make-to-order
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HMA Series for Machining Aluminium Alloy Materials

SBEEMEITI HMA 25

HMA Series for Machining Aluminium Alloy Materials

—JJEMERRILTET

2-flute R end mills with straight shank

DB

REINT RiBMT

/ R
Number of teeth Helical angle : o : Profile Radius shouider Jlll Radius corer sit

—JJEMERRILTET

2-flute R end mills with straight shank

VB

7 R
Number of teeth Helical angle

REINT RiBMT

Profile Radius shoulder Jlll Racius comer siot

FR FR
52% — — — He s 52% — — — e
Lc Lc
L L
7R 2E (mm) 7R 2E (mm)
» 20°_ | Tolerance (mm) o 20°_ y Tolerance (mm)
DI ‘} Fig2 De<i2 0 -0.02 DI ‘} Fig2 Dc<12 0 -0.02
Lc— U Lc— U
L Dc>12 0 -0.03 L Dc>12 0 -0.03
BERY ooearver v A m A
Type ““ Number of teeth Figure Stock Type ““ Number of teeth Figure Stock
HMA-2R01001-D04 0.1 1 3 4 50 2 Fig2 O HMA-2R06005 0.5 6 16 6 50 2 Fig1 @)
HMA-2R02002-D04 0.2 2 6 4 50 2 Fig2 @) HMA-2R06010 1 6 16 6 50 2 Fig1 @)
HMA-3R03002-D04 0.2 3 9 4 50 2 Fig2 o HMA-2R06015 1.5 6 16 6 50 2 Fig1 o
HMA-3R03002-D06 0.2 3 9 6 50 2 Fig2 (@] HMA-2R06020 2 6 16 6 50 2 Fig1 (@]
HMA-2R03003-D04 0.3 3 9 4 50 2 Fig2 @) HMA-2R08003 0.3 8 20 8 60 2 Fig1 O
HMA-2R03003-D06 0.3 3 9 6 50 2 Fig2 O HMA-2R08005 0.5 8 20 8 60 2 Fig1 @)
HMA-2R03005-D04 0.5 3 9 4 50 2 Fig2 @) HMA-2R08010 1 8 20 8 60 2 Fig1 @)
HMA-2R03005-D06 0.5 3 9 6 50 2 Fig2 o HMA-2R10015 1.5 10 25 10 75 2 Fig1 (@]
HMA-2R04002 0.2 4 11 4 50 2 Fig1 @) HMA-2R10020 2 10 25 10 75 2 Fig1 O
HMA-2R04002-D06 0.2 4 11 6 50 2 Fig2 @) HMA-2R10030 3 10 25 10 75 2 Fig1 @)
HMA-2R04005 0.5 4 11 4 50 2 Fig1 @) HMA-2R12005 0.5 12 30 12 75 2 Fig1 @)
HMA-2R04005-D06 0.5 4 11 6 50 2 Fig2 (@] HMA-2R12010 1 12 30 12 75 2 Fig1 (@]
HMA-2R04010 1 4 11 4 50 2 Fig1 O HMA-2R12015 1.5 12 30 12 75 2 Fig1 O
HMA-2R05002-D06 0.2 5 13 6 50 2 Fig2 @) HMA-2R12020 2 12 30 12 75 2 Fig1 @)
HMA-2R05003-D06 0.3 5 13 6 50 2 Fig2 @) HMA-2R12030 3 12 30 12 75 2 Fig1 @)
HMA-2R05005-D06 0.5 5 13 6 50 2 Fig2 (@] HMA-2R16010 1 16 36 16 100 2 Fig1 (@]
HMA-2R05010-D06 1 5 13 6 50 2 Fig2 O HMA-2R16020 2 16 36 16 100 2 Fig1 O
HMA-2R05015-D06 1.5 5 138 6 50 2 Fig2 o HMA-2R16030 3 16 36 16 100 2 Fig1 o
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@ #ITEETE Stock available O ZEFRE Make-to-order

@ #ITEETE Stock available (O ZEFRE Make-to-order
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SBEEEMENMT HMA &5 SBEEMEITI HMA 25

HMA Series for Machining Aluminium Alloy Materials HMA Series for Machining Aluminium Alloy Materials
7] BEMRKAEIN ] =7])EMESRILSET]
2-flute R end mills with long shank 3-flute R end mills with straight shank

Profile Number of teeth : Coating : Profile

FR ¥R
Q3 —_— = = [
Q;%gL g ID 4 N M Di — — [l° Figt
= L - . [+— Lc —>
| L
A% (mm) R - A% (mm)
Tolerance (mm) UI | \20° Ly Tolerance (mm)
e Fig2

Dc<12 0 -0.02 -— Dc<12 0 -0.02

- @ OO —— Lg —» - @O
Dc>12 0 -0.03 L Dc>12 0 -0.03

= — = K wu | ®9 |
0.5 0.1

L L

HMA-2RH06005 6 16 6 75 2 o HMA-3R01001-D04 1 3 4 50 3 Fig2 O
HMA-2RH0G010 1 6 16 6 75 5 HMA-3R02002-D04 0.2 2 6 4 50 3 Fig2 o)
HMA-3R03002-D04 0.2 3 9 4 50 3 Fig2 ¢

HMA-2RHO6015 10 6 16 6 & 2 © HMA-3R03003-D04 03 3 9 4 50 3 Fig2 o)
HMA-2RH08005 05 8 20 8 100 2 o HMA-3R03005-D04 05 3 9 4 50 3 Fig2 o
HMA-2RH08010 1 8 20 8 100 2 o HMA-3R04002 0.2 4 11 4 50 3 Fig1 0
HMA-2RH08015 15 8 20 8 100 2 o) HMA-3R04003 03 4 11 4 50 3 Fig1 o
HMA-2RH10005 0.5 10 25 10 100 2 0] IRWA-HREA0TD 03 4 11 4 50 3 Figt o
HMA-3R04010 1 4 11 4 50 3 Fig1 O

HMA-2RH10010 ! 10 25 10 100 2 1 HMA-3R05002-D06 0.2 5 13 6 50 3 Fig2 o)
HMA-2RH10015 5 10 25 10 o 2 . HMA-3R05003-D06 0.3 5 13 6 50 3 Fig2 ¢}
HMA-2RH10020 2 10 25 10 100 2 o HMA-8R05005-D06 0.5 5 13 6 50 3 Fig2 o
HMA-2RH12005 05 12 30 12 100 2 o) HMA-3R05010-D06 1 5 13 6 50 3 Fig2 ¢}
HMA-2RH12010 il 12 30 4% 100 2 o) HMA-3R06005 0.5 6 16 6 50 2 Fig1 @)
HMA-2RH12015 15 12 30 12 100 2 o HMA-3R06010 ! 6 6 6 %0 S Fig! ©
HMA-3R06015 1.5 6 16 6 50 3 Fig1 o)

HMA-2RH12020 2 12 30 12 100 2 @) HMA-3R06020 5 6 6 6 0 5 Fig1 o
HMA-2RH16005 0.5 16 36 16 100 2 ©] HMA-3R08005 0.5 8 20 8 60 3 Fig1 o
HMA-2RH16010 1 16 36 16 100 2 @) HMA-3R08010 1 8 20 8 60 3 Fig1 ¢}
HMA-2RH16015 1.5 16 36 16 100 2 o HMA-3R08015 1.5 8 20 8 60 3 Fig1 o
HMA-2RH16020 2 16 36 16 100 2 o HMA-3R08020 2 8 20 8 60 3 Fig1 o
HMA-8R10005 05 10 25 10 75 3 Fig1 o

@ #ITEETE Stock available O ZEFRE Make-to-order HMA-3R10010 1 10 25 10 75 3 Fig1 O

HMA-3R10015 1.5 10 25 10 75 3 Fig1 o)

HMA-3R10020 2 10 25 10 75 3 Fig1 ¢}

HMA-3R10025 25 10 25 10 75 3 Fig1 o)

HMA-3R12005 0.5 12 30 12 75 3 Fig1 O

HMA-3R12010 1 12 30 12 75 3 Fig1 o

HMA-3R12015 1.5 12 30 12 75 3 Fig1 ¢}

HMA-3R12020 2 12 30 12 75 3 Fig1 o)

HMA-3R12025 25 12 30 12 75 3 Fig1 ¢}

HMA-3R16005 05 16 36 16 100 3 Fig1 o)

HMA-3R16010 1 16 36 16 100 3 Fig1 ¢

HMA-3R16015 1.5 16 36 16 100 3 Fig1 o)

HMA-3R16020 2 16 36 16 100 3 Fig1 ¢}

HMA-3R16025 25 16 36 16 100 3 Fig1 o)

HMA-3R20005 05 20 45 20 100 3 Fig1 ¢}

HMA-3R20010 1 20 45 20 100 3 Fig1 o)

HMA-3R20015 1.5 20 45 20 100 3 Fig1 O

HMA-3R20020 2 20 45 20 100 3 Fig1 o

HMA-3R20030 3 20 45 20 100 3 Fig1 e

@ #TEETF Stock available O ZEFAE Make-to-order
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HMA Series for Machining Aluminium Alloy Materials

= 7JEMNKMREINIZETT]

3-flute R end mills with long shank

»—R

Dc
-

|

|

|

D
/)
é |

—— ¢ —»

~ZE (mm)

Tolerance (mm)

Dc<12 0 -0.02

Dc>12 0 -0.038

EZ’S T_" Basic dimension (mm) 7] gy Eﬁ
Number of teeth Stock
HMA-3RH06005 0.5 6 16 6 75 2 O
HMA-3RH06010 1 6 16 6 75 3 @)
HMA-3RH06015 1.5 6 16 6 75 3 o
HMA-3RH06020 2 6 16 6 75 3 @)
HMA-3RH08005 0.5 8 20 8 100 3 ©]
HMA-3RH08010 1 8 20 8 100 3 (@)
HMA-3RH08015 1.5 8 20 8 100 3 o
HMA-3RH08020 2 8 20 8 100 3 @)
HMA-3RH10005 0.5 10 25 10 100 3 ©]
HMA-3RH10010 1 10 25 10 100 3 )
HMA-3RH10015 1.5 10 25 10 100 3 o
HMA-3RH10020 2 10 25 10 100 3 @)
HMA-3RH10025 2.5 10 25 10 100 3 O
HMA-3RH12005 0.5 12 30 12 100 3 @)
HMA-3RH12010 1 12 30 12 100 3 o
HMA-3RH12015 1.5 12 30 12 100 3 @)
HMA-3RH12020 2 12 30 12 100 3 O
HMA-3RH12025 2.5 12 30 12 100 3 O
HMA-3RH16005 0.5 16 36 16 150 3 o
HMA-3RH16010 1 16 36 16 150 3 @)
HMA-3RH16015 1.5 16 36 16 150 3 O
HMA-3RH16020 2 16 36 16 150 3 @)
HMA-3RH16025 25 16 36 16 150 3 o
HMA-3RH20005 0.5 20 45 20 150 3 @)
HMA-3RH20010 1 20 45 20 150 3 O
HMA-3RH20015 1.5 20 45 20 150 3 @)
HMA-3RH20020 2 20 45 20 150 3 o
HMA-3RH20030 3 20 45 20 150 3 @)

@ IRAEETFE Stock available (O ZEFRE Make-to-order
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BRI HM450 R5ITTHI& %k BRI HM450 R5ITTHI& %k

HM450 Series Cutting Parameters For General Machining HM450 Series Cutting Parameters For General Machining

HM450 Wm7JF7] | E£7] a-fiute flattened / 4-flute R end mills HM450 PE713K7] 2-ball nose end mills

T HEk. REFHR mEW. AEW ~30HRC g, JAEW ~40HRC T k. REFE WEW. A=W ~30HRC FapEl, JABRW ~40HRC
Workpiece material Cast iron. Ductile cast iron Carbon steel Alloy steel Pre-hardened steel Quenched and tempered steel Workpiece material Cast iron. Ductile cast iron Carbon steel Alloy steel Pre-hardened steel Quenched and tempered steel
Dc (mm) n (rev/min) VF (mm/min) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min) Dc (mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)

1 20000 225 20000 180 20000 180 0.5 40000 800 38000 700 32000 320
2 15000 360 15000 325 15000 315 1.0 24000 900 19000 760 16000 400
3 14000 610 13000 570 10600 470 1.5 15500 950 12750 760 10600 450
4 10800 630 10000 575 8000 480 20 11500 950 9550 760 8000 550
5 8200 660 7600 600 6400 505 25 9500 1050 7650 800 6400 550
6 7000 675 6400 620 5300 515 3.0 8000 1050 6400 800 5300 580
8 5200 665 4800 610 4000 510 4.0 6000 1300 4800 950 4000 700
o m w wm @ w w e AL AT S S
12 3500 660 3200 600 2650 505 .

8.0 3000 1050 2400 800 2000 600
14 3000 610 2700 570 2300 470
16 2600 610 2400 570 2000 470 22 ﬁUE

Cutting depth
tIHIE
Cutting depth /\/\ d ap=0.1R
aeio_.1 D
Diameter Cutting depth
=1.5D
Jap e ®1<D<P3 0.15D
ae=0.2R
®3<D 0.3D

o EEASEEENRMTIMN.
o MRS THREMERENERT, SFERDNREES, WK ERNERSHARER LR,

IR, BRI . - -
o WERRSERE. BMEOIATIIN o ERTHNRNTRIEEIARKRE.
o WIEFIAM L. o HIRERVNE, #ARERRILIE .
o MRS IHRENMRENERT, SFERINBRERE, WK ERNEHSHARER LT,
o EATHHNFMHTROARENASKRSE, ) - )

N . N . N i AS o @ Please select high-precision machine and tool holder.

o LXRAMBMIITE, TIEYIER, BEEZRI ERI50%-70%, TEEHFHLIRE T EHI40%-60%. @ When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
o tTHIRERVNGY, HAEEARLLE. @ Make overhang of tool as short as possible in conditions of non-inference.

o Raise feed speed correspondingly when cutting depth is low.

@ Please select high-precision. high-rigidity machine and tool holder.
@ Down milling is recommended in the case of side milling.

@ When the machine rigidity and workpiece fixture stability is low, - vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference.

® The above table shows the standard value of side milling.\WWhen milling slot, 50%-70% of rotating speed and 40%-60% of feed speed stated above are recommended as standard.

o Raise feed speed correspondingly when cutting depth is low.
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HP500 Series Cutting Parameters for Machining with High Feed Rate

HP500 E71FE7] | BI27] ($E) 4-flute flattened/4-flute R end mills (side milling)

I BR AW a2 RS | B BARER S

Carbon steel/Alloy steel Alloy steel Gray cast iron/Nodular cast iron High alloy cast iron

Workpiece material Stainless steel

<35HRC <35-45HRC <32HRC <35-45HRC
Dc (mm) ‘n(rev/min) Vf (mm/min)| n (rev/min) Vf(mm/min)‘ n (rev/min) Vf(mm/min)‘ n (rev/min) Vf(mm/min)‘ n (rev/min) |Vf (mm/min)
3 8490 790 6370 500 5840 420 5310 330 5840 420
4 6370 920 4780 550 4380 450 3980 350 4380 420
6 4250 730 3190 450 2920 420 2650 360 2920 470
8 3190 640 2390 370 2190 360 1990 300 2190 450
10 2550 590 1910 360 1750 340 1590 290 1750 430
12 2120 570 1590 360 1460 340 1330 290 1460 430
16 1590 640 1190 370 1100 310 1000 260 1100 380
20 1270 650 960 370 880 280 800 240 880 350
IHIE
Cutting depth
ae<1D z:iﬂ? ae<1D ae<1D ae<1D
ap=<1D _apsO.SD "apSO.BD ap=<0.5D ap=<0.3D

HP500 E47]¥F7] / E£7] (#HE) a-fiute flattened/a-flute R end mills (groove milling)

. BN/ AL a2 RS | B BAREHR R

Carbon steel/Alloy steel Alloy steel Gray cast iron/Nodular cast iron High alloy cast iron

Workpiece material Stainless steel

<35HRC <35-45HRC <32HRC <35-45HRC
(mm) ‘\/f(mm/min) n (rev/min) |V (mm/min)| n (rev/min) ‘\/f(mm/min) n (rev/min) ‘\/f(mm/min) n (rev/min) ‘\/f(mm/min) n (rev/min)
3 8490 790 6370 500 5840 420 5310 330 5840 420
4 6370 920 4780 550 4380 450 3980 350 4380 420
6 4250 730 3190 450 2920 420 2650 360 2920 470
8 3190 640 2390 370 2190 360 1990 300 2190 450
10 2550 590 1910 360 1750 340 1590 290 1750 430
12 2120 570 1590 360 1460 340 1330 290 1460 430
16 1590 640 1190 370 1100 310 1000 260 1100 380
20 1270 650 960 370 880 280 800 240 880 350
IHIE
Cutting depth
ae<1D ae<1D ae<1D ae<1D ae<1D
ap<1D i ap=<0.5D B ap=<0.8D ap=<0.5D ap=<0.3D

o EEAFRENIIRHMYIK,
o RS ITHRENMRENELT, aFERaMREES, LR EROERSH#HERER R,
o JIARKATHERAMEULN, BFEHFEREIATHEIS.,

@ Please select high-precision machine and tool holder.
@ When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ when the tool overhang is more than 4 times the diameter, please adjust the cutting amount of the tool appropriately.
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HR700 Series Cutting Parameters for Machining Hardened Steel Superhard

HR700 TU7]F7] | BEI&7] a-fiute flattened/a-flute R end mills

TRIEERE

Material hardness~60HRC

Dc (mm) n (rev/min) VF (mm/min) n (rev/min) VF (mm/min)
3 6680 350 6680 210
4 5010 375 5010 250
5 4010 400 4010 275
6 3340 480 3340 285
8 2500 500 2500 300
10 2000 500 2000 300
12 1670 460 1670 320
16 1250 350 1250 245
t}] H'JE ae=1D ae:_o_;m D
Cutting depth
ap=<0.01D Japﬂo
aef@x=0.15mm

o FEAERE. BRNIEBIHRFM IR,

o IBEHEFIRFIN T,

o HRSITHRENMRENERT, aFEiRMREES, LR EROERSHERER LT,

o ERTFHHRMHTRAREREIARKRE,

o IHIRERVNGY, HRM#HAERER UELES.

o EWEAHMELANTIIEIRS A,

o Please select high-precision. high-rigidity machine and tool holder.

@ Down milling is recommended in the case of side milling.

® When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference.

e Raise feed speed correspondingly when cutting depth is low.
e ltis recommended to use oil mist cooling or cutting oil cooling.

HR700 ﬂﬁﬂJ BRJJ 2-flute ball nose

MRIEE T2 PIHIZC IR R (mm)
raiess | Ownadeon | paied | owtmecondion | R ] e | o [ R | R | R ] Rs |

AT n (rev/min) 15900 8000 5300 4000 3200 2600 1950

e, v (mm/min) 1200 1300 1300 1350 1350 1400 1400

- eone EEMNT n (rev/min) 28600 14300 9500 7200 5700 4500 3380
Ap0.05-0.1 i Vf (mm/min) 2200 2300 2300 2350 2350 2400 2400

Ae<0.02D WAEMT n (rev/min) 12000 6000 4000 2900 2400 2100 1600

. o, VF (mm/min) 900 960 960 920 920 900 900
BRI n (rev/min) 25400 12700 8500 6400 5000 1900 1450

o eed VF (mm/min) 1800 1800 1800 1500 1500 1500 1500

o BEASHEE. SNIEAIMRFITIM.

o FFHHEMHTRAIEREINARKRE,

o EWEAHMELENTIIEIRS A,

o LXREETL/DSAENMTEE, HL/D>4EN, BREMMELEERLLFEHNNIHIE,
e Please select high-precision. high-rigidity machine and tool holder.

® Make overhang of tool as short as possible in conditions of non-inference.

e Itis recommended to use oil mist cooling or cutting oil cooling.
@ The above table is based on the recommended values when L/D < 4 times. When L/D = 4 times, please reduce the number of revolutions and feed speed year-on-year and reduce the cutting amount.
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HMH Series Cutting Parameters for Machining High Hardness Materials

HMH-2F / HMH-2FNS (fli$%)

Tk

Workpiece material

TAREN. EEREH

Pre-hardened steel. Hardened steel
40~50HRC

(Side milling)

FEREE
Hardened steel
50~60HRC

FEREE
Hardened steel
60~68HRC

7]H & Cutting depth(mm) ap<1D ae<0.02D ap<1D ae<0.02D ap<1D ae<0.01D
H1)¥IJ55EE Cutting speed (m/min) 100 80 60
7]1& Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)

1 25400 500 19100 280 16000 160

2 15900 570 12700 300 9550 190

4 7960 560 6370 320 4780 200

6 5300 530 4250 290 3180 200

8 3980 480 3180 280 2390 180

10 3180 480 2550 260 1910 160

12 2650 430 2120 260 1590 160

HMH-2F-V (*E%ﬂ':) (Groove milling)

T FARETN. EFBE EE

Pre-hardened steel. Hardened steel Hardened steel

Workpiece material 40~50HRC 50~60HRC

1J]5I & Cutting depth(mm) ap=<0.05D ae=1D ap=<0.02D ae=1D
HJJHII3RFE Cutting speed (m/min) 25 15
)42 Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) VF (mm/min)
0.3 23000 30 16500 25
0.4 17500 30 12500 25
0.5 14000 30 10000 25
0.6 11500 30 8450 25
0.7 10000 30 7500 25
0.8 8750 30 6350 25
0.9 8000 30 5500 25
1 7000 30 5050 25
1.5 5050 40 3550 25
2 3950 40 2750 25
25 3500 45 2500 30
3 2750 45 2000 30

o EEABEEENNARMIIN,

o FEEAENANAFZ~EREHIIHIR.

o MEFHIHEFIREMT,

o MRS THREMERENERT, SFERDNSEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE.

o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference.
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HMH Series Cutting Parameters for Machining High Hardness Materials

HMH-4F / HMH-4FL / HMH-4FNS / HMH-4R / HMH-4RNS ({li$#) (side milling)

o I,.ﬁ:ﬁ*ﬂ . Pr‘e—hazzifsjgj]e‘etlﬁfszﬂd steel Harl‘?e{n]?dleeel Harl‘?e{n]?dleeel

QP EED M 40~50HRC 50~60HRC 60~68HRC

JJHJ 2 Cutting depth(mm) ap<1D ae<0.02D ap<1D ae<0.015D ap<1D ae<0.01D

HJHII3RFE Cutting speed (m/min) 150 120 100

)42 Diameter(mm) n (rev/min) VF (mm/min) n (rev/min) VF (mm/min) n (rev/min) ‘ Vf (mm/min)
1 40000 1350 30000 1000 20000 800
2 24000 1440 18000 1080 14000 840
4 12000 2400 10350 2070 7960 16592
6 8000 1760 6900 1518 5300 1166
8 6000 1440 5175 1242 4000 960
10 4800 1248 4140 1076.4 3280 852.8
12 4000 1200 3450 1035 2600 780
14 3400 1088 3000 960 2300 736
16 3000 1080 2500 900 2000 720
20 2400 960 2000 800 1600 640

HMH-6F / HMH-6FL ({lI$%) (side milling)

Tt TRREH. AEREEN FEREN TR
e MRS Pre-hardened steel. Hardened steel Hardened steel Hardened steel
40~50HRC 50~60HRC 60~68HRC

HJJHIJ & Cutting depth(mm) ap<1.5D ae<0.03D ap<1.5D ae<0.025D ap<1.5D ae<0.02D

K13 EE Cutting speed (m/min) 120 100 70

7] 1& Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min) n (rev/min) VF (mm/min)
6 6200 1674 4500 1215 3100 744
8 4800 1584 3600 1188 2400 720
10 4000 1560 3000 1170 2000 720
12 3200 1440 2400 1080 1600 627
14 2800 1344 2100 1020 1400 600
16 2400 1296 1800 972 1200 576
20 1600 960 1200 720 800 432

o EEABEEENNARMIIN,

o FEEAENANAFZ~EREZHIIHIR.

o MEFHIHEFIREM T,

o MRS THREMERENERT, SFERDNIEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE.

o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference.
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HMH Series Cutting Parameters for Machining High Hardness Materials

HMH-2B / HMH-2BH / HMH-2BNS ({AR:8E) (Profile milling)

Tk TREEN. AEREEN ETEEN ETEEN
Workpisge material Pre-hardened steel. Hardened steel Hardened steel Hardened steel
40~50HRC 50~60HRC 60~68HRC
HJHIE Cutting depth(mm) ap<0.01D ae<0.02D ap=<0.015D ae<0.015D ap=<0.01D ae<0.01D
Y3 E Cutting speed (m/min) 150 120 90
7]1Z Diameter(mm) n (rev/min) ‘ VE (mm/min) n (rev/min) ‘ VE (mm/min) n (rev/min) ‘ VF (mm/min)
0.6 44000 1100 41000 1000 40000 700
1 23000 1200 21000 1200 20000 800
2 16000 1770 14000 1480 13000 1300
4 10000 1680 9500 1390 7000 1100
6 7400 1500 5100 1300 5100 960
8 5700 1300 4100 1170 3900 800
10 4500 1100 3500 1000 3100 700
12 3800 1000 2600 800 2600 600

HMH-2B-V ({5H2E%) (Profile milling)

FRETW. ZEEH

Pre-hardened steel. Hardened steel

T

Workpiece material

40~50HRC

HEE
Hardened steel
50~60HRC

1JJH1) & Cutting depth(mm)

ap=0.05D ae=0.1D

YIRS Cutting speed (m/min) 50 40
7]1Z Diameter(mm) n (rev/min) VF (mm/min) n (rev/min) VF (mm/min)
0.3 25000 135 25000 115
0.4 25000 140 25000 120
0.5 25000 150 25000 130
0.6 25000 175 24000 150
0.7 25000 190 24000 150
0.8 24000 210 18000 140
0.9 21000 210 15000 140
1 19000 210 14000 140
2 9500 210 7200 140
3 6400 210 4800 140

B EABBENNRM IR,

JIHRCT

SEMENNT HMH R25ULHISEK

HMH Series Cutting Parameters for Machining High Hardness Materials

HMH-4B / HMH-4BH ({5#z%% #2iT) (Profile milling Roughing)

W I#F*j*i . Pr‘e—haziifzgj]e‘eklﬁfszﬂd steel Harl‘cﬁfdfﬂeel Harl‘cﬁfdfﬂeel

QP EED M 40~50HRC 50~60HRC 60~68HRC

JJHJ 2 Cutting depth(mm) ap<0.08D ae<0.18D ap<0.06D ae<0.13D ap<0.04D ae<0.08D

HJHII3RE Cutting speed (m/min) 130 100 80

77143 Diameter(mm) n (rev/min) ‘ Vf (mm/min) n (rev/min) ‘ Vf (mm/min) n (rev/min) ‘ Vf (mm/min)
2 21000 2520 15120 1210 12740 920
4 10350 2484 7560 1210 6370 1020
6 6900 2484 5040 1310 4250 980
8 5175 2270 3780 1280 3180 890
10 4140 2150 3020 1200 2550 920
12 3450 2070 2520 1210 2120 850

HMH-4B / HMH-4BH ({AfZ%% ¥&10I) (Profile milling Finishing)

Tk

Workpiece material

TABEN. EERE

Pre-hardened steel. Hardened steel
40~50HRC

FEREE
Hardened steel
50~60HRC

FERETN
Hardened steel
60~68HRC

7]H] & Cutting depth(mm) ap=<0.03D ae<0.02D ap=<0.02D ae<0.02D ap<0.01D ae<0.01D
H1¥I|5EE Cutting speed (m/min) 180 150 130
7]1& Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)
2 29460 2360 23880 1720 20700 1160
4 14700 2640 11940 1760 10350 1240
6 9800 2660 7960 1850 6900 1240
8 7360 2650 5970 1860 5180 1300
10 5890 2590 4780 1870 4140 1320
12 4900 2700 3980 1910 3450 1240

1B EABBENNRM IR,

°

o FEEAENANAFZ~EREHIIHIR.

o MEFHIHEFIREMT,

o MRS THREMERENERT, SFERDNSEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE.

o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference.

222

°

o FEEAENANAFZ~EREZHIIHIR.

o MEFHIHEFIREM T,

o MRS THREMERENERT, SFERDNIEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE.

o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference.
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MELTHIAFINT HMS R5IIEISEK MELIEAFEINT HMS R5IIEISEK

HMS Series Cutting Parameters for Machining Hard-to-Cut Materials HMS Series Cutting Parameters for Machining Hard-to-Cut Materials

HMS-2F / HMS-2R (fll¥%) (side milling ) HMS-3F / HMS-3R ({ll$%) (side milling )

TRt TEEW
Workpiece material Stainless steel

JHIJ & Cutting depth(mm) ap<1D ae<0.1D 7]H & Cutting depth(mm) ap<1D ae<0.1D

)} 3R FE Cutting speed (m/min) 100 HJHI)3E FE Cutting speed (m/min) 100

)42 Diameter(mm) n (rev/min) [ VF (mm/min) )42 Diameter(mm) n (rev/min) [ VF (mm/min)
1 25000 220 1 25000 525
2 15900 254 2 15900 480
4 7960 340 4 7960 525
6 5300 340 6 5300 510
8 3980 365 8 3980 550
10 3180 330 10 3180 500
12 2650 300 12 2650 450
16 1990 245 16 1990 370
20 1590 230 20 1590 340

TtAet TEEW
Workpiece material Stainless steel

HMS-2F / HMS-2R (*giﬁ) (Groove milling) HMS-3F / HMS-3R (*E%ﬁ) (Groove milling)

T TEEW T TEEW
Workpiece material Stainless steel Workpiece material Stainless steel
)

1JJBI & Cutting depth(mm) ap=<0.1D ae<1D JJHI & Cutting depth(mm) ap=<0.1D ae<1D

HIIEFE Cutting speed (m/min) 45 HIIEFE Cutting speed (m/min) 45

7]/ Diameter(mm) n (rev/min) { VF (mm/min) 7)73 Diameter(mm) n (rev/min) { VF (mm/min)
1 14330 200 1 14330 300
2 7165 140 2 7165 215
4 3580 120 4 3580 180
6 2390 155 6 2390 235
8 1790 165 8 1790 235
10 1430 155 10 1430 230
12 1195 155 12 1195 230
16 895 135 16 895 200
20 715 120 20 715 180

o EEABEEENNARMIIN, o EEABEEENNARMIIN,

o BREAEANHARZ~EREHIIHIR, o FEEAENANAFZ~EREZHIIHIR.

o MEFHIHEFIREMT, o MEFHIHEFIREM T,

o MRS THREMERENERT, SFERDNSEET, WK ERNERS HARER T, o MRS THREMERENERT, SFERDNIEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE. o ERTHHFMTRAREENARKRE.

o Please select high-precision machine and tool holder. o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property. @ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling. o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly. e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference. ® Make overhang of tool as short as possible in conditions of non-inference.
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MELTHIAFINT HMS R5IIEISEK MELIEAFEINT HMS R5IIEISEK

HMS Series Cutting Parameters for Machining Hard-to-Cut Materials HMS Series Cutting Parameters for Machining Hard-to-Cut Materials

HMS-4F / HMS-4FS / HMS-4FNS / HMS-4R (i) (side milling) HMS-2B ({AR2%%) (Profile milling)

Workpiece material Stainless steel Workpiece material Stainless steel

7]H & Cutting depth(mm) ap<1D ae<0.1D HJHIJE Cutting depth(mm) ap<0.2D ae<0.2D

K13 FE Cutting speed (m/min) 100 HJHI)3EE Cutting speed (m/min) 100

)42 Diameter(mm) n (rev/min) [ Vf (mm/min) 77143 Diameter(mm) n (rev/min) ‘ VF (mm/min)
1 25000 700 1 25000 525
2 15900 635 2 15900 480
4 7960 700 4 7960 510
6 5300 680 6 5300 550
8 3980 730 8 3980 560
10 3180 660 10 3180 540
12 2650 600 12 2650 560
16 1990 490 16 1990 520
20 1590 460 20 1590 510

HMS-4R (#$%) (Groove milling) HMS-4B ({AR28E) (Profile milling)

T THEW Tk TN
Workpiece material Stainless steel Workpiece material Stainless steel

H1]¥l| & Cutting depth(mm) ap<0.1D ae<1D 7]H & Cutting depth(mm) ap=<0.2D ae<0.2D

tJH1)3EE Cutting speed (m/min) 45 HJ]H|)3R FE Cutting speed (m/min) 100

7142 Diameter(mm) n (rev/min) ‘ VE (mm/min) 77]4Z Diameter(mm) n (rev/min) [ VF (mm/min)
1 14330 400 1 25000 560
2 7165 280 2 15900 955
4 3580 240 4 7960 1020
6 2390 310 6 5300 1100
8 1790 310 8 3980 1110
10 1430 310 10 3180 1080
12 1195 310 12 2650 1115
16 895 270 16 1990 1030
20 715 240 20 1590 1020

o EEABEEENNARMIIN, o EEABEEENNARMIIN,

o BREAEANHARZ~EREHIIHIR, o FEEAENANAFZ~EREZHIIHIR.

o MEFHIHEFIREMT, o MEFHIHEFIREM T,

o MRS THREMERENERT, SFERDNSEET, WK ERNERS HARER T, o MRS THREMERENERT, SFERDNIEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE. o ERTHHFMTRAREENARKRE.

o Please select high-precision. high-rigidity machine and tool holder. o Please select high-precision machine and tool holder.

o Please use air blow or cutting liquid with high mist retardant property. @ Please use air blow or cutting liquid with high mist retardant property.

e Down milling is recommended in the case of side milling. o Down miling is recommended in the case of side milling.

® When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly. e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference. ® Make overhang of tool as short as possible in conditions of non-inference.
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MELTHIAFINT HMS R5IIEISEK

HMS Series Cutting Parameters for Machining Hard-to-Cut Materials

HMS-4F-X / HMS-4FNS-X / HMS-4R-X / HMS-4RNS-X (i) (side milling)

TtAet TEEW
Workpiece material Stainless steel

1JJHI| & Cutting depth(mm) ap<1D ae<0.5D
K13 FE Cutting speed (m/min) 80
)42 Diameter(mm) n (rev/min) [ VF (mm/min)
2 15900 600
4 7960 480
6 5300 500
8 3980 510
10 3180 490
12 2650 480

HMS-4F-X / HMIS-4FNS-X / HMS-4R-X / HMIS-4RNS-X (i&%%) (Groove milling)

THHH TN
Workpiece material Stainless steel

]8I & Cutting depth(mm) ap<1D ae<1D
HJHI)3E E Cutting speed (m/min) 60
7]1& Diameter(mm) n (rev/min) [ Vf (mm/min)
2 9550 500
4 4780 350
6 3180 350
8 2390 380
10 1900 350
12 1590 350

o EEABEEENNARMIIN,

o FEEAENANAFZ~EREHIIHIR.

o MEFHIHEFIREMT,

o MRS THREMERENERT, SFERDNSEET, WK ERNERS HARER T,
o ERTHHFMTRAREENARKRE.

o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference.
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HT400 Series Cutting Parameters for Machining Titanium Alloy Materials

HT400 @7)F7] /| EE7] (k) a-fiute flattened/a-flute R end mills (Side milling)

T 7= FHN
Workpiece material Titanium alloy Stainless steel
Dc (mm) n (rev/min) VF (mm/min) n (rev/min) VF (mm/min)
2 9555 380 12739 760
3 6369 3056 8490 575
4 4778 285 6370 510
6 3185 320 4245 510
8 2389 335 3185 510
10 1911 345 2545 510
12 1592 350 2020 485
16 1194 310 1590 445
] Hu% ae<0.25D ae<0.25D
Cutting depth
V

ap<1.5D ap<1.5D

DN

HT400 @717 / E27] (IE%) a-fute flattened/a-flute R end mills (Groove milling)

Tt HE® TEEW
Workpiece material Titanium alloy Stainless steel
Dc (mm) n (rev/min) Vf (mm/min) n (rev/min) VF (mm/min)

2 6370 255 9555 380
3 4245 200 6369 305
4 3185 190 4775 285
6 2120 170 3185 320
8 1590 190 2390 335
10 1270 200 1910 345
12 1060 210 1590 350
16 795 190 1195 310

LIHIE

Cutting depth ae<1D ae<1D

ap<1D ap<1D

o EEAEEENNIRMTIR.

o BREAZLNHAZ~EREHIIHIR,

o MmEmFHIERFIREIN T,

o MRS IHZENMRENERT, SFEIRDMBRESRS, WREE ERIVERS HARER LR,

o ERFHHRMHTRARENARKRER.

o Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

o Down miling is recommended in the case of side milling.

e When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
@ Make overhang of tool as short as possible in conditions of non-inference.
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BEEMEITI HMA RZFIIEISE

HMA Series Cutting Parameters for Machining Aluminium Alloy Materials

HMA-2F / HMA-2R / HMA-2RH (fll$%) (side milling)

IHE e maw
Workpiece material Sleal +SiaSIL1rg;2um 2y Alloy of copper
)4 & Cutting depth(mm) ap=1.5D ae<0.2D l ap=<1.5D ae<0.2D
Y13 EE Cutting speed (m/min) 150
77143 Diameter(mm) n (rev/min) ‘ Vf (mm/min) ‘ n (rev/min) ‘ Vf (mm/min)
1 16000 580 16000 520
2 12700 710 12700 650
4 12000 1200 12000 1070
6 10600 1280 10600 1150
8 10000 1390 10000 1250
10 9500 1720 9500 1550
12 9280 2400 9280 2170
16 7000 2500 7000 2250
20 5600 2450 5600 2200

HMA-2F / HMA-2R / HMA-2RH (#&%k) (Groove milling)

T E+EE HEE
Workpiece material Sz +Sil1"ggzum ey Alloy of copper

+JJH|& Cutting depth(mm) ap=<0.5D ae=1D ap<0.5D ae=1D

K113 EE Cutting speed (m/min) 150 150

)42 Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)
1 16000 400 16000 380
2 10000 500 10000 450
4 9000 810 9000 800
6 8000 920 8000 830
8 7800 1100 7800 1000
10 8000 1280 8000 1150
12 6800 1300 6800 1130
16 5000 1310 5000 1000
20 4000 1200 4000 1080

o EEABSEENIRMIIMR,

o HEATANAFZEREHIHIR.

o METHIHEZFIRFEMNT,

o RS ITHRENMRENERLT, aFERaMREES, LR EROEESH#HGRER LT,
o EARTHHEHTRAEREINIARKRE,

@ Please select high-precision machine and tool holder.

® Please use air blow or cutting liquid with high mist retardant property.

o Down milling is recommended in the case of side milling.

@ When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference.
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BEEMHEINTI HMA RZFITEISE

HMA Series Cutting Parameters for Machining Aluminium Alloy Materials

HMA-2FL (%) (side milling)

Tfr ErEs AaE
Workpiece material e +S?S|L1"g!,:“m alley Alloy of copper
HJHIE Cutting depth(mm) ap=2.5D ae<0.15D ap=<2.5D ae<0.15D
HJEII3EREE Cutting speed (m/min) 150 150
)42 Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)
1 16000 400 16000 380
2 10000 500 10000 450
4 9000 810 9000 800
6 8000 920 8000 830
8 7800 1100 7800 1000
10 8000 1280 8000 1150
12 6800 1300 6800 1130
16 5000 1310 5000 1000
20 4000 1200 4000 1080

HMA-3F / HMA-3R / HMA-3RH ({ll$%) (side milling)

Tk E+BE HEE

Silicon + aluminum alloy

Workpiece material si<10%

Alloy of copper

+JJH|& Cutting depth(mm) ap<1.5D ae<0.2D ap<1.5D ae<0.2D
HJHII3EREE Cutting speed (m/min) 150 150
)42 Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)
1 16000 650 16000 720
2 13000 850 13000 900
4 12000 1430 12000 1200
6 10600 1530 10600 1200
8 10000 1670 10000 1500
10 9500 2050 9500 1800
12 9280 2800 9280 2225
16 7000 3000 7000 2500
20 5600 3150 5600 3000

o EEABEEENAMIIMR,

o HEATANAFZ EREHIHIR.

o MEFHIHEFIRFEMNT,

o RS ITHRENMERENERLT, aFERaMREES, WK EROEESH#HGRER LR,
o ERTHHERHTRAEREINIARKRE,

@ Please select high-precision machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

@ Down milling is recommended in the case of side milling.

@ When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference.
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BEEMEITI HMA RZFIIEISE

HMA Series Cutting Parameters for Machining Aluminium Alloy Materials

HMA-3F / HMA-3R / HMA-3RH (¥&%#%) (Groove milling)

JIHRCT

BEEMHEINTI HMA RZFITEISE

HMA Series Cutting Parameters for Machining Aluminium Alloy Materials

HMA-2B ({5R28t) (Profile milling)

T

Workpiece material

=+ 0.A.
E+3E8
Silicon + aluminum alloy
si<10%

WEE

Alloy of copper

1J]HI & Cutting depth(mm) ap<1.5D ae=1D ap<1.5D ae=1D
Y15 E Cutting speed (m/min) 150 150
77143 Diameter(mm) n (rev/min) ‘ Vf (mm/min) n (rev/min) ‘ Vf (mm/min)
1 16000 450 16000 450
2 10000 570 10000 520
4 9000 960 9000 860
6 8000 1050 8000 830
8 7800 1300 7800 960
10 8000 1500 8000 1240
12 6800 1620 6800 1500
16 5000 1680 5000 1550
20 4000 1800 4000 1510

HMA-3FL (f$%) (side milling)

Tk

Workpiece material

O A

iE+8RE

Silicon + aluminum alloy
si=10%

EE

Alloy of copper

+]JHI| 2 Cutting depth(mm)

ap<2.5D ae<0.15D

ap=<2.5D ae<0.15D

I8 3R Cutting speed (m/min) 150 150
7]1& Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)
1 16000 450 16000 450
2 10000 570 10000 520
4 9000 960 9000 860
6 8000 1050 8000 830
8 7800 1300 7800 960
10 8000 1500 8000 1240
12 6800 1620 6800 1500
16 5000 1680 5000 1550
20 4000 1800 4000 1510

BB BERNRM IR,
EBEAESANHF B EEEHTIHIR,

HRS THRENERENERT, SFERDMNFEES, WK EROEESH#HERER LR,

°

°

o METHIHEZFIRFEMNT,

°

o EARTHHEHTRAEREINIARKRE,

@ Please select high-precision machine and tool holder.

® Please use air blow or cutting liquid with high mist retardant property.

o Down milling is recommended in the case of side milling.

@ When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference.
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Workpiece material

3 0.A.
iE+8RE
Silicon + aluminum alloy
sis10%

HJHIE Cutting depth(mm) ap=<0.3D ae<0.3D ap=<0.3D ae<0.3D

H1)¥IJ5EE Cutting speed (m/min) 150

7]1& Diameter(mm) n (rev/min) Vf (mm/min) n (rev/min) Vf (mm/min)
1 19000 950 19000 860
2 15900 1600 15900 1430
4 11900 1900 11900 1720
6 10600 2500 10600 2300
8 8000 2550 8000 2300
10 7950 3200 7950 2850
12 7950 3800 7950 3450
16 7000 4450 7000 4010

o EEABEENNAM IR,

o FHEMEANAFE = EREHIIHIR.

o MEFHIHEZFIRFEM T,

o MRS THREMERENERT, SFERDNREES, WK ERNER S HARER T,
o ERTHHFMTRARENARKRKE.

@ Please select high-precision. high-rigidity machine and tool holder.

@ Please use air blow or cutting liquid with high mist retardant property.

® Down milling is recommended in the case of side milling.

® When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed stated above correspondingly.
® Make overhang of tool as short as possible in conditions of non-inference.
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SOLID CARBIDE DRILLS

JIHRCT

B ER S ka2 XN

Solid Carbide Drills Code Key

718 #3 Drills type
[ED) G - 05 C 0600 A

s TIRME

Symbol Drills type
BREIEK

HD Solid carbide dils

ﬂi?lﬁ?ﬁg / ]ﬁﬁ Drilling depth/Point angle
HD G -l C 0600 A

&s e g
03 "
05 e
08 e
12 et
15 e
20 200
30 e
M o
N o
Q 145°T0/

145°point angle

J)&BE{E Drilling diameter
HD G - 05 C [ A

*S THER
Symbol Drilling diameter
TER 6.0
0600 Driling diameter 6.0
TIER 85
0850 Driling dlameter 8.5

J7JE &% Drills category
HD[€]- 05 C 0600 A

RS TIRRF
Symbol Drils category
@ 3 AN T RRTE S
Twist diils for general machining
S I TRFIE S
Tt drils for machining stainless steel
K TR TREIESE
Tt diils for machining cast iron
H AR I TARESS
Twist diils for machining hardness material
KZ BN T B
Straight fute dils for machining cast iron
L AL TATES,
Twist diils for deep-hole machining
TEER
P Piot diils

##1BAR Mode of cooling
HD G - 05 [ 0600 A

RS SHAR
Symbol Mode of cooling
© s
Internal cooling
N PiEs
Extemal cooling

IRERAEER! Type of shank
HD G - 05 C 0600 [y

% 1RERSEE
Symbol Type of shank
A BB DIN6535HA

Cylindrical straight handle

E FIHIIR DIN6535HE

Whistle notch shank

B B4R DIN6535HB

Flat notch shank

Y HEEEER

General cylindrical straight handle

M SR

Morse taper shank
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EFER S EIRLRIITTE

Introduction of Solid Carbide Drills Series

Ex

llustration

BRAMIHDG RYIFKES,

HDG series twist drills for general machining

K2F
Application

[ZBNERERE, WM. HH%. AEREMEh#TTERI L.

BELEENR, BERENRIBENNRNERAERE.

WALy, RUIBAEMNHEEMIRG, SRS IME,

Broad scope of application, providing highly efficient maching for machining such as steel members, cast iron and stainless steel.
Powerful self-centering capacity, and is equipped with stable size accuracy and extraordinary quality of the surface.

New trench structure which enables chip processing and chip discharge to be more unimpeded, effectively improving machining
efficiency.

REEMINTHDS R FIRFIE S

HDS series twist drills for machining stainless steel

BEAFAEWINL,

1BSRAVELRLEN, RESRIIE & H BRITIHIRR,

IR ROIBRLEMMTIO, IBRBETIE, RATIBI M.
Suitable for stainless steel machining.

Strengthened drill point structure which is able to realize more outstanding chip cutting effect.
Unique groove profile structure and cutting edge, enlarging space for holding chip and improving formation of chip.

FHEIN THDK R FIRRTEE,

HDK series twist drills for machining cast iron

e —— =

BEATFHEHINL.

BELRIHE, AT ERAMIBEE,
WRTIEIRE, MINFLEERIREUER. REEE,
Suitable for machining of cast iron.

Extraordinary self-centering capacity, enable highly efficient machining and improvement in machining accuracy.
Unique edge-line design, machined bores are able to achieve relatively high tolerance of position and finish of the surface.

EMEHNITHDH RYIMTES,

HDH series twist drills for machining hardness
material

EATEEWMI,

B, BTIREE, BESHIENFES.
AIFTEMIEFLINT, BEOAETIR.
Suitable for machining of high hardness steel.

High rigidity, high drill point strength, excellent combination of hardness and toughness.
It's able to perform various types of machining of bore drill, and self-centering capacity is robust.
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Introduction of Solid Carbide Drills Series

Ex

llustration

HERIMTHDKZ RS BT,

HDKZ series straight flute drills for machining cast iron

—_—

K2F
Application

EATFHEHINL.

FREMRYIHIEN RSB ERN R,

B, HEIBItRER, YIHIREER, $HlnEs, SMNTHBRNEE.

Suitable for machining of cast iron.

Combined with the features of lowering cutting resistance and improving drill strength.

Chip breaking and chip discharge performance is strong, cutting speed is faster, quality of bore drilled is high, and the performance is
stable during high-efficiency machining.

RELINTHDLAR GRS,

HDL series twist drills for deep-hole machining

BATWN. FHREMRBGRILIEE
MANSEIEETEITE. MIEEERETEREER,
BERRHMNELE, HEI, tEMRER.

Suitable for deep bore drilling for materials such as steel and cast iron.
Optimized guiding edge-line makes cutting process and machining accuracy more stable, and cutting speed faster.
It's equipped with fine wear resistance, chip discharge is unimpeded, and chip breaking effect is more robust.

HDP&RFIE L4

HDP series pilot drills

—=—

BATN. HHK. BEEFMRBIINT.
PRI BB EL R HE S BB NI

BETERIE R PO E LM EI AN To

Suitable for machining of materials such as steel, cast iron and aluminum alloy.

Groove profile with special design drives chip discharge to be more unimpeded.
It's able to complete accurate center localization and chamfering.
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Solid Carbide Drills Overview

JIHRCT

EAMIME | $FRE BHAR TIR BRI IAEREEY RE R~ R~RDE TIHIS% mo | TER | ge | BER | BAAE | BES
Workpiece material Drilling depth Coolant mode Shape of drills Type of shank Coating Diameter range Page Cutting parameter Steel steel Castiron alloy alloy iron
HDG R FIFKTEEL HDG series twist drills
~ !
3D . HDG-03N"""A m D2.0-D25.0 BOO1 1001 ° o
~ !
5D S HDG-08N"**A m D2.0~D25.0 B0O1 1001 ° o
B % - _ ﬁﬁ_ﬁ ]
Genoral 3D el eeotant HDG-03C™**A Cylindrical straight handle TIiAIN D3.0~D25.0 BO15 1001 [ ] o ©] o
DIN6535HA
5D z HDG-05C™*A —_— ot D3.0-D25.0 BO15 1001 ° o o o
Internal coolant
8D 2 HDG-08C™"A —_— D3.0~D18.0 BO15 001 ° o o o
Internal coolant
HDSARFIFKTEEE HDS series twist drills
S 3D A HDS-03C***A R e D3.0~D20.0 001 001 o ° o
Cylindrical straight handle "
Stainless steel A TiAIN
5D ~ HDS-05C****A DINGEZSHA D3.0~D20.0 €001 1001 o ° @)
Internal coolant
HDKZ %! FRFEEh HDK series twist drills
A
& oo | HDKOBNA ———_ p30-0200 | DoO1 002 o .
i e
e 5D Exomal cvolant HDK-05N"***A HEER D3.0~D20.0 D001 1002 o °
Cast o A Cylindrical straight handle TiAIN
30 oy | HOK03C"A — L DINGS35HA D5.0-D20.0 Doos 1002 o e | ©
A
5D worman | HDK05C™A —_— D5.0-D20.0 D00 1002 o e | ©
HDH %ZJ_U ﬂ“*ﬁi%ﬁ HDH series twist drills
B R % - EHEEEER NaNo
Hardness material 3D External coolant HDH-03N™*Y Ordinary oyinicl TIAIN D4.0~D16.0 E002 1002 )
HDKZA%! Bi&%, HDKZ series straight flute drills
e S
. 3D A HDKZ-0BN"**A - e D4.0~D20.0 FOO1 1003 ° °
cﬂ;. iron A - Cylindrical straight handle TiAIN
3D — HDKZ-05C***A i — \ DING535HA D4.0~D20.0 F002 1003 ° °
HDLAR%! FRTEEL HODL series twist drills
A
12D p HDL-12G"""A —_—S D3.0~D20.0 GOO1 1003 ° o ° o
i S BB
/ﬂ;?L?\ﬂ‘I 20D - Vﬁ/?l ) HDL-20C***A m Cylindrical straight handle ¥1'\Il§ D3.0~D14.0 G001 1003 (] @) (] O
ccp-hole nteral coolan DIN6535HA !
30D AR HDL-30G"*"A —_—Ss D3.0~D10.0 GOO! 1003 ° o ° o
HDPZ%! FE/LvEh HDP series pilot drills
il 9900‘;;5('5;‘25 HDP-M™Y 7 ' :} D5.0~D20.0 HOO1 1004 o ° °
Steel
%g& lZOOfE-'III,\%E T ! I S %ﬁﬁg$ﬁ .
Castiron 120°pilot drills HDP-N"*Y | ) Ogﬁ?ﬁfﬁgﬁgm TiAIN D5.0~D20.0 HOO1 1004 O [ ] )
El272uE R
lonferrous materials 145° s (e ( : —
et et 1457pilot drills HDP-Q™Y | ) D5.0~D20.0 HOO01 1004 @) ) )
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BT HDG RFIRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindical

Cylindrica
straight handle

L4

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
2.00 3 HDG-03N0200A 4 58 13 9 28
2.00 5 HDG-05N0200A 4 58 18 14 28
2.10 3 HDG-03N0210A 4 58 13 9 28
2.10 5 HDG-05N0210A 4 58 18 14 28
2.15 3 HDG-03N0215A 4 58 13 9 28
2.15 5 HDG-05N0215A 4 58 18 14 28
2.20 3 HDG-03N0220A 4 58 13 9 28
2.20 5 HDG-05N0220A 4 58 18 14 28
2.30 3 HDG-03N0230A 4 58 13 9 28
2.30 5 HDG-05N0230A 4 58 18 14 28
2.35 3 HDG-03N0235A 4 58 17 12 28
2.35 5 HDG-05N0235A 4 58 22 17 28
2.40 3 HDG-03N0240A 4 58 17 12 28
2.40 5 HDG-05N0240A 4 58 22 17 28
2.50 3 HDG-03N0250A 4 58 17 12 28
2.50 5 HDG-05N0250A 4 58 22 17 28
2.55 3 HDG-03N0255A 4 58 17 12 28
2.55 5 HDG-05N0255A 4 58 22 17 28
2.60 3 HDG-03N0260A 4 58 17 12 28
2.60 5 HDG-05N0260A 4 58 22 17 28
2.65 3 HDG-03N0265A 4 58 17 12 28
2.65 5 HDG-05N0265A 4 58 22 17 28
2.70 3 HDG-03N0270A 4 58 17 12 28
2.70 (5} HDG-05N0270A 4 58 22 17 28
2.80 3 HDG-03N0280A 4 58 17 12 28
2.80 5 HDG-05N0280A 4 58 22 17 28
2.85 3 HDG-03N0285A 4 58 17 12 28
2.85 5 HDG-05N0285A 4 58 22 17 28

e i W
| e——— L m ——»| [
Lc I
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EAITI HDG R IRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindrical

ght handle

N jITU m
|¢———Lm ——| [
Lc |

L4

)
strai

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
2.90 3 HDG-03N0290A 4 58 17 12 28
2.90 5 HDG-05N0290A 4 58 22 17 28
2.95 3 HDG-03N0295A 4 58 17 12 28
2.95 5 HDG-05N0295A 4 58 22 17 28
3.00 3 HDG-03NO300A 6 62 20 14 36
3.00 5 HDG-05NO300A 6 66 28 23 36
3.10 3 HDG-03N0310A 6 62 20 14 36
3.10 5 HDG-05N0310A 6 66 28 23 36
3.15 3 HDG-03N0315A 6 62 20 14 36
3.15 5 HDG-05N0315A 6 66 28 23 36
3.20 3 HDG-03N0320A 6 62 20 14 36
3.20 5 HDG-05N0320A 6 66 28 23 36
3.25 3 HDG-03N0325A 6 62 20 14 36
3.25 5 HDG-05N0325A 6 66 28 23 36
3.30 3 HDG-03NO330A 6 62 20 14 36
3.30 5 HDG-05N0330A 6 66 28 23 36
3.40 3 HDG-03N0340A 6 62 20 14 36
3.40 5 HDG-05N0340A 6 66 28 23 36
3.50 3 HDG-03NO350A 6 62 20 14 36
3.50 5 HDG-05N0350A 6 66 28 23 36
3.60 3 HDG-03N0360A 6 62 20 14 36
3.60 5 HDG-05NO360A 6 66 28 23 36
3.70 3 HDG-03N0370A 6 62 20 14 36
3.70 5 HDG-05N0370A 6 66 28 23 36
3.80 3 HDG-03N0380A 6 66 24 17 36
3.80 5 HDG-05N0380A 6 74 36 29 36
3.85 3 HDG-03N0385A 6 66 24 17 36
3.85 5 HDG-05N0385A 6 74 36 29 36
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BT HDG RFIRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindical

Cylindrica
straight handle

L4

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
3.90 3 HDG-03N0390A 6 66 24 17 36
3.90 5 HDG-05N0390A 6 74 36 29 36
4.00 3 HDG-03N0400A 6 66 24 17 36
4.00 5 HDG-05N0400A 6 74 36 29 36
4.10 3 HDG-03N0410A 6 66 24 17 36
4.10 5 HDG-05N0410A 6 74 36 29 36
4.20 3 HDG-03N0420A 6 66 24 17 36
4.20 5 HDG-05N0420A 6 74 36 i) 36
4.30 3 HDG-03N0430A 6 66 24 17 36
4.30 5 HDG-05N0430A 6 74 36 29 36
4.35 3 HDG-03N0435A 6 66 24 17 36
4.35 5 HDG-05N0435A 6 74 36 29 36
4.40 3 HDG-03N0440A 6 66 24 17 36
4.40 5 HDG-05N0440A 6 74 36 29 36
4.45 3 HDG-03N0445A 6 66 24 17 36
4.45 5 HDG-05N0445A 6 74 36 29 36
4.50 3 HDG-03N0450A 6 66 24 17 36
4.50 5 HDG-05N0450A 6 74 36 29 36
4.60 3 HDG-03N0460A 6 66 24 17 36
4.60 (5} HDG-05N0460A 6 74 36 29 36
4.65 3 HDG-03N0465A 6 66 24 17 36
4.65 5 HDG-05N0465A 6 74 36 29 36
4.70 3 HDG-03N0470A 6 66 24 17 36
4.70 (5} HDG-05N0470A 6 74 36 29 36
4.80 3 HDG-03N0480A 6 66 28 20 36
4.80 5 HDG-05N0480A 6 82 44 35 36
4.90 3 HDG-03N0490A 6 66 28 20 36
4.90 5 HDG-05N0490A 6 82 44 35 36

e i W
| e——— L m ——»| [
Lc I

JIHRCT

EAITI HDG R IRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindrical

ght handle

N jITU m
|¢———Lm ——| [
Lc |

L4

)
strai

242

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
5.00 3 HDG-03N0500A 6 66 28 20 36
5.00 5 HDG-05N0500A 6 82 44 35 36
5.10 3 HDG-03N0510A 6 66 28 20 36
5.10 5 HDG-05N0510A 6 82 44 35 36
5.20 3 HDG-03N0520A 6 66 28 20 36
5.20 5 HDG-05N0520A 6 82 44 35 36
5.25 3 HDG-03N0525A 6 66 28 20 36
5.25 5 HDG-05N0525A 6 82 44 35 36
5.30 3 HDG-03N0530A 6 66 28 20 36
5.30 5 HDG-05N0530A 6 82 44 35 36
5.40 3 HDG-03N0540A 6 66 28 20 36
5.40 5 HDG-05N0540A 6 82 44 35 36
5.50 3 HDG-03N0550A 6 66 28 20 36
5.50 5 HDG-05N0550A 6 82 44 35 36
5.55 3 HDG-03N0555A 6 66 28 20 36
5.55 5 HDG-05N0555A 6 82 44 35 36
5.60 3 HDG-03N0560A 6 66 28 20 36
5.60 5 HDG-05N0560A 6 82 44 35 36
5.70 3 HDG-03N0570A 6 66 28 20 36
5.70 5 HDG-05N0570A 6 82 44 35 36
5.75 3 HDG-03N0575A 6 66 28 20 36
5.75 5 HDG-05N0575A 6 82 44 35 36
5.80 3 HDG-03N0580A 6 66 28 20 36
5.80 5 HDG-05N0580A 6 82 44 35 36
5.90 3 HDG-03N0590A 6 66 28 20 36
5.90 5 HDG-05N0590A 6 82 44 35 36
5.95 3 HDG-03N0595A 6 66 28 20 36
5.95 5 HDG-05N0595A 6 82 44 35 36
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BT HDG RFIRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindical

Cylindrica
straight handle

L4

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
6.00 3 HDG-03N0B00A 6 66 28 20 36
6.00 5 HDG-05NOB00A 6 82 44 35 36
6.10 3 HDG-03N0610A 8 79 34 24 36
6.10 5 HDG-05N0610A 8 91 53 43 36
6.20 3 HDG-03N0620A 8 79 34 24 36
6.20 5 HDG-05N0620A 8 91 53 43 36
6.30 3 HDG-03NOG30A 8 79 34 24 36
6.30 5 HDG-05NOG30A 8 il 53 43 36
6.40 3 HDG-03N0640A 8 79 34 24 36
6.40 5 HDG-05N0640A 8 91 53 43 36
6.50 3 HDG-03NOG50A 8 79 34 24 36
6.50 5 HDG-05N0B50A 8 el 53 43 36
6.60 3 HDG-03N0B60A 8 79 34 24 36
6.60 5 HDG-05NO660A 8 91 53 43 36
6.70 3 HDG-03N0670A 8 79 34 24 36
6.70 5 HDG-05N0670A 8 9il 53 43 36
6.75 3 HDG-03N0675A 8 79 34 24 36
6.75 5 HDG-05N0675A 8 o1 53 43 36
6.80 3 HDG-03NOG80A 8 79 34 24 36
6.80 5 HDG-05N0680A 8 91 53 43 36
6.90 3 HDG-03N0B90A 8 79 34 24 36
6.90 5 HDG-05NO690A 8 91 53 43 36
7.00 3 HDG-03N0700A 8 79 34 24 36
7.00 5 HDG-05N0700A 8 91l 53 43 36
7.10 3 HDG-03N0710A 8 79 34 24 36
7.10 5 HDG-05N0710A 8 91 53 43 36
7.20 3 HDG-03N0720A 8 79 34 24 36
7.20 5 HDG-05N0720A 8 il 53 43 36

e i W
| e——— L m ——»| [
Lc I
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EAITI HDG R IRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindrical

ght handle

N jITU m
|¢———Lm ——| [
Lc |

L4

)
strai

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
7.30 3 HDG-03N0730A 8 79 41 29 36
7.30 5 HDG-05N0730A 8 91 53 43 36
7.40 3 HDG-03N0740A 8 79 41 29 36
7.40 5 HDG-05N0740A 8 91 53 43 36
7.45 3 HDG-03N0745A 8 79 41 29 36
7.45 5 HDG-05N0745A 8 91 53 43 36
7.50 3 HDG-03N0750A 8 79 41 29 36
7.50 5 HDG-05N0750A 8 il 53 43 36
7.60 3 HDG-03N0760A 8 79 41 29 36
7.60 5 HDG-05N0760A 8 il 53 43 36
7.70 3 HDG-03N0770A 8 79 41 29 36
7.70 5 HDG-05N0770A 8 il 53 43 36
7.80 3 HDG-03N0780A 8 79 41 29 36
7.80 5 HDG-05N0780A 8 il 53 43 36
7.90 3 HDG-03N0790A 8 79 41 29 36
7.90 5 HDG-05N0790A 8 91l 53 43 36
8.00 3 HDG-03N0800A 8 79 41 29 40
8.00 5 HDG-05NO800A 8 o1 53 43 40
8.10 3 HDG-03N0810A 10 89 47 35 40
8.10 5 HDG-05N0810A 10 108 61 49 40
8.20 3 HDG-03N0820A 10 89 47 35 40
8.20 5 HDG-05N0820A 10 108 61 49 40
8.30 3 HDG-03NO830A 10 89 47 35 40
8.30 5 HDG-05N0830A 10 108 61 49 40
8.40 3 HDG-03N0840A 10 89 47 35 40
8.40 5 HDG-05N0840A 10 108 61 49 40
8.50 3 HDG-03N0850A 10 89 47 35 40
8.50 5 HDG-05N0850A 10 103 61 49 40
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Drill diameter Drilling depth Type
8.60 3 HDG-03N0860A 10 89 47 35 40
8.60 5 HDG-05N0860A 10 1038 61 49 40
8.70 3 HDG-03N0870A 10 89 47 35 40
8.70 5 HDG-05N0870A 10 108 61 49 40
8.75 3 HDG-03N0875A 10 89 47 35 40
8.75 5 HDG-05N0875A 10 1038 61 49 40
8.80 3 HDG-03N0880A 10 89 47 35 40
8.80 5 HDG-05N0880A 10 108 61 49 40
8.90 3 HDG-03N0890A 10 89 47 35 40
8.90 5 HDG-05N0890A 10 103 61 49 40
9.00 3 HDG-03NO900A 10 89 47 35 40
9.00 5 HDG-05N0900A 10 108 61 49 40
9.10 3 HDG-03N0910A 10 89 47 35 40
9.10 5 HDG-05N0910A 10 103 61 49 40
9.20 3 HDG-03N0920A 10 89 47 35 40
9.20 5 HDG-05N0920A 10 108 61 49 40
9.30 3 HDG-03N0930A 10 89 47 35 40
9.30 5 HDG-05N0930A 10 103 61 49 40
9.35 3 HDG-03N0935A 10 89 47 35 40
9.35 5 HDG-05N0935A 10 103 61 49 40
9.40 3 HDG-03N0940A 10 89 47 35 40
9.40 5 HDG-05N0940A 10 108 61 49 40
9.45 3 HDG-03N0945A 10 89 47 35 40
9.45 5 HDG-05N0945A 10 103 61 49 40
9.50 3 HDG-03N0950A 10 89 47 35 40
9.50 5 HDG-05N0950A 10 108 61 49 40
9.60 3 HDG-03NO960A 10 89 47 35 40
9.60 5 HDG-05N0960A 10 103 61 49 40
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Drill diameter Drilling depth Type
9.70 3 HDG-03N0970A 10 89 47 35 40
9.70 5 HDG-05N0970A 10 103 61 49 40
9.80 3 HDG-03N0980A 10 89 47 35 40
9.80 5 HDG-05N0980A 10 108 61 49 40
9.90 3 HDG-03N0990A 10 89 47 35 40
9.90 5 HDG-05N0990A 10 1038 61 49 40
10.00 3 HDG-03N1000A 10 89 47 35 40
10.00 5 HDG-05N1000A 10 108 61 49 40
10.10 8 HDG-03N1010A 11 102 55 40 45
10.10 3 HDG-05N1010A 11 118 71 56 45
10.20 5 HDG-03N1020A 12 102 55 40 45
10.20 3 HDG-05N1020A 12 118 71 56 45
10.25 5 HDG-03N1025A 12 102 55 40 45
10.25 3 HDG-05N1025A 12 118 71 56 45
10.30 5 HDG-03N1030A 12 102 55 40 45
10.30 3 HDG-05N1030A 12 118 71 56 45
10.40 5 HDG-03N1040A 12 102 55 40 45
10.40 8 HDG-05N1040A 12 118 71 56 45
10.50 3 HDG-03N1050A 12 102 55 40 45
10.50 5 HDG-05N1050A 12 118 71 56 45
10.60 3 HDG-03N1060A 12 102 55 40 45
10.60 5 HDG-05N1060A 12 118 71 56 45
10.70 3 HDG-03N1070A 12 102 55 40 45
10.70 5 HDG-05N1070A 12 118 71 56 45
10.75 3 HDG-03N1075A 12 102 55 40 45
10.75 5 HDG-05N1075A 12 118 71 56 45
10.80 3 HDG-03N1080A 12 102 55 40 45
10.80 5 HDG-05N1080A 12 118 71 56 45
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10.90 3 HDG-03N1090A 12 102 55 40 45
10.90 5 HDG-05N1090A 12 118 71 56 45
11.00 3 HDG-03N1100A 12 102 55 40 45
11.00 5 HDG-05N1100A 12 118 71 56 45
11.10 3 HDG-03N1110A 12 102 55 40 45
11.10 5 HDG-05N1110A 12 118 71 56 45
11.20 3 HDG-03N1120A 12 102 55 40 45
11.20 5 HDG-05N1120A 12 118 71 56 45
11.25 3 HDG-03N1125A 12 102 55 40 45
11.25 5 HDG-05N1125A 12 118 71 56 45
11.30 3 HDG-03N1130A 12 102 55 40 45
11.30 5 HDG-05N1130A 12 118 71 56 45
11.35 3 HDG-03N1135A 12 102 55 40 45
11.35 5 HDG-05N1135A 12 118 Al 56 45
11.40 3 HDG-03N1140A 12 102 55 40 45
11.40 5 HDG-05N1140A 12 118 71 56 45
11.45 3 HDG-03N1145A 12 102 55 40 45
11.45 5 HDG-05N1145A 12 118 71 56 45
11.50 3 HDG-03N1150A 12 102 55 40 45
11.50 (5} HDG-05N1150A 12 118 71 56 45
11.60 3 HDG-03N1160A 12 102 55 40 45
11.60 5 HDG-05N1160A 12 118 71 56 45
11.70 3 HDG-03N1170A 12 102 55 40 45
11.70 5 HDG-05N1170A 12 118 71 56 45
11.80 3 HDG-03N1180A 12 102 55 40 45
11.80 5 HDG-05N1180A 12 118 71 56 45
11.90 3 HDG-03N1190A 12 102 55 40 45
11.90 5 HDG-05N1190A 12 118 71 56 45
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Drill diameter Drilling depth Type
12.00 3 HDG-03N1200A 12 102 55 40 45
12.00 5 HDG-05N1200A 12 118 71 56 45
12.10 3 HDG-03N1210A 14 107 60 43 45
12.10 5 HDG-05N1210A 14 124 7 60 45
12.20 3 HDG-03N1220A 14 107 60 43 45
12.20 5 HDG-05N1220A 14 124 7 60 45
12.25 3 HDG-03N1225A 14 107 60 43 45
12.25 5 HDG-05N1225A 14 124 7 60 45
12.30 3 HDG-03N1230A 14 107 60 43 45
12.30 5 HDG-05N1230A 14 124 7 60 45
12.50 3 HDG-03N1250A 14 107 60 43 45
12.50 5 HDG-05N1250A 14 124 7 60 45
12.70 3 HDG-03N1270A 14 107 60 43 45
12.70 5 HDG-05N1270A 14 124 7 60 45
12.75 3 HDG-03N1275A 14 107 60 43 45
12.75 5 HDG-05N1275A 14 124 7 60 45
12.80 3 HDG-03N1280A 14 107 60 43 45
12.80 5 HDG-05N1280A 14 124 7 60 45
12.90 3 HDG-03N1290A 14 107 60 43 45
12.90 (5} HDG-05N1290A 14 124 7 60 45
13.00 3 HDG-03N1300A 14 107 60 43 45
13.00 5 HDG-05N1300A 14 124 77 60 45
13.10 3 HDG-03N1310A 14 107 60 43 45
13.10 (5} HDG-05N1310A 14 124 7 60 45
13.35 3 HDG-03N1335A 14 107 60 43 45
13.35 5 HDG-05N1335A 14 124 7 60 45
13.50 3 HDG-03N1350A 14 107 60 43 45
13.50 5 HDG-05N1350A 14 124 7 60 45
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13.65 3 HDG-03N1365A 14 107 60 43 45
13.65 5 HDG-05N1365A 14 124 7 60 45
13.80 3 HDG-03N1380A 14 107 60 43 45
13.80 5 HDG-05N1380A 14 124 7 60 45
14.00 3 HDG-03N1400A 14 107 60 43 45
14.00 5 HDG-05N1400A 14 124 7 60 45
14.25 3 HDG-03N1425A 16 115 65 45 48
14.25 5 HDG-05N1425A 16 138 83 63 48
14.30 3 HDG-03N1430A 16 115 65 45 48
14.30 5 HDG-05N1430A 16 133 83 63 48
14.50 3 HDG-03N1450A 16 116 65 45 48
14.50 5 HDG-05N1450A 16 133 83 63 48
14.75 3 HDG-03N1475A 16 115 65 45 48
14.75 5 HDG-05N1475A 16 133 83 63 48
14.80 3 HDG-03N1480A 16 115 65 45 48
14.80 5 HDG-05N1480A 16 138 83 63 48
156.00 3 HDG-03N1500A 16 115 65 45 48
15.00 5 HDG-05N1500A 16 133 83 63 48
16.10 3 HDG-03N1510A 16 115 65 45 48
15.10 (5} HDG-05N1510A 16 133 83 63 48
16.25 3 HDG-03N1525A 16 115 65 45 48
156.25 5 HDG-05N1525A 16 138 83 63 48
156.35 3 HDG-03N1535A 16 115 65 45 48
156.35 5 HDG-05N1535A 16 133 83 63 48
156.50 3 HDG-03N1550A 16 115 65 45 48
156.50 5 HDG-05N1550A 16 138 83 63 48
156.80 3 HDG-03N1580A 16 115 65 45 48
15.80 5 HDG-05N1580A 16 133 83 63 48

e i W
| e——— L m ——»| [
Lc I

250

JIHRCT

EAITI HDG R IRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindrical

ght handle

N jITU m
|¢———Lm ——| [
Lc |

L4

)
strai

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
16.00 3 HDG-03N1600A 16 115 65 45 48
16.00 5 HDG-05N1600A 16 133 83 63 48
16.50 3 HDG-03N1650A 18 128 73 51 48
16.50 5 HDG-05N1650A 18 143 93 71 48
16.75 3 HDG-03N1675A 18 123 73 51 48
16.75 5 HDG-05N1675A 18 143 93 71 48
16.80 3 HDG-03N1680A 18 128 73 51 48
16.80 5 HDG-05N1680A 18 143 93 71 48
17.00 3 HDG-03N1700A 18 123 73 51 48
17.00 5 HDG-05N1700A 18 143 93 71 48
17.50 3 HDG-03N1750A 18 128 73 51 48
17.50 5 HDG-05N1750A 18 143 93 71 48
17.80 3 HDG-03N1780A 18 123 73 51 48
17.80 5 HDG-05N1780A 18 143 93 71 48
17.90 3 HDG-03N1790A 18 128 73 51 48
17.90 5 HDG-05N1790A 18 143 93 71 48
18.00 3 HDG-03N1800A 18 123 73 51 48
18.00 5 HDG-05N1800A 18 143 93 71 48
18.30 3 HDG-03N1830A 20 131 79 55 50
18.30 5 HDG-05N1830A 20 163 101 7 50
18.50 3 HDG-03N1850A 20 131 79 55 50
18.50 5 HDG-05N1850A 20 1563 101 77 50
18.80 3 HDG-03N1880A 20 131 79 55 50
18.80 5 HDG-05N1880A 20 163 101 7 50
19.00 3 HDG-03N1900A 20 131 79 55 50
19.00 5 HDG-05N1900A 20 1563 101 77 50
19.50 3 HDG-03N1950A 20 131 79 55 50
19.50 5 HDG-05N1950A 20 153 101 7 50
251




JIHRCT

BT HDG RFIRFEsh (hemm)

HDG Series Twist Drills for General Machining (External coolant)

yindical

Cylindrica
straight handle

L4

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
19.80 3 HDG-03N1980A 20 131 79 55 50
19.80 5 HDG-05N1980A 20 1563 101 7 50
20.00 3 HDG-03N2000A 20 131 79 55 50
20.00 5 HDG-05N2000A 20 1563 101 7 50
20.40 3 HDG-03N2040A 20 141 86 60 50
20.40 5 HDG-05N2040A 20 167 112 85 50
20.50 3 HDG-03N2050A 20 141 86 60 50
20.50 5 HDG-05N2050A 20 167 112 85 50
21.00 3 HDG-03N2100A 20 141 86 60 50
21.00 5 HDG-05N2100A 20 167 112 85 50
21.40 3 HDG-03N2140A 20 141 86 60 50
21.40 5 HDG-05N2140A 20 167 112 85 50
21.50 3 HDG-03N2150A 20 141 86 60 50
21.50 5 HDG-05N2150A 20 167 112 85 50
22.00 3 HDG-03N2200A 20 141 86 60 50
22.00 5 HDG-05N2200A 20 167 112 85 50
22.25 3 HDG-03N2225A 25 163 95 65 56
22.25 5 HDG-05N2225A 25 184 126 98 56
22.50 3 HDG-03N2250A 25 163 95 65 56
22.50 (5} HDG-05N2250A 25 184 126 98 56
23.00 3 HDG-03N2300A 25 1563 95 65 56
23.00 5 HDG-05N2300A 25 184 126 98 56
23.25 3 HDG-03N2325A 25 163 95 65 56
23.25 5 HDG-05N2325A 25 184 126 98 56
23.50 3 HDG-03N2350A 25 1563 95 65 56
23.50 5 HDG-05N2350A 25 184 126 98 56
24.00 3 HDG-03N2400A 25 168 95 65 56
24.00 5 HDG-05N2400A 25 184 126 98 56
25.00 3 HDG-03N2500A 25 163 95 65 56
25.00 5 HDG-05N2500A 25 184 126 98 56
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Drill diameter Drilling depth Type
3.00 3 HDG-03C0300A 6 62 20 14 36
3.00 5 HDG-05C0300A 6 66 28 23 36
3.00 8 HDG-08C0300A 6 72 34 29 36
3.10 3 HDG-03C0310A 6 62 20 14 36
3.10 5 HDG-05C0310A 6 66 28 23 36
3.10 8 HDG-08C0310A 6 72 34 29 36
3.15 3 HDG-03C0315A 6 62 20 14 36
3.15 5 HDG-05C0315A 6 66 28 23 36
3.20 3 HDG-03C0320A 6 62 20 14 36
3.20 5 HDG-05C0320A 6 66 28 23 36
3.20 8 HDG-08C0320A 6 72 34 29 36
3.25 3 HDG-03C0325A 6 62 20 14 36
3.25 5 HDG-05C0325A 6 66 28 23 36
3.30 3 HDG-03C0330A 6 62 20 14 36
3.30 5 HDG-05C0330A 6 66 28 23 36
3.30 8 HDG-08C0330A 6 72 34 29 36
3.40 3 HDG-03C0340A 6 62 20 14 36
3.40 5 HDG-05C0340A 6 66 28 23 36
3.40 8 HDG-08C0340A 6 72 34 29 36
3.50 3 HDG-03C0350A 6 62 20 14 36
3.50 5 HDG-05C0350A 6 66 28 23 36
3.50 8 HDG-08C0350A 6 72 34 29 36
3.60 3 HDG-03C0360A 6 62 20 14 36
3.60 5 HDG-05C0360A 6 66 28 23 36
3.60 8 HDG-08C0360A 6 72 34 29 36
3.70 3 HDG-03C0370A 6 62 20 14 36
3.70 5 HDG-05C0370A 6 66 28 23 36
3.70 8 HDG-08C0370A 6 72 34 29 36
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3.80 3 HDG-03C0380A 4.50 3 HDG-03C0450A
3.80 5 HDG-05C0380A 6 74 36 29 36 4.50 5 HDG-05C0450A 6 74 36 29 36
3.80 8 HDG-08C0380A 6 81 43 36 36 4.50 8 HDG-08C0450A 6 81 43 36 36
3.85 3 HDG-03C0385A 6 66 24 17 36 4.60 3 HDG-03C0460A 6 66 24 17 36
3.85 5 HDG-05C0385A 6 74 36 29 36 4.60 5 HDG-05C0460A 6 74 36 29 36
3.90 3 HDG-03C0390A 6 66 24 17 36 4.60 8 HDG-08C0460A 6 81 43 36 36
3.90 5 HDG-05C0390A 6 74 36 29 36 4.65 3 HDG-03C0465A 6 66 24 17 36
3.90 8 HDG-08C0390A 6 81 43 36 36 4.65 5 HDG-05C0465A 6 74 36 29 36
4.00 3 HDG-03C0400A 6 66 24 17 36 4.70 3 HDG-03C0470A 6 66 24 17 36
4.00 5 HDG-05C0400A 6 74 36 29 36 4.70 5 HDG-05C0470A 6 74 36 29 36
4.00 8 HDG-08C0400A 6 81 43 36 36 4.70 8 HDG-08C0470A 6 81 43 36 36
4.10 3 HDG-03C0410A 6 66 24 17 36 4.80 3 HDG-03C0480A 6 66 28 20 36
4.10 5 HDG-05C0410A 6 74 36 29 36 4.80 5 HDG-05C0480A 6 82 44 35 36
4.10 8 HDG-08C0410A 6 81 43 36 36 4.80 8 HDG-08C0480A 6 95 57 48 36
4.20 3 HDG-03C0420A 6 66 24 17 36 4.90 3 HDG-03C0490A 6 66 28 20 36
4.20 5 HDG-05C0420A 6 74 36 29 36 4.90 5 HDG-05C0490A 6 82 44 35 36
4.20 8 HDG-08C0420A 6 81 43 36 36 4.90 8 HDG-08C0490A 6 95 57 48 36
4.30 3 HDG-03C0430A 6 66 24 17 36 5.00 3 HDG-03C0500A 6 66 28 20 36
4.30 5 HDG-05C0430A 6 74 36 29 36 5.00 5 HDG-05C0500A 6 82 44 35 36
4.30 8 HDG-08C0430A 6 81 43 36 36 5.00 8 HDG-08C0500A 6 95 57 48 36
4.35 3 HDG-03C0435A 6 66 24 17 36 5.10 3 HDG-03C0510A 6 66 28 20 36
4.35 5 HDG-05C0435A 6 74 36 29 36 5.10 5 HDG-05C0510A 6 82 44 35 36
4.40 3 HDG-03C0440A 6 66 24 17 36 5.10 8 HDG-08C0510A 6 95 57 48 36
4.40 5 HDG-05C0440A 6 74 36 29 36 5.20 3 HDG-03C0520A 6 66 28 20 36
4.40 8 HDG-08C0440A 6 81 43 36 36 5.20 5 HDG-05C0520A 6 82 44 35 36
4.45 3 HDG-03C0445A 6 66 24 17 36 5.20 8 HDG-08C0520A 6 95 57 48 36
4.45 5 HDG-05C0445A 6 74 36 29 36 5.25 3 HDG-03C0525A 6 66 28 20 36
5.25 5 HDG-05C0525A 6 82 44 35 36
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5.30 3 HDG-03C0530A 6.00 3 HDG-03C0600A
5.30 5 HDG-05C0530A 6 82 44 35 36 6.00 5 HDG-05C0600A 6 82 44 35 36
5.30 8 HDG-08C0530A 6 95 57 48 36 6.00 8 HDG-08C0600A 6 95 57 48 36
5.40 3 HDG-03C0540A 6 66 28 20 36 6.10 3 HDG-03C0610A 8 79 34 24 36
5.40 5 HDG-05C0540A 6 82 44 35 36 6.10 5 HDG-05C0610A 8 91 53 43 36
5.40 8 HDG-08C0540A 6 95 57 48 36 6.10 8 HDG-08C0610A 8 114 76 66 36
5.50 3 HDG-03C0550A 6 66 28 20 36 6.20 3 HDG-03C0620A 8 79 34 24 36
5.50 5 HDG-05C0550A 6 82 44 35 36 6.20 5 HDG-05C0620A 8 il 53 43 36
5.50 8 HDG-08C0550A 6 95 57 48 36 6.20 8 HDG-08C0620A 8 114 76 66 36
5.565 3 HDG-03C0555A 6 66 28 20 36 6.30 3 HDG-03C0630A 8 79 34 24 36
5.55 5 HDG-05C0555A 6 82 44 35 36 6.30 5 HDG-05C0630A 8 91 53 43 36
5.60 3 HDG-03C0560A 6 66 28 20 36 6.30 8 HDG-08C0630A 8 114 76 66 36
5.60 5 HDG-05C0560A 6 82 44 35 36 6.40 3 HDG-03C0640A 8 79 34 24 36
5.60 8 HDG-08C0560A 6 95 57 48 36 6.40 5 HDG-05C0640A 8 91 53 43 36
5.70 3 HDG-03C0570A 6 66 28 20 36 6.40 8 HDG-08C0640A 8 114 76 66 36
5.70 5 HDG-05C0570A 6 82 44 35 36 6.50 3 HDG-03C0650A 8 79 34 24 36
5.70 8 HDG-08C0570A 6 95 57 48 36 6.50 5 HDG-05C0650A 8 91 53 43 36
5.75 3 HDG-03C0575A 6 66 28 20 36 6.50 8 HDG-08C0650A 8 114 76 66 36
5.75 5 HDG-05C0575A 6 82 44 35 36 6.60 3 HDG-03C0660A 8 79 34 24 36
5.80 3 HDG-03C0580A 6 66 28 20 36 6.60 5 HDG-05C0660A 8 91 53 43 36
5.80 5 HDG-05C0580A 6 82 44 35 36 6.60 8 HDG-08C0660A 8 114 76 66 36
5.80 8 HDG-08C0580A 6 95 57 48 36 6.70 3 HDG-03C0670A 8 79 34 24 36
5.90 3 HDG-03C0590A 6 66 28 20 36 6.70 5 HDG-05C0670A 8 91 53 43 36
5.90 5 HDG-05C0590A 6 82 44 35 36 6.70 8 HDG-08C0670A 8 114 76 66 36
5.90 8 HDG-08C0590A 6 95 57 48 36 6.75 3 HDG-03C0675A 8 79 34 24 36
5.95 3 HDG-03C0595A 6 66 28 20 36 6.75 5 HDG-05C0675A 8 91 53 43 36
5.95 5 HDG-05C0595A 6 82 44 35 36 6.80 3 HDG-03C0680A 8 79 34 24 36
6.80 5 HDG-05C0680A 8 91 53 43 36
6.80 8 HDG-08C0680A 8 114 76 66 36
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8 79 34 24 36 8 79 34 24 36

6.90 3 HDG-03C0690A 7.80 3 HDG-03C0780A

6.90 5 HDG-05C0690A 8 91 53 43 36 7.80 5 HDG-05C0780A 8 91 53 43 36
6.90 8 HDG-08C0690A 8 114 76 66 36 7.80 8 HDG-08C0780A 8 116 76 66 36
7.00 3 HDG-03C0700A 8 79 34 24 36 7.90 3 HDG-03C0790A 8 79 34 24 36
7.00 5 HDG-05C0700A 8 91 53 43 36 7.90 5 HDG-05C0790A 8 91 53 43 36
7.00 8 HDG-08C0700A 8 116 76 66 36 7.90 8 HDG-08C0790A 8 116 76 66 36
7.10 3 HDG-03C0710A 8 79 34 24 36 8.00 3 HDG-03C0800A 8 79 34 24 36
7.10 5 HDG-05C0710A 8 il 53 43 36 8.00 5 HDG-05C0800A 8 il 53 43 36
7.10 8 HDG-08C0710A 8 116 76 66 36 8.00 8 HDG-08C0800A 8 116 76 66 36
7.20 3 HDG-03C0720A 8 79 34 24 36 8.10 3 HDG-03C0810A 10 89 47 35 40
7.20 5 HDG-05C0720A 8 91 53 43 36 8.10 5 HDG-05C0810A 10 108 61 49 40
7.20 8 HDG-08C0720A 8 116 76 66 36 8.10 8 HDG-08C0810A 10 142 95 83 40
7.30 3 HDG-03C0730A 8 79 34 24 36 8.20 3 HDG-03C0820A 10 89 47 35 40
7.30 5 HDG-05C0730A 8 91 53 43 36 8.20 5 HDG-05C0820A 10 108 61 49 40
7.30 8 HDG-08C0730A 8 116 76 66 36 8.20 8 HDG-08C0820A 10 142 95 83 40
7.40 3 HDG-03C0740A 8 79 34 24 36 8.30 3 HDG-03C0830A 10 89 47 35 40
7.40 5 HDG-05C0740A 8 91 53 43 36 8.30 5 HDG-05C0830A 10 103 61 49 40
7.40 8 HDG-08C0740A 8 116 76 66 36 8.30 8 HDG-08C0830A 10 142 95 83 40
7.45 3 HDG-03C0745A 8 79 34 24 36 8.40 3 HDG-03C0840A 10 89 47 35 40
7.45 5 HDG-05C0745A 8 91 53 43 36 8.40 5 HDG-05C0840A 10 108 61 49 40
7.50 3 HDG-03C0750A 8 79 34 24 36 8.40 8 HDG-08C0840A 10 142 95 83 40
7.50 5 HDG-05C0750A 8 91 53 43 36 8.50 3 HDG-03C0850A 10 89 47 35 40
7.50 8 HDG-08C0750A 8 116 76 66 36 8.50 5 HDG-05C0850A 10 103 61 49 40
7.60 3 HDG-03C0760A 8 79 34 24 36 8.50 8 HDG-08C0850A 10 142 95 83 40
7.60 5 HDG-05C0760A 8 91 53 43 36 8.60 3 HDG-03C0860A 10 89 47 35 40
7.60 8 HDG-08C0760A 8 116 76 66 36 8.60 5 HDG-05C0860A 10 108 61 49 40
7.70 3 HDG-03C0770A 8 79 34 24 36 8.60 8 HDG-08C0860A 10 142 95 83 40
7.70 5 HDG-05C0770A 8 91 53 43 36

7.70 8 HDG-08C0770A 8 116 76 66 36
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8.70 3 HDG-03C0870A 10 89 47 35 40
8.70 5 HDG-05C0870A 10 1038 61 49 40
8.70 8 HDG-08C0870A 10 142 95 83 40
8.75 3 HDG-03C0875A 10 89 47 35 40
8.75 5 HDG-05C0875A 10 103 61 49 40
8.80 3 HDG-03C0880A 10 89 47 35 40
8.80 5 HDG-05C0880A 10 108 61 49 40
8.80 8 HDG-08C0880A 10 142 95 83 40
8.90 3 HDG-03C0890A 10 89 47 35 40
8.90 5 HDG-05C0890A 10 103 61 49 40
8.90 8 HDG-08C0890A 10 142 95 83 40
9.00 3 HDG-03C0900A 10 89 47 35 40
9.00 5 HDG-05C0900A 10 108 61 49 40
9.00 8 HDG-08C0900A 10 142 95 83 40
9.10 3 HDG-03C0910A 10 89 47 35 40
9.10 5 HDG-05C0910A 10 108 61 49 40
9.10 8 HDG-08C0910A 10 142 95 83 40
9.20 3 HDG-03C0920A 10 89 47 35 40
9.20 5 HDG-05C0920A 10 108 61 49 40
9.20 8 HDG-08C0920A 10 142 95 83 40
9.30 3 HDG-03C0930A 10 89 47 35 40
9.30 5 HDG-05C0930A 10 108 61 49 40
9.30 8 HDG-08C0930A 10 142 95 83 40
9.35 3 HDG-03C0935A 10 89 47 35 40
9.35 5 HDG-05C0935A 10 103 61 49 40
9.40 3 HDG-03C0940A 10 89 47 35 40
9.40 5 HDG-05C0940A 10 108 61 49 40
9.40 8 HDG-08C0940A 10 142 95 83 40
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HDG-03C0945A 10 89 47 35 40
9.45 5 HDG-05C0945A 10 103 61 49 40
9.50 3 HDG-03C0950A 10 89 47 35 40
9.50 5 HDG-05C0950A 10 108 61 49 40
9.50 8 HDG-08C0950A 10 142 95 83 40
9.60 3 HDG-03C0960A 10 89 47 35 40
9.60 5 HDG-05C0960A 10 108 61 49 40
9.60 8 HDG-08C0960A 10 142 95 83 40
9.70 3 HDG-03C0970A 10 89 47 35 40
9.70 5 HDG-05C0970A 10 103 61 49 40
9.70 8 HDG-08C0970A 10 142 95 83 40
9.80 3 HDG-03C0980A 10 89 47 35 40
9.80 5 HDG-05C0980A 10 103 61 49 40
9.80 8 HDG-08C0980A 10 142 95 83 40
9.90 3 HDG-03C0990A 10 89 47 35 40
9.90 5 HDG-05C0990A 10 108 61 49 40
9.90 8 HDG-08C0990A 10 142 95 83 40
10.00 3 HDG-03C1000A 10 89 47 35 40
10.00 5 HDG-05C1000A 10 108 61 49 40
10.00 8 HDG-08C1000A 10 142 95 83 40
10.10 3 HDG-03C1010A 12 102 55 40 45
10.10 5 HDG-05C1010A 12 118 71 56 45
10.10 8 HDG-08C1010A 12 162 114 99 45
10.20 3 HDG-03C1020A 12 102 65 40 45
10.20 5 HDG-05C1020A 12 118 71 56 45
10.20 8 HDG-08C1020A 12 162 114 e 45
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Drill diameter Drilling depth Type

HDG-03C1025A 12 102 55 40 45
10.25 5 HDG-05C1025A 12 118 71 56 45
10.30 3 HDG-03C1030A 12 102 55 40 45
10.30 5 HDG-05C1030A 12 118 71 56 45
10.30 8 HDG-08C1030A 12 162 114 99 45
10.40 3 HDG-03C1040A 12 102 55 40 45
10.40 5 HDG-05C1040A 12 118 7 56 45
10.40 8 HDG-08C1040A 12 162 114 89 45
10.50 3 HDG-03C1050A 12 102 55 40 45
10.50 5 HDG-05C1050A 12 118 71 56 45
10.50 8 HDG-08C1050A 12 162 114 99 45
10.60 3 HDG-03C1060A 12 102 55 40 45
10.60 5 HDG-05C1060A 12 118 71 56 45
10.60 8 HDG-08C1060A 12 162 114 el 45
10.70 3 HDG-03C1070A 12 102 55 40 45
10.70 5 HDG-05C1070A 12 118 71 56 45
10.70 8 HDG-08C1070A 12 162 114 99 45
10.75 3 HDG-03C1075A 12 102 55 40 45
10.75 5 HDG-05C1075A 12 118 7 56 45
10.80 3 HDG-03C1080A 12 102 65 40 45
10.80 5 HDG-05C1080A 12 118 71 56 45
10.80 8 HDG-08C1080A 12 162 114 99 45
10.90 3 HDG-03C1090A 12 102 55 40 45
10.90 5 HDG-05C1090A 12 118 71 56 45
10.90 8 HDG-08C1090A 12 162 114 99 45
11.00 3 HDG-03C1100A 12 102 55 40 45
11.00 5 HDG-05C1100A 12 118 7 56 45
11.00 8 HDG-08C1100A 12 162 114 el 45
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11.10 3 HDG-03C1110A 12 102 55 40 45
11.10 5 HDG-05C1110A 12 118 71 56 45
11.10 8 HDG-08C1110A 12 162 114 99 45
11.20 3 HDG-03C1120A 12 102 55 40 45
11.20 5 HDG-05C1120A 12 118 71 56 45
11.20 8 HDG-08C1120A 12 162 114 g9 45
11.25 3 HDG-03C1125A 12 102 55 40 45
11.25 5 HDG-05C1125A 12 118 71 56 45
11.30 3 HDG-03C1130A 12 102 55 40 45
11.30 5 HDG-05C1130A 12 118 71 56 45
11.30 8 HDG-08C1130A 12 162 114 99 45
11.35 3 HDG-03C1135A 12 102 55 40 45
11.35 5 HDG-05C1135A 12 118 71 56 45
11.40 3 HDG-03C1140A 12 102 55 40 45
11.40 5 HDG-05C1140A 12 118 71 56 45
11.40 8 HDG-08C1140A 12 162 114 99 45
11.45 3 HDG-03C1145A 12 102 55 40 45
11.45 5 HDG-05C1145A 12 118 71 56 45
11.50 3 HDG-03C1150A 12 102 55 40 45
11.50 (5} HDG-05C1150A 12 118 71 56 45
11.50 8 HDG-08C1150A 12 162 114 99 45
11.60 3 HDG-03C1160A 12 102 55 40 45
11.60 5 HDG-05C1160A 12 118 71 56 45
11.60 8 HDG-08C1160A 12 162 114 99 45
11.70 3 HDG-03C1170A 12 102 55 40 45
11.70 5 HDG-05C1170A 12 118 71 56 45
11.70 8 HDG-08C1170A 12 162 114 99 45
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11.80 3 HDG-03C1180A 12 102 55 40 45
11.80 5 HDG-05C1180A 12 118 71 56 45
11.80 8 HDG-08C1180A 12 162 114 99 45
11.90 3 HDG-03C1190A 12 102 55 40 45
11.90 5 HDG-05C1190A 12 118 71 56 45
11.90 8 HDG-08C1190A 12 162 114 el 45
12.00 3 HDG-03C1200A 12 102 55 40 45
12.00 5 HDG-05C1200A 12 118 71 56 45
12.00 8 HDG-08C1200A 12 162 114 99 45
12.10 3 HDG-03C1210A 14 107 60 43 45
12.10 5 HDG-05C1210A 14 124 77 60 45
12.20 3 HDG-03C1220A 14 107 60 43 45
12.20 5 HDG-05C1220A 14 124 77 60 45
12.25 3 HDG-03C1225A 14 107 60 43 45
12.25 5 HDG-05C1225A 14 124 77 60 45
12.30 3 HDG-03C1230A 14 107 60 43 45
12.30 5 HDG-05C1230A 14 124 7 60 45
12.50 3 HDG-03C1250A 14 107 60 43 45
12.50 5 HDG-05C1250A 14 124 77 60 45
12.50 8 HDG-08C1250A 14 178 133 116 45
12.70 3 HDG-03C1270A 14 107 60 43 45
12.70 5 HDG-05C1270A 14 124 7 60 45
12.70 8 HDG-08C1270A 14 178 133 116 45
12.75 3 HDG-03C1275A 14 107 60 43 45
12.75 5 HDG-05C1275A 14 124 7 60 45
12.80 3 HDG-03C1280A 14 107 60 43 45
12.80 5 HDG-05C1280A 14 124 7 60 45
12.80 8 HDG-08C1280A 14 178 133 116 45
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HDG-03C1290A 14 107 60 43 45
12.90 5 HDG-05C1290A 14 124 7 60 45
13.00 3 HDG-03C1300A 14 107 60 43 45
13.00 5 HDG-05C1300A 14 124 7 60 45
13.00 8 HDG-08C1300A 14 178 133 116 45
13.10 3 HDG-03C1310A 14 107 60 43 45
13.10 5 HDG-05C1310A 14 124 7 60 45
13.35 3 HDG-03C1335A 14 107 60 43 45
13.35 5 HDG-05C1335A 14 124 7 60 45
13.50 3 HDG-03C1350A 14 107 60 43 45
13.50 5 HDG-05C1350A 14 124 77 60 45
13.50 8 HDG-08C1350A 14 178 133 116 45
13.65 3 HDG-03C1365A 14 107 60 43 45
13.65 5 HDG-05C1365A 14 124 7 60 45
13.80 3 HDG-03C1380A 14 107 60 43 45
13.80 5 HDG-05C1380A 14 124 7 60 45
14.00 3 HDG-03C1400A 14 107 60 43 45
14.00 5 HDG-05C1400A 14 124 7 60 45
14.00 8 HDG-08C1400A 14 178 133 116 45
14.25 3 HDG-03C1425A 16 115 65 45 48
14.25 5 HDG-05C1425A 16 133 83 63 48
14.30 3 HDG-03C1430A 16 115 65 45 48
14.30 5 HDG-05C1430A 16 133 83 63 48
14.50 3 HDG-03C1450A 16 115 65 45 48
14.50 5 HDG-05C1450A 16 133 83 63 48
14.50 8 HDG-08C1450A 16 204 162 132 48
14.75 3 HDG-03C1475A 16 115 65 45 48
14.75 5 HDG-05C1475A 16 133 83 63 48
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14.80 3 HDG-03C1480A 16 115 65 45 48
14.80 5 HDG-05C1480A 16 133 83 63 48
14.80 8 HDG-08C1480A 16 204 162 132 48
156.00 3 HDG-03C1500A 16 115 65 45 48
156.00 5 HDG-05C1500A 16 133 83 63 48
15.00 8 HDG-08C1500A 16 204 162 132 48
16.10 3 HDG-03C1510A 16 115 65 45 48
15.10 5 HDG-05C1510A 16 138 83 63 48
156.25 3 HDG-03C1525A 16 115 65 45 48
15.25 5 HDG-05C1525A 16 133 83 63 48
156.35 3 HDG-03C1535A 16 116 65 45 48
156.35 5 HDG-05C1535A 16 133 83 63 48
156.50 3 HDG-03C1550A 16 115 65 45 48
15.50 5 HDG-05C1550A 16 133 83 63 48
156.50 8 HDG-08C1550A 16 204 162 132 48
156.80 3 HDG-03C1580A 16 115 65 45 48
156.80 5 HDG-05C1580A 16 133 83 63 48
16.00 3 HDG-03C1600A 16 115 65 45 48
16.00 5 HDG-05C1600A 16 133 83 63 48
16.00 8 HDG-08C1600A 16 204 162 132 48
16.50 3 HDG-03C1650A 18 123 73 51 48
16.50 5 HDG-05C1650A 18 143 93 71 48
16.50 8 HDG-08C1650A 18 223 171 149 48
16.75 3 HDG-03C1675A 18 123 73 5il 48
16.75 5 HDG-05C1675A 18 143 93 71 48
16.80 3 HDG-03C1680A 18 128 73 51 48
16.80 5 HDG-05C1680A 18 143 93 71 48
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17.00 3 HDG-03C1700A 18 123 73 51 48
17.00 5 HDG-05C1700A 18 143 93 71 48
17.00 8 HDG-08C1700A 18 223 171 149 48
17.50 3 HDG-03C1750A 18 128 73 51 48
17.50 5 HDG-05C1750A 18 143 93 71 48
17.50 8 HDG-08C1750A 18 223 171 149 48
17.80 3 HDG-03C1780A 18 128 73 51 48
17.80 5 HDG-05C1780A 18 143 93 71 48
17.90 3 HDG-03C1790A 18 123 73 51 48
17.90 5 HDG-05C1790A 18 143 93 71 48
18.00 3 HDG-03C1800A 18 128 73 51 48
18.00 5 HDG-05C1800A 18 143 93 71 48
18.00 8 HDG-08C1800A 18 223 171 149 48
18.30 3 HDG-03C1830A 20 131 79 55 50
18.30 5 HDG-05C1830A 20 1563 101 77 50
18.50 3 HDG-03C1850A 20 131 ) 55 50
18.50 5 HDG-05C1850A 20 1563 101 7 50
18.80 3 HDG-03C1880A 20 131 7e) 55 50
18.80 5 HDG-05C1880A 20 1568 101 7 50
19.00 3 HDG-03C1900A 20 131 79 55 50
19.00 5 HDG-05C1900A 20 1563 101 77 50
19.50 3 HDG-03C1950A 20 131 79 55 50
19.50 5 HDG-05C1950A 20 163 101 7 50
19.80 3 HDG-03C1980A 20 131 79 55 50
19.80 5 HDG-05C1980A 20 1563 101 77 50
20.00 3 HDG-03C2000A 20 131 79 55 50
20.00 5 HDG-05C2000A 20 1563 101 77 50
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20.40 3 HDG-03C2040A 20 141 86 60 50
20.40 5 HDG-05C2040A 20 167 112 85 50
20.50 3 HDG-03C2050A 20 141 86 60 50
20.50 5 HDG-05C2050A 20 167 112 85 50
21.00 3 HDG-03C2100A 20 141 86 60 50
21.00 5 HDG-05C2100A 20 167 112 85 50
21.40 3 HDG-03C2140A 20 141 86 60 50
21.40 5 HDG-05C2140A 20 167 112 85 50
21.50 3 HDG-03C2150A 20 141 86 60 50
21.50 5 HDG-05C2150A 20 167 112 85 50
22.00 3 HDG-03C2200A 20 141 86 60 50
22.00 5 HDG-05C2200A 20 167 112 85 50
22.25 3 HDG-03C2225A 25 1563 95 65 56
22.25 5 HDG-05C2225A 25 184 126 98 56
22.50 3 HDG-03C2250A 25 1563 95 65 56
22.25 5 HDG-05C2250A 25 184 126 98 56
23.00 3 HDG-03C2300A 25 1563 95 65 56
23.00 5 HDG-05C2300A 25 184 126 98 56
23.25 3 HDG-03C2325A 25 163 95 65 56
23.25 (5} HDG-05C2325A 25 184 126 98 56
23.50 3 HDG-03C2350A 25 1563 95 65 56
23.50 5 HDG-05C2350A 25 184 126 98 56
24.00 3 HDG-03C2400A 25 163 95 65 56
24.00 5 HDG-05C2400A 25 184 126 98 56
24.50 3 HDG-03C2450A 25 1563 95 65 56
24.50 5 HDG-05C2450A 25 184 126 98 56
25.00 3 HDG-03C2500A 25 168 95 65 56
25.00 5 HDG-05C2500A 25 184 126 98 56
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$ESLEZD (m7) SETLREE A= EZ‘SRT_" Basic dimension (mm) $ESLEAR D (m7) SETL RS FiTE=] EZ‘SRT_" Basic dimension (mm)

6 62 20 14 36 6 66 24 17 36

3.00 3 HDS-03C0300A 4.20 3 HDS-03C0420A

3.00 5 HDS-05C0300A 6 66 28 23 36 4.20 5 HDS-05C0420A 6 74 36 29 36
3.10 3 HDS-03C0310A 6 62 20 14 36 4.30 3 HDS-03C0430A 6 66 24 17 36
3.10 5 HDS-05C0310A 6 66 28 23 36 4.30 5 HDS-05C0430A 6 74 36 29 36
3.20 3 HDS-03C0320A 6 62 20 14 36 4.40 3 HDS-03C0440A 6 66 24 17 36
3.20 5 HDS-05C0320A 6 66 28 23 36 4.40 5 HDS-05C0440A 6 74 36 29 36
3.25 3 HDS-03C0325A 6 62 20 14 36 4.50 3 HDS-03C0450A 6 66 24 17 36
3.25 5 HDS-05C0325A 6 66 28 23 36 4.50 5 HDS-05C0450A 6 74 36 29 36
3.30 3 HDS-03C0330A 6 62 20 14 36 4.60 3 HDS-03C0460A 6 66 24 17 36
3.30 5 HDS-05C0330A 6 66 28 23 36 4.60 5 HDS-05C0460A 6 74 36 29 36
3.40 3 HDS-03C0340A 6 62 20 14 36 4.65 3 HDS-03C0465A 6 66 24 17 36
3.40 5 HDS-05C0340A 6 66 28 23 36 4.65 5 HDS-05C0465A 6 74 36 29 36
3.50 3 HDS-03C0350A 6 62 20 14 36 4.70 3 HDS-03C0470A 6 66 24 17 36
3.50 5 HDS-05C0350A 6 66 28 23 36 4.70 5 HDS-05C0470A 6 74 36 29 36
3.60 3 HDS-03C0360A 6 62 20 14 36 4.80 3 HDS-03C0480A 6 66 28 20 36
3.60 5 HDS-05C0360A 6 66 28 23 36 4.80 5 HDS-05C0480A 6 82 44 35 36
3.70 3 HDS-03C0370A 6 62 20 14 36 4.90 3 HDS-03C0490A 6 66 28 20 36
3.70 5 HDS-05C0370A 6 66 28 23 36 4.90 5 HDS-05C0490A 6 82 44 35 36
3.80 3 HDS-03C0380A 6 66 24 17 36 5.00 3 HDS-03C0500A 6 66 28 20 36
3.80 5 HDS-05C0380A 6 74 36 29 36 5.00 5 HDS-05C0500A 6 82 44 35 36
3.90 3 HDS-03C0390A 6 66 24 17 36 5.10 3 HDS-03C0510A 6 66 28 20 36
3.90 5 HDS-05C0390A 6 74 36 29 36 5.10 5 HDS-05C0510A 6 82 44 35 36
4.00 3 HDS-03C0400A 6 66 24 17 36 5.20 3 HDS-03C0520A 6 66 28 20 36
4.00 5 HDS-05C0400A 6 74 36 29 36 5.20 5 HDS-05C0520A 6 82 44 35 36
4.10 3 HDS-03C0410A 6 66 24 17 36 5.30 3 HDS-03C0530A 6 66 28 20 36
4.10 5 HDS-05C0410A 6 74 36 29 36 5.30 5 HDS-05C0530A 6 82 44 35 36
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BEHER
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$ESLEZD (m7) SETLREE A= EZ‘SRT_" Basic dimension (mm) $ESLEAR D (m7) SETL RS FiTE=] EZ‘SRT_" Basic dimension (mm)

6 66 28 20 36 8 79 34 24 36

5.40 3 HDS-03C0540A 6.60 3 HDS-03C0660A
5.40 5 HDS-05C0540A 6 82 44 35 36 6.60 5 HDS-05C0660A 8 91 53 43 36
5.50 3 HDS-03C0550A 6 66 28 20 36 6.70 3 HDS-03C0670A 8 79 34 24 36
5.50 5 HDS-05C0550A 6 82 44 35 36 6.70 5 HDS-05C0670A 8 91 53 43 36
5.60 3 HDS-03C0560A 6 66 28 20 36 6.75 3 HDS-03C0675A 8 79 34 24 36
5.60 5 HDS-05C0560A 6 82 44 35 36 6.75 5 HDS-05C0675A 8 91 53 43 36
5.70 3 HDS-03C0570A 6 66 28 20 36 6.90 3 HDS-03C0690A 8 79 34 24 36
5.70 5 HDS-05C0570A 6 82 44 35 36 6.90 5 HDS-05C0690A 8 il 53 43 36
5.80 3 HDS-03C0580A 6 66 28 20 36 7.00 3 HDS-03C0700A 8 79 34 24 36
5.80 5 HDS-05C0580A 6 82 44 35 36 7.00 5 HDS-05C0700A 8 91 53 43 36
5.90 3 HDS-03C0590A 6 66 28 20 36 7.10 3 HDS-03C0710A 8 79 41 29 36
5.90 5 HDS-05C0590A 6 82 44 35 36 7.10 5 HDS-05C0710A 8 il 53 43 36
6.00 3 HDS-03C0600A 6 66 28 20 36 7.20 3 HDS-03C0720A 8 79 41 29 36
6.00 5 HDS-05C0600A 6 82 44 35 36 7.20 5 HDS-05C0720A 8 91 53 43 36
6.10 3 HDS-03C0610A 6 79 34 24 36 7.30 3 HDS-03C0730A 8 79 41 29 36
6.10 5 HDS-05C0610A 6 9il 53 43 36 7.30 5 HDS-05C0730A 8 91l 53 43 36
6.20 3 HDS-03C0620A 6 79 34 24 36 7.40 3 HDS-03C0740A 8 79 41 29 36
6.20 5 HDS-05C0620A 6 91 53 43 36 7.40 5 HDS-05C0740A 8 91 53 43 36
6.30 3 HDS-03C0630A 6 79 34 24 36 7.50 3 HDS-03C0750A 8 79 41 29 36
6.30 5 HDS-05C0630A 6 91 53 43 36 7.50 5 HDS-05C0750A 8 91 53 43 36
6.40 3 HDS-03C0640A 6 79 34 24 36 7.60 3 HDS-03C0760A 8 79 41 29 36
6.40 5 HDS-05C0640A 6 91 53 43 36 7.60 5 HDS-05C0760A 8 91 53 43 36
6.50 3 HDS-03C0650A 6 79 34 24 36 7.70 3 HDS-03C0770A 8 79 41 29 36
6.50 5 HDS-05C0650A 6 91 53 43 36 7.70 5 HDS-05C0770A 8 91l 53 43 36
7.80 3 HDS-03C0780A 8 79 41 29 36
7.80 5 HDS-05C0780A 8 91 53 43 36
7.90 3 HDS-03C0790A 8 79 41 29 36
7.90 5 HDS-05C0790A 8 91 53 43 36
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AEEHINT HDS RFIRFIESh ez FEEHINT HDS RFIFFIESh (Puosnz)

HDS Series Twist Drills for Machining Stainless Steel (internal coolant) HDS Series Twist Drills for Machining Stainless Steel (internal coolant)

BEHER
Cylindrical
straight handle

: o —

— | ¢ ————» le—— L4 —»| — | ¢ ————» le—— L4 —»|

NaNo
H B TiAIN
: : Coating

: sa—

$ESLEZD (m7) SETLREE A= EZ‘SRT_" Basic dimension (mm) $ESLEAR D (m7) SETL RS FiTE=] EZ‘SRT_" Basic dimension (mm)

8 79 41 29 36 10 89 47 35 40

8.00 3 HDS-03C0800A 9.20 3 HDS-03C0920A
8.00 5 HDS-05C0800A 8 91 53 43 36 9.20 5 HDS-05C0920A 10 103 61 49 40
8.10 3 HDS-03C0810A 10 89 47 35 40 9.30 3 HDS-03C0930A 10 89 47 35 40
8.10 5 HDS-05C0810A 10 108 61 49 40 9.30 5 HDS-05C0930A 10 108 61 49 40
8.20 3 HDS-03C0820A 10 89 47 35 40 9.40 3 HDS-03C0940A 10 89 47 35 40
8.20 5 HDS-05C0820A 10 1038 61 49 40 9.40 5 HDS-05C0940A 10 1038 61 49 40
8.30 3 HDS-03C0830A 10 89 47 35 40 9.50 3 HDS-03C0950A 10 89 47 35 40
8.30 5 HDS-05C0830A 10 108 61 49 40 9.50 5 HDS-05C0950A 10 108 61 49 40
8.40 3 HDS-03C0840A 10 89 47 35 40 9.60 3 HDS-03C0960A 10 89 47 35 40
8.40 5 HDS-05C0840A 10 108 61 49 40 9.60 5 HDS-05C0960A 10 108 61 49 40
8.50 3 HDS-03C0850A 10 89 47 35 40 9.70 3 HDS-03C0970A 10 89 47 35 40
8.50 5 HDS-05C0850A 10 108 61 49 40 €10 5 HDS-05C0970A 10 108 61 49 40
8.60 3 HDS-03C0860A 10 89 47 35 40 9.80 3 HDS-03C0980A 10 89 47 35 40
8.60 5 HDS-05C0860A 10 108 61 49 40 9.80 5 HDS-05C0980A 10 108 61 49 40
8.70 3 HDS-03C0870A 10 89 47 35 40 9.90 3 HDS-03C0990A 10 89 47 35 40
8.70 5 HDS-05C0870A 10 108 61 49 40 9.90 5 HDS-05C0990A 10 108 61 49 40
8.80 3 HDS-03C0880A 10 89 47 35 40 10.00 3 HDS-03C1000A 10 89 47 35 40
8.80 5 HDS-05C0880A 10 108 61 49 40 10.00 5 HDS-05C1000A 10 108 61 49 40
8.90 3 HDS-03C0890A 10 89 47 35 40 10.10 3 HDS-03C1010A 12 102 55 40 45
8.90 5 HDS-05C0890A 10 103 61 49 40 10.10 5 HDS-05C1010A 12 118 71 56 45
9.00 3 HDS-03C0900A 10 89 47 35 40 10.25 3 HDS-03C1025A 12 102 55 40 45
9.00 5 HDS-05C0900A 10 108 61 49 40 10.25 5 HDS-05C1025A 12 118 71 56 45
9.10 3 HDS-03C0910A 10 89 47 35 40 10.30 3 HDS-03C1030A 12 102 55 40 45
9.10 5 HDS-05C0910A 10 108 61 49 40 10.30 5 HDS-05C1030A 12 118 71 56 45
10.40 3 HDS-03C1040A 12 102 55 40 45
10.40 5 HDS-05C1040A 12 118 71 56 45
10.50 3 HDS-03C1050A 12 102 55 40 45
10.50 5 HDS-05C1050A 12 118 71 56 45
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HDS Series Twist Drills for Machining Stainless Steel (internal coolant) HDS Series Twist Drills for Machining Stainless Steel (internal coolant)

yindrical yindrical

ca Cylindrica
ght handle straight handle

)
strai

140“6
I

— | ¢ ————» le—— L4 —»| — | ¢ ————» le—— L4 —»|

$hEEED (m7) | H#HFLRE BS $hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type Drill diameter Drilling depth Type
10.60 3 HDS-03C1060A 12 102 55 40 45 11.90 3 HDS-03C1190A 12 102 55 40 45
10.60 5 HDS-05C1060A 12 118 71 56 45 11.90 5 HDS-05C1190A 12 118 71 56 45
10.70 3 HDS-03C1070A 12 102 55 40 45 12.00 3 HDS-03C1200A 12 102 55 40 45
10.70 5 HDS-05C1070A 12 118 71 56 45 12.00 5 HDS-05C1200A 12 118 71 56 45
10.80 3 HDS-03C1080A 12 102 55 40 45 12.25 3 HDS-03C1225A 14 107 60 43 45
10.80 5 HDS-05C1080A 12 118 71 56 45 12.25 5 HDS-05C1225A 14 124 7 60 45
10.90 3 HDS-03C1090A 12 102 55 40 45 12.30 3 HDS-03C1230A 14 107 60 43 45
10.90 5 HDS-05C1090A 12 118 71 56 45 12.30 5 HDS-05C1230A 14 124 7 60 45
11.00 3 HDS-03C1100A 12 102 55 40 45 12.50 3 HDS-03C1250A 14 107 60 43 45
11.00 5 HDS-05C1100A 12 118 71 56 45 12.50 5 HDS-05C1250A 14 124 7 60 45
11.10 3 HDS-03C1110A 12 102 55 40 45 12.70 3 HDS-03C1270A 14 107 60 43 45
11.10 5 HDS-05C1110A 12 118 71 56 45 12.70 5 HDS-05C1270A 14 124 7 60 45
11.20 3 HDS-03C1120A 12 102 55 40 45 12.75 3 HDS-03C1275A 14 107 60 43 45
11.20 5 HDS-05C1120A 12 118 Al 56 45 12.75 5 HDS-05C1275A 14 124 7 60 45
11.30 3 HDS-03C1130A 12 102 55 40 45 12.80 3 HDS-03C1280A 14 107 60 43 45
11.30 5 HDS-05C1130A 12 118 71 56 45 12.80 5 HDS-05C1280A 14 124 7 60 45
11.40 3 HDS-03C1140A 12 102 55 40 45 13.00 3 HDS-03C1300A 14 107 60 43 45
11.40 5 HDS-05C1140A 12 118 71 56 45 13.00 5 HDS-05C1300A 14 124 7 60 45
11.50 3 HDS-03C1150A 12 102 55 40 45 13.10 3 HDS-03C1310A 14 107 60 43 45
11.50 (5} HDS-05C1150A 12 118 71 56 45 13.10 (5} HDS-05C1310A 14 124 7 60 45
11.60 3 HDS-03C1160A 12 102 55 40 45 13.50 3 HDS-03C1350A 14 107 60 43 45
11.60 5 HDS-05C1160A 12 118 71 56 45 13.50 5 HDS-05C1350A 14 124 7 60 45
11.70 3 HDS-03C1170A 12 102 55 40 45 13.80 3 HDS-03C1380A 14 107 60 43 45
11.70 5 HDS-05C1170A 12 118 71 56 45 13.80 (5} HDS-05C1380A 14 124 7 60 45
11.80 3 HDS-03C1180A 12 102 55 40 45 14.00 3 HDS-03C1400A 14 107 60 43 45
11.80 5 HDS-05C1180A 12 118 71 56 45 14.00 5 HDS-05C1400A 14 124 7 60 45
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HDS Series Twist Drills for Machining Stainless Steel (internal coolant) HDS Series Twist Drills for Machining Stainless Steel (internal coolant)

BEHER
Cylindrical
straight handle

: o —

— | ¢ ————» le—— L4 —»| — | ¢ ————» le—— L4 —»|

NaNo
H B TiAIN
: : Coating

: sa—

$ESLEZD (m7) SETLREE A= EZ‘SRT_" Basic dimension (mm) $ESLEAR D (m7) SETL RS FiTE=] EZ‘SRT_" Basic dimension (mm)

16 45 48 18 51 48

14.25 3 HDS-03C1425A 115 65 17.00 3 HDS-03C1700A 123 73

14.25 5 HDS-05C1425A 16 133 83 63 48 17.00 5 HDS-05C1700A 18 143 93 71 48
14.30 3 HDS-03C1430A 16 115 65 45 48 17.50 3 HDS-03C1750A 18 128 73 51 48
14.30 5 HDS-05C1430A 16 138 83 63 48 17.50 5 HDS-05C1750A 18 143 93 71 48
14.50 3 HDS-03C1450A 16 115 65 45 48 17.80 3 HDS-03C1780A 18 123 73 51 48
14.50 5 HDS-05C1450A 16 133 83 63 48 17.80 5 HDS-05C1780A 18 143 93 7 48
14.75 3 HDS-03C1475A 16 115 65 45 48 18.00 3 HDS-03C1800A 18 128 73 51 48
14.75 5 HDS-05C1475A 16 138 83 63 48 18.00 5 HDS-05C1800A 18 143 93 71 48
14.80 3 HDS-03C1480A 16 115 65 45 48 18.50 3 HDS-03C1850A 20 131 79 55 50
14.80 5 HDS-05C1480A 16 133 83 63 48 18.50 5 HDS-05C1850A 20 1563 101 7 50
156.00 3 HDS-03C1500A 16 116 65 45 48 18.80 3 HDS-03C1880A 20 131 79 55 50
15.00 5 HDS-05C1500A 16 133 83 63 48 18.80 5 HDS-05C1880A 20 1563 101 7 50
156.10 3 HDS-03C1510A 16 115 65 45 48 19.00 3 HDS-03C1900A 20 131 79 55 50
15.10 5 HDS-05C1510A 16 133 83 63 48 19.00 5 HDS-05C1900A 20 1563 101 77 50
156.50 3 HDS-03C1550A 16 115 65 45 48 19.50 3 HDS-03C1950A 20 131 79 55 50
156.50 5 HDS-05C1550A 16 138 83 63 48 19.50 5 HDS-05C1950A 20 1563 101 7 50
156.80 3 HDS-03C1580A 16 115 65 45 48 19.80 3 HDS-03C1980A 20 131 79 55 50
15.80 5 HDS-05C1580A 16 138 83 63 48 19.80 5 HDS-05C1980A 20 1563 101 77 50
16.00 3 HDS-03C1600A 16 115 65 45 48 20.00 3 HDS-03C2000A 20 131 79 55 50
16.00 5 HDS-05C1600A 16 133 83 63 48 20.00 5 HDS-05C2000A 20 1563 101 v 50
16.50 3 HDS-03C1650A 18 123 73 51 48

16.50 5 HDS-05C1650A 18 143 93 71 48

16.75 3 HDS-03C1675A 18 128 73 51 48

16.75 5 HDS-05C1675A 18 143 93 7 48

16.80 3 HDS-03C1680A 18 123 73 51 48

16.80 5 HDS-05C1680A 18 143 93 71 48
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HDK Series Twist Drills for Machining Cast Iron (External coolant)

,
straight handle

140°0 jI;
|«———Lm —— _
Lc |

L4

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
3.00 3 HDK-03NO300A 6 62 20 16 36
3.00 5 HDK-05NO300A 6 66 28 24 36
3.30 3 HDK-03NO330A 6 62 20 15 36
3.30 5 HDK-05NO330A 6 66 28 23 36
4.00 3 HDK-03NO400A 6 66 24 18 36
4.00 5 HDK-05N0400A 6 74 36 30 36
4.20 3 HDK-03N0420A 6 66 24 18 36
4.20 5 HDK-05N0420A 6 74 36 30 36
5.00 3 HDK-03NO500A 6 66 28 20 36
5.00 5 HDK-05NO500A 6 82 44 36 36
6.00 3 HDK-03NOG00A 6 66 28 19 36
6.00 5 HDK-05NOG00A 6 82 44 35 36
6.80 3 HDK-03NO680A 8 79 34 24 36
6.80 5 HDK-05NO680A 8 il 53 43 36
7.00 3 HDK-03NO700A 8 79 34 24 36
7.00 5 HDK-05NO700A 8 91l 53 43 36
8.00 3 HDK-03NO800A 8 79 41 29 36
8.00 5 HDK-05NO800A 8 o1 53 41 36
8.50 3 HDK-03NO850A 10 89 47 34 40
8.50 5 HDK-05NO850A 10 108 61 48 40
9.00 3 HDK-03NO900A 10 89 47 33 40
9.00 5 HDK-05NO900A 10 108 61 48 40
10.00 3 HDK-03N1000A 10 89 47 32 40
10.00 5 HDK-05N1000A 10 108 61 46 40
10.25 3 HDK-03N1025A 12 102 55 40 45
10.25 5 HDK-05N1025A 12 118 71 56 45
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HDK Series Twist Drills for Machining Cast Iron (External coolant)

yindrical

cal
ght handle

)
strai

L4

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
10.50 3 HDK-03N1050A 12 102 55 39 45
10.50 5 HDK-05N1050A 12 118 71 55 45
11.00 3 HDK-03N1100A 12 102 55 39 45
11.00 5 HDK-05N1100A 12 118 71 54 45
12.00 3 HDK-03N1200A 12 102 55 37 45
12.00 5 HDK-05N1200A 12 118 71 53 45
12.50 3 HDK-03N1250A 14 107 60 41 45
12.50 5 HDK-05N1250A 14 124 7 58 45
13.00 3 HDK-03N1300A 14 107 60 41 45
13.00 5 HDK-05N1300A 14 124 7 58 45
14.00 3 HDK-03N1400A 14 107 60 39 45
14.00 5 HDK-05N1400A 14 124 7 56 45
14.50 3 HDK-03N1450A 16 115 65 43 48
14.50 5 HDK-05N1450A 16 133 83 61 48
156.00 3 HDK-03N1500A 16 115 65 43 48
156.00 5 HDK-05N1500A 16 138 83 61 48
16.00 3 HDK-03N1600A 16 115 65 41 48
16.00 5 HDK-05N1600A 16 133 83 59 48
17.00 3 HDK-03N1700A 18 128 73 48 48
17.00 (5} HDK-05N1700A 18 143 93 68 48
18.00 3 HDK-03N1800A 18 123 73 46 48
18.00 5 HDK-05N1800A 18 143 93 66 48
19.00 3 HDK-03N1900A 20 131 79 51 50
19.00 5 HDK-05N1900A 20 163 101 73 50
20.00 3 HDK-03N2000A 20 131 79 49 50
20.00 5 HDK-05N2000A 20 1568 101 71 50

14070 :I;
|«———Lm —— I~
Lc |
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HDK Series Twist Drills for Machining Cast Iron (internal coolant)

yindrical

cal
ght handle

)
strai

282

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
5.00 3 HDK-03C0500A 6 66 28 21 36
5.00 5 HDK-05C0500A 6 66 44 37 44
6.00 3 HDK-03CO600A 6 66 28 19 36
6.00 5 HDK-05CO600A 6 82 44 35 36
6.80 3 HDK-03C0680A 8 79 34 24 36
6.80 5 HDK-05C0680A 8 91 53 43 36
7.00 3 HDK-03C0700A 8 79 34 24 36
7.00 5 HDK-05C0700A 8 il 53 43 36
8.00 3 HDK-03C0800A 8 79 41 29 36
8.00 5 HDK-05C0800A 8 il 53 41 36
8.50 3 HDK-03C0850A 10 89 47 34 40
8.50 5 HDK-05C0850A 10 108 61 48 40
9.00 3 HDK-03C0900A 10 89 47 34 40
9.00 5 HDK-05C0900A 10 103 61 48 40
10.00 3 HDK-03C1000A 10 89 47 32 40
10.00 5 HDK-05C1000A 10 108 61 46 40
10.25 3 HDK-03C1025A 12 102 55 40 45
10.25 5 HDK-05C1025A 12 118 71 56 45
10.50 3 HDK-03C1050A 12 102 55 39 45
10.50 5 HDK-05C1050A 12 118 71 55 45
11.00 3 HDK-03C1100A 12 102 55 39 45
11.00 5 HDK-05C1100A 12 118 71 55 45
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HDK Series Twist Drills for Machining Cast Iron (internal coolant) HDH Series Twist Drills for Machining Hardness Material (External coolant)

NaNo
TiAIN
HE

XY<—Lm—> -
o m 10 (of %r_ﬁ
7Z<— Lc—»L

Coating

>

$ESLEZD (m7) SETLREE A= EZ'SRT_" Basic dimension (mm) SESLEE D (m7) =) EZ‘SRT_" Basic dimension (mm)
12 37 45 4 55 22 16

12.00 3 HDK-03C1200A 102 55 4.00 HDH-03N0400Y

12.00 5 HDK-05C1200A 12 118 71 53 45 5.00 HDH-03N0500Y 5 62 26 18
12.50 3 HDK-03C1250A 14 107 60 41 45 6.00 HDH-03N0600Y 6 66 28 19
12.50 5 HDK-05C1250A 14 124 7 58 45 7.00 HDH-03N0O700Y 7 74 34 24
13.00 3 HDK-03C1300A 14 107 60 41 45 8.00 HDH-03N0800Y 8 79 37 25
13.00 5 HDK-056C1300A 14 124 v 58 45 9.00 HDH-03N0900Y 9 84 40 27
14.00 3 HDK-03C1400A 14 107 60 39 45 10.00 HDH-03N1000Y 10 89 43 28
14.00 5 HDK-05C1400A 14 124 7 56 45 11.00 HDH-03N1100Y 11 95 47 31
14.50 3 HDK-03C1450A 16 115 65 43 48 12.00 HDH-03N1200Y 12 102 51 33
14.50 5 HDK-05C1450A 16 133 83 61 48 13.00 HDH-03N1300Y 13 102 51 32
156.00 3 HDK-03C1500A 16 116 65 43 48 14.00 HDH-03N1400Y 14 107 54 33
15.00 5 HDK-05C1500A 16 133 83 61 48 156.00 HDH-03N1500Y 15 111 56 34
16.00 3 HDK-03C1600A 16 115 65 41 48 16.00 HDH-03N1600Y 16 115 58 34
16.00 5 HDK-05C1600A 16 133 83 59 48

17.00 3 HDK-03C1700A 18 128 73 48 48

17.00 5 HDK-05C1700A 18 143 93 68 48

18.00 3 HDK-03C1800A 18 123 73 46 48

18.00 5 HDK-05C1800A 18 143 93 66 48

19.00 3 HDK-03C1900A 20 131 79 51 50

19.00 5 HDK-05C1900A 20 1563 101 73 50

20.00 3 HDK-03C2000A 20 131 79 49 50

20.00 5 HDK-05C2000A 20 1568 101 71 50

284 285




JIHRCT JIHRCT

AT HDKZ RFIEIES, Ghezm) SESEINT HDKZ R 5 EEE ohesm)

HDKZ Series Straight Flute Drills for Machining Cast Iron (External coolant) HDKZ Series Straight Flute Drills for Machining Cast Iron (External coolant)

: H TIAIN :

: : R :

; : - : cal

2 : Coating : straight handle

|<— Lm—s|

wolehe——1-1— — }b
| ¢ "L

P—

%E%Eié dl (h8) g!% EZ‘SRT_" Basic dimension (mm) %E%E?é dl (h8) gg% EZ‘SRT_" Basic dimension (mm)

6 74 36 30 36 74 36 30 36

4.00 HDKZ-05N0400A 4.00 HDKZ-05C0400A 6
4.20 HDKZ-05N0420A 6 74 36 30 36 4.20 HDKZ-05C0420A 6 74 36 30 36
5.00 HDKZ-05NO500A 6 82 44 37 36 5.00 HDKZ-05C0500A 6 82 44 37 36
6.00 HDKZ-05NO600A 6 82 44 35 36 6.00 HDKZ-05C0600A 6 82 44 35 36
6.80 HDKZ-05NO680A 8 91 53 43 36 6.80 HDKZ-05C0680A 8 91 53 43 36
7.00 HDKZ-05N0700A 8 91 53 43 36 7.00 HDKZ-05C0700A 8 91 53 43 36
8.00 HDKZ-05NO800A 8 91 53 41 36 8.00 HDKZ-05C0800A 8 91 53 41 36
8.50 HDKZ-05NO850A 10 103 61 48 40 8.50 HDKZ-05C0850A 10 103 61 48 40
9.00 HDKZ-05N0O900A 10 103 61 48 40 9.00 HDKZ-05C0900A 10 103 61 48 40
10.00 HDKZ-05N1000A 10 103 61 46 40 10.00 HDKZ-05C1000A 10 103 61 46 40
10.25 HDKZ-05N1025A 12 118 71 56 45 10.25 HDKZ-05C1025A 12 118 7 56 45
11.00 HDKZ-05N1100A 12 118 71 55 45 11.00 HDKZ-05C1100A 12 118 71 55 45
12.00 HDKZ-05N1200A 12 118 71 53 45 12.00 HDKZ-05C1200A 12 118 7 53 45
13.00 HDKZ-05N1300A 14 124 77 58 45 13.00 HDKZ-05C1300A 14 124 77 58 45
14.00 HDKZ-05N1400A 14 124 77 56 45 14.00 HDKZ-05C1400A 14 124 77 56 45
156.00 HDKZ-05N1500A 16 133 83 61 48 156.00 HDKZ-05C1500A 16 133 83 61 48
15.60 HDKZ-05N1550A 16 133 83 60 48 15.50 HDKZ-05C1550A 16 133 83 60 48
16.00 HDKZ-05N1600A 16 133 83 59 48 16.00 HDKZ-05C1600A 16 133 83 59 48
17.00 HDKZ-05N1700A 18 143 93 68 48 17.00 HDKZ-05C1700A 18 143 93 68 48
17.50 HDKZ-05N1750A 18 143 93 67 48 17.50 HDKZ-05C1750A 18 143 93 67 48
18.00 HDKZ-05N1800A 18 143 93 66 48 18.00 HDKZ-05C1800A 18 143 93 66 48
19.50 HDKZ-05N1950A 20 163 101 72 50 19.50 HDKZ-05C1950A 20 163 101 72 50
20.00 HDKZ-05N2000A 20 153 101 71 50 20.00 HDKZ-05C2000A 20 153 101 71 50
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)

S SSSSsS——

s & Nola]
L

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
3.00 12 HDL-12C0300A 6 90 50 40 36
3.00 20 HDL-20C0300A 6 110 70 62 36
3.00 30 HDL-30C0300A 6 140 100 92 36
3.10 12 HDL-12C0310A 6 90 50 40 36
3.10 20 HDL-20C0310A 6 123 83 72 36
3.10 30 HDL-30C0310A 6 160 120 108 36
3.20 12 HDL-12C0320A 6 90 50 40 36
3.20 20 HDL-20C0320A 6 123 83 72 36
3.20 30 HDL-30C0320A 6 160 120 108 36
3.30 12 HDL-12C0330A 6 90 50 40 36
3.30 20 HDL-20C0330A 6 128 83 72 36
3.30 30 HDL-30C0330A 6 160 120 108 36
3.40 12 HDL-12C0340A 6 90 50 40 36
3.40 20 HDL-20C0340A 6 123 83 72 36
3.40 30 HDL-30C0340A 6 160 120 108 36
3.50 12 HDL-12C0350A 6 90 50 40 36
3.50 20 HDL-20C0350A 6 123 83 72 36
3.50 30 HDL-30C0350A 6 160 120 108 36
3.60 12 HDL-12C0360A 6 90 50 40 36
3.60 20 HDL-20C0360A 6 136 96 84 36
3.60 30 HDL-30C0360A 6 176 136 124 36
3.70 12 HDL-12C0370A 6 90 50 46 36
3.70 20 HDL-20C0370A 6 136 96 84 36
3.70 30 HDL-30C0370A 6 176 136 124 36
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)

SESSSS.S—

(=—C ol=]=}
L

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
3.80 12 HDL-12C0380A 6 90 50 46 36
3.80 20 HDL-20C0380A 6 136 96 84 36
3.80 30 HDL-30C0380A 6 176 136 124 36
3.90 12 HDL-12C0390A 6 90 50 46 36
3.90 20 HDL-20C0390A 6 136 96 84 36
3.90 30 HDL-30C0390A 6 176 136 124 36
4.00 12 HDL-12C0400A 6 90 50 46 36
4.00 20 HDL-20C0400A 6 136 96 84 36
4.00 30 HDL-30C0400A 6 176 136 124 36
4.10 12 HDL-12C0410A 6 102 64 56 36
4.10 20 HDL-20C0410A 6 148 108 96 36
4.10 30 HDL-30C0410A 6 192 162 140 36
4.20 12 HDL-12C0420A 6 102 64 56 36
4.20 20 HDL-20C0420A 6 148 108 96 36
4.20 30 HDL-30C0420A 6 192 162 140 36
4.30 12 HDL-12C0430A 6 102 64 56 36
4.30 20 HDL-20C0430A 6 148 108 96 36
4.30 30 HDL-30C0430A 6 192 162 140 36
4.40 12 HDL-12C0440A 6 102 64 56 36
4.40 20 HDL-20C0440A 6 148 108 96 36
4.40 30 HDL-30C0440A 6 192 162 140 36
4.50 12 HDL-12C0450A 6 102 64 56 36
4.50 20 HDL-20C0450A 6 148 108 96 36
4.50 30 HDL-30C0450A 6 192 162 140 36
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)

S SSSSsS——

s & Nola]
L

$hEEED (m7) | H#HFLRE BS
Drill diameter Drilling depth Type
4.60 12 HDL-12C0460A 6 102 64 56 36
4.60 20 HDL-20C0460A 6 158 118 106 36
4.60 30 HDL-30C0460A 6 208 168 156 36
4.70 12 HDL-12C0470A 6 102 64 56 36
4.70 20 HDL-20C0470A 6 158 118 106 36
4.70 30 HDL-30C0470A 6 208 168 156 36
4.80 12 HDL-12C0480A 6 102 64 56 36
4.80 20 HDL-20C0480A 6 1568 118 106 36
4.80 30 HDL-30C0480A 6 208 168 156 36
4.90 12 HDL-12C0490A 6 102 64 56 36
4.90 20 HDL-20C0490A 6 168 118 106 36
4.90 30 HDL-30C0490A 6 208 168 156 36
5.00 12 HDL-12C0500A 6 116 78 72 36
5.00 20 HDL-20C0500A 6 158 118 106 36
5.00 30 HDL-30C0500A 6 208 168 156 36
5.10 12 HDL-12C0510A 6 116 78 72 36
5.10 20 HDL-20C0510A 6 168 128 116 36
5.10 30 HDL-30C0510A 6 228 188 170 36
5.20 12 HDL-12C0520A 6 116 78 72 36
5.20 20 HDL-20C0520A 6 168 128 116 36
5.20 30 HDL-30C0520A 6 228 188 170 36
5.30 12 HDL-12C0530A 6 116 78 72 36
5.30 20 HDL-20C0530A 6 168 128 116 36
5.30 30 HDL-30C0530A 6 228 188 170 36
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)
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L

$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
5.40 12 HDL-12C0540A 6 116 78 72 36
5.40 20 HDL-20C0540A 6 168 128 116 36
5.40 30 HDL-30C0540A 6 228 188 170 36
5.50 12 HDL-12C0550A 6 116 78 72 36
5.50 20 HDL-20C0550A 6 168 128 116 36
5.50 30 HDL-30C0550A 6 228 188 170 36
5.60 12 HDL-12C0560A 6 116 78 72 36
5.60 20 HDL-20C0560A 6 180 140 126 36
5.60 30 HDL-30C0560A 6 240 200 182 36
5.70 12 HDL-12C0570A 6 116 78 72 36
5.70 20 HDL-20C0570A 6 180 140 126 36
5.70 30 HDL-30C0570A 6 240 200 182 36
5.80 12 HDL-12C0580A 6 116 78 72 36
5.80 20 HDL-20C0580A 6 180 140 126 36
5.80 30 HDL-30C0580A 6 240 200 182 36
5.90 12 HDL-12C0590A 6 116 78 72 36
5.90 20 HDL-20C0590A 6 180 140 126 36
5.90 30 HDL-30C0590A 6 240 200 182 36
6.00 12 HDL-12C0600A 6 116 78 72 36
6.00 20 HDL-20C0600A 6 180 140 126 36
6.00 30 HDL-30C0600A 6 240 200 182 36
6.10 12 HDL-12C0610A 8 131 93 84 36
6.10 20 HDL-20C0610A 8 192 150 132 36
6.10 30 HDL-30C0610A 8 260 220 202 36
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant) HDL Series Twist Drills for Deep-Hole Machining (internal coolant)
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$hEEED (m7) | HHFLRE BS $hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type Drill diameter Drilling depth Type
6.20 12 HDL-12C0620A 8 131 93 84 36 7.00 12 HDL-12C0700A 8 131 93 84 36
6.20 20 HDL-20C0620A 8 192 150 132 36 7.00 20 HDL-20C0700A 8 202 162 144 36
6.20 30 HDL-30C0620A 8 260 220 202 36 7.00 30 HDL-30C0700A 8 272 232 214 36
6.30 12 HDL-12C0630A 8 131 93 84 36 7.10 12 HDL-12C0710A 8 146 108 96 36
6.30 20 HDL-20C0630A 8 192 150 132 36 7.10 20 HDL-20C0710A 8 213 173 165 36
6.30 30 HDL-30C0630A 8 260 220 202 36 7.10 30 HDL-30C0710A 8 290 250 232 36
6.40 12 HDL-12C0640A 8 131 93 84 36 7.20 12 HDL-12C0720A 8 146 108 96 36
6.40 20 HDL-20C0640A 8 192 150 132 36 7.20 20 HDL-20C0720A 8 213 173 155 36
6.40 30 HDL-30C0640A 8 260 220 202 36 7.20 30 HDL-30C0720A 8 290 250 232 36
6.50 12 HDL-12C0650A 8 131 93 84 36 7.30 12 HDL-12C0730A 8 146 108 96 36
6.50 20 HDL-20C0650A 8 192 150 182 36 7.30 20 HDL-20C0730A 8 213 173 165 36
6.50 30 HDL-30C0650A 8 260 220 202 36 7.30 30 HDL-30C0730A 8 290 250 232 36
6.60 12 HDL-12C0660A 8 131 93 84 36 7.40 12 HDL-12C0740A 8 146 108 96 36
6.60 20 HDL-20C0660A 8 202 162 144 36 7.40 20 HDL-20C0740A 8 213 173 155 36
6.60 30 HDL-30C0660A 8 272 232 214 36 7.40 30 HDL-30C0740A 8 290 250 232 36
6.70 12 HDL-12C0670A 8 131 93 84 36 7.50 12 HDL-12C0750A 8 146 108 96 36
6.70 20 HDL-20C0670A 8 202 162 144 36 7.50 20 HDL-20C0750A 8 213 173 165 36
6.70 30 HDL-30C0670A 8 272 232 214 36 7.50 30 HDL-30C0750A 8 290 250 232 36
6.80 12 HDL-12C0680A 8 131 93 84 36 7.60 12 HDL-12C0760A 8 146 108 96 36
6.80 20 HDL-20C0680A 8 202 162 144 36 7.60 20 HDL-20C0760A 8 223 183 165 36
6.80 30 HDL-30C0680A 8 272 232 214 36 7.60 30 HDL-30C0760A 8 305 265 246 36
6.90 12 HDL-12C0690A 8 131 93 84 36 7.70 12 HDL-12C0770A 8 146 108 96 36
6.90 20 HDL-20C0690A 8 202 162 144 36 7.70 20 HDL-20C0770A 8 223 183 165 36
6.90 30 HDL-30C0690A 8 272 232 214 36 7.70 30 HDL-30C0770A 8 305 265 246 36
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)

S SSSSsS——

s & Nola]
L

$hEEED (m7) | HHFLRE BS
Drill diameter Drilling depth Type
7.80 12 HDL-12C0780A 8 146 108 96 36
7.80 20 HDL-20C0780A 8 223 183 165 36
7.80 30 HDL-30C0780A 8 305 265 246 36
7.90 12 HDL-12C0790A 8 146 108 96 36
7.90 20 HDL-20C0790A 8 223 183 165 36
7.90 30 HDL-30C0790A 8 305 265 246 36
8.00 12 HDL-12C0800A 8 146 108 96 36
8.00 20 HDL-20C0800A 8 223 183 165 36
8.00 30 HDL-30C0800A 8 305 265 246 36
8.10 12 HDL-12C0810A 10 162 120 108 40
8.10 20 HDL-20C0810A 10 239 195 176 40
8.10 30 HDL-30C0810A 10 330 285 265 40
8.20 12 HDL-12C0820A 10 162 120 108 40
8.20 20 HDL-20C0820A 10 239 195 176 40
8.20 30 HDL-30C0820A 10 330 285 265 40
8.30 12 HDL-12C0830A 10 162 120 108 40
8.30 20 HDL-20C0830A 10 239 195 176 40
8.30 30 HDL-30C0830A 10 330 285 265 40
8.40 12 HDL-12C0840A 10 162 120 108 40
8.40 20 HDL-20C0840A 10 239 195 176 40
8.40 30 HDL-30C0840A 10 330 285 265 40
8.50 12 HDL-12C0850A 10 162 120 108 40
8.50 20 HDL-20C0850A 10 239 195 176 40
8.50 30 HDL-30C0850A 10 330 285 265 40
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)
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$hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type
8.60 12 HDL-12C0860A 10 162 120 108 40
8.60 20 HDL-20C0860A 10 249 205 186 40
8.60 30 HDL-30C0860A 10 340 295 275 40
8.70 12 HDL-12C0870A 10 162 120 108 40
8.70 20 HDL-20C0870A 10 249 205 186 40
8.70 30 HDL-30C0870A 10 340 295 275 40
8.80 12 HDL-12C0880A 10 162 120 108 40
8.80 20 HDL-20C0880A 10 249 205 186 40
8.80 30 HDL-30C0880A 10 340 295 275 40
8.90 12 HDL-12C0890A 10 162 120 108 40
8.90 20 HDL-20C0890A 10 249 205 186 40
8.90 30 HDL-30C0890A 10 340 295 275 40
9.00 12 HDL-12C0900A 10 162 120 108 40
9.00 20 HDL-20C0900A 10 249 205 186 40
9.00 30 HDL-30C0900A 10 340 295 275 40
9.10 12 HDL-12C0910A 10 174 132 120 40
9.10 20 HDL-20C0910A 10 262 218 196 40
9.10 30 HDL-30C0910A 10 360 315 292 40
9.20 12 HDL-12C0920A 10 174 132 120 40
9.20 20 HDL-20C0920A 10 262 218 196 40
9.20 30 HDL-30C0920A 10 360 3156 292 40
9.30 12 HDL-12C0930A 10 174 132 120 40
9.30 20 HDL-20C0930A 10 262 218 196 40
9.30 30 HDL-30C0930A 10 360 315 292 40
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant) HDL Series Twist Drills for Deep-Hole Machining (internal coolant)
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$hEEED (m7) | HHFLRE BS $hKEED (m7) | HFLRE BS
Drill diameter Drilling depth Type Drill diameter Drilling depth Type

9.40 12 HDL-12C0940A 10 174 132 120 40 10.30 12 HDL-12C1030A 12 204 156 144 45
9.40 20 HDL-20C0940A 10 262 218 196 40 10.30 20 HDL-20C1030A 12 292 242 220 45
9.40 30 HDL-30C0940A 10 360 315 292 40 10.40 12 HDL-12C1040A 12 204 156 144 45
9.50 12 HDL-12C0950A 10 174 132 120 40 10.40 20 HDL-20C1040A 12 292 242 220 45
9.50 20 HDL-20C0950A 10 262 218 196 40 10.50 12 HDL-12C1050A 12 204 156 144 45
9.50 30 HDL-30C0950A 10 360 315 292 40 10.50 20 HDL-20C1050A 12 292 242 220 45
9.60 12 HDL-12C0960A 10 174 132 120 40 10.60 12 HDL-12C1060A 12 204 156 144 45
9.60 20 HDL-20C0960A 10 272 228 206 40 10.60 20 HDL-20C1060A 12 300 250 228 45
9.60 30 HDL-30C0960A 10 372 328 305 40 10.70 12 HDL-12C1070A 12 204 156 144 45
9.70 12 HDL-12C0970A 10 174 132 120 40 10.70 20 HDL-20C1070A 12 300 250 228 45
9.70 20 HDL-20C0970A 10 272 228 206 40 10.80 12 HDL-12C1080A 12 204 156 144 45
9.70 30 HDL-30C0970A 10 372 328 306 40 10.80 20 HDL-20C1080A 12 300 250 228 45
9.80 12 HDL-12C0980A 10 174 132 120 40 10.90 12 HDL-12C1090A 12 204 156 144 45
9.80 20 HDL-20C0980A 10 272 228 206 40 10.90 20 HDL-20C1090A 12 300 250 228 45
9.80 30 HDL-30C0980A 10 372 328 306 40 11.00 12 HDL-12C1100A 12 204 156 144 45
9.90 12 HDL-12C0990A 10 174 132 120 40 11.00 20 HDL-20C1100A 12 300 250 228 45
9.90 20 HDL-20C0990A 10 272 228 206 40 11.10 12 HDL-12C1110A 12 204 156 144 45
9.90 30 HDL-30C0990A 10 372 328 305 40 11.10 20 HDL-20C1110A 12 315 265 240 45
10.00 12 HDL-12C1000A 10 174 132 120 40 11.20 12 HDL-12C1120A 12 204 156 144 45
10.00 20 HDL-20C1000A 10 272 228 206 40 11.20 20 HDL-20C1120A 12 315 265 240 45
10.00 30 HDL-30C1000A 10 372 328 305 40 11.30 12 HDL-12C1130A 12 204 156 144 45
10.10 12 HDL-12C1010A 12 204 156 144 45 11.30 20 HDL-20C1130A 12 315 265 240 45
10.10 20 HDL-20C1010A 12 292 242 220 45 11.40 12 HDL-12C1140A 12 204 156 144 45
10.20 12 HDL-12C1020A 12 204 166 144 45 11.40 20 HDL-20C1140A 12 315 265 240 45
10.20 20 HDL-20C1020A 12 292 242 220 45 11.50 12 HDL-12C1150A 12 204 156 144 45

11.50 20 HDL-20C1150A 12 315 265 240 45
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HDL Series Twist Drills for Deep-Hole Machining (internal coolant)
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$hEEED (m7) | HHFLRE BS
Drill diameter Drilling depth Type
11.60 12 HDL-12C1160A 12 204 156 144 45
11.60 20 HDL-20C1160A 12 325 275 250 45
11.70 12 HDL-12C1170A 12 204 156 144 45
11.70 20 HDL-20C1170A 12 325 275 250 45
11.80 12 HDL-12C1180A 12 204 156 144 45
11.80 20 HDL-20C1180A 12 325 275 250 45
11.90 12 HDL-12C1190A 12 204 156 144 45
11.90 20 HDL-20C1190A 12 325 275 250 45
12.00 12 HDL-12C1200A 12 204 156 144 45
12.00 20 HDL-20C1200A 12 325 275 250 45
12.50 12 HDL-12C1250A 14 230 182 168 45
12.50 20 HDL-20C1250A 14 325 275 250 45
12.70 12 HDL-12C1270A 14 230 182 168 45
12.80 12 HDL-12C1280A 14 230 182 168 45
13.00 12 HDL-12C1300A 14 230 182 168 45
13.00 20 HDL-20C1300A 14 338 290 265 45
13.50 12 HDL-12C1350A 14 230 182 168 45
13.50 20 HDL-20C1350A 14 338 290 265 45
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Drill diameter Drilling depth Type
14.00 12 HDL-12C1400A 14 230 182 168 45
14.00 20 HDL-20C1400A 14 367 318 290 45
14.50 12 HDL-12C1450A 16 260 208 194 48
15.00 12 HDL-12C1500A 16 260 208 194 48
156.50 12 HDL-12C1550A 16 260 208 194 48
16.00 12 HDL-12C1600A 16 260 208 194 48
16.50 12 HDL-12C1650A 18 286 234 218 48
17.00 12 HDL-12C1700A 18 286 234 218 48
17.50 12 HDL-12C1750A 18 286 234 218 48
18.00 12 HDL-12C1800A 18 286 234 218 48
18.50 12 HDL-12C1850A 20 310 258 240 48
19.00 12 HDL-12C1900A 20 310 258 240 48
19.50 12 HDL-12C1950A 20 310 258 240 48
20.00 12 HDL-12C2000A 20 310 258 240 48
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HDP Series Pilot Drills
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SEL @D me EZ'XRT_" Basic dimension (mm)
0 d (0
90° 5 62 10

5.00 HDP-M0500Y

5.00 HDP-N0500Y 120° 5 62 10
5.00 HDP-Q0500Y 145° 5 62 10
6.00 HDP-M0600Y 90° 6 66 15
6.00 HDP-NOGOOY 120° 6 66 15
6.00 HDP-Q0600Y 145° 6 66 15
8.00 HDP-M0800Y 90° 8 79 17
8.00 HDP-N0O800Y 120° 8 78) 17
8.00 HDP-Q0800Y 145° 8 79 17
10.00 HDP-M1000Y 90° 10 89 20
10.00 HDP-N1000Y 120° 10 89 20
10.00 HDP-Q1000Y 145° 10 89 20
12.00 HDP-M1200Y 90° 12 102 25
12.00 HDP-N1200Y 120° 12 102 25
12.00 HDP-Q1200Y 145° 12 102 25
14.00 HDP-M1400Y 90° 14 107 30
14.00 HDP-N1400Y 120° 14 107 30
14.00 HDP-Q1400Y 145° 14 107 30
16.00 HDP-M1600Y 90° 16 115 35
16.00 HDP-N1600Y 120° 16 115 35
16.00 HDP-Q1600Y 145° 16 115 35
20.00 HDP-M2000Y 90° 20 131 40
20.00 HDP-N2000Y 120° 20 131 40
20.00 HDP-Q2000Y 145° 20 131 40
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Cutting Parameters for Solid Carbide Drills

ﬂﬁ’]ﬂl HDG ,%ﬁllﬁﬂé‘iﬁ HDG series twist drills for general machining

Tk

Workpiece material

L7¢:]
Mild steel
<180HB

T

Stainless steel

Tk

Cast iron

maE LIRS

REBFHH

Nodular cast iron

RS

Silicon

HEEE

Si>12%

o ebm L 100-50 90-45 90-45 - 100-60 100-60 - -
Ve (m/min) :
w21 140-60 120-60 110-50 55-20 140-60 140-60 315-90 270-90

2 006-0.12  006-0.12  006-0.12  0.02-0.06 0.1-0.17 0.08-014 004007  0.04-0.07
3 009-0.16  009-0.16  009-0.16  003-0.08  0.13-0.21 0.11-0.18  0.06-0.11 0.06-0.11
4 011-0.19  011-019  0.11-0.19 0.04-0.1 015-0.26  013-0.22  0.13-026  0.13-0.26
6 0.14-0.23  014-0.23  0.14-0.23 0.05-0.1 017-0.32  015-0.27  0.16-028  0.16-0.28
8 0.19-0.31 0.19-0.31 0.19-0.31 0.06-0.12 0.2-0.4 017-0.38  0.18-0.32  0.18-0.32
10 023-0.38  023-0.38  023-0.38  007-014 025042 022038 0.2-0.38 0.2-0.38

fn(mm/red) 0.24-0.41 0.24-0.41 0.24-0.41 0.08-0.16  0.26-0.46  022-042  022-042  0.22-0.42
14 0.28-0.45  028-0.45 028045  0.09-0.18 0.28-0.5 0.24-0.44  0.24-0.44  0.24-0.44
16 0.3-0.5 0.3-0.5 0.3-0.5 0.1-0.18 0.3-0.52 0.26-0.48  0.28-0.46  0.28-0.46
18 0.33-0.5 0.33-0.5 0.33-0.5 0.1-0.2 0.32-0.54 0.3-0.46 0.32-0.48  0.32-0.48
20 0.34-0.51 0.34-0.51 0.34-0.51 0.12-022  0.36-0.56 0.34-0.5 0.34-048  0.34-0.48
25 0.36-0.53  036-0.53  0.36-0.53  0.14-024 038058 036052 0.36-0.5 0.36-0.5

*%ﬁ%hﬂl HDS ,%WEHE%'E HDS series twist drills for machining stainless steel

M. aEW FEH

Carbon steel. Alloy steel dened steel

<80HRC

<40HRC

Stainless steel

MASE

Heat resistant alloy

BE{BE

Cutting Parameters for Solid Carbide Drills
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JIHRCT

%ﬁ%UJIII HDK g’i“ﬁf:ﬁ.’:iﬁ HDK series twist drills for machining cast iron

Tk

Workpiece material

74

Mild steel

. AW

Carbon steel. Alloy steel

FeE

Pre-hardened steel

X

Cast iron

REHH

Nodular cast iron

EESE

HEE

Silicon aluminum alloy | Silicon aluminum alloy

<180HB

<B0HRC

<40HRC

Si<12%

Si>12%

N L. 100-50 90-45 90-45 100-60 100-60 - -
Ve (m/min) :
. 140-60 120-60 110-50 160-60 140-60 315-90 270-90

3 0.09-0.16 0.09-0.16 0.09-0.16 0.13-0.21 0.11-0.18 0.06-0.11 0.06-0.11
4 0.11-0.19 0.11-0.19 0.11-0.19 0.15-0.26 0.13-0.22 0.13-0.26 0.13-0.26
6 0.14-0.23 0.14-0.23 0.14-0.23 0.17-0.32 0.15-0.27 0.16-0.28 0.16-0.28
8 0.19-0.31 0.19-0.31 0.19-0.31 0.2-0.4 0.17-0.38 0.18-0.32 0.18-0.32
10 0.23-0.38 0.23-0.38 0.23-0.38 0.25-0.42 0.22-0.38 0.2-0.38 0.2-0.38

fn(mmfred ., 0.24-0.41 0.24-0.41 0.24-0.38 0.25-0.42 0.22-0.38 0.2-0.38 0.2-0.38
14 0.28-0.45 0.28-0.45 0.28-0.45 0.28-0.5 0.24-0.44 0.24-0.44 0.24-0.44
16 0.3-0.5 0.3-0.5 0.3-0.5 0.3-0.52 0.26-0.48 0.28-0.46 0.28-0.46
18 0.33-0.5 0.33-0.5 0.33-0.5 0.32-0.54 0.3-0.46 0.32-0.48 0.32-0.48
20 0.34-0.51 0.34-0.51 0.34-0.51 0.36-0.56 0.34-0.5 0.34-0.48 0.34-0.48

HDH series twist drills for machining hardness material

FAREN. BB k. AWM
Pre-hardened steel. Hardened steel Carbon steel,alloy steel
40~50HRC <B0OHRC

T

Workpiece material

Ve (imin) Ex‘ez;ém 100-50 90-45 90-45 35-20 -
R 140-60 120-60 110-50 60-30 45-20
3 0.09-0.16 0.09-0.16 0.09-0.16 0.03-0.08 0.03-0.06
4 0.11-0.19 0.11-0.19 0.11-0.19 0.04-0.1 0.04-0.08
6 0.14-0.23 0.14-0.23 0.14-0.23 0.05-0.1 0.05-0.1
8 0.19-0.31 0.19-0.31 0.19-0.31 0.06-0.12 0.06-0.11
10 0.23-0.38 0.23-0.38 0.23-0.38 0.07-0.14 0.07-0.12
fn (mm/rev)
12 0.24-0.41 0.24-0.41 0.24-0.41 0.08-0.16 0.08-0.14
14 0.28-0.45 0.28-0.45 0.28-0.45 0.09-0.18 0.09-0.16
16 0.3-0.5 0.3-0.5 0.3-0.5 0.1-0.18 0.1-0.16
18 0.33-0.5 0.33-0.5 0.33-0.5 0.1-0.2 0.1-0.18
20 0.34-0.51 0.34-0.51 0.34-0.51 0.12-0.22 0.12-0.2

AR RIS R FABHEIHI R,
LRI ERATRET 209K, FHFELERBEHIEFITE.02mm IR,
EEANERENR, BICRARETIR. AR, S5k a9587771R.
LERETIBI R FERTILRSD UTHIH G,

e The cutting conditions above are applicable for drilling with emulsion.
e When clamping drill ,please use a collet without any defect or dust , and keep the radial run-out of drill under 0.02mm.

o Please use a machine tool with high rigidity. It is recommended to use hydraulic tool handle, thermal expansion tool handle and powerful tool handle with spring chuck.
e These conditions above are applicable for cutting depth under 5D.
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b2 40-20 30-15

VC (m/m|n> Enema\/c:o\ant
Internal coolant - -

3 0.04-0.08 0.038-0.07

4 0.05-0.1 0.03-0.07

6 0.06-0.13 0.04-0.12

8 0.08-0.15 0.06-0.13
fn (mm/rev)

10 0.23-0.38 0.23-0.38

12 0.1-0.17 0.09-0.15

14 0.1-0.2 0.1-0.17

16 0.1-0.2 0.1-0.17

AR RIS R TR HEIHI R,
REKIEERATHRE TR0, FHFELERBEHIEFITE.02mm IR,
EEANERENR, BICRABRETIMR. AR, S5k a9587 771,
LEREIBI R FERTILRSD LRI G,

e The cutting conditions above are applicable for drilling with emulsion.

e When clamping drill ,please use a collet without any defect or dust , and keep the radial run-out of drill under 0.02mm.

o Please use a machine tool with high rigidity. It is recommended to use hydraulic tool handle, thermal expansion tool handle and powerful tool handle with spring chuck.
e These conditions above are applicable for cutting depth under 5D.
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Cutting Parameters for Solid Carbide Drills

ERER S ML IHISE

Cutting Parameters for Solid Carbide Drills

ﬁ%bﬂl HDKZ ,%EJE*E%E HDKZ series straight flute drills for machining cast iron HDP gﬁ“i'ﬁ‘%ﬁ HDP series pilot drills

Tk

Workpiece material

R

Cast iron

IREBFEH

Nodular cast iron

EESE

Silicon aluminum alloy

Si>12%

Tk

Workpiece material

74

Mild steel

BN, &

Carbon steel. Alloy

FeE

Pre-hardened steel

X

Cast iron

REHH

Nodular cast iron

EESE

Silicon aluminum alloy

HEE

Silicon aluminum alloy

<180HB

<40HRC

Si<12%

Si>12%

, L. 100-60 100-60 100-60 N L. 130-60 110-60 110-60 140-60 130-60 150-60 150-60
Ve (m/min) ~ 140-60 120-60 140-60 ve (m/min) I - - - - - - -
Internal coolant Internal coolant
4 0.13-0.26 0.13-0.22 0.13-0.26 4 0.1-0.18 0.1-0.16 0.1-0.16 0.12-0.26 0.12-0.24 0.12-0.24 0.1-0.16
6 0.16-0.28 0.15-0.26 0.16-0.28 6 0.14-0.2 0.12-0.18 0.12-0.18 0.17-0.32 0.15-0.27 0.156-0.27 0.12-0.18
8 0.18-0.32 0.16-0.28 0.18-0.32 8 0.16-0.24 0.14-0.22 0.14-0.22 0.2-0.4 0.17-0.3 0.17-0.3 0.14-0.22
10 0.2-0.38 0.18-0.32 0.2-0.38 frn (mm/rev) 10 0.18-0.3 0.16-0.24 0.16-0.24 0.25-0.36 0.2-0.32 0.2-0.32 0.16-0.24
fn (mm/rev) 12 0.22-0.42 0.22-0.38 0.22-0.42 12 0.2-0.32 0.18-0.3 0.18-0.3 0.26-0.38 0.22-0.34 0.22-0.34 0.18-0.3
14 0.24-0.44 0.24-0.4 0.24-0.44 14 0.24-0.34 0.2-0.3 0.2-0.3 0.28-0.4 0.24-0.36 0.24-0.36 0.2-0.3
16 0.28-0.46 0.26-0.4 0.28-0.46 16 0.28-0.4 0.22-0.32 0.22-0.32 0.3-0.42 0.26-0.38 0.26-0.38 0.22-0.32
18 0.32-0.48 0.28-0.42 0.32-0.48 20 0.32-0.45 0.26-0.4 0.26-0.4 0.32-0.44 0.3-0.44 0.3-0.42 0.26-0.4
20 0.34-0.48 0.3-0.46 0.34-0.48
o IITEIEIRMRER FABMETIHIR,
o TEIKIIEEATHMATFIFL, HRIHELEmBEIERITE0.02mmbIMA.
o FEANMREMNA, BICRAREIM. PUKIR. HHRLm587771R,
o IRITHIZHFERTILRSD UTHIHE,
@ The cutting conditions above are applicable for drilling with emulsion.
® When clamping drill ,please use a collet without any defect or dust , and keep the radial run-out of drill under 0.02mm.
@ Please use a machine tool with high rigidity. It is recommended to use hydraulic tool handle, thermal expansion tool handle and powerful tool handle with spring chuck.
RFLINT HDL R5IRFTESL  HDL series twist drills for deep-hole machining o These condilions above are apploeble for cuing depth under 60
TfrtE 0 FHN #ek wBEY% | @Ee | WAss
Workpiece material <180HB Stainless steel Cast iron Nodular cast iron Aluminum alloy | Heat resistant alloy
Ve (m/min) 120D 60-120 60-120 50-80 40-60 80-150 60-120 100-180 10-20
20D/30D 70-90 50-80 40-60 40-60 50-80 60-80 100-180 8-15
3 0.06-0.1 0.06-0.1 0.06-0.1 0.03-0.07 0.06-0.1 0.06-0.1 0.09-0.12 0.03-0.06
4 0.08-0.12 0.08-0.12 0.08-0.12 0.04-0.08 0.08-0.12 0.08-0.12 0.1-0.15 0.04-0.07
5 0.1-0.14 0.1-0.14 0.1-0.14 0.05-0.1 0.1-0.14 0.1-0.14 0.1-0.15 0.05-0.09
6 0.11-0.16 0.11-0.16 0.11-0.16 0.06-0.12 0.11-0.16 0.11-0.16 0.11-0.16 0.06-0.11
8 0.13-0.19 0.13-0.19 0.13-0.19 0.08-0.16 0.13-0.19 0.13-0.19 0.13-0.19 0.08-0.14
fn (mm/rev) 10 0.14-0.22 0.14-0.22 0.14-0.22 0.1-0.18 0.14-0.22 0.14-0.22 0.14-0.22 0.1-0.16
12 0.16-0.24 0.16-0.24 0.16-0.24 0.12-0.2 0.16-0.24 0.16-0.24 0.16-0.24 0.12-0.18
14 0.18-0.28 0.18-0.28 0.18-0.28 0.13-0.22 0.18-0.28 0.18-0.28 0.18-0.28 0.13-0.2
16 0.2-0.3 0.2-0.3 0.2-0.3 0.14-0.25 0.2-0.3 0.2-0.3 0.25-0.36 0.14-0.23
18 0.22-0.32 0.22-0.32 0.22-0.32 0.15-0.28 0.22-0.32 0.22-0.32 0.28-0.38 0.15-0.25
20 0.25-0.35 0.25-0.35 0.25-0.35 0.16-0.3 0.25-0.35 0.25-0.35 0.3-0.4 0.16-0.28
o IIREIHIRMRER FAEMEIIHIR,
o LEIKIIEEATHRIETEIIEL, HRHELEmBEIERITE0.02mmbIM.
o EEBRIMERSHINAR, BICKRAREIMN. AKX, HFTLBIRIITIR.
o ULRIIHIFHFERTILRSD UTHIHE.
e The cutting conditions above are applicable for drilling with emulsion.
® When clamping drill ,please use a collet without any defect or dust , and keep the radial run-out of drill under 0.02mm.
o Please use a machine tool with high rigidity. It is recommended to use hydraulic tool handle, thermal expansion tool handle and powerful tool handle with spring chuck.
e These conditions above are applicable for cutting depth under 5D.
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