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1 #B#INITR%I Threading Tools : 'S Fe T

HT FHAARIR C001~C008 &
Hand Taps

SFT BRHEARI C001~~C008
Spiral Fluted Taps

POT FEURAHIN C001~C008
Spiral Pointed Taps
= it e R R IR AR I - STlmAn I C009

HC TAPS

HSS-Co8 Spiral Fluted Taps & Spiral Pointed Taps

SD TAPS

AR B EARAR T C010
DIN Machine Taps

SM TAPS STE A HRARIN CO010
Taps for Screw Threads Used on Sewing Machines
T FAHEARAR I C011~C012
TIN TAPS Machine Taps with TiN Coating
AL TAPS IR & B E AR IN C011~C012
Machine Taps for Non-Ferrous Metals
T EE S FIREARIL C011~C012
SUS TAPS Machine Taps for Stainless Steels
EX-LHT HAEEHRIAMIN Co013
Long Shank Machine Taps for Magnesium Alloys
HEHRIN Co14
ROLL TAPS Roll Taps
FLUTELESS HEHIN - RIREBHIN - £EFHBEHIN C015~C017
TAPS Fluteless Taps : Regular, Long-Shank, Left Hand
OVERSIZE INARHEFRIT co18
TAPS Oversize Machine Taps+0.03 + +0.0.5 ~ +0.07 ~ +0.1
LONG RARHEAHARIT C019~C022
MACHINE TAPS Long Shank Machine Taps
BRI ~ BRNE S B S AT C023~C024
PIPE TAPS Pipe Taps, Spiral Fluted Pipe Taps
LONG PIPE RS F AR T C024
TAPS Long Shank Pipe Taps
TAPS FOR 7 REARIN C025
LEFT HAND Machine Taps for Left Hand

YRR R ENRT

A002
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BERGEERARIN C026~C027 &
INSERT TAPS Screw Thread Insert Taps
M5 Z &N C028~C029
M TAPS M series Machine Taps
S
FRENTERE 2 F M RERAERRIN C030 2
PM-COM-SPG HSS-PM Spiral Fluted Combo Taps for Multi Purpose with TiN Coating %
COM-SP1.5P R0 R G 8 IR NEAR I (1.5P) Cco31 3|
! Spiral Fluted Combo Taps for Multi Purpose with Short Chamfer
FREAZ R SERIRNEAA TN C032~C037
COMBO-SFT Spiral Fluted Combo Taps for Multi Purpose —
FREAZ AR ST imin I C038~C042
COMBEO-POT Spiral Pointend Combo Taps for Multi Purpose
E-S
COMBO R SME IR co43 | =
SUS TAPS Combo Machine Taps for Stainless Steels e
COMBO FREAFRAREAARIN C044~C047
LONG TAPS Long Shank Combo Machine Taps
MRS R EEARAR T C048
HSS-PM TAPS HSS-PM Machine Taps
TI-PM.SET Shies 2 BRI RN C049
Spiral Fluted Taps for Titanium Alloys
NI-PM-SFT 2o S ERRSRIURIEHIN C050
Spiral Fluted Taps for Nickel Base Alloys
HT PM-X SRR R =R B BRI C051
Straight Flute Taps for Hardened Steels (~50HRC)
PT PM-X AR A R A T B I cos1
Taper Pipe Taps for Hardened Steels (~50HRC)
Solid Carbide Straight Fluted Taps for Cast Irons & Non-Ferrous Metals(50HRC)
CS.SFT(1) ST TV AT Co52
Solid Carbide Spiral Fluted Taps for Cast Irons & Non-Ferrous Metals(50HRC)
CST-0X =R H A 580 B TJEUAR IR C053

Solid Carbide Taps for Hardened Steels(60HRC)

SYNCHRO [R5 HEEAGRAT C054~C055
TAPS Synchro Machine Taps for High-Speed
tEEHE2ER C056~C058

Recommended Cutting Condition
Y ESRTI AR BRI

A003
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2 7)#%% %l Tooling System:

=
Bl
Bl EAGRAT T AR (TSR B 4R EY) D001~D002 B
- SYTC BAISK - K - HSKTJE R
Synchro Tapping Chuck
=]
=
3| BRI IAR(EREY) D003~D004
SYTER BT - SK - K - HSKJJE %%
Synchro Tapping Chuck
el H2ER
Recommended Cutting Condition
=
2 | 3 k7] Thread Mills :
G I— 2 SSHHAREA (TR LT] E001
Solid Carbide Miniature Thread Mills
DTM ZIEHNEENEE £ 12 AEREE T) E002
] Solid Carbide Drill and Thread Mills with Chamfer
™ ZIEHEEnERAEL ) E003~E004
Solid Carbide Thread Mills
OILTM 2 SSSMERRARA IR T] — B LY E005
Solid Carbide Thread Mills with Coolant Hole
OIL-TMC S S5 HEBREIZALEE ) — MM AL R I AT E006~E007
Solid Carbide Thread Mills with Coolant Hole & Chamfer
g2 ER E008

Recommended Cutting Condition

4 E4%¥ CFRP, GFRP EH7IARY|: %S

CFRP SEREAR IS - AN T A E009
Carbide Dual Helix End Mills for Fiber with Diamond Coating
+ CFRPE SRR S8 #T] © BN T FD E009
Carbide Routers for Fiber with Diamond Coating
+ CFRPD B IERR 2 I5EMIETE AN TR EO10
Carbide Drills for Fiber with Diamond Coating
tIHIREZER E010~E011

Recommended Cutting Condition

5 JJE %5 K2-PLUS End Mills :

ZYJB - 0ERZNERA  I2EHT) - SEEHHA EO12
% KMSEH-2 30° + 2 Flute End Mills for Hardenzld Steels
~ KMSEH-4 POyJEY « 30/EM2he A ~ 12248t T) « SEEHA EO13

30° - 4 Flute End Mills for Hardened Steels

YHERRIIRARIEEMRT

A004
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- KMSRH.2 ZIJE « SORSEHES © SHARHT) « SREEHF E014F
30° - 2 Flute Radius End Mills for Hardened Steels
- KMSRH-4 PUYJE! ~ 30EHRNEA « nARHT] « SIREHA E014
30° - 4 Flute Radius End Mills for Hardened Steels
 KMHRH-2 —JJE - 30ERhER ~ IRAT) - SREEHA E015~E016
30° - 2 Flute Long Neck End Mills for Hardened Steels —
+ KMRBH-2 —JJEL ~ 30fEURNE R ~ ARBEDRETT)  SREEHA  E017~E019
30° - 2 Flute Long Neck Ball End Mills for Hardened Steels
KHSE-2 —JJB - 30EAZNER © 1REEHET) - SREE A E020 g
30° - 2 Flute End Mills for Hardened Steels 2
KHSE-4 PUTJE!  SORSRRHESS « IZERLT) - BEREREHIF E020 | o
30° - 4 Flute End Mills for Hardened Steels 2|
KHSB-2 —JJB ~ 30fEHZNEA ~ RRT)EEKELT] ~ SN E021
2-Flute Short Ball End Mills for Hardened Steels
KHB.2 —JJB -~ 30FEAENER © EEKEET) - SREEHA E021~E022
30° - 2 Flute Stub Length Ball End Mills for Hardened Steels
—JJEY « 35/EHZNEA ~ 1R T) E022
KMSE-2 35° - 2 Flute End Mills
—J)BY ~ 35/ERZNER ~ RIJET] E023
KMSEL-2 35° - 2 Flute Long End Mills x
KMSE-3 =J]BY - ASFEUZNERA ~ $RHEHET) E023~E024 &
45° - 3 Flute End Mills ¢
KMSE-4 POyJB - 35EHENE R © RAERET) E024
35° - 4 Flute End Mills
POyJEY « 35fEHEhER ~ RIJHHT) E025 -
KMSEL-4 35° - 4 Flute Long End Mills
KMHD-4 POy -~ ASEHERE R  1RAERT) E025
45° - 4 Flute End Mills for Hardened Steels
KMHD-6 ANTJB -~ ASFERZRE R  1REERRT) E026
45° - 6 Flute End Mills for Hardened Steels
KMHDL-6 FNTJBY ~ AS[ERZNERA ~ RIJH#ET) E026
45° - 6 Flute Long End Mills for Hardened Steels
—JJB ~ 30FEHZNEA ~ AR T] E027~E028
* KMSR-2 30° - 2 Flute Radius End Mills
POyJEY ~ 30FEHRNEA ~ tm AR T E027~E028
7 KMSR-4 30° - 4 Flute Radius End Mills
KMHR-2 —JJBY « 30/EHENEA ~ FEHET) E029~E031
30° - 2 Flute Long Neck End Mills
KMB-2 —JJAY ~ 30FEHZNEA - [BIREET] E031
30° - 2 Flute Ball End Mills
KMRB-2 —JJB - 30FEENER © RBEIREAT] E032~E033

30° - 2 Flute Long Neck Ball End Mills
PUyJEY ~ 30FEHRE A ~ 1RLERRT] ~ A EIM REIN T E034

KTSE-4 30° - 4 Flute End Mills for SUS

KTSEL.4 PUSJE!  SOREERNESS KBTI - AHEMMBRMMIA  E034
30° - 4 Flute Long End Mills for SUS

KTRE PO~7<JJEY - ASFERZNEA « AlEEtESLT) « THEMESKMIA E035
45° - 4~6 Flute Fine Pitch Roughing End Mills for SUS

KASE-2 —JJBY - ASPERZNER  1RAESAET) ~ SRR S 2T E035

45° « 2 Flute End Mills for Aluminum

YRR R IRAGENRT
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KASEN.2 —JJE! - ASFERRNERS « PRTIST)  SARSAASMIA  E036H
45° + 2 Flute Medium End Mills for Aluminum
KASE-3 =JJB - AS[EHZNE A  1R%EHT) « SRRIRS ST E036
45° + 3 Flute End Mills for Aluminum
KASENL3 =JJA! - 4SFEIRNER « RRTIST)  SBRSEASMIA  E037
- 45° + 3 Flute Medium End Mills for Aluminum
KASEL-3 =JJBY - A5/ENZNEA ~ RIJ#ET) ~ saRERE@MIA E037~E038
45° + 3 Flute Long End Mills for Aluminum
g tIHIGEH 22 % E039~E069
42 Recommended Cutting Condition
Ed
=
3 6 4GwusTIERFI 4G End Mills
—JJB -« 30FEAENER © 1RHERET) E070
4GSE-2 30° - 2 Flute End Mills
4GSR-2 —JJB « 30EHZNERA ~ iR ARELT] E071~E073
30° - 2 Flute Radius End Mills
30° - 4 Flute Radius End Mills
=
> IR 42 ER E076~E077
g Recommended Cutting Condition
B
7 Vgrus7JE 3% V7 Plus End Mills :
IN-VSE-4 PayJE! ~ RIJ#tT) ~ Inox LA E078
4 Flute Long End Mills for Inox
POYJE! « FFIETERA ~ R4 T) E078
* VTASE-4 Multiple Helix - 4 Fiute End Mills
POyJR! « REIEHER ~ 2.5(&TIR#%T) E079
7 VISEM-4 Multiple Helix + 4 Flute 2.5D-Length End Mills
% VTSEM-4P PUTJEL ~ REIZHER ~ 2 515T)RAT] ~ AR E079
Multiple Helix - 4 Flute 2.5D-Length End Mills - Sharp Edge
PUyJE « NEWZHEA ~ IETIRMT]  SRAE E080
* VTSE3D-4P Multiple Helix - 4 Flute 3D-Length End Mills - Sharp Edge
POyJB ~ TFIZhER  REAEIEET) E080
* VTSEL-4 Multiple Helix - 4 Flute Long Neck End Mills
FNJJB! ~ ASFERZNEA ~ INREkT) E081
* VTSEL-6P 45° - 6 Flute Long End Mills
% VTLSR-4 PUYJEL ~ T FUZhe R ~ RIJmART] E081
Multiple Helix - 4 Flute Long Length Radius End Mills
tIHIREZ2ER E082~E086

Recommended Cutting Condition

8 X50707JE %%l X5070 End Mills :

XBSE.2 =78~ SOEARNEFS © 1AM T] - BRERE R E087
30° - 2 Flute End Mills for Hardened Steels

XBSE-4 PUTJE « SORERBHES - FEEHT) - EREEHIA E087
30° - 4 Flute End Mills for Hardened Steels

XBHD & \TJEL - A5[EEHES  BEHT) - SRR E088
45° - 6&8 Flute End Mills for Hardened Steels

YRR R ENRT
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XBHDL A< &\TJEL - ABEIZHER « RIVHT] - BRI E0S8H
45° - 6&8 Flute Long End Mills for Hardened Steels
XBHR.2 —JJE  30EIRNER ~ HEHT] SRR E089~E090
30° - 2 Flute Long Neck End Mills for Hardened Steels
XBHB-2 —JJEY ~ 30/EEREA ~ BERkEtT)  SEEHA E090
30° - 2 Flute Ball End Mills for Hardened Steels —
XBRB-2 ZJJB - 0FERZNER  RBEEKAT)  SREEHA  E091~E092
30° - 2 Flute Long Neck Ball End Mills for Hardened Steels
XBHSR-2 ZJJB - 30FEHZNER © RABGARMT) - SREEHA  E092~E094 5
30° - 2 Flute Long Neck Radius End Mills for Hardened Steels 28
% XBXSR4 PUTJE « SOEEARHER © SHFERIET] - BRI E094 | 2
30° - 4 Flute Radius End Mills for Hardened Steels 2|
tIHHE 2 ER E095~E101
Recommended Cutting Condition
O K258 I ARSI K-2 Coating HSSCo8 End Mills :
KSE.2 ZJJE)  30FEURAER ~ AZAEEAT) E102
30° - 2 Flute End Mills
PO3JEY « 30fEHRE A © (R T) E102 £
KSE-4 30° - 4 Flute End Mills 2
KRE =~AJIE - S0REHRES « MBEELA#T] E103 |
30° = 3~6 Flute Roughing End Mills
KPRE =~7\JJB « 0/EENEA  HpiflEaBAEEET) E103
30° = 3~6 Flute Fine Pitch Roughing End Mills
KPREL =~R"JJBY « 30EEZhE A ~ e iR I T) E104
30° - 3~6 Flute Fine Pitch Long Roughing End Mills
KFRE =~R"JJBY « 30/EHRE A © {mAMEEiAE ) E104
30° - 3~6 Flute Extra Fine Pitch Roughing End Mills
tIRIEHZ2ER E105~E106

Recommended Cutting Condition

10 =58R71E %% HSSCo8 End Mills : G o oT

SSE-2 —JJE ~ 30/EURHER ~ 1RAEHLT] E107~E108
30° - 2 Flute End Mills

SSE-4 POJE! ~ 30/EHZRER ~ 1RAEHT] E109~E110
30° - 4 Flute End Mills

CR4 PUYJE! ~ OF=iZheE s ~ SMERELT] El1l

0° - 4 Flute Inner Radius Cutters

tIEHE 2 ER E111~E113
Recommended Cutting Condition

11 Se4em¥ESETITIE RS HSSCO8 Rough End Mills : JelET™

FRE P9~7<JJEY « 30FEHZNERA - *HEFEUAEHT) E114
30° - 4~6 Flute Roughing End Mills

FPRE =~7\JJB! « 30/ZHENEA « PRk RIERET) E115
30° - 3~6 Flute Fine Pitch Roughing End Mills

FHPRE MI~ATIE! A5t © ERMRERE  FETIENT) E115~E116

45° - 4~6 Flute Fine Pitch Roughing End Mills

T ERRIIRIRIEEMRT]

A007
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FRB &7XJJBY ~ 30EHZENE R  FHra L BBk T) E116 B
30° = 4&6 Flute Roughing Ball End Mills
tEEHS2ER E117~E119

Recommended Cutting Condition

FEEAT) - JIEEHTIRSI Countersinks - Counterbores :
DT LACERIETE ) E120~E121
=l Deburring Tool with Hole
ER . e A E120~E121
5 Single Flute Chamfering Cutters
cre.3 = R ] FizzELz
3 Flute Countersinks
. CBP = JIRL SR T) E125
3 Flute Counterbores with Pilot-Fine Processing
YElgHRER E125~E126
3 Recommended Cutting Condition
Eﬁ -
13 ®%7I7JE %% Reamers :
HR BIIFRT] FOO1
Hand Reamers
BEhET )42 F001
SPHR Spiral Hand Reamers
TCR £2T]EL « BY]  MTARHALT) F002
Taper Shank Chucking Reamers
SPTCR £ETJEL ~ WRHET] « MTHBHSIAR ] FO02
Taper Shank Spiral Chucking Reamers
SPMCR £GTE ~ HBHET] S TIARHEAT) FO03~F004
Short Machine Chucking Reamers
SPCR 527130  BRHET) - ELHEHENALT] FO05
Short Length - Spiral Flute Chucking Reamers
tIHHE 25 R F005
Recommended Cutting Condition
F T
6 p e i G001
DRILL-6539 Solid Carbide Stub Length Drills
EECHtERE R JJIEER G002
DRILL(338) Solid Carbide Jobber Length Drills
scp S SEUTIBREE IR G003
Solid Carbide Stub Length Drills (1/100 Size)
SCD-L E IG5 HEBrEZ iR hE TJ$EER G003~G004
Solid Carbide Stub Length Drills with Left Hand
HHD ZIEMNSEE NN T S AIESE (~70HRC) G005

Solid Carbide Dirills for High Hardened Steels (~70HRC)

YHERRIIRARIEEMRT
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MGDOH3D

MGDOH5D

MGDOH8D

MQLCD10D

MQLCD15D

MQLCD20D

SSD

SSDG

GSD

PSD - PSDG

PJD - PJDG

SSTD

SUPER-GPD

MPD

MPDL

TSD

CO-NOSD

H-NOSD

C-DRILL

LCB

MG-CD

H-NCD

H-LNCD

C-NCD

YRR R IRAGENRT

EERHNERRERE T M FLIER BETIRE)

G006~G007 B

Solid Carbide Drills with Coolant Holes (Short - 3xD)

EISHERE R iFLEER (GET)RE)

G008~G009

Solid Carbide Drills with Coolant Holes (Long - 5xD)

EISHIEREEERI iFLiE0R (BfET)REY)

G010~G011

Solid Carbide Drills with Coolant Holes (Extra Long - 8xD)

EICHIEREEERT iF LSRR (1087 REY)

G012

Solid Carbide Drills with Coolant Holes (Extra Long - 10xD)

EISHEEREERR hfL SR (15ETJRE)

G013

Solid Carbide Drills with Coolant Holes (Extra Long - 15xD)

ZISHEEREERT iFLSEER 20ETJRE)

G013

Solid Carbide Drills with Coolant Holes (Extra Long - 20xD)

= B ARAR A T $EER

HSS Straight Shank Regular Length Twist Drills

EnR ST EANITAE T JSE R

G014~G016

G016~G018

HSS Straight Shank Regular Length Twist Drills with TiN Coating

Sttt tn A B IR EAR T S S FEER

G019~G020

HSSCo8 Straight Shank Regular Length Twist Drills with TiN Coating

i B SN S B ARIEER

G021~G022

HSSCo5 Straight Shank Stub Length Twist Drills for Deep Hole

i B Ehn B B AR R T )R

G023~G024

HSSCo5 Straight Shank Jobber Length Twist Drills for Deep Hole

SR EARR TR

HSS Straight Shank Long Drills

SR HEREGP ERIEER

Super HSS Straight Shank Twist Drills
MR R B

Premium Multi-1 Drills
rMREE R B EER

Premium Multi-1 Long Drills

SRR T $EER

G025~G027

G028~G029

G030~G032

G033~G034

G035

HSS Morse Taper Shank Regular Length Twist Drills

$himzE=CIEeR

HSSCo Noss Drills

=R CIEER

HSS Noss Drills

SRS D&

HSS-EX Center Drills

SR RAAAOESE

HSS-EX Long Shank Center Drills

S EEHNEEIER/ OIETR
Solid Carbide Center Dirills

EE R VE - G|
HSSCo8 NC Spotting Drills

shHl RARTE (3558
HSSCo8 NC Spotting Drills with Long Shank

EE5HBREE (L HE5R
Solid Carbide NC Spotting Drills

G036~G037

G038~G039

G040

G041

G041

G042

G043

G043

A009
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MG-NCD EIGHHERRETE (TR G044 §
Solid Carbide NC Spotting Drills

tIHIREZER G045~G053

Recommended Cutting Condition

15 #2ZE=X7TJE &% Indexable Tools :
IX.ZBT BB T) K R EREL AR HOO1
g i-Xmill Ball Holders - Steel with Taper Neck Type
% IX-ZBS EIEkT) A R E T TR M ANRE HOO01
E%i i-Xmill Ball Holders - Steel with Straight Neck Type
Bl IX-ZBC [EIZKT) 54 RE H002
i-Xmill Ball Holders - Solid Carbide
XMB $SHEEXT) H H002
i-Xmill Ball Inserts
IX-ZRT i ART) SRR A ANE8 HO03
i-Xmill Radius Holders - Steel with Taper Neck Type
IX-ZRS I ART] A R E BN A48 HO03
% i-Xmill Radius Holders - Steel with Straight Neck Type
E tEimART] A H004
g XMR i-Xmill Radius Inserts
7 ENMX MNESHRTI A HO05~H006

Mini High Feed Indexable Milling Inserts

SRS EEIT A HOO7
* PNMU High Efficiency 10 Corner Inserts

tIElEH2ER HO08~H011
Recommended Cutting Condition

YHERRIIRARIEEMRT

A010
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Description of Icons

o] il TEEE Machinable Hardness

AT ZE40HRC AT E45HRC AT E50HRC
Possible to cut up to 40HRC Possible to cut up to 45HRC Possible to cut up to 45HRC
?[;:J 5] il T E55HRC F@ B i T ZE60HRC Pg@ AN T E65HRC =
(¥ Possible to cut up to 55HRC 1 [:l¥ Possible to cut up to 60HRC ¥ Possible to cut up to 65HRC E%
EX
T INTE70HRC 3|
1 [:l¥ Possible to cut up to 7O0HRC
JJB %48 Tool Materials
SR BB FEES S BB FEES BRI FEESE
Nano Grain Carbide Super Micro Grain Carbide Micro Grain Carbide E
- —_ . . At
375 a A e BEmRSEH R = i H B
Cubic Boron Nitride Premium Powder Metullurgy HSS Extra HSSE
2 #48% S &R Z 5% & = R 5
Cobalt 8% HSS Cobalt 5% HSS HSS B
CEXi 2th S EBESEN
SKS Cobalt HSS SUPER HSS
Y8144 cutting Conditions
RG22 E TS

Pages of Cutting Conditions

SSEEIE Surface Treatment

BLUE#E= SEERR TIALN#ERE
BLUE Coating S Coating TiALN Coating
ALTiNgERE ALCRN§Ef& K & %

ALTIN Coating ALCRN Coating K Coating
XEBAE TiN$ERE UH$ERE

X Coating TiN Coating UH Coating
SRR AL YRR

Homo Treatment Bright Treatment Y Coating
HBRIEE TICNEERE

Diamond Coating TiCN Coating

B001
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YJE{ Number of Flutes

G — 7)) @ —7)7E @ =7I7)E
1 Flute 2 Flute 3 Flute

E— P )75 @ RTITIE @ =~RTITIE
4 Flute 6 Flute 3~5 Flute
=~ARTITIE Pu~F 7ITIE MU~ TITIE

= 3~6 Flute 4~5 Flute 4~6 Flute

%

o &R TITIE @ P~ 7]5)3 FR&U\TITIE

% 48&6 Flute 4~10 Flute 6&8 Flute
A~+=TITR
6~12 Flute

JJEBUEHE R Helix Angle

Z 7208 hE A ZETOMRHE R 0°BZHE

Eﬁ] Left 20°Helix Angle Left 7°Helix Angle 0°Helix Angle
15°82hE A 20°~30°4ZHE A 30°MEE A
15°Helix Angle 20°~30°Helix Angle 30°Helix Angle
35°H2fiE A A5°HZTER ZRENFEREB
35°Helix Angle 45°Helix Angle Multiple Helix Angle

SeimJEAAE Point Angle

60°5tim]E A 90°5cim A H 118°5cim A A
60°Point Angle 90°Point Angle 118°Point Angle
120°5EimTE R 135°5EimTE 140°%cim IR
120°Point Angle 135°Point Angle 140°Point Angle

EAAE chamfer Angle

5| 1 EARE 45°EAAE

15°Chamfer Angle 45°Chamfer Angle

U AFZHR Corner Shape

i AR
Corner Radius
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AMERZ AR Type of Periphery

HEE AR A LTE i

Roughing * Coarse Pitch Type Roughing * Fine Pitch Type Roughing * Extra Fine Pitch Type

/N = Tolerance of SD
I\ =\ I\ =
WEAENS MR ENG WEAENhT &%
Tolerance of SD - h5 Tolerance of SD - h6 Tolerance of SD - h7 %
— _ Bl
) miEAENS RN
Tolerance of SD - h8 Tolerance of SD - h9
JEBFEE /N 7= Tolerance of OD
Ul = 4R 4
IERE 2=l J)ENEN6 IEAENT ES
Tolerance of OD Tolerance of OD - h6 Tolerance of OD - h7 %
pe= VIR m VAN =g VAN EH
2l TEDENS ol TIEREHT oll TEDEMS
Tolerance of OD - h8 V& Tolerance of OD - H7 Tolerance of OD - m5
IR EM7 el TR AEKL2 RBAZE L
Tolerance of OD - m7 [ 4MA Tolerance of OD - k12 Tolerance of Radius
BRELAE

Tolerance of Chamfer Angle

#%i’é%ﬁ%ﬁ Standard

DIN206 DIN208 DIN333

DIN206 Standards DIN208 Standards DIN333 Standards
DIN338 DIN373 DIN6518
DIN338 Standards DIN373 Standards DIN6518 Standards
DIN6537 DIN6539 DIN69871
DIN6537 Standards DIN6539 Standards DIN69871 Standards
DIN69893 JIS JISB6339
DIN69893 Standards JIS Standards JISB6339 Standards

FREBAZAR Type of Shank

B MTHETR AR

Straight Shank Taper Shank

B003
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HEINSHERFEE Taper Accuracy

HEINSEEPFEEATS

Taper Accuracy AT3

JIFRZ 81 F %% Coolant System
g . .
% b Hi7k b 7K B R H K
5%3 Through Spindle Coolant Through Spindle Coolant & Flange
Ell
=
Z
At
A

B004



EBMMIFRS Threading Tools //).-ﬂ K/ {<]
FRARIL - BBHERRIN - SEimfRIN

Hand Taps - Spiral Fluted Taps - Spiral Pointed Taps

HT SFT POT =
T

i

SKSE()HE | SKSER#D)E | HSSE(GR)HE |HSS EXE()H& HSS EXB(R)1E f{ﬁ

M 1 X 025 200 600 900 1,078 1,026 "
M 12 X 0.25 186 558 840 1,008 960 5
M 14 X 03 152 456 716 960 856 #
M 16 X 035 162 486 774 928 884 m
M 1.7 X 0.35 128 384 648 856 764 i
M 2 X 04 116 348 524 592 574 A
M 23 X 04 136 408 - 576 536 L
M 25 X 045 128 384 428 530 496 Eﬁ
M 26 X 045 112 336 374 432 422 £
M 3 X 035 166 498 - - - iy
M 3 X 05 84 252 266 356 352 =
M 3 X 06 84 252 - 356 352 i
M 35 X 035 158 474 - - - T
M 35 X 06 102 306 - 374 370 z
M 4 X 05 160 480 - 510 510 th
M 4 X 07 84 252 266 338 334 .
M 4 X 075 84 252 - 338 334 E
M 45 X 05 128 384 - - - B
M 45 X 075 106 318 = 426 418 M
M 5 X 05 120 360 = 510 510 ‘If;r
M 5 X 075 148 444 - 560 560 .
M 5 X 0.8 90 270 272 346 334 §§
M 5 X 09 90 270 - 346 334 A
M 55 X 05 148 444 - - - e
M 55 X 075 172 516 - - - "
M 55 X 09 126 378 - 440 440 -
M 6 X 05 182 546 - - - b
M 6 X 075 132 396 - 510 510 A
M 6 X 10 98 294 302 366 362 A
M 65 X 0.75 - - 582 764 764 0
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Hand Taps - Spiral Fluted Taps - Spiral Pointed Taps

SKSE(R)1& | SKSEFR)IE | HSSEB(R)I& |HSS EXB(X)I&|HSS EXE(X)i&

M 7 X 05 262 786 - - -
g M 7 X 075 202 606 = 582 -
’{2 M 7 X 10 168 504 — 486 474
= M 7 X 125 276 828 - - -
- M 8 X 05 404 1,212 - - -
- M 8 X 075 290 870 - 764 764
i M 8 X 1.0 202 606 - 670 656
% M 8 X 125 150 450 374 500 482
% M 8 X 15 278 834 - - -
# M 9 X 05 730 2,190 - - -
. M 9 X 075 524 1572 - - -
Z; M 9 X 10 360 1,080 - 892 874
A M 9 X 1.25 226 678 - 794 794
2 M 9 X 15 396 1,188 - - -
" M 10 X 05 524 1,572 - - -
= M 10 X 0.75 378 1,134 - - -
o M 10 X 1.0 240 720 - 928 900
. M 10 X 1.25 194 582 474 664 646
% M 10 X 15 194 582 474 664 646
W M 11 X 05 790 2,370 - - -
i M 11 X 075 570 1710 - - -
ng M 11 X 1.0 376 1,128 - - -
y M 11 X 1.25 286 858 - - -
5 M 11 X 15 286 858 - - -
H M 12 X 05 666 1,998 - = -
N M 12 X 075 512 1,536 - - -
s M 12 X 1.0 328 984 - 1,078 1,078
t M 12 X 1.25 278 834 682 892 892
# M 12 X 15 278 834 682 892 892
. M 12 X 175+ 278 834 682 892 892
v M 13 X 1.0 484 1,452 - - -
H M 13 X 1.25 484 1,452 - - -
A M 13 X 15 484 1,452 — - -
" M 13 X 1.75 530 1,590 - - -
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FRARIN -

Hand Taps

PR AEFRIN

- Spiral Fluted Taps -

EMIMIZRY Threading Tools

© SEumARIN

Spiral Pointed Taps

/] T G

SKSE(ER)E | SKSEFER)ME | HSSE(R)I& |HSS EXE(X)I&|HSS EXE(H)1&

M 14 X 1.0 410 1,230 - 1,524 1,524
M 14 X 1.25+ 404 1,212 1,092 1,490 1,420
M 14 X 1.5+ 360 1,080 916 1,190 1,164
M 14 X 1.75 404 1,212 - - -

M 14 X 2.0+ 360 1,080 916 1,190 1,164
M 15 X 1.0 628 1,884 - 2,904 2,700
M 15 X 15 628 1,884 - 2,210 2,166
M 15 X 20 628 1,884 - - -

M 16 X 1.0 610 1,830 - 2,074 1,930
M 16 X 1.25 610 1,830 - 2,074 1,930
M 16 X 1.5+ 510 1,530 1,320 1,578 1,548
M 16 X 2.0+ 510 1,630 1,320 1,578 1,548
M 17 X 1.0 718 2,154 - - -

M 17 X 1.5 718 2,154 - - -

M 17 X 20 764 2,292 - - -

M 18 X 1.0 810 2,430 - 3,360 3,268
M 18 X 1.5+ 704 2,112 1,634 2,162 2,108
M 18 X 2.0 722 2,166 2,502 2,378
M 18 X 2.5+ 704 2,112 1,634 2,162 2,108
M 19 X 1.0 900 2,700 - - -

M 19 X 15 826 2,478 - - -

M 19 X 25 826 2,478 - - -

M 20 X 05 2,072 6,216 - - -

M 20 X 1.0 988 2,964 - 3,832 3,760
M 20 X 1.5+ 842 2,526 1,956 2,914 2,840
M 20 X 2.0 864 2,592 - 3,386 3,348
M 20 X 2.5+ 842 2,526 1,956 2,914 2,840
M 22 X 1.0 1,208 3,624 - 4,906 4,816
M 22 X 1.5+ 1,030 3,090 2,394 3,752 3,752
M 22 X 20 1,056 3,168 - 4,386 4,386
M 22 X 2.5+ 1,030 3,090 2,394 3,752 3,752
M 24 X 1.0 1,638 4,614 - - -

M 24 X 1.5+ 1,338 4,014 3,108 4,950 4,950
M 24 X 20 1,374 4,122 3,422 5,642 5,552

1] \ﬁ:
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Hand Taps - Spiral Fluted Taps - Spiral Pointed Taps

SKSB(F)4& | SKSEFE)HE | HSSB(F2)4& |HSS EXB()I§|HSS EXEB(X)i&

M 24 X 3.0+ 1,338 4,014 3,108 4,950 4,950
% M 25 X 1.0 2,114 6,342 - - -

’If*; M 25 X 15 1,506 4518 3,950 7,862 7,862
” M 25 X 2.0 1,506 4518 - 7,862 7,862
- M 26 X 1.0 2,136 6,408 - - -

- M 26 X 15 1,636 4,908 4,278 6,206 6,206
- M 26 X 2.0 1,636 4,908 - 6,206 6,206
3 M 26 X 3.0 1,636 4,908 - 6,206 6,206
£ M 27 X 1.0 2,000 6,000 - - -

# M 27 X 15 1,822 5,466 5,188 6,624 6,624
. M 27 X 20 1,822 5,466 - - -

Z; M 27 X 3.0 1,822 5,466 4,824 6,624 6,624
A M 28 X 1.0 1,940 5,820 — 8,954 8,954
2 M 28 X 15 1,920 5,760 - 8,390 8,390
" M 28 X 20 1,920 5,760 - 8,390 8,390
o M 30 X 1.0 2,450 7,350 - 10,592 10,592
i M 30 X 15 1,924 5,772 6,224 8,172 8,172
" M 30 X 20 1,924 5,772 6,224 8,630 8,630
:ét: M 30 X 3.0 1,924 5,772 6,224 8,630 8,630
T M 30 X 35 1,924 5,772 5,678 8,172 8,172
i M 32 X 1.0 5,096 15,288 - 13,632 13,632
’If; M 32 X 15 4,430 13,290 9,192 10,484 10,484
y M 32 X 20 4,430 13,290 9,192 10,484 10,484
5 M 32 X 30 4,430 13,290 9,192 10,484 10,484
H M 33 X 15 4,744 14,232 9,192 10,810 10,810
: M 33 X 20 4,998 14,094 - 12,976 12,976
s M 33 X 3.0 4,744 14,232 9,682 12,976 12,976
% M 33 X 35 4,744 14,232 9,192 10,648 10,648
%E M 34 X 1.0 5,704 17,112 - 15,198 15,198
. M 34 X 15 5,174 15,522 10,684 12,976 12,976
# M 34 X 20 5,174 15,522 10,684 12,976 12,976
B M 34 X 30 5,174 15,522 10,684 12,976 12,976
A M 35 X 15 5,272 15,816 11,066 13,514 13,514
" M 35 X 20 5,272 15,816 11,066 14,068 14,068
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Hand Taps
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EMIMIZRY Threading Tools

© SEumARIN

- Spiral Fluted Taps - Spiral Pointed Taps

SKSE(Z)#& | SKSEFI)IE | HSSE(Z)#& |HSS EXB(E)HK HSS EXE(R)1%

M 35 X 3.0 5,272 15,816 11,066 14,068 14,068
M 36 X 15 5,390 16,170 10,466 11,740 11,740
M 36 X 20 5,390 16,170 10,466 11,376 11,376
M 36 X 3.0 5,390 16,170 10,466 11,376 11,376
M 36 X 4.0 5,390 16,170 10,102 11,740 11,740
M 38 X 15 5,822 17,466 11,466 14,250 14,250
M 38 X 20 5,938 17,814 12,558 14,250 14,250
M 38 X 3.0 5,938 17,814 12,558 16,052 16,052
M 38 X 4.0 5,938 17,814 12,558 16,052 16,052
M 39 X 15 6,036 18,108 12,012 14,706 14,706
M 39 X 20 6,312 18,936 12,832 14,706 14,706
M 39 X 30 6,312 18,936 12,832 14,706 14,706
M 39 X 40 6,036 18,108 12,012 14,706 14,706
M 40 X 15 6,644 19,932 13,014 15,834 15,834
M 40 X 20 6,644 19,932 13,832 17,836 17,836
M 40 X 3.0 6,644 19,932 13,832 17,836 17,836
M 40 X 4.0 6,644 19,932 13,014 15,834 15,834
M 42 X 15 7,272 21,816 14,742 17,672 17,672
M 42 X 20 7,272 21,816 15,580 19,910 19,910
M 42 X 3.0 7,272 21,816 15,580 19,910 19,910
M 42 X 40 7,272 21,816 15,580 19,910 19,910
M 42 X 45 7,272 21,816 14,742 17,672 17,672
M 45 X 15 8,486 25,458 16,452 19,966 19,966
M 45 X 20 8,486 25,458 17,600 22,496 22,496
M 45 X 3.0 8,486 25,458 17,600 22,496 22,496
M 45 X 4.0 8,134 24,402 17,600 22,496 22,496
M 45 X 45 8,134 24,402 16,452 19,966 19,966
M 48 X 1.5 10,330 30,990 20,712 25,480 25,480
M 48 X 2.0 10,780 32,340 22,022 28,738 28,738
M 48 X 4.0 10,780 32,340 22,022 28,738 28,738
M 48 X 5.0 10,330 30,990 20,712 25,480 25,480
M 52 X 5.0 - - - 36,036 36,036
M 56 X 55 - - - 41,132 41,132
M 64 X 6.0 - - - 55,474 55,474

/] T G
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Hand Taps - Spiral Fluted Taps - Spiral Pointed Taps

SKSE(R)IE | SKSEFR)IE | HSSE(R)I& |HSS EXB(X)I&|HSS EXE(X)i&

UNF 0 - 80 238 714 - - -
g UNF 1 - 72 200 600 - - -
i‘; UNF 2 - 64 186 558 - - -
” UNF 3 - 56 172 516 - - -
- UNF 4 - 48 162 486 - 410 394
Tl UNE 5 - w4 118 354 - 394 378
i UNF 6 - 40 98 294 - 390 374
Eﬁ UNF 8 - 36 98 294 - 390 374
i UNF 10 - 32 102 306 - 400 382
E UNF 12 - 28 118 354 - 410 394
. UNF 1/8 - 44 128 384 - - -
Z; UNF 5/32 - 36 128 384 - - -
A UNS 3/16 - 32 118 354 - 410 394
5 | UNF 732 - 32 216 648 - - -
W0 UNF 14 - 28 140 420 - a8 396
- UNF 516 - 24 162 486 - 552 508
o UNS 38 - 18 208 624 - - -
. UNF 38 - 24 208 624 - 674 614
% UNF 7/16 - 20 286 858 - 864 846
i UNF 12 - 20 328 984 - 1,038 1,014
- UNF 916 - 18 446 1,338 - 1,528 1,504
ng‘ UNS 9/16 - 20 562 1,686 - - -
" UNF 58 - 18 470 1,410 - 1,612 1,588
| uns sB - 20 596 1,788 - - -
H UNF 34 - 16 704 2,112 - 2,470 2,388
200 uUNE 7B - 14 936 2808 - 3,822 3,702
Eﬁ UNF 1" - 12 1,196 3,588 - 5,478 5,314
# UNS 1" - 14 1,352 4,056 - - —
Eﬁ UNF 118 — 12 2,022 6,066 - 8,186 8,186
. UNF 1 1/4 - 12 2,566 7,698 - 9,620 9,620
2@ UNF 138 - 12 2,980 8,940 - 12,176 12,176
H UNF 112 - 12 4,016 12,048 = 14,988 14,988
A UNF 1 3/4 - 12 8,094 24,282 - - -
WL UNF AR - 12 9,388 28,164 - - -

C006




EBMMIFRS Threading Tools //).-ﬂ K/ {<]
FRARIL - BBHERRIN - SEimfRIN

Hand Taps - Spiral Fluted Taps - Spiral Pointed Taps

SKSE(R)E | SKSEFER)ME | HSSE(R)IE |HSS EXE(X)I&|HSS EXE(X)i&

UNF 2 - 12 11,936 35,808 - - -

UNEF 1/4 - 32 286 858 - 494 - g
UNEF 5/16 - 32 294 882 = 636 - ’If;
UNEF 38 - 32 308 924 - 768 - ”
UNEF 7/16 — 24 378 1,134 - 1,146 - 5
UNEF 716 — 28 398 1,194 - 1,192 - .
UNEF 7/16 — 32 436 1,308 - 1,230 - il
UNS 12 - 24 434 1,302 - 1,584 - %
UNEF 12 - 28 468 1,404 - 1,648 - 7
UNEF 12 - 32 498 1,494 - 1,696 - I;
UNEF 9/16 — 24 548 1,644 - 2,530 - -
UNEF 58 - 24 628 1,884 - 2,662 - g;
UNEF 34 - 20 908 2,724 - 3,968 - H
UNEF 7/8 — 20 1,216 3,648 - 6,116 - 2
UNEF 1" - 20 1,506 4,788 - 8,772 - "
UNC 1 - 64 200 600 - - - .
UNC 2 - 56 180 540 - 710 710 o
UNC 3 - 48 168 504 - - - "
UNC 4 - 40 162 486 - 410 394 %
UNC 5 - 40 118 354 - 394 378 5
UNC 6 - 32 98 294 - 390 374 .
UNC 8 - 32 98 294 - 390 374 i;
UNC 10 - 24 102 306 - 400 382 .
UNC 12 - 24 118 354 - 410 394 =
UNC 1/8 — 40 128 384 - - - Iﬂ
UNC 316 — 24 118 354 - - - 2
UNC 1/4 - 20 140 420 324 418 396 s
UNC 516 — 18 162 486 352 552 508 ¥
UNC 38 - 16 208 624 426 674 614 %
UNC 716 — 14 286 858 - 864 846 .
UNC 12 - 13 328 984 748 1,038 1,014 gf;]
UNC 9/16 — 12 446 1,338 - 1,528 1,504 s
UNC 58 - 11 470 1,410 1,222 1,612 1,588 i
UNC 34 - 10 704 2,112 1,762 2,470 2,388 "
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Hand Taps - Spiral Fluted Taps - Spiral Pointed Taps

SKSE(R)1& | SKSE#R)IE | HSSE(R)I& |HSS EXB(X)I&|HSS EXE(X)i&

UNC 78 - 9 936 2,808 - 3,822 3,702
o UNC 1" - 8 1,196 3,588 - 5,478 5,314
% uNC 18- 7 2,022 6,066 - - -
" UNC 1 1/4 - 7 2,566 7,698 - - -
o UNC 1 3/8 - 6 2,980 8,940 - - -
: UNC 112 - 6 4,016 12,048 - - -
A UNC 1 3/4 - 5 8,094 24,282 - - -
Iﬂ UNC 2 - 41p2 11,936 35,808 = = -
a W 116 - 60 398 1,194 - - -
" W 332 - 48 310 930 - - -
n W 18 - 40 9 288 270 370 356
fiﬁ W 532 - 32 9 288 270 370 356
- W 3/16 - 24 100 300 284 356 350
” W 732 - 24 228 684 - - 530
151 W 14 - 20 112 336 324 454 408
H W 516 - 18 132 396 352 596 578
% W 38 - 16 164 492 426 718 700
% W 746 - 14 246 738 - 872 854
’If; W 12 - 12 284 852 748 1,198 1,162
- W 916 - 12 444 1,332 - 1,856 1,820
z W 58 - 11 444 1,332 1,222 1,856 1,820
- W 34 - 10 616 1,848 1,762 2,810 2,730
X W 1316 — 10 884 2,652 - - -
i W 78 - 9 862 2,586 2,402 4,350 4,222
= w1 - 8 1,176 3,528 3,204 6,236 6,060
g{f W 118 - 7 1,828 5,484 - 8,542 8,208
“ W o114- 7 2,276 6,828 - 10,506 10,102
= W 138- 6 2794 8,382 - 14,180 13,650
" W 112 - 6 3,556 10,668 - 17,030 16,836
g% W 158- 5 5,860 17,580 - - -
H W 134- 5 7,036 21,108 - - -
@ W 178 - 41/2 8,664 25,992 - - -
" W2 - 412 11016 33,048 - - -
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HSS-Co8 Spiral Fluted Taps & Spiral Pointed Taps

* SEAREEIHIM I 2 7SS - ML ~ M - LS RN B A -
] UL e gmpE - Y o

@D @d ¥

HC-SFT T e A S 2;

iy

HC-POT l L m 1

B :imm | F

£

rplimis] (L) | () | (@) [ (K) [ (K1) | (N) | BEEH |SEECE| L

M 2 X04 | 6H | 45 | 11 | 3 | 25| 3 | 2 648 746 =z
M 25 X 0.45 6H | 45 | 12 3 | 25 3 2 580 668 =
M 3 X 05 6H | 50 5 4 | 32 6 3 390 450 a
M 35 X 0.6 6H | 50 6 4 | 32 6 3 412 474 m
M 4 X 07 6H | 57 9 5 4 7 3 372 426 4
M 5 X 08 6H | 66 8 55 | 45 7 3 378 436 -
M 6 X 1.0 6H | 69 | 12 6 45 7 3 400 460 =
M 8 X 1.25 6H | 70 | 13 | 62 5 8 3 548 632 i;"
M 10 X 15 6H | 75 | 15 7 | 55 8 3 728 840 ¥
M 12 X 1.75 6H | 82 | 17 | 85 | 65 9 3 980 1,126 flrg
M 14 X 2.0 6H | 88 | 20 | 105 | 8 11 3 1,306 1,504 .
M 16 X 2.0 6H | 95 | 20 | 125 | 10 | 13 3 1,732 1,992 4
i

Bfimm | i

Tap Limits| (L) (1) (d) | (K) | (K1) | (N) B |[S#BEEGE| | X

M 2 X 04 6H | 45 | 11 3 | 25 3 2 648 746 !
M 25 X 0.45 6H 45 12 3 2.5 3 2 580 668 ‘If;r
M 3 X 05 6H | 50 | 12 4 | 32 6 3 390 450 p
M 35 X 0.6 6H | 50 13 4 3.2 6 3 412 474 22
M 4 X 07 6H | 57 | 14 5 4 7 3 372 426 %
M 5 X 08 6H | 66 | 16 | 55 | 45 | 7 3 378 436 e
M 6 X 1.0 6H | 69 | 195 | 6 | 45 | 7 | 3 400 460 "
M 8 X 1.25 6H | 70 | 22 | 62 5 8 3 548 632 pm
M 10 X 15 64 | 75 | 24 | 7 | 55 | 8 | 3 728 840 b
M 12 X 1.75 6H | 82 | 29 | 85 | 65 9 3 980 1,126 Iﬂ
M 14 X 2.0 6H | 88 | 20 | 105 | 8 11 3 1,306 1,504 A
M 16 X20 | 6H | 95 | 20 | 125 | 10 | 13 | 3 1,732 1,992 "
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DIN Machine Taps

BMIMIARY Threading Tools

N2
F @D ad
E5% SD-SFT
i -+t =—7—- F——=%
By \_.
| Ki

ﬁ% SD-POT —l L
1§

B ' mm
#
’IF;F Tap Limits| (L) (1) (d) B REEG)E
- M 3 X 05 6H 56 6 2.2 536 628
ﬁ M 4 X 07 6H 63 7 2.8 508 600
1 M 5 X 0.8 6H 70 8 3.5 518 610
- M 6 X 1.0 6H 80 10 45 550 642
x
i; B i mm
2 Tap Limits| (L) (1) (d) B SERSE (R
0 M 3 X 05 6H 56 11 2.2 536 628
= M 4 X 07 6H 63 13 2.8 508 600
g M 5 X 0.8 6H 70 15 3.5 518 610
I M 6 X 1.0 6H 80 17 45 550 642
s
%
u o FTE R HEARIN
% | Taps for Screw Threads Used on Sewing Machines
£
By
M
o
" SM-SFT SM-POT
BB
58
1§
i _ Bt | BE)®E B | BE)E
;‘; SM 3/32 — 56 858 778 SM 15664 — 28 622 566
o SM 18 — 40 686 648 SM 14 - 24 752 682
& SM 1/8 - 44 686 648 SM 1/4 - 28 798 724
i SM 9/64 — 40 506 476 SM 14 — 40 850 770
- SM 11/64 — 40 528 476 SM 9/32 - 20 832 832
;ﬁ: SM 3/16 - 28 622 566 SM 9/32 - 28 916 832
1 SM 13/64 — 32 886 806 SM 38 - 28 1,192 1,082
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5k REIZAEFRIN - SeimihIN

Spiral Fluted Taps & Spiral Pointed Taps for Special Purpose

7

=

=i EE R

TiN Coating

A EFEMER

for SUS

FEEESTH

for Non-Ferrous Metals

_ EIREG)% BE)iE Bt

M 1 X 025 1,178

M 12 X 025 1,108 - -
M 14 X 03 1,060 - -
M 16 X 0.35 1,028 - -
M 17 X 035 956 - -
M 2 X 04 742 622 622
M 25 X 045 664 556 556
M 26 X 045 542 456 456
M 3 X 05 448 372 372
M 35 X 06 474 410 410
M 4 X 07 428 356 356
M 5 X 08 434 364 364
M 6 X 1.0 458 386 386
M 8 X 10 840 698 698
M 8 X 125 628 528 528
M 10 X 1.0 1,164 956 956
M 10 X 125 834 692 692
M 10 X 15 834 692 692
M 12 X 1.0 1,352 1,122 1,122
M 12 X 125 1,120 938 938
M 12 X 15 1,120 938 938
M 12 X 175 1,120 938 938
M 14 X 1.0 1,912 1,570 1,570
M 14 X 15 1,492 1,238 1,238
M 14 X 20 1,492 1,238 1,238
M 16 X 1.0 2,602 2,128 2,128
M 16 X 15 1,984 1,630 1,630
M 16 X 20 1,984 1,630 1,630
M 18 X 15 2,712 2,266 2,266
M 18 X 25 2,712 2,266 2,266
M 20 X 15 3,676 3,058 3,058
M 20 X 25 3,676 3,058 3,058
M 22 X 15 4,768 4,076 4,076
M 22 X 25 4,768 4,076 4,076
M 24 X 15 6,442 5,206 5,206
M 24 X 30 6,442 5,206 5,206
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Spiral Fluted Taps & Spiral Pointed Taps for Special Purpose

=i EE A ARMER FEEESTH

TiN Coating for SUS for Non-Ferrous Metals

= SEIREC)E B B
i UNF 8 - 36 500 430 430
A UNF 10 - 32 518 440 440
j;fg UNF 12 - 28 528 450 450
# UNS 3/16 — 32 528 436 436

UNF 1/4 - 28 536 448 448
. UNF 516 — 24 710 584 584
" UNF 38 - 24 864 712 72
- UNF 12 - 20 1,328 1,110 1,110
,ﬁ UNF 58 - 18 2,102 1,740 1,740
7y UNF 34 - 16 3,204 2,644 2,644
i UNF 78 — 14 4,850 4,076 4,076
& UNF 1" - 12 6,962 5,886 5,886
Iﬂ UNC 2 - 56 910 742 742
2 UNC 4 - 40 528 442 442
’If*; UNC 6 - 32 500 418 418
= UNC 8 - 32 500 418 418
2 UNC 10 - 24 518 440 440
i UNC 12 - 24 528 450 450

UNC 1/4 — 20 536 448 448
2 UNC 516 - 18 710 584 584
5 UNC 38 - 16 864 712 712
i UNC 12 - 13 1,328 1,110 1,110
%% UNC 58 - 11 2,102 1,740 1,740
" UNC 34 - 10 3,204 2,644 2,644
M UNC 78 - 9 4,850 4,076 4,076
" UNC 1" - 8 6,962 5,886 5,886
. W 18 — 40 476 392 392
o W 532 - 32 476 392 392
W W 316 — 24 456 382 382
" W 14 - 20 582 482 482
z W 516 - 18 774 630 630
A W 38 - 16 928 758 758
gg W 12 - 12 1,540 1,270 1,270
’Ifgz‘* W 58 - 11 2,420 1,984 1,984
- W 34 - 10 3,640 2,984 2,984
R W 78 - 9 5,514 4,604 4,604
" W1 - 8 7,018 6,644 6,644
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Long Shank Machine Taps for Magnesium Alloys

* FENTIFEE B S SFERETAILIHIT] A - tIHIMEREE MRS -

@D ad F

54
EX-LHT Kl

B :mm | =

Tap Limits| (L) ) d | (K) | (K1) | (N) B2 &

2 X 04 FH1 55 15 3 2.5 5 3 592 ;

2 X 04 FH2 95 15 3 2.5 5 3 592

25 X 0.45 FH1 55 16 3 2.5 5 3 532 i

25 X 045 FH2 S8 16 3 2.5 5 3 532 E

2.6 X 0.45 FH1 | 60 16 3 2.5 5 3 446 #

2.6 X 0.45 FH2 60 16 3 2.5 9 3 446

3 X 05 FH1 70 18 4 3.2 6 3 546

< 2|/ 2] |22 L £

Vi
3 X 05 FH2 70 18 4 3.2 6 3 546 ?:ﬁ
15

= 3 al
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HE#RIN
Roll Taps o1

W) BERIEE
LU U smEmcmn  TAZHES  GAEHE -

* AHERN I - REHHE > MUNLTEE - BRES ISR -
* BB RERBREERFEIN R AR » FBIKIERASUIEME M TR -

F
i L RSB AR B 2 . HBCEIE ARl B

] =B I’ E K J NEIH S K
ﬁ% = \‘\/V\A/\A/ =8 S A AT AR A o = M BREFA A HIFRER o
:
5
=2
B2 B i mm
«ﬁ Tap Limits BE)H% B SEIRE ()%
4 M 2 X 04 GH4 544 544 608 1.77 ~ 1.82
n M 23 X 04 GH4X 508 508 572 2.07 ~ 2.13
Z: M 25 X 045 GH5 508 508 572 2.24 ~ 2.31
5 M 26 X 045 GH5 - 5X 508 508 572 2.34 ~ 2.41
= M 3 X 05 GH5 - 6 420 420 484 272 ~ 2.78
] M 35 X 06 GHS5X - 6 420 420 484 3.16 ~ 3.23
5 M 4 X 07 GH7 400 400 464 3.60 ~ 3.68
- M 5 X 08 GH7 406 406 470 455 ~ 4,63
?;ﬁ M 6 X 10 GH6X - 7 442 442 504 5.43 ~ 553
1§ UNC 2 - 56 GH4 544 544 608 1.93 ~ 2.02
. UNC 4 - 40 GH5X 472 472 536 2.49 ~ 261
?,; UNC 5 - 40 GH5 448 448 512 2.82 ~ 2.92
1§ UNC 6 - 32 GH5X - 6 448 448 512 3.05 ~ 3.19
% UNC 8 - 32 GH6X 460 460 524 3.71 ~ 3.83
: UNC 10 - 24 GH6X 480 480 544 423 ~ 4,37
1§ UNC 12 - 24 GH7 570 570 634 4.89 ~ 5.02
N UNC 144 - 20 GH8 480 480 544 5.63 ~ 5.77
= UNF 10 - 32 GH7 480 480 544 438 ~ 4.48
5
\ = IR E 23
% 'ﬂﬁE ﬁ"% I& Recomm)(zniejd1 Clﬂ?\&)ﬁiﬁ
- W R kTR 5E BIR 25 ARSI
1 0 ool e
Eﬁ (m/min) | (mm/Y)) (m/min) | (mm/YJ)
" K= C 0.25% 8 ~13 | ~ 004 | [ -2EHEYBSBSC| 7 ~12 | ~0.04
2‘@ FixEH C0.25~0.45% | 7 ~ 10 ~ 0.04 =40 5[4 PBPBC| 7 ~ 12 ~ 0.04
W | | mREMZC045% | 5 ~ 8 | ~0.04 — —
- 225 SCM FR——— AﬁEE}LEM AL 10 ~ 20 0.04
% A$E$8H SUS 5 ~ 10 ~ 0.04 ﬁamﬁﬁﬁfm AC~ADC 10 ~ 15 ~ 0.04
i;r $A cu 7 ~12 | ~0.04 DA eiEY ZDC 7 ~12 | ~0.04
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Fluteless Taps —-——

) SRR
st i aﬁtﬂﬁclﬁ *ﬁZEﬁﬁ* TRZBES #FRSaR
* AERN I 2G5 BN LTEE @ BRES ISR -
* BRI ARERRREERFEITNR AR - FBIKIERASIHME M TR -

E3
|—4“J i ﬁflﬂ%ﬁﬁﬁﬁﬁﬁz‘%4m B 21 ) %flﬂlf‘ﬁj%ﬁﬁE‘K%Zm =1 2%

o e BRE2F o TV mpEaE . ER
U N v, WEARAGATEER . 2 gy SR RATRAT A - 2
:
%
%?2
19
Tay FT FT-G - PM-FT-G i
Limits B EIRE ()% B()i% EIRME ()% I
M 08 X 02 F4 - - 742 802 .
M 09 X 0225 | F4 - - 680 740 %
M 1 X 025 F4 602 660 662 722 "
M 1 X 025 5 602 660 662 722 -
M 12 X 025 F4 520 580 572 632 i;
M 12 X 025 5 520 580 572 632 -
M 14 X 03 F4 418 536 526 584 G
M 14 X 03 5 a18 536 526 584 "
M 16 X 0.35 F4 456 516 502 562 z
M 16 X 035 5 456 516 502 562 "
M 17 X 035 F3 456 516 502 562 %
M 17 X 035 F4 456 516 502 562 r
M 2 X 04 F3 390 448 428 488 "
M 2 X 04 F4 390 448 428 488 N
M 2 X 04 5 390 448 428 488 "
M 23 X 04 5 446 506 492 552 N
M 25 X 045 F4 370 428 406 464 %’2
M 25 X 045 F5 370 428 406 464 "
M 25 X 045 F6 370 428 406 464 i
M 26 X 045 | F5 362 420 398 456 0
M 26 X 045 F6 362 420 398 456 -
M 3 X 05 F5 298 358 330 390 b
M 3 X 05 F6 298 358 330 390 "
M 3 X 05 F7 298 358 330 390 z
M 35 X 06 F5 312 372 344 404 "
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4518 415 -

Fluteless Taps WA=

=

Tap FT FT-G PM-FT PM-FT-G
% Limits B(Z)% EIRE ()M B(E)% HEIRE ()M
" M 4 X 07 F6 320 380 354 414
” M 4 X 07 F7 320 380 354 414
o M 4 X 07 F8 320 380 354 414
" M 5 X 08 F6 338 398 374 432
" M 5 X 08 F7 338 398 374 432
" M 6 X 10 F7 364 422 404 462
x M 6 X 10 F8 364 422 404 462
ng M 8 X 125 F8 554 624 608 678
. M 10 X 125 F8 628 708 690 772
x M 10 X 15 F8 628 708 690 772
H M 12 X 175 F8 982 1,086 1,080 1,186
S UNF 0 - 80 F4 778 836 856 914
B0 OUNF o1 -T2 F4 622 680 686 744
= UNF 10 - 32 F6 396 456 436 496
# UNF 1/4 - 28 F6 428 498 470 540
j—_ UNF 516 - 24 F8 608 678 670 740
5 UNF 38 - 24 F8 726 806 800 880
W UNC 1 - 64 F4 622 680 686 744
gx UNC 2 - 56 F4 520 578 572 630
" UNC 4 - 40 F5 418 476 460 520
y UNC 4 - 40 F6 418 476 460 520
“ | unc 5 - 40 F5 556 614 612 670
H UNC 6 - 32 F5 338 396 372 430
2 UNC 6 - 32 F6 338 396 372 430
s UNC 8 - 32 F6 370 428 406 464
t UNC 10 - 24 F7 396 456 436 496
i UNC 12 - 24 F7 412 470 454 512
- UNC 12 - 24 F8 412 470 454 512
g@ UNC 12 - 24 F9 412 470 454 512
H UNC 1/4 — 20 F6 428 498 470 540
z UNC 5/16 — 18 F8 608 678 670 740
" UNC 3/8 — 16 F8 726 806 800 880
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Long Shank Fluteless Taps

PM
B =

Tap Limits| Type B )M SR E ()M
M 2 X04 X 80 F4 B 1,180 1,282
M 25X 045 X 80 F5 B 1,122 1,222
M 26 X 045 X 80 F5 B 1,102 1,202
M 3 X 05 X 100 F6 B 1,044 1,146
M 3 X 05 X 100 F6 P 1,044 1,146
M 4 X 07 X 100 F7 B 1,080 1,182
M 5 X 08 X 100 F7 B 1,220 1,322
M 6 X 10 X 100 F8 B 1,258 1,358
UNC 4 - 40 X 80 F5 B 1,398 1,498
UNC 4 - 40 X 100 F5 B 1,398 1,498
UNC 6 - 32 X 100 F6 B 1,352 1,454
T EEHIN
Fluteless Taps for Left Hand —-—
Tap Limits| Type B
M 3 X 05 F6 B 560
M 4 X 0.7 F7 B 602
M 5 X 08 F7 B 644
M 6 X 1.0 F7 B 686

Co17
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Oversize Spiral Fluted Taps & Spiral Pointed Taps

B
n
o

L]
54

= 3R

s 36 S I

\\ BMIMIARY Threading Tools

.

J-OVERSFT

J-OVERPOT

I-OVERSFT

+0.03 / +0.05/+0.07 / +0.1 [+0.03 / +0.05/+0.07 / +0.1 +0.15 +0.15
B | B EEECHREREC)R B HEEREGHE
M 2 XO04 782 838 891 947 - -
M 25 X 045 696 752 805 861 - -
M 26 X 045 588 634 697 743 - -
M 3 X05 468 506 577 615 - -
M 35 X 06 534 576 643 685 - -
M 4 X 07 444 478 553 587 - -
M 5 X038 454 488 563 597 488 597
M 6 X 10 480 516 589 625 516 625
M 8 X 125 658 706 776 824 706 824
M 10 X 125 870 938 1,025 1,093 - -
M 10 X 15 870 938 1,025 1,093 - -
M 12 X 15 1,164 1,254 1,346 1,436 - -
M 12 X 175 1,164 1,254 1,346 1,436 - -
M 14 X 15 1,554 1,674 1,763 1,883 - -
M 14 X 20 1,554 1,674 1,763 1,883 - -
M 16 X 15 2,060 2,220 2,315 2,475 - -
M 16 X 20 2,060 2,220 2,315 2,475 - -
UNF 10 - 32 532 572 641 681 - -
UNF 14 - 28 596 640 705 749 - -
UNF 5/16 — 24 786 846 904 964 - -
UNF 38 - 24 946 1,016 1,101 1,171 - -
UNF 12 - 20 1,568 1,692 1,777 1,901 - -
UNC 2 - 56 960 1,038 1,069 1,147 - -
UNC 4 - 40 556 582 665 691 - -
UNC 6 - 32 516 556 625 665 - -
UNC 8 - 32 516 556 625 665 - -
UNC 10 - 24 532 572 641 681 - -
UNC 14 - 20 596 640 705 749 - -
UNC 5/16 - 18 786 846 904 964 - -
UNC 38 - 16 946 1,016 1,101 1,171 - -
UNC 12 - 13 1,568 1,692 1,777 1,901 - -
W 316 - 24 470 510 579 619 - -
W 14 - 20 596 640 705 749 - -
W 5/16 - 18 786 846 904 964 - -
W 38 - 16 946 1,016 1,101 1,171 - -
w 12 - 12 1,568 1,692 1,777 1,901 - -

C018




_ SEmIRs Threading Tools //g
AT AFRIN

Long Shank Machine Taps

7

BEm

LHT LSFT LPOT %;

1

e

) B BEEGE ||

M 2 X 04 X 100 - 1,856 2,038 7
M 25 X 045 X 100 - 1,656 1,856 5
M 26 X 045 X 100 - 1,384 1,566 #
M 3 X 05 X 100 892 1,146 1,328 -
M 3 X 05 X 120 1,128 1,328 1,538 2
M 35 X 06 X 100 - 1,238 1,420 19
M 4 X 05 X 100 - 1,320 1,484 m
M 4 X 07 X 100 800 1,056 1,220 #
M 4 X 07 X 120 1,028 1,324 1,516 .
M 4 X 07 X 150 1,428 1,874 2,102 ;@
M 5 X 05 X 100 - 1,138 1,292 %
M 5 X 08 X 100 728 910 1,064 €
M 5 X 08 X 120 956 1,230 1,404 4
M 5 X 08 X 150 1,128 1,438 1,648 -
M 6 X 075 X 100 - 1,002 1,148 5
M 6 X 10 X 100 628 800 946 i}fzﬁ
M 6 X 10 X 120 792 1,174 1,338 %
M 6 X 10 X 150 1,046 1,528 1,730 i
M 6 X 10 X 200 - 1,012 2,148 "
M 7 X 10 X 100 - 1,074 1,238 X
M 8 X 075 X 100 - 1,220 1,384 0
M 8 X 10 X 100 - 1,074 1,238 pe
M 8 X 10 X 120 - 1,520 1,702 o
M 8 X 10 X 150 - 2,112 2,330 -
M 8 X 125 X 100 774 974 1,138 e
M 8 X 125 X 120 074 1,376 1,558 "
M 8 X 125 X 150 1,302 1,020 2,138 -
M 8 X 125 X 200 - 2,400 2,656 b
M 10 X 1.0 X 100 - 1,346 1,528 Iﬂ
M 10 X 1.0 X 120 - 1,784 1,994 A
M 10 X 10 X 150 - 2,494 2,740 "
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Long Shank Machine Taps

S

B B RIRE )

A M 10 X 125 X 100 928 1,220 1,402
" M 10 X 1.25 X 120 1,120 1,616 1,826
,f% M 10 X 1.25 X 150 1,528 2,260 2,506
jfg M 10 X 15 X 100 928 1,160 1,342
7 M 10 X 15 X 120 1,120 1,568 1,778
= M 10 X 15 X 150 1,528 2,260 2,506
2 M 10 X 15 X 200 - 2,826 3,118
H M 12 X 1.0 X 120 - 2,338 2,584
R M 12 X 125 X 100 - 1,674 1,892
i M 12 X 125 X 120 - 2,220 2,466

M 12 X 125 X 150 - 3,186 3,478
i M 12 X 15 X 100 1,328 1,638 1,856
" M 12 X 15 X 120 1,548 2,012 2,258
- M 12 X 15 X 150 1,084 2,934 3,226
3;? M 12 X 175 X 100 1,328 1,524 1,742
i M 12 X 175 X 120 1,548 1,952 2,196
= M 12 X 175 X 150 1,766 2,876 3,166
o M 12 X 175 X 200 - 3,594 3,940
I M 14 X 1.0 X 100 - - -
z M 14 X 15 X 100 1,510 - -
%% M 14 X 15 X 120 1,766 2,210 2,482
- M 14 X 15 X 150 2,530 3,386 3,704
- M 14 X 20 X 100 1,510 - -
i; M 14 X 20 X 120 1,766 2,202 2,476
y M 14 X 20 X 150 2,530 3,130 3,448
% M 14 X 20 X 200 - 3,914 4,296
" M 16 X 1.5 X 120 2,202 3,166 3,486
= M 16 X 1.5 X 150 2,584 3,722 4,096
a M 16 X 15 X 200 3,386 4,286 4,742
¥ M 16 X 20 X 120 2,202 3,090 3,408
% M 16 X 20 X 150 2,584 3,508 3,882
~ M 16 X 20 X 200 3,386 4,286 4,742
H M 18 X 15 X 150 3,750 4,340 4,760
: M 18 X 15 X 200 4,660 5,570 6,078
’If;r M 18 X 25 X 150 3,604 4,004 4,422
= M 18 X 25 X 200 4,660 5,570 6,078
" M 20 X 1.5 X 150 4,586 5,388 5,870
" M 20 X 15 X 200 5,970 7,090 7,674
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Long Shank Machine Taps

EE

7

B BE)H IR E ()M
M 20 X 25 X 150 4,586 5,388 5,870 A
M 20 X 25 X 200 5,070 7,090 7,674 i
M 22 X 15 X 150 5,232 6,098 6,616 ”
M 22 X 15 X 200 6,406 7,662 8,300 o
M 22 X 25 X 150 5,232 6,098 6,616 2y
M 22 X 25 X 200 6,406 7,662 8,300 %
M 24 X 15 X 150 6,024 7,044 7,780 it
M 24 X 15 X 200 7,408 8,854 9,592 -
M 24 X 30 X 150 6,024 7,044 7,780 2
M 24 X 30 X 200 7,408 8,854 9,592 "
UNF 10 - 32 X 100 1,184 1,446 1,602 .
UNF 10 - 32 X 120 1,666 1,874 2,048 x
UNF 10 — 32 X 150 1,966 2,356 2,566 4
UNF 1/4 — 28 X 100 974 1,164 1,310 3
UNF 1/4 — 28 X 120 1,238 1,520 1,684 i
UNF 1/4 - 28 X 150 1,638 2,038 2,238 -
UNF 5/16 — 24 X 100 1,210 1,402 1,566 C
UNF 5/16 — 24 X 120 1,520 1,784 1,966 ’If;
UNF 516 — 24 X 150 2,038 2,558 2,776 -
UNF 38 — 24 X 100 1,402 1,638 1,820 4
UNF 38 — 24 X 120 1,756 2,020 2,230 0y
UNF 38 — 24 X 150 2,366 3,012 3,258 %
UNF 12 — 20 X 100 1,874 2,038 2,256 P
UNF 12 — 20 X 120 2,420 2,558 2,802 -
UNF 12 — 20 X 150 3,104 3,886 4,176 Mc
UNC 4 - 40 X 100 1,484 1,792 1,974 #
UNC 6 - 32 X 100 1,356 1,666 1,830 .
UNC 6 - 32 X 120 1,792 2,056 2,248 4
UNC 8 - 32 X 100 1,356 1,666 1,820 i
UNC 8 - 32 X 120 1,792 2,056 2,230 "
UNC 8 - 32 X 150 2,484 2,884 3,094 z
UNC 10 — 24 X 100 1,184 1,446 1,602 3
UNC 10 - 24 X 120 1,666 1,874 2,048 -
UNC 10 - 24 X 150 1,966 2,356 2,566 th
UNC 1/4 — 20 X 100 974 1,164 1,310 -
UNC 1/4 - 20 X 120 1,238 1,520 1,684 5
UNC 1/4 - 20 X 150 1,638 2,038 2,238 i
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Long Shank Machine Taps

BEE

\\ BMIMIARY Threading Tools

= B BER)E SEIREB ()
@ UNC 5/16 — 18 X 100 1,210 1,402 1,566
" UNC5/16 — 18 X 120 1,520 1,784 1,966
,f% UNC5/16 — 18 X 150 2,038 2,558 2,776
i?? UNC 3/8 — 16 X 100 1,402 1,638 1,820
iy UNC 3/8 — 16 X 120 1,756 2,020 2,230
5 UNC 3/8 — 16 X 150 2,366 3,012 3,258
4 UNC 12 - 13 X 100 1,874 2,038 2,256
Iﬂ UNC 1/2 - 13 X 120 2,420 2,558 2,802
a UNC 1/2 — 13 X 150 3,104 3,886 4,176
" W 1/8 - 40 X 100 1,402 1,656 1,838
0 W 532 — 32 X 100 1,256 1,520 1,684
x W 532 — 32 X 120 1,446 1,730 1,020
I W 532 - 32 X 150 2,020 2,512 2,740
5 W 316 — 24 X 100 1,146 1,328 1,484
] W 3/16 — 24 X 120 1,384 1,610 1,784
Iﬂ W 316 — 24 X 150 1,592 1,948 2,156
! W 14 - 20 X 100 974 1,164 1,310
’If;r W 14 - 20 X 120 1,238 1,520 1,684
. W 14 - 20 X 150 1,638 2,038 2,238
4 W 5/16 — 18 X 100 1,210 1,402 1,566
T W 516 — 18 X 120 1,520 1,784 1,066
% W 516 — 18 X 150 2,038 2,558 2,776
z W 38 - 16 X 100 1,402 1,638 1,820
A W 38 - 16 X 120 1,756 2,020 2,230
! W 38 - 16 X 150 2,366 3,012 3,258
’;; W 12 - 12 X 100 1,874 2,038 2,256
= W12 - 12 X 120 2,420 2,558 2,802
3? W 12 - 12 X 150 3,104 3,886 4,176
I W 58 - 11 X 120 3,130 - -
” W 58 - 11 X 150 4,022 4,924 5,296
= W 58 - 11 X 200 4,622 5,542 5,996
% W 34 - 10 X 150 6,934 8,354 8,808
i W 34 - 10 X 200 8,482 9,700 10,256
’{; W 78 - 9 X 150 8,646 - -
- W 78 - 9 X 200 9,136 10,610 11,248
A W 1" - 8 X 150 10,848 - -
}“; W 1" — 8 X 200 11,558 13,322 14,068
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Pipe Taps

EMIMIZRY Threading Tools

/] T G

S

2 b3

2/ &2 i

116 — 28 | 294| - - 334 774 992 | - - - - - - &
18 — 28| 262| 620/ 810 | 304| 710 928 820 1,334 1,560| 288 | 620| 810 i;
/4 - 19| 302| 884]1,156 452| 1,014 1,320 | 1,184 | 1,916| 2,230 432 | 884| 1,156 | I
38 — 19| 646 1,420 1,856 | 726| 1,656 2,156 | 1,966 | 3,004| 3,510 674 | 1,420| 1,856 i;
12 - 14 | 932| 2,196 2,858 | 1,070 | 2,530 3,294 | 2,984 | 4,696 5460 974 | 2,196| 2,858 | -
58 — 14 | 1274 - ~ | 1490/ 3,666 - — - - 1372 | - — ]
3/4 - 14 | 1,342 3,118/ 4,058 | 1524 3,666 4,768 | 5,406 | 7,876 8,980| 1378 | 3,118 4,058 z
1"~ 11| 2196| 4,844 6,306 | 2444| 5566 7,244 | 8,208 14,788 16,470 2204 | 4844 6306 7%
114 - 11| 3684| 7,008 — | 3552| 8,044 - - - - | 3516 | 7,008 - B
112 - 11| 5410| 9,810, - | 5472(11,356 - - - - - | 9,810, - z
2 - 11 10,712 (18,564 — |12,606 21,054 - — - - - |18,564| - ﬁ;
i

5

sks | Hss | T | sks | Hss | U | i | g gl SKS | HSS | T || U

116 — 27 302 - - 354 920/ - - - - - - - i;
18 —27 302 732| 956 354| 842 1,102 842 | 928 1,50 392 | 928 1,210 |
1/4 -18 456 1,024 1,338 | 530| 1,204| 1,574| 1,204 | 1,328 | 1,640 | 582 | 1,326 | 1,730 g
3/8 —18 738| 1,644| 2,138 | 852| 2,006 2,612| 2,006 | 2,220 | 2,720 | 938 | 2,208 | 2,876 | .
12 —14 1070 | 2,370| 3,084 | 1262 2,992| 3,894| 2,992 | 3,294 | 4,060 | 1390 | 3,202 | 4,286 ..
34 —14 1454 3,276 4,258 | 1,688| 3,858 5,024| 3,858 | 4,258 | 5,360 | 1856 | 4,578 | 5952 |
1" —111/2| 2,386 | 5,168| 6,724 | 2,754 | 5,842| 7,598 | 5,842 | 6,442 | 8,120 | 3,030 | 6,824 | 8,872 %ﬁ
11/4—111/2| 3824 7,462| — | 4,188 8,444| - — - - — — — I
11/2—-111/2| 5468 /10,302| - | 6,452|11,746 14,688 - - - — — — i
2 —111/2(12676|19,984| - (1549224416 - | - | - | - | - | - | - | #

co23
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W2 hiE 5F & S 4 IN 1SS
Spiral Fluted Pipe Taps SEE
i oo | i
%
0
*%% nn{l‘z : §
:fg
HSS
0
. HSS lerommm| PSS |semm S EIE KEETE
?3 18 — 28 746 974 852 | 1,110 |1/8 - 27 880 | 1,146 | 1,020 | 1,328
I 14 - 19 | 1,062 1,384 1,220 1,592 |1/4 - 18 | 1,230 1,602 1,446 1,884
@ |38 - 19| 1,704 | 2,220 | 1,988 | 2,584 |3/8 — 18 | 1,974 | 2,576 | 2,412 | 3,140
ﬁ; 12 — 14 | 2,640 | 3,440 | 3,040 | 3958 |1/2 - 14 | 2,876 | 3,740 | 3,594 | 4,678
W |34 - 14| 3,750 | 4,878 | 4,842 | 6,298 |34 - 14 | 4,168 | 5424 | 5066 | 6,588
7;5 1" - 11| 5814 | 7,562 | 7,334 | 9536 | 1" —111/2 6,516 | 8,472 | 7,444 | 9,682
0
5 BB TN
g Long Shank Pipe Taps -
=
A
I
%
7F
i B X
1§
é 100L 120L 150L 200L 100L 120L 150L 200L
i; 18 — 28 1,402 1,820 2,494 - 1,730 2,156 3,094 -
v 14 - 19 1,884 2,484 2,548 — 2,238 2,958 3,130 -
;g 38 — 19 2,402 3,130 4,240 - 3,058 3,812 5,224 -
1§ 12 - 14 = 3,958 5,024 = = 4,660 6,060 =
= 34 — 14 - 7,426 8,044 | 11,012 = 8,700 9,682 | 13,204
ﬁ? " - 1 — 10,720 | 11,848 | 15,980 — 12,248 | 13,832 | 18,454
0
“
igf 100L 120L 150L 200L 100L 120L 150L 200L
4 18 - 27 1,656 2,056 3,004 - 1,948 2,438 3,576 -
§ﬁ 1/4 - 18 2,220 2,794 3,104 - 2,676 3,368 3,622 -
il
%; 38 - 18 2,794 3,594 5,042 - 3,440 4,314 5,970 -
T
- 12 - 14 - 4,550 5,952 . - 5,260 6,988 .
E 34 — 14 - 8,354 9,518 | 12,650 - 9,810 | 11,174 | 14,860
i;“ " - 1112 - 12,140 | 13,832 | 18,364 - 14,032 | 15,970 | 20,766

C02
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Machine Taps for Left Hand

£
SFT(I)-L POT()-L !IF;

1

i

B

%

lIIIII BE®E | EE%E IIIIII M | EGE |
M M 22 X 1 6,388 6,388 p
M 2.5 X 0.45 864 864 M 22 X 25 6,388 6,388 «f;}
M 2.6 X 045 736 736 M 24 X 15 8,418 8,418 o
M 3 X 05 574 574 M 24 X 3.0 8,418 8,418 i«%
M 35 X 06 662 662 UNC 2 - 56 1,204 1,204 =
M 4 X 07 546 546 UNC 4 - 40 698 698 %
M 5 X 08 556 556 UNC 6 - 32 648 648 =
M 6 X 1.0 592 592 UNC 8 - 32 648 648 %
M 8 X 125 852 852 UNC 10 - 24 670 670 %
M 10 X 1.25 1,088 1,088 UNF 10 — 32 670 670 %
M 10 X 15 1,088 1,088 UNF 1/4 — 28 760 760 %
M 12 X 1.25 1,516 1,516 UNF5/16 — 24 1,018 1,018 %
M 12 X 15 1,516 1,516 UNF 3/8 - 24 1,194 1,194 Y
M 12 X 1.75 1,516 1,516 W 316 24 622 622 i‘r
M 14 X 15 2,028 2,028 W 1/4 - 20 760 760 -
M 14 X 2.0 2,028 2,028 W 516 18 1,018 1,018 i%
M 16 X 15 2,686 2,686 W 38 - 16 1,194 1,194 "
M 16 X 20 2,686 2,686 W12 - 12 2,038 2,038 %
M 18 X 15 3,676 3,676 W 58 — 11 3,158 - %
M 18 X 25 3,676 3,676 W 3/4 - 10 4,778 - %E
M 20 X 15 4,960 4,960 W 78 - 9 6,524 - m
M 20 X 25 4,960 4,960 i’zﬁ

C025
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IEREE RN

Screw Thread Insert Taps

o IR INERBESBAITR CSIZEMWH RATE T ZEE %  mEAINAR R EEARL
S REBEMm L. 25— 2# 3% B—% 1B AR INEE L -
HSS1B #& 15"

z
i

;Z INSERT-TAP INSERT-SFT INSERT-POT
- B{7 *mm
B

’If; BA | = B#R)% B()i% B%

w | M 2 x04 | 214 | 2f 21 1,848 1,566 1,566

G| M25xo045 | 265 | 26 26 1,620 1,156 1,156

;ﬂé M 26 X 045 | 285 | 28 27 1,474 1,050 1,050

Ll M3 xo0s | 32 | 3n 31 1,202 846 846

z M 4 X07 | 43 | 417 4.2 1,256 822 822

1l M 5 x08 | 533 | 516 5.2 1,184 788 788

z M 6 X10 | 642 | 625 63 1,220 800 800

E;ﬁ M 8 X125 | 852 | 831 8.4 1,710 1,126 1,126

T M o10 x 10 | 1042 | 1025 0.3 2,420 1,660 1,660

:%: M 10 X 125 | 1052 | 1031 104 2,348 1,508 1,508
TOM 10 X 15 | 1062 | 107 105 2,348 1,508 1,508

§ M 12 X 125 | 1252 | 123 124 3,186 2,080 2,080

B M 12 x15 | 1262 | 1237 125 3,186 2,080 2,080

Sl M2 x175 | 1273 | 1248 125 3,186 2,080 2,080

S M 14 X125 | us | 12 143 4,532 3,032 3,032

Z 0 M 14 x15 | 1462 | 1437 145 4,150 2,756 2,756
%M 14 x20 | 1483 | 1449 145 4,150 2,756 2,756

B0 M 16 x15 | fes2 | 1637 165 5,752 3,874 3,874

% M 16 x20 | 1683 | 1649 165 5,752 3,874 3,874

£ M 18X25 | 1904 | 1858 19 9,082 6,150 6,150

W0 M 20 x25 | 2104 | 2058 21 10,830 7,340 7,340

5| M 2Xx25 | 2804 | 2258 23 14,560 9,352 9,352

B0 M 24 X380 | 225 | 247 25 18,146 11,432 11,432
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Screw Thread Insert Taps

_ SEmIRs Threading Tools //g
BE R ERRIN

7

B 48 WSHESEATESI SR AR

AL oo am Ao D 400 2434 B— BEE - SEIRI TN 2B Y o

HSS1B #& 15°H&

HR BB M SBERMNARERZEERL

EF
i

INSERT-TAP INSERT-SFT INSERT-POT :;

e

E{7 *mm "

A

mA | =) B B(>)iE B()i% ’;;

UNF 10 - 32 | 513 | 498 5 1,238 1,020 1,020 -
UNF 14 - 28 | 671 | 653 6.6 1,384 1,038 1,038 fr
UNF 516 - 24 | 838 | 82 83 1,766 1,328 1,328 j;
UNF 38 - 24 | 996 | 978 9.9 2,366 1,686 1,686 &
UNF 12 - 20 | 1326 | 1303 131 4,114 2,740 2,740 z
UNF 58 - 18 | 1648 | 1626 16.4 8,754 4,256 4,256 i
UNF 34 - 16 | 1968 | 1943 195 10,574 7,392 7,392 z
UNF 78 - 14 | 2286 | 226 227 14,596 10,392 10,392 i
UNF 1" - 12 | 2604 | 2576 26 21,712 13,522 13,522 "
UNC 2 - 56 | 244 | 228 23 1,856 1,310 1,310 %
UNC 4 - 40 | 807 | 295 3 1,274 1,020 1,020 i
UNC 5 - 40 | 338 | 325 33 1,274 1,020 1,020 §
UNC 6 - 32 | 38t 3.66 37 1,274 1,020 1,020 A
UNC 8 - 32 | 447 | 432 44 1,238 1,020 1,020 N
UNC 10 - 24 | 521 | 505 5.1 1,238 1,020 1,020 i
UNC 14 - 20 | 678 | 663 6.7 1,384 1,038 1,038 =
UNC 5/16 — 18 | 848 | 833 8.4 1,766 1,328 1,328 it
UNC 38 — 16 | 1011 | 991 10 2,366 1,686 1,686 1
UNC 12 - 13 | 1334 | 13.08 3.2 4,114 2,740 2,740 s
UNC 58 - 11 | 1684 | 16.59 16.7 8,754 4,256 4,256 1
UNC 34 - 10 | 2009 | 19.84 20 10,574 7,392 7,392 "
UNC 78 - 9 | 2327 | 2301 23 14,596 10,392 10,392 Q
UNC 1" - 8 | 2652 | 2619 26.5 21,712 13,522 13,522 i

Cco27



76 roer \\EE
M 252 BiEHIN

PM
M Series Spiral Fluted Taps & Spiral Pointed Taps bES= Cos6
TiN.:.: q%:'l‘i 28 +m
U b T B RAE -
*HEE e T g EL EERENER -
* MTIBRIE R ERSE -
= * tb— xmxﬁﬂﬂ?ﬁ%ﬁ%ﬁl%bﬂfm]‘ﬁﬁ IR E2ELLE -
% * BRI IAE - FEEM T H—ARFEEAVRRL o
:
i
i
i M-SFT M-POT
7
B %

i
A (HSS-EX) =B (HSS-PM) | K E% 8 | (HSS-EX) =B (HSS-PM) | Bk Ei%iR
2 M 2 X 04 768 860 940 | 1,032 740 832 848 940
# M 2.5 X 0.45 602 694 736 828 586 678 666 758
= M 2.6 X 0.45 534 624 650 742 512 602 586 678
X M 3 X 05 430 520 554 646 422 514 538 630
UM 4 xaor M4 506 532 624 | 402 494 510 602
= M 5 X 08 422 514 548 640 408 498 526 618
jfg; M 6 X 1.0 450 540 596 688 434 526 556 648
W M 7 X 10 538 648 802 912 516 626 774 884
o M 8 X 1.0 692 800 1,160 | 1,270 658 768 1,066 | 1,176
A M 8 X 1.25 652 760 892 | 1,002 632 740 820 930
H M 10 X 1.25 824 942 1,174 | 1,292 804 922 1,086 | 1,204
z M 10 X 15 824 942 1,174 | 1,292 804 922 1,086 | 1,204
# M 12 X 125 | 1,150 | 1,304 1,648 | 1,802 | 1,114 | 1,268 1,530 | 1,684
- M 12 X 15 1,150 | 1,304 1,648 | 1,802 | 1,114 | 1,268 1,530 | 1,684
- M 12 X 175 | 1,150 | 1,304 1,648 | 1,802 | 1,114 | 1,268 1,530 | 1,684
" M 14 X 15 1,616 | 1,798 | 2,004 | 2,276 | 1,548 | 1,730 1,082 | 2,164
y M 14 X 20 1,616 | 1,798 | 2,004 | 2,276 | 1,548 | 1,730 1,082 | 2,164
% M 16 X 15 2,086 | 2,304 | 2,804 | 3,032 | 2,014 | 2,234 | 2660 | 2,888
W M 16 X 20 2,086 | 2,304 | 2,804 | 3,032 | 2,014 | 2234 | 2660 | 2,888
. M 18 X 15 2852 | 3,106 | 3,568 | 3,822 | 2,740 | 2,994 | 3,368 | 3,622
. M 18 X 25 2852 | 3,106 | 3,568 | 3,822 | 2,740 | 2,994 | 3,368 | 3,622
H M 20 X 15 3704 | 4014 | 5128 | 5438 | 3654 | 3964 | 4,900 | 5,210
# M 20 X 25 3704 | 4014 | 5128 | 5438 | 3,654 | 3,964 | 4,900 | 5210
%% M 22 X 15 5050 | 5406 | 6,506 | 6,860 | 4,850 | 5206 | 5470 | 5,824
- M 22 X 25 5050 | 5406 | 6,506 | 6,860 | 4,850 | 5206 | 5470 | 5,824
: M 24 X 15 5976 | 6552 | 7,630 | 8,058 | 5898 | 6,488 | 7,284 | 7,712
j;; M 24 X 3.0 5,976 6,552 7,630 8,058 | 5,898 6,488 7,284 7,712
. M 25 X 2.0 8,530 | 8,968 | 10,040 | 10,486 - - 9,546 | 9,992
" M 26 X 15 7,800 | 8,362 | 9,626 | 10,100 - - 9,212 | 9,686
“ M 27 x30 | 8956 | 9,466 | 11,564 | 12,074 | - ~ | 10994 | 11,504
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M 2512 Fi&EFHIR

M Series Spiral Fluted Taps & Spiral Pointed Taps

EE

BT RS Threading Tools //).'ﬂ K/ {<]

C056

(HSS-EX)| =&l | (HSS-PM) | iKE&EM | (HSS-EX)| =& | (HSS-PM) | iKEEH 2;
M 28 X 20| 10,464 | 11,010 | 12,714 | 13,260 - - 12082 | 12628 | i
M 30 x 15| 11,574 | 12,202 | 14,506 | 15,224 - - 13854 | 14482 |
M 30 X 35| 11,574 | 12,202 | 14,506 | 15,224 - - 13,854 | 14,482 | i
UNF 10 — 32 516 608 650 742 498 590 628 720 |
UNS 3/16 — 32 520 612 652 744 502 594 596 688 |
UNF 1/4 — 28 538 630 674 766 516 606 616 708 |
UNF 5/16 — 24 712 820 | 1,056 | 1,166 682 792 936 | 1,046 | X
UNF 3/8 — 24 862 980 | 1,392 | 1,510 828 946 1,38 | 1,256 | =
UNF 7/16 — 20 | 1,128 | 1,284 - - - - - - b
UNF 1/2 — 20 | 1,426 | 1,500 | 1,942 | 2106 | 1,370 | 1,534 1,810 | 1,974 | &
UNF 58 — 18 | 2,218 | 2,436 | 3,280 | 3,508 | 2,132 | 2,350 3084 | 3312 |
UNF 3/4 - 16 3,350 3,642 5,118 5,410 3,216 3,508 4,854 5,146 ‘If;f*
UNF 7/8 — 14 | 5188 | 5544 | 6,176 | 6,530 | 4,982 | 5,336 5870 | 6,224
UNF 1" - 12 | 7448 | 7,884 | 11,640 | 12,086 | 7,48 | 7,586 | 11,092 | 11,538 | 1
UNC 2 - 56 778 870 936 | 1,028 720 812 o10 | 1,002 |
UNC 4 - 40 532 622 642 734 512 602 618 o |
UNC 6 - 32 502 594 632 724 482 574 600 692 |
UNC 8 - 32 502 594 632 724 482 574 600 692 | I
UNC 10 - 24 516 608 650 742 498 590 628 720 || %
UNC 3/16 — 24 520 612 652 744 502 594 596 688 |
UNC 1/4 - 20 538 630 674 766 516 606 616 708 | | “
UNC 5/16 - 18 712 820 | 1,056 | 1,166 682 792 936 | 1,046 | =
UNC 38 - 16 862 980 | 1,392 | 1,510 828 946 1,138 | 1256 | 1
UNC 12 - 13 | 1,426 | 1,590 | 1,942 | 2,106 | 1,370 | 1,534 1,810 | 1,974 >
UNC 58 - 11 | 2,218 | 2,436 | 3,280 3,508 | 2,132 | 2,350 3084 | 3312 |
UNC 34 - 10 | 3,350 | 3642 | 5118 | 5410 | 3,216 | 3,508 4,854 | 5146 |
UNC 7/8 - 9 | 5188 | 5544 | 6,176 | 6,530 | 4,982 | 5,336 5870 | 6224 | .
UNC 1" 8 7,448 7,884 | 11,640 | 12,086 | 7,148 7,586 | 11,092 | 11,538 §§
W 316 — 24 486 576 610 702 466 556 556 648 | | X
W 14 - 20 596 686 682 774 512 602 624 6 ||
W 5/16 — 18 768 878 | 1,140 | 1,250 746 856 1,02 | 1130 |
W 38 - 16 938 | 1,056 & 1,512 | 1,630 904 | 1,022 1,232 | 1,350 |
W 12 - 12 | 1,546 | 1,708 | 2,002 | 2,166 | 1,504 | 1,668 1,868 | 2,032 | &
W 58 - 11 | 2,402 | 2,620 | 3,552 | 3,780 | 2,330 | 2,548 3,338 | 3566
W 34 - 10 | 3628 | 3918 | 5542 | 5834 | 3530 | 3,822 5260 | 5,552 -
W 78 - 9 | 5622 | 5976 | 6,690 | 7,044 | 5460 | 5814 6,344 | 6,608 | |
W 1" - 8 | 7,006 8342 | 12,358 | 12,804 | 7,832 | 8,268 | 11,790 | 12,236 |
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BESATE IS PR R R TR -
HSS-PM Spiral Fluted Combo Taps for Multi Purpose with TiN Coating —-— cos7

5

oD ad
x 0 s A
i; ! ] LK
W
" B - mm
i
’If; (L) ) (d) (N) RSB ()18
- M 3 X 05 46 35 4 3 764
b M 4 X 07 52 49 5 3 746
;ﬂs M 5 X 0.8 60 5.6 55 3 764
g; M 6 X 1.0 62 7 6 3 810
H M 8 X 1.0 70 8.5 6.2 3 1,238
f@ M 8 X 1.25 70 8.5 6.2 3 1,120
B M 10 X 1.25 75 105 7 3 1,466
H M 10 X 1.5 75 105 7 3 1,466
% M 12 X 1.0 82 12 8.5 3 1,938
£ M 12 X 1.25 82 12 8.5 3 1,938
i M 12 X 15 82 12 8.5 3 1,938
% M 12 X 1.75 82 12 8.5 3 1,938
§ M 14 X 15 88 14 105 3 2,394
» M 14 X 2.0 88 14 105 3 2,394
= M 16 X 1.5 95 14 125 3 3,094
}I; M 16 X 2.0 95 14 125 3 3,094
fg M 18 X 15 100 17.5 14 4 3,822
2! M 18 X 2.5 100 175 14 4 3,822
% M 20 X 15 105 175 15 4 5,678
B M 20 X 2.5 105 175 15 4 5,678
: M 22 X 15 115 175 17 4 6,862
% M 22 X 25 115 175 17 4 6,862
5 M 24 X 15 120 21 19 4 8,062
i M 24 X 3.0 120 21 19 4 8,062
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Spiral Fluted Combo Taps for Multi Purpose with Short Chamfer

7

C057

2 * 5B FH - 15P
5EE A - 1.5P

oD ad
S S — ¥
e ?é
m
5
B 'mm | 1
5
(L) (1) (d) (N) BRI ;H?F
M 2 X 04 40 95 3 2 756 %
M 25 X 045 44 95 3 2 674 =
M 26 X 045 44 95 3 2 556 e
M 3 X 05 46 11 4 3 464 I"‘Z
M 4 X 07 52 13 5 3 436 e
M 5 X08 60 16 55 3 446 o
M 6 X 10 62 19 6 3 474 -
M 8 X 1.0 70 22 6.2 3 856 j‘g
M 8 X 125 70 2 6.2 3 646 1
M 10 X 1.25 75 24 3 846 &
M 10 X 15 75 24 3 846 #
M 12 X 125 82 29 85 3 1,138 -
M 12 X 15 82 29 85 3 1,138 z
M 12 X 175 82 29 85 3 1,138 i
UNF 1/4 — 28 62 19 6 3 536 .
UNF 5/16 — 24 70 22 6.1 3 700 ,r%
UNF 3/8 — 24 75 24 7 3 864 1
UNF 1/2 — 20 85 29 9 3 1,328 z“@
UNC 4 - 40 44 95 3 3 528 %%
UNC 6 - 32 48 13 4 3 500 -
UNC 8 - 32 52 13 5 3 500 -
UNC 1/4 — 20 62 19 6 3 536 4
UNC 5/16 — 18 70 2 6.1 3 700 *ﬁ
UNC 3/8 — 16 75 24 7 3 864 ;';
UNC 1/2 - 13 85 29 9 3 1,328 5
W 316 - 24 60 16 55 3 464 s
W 14 - 20 62 19 6 3 582 b
W 516 — 18 70 2 6.1 3 764 "
W 38 - 16 75 24 3 920 A
W12 - 12 85 29 3 1,528 0
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Spiral Fluted Combo Taps for Multi Purpose cos57

* EANEEMELZISHUNT - rPESERNMIIEEE - 0N - A& T3 WEkHaE%% -
CLT sk ETRERET URAHSHE B EVSERS BRI o AIRSIEEIEIAR  IRFEE  RhEEK

* FFIRERET BB AR - EHEENIRN BiRe A M E -

*EAIREMT -

F

i o0 24

ﬁ% COMBO-SFT Y I A S I IS IS I S

# ! LKL

A COMBO-SFTG L |

£

g B{I :mm
i

7 (L) () (d) (N) BE)E BARME ()%
4 M 1 X 025 30 55 3 2 1,238 1,328
- M 1.1 X 0.25 32 55 3 2 1,428 1,520
% M 1.2 X 0.25 32 55 3 2 1,164 1,256
T M 1.4 X 0.3 34 8 3 2 1,110 1,202
& M 1.6 X 0.2 36 8 3 2 1,428 1,520
t M 1.6 X 0.35 36 8 3 2 1,074 1,164
= M 1.7 X 0.35 36 8 3 2 982 1,074
E;ﬁ M 1.8 X 0.35 36 8 3 > 1,138 1,228
T M 2 X 04 YH1 40 9.5 3 2 682 774
z M 2 X 04 YH2 40 9.5 3 2 682 774
" M 2 X 04 YH3 40 9.5 3 2 682 774
p M 2.2 X 0.45 42 9.5 3 2 764 856
§ M 23 X 04 42 9.5 3 2 664 756
I M 25 X 0.35 44 9.5 3 2 710 800
! M 2.5 X 0.45 YH1 44 9.5 3 2 610 700
’;; M 2.5 X 0.45 YH2 44 9.5 3 2 610 700
p M 2.5 X 0.45 YH3 44 9.5 3 2 610 700
= M 2.6 X 0.35 44 9.5 3 2 582 674
A M 2.6 X 0.45 YH1 44 9.5 3 2 500 592
N M 2.6 X 0.45 YH2 44 9.5 3 2 500 592
Bl M26Xx045YH3 | 44 95 3 2 500 592
- M 3 X 035 46 11 4 3 482 574
2 M3 x05 YH2 | 46 11 4 3 418 510
Iﬂ M 3 X 05 YH3 46 11 4 3 418 510
2 | M35x035 48 13 4 3 510 600
" M35x06 48 13 4 3 436 528
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Spiral Fluted Combo Taps for Multi Purpose
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B{Z * mm
(1) (d) (N) BG)% IR ()18
M 4 X 05 52 13 5 3 592 682
M 4 X 0.7 YH2 52 13 5 3 392 482
M 4 X 07 YH3 52 13 5 3 392 482
M 4 X 07 YH4 52 13 5 3 392 482
M 45 X 0.5 55 13 5 3 574 664
M 45 X 0.75 55 13 5 3 492 582
M 5 X 05 60 16 5.5 3 592 682
M 5 X 08 YH2 60 16 55 3 400 492
M 5 X 08 YH3 60 16 5.5 3 400 492
M 5 X 08 YH4 60 16 5.5 3 400 492
M 55 X 05 60 16 5.5 3 592 682
M 6 X 05 62 19 6 3 682 774
M 6 X 0.75 62 19 6 3 592 682
M 6 X 1.0 YH2 62 19 6 3 428 518
M 6 X 1.0 YH3 62 19 6 3 428 518
M 6 X 1.0 YH4 62 19 6 3 428 518
M 7 X 0.75 65 19 6.2 3 674 782
M 7 X 1.0 65 19 6.2 3 564 674
M 8 X 0.75 70 22 6.2 3 882 992
M 8 X 1.0 70 22 6.2 3 774 882
M 8 X 1.25 YH2 70 22 6.2 3 582 692
M 8 X 1.25 YH3 70 22 6.2 3 582 692
M 8 X 1.25 YH4 70 22 6.2 3 582 692
M 9 X 0.75 72 22 7 3 1,184 1,302
M 9 X 1.0 72 22 7 3 1,028 1,146
M 9 X 125 72 22 7 3 920 1,038
M 10 X 0.75 75 24 7 3 1,238 1,356
M 10 X 1.0 75 24 7 3 1,074 1,192
M 10 X 1.25 75 24 7 3 764 882
M 10 X 1.5 YH2 75 24 7 3 764 882
M 10 X 1.5 YH3 75 24 7 3 764 882
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Spiral Fluted Combo Taps for Multi Purpose cos57

.— .

B{Z * mm
- (L) ) (d) (N) B IR ()1
@ M10X15 YHE| 75 24 7 3 764 882
5| M 11X 075 80 25 8 3 1,438 1,592
ElomMx 10 80 25 8 3 1,438 1,592
Bl M1 x 15 80 25 8 3 1,438 1,502
= | M 12X 10 82 29 85 3 1,246 1,402
% M 12 X 1.25 82 29 8.5 3 1,028 1,184
o | M12X15 82 29 85 3 1,028 1,184
2l M2 x175YH2 | 82 29 8.5 3 1,028 1,184
Tl M2 x 175 ¥H3 | 82 29 85 3 1,028 1,184
% M 12 X 1.75 YH4 | 82 29 85 3 1,028 1,184
5| M 14 X 1.0 88 30 105 3 1,756 1,938
5 M14x125 88 30 10.5 3 1,720 1,902
Bl M1 x 15 88 30 105 3 1,374 1,556
& | M 14X20 88 30 105 3 1,374 1,556
g% M 15 X 1.0 9 30 105 3 3,348 3,558
L~ M 15X 15 9 30 105 3 2,548 2,758
2 M6 Xx10 95 32 125 3 2,394 2,620
Tl M 16 X 15 % 32 125 3 1,820 2,048
§ M 16 X 2.0 % 32 125 3 1,820 2,048
5| M 18 X 1.0 100 37 14 4 3,868 4,122
ad M 18 X 15 100 37 14 4 2,494 2,748
B M8 x 20 100 37 14 4 2,884 3,140
| M 18X 25 100 37 14 4 2,494 2,748
ig M 20 X 1.0 105 37 15 4 4,414 4,722
o | M20 X 15 105 37 15 4 3,358 3,668
2 M 20X 20 105 37 15 4 3,894 4,204
2l M 20 x 25 105 37 15 4 3,358 3,668
4 M2 x10 115 38 17 4 5,652 6,006
Y M2 x1s 115 38 17 4 4,322 4,678
7| M 22 x20 115 38 17 4 5,050 5,406
M2 x 25 115 38 17 4 4,322 4,678
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B{Z * mm
(1) (d) (N) B IR ()18

M 24 X 1.0 120 45 19 4 6,552 6,980
M 24 X 15 120 45 19 4 5,696 6,124
M 24 X 20 120 45 19 4 6,488 6,916
M 24 X 3.0 120 45 19 4 5,696 6,124
M 25 X 15 125 45 19 4 9,046 9,492
M 25 X 20 125 45 19 4 9,046 9,492
M 26 X 1.0 125 45 20 4 8,218 8,690
M 26 X 15 125 45 20 4 7,144 7,616
M 26 X 20 125 45 20 4 7,144 7,616
M 27 X 15 130 45 20 4 7,626 8,136
M 27 X 20 130 45 20 4 8,772 9,282
M 27 X 3.0 130 45 20 4 7,626 8,136
M 28 X 15 130 45 21 4 9,656 10,202
M 28 X 20 130 45 21 4 9,656 10,202
M 30 X 1.0 135 48 23 4 12,184 12,812
M 30 X 15 135 48 23 4 9,400 10,028
M 30 X 20 135 48 23 4 9,928 10,556
M 30 X 3.0 135 48 23 4 9,928 10,556
M 30 X 35 135 48 23 4 9,400 10,028
M 33 X 15 145 45 25 4 11,894 12,676
M 33 X 20 145 45 25 4 14,278 15,060
M 33 X 3.0 145 51 25 4 14,278 15,060
M 33 X 35 145 51 25 4 11,712 12,494
M 36 X 15 155 45 28 4 12,912 13,960
M 36 X 20 155 45 28 4 12,512 13,560
M 36 X 3.0 155 57 28 4 12,512 13,560
M 36 X 4.0 155 57 28 4 12,912 13,960
M 38 X 15 165 45 28 4 15,680 -

M 39 X 15 165 45 30 4 16,180 -

M 39 X 20 165 45 30 4 16,180 -

M 39 X 4.0 165 60 30 4 16,180 -
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Spiral Fluted Combo Taps for Multi Purpose cos57

.— .

B{Z * mm
- (L) ) (d) (N) Bt EIREG)®
g M 40 X 15 165 45 30 4 17,418 -
1 M 40 X 20 165 45 30 4 19,620 -
& M 40 X 30 165 60 30 4 19,620 -
% M 42 X 15 175 45 32 4 19,446 -
= M 42 X 20 175 45 32 4 21,904 -
% M 42 X 30 175 60 32 4 21,904 -
. M 42 X 45 175 60 32 4 19,446 -
b M 45 X 15 180 45 35 4 21,968 -
- M 45 X 45 180 67 35 4 21,968 -
% M 48 X 15 185 45 38 4 28,028 -
d M 48 X 30 185 67 38 4 28,028 -
2 M 48 X 50 185 67 38 4 28,028 -
0 M 52 X 50 | 195 70 42 4 39,640 -
& M 64 X 60 | 225 79 48 4 61,024 -
%% UNF 2 - 64 42 9.5 3 2 618 710
.| UNF 4 - 48 44 95 3 3 474 564
Z | UNF 5 - 44 46 11 4 3 456 546
" UNF 6 - 40 48 13 4 3 456 546
§ UNF 8 - 36 52 13 5 3 456 546
% || UNF 10 - 32 60 16 55 3 464 556
ad UNF 12 - 28 60 16 55 3 474 564
W) UNF 14 - 28 62 19 6 3 482 574
% | | UNF5/16 — 24 70 22 6.1 3 638 746
i% UNF 38 - 24 75 24 7 3 782 900
o | UNF7/16 - 20 80 25 8 3 1,002 1,156
Z | UNF 12 - 20 85 29 9 3 1,202 1,366
%1 UNF 96 - 18 9 30 10.5 3 1,766 1,974
& | UNF 5B - 18 % 32 12 3 1,856 2,084
% | UNF 34 - 16 105 37 14 4 2,848 3,140
o | UNF 7B - 1 115 38 17 4 4,396 4,750
BOUNF 1 -2 125 45 20 4 6,306 6,752
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B{Z * mm
(L) (1) (d) (N) B IR ()1
UNC 2 56 42 9.5 3 2 820 910
UNC 3 48 44 9.5 3 2 646 738
UNC 4 40 44 9.5 3 3 474 564
UNC 5 40 46 11 4 3 456 546
UNC 6 32 48 13 4 3 456 546
UNC 8 32 52 13 5 3 456 546
UNC 10 24 60 16 5.5 3 464 556
UNC 12 24 60 16 55 3 474 564
UNC 1/4 20 62 19 6 3 482 574
UNC 5/16 — 18 70 22 6.1 3 638 746
UNC 3/8 16 75 24 7 3 782 900
UNC 7/16 - 14 80 25 8 3 1,002 1,156
UNC 1/2 13 85 29 9 3 1,202 1,366
UNC 9/16 — 12 90 30 10.5 3 1,766 1,974
UNC 5/8 11 95 32 12 3 1,856 2,084
UNC 3/4 10 105 37 14 4 2,848 3,140
UNC 7/8 9 115 38 17 4 4,396 4,750
UNC 1" 8 125 45 20 4 6,306 6,752
W 1/8 40 46 11 4 3 428 518
W 5/32 - 32 52 13 5 3 428 518
W 316 - 24 60 16 5.5 3 418 510
W 1/4 20 62 19 6 3 528 618
W 5/16 — 18 70 22 6.1 3 692 800
W 3/8 16 75 24 7 3 828 946
W 716 - 14 80 25 8 3 1,010 1,164
w12 12 85 29 9 3 1,384 1,548
W 916 - 12 90 30 10.5 3 2,138 2,348
W 5/8 11 95 32 12 3 2,138 2,366
W 3/4 10 105 37 14 4 3,240 3,530
W 7/8 9 115 38 17 4 5,006 5,360
w1 8 125 45 20 4 7,170 7,616

I\ﬁ:
I

= 3 al
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Spiral Pointend Combo Taps for Multi Purpose cos57

* EANEEMELZISHUNT - rPESERNMIIEEE - 0N - A& T3 WEkHaE%% -
CLT sk ETRERET URAHSHE B EVSERS BRI o AIRSIEEIEIAR  IRFEE  RhEEK

* FIRERET BB AR - EHE R IR BiRe A M E -

*BAEAMNT -

F

A @D @d

L7 COMBO-POT N I S S N IO ISR A | S

i

1 | ] L

= COMBO-POTG

=5

A B : mm
§; L | O | @ | O M) SHIRME ()t
M 1 X 025 30 55 3 0 1,184 1,274
M 11X 025 32 55 3 2 1,366 1,456
ol M 12X 025 32 55 3 2 1,110 1,202
- | M 14Xx03 34 8 3 2 982 1,074
jfg; M 16 X 0.2 36 8 3 2 1,366 1,456
¥ | M 16 X 035 36 8 3 2 1,020 1,110
£ M17x03% 36 8 3 2 882 974
% | M 18x 035 36 8 3 2 1,074 1,164
UM 2 x04 YH | 40 95 3 o 664 756
Z1 M2 xo04 YHI| 40 95 3 2 664 756
Bl M 2 Xx04 YHA | 40 9.5 3 2 664 756
| M 22X 045 42 95 3 2 718 810
ﬁ M 2.3 X 0.4 42 9.5 3 2 618 710
5| M 25X 045 YH2 | 44 95 3 2 574 664
M| M 25X 045 YH3 | 44 95 3 2 574 664
G | M25x 045 YHe | 44 95 3 2 574 664
M 26 X 045 YH2 | 44 95 3 2 492 582
B M 26x 045 YH3 | 44 95 3 > 492 582
B M26x045YHA | 44 9.5 3 2 492 582
w | M 3 X035 46 11 4 3 474 564
= | M 3Xx05 YH2 | 46 11 4 3 410 500
s M 3 X 05 YH3 46 11 4 3 410 500
£ | M g x05 YHe | 46 11 4 3 410 500
()

§ | M35x 08 48 13 4 3 500 592
~ | M35x06 48 13 4 3 428 518
2™ 4 xo5 52 13 5 3 592 682
HlM 4 x07 YH2 | 82 13 5 3 392 482
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Spiral Pointend Combo Taps for Multi Purpose co57

B

7

B - mm

(N (d) (N) B AR ME ()% =
M 4 X 07 YH3 52 13 5 3 392 482 %
M 4 X 07 YH4 52 13 5 3 392 482 g
M 45 X 05 55 13 5 3 556 646 ﬁ%
M 4.5 X 0.75 55 13 5 3 482 574 ‘If;r
M 5 X 05 60 16 55 3 592 682 .
M 5 X 08 YH2 60 16 55 3 392 482 i
M 5 X 08 YH3 60 16 55 3 392 482 H
M 5 X 0.8 YH4 60 16 55 3 392 482 2
M 55 X 05 60 16 55 3 592 682 "
M 6 X 05 62 19 6 3 682 774 "
M 6 X 075 62 19 6 3 592 682 &
M 6 X 1.0 YH2 62 19 6 3 418 510 "
M 6 X 10 YH3 62 19 6 3 418 510 f@
M 6 X 10 YH4 62 19 6 3 418 510 7
M 7 X 075 65 19 6.2 3 674 782 e
M 7 X 1.0 65 19 6.2 3 546 656 "
M 8 X 0.75 70 22 6.2 3 882 992 .
M 8 X 1.0 70 22 6.2 3 756 864 2
M 8 X 1.25 YH3 70 22 6.2 3 556 664 %
M 8 X 125 YH4 | 70 22 6.2 3 556 664 -
M 9 X 075 72 2 7 3 1,164 1,284 i
M 9 X 1.0 72 22 7 3 1,010 1,128 N
M 9 X 1.25 72 22 7 3 920 1,038 =
M 10 X 0.75 75 24 7 3 1,202 1,320 -
M 10 X 1.0 75 24 7 3 1,038 1,156 &
M 10 X 1.25 75 24 7 3 746 864 1§
M 10 X 15 YH3 75 24 7 3 746 864 i
M 10 X 15 YH4 75 24 7 3 746 864 #
M 11 X 0.75 80 25 8 3 1,438 1,592 .
M 11 X 1.0 80 25 8 3 1,438 1,592 ﬁf;{
M 11 X 15 80 25 8 3 1,438 1,592 A
M 12 X 1.0 82 29 85 3 1,246 1,402 A
M 12 X 1.25 82 29 85 3 1,028 1,184 0
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Spiral Pointend Combo Taps for Multi Purpose cos57
E!E!!E: B - mm
= (L) (1 (d) (N) B BEEG)E
L 12 X 15 82 29 8.5 3 1,028 1,184
% | M 12 X 1.75 YH4 82 29 8.5 3 1,028 1,184
%] M 12 X 175 YHp 82 29 8.5 3 1,028 1,184
’If*;r M 14 X 1.0 88 30 10.5 3 1,756 1,938
s | M 14X 125 88 30 105 3 1,638 1,820
2 M 14 X 15 88 30 10.5 3 1,346 1,528
B M 14 X 20 88 30 105 3 1,346 1,528
200 ™15 x10 90 30 105 3 3,112 3,322
B M1 X 15 9 30 105 3 2,494 2,702
- M 16 X 1.0 95 32 125 3 2,220 2,448
2 M 16 x15 95 32 125 3 1,784 2,012
M 16 X 20 95 32 125 3 1,784 2,012
f@ M 18 X 1.0 100 37 14 3 3,768 4,022
W M 18 X 15 100 37 14 3 2,430 2,684
2| M 18x20 100 37 14 3 2,740 2,994
B M 18 X25 100 37 14 3 2,430 2,684
| M 20Xx10 105 37 15 3 4,332 4,642
7 | M2Xx15 105 37 15 3 3,266 3,576
& M 20 X 2.0 105 37 15 3 3,858 4,168
= | M 20 x25 105 37 15 3 3,266 3,576
Bl M2 x 10 115 38 17 3 5,542 5,896
\ M 22 X 15 115 38 17 3 4,322 4,678
=M o2 x 20 115 38 17 3 5,050 5,406
TTM 22 x 25 115 38 17 3 4,322 4,678
S M o2a x 10 120 45 19 3 6,552 6,980
B M 2ax 15 120 45 19 3 5,696 6,124
B M 24 x20 120 45 19 3 6,388 6,316
] M 24 X 30 120 45 19 3 5,696 6,124
. | M 25Xx15 125 45 19 3 9,046 9,492
g@ M 25 X 2.0 125 45 19 3 9,046 9,492
A M 26 X 1.0 125 45 20 4 8,218 8,690
2| M 26x15 125 45 20 4 7,144 7,616
M 26 x 20 125 45 20 4 7,144 7,616
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Eﬁgi&: B * mm
() (d) (N) B(R)% SRARME (S2)H% e
M 27 X 15 130 45 20 4 7,626 8,136 %
M 27 X 20 130 45 20 4 8,772 9,282 ié
M 27 X 30 130 45 20 4 7,626 8,136 ﬁg
M 28 X 15 130 45 21 4 9,656 10,202 ‘If;r
M 28 X 20 130 45 21 4 9,656 10,202 -
M 30 X 1.0 135 48 23 4 12,184 12,812 i
M 30 X 15 135 48 23 4 9,400 10,028 H
M 30 X 20 135 48 23 4 9,928 10,556 2
M 30 X 30 135 48 23 4 9,928 10,556 "
M 30 X 35 135 48 23 4 9,400 10,028 i
M 33 X 15 145 45 25 4 11,894 12,676 &
M 33 X 20 145 45 25 4 14,278 15,060 "
M 33 X 30 145 51 25 4 14,278 15,060 f@
M 33 X 35 145 51 25 4 11,712 12,494 T4
M 3 X 15 155 45 28 4 12,912 13,960 &
M 36 X 20 155 45 28 4 12,512 13,560 ’If;
M 3 X 30 155 57 28 4 12,512 13,560 .
M 36 X 40 155 57 28 4 12,912 13,960 2
UNF 2 - 64 42 95 3 2 618 710 A
UNF 4 - 48 44 9.5 3 3 456 546 -
UNF 5 - 44 46 11 4 3 436 528 i
UNF 6 - 40 48 13 4 3 436 528 M
UNF 8 - 36 52 13 5 3 436 528 =
UNF 10 - 32 60 16 55 3 446 536 -
UNF 12 - 28 60 16 55 3 456 546 &
UNF 1/4 - 28 62 19 6 3 464 556 i;
UNF 5/16 — 24 70 22 6.1 3 592 700 #
UNF 3/8 — 24 75 24 7 3 710 828 E‘*
UNF 7/16 — 20 80 25 8 3 974 1,128 "
UNF 12 - 20 85 29 9 3 1,174 1,338 ﬁf;{
UNF 9/16 — 18 90 30 10.5 3 1,730 1,938 A
UNF 58 - 18 95 32 12 3 1,830 2,056 A
UNF 3/4 - 16 105 37 14 3 2,748 3,040 "
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Spiral Pointend Combo Taps for Multi Purpose cos57

.

B ' mm
- (L) ) (d) (N) B(2)E TEIRE )%
8 UNF 7/8 — 14 115 37 14 3 4,258 4,614
B UNF 1" — 12 125 45 20 3 6,116 6,562
%] UNC 2 - 56 42 9.5 3 2 820 910
" UNC 3 - 48 44 9.5 3 2 646 738
. UNC 4 - 40 44 9.5 3 3 456 546
2 UNC 5 — 40 46 11 4 3 436 528
= UNC 6 - 32 48 13 4 3 436 528
1] unc 8 -3 52 13 5 3 436 528
%0 unc 10 - 24 60 16 55 3 446 536
m UNC 12 - 24 60 16 5.5 3 456 546
% | UNC 14 - 20 62 19 6 3 464 556
" UNC 516 — 18 70 22 6.1 3 592 700
f@ UNC 38 - 16 75 24 7 3 710 828
1 UNC 716 — 14 80 25 8 3 974 1,128
B | UNC 12 - 13 85 29 9 3 1,174 1,338
’If;r UNC 9/16 — 12 90 30 10.5 3 1,730 1,938
.|| UNC 58 — 11 95 32 12 3 1,830 2,056
Z | UNC 34 - 10 105 37 14 3 2,748 3,040
B UNC 7/8 — 9 115 38 17 3 4,258 4,614
= | unc 1t - 8 125 45 20 3 6,116 6,562
" W18 - 40 46 11 4 3 418 510
M W 532 — 32 52 13 5 3 418 510
5 W 316 — 24 60 16 55 3 410 500
- W 14 - 20 62 19 6 3 474 564
% W 516 — 18 70 22 6.1 3 674 782
B W 38 - 16 75 24 7 3 810 928
i W 716 ~ 14 80 25 8 3 982 1,138
# W12 - 12 85 29 9 3 1,338 1,502
- W 916 — 12 90 30 105 3 2,094 2,302
b W 58 — 11 95 32 12 3 2,094 2,320
A W 34 - 10 105 37 14 3 3,140 3,430
A W 758 — 9 115 38 17 3 4,860 5,214
" w1 - 8 125 45 20 3 6,970 7,416
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P SRR -
* ZXEILRIE o
ES
4
COM-SUS-SP COM-SUS-GP i
o
i
5
Ty
_ B B -
M 2 X 04 718 718 A
M 25 X 045 646 646 B
M 26 X 045 528 528 35
M 3 X 05 428 428 ’If;
M 35 X 06 474 474 -
M 4 X 07 418 418 "
M 5 X 08 418 418 A
M 6 X 1.0 446 446 C
M 8 X 1.25 610 610 "
M 10 X 1.25 800 800 %
M 10 X 15 800 800 il
M 12 X 125 1,082 1,082 .
M 12 X 15 1,082 1,082 £
M 12 X 1.75 1,082 1,082 s
M 14 X 15 1,428 1,428 M
M 14 X 20 1,428 1,428 R
M 16 X 15 1,884 1,884 ;
M 16 X 2.0 1,884 1,884 o
M 18 X 15 2,612 2,612 Y
M 18 X 25 2,612 2,612 #
M 20 X 15 3,522 3,522 i;
M 20 X 25 3,522 3,522 ”
M 22 X 15 4,696 4,696 b
M 22 X 25 4,696 4,696 &
M 24 X 15 5,988 5,988 A
M 24 X 30 5,088 5,088 "
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Long Shank Combo Machine Taps Ccos7

05 () * BRI -
LU O T s e msE - S{LRIERTINGESTE  (ESEE

F
T
ﬁ% COMBO-LSFT COMBO-LPOT
i
=
H
T

COMBO-LSFT | COMBO-LPOT | COMBO-LSFTG | COMBO-LPOTG
f‘; B B EIRE ()% SEIRE ()1
i;f‘ M 3 X 05 X 100 1,320 1,320 1,502 1,502
o | M 3 X05 X120 1,528 1,528 1,738 1,738
% | M35x06 x 100 1,428 - 1,610 -
M 4 x 07 X 100 1,220 1,220 1,384 1,384
£
5 M 4 Xx07 X120 1,528 1,528 1,720 1,720
% | M 4 X07 X150 2,156 2,156 2,384 2,384
@ | M5 X08 X100 1,046 1,046 1,202 1,202
M 5 X08 X120 1,420 1,420 1,502 1,502
- | M 5 Xx08 X150 1,656 1,656 1,866 1,866
%5,; M 6 X 1.0 X 100 928 928 1,074 1,074
5t M 6 X 10 X 120 1,356 1,356 1,520 1,520
£ M 6 X10 X150 1,766 1,766 1,966 1,966
M 8 X 125X 100 1,128 1,128 1,202 1,202
v M 8 X 125X 120 1,584 1,584 1,766 1,766
=l M o8 x 1.25x 150 2,212 2,212 2,430 2,430
S TM 10 X 1.25 X 100 1,410 - 1,502 -
=
: M 10 X 125X 120 1,866 - 2,074 -
% || M 10 X 1.25X 150 2,602 - 2,848 -
% M 10X 15 X100 1,338 1,338 1,520 1,520
| M 10X 15 X 120 1,810 1,810 2,020 2,020
o | M 10X 15 X150 2,602 2,602 2,848 2,848
J M 12 X 1.25X 100 1,930 - 2,148 -
WM 12 X 125X 120 2,558 - 2,802 -
7| M 12 X 125X 150 3,668 - 3,958 -
B M 12X 15 X100 1,884 - 2,102 -
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COMBO-LSFT | COMBO-LPOT | COMBO-LSFTG | COMBO-LPOTG

B()% B RARE ()1 RARE ()1 %i
M 12X15 X120 2,320 - 2,566 - i
M 12X15 X150 3,376 — 3,668 - "
M 12 X1.75 X100 1,756 1,756 1,974 1,974 %
M 12 X1.75 X120 2,248 2,248 2,494 2,494 -
M 12 X1.75 X150 3,312 3,312 3,604 3,604 2
M 14X15 X120 2,548 2,548 2,822 2,822 z
M 14X15 X150 3,894 3,894 4,214 4,214 :
M 14X2.0 X120 2,538 2,538 2,812 2,812 -
M 14X20 X150 3,604 3,604 3,922 3,922 %
M 16 X15 X120 3,650 3,650 3,968 3,968 H
M 16 X15 X150 4,286 4,286 4,660 4,660 2
M 16X15 X200 4,932 4,932 5,388 5,388 ’{§
M 16X2.0 X120 3,558 3,558 3,876 3,876 g
M 16X2.0 X150 4,040 4,040 4,414 4,414 "
M 16 X2.0 X200 4,932 4,932 5,388 5,388 %
M 18 X15 X150 4,996 4,996 5,414 5,414 %
M 18X15 X200 6,406 - 6,916 - -
M 18 X25 X150 4,604 4,604 5,024 5,024 &
M 18 X25 X200 6,406 6,406 6,916 6,916 I;Z
M 20 X15 X150 6,198 - 6,680 - =
M 20 X15 X200 8,162 - 8,746 - "
M 20X25 X150 6,198 6,198 6,680 6,680 ?;g
M 20X25 X200 8,162 8,162 8,746 8,746 A
M 22X25 X150 7,016 7,016 7,534 7,534 ad
M 22X25 X200 8,818 8,818 9,454 9,454 i;;
M 24 X3.0 X150 8,108 8,108 8,846 8,846 c
M 24 X3.0 X200 10,182 10,182 10,920 10,920 0
UNC 4 —40 X100 2,066 2,066 2,248 2,248 o
UNC 6 ~32 X100 1,920 1,920 2,084 2,084 "
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M

COMBO-LSFT | COMBO-LPOT | COMBO-LSFTG | COMBO-LPOTG
z B)% B)% RAEE ()% BIEE ()%
’If;r UNC 6 -32 X120 2,366 2,366 2,558 2,558
# | | UNC 8 —32 X100 1,920 1,920 2,074 2,074
% UNC 8 —32 X120 2,366 2,366 2,538 2,538
= | | UNC 8 —32 X150 3,322 3,322 3,530 3,530
2 | unc 10 —24 x100 1,666 1,666 1,820 1,820
z UNC 10 —24 X120 2,156 2,156 2,330 2,330
21| UNC 10 - 24 X150 2,712 2,712 2,922 2,922
2| UNC 1/4 - 20 X100 1,346 1,346 1,492 1,492
% UNC 1/4 —20 X120 1,756 1,756 1,920 1,920
M| | UNC 1/4 —20 X150 2,348 2,348 2,548 2,548
= | UNC5/16 - 18 X100 1,620 1,620 1,784 1,784
% | UNC/16— 18 X120 2,056 2,056 2,238 2,238
E | UNC5/16 - 18 X150 2,948 2,948 3,166 3,166
% 1 UNC 38 ~ 16 X100 1,884 1,884 2,066 2,066
x UNC 3/8 — 16 X120 2,330 2,330 2,538 2,538
| UNC 3/8 — 16 X150 3,468 3,468 3,712 3,712
% | | UNC 1/2 —13 X100 2,348 2,348 2,566 2,566
% T UNC 12 - 13 x120 2,948 2,948 3,194 3,194
I; UNC 1/2 — 13 X150 4,478 4,478 4,768 4,768
| UNF 10 -32 X100 1,666 1,666 1,820 1,820
% UNF 10 - 32 X120 2,156 2,156 2,330 2,330
gﬁ; UNF 10 —32 X150 2,712 2,712 2,922 2,922
%1 UNF 1/4 - 28 X100 1,346 1,346 1,492 1,492
7| UNF 1/4 - 28 x120 1,756 1,756 1,920 1,920
Eﬁ UNF 1/4 - 28 X150 2,348 2,348 2,548 2,548
= | | UNF5/16-24 X100 1,620 1,620 1,784 1,784
% UNF 511624 X120 2,056 2,056 2,238 2,238
7| | UNF 5/16 24 X150 2,948 2,948 3,166 3,166
| UNF 3/8 —24 X100 1,884 1,884 2,066 2,066
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S

COMBO-LSFT | COMBO-LPOT | COMBO-LSFTG | COMBO-LPOTG

B()% B HEARME ()% AR ()% %i
UNF 3/8 —24 X120 2,330 2,330 2,538 2,538 ’If;r
UNF 3/8 —24 X150 3,468 3,468 3,712 3,712 "
UNF 1/2 —20 X100 2,348 2,348 2,566 2,566 a
UNF 1/2 =20 X 120 2,048 2,048 3,194 3,194 i
UNF 1/2 —20 X 150 4,478 4,478 4,768 4,768 it
W 1/8 —40 X100 1,912 1,912 2,094 2,094 H
W 5/32-32 X100 1,756 1,756 1,920 1,920 x
W 5/32 32 X120 1,992 1,992 2,184 2,184 4
W 5/32-32 X150 2,894 2,894 3,122 3,122 m
W 3/16-24 X100 1,528 1,528 1,682 1,682 o
W 3/16-24 X120 1,856 1,856 2,028 2,028 £
W 31624 X 150 2,248 2,248 2,458 2,458 %
W 1/4 —20 X100 1,346 1,346 1,492 1,492 -
W 1/4 —20 X120 1,756 1,756 1,920 1,920 a
W 1/4 —20 X150 2,348 2,348 2,548 2,548 "
W 5/16 18 X 100 1,620 1,620 1,784 1,784 %
W 5/16-18 X 120 2,056 2,056 2,238 2,238 B
W 5/16 18 X 150 2,048 2,048 3,166 3,166 -
W 3/8 —16 X100 1,884 1,884 2,066 2,066 s
W 3/8 —16 X120 2,330 2,330 2,540 2,540 M
W 3/8 —16 X150 3,468 3,468 3,714 3,714 ‘If;r
W 1/2 —12 X100 2,348 2,348 2,566 2,566 =
W 1/2 —12 X120 2,048 2,948 3,194 3,194 &
W 1/2 —12 X150 4,478 4,478 4,770 4,770 z
W 5/8 —11 X150 5,670 5,670 6,044 6,044 ;';
W 5/8 —11 X200 6,380 6,380 6,836 6,836 A
W 3/4 —10 X150 9,610 9,610 10,066 10,066 :
W 3/4 —10 X200 11,156 11,156 11,712 11,712 .
W 7/8 - 9 X200 12,204 12,204 12,842 12,842 A
W 1" - 8 X200 15,324 15,324 16,070 16,070 "
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HSS-PM Spiral Fluted Taps & Spiral Pointed Taps

* SAREEIBI M T 2 FIZE - Mid%h - THAS - — Ml T B A -
sright| TiN_

F
i
K PM-SFT PM-POT
AR ()% BE)E | BEREG)E
- M 12 X 025 1,262 1,352 M 14 X 20 1,864 2,046
b M 14 X 03 1,200 1,290 M 16 X 20 2,476 2,702
" M 16 X 035 1,162 1,252 M 20 X 25 4,542 4,852
% M 17 X 035 1,070 1,162 UNF 10 - 32 628 718
T M 2 X 04 738 830 UNF 1/4 — 28 544 636
£ M 25 X 045 662 754 UNF 5/16 — 24 938 1,046
’If*;r M 26 X 045 584 676 UNF 3/8 — 24 1,246 1,366
= M 3 X 05 536 626 UNF 7/16 — 20 1,254 1,408
2] ™ 35xa06 564 656 UNF 12 - 20 1,452 1,616
H M 4 X 05 738 830 UNC 2 - 56 1,064 1,156
Z M 4 X 07 508 598 UNC 4 - 40 618 710
. M 5 X 05 738 830 UNC 6 - 32 600 692
i M 5 X 08 518 610 UNC 8 - 32 600 692
E M 6 X 05 738 830 UNC 10 - 24 628 718
v M 6 X 075 738 830 UNC 12 - 24 534 624
i M 6 X 10 550 640 UNC 14 - 20 544 636
& M 8 X 075 1,146 1,256 UNC 5/16 — 18 938 1,046
N M 8 X 10 1,004 1,114 UNC 3/8 — 16 1,246 1,366
" M 8 X 125 776 884 UNC 12 - 13 1,452 1,616
% M 10 X 1.0 1,392 1,510 W 532 - 32 516 608
i M 10 X 1.25 998 1,116 W 3116 — 24 538 630
f; M 10 X 15 1,030 1,148 W 14 - 20 590 680
v M 12 X 1.0 1,724 1,878 W 516 - 18 1,016 1,124
B M 12 X 1.25 1,426 1,582 W 38 - 16 1,330 1,448
A M 12 X 15 1,426 1,582 w12 - 12 1,736 1,900
M 12 x17 1,426 1,582
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Spiral Fluted Taps for Titanium Alloys

7

= C049

=

@d

| | K1
L
TI-PM-SFT B © mm
Tap Limits| (L) (1 (d)
M 2 X 04 YH2 40 9.5 3 2.5 4.8 1,120
M 3 X 05 YH3 46 11 4 3.2 6 828
M 4 X 07 YH3 52 13 5 4 7 800
M 5 X 08 YH3 60 16 SE5 4.5 7 820
M 6 X 1.0 YH3 62 19 6 4.5 7 864
M 8 X 125 YH3 70 22 6.2 5 8 1,320
M 10 X 1.5 YH3 75 24 7 5.5 8 1,674
M 12 X 1.75 YH3 82 29 8.5 6.5 9 2,338
O:8 O:R
. mEE | WES | IA® | BAESE | #ae | MPHSH
C0.45~ 25~45HRC SKD FCD Ti Alloy Themoplastic
© © © O O O

I\%
I

= 3Tl
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Spiral Fluted Taps for Nickel Base Alloys WESS C050
< ERRAAS  BIEA STISRINARZEINT -
F ad
z% =5,
b5y | | K1
j;% L
.
. NI-PM-SFT B mm
=5
"Iﬂg Tap Limits| (L) (1) (d) (K)
w | M 2 X 04 YH2 40 9.5 3 25 48 764
2 M 3 xo05 YH3 46 11 4 32 6 564
LM 4 xo7 YH3 52 13 45 4 7 536
M 5 xo8 YH3 60 16 5.5 45 7 546
Bl M 6 x10 | YH3 62 19 6 45 7 582
= | M 8 X125 | YH3 70 22 6.2 5 8 892
Tl M 10 x125 | YH 75 24 7 55 8 1,128
2T M 10 x 15 YH3 75 24 7 55 8 1,128
ElM 12 x125 | Yhe 82 29 8.5 6.5 9 1,574
BM 12 x 15 YH3 82 29 8.5 6.5 9 1,574
M 12 X 175 | YH3 82 29 8.5 6.5 9 1,574
G M 14 x 15 YH4 88 30 10.5 8 11 2,758
M 14x20 | vH4 | e 30 105 8 11 2,758
S M 16 x 15 YH4 95 32 12,5 10 13 3,686
5™ 16 x 20 YH4 95 32 12,5 10 13 3,686
M| M 18 X 15 YH4 100 37 14 11 14 5,068
M 18 x 25 YH4 100 37 14 11 14 5,068
}I; M 20 X 15 YH4 105 37 15 12 15 6,534
a0 M 20 X 28 YH4 105 37 15 12 15 6,534
w | M 2 X15 YH4 115 38 17 13 16 8,436
B M 22 x2s YH4 115 38 17 13 16 8,436
| M 24 x15 YH4 120 45 19 15 18 10,510
o LM 24 x30 YH4 120 45 19 15 18 10,510
“ 0:8 O:B
v EesE | WEE | TAE | SHESE | sae | BwER |
@ C0.45~ 25~45HRC SKD FCD Ti Alloy Themoplastic
" © © © O © O
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Straight Flute Taps for Hardened Steels (~50HRC)

X.-:-: * BRI I32~50HRCZ SHEEMIM - al& £ ~ EEH -~ THEH -
= *IXFXEERE - R KIBIEAMIEREM ~ I T HEERFHSHS o

2d
| K1 %
L
HT PM-X e
Tap Limits| (L) ()

M 3 X 05 FH3 46 11 4 3.2 6 782

M 4 X 07 FH3 52 13 5 4 7 756

M 5 X 08 FH3 60 16 55 4.5 7 782

M 6 X 1.0 FH3 62 19 6 4.5 7 810

M 8 X 1.0 FH3 70 22 6.2 5 8 1,064

M 8 X 1.25 FH3 70 22 6.2 5 8 1,064

M 10 X 1.0 FH3 75 24 7 5.5 8 1,346

M 10 X 1.25 FH3 75 24 7 55 8 1,346

M 10 X 1.5 FH3 75 24 7 55 8 1,346

M 12 X 1.25 FH4 82 29 8.5 6.5 9 1,884

M 12 X 1.5 FH3 82 29 8.5 6.5 9 1,884

M 12 X 1.75 FH3 82 29 8.5 6.5 9 1,884
SEEHAMRESRERT E T HIN PN
Taper Pipe Taps for Hardened Steels (~50HRC) WESS
o FERIMI32~50HRCZ SREEMIN - NaeH - HAH - TA# -
== xRXAXHEE - P RIBIEAMIEBFEME - ML I4EERERSF -

od
JR JRPRN N N S E— _GE\_
I
—lj K1
L
PT PM-X -
Tap Limits| (L) (1 (d) (K) (Ky)

PT 1/8 — 28 JIS I 59 19 8 6 9 2,330

PT 1/4 —19 JIS I 67 28 11 9 12 2,720

PT 3/8 —19 JIS I 75 28 14 11 14 3,722

PT 12 —14 JIS I 87 35 18 14 17 4,614

PT 3/4 — 14 JIS I 96 35 23 17 20 7,798

PT 1" —11 JIS I 109 45 26 21 24 12,786

CO051
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Solid Carbide Taps For Cast Irons & Non-Ferrous Metals

=

\\

[

EMIMI KRS Threading Tools

* BYJA - @G ARES  IRAEEE - riEEs kMRS e A RBA TS -
*BZhETJRL - WA 8 AIFEEB AN -
* PRAEEIRARIE - AT AMRIRFM AT « I T IMERER RS -

o Q.
K1
CS-SFT L
B ' mm

(L) | () | (d) | CS-TAP(X%) | #EEE(X) | CS-SFT(X) | #RE(R)
M 3 X 05 46 | 11| 4 4,368 5,114 4,642 5,796
M 35 X 0.6 48 | 13 | 4 4,642 - 4,914 -
M 4 X 07 52 | 13 | 5 4,642 5,114 4,914 6,142
M 5 X 08 60 | 16 | 55 4,842 5,332 5,224 6,524
M 6 X 10 62 | 19 | 6 5,242 5,770 5,678 7,098
M 8 X125 | 70 | 22 | 62 5,916 6,516 6,516 8,144
M 10 X 15 75 24 | 7 6,624 7,298 7,680 9,600
M 12 X175 | 85 | 29 | 85 9,264 10,192 9,718 12,148
M 16 X 2.0 95 | 32 | 125 11,922 13,122 12,522 -
W 3/16 — 24 60 | 16 | 55 4,696 5,878 4,914 6,142
W 1/4 -~ 20 62 | 19 | 6 5,388 6,734 5,878 7,344
W 5/16 — 18 70 | 22 | 61 5,916 7,390 6,516 8,144
W 3/8 - 16 75 | 24 | 7 6,624 8,282 7,680 9,600
W 12 - 12 85 | 29 | 9 10,648 13,304 11,156 13,942

C052
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B R A T A IR

Solid Carbide Taps for Hardened Steels (~60HRC)

C053

X.-:-: * BRI I50~60HRCZ SHEEMIM - al& £ ~ EEH - THEH -
= *IXFXEERE - R KIBIEAMIEREM ~ I T HEERFHSHS o

@d

—B

—
L
CST-OX B - mm
Tap Limits| (L) (1 (d)
M 3 X 05 FH3 46 11 4 3.2 6 5,114
M 4 X 07 FH3 52 13 5 4 7 5,114
M 5 X038 FH3 60 16 5.5 4.5 7 5,332
M 6 X 1.0 FH3 62 19 6 4.5 7 5,770
M 8 X 125 FH3 70 22 6.2 5 8 6,516
M 10 X 1.5 FH3 75 24 7 5.5 8 7,298
M 12 X 1.75 FH3 85 29 8.5 5.5 9 10,192
M 14 X 2.0 FH4 88 30 10.5 8 11 15,906
M 16 X 2.0 FH4 95 32 12.5 10 13 18,928

EERDTIE

tIRREZ2ER

Recommended Cutting Condition

EERDCTR

M 3 X 05 106 318 M 8 X 125 40 ~ 119
M 4 X 07 80 239 M 10 X 1.5 32 ~ 9
M 5 X038 64 191 M 12 X 1.75 27 ~ 80
M 6 X 1.0 53 159

5§

= 3Tl

C053
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[F2ERBHEFRIN 2.5xD G

Synchro Spiral Fluted Taps for High-Speed Tapping on Rigid CNC Machine —-— C058

*EASEMIRSEELRT

— * I DERE A—MRERAH IR/ EER2~3EZ IR ©

* AR ASEASYNCHRORSTIAT - LUEMTASGENFRE -
. @D 2d
i i [
l1
s _ L
i SYN SFT B - mm
i
T
o Taplimits| (L) | (1) | () | (d) | (K) | (Ky) | (N) | (dy)
H M 3 X 05 YH3 46 4.5 18 4 3.2 6 3 2.5 755
" M4 X07 | YH3| 52 | 65 | 20 | 6 | 45 | 7 3 | 33 750
. M 5 X 0.8 YH3 60 7 25 6 4.5 7 3 4.2 760
# M 6 X 1.0 YH3 62 9 28 6 4.5 7 3 5 805
ng M 8 X125 | YH4 | 70 | 11 | 35 8 6 9 3 | 68 1,105
M 10 X 1.5 YH4 75 13.5 39 8 6 9 3 8.5 1,455
;JE M 12 X 1.75 YH4 82 15.5 42 10 8 11 3 10.3 1,920
fﬁ M 14 X 2.0 YH5 88 18 46 12 9 12 3 12 2,360
‘ M 16 X 2.0 YH5 95 18 50 16 12 15 3 14 2,890
ﬁ] M 18 X 2.5 YH5 | 100 | 225 | 55 16 | 12 15 4 | 155 3,435
ik M 20 X 25 YH5 | 105 | 2255 56 16 12 15 4 17.5 3,980
15
g — >
| ESERERIT 3xD .
I Synchro Spiral Pointed Taps for High-Speed Tapping on Rigid CNC Machine —-—— Co58
7| M FEASEMIERSREERS
W | = * LR A—RHH IS/ N TRER2~3E 2 IR -
2 * BEEECA{EASYNCHRORSTIH » LUEMTESHRIF RE -
é @D 2d
; — =
_l\e : l1 Lﬁ
I L
i; SYN-POT B mm
B =
i Tpumis| (L) [ () [ () [ (@) [ () [(K)[ (N) [ (d)
Ml M3x05 |YH3| 46 | 5 | 18 | 4 [ 32 6 | 3 | 25 665
" M 4 X 0.7 YH3 52 7 20 6 4.5 3 ) 670
* M 5 X 0.8 YH3 60 8 25 6 4.5 7 3 4.2 685
Eﬁ M 6 X 1.0 YH3 | 62 10 | 28 6 4.5 7 3 5 710
M 8 X 1.25 YH4 70 13 35 8 6 9 3 6.8 970

%% M 10 X 1.5 YH4 75 15 39 8 6 9 3 8.5 1,255
44 M 12 X 1.75 YH4 82 18 42 10 8 11 4 10.3 1,730
3 M 14 X 2.0 YH5 88 20 46 12 9 12 4 12 2,110
G M 16 X 2.0 YH5 95 20 50 16 12 15 4 14 2,525
fﬁi; M 18 X 25 YH5 | 100 25 55 16 12 15 4 15.5 2,975
B M 20 X 25 YH5 | 105 25 56 16 12 15 4 17.5 3,485

O
o
ol
>
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Synchro Straight Fluted Taps for High-Speed Tapping on Rigid CNC Machine

//

7

C058

* HASEN L RSHEELT -
+ AT B — AR HEAATR B/ I TR0~ 2 1% o
* IR A BASYNCHRORFITIAT - LUENM T BBSRUFSE -

@D ad
| k1] 4<Ei>%
l1 L
SYN'TAP Efﬁ ‘mm
Taplimts) (L) | (1) | (1) | (d) | (K) | (K) | (N) | (dy)
M 3 X 05 YH3 | 46 5 18 4 3.2 6 3 2.5 665
M 4 X 07 YH3 | 52 7 20 6 4.5 7 3 3.3 670
M 5 X038 YH3 | 60 8 25 6 4.5 7 3 4.2 685
M 6 X 1.0 YH3 | 62 10 28 6 4.5 7 3 5 710
M 8 X 1.25 YH4 | 70 13 35 8 6 9 3 6.8 970
M 10 X 1.5 YH4 | 75 15 39 8 6 9 4 8.5 1,255
M 12 X 1.75 YH4 | 82 18 42 10 8 1 4 10.3 1,730
M 14 X 2.0 YH5 | 88 20 46 12 9 12 4 12 2,110
M 16 X 2.0 YH5 | 95 20 50 16 12 15 4 14 2,525
M 18 X 2.5 YH5 | 100 25 55 16 12 15 4 15.5 2,975
M 20 X 25 YH5 | 105 25 56 16 12 15 4 17.5 3,485
FIEEREBHIN 3xD -
Synchro Cold Forming Taps for High-Speed Tapping on Rigid CNC Machine WESS Co58
e * BASERNLRSEERT o
— * MLERE B— MR IR N TERERI2~3EZ 1R -
* BB S EASYNCHRORSITIAT » LUEMT AESem kA RE -
@D ad
| k1] 4<Ei>%
l1 L
SYN-FT {7 : mm
TapLimits) (L) | (1) | (1) | (d) | (K) | (Ky) | (dy)
M3 X 05 GH5 46 5 18 4 3.2 6 2.78 1,290
M4 X 0.7 GH6 52 7 20 6 4.5 7 3.67 1,280
M5 X 08 GH6 60 8 25 6 4.5 7 4.63 1,290
M6 X 1.0 GH7 62 10 28 6 4.5 7 5.53 1,380
M8 X 1.25 GH7 70 13 35 8 6 9 7.39 1,575
M10 X 1.5 GH7 75 15 39 8 6 9 9.24 2,550
M 12 X 1.75 GHS8 82 18 42 10 8 11 11.12 3,570

C055
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tRIEE R UHBEZSER

Recommended Tapping Speed and Cutting Fluids

MI{Z B &EFRIN

TIEREH - AMX S HERBIEIRE RIHIAEESE - MEME - 1858 - ENERTH - #RASTMR
WHEIM KA - #EXER T N IHEREEENERRE -
EMEBESERRRE  LAREEER  BREELAMIAZR -

g‘; HSS-PM
n Bk =
4
” {5 2] =C0.2% 12 ~ 19 12 ~ 19
;?z
i LYo E C 0.25 ~ 0.4% 10 ~ 18 10 ~ 18
=
i St = C 0.45% 9 ~ 13 9 ~ 13
1§
SEwm GEMERY)
= BeW SCM 10 ~ 18 10 ~ 18 Y
& ST T HE
TKAMEEDHIS
Iﬂ FEE 25 ~ 40HRC 4~ 7 6~ 1o | TAEELHIA
m (FL1EARE)
*
#h 58 SuUs 7 ~ 12 7 ~ 12
1§
fﬁ TE SKD 9 ~ 13 9 ~ 13
hEYy - Arcn
=4 SC 9 ~ 16 9 ~ 16
%Ef;
i A FC - - ~ﬁ T
T S KA | FEKRETYI
N = (L35
z EIpiet FCD 10 ~ 18 10 ~ 18 H (FUERE)
1§
” 2 Cu 9 ~ 16 9 ~ 16
-
w || H=i - =HEEY Bs  BsC 15 ~ 30 15 ~ 30
M
X S8~ 55 . ~ ~ -
hEY, ’
(TEMERY)
meE AL 15 ~ 30 15 ~ 30 e Lt s
i i KRS
it | (b5 U
B $RASEEY) AC ~ ADC 15 ~ 22 15 ~ 22 (FLIEAREL)
-
= HeR MC 10 ~ 18 10 ~ 18
1§
2% IEEDEEY ZDC 10 ~ 18 10 ~ 18
il
jETy % %A % BAKELITE B -
| REEEE ouenoL - epoxy SKTEHEDELE - BHRTS
2% MBS \ o= AR] | BE
z sppprsape | VINYLCHLORIDE| o ) 15 ~ 2 B~ ZBRLED ~ B2
I NYLON
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Recommended Tapping Speed for Combo Taps

FRinZ AEHHRIN

@ : HBEEA
O: #EEfER
ES
aves :
Low Carbon Steels ® §~13 o 15~25 ‘IF;P
PR e
Medium Carbon Steels ® T~12 ® =1k f;ﬁ
85
= b B

High Carbon Steels ® 6 d ® §~13 %
i
£ aEi 5
Steels Alloy Steels ® Ul ® == -
FEE# (~45HRC) i
Hardened Steels up to 45HRC O 3 5 O 4 6 Iﬂ
fn
T E x
Tool Steels ® 2 2 ® el E
Cast Steels o 6~ ® 10~15 fp?
85
Nifi] -
Stainless Steels ® g ® U =
i
B ) 3
Cast Iron O 8~ 13 O 10 - 15 .
,?,;
72
. ~ oy
43 Aluminum rolled O Uiate O it -
Aluminum jEgR A £
o 2 3 ~ ~ ﬁhjﬂ
Aluminum alloyed casting O 10~15 O 15~20 154
# Jesk s "
Titanium Unalloyed Titanium O Y g O il %;
T
% IFIREE =
Nickel Unalloyed Nickel O s~5, O 5~ 10 :
- 3
i v
Copper o 6 ~ 11 o 7~12 *52
A ~ ~ T

Brass o 10~20 ® 15~ 25
%%]
=E4E i1
= - N it
Bronze o 6~ 11 o 10~ 20 I
B
2 RS %
Zinc Zinc alloyed casting ® T~ ® 10~15 ’If;

CO057
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Recommended Tapping Speed for Synchro Taps

= Kk - 0 N
% Low Carbon Steels | C 7 0-25% 24 ~ 45 ©) © O ©
1§ FRRRE )
s Medium Carbon Steels Llbze = U 21 45 ©) © O ©)
i e
it = R o o N
% || High Carbon Steels | © 94°% 20~ 39 O © © ©
- &2
T S -
’IF; Alloy Steels el 20 ~ 39 O O O
TEE
fiiid ~ _
# Hardened Steels 25~ 45HRC
7
i T EH
SKD —
A Tool Steels
AN = A
i = N
H Cast Steels SC 25 33 O O O
= T
1A o
4 Stainless Steels SUS 12~ 30 ©
B
E Cast Iron FC 80 45 O O @
i ot
T4 CIF:iE=5 _
. High Tension Cast Iron e 25 45 O O ©)
2 D
" Copper Cu 25 ~ 36 O © O ®
4
5 Brass Bs 30 ~ 45 @) O ©
B
A PB -
ad Brass Casting
i Eas
I iy N
. Aluminum Rolled . 30 45 O O O
i SEALEY
g{ﬁ Aluminum Alloy Casting AC~ADC 45 ~ 60 O © © ©
9 e
2; Magnesium Casting MC 72l O O
" A EEY
g ] =F
% || ZincAlloy Casting zbC 30 ~ 45 O O O
()
f{; Eh[E B -
Thermosetting Plastic
Bl
& EhEBIHYBRR
i;r Thermoplastic 0~ B O O O
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Synchro Tapping Chuck (Quick Change Type) 5

* fERI S EIRRRE - EMERMNSHRAZHARE -
* {ERABUREE N7 AR LE o
* B A A R EARRYEL T o

FHASa

EDIN 69871-SK

BN i mm

Model No. Taper No. Tap Size |Inserts Q'ty
SK30 - SYTC12—-65 30 M3 ~M12 1 19 36 65
SK30 - SYTC20 — 89 30 M6 ~M24 2 31 50 89
SK40 — SYTC12 - 65 40 M3 ~M12 1 19 36 65
SK40 — SYTC20 — 79 40 M6 ~M24 2 31 50 79
SK40—-SYTC33—-115 40 M18~M38 3 48 74 115
SK50 - SYTC12 - 65 50 M3 ~M12 1 19 36 65
SK50 - SYTC20 - 79 50 M6 ~M24 2 31 50 79
SK50 - SYTC33 - 115 50 M18~M38 3 48 74 115

BSTRAIGHT-K Ef : mm

Model No. Taper No. Tap Size |Inserts Q'ty
K20 — SYTC12 - 46 20 M3 ~M12 1 19 36 50 46
K20 — SYTC12—-107.5 20 M3 ~M12 1 19 36 50 | 107.5
K25 —SYTC12 - 46 25 M3 ~M12 1 19 36 56 46
K25 —SYTC20 — 74 25 M6 ~M24 2 31 50 56 74
K25 —-SYTC33 —107.5 25 M18~M38 3 48 47 56 | 107.5
K32 - SYTC12-74 32 M3 ~M12 1 31 50 60 74

D001



G A\ _7##3 tooting Syseem .

BN 000

L RS RN TIR(RE R R

3 Synchro Tapping Chuck (Quick Change Type)

7]

* ERI D ERRRE - EMERMISHRAZHT RE -
* (EHRIIRER N AR o
* B A AR EARRYEL R

FHAS%a

mDIN 69893/ISO 12164-1-HSK AZY R4 mm
Model No. Taper No. Tap Size |Inserts Q'ty
HSK32A — SYTC12-75 32A M3 ~M12 1 19 36 75 55
HSK50A — SYTC12 - 72 50A M3 ~M12 1 19 36 72 46
HSK50A — SYTC20 — 91 50A M6 ~M24 2 31 50 91 65
HSK63A — SYTC12 - 75 63A M3 ~M12 1 19 36 75 49
HSK63A — SYTC12 - 80 63A M3 ~M12 1 19 36 80 54
HSK63A — SYTC12 — 120 63A M3 ~M12 1 19 36 120 94
HSK63A — SYTC12 — 152 63A M3 ~M12 1 19 36 152 126
HSK63A — SYTC12 — 180 63A M3 ~M12 1 19 36 180 | 154
HSK63A — SYTC20 — 89 63A M6 ~M24 2 31 50 89 63
HSK63A — SYTC33 — 121 63A M18~M38 3 48 74 121 95
HSK100A — SYTC12 - 75 100A M3 ~M12 1 19 36 75 43
HSK100A — SYTC12 — 160 100A M3 ~M12 1 19 36 160 | 131
HSK100A — SYTC20 — 94 100A M6 ~M24 2 31 50 94 65
HSK100A — SYTC20 — 160 100A M6 ~M24 2 31 50 160 | 131
HSK100A — SYTC33 — 127 100A M18~M38 3 48 74 127 98
HSK100A — SYTC33 — 160 100A M18~M38 3 48 74 160 | 131

D002
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* fERI S EIRRRE - EMERMNSHRAZHARE -

* (A TRIREE A T -
* B RS ERRROEY 0 -

mDIN 69893/ISO 12164-1-HSK A%

7

ECEER 2 =0

B2 EE HRINT)R(EREY)
Synchro Tapping Chuck (ER Type)

B mm
Model No. Taper No. Tap Size Range Nut
HSK63A — SYTER16 — 90 63A M3 ~M10 4 ~ 7 ER20 34 90
HSK63A — SYTER20 — 94 63A M3 ~M14 4 ~105 ER25 42 94
HSK63A — SYTER27 — 105 63A M4 ~M18 5~ 14 ER32 50 105

ECEER 0

B ERIHINTIMM(EREY)

Synchro Tapping Chuck (ER Type)

* fERI S EIGRVRE - EMERMNSHRAZHA RE -
* (ERAIREE N AR ©
* B A A R AR AYEL T o

EDIN 69871-SK

-
I ——| 1€
TAPER No.

s

?_c = ﬁ; .

R\
Ty

B mm
Model No. Taper No. Tap Size Range Nut
SK40AD/B — SYTER12-79 40 M2 ~ M8 3 ~6.2 ER16 28 79
SK40AD/B — SYTER16 — 85 40 M3~M10 4 ~ 7 ER20 34 85
SK40AD/B — SYTER20 — 90 40 M3~M14 4 ~10.5 ER25 42 90
SK40AD/B — SYTER27 — 100 40 M4 ~M18 5~ 14 ER32 50 100
SK40AD/B — SYTER33 — 120 40 M8 ~ M24 6 ~ 19 ER40 63 120
SK50AD/B — SYTER12—79 50 M2~ M8 3 ~62 ER16 28 79
SK50AD/B — SYTER16 — 85 50 M3~M10 4 ~ 7 ER20 34 85
SK50AD/B — SYTER20 — 90 50 M3~M14 4 ~10.5 ER25 42 90
SK50AD/B — SYTER27 — 100 50 M4 ~M18 5 ~ 14 ER32 50 100
SK50AD/B — SYTER33 — 105 50 M8 ~ M24 6.2~ 19 ER40 63 105

D003
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ECEER 2 =0

| ESEA IR R(ERR)
Z Synchro Tapping Chuck (ER Type)

7]

* ERI D ERRRE - EMERMISHRAZHT RE -
* (EHRIIRER N AR o
* B A AR EARRYEL R

FHAS%a

mJIS B6339/MAS 403-BT

B ' mm
Model No. Taper No. Tap Size Range Nut
BT40AD/B — SYTER12 - 79 40 M2 ~ M8 3 ~62 ER16 28 79
BT40AD/B — SYTER16 — 85 40 M3 ~M10 4 ~ 7 ER20 34 85
BT40AD/B — SYTER20 — 90 40 M3~ M14 4 ~10.5 ER25 42 90
BT40AD/B — SYTER27 — 100 40 M4 ~M18 5 ~ 14 ER32 50 100
BT40AD/B — SYTER33 — 125 40 M8 ~ M24 6.2 ~ 19 ER40 63 125
BT50AD/B — SYTER12 - 100 50 M2 ~ M8 3 ~62 ER16 28 100
BT50AD/B — SYTER16 — 100 50 M3~M10 4 ~ 7 ER20 34 100
BT50AD/B — SYTER20 — 100 50 M3~ M14 4 ~105 ER25 42 100
BT50AD/B — SYTER27 — 110 50 M4 ~M18 5 ~ 14 ER32 50 110
BT50AD/B — SYTER33 — 125 50 M8 ~ M24 6.2 ~ 19 ER40 63 125
BSTRAIGHT-K B4 mm
Model No. Tap Size Range
K20 — SYTER16 M3~ M16 4 ~7 ER20 34 58 20
K25 - SYTER16 M3~ M16 4 ~ 7 ER20 34 61 25
K25 — SYTER27 M4 ~ M27 5~14 ER32 50 69 25

D004
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Solid Carbide Miniature Thread Mills

* LESE AL ZHDHLRE RAJBIREES -
*BARES  BA - EFRAZTAMERUNT ; $2EE A @ECNCHEERH] -

Eeae

I STy //

* REEE N TR » MeE LHZBTREMEN » TRVCIEHES - BEE
MIHERMIHERE -
M ﬂﬁ%ua: B mm
(D) (P) (D) (L) (Ln) (Do) (L) (N)
1.6 0.35 1.18 1.05 3.4 3 30 3 7,080
2 0.4 1.52 1.2 4.2 6 57 3 5,630
2.2 0.45 1.66 1.35 4.6 6 57 3 5,630
2.5 0.45 1.96 1.35 5.3 6 57 3 5,630
3 0.5 2.4 1.5 6.3 6 57 3 5,630
4 0.7 3.16 2.1 8.4 6 57 3 5,630
5 0.8 4.04 2.4 10.5 6 57 3 5,630
6 1.0 4.8 3 12.6 6 57 3 5,630
8 1.25 6.5 3.75 16.8 8 63 3 7,255
10 1.5 8.2 4.5 21 10 73 3 9,710
12 1.75 9.9 5.25 25.2 12 73 3 9,710
MNTERHBORE=3 x P
UNC 4585 -
(D) (P) (D) (L) (Ln) (D) (L) (N)
#1 64 1.38 1.19 3.9 6 57 3 7,355
#2 56 1.64 1.36 4.6 6 57 3 5,495
#4 40 2.08 1.91 6 6 57 3 5,495
#6 32 2.55 2.38 7.4 6 57 3 5,495
#8 32 3.21 2.38 8.7 6 57 3 5,495
#10 24 3.56 3.18 10.1 6 57 3 5,495
#12 24 4.22 3.18 11.5 6 57 3 5,495
1/4 20 4.83 3.81 13.3 6 57 3 5,495
5/16 18 6.24 4.23 16.7 8 63 3 7,255
3/8 16 7.62 4.76 20 8 63 3 9,590
7116 14 8.94 5.44 23.3 10 73 3 9,605

MTERRURE=3 x P

L
SR
# 21
D

7]
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Solid Carbide Drill and Thread Mills with Chamfer

* LESE AL HLRE RADEIREE S o
* AT BA - EFRAZAMERUNT 5 S2EE Al @@ CNCHEEH -

, Eesk

N\ _#n®a encnains

m E002

* RENENTRER » eI T H ZETRIAMER ; TRIALIENEMA - B8
MIHEEMNIHRE -
"A"SEHRE R
/\
M Aﬁ%ua: B mm

(D) (P) | (D) | (Ds) | (D)) | (D) | (L) | (Ls) | (L) | (D) | (L))

6 1 4.75 6.3 5 6.6 13 14.68 1 8 62 13,760
8 1.25 6.35 8.3 6.75 9 16.27 | 1848 | 1.25 10 74 16,395
10 1.5 7.95 10.3 85 11 21.05 | 23.77 1.5 12 79 18,535
12 1.75 9.95 123 | 1025 | 135 | 2421 | 27.25 1.5 14 89 24,725
14 2 11.2 14.3 12 155 | 29.58 | 33.32 15 16 102 28,210

M TEEHRORE=3x D

DTM

tIRRE2ER

Recommended Cutting Condition

FREISME=8mm | FRHIFME>8mm | FERIFME =8mm | HEIFME>8mm

25 80 ~ 150 0.03 ~ 0.08 0.08 ~ 0.12 01 ~02 02 ~ 025
72 100 ~ 300 0.05 ~ 0.1 01 ~0.15 0.1~ 0.2 02 ~ 03
inEE 100 ~ 300 0.05 ~ 0.1 0.1 ~0.15 0.1~02 02 ~ 0.3
&% 100 ~ 300 0.05 ~ 0.1 01 ~0.15 0.1~ 0.2 02 ~ 03
)22 80 ~ 150 0.05 ~ 0.1 01 ~0.15 01 ~02 02 ~ 03
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Solid Carbide Thread Mills

* LEBA T EIRERETIERS
*BAREZ B EFRAFOEENT ; IZREALEBCNCHRIEIRH - o
* QENENITRER @ BEEN T HEZETRMEN » TRBVIEMEE » &6 s
T HERMTHRE - 7]
i
3
¥
M A&l 5F
(D) (P) (D) (Ly) (D) (Ly) S
* 3 0.5 2.2 5 6 57 3 5,630 IS
* 4 0.7 2.9 7 6 57 3 5,630 g’
x5 08 38 8 6 57 3 5,630 b
* 6 1.0 45 13 6 57 3 5,630 —
8 0.75 6 12.75 6 57 3 5,630 X
8 1.0 6 13 6 57 3 5,630 g
* 8 1.25 6 17.5 6 65 3 6,760 ?
10 1.0 8 16 8 63 4 7,480 -
*10 15 75 21 8 72 4 7,480 <
12 1.0 9.5 19 10 72 4 9,710 S
12 1.25 9.5 18.75 10 72 4 9,710 -
12 15 9.5 19.5 10 72 4 9,710 X
*12 175 9.5 26.25 10 80 4 9,710 bl
14 1.0 10 22 10 83 4 9,710 i
14 15 10 225 10 83 4 9,710
*14 2.0 10 30 10 83 4 9,710 N
16 1.0 12 25 12 83 4 11,990 g
16 15 12 255 12 83 4 11,990 .
*16 2.0 12 34 12 92 4 13,195 —
18 1.0 14 28 14 92 5 15,730 -
18 15 14 28.5 14 92 5 15,730 “
*18 25 14 375 14 92 5 15,730
20 1.0 16 31 16 92 5 18,205 e
20 15 16 315 16 92 5 18,205 EE
*20 25 16 425 16 105 5 18,205 ol
N THZAGEE=2 x D » Hftt=1.5x D J]

EO03
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Solid Carbide Thread Mills

s HEATUNEEREIEES -
L EAREI B EFREFNREINT ; BRIEAEACNCHE RS o
I * AEEN TIZR © el T H ST EMMER ; TRATIENEM - Sae
7) T BRI HRME
ﬁ
UNF SEHIF
S (D) (TPI) (Dy) (L) (D) (L) (N)
8 1/4 28 5 13.6 6 57 3 5,630
= | =516 24 6 16.9 6 65 3 6,760
R 24 8 20.1 8 72 4 7,480
7116 20 8 24.1 8 72 4 7,480
§ % 12 20 10 26.7 10 80 4 9,710
- 9/16 18 12 29.6 12 83 4 11,990
>< 5/8 18 12 33.9 12 92 4 13,195
§ 3/4 16 14 39.7 14 104 5 14,515
S  IMMIMEHCEE=2xD
| kFCTHRISRE
gg\ UNC EHIFE5F B : mm
(D) (TPI) (DY) (L) (Do) (Ly) (N)
N 1/4 20 45 14 6 57 3 5,630
g% 5/16 18 5.8 16.9 6 65 3 6,760
L 16 7 20.6 8 72 4 7,480
7116 14 8 23.6 8 72 4 7,480
- O 13 9.5 27.4 10 80 4 9,710
. 9/16 12 10 31.8 10 83 4 9,710
o 5/8 11 12 34.6 12 92 4 13,195
o 3/4 10 14 40.6 14 104 5 14,515
7B MIMEHERE=2 X D
T % FCTHR S e

EO004
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Solid Carbide Thread Mills with Coolant Hole

AR RE RS - o
*BANEI B - EFRAFORMNT ; RIEaBBCNCHMERH o 0
* REEE N TR » MeE LHZBTREMEN » TRVCIEHES - BEE %
MIHERIHRE - 7]
i
M 2 IEF
(D) (P) (D, (L) (D) (L) E——
* 6 1.0 4,5 13 6 57 3 7,290 3
8 0.75 6 12.75 6 57 3 7,390 2
8 1.0 6 13 6 57 3 7,390 o
* 8 1.25 6 17.5 6 65 3 8,760 <
10 1.0 8 16 8 63 4 9,855 T
*10 15 75 21 8 72 4 9,690 ’
12 1.0 9.5 19 10 72 4 12,760 9
12 1.25 95 18.75 10 72 4 12,760 ‘9’:
12 15 9.5 19.5 10 72 4 12,760 °©
*12 1.75 9.5 26.25 10 80 4 12,575 o
14 1.0 10 22 10 83 4 12,760 E’:\
14 15 10 225 10 83 4 12,760 o
*14 2.0 10 30 10 83 4 12,575
16 1.0 12 25 12 83 4 15,775 5
16 15 12 25.5 12 83 4 15,775 #
*16 2.0 12 34 12 92 4 17,100 —
18 1.0 14 28 14 92 5 20,715 ¥
18 15 14 28.5 14 92 5 20,715 7
20 1.0 16 31 16 92 5 23,830
20 15 16 315 16 92 5 23,830 an
%20 25 16 425 16 105 5 23,585 ol
* N THRHGEE=2 x D » Hftt=1.5x D 7]

EO05
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Solid Carbide Thread Mills with Coolant Hole & Chamfer

. * ;I:%%?thﬂﬁﬂééﬁrﬁﬁi’iﬂﬁi‘% ° _ . -
L EAREI B EFREFNREINT ; BRIEAEACNCHE RS o
S+ RBMENTRER - MAI T HSETRMIRA  TREIEEY et
7] MIHERIMERMA -
1
¥
B
M &l 5
(D) (P) (Dy) (Ly) (D,) (L) (A) (N)
I * 6 1.0 4.8 124 8 62 90° 3 7,540
Q 8 1.0 6.7 12.4 10 74 90° 3 10,165
c * 8 1.25 6.5 16.8 10 74 90° 3 10,060
10 1.0 8.7 15.4 12 80 90° 4 11,320
10 1.25 8.3 15.9 12 80 90° 4 11,320
~§ *10 15 8.2 20.15 12 80 90° 4 11,130
3 12 1.0 10.7 18.4 14 90 90° 4 16,110
12 1.25 10.3 18.3 14 80 90° 4 16,110
< 12 15 10 18.65 14 90 90° 4 16,110
& *12 1.75 9.9 25.25 14 90 90° 4 15,940
= 14 15 12 21.65 16 100 90° 4 16,110
*14 2.0 116 28.85 16 100 90° 4 15,940
R\ 16 15 14 24.65 18 102 90° 5 21,985
N * 16 2.0 13.6 32.85 18 102 90° 4 20,665
?ﬁ KN THBAGRRE=2 x D * Efti=1.5 x D
{0
UNF %ﬂiﬂ.’ﬁlﬂﬁ: B mm
%% (D) (TP1) (D, (Ly) (D) (Ly) (A) (N)
1/4 28 5.1 13.21 8 62 90° 3 7,635
5/16 24 6.5 16.37 10 74 90° 3 9,985
;g 3/8 24 8.1 19.54 12 80 90° 4 11,320
7] 7/16 20 9.4 22.19 12 80 90° 4 11,320
1/2 20 11 26 14 90 90° 4 14,505
e 9/16 18 124 28.88 16 100 90° 4 17,500
§ﬁ 5/8 18 14 33.12 18 102 90° 5 20,850
7] 3/4 16 17 38.86 20 110 90° 5 22,965
7 mTegsrRE=2 x D

EO06
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Solid Carbide Thread Mills with Coolant Hole & Chamfer

* LEIEAL ZHIHRE RETI B8RS °

*BARES  BA - EFRAZTAMERUNT ; $2EE A @ECNCHEERH] -
* AFWE NIRRT @ SEENI T H STETRIAVEREL ; R EIAIEHI %S

, Eb&k

I STy //

MIHERI4RME -

UNC E=HIFE5F
® | Py | (D) (L) (D,) (L) (A) (N)
1/4 20 4.8 13.3 8 62 90° 3 7,635
5116 18 6.2 16.18 10 74 90° 3 9,985
3/8 16 7.6 19.8 12 80 90° 4 11,320
7/16 14 8.9 22.62 12 80 90° 4 11,320
112 13 10.3 26.32 14 90 90° 4 14,505
9/16 12 11.7 30.63 16 100 90° 4 17,500
5/8 11 13.1 33.41 18 102 90° 4 20,850
3/4 10 16 39.29 20 110 90° 5 22,965

INITIERCEE=2 x D

NPT EHIE BRI
® | Py | (D) (L) (D,) (L) (A)
1/16 27 5.9 8.9 10 64 90° 3 13,870
1/8 27 7.8 8.9 12 70 90° 4 15,315
1/4 18 10.05 13.4 16 81 90° 4 21,880
3/8 18 13.45 134 18 81 90° 4 27,785

I TERRURE=9 x P

B8 FER(P)=25.4+FE(T.P.)
NPT 1/8 - 27 FUIN THERUEE X £8.47
25.4+27(T.P.l) x 9=8.47

L
SR
# 21
D

7]

EOO7
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MTM = TM "
OIL-TM - OIL-TMC L

FEISME=8mm #iEISME>8mm

K ix 8 80 ~ 120 0.02 ~ 0.04 0.04 ~ 0.1

] o 4 80 ~ 120 0.02 ~ 0.04 0.04 ~ 0.1
%E; = o 2 80 ~ 120 0.02 ~ 0.04 0.04 ~ 0.1

7] &M 80 ~ 120 0.02 ~ 0.04 0.04 ~ 0.1
B FEH 60 ~ 100 0.02 ~ 0.04 0.04 ~ 0.1
= Nt 40 ~ 80 0.01 ~ 0.02 0.02 ~ 0.06

i ) 50 ~ 100 002 ~ 0.04 0.04 ~ 0.1
| BREEEH 20 ~ 60 0.01 ~ 0.02 0.02 ~ 0.06
HEE 20 ~ 60 0.01 ~ 0.02 0.02 ~ 0.06

JFEE B 100 ~ 300 0.03 ~ 0.07 0.05 ~ 0.1

. BEEIASR  LUEL) . e LiEE REEE
BRUE  TpagmmE sEOE 7 $hH) FLAg = IR

>
bt

RERIR B ZRERFE FAE
l=[ R

B REtH SRR

REZEW
el=E

i3s3

SEE

YL

L

iﬁhﬂ
b
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Carbide Dual Helix End Mills for Fiber with Diamond Coating

0
-0.03

* Il L CFRPAR M #5R{ L ¥B X RGFRPIFIEM R {L BRI S B A ME o
* RFVERE © RFMIEAEN © WARHEMBRESEE - o
i
(a )
%
¥
%@ H
GUF4O,$<75_’|J B * mm
(D) (R) (2) () (d) (L) (N)
6 0.5 12 3 6 65 4 7,670
8 0.5 16 4 8 70 6 10,675 IS
10 0.5 20 5 10 80 6 14,170 Q
12 0.5 24 6 12 90 8 17,130 £
E011 45
T
ERERREEIN T B2 EHIExT) NEW s
Carbide Routers for Fiber with Diamond Coating -
.08 P
* Il L CFRPHR M #5R{ L ¥B X RGFRPIFIEM MR {L BRI S A ME o §
* I ZCFRPRF © FEERAFZINUIHI > AAMRETIENMIELRNRE - EERIMAZEWE -
* RSB AR - nIEAMIEEFENE  WalREMEREEESE - -
B mm =
(D) ) (d) ‘
3 9 4 50 3,325 i
4 12 4 50 3,325 ﬁ%
5 15 6 50 5,355 7)
6 18 6 65 5,355
8 24 8 75 7,460 ;g%
10 30 10 85 10,360 %g
12 36 12 100 13,645 7]

E009
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BT SRS T 0 T F3 2 4540 5 e
Carbide Dirills for Fiber with Diamond Coating
* HERNEAREHESBAMECFRPIVANILEE @ (BEHZFENEERFBER/IVE
*BEEARRIER 7 TEMNFaMERIIIMEEE -
B - mm
(D) () (d) (L)
2.5 24 6 66 5,070
3 28 6 66 5,070
4 36 6 74 5,070
5 44 6 82 4,940
6 44 6 82 4,940
8 53 8 91 6,545
9 61 10 103 7,925
10 61 10 103 7,925
11 71 12 118 10,435
12 71 12 118 10,435

thRIRG2ER

Recommended Cutting Condition

minmm/minim/min| mm |[min™*mm/minm/min| mm [minmm/minm/min| mm [min™*mm/minm/min| mm
g_'%; 6 |7,950(1,115| 150 |0.035(4,240| 425 | 80 |0.025(10,610/1,995| 200 [0.047|5,300| 740, 100 |0.035
8 [5,960(1,610, 150 |0.045(3,180| 590 | 80 |0.031| 7,950/2,955| 200 [0.062|3,970| 955| 100 |0.04
10 [4,770(1,575| 150 [0.055|2,540| 565 | 80 |0.037| 6,360 2,940| 200 [0.077|3,180| 860| 100 |0.045
*H
% 12 [3,970(2,065| 150 [0.065/2,120| 730 | 80 |0.043| 5,300 3,900| 200 |0.092|2,650(1,060| 100 |0.05
g |HIEN
Eﬁﬁ 5%,:5 1D 1D
42 {3
i 0.4D 0.02D
J) | D=3

EO10
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CFRPE tHIREF2ER

Recommended Cutting Condition

3 21,220 1,270 200 10,610 635 100 -
4 15,910 1,430 200 7,950 715 100 %2

5 12,730 1,910 200 6,360 950 100 .
6 10,610 2,225 200 5,300 1,110 100 %

8 7,950 2,620 200 3,970 1,310 100 ﬁ

10 6,360 3,050 200 3,180 1,525 100 —
12 5,300 3,390 200 2,650 1,695 100

tIEIZRE ZDI %ZL
0.35D
D=3J1%

tIRRE2ER

Recommended Cutting Condition

wEw O 0,05 X snid £R STy

min™ mm/rev. m/min

2.5 12,700 ~ 19,000 0.03 ~ 0.07 100 ~ 150

3 10,600 ~ 15,900 0.03 ~ 0.07 100 ~ 150

4 8,000 ~ 11,900 0.03 ~ 0.07 100 ~ 150

5 6,370 ~ 9,500 0.03 ~ 0.07 100 ~ 150 g
6 5,300 ~ 8,000 0.03 ~ 0.07 100 ~ 150
8 4,000 ~ 6,000 0.03 ~ 0.07 100 ~ 150 .
9 3,500 ~ 5,300 0.03 ~ 0.07 100 ~ 150 %
10 3,200 ~ 4,700 0.08 ~ 0.07 100 ~ 150

1 2,900 ~ 4,300 0.03 ~ 0.07 100 ~ 150 g%%
12 2700 ~ 3,900 0.03 ~ 0.07 100 ~ 150 ne

EO11
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= hEE i A 2 iR REBhEL ) M=
2-Flute End Mills for Hardened Steels
358 8= 86
* EAMLTSEEME « 522z0tIHI - SEUIAIMEET ©
* BN THERE - BEASMENYE -
B :mm
(D) () (d) (L)
1 3 4 50 345
1.5 4 4 50 345
2 6 4 50 345
2.5 8 4 50 345
8 4 50 345
8 6 50 545
35 10 4 50 345
35 10 6 50 545
11 4 50 345
11 6 50 545
4.5 11 6 50 545
5 13 6 50 545
55 13 6 50 545
6 16 6 50 545
6.5 16 8 60 1,080
7 20 8 60 1,080
7.5 20 8 60 1,080
8 20 8 60 1,080
8.5 20 10 75 1,730
9 20 10 75 1,730
9.5 22 10 75 1,730
10 25 10 75 1,730
11 30 12 75 2,160
12 32 12 75 2,160
14 40 14 100 3,480
16 40 16 100 4,955
18 40 18 100 6,215
20 45 20 100 7,830

 EO012
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4-Flute End Mills for Hardened Steels

D=6 0~-0.012
D>6 0~-0.015

* BAMISEEMH « 523VtJH « SRtIHIMmERET -
* S THIRE - BESmEE -

7

m E043~044

NEW

B mm
(D) (9 (d) (L)
1 3 4 50 345
1.5 4 4 50 345
2 6 4 50 345
25 8 4 50 345
3 8 4 50 345
3 8 6 50 545
3.5 10 4 50 345
3.5 10 6 50 545
4 11 4 50 345
4 11 6 50 545
4.5 11 6 50 545
5 13 6 50 545
55 13 6 50 545
6 16 6 50 545
6.5 16 8 60 1,080
7 20 8 60 1,080
7.5 20 8 60 1,080
8 20 8 60 1,080
8.5 20 10 75 1,730
9 20 10 75 1,730
9.5 22 10 75 1,730
10 25 10 75 1,730
11 30 12 75 2,160
12 32 12 75 2,160
14 40 14 100 3,480
16 40 16 100 4,955
18 40 18 100 6,215
20 45 20 100 7,830

L
SR
it 2
D

EO013
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KMSRH-2
KMSRH'4 E045~050
=B E i A 2 5 iR Eim AR EL ) NEW
284-Flute Radius End Mills for Hardened Steels
D=6 0~-0.012
+0.01 D>6 0~-0.015
* BAEMISEEME « &ZxXXt)El - S3RtEIMmEEET ©
L SHOTHXRE  BEEmE -
&k
7]
f_ﬁ\ KMSRH-2
¥t
B
—— KMSRH-4
B ' mm
D) | R)| @ | ()] (L) D) | (R) | (@ | (d) | (L)
3 102| 8 | 4 |50 400 400 6 |05 16 | 6 | 50 625 625
S
Q 3 /02| 8 | 6 | 50 625 625 6 | 1 |16 | 6 | 50 625 625
o 3 1038 | 4 |50 400 400 8 | 03|20 8 | 60| 1,245 1,245
31038 6 |50 625 625 8 |05 20| 8 | 60 | 1,245 1,245
§ 3 /05| 8 | 4 |50 400 400 8 | 1 20| 8 | 60| 1,245 1,245
¢ 3 105| 8 | 6 |50 625 625 8 |15 20| 8 | 60 | 1,245 1,245
o 4 102 11| 4 | 50 400 400 8 | 2 /20| 8 | 60| 1,245 1,245
‘9", 4 10211 6 |50 625 625 10 | 03|25 |10 | 75 | 1,990 1,990
o
4 03|11 | 4 | 50 400 400 10 | 05|25 | 10 | 75 | 1,990 1,990
5 4 10311 6 |50 625 625 10| 1 [ 25]10 | 75 | 1,990 1,990
?; 4 05| 11| 4 | 50 400 400 10 |15 |25 | 10 | 75 | 1,990 1,990
) 4 05|11 | 6 | 50 625 625 10| 2 [ 2510 | 75 | 1,990 1,990
- 4 | 1 11| 4 | 50 400 400 10 |25 |25 | 10 | 75 | 1,990 1,990
&
e 4 |1 11| 6 |50 625 625 12 10332 | 12|75 | 2485 —
| 5 02|13 | 6 | 50 625 625 12 105 |3 | 12| 75| 2485 2,485
5;% 5 | 03|13 | 6 | 50 625 625 121 |3 |12|75 | 2485 2,485
7] 5 | 05| 13| 6 | 50 625 625 12 |15 | 32 | 12 | 75 | 2,485 2,485
o 5 | 1 13| 6 | 50 625 625 12| 2 | 32|12 |75 | 2485 2,485
7L F
§ﬁ 6 02| 16| 6 | 50 625 625 12 | 25|32 | 12 | 75 | 2,485 2,485
/) 5’3 6 | 03|16 | 6 | 50 625 625 12| 3 |32 |12 |75 | 2485 2,485

~ EO14
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2-Flute Long Neck End Mills for Hardened Steels

D=6 0~-0.012
D>6 0~-0.015

* EAMTEEEME « B4 SEEITRE -
K A — (RS T R - I A A ST -
D
N(

3mm(E)LLF

3mmil E

7

NEW

B i mm

(D) | (@) | (8 [ (da) | (d) | (L) (D) | (8) | (8 [(da) | (d) | (L)

0.4 1 06 | 037 | 4 45 650 09 | 15 | 14 |08 | 4 50 635
04 2 06 | 037 | 4 45 650 1 4 15 1 095 | 4 45 490
04 3 06 | 037 | 4 45 650 1 5 15 1095 | 4 45 490
04 4 06 | 037 | 4 45 650 1 6 15 1 095 | 4 45 490
0.4 5 06 | 037 | 4 45 755 1 8 15 1095 | 4 45 490
0.5 2 07 [ 045 | 4 45 605 1 10 | 15 | 095 | 4 45 520
0.5 3 07 | 045 | 4 45 605 1 12 | 15 | 095 | 4 45 520
0.5 4 07 | 045 | 4 45 605 1 14 | 15 | 095 | 4 50 565
0.5 6 07 | 045 | 4 45 605 1 16 | 1.5 | 095 | 4 50 565
0.5 8 07 | 045 | 4 45 695 1 20 | 15 | 095 | 4 55 605
0.6 2 09 | 055 | 4 45 605 1.2 4 18 | 115 | 4 45 490
0.6 3 09 [ 055 | 4 45 605 1.2 6 18 | 115 | 4 45 490
0.6 4 09 [ 055 | 4 45 605 1.2 8 18 | 115 | 4 45 490
0.6 6 09 [ 055 | 4 45 605 12 1 10 | 18 | 115 | 4 45 490
0.6 8 09 [ 055 | 4 45 695 12 | 12 | 18 | 115 | 4 45 520
06 | 10 | 09 | 055 | 4 45 695 12 | 16 | 18 | 115 | 4 50 565
0.7 2 1 065 | 4 45 605 1.4 6 21 | 135 | 4 45 490
0.7 4 1 065 | 4 45 605 1.4 8 21 | 135 | 4 45 490
0.7 6 1 065 | 4 45 605 14 10 | 21 | 135 | 4 45 490
0.7 8 1 065 | 4 45 695 14 12 | 21 | 135 | 4 45 520
07 | 10 1 065 | 4 45 695 14 | 14 | 21 | 135 | 4 50 520
0.8 2 12 1075 | 4 45 540 14 | 16 | 21 | 135 | 4 50 565
0.8 4 12 | 075 | 4 45 540 14 | 2 | 21 | 135 | 4 55 565
0.8 6 12 | 075 | 4 45 540 1.5 6 23 | 145 | 4 45 490
0.8 8 12 | 075 | 4 45 540 1.5 8 23 | 145 | 4 45 490
08 | 10 | 12 | 075 | 4 45 635 15 | 10 | 23 | 145 | 4 45 490
08 | 12 | 12 | 075 | 4 45 695 15 | 12 | 23 | 145 | 4 45 520
0.9 6 14 1085 | 4 45 540 15 | 14 | 23 | 145 | 4 50 520
0.9 8 14 1085 | 4 45 540 15| 16 | 23 | 145 | 4 50 565
09 | 10 | 14 | 085 | 4 45 635 15 | 18 | 23 | 145 | 4 55 565

L
SR
2
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2-Flute Long Neck End Mills for Hardened Steels

1) [ @) | @ | (d) | (d) | (L) (D) | @) | (@ | (dp) | (d) | (L)
o | 15] 20 |23 [145] 4 | 55 | 565 25 | 20 | 37 | 24 | 4 | 60 520
%1 16 24 | 155 | 4 | 45 490 25 | 26 | 37 | 24| 4 | 70 615
| 16 24 | 155 | 4 | 45 490 25 | 30 | 37 | 24 | 4 | 80 660
L | 16 10 | 24 185 4 | 45 490 3 | 8 | 45 285 6 | 45 730
S 16| 12 |24 185 4 | 45 520 3 | 10 | 45 | 285| 6 | 45 730
¥ 16| 14 | 24 [155| 4 | 50 520 3 | 12 | 45 | 285 6 | 50 730
16 | 16 | 24 | 155 4 | 50 565 3 | 14 | 45 | 285| 6 | 50 730
16 | 18 | 24 | 155 | 4 | 55 565 3 | 16 | 45 | 285 6 | 55 750
16 | 20 | 24 | 155 | 4 | 55 565 3 | 18 | 45 | 285 | 6 | 55 750
16 | 26 | 24 [ 155 | 4 | 60 605 3 | 20 | 45 | 285 6 | 60 750
18 27 | 175 | 4 | 45 490 3 | 26 | 45 285 6 | 70 910
8 18 27 | 175 | 4 | 45 490 3 |3 | 45 | 285 6 | 70 910
= 18 | 10 |27 | 175 4 | 45 490 3 | 36 | 45 | 285 6 | 80 980
P18 12 |27 |175] 4 | 45 520 3 | 40 | 45 | 285 6 | 90 | 1,090
18 | 14 | 27 [ 175 | 4 | 50 520 4 110 | 6 |38 | 6 | 50 730
K (18| 16| 27 175 4 | 50 565 4 | 12| 6 |38 6 | 50 730
2 18 | 18 | 27 |175| 4 | 55 565 4 | 16 | 6 |38 6 | 60 750
18| 20 | 27 |175| 4 | 55 565 4 | 20| 6 |38 | 6 | 60 750
s | 18| 26 | 27 175 4 | 65 605 4 | 2 | 6 (38 6 | 70 750
§ 2 3 195 | 4 | 45 465 4 | 30 | 6 [38 | 6 | 70 910
S | 2 3 [195| 4 | 45 465 4 |3 | 6 |38 6 | 80 980
2 | 10| 3 |19 4 | 45 465 4 | 40 | 6 [385| 6 | 9 | 1,090
N2 [ 12] 3 195] 4|4 465 4 | 46 | 6 |385| 6 | 90 | 1,090
B2 |14 3 [195] 4 |50 465 4 | 50 | 6 |385| 6 | 100 | 1,305
£l 2 16 3 |195| 4 50 520 5 16 | 75 | 485 | 6 60 750
> | 18] 3 [195]| 4 | 55 520 5 | 20 | 75 | 485 6 | 60 750
5 |2 | 20|38 1% 4 |5 520 5 | 26 | 75 485 6 | 70 910
@ | 2 | 2| 3 [195] 4 | 60 520 5 | 30 | 75 485 6 | 80 910
2 | 26| 3 195 4 | 60 555 5 | 3 | 75 | 485 6 | 80 980
2 | 30 | 3 |195| 4 | 70 615 5 | 40 | 75 | 485 6 | 80 980
2l o5 8 |37 24| 4 | 45 465 5 | 50 | 75 485 6 | 110 | 1,650
Bolos | 10 | 37| 24| 4 | 45| aes 6 | 20 | 9 |58 | 6 | 80 910
25 | 12 | 37 | 24 | 4 | 45 465 6 | 30 | 9 |58 6 | 9 | 1,145
Af 125 | 14 |37 |24 | 4 | 50 465 6 | 40 | 9 |58 | 6 | 100 | 1,235
E 125 | 16 | 87 24 | 4 | 55 520 6 | 50 | 9 |58 6 | 110 | 1,650

7| 25| 18 | 37 | 24 | 4 | 55 520

EO16
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2-Flute Long Neck Ball End Mills for Hardened Steels

RS 3008° D36 o~ 01
* BAMISEEME - 8220tEl - S&IEIMmELET o
* A TILRE - BASHEE - o

4

7]

i

¥

el

BN i mm

(R) (21) (D) (d2) (9 (d) (L)
0.2 0.5 0.4 0.37 0.4 4 45 730
0.2 1 0.4 0.37 0.4 4 45 730
0.2 15 0.4 0.37 0.4 4 45 730
0.2 2 0.4 0.37 0.4 4 45 730 3
0.2 3 0.4 0.37 0.4 4 45 730 E
0.2 4 0.4 0.37 0.4 4 45 730 @
0.2 5 0.4 0.37 0.4 4 45 825 T
0.25 1 05 0.45 05 4 45 665 &
0.25 2 0.5 0.45 0.5 4 45 665 z
0.25 3 0.5 0.45 0.5 4 45 665 ’
0.25 4 0.5 0.45 0.5 4 45 665 —
0.25 5 0.5 0.45 0.5 4 45 665 3;
0.25 6 0.5 0.45 0.5 4 45 775 S
0.25 8 05 0.45 05 4 45 775 <
0.3 1 0.6 0.55 0.6 4 45 665 T
0.3 2 0.6 0.55 0.6 4 45 665 5\
0.3 3 0.6 0.55 0.6 4 45 665 g
0.3 4 0.6 0.55 0.6 4 45 665 il
0.3 5 0.6 0.55 0.6 4 45 665
0.3 6 0.6 0.55 0.6 4 45 665 -
03 8 06 055 06 4 45 775 =
0.3 10 0.6 0.55 0.6 4 45 775
0.4 2 0.8 0.75 0.8 4 45 615 i
0.4 4 0.8 0.75 0.8 4 45 615 0
04 6 08 0.75 08 4 45 615 ®
0.4 8 0.8 0.75 0.8 4 45 615
0.4 10 0.8 0.75 0.8 4 45 780 o
05 3 1 0.95 1 4 45 565 an
0.5 4 1 0.95 1 4 45 565 ol
0.5 5 1 0.95 1 4 45 565 7]
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2-Flute Long Neck Ball End Mills for Hardened Steels

B i mm
T (R) (9. (D) (do) () (d) (L)
o 05 6 1 095 1 4 45 565
% 05 7 1 0.95 1 4 45 565
05 8 1 0.95 1 4 45 565
05 10 1 0.95 1 4 45 565
= 05 12 1 0.95 1 4 45 600
ﬁ 05 14 1 0.95 1 4 50 600
05 16 1 0.95 1 4 50 640
05 20 1 0.95 1 4 55 675
06 4 1.2 1.15 1.2 4 45 565
06 6 1.2 1.15 1.2 4 45 565
06 8 1.2 1.15 1.2 4 45 565
| 0.6 10 1.2 1.15 1.2 4 45 565
8 06 12 1.2 1.15 1.2 4 45 600
2 07 8 14 1.35 14 4 45 565
? 0.7 12 1.4 1.35 1.4 4 45 600
| 07 16 14 1.35 14 4 50 640
g 0.75 4 15 1.45 15 4 45 565
T 0.75 6 15 1.45 15 4 45 565
¢ 0.75 8 15 145 15 4 45 565
] 0.75 10 15 1.45 15 4 45 565
3; 0.75 12 15 1.45 15 4 45 600
§ 0.75 14 15 1.45 15 4 50 600
075 16 15 1.45 15 4 50 640
] 075 20 15 1.45 15 4 55 640
5\ 08 8 1.6 1.55 1.6 4 45 565
g 0.8 12 1.6 1.55 1.6 4 45 600
i 08 16 1.6 1.55 16 4 50 640
08 20 1.6 1.55 1.6 4 55 640
= 0.9 8 1.8 1.75 1.8 4 45 565
- 09 12 1.8 1.75 1.8 4 45 600
0.9 16 1.8 1.75 1.8 4 50 640
| 0.9 20 1.8 1.75 1.8 4 55 640
10 1 4 2 1.95 2 4 45 535
* 1 6 2 1.95 2 4 45 535
1 8 2 1.95 2 4 45 535
e 1 10 2 1.95 2 4 45 535
EE 1 12 2 1.95 2 4 50 535
e 1 14 2 1.95 2 4 50 565
7] 1 16 2 1.95 2 4 50 565
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2-Flute Long Neck Ball End Mills for Hardened Steels B mm

(R) (£1) (D) (d2) () (d) (L) [

1 18 2 1.95 2 4 55 600 o

1 20 2 1.95 2 4 55 600 ﬁ%‘f

1 22 2 1.95 2 4 60 600

1 26 2 1.95 2 4 70 690

i 30 2 1.95 2 4 70 690 3
1.25 8 25 2.4 25 6 50 805 1
1.25 10 25 2.4 25 6 50 805 -
125 16 25 2.4 25 6 55 805
1.25 20 25 2.4 25 6 60 865

15 8 3 2.85 3 6 50 810

15 10 3 2.85 3 6 50 810 -
15 12 3 2.85 3 6 50 810 N
15 14 3 2.85 3 6 55 810 Q
15 16 3 2.85 3 6 55 810 E

15 18 3 2.85 3 6 60 870 -
15 20 3 2.85 3 6 60 870

15 26 3 2.85 3 6 70 925 §
15 30 3 2.85 3 6 70 925 g

15 36 3 2.85 3 6 80 1,020 -

2 10 4 3.85 4 6 60 810 o

2 12 4 3.85 4 6 60 810 <o

2 16 4 3.85 4 6 60 810 S

2 20 4 3.85 4 6 65 870 I

2 26 4 3.85 4 6 70 925 X

2 30 4 3.85 4 6 70 925 2

2 36 4 3.85 4 6 80 1,020 o

2 40 4 3.85 4 6 90 1,230

2 46 4 3.85 4 6 90 1,230 _=_

2 50 4 3.85 4 6 100 1,310 g’%
25 16 5 4.85 5 6 60 810
25 20 5 4.85 5 6 60 870 —
25 26 5 4.85 5 6 70 870 "
2.5 30 5 4.85 5 6 80 925 %
25 36 5 4.85 5 6 80 1,020

3 20 6 5.85 6 6 80 1,020 \

3 30 6 5.85 6 6 %0 1,230 an

3 40 6 5.85 6 6 100 1,310 %g}

3 50 6 5.85 6 6 110 1,310 7
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2-Flute End Mills for Hardened Steels

D=6 0~-0.015
D>6 0~-0.02

* RARIIRNBEEN REESX  EREXREENT -
L REIRRELUEBIR 2B - REARSEEMT -

G x SHNTEREEE RESOTEYE -

7]

= B ' mm

7
#
(D) [ (@) ] @) ()] (d) | (L) -

(D) | (@) | (@) [(do) | (d) | (L)
0.1 02 | - 40 | 1,120 25 | 6 | 25|24 | 6 | 55 865
02 | - [ 04| - 40 880 3 | 8 | 8 |285| 6 | 55 865
03| - [ 06| - 40 655 35 | 9 |35 (33| 6 | 55 865
04 | - [ 08| - 40 615 4 | 10 | 4 [385| 6 | 55 865
05 | — | 1 | - 40 575 5 | 13 | 5 [485| 6 | 55 865
06 | - [ 12| - 40 575 6 | 15 | 6 |585| 6 | 55 865
07 | - | 14| - 40 575 8 | 20 | 8 |77 | 8 | 65 | 1,045

0.8 - 1.6 -
0.9 2 -
1 1.5 | 0.95

40 510 10 25 10 | 97 | 10 75 1,725
40 510 12 28 12 | 11.7 | 12 85 2,695
50 685 16 32 16 | 157 | 16 90 4,490
1.5 1.7 | 1.45 50 685 20 40 20 | 19.7 | 20 | 105 7,160
2 2 | 1.9 50 685

D
2
=
o
5
7
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wn E058
o
N
o
D
&
i
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4-Flute End Mills for Hardened Steels

D=6 0~-0.015
D>6 0~-0.02

* XA RIMFREMEM RHERTX - #@RFE X RESEMT
* FRERERIELUE IR Z S - TR@ERGEENT -
* SR TAERERE RS AMELE

] BN i mm

Z% (D) | (@) | (@) | (dy) | (d) | (L) (D) | (@) | (@) | (dy) | (d) | (L)

7] 1 3 15 1095 | 6 50 685 6 15 6 |58 | 6 55 865

1.5 4 1.7 | 145 6 50 685 8 20 8 7.7 8 65 1,045

7 43 2 5 2 1.95 6 50 685 10 25 10 9.7 10 75 1,725

Zigl 3 8 3 2.85 6 90) 865 12 28 12 | 11.7 | 12 85 2,695

e | 4 [ 10 4 |38 ] 6 | 55 | 865 16 | 32 | 16 | 157 | 16 | 90 | 4,490

7] 5 13 5 4.85 6 55 865 20 40 20 | 197 | 20 105 7,160
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2-Flute Short Length Ball End Mills for Hardened Steels

R=3 *0.005
R>3 *0.01

* XA BERVEMAM RERT - BTl RERMT -

* FRERERTELUEXUR Z S - TRERREIENT -
* SEH TAERERE RS AMEE -

7

B mm

(R) | (@) | (@) [(do) | (d) | (L) - (R) | (£1) (d2) | (d)
05 | 22 | 1 [095| 4 | 50 560 4 | 16 1,640
06 | 26 | 1.2 [ 115 | 4 | 50 560 45 | 18 | 9 | 87 | 10 | 100 | 2,260
075 | 3 | 15 | 145 | 4 | 50 560 5 | 20 | 10 | 97 | 10 | 100 | 2,260
1 | 4 | 2 |[195] 6 | 50 760 6 | 24 | 12 | 117 | 12 | 110 | 3,550
15| 6 | 3 |28 | 6 | 60 760 7 | 28 | 14 [ 137 | 14 | 110 | 5,250
2 | 8 | 4 [385| 6 | 70 880 8 | 32 | 16 | 157 | 16 | 140 | 6,800
25 | 10 | 5 [485 | 6 | 80 890 9 | 3 | 18 | 177 | 18 | 140 | 8,460
3 |12 | 6 |58 | 6 | 90 | 1,020 10 | 40 | 20 | 19.7 | 20 | 160 | 10,600
35 | 14 | 7 |68 | 8 | 90 | 1,640

m E059
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2-Flute Stub Length Ball End Mills for Hardened Steels

R=3 #0.005
R>3 #+0.01

* IR RFB VIS M KRS0 - BTz RESEMT -

* IRERERHELUA IR 2 - TR@ERRGEEMNT -
* B TIERERE RS AIMNEE -

B mm

(R) | (@) | (@) [ (dy) | (d) | (L) (R) | (@) | (@ [ (dy) | (d) | (L)

0.1 - 0.3 - 4 40 730 0.45 - 1.4 - 4 40 580
0.15 - 0.5 - 4 40 700 0.5 3 1.5 | 0.95 6 50 760
0.2 - 0.6 - 4 40 690 0.75 4 2 1.45 6 50 760
0.25 - 0.7 - 4 40 630 1 5 25 | 1.95 6 50 760
0.3 - 0.9 - 4 40 630 125 | 7 3 2.4 6 50 760
035 | - 1.1 - 4 40 580 15 | 10 4 |28 | 6 60 760
0.4 - 1.2 - 4 40 580 2 10 6 |38 | 6 60 810
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2-Flute Stub Length Ball End Mills for Hardened Steels

B mm
] (Ql) (d2) - (R) | (@) | (@) | (d)
s 6 |48 6 5 | 25 [ 11 ] 97 1,800
% 3 15 7 /58| 6 60 81 0 5 | 25 | 11 | 97 | 10 | 80 1,930
4 | 15| 9 | 77| 8 | 60 | 1,320 6 | 25 | 14 | 117 12 | 80 | 2,810
4 | 15| 9 | 77| 8 | 80 | 1,400
i
¥
el m
E060
ISRt T]
2-Flute End Mills
0
] -0.03
I *ERETINIH R R ~ T - 52MEAHNcTIA -
(@) * SMYEM - BEHIERMT B RFEZICUIEIMESE -
s
G
é? B mm
| (d) () (d)
o 0.1 0.2 4 50 355 11 6 50 405
g 0.2 0.4 4 50 330 5 13 6 50 405
0.3 0.6 4 50 320 55 13 6 50 405
0.4 0.8 4 50 315 6 16 6 50 405
5\ 0.5 1 4 50 290 6.5 16 8 60 800
ol 06 1.2 4 50 290 7 20 8 60 800
g 0.7 1.4 4 50 290 75 20 8 60 800
0.8 16 4 50 290 8 20 8 60 800
= 0.9 18 4 50 290 8.5 20 10 75 1,280
- 1 3 4 50 260 9 20 10 75 1,280
15 4 4 50 260 9.5 22 10 75 1,280
I 2 6 4 50 260 10 25 10 75 1,280
18 25 8 4 50 260 11 30 12 75 1,600
* 3 8 4 50 260 12 32 12 75 1,600
3 8 6 50 405 14 40 16 100 3,670
e 35 10 4 50 260 16 40 16 100 3,670
EE 35 10 6 50 405 18 40 20 100 5,800
%1%] 4 11 4 50 260 20 45 20 100 5,800
7] 4 11 6 50 405

E022
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2-Flute Long End Mills

0
-0.03

* ERETIN LA AR - TA#H - Sk TS| -
* SHENE - BREERMNT BN RFE IR - i

B mm #

(D) (d) (D) ) —
2 10 4 50 315 10 45 10 100 1,760
3 15 4 60 340 12 45 12 100 2,105
3 15 6 60 510 14 70 14 150 4,675
4 20 4 60 340 14 70 16 150 5,770 N
4 20 6 60 510 16 70 16 150 5,770 g’
5 25 6 75 705 18 75 20 150 8,725 5
6 30 6 75 705 20 75 20 150 8,725 —
8 35 8 100 1,310 &
o
EO61 —
_ ><
(4]
(=]
3
FiEtRiRMEIEE )
3-Flute End Mills
. A
-0.03 =
* BEMMI A SRS - TAS A2 HRTHM2TIE - -

* S - BASEEMN L ~ B R CIHME S -

&
ﬂﬁ—ﬂ
B{I:mm
18
I
(D) ()] (D) () 7)
1 3 4 50 415 3 8 4 50 415
15 4 4 50 415 3 8 6 50 735 %
2 6 4 50 415 35 10 6 50 735 %1%”
25 8 4 50 415 4 11 4 50 415 7
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3-Flute End Mills
B ' mm

srmermacmare __lcssossomens

o 4 6 1,725
® 5 13 6 50 735 12 3 12 75 2,430
B 16 6 50 735 16 40 16 100 5,105
o 7 20 8 60 1,115 20 45 20 100 7,715
#t 8 20 8 60 1,115
*
M E058
a EIEIRBMEIIER ]
Q 4-Flute End Mills
= 0
(7] -0.03
R EETINIARERE c TR A2METHEHZIIA -
* SN - BREERMNL B RECUIEHESE -
L AT TEEEENRENIEE -
3
>
o
(=)
N
o
B mm
RLO [ @ [ @ | © © [ @ [ @ [ W
g 1 3 4 50 260 6.5 16 8 60 800
& 15 4 4 50 260 7 20 8 60 800
2 6 4 50 260 75 20 8 60 800
= 25 8 4 50 260 8 20 8 60 800
° 3 8 4 50 260 85 | 20 10 75 1,280
3 8 6 50 405 9 20 10 75 1,280
| 35 10 4 50 260 9.5 22 10 75 1,280
" 35 10 6 50 405 10 25 10 75 1,280
* 4 11 4 50 260 11 30 12 75 1,600
4 11 6 50 405 12 32 12 75 1,600
o |45 11 6 50 405 14 40 16 100 3,670
L
EE 5 13 6 50 405 16 40 16 100 3,670
28 55 13 6 50 405 18 40 20 100 5,800
7 6 16 6 50 405 20 45 20 100 5,800
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4-Flute Long End Mills

0
-0.03

* ERETIN LA AR - TA#H - Sk TS| -

* SN - EREENL Rt RE IS - o
*4YJINL @ APESEEAIREMNIERE - #
7]
8
#
o ¥
B mm
(D) (2) (d) (L) (D) (9) (d) (L)
2 10 4 50 315 10 45 10 100 1,760
3 15 4 60 340 12 45 12 100 2,105
3 15 6 60 510 14 70 14 150 4,675 '
4 20 4 60 340 14 70 16 150 5,770 g’
4 20 6 60 510 16 70 16 150 5,770 5
5 25 6 75 705 18 75 20 150 8,725 —
6 30 6 75 705 20 75 20 150 8,725 &
8 35 8 100 1,310 g
<
Eo62 | B
=
iSRRIt ]
4-Flute End Mills for Hardened Steels
-0.03 g
* B ERYEI RS EEREARBINT - 4

* SEAY TIERMEAEAEE -
* BHSEERINL ~ 23 0RRTCEIH] -

SRy

B mm 44

(D) (2) (d) (L) (D) (2) (d) (L)

1 3 4 45 315 25 8 4 45 315 2}
15 4 4 45 315 3 8 4 50 315 %gj
2 6 4 45 315 4 11 4 50 315 7
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6-Flute End Mills for Hardened Steels

0
-0.03

* BN ERUEI RS EEREAREMNT -
L SHRTEREMERE -
# * BHIEEM T ~ 22X RENEIH o
7]
i
¥
B
- BEfI ' mm
3,640
a 6 16 6 50 580 16 32 16 100 4,855
@ 8 19 8 60 925 18 38 18 100 6,050
G 10 22 10 75 1,475 20 38 20 100 7,350
12 26 12 75 1,845
5
é E062
S m—
—r
© ZiEHBERIIHT]
—  6-Flute Long End Mills for Hardened Steels
) I
& * REREEY RS IR AEMT -
i * B TEREMEREE ©
* BHIESRIMTL ~ 82 8 KECHIH| -
8 BEfI:mm
ﬁ)‘;;;
(D) ) (d) (L) (D) (2 (d) (L)
- 6 25 6 80 800 12 50 12 100 2,245
Pl R 35 8 9 1,240 16 65 16 | 150 6,330
e 10 45 10 100 1,800 20 70 20 150 9,565

~ EO026
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2&4-Flute Radius End Mills

+0.02 -8.03
*EXETIN TR ~ T - 2RI EHMTIA -
* ML« EREEMNT « BX R IE] - o
* I ERERET + AIBA LR EIMIRE AR o o
7]
KMSR-2 §
¥
o
KMSR-4 T
BN i mm
(D) (R) (2) (d) (L)
1 0.2 25 4 50 - 300 I
15 0.2 4 4 50 - 300 I
2 02 6 4 50 - 300 2
3 0.2 8 4 50 295 295 E
3 0.2 8 6 50 460 460
3 0.2 10 6 70 500 500
3 0.3 8 4 50 295 295 &
3 0.3 8 6 50 460 460 o
3 0.3 10 6 70 500 500 Z
3 0.5 8 4 50 295 295 I
3 0.5 8 6 50 460 460 o<
3 0.5 10 6 70 500 500 o
4 0.2 11 4 50 295 295 =
4 0.2 11 6 50 460 460
4 0.2 12 6 70 500 500
4 03 11 4 50 295 295 X
4 0.3 11 6 50 460 460 =
4 03 12 6 70 500 500 o
4 0.5 11 4 50 295 295
4 0.5 11 6 50 460 460
4 05 12 6 70 500 500 g
4 1 11 4 50 295 295 4
4 1 11 6 50 460 460
4 1 12 6 70 500 500 T
5 0.2 13 6 50 460 460 -
5 0.2 15 6 80 500 500 %
5 0.3 13 6 50 460 460 7
5 0.3 15 6 80 500 500
5 0.5 13 6 50 460 460 4
5 0.5 15 6 80 500 500 gig
5 1 13 6 50 460 460 7
5 1 15 6 80 500 500 7]
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2&4-Flute Radius End Mills

(D) (R) (2) (d) (L)

iﬁ 6 0.2 16 6 50 460 460
o 6 0.2 15 6 90 565 565
7 6 0.3 16 6 50 460 460
. 6 0.3 15 6 90 565 565
5 6 05 16 6 50 460 460
2 6 05 15 6 90 565 565
1 6 1 16 6 50 460 460
6 1 15 6 90 565 565
8 0.3 20 8 60 920 920
8 0.3 20 8 100 1,010 1,010
8 05 20 8 60 920 920
8 05 20 8 100 1,010 1,010
— 8 1 20 8 60 920 920
I 8 1 20 8 100 1,010 1,010
Q 8 15 20 8 60 920 920
£ 8 15 20 8 100 1,010 1,010
8 2 20 8 60 920 920
8 2 20 8 100 1,010 1,010
x 10 0.3 25 10 75 1,475 1,475
2 10 0.3 25 10 100 1,520 1,520
@ 10 05 25 10 75 1,475 1,475
| 10 05 25 10 100 1,520 1,520
o< 10 1 25 10 75 1,475 1,475
o 10 1 25 10 100 1,520 1,520
= 10 15 25 10 75 1,475 1,475
10 15 25 10 100 1,520 1,520
10 2 25 10 75 1,475 1,475
X 10 2 25 10 100 1,520 1,520
= 10 25 25 10 75 1,475 1,475
- 10 25 25 10 100 1,520 1,520

12 0.3 32 12 75 1,840 -

12 0.3 30 12 110 2,065 -
g 12 0.5 32 12 75 1,840 1,840
& 12 05 30 12 110 2,065 2,065
12 1 32 12 75 1,840 1,840
E— 12 1 30 12 110 2,065 2,065
- 12 15 32 12 75 1,840 1,840
o 12 15 30 12 110 2,065 2,065
7 12 2 32 12 75 1,840 1,840
12 2 30 12 110 2,065 2,065
0 43 12 25 32 12 75 1,840 1,840
éﬂ 12 25 30 12 110 2,065 2,065
7 £ 12 3 32 12 75 1,840 1,840
7] 12 3 30 12 110 2,065 2,065
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2-Flute Long Neck End Mills

D=3 0~-0.015
D>3 0~-0.02

* ERETIN TS ERt - TE#H - Sk T SR -

7

*EROREEMNT - MRS - .
i
7]
#
¥

B ' mm #

(D) | () | (@) | (d2) | (d) | (L) (D) | (1) | (@) | (d2) | (d) | (L)

01 | 03 | 0150085 4 | 45 880 07 | 4 1 1065| 4 | 45 450

01 | 05 | 0.15 |0.085| 4 | 45 880 07 | 6 1 1065| 4 | 45 450

02 | 05 | 03 | 017 | 4 | 45 685 07 | 8 1 1065| 4 | 45 515 T

02 | 1 |03 ]017| 4 | 45 685 07 | 10 | 1 |065| 4 | 45 515 o

02 | 15 | 03 | 017 | 4 | 45 685 08 | 2 |12 |075| 4 | 45 400 E

03 | 1 [045|027 | 4 | 45 580 08 | 4 |12 |075| 4 | 45 400 |

03 | 15 | 045 | 027 | 4 | 45 580 08 | 6 |12 |075| 4 | 45 400

03 | 2 [045|027 | 4 | 45 580 0.8 12 1075 | 4 | 45 400 §

03 | 3 | 045|027 | 4 | 45 580 08 | 10 | 12 | 075 | 4 | 45 470 o

03 | 4 045|027 | 4 | 45 580 08 | 12 | 12 | 075 | 4 | 45 515 |

04 | 1 | 06 |037| 4 | 45 480 0.9 14 | 085 | 4 | 45 400 o

04 | 2 | 06 |037| 4 | 45 480 0.9 14 | 085 | 4 | 45 400 §

04 | 3 | 06 |037| 4 | 45 480 09 | 10 | 14 | 085 | 4 | 45 a0 |

04 | 4 | 06 |037| 4 | 45 480 09 | 15 | 14 | 085 | 4 | 50 470 X

04 | 5 | 06 |037| 4 | 45 560 1 15 | 095 | 4 | 45 360 -l

05 | 2 | 07 |045| 4 | 45 | 450 1 15 [ 095 | 4 | 45 | 360 o

05 | 3 | 07 |045| 4 | 45 450 1 15 1095 | 4 | 45 360

05 | 4 |07 |045| 4 | 45 450 1 15 1095 | 4 | 45 360 -

05 | 6 | 07 |045| 4 | 45 450 1 10 | 15 | 095 | 4 | 45 385 =

05 | 8 | 07 |045| 4 | 45 515 1 | 12 | 15 095 | 4 | 45 385

06 | 2 | 09 |055| 4 | 45 450 1 | 14 | 15 095 | 4 | 50 420

06 | 3 | 09 |055| 4 | 45 450 1 16 | 15 1095 | 4 | 50 420 if%

06 | 4 | 09 |055| 4 | 45 450 1 20 | 15 1095 | 4 | 55 450 7]

06 | 6 | 09 |055| 4 | 45 450 12 | 4 | 18 | 115 | 4 | 45 360

06 | 8 | 09 |055| 4 | 45 515 12| 6 | 1.8 | 115 | 4 | 45 360 gg

06 | 10 | 09 |055| 4 | 45 515 1.2 18 | 115 | 4 | 45 360 %Hﬁg

0.7 | 2 1 1065 4 | 45 450 12 ] 10 | 1.8 | 115 | 4 | 45 360 7]
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2-Flute Long Neck End Mills

B ' mm

(D) 1 (@) ] (@) [(do) | (d) | (L) DO [ @) | @ [(dy) | )] L)
|12 12 18 [145] 4 | 45 | 385 2 | 8 | 3 [195| 4 | 45 | 345
S 12| 16 [ 18 [145] 4 | 50 | 420 2 | 10| 38 [195| 4 | 45 | 345
|14 6 |21 13| 4 | 45 | 360 2 | 12| 3 |195| 4 | 45 | 345
L |14 8 [21[135] 4 | 45 | 360 2 | 14| 3 |195| 4 | 50 | 345
o |14 10 21135 4 | 45 | 360 2 | 16| 3 |19 | 4 | 50 | 385
Bl 14 12 [ 21 [135] 4 | 45 | 385 2 | 18| 3 |19 | 4 | 55 | 385
|14 | 14 |21 13| 4 | 50 | 385 2 | 20 | 3 |19 | 4 | 55 | 385
14 | 16 | 21 | 135 | 4 | 50 | 420 2 | 2| 3 [195| 4 | 60 | 385
14| 22 | 21 |135| 4 | 55 | 420 2 | 2 | 3 |195| 4 | 60 | 410
15| 6 | 23 |145| 4 | 45 | 360 2 | 30 | 3 [195| 4 | 70 | 460
|15 | 8 |23 |145| 4 | 45 | 360 25 | 8 | 37 | 24| 4 | 45 | 345
O | 15| 10 | 23 [145] 4 | 45 | 360 25 | 10 | 87 | 24 | 4 | 45 | 345
= 15| 12 | 23 |145| 4 | 45 | 385 25 | 12 | 37 | 24 | 4 | 45 | 345
° | 15| 14 [ 23145 4 | 50 | 385 25 | 14 | 37 | 24 | 4 | 50 | 345
15 | 16 | 23 | 145 | 4 | 50 | 420 25 | 16 | 37 | 24 | 4 | 55 | 385
K [ 15| 18|23 145 4 | 55 | 420 25 | 18 | 37 | 24 | 4 | 55 | 385
5 | 15| 20 | 23 |145| 4 | 55 | 420 25 | 20 | 37 | 24 | 4 | 60 | 385
|16 | 6 |24 |155| 4 | 45 | 360 25 | 26 | 37 | 24 | 4 | 70 | 460
s | 16| 8 |24 [155] 4 | 45 | 360 25 | 30 | 37 | 24 | 4 | 80 | 490
§ |16 10 |24 15| 4 | 45 | 360 3 | 8 | 45 |285| 6 | 45 | 545
S | 16| 1224155 4 | 45 | 385 3 | 10 | 45 |285| 6 | 45 | 545
|16 | 14 |24 [155] 4 [ 50 | 385 3 | 12| 45 |285| 6 | 50 | 545
N | 16| 16 | 24 155 4 | 50 | 420 3 | 14 | 45 |285| 6 | 50 | 545
5ol 16 [ 18|24 155 4 | 55 | 420 3 | 16 | 45 | 285 | 6 | 55 | 555
8|16 | 20 | 24 |155| 4 | 55 | 420 3 | 18 | 45 | 285| 6 | 55 | 555
16 | 2 | 24 |155| 4 | 60 | 450 3 | 20 | 45 |285| 6 | 60 | 555
B | 18| 6 |27 175 4 | 45 360 3 | 2 | 45 |285| 6 | 70 | 675
s |18 | 8 |27 [175| 4 | 45 | 360 3 |30 |45 |285| 6 | 70 | 675
1810 |27 [175] 4 | 45 | 360 3 | 36 | 45 | 285| 6 | 80 | 730
18 | 12 | 27 |175| 4 | 45 | 385 3 | 40 | 45 |285| 6 | 90 | 810
B8 14 |27 175 4 | 50 | 385 4 | 10| 6 |38 6 | 50 | 545
Dol 18 | 16 | 27 [175] 4 | 50 | 420 4 | 12| 6 |38 | 6 | 50 | 545
18 | 18 | 27 |175| 4 | 55 | 420 4 | 16| 6 |38 | 6 | 60 | 5855
gdR 118 20 |27 [ 175 4 | 55 | 420 4 | 2 | 6 |38 | 6 | 60 | 555
se | 18 | 26 | 27 | 175 4 | 65 | 450 4 | 2% | 6 |38 | 6 | 70 | 555
nol 2 | 6 | 3 [195] 4 | 45| a4s 4 |3 | 6 |38 | 6 | 70 | 675
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2-Flute Long Neck End Mills

BN ' mm
(121) (d2) - (D) | (@) | (@ | (da) | (d)
4 6 |38 | 6 5 36 | 75 | 485 | 6
4 40 6 [ 385 | 6 90 810 5 40 | 75 | 485 | 6 80 730
4 46 6 |38 | 6 90 810 5 50 | 75 | 485 | 6 110 1,225
4 50 6 [ 38| 6 100 970 6 20 9 |58 | 6 80 675
5 16 | 75 | 485 | 6 60 555 6 30 9 |58 | 6 90 850
5 20 | 75 | 485 | 6 60 555 6 40 9 |58 | 6 100 915
5 26 | 75 | 485 | 6 70 675 6 50 9 |58 | 6 110 1,225
5 30 | 75 | 485 | 6 80 675
m E066
2 5B EIPk IR T)
2-Flute Ball End Mills
R>s 002
*ERETMN ISR - TEHM - Sk TS /)| -
* AR ERI B BUREBAVAE ~ FME R4S TkERER AN L o
* ST - BREERMNL ~ BN R IH] o
B4 : mm
R | @ | @O | d | L) R | @ | @O | d | L)
0.1 0.4 0.2 4 50 355 2 8 4 4 50 305
015 | 06 0.3 4 50 355 2 8 4 6 50 465
0.2 0.8 0.4 4 50 325 2.5 10 5 6 50 465
0.25 1 0.5 4 50 325 3 12 6 6 50 465
0.3 1.2 0.6 4 50 325 3.5 14 7 8 60 900
0.4 1.6 0.8 4 50 325 4 14 8 8 60 900
0.5 2 1 4 50 305 4.5 18 9 10 75 1,410
0.75 4 1.5 4 50 305 5 20 10 10 75 1,410
1 5 2 4 50 305 6 24 12 12 75 1,760
1.25 6 2.5 4 50 305 8 32 16 16 100 4,480
1.5 6 4 50 305 10 40 20 20 100 7,035
1.5 6 6 50 465

7

JLE
G
5 2
7B
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2-Flute Long Neck Ball End Mills

+0.01

*ERETMN LSRN - TEH - SRSl T)A -
L EAREENL - MERNS
%
7]
i
#
# B mm
(R) | (&) | (D) | (d2) | (d) | (L) (R) | (&) | (D) | (d2) | (d) | (L)
01 | 05| 02 |017| 4 | 45 | 820 03 | 6 | 06 |055| 4 | 45 | 495
04 | 1 |02 ]017| 4 | 45 | 820 03 | 8 |06 |055| 4 | 45 | 575
T 01 | 15| 02 | 017 | 4 | 45 820 03 | 10 | 06 | 055 4 | 45 575
O Jof5| 1 |03 027 4 | 45 | 730 04 | 2 | 08 |075| 4 | 45 | 460
L 015 2 | 03027 | 4 | 45 | 730 04 | 4 | 08 |075| 4 | 45 | 460
015 3 | 03 027 | 4 | 45 | 730 04 | 6 | 08 |075| 4 | 45 | 460
K 02 05|04 037 4 | 45 | 540 04 | 8 | 08 |075| 4 | 45 | 460
2 (02| 1 | 04037 4 | 45 | 540 04 | 10 | 08 |075| 4 | 45 | 580
| 02|15 |04 |037| 4 | 45 | 540 05 | 3 | 1 |095| 4 | 45 | 420
s< | 02| 2 | 04|037| 4 | 45 | 540 05 | 4 | 1 |095| 4 | 45 | 420
S 02| 3 04 037| 4 | 45| 540 05 | 5 | 1 [095| 4 | 45 | 420
S To2] 4 [o04 03] 4 | 45| s5a0 05 | 6 | 1 [095| 4 | 45 | 420
x 02 | 5 | 04 |037| 4 | 45 | 615 05 | 7 | 1 [095| 4 | 45 | 420
Y1025 1 | 05 045 | 4 | 45 | 495 05 | 8 | 1 |095| 4 | 45 | 420
= o2 2 |05 045 4 | 45 | 495 05 | 10 | 1 095 4 | 45 | 420
025| 3 | 05 | 045 | 4 | 45 | 495 05 | 12 | 1 |095| 4 | 45 | 445
5025 4 |05 045 4 | 45 | 495 05 | 14 | 1 |095| 4 | 50 | 445
@ 1025| 5 | 05 045| 4 | 45 | 495 05 | 16 | 1 |[095| 4 | 50 | 475
025 6 | 05045 | 4 | 45 | 575 05 | 20 | 1 |095| 4 | 55 | 500
w |025| 8 | 05|045| 4 | 45 | 575 06 | 4 |12 [115| 4 | 45 | 420
% 103 1 | 06|05 4 | 45 | 495 06 6 |12 115 4 | 45 | 420
03 | 2 | 06 |055| 4 | 45 | 495 06 | 8 | 12 [115| 4 | 45 | 420
;s | 03 | 3 | 06 [055| 4 | 45 | 485 06 | 10 | 1.2 |115| 4 | 45 | 420
S | 08| 4 | 06 |055| 4 | 45 | 495 06 | 12 |12 [115| 4 | 45 | 445
75 03 5 |06 055 4 | 45 | 495 07 | 8 | 14 [135| 4 | 45 | 420
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2-Flute Long Neck Ball End Mills

BN i mm

(R) | () | (D) | (d2) | (d) | (L) (R) | (@) | (O) | (d2) | (d) | (L) [
07 | 12 | 14 | 135 | 4 | 45 445 125 | 16 | 25 | 24 | 6 | 55 595 o
07 | 16 | 14 | 135 | 4 | 50 475 125 | 20 | 25 | 24 | 6 | 60 640 L
075 | 4 | 15 [ 145 | 4 | 45 420 15| 8 | 3 |28 | 6 | 50 600 |
075 6 | 15 | 145 | 4 | 45 420 15| 10 | 3 |28 | 6 | 50 600 1
075 | 8 | 15 | 145 | 4 | 45 420 15| 12 | 3 |28 | 6 | 50 600 ﬁ
075 | 10 | 15 | 145 | 4 | 45 420 15| 14 | 3 |28 | 6 | 55 600 |
075 | 12 | 15 | 145 | 4 | 45 445 15| 16 | 3 |28 | 6 | 55 600
075 | 14 | 15 [ 145 | 4 | 50 445 15| 18 | 3 |28 | 6 | 60 645
075 | 16 | 15 | 145 | 4 | 50 475 15| 20 | 3 |28 | 6 | 60 645
075 | 20 | 15 [ 145 | 4 | 55 475 15| 2 | 3 |28 | 6 | 70 685 T
08 | 8 | 16 |155| 4 | 45 420 15| 30 | 3 |28 | 6 | 70 685 2
08 | 12 | 16 | 155 | 4 | 45 445 15 | 3 | 3 |28 | 6 | 80 755 5
08 | 16 | 16 | 155 | 4 | 50 475 2 | 10 | 4 38| 6 | 60 600 |
08 | 20 | 16 | 155 | 4 | 55 475 2 12 | 4 |38 | 6 | 60 600 &
09 | 8 | 18 |175| 4 | 45 420 2 | 16 | 4 |385| 6 | 60 600 z
09 | 12 | 18 |175| 4 | 45 445 2 | 20| 4 38| 6 | 65 645 |
09 | 16 | 18 | 175 | 4 | 50 475 2 | 26 | 4 38| 6 | 70 685 5¢
09 | 20 | 18 |175| 4 | 55 | 475 2 30 | 4 |85 6 | 70| e85 | S

1| 4 | 2 [195| 4 | 45 400 2 | 3 | 4 38| 6 | 80 755 °

1 6 | 2 | 195| 4 | 45 400 2 | 40 | 4 38| 6 | 90 910

1 8 | 2 | 195| 4 | 45 400 2 | 46 | 4 | 385| 6 | 90 910 E’:\

1 10 | 2 |195| 4 | 45 | 400 2 | 50 | 4 |38 6 | 100 970 o

1 | 12 | 2 [195| 4 | 50 400 25 | 16 | 5 |485| 6 | 60 600

1 | 14 | 2 [195| 4 | 50 420 25 | 20 | 5 |485| 6 | 60 645 5

1 |16 | 2 [195| 4 | 50 420 25 | 26 | 5 |485| 6 | 70 645 £

1 | 18| 2 [195| 4 | 55 445 25 | 30 | 5 |485| 6 | 80 685 |

1 | 20| 2 [195| 4 | 55 445 25 | 3 | 5 |485| 6 | 80 755 "

1 | 22| 2 [195| 4 | 60 445 3 |2 | 6 (58| 6 | 8 755 ®

1 | 26 | 2 [195| 4 | 70 510 3 |3 | 6 (58| 6 | 9 910

1 |3 | 2 [195| 4 | 70 510 3 | 40 | 6 |58 | 6 | 100 | 970 SR
125 | 8 | 25 | 24 | 6 | 50 595 3 |50 | 6 |58 | 6 | 110 | 970 o
125 | 10 | 25 | 24 | 6 | 50 595 &
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4-Flute End Mills for Stainless Steels

0
-0.03

*BANEER « RUIH RAIHIZRIINT -

ﬁi * AT IT & « SKE 2 REERI40HRCRYVEREE M ZTIA -

%E

<

ﬁ B I mm

*

| (D) () (d) (L)

6 10 6 54 600
8 12 8 58 1,085
10 14 10 66 1,615
12 16 12 73 2,265
14 18 14 75 2,805
16 22 16 82 3,715
18 24 18 84 5,440
20 26 20 92 5,655

m E066

AN I ER2RBEERYIIIHT)

4-Flute Long End Mills for Stainless Steels

0
-0.03

*BAMNER « RUIH R AIEIZRIINT -
* AT IASHH « S & S REEERIOHRCAYEREEMFZTIA -

= B{I ' mm
%
b

(D) ¢) (d)

I 6 13 6 57 630
W 8 19 8 63 1,260
* 10 22 10 72 1,730

12 26 12 83 2,625

. 14 26 14 83 3,480
o 16 3 16 92 4,190
e 18 32 18 92 5,870
7) 20 38 20 104 6,410

EO034
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Multi Flute Roughing End Mills For Stainless Steels

h10

* BRI IASEH - A « RAHBRESSAOEMITIIA -
* fEEBYERET - EANERREEMNT - i

Bfmm | H

TR 2R R g B TR INE 2K TE g
(D) | @ | (d) | @) | (N) (D) | (@ | (d) | (@) | (N) I
6 13 6 60 4 920 12 26 12 80 4 3,175
8 19 8 65 4 1,455 16 42 16 110 5 5,275
20 10 70 4 2,280 20 48 20 110 6 8,495
10 22 10 70 4 2,280

m E068

MEENIERASINMBELIHT]

2-Flute End Mills for Aluminum

0
-0.02

* SRBIRAZ  BHEMNERESGEMI -
* JJEB"Mirror Face"s%5t » BENI T HBEAYTIEIE o
* BAEREREHEMN LR s/ Mt -

B - mm
(D) (2 (d) (L) (D) () (d) (L)
1 3 6 40 440 8 22 8 65 880
15 5 6 40 440 9 27 10 70 1,410 %%
2 6 6 40 440 10 27 10 70 1,410 L
25 8 6 40 440 12 32 12 80 1,760 .
3 11 6 50 440 14 37 14 85 2,775 %
4 13 6 50 440 16 42 16 100 4,035
5 17 6 55 475 18 48 16 110 5,815 5744
6 17 6 55 475 20 48 20 110 6,380 éﬁ
7 22 8 65 880 . %
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2-Flute Medium End Mills for Aluminum

0
-0.02

* SEEIRAZE ﬁiﬁ}ﬂﬁ"ﬁﬁ&ﬁﬂAémI o

ii * JJEB"Mirror Face"s%&5T @ BENI L HEEAYESIEIME -
o * EAS SRR EHE NI THRig /M o

7]

ﬁ B - mm
4 6 1,640
5 22 6 70 615 12 38 12 95 1,945
6 22 6 70 615 16 52 16 110 4,865
8 28 8 80 1,000 20 55 20 110 6,685

m E069

e ENIERARINMBIELIT]

3-Flute End Mills for Aluminum

0
-0.02

* SFEET)RAZE ﬁﬁﬁﬁ“?ﬂ&ﬁﬂ"‘ﬁbﬂl o
* JJEB"Mirror Face"s%5t » BEN L HEEAVStIEIE ©
* EASTAEREHENI LIRS HE—'/M o

B - mm
(D) () (d) (L) (D) ¥) (d) (L)

= 1 3 6 50 440 8 22 8 65 880

= 15 5 6 50 440 9 27 10 70 1,410

- 2 6 6 50 440 10 27 10 70 1,410

. 25 8 6 50 440 12 32 12 80 1,760

% 3 11 6 50 440 14 37 14 85 2,775

4 13 6 50 440 16 42 16 100 4,035

51 3 5 17 6 55 475 18 48 16 110 5,815

ﬁfﬁ 6 17 6 55 475 20 48 20 110 6,380
. % 7 22 8 65 880

EO36
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3-Flute Medium End Mills for Aluminum

0

-0.02
* ERREINSAL  BAMBRBAEMT -
* JJEB"Mirror Face"3¥t  BEN T HBRAOKSZIHIE - o
* HAFTREEHEMN Liki@s=/ ML o %\g
E
B mm 5
£
(D) () (d) (L) I
4 16 6 70 615
S 22 6 70 615
6 22 6 70 615
8 28 8 80 1,000
10 32 10 90 1,640
12 38 12 95 1,945
16 52 16 110 4,865
20 55 20 110 6,685

m E069

MEENIEARGMBERILITT]

3-Flute Long End Mills for Aluminum

0
-0.02

* SAEBIRAE  ERAREAESENT -

* JJEB"Mirror Face"5%&t @ BENN T HBERIYESUIEIE o

* EASTRERETHE I TiRig s/t -

B mm
(D) () (d)
3 15 6 65 640
3 20 6 70 675
3 25 6 75 705
4 20 6 70 675
4 25 6 75 705
4 30 6 80 785

wEw O 0,05 X snid £R STy

SRy

L
SR
it 2
D

EO037
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3-Flute Long End Mills for Aluminum

B ' mm

(D) ) (d) (L)
o 5 25 6 70 675
% 5 30 6 75 705
5 35 6 80 785
5 40 6 85 905
= 6 25 6 70 675
ﬁ 6 30 6 75 705
6 35 6 80 785
6 42 6 90 905
8 30 8 80 1,040
8 35 8 85 1,120
8 40 8 90 1,170
8 45 8 95 1,320
8 8 50 8 100 1,445
. 8 55 8 105 1,575
? 10 35 10 90 1,710
] 10 45 10 100 1,935
$ 10 55 10 110 2,080
z 10 65 10 120 2,580
’ 12 40 12 95 2,030
] 12 45 12 100 2,315
> 12 55 12 110 2,390
S 12 60 12 110 2,480
< 12 65 12 120 3,115
) 12 75 12 135 3,580
5 16 55 16 120 5,180
ol 16 65 16 135 6,065
i 16 75 16 150 6,345
16 85 16 160 6,620
- 16 95 16 180 7,335
- 16 105 16 190 7,785
16 115 16 200 8,235
] 20 55 20 125 7,965
n 20 65 20 140 9,190
* 20 75 20 150 9,600
20 85 20 160 10,005
o 20 95 20 180 11,095
EE 20 105 20 190 11,775
e 20 115 20 200 12,460
7] 20 125 20 220 13,410

EO38
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Recommended Cutting Condition

(~35HRC) (~55HRC) (~55HRC)

mm/min|m/min| mm | min™ |[mm/min|m/min
1 14,950 | 210 47 | 0.007 | 14,950 | 210 47 | 0.007 | 10,050 | 135 32 | 0.007
2 10,250 | 250 64 | 0.012 | 10,250 | 250 64 | 0.012 | 6,900 | 160 43 | 0.012
3 6,800 | 250 64 | 0.018 | 6,800 | 250 64 | 0.018 | 4,550 | 160 43 | 0.018
4 5200 | 265 65 | 0.025 | 5200| 265 65 | 0.025 | 3,450| 170 43 | 0.025
5 4,900 | 295 77 | 003 | 4,900| 295 77 1 003 | 3250| 190 51 | 0.029
6 4,050 | 285 76 | 0.035 | 4,050 | 285 76 | 0.035 | 2,700 | 180 51 | 0.033
8 3,050 | 265 77 | 0.043 | 3,050 | 265 77 | 0.043 | 2,050| 170 52 | 0.041
10 2,450 | 250 77 | 0.051 | 2,450 | 250 77 | 0.051 | 1,600| 160 50 | 0.05
12 2,050 | 250 77 | 0.061 | 2,050 | 250 77 | 0.061 | 1,400| 160 53 | 0.057
MR MA Jooe0
R
D=3]E

1 18,900 | 275 59 0.007 | 18,900 | 275 59 0.007 | 18,900 | 275 59 0.007 gé
> |13100| 315 | 82 | 0012 |13400| 315 | 82 | 0012 |13400| 315 | 8 |oot2 |
3 8,600 | 315 81 0.018 | 8,600 | 315 81 0.018 | 8,600 | 315 81 0.018 -
4 | 6550| 325 | & | 0025 6550 325 | 82 | 0025 | 6550| 325 | 82 | 0025 | I
5 6,200 | 370 97 0.03 6,200 | 370 97 0.03 6,200 | 370 97 0.03 "
6 | 5150| 345 | 97 | 0033 | 5150 345 | 97 | 0033 | 5150 345 | 97 | 0.033

8 3,900 | 345 98 0.044 | 3,900 | 345 98 0.044 | 3,900 | 345 98 0.044

10 | 3050 315 | 9 | 0.052 | 3050| 315 | 96 | 0052 | 3050 315 | 96 | 0.052

12 2,600 | 315 98 0.061 | 2,600 | 315 98 0.061 | 2,600 | 315 98 0.061
4R MA Joos0

BT
D=31%

wEw O 0,05 X snid £R STy

SRy m

L
SR
it 2
D
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Recommended Cutting Condition

2 min’ mm/min m/min mm min’ mm/min m/min mm
fgé 1 8,050 85 25 0.005 6,300 55 20 0.004
/] 2 5,700 95 36 0.008 4,350 60 27 0.007
- 3 3,750 95 35 0.013 2,950 60 28 0.01
g 4 2,850 100 36 0.018 2,200 65 28 0.015
= 5 2,500 105 39 0.021 2,000 65 31 0.016
6 2,100 105 40 0.025 1,650 65 31 0.02
8 1,600 95 40 0.03 1,250 65 31 0.026
10 1,250 90 39 0.036 1,000 55 31 0.028
I 12 1,050 90 40 0.043 850 55 32 0.032
Q
z
o
HIEIRE MA Jooso0
P
1D
& | DT
)
. (~42HRC) (~55HRC)
>
b
g min* mm/min | m/min mm min* mm/min | m/min mm
] 1 14,950 210 47 0.007 10,050 135 32 0.007
.-5\ 2 10,250 250 64 0.012 6,900 160 43 0.012
E 3 6,800 250 64 0.018 4,550 160 43 0.018
4 5,200 265 65 0.025 3,450 170 43 0.025
= 5 4,900 295 77 0.03 3,250 190 51 0.029
&
e 6 4,050 285 76 0.035 2,700 180 51 0.033
] 8 3,050 265 77 0.043 2,050 170 52 0.041
45 10 2,450 250 77 0.051 1,600 160 50 0.05
% 12 2,050 250 77 0.061 1,400 160 53 0.057
L
| 7
7B 1D
7] D=YJ%&

E040
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Recommended Cutting Condition

min™ | mm/min | m/min mm min® | mm/min | m/min mm .

1 18,900 390 59 0.01 18,900 390 59 0.01 g

2 13,100 440 82 0.017 13,100 440 82 0.017 &

3 8,600 440 81 0.026 8,600 440 81 0.026 -

4 6,550 460 82 0.035 6,550 460 82 0.035 =

5 6,200 535 97 0.043 6,200 535 97 0.043 "
6 5,150 500 97 0.049 5,150 500 97 0.049
8 3,900 490 98 0.063 3,900 490 98 0.063
10 3,050 440 96 0.072 3,050 440 96 0.072
12 2,600 440 98 0.085 2,600 440 98 0.085

KR 1P
7771 003D

wEw O 0,05 X snid £R STy

. (=3HRQ) |  (~35HRC) |
min? | mm/min | m/min mm min? | mm/min | m/min mm
1 18,900 390 59 0.01 14,950 305 47 0.01
2 13,100 440 82 0.017 10,250 355 64 0.017
3 8,600 440 81 0.026 6,800 355 64 0.026
4 6,550 460 82 0.035 5,200 370 65 0.036
5 6,200 535 97 0.043 4,900 425 77 0.043 =
6 5,150 500 97 0.049 4,050 410 76 0.051
8 3,900 490 98 0.063 3,050 380 77 0.062 I
10 3,050 440 96 0.072 2,450 355 77 0.072 45
12 2,600 440 98 0.085 2,050 355 77 0.087 %
IR 10 o T
Pt Mo £
D=1 7]
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Recommended Cutting Condition

g 1 14,950 | 305 47 0.01 10,050 | 190 32 0.009 | 8,050 | 115 25 0.007
/) 2 10,250 | 355 64 0.017 | 6,900 | 220 43 0.016 | 5,700 | 135 36 0.012
- 3 6,800 | 355 64 0.026 | 4,550 | 220 43 0.024 | 3,750 | 135 35 0.018
{'} 4 5,200 | 370 65 0.036 | 3,450 | 230 43 0.033 | 2,850 | 140 36 0.025
H 5 4900 | 425 77 0.043 | 3,250 | 265 51 0.041 | 2,500 | 145 39 0.029
6 4,060 | 410 76 0.051 | 2,700 | 250 51 0.046 | 2,100 | 145 40 0.035
8 3,050 | 380 77 0.062 | 2,060 | 230 52 0.056 | 1,600 | 135 40 0.042
10 2,450 | 355 77 0.072 | 1,600 | 220 50 0.069 | 1,250 | 125 39 0.05
T 12 2,050 | 355 77 0.087 | 1,400 | 220 53 0.079 | 1,050 | 125 40 0.06
2
i SRR b
A |‘QOZD

hfcd=c

L
SHE
1 21
b

(~60HRC) (~42HRC) (~55HRC)

mm/minim/min| mm | min™® |{mm/min|m/min| mm

1 6,300 | 75 20 | 0.006 | 14,950 | 305 47 | 0.01 10,050 | 190 32 | 0.009
2 4,350 | 85 27 | 0.01 |10,250 | 355 64 | 0.017 | 6,900 220 43 | 0.016
3 2,950 | 85 28 | 0.014 | 6,800 | 355 64 | 0.026 | 4,550 | 220 43 | 0.024
4 2,200 | 90 28 | 0.02 5,200 | 370 65 | 0.036 | 3,450 | 230 43 | 0.033
5
6
8

2,000 | 95 31 0.024 | 4,900 | 425 77 | 0.043 | 3,250 | 265 51 0.041
1,650 | 95 31 0.029 | 4,050 | 410 76 | 0.051 | 2,700 | 250 51 0.046
1,250 | 85 31 0.034 | 3,050 | 380 77 | 0.062 | 2,060 | 230 52 | 0.056
10 1,000 | 85 31 0.043 | 2,450 | 355 77 | 0.072 | 1,600 | 220 50 | 0.069

12 850 85 32 0.05 2,050 | 355 77 0.087 1,400 | 220 53 0.079
IR 1p

A |_&OZD
D=Y){&
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Recommended Cutting Condition

min’ mm/min | m/min mm min’ mm/min | m/min mm

1 25,200 850 79 0.008 25,200 850 79 0.008
2 17,500 1,010 110 0.014 17,500 1,010 110 0.014
3 11,450 1,010 108 0.022 11,450 1,010 108 0.022
4 8,750 1,040 110 0.03 8,750 1,040 110 0.030
5 8,250 1,155 130 0.035 8,250 1,155 130 0.035
6 6,900 1,125 130 0.041 6,900 1,125 130 0.041
8 5,200 1,080 131 0.052 5,200 1,080 131 0.052
10 4,100 1,010 129 0.062 4100 1,010 129 0.062
12 3,500 1,010 132 0.072 3,500 1,010 132 0.072
16 2,550 865 128 0.085 2,550 865 128 0.085
20 2,050 750 129 0.091 2,050 750 129 0.091

MR 1P

7771 003D
D=3
| (=8HRQ) |  (~35HRQ) |
min® | mm/min | m/min mm min® | mm/min | m/min mm

1 25,200 850 79 0.008 19,950 610 63 0.008
2 17,500 1,010 110 0.014 13,650 620 86 0.011
3 11,450 1,010 108 0.022 9,100 725 86 0.02
4 8,750 1,040 110 0.03 6,950 750 87 0.027
5 8,250 1,155 130 0.035 6,550 865 103 0.033
6 6,900 1,125 130 0.041 5,450 810 103 0.037
8 5,200 1,080 131 0.052 4,100 775 103 0.047
10 4,100 1,010 129 0.062 3,250 725 102 0.056
12 3,500 1,010 132 0.072 2,750 725 104 0.066
16 2,550 865 128 0.085 2,050 635 103 0.077
20 2,050 750 129 0.091 1,650 555 104 0.084

MR 1P 1P

7771 003D 71 002D
D=YJ1&

wEw O 0,05 X snid £R STy

255 mt

fid=c

L
SR
it 2
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Recommended Cutting Condition

1 19,950 | 610 63 | 0.008 | 13,400 | 410 42 | 0.008 | 10,750 | 250 34 | 0.006

2 13,650 | 620 86 | 0.011 | 9,200 | 485 58 | 0.013 | 7,600 | 305 48 | 0.01

3 9,100 | 725 86 | 0.02 6,050 | 485 57 | 0.02 5,000 | 305 47 | 0.015
18 4 6,950 | 750 87 | 0.027 | 4,600 | 505 58 | 0.027 | 3,800 | 315 48 | 0.021

5

6

8

6,550 | 865 103 | 0.033 | 4,350 | 580 68 | 0.033 | 3,350 | 335 53 | 0.025
5450 | 810 103 | 0.037 | 3,600 | 545 68 | 0.038 | 2,800 325 53 | 0.029
4,100 | 775 103 | 0.047 | 2,750 | 520 69 | 0.047 | 2,100 | 305 53 | 0.036
10 3,250 | 725 102 | 0.056 | 2,150 | 485 68 | 0.056 | 1,700 | 275 53 | 0.04

12 2,750 | 725 104 | 0.066 | 1,850 | 485 70 | 0.066 | 1,400 | 275 53 | 0.049
16 2,050 | 635 103 | 0.077 | 1,350 | 420 68 | 0.078 | 1,050 | 240 53 | 0.057
20 1,650 | 555 104 | 0.084 | 1,100 | 380 69 | 0.086 850 | 220 53 | 0.065

S

Q

=

7 e 10
7771 002D

$ D=YJ1&
)
| (~60HRC) (~42HRC) (~55HRC)

g
3
= in’ [ [ in™ [mm/minjm/min| mm | min™ [mm/min|m/min| mm
] 1 8400 | 160 | 26 | 0.005 | 19,950 | 610 63 | 0.008 | 13,400 | 410 | 42 | 0.008
s\ 2 5800 | 190 | 36 | 0.008 | 13,650 | 620 86 | 0.011 | 9200 485 | 58 | 0.013
= 3 3950 | 190 | 37 | 0.012 | 9,100 725 86 | 0.02 | 6,050 485 | 57 | 0.02
%,E 4 2950 | 195 | 37 | 0.017 | 6,950 | 750 87 | 0.027 | 4600 505 | 58 | 0.027
5 2700 | 215 | 42 | 002 | 6550 865 | 103 | 0.033 | 4,350 580 | 68 | 0.033
= 6 2200 | 200 | 41 | 0.023 | 5450 810 | 103 | 0.037 | 3,600 545 | 68 | 0.038
gﬁ 8 1,700 | 190 | 43 | 0.028 | 4,100| 775 | 103 | 0.047 | 2750 | 520 | 69 | 0.047
10 | 1,350 | 180 | 42 | 0033 | 3250 | 725 | 102 | 0.056 | 2,150 | 485 | 68 | 0.056
| 12 | 1700| 175 | 41 | 004 | 2750| 725 | 104 | 0.066 | 1,850 | 485 | 70 | 0.066
;% 16 850 | 160 | 43 | 0.047 | 2,050 | 635 | 103 | 0.077 | 1,350 | 420 | 68 | 0.078
7] 20 700 | 145 | 44 | 0.052 | 1,650| 555 | 104 | 0.084 | 1,100| 380 | 69 | 0.086
e 10
oo
7] D=YIf&

EO044
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Recommended Cutting Condition

(~28HRC) (~32HRC) (10~29HRC)

min™ i i in i i min™® {[mm/min|m/min| mm

3 7,500 | 220 4 0.015 | 4,650 | 145 44 | 0.016 | 7,500 | 220 71 0.015

4 6,350 | 315 80 | 0.025 | 3,900 | 190 49 | 0.024 | 6,350 | 315 80 | 0.025

5 5,300 | 335 83 | 0.032 | 3,150 | 200 49 | 0.032 | 5300 | 335 83 | 0.032

6 4,650 | 370 88 | 0.04 | 2,800 | 230 53 | 0.041 | 4,650 | 370 88 | 0.04

8 3,550 | 400 89 | 0.056 | 2,100 | 210 53 | 0.05 | 3,550 | 400 89 | 0.056

10 2,750 | 345 86 | 0.063 | 1,700 | 170 53 | 0.05 | 2,750 | 345 86 | 0.063

12 2,300 | 295 87 | 0.064 | 1,400 | 135 53 | 0.048 | 2,300 | 295 87 | 0.064

VHIRE M Iap 23=0.2 M E'OSD M Ep 03020

PESSEEE @4~12=0.5D PEEEEaa PEEESEEN @4~12=0.5D
1D 1D 1D

D=JJfE

(32~38HRC) (~15HRC) (~35HRC)

min* i [ in™ [mm/min{m/min| mm

3 4,650 | 145 44 | 0.016 | 7,500 | 220 71 0.015 | 4,650 | 145 44 | 0.016

4 3,900 | 190 49 | 0.024 | 6,350 | 315 80 | 0.025 | 3,900 | 190 49 | 0.024

5 3,150 | 200 49 | 0.032 | 5300 | 335 83 | 0.032 | 3,150 | 200 49 | 0.032

6 2,800 | 230 53 | 0.041 | 4650 | 370 88 | 0.04 | 2800 | 230 53 | 0.041

8 2,100 | 210 53 | 0.05 | 3,550 | 400 89 | 0.056 | 2,100 | 210 53 | 0.05

10 1,700 | 170 53 | 0.05 | 2,750 | 345 86 | 0.063 | 1,700 | 170 53 | 0.05

12 1,400 | 135 53 | 0.048 | 2,300 | 295 87 | 0.064 | 1,400 | 135 53 | 0.048

IR MA Joow MA T 29" MA Jomo
1D

PEEEEEa PGS @4~12=0.5D
1D 1D

D=Y)#&
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Recommended Cutting Condition

mm/min| m/min

}?é 3 3,900 | 125 37 | 0.016 | 2,800 | 40 26 | 0.007 | 2,000 | 40 19 | 0.01
i 4 3,250 | 160 41 0.025 | 2450 | 40 31 0.008 | 1,550 | 40 19 | 0.013

E 5 2,650 | 170 42 | 0.032 | 1,950 | 55 31 0.014 | 1,300 | 40 20 | 0.015

ﬁ 6 2,400 | 190 45 | 0.04 | 1,700 | 60 32 | 0.018 | 1,150 | 40 22 | 0.017

8 1,750 | 190 44 | 0.054 | 1,400 | 80 35 | 0.029 900 | 40 23 | 0.022

10 1,400 | 170 44 | 0.061 | 1,150 | 65 36 | 0.028 700 | 35 22 | 0.025

12 1,150 | 135 43 | 0.059 | 1,000 | 60 38 | 0.03 600 | 35 23 | 0.029

D
2
o |EDHIRE ME‘) 23-0.2D Z/ EE.OSD
T ’ @4~12=0.5D ; /
1D

| D=
z
()

] (~42HRC) (~55HRC)
X
S
= min® | mm/min | m/min mm min® | mm/min | m/min mm
B 3 4,650 145 44 0.016 2,800 40 26 0.007
E\ 4 3,900 190 49 0.024 2,450 40 31 0.008
it
R 5 3,150 200 49 0.032 1,950 55 31 0.014
B 6 2,800 230 53 0.041 1,700 60 32 0.018
% 8 2,100 210 53 0.05 1,400 80 35 0.029
— 10 1,700 170 53 0.05 1,150 65 36 0.028
;;EE 12 1,400 135 53 0.048 1,000 60 38 0.03
7]
NE s Z/ 7 oo
G [HDHURE AI
% f5) T
A=
7] | D=Y)f&
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Recommended Cutting Condition

(~28HRC) (~32HRC) (10~29HRC)

3 7,500 | 285 71 0.019 | 4,650 | 190 44 1 0.02 | 7500 | 285 71 0.019 gé
7]

4 6,350 | 410 80 | 0.032 | 3,900 | 245 49 | 0.031 | 6,350 | 410 80 | 0.032

5 5300 | 435 83 | 0.041 | 3,150 | 260 49 | 0.041 | 5300 | 435 83 | 0.041 &

6 4,650 | 480 88 | 0.052 | 2,800 | 300 53 | 0.054 | 4,650 | 480 88 | 0.052 #

8 3,550 | 520 89 | 0.073 | 2,100 | 275 53 | 0.065 | 3,550 | 520 89 | 0.073

10 2,750 | 450 86 | 0.082 | 1,700 | 220 53 | 0.065 | 2,750 | 450 86 | 0.082

12 2,300 | 380 87 | 0.083 | 1,400 | 175 53 | 0.063 | 2,300 | 380 87 | 0.083

tHIRE 1D
oD
D=Y)#&

3 4,650 | 190 44 |1 002 | 7,500 | 285 71 0.019 | 4,650 | 190 44 | 0.02

4 3,900 | 245 49 | 0.031 | 6,350 | 410 80 | 0.032 | 3,900 | 245 49 | 0.031

5 3,150 | 260 49 | 0.041 | 5300 | 435 83 | 0.041 | 3,150 | 260 49 | 0.041

6 2,800 | 300 53 | 0.054 | 4,650 | 480 88 | 0.052 | 2,800 | 300 53 | 0.054

8 2,100 | 275 53 | 0.065 | 3,550 | 520 89 | 0.073 | 2,100 | 275 53 | 0.065

10 1,700 | 220 53 | 0.065 | 2,750 | 450 86 | 0.082 | 1,700 | 220 53 | 0.065

12 1,400 | 175 53 | 0.063 | 2,300 | 380 87 | 0.083 | 1,400 | 175 53 | 0.063

SERs e SRy 0L0SX snia & sy}

AR 10 an
200 B
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Recommended Cutting Condition

mm/min{ m/min

;?é 3 3,900 | 165 37 | 0.021 | 2,800 | 55 26 | 001 | 2,000 | 55 19 | 0.014
i 4 3,250 | 195 41 0.03 | 2450 | 55 31 0.011 | 1,650 | 55 19 | 0.018
§ 5 2,650 | 220 42 | 0.042 | 1,950 | 70 31 0.018 | 1,300 | 55 20 | 0.021
ﬁ 6 2,400 | 245 45 | 0.051 | 1,700 | 75 32 | 0.022 | 1,150 | 55 22 | 0.024

8 1,750 | 245 44 | 0.07 | 1,400 | 105 35 | 0.038 900 | 55 23 | 0.031

10 1,400 | 220 44 | 0.079 | 1,150 | 80 36 | 0.035 700 | 50 22 | 0.036

12 1,150 | 175 43 | 0.076 | 1,000 | 75 38 | 0.038 600 | 50 23 | 0.042

o

S

-

o | EIHRE 1D 1D
7. 01D 77/, 002D

D=3J1&
»

X
S
= min® | mm/min | m/min mm min® | mm/min | m/min mm
— 3 4,650 190 44 0.02 2,800 55 26 0.01
E\ 4 3,900 245 49 0.031 2,450 55 31 0.011
it
R 5 3,150 260 49 0.041 1,950 70 31 0.018
N 6 2,800 300 53 0.054 1,700 75 32 0.022
% 8 2,100 275 53 0.065 1,400 105 35 0.038
— 10 1,700 220 53 0.065 1,150 80 36 0.035
5;% 12 1,400 175 53 0.063 1,000 75 38 0.038
7]
a5 R 10
C 1%] 7771 002D
7] | D=)f&
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Recommended Cutting Condition

(~28HRC) (~32HRC) (10~29HRC)

3 9,350 | 335 88 | 0.009 | 5850 | 210 55 0.009 | 9,350 | 335 88 | 0.009
4 7,950 | 600 100 | 0.019 | 4,850 | 370 61 0.019 | 7,950 | 600 100 | 0.019
5 6,600 | 630 104 | 0.024 | 3,950 | 380 62 0.024 | 6,600 | 630 104 | 0.024
6 5,850 | 695 110 | 0.03 | 3,550 | 430 67 0.03 | 5850 | 695 110 | 0.03
8 4,400 | 745 111 0.042 | 2,650 | 400 67 0.038 | 4,400 | 745 11 0.042
10 3,400 | 640 107 | 0.047 | 2,100 | 315 66 0.038 | 3,400 | 640 107 | 0.047
12 2,900 | 545 109 | 0.047 | 1,750 | 265 66 0.038 | 2,900 | 545 109 | 0.047
IR %11D %lm zlm
01D =y 002D 01D
D=3JfE

SERs e SRy 0L0SX snia & sy}

3 5850 | 210 55 | 0.009 | 9,350 | 335 88 | 0.009 | 5850 | 210 55 | 0.009
4 | 4850 | 870 | 61 | 0019 | 7,950 | 600 | 100 | 0.019 | 4,850 | 370 | 61 | 0.019
5 | 395 | 380 | 62 | 0.024 | 6600 | 630 | 104 | 0.024 | 3,950 | 380 | 62 | 0.024
6 | 3550 | 430 | 67 | 003 | 5850 | 695 | 110 | 0.03 |3550 | 430 | 67 | 003
8 2,650 | 400 67 | 0.038 | 4,400 | 745 111 | 0.042 | 2,650 | 400 67 | 0.038
10 2,100 | 315 66 | 0.038 | 3,400 | 640 107 | 0.047 | 2,100 | 315 66 | 0.038
12 | 1,750 | 265 | 66 | 0.038 | 2900 | 545 | 109 | 0.047 | 1,750 | 265 | 66 | 0.038
IR %110 %110 %Ilf’ an
77\ 0020 7l o0 77\ 0020 B
D=3J1& 7]

EO049
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Recommended Cutting Condition

mm/min| m/min

}?é 3 4,850 | 180 46 | 0.009 | 3,550 65 33 | 0.005 | 2,000 | 55 19 | 0.007
i 4 4,050 | 295 51 0.018 | 3,100 65 39 | 0.005 | 1,550 | 55 19 | 0.009
E 5 3,300 | 315 52 | 0.024 | 2,450 75 38 | 0.008 | 1,300 | 55 20 | 0.011
ﬁ 6 3,000 | 345 57 | 0.029 | 2,100 85 40 | 0.01 | 1,150 | 55 22 | 0.012

8 2,200 | 370 55 | 0.042 | 1,750 | 115 44 | 0.016 900 | 55 23 | 0.015

10 1,750 | 315 55 | 0.045 | 1,450 95 46 | 0.016 700 | 40 22 | 0.014

12 1,450 | 250 55 | 0.043 | 1,200 85 45 | 0.018 600 | 40 23 | 0.017

tHIFEE % 1D %lm
] 0.1D 0.02D

L | o=am
':_U
()

X
S
= min® | mm/min | m/min mm min® | mm/min | m/min mm
— 3 5,850 210 55 0.009 3,550 65 33 0.005
E\ 4 4,850 370 61 0.019 3,100 65 39 0.005
it
R 5 3,950 380 62 0.024 2,450 75 38 0.008
B 6 3,550 430 67 0.03 2,100 85 40 0.01
% 8 2,650 400 67 0.038 1,750 115 44 0.016
—] 10 2,100 315 66 0.038 1,450 95 46 0.016
5;% 12 1,750 265 66 0.038 1,200 85 45 0.018
7]
A5 R %110
ot 131 0.02D
o SGg =
71| D=70%&
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Recommended Cutting Condition

(~28HRC) (~32HRC)

min™

mm/min| m/min

mm

ap mm

min’

mm/min| m/min

mm

ap mm

02
04 40,550 275 51 0003 | 0007 | 29500 125 37 0002 | 0007 | &
% | ~45650 | ~ 530 | ~57 | ~0.006 | ~0.018 | ~32,600 | ~410 | ~41 | ~0.006 | ~0018 | 7
05 31,200 275 49 0.004 | 0009 | 29,500 125 46 0002 | 0009 |
© | ~39,700 | ~ 530 | ~62 | ~0.007 | ~0.022 | ~32600 ~410 | ~51 | ~0006 | ~0022 | .
A
06 31,200 340 59 0005 | 0011 | 29500 115 56 0002 | 0011 |
0| ~39,700 | ~ 690 | ~75 | ~0.009 | ~0.026 | ~32,600 | ~530 | ~61 | ~0.008 | ~002 | *
0 31,200 340 69 0.005 | 0012 | 29500 115 65 0.002 |  0.012
| ~39,700 | ~ 690 | ~87 | ~0.009 | ~0.031 | ~32,600 | ~530 | ~72 | ~0.008 | ~0.031
03 26,950 380 68 0.007 | 0014 | 25200 125 63 0002 |  0.014
© | ~34950 | ~ 795 | ~88 | ~0.011 | ~0.035 | ~28250 | ~580 | ~71 | ~0.01 | ~0.035
0.9 24,550 380 69 0.008 | 003 | 23350 170 66 0004 | 003 |
¥ | ~81200| ~ 550 | ~88 | ~0.009 | ~0.06 |~26,100| ~650 | ~74 |~0012 | ~006 | Q)
=
; 22,700 380 71 0008 | 0045 | 20,250 | 200 64 0005 | 0045 |
~28350 | ~ 550 | ~89 | ~0.01 | ~009 |~22800| ~715 | ~72 | ~0.016 | ~0.09
15 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 |  0.055
€ | ~22700 | ~1,075 | ~86 | ~0.024 | ~0.1 | ~18450| ~715 | ~70 | ~0.019 | ~0.1 LS
-
14 16,050 380 71 0012 | 0062 | 14750 | 200 65 0007 | 0062 | @
4| ~19850 | ~1,075 | ~87 | ~0.027 | ~0.125 | ~16300 | ~715 | ~72 | ~0022 | ~0125 |
15 14,650 380 69 0.013 | 007 | 13500| 200 64 0.007 | 0.7 >
0| ~18900 | ~1,075 | ~89 | ~0.028 | ~0.135 | ~15750 | ~715 | ~74 | ~0.023 | ~0.135 §§
o
16 14,200 380 71 0013 | 0075 | 138350 | 200 68 0.007 | 0075
0| ~17,950 | ~1,075 | ~Q0 | ~0.03 | ~0.145 | ~14650 | ~715 | ~74 | ~0024 | ~0.145 |
18 13,250 380 75 0.014 | 008 | 12300| 200 70 0.008 | 0.08 §\
© | ~17,000 | ~1,075 | ~96 | ~0.032 | ~0.16 |~13050 | ~715 | ~74 | ~0.027 | ~0.16 4
5 11,800 380 74 0016 | 009 | 11,050 | 200 69 0.009 |  0.09 “
~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 | ~11950 | ~715 | ~75 | ~0.03 | ~0.18
o5 9,450 380 74 0.02 0112 |  8600| 200 68 0012 | o012 | 2
0| ~12300 | ~1,075 | ~97 | ~0.044 | ~0.235 | ~ 9,800 | ~715 | ~77 | ~0.036 | ~0.235 |
3 8,050 380 76 0024 | 0135 | 7,350 | 200 69 0.014 | 0135 | —
~ 9900 ~1075 | ~93 | ~0.054 | ~0.27 |~ 8150 ~715 | ~77 | ~0.044 | ~0.27
|
A 6,150 380 77 0.031 | 0.18 5550 | 200 70 0018 | 0.18 #;
~ 7550 | ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 | ~75 | ~0.06 | ~0.36 7
5 4,750 380 75 0.04 0225 | 4300 200 68 0023 | 0225 |
~ 6150 ~1075 | ~07 | ~0087 | ~045 |~ 4900 ~715 | ~77 | ~0073 | ~045 | TH
6 4,250 380 80 0.045 | 027 3700 200 70 0027 | o027 | 28
~ 5200 ~1,075 | ~98 | ~0.103 | ~054 |~ 4350 | ~715 | ~82 | ~0.082 | ~0.54 3

EO51



76 A\ #i7#m enamins
K MHRH-2 RG22 ER

Recommended Cutting Condition

(10~29HRC) (32~38HRC)
2 min® [mm/min| m/min | mm |[ap mm| min® |[mm/min| m/min | mm |[ap mm
;ﬁ% 0.4 40,550 275 51 0.003 0.007 29,500 125 37 0.002 0.007
7] ' ~45,650 | ~ 530 ~57 ~0.006 | ~0.018 | ~32,600 | ~410 ~41 ~0.006 | ~0.018
05 31,200 275 49 0.004 0.009 29,500 125 46 0.002 0.009
8 ' ~39,700 | ~ 530 ~62 ~0.007 | ~0.022 | ~32,600 | ~410 ~51 ~0.006 | ~0.022
7?7'} 0.6 31,200 340 59 0.005 0.011 29,500 115 56 0.002 0.011
# ' ~39,700 | ~ 690 | ~75 | ~0.009 | ~0.026 | ~32,600 | ~530 ~61 | ~0.008 | ~0.026
0.7 31,200 340 69 0.005 0.012 29,500 115 65 0.002 0.012
' ~39,700 | ~ 690 | ~87 | ~0.009 | ~0.031 | ~32,600 | ~530 ~72 | ~0.008 | ~0.031
0.8 26,950 380 68 0.007 0.014 25,200 125 63 0.002 0.014
' ~34,950 | ~ 795 ~88 ~0.011 | ~0.035 | ~28,250 | ~580 ~T1 ~0.01 ~0.035
A 09 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
Q ' ~31,200 | ~ 550 ~88 ~0.009 | ~0.06 |~26,100 | ~650 ~74 ~0.012 | ~0.06
=
e 1 22,700 380 71 0.008 0.045 20,250 200 64 0.005 0.045
~28,350 | ~ 550 | ~89 | ~0.01 | ~0.09 |~22800| ~715 ~72 | ~0.016 | ~0.09
19 18,450 380 70 0.01 0.055 17,200 200 65 0.006 0.055
$ ' ~22,700 | ~1,075 ~86 ~0.024 | ~0.1 ~18,450 | ~715 ~70 ~0.019 | ~0.1
T
G 14 16,050 380 71 0.012 0.062 14,750 200 65 0.007 0.062
B ) ~19,850 | ~1,075 ~87 ~0.027 | ~0.125 | ~16,300 | ~715 ~72 ~0.022 | ~0.125
> 15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
‘9’: ' ~18,900 | ~1.075 ~89 ~0.028 | ~0.135 | ~15,750 | ~715 ~74 ~0.023 | ~0.135
o
16 14,200 380 71 0.013 0.075 13,500 200 68 0.007 0.075
] ' ~17,950 | ~1,075 ~90 ~0.03 | ~0.145 | ~14,650 | ~715 ~T74 ~0.024 | ~0.145
;;~ 18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
gg ' ~17,000 | ~1,075 | ~96 | ~0.032 | ~0.16 | ~13,050 | ~715 ~74 | ~0.027 | ~0.16
ﬂﬂ 9 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
~14,650 | ~1,075 ~92 ~0.037 | ~0.18 | ~11,950 | ~715 ~75 ~0.03 | ~0.18
f’é o5 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
i) ' ~12,300 | ~1,075 ~97 ~0.044 | ~0.235 | ~ 9,800 | ~715 ~77 ~0.036 | ~0.235
. 3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
~ 9,900 | ~1,075 ~93 ~0.054 | ~0.27 |~ 8,150 | ~715 ~T77 ~0.044 | ~0.27
izl
i 4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
7] ~ 7,550 | ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
] 5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
/ETEL% ~ 6,150 | ~1,075 ~97 ~0.087 | ~045 |~ 4900| ~715 ~77 ~0.073 | ~0.45
%gj 6 4,250 380 80 0.045 0.27 3,700 200 70 0.027 0.27
7] ~ 5200 | ~1,075 ~08 ~0.103 | ~0.54 |~ 4350 | ~715 ~82 ~0.082 | ~0.54
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Recommended Cutting Condition

(~15HRC) (~35HRC)

min™

mm/min| m/min

mm

ap mm

min’

mm/min| m/min

mm

ap mm

02
04 40,550 275 51 0003 | 0007 | 29500 125 37 0002 | 0007 | &
* | ~45650 | ~ 530 | ~57 | ~0.006 | ~0.018 | ~32,600 | ~410 | ~41 | ~0.006 | ~0018 | 7
05 31,200 275 49 0.004 | 0009 | 29,500 125 46 0002 | 0009 |
© | ~39,700 | ~ 530 | ~62 | ~0.007 | ~0.022 | ~32600 ~410 | ~51 | ~0006 | ~0022 | .
A
06 31,200 340 59 0005 | 0011 | 29500 115 56 0002 | 0011 |
0| ~39,700 | ~ 690 | ~75 | ~0.009 | ~0.026 | ~32,600 | ~530 | ~61 | ~0.008 | ~002 | *
0 31,200 340 69 0.005 | 0012 | 29500 115 65 0.002 |  0.012
| ~39,700 | ~ 690 | ~87 | ~0.009 | ~0.031 | ~32,600 | ~530 | ~72 | ~0.008 | ~0.031
03 26,950 380 68 0.007 | 0014 | 25200 125 63 0002 |  0.014
© | ~34950 | ~ 795 | ~88 | ~0.011 | ~0.035 | ~28250 | ~580 | ~71 | ~0.01 | ~0.035
0.9 24,550 380 69 0.008 | 003 | 23350 170 66 0004 | 003 |
¥ | ~81200| ~ 550 | ~88 | ~0.009 | ~0.06 |~26,100| ~650 | ~74 |~0012 | ~006 | ()
=
; 22,700 380 71 0008 | 0045 | 20,250 | 200 64 0005 | 0045 |
~28350 | ~ 550 | ~89 | ~0.01 | ~009 |~22800| ~715 | ~72 | ~0.016 | ~0.09
13 18,450 380 70 0.01 0.085 | 17,200 200 65 0.006 |  0.055
€ | ~22700 | ~1,075 | ~86 | ~0.024 | ~0.1 | ~18450| ~715 | ~70 | ~0.019 | ~0.1 LS
-
14 16,050 380 71 0012 | 0062 | 14750 | 200 65 0007 | 0062 | @
4| ~19850 | ~1,075 | ~87 | ~0.027 | ~0.125 | ~16300 | ~715 | ~72 | ~0022 | ~0125 |
15 14,650 380 69 0.013 | 007 | 13500| 200 64 0.007 | 0.7 >
0| ~18900 | ~1,075 | ~89 | ~0.028 | ~0.135 | ~15750 | ~715 | ~74 | ~0.023 | ~0.135 §§
o
16 14,200 380 71 0013 | 0075 | 13500 200 68 0.007 | 0075
0| ~17950 | ~1,075 | ~Q0 | ~0.03 | ~0.145 | ~14650 | ~715 | ~74 | ~0.024 | ~0.145 | —
18 13,250 380 75 0.014 | 008 | 12300| 200 70 0.008 | 0.8 §\
© | ~17,000 | ~1,075 | ~06 | ~0.032 | ~0.16 |~13050 | ~715 | ~74 | ~0027 | ~0.16 4
5 11,800 380 74 0016 | 009 | 11,050 | 200 69 0.009 |  0.09 “
~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 | ~11950 | ~715 | ~75 | ~0.03 | ~0.18
o5 9,450 380 74 0.02 0412 | 8600 200 68 0012 | o112 | 2
0| ~12300 | ~1,075 | ~97 | ~0.044 | ~0.235 | ~ 9,800 | ~715 | ~77 | ~0.036 | ~0.235 |
. 8,050 380 76 0024 | 0135 | 7,350 | 200 69 0014 | 0135 | —
~ 9900 | ~1,075 | ~93 | ~0054 | ~027 |~ 8150 | ~715 | ~77 | ~0.044 | ~0.27
|
q 6,150 380 77 0.031 | 018 5550 | 200 70 0018 | 0.18 #;
~ 7550 | ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 | ~75 | ~0.06 | ~0.36 7
5 4,750 380 75 0.04 0225 | 4300 200 68 0023 | 0225 |
~ 6150 ~1075 | ~07 | ~0087 | ~045 |~ 4900 ~715 | ~77 | ~0073 | ~045 | TH
6 4,250 380 80 0.045 | 027 3700 200 70 0027 | o027 | 2
~ 5200| ~1,075 | ~98 | ~0.103 | ~054 |~ 4350 | ~715 | ~82 | ~0.082 | ~0.54 3
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Recommended Cutting Condition

(~55HRC) (~42HRC)
2 min® [mm/min| m/min | mm |[ap mm| min® |[mm/min| m/min | mm |[ap mm
;F% 0.4 18,450 40 23 0.001 0.004 29,500 125 37 0.002 0.007
7] ' ~19,550 | ~110 ~25 | ~0.003 | ~0.008 | ~32,600 | ~410 ~41 | ~0.006 | ~0.018
] 05 18,450 40 29 0.001 0.004 | 29,500 125 46 0.002 0.009
1 ' ~19,550 | ~110 ~31 | ~0.003 | ~0.009 | ~32,600 | ~410 ~51 | ~0.006 | ~0.022
?a‘ 0.6 18,450 55 35 0.001 0.005 29,500 115 56 0.002 0.011
H ' ~19,550 | ~130 ~37 ~0.003 | ~0.011 | ~32,600 | ~530 ~61 ~0.008 | ~0.026
0.7 18,450 55 41 0.001 0.006 29,500 115 65 0.002 0.012
' ~19,550 | ~130 ~43 ~0.003 | ~0.013 | ~32,600 | ~530 ~72 ~0.008 | ~0.031
0.8 15,950 60 40 0.002 0.007 25,200 125 63 0.002 0.014
' ~16,850 | ~150 ~42 | ~0.004 | ~0.015 | ~28,250 | ~530 ~71 | ~0.01 | ~0.035
'S 0.9 14,150 70 40 0.002 0.008 | 23,350 170 66 0.004 0.03
Q : ~14,650 | ~160 ~41 | ~0.005 | ~0.016 | ~26,100 | ~650 ~74 | ~0.012 | ~0.06
=
E, 1 12,900 95 41 0.004 0.009 20,250 200 64 0.005 0.045
~14,650 | ~160 ~46 ~0.005 | ~0.018 | ~22,800 | ~715 ~72 ~0.016 | ~0.09
12 11,050 95 42 0.004 0.01 17,200 200 65 0.006 0.055
$ ' ~11,950 | ~160 ~45 ~0.007 | ~0.022 | ~18,450 | ~715 ~70 ~0.019 | ~0.1
T
G 14 9,200 95 40 0.005 0.012 14,750 200 65 0.007 0.062
] ' ~10,300 | ~160 ~45 | ~0.008 | ~0.025 | ~16,300 | ~715 ~72 | ~0.022 | ~0.125
> 15 8,600 95 41 0.006 0.014 13,500 200 64 0.007 0.07
§§ ' ~ 8,250 | ~160 ~44 | ~0.009 | ~0.028 | ~15,750 | ~715 ~74 | ~0.023 | ~0.135
o
16 8,000 95 40 0.006 0.015 13,500 200 68 0.007 0.075
] ' ~ 9,250 | ~160 ~46 ~0.009 | ~0.03 | ~14,650 | ~715 ~74 ~0.024 | ~0.145
r'.?\ 18 7,350 95 42 0.006 0.016 12,300 200 70 0.008 0.08
ﬁ'%a ' ~ 8,150 | ~160 ~46 ~0.001 | ~0.032 | ~13,050 | ~715 ~74 ~0.027 | ~0.16
= 9 6,750 95 42 0.007 0.018 11,050 200 69 0.009 0.09
~ 7,600 | ~160 ~48 | ~0.011 | ~0.035 | ~11,950 | ~715 ~75 | ~0.03 | ~0.18
,fg 05 5,550 95 44 0.009 0.022 8,600 200 68 0.012 0.112
3R ' ~ 6,000 | ~160 ~47 | ~0.013 | ~0.045 | ~ 98,00 | ~715 ~77 | ~0.036 | ~0.235
. 3 4,300 95 41 0.011 0.028 7,350 200 69 0.014 0.135
~ 4900| ~160 ~46 ~0.016 | ~0.055 | ~ 8,150 | ~715 ~77 ~0.044 | ~0.27
izl
#h 4 3,300 95 41 0.014 0.036 5,550 200 70 0.018 0.18
7] ~ 3,800 | ~160 ~48 ~0.021 | ~0.072 | ~ 6,000 | ~715 ~75 ~0.06 | ~0.36
] 5 2,700 95 42 0.018 0.045 4,300 200 68 0.023 0.225
§g§§ ~ 3,050 | ~160 ~48 | ~0.026 | ~0.09 |~ 4,900 | ~715 ~77 | ~0.073 | ~0.45
%gj 6 2,450 95 46 0.019 0.054 3,700 200 70 0.027 0.27
7 ~ 3,250 | ~160 ~61 | ~0.025 | ~0.108 | ~ 4,350 | ~715 ~82 | ~0.082 | ~0.54
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KMRBH-2 ORIRSF S 2%
Recommended Cutting Condition
mm/min| m/min mm/min| m/min
0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45650 | ~590 ~ 57 | ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
~45650 | ~590 ~ 72 | ~0.006 | ~0.045 | ~32,600 | ~325 ~51 ~0.005 | ~0.045
0.3 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
' ~45650 | ~760 ~ 86 | ~0.008 | ~0.054 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
' ~45,650 | ~760 ~115 | ~0.008 | ~0.072 | ~32,600 | ~405 ~82 | ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
' ~41,300 | ~835 ~130 | ~0.01 | ~0.09 |~29,350 | ~~465 ~92 | ~0.008 | ~0.09
0.6 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
' ~34,800 | ~935 ~131 ~0.013 | ~0.1 ~25,000 | ~465 ~94 ~0.009 | ~0.1
0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 | ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
~27,150 | ~935 ~128 | ~0.017 | ~0.135 | ~20,100 | ~465 ~95 | ~0.012 | ~0.135
0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 | ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
' ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 | ~0.021 | ~0.18 | ~15750 | ~465 ~99 | ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
' ~15,200 | ~935 ~143 | ~0.031 | ~0.27 | ~10,300| ~~465 ~97 | ~0.023 | ~0.27

mm/min| m/min mm/min| m/min
0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45650 | ~590 ~ 57 | ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.95 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
~45650 | ~590 ~ 72 | ~0.006 | ~0.045 | ~32,600 | ~325 ~51 ~0.005 | ~0.045
0.3 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
' ~45650 | ~760 ~ 86 | ~0.008 | ~0.054 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
' ~45650 | ~760 ~115 | ~0.008 | ~0.072 | ~32,600 | ~405 ~82 ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
' ~41,300 | ~835 ~130 | ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
0.6 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
' ~34,800 | ~935 ~131 | ~0.013 | ~0.1 ~25,000 | ~465 ~94 | ~0.009 | ~0.1
0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 | ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
~27,150 | ~935 ~128 | ~0.017 | ~0.135 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 | ~0.017 | ~0.145 | ~19,000 | ~465 ~96 | ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
' ~25,000 | ~935 ~141 | ~0.019 | ~0.16 | ~17,400 | ~465 ~98 | ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 | ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
' ~15,200 | ~935 ~143 | ~0.031 | ~0.27 | ~10,300 | ~465 ~97 ~0.023 | ~0.27
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Recommended Cutting Condition

iz
#

JLF
SAE
2
b

mm/min| m/min in~ |mm/min| m/min
0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
) ~45650 | ~590 ~ 57 | ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
~45650 | ~590 ~ 72 | ~0.006 | ~0.045 | ~32,600 | ~325 ~51 ~0.005 | ~0.045
0.3 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
' ~45650 | ~760 ~ 86 | ~0.008 | ~0.054 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
) ~45650 | ~760 ~115 | ~0.008 | ~0.072 | ~32,600 | ~405 ~82 ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
) ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
0.6 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
' ~34,800 | ~935 ~131 | ~0.013 | ~0.1 ~25,000 | ~465 ~94 | ~0.009 | ~0.1
0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
’ ~29,350 | ~935 ~129 | ~0.016 | ~0.125 | ~20,650 | ~465 ~01 ~0.011 | ~0.125
0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
~27,150 | ~935 ~128 | ~0.017 | ~0.135 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 | ~0.017 | ~0.145 | ~19,000 | ~465 ~96 | ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
) ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 | ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
: ~15,200 | ~935 ~143 | ~0.031 | ~0.27 | ~10,300 | ~465 ~97 | ~0.023 | ~0.27

mm/min| m/min
0.2 18,450 125 23 0.003 0.004 29,500 125 37 0.002 0.018
) ~20,650 | ~215 ~26 ~0.005 | ~0.007 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.95 18,450 125 29 0.003 0.005 29,500 125 46 0.002 0.023
~20,650 | ~215 ~32 ~0.005 | ~0.009 | ~32,600 | ~325 ~51 ~0.005 | ~0.045
0.3 18,450 145 35 0.004 0.005 29,500 145 56 0.002 0.027
' ~20,650 | ~270 ~39 | ~0.007 | ~0.011 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
0.4 18,450 145 46 0.004 0.007 29,500 145 74 0.002 0.036
: ~20,650 | ~270 ~52 ~0.007 | ~0.014 | ~32,600 | ~405 ~82 ~0.006 | ~0.072
05 16,600 170 52 0.005 0.009 27,050 170 85 0.003 0.045
) ~19,000 | ~305 ~60 ~0.008 | ~0.018 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
0.6 14,150 170 53 0.006 0.01 22,100 170 83 0.004 0.055
: ~15,750 | ~295 ~59 | ~0.009 | ~0.022 | ~25,000 | ~465 ~94 | ~0.009 | ~0.1
0.7 12,300 170 54 0.007 0.012 19,650 170 86 0.004 0.062
) ~13,500 | ~295 ~59 ~0.011 | ~0.025 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 11,650 170 55 0.007 0.014 17,800 170 84 0.005 0.07
~12,400 | ~295 ~58 ~0.012 | ~0.028 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
0.8 11,050 170 56 0.008 0.015 17,200 170 86 0.005 0.075
: ~11,950 | ~295 ~60 | ~0.012 | ~0.03 |~19,000 | ~~465 ~96 | ~0.012 | ~0.145
0.9 9,850 170 56 0.009 0.016 15,350 170 87 0.006 0.08
' ~10,850 | ~305 ~61 ~0.014 | ~0.032 | ~17,400 | ~465 ~98 | ~0.013 | ~0.16
1 9,200 170 58 0.009 0.018 14,150 170 89 0.006 0.09
~ 9800 | ~305 ~61 ~0.016 | ~0.035 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 6,150 170 58 0.014 0.028 9,200 170 87 0.009 0.135
: ~ 6,500 | ~305 ~61 ~0.023 | ~0.055 | ~10,300 | ~465 ~97 ~0.023 | ~0.27
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RG22 ER

Recommended Cutting Condition

0.1 18,750 35 16,875 30 15,000 30 12,375 15 12,375 15
0.2 18,750 45 16,875 40 15,000 35 12,375 20 12,375 15
0.3 18,750 65 16,875 50 15,000 40 12,375 25 9,375 20
0.5 18,750 130 16,875 100 15,000 80 12,375 50 9,375 30
0.6 18,750 165 16,875 130 15,000 100 11,250 55 9,375 40
0.8 18,750 | 210 16,875 150 11,250 100 9,375 60 7,125 40
1 18,000 | 260 14,250 | 200 9,560 130 7,690 80 6,000 50
2 12,490 | 300 9,750 | 240 6,560 150 5,440 90 4,125 55
3 8,175 300 6,490 240 4,310 150 3,560 90 2,810 55
4 6,260 310 4,950 250 3,300 160 2,700 95 2,100 60
5 5,890 350 4,690 280 3,110 180 2,400 100 1,910 60
6 4,910 330 3,880 270 2,590 170 1,990 100 1,575 60
8 3,705 | 330 2,925 | 250 1,950 160 1,500 90 1,200 60
10 2,925 | 300 2,310 | 240 1,540 150 1,200 85 960 50
12 2,490 | 300 1,970 | 240 1,310 150 990 85 790 50
7 7
MR P I
- \<—>1D |
D=31&

KHSE-2

(30~40HRC) | (40~50HRC) | (50~55HRC) | (55~60HRC) | (60~65HRC)

{B/ET AN T

mm/min| min®

mm/min| min*

RG22 ER

mm/min| min*

Recommended Cutting Condition

0.1 18,750 25 16,875 20 | 15,000 20 12,375 10 12,375 10
0.2 18,750 30 16,875 30 | 15,000 25 12,375 15 12,375 10
0.3 18,750 45 16,875 35 15,000 30 12,375 20 9,375 15
05 18,750 90 16,875 70 15,000 55 12,375 35 9,375 20
0.6 18,750 120 16,875 90 15,000 70 11,250 40 9,375 30
0.8 18,750 150 16,875 110 11,250 70 9,375 40 7,125 30
1 18,000 | 370 14,250 | 290 9,560 180 7,690 110 6,000 70
2 12,490 | 420 9,750 | 340 6,560 | 210 5440 | 130 4,125 80
3 8,175 | 420 6,490 | 340 4,310 | 210 3,560 | 130 2,810 80
4 6,260 | 440 4,950 | 350 3,300 | 220 2,700 | 135 2,100 85
5 5890 | 510 4,690 | 405 3,110 | 250 2,400 | 140 1,910 90
6 4910 | 475 3,880 | 390 2,590 | 240 1,990 | 140 1,575 90
8 3,705 | 465 2,925 | 360 1,950 | 220 1,500 130 1,200 80
10 2,925 | 420 2,310 | 340 1,540 | 210 1,200 120 960 80
12 2,490 | 420 1,970 | 340 1,310 | 210 990 120 790 80
7 7
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Recommended Cutting Condition

24,000 814 | 19,000 | 578 | 12,750 | 391 10,250 | 237 8,000 149

b 1
% 2 16,650 963 | 13,000 | 688 8,750 | 462 7,250 | 286 5,500 176
7 3 10,900 | 963 | 8650 | 688 | 5750 | 462 | 4750 | 286 | 3,750 | 176
— 4 8350 | 990 | 6,600 | 715 | 4,400 | 484 | 3600 | 297 | 2800 | 184
- 5 7,850 | 1,100 | 6250 | 825 | 4,150 | 550 | 3200 | 319 | 2550 | 204
g 6 6,550 | 1,073 5175 | 770 3,450 | 523 2,650 | 308 2,100 193
# 8 4,940 | 1,034 3,900 | 743 2,600 | 495 2,000 | 286 1,600 182
— 10 3,900 963 3,075 | 693 2,050 | 462 1,600 | 264 1,275 171
12 3325 | 963 | 2625 | 693 | 1,750 | 462 | 1,325 | 264 | 1,050 | 165
16 2450 | 825 | 1950 | 605 | 1,300 | 402 | 1,000 | 231 800 | 149
20 1950 | 715 | 1550 | 534 | 1,025 | 358 800 | 209 650 | 138
7 7
AR “i 1Dl
I Z7g00 gl

thRIRG2ER

Recommended Cutting Condition

KMSE-4 =)
KMSEL -4

1 17,600 150 10,250 85 8,650 75 18,700 620 | 44,000 | 1,050
1.5 11,800 | 215 7,050 | 115 7,050 120 12,100 620 | 27,500 | 1,160
2 9,850 | 240 6,450 145 5,350 120 9,350 640 | 22,000 & 1,320
3 7,600 | 270 4750 | 170 3,950 145 6,050 640 | 15,400 | 1,320
< 6,450 | 485 3,950 | 300 3,300 240 4,600 640 | 11,000 | 1,320
5 5350 | 510 3,200 | 305 2,700 255 3,650 640 9,150 | 1,320
6
8

4,750 | 540 2,850 | 350 2,400 280 2,950 770 7,600 | 1,430

%E]E 3,550 | 605 2,150 | 325 1,800 300 2,200 815 5,700 | 1,430
@ 10 2,750 520 1,700 255 1,450 255 1,850 680 4600 | 1,430
— 12 2,350 440 1,450 215 1,150 205 1,450 900 3,750 | 1,430

- 14 2,100 395 1,300 195 1,050 190 1,300 945 3,300 | 1,430
# 16 1,850 | 350 1,150 | 170 950 170 1,100 970 2,850 | 1,430
7 20 1,450 | 270 900 | 135 700 130 900 | 1,035 2,200 | 1,430

/EJEL% . 1Dl7 15D
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Recommended Cutting Condition

KHSB-2

7

(30~40HRC) | (40~50HRC) | (50~55HRC) | (55~60HRC) | (60~65HRC)

mm/min| min*

0.1 25,000 660 | 25,000 578 | 22,500 528 | 20,000 424 | 17,500 371 gﬁ
0.15 25,000 825 | 25,000 743 | 22,500 660 | 20,000 531 | 17,500 462 %§
0.2 25,000 | 1,045 | 25,000 935 | 22,500 825 | 20,000 660 | 17,500 578 -
0.25 25,000 | 1,320 | 25,000 | 1,155 | 22,500 | 1,045 | 20,000 825 | 17,500 715 Eﬁ
0.3 25,000 | 1,595 | 25,000 | 1,375 | 22,500 | 1,210 | 20,000 990 | 17,500 880 |
0.4 25,000 | 2,145 | 25,000 | 1,815 | 22,500 | 1,650 | 20,000 | 1,320 | 17,500 | 1,155
0.5 25,000 | 2,640 | 25,000 | 2,310 | 22,500 | 2,090 | 20,000 | 1,650 | 17,500 | 1,430
0.6 25,000 | 2,805 | 24,000 | 2,365 | 21,500 | 2,118 | 19,000 | 1,650 | 17,000 | 1,485 és
0.75 25,000 | 2,970 | 24,000 | 2,475 | 21,500 | 2,200 | 18,500 | 1,705 | 16,500 | 1,485 E
1 24,850 | 3,135 | 23,900 | 2,640 | 20,000 | 2,200 | 17,500 | 1,733 | 16,000 | 1,540 |
1.5 16,550 | 3,300 | 15,900 | 2,915 | 13,250 | 2,200 | 11,750 | 1,733 | 10,500 | 1,540 'EF
2 12,450 | 3,300 | 11,950 | 2,915 | 10,000 | 2,200 8,750 | 1,733 8,000 | 1,540 g
2.5 9,300 | 3,190 | 8,900 | 2,695 | 7,500 | 2,063 | 6,750 | 1,678 | 5,750 | 1,403 2:
3 6,950 | 2,668 | 6,700 | 2,255 | 5,500 | 1,705 | 5,000 | 1,375 | 4,400 | 1,183 53
4 5550 | 2,310 | 5350 | 1,925 | 4,500 | 1,485 | 4,000 | 1,183 | 3,500 | 1,018 :!R
5 4,650 | 2,035 | 4450 | 1,705 | 3,750 | 1,320 | 3,300 | 1,045 | 2,900 908 E%
6 3,475 | 1,623 | 3,340 | 1,375 | 2,800 | 1,045 | 2500 853 | 2,200 688 -
8 2,185 | 1,458 | 2,675 | 1,210 2,250 935 2,000 743 1,750 550 E
10 2,225 | 1293 | 2,150 | 1,073 1,800 825 1,600 660 1,400 440 "
i
. 7]
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KMSE-2 T T
K M S E L - 2 Recomﬂilig%jiiﬁiﬁ

(~80HRC) | 30~50HRC) | | |

-1

mm/min| min® |mm/min| min® |mm/min| min*

% 0.1 29,400 50 16,600 30 13,950 20 25,200 80 30,950 360

% 0.2 29,400 50 16,600 30 13,950 20 25,200 85 30,950 360

. 0.3 27,300 55 15,400 35 12,950 25 23,400 90 28,750 395

% 0.4 27,300 55 15,400 35 12,950 25 23,400 2k 28,750 395

) 0.5 25,200 65 14,200 40 11,950 30 21,600 110 26,500 470

0.6 22,400 75 12,650 45 10,650 35 19,200 125 23,550 540

0.7 19,600 85 11,050 55 9,300 40 16,800 140 20,650 615

T 0.8 17,500 95 9,850 60 8,310 45 15,000 160 18,400 685

é) 0.9 16,450 100 9,250 60 7,810 45 14,100 165 17,300 720

44:14, 1 14,300 105 8,500 65 7,150 50 18,700 | 205 44,000 330

$ 1.5 9,350 150 5,500 85 5,600 80 12,100 | 205 27,500 385

'-:a_? 2 7,850 160 5,150 100 4,300 80 9,350 | 220 22,000 460

o 3 6,100 180 3,800 120 3,150 100 6,050 | 220 15,400 460

§ 4 5150 | 255 3,150 155 2,650 130 4,600 | 220 11,000 460

B 5 4,300 270 2,550 160 2,150 135 3,650 220 9,150 460

.'§\ 6 3,800 300 2,300 190 1,950 155 2,950 255 7,600 485

gﬁ 8 2,850 325 1,700 170 1,450 155 2,200 275 5,700 485

10 2,200 280 1,350 135 1,150 135 1,850 285 4,600 485

% 12 1,850 240 1,150 110 950 110 1,450 295 3,750 485

] 14 1,700 | 215 1,050 100 850 100 1,300 | 310 3,300 485

i% 16 1,500 185 950 95 700 95 1,100 320 2,850 485

& 20 1,150 145 700 70 550 70 900 340 2,200 485
ia (~ra3:oc.)'25t|>3)¢% Z Di% Z
v | CIBIRE - 7 - 7

7] % - \T»\ \<T>\

EO060
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Recommended Cutting Condition

1 14,300 75 8,500 45 7,150 35 18,700 185 | 44,000 300
1.5 12,750 105 5,550 60 5,600 55 12,100 185 | 27,500 345
2 7,850 110 5,150 70 4,300 55 9,350 200 | 22,000 420
3 6,100 125 3,800 85 3,150 70 6,050 200 | 15,400 430
4 5,150 180 3,150 110 2,650 90 4,600 186 | 11,000 420
5 4,300 190 2,550 110 2,150 95 3,650 200 9,150 420
6 3,800 210 2,300 135 1,950 110 2,950 230 7,600 440
8 2,850 230 1,700 120 1,450 110 2,200 240 5,700 440
10 2,200 195 1,350 95 1,150 95 1,850 255 4,600 440
12 1,850 170 1,150 75 950 73 1,450 275 3,750 430
14 1,700 150 1,050 70 850 70 1,300 285 3,300 430
16 1,500 130 950 65 700 65 1,100 285 2,850 430
20 1,150 100 700 50 550 50 900 310 2,200 430

Q 0 i% v

tIEIRE 7

\<T>\
D=YJ1&

thRIRE2ER

Recommended Cutting Condition

1 17,600 110 10,250 65 8,650 55 18,700 460 44,000 750
15 11,800 160 7,050 85 7,050 90 12,100 460 27,500 860
2 9,850 180 6,450 120 5,350 100 9,350 475 22,000 1,035
3 7,600 205 4,750 130 3,950 105 6,050 475 15,400 990
4 6,450 365 3,950 220 3,300 180 4,600 485 11,000 1,035
5 5,350 385 3,200 230 2,700 195 3,650 485 9,150 | 1,010
6 4,750 425 2,850 265 2,400 215 2,950 570 7,600 | 1,100
8 3,550 450 2,150 245 1,800 225 2,200 615 5,700 | 1,100
10 2,750 390 1,700 195 1,450 195 1,850 640 4,600 | 1,100
12 2,350 330 1,450 160 1,150 155 1,450 670 3,750 | 1,100
14 2,100 465 1,300 145 1,050 140 1,300 705 3,300 | 1,100
16 1,850 265 1,150 130 900 130 1,100 725 2,850 | 1,100
20 1,450 205 900 100 700 100 900 770 2,200 | 1,100
A7 A7
IR P 1'5Dl
o Mo 7o
D=Y)#&

JLE
EENE]
5 2
7B
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RG22 ER

Recommended Cutting Condition

min’ mm/min min’ mm/min min~ mm/min min™ mm/min

< 1 19,000 639 12,750 468 10,250 284 8,000 179
%' 2 13,000 825 8,750 533 7,250 344 5,500 212
= | 3 8,650 825 5,750 555 4,750 344 3,750 212
* 4 6,600 858 4,400 581 3,600 357 2,800 221
© | 5 6,250 990 4,150 660 3,200 383 2,550 245
5' 6 5,175 924 3,450 627 2,650 369 2,100 231
é 8 3,900 891 2,600 594 2,000 344 1,600 218
% 10 3,075 831 2,050 533 1,600 317 1,275 204
g 12 2,625 831 1,750 555 1,825 317 1,050 198
g 16 1,950 726 1,300 482 1,000 278 800 179
X |20 1,550 641 1,025 429 800 251 650 165

_ 7 7 _

IR 1.5D 1.5D 1.5D 1[1
D=T)& 20D i 7 oo SR

KMSR-2

tRHRH2ER

Recommended Cutting Condition

3 6,255 140 4,050 70 2,970 50
4 5,040 180 3,240 90 2,430 50
5 4,320 220 2,745 100 2,115 70
6 3,735 260 2,385 130 1,845 80
8 2,835 190 1,800 130 1,440 80
10 1,935 225 1,530 130 1,125 80
12 1,620 180 1,350 120 945 70
16 1,620 190 990 90 670 50
20 1,170 140 770 60 560 40
~ -
YIHIRE B M
D=JJR& 0.3D /
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Recommended Cutting Condition

(~30HRC) (30~45HRC) (45~55HRC)

mm/min in mm/min min™* mm/min

3 6,255 180 4,050 135 2,970 90 g

4 5,040 220 3,240 150 2,430 95 7]

5 4,320 225 2,745 190 2,115 110 —
6 3,735 225 2,385 190 1,845 110 i

8 2,835 240 1,800 190 1,440 110 #

10 1,935 240 1,530 190 1125 110 "

12 1,620 190 1,350 170 945 95 i
16 1,620 170 990 125 760 80

20 1,170 120 770 95 560 60

IR m Zﬂ%L
- P -

KMSR-4 il ER

Recommended Cutting Condition

(~30HRC) (30~45HRC) (45~55HRC)

mm/min in mm/min in’ mm/min
1 15,910 135 9,870 120 6,690 70
15 11,250 145 7,000 120 4,880 80
2 8,750 140 5,570 120 3,080 90
3 6,255 180 4,050 135 2970 90
4 5,040 220 3240 150 2430 %5
5 4,320 225 0745 190 2115 110 B
6 3,735 225 2,385 190 1,845 110
8 2,835 240 1,800 190 1,440 110
10 1,035 240 1,530 190 1,125 110 -
12 1,620 190 1,350 170 945 95 "
16 1,620 170 990 130 760 80 .z
20 1,170 120 770 95 560 60
b I A
MR 2 m o
—— S L ne
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Recommended Cutting Condition

o 0.1x0.3 50,000 255 0.005 48,350 205 0.005 28,850 55 0.002
7 0.1x0.5 50,000 255 0.003 41,100 205 0.004 24,500 55 0.002
- ]02x05 50,000 310 0.009 37,950 240 0.009 22,800 65 0.004
1’% 02x1 45,150 310 0.007 32,250 240 0.006 19,350 65 0.003
#1102x15 31,600 230 0.004 22,600 180 0.004 13,550 45 0.002
— [0.3x1 47,150 315 0.01 33,800 240 0.01 20,250 70 0.004
0.3x1.5| 40,100 315 0.01 28,700 240 0.01 17,210 70 0.004
0.3x2 28,050 235 0.006 20,100 180 0.005 12,050 55 0.002
—— 10.3x3 28,050 235 0.004 20,100 180 0.003 12,050 55 0.002
8 0.3x4 19,650 175 0.002 14,050 135 0.002 8,430 40 0.001
E 0.4 29,700~ 37,800220~440/0.007~0.018/21,600~27,000] 90~3400.007 ~0.018| 13,500~ 16,200{ 30~ 9010.004 ~0.008
7‘0 0.5 ]29,700~37,800 220’\’440‘0.009’\’0.022 21,600~27,000| 90~3400.009 ~0.022/13,500~ 16,200/ 30~ 901{0.004~0.009
0.6 29]00““31800250”“57@0011““002621500"“27000110"V4400011"“002613500”“16200 40~110/0.005~0.011
§ 0.7 29,700~ 37,800 250’\'570‘0.012’\'0.031 21,600~27,000/1110~4400.012~0.031/13,500~16,200{40~110/0.006 ~0.013
@ 0.8 25550““3&300280““63@0014”“003518A50”V23A00120”“4800D14”V0035 11,700~13,950/45~1301{0.007~0.015
o 0.9 23A00““2&700280“‘72d0ﬂ3 ~0.06 |17,100~21,600{160~5400.03 ~0.06 |10,350~12,150|50~130(0.008 ~0.016
& 1 ZLGOO““ZZOOO280’“81@0045““009 14,850~18,900(190~5900.045~0.09 | 9,450~12,150|70~130(0.009~0.018
S 1.2 17500”V2L600280"‘89@0055““01 12,600~15,300(190~5900.055~0.1 | 8,100~ 9,900{70~130(0.01 ~0.022
] 1.4 15300”V1&900280““89@0062A“012510300’V13500190““5900D62““0J25 6,750~ 8,550{70~130/0.012~0.025
E\ 1.5 [13,950~18,000 280"'890‘0.07 ~0.135 9,900~ 13,050{190~5900.07 ~0.135 6,300~ 7,650, 70~130|0.014~0.028
%% 1.6 13500”V17J00280“‘89@0D75““Q145 9,900~12,150{190~5900.075 ~0.145| 5,850~ 7,650{70~130(0.015~0.03
1.8 12,600~ 16,200 280"*890‘0.08 ~0.16 | 9,900~10,800{190~5900.08 ~0.16 | 5,400~ 6,750/ 70~130/0.016~0.032
= 2 11250“‘1&950280”“89q0ﬂ9 ~0.18 | 8,100~ 9,900{190~5900.09 ~0.18 | 4,950~ 6,300/ 70~130(0.018~0.035
gl% 2.5 9,000~11,700 280’\'890‘0.1 12~0.235 6,300~ 8,100/190~5900.112~0.235/ 4,050~ 4,950(70~1300.022~0.045
o 3 7,650~ &450280““89@0135”“027 5,400~ 6,750{190~5900.135~0.27 | 3,150~ 4,050|70~13010.028 ~0.055
" 4 5,850~ 7200280’V89d018 ~0.36 | 4,050~ 4,950{190~5900.18 ~0.36 | 2,430~ 3,150, 70~130(0.036~0.072
%% 5 4,500~ &850280"“89@0225”“045 3,150~ 4,050(190~5900.225~0.45 | 1,980~ 2,520|70~1301(0.045~0.09
6 4,500~ 4950280““89@027 ~0.54 | 2,700~ 3,600[190~5900.27 ~0.54 | 1,800~ 2,700/ 70~130(0.054~0.108
=
%Zjl IR p*%
J] | D=&
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Recommended Cutting Condition

(~30HRC) (30~45HRC) (45~55HRC)

7

0.1 x 05

46,100

34,800

21,600

0.1 X1

46,100

34,800

21,600

01X 15

39,150

29,550

0.006

18,350

015X 1

46,100

34,800

0.015

21,400

015X 2

39,150

29,550

0.008

18,200

015 X3

39,150

29,550

0.005

18,200

0.2

29,700 ~ 37,800

180~490

0.018~0.036

21,600 ~ 27,000

90~270

0.018~0.036

13,500 ~ 17,100

90~180

0.004 ~0.007

0.25

29,700 ~ 37,800

180~490

0.023~0.045

21,600 ~ 27,000

90~270

0.023~0.045

13,500 ~ 17,100

90~180

0.005~0.009

0.3

29,700 ~ 37,800

225~630

0.027~0.054

21,600 ~ 27,000

110~350

0.027 ~0.054

13,500 ~ 17,100

110~225

0.005~0.011

0.4

29,700 ~ 37,800

225~630

0.036~0.072

21,600 ~ 27,000

110~390

0.036~0.072

13,500 ~ 17,100

110~225

0.007 ~0.014

0.5

27,000 ~ 34,200

250~690

0.045~0.09

19,800 ~ 24,300

130~390

0.045~0.09

12,150 ~ 15,750

130~250

0.009~0.018

0.6

22,500 ~ 28,800

250~770

0.055~0.1

16,200 ~ 20,700

130~390

0.055~0.1

10,350 ~ 13,050

130~250

0.01 ~0.022

0.7

19,800 ~ 24,300

250~770

0.062~0.125

14,400 ~ 17,100

130~390

0.062~0.125

9,000~ 11,250

130~250

0.012~0.025

0.75

18,000 ~ 22,500

250~770

0.07 ~0.135

13,050 ~ 16,650

130~390

0.07 ~0.135

8,550 ~ 10,350

130~250

0.014~0.028

0.8

17,100 ~ 22,500

250~770

0.075~0.145

12,600 ~ 15,750

130~390

0.075~0.145

8,100~ 9,900

130~250

0.015~0.03

0.9

16,200 ~ 20,700

250~770

0.08 ~0.16

11,250 ~ 14,400

130~390

0.08 ~0.16

7,200~ 9,000

130~250

0.016~0.032

14,400 ~ 18,000

250~770

0.09 ~0.18

10,350 ~ 13,050

130~390

009 ~0.18

6,750 ~ 8,100

130~250

0.018~0.035

1.5

9,900 ~ 12,600

250~770

0.135~0.27

6,750 ~ 8,550

130~390

0.135~0.27

4,500 ~ 5,400

130~250

0.028 ~0.055

8,100~ 10,800

250~770

0.18 ~0.36

5,490 ~ 7,380

130~390

0.18 ~0.36

3,600~ 4,500

130~250

0.035~0.07

2.5

6,300 ~ 8,100

250~770

0.225~0.45

4,500 ~ 5,850

130~390

0.225~0.45

2,930~ 3,690

130~250

0.044 ~0.088

250~770

5400~ 7,200

027 ~0.54

3,600 ~ 4,950

130~390

027 ~0.54

130~250

2,250~ 3,150

0.053~0.105

tIRIRE

ap?

aals

L
SR
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D
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Recommended Cutting Condition

(~30HRC) | (80~50HRC) | (S0HRC~) | |

min™ i in™ [mm/min| min® |mm/min| min® |mm/min| min™ mm/min
1 12,350 640 9,150 415 4,000 125 10,500 220 30,800 395
1.5 11,400 575 | 8,550 390 3,800 125 7,050 230 20,500 395
2 8,950 630 7,150 450 3,600 150 5,150 285 15,400 395
2.5 7,800 700 | 6,200 490 3,100 150 4,150 330 12,100 470
3 7,250 870 5,900 705 2,700 160 3,400 360 10,300 470
4 6,100 | 1,090 | 4,900 785 2,050 190 2,500 460 7,900 540
5 5,450 | 1,330 4,350 870 1,750 190 2,050 460 6,150 540
6 4990 | 1,500 | 3,950 950 1,500 210 1,750 460 5,150 630
8 4,085 | 1,470 3,200 905 1,150 210 1,300 460 3,850 540
10 3,550 | 1,425 | 2,800 885 950 210 1,050 420 2,950 540
_v _v
o | S R, | = )
- 44 ae ‘4_ ae : 0.2D _>‘ 0.7D ‘4_

KTSE-4 \,
KTS E L '4 Recomﬂigl%lﬁg%ﬁiﬂ%

2 Gooxs) | Gooxs) ||
o
X min™ mm/min| min™
bd 6 6,060 | 390 | 4,240 | 350 | 4,590 | 320 | 6420 | 320 | 4590 | 320 | 1220 90
: 4545 | 500 | 3180 | 350 | 3440 | 390 | 4,810 | 420 | 2950 | 420 | 910 | 110
10 | 4010 | 620 | 2800 430 | 2,750 | 530 | 3850 | 530 | 2750 | 530 | 730 | 140
= 12 3340 | 630 | 2,340 | 440 | 2290 | 510 | 3210 | 510 | 2200 | 410 | 610 | 135
& 14 | 2860 | 560 | 2000 390 | 1,960 | 470 | 2750 | 470 | 1960 | 470 | 520 | 130
16 | 2510 | 530 | 1,755 | 370 | 1,720 | 430 | 2400 | 430 | 1,720 | 430 | 455| 120
18 | 2230 | 530 | 1,560 | 370 | 1530 | 430 | 2140 | 430 | 1,530 | 430 | 405 | 110
i 20 | 2000 | 520 |1400 | 365 | 15370 | 420 | 1930 | 420 | 1,370 | 420 | 365 | 110
) 25 1,600 | 405 | 1,120 | 280 | 1,000 | 340 | 1,540 | 340 | 1,000 | 340 | 290 100
Jr B - 175 - TEEM300R51&400R 5] - #X ﬁ%ﬁﬁé‘ﬁ
JLF
Sk R Di / & 33)1%% o M l%%
"5 o R o T e

EO66



. #7%s endvils /g 4
BT tEIIREZER
K T R E - Recommended Cutting Condition

(~30HRC) (30~45WRC) | | |

mm/min | min® | mm/min in® | mm/min| min® | mm/min
6 14,740 2,410 11,720 870 7,940 600 2,700 260 gl\-:
8 10,960 2,410 8,690 870 5,950 600 2,025 240 ”
10 8,690 2,410 7,180 870 4,820 590 1,460 260 #
12 7,560 2,490 5,670 830 3,970 590 1,350 260 ﬁ
16 5,670 2,490 4,540 790 3,120 530 900 150 —
20 4,540 2,250 3,400 585 2,270 370 740 135

N
i

5 ' 4 ’ ' :|%
IR °5[i 7 -0 i f—
k——B——H \4__5__q

ap : @ 4~@ 10=0.25xD
@12~@ 16=0.15xD
@18~@ 20=0.1 xD

D=JJf&
fE M T tIEREG2ER
K T R E - Recommended Cutting Condition

(~30HRC) (30~45HRC) | | |

-1

wEw O 0,05 X snid £R STy

min mm/min
6 14,740 2,410 11,720 870 7,940 600 2,700 260
8 10,960 2,410 8,690 870 5,950 600 2,025 240
10 8,690 2,410 7,180 870 4,820 590 1,460 260
12 7,560 2,490 5,670 830 3,970 590 1,350 260 f’;
ﬁ]ﬁ—ﬂ
16 5,670 2,490 4,540 790 3,120 530 900 150
20 4,540 2,250 3,400 590 2,270 370 740 135
2
- 9t
7]
*7 1.5i *7
- 1.5Ei ae 1I2i
tIEIZRE S L3t
27930 ae | @ 4~@ 10=0.25xD 271900 B
@12~@ 16=0.15xD EAE
@18~@ 20=0.1 xD yap::|
D=YJ1¥ 7]
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KASE-2 e
KASEM-2 e

7

S mm/min mm/min
gi 1 15,180 455 15,180 760
po
7] 15 11,840 475 11,835 710
. 2 10,170 510 10,170 710
ﬁ 25 9,510 570 9,510 760

B 3 9,000 630 9,000 810

4 9,000 810 9,000 990
5 9,000 900 9,000 1,170
3 6 2000 1,080 9,000 1,350
. 7 7,965 1,120 7,965 1,355
w
—— 8 7,200 1,260 7.200 1,620
~§ 9 7.200 1,395 7.200 1,510
’ 10 7.200 1530 7.200 1890
>< 12 7.200 1,890 7.200 2340
(]
(=)
S 14 5,400 1,620 5400 1,980
16 5,400 1,710 5,400 2160
A
;%é 18 3,600 1,260 3,600 1,620
’ 20 3,600 1,440 3,600 1,710
+ . 0.507
g HIHIRE f %W‘Z lﬂ%m
7] |——] ae ae - @ 3~@ 10=0.25xD
D - —— @12~@ 20=0.5 xD
8
EER]
% {5
7] £
7] D=TI(&
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KASE-3

ERE2ER
KA S E M '3 Recommended Cutting Condition
BIEMML L[y
min™ mm/min in° mm/min o
3 9,000 450 9,000 585 12
4 9,000 570 9,000 700 g
5 9,000 650 9,000 840 7
6 9,000 780 9,000 970 I
8 7,200 900 7,200 1,110 5
10 7,200 1,100 7,200 1,350 E
12 7,200 1,350 7,200 1,130 P!
14 5,400 1,160 5,400 1,420 I
16 5,400 1,215 5,400 1,560
18 3,600 900 3,600 1,170
20 3,600 1,035 3,600 1,230
vy A7
. 0.2D 2.5D
CIRIRE ' merg l
~—p *‘/7/1 0.15D
D=Y)1&
KASEL-3 tER G2 EE

Recommended Cutting Condition

wEw O 0,05 X snid £R STy

min™ mm/min in mm/min
3 6,300 315 6,300 410
4 6,300 400 6,300 490
5 6,300 450 6,300 590
6 6,300 545 6,300 680
8 5,040 630 5,040 775
10 5,040 680 5,040 945 B
12 5,040 945 5,040 790 &
14 3,780 810 3,780 995
16 3,780 850 3,780 1,090 -
18 2,520 630 2,520 820
20 2,520 725 2,520 860 I
7]
Iy 17
0.2D
IR i%?WfZ 25[1 7
1D 29150 % a1
7]
D=JI1§ 7]
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2-Flute End Mills

0~-0.012

* IR TNt BB 38880 - B SllAY I THERE R EREE -
* N TTRIEH(~55HRC) ~ MR EEH - BEEAMIIERE -

B mm
(D) () (9 (L)
1 2.5 4 50 495 3 8 4 50 495
15 4 4 50 495 4 10 6 50 695
2 6 4 50 495 5 15 6 60 755
2.5 8 4 50 495 6 15 6 60 810

RG22 ER

Recommended Cutting Condition

(~35HRC) (30~45HRC) (45~55HRC) | |

min™ mmmin{m/min| mm | min™ {mmmin|m/min| mm | min™ mmmin{m/min| mm | min™ [mmmin| m/min| mm

1 121,500 170 | 68 |0.004/12,900| 101 | 41 |0.004| 8,600 | 34 | 27 |0.002|10,750| 84 | 34 |0.004
1.5 115,000/ 180 | 71 |0.006| 9,000 107 | 42 |0.006| 6,000 | 36 | 28 |0.003| 7,500 89 | 35 |0.006
2 [11,560| 200 | 73 [0.009| 7,560| 125 | 48 |0.008| 5,040 | 37 | 32 |0.004| 6,300| 95 | 40 [0.008
2.5 110,240 210 | 80 |0.01 | 6,560 135 | 52 [0.01 | 4,200 | 39 | 33 |0.005 5,460| 110 | 43 |0.01
3 | 8920| 220 | 84 [0.012| 5560| 145 | 52 |0.013| 3,360 | 42 | 32 |0.006| 4,620| 125 | 44 [0.014
4 | 7560 315 | 95 |0.021| 4,620| 190 | 58 |0.021| 2,940 | 42 | 37 |0.007| 3,880 160 | 49 |0.021
5 | 6,300| 335 | 99 [0.027| 3,780| 200 | 59 |0.026| 2,320 | 53 | 36 |0.011| 3,160| 170 | 50 [0.027
6 | 5560 370 | 105 [0.033| 3,360| 230 | 63 |0.034| 2,000 | 58 | 38 |0.015| 2,840| 190 | 54 |0.033
0.5D 0.05D 0.5D
LT
A= 1D 1D 1D
(up to @3:0.2D) (up to @1:0.02D) (up to @3:0.2D)
D=T)& (up to @1:0.15D) (up to @1:0.15D)
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2-Flute Radius End Mills

BS6 T00ls D36 0~.00is —
* BRI ERET R ARBI S5 ERE - B S MAON T IEaE Rl BEERENE
* NI TFRREHA(~55HRC) ~ REMRA DM - HERANMTIEEE - o
ﬁjﬁjt
"
B imm
D | (R | (@ | (d) @ | (d)
02 | 002 | 04 | 4 40 2,080 12 | 0.1 3 6 50 1,145
02 | 005 | 04 | 4 40 2,080 12 | 02 | 3 6 50 1,145 I
03 | 002 | 06 4 40 1,690 12 | 03 3 6 50 1,145 3
03 | 005 | 06 | 4 40 1,690 15 | 005 | 4 6 50 1,350 3
04 | 005 | 08 | 4 40 1,140 15 | 0.1 4 6 50 1,350 o
04 | 01 | 08 | 4 40 1,140 15 | 02 | 4 6 50 1,350
05 | 005 | 1 4 40 1,140 15 | 03 | 4 6 50 1,350 §
05 | 0.1 1 4 40 1,140 15 | 05 | 4 6 50 1,350 ’
06 | 005 | 12 | 4 40 970 2 | 01 6 6 50 1,145
06 | 01 | 12 | 4 40 970 2 | 02 | 6 6 50 1,145 E
06 | 02 | 12 | 4 40 970 2 | 03 | 6 6 50 1,145 S
07 | 005 | 14 | 4 40 925 2 | 05 | 6 6 50 1,145 i
07 | 01 | 14 | 4 40 925 25 | 0.1 7 6 60 1,350 E\
07 | 02 | 14 | 4 40 925 25 | 02 | 7 6 60 1,350 gg
08 | 005 | 16 | 4 40 880 25 | 03 | 7 6 60 1,350
08 | 01 | 16 | 4 40 880 25 | 05 | 7 6 60 1,350 =
08 | 02 | 16 | 4 40 880 3 | 01 8 6 60 1,155 -
09 | 005 | 18 | 4 40 925 3 | 02 | 8 6 60 1,155 L
09 | 01 | 18 | 4 40 925 3 | 03| 8 6 60 1,155 .
1 005 | 25 6 50 1,145 3 05 8 6 60 1,155 §§t
1 01 | 25 | 6 50 1,145 3 1 8 6 60 1,155
1 02 | 25 | 6 50 1,145 35 | 01 | 10 6 70 1,200 T8
1 103 25| 6 | 50 1,145 35 1 02 | 10 | 6 | 70 1,200 ot
12 | 005 | 3 6 50 1,145 35 | 03 | 10 6 70 1,200 . %
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2-Flute Radius End Mills

- [LDd) R [ @ | d | WL M | R | @ | d | @)
% 135 05 10] 6 | 70| 1,200 6 | 01 | 15 | 6 | 60 | 1,495
04 o1 0] 4 905 6 | 01| 15 | 6 | 90 | 1685
| 4 o1 | 10| 6 | 70| 120 6 | 02 | 15 | 6 | 60 | 1,495
20 4 Jor | 10| 4 | 100 1,085 6 | 02 | 15 | 6 | 9 | 1,685
Bola o2l 0] 4 0 905 6 | 03 | 15 | 6 | 60 | 1495
| 4 o2 10| 6 | 70| 120 6 | 03 | 15 | 6 | 9 | 1,685
4 |02 | 10 | 4 | 100] 1,0 6 | 05 15 | 6 | 60 | 1,495
4 o3| 10| 4 | 70 905 6 | 05| 15 | 6 | 90 | 1685
L 4 o3| 10| 6 | 70 1,200 6 | 05 | 15 | 6 | 110 | 1,750
3 4 | 03 | 10 | 4 | 100 1,035 6 | 05 | 15 | 6 | 130 2,165
=4 05 10 4 | 905 6 | 1 | 15 | 6 | 60 | 1495
| 4 los | 10| 6 | 70| 1,200 6 | 1 | 15 | 6 | 90 | 1685
£ ¢4 05 10| 4 0 1,08 6 | 1 | 15 | 6 | 110 | 1,750
= 4 |1 10| 4] 905 6 | 1 | 15 | 6 | 130 | 2165
e T 0 e | 0| 1,200 6 | 15 | 15 | 6 | 90 | 1,685
s< | 4 | 1 110 4 |100] 1,85 6 | 2 | 15 | 6 | 90 | 1,685
§ 45 | 01 | 11 | 6 | 80 | 1,615 7 1ol | 16| 8 | 9 | 1,85
145 o2 | 11| 6 | 80 | 1615 7 o2 | 16| 8 | 0 | 1985
X 4503 1 6 &0 | 1615 7 103 | 16 8 | 90 | 1,85
5 |45 05 | 11 | 6 | 80 | 1615 7 lo5 | 16| 8 | 9 | 1,085
0 5 | 01| 13| 6 | %0 | 1615 7 01 | 16 8 | 9 | 1,85
5 o2 | 13 6 | 90 | 1615 7 1 2 | 16| 8 | 0 | 1,85
% 5 | 03 | 13 0 6 | 9 | 1,615 8 | 01 | 20 | 8 | 100 | 2,065
5 | 05 13 | 6 | 9 | 1,615 8 | 02 | 20 | 8 | 100 | 2,065
5 | 1 | 13| 6 | 9 | 1615 8 | 03| 2 | 8 | 70 | 183
5 55 01| 13| 6 | 90| 2100 8 | 03 | 20 | 8 | 100 | 2,065
P ss To2 | 13 6 | w0 | 2100 & 05| 2 | 8 | 70 | 183
e | 55 | 03| 13| 6 | 9 | 2100 8 | 05| 20 | 8 | 100 | 2065
Sh 55 05 13| 6 | 90 | 2100 8 | 05 20 | 8 | 120 | 2,450
PR Tss |1 13 6 | 0 | 210 8 | 05 20 | 8 | 150 | 2,755
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2-Flute Radius End Mills

D) | R | (@ | (d) | (L) D) | R | @ | (d | L) [
8 | 1 | 20 | 8 | 70 183 2 | 01 | 30 | 12 | 110 | 3,660 o
8 | 1 | 20 | 8 | 100 | 2,065 2 | 02 | 30 | 12 | 110 | 3,660 5
8 | 1 | 20 | 8 | 120 | 2,450 2 | 03 | 30 | 12 | 110 | 3660 |
8 | 1 | 20 | 8 | 150 2,755 22 | 03 | 30 | 12 | 80 3,260 i
8 | 15 | 20 | 8 | 100 | 2,065 2 | 05 | 30 | 12 | 150 | 4,495 3
8 | 2 | 20 | 8 | 100 2,065 2 | 05 | 30 | 12 | 130 | 395 |
8§ | 25 | 20 | 8 | 100 | 2,065 2 | 05 | 30 | 12 | 110 | 3,660
8 | 3 | 20 | 8 | 100 2,065 12 | 05 | 30 | 12 | 80 3,260
10 | 01 | 25 | 10 | 100 | 2,660 2 | 1 | 30 | 12 | 150 | 4495 |
10 | 02 | 25 | 10 | 100 | 2,660 2 | 1 | 30 | 12 | 130 | 3,955 8
10|03 | 25 | 10| 75 | 2410 2 | 1 | 30 | 12 | 110 | 3,660 E
10 | 03 | 25 | 10 | 100 | 2,660 22 | 1 | 30 | 12| 8 3260 |
10 | 05 | 25 | 10 | 150 | 3,555 2 | 15 | @ | 12 | 10| 3660 |
10 | 05| 25 | 10 | 75 | 2410 2 | 2 | 30 | 12 | 110 | 3,660 3
10 | 05 | 25 | 10 | 100 | 2,660 2 | 25 | %0 | 12 | 10| 3860 |
10 | 05 | 25 | 10 | 130 | 3,165 2 | 3 | 30 | 12 | 110 | 3,660 5
0| 1 | 25| 10| 75 | 240 2 | 4 | 30 | 12 | 110 | 3,660 §
10 | 1 | 25 | 10 | 100 | 2,660 2 | 5 | a0 | 12 | 10| a3ee0 |
0 | 1 | 25 | 10 | 130 | 3,165 14 | 05 | 35 | 16 | 150 | 7,475 X
10 | 1 | 25 | 10 | 150 | 3,565 14 | 1 | 35 | 16 | 150 | 7,475 5
10 | 15 | 25 | 10 | 100 | 2,660 4 | 2 | 3 | 16 | 150 | 7475 e
10 | 2 | 25 | 10 | 100 | 2,660 6 | 05 | 32 | 16 | 150 | 8,810 -
10 | 25 | 25 | 10 | 100 | 2,660 6 | 1 | 3 | 16 | 150 | 8810 53
10 | 3 | 25 | 10 | 100 | 2,660 6 | 15 | 32 | 16 | 150 | 8,810
10 | 4 | 25 | 10 | 100 | 2,660 6 | 2 | 32 | 16 | 150 | 8810
11 | 02 | 25 | 12 | 110 | 3,660 20 | 05 | 38 | 20 | 150 | 11,310 5
11 | 03| 25 | 12 | 110 | 3,660 20 | 1 | 38 | 20 | 150 | 11,310 .
11 | 05| 25 | 12 | 110 | 3,660 20 | 15 | 38 | 20 | 150 | 11,310 | .,
11 | 1 | 25 | 12 | 110 | 3,660 20 | 2 | 38 | 20 | 150 | 11,310 | i
11 | 2 | 25 | 12 | 110 | 3,660 n
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4-Flute Radius End Mills

0
+0.02 -0.03
* R TINZEET BB 388 R - B SlAYI1 TIERE R EREE
* SME3mm R L LR - RS e AaRET © ANISIRENERIRIK - MR TI BERE -
* I T ¥&8REER(~55HRC) » BIEEMIMIIEEE -

B mm
D) | R) | @ | (d) | (L) D) | R | (@ | (d) | (L)
1 0.05 | 25 6 50 1,265 4 0.1 10 4 100 1,140
1 0.1 2.5 6 50 1,265 4 0.2 10 4 70 990
1 0.2 2.5 6 50 1,265 4 0.2 10 6 70 1,320
1 0.3 2.5 6 50 1,265 4 0.2 10 4 100 1,140
12 | 0.05 3 6 50 1,265 4 0.3 10 4 70 990
1.2 0.1 3 6 50 1,265 4 0.3 10 6 70 1,320
1.2 0.2 3 6 50 1,265 4 0.3 10 4 100 1,140
1.2 0.3 3 6 50 1,265 4 0.5 10 4 70 990
15 | 0.05 4 6 50 1,485 4 0.5 10 6 70 1,320
15 0.1 4 6 50 1,485 4 0.5 10 4 100 1,140
15 0.2 4 6 50 1,485 4 1 10 4 70 990
15 0.3 4 6 50 1,485 4 1 10 6 70 1,320
15 0.5 4 6 50 1,485 4 1 10 4 100 1,140
2 0.1 6 6 50 1,265 4.5 0.1 11 6 80 1,775
2 0.2 6 6 50 1,265 4.5 0.2 11 6 80 1,775
2 0.3 6 6 50 1,265 4.5 0.3 11 6 80 1,775
2 0.5 6 6 50 1,265 4.5 0.5 11 6 80 1,775
2.5 0.1 7 6 60 1,485 5 0.1 13 6 90 1,775
2.5 0.2 7 6 60 1,485 5 0.2 13 6 90 1,775
2.5 0.3 7 6 60 1,485 5 0.3 13 6 90 1,775
2.5 0.5 7 6 60 1,485 5 0.5 13 6 90 1,775
3 0.1 8 6 60 1,270 5 1 13 6 90 1,775
3 0.2 8 6 60 1,270 55 0.1 13 6 90 2,310
3 0.3 8 6 60 1,270 55 0.2 13 6 90 2,310
3 0.5 8 6 60 1,270 55 0.3 13 6 90 2,310
3 1 8 6 60 1,270 55 0.5 13 6 90 2,310
35 0.1 10 6 70 1,320 55 1 13 6 90 2,310
3.5 0.2 10 6 70 1,320 6 0.1 15 6 60 1,645
35 0.3 10 6 70 1,320 6 0.1 15 6 90 1,855
35 0.5 10 6 70 1,320 6 0.2 15 6 60 1,645
4 0.1 10 4 70 990 6 0.2 15 6 90 1,855
4 0.1 10 6 70 1,320 6 0.3 15 6 90 1,855
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4-Flute Radius End Mills

G| R | @ | | L d) | R | @ W] L [
6 | 05 | 15 | 6 | 9 1,855 10 | 1 [ 22 [ 10 [ 150 3,910 o
6 | 05 | 15 | 6 | 110 1,930 10 | 15 | 25 | 10 | 100 2,930 b
6 | 05 | 15 | 6 | 130 2,385 10 | 2 | 25 | 10 | 100 2,930
6 1 15 | 6 | 90 1,855 10 | 25 | 25 | 10 | 100 2930 |
6 1 15 | 6 | 110 1,930 10 | 3 | 25 | 10 | 100 2,930 i
6 1 15 | 6 | 130 2,385 10 | 4 | 25 | 10 | 100 2,930 #
6 | 15 | 15 | 6 | 90 1,855 11 | 02 | 25 | 12 | 110 4,025 *4
6 2 15 | 6 | 9 1,855 11 ] 03 | 25 | 12 | 110 4,025 |
7 o1 ] 16 ] 8 | 9 2,185 11| 05 | 25 | 12 | 110 4,025
7 o2 ] 16 ] 8 | 9 2,185 11 1 25 | 12 | 110 4,025
7 03] 16 ] 8 | 9 2,185 11 o | 25 | 12 [ 110 4,025
7 [ 05 ] 16 8 | 9 3,465 12 [ 01 | 3 | 12 | 110 4,025 |
7 2 16 | 8 | 9 2,185 12 o2 | 3 | 12 | 110 4,025 B
8 | 01 | 20 | 8 | 100 2,275 12 103 | 3 | 12 | 80 3,585 ?
8 | 02 ] 20 | 8 | 100 2,275 12 ] 03 | 3 | 12 | 110 4,025 &
8 [ 03] 20| 8 | 70 2,015 12 [ 05 | 3 | 12 | 80 3,585 |
8 | 03 | 20 | 8 | 100 2,275 12 [ 05 | 3 | 12 | 110 4,025 <
8 | 05| 20 | 8 | 70 2,015 12 [ 05 | 30 | 12 | 130 4,355 N
8 05 | 20 8 100 2,275 12 | 05 | 30 12 | 150 4,945 g
8 | 05 | 20 | 8 | 120 2,700 12 1 30 | 12 | 80 3,585 |
8 | 05 | 20 | 8 | 150 3,030 12 1 30 | 12 | 110 4,025 o<
8 1 20 | 8 | 70 2,015 12 1 30 | 12 | 130 4,355 o
8 1 20 | 8 | 100 2,275 12 1 30 | 12 | 150 4,945 S
8 1 20 | 8 | 120 2,700 12 | 15 | 30 | 12 | 110 4,025
8 1 20 | 8 | 150 3,030 12 [ 2 | 3 | 12 | 110 4,025 X
8 | 15 | 20 | 8 | 100 2,275 12 [ 25 | 30 | 12 | 110 4,025 9
8 o [ 20 | 8 | 100 2,275 12 3 | 3 | 12 | 110 4,025 .
8 | 25 | 20 | 8 | 100 2,275 12 | 4 | 3 | 12 | 110 4,025 @
8 3 | 20 | 8 | 100 2,275 12 [ 5 | 3 | 12 [ 110 4,025
10 | o1 | 25 | 10 | 100 2,930 14 | 05 | 35 | 16 | 150 8,215 5
10 | 02 | 25 | 10 | 100 2,930 14 1 35 | 16 | 150 8,215 @
10 | 03 | 25 | 10 | 75 2,655 14 | 2 | 3 | 16 | 150 8,215
10 | 03 | 25 | 10 | 100 2,930 16 | 05 | 32 | 16 | 150 9,685
10 | 05 | 25 | 10 | 75 2,655 16 1 32 | 16 | 150 9,685 18
10 | 05 | 25 | 10 | 100 2,930 16 | 15 | 32 | 16 | 150 9,685 ®
10 | 05 | 2 [ 10 | 130 3,480 16 | 2 | 32 | 16 | 150 9,685
10 | 05 | 22 | 10 | 150 3,910 20 | 05 | 38 | 20 | 150 12,440 e
10 1 25 | 10 | 75 2,655 20 1 38 | 20 | 150 12,440 EE
10 1 25 | 10 | 100 2,930 20 | 15 | 38 | 20 | 150 12,440 i
10 1 2 | 10 | 130 3,480 20 | 2 | 38 | 20 | 150 12,440 7
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Recommended Cutting Condition

e

% 0.2 44,000 | 145 28 | 0.002 | 28,800 | 60 18 | 0.001 [17,600 | 40 11 0.001
—] 0.3 41,000 170 39 | 0.002 | 27,000 | 70 25 | 0.001 | 16,500 | 45 16 | 0.001

# 0.4 41,000 170 52 | 0.002 | 27,000 | 70 34 | 0.001 | 16,500 | 45 21 0.001

ﬁ 0.5 36,000 | 190 57 | 0.003 | 23,400 | 80 37 | 0.002 | 14,300 | 50 22 | 0.002

0.6 30,000 | 210 57 | 0.004 | 19,800 | 90 37 | 0.002 | 12,100 | 55 23 | 0.002
0.7 30,000 | 210 66 | 0.004 | 19,800 | 90 44 | 0.002 | 12,100 | 55 27 | 0.002
0.8 30,000 | 210 75 | 0.004 | 19,800 | 90 50 | 0.002 | 12,100 | 55 30 | 0.002
0.9 30,000 | 225 85 | 0.004 | 18,900 | 90 53 | 0.002 | 11,550 | 55 33 | 0.002
] 1 27,600 | 240 87 | 0.004 | 18,000 100 57 | 0.003 | 11,000 | 60 35 | 0.003
8 1.2 24,800 | 245 93 | 0.005 | 15,750 | 105 59 | 0.003 | 9,750 | 60 37 | 0.003
E 1.5 22,000 | 250 104 | 0.006 | 13,500 | 110 64 | 0.004 | 8500| 60 40 | 0.004
70’ 2 18,000 | 260 113 | 0.007 | 11,560 | 120 73 | 0.005 | 7,200| 70 45 | 0.005
2.5 15,000 | 270 118 | 0.009 | 9,500 | 130 75 | 0.007 | 6,100 | 70 48 | 0.006
§ 3 13,240 | 280 125 | 0.011 | 8,560 | 140 81 | 0.008 | 5280| 70 50 | 0.007
3 35 11,980 | 310 132 | 0.013 | 7,690 | 155 85 | 0.01 4790 | 75 53 | 0.008
] 4 10,720 | 340 135 | 0.016 | 6,820 | 170 86 | 0.012 | 4300 80 54 | 0.009
f: 4.5 9,940 | 380 141 | 0.019 | 6,310 | 185 89 | 0.015 | 4,300 90 61 0.01

=)

S

X
i
B

5 9,160 | 420 144 | 0.023 | 5,800 | 200 91 | 0.017 | 3,800 100 60 | 0.013
5.5 8,530 | 460 147 | 0.027 | 5420 | 225 94 | 0.021 | 3,540 110 61 0.016
6 7,900 | 500 149 | 0.032 | 5,040 | 250 95 | 0.025 | 3,280 | 120 62 | 0.018
7 6,950 | 520 153 | 0.037 | 4,420 | 250 97 | 0.028 | 2,900 | 120 64 | 0.021
8 6,000 | 540 151 | 0.045 | 3,800 | 250 9 | 0.033 | 2,520 | 120 63 | 0.024
10 5,040 | 540 158 | 0.054 | 3,280 | 250 103 | 0.038 | 2,020 | 120 63 | 0.03
11 4,580 | 480 158 | 0.052 | 3,030 | 240 105 | 0.04 | 1,850 | 110 64 | 0.03
12 4,120 | 420 155 | 0.051 | 2,780 | 230 105 | 0.041 | 1,680 | 100 63 | 0.03
] 14 3,610 | 390 159 | 0.054 | 2,440 | 200 107 | 0.041 | 1,480 | 90 65 | 0.03
16 3,100 | 360 156 | 0.058 | 2,100 | 170 106 | 0.04 | 1280| 80 64 | 0.031

*H
% 20 2,520 | 280 158 0.056 | 1,640 | 120 103 0.037 | 1,000 60 63 0.03
1D 1D

571::%4 ol o __ - ‘7_ 774—»‘
smm | | HIRIRE 0.2D¢ Z 0.05D t
& 151 X 7 X /Wjﬂ
T8

7] D=1
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Recommended Cutting Condition

(~35HRC) (30~45HRC) (45~55HRC)

=L

min

1 27,600 | 300 87 | 0.003 | 18,000 | 220 57 | 0.003 | 11,000 | 120 35 0.003
1.2 24,800 | 305 93 | 0.0038 | 15,750 | 225 59 | 0.004 | 9,750 | 120 37 0.003
1.5 22,000 | 310 104 | 0.004 | 13,500 | 230 64 | 0.004 | 8,500| 120 40 0.004
2 18,000 | 320 113 | 0.004 | 11,560 | 240 73 | 0.005 | 7,200| 130 45 0.005
25 15,000 | 330 118 | 0.006 | 9,500 | 250 75 | 0.007 | 6,100| 130 48 0.005
3 13,240 | 340 125 | 0.006 | 8,560 | 260 81 0.008 | 5,280 | 130 50 0.006
35 11,980 | 380 132 | 0.008 | 7,690 | 280 85 | 0.009 | 4,790| 135 53 0.007
4 10,720 | 420 135 | 0.01 6,820 | 300 86 | 0.011 | 4,300| 140 54 0.008
4.5 9,940 | 425 141 0.011 | 6,310 330 89 | 0.013 | 4,050| 155 57 0.01

5 9,160 | 430 144 | 0.012 | 5,800 | 360 91 0.016 | 3,800| 170 60 0.011
55 8,530 | 430 147 | 0.013 | 5420 | 360 94 | 0.017 | 3,540| 170 61 0.012
6 7,900 | 430 149 | 0.014 | 5,040 | 360 95 | 0.018 | 3,280, 170 62 0.013
7 6,950 | 445 153 | 0.016 | 4,420 | 360 97 | 0.02 2,900 | 170 64 0.015
8 6,000 | 460 151 0.019 | 3,800 | 360 96 | 0.024 | 2,520 170 63 0.017
10 5,040 | 460 158 | 0.023 | 3,280 | 360 103 | 0.027 | 2,020 | 170 63 0.021
11 4580 | 410 158 | 0.022 | 3,030 | 340 105 | 0.028 | 1,850 | 155 64 0.021
12 4120 | 360 155 | 0.022 | 2,780 | 320 105 | 0.029 | 1,680 | 140 63 0.021
14 3,610 | 320 159 | 0.022 | 2,440 | 275 107 | 0.028 | 1,480 | 125 65 0.021
16 3,100 | 280 156 | 0.023 | 2,100 | 230 106 | 0.027 | 1,280 | 115 64 0.022
20 2,520 | 230 158 | 0.023 | 1,640 | 180 103 | 0.027 | 1,000 90 63 0.023

T 16mmbL EXEHE » BRI S1.5D -
1 |
2D
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S
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4-Flute Long End Mills for Inox

0
-0.03

* ETRAGB ISR S B A0IRIER - BTLUHIIRE) -

o FEETNIATHME e THRH $hA D FEEERIONRCL T ZEEEMZ A -
g rIEEERIENIE -

T *EEE - BREHIRETRSRE o

)
#
B i mm
1,535 4,135
11 57 1,535 14 26 14 83 5,530
13 57 1,535 16 32 16 92 7,205

13
19
22

57 1,535 18 32 18 92 10,070
63 2,175 20 38 20 104 11,130
72 3,210 25 38 25 104 15,660

m E083~084

R T RVE S ) NE

'S
Q

=

o
<

@

f; 4-Flute Multi Helix End Mills with Chamfer
S

o

o)

&

i

[ecRNe>RES) BIF - N N0
DD MO | OO

—_
o
—_
o

D=12 0~-0.02
D<12 D=12 D>12 0~-0.03

* [REIRENRIEE - UEREMMEFEEE -
* BEBIEGHER B RIE(L -

* (BN AERET  FTAESHER -

* IRAYRRER - B EBRRES BN -

~
&
] B ' mm
2 lo]l®@]] o @ | @ | (@ | L
/] 3 6 4 50 | 0.1 410 8 16 8 60 | 02 1,220
3 6 6 50 | 0.1 635 10 | 20 | 10 | 75 | 03 1,900

4 4 8 4 50 | 0.15 410 12 | 24 | 12 | 75 | 035 2,660
o 4 8 6 50 | 0.15 635 16 | 32 | 16 | 100 | 04 4,900
T 5 10 6 50 | 015 635 20 | 40 | 20 | 100 | 05 7,740

7] 6 12 6 50 | 02 635
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4-Flute Multi Helix 2.5D-Length End Mills with Chamfer

D=12 0~-0.02
D<3 D=3 D<12 D=12 D>12 0~-0.03

* BRI R R &N AEET AR EIRE) - M5 LieE KIEs; o
*gﬁﬂjlgﬂ&%nin-l- 1%7]&? FIFUZI_E °
* M el ~ §58  (KEE RPEE40HRCLUTFAIA S BB RAVIRIZLEE -

7

m E083~084

NEW

BN P mm

2 5 6 0.03 640 1,235
5 4 6 0.05 640 1,920
2 6 6 50 0.075 640 12 30 12 80 0.35 2,695
3 8 6 50 0.1 640 14 35 16 100 04 4,955
4 10 6 50 0.15 640 16 40 16 100 0.4 4,955
5 15 6 60 0.15 640 18 45 16 100 05 6,290
6 15 6 60 0.2 640 20 45 20 100 0.5 7,830

m E083~084

ZiEiHEE2 5EYRMARIIHT] NEW
4-Flute Multi Helix 2.5D-Length End Mills with Sharp Edge
D=12 0~-0.02
D<3 D=3 D<12 D=12 D>12 0~-0.03
* IR RN AR AR EIRE) - #EFMNIREE RIE
* L BN ARt - T AFHER -
* EMTAEEH « 80l - $588  (KREE R PREE 40HRCLL T RIA IS BB EAIIHIRT AL
B mm
(D) (9 (D) ()
1 2.5 6 50 640 6 15 6 60 640
1.5 4 6 50 640 8 20 8 70 1,235
2 6 6 50 640 10 25 10 75 1,920
2.5 8 6 50 640 12 30 12 80 2,695
3 8 6 50 640 16 40 16 100 4,955
4 10 6 50 640 20 45 20 100 7,830
5 15 6 60 640

JLE
EENE]
5 2
7B

EO079
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4-Flute Multi Helix 3D-Length End Mills with Sharp Edge

D=12 0~-0.02
D<3 D=3 D<12 D=12 D>12 0~-0.03

* EIETI RSN ARG A IRED - #ISI TSR RIES -
o xRLEBIARE  BASGESR

G TEMITENE - 8 SEH - (EREE R ARREE40HRCIL T ROMEHO B B RAOUIIRAE
7]

)

= BEf ' mm
1 4 465 2,090
2 4 465 2,940
3 9 4 50 465 1 2 36 1 2 80 2,940
4 12 4 50 465 14 42 16 100 5,420
5 15 6 50 660 15 45 16 100 5,420
6 18 6 50 660 16 48 16 100 5,420
7 21 8 60 1,340 18 54 16 110 7,730
8 24 8 70 1,340 20 60 20 110 8,605
9 27 10 75 2,090

m E083~084

S
o
=
o
5
E Nt RAREEIHT) NEW
f,,< 4-Flute Multi Helix Long Neck End Mills with Chamfer
<
=
X
.
i

D=12 0~-0.02
D<12 D=12 D>12 0~-0.03

* FRRBEIR K S B ERVERE A ] B X EIRED -
* FRAYRRER - B EERES BN -
* FEMNTAEEH ~ gl - 5558 « (KIEE R PEEEZ40HRCLUT BIM IS HE ZaItDHIZEE

~
o B ' mm
Z% D)W@) @ [(dy)] ()] (L) - D)1 @) @ [(dy)] ()] (L) -
7] 3 12 | 7 |27 | 6 | 54 | 01 690 10 | 25 | 14 | 92 | 10 | 72 | 0.3 1,970
4 15 8 3.7 6 57 |0.15 690 10 | 32 | 22 [ 92 | 10 | 72 | 0.3 1,970
7 43 5 17 | 10 | 47 | 6 | 57 [0.15 690 12 | 30 | 16 | 11 | 12 | 83 | 0.35| 2,765
gﬁ 6 | 20 | 10 [ 55| 6 | 62 | 0.2 690 12 | 38 | 26 | 11 | 12 | 83 | 0.35| 2,765
7] % 8 20 12 | 75 8 63 | 0.2 1,270 12 | 64 16 11 12 | 117 | 0.35 3,570
7] 8 | 30| 12 | 75| 8 | 73 | 0.2 1,770

EO080
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6-Flute Long End Mills

0
D<12 D=12 -0.03

* BFIR TS Ko rI BRI RRER AT P B XU (K HRED © #EHI0 TIRE KBS -
* RAYHHER - BB MRS BBAYmEVE -
* FEMTA SN - B - 58 © (KEE RPIEEZ4OHRCLL T BIMEIISH B ERIIHIRIEE

B i mm
1,275 140 8,550
8 32 8 75 1,910 20 80 20 150 12,925
10 40 10 100 2,700 25 100 25 170 19,325
12 48 12 120 3,785
m E083~084
Z KRB R Yin ARIZER ) M=
4-Flute Multi Helix Long Length Radius End Mills
D=12 0~-0.02
D<3 D=3 D<12 D=12 D>12 0~-0.03
* STARYBIER AR & 2 B E RVIZ e A A B X R RED -
* FRAYREEEER - B EE LIRS EWaT L -
* EMNTEE - 8l - $588  (KREE R APREE 40HRCLL T AIAT IS BB E AV HIRTBE
B mm
@R | @] @] L) @ 1R | @@/ WL
1 0.1 2.5 6 50 860 8 1 20 8 70 1,555
1.5 0.1 4 6 50 860 10 0.3 25 10 75 2,315
2 0.1 6 6 50 860 10 05 25 10 75 2,315
3 0.2 8 6 50 860 10 1 25 10 75 2,315
3 0.3 8 6 50 860 12 05 30 12 80 3,605
3 05 8 6 50 860 12 1 30 12 80 3,605
4 0.2 10 6 50 860 12 2 30 12 80 3,605
4 0.3 10 6 50 860 16 05 40 16 100 6,630
4 0.5 10 6 50 860 16 1 40 16 100 6,630
5 0.2 15 6 60 860 16 2 40 16 100 6,630
5 0.3 15 6 60 860 16 3 40 16 100 6,630
5 05 15 6 60 860 20 0.5 45 20 100 10,475
6 0.3 15 6 60 970 20 1 45 20 100 10,475
6 05 15 6 60 970 20 2 45 20 100 10,475
6 1 15 6 60 970 20 3 45 20 100 10,475
8 0.3 20 8 70 1,555 25 1 50 25 120 14,735
8 05 20 8 70 1,555
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Recommended Cutting Condition

mm/min in mm/min in mm/min
‘g 3 13,475 275 9,430 190 10,185 195
7] 4 10,105 330 7,070 230 7,600 250
— 5 8,085 370 5,660 260 6,110 310
I 6 6,735 435 4,715 385 5,095 360
i 8 5,050 555 3,535 385 3,820 435
] 10 4,455 690 3,115 480 3,055 590
12 3,710 695 2,600 485 2,545 565
14 3,180 620 2,225 435 2,180 520
16 2,785 590 1,950 410 1,910 480
] 18 2,475 585 1,730 410 1,695 475
3 20 2,225 580 1,560 405 1,525 470
E 25 1,780 450 1,245 315 1,215 380
] . lDi M 1.5D l%m
YERE ‘<_>‘/ (1.2D)
:E D=T)& 1D SRS
>
‘9’: mm/min in mm/min in mm/min
e 3 14,260 205 10,185 205 2,715 55
| 4 14,260 255 7,600 255 2,005 55
.'§\ 5 8,655 310 6,110 310 1,630 80
?a 6 7,130 360 5,095 360 1,355 95
- 8 5,345 465 3,280 465 1,015 125
~ 10 4,275 585 3,055 585 815 155
g% 12 3,565 565 2 545 565 675 150
14 3,055 520 2,180 520 580 140
] 16 2,670 480 1,910 480 505 130
i 18 2,375 475 1,695 475 450 125
7] 20 2,140 470 1,525 470 405 125
25 1,710 380 1,215 380 320
s o1 [ l f 7 l
i 2 VYR E — A (1.2D) /
"5 o ECN St To” 230
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V/ASE-4 - V/SEM-4 - V/SEL-4 2 4k 52
V/SEM-4P - V/SE3D-4P - V/LSR-4 Recomﬂiﬂg’gﬁ&:ﬁiﬁ

1 48,383 | 194 152 | 0.001 | 34,059 | 136 107 | 0.001 | 48,383 | 194 152 | 0.001
1.5 32255 | 258 152 | 0.002 | 22,706 | 182 107 | 0.002 | 32,255 | 258 152 | 0.002
24,192 | 290 152 | 0.003 | 17,030 | 204 107 | 0.003 | 24,192 | 290 152 | 0.003
16,128 | 323 152 | 0.005 | 11,353 | 227 107 | 0.005 | 16,128 | 323 152 | 0.005 &
12,096 | 387 152 | 0.008 | 8,515 | 272 107 | 0.008 | 12,096 | 387 152 | 0.008 e

9,677 | 426 152 | 0.011 | 6,812 | 300 107 | 0.011 | 9,677 | 426 152 | 0011 | ——

8,064 | 516 152 | 0.016 | 5,677 | 363 107 | 0.016 | 8,064 | 516 152 | 0.016

6,048 | 653 152 | 0.027 | 4,257 | 460 107 | 0.027 | 6,048 | 653 152 | 0.027
10 5348 | 813 168 | 0.038 | 3,724 | 566 117 | 0.038 | 5,348 | 813 168 | 0.038
12 4,456 | 838 168 | 0.047 | 3,104 | 583 117 | 0.047 | 4,456 | 838 168 | 0.047

1D & Yy
;R (OBD)i M (ifgg)l%m
0.5D

-

(oo o> N I & 2 B I - BN @6 BRI \O)

D=YJ{¥

1 34,059 | 136 107 | 0.001 | 20,372 | 81 64 | 0.001 | 47110 188 148 | 0.001
1.5 | 22,706 | 182 107 | 0.002 | 13,581 | 109 64 | 0.002 | 31,407 | 251 148 | 0.002
2 17,030 | 204 107 | 0.003 | 10,186 | 122 64 | 0.003 | 23,555 | 283 148 | 0.003
3 11,353 | 227 107 | 0.005 | 6,791 81 64 | 0.003 | 15,703 | 251 148 | 0.004
4 8,515 | 272 107 | 0.008 | 5,093 | 122 64 | 0.006 | 11,777 | 283 148 | 0.006
5 6,812 | 300 107 | 0.011 | 4,074 | 130 64 | 0.008 | 9,422 | 339 148 | 0.009
6
8

5,677 | 363 107 | 0.016 | 3,395 | 149 64 | 0.011 | 7,852 | 408 148 | 0.013
4,257 | 460 107 | 0.027 | 2,546 | 194 64 | 0.019 | 5889 | 518 148 | 0022 |
10 3,724 | 566 117 | 0.038 | 2,228 | 241 70 | 0.027 | 4,711 641 148 | 0.034 |
12 3,104 | 583 117 | 0.047 | 1,857 | 238 70 | 0.032 | 3926 | 612 148 | 0.039 7]

: (O%gD)T 1.5D 1 T3
EIHZRE - A (1.2D) 58
950

e # 2

1D g
D=YJ{& 7]
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V/ASE-4 - V/SEM-4 - V/SEL-4 HI 4 52
V/SEM-4P - V/SE3D-4P - V/LSR-4 Recomnzigllﬁrﬁ&:ﬁiﬁ

% 1 33,741 | 135 106 | 0.001 | 30,239 | 121 95 | 0.001 | 35651 143 112 | 0.001
7 1.5 22,494 | 180 106 | 0.002 | 20,160 | 161 95 | 0.002 | 23,767 | 190 112 | 0.002
2 16,870 | 202 106 | 0.003 | 15,120 | 181 95 | 0.003 17,825 | 214 112 | 0.003
3 11,247 | 225 106 | 0.005 | 10,080 | 202 95 | 0.005 | 11,884 | 285 112 | 0.006
4 4 8,435 | 270 106 | 0.008 | 7,560 | 242 95 | 0.008 | 8913 | 357 112 | 0.01
5
6
8

6,748 | 351 106 | 0.013 | 6,048 | 314 9% | 0013 | 7,130 | 399 112 | 0.014
5,623 | 405 106 | 0.018 | 5,040 | 363 95 | 0.018 | 5942 | 475 112 | 0.02

4,218 | 472 106 | 0.028 | 3,780 | 423 95 | 0.028 | 4,456 | 606 112 | 0.034
— ] 10 3,374 | 648 106 | 0.048 | 3,024 | 581 95 | 0.048 | 3915 | 752 123 | 0.048

8 12 2,812 | 619 106 | 0.055 | 2,520 | 554 95 0.055 | 3,263 | 757 123 | 0.058
z
o 1D & Ny
R (O'SD)iM &ZQB{%
§ D=3I1% B -
X
cg’: min™ mm/min m/min mm min™ mm/min m/min mm
=
1 8,276 33 26 0.001 18,462 74 58 0.001
o 1.5 5,517 44 26 0.002 12,308 98 58 0.002
'—E\ 2 4138 50 26 0.003 9,231 111 58 0.003
% 3 2,759 55 26 0.005 6,154 98 58 0.004
4 2,069 58 26 0.007 4615 129 58 0.007
g%; 5 1,655 53 26 0.008 3,692 162 58 0.011
L 6 1,379 66 26 0.012 3,077 197 58 0.016
— 8 1,035 79 26 0.019 2,308 231 58 0.025
| 10 828 109 26 0.033 1,846 310 58 0.042
% 12 690 105 26 0.038 1,538 308 58 0.05
ETEL% tIERE O'SDi M 1Dl O'SDi M 1D
2L 1 ~ o "7 025 RETRS 704D

E084



- #}x; Endviis /4 7G
V7SEL-6P tHIREF2ER

Recommended Cutting Condition

(~28HRC) (28~32HRC) (10~29HRC)

mm/minjm/min in™ [mm/minjm/min| mm | min™ [mm/minjm/min| mm
6 15,915| 6,494 | 300 | 0.068 10,769 | 3,231 | 203 | 0.05 [15915| 6,494 | 300 | 0.068 %
8 11,937| 8,308 | 300 | 0.116 | 8,077| 4,119 | 203 | 0.085 [11,937| 8,308 | 300 | O.116 |
10 9,549 | 8,251 | 300 | 0.144 | 6,462 | 4,110 | 203 | 0.106 | 9,549 | 8,251 | 300 | 0.144 E
12 7,958 | 8,260 | 300 | 0.173 | 5,385| 4,135 | 203 | 0.128 | 7,958 | 8,260 | 300 | 0.173 ﬁ
16 5968 | 7,234 | 300 | 0.202 | 4,039| 3,610 | 203 | 0.149 | 5968 | 7,234 | 300 | 0.202
20 4,775| 6,446 | 300 | 0.225 | 3,231 | 3,237 | 203 | 0.167 | 4,775| 6,446 | 300 | 0.225
25 3,820| 5317 | 300 | 0.232 | 2,585| 2,698 | 203 | 0.174 | 3,820 5317 | 300 | 0.232

ommz | # ] 11 1
St 2R St

wEw O 0,05 X snid £ STy

mm/minjm/min in~ |mm/minjm/min i~ [mm/minjm/min
6 10,769 | 3,231 | 203 | 0.05 | 5305 | 1,305 | 100 | 0.041 [11,300| 3,322 | 213 | 0.049
8 8,077 | 4,119 | 203 | 0.085 | 3,979 | 1,695 | 100 | 0.071 | 8,475| 4,271 | 213 | 0.084
10 6,462 | 4,110 | 203 | 0.106 | 3,183 | 1,681 | 100 | 0.088 | 6,780 | 4,231 | 213 | 0.104
12 5385| 4,135 | 203 | 0.128 | 2,653 | 1,671 | 100 | 0.105 | 5,650 | 4,238 | 213 | 0.125 "
16 4,039| 3,610 | 203 | 0.149 | 1,989 | 1,468 | 100 | 0.123 | 4,238 | 3,712 | 213 | 0.146 %?l
20 3,231 | 3,237 | 203 | 0.167 | 1,592 | 1,308 | 100 | 0.137 | 3,390 3,295 | 213 | 0.162 | |
25 2,585 2,698 | 203 | 0174 | 1,273 | 1,100 | 100 | 0.144 | 2,712| 2,734 | 213 | 0.168 %
IR »® ZDl%m »® it
%0 S SRt -
D=)%% 7
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Recommended Cutting Condition

(~10HRC) (~10HRC) (10~21HRC)

mm/minim/min| mm in~ |mm/minjm/min{ mm in™ [mm/minjm/min
fiﬁ% 6 7,799 | 1,918 | 147 | 0.041 | 7,109 | 1,749 134 | 0.041 (11,937 | 5,844 | 225 | 0.082
7]

] 8 5849 | 2,492 | 147 | 0.071 | 5,332 | 2,271 134 | 0.071 | 8,952 7,477 | 225 | 0.139
E 10 4,679 | 2,471 147 | 0.088 | 4,265 | 2,252 | 134 | 0.088 | 7,162 | 7,426 | 225 | 0.173
M
# 12 3,809 | 2,457 | 147 | 0.105 | 3,554 | 2,239 | 134 | 0.105 | 5968 7,434 | 225 | 0.208

16 2,924 | 2158 | 147 | 0.123 | 2,666 | 1,967 | 134 | 0.123 | 4,476| 6,510 | 225 | 0.242
20 2,340 | 1,923 | 147 | 0.137 | 2,133 | 1,753 | 134 | 0.137 | 3,581 | 5,801 225 | 0.27

— 25 1,872 | 1,606 | 147 | 0.143 | 1,706 | 1,454 | 134 | 0.142 | 2,865| 4,786 | 225 | 0.278
B
Q
= _ _ o
’ IR l%m 20 l%m
$ 27 0.05D 27 005D 27 0.05D
N | o=
>
‘9’: mm/min i in mm/min | m/min
o

6 1,751 347 33 0.033 6,154 1,218 116 0.033
R\ 8 1,313 433 33 0.055 4,615 1,523 116 0.055
el
% 10 1,050 441 33 0.07 3,692 1,551 116 0.07
il

12 875 431 33 0.082 3,077 1,532 116 0.083
g%i 16 657 382 33 0.097 2,308 1,343 116 0.097
i)

20 525 353 33 0.112 1,846 1,252 116 0.113
A 25 420 290 33 0.115 1,477 1,037 116 0.117
pos
7]

L PELFE 2D ZDL%
ﬁgj 27 005D 27 0.05D
T8
7] D=YJ&
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2-Flute End Mills for Hardened Steels

D=6 0~-0.012
D>6 0~-0.015

* RAFRRZ R KIS R EEAX - @R REERMT -
*ﬁ’r‘%‘?}i&%ﬁﬁﬁfﬁﬁﬁ REEENLEEET - ATESERNBENIREREE
* TS 1 A o

B mm

(D) | (@) | (@) | (dy) | (d) | (L) - (D) | (@) | (@) | (dy) | (d)

0.1 - 0.2 - 4 40 1,335 2.5 6 25 | 24 6

0.2 - 0.4 - 4 40 1,095 3 8 3 2.85 6 55 705
0.3 - 0.6 - 4 40 925 3.5 9 35 | 3.35 6 55 800
0.4 — 0.8 - 4 40 815 4 10 4 3.85 6 55 800
05 - 1 - 4 40 740 5 13 5 4.85 6 55 1,015
0.6 = 19 - 4 40 740 6 15 6 | 585 | 6 55 1,045
0.7 _ 14 _ 4 40 685 8 20 8 7.7 8 65 1,780
0.8 _ 16 _ 4 40 645 10 25 10 9.7 10 75 2,650
09 _ 5 _ 4 40 645 12 28 12 | 11.7 | 12 85 3,695
1 3 15 | 095 6 50 705 16 32 16 | 15.7 | 16 90 6,160
15 4 17 | 145 6 50 705 20 40 20 | 19.7 | 20 | 105 10,170
2 5 2 1.95 6 50 705

m E096

= FEE 88 A 2 IS E I 5t T)

4-Flute End Mills for Hardened Steels
D=6 0~-0.012
D>6 0~-0.015
* R EE 2 KIS R FERES I - Bzl REEMNL -
* TN T SEERM RESEE NI A ESEEABINIRERBE °

* SMEFENE
B ' mm
D) | (@) | (@ | (dp) | (d) | (L) D) | @) ] (@ | dy) | (d) | (L)

1 3 15 | 0.95 6 50 915 8 20 8 77 8 65 1,780

2 5 2 1.95 6 50 915 10 25 10 9.7 10 75 2,650

3 8 3 2.85 6 55 915 12 28 12 11.7 12 85 3,695

4 10 4 3.85 6 55 1,030 16 32 16 15.7 16 90 6,160

5 13 5 4.85 6 55 1,305 20 40 20 19.7 | 20 105 10,170

6 15 6 5.85 6 55 1,305

EO087
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6&8-Flute End Mills for Hardened Steels

0
-0.02

* AR L RKISWEMRIRES R EEXRSRNT -
T NI T SEEEM REEEN TG  AESEREN L REIEE -
G rERERTANERE B ESMERY - ERRE R B TR -
7]

i
5 B mm
x4

| (D) () (d) (L) (N)

6 13 6 57 6 1,680
8 19 8 63 6 2,110
10 22 10 72 6 3,185
12 26 12 83 6 4,350
14 26 14 83 6 5,455
16 32 16 92 6 7,355
18 32 18 92 8 8,595
20 38 20 104 8 10,765
25 44 25 104 8 19,110

m E097

=EEHRZSEEE R ET]

6&8-Flute Long End Mills for Hardened Steels

0
-0.02

* FRAIEB S RIS M KRR ERAR S0 @t R SEMT -
* #HHN T SEE M RSREEMIRET - AIESEENEMIRERE
* B RB AT EAEMERT - A RIER BB RIBEINEE -

&
Ei B ' mm
(D) (@) (d) (L) (N)
1 6 26 6 70 6 2,200
7) 8 36 8 90 6 2,870
10 46 10 100 6 4,495
e 12 56 12 110 6 6,335
A 16 66 16 130 6 11,065
ol 20 76 20 140 8 17,300
7) 25 92 25 180 8 32,465

EO88
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2-Flute Long Neck End Mills for Hardened Steels

0
-0.012

* FRARB R 2 RKIEMB M RFEE L - BREZXRESEMT -
* ST SREEEM REEEM IR - TREERNBNIRERE - o
*ORTER - BEAREEN T B A SR - #
f
B imm |
o
(D) | (1) | (@) | (d2) | (d) | (L) (D) | () | (@) | (d2) | (d) | (L) —
01 | 03 | 0150085 4 | 45 | 2,685 1 4 | 15 | 095 | 4 | 45 870
01 | 05 [ 0150085 4 | 45 | 2,945 1 6 | 15 | 095| 4 | 45 870
02 | 05 | 03 | 018 | 4 | 45 | 1,765 1 8 | 15 |095| 4 | 45 870
02 | 1 |03 |018| 4 | 45 | 1,910 1 | 10 | 15 [095| 4 | 45 870 |
02 | 15 | 03 | 018 | 4 | 45 | 2,310 1 | 12 | 15 [095| 4 | 45 870 I
03 | 1 [045|027 | 4 | 45 | 1,560 1 | 16 | 15 [095| 4 | 50 | 1,415 g’
03 | 15 (045|027 | 4 | 45 | 1,560 1 120 | 15 [095| 4 | 55 | 1,415 A
03 | 2 [045|027 | 4 | 45 | 1,910 12 | 6 | 18 | 115 | 4 | 45 925 |
03 | 3 | 045|027 | 4 | 45 | 1,995 12 | 8 | 18 | 115 4 | 45 925
03 | 4 [045|027 | 4 | 45 | 2,285 12 | 10 | 18 | 115 | 4 | 45 925 §
04 | 1 | 06 |037| 4 | 45 | 1,130 12 | 12 | 18 | 115 | 4 | 45 925 3
04 | 2 | 06 |037| 4 | 45 | 1,130 12 | 16 | 1.8 | 115 4 | 50 | 1,445 |
04 | 3 | 06 | 037 4 | 45 | 1,130 15 | 6 | 23 | 145 | 4 | 45 925 o<
04 | 4 | 06 [037| 4 | 45 | 1,130 15 | 8 | 23 | 145 | 4 | 45 925 o
04 | 5 | 06 037 | 4 | 45 | 1,130 15 | 10 | 23 | 145 | 4 | 45 925 =)
05 | 2 | 07 |045| 4 | 45 810 15 | 12 | 23 | 145 | 4 | 45 925
05 | 25 | 07 | 045 | 4 | 45 810 15 | 14 | 23 | 145 | 4 | 50 955 X
05 | 4 | 07 | 045 | 4 | 45 810 15 | 16 | 23 | 145 | 4 | 50 955 N
05 | 6 | 07 |045| 4 | 45 810 15 | 18 | 23 | 145 | 4 | 55 955 e
05 | 8 | 07 |045| 4 | 45 | 1,360 15 | 20 | 23 | 145 | 4 | 55 955 %
06 | 2 | 09 |055| 4 | 45 870 2 | 6 | 3 |195| 4 | 45 925
06 | 3 | 09 |055| 4 | 45 870 2 | 8 | 3 |195| 4 | 45 925 ]
06 | 4 | 09 |055| 4 | 45 870 2 |10 | 3 |[195| 4 | 45 925 #
06 | 6 | 09 |055| 4 | 45 870 2 | 12 | 3 |195| 4 | 45 925
06 | 8 | 09 |055| 4 | 45 | 1,415 2 | 14 | 3 [ 195| 4 | 50 925
06 | 10 | 09 |055| 4 | 45 | 1,620 2 | 16 | 3 [195| 4 | 50 925 |
08 | 2 | 12 |075| 4 | 45 955 2 | 18| 3 [195| 4 | 55 925 a
08 | 4 |12 |075| 4 | 45 955 2 | 20 | 3 |195| 4 | 55 925
08 | 6 | 12 |075| 4 | 45 955 2 | 25 | 3 [195| 4 | 60 925 o
08 | 8 | 12 |075| 4 | 45 955 2 | 3 | 3 [195| 4 | 70 | 1,430 | =@®
08 | 10 | 12 (075 | 4 | 45 | 1,415 3 | 10 |45 285| 6 | 45 | 1,2a5 | T
08 | 12 | 12 | 075 | 4 | 45 | 1,590 3 | 12 | 45 |285| 6 | 45 | 1,245 7]
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2-Flute Long Neck End Mills for Hardened Steels

B ' mm
] (9,1) (d2) - (D) | (8) | (@) | (d2) | (d)
K 285 | 6 1,245 4 | 16| 6 |38 6 1,415
% | 3 16 4.5 285 | 6 55 1,245 4 | 20 | 6 [385| 6 | 60 | 1415
3 | 18|45 285 6 | 55 | 1,245 4 | 25 | 6 |38 6 | 70 | 1415
| 3 | 20 | 45285 6 | 60 | 1,245 4 | 30 | 6 |38 6 | 70 | 1,415
@ | 3 | 25|45 28] 6 | 65 | 1,245 4 | 35 | 6 |38 6 | 80 | 1415
# | 3 | 8 |45 |28 | 6 | 70 | 1,475 4 | 4 | 6 |38 6 | 90 | 1,790
13 |35 | 45 285 6 | 80 | 1,530 4 | 45 | 6 385 6 | 90 | 2,165
| 3 | 40 | 45285 6 | 90 | 1,530 4 | 50 | 6 |38 | 6 | 100 | 2,660
4 | 12 | 6 |38 6 | 50 | 1415

XBHB-2

i
O SEEHEADGEEERIRIST]
= 2-Flute Ball End Mills for Hardened Steels
— R=3 %+0.005
R>3 *=0.01
$ * FRAFTB 3 < RIS M KRR T » @l REEMT -
T * NI SEE#HM RSB BMNIEET - rIESEENBIIRERE
@ * S EFENE o
x
(3]
o as o
T B * mm
o
(O) [ (R) [(2)] (@) [(d2) ] (d) | (L) - (D) | (R) | (@) ] (@) [(d2) | (d) | (L) -
5\ 01 (005 — | 02| — | 4 | 40 | 2915 25 (125 7 | 3 | 24| 4 | 50 | 1,555
g 02 (01| - | 03| — | 4 | 40| 2,050 25 (125 7 | 3 | 24| 6 | 50 | 1,660
# 103(015| — |05 | — | 4 |40 | 1,675 3 |15 10| 4 (28 6 |60 | 1,130
04 (02| - | 06| — | 4 | 40| 1,130 35 (175| 10 | 45 |335| 6 | 60 | 1,315
5 | 05]025( - [ 07| — | 4 | 40 | 1,040 4 | 2 | 10| 5 |38 6 | 60 | 1,255
= o603 - Jo9| - [ 440 1015 5 [25| 12| 6 |485| 6 | 60 | 1,495
07 /035 - | 11| - | 4 | 40 | 1,925 6 | 3 | 15| 7 |58 6 |60 | 1,550
08 04| - | 12| - | 4 | 40 | 1,015 6 | 3 |3 | 9 |58 6 | % | 1,880
2 | 09 |045| — |14 — | 4 | 40 | 1,925 8 | 4 |15 9 77| 8 | 60 | 2,420
% 1 [05| 3 | 15|09| 4 | 50 | 1,020 8 | 4 |15 9 77| 8 | 80 | 2,450
1105 3 |15/09)| 6 | 50 | 1,365 8 | 4 |3 |12 77| 8 |100| 2,970
. 15075 4 | 2 (145 4 | 50 | 1,240 10 | 5 | 25 | 11 |97 | 10 | 60 | 3,680
L
#m | 15/075| 4 | 2 |145] 6 | 50 | 1,590 10 | 5 | 25 | 11 |97 | 10 | 80 | 3,720
%1%] 2 | 1 5 | 2519 4 | 50 925 10 | 5 | 30 | 15 | 97 | 10 | 100 | 4,445
7] 2 | 1 5 |25 [195| 6 | 50 | 1,240 12 | 6 | 25| 14 [11.7| 12 | 80 | 5,265

EO090
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2-Flute Long Neck Ball End Mills for Hardened Steels

+0.005
* IRAR R KIS R R0 - @it RE&RMNT -
* #HN T SEE M RSERIN TR IREEEEZMRINIRERE -
* St EFENE o

7

B4 : mm

(D) | (R) | (@) | (@) |(d2) ] (d) | (L) (D) | (R) | (@) ] (@) |(d)] (d) | (L) -

1 10.05| 03| 0.1 |0.085| 4 | 45 2,800 08 04| 8 |06 075 4 | 45 1,130
0.1 1005| 05 | 0.1 0085 4 | 45 3,020 08 |04 | 10 | 06 |0.75| 4 | 45 1,500
02 /01 ,05|02|018]| 4 45 1,950 08 1 04|25|08 (075 6 50 1,465
02 | 0.1 1 02 (0.18| 4 45 1,950 08 04 |55|08 (075 6 50 1,545
02 01 15|02 |018]| 4 45 2,115 1 05| 3 08|09 4 45 850
03 /015 1 03 [027| 4 45 1,920 1 05 4 08|09 4 45 960
03015 2 | 031]027| 4 | 45 2,060 1 105 5 |08 09| 4 | 45 960
03015 3 | 03 (027 4 | 45 2,115 1 /05| 6 |08 09| 4 | 45 1,045
04102 1 | 041037 4 | 45 1,320 1 105 7 |08|09| 4 | 45 1,045
04 02| 2 |04 037 4 | 45 1,375 1 /05| 8 |08 09| 4 | 45 1,045
04 /02, 3 | 041037 4 45 1,510 1 05/ 9 08|09 4 45 1,045
04 02| 4 |04 (037| 4 45 1,650 1 05|10 1 08 |095]| 4 45 1,045
04 /02, 5 |041]037] 4 45 1,730 1 0512 1 08 |09 4 45 1,045
05025 2 | 04 (045 4 | 45 1,320 1 /05|14 |08 09| 4 | 50 1,210
0502525 | 04 (045 4 | 45 1,320 1 105|116 |08 |095| 4 | 50 1,430
05025 4 | 04 (045 4 | 45 1,320 1 /05|20 |08 09| 4 | 55 1,730
05025 6 |04 045 4 | 45 1,375 1 105133 | 1 |095| 6 | 50 1,345
05 /025, 8 | 04 |045]| 4 45 1,650 1 05 | 6.7 1 1095 6 50 1,565
051025, 15| 05 |045| 6 50 1,920 1 05| 12 1 1095 6 50 1,565
05 /025, 33|05 |045| 6 50 1,920 12 1 06 | 6 1 [115| 4 45 1,400
06 1 03, 2 | 05|055]| 4 45 1,015 12 1 06 | 8 1 1115 4 45 1,400
06 | 03| 3 |05 055 4 | 45 1,045 12 106 | 10 | 1 [115] 4 | 45 1,400
06 | 03| 4 | 05055 4 | 45 1,075 12 106 | 12 | 1 [115] 4 | 45 1,400
06 | 03| 5 |05 055 4 | 45 1,075 12 | 06 | 44 | 12 [115] 6 | 50 1,990
06 | 03| 6 | 05055 4 | 45 1,075 12 106 | 8 |12 |115| 6 | 50 1,990
06 1 03, 8 | 05|05 4 45 1,430 15 1075 | 6 12 |145| 4 45 990
06 103 10 | 05 |055]| 4 45 1,455 15 1075 | 8 12 1145 4 45 1,045
06 | 03| 2 |06 |055| 6 | 50 1,535 15 [075| 10 | 1.2 [145| 4 | 45 1,125
06 | 03| 4 |06 05| 6 | 50 1,620 15 1075| 12 | 1.2 [145| 4 | 45 1,210
08 04| 2 | 061|075 4 | 45 930 15 1075| 14 | 1.2 (145] 4 | 50 1,210
08 04| 4 |061(075 4 | 45 985 15 1075| 16 | 1.2 [145]| 4 | 50 1,210
08 | 04| 6 |06 075 4 | 45 1,030 15 1075| 20 | 1.2 [145| 4 | 55 1,210
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2-Flute Long Neck Ball End Mills for Hardened Steels

B ' mm
(D) (R) (Ql) (9,) (d2) (d) - (D) (R) ((21) ((2) (d2) (d) (L)
s 0.75 1.45 1,590 2.85 1,265
s 1.5 0.75 9.7 1.5 145 6 50 1,590 3 1.5 14 2.4 2.85 6 55 1,400
1.5 075/ 15 | 15 (145 6 | 50 | 1,810 || 3 | 15| 16 | 24 |285| 6 | 55 | 1,400
|2 [ 1] 416195 4 [45] 80 || 3 15|18 |24 285 6 | 60 | 1,345
# |2 | 1] 616|195 4 45| 960 || 3 | 15|20 |24 285 6 | 60 | 1,345
# | 211 |8 ]16[195] 4 |45 | 1,085 || 3 [15] 25 |24 (285 6 | 65 | 1,345
Wol2 11016195 4 |45 | 1,005 || 3 | 15|30 |24 285 6 | 70 | 1,535
2 [ 1 [12]16(195] 4 [ 5| 1,045 || 3 [ 15|35 |24 285 6 | 80 | 1,950
2 | 1 [ 1416195 4 |5 | 1,045 || 4 | 2 | 12 32385 6 | 60 | 1,400
2 | 11616195 4 |50 | 1,05 || 4 | 2 | 16 |32 385 6 | 60 | 1,400
2 | 11816195 4 | 55| 1,056 || 4 | 2 |20 |32 385 6 | 65 | 1,400
2 | 1 [2 16195 4 [ 55| 1,05 || 4 | 2 |25 32385 6 | 70 | 1,400
2 | 1|2 16195 4 | 60| 1,430 || 4 | 2 |30 32385 6 | 70 | 1,400
2 | 1 [ 2516195 4 | 60| 1,455 || 4 | 2 |35 |32 /385 6 | 80 | 1,620
2 | 13 16195 4 | 70| 1,650 || 4 | 2 |40 |32 385 6 | 90 | 1,810
2 | 1] 6|2 (195] 6 |50 | 1,455 || 4 | 2 |45 |32 (385 6 | 90 | 2,335
2 | 1 [13] 2 (195 6 |50 | 1,565 || 4 | 2 |50 |32 385 6 | 100 | 2,495
2 | 1 ]2 ] 2 [195] 6 | 60 | 1,565

m E100

SEE AR R R AR

2-Flute Long Neck Radius End Mills for Hardened Steels

R=3 *+0.01 D=6 0~-0.012
R>3 *0.015 D>6 0~-0.015

* BRAFF R 2 RAKIGMEM RSN - BN EE&EMT -
* TN T SEEHM RSEEMNLERET - AIESEZNENIRERE -
* Im AREET  RIBRLEEENN TAFAVERT] - BB S EFREM -

/77(5% 2 H‘lﬁé‘/ﬂt/ﬁ*ﬁhul °

— B : mm

(D) [ (R) [ ()] (@) [(d2)] (d) (L)- (D) [(R) | ()| () [(d2)] (d) (L)-

i

705 00515 ] 07 [045] 4 | 45| 1,320 || 06005 4 |09 055 4 | 45| 1,075
05 [0.05) 25|07 (045 4 | 45| 1,320 | | 06|01 | 2 |09 |055| 4 | 45 | 1,015

A% 105]005] 4 [ 07045 4 | 45| 1,320 | |07 01| 4 | 1 [065 4 | 45 | 1,075

0 106005 2 | 09055 4 | 45| 1,006 | 08|01 2 | 12075 4 |45 | 930

706005 3 |09 |055 4 | 45| 1,045 | 08|01 | 4 |12[075 4 |45 | 985
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2-Flute Long Neck Radius End Mills for Hardened Steels

(D) | (R) | (£y) ] (@) | (d2) | (d) (L)- (D) | (R) [(£)] (@) [(d2) ]| (d) | (L)

08 [01] 6 [12]075] 4 | 45| 1,030 2 [03]10] 3 [195] 4 [55] 1,005 | 2
1 01| 4 | 15095 4 | 50 960 2 03|12 3 [195| 4 | 55 | 1,045 #

1 01| 6 |15/095| 4 | 50 | 1,045 2 03|16 | 3 [195| 4 | 55 | 1,045

1 02| 4 | 15/095] 4 | 50 960 2 05| 6 | 3 195 4 | 50 | 1,045

1 02| 6 |15/095| 4 | 50 | 1,045 2 05|10 | 3 [195| 4 | 55 | 1,045 i

1 /02| 8 |[15/095| 4 | 50 | 1,045 2 |05 |12 | 3 |195| 4 | 55 | 1,045 ﬁ

1 /03] 4 | 15095 4 | 50 960 2 02| 6 | 3 (195 6 | 50 | 1,400

1 03| 6 |15/095| 4 | 50 | 1,045 2 02| 8 | 3 [195 6 | 50 | 1,400

1 03| 8 |15/095| 4 | 50 | 1,045 2 02|10 3 [195| 6 | 55 | 1,400

1 01| 4 [15/095| 6 | 50 | 1,345 2 02|12 3 [195| 6 | 55 | 1,400

1 01| 6 |15/095| 6 | 50 | 1,345 2 03| 6 | 3 (195 6 | 5 | 1,400

1 02| 4 |15/095| 6 | 50 | 1,345 2 03| 8 | 3 [195 6 | 50 | 1,400

1 02| 6 |15/095| 6 | 50 | 1,345 2 03|10 3 [195| 6 | 55 | 1,400 8
1 02| 8 | 15/095| 6 | 50 | 1,400 2 03|12 3 [195| 6 | 55 | 1,400 E

1 03| 4 |15/095| 6 | 50 | 1,345 2 03|16 | 3 [195| 6 | 55 | 1,400 °

1 /03| 6 |[15/095| 6 | 50 | 1,345 2 |05| 6 | 3 |195| 6 |50 | 1,400 |
1 03| 8 |15/095| 6 | 50 | 1,400 2 05|10 | 3 195 6 |55 | 1,400 | &
1502 4 |25 (145 4 | 50 910 2 o512 3 [195| 6 | 55 | 1,400 z
1502 6 |25 (145 4 | 50 990 3 /02| 8 | 4 |28 6 |5 | 1,400 ’
1502 | 8 | 25145 4 | 50 | 1,045 3 /0210 | 4 |28/ 6 |55 | 1,400 |
15 02| 10 | 25 [145) 4 | 50 | 1,045 3 (02|12 4 |28 6 | 55 | 1,400 o
15 02| 12 | 25 (145 4 | 50 | 1,045 3 (0216 4 |285| 6 | 55 | 1,400 S
1503 | 4 |25 [145) 4 | 50 910 3 /03| 8 | 4 28| 6 |5 | 1,400 e
1503 6 |25 [145) 4 | 50 990 3 /03|10 4 |28 6 |5 | 1,400 |
15103 | 8 | 25145 4 | 50 | 1,045 310312 4 |28 6 | 55 | 1,400 5\
1502 | 4 | 25145 6 | 50 | 1,345 3 /03|16 | 4 |285| 6 | 55 | 1,400 g
1502 6 | 25145 6 | 50 | 1,345 3 /0510 | 4 [285| 6 | 55 | 1,400 i
1502 8 | 25145 6 | 50 | 1,345 3 /0512 4 |285| 6 | 55 | 1,400

1502 10 | 25 [145) 6 | 50 | 1,400 3 /05|16 | 4 |285| 6 | 55 | 1,400 =
1502 12 | 25145 6 | 50 | 1,400 3 /05|20 4 |28 6 | 55| 1,400 =
1503 | 4 | 25145 6 | 50 | 1,345 4 {0212 5 |38 6 | 55 | 1,400

1503 6 | 25145 6 | 50 | 1,345 4 {0216 | 5 |38]| 6 | 55| 1,400 |
1503 | 8 | 25145 6 | 50 | 1,345 4 {0220 5 |38 6 | 55| 1,400 0
2 02| 6 | 3 [195] 4 | 50 960 4 03|10 | 5 |38 6 | 55 | 1,400 ®
2 02| 8 | 3 [195] 4 | 50 | 1,045 4 {0312 | 5 |38 6 | 55| 1,400

2 02|10 | 3 [195] 4 | 55 | 1,045 4 {0316 | 5 |38 6 | 55 | 1,400 o
2 02|12 3 [195] 4 | 55 | 1,045 4 03|20 5 |385 6 | 55| 1,400 |
2 |03| 6 | 3 [195] 4 | 50 960 4 05|12 | 5 385 6 | 5 1,400 | %8
2 03| 8 | 3 [195] 4 |50 | 1,045 4 | 05|16 | 5 |38 6 | 55 | 1,400 7
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2-Flute Long Neck Radius End Mills for Hardened Steels

B ' mm
] (D) (R) ((21) ((2) (dy) (d) (L) - (D) (R) ((21) ((2) (dz) (d) (L)
o 3.85 1,400 1,885
% 4 1 1 2 5 3.85 6 55 1,400 8 2 25 9 7.7 8 60 1,885
4 1 16 | 5 [385| 6 | 55 1,400 10 [ 03| 32 | 11 197 | 10 | 70 2,820
6 |03 ] 20| 7 58| 6 | 60 1,400 10 (05| 32 | 11 197 | 10 | 70 2,820
§ 6 |05 20| 7 58| 6 | 60 1,400 10 | 1 32 | 11 97|10 | 70 2,820
ﬁ 6 1 20 | 7 |585| 6 | 60 1,400 10 |15 32 | 11 [ 97 | 10 | 70 2,820
6 |15 20| 7 58| 6 | 60 1,400 10 2 |32 | 119710 | 70 2,820
6 2 |20 | 7 |585| 6 | 60 1,400 12 | 05| 38 | 12 [11.7| 12 | 80 3,895
8 03|25 9 (77| 8 | 60 1,885 12 | 1 38 | 12 |11.7| 12 | 80 3,895
8 105|255 9 (77| 8 | 60 1,885 12 | 15| 38 | 12 [11.7| 12 | 80 3,895
8 1 25| 9 (77| 8 | 60 1,885 12 2 | 38 | 12 [11.7| 12 | 80 3,895
XBXS R-4
=iEE A GRBERILE ) NEW
4-Flute Radius End Mills for Hardened Steels
D=6 *=0.01 D=6 0~-0.012
D>6 £0.015 D>6 0~-0.015
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B B mm
%% (D) | (R) [ (@) | (@) [(d2) ] (d) ()- (D) | (R) | (@) | (@) [(d)| (d) | (L) -
1t 101 - |15 6 | 40 1,565 5 02| 11 6 1485| 6 | 50 1,630
1501 - |22 | — 6 | 40 1,630 6 | 02| 14 | 7 |58 6 | 50 1,630
i% 2 [01] 6 3 1195| 6 | 40 1,630 8 |02 | 18| 9 |77 8 | 60 1,885
z 25|01 | 6 4 |24 | 6 | 40 1,630 10 102 | 25 | 12 | 97 | 10 | 75 2,820
3 101 7 4 |285| 6 | 45 1,630 12 1033 | 15 (117 12 | 75 3,895
/EJEL% 35|01 9 5 |335| 6 | 45 1,630 16 | 0.3 | 38 | 18 (157 16 | 90 6,495
%1%] 4 01| 9 5 |38 | 6 | 45 1,630 20 | 03 | 45 | 24 |19.7| 20 | 100 | 10,740
7714501 |10 | 6 |[435| 6 | 45 1,630
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Recommended Cutting Condition

0.2 50,000 | 130 [45,000| 115 /40,000 95 [33,000) 60 |33,000 45 |26,400 30 s
0.3 50,000 | 190 |45,000| 140 |40,000| 115 |33,000, 70 |25000| 50 |20,000| 35 %
0.4 50,000 | 235 |45,000| 180 |40,000| 140 |33,000, 90 |25000| 55 |20,000| 40
0.5 50,000 | 370 |45,000| 280 |40,000| 220 |33,000, 140 |25000| 85 [20000| 60 |
0.6 50,000 | 470 |45,000| 360 |40,000| 285 |33,000, 160 |25,000| 105 |20,000| 75 5

0.8 50,000 | 600 |40,000| 440 |30,000| 295 |25,000| 185 |19,000| 110 |15200| 80 &

49,000 655 | 39,000 520 |27,800| 330 22,700 | 205 |17,500| 125 |14,000, 90 el
48,000 | 750 |38,000| 570 |25,5500| 360 |20,500| 215 |16,000| 135 |12,500 | 85
33,300 850 | 26,000 680 |17,500| 420 | 14,500 | 260 |11,000| 160 | 9500, 115 | ——
21,800 | 850 {17,300 680 [11,500| 420 | 9,500 | 260 | 7,500 | 160 | 6,400 | 115
16,700 | 880 /13,200 | 700 | 8,800 | 440 | 7,200| 270 | 5,600 | 170 | 4,750 | 118
15,700 | 1,000 | 12,500 | 805 | 8,300 | 500 | 6,400 | 285 | 5,100| 180 | 4,450 | 132
770 | 6,900 | 480 | 5300 | 280 | 4200, 180 | 3,700 | 130
9880 | 930 | 7,800 | 720 | 5200 6 445 | 4,000| 255 | 3,200 | 165 | 2,800 | 120
7,800 | 850 | 6,150 | 680 | 4,100 6 415 | 3,200 | 240 | 2,550 | 155 | 2,200 | 112
6,650 | 850 | 5250 | 680 | 3,500 | 415 | 2,650| 240 | 2,100 | 155 | 1,860 | 112
4900 | 730 | 3900| 580 | 2,600 | 365 | 2,000 210 | 1,600 | 135 | 1,400 | 95
20 3900 | 660 | 3,100| 525 | 2,050 | 335 | 1,600 195 | 1,300 125 | 1,100 | 85
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Recommended Cutting Condition X
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(30~40HRC) | (40~50HRC) [ (50~55HRC) | (55~60HRC) | (60~65HRC) | (65~70HRC)

mm/min| min™ mm/min| min™* jmm/min| min™® [mm/min| min™

48,000 | 1,050 | 38,000 820 |25,500| 510 |20,500| 310 |16,000| 190 |12,500 | 125
33,300 | 1,200 [ 26,000 | 970 | 17,500 | 600 | 14,500 370 |11,000] 230 | 9,500 | 165
21,800 | 1,200 | 17,300 | 970 | 11,500 | 600 | 9,500 | 370 | 7,500 | 230 | 6,400 165
16,700 | 1,250 | 13,200 | 1,000 | 8,800 | 625 | 7,200| 385 | 5,600 | 240 | 4,750 | 170
15,700 | 1,450 | 12,500 | 1,150 | 8,300 | 710 | 6,400 | 410 | 5100| 260 | 4,450 | 190 2
13,100 | 1,350 | 10,350 | 1,100 | 6,900 | 690 | 5,300 | 400 | 4,200 | 255 | 3,700 | 185
1,030 | 5200 | 635 | 4,000 365 | 3200| 235 | 2,800 170 | |
7,800 | 1,200 | 6,50 970 | 4,100 | 590 | 3,200 | 340 | 2,550 | 220 | 2,200 | 160
6,650 | 1,200 | 5250 | 970 | 3,500 | 590 | 2,650 | 340 | 2,100 | 220 | 1,860 | 160 s
4,900 | 1,050 | 3900 | 840 | 2,600 | 520 | 2,000| 300 | 1,600 | 190 | 1,400 140 7]
20 3,900 | 950 | 3,100 | 750 | 2,050 6 475 | 1,600| 275 | 1,300] 175 | 1,100 | 125
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Recommended Cutting Condition

1 1 48,000 1,480 | 38,000] 1,050 | 25500 710 | 20,500 430 | 16,000 270 [12500] 175
“ 2 133300 1,750 | 26,000 | 1,250 | 17,500 | 840 | 14,500 | 520 | 11,000 320 | 9,500 230
3 21,800 1,750 | 17,300 | 1,250 | 11,500 | 840 | 9,500 | 520 | 7,500 320 | 6,400 | 230
~—— |4 116700( 1,800 [13,200 | 1,300 | 8,800 | 880 | 7,200 540 | 5600 335 | 4,750 | 240
" 5 | 15700 | 2,000 | 12,500 | 1,500 | 8,300 | 1,000 | 6,400 | 580 | 5100 370 | 4450 270
& 6 13100 1,950 10,350 | 1,400 | 6,900 | 950 | 5300 560 | 4,200 350 | 3,700 260
ﬁ 8 9,880 | 1,880 | 7,800 | 1,350 | 5200 900 | 4,000| 520 | 3,200 330 | 2,800 | 240
10 | 7,800 1,750 | 6,150 | 1,260 | 4,100 | 840 | 3,200 480 | 2,550 | 310 | 2,200| 220
|12 16650 1,750 | 5250 1,260 | 3,500 | 840 | 2,650 | 480 | 2,100| 300 | 1,860 | 220
16 | 4,900 1,500 | 3,900 1,100 | 2,600 730 | 2,000 420 | 1,600 270 | 1,400 | 200
20 | 3900 1,300 | 3100 970 | 2050 650 | 1,600 | 380 | 1,300 250 | 1,100 | 180
l7
1D
tIRIRE L
2 0.03D
D=9){&

XBHB-2 BB 2R

Recommended Cutting Condition

(30~40HRC) | (40~50HRC) | (50~55HRC) | (55~60HRC) | (60~65HRC) | (65~70HRC)

mm/min| min™ mm/min| min™
0.1 50,000 | 1,200 | 50,000 | 1,050 | 45,000 960 | 40,000 770 | 35,000 674 | 31,500 570

0.15 50,000 | 1,500 | 50,000 1,350 | 45,000 | 1,200 | 40,000 | 965 | 35,000 | 840 | 31,500 | 700
0.2 50,000 | 1,900 | 50,000 1,700 | 45,000 | 1,500 |40,000 | 1,200 | 35,000 | 1,050 | 31,500 | 890
0.25 50,000 | 2,400 | 50,000 2,100 | 45,000 | 1,900 | 40,000 | 1,500 | 35,000 | 1,300 | 31,500 | 1,100
0.3 50,000 | 2,900 | 50,000 2,500 | 45,000 | 2,200 | 40,000 | 1,800 | 35,000 | 1,600 | 31,500 | 1,400
0.4 50,000 | 3,900 | 50,000 | 3,300 | 45,000 | 3,000 | 40,000 | 2,400 | 35,000 2,100 | 31,500 | 1,800
0.5 50,000 | 4,800 | 50,000 4,200 | 45,000 | 3,800 | 40,000 | 3,000 | 35,000 | 2,600 | 35,000 | 2,300
0.6 50,000 | 5,100 | 48,000 | 4,300 | 43,000 | 3,850 | 38,000 | 3,000 | 34,000 2,700 | 30,600 | 2,300
- 0.75 50,000 | 5,400 | 48,000 | 4,500 | 43,000 | 4,000 | 37,000 3,100 | 33,000 | 2,700 | 29,700 | 2,300
& 1 49,700 | 5,700 | 47,800 | 4,800 | 40,000 | 4,000 |35,000 | 3,150 | 32,000 | 2,800 | 28,500 | 2,300
2 1.5 33,100 | 6,000 | 31,800 | 5,300 | 26,500 | 4,000 | 23,500 3,150 | 21,000 | 2,800 | 19,000 2,300
24,900 | 6,000 | 23,900 5,300 | 20,000 | 4,000 | 17,500 | 3,150 | 16,000 | 2,800 | 14,500 | 2,300
18,600 | 5,800 | 17,800 | 4,900 | 15,000 3,750 | 13,500 | 3,050 | 11,500 | 2,550 | 10,500 | 2,100
13,900 | 4,850 | 13,400 | 4,100 | 11,000 3,100 | 10,000 | 2,500 | 8,800 2,150 | 8,000 | 1,750
11,100 | 4,200 | 10,700 | 3,500 | 9,000| 2,700 | 8,000 | 2,150 | 7,000 | 1,850 | 6,500 | 1,550

9,300 3,700 | 8,900 | 3,100 | 7,500 | 2,400 | 6,600 | 1,900 | 5,800 1,650 | 5,300 1,380

6,950 | 2,950 | 6,680 2,500 | 5,600 | 1,900 | 5,000 | 1,550 | 4,400 | 1,250 | 4,000 | 1,050
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Recommended Cutting Condition

(30~40HRC) (40~55HRC) (55~65HRC) (65~70HRC)

mm/min mm/min mm/min in mm/min
6 6,360 1,500 5,040 1,045 3,840 720 2,520 430
8 4,800 1,510 3,840 1,070 2,880 720 1,920 430
10 3,840 1,450 3,000 995 2,280 685 1,560 420
12 3,240 1,355 2,520 935 1,920 650 1,320 395
14 2,730 1,320 2,180 920 1,600 630 1,070 325
16 2,400 1,300 1,920 910 1,440 625 960 370
18 2,120 1,610 1,700 1,090 1,280 750 850 450
20 1,920 1,210 1,560 1,130 1,200 660 720 410
25 1,560 1,370 1,200 925 960 670 610 385
7
tIEIRE 15Dl
D=YJ{E *‘/ZLOICE
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RG22 ER

Recommended Cutting Condition

6 3,180 770 3,180 575 2,540 455
8 2,390 720 2,390 575 1,910 455
10 1,910 685 1,910 575 1,520 455
12 1,580 660 1,580 575 1,270 455
16 1,190 575 1,190 505 960 410
20 960 660 960 695 770 560
25 770 550 770 490 610 395
7
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Recommended Cutting Condition

(30~45HRC) (45~55HRC)

-1

-1

- min mm/min ap mm min mm/min ap mm
iﬁ 0.2 50,000 300 ~ 350 0.006 ~0.016 50,000 265~ 310 0.005~0.013
% 0.3 43,000 ~50,000] 330 ~420 0.006 ~0.015 |39,900 ~ 46,200, 265~ 310 0.004 ~ 0.011
B 0.4 |31,400 ~ 50,000, 350 ~590 0.005 ~0.028 (30,500 ~ 35,200| 295 ~ 340 0.003 ~ 0.02
5 0.5 |25,650 ~ 33,0000 370 ~470 0.006 ~0.035 (23,750 ~ 26,000 285~ 315 0.004 ~ 0.025
E‘ 0.6 20,900 ~ 35,200 330 ~ 560 0.007 ~0.03 (19,900 ~22,000{ 260~ 290 0.005 ~ 0.021
] 0.8 16,150 ~ 26,400 360 ~ 590 0.009 ~0.04 (15,200 ~ 16,700 280 ~ 310 0.006 ~ 0.028
1 12,300 ~ 18,700/ 350 ~ 540 0.011 ~0.028 10,500 ~11,500| 250 ~ 280 0.008 ~ 0.02
1.2 110,450 ~ 17,600 350 ~ 590 0.025 ~0.07 | 9,100 ~10,000f 250~ 280 0.015~0.042
] 1.5 9,100 ~ 17,600{ 430 ~ 830 0.017 ~0.077 | 7,000 ~ 8,000/ 250~ 280 0.012~0.055
H 2 6,350 ~ 10,550 340 ~ 570 0.021 ~0.14 | 6,100 ~ 6,700 270~ 300 0.015~0.1
g 3 4,300 ~ 7,050; 550 ~900 0.056 ~0.21 | 3,990 ~ 4,600 445~515 0.04 ~0.15
75 4 3,200 ~ 5,300, 400 ~675 0.074 ~0.28 | 3,000 ~ 3,400 335~380 0.053~10.2
. (55~65HRQ) |
] min™ mm/min ap mm min™ mm/min ap mm
< 0.2 50,000 225 ~ 265 0.005~ 0.012 50,000 455~ 530 | 0.01 ~0.022
§ 0.3 23,900 ~32,300, 105~185 0.003 ~ 0.007 48,000 ~ 50,000, 550~ 640 | 0.01 ~0.025
] 04 |18,300 ~ 24,600, 120~200 0.002 ~ 0.012 |48,000 ~ 50,000 790~ 920 | 0.008 ~ 0.048
5\ 05 [14,200 ~ 18,0000 115~130 0.003 ~ 0.015 |44,000 ~ 50,000 800~1,150 | 0.01 ~0.06
ﬁ_'%; 0.6 11,900 ~ 15,500, 100~120 0.003 ~ 0.013 [37,500 ~ 50,000 770~1,250 | 0.011~ 0.051
e 0.8 9,000 ~ 11,700 110~125 0.004 ~ 0.017 |28,500 ~ 47,000f 770~1,300 | 0.015~0.068
_ 1 6,300 ~ 8,050 100~115 0.005 ~ 0.012 |22,500 ~ 34,000f 810~1,300 | 0.018~0.048
% 1.2 5,400 ~ 7,000f 100~115 0.009 ~ 0.026 22,500 ~ 31,500, 950 ~1,350 | 0.036 ~ 0.101
) 1.5 4,300 ~ 5,500, 100~115 0.007 ~ 0.033 14,500 ~ 25,000, 770~1,320 | 0.028 ~0.132
. 2 3,600 ~ 4,700 100~120 0.009 ~ 0.06 |11,500 ~ 18,500 770~1,250 | 0.036~ 0.24
% 3 2,400 ~ 3,200 105~310 0.024 ~ 0.09 | 9,000 ~ 13,000 1,400 ~2,110 | 0.096 ~ 0.36
4 1,800 ~ 2,400 75 ~230 0.032~ 0.12 | 6,750 ~ 9,750| 1,050 ~1,575 | 0.128 ~ 0.48
L&Y
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Recommended Cutting Condition

(30~45HRC) (40~55HRC)

min mm/min ap mm min™ mm/min ap mm
0.1 50,000 300~ 350 | 0.006 ~0.016 50,000 265~ 310 0.005~0.013 ﬁi
0.15 |48,000 ~ 50,000 480~ 520 | 0.01 ~0.017 |48,000 ~50,000| 440~ 460 0.008~ 0.014 %
0.2 48,000~ 50,0000 720~ 790 | 0.013~0.032 148,000 ~50,000, 450~ 550 0.011~0.026
0.25 34,100 ~ 49,500 600~ 870 | 0.007 ~0.028 |31,900 ~35,200| 490~ 540 0.005~ 0.023 i
0.3 28,600~ 40,700, 590 ~ 850 | 0.007 ~0.034 26,400 ~29,700, 480~ 540 0.006 ~ 0.028 ﬁ
04 22,000~ 30,800, 640~ 890 | 0.016 ~0.064 [19,800 ~22,000| 490~ 550 0.013~ 0.052
05 [17,600 ~ 24,2000 600~ 850 | 0.008 ~0.08 [15,400~17,600| 470~ 540 0.007 ~ 0.065
0.6 [14,300~18,700f 590~ 780 | 0.024 ~0.032 {12,000 ~ 14,000, 480~ 540 0.02 ~ 0.026
0.75 (11,000 ~ 14,300 580~ 760 | 0.031 ~0.048 {10,000 ~11,500, 480~ 540 0025~0.039 |
1 8,500~ 11,000 590 ~ 800 | 0.024 ~0.16 | 7,900~ 8,800 470~ 530 0.02 ~0.13 H
1.5 5,700~ 8,200 730 ~1,000 | 0.064~0.24 | 5300~ 5,800/ 590~ 650 0.052~0.195 g
2 4300~ 6,200 680~ 990 | 0.08 ~0.32 | 3,950~ 4,400 550~ 620 0.065~ 0.26 L
. (55~e5HRQ) | | §
min™ mm/min ap mm min™ mm/min ap mm mf
0.1 50,000 225 ~ 265 0.005~0.012 50,000 455~ 530 | 0.01 ~0.022 ¢
0.15 46,000 ~ 50,000 390 ~ 420 0.007 ~0.013 |48,000 ~50,000f 690~ 790 | 0.002~ 0.023 %‘
0.2 46,000 ~ 50,000, 400~ 460 0.01 ~0.024 |48,000 ~50,000| 1,000~ 1,150 | 0.019~0.048 |
0.25 31,900 ~ 35,200{ 440 ~ 480 0.005~0.021 {49,000 ~ 50,000/ 1,100~ 1,400 | 0.01 ~ 0.042 5\
0.3 |26,400 ~ 29,700 400~ 480 0.006 ~ 0.025 |42,000 ~ 50,000 1,100~ 1,700 | 0.011~0.05 ;'%;
04 [19,800~22,000 440 ~500 0.012~0.048 {31,000 ~ 50,000 1,100~ 2,250 | 0.024 ~ 0.096 &
05 [15,400~ 17,600 440~ 500 0.006 ~0.06 |24,000 ~ 49,500 1,100~ 2,200 | 0.012~0.12 _
0.6 |12,000 ~ 14,000, 420~ 480 0.018 ~0.024 28,500 ~ 38,500/ 1,480~ 1,950 | 0.036~ 0.048 g%
0.75 10,000~ 11,500| 420~ 480 0.023 ~0.036 17,000 ~ 28,500/ 1,100~ 1,950 | 0.046 ~ 0.072
1 7,900 ~ 8,800 440~ 480 0.018~0.12 {12,600 ~24,000{ 1,100~ 2,150 | 0.036~ 0.24 .
1.5 5,300~ 5,800 550~ 620 0.048 ~0.12 {11,900 ~ 17,000 1,850~ 2,700 | 0.096~ 0.36 %
2 3,850 ~ 4,400 530~570 0.06 ~0.24 | 6,600~ 12,500 1,260~2,500 | 0.12 ~0.48
7 L
IR apL% B
D=J]{& f ” %
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Recommended Cutting Condition

;F% 0.5 50,000 | 295 |45,000| 225 |40,000| 175 |33,000| 110 |25,000| 65 |20,000| 40
7] 0.6 50,000 | 375 [45,000| 285 |40,000| 225 |30,000| 125 |25,000, 85 |20,000 50
0.8 50,000 | 480 |45,000| 350 |30,000| 235 |25000| 145 |19,000| 90 |16,000| 55
1 48,000 | 600 |38,000| 456 |25500| 288 |20,500| 172 | 16,000 108 |12,500| 70
§ 2 33,300 | 680 |26,000| 544 |17,500| 336 | 14,500 | 208 |11,000| 128 | 9,500 | 92
ﬁ 3 21,800 | 680 |17,300| 544 [11,500| 336 | 9,500 | 208 | 7,500 | 128 | 6,400 92
4 16,700 | 704 | 13,200 | 560 | 8,800, 352 | 7,200| 216 | 5,600 | 136 | 4,750 | 94
5 15,700 | 800 |12,500 | 644 | 8,300 400 | 6,400 228 | 5100 | 144 | 4,450 | 106
6 13,100 | 760 |10,350| 616 | 6,900 384 | 5300 224 | 4200| 144 | 3,700 | 104
8 9,880 | 744 | 7,800, 576 | 5200| 356 | 4,000 | 204 | 3,200 | 132 | 2,800 96
10 7,800 | 680 | 6,150 | 544 | 4,100| 332 | 3,200 | 192 | 2550 | 124 | 2200 90
] 12 6,650 | 680 | 5250 | 544 | 3,500 | 332 | 2,650 | 192 | 2,100 | 124 | 1,860 90
2
= ot s 0.05D 0.02D
£ o V] V]
-~ -
=)@ 1D 1D

YBHSR-2 VMg SR

Recommended Cutting Condition

>
g
| mm/min| min™ mm/min| min™ mm/min| min™* mm/min| min™
5\ 0.5 50,000 | 205 | 45,000 160 |40,000| 125 | 33,000 80 | 25,000 45 | 20,000 30
= 0.6 50,000 | 265 | 45,000 200 |40,000| 160 | 30,000 90 | 25,000 60 | 20,000 35
%% 0.8 50,000 335 | 40,000 | 245 |30,000| 165 |25,000| 100 | 19,000 65 | 16,000 40
1 48,000 | 840 | 38,000 656 |25500| 408 |20,500| 248 |16,000| 152 |12,500| 100
N 2 33,300 960 | 26,000 | 776 |17,500| 480 |14,500 | 296 |11,000| 184 9,500 | 132
fjﬁ 3 21,800 960 [17,300| 776 |11,500| 480 9,500 | 296 7,500 | 184 6,400 | 132
i 4 16,700 | 1,000 | 13,200 | 800 8,800 | 500 7,200 | 308 5,600 | 192 4,750 | 136
5 15,700 | 1,160 | 12,500 | 920 8,300 | 568 6,400 | 328 5,100 | 208 4450 | 152
6 13,100 | 1,080 | 10,350 | 880 6,900 | 552 5,300 | 320 4,200 | 204 3,700 | 148
iz} 8 9,880 | 1,056 | 7,800 | 824 5,200 | 508 4,000 | 292 3,200 | 188 2,800 | 136
% 10 7,800 960 | 6,150 | 776 4,100 | 472 3,200 | 272 2,550 | 176 2,200 | 128
12 6,650 | 960 | 5250 | 776 3,500 | 472 2,650 | 272 2,100 | 176 1,860 | 128
TRt 17
?Eg EIRE 1Dl
%
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Recommended Cutting Condition

(30~40HRC) (40~50HRC) (50~55HRC)

1 48,000 | 1,480 | 150 | 0.008 | 38,000 | 1,050 | 120 | 0.007 | 25,500 | 710 80 | 0.007
2 33,300 | 1,750 | 210 | 0.013 | 26,000 | 1,250 | 165 | 0.012 | 17,500 | 840 | 110 | 0.012
3 21,800 | 1,750 | 205 | 0.02 |[17,300| 1,250 | 165 | 0.018 /11,500 | 840 | 110 | 0.018 |
4 16,700 | 1,800 | 210 | 0.027 | 13,200 | 1,300 | 165 | 0.025 | 8,800 880 | 110 | 0.025
5
6
8

15,700 | 2,000 | 245 | 0.032 | 12,500 | 1,500 | 195 | 0.03 | 8,300 | 1,000 | 130 | 0.03 =)
13,100 | 1,950 | 245 | 0.037 1 10,350 | 1,400 | 195 | 0.034 | 6,900 950 | 130 | 0.034 L2t
9,880 | 1,880 | 250 | 0.048 | 7,800 | 1,350 | 195 | 0.043 | 5200| 900 | 130 | 0.043 |
10 7,800 | 1,750 | 245 | 0.056 | 6,150 | 1,260 | 195 | 0.051 | 4,100 | 840 | 130 | 0.051
12 6,650 | 1,750 | 250 | 0.066 | 5250 | 1,260 | 200 | 0.06 | 3,500| 840 | 130 | 0.06
16 4,900 | 1,500 | 245 | 0.077 | 3,900 | 1,100 | 195 | 0.071 | 2,600| 730 | 130 | 0.07
20 3,900 | 1,300 | 245 | 0.083 | 3,100 | 970 | 195 | 0.078 | 2,050| 650 | 130 | 0.079

>

770080

MR 1{

D=JJf&

XBXSR-4 Al B B R

Recommended Cutting Condition

mm/minjm/min| mm

20,500 | 430 65 | 0.005 | 16,000 | 270 50 0.004 | 12,500 | 175 40 0.004

14,500 | 520 90 | 0.009 |11,000| 320 70 0.007 | 9,500 | 230 60 0.007

1

2

3 9,500 | 520 90 | 0.014 | 7,500 | 320 70 | 0.011 | 6,400 | 230 60 | 0.009
4 7,200 | 540 90 | 0.019 | 5,600 | 335 70 | 0.015 | 4,750 | 240 60 | 0.013
5

6

8

6,400 | 580 100 | 0.023 | 5,100 | 370 80 0.018 | 4,450 | 270 70 | 0.016
5,300 | 560 100 | 0.026 | 4,200 | 350 80 0.021 | 3,700 | 260 70 | 0.018
4,000 | 520 100 | 0.033 | 3,200 | 330 80 0.026 | 2,800 | 240 70 | 0.022
10 3,200 | 480 100 | 0.038 | 2,550 | 310 80 | 003 | 2200 | 220 70 | 0.025
12 2,650 | 480 100 | 0.045 | 2,100 | 300 80 | 0.036 | 1,860 | 220 70 | 0.03 il
16 2,000 | 420 100 | 0.053 | 1,600 | 270 80 | 0.042 | 1,400 | 200 70 | 0.036 7]
20 1,600 | 380 100 | 0.059 | 1,300 | 250 80 | 0.048 | 1,100 | 180 70 | 0.041

It
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=
o
S
i
%
it

E101



G N\ _#n®a encnains

E E105

= 3L #t 7)

2-Flute End Mills

0
-0.03

* —MRZ AR #AT) - ERSEIEMT « BAMT - SR T RE—IRAE -
B« RERAKEERE  JARESIEBSRMTILE -

N
b
7]
P10 o@ | @ | @ u)‘llllll © | @ | @ | WL IIIIII

] 1 2.5 6 55 505 7 20 8 70 470

15 4 6 55 470 8 20 8 70 470

2 6 6 55 435 9 25 10 80 515

2.5 7 6 55 420 10 25 10 80 515

3 10 6 55 395 12 30 12 90 780

3.5 12 6 55 395 14 85 12 95 1,175

4 12 6 55 395 16 40 16 105 1,245

45 15 6 60 400 18 40 16 105 1,490

5 15 6 60 400 20 45 20 115 1,680

5.5 15 6 60 400 25 50 25 125 2,340

6 15 6 60 400 30 55 25 125 4,170

m E105
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& 4-Flute End Mills
N

o
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Fi
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0

* —fz BB T) - BHSEE ~ BXEZMT - * ZI B -
* RERAKZERIE - A ARRES J)ESHmRMNIIEEE -

BAI: mm

21l o | @ | @ | W | @ [ @ | W
2 6 6 55 435 8 20 8 70 470
| 25 7 6 55 420 9 25 10 80 515
" 3 10 6 55 395 10 25 10 80 515
8 35 12 6 55 395 12 30 12 90 780
z 4 12 6 55 395 14 35 12 95 1,175
45 15 6 60 400 16 40 16 105 1,245
044 5 15 6 60 400 18 40 16 105 1,490
%Eg 5.5 15 6 60 400 20 45 20 115 1,680
7 & 6 15 6 60 400 25 50 25 125 2,340
7] 7 20 8 70 470 30 55 25 125 4,170
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Multi Flute Roughing End Mills

+0.12

* LR - tIErKERREBANSREMEZINT -

* RERAKEBRE - AARRS RS G RIMIIEEE - -
* RIS RIF S BATRY o o
7]

B ' mm =

M

4 3 4 1,440
5 1 5 6 60 3 995 1 4 35 1 6 90 4 1,440
6 15 8 60 4 930 15 40 16 95 4 1,655
7 20 10 65 4 1,150 16 40 16 95 4 1,570
8 20 10 65 4 1,025 17 40 20 105 4 1,785
o 25 12 75 4 1,275 18 40 20 105 4 1,800
10 25 12 75 4 1,035 20 45 20 110 4 2,135
11 30 12 80 4 1,330 25 50 25 120 5 3,200
12 30 12 80 4 1,240 30 55 25 125 6 4,270

m E106

= &4 30 B A e BUKEER T)
Multi Flute Fine Pitch Roughing End Mills

D=3 *0.05
3<D=6 =*0.06 10<D=18 *=0.09
6<D=10 £0.075 18<D=25 *1.05

* MNILRF @ tIER ABRREBEANSEMEZIT -
* REHKAKZERIE - AIAMRIES J) ESan KN TIEEE -
* BN SIS R IEE BV -

exnty  0L§X | svady | sTmOp

B ' mm %%

D) | @ | (d | W) | (N D) | @ | (d | L) | (N) —
4 | 11 6 | 55 | 3 1,260 12 [ 26 [ 12 | 83 | 4 1,315 ¥

5 | 13 ] 6 | 57 | 3 1,260 14 | 26 | 12 | 83 | 4 1,730 ®

6 | 13 | 6 | 57 | 3 1,005 16 | 32 | 16 | 92 | 4 1,910

7 | 16 ] 10 ] 66 | 3 1,395 18 | 32 | 16 | 92 | 4 2,190

8 | 19 | 10 | 69 | 3 1,055 20 | 38 | 20 | 104 | 4 2,480 an

9 19 | 10 | 69 3 1,550 25 | 45 | 25 | 121 | 5 3,830 ol
10 | 2 [ 10| 72 4 1,230 30 | 45 | 25 [ 121 | 6 5,255 7
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Multi Flute Fine Pitch Long Roughing End Mills

D=3 =*0.05
3<D=6 =*=0.06 10<D=18 *=0.09
6<D=10 *0.075 18<D=25 *1.05

* IR - BRI AR LEMN S @R 2T -
L FRERMKEEEE  AARERASGRMIIEE -
B FEERRREIEERIFS BT o

7]

it B mm
i m m
3 1,570 110 | 4 2,810
7 30 10 so 3 1,765 16 63 16 123 | 4 2,970
8 | 3 | 10 | 8 | 3 1,775 18 | 63 | 16 | 123 | 4 3,405
| 9 |3 | 10| 8 | 3 1,780 20 | 75 | 20 | 141 | 4 4,020
n | 10| 4 | 10| 95 | 4 1,780 25 | 90 | 25 | 166 | 5 6,205
Q [ 12 [ s | 12 | 10] 4 2,065 30 | 9 | 25 | 166 | 6 9,010
E,
$ m E106
z  SihiEfEimEEEsRT)
? Multi Flute Extra Fine Pitch Roughing End Mills
— D=3 =£0.05
3<D=6 =*0.06 10<D=18 £0.09
b 6<D=10 *0.075 18<D=25 £1.05
2. * LR - tIER KERRE@EAN @M T -
= * RERAKERRIE - A ARER ) ESHm RN ITIE6E
* RIS RIS BME -
N
&
i B ' mm
= (D) | @ | (d (N) (@ | (d) (N)
S 4 [ 116 [ 55 ] 3 1,030 14 | 26 | 12 | 83 | 4 1,465
5 | 13| 6 | 57 | 3 1,030 5 | 26 | 12 | 83 | 4 1,565
6 |13 6 | 57 | 3 950 16 | 32 | 16 | 92 | 4 1,610
w | 7 | 16 [ 10| 66 | 3 1,155 17 | 32 | 16 | 92 | 4 1,805
%00 8 [ 19 [ 10 [ 69 | 3 1,050 18 | 82 | 16 | 92 | 4 1,850
9 | 19 | 10 | 69 | 3 1,280 20 | 38 | 20 | 104 | 4 2,205
L1022 1072 4 1,065 22 | 38 | 20 | 104 | 5 2,695
Gm |1 [ 2 | 12 | 19| 4 1,270 25 | 45 | 25 | 121 | 5 3,005
59 12 | 26 [ 12 | 83 [ 4 1,270 30 | 45 | 25 | 121 | 6 5,255
N0 18 | 26 | 12 | 8 | 4 1,420
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Recommended Cutting Condition

mm/min| min™

mm/min| min®

|| (~20HRC) | (20~30HRC) | (30~40HRC) [

2 7,850 65 6,300 50 5,600 48 3,100 25 16,800 255
3 4,900 90 4,500 70 3,500 64 2,250 30 15,400 400
4 3,900 110 3,100 90 2,500 72 1,550 50 11,200 465
5 3,100 145 2,500 110 2,250 96 1,250 55 8,800 495
6 2,500 145 2,250 130 1,700 96 1,100 65 7,850 495
8 1,950 160 1,550 145 1,250 112 800 70 5,600 625
10 1,550 160 1,250 145 1,100 128 650 70 4,350 640
12 1,250 175 1,100 160 900 128 550 80 3,500 610
14 1,100 175 1,000 145 800 128 500 80 3100 560
16 1,000 175 800 145 650 112 400 70 2,800 560
18 900 160 700 145 550 112 350 70 2,500 560
20 800 160 650 145 550 112 300 70 2,250 510
25 650 145 550 130 450 96 250 55 1,700 450
30 500 110 450 95 350 80 225 50 1,550 430
MR 1 ] %80
_ —
D=JJ{& 1D

KSE-4

RG2S ER

Recommended Cutting Condition

|| (~20HRC) | (20~30HRC) | (30~40HRC) [

mm/min| min®

mm/min| min™

2 7,850 130 6,300 20 5,600 70 3,100 30 | 16,800 | 385
3 4,900 175 4,500 130 3,500 9% 2,250 50 | 15,400 | 610
4 3,900 225 3,100 160 2,500 105 1,550 70 | 11,200 | 705
5 3,100 290 | 2,500 200 | 2,250 145 1,250 80 8,800 | 750
6 2,500 290 | 2,250 230 1,700 145 1,100 95 7,850 | 750
8 1,950 320 1,550 255 1,250 170 800 105 5,600 | 930
10 1,550 320 1,250 255 1,100 190 650 105 4,350 | 960
12 1,250 350 1,100 290 900 190 550 120 3,500 | 910
14 1,100 350 1,000 255 800 190 500 120 3,100 | 850
16 1,000 350 800 255 650 170 400 105 2,800 | 850
18 900 320 700 255 550 170 350 105 2,500 | 850
20 800 320 650 255 550 170 300 105 2,250 | 770
25 650 290 550 230 450 145 250 70 1,700 | 670
30 500 225 450 175 350 120 200 65 1,550 | 640
IR 1-5DL‘
0.1D
D=3JfE e

exnty  0L§X | svady | sTmOp
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Recommended Cutting Condition

i 6 2500 | 130 | 2250 | 95 | 1700 | 90 | 1,100 | 50 | 6300 | 320
2 8 1950 | 170 | 1,550 | 120 | 1250 | 105 | 800 | 55 | 4350 | 370
— 10 1550 | 240 | 1,250 | 195 | 1,00 | 175 | 650 | 95 | 3500 | 560
i 12 1260 | 200 | 1,900 | 225 | 900 | 175 | 550 | 110 | 2,800 | 640
i 14 100 | 290 | 1,000 | 225 | 800 | 175 | 500 | 110 | 2,500 | 670
B 16 1000 | 200 | 800 | 225 | 65 | 175 | 400 | 110 | 2250 | 720
18 90 | 200 | 700 | 225 | 550 | 175 | 350 | 110 | 1950 | 750
20 800 | 290 | 650 | 225 | 550 | 175 | 300 | 110 | 1,700 | 800
25 650 | 350 | 550 | 270 | 450 | 225 | 250 | 135 | 1450 | 720
N 30 50 | 340 | 450 | 255 | 350 | 210 | 200 | 135 | 1,250 | 850
& =
= . 1.5D
5 tIEIRE .
.5D
| D=7 i
X KPRE - KPREL - KFRE e,
TPRE - TPREL - TFRE Ty
.-;f Recommended Cutting Condition
>
o
(=)
N
o
R 6 2500 | 130 | 2250 | 95 | 1,800 | 90 | 1,100 | 50 | 6300 | 320
4 8 1950 | 170 | 1,550 | 120 | 1,350 | 105 | 800 | 55 | 4,350 | 370
= 10 1550 | 240 | 1,250 | 195 | 1200 | 175 | 650 | 95 | 3500 | 560
- 12 1250 | 290 | 1,00 | 225 | 950 | 175 | 550 | 110 | 2,800 | 640
g’% 14 100 | 290 | 1,000 | 225 | 850 | 175 | 500 | 110 | 2500 | 670
: 16 1000 | 290 | 800 | 225 | 700 | 175 | 400 | 110 | 2250 | 720
18 90 | 200 | 700 | 225 | 600 | 175 | 350 | 110 | 1950 | 750
1 20 800 | 200 | 650 | 225 | 600 | 175 | 300 | 110 | 1,700 | 800
7) 25 650 | 350 | 550 | 270 | 450 | 225 | 250 | 135 | 1400 | 720
30 50 | 335 | 450 | 255 | 400 | 210 | 220 | 135 | 1,250 | 850
wE | UM 15D
TA , 0.5D
1| b=y 22
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2-Flute End Mills

0
-0.03

* —foZ BT R T)  BAMEENL ~ AL T REARMT - .
7]
B i mm §
M
(D) @ (d) (L) "
1 25 6 55 465 515 515 -
15 4 6 55 430 480 480
2 6 55 425 475 475
25 6 55 415 465 465 I
3 10 6 55 415 465 465 B
35 12 8 60 415 465 465 g
12 6 55 415 465 465 C
12 8 60 415 465 465 -
45 15 8 65 415 465 465 S
5 15 6 60 415 465 465 g
5 15 8 65 415 465 465 I
55 15 8 65 415 465 465 5¢
15 6 60 415 465 465 S
15 8 65 415 465 465 e
6.4 20 10 75 625 705 705 o
6.5 20 10 75 455 535 535 ™
7 20 8 70 415 475 475 gg
7 20 10 75 455 535 535
75 20 10 75 455 535 535 N
o1 8 70 415 475 475
8 21 10 75 455 535 535
8.5 25 10 80 485 575 575 -
8.7 25 10 80 635 725 725 2
9 25 10 80 485 575 575 7]
9.2 25 10 80 635 725 725
9.5 25 10 80 485 575 575 Jg%
9.6 25 10 80 635 725 725 t o
10 26 10 80 485 575 575 7
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2-Flute End Mills B4 mm

] (D) ) (d) (L)
s 105 30 12 90 720 830 830
® 11 30 12 90 700 810 810
] 115 30 12 90 720 830 830
" 12 31 12 90 700 810 810
;c-; 125 35 12 95 1,150 1,270 1,270
B 13 35 12 95 1,045 1,165 1,165
— 135 35 16 100 1,150 1,270 1,270
14 35 12 95 1,045 1,175 1,175
14 35 16 100 1,045 1,175 1,175
15 40 16 105 1,045 1,205 1,205
A 16 40 16 105 1,045 1,205 1,205
Q 17 40 16 105 1,250 1,420 1,420
F 18 40 16 105 1,250 1,430 1,430
S 19 45 20 115 1,250 1,450 1,450
< 20 45 20 115 1,300 1,520 1,520
2 21 45 20 115 1,490 1,720 1,720
@ 20 45 20 115 1,490 1,750 1,750
] 23 50 25 125 1,890 2,210 2,210
< 24 50 25 125 1,890 2,210 2,210
S 25 50 25 125 1,890 2,210 2,210
] 26 50 25 125 2,465 2,795 2,795
X 27 55 25 125 3,015 3,375 3,375
> 28 55 25 125 3,165 3,555 3,555
- 29 55 25 125 3,765 4,185 4,185
30 55 25 125 3,765 4,205 4,205
= 31 60 32 145 4,830 5,350 5,350
= 32 60 32 145 4,830 5,350 5,350
33 60 32 145 5,590 6,140 6,140
34 60 32 145 5,590 6,190 6,190
i 35 60 32 145 6,070 6,730 6,730
7] 36 65 32 150 6,490 7,210 7,210
37 65 32 150 6,980 7,750 7,750
TEL% 38 65 32 150 6,980 7,810 7,810
ﬁ%ﬂg 39 65 32 150 7,325 8,275 8,275
7] 40 65 32 150 7,325 8,395 8,395
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4-Flute End Mills

+0.03
0

* —AEEARIIIHT] o BARBEMT « AT REHMT - ;
7]
i
B mm ﬁ
(D) 2 (d) (L) I
1 25 6 55 465 515 515
15 4 6 55 430 480 480
2 6 6 55 425 475 475 -
25 7 6 55 415 465 465 I
3 10 6 55 415 465 465 g
35 12 8 60 415 465 465 C
4 12 6 55 415 465 465 -
4 12 8 60 415 465 465 LS
45 15 8 65 415 465 465 g
5 15 6 60 415 465 465 —
5 15 8 65 415 465 465 X
5.5 15 8 65 415 465 465 S
6 15 6 60 415 465 465 L
6 15 8 65 415 465 465 X
6.5 20 10 75 455 535 535 =
7 20 8 70 415 475 475 %
7 20 10 75 455 535 535
75 20 10 75 455 535 535 g
8 20 8 70 415 475 475
8 20 10 75 455 535 535 R
8.5 25 10 80 485 575 575 -
9 25 10 80 485 575 575 i
9.5 25 10 80 485 575 575
10 25 10 80 485 575 575 A
10.5 30 12 90 720 830 830 2
11 30 12 90 700 810 810 &
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4-Flute End Mills B4 mm

] (D) ) (L)
s 115 30 12 % 720 830 830
5 12 30 12 90 700 810 810
— 13 35 12 95 1,045 1,165 1,165
§ 14 35 12 95 1,045 1,175 1,175
i 14 35 16 100 1,045 1,175 1,175
0 15 40 16 105 1,045 1,205 1,205
16 40 16 105 1,045 1,205 1,205
17 40 16 105 1,250 1,420 1,420
) 18 40 16 105 1,250 1,430 1,430
'S 19 45 20 115 1,250 1,450 1,450
g) 20 45 20 115 1,300 1,520 1,520
Z 21 45 20 115 1,490 1,720 1,720
22 45 20 115 1,490 1,750 1,750
§ 23 50 25 125 1,890 2,210 2,210
3 24 50 25 125 1,890 2,210 2,210
] 25 50 25 125 1,890 2,210 2,210
& 26 50 25 125 2,465 2,795 2,795
S 07 55 25 125 3,015 3,375 3,375
— 28 55 25 125 3,165 3,555 3,555
5 29 55 25 125 3,765 4,185 4,185
55 30 55 25 125 3,765 4,205 4,205
31 60 32 145 4,830 5,350 5,350
~ 32 60 32 145 4,830 5,350 5,350
e 33 60 32 145 5,500 6,140 6,140
) 34 60 32 145 5,590 6,190 6,190
. 35 60 32 145 6,070 6,730 6,730
ﬁ%ﬁ 36 65 32 150 6,490 7,210 7,210
37 65 32 150 6,980 7,750 7,750
T8 38 65 32 150 6,980 7,810 7,810
ot 39 65 32 150 7,325 8,275 8,275
nE 40 65 32 150 7,325 8,395 8,395
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4-Flute Inner Radius Cutters

H11

* B S8 B EIHIMEGETT T4 inERROASHE RN T -

Bf:mm | &

%]

6 1,790 8 2,380
1 .5 6 9 1 0 60 1,790 6 8 20 1 6 67 2,600
2 6 10 10 60 1,790 7 8 22 16 4 3,065
2.5 6 11 10 60 1,855 8 8 24 16 4 3,420
3 6 12 12 60 1,955 9 8 26 25 85 4,415
3.5 6 13 12 60 2,055 10 8 28 25 85 4,415
4 6 14 12 60 2,185 12.5 16 41 25 100 7,440
4.5 6 15 12 60 2,300 15 16 46 25 100 10,835
5 6 16 12 60 2,380

RG22 ER

Recommended Cutting Condition

| | (~20HRQ) (20~35HRC)

)= B8 57 ot %amt)’ 0,0S X anh s},

1 8 3,500 800 600 480
1.5 9 2,800 630 470 380
2 10 2,800 630 470 380
Zo) 11 2,400 530 390 315
3 12 2,400 530 390 315
4 14 2,000 450 330 270
5 16 1,600 350 260 210
6 20 1,400 310 230 185
8 24 1,200 260 190 155
10 28 950 210 155 125 2% #
12.5 41 800 180 130 105 éfﬁa
15 46 600 130 95 75 . %
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Recommended Cutting Condition

?ﬁﬁ 2 5,600 40 4,500 30 4,000 30 2,200 15 12,000 | 160
% 3 3,500 55 3,200 45 2,500 40 1,600 20 11,000 | 250
4 2,800 70 2,200 55 1,800 45 1,100 30 8,000 | 290

. 5 2,200 90 1,800 70 1,600 60 900 35 6,300 | 310
6 1,800 90 1,600 80 1,200 60 800 40 5600 | 310

z 8 1,400 100 1,100 90 900 70 560 45 4,000 | 390
# 10 1,100 100 900 90 800 80 450 45 3,100 | 400
# 12 900 110 800 100 630 80 400 50 2,500 | 380
14 800 110 700 90 560 80 350 50 2,200 | 350

16 700 110 560 90 450 70 280 45 2,000 | 350

18 630 100 500 90 400 70 250 45 1,800 | 350

20 560 100 450 90 400 70 220 45 1,600 | 320

22 500 100 450 90 350 70 220 45 1,400 | 300

25 450 90 400 80 310 60 180 35 1,200 | 280

28 400 80 350 70 280 55 160 30 1,100 | 270

30 350 70 310 60 250 50 160 30 1,100 | 270

32 350 70 280 55 220 45 140 30 1,000 | 240

36 310 60 250 50 200 40 120 25 900 | 220

40 280 60 220 50 180 40 110 25 800 | 200

DETELE S XS
BRI L Recommended Cutting Condition

2 7,300 50 6,000 40 5,000 40 2,900 20 16,000 210

3 4,500 70 4,200 60 3,300 50 2,100 25 14,000 330

4 3,600 90 2,900 70 2,300 60 1,400 40 10,000 380

5 2,900 115 2,300 90 2,100 80 1,200 45 8,200 400

6 2,300 115 2,000 105 1,600 80 1,000 50 7,300 400

8 1,800 130 1,400 115 1,200 90 730 60 5,000 510

10 1,400 130 1,200 115 1,000 105 600 60 4,000 520

_ 12 1,200 145 1,000 130 800 105 500 65 3,300 500

gj 14 1,000 145 900 115 700 105 450 65 2,800 450

4 16 900 145 700 115 600 90 360 60 2,600 450

18 800 130 650 115 500 90 320 60 2,300 450

S 20 730 130 600 115 500 90 300 60 2,100 420

22 650 130 600 115 450 90 280 60 1,800 390

8 25 600 120 500 105 400 80 230 48 1,600 360

#t 28 500 105 450 90 350 70 210 40 1,400 350

7] 30 450 90 400 80 320 65 210 40 1,400 350

32 450 90 360 70 280 60 180 40 1,300 310

s 36 400 80 320 65 260 50 160 30 1,200 280

:’EL% 40 360 80 280 65 230 50 140 30 1,000 260

| D
e | UIHEE -~ 1
7 D=SU?‘;T.§ Z? W% —t 0.5XD
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mm/min| min®

mm/min| min™

mm/min| min®

RG22 ER

Recommended Cutting Condition

|| (~20HRC) | (20~30HRC) | (30~40HRC) [

TICN#ERS
BEINT

tIRIREZ2ER

Recommended Cutting Condition

2 5,600 80 4,500 55 4,000 45 2,200 20 12,000 | 240 ey
3 3,500 110 3,200 80 2,500 60 1,600 30 11,000 | 380 %
4 2,800 140 2,200 100 1,800 65 1,100 45 8,000 | 440

5 2,200 180 1,800 125 1,600 90 900 50 6,300 | 470 | ——
6 1,800 180 1,600 140 1,200 90 800 60 5600 | 470

8 1,400 200 1,100 160 900 105 560 65 4,000 | 580 &
10 1,100 200 900 160 800 120 450 65 3,100 | 600 ¥
12 900 220 800 180 630 120 400 75 2,500 | 570 #
14 800 220 700 160 560 120 350 75 2,200 | 530

16 700 220 560 160 450 105 280 65 2,000 | 530

18 630 200 500 160 400 105 250 65 1,800 | 530

20 560 200 450 160 400 105 220 65 1,600 | 480

22 500 200 450 160 350 105 220 65 1,400 | 450

25 450 180 400 145 310 90 180 50 1,200 | 420

28 400 160 350 125 280 80 130 45 1,100 | 400

30 350 140 310 110 250 75 130 45 1,100 | 400

32 350 140 280 100 220 65 140 45 1,000 | 360

36 310 120 250 90 200 60 120 35 900 | 330

40 280 120 220 90 180 60 110 35 800 | 300

SE man  wnnly | 0L05X snadny | STMOY

2 7,300 105 6,000 70 5,000 60 2,900 25 16,000 | 370
3 4,500 145 4,200 105 3,300 80 2,100 40 14,000 | 500
4 3,600 180 2,900 130 2,300 85 1,400 60 10,000 | 570
5 2,900 235 2,300 160 2,100 115 1,200 65 8,200 | 610
6 2,300 235 2,000 190 1,600 115 1,000 80 7,300 | 610
8 1,800 260 1,400 210 1,200 135 730 85 5,000 | 750
10 1,400 260 1,200 210 1,000 155 600 85 4,000 | 780
12 1,200 285 1,000 235 800 156 500 95 3,300 | 740
14 1,000 285 900 210 700 155 450 95 2,800 | 690
16 900 285 700 210 600 135 360 85 2,600 | 690
18 800 260 650 210 500 135 320 85 2,300 | 690
20 730 260 600 210 500 135 300 85 2,100 | 620
22 650 260 600 210 450 135 280 85 1,800 | 580
25 600 235 500 190 400 115 230 65 1,600 | 550
28 500 210 450 160 350 105 210 60 1,400 | 520
30 450 180 400 145 320 95 210 60 1,400 | 520
32 450 180 360 130 280 85 180 60 1,300 | 470
36 400 155 320 120 260 80 160 45 1,200 | 430
40 360 155 280 120 230 80 140 45 1,000 | 390 L
={=-0.1XD é ﬁ
EIRURE ) 1.5XD A
D=TJ(& : 7)
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Multi Flute Roughing End Mills

+0.12

2

7]

?»s-

B (), @ (d)

6 15 6 60 4 850 910 930
6 15 8 60 4 850 910 930
T 7 20 10 65 4 980 1,040 1,110
g 8 20 8 65 4 880 940 1,010
R 8 20 10 65 4 880 940 1,010
K 9 25 12 75 4 1,090 1,170 1,230
7 10 25 10 75 4 880 960 1,020
< 10 25 12 75 4 880 960 1,020
§ 12 30 12 80 4 1,065 1,175 1,215
—— 14 35 16 90 4 1,235 1,365 1,415
EE\ 16 40 16 95 4 1,360 1,520 1,550
5 18 40 20 105 4 1,550 1,730 1,780
- 20 45 20 110 4 1,740 1,960 2,080
%% 22 45 20 110 5 2,195 2,445 2,555
| 4 50 25 120 5 2,735 3,025 3,125
% 25 50 25 120 5 2,735 3,055 3,145
26 50 25 120 6 3,010 3,350 3,420
E% 28 55 25 125 6 3,450 3,340 3,360
7 % 30 55 25 125 6 3,775 4,215 4,270
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m E117~118
= i & A E B RE SR T
Multi Flute Fine Pitch Roughing End Mills
D=3 =£0.05
3<D=6 =£0.06 10<D=18 *£0.09
6<D=10 £0.075 18<D=25 *1.05
2
W
>
7]
Bf:mm &
#
(D) (2 (d) (L) (N) #
6 13 6 57 3 1,065 1,125 1,145
8 19 8 69 3 1,100 1,160 1,230
8 19 10 69 3 1,100 1,160 1,230
10 22 10 72 4 1,100 1,180 1,240
12 26 12 83 4 1,325 1,435 1,475 n
14 26 12 83 4 1,545 1,675 1,725 g)
16 32 16 92 4 1,695 1,855 1,885 2
18 32 16 92 4 1,935 2,115 2,165
20 38 20 104 4 2,170 2,390 2,510 &
25 45 25 121 5 3,415 3,735 3,825 .5_0
30 45 25 121 6 4,715 5,155 5,210 I
X
(S
(=)
N
o
E119 —
921 P AR AR A S BN ST) o
Multi Flute High Helix Fine Pitch Roughing End Mills i
D=3 =£0.05 i
3<D=6 *0.06 10<D=18 *£0.09
6<D=10 *£0.075 18<D=25 £1.05
#
e gL +
B mm 4%
7]
(D) () (%) (d>) (d) (L) (N)
6 13 - - 6 57 4 1,595 i
7 16 - - 10 66 4 1,860 .81
T A
8 19 - - 10 69 1,860 7]
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Multi Flute High Helix Fine Pitch Roughing End Mills

B mm
(D) (2 (9.) (d2) (d) (L) (N)
s 9 19 - - 0 69 4 1,895
&%
7 10 22 31 9.5 10 72 4 1,965
— 12 26 37 11.5 12 83 4 2,280
18 14 26 - - 12 83 5 2,725
i 16 32 44 15 16 92 5 3,180
] 18 32 - - 16 92 6 3,410
20 38 54 19 20 104 6 4,350
25 45 63 24 25 121 6 6,525
B
Q
=
E, E118
= ME kT
$ Multi Flute Roughing Ball End Mills
3
5 +0.06
>
o
(=)
N
o
5\ B - mm
e (R) (2 (D) (d) (L) (N)
4 20 8 8 90 4 1,775 1,865 1,955
ot 5 25 10 10 100 4 1,805 1,905 2,005
v
! 6 32 12 12 115 4 1,965 2,105 2,185
7 32 14 12 115 4 2,400 2,550 2,630
i 8 % | 16 | 16 | 130 | 4 2,455 2,645 2,745
7]
9 40 18 16 130 4 3,020 3,240 3,410
s |10 45 20 20 145 4 3,550 3,810 4,090
Gk | 125 | 50 | 25 | 25 | 165 | 4 5,315 5,475 6,085
L
7 15 63 30 25 180 6 7,875 8,415 8,825




$71%% End Mills // rrrr
fE T tHIREFZ2 E R
F P R E Recommended?::utting Condition

|| (~20HRC) | (20~30HRC) | (30~40HRC) [

6 1,800 80 1,600 60 1,200 55 800 30 4,500 220 %2
8 1,400 105 1,100 75 900 65 560 35 3,100 230 7]
10 1,100 150 900 120 800 110 450 60 2,500 350 I
12 900 180 800 140 630 110 400 70 2,000 400 -
14 800 180 700 140 560 110 350 70 1,800 420 E
16 700 180 560 140 450 110 280 70 1,600 450 i
18 630 180 500 140 400 110 250 70 1,400 470 I
20 560 180 450 140 400 110 220 70 1,200 500
22 500 220 450 170 350 140 220 85 1,100 470
25 450 220 400 170 310 140 180 85 1,000 450
28 400 210 350 160 280 130 160 85 900 510
30 350 210 310 160 250 130 160 85 900 530
< 0.5XD
EIRE 1.5XD
D=YJ1%
FRE e s
F P R E BlEmT Recommended Cutting Condition

|| (~20HRC) | (20~30HRC) | (30~40HRC) [

mm/min| min® mm/min| min® |mm/min| min™

wEw O 0,05 X snid £R STy

6 2,300 105 2,000 80 1,600 70 1,000 40 6,000 260
8 1,800 135 1,400 95 1,200 85 700 45 4,000 300
10 1,400 195 1,200 155 1,000 145 600 80 3,200 450
12 1,200 235 1,000 180 800 145 500 90 2,600 520
14 1,000 235 900 180 700 145 450 90 2,300 550 =
16 900 235 700 180 600 145 350 90 2,100 580 %%
18 800 235 650 180 500 145 320 90 1,800 610
20 700 235 600 180 500 145 300 90 1,600 650 -
22 650 285 600 220 450 180 300 110 1,400 610 15
25 600 285 500 220 400 180 230 110 1,300 580 %
28 500 275 450 210 350 170 210 110 1,200 660
30 450 275 400 210 320 170 210 110 1,200 690 e
ILF
YEEEE - ~‘0.5><D %ig
| 15XD 7]
D=YJ1& 7]
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- Recommended Cutting Condition

-1

g 6 2,200 95 1,900 70 1,400 65 950 35 5,500 240
7 8 1,700 125 1,300 90 1,000 80 670 40 3,700 280
] 10 1,300 180 1,000 145 950 130 550 70 3,000 420
I’% 12 1,000 220 950 170 750 130 500 85 2,500 480
# 14 950 220 850 170 670 130 420 85 2,200 500
| 16 850 220 670 170 550 130 340 85 1,900 540
18 750 220 600 170 500 130 300 85 1,700 560
20 650 220 550 170 500 130 260 85 1,400 600
— 22 600 260 550 200 400 170 260 100 1,300 560
8 25 500 260 500 200 370 170 220 100 1,200 540
E 28 500 250 400 190 340 160 190 100 1,100 600
7‘0 30 400 250 370 190 300 160 190 100 1,100 640
S | oz 7 i
3 D=3J1&

@M T tIEIR 2 ER
F R B - Recommended Cutting Condition

|| (~20HRC) [ (20~30HRC) | (30~40HRC) | |

mm/min| min® |mm/min| min® |mm/min| min*

4 1,400 105 1,100 75 900 65 560 35 3,100 230
g_'%; 5 1,100 150 900 120 800 110 450 60 2,500 250
il 6 900 180 800 140 630 110 400 70 2,000 400
E— 8 700 180 560 140 450 110 280 70 1,600 450
45 10 560 180 450 140 400 110 220 70 1,200 500
% 12.5 450 220 400 170 310 140 180 85 1,000 450
15 350 210 280 160 220 130 140 85 800 500
I #
5 v oD
7B !
7] D=YJ1&
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RG22 ER

Recommended Cutting Condition

Recommended Cutting Condition

| (~20HRQ) (20~30HRC) (30~40HRC)

mm/min mm/min mm/min mm/min
6 2,700 200 2,100 155 1,500 100 1,250 90
8 2,300 250 1,800 200 1,300 140 1,000 110
10 1,800 360 1,400 275 1,000 170 850 140
12 1,500 360 1,150 290 850 200 700 155
14 1,300 360 1,000 290 720 200 600 155
16 1,150 360 900 290 625 200 520 155
18 1,000 360 850 290 580 200 470 155
20 920 370 720 290 500 200 420 155
25 750 360 570 275 400 190 340 155
kIR T oo
D=7){&

mm/min mm/min mm/min mm/min
6 2,700 150 2,100 115 1,500 75 1,250 65 gé
8 2,300 185 1,800 150 1,300 105 1,000 80 .
10 1,800 270 1,400 205 1,000 125 850 105 "
12 1,500 270 1,150 215 850 150 700 115 i
14 1,300 270 1,000 215 720 150 600 115 "
16 1,150 270 900 215 625 150 520 115
18 1,000 270 850 215 580 150 470 115
20 920 275 720 215 500 150 420 115
25 750 270 570 205 400 140 340 115
D
tIEIRE T — 1 05xD
D=YJ{& 28
FHPRE tEIRH2ER

wEw O 0,05 X snid £R STy

SRy m

fcd=c

L
SR
it 2
D
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Deburring Tool with Hole

+0.3 -1°
* EAES BN E RSB ATEEEEEMT -
i * BEBEMNMNTE - BINTENEEEIRE -

W

%

7]

i B fi

& B mm

)

x4 _
(D) (@) |capacity (d) (L)
10 90° 2 ~10 6 45 678 646 586
15 90° 6 ~ 14 8 55 940 878 724
20 90° 8 ~ 18 10 65 1,494 1,370 1,062
25 90° 10 ~ 23 12 78 2,526 2,356 1,786
30 90° 12 ~ 28 12 88 3,788 3,526 2,618

35 90° 14 ~ 33 12 110 5,930 5,790 4,266
40 90° 16 ~ 38 12 115 7,884 7,684 5,622
45 90° 18 ~ 43 16 120 10,410 9,610 6,822
50 90° 20 ~ 48 16 130 13,676 12,612 8,902

_ E124

EYREEREHI—EAT]

I
2
=

b
¥
7
fn< Single Flute Chamfering Cutters
S
o
D
&

[

+0.3 -1°

*EAAMEEEERREBEMNT -
* A FCEMEHEFL B I EER - TR TS EE RS -

= BN P mm
%
. (D) (@) |capacity| (d) (L)

— 10 90° 1 ~10 6 45 800 770 708
. 15 90° 2 ~15 8 55 1,062 1,002 848
o 20 90° 2 ~20 10 65 1,632 1,524 1,216
7] 25 90° 3 ~25 12 78 2,726 2,556 1,986

30 90° 3 ~30 12 88 4,034 3,774 2,864

4 35 90° 4 ~ 35 12 110 6,130 6,006 4,496
iif?ﬁ 40 90° 5 ~ 40 12 115 8,054 7,870 5,822
7 £ 45 90" | 10~45 16 120 10,550 9,748 6,976
7] 50 90° 12 ~ 50 16 130 13,752 12,690 8,978
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Deburring Tool with Hole with TiN Coating

+0.3 -1°
*BEETEMEREENAAEREEEMNT
* AFERENNIE - BMIRTAEEERE -

7

_ E124

BAI: mm

(D) (@) |capacity| (d) (L)

10 90° 2 ~10 6 45 786 754 694
15 90° 6 ~ 14 8 55 1,156 1,094 940
20 90° 8 ~ 18 10 65 1,786 1,664 1,356
25 90° 10 ~ 23 12 78 2,926 2,756 2,186
30 90° 12 ~ 28 12 88 4,390 4,128 3,218
35 90° 14 ~ 33 12 110 6,930 6,792 5,266
40 90° 16 ~ 38 12 115 8,962 8,762 6,700
45 90° 18 ~ 43 16 120 11,704 10,904 8,116
50 90° 20 ~ 48 16 130 15,216 14,152 10,442

_ E124

HEEYREESHEHRT—RET)

Single Flute Chamfering Cutters with TiN Coating

+0.3 -1°

* BEAAMEEERRREBEMNT -
* A FOSBAMREFL B P I EER - TR TS EERE -

B mm

(D) (@) |[capacity| (d) (L) _
10 90° 1 ~ 10 6 45 908 878 816
15 90° 2 ~15 8 55 1,278 1,216 1,062
20 90° 2 ~ 20 10 65 1,926 1,818 1,510
25 90° 3 ~25 12 78 3,126 2,956 2,388
30 90° 3 ~30 12 88 4,636 4,374 3,466
35 90° 4 ~ 35 12 110 7,130 7,008 5,498
40 90° 5 ~ 40 12 115 9,132 8,948 6,900
45 90" | 10~45 16 120 11,842 11,042 8,270
50 90° | 12 ~50 16 130 15,292 14,230 10,518

L
BRE
it 2
D
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3-Flute Countersinks

O smmmamen-
o rERMEEARRENT - BMIFRTEELRE -
ﬁjﬁj\g
s
S BN P mm
(D) (@) |capacity | (d) L)
43 90" |13~ 43 4 40 740 694 586
] 5 90" |15~ 5 4 40 740 694 586
8 6 90" |15~ 6 5 45 740 694 586
E 6.3 90" |15~ 63 5 45 740 694 586
— 7 90" |18~ 7 6 50 816 770 678
K 8 90° 2 ~ 8 6 50 816 770 678
g 8.3 90 | 2~83 6 50 816 770 678
S 10 90" |25~ 10 6 50 970 940 878
X 10.4 90" |25~104| 6 50 970 940 878
S | 15 | 90 |28~115 8 56 1,124 1,062 924
] 124 90" |28~124| 8 56 1,124 1,062 924
5\ 15 90° |32~ 15 10 60 1,248 1,186 1,032
ol 16.5 90" |32~165| 10 60 1,248 1,186 1,032
% 19 90 (35~ 19| 10 63 1,848 1,740 1,416
N 20.5 90" |35~205| 10 63 1,848 1,740 1,416
gﬁ 23 90" |38~ 23| 10 67 2,664 2,526 2,032
| 2 90" |38~ 25| 10 67 2,664 2,526 2,032
30 90" |42~30| 12 71 3,742 3,526 2,788
% 31 90" |42~ 31 12 71 3,742 3,526 2,788
35 90" |45~35| 12 110 6,438 6,344 4,836
e 40 90" |45~ 40| 12 115 8,394 8,240 6,176
= 45 90" | 5 ~45| 16 120 10,918 10,118 7,330
. 5’3 50 90" | 5~50| 16 130 14,138 13,074 9,364
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3-Flute Countersinks with TiIN Coating

c=mmmaEEy . o
* EHMEFIE S RIRFTMNT - BT TRELRE - -
ﬁjﬁj\i
"
B :mm
(D) (@) | capacity | (d) (L)
43 90 |13~43| 4 40 816 770 662
5 90 |15~ 5 4 40 816 770 662 —
6 90 |15~ 6 5 45 832 786 678 o
6.3 90 [15~63| 5 45 832 786 678 E
7 90 |18~ 7 6 50 924 878 786 —
8 90 |2~ 8 6 50 924 878 786 <
8.3 0 | 2~83| 6 50 924 878 786 g
10 90" |25~ 10| 6 50 1,078 1,048 986 I
10.4 90" |25~104| 6 50 1,078 1,048 986 >
115 90" |28~115| 8 56 1,248 1,186 924 S
12.4 90" |28~124| 8 56 1,248 1,186 1,048 -
15 90° |32~ 15 10 60 1,464 1,402 1,248 5\
16.5 90" [32~165 10 60 1,464 1,402 1,248 ]
19 90 |85~ 19| 10 63 2,140 2,032 1,710 *&]
205 90" [35~205 10 63 2,140 2,032 1,710 _
23 90 (38~ 23| 10 67 3,064 2,926 2,434 g’g
25 90 [38~25| 10 67 3,064 2,926 2,434
30 90" |42~30| 12 71 4,342 4,128 3,388 o
31 90" |42~ 31| 12 71 4,744 4,528 3,788 %lt
35 90" |45~ 35| 12 110 7,438 7,346 5,836
40 90" |45~ 40| 12 115 9,472 9,318 7,254 83
45 0 | 5~45| 16 120 12,212 11,412 8,624 ol
50 90 | 5~50| 16 130 15,678 14,614 10,904 -
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3-Flute Countersinks

+0.05 -1°
* ZJ)BIR]HEAHD o
o rERMEEARRENT - BMIFRTEELRE -
ﬁjﬁj\g
5
g B : mm
H
(D) (o) capacity (d)
6.3 60° 16 ~ 6.3 5 45 816 908
8 60° 2 ~ 8 6 50 908 1,016
10 60° 25~ 10 6 50 1,078 1,186
12.5 60° 3.2 ~125 8 56 1,248 1,370
o 16 60° 4 ~ 16 10 63 1,386 1,602
Q 20 60° 5 ~ 20 10 67 2,032 2,326
c 25 60° 6.3 ~ 25 10 71 2,942 3,342
8 120° 2 ~ 8 6 49 986 1,094
12.5 120° 28 ~125 8 54 1,356 1,478
~$ 16 120° 3.2 ~ 16 10 57 1,510 1,724
z 20 120 | 35~ 20 10 59 2,218 2,510
25 120° 3.8 ~ 25 10 65 3,204 3,604
& El g2 ER
al Recommended Cutting Condition
5‘; mm/min [D=10D=20D<=30D|mm/min |D=10D=20D=30D|{mm/min|D=10D=20D=30D
$ =
i (Sﬁrgéi%?wmm% 35~ 45|02 |0.22|0.24| 35~ 45|02 022024 | 17~22 [0.3 |0.32|0.36
E (§§r§5oo§ﬁggo A 20~ 30/0.14|0.17 0.2 | 20~ 30 |0.14[0.17 /0.2 | 10~15 [0.28 0.3 |0.31
. M 15~ 20 |0.11|0.12|0.14 | 15~ 20 | 0.11{0.12|0.14| 8~12 | 0.24|0.26 | 0.28
(38F£800~1000 N/mm’) Rl I s e
- Gi;ﬁﬁ:ﬁfg’%ﬁ/ﬂmmz) 12~ 15[0.1 |0.12/0.15| 12~ 15|01 |0.12|0.15| 6~ 8 |02 |02 |0.22
% 58 6~ 8/0.07/0.08(0.09 6~ 8/0.07(0.080.09| 4~ 6 |0.080.09 0.1
EEE T 20~ 40 [0.15|0.24 | 0.28 | 20~ 40 | 0.15|0.24 [0.28 | 15~25 |0.13[0.19 | 0.24
. £R 50~ 60 | 0.22|0.25 | 0.27 | 50~ 60 | 0.22 | 0.25 | 0.27 | 35~45 [0.27 0.3 |0.35
EE =i - 54 30~ 40 | 0.23]0.25 |0.28 | 30~ 40 | 0.23 |0.25 | 0.28 | 20~30 [0.3 | 0.3 |0.31
e S 20~ 30 10.22]0.250.27 | 20~ 30 |0.22]0.250.27 | 10~15 [0.29 0.3 |0.31
7] ¥BRR 50~100 | 0.5 | 0.6 |0.65| 50~100 | 0.5 | 0.6 |0.65| 35~70 |0.4 |0.45 05
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JJEY e T) NEW

3- Flute Counterbores with Pilot - Fine Processing

* 8 5 EEERETRYIISREE T @A AR BN T A ERte el 5 MR EmAYIN L -

B :mm

Screw Size| (D))

M3 3.2 6 14 6 71 885 1,005
M4 4.3 8 14 6 71 710 830
M5 5.3 10 18 8 80 695 815
M6 6.4 11 18 8 80 750 900
M8 8.4 15 22 12 100 1,345 1,545
M10 10.5 18 22 12 100 1,590 1,840
M12 13 20 22 12 100 1,710 2,010

tRREZ2ER

Recommended Cutting Condition

wEw O 0,05 X snid £R STy

] (~13HRC) (14~32HRC)

%
6 | 1326 | 322 | 25 | 008 | 1273 | 309 | 24 | 008 | 955 | 232 | 18 | 0.8 "
8 995 | 242 | 25 | 008 | 955 | 232 | 24 | 008 | 716 | 174 | 18 | 008 |
10 796 | 258 | 25 | 011 | 764 | 248 | 24 | 011 | 573 | 186 | 18 | 0.1 I
11 723 | 234 | 25 | 011 | 694 | 225 | 24 | 011 | 521 | 169 | 18 | 0.1 .
15 531 | 172 | 25 | 011 | 509 | 165 | 24 | 011 | 382 | 124 | 18 | O | .
18 442 | 167 | 25 | 013 | 424 | 160 | 24 | 013 | 318 | 120 | 18 | 043 | L0
20 398 | 150 | 25 | 013 | 382 | 144 | 24 | 013 | 286 | 108 | 18 | 043 |

E125
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SR
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A\ &% encvais
RG22 ER

Recommended Cutting Condition

mm/rev.im/min| mm
6 1,273 | 309 24 0.08 955 232 18 0.08 796 193 15 0.08

8 955 | 232 24 0.08 | 716 174 18 0.08 | 597 145 15 0.08
10 764 | 248 24 0.11 573 186 18 0.11 477 155 15 0.11
11 694 | 225 24 0.11 521 169 18 0.11 434 141 15 0.11
15 509 | 165 24 0.11 382 124 18 0.1 318 103 15 0.1

18 424 | 160 24 0.13 | 318 120 18 0.13 | 265 100 15 0.13
20 382 | 144 24 0.13 | 286 108 18 0.13 | 239 90 15 0.13

min® | mm/rev. | m/min mm min® | mm/rev. | m/min mm
6 1,273 309 24 0.08 955 232 18 0.08
8 955 232 24 0.08 716 174 18 0.08
10 764 248 24 0.11 573 186 18 0.11
11 694 225 24 0.11 521 169 18 0.11
15 509 165 24 0.11 382 124 18 0.11
18 424 160 24 0.13 318 120 18 0.13
20 382 144 24 0.13 318 108 18 0.13

min® | mm/rev. | m/min mm min® | mm/rev. | m/min mm
6 1,592 382 30 0.08 1,061 255 20 0.08
8 1,194 286 30 0.08 796 191 20 0.08
10 955 315 30 0.11 637 210 20 0.11
11 868 286 30 0.11 579 191 20 0.11
15 637 210 30 0.11 424 140 20 0.11
18 531 207 30 0.13 354 138 20 0.13
20 477 186 30 0.13 318 124 20 0.13

E126
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Hand Reamers & Spiral Hand Reamers

H7 e

*3.5mmLl N AMmmEHE - 3.5mmbl EARiEHOFLE -
* PR BT RS -
HR ﬁ%‘(
7]
SPHR
BN i mm
(D) (2 (d) (L) (N) o

2 25 2 50 4 346 378
22 27 22 54 4 346 378

25 29 25 58 4 346 378 ”

28 31 238 62 4 368 400 "

3 31 3 62 6 368 400 7)
3.2 33 3.2 66 6 384 422
3.5 35 3.5 71 6 384 422
4 38 4 76 6 406 442
45 41 45 81 6 502 546
5 44 5 87 6 594 654
5.5 47 5.5 93 6 632 692
6 47 6 93 6 670 734
7 54 7 107 6 766 838
8 58 8 115 6 956 1,042
9 62 9 124 6 1,032 1,128
10 66 10 133 6 1,054 1,144
11 71 11 142 6 1,166 1,264
12 76 12 152 6 1,324 1,432
13 76 13 152 6 1,414 1,528
14 81 14 163 8 1,506 1,626
15 81 15 163 8 1,604 1,728
16 87 16 175 8 1,874 2,014
17 87 17 175 8 1,950 2,090
18 93 18 188 8 2,138 2,290
19 93 19 188 8 2,312 2,474
20 100 20 201 8 2,522 2,694
22 107 22 215 8 3,192 3,402
24 115 24 231 8 3,742 3,986
25 115 25 231 8 4,050 4,234
26 115 26 231 8 4,476 4,692
o7 124 o7 247 10 4,876 5,008
28 124 28 247 10 5,308 5,546
29 124 29 247 10 5,734 6,000
30 124 30 247 10 5,934 6,194

FOO1



G N\ _#7#3 Reamers

FO05

FEIIMT iRt AR 7]
Taper Shank Chucking Reamers
o H7
* HSS-ERAHSSCo °
g TCR
7]
SPTCR
B mm
" (D) (2) MT NO. (L) (N)
ik 10 38 1 168 6 1,318 1,410
% 11 41 1 175 6 1,340 1,432
12 44 1 182 6 1,340 1,432
13 44 1 182 6 1,382 1,474
] 14 47 1 189 8 1,404 1,486
15 50 2 204 8 1,518 1,566
16 52 2 210 8 1,648 1,712
17 54 2 214 8 1,826 1,906
18 56 2 219 8 1,918 2,004
19 58 2 223 8 2,096 2,188
20 60 2 228 8 2,208 2,290
21 62 2 232 8 2,274 2,350
22 64 2 237 8 2,652 2,744
23 66 2 241 8 2,652 2,728
24 68 3 268 8 3,408 3,516
25 68 3 268 8 3,408 3,500
26 70 3 273 8 3,964 4,088
27 7 3 277 10 4,456 4,600
28 71 3 277 10 4,946 5,114
29 73 3 281 10 5,432 5,626
30 73 3 281 10 5,946 6,166
31 75 3 285 10 6,858 7,138
32 77 4 317 10 8,024 8,344
34 78 4 321 10 9,154 9,520
35 78 4 321 10 9,752 10,146
36 79 4 325 10 10,054 10,438
38 81 4 329 10 11,248 11,674
40 81 4 329 10 12,636 13,128

F002
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Short Machine Chucking Reamers

d | 755 |
D=3.7 DZ3.8 lf|7

* BN R+ AUFRIEZ T AZEBHT ©
* BONRIZZ TJIEAE  2.01~5.03mmA&+0.004~0mm ; 5.97~12.03mmA+0.005~0mm °
7]
BN - mm
| (D) (2 (d) (L) | (D) ) (d) (L) i
2 11 2 49 314 4.6 21 5 80 610 ;»g
2.1 11 2 49 314 4.7 21 5 80 610 7]
2.2 12 3 53 314 4.8 23 5 86 610
2.3 12 3 53 314 4.9 23 5 86 610
2.4 14 3 57 314 5 23 5 86 610
2.5 14 3 57 314 5.1 23 5 86 610
2.6 14 3 57 334 5.2 23 5 86 610
2.7 15 3 61 334 5.3 23 5 86 610
2.8 15 3 61 334 5.4 26 6 93 610
2.9 15 3 61 334 55 26 6 93 626
3 15 3 61 334 5.6 26 6 93 626
3.1 16 4 65 334 5.7 26 6 93 626
3.2 16 4 65 334 5.8 26 6 93 626
48] 16 4 65 334 59 26 6 93 626
3.4 18 4 70 334 6 26 6 93 626
35 18 4 70 352 6.1 28 6 101 626
3.6 18 4 70 352 6.2 28 6 101 626
3.7 18 4 70 352 6.3 28 6 101 626
3.8 19 4 75 352 6.4 28 6 101 626
3.9 19 4 75 352 6.5 28 6 101 626
4 19 4 75 524 6.6 28 6 101 626
4.1 19 4 75 524 6.7 28 6 101 626
4.2 19 4 75 524 6.8 31 8 109 692
4.3 21 5 80 524 6.9 31 8 109 692
4.4 21 5 80 524 7 31 8 109 692
4.5 21 5 80 610 7.1 31 8 109 692

FO03



G N\ _#7#3 Reamers

m FO05

¥2 ) ER TR )

Short Machine Chucking Reamers

B ' mm
T D T o) | (o (RGN R L)

7.2 31 8 109 692 9.9 38 10 133 994

£ 7.3 31 8 109 692 10 38 10 133 994
% 7.4 31 8 109 692 1 41 10 142 1,194
75 31 8 109 692 12 44 10 151 1,274

7.6 33 8 117 692 13 44 10 151 1,334

7.7 33 8 117 692 14 47 14 160 1,360

7.8 33 8 117 692 15 50 14 162 1,458

}E 79 38 8 117 692 16 52 14 170 1,576
7 8 33 8 117 724 17 54 14 175 1,744
8.1 33 8 117 788 18 56 14 182 1,814

- 8.2 33 8 117 788 19 58 16 189 1,966
8.3 33 8 117 788 20 60 16 195 2,052

8.4 33 8 117 788 201 ~ 205 | 1 2 49 378

8.5 33 8 117 788 247 ~ 253 14 3 S 384

8.6 36 10 125 788 297 ~ 2.99 15 3 61 406

8.7 36 10 125 788 301 ~ 305 16 4 65 422

8.8 36 10 125 788 397 ~ 399 19 4 75 540

8.9 36 10 125 788 401 ~ 4.05 19 4 75 632

9 36 10 125 826 497 ~ 505 | 23 5 86 734

9.1 36 10 125 826 597 ~ 599 = 26 6 93 756

9.2 36 10 125 826 6.01 ~ 6.05 28 6 101 756

9.3 36 10 125 826 797 ~ 7.99 33 8 117 832

9.4 36 10 125 826 8.01 ~ 8.05 33 8 117 870

9.5 36 10 125 978 9.01 ~ 9.05 36 10 125 994

9.6 38 10 133 994 9.97 ~10.05 38 10 133 1,194

9.7 38 10 133 994 1197 ~11.99 | 41 10 151 1,436

9.8 38 10 133 994 12.01 ~12.05 | 44 10 151 1,534

FO04
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Short Length - Spiral Flute Chucking Reamers

D<3 D=3 f’g
ES
B 'mm &
7]
@) | @ | (d) | L) | (N) O) | (@ | (d) (N)
2 11 2 49 4 314 6.5 26 6 93 6 626
2.2 11 2 49 4 334 7 31 6 109 6 692
2.5 14 2.5 57 4 314 7.2 31 6 109 6 676
2.6 14 2.5 57 4 334 8 33 8 117 6 724
2.8 14 2.5 57 4 352 8.5 33 8 117 6 788
3 15 3 61 4 334 9 36 8 125 6 826 i
3.1 15 3 61 4 352 95 36 8 125 6 978 L3
3.2 15 3 61 4 352 10 38 10 133 6 994 %‘
3.5 15 3.5 61 4 352 10.5 38 10 133 6 972
3.6 15 3.5 61 6 352 11 41 10 142 6 1,194
3.7 15 3.5 61 6 352 12 44 10 151 6 1,274
4 19 4 75 6 524 13 44 10 151 6 1,334 I
4.3 19 4 75 6 546 14 47 12 160 8 1,360
4.5 21 4 80 6 610 15 50 12 162 8 1,458
4.6 21 4 80 6 572 16 52 12 170 8 1,576
5 23 5 86 6 584 17 54 12 175 8 1,744
55 26 5 93 6 626 18 56 12 182 8 1,814
5.6 26 5 93 6 568 19 58 16 189 8 1,966
6 26 6 93 6 604 20 60 16 195 8 2,052

TCR - SPTCR - SPMCR - SPCR

thRIRG2ER

Recommended Cutting Condition

mm/min 2~4 5~8 9~12 13~20

#% < 500N/mm? 12 ~16 | 005 ~015 /01 ~02 | 015~025 02 ~03

#i% 500 ~ 700N/mm? 10 ~12 005 ~015 01 ~02 @ 015~025 02 ~ 03
#i%l 700 ~ 800N/mm? 6~ 8 |005~01 008~016| 0.1 ~02 | 0.15~ 0.25
B2t - REMEM<S00N/mm? 6 ~10 005 ~01 008 ~016 01 ~02 015~ 025
Bath - REMEM>500N/mm? 4~ 6 | 005~01 008~016 01 ~02 | 015~ 025

aai - REWBYE 4~ 6 | 003~008 006~01 | 008~015 01 ~ 0.2

$=$4< 200HB 12 ~14 | 0.05 ~0.15 | 0.01 ~02 | 015~ 025 02 ~03
$=48> 200HB 10 ~12 1 0.05~01 | 008~016 01 ~02 & 015~ 025

F il E = 16 ~20 |01 ~02 015~025 02 ~03 | 025~ 04

- 8552 10 ~16 01 ~02 015~025 02 ~03 | 025~ 0.4

i - &= 16 ~18 01 ~02 015~025 02 ~03 | 025~ 0.4

85 4~ 6 |003~008 006~01 | 008~015 01 ~ 02

B 8§~12 01 ~02 02 ~03 | 03 ~04 04 ~05

FO05
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Solid Carbide Stub Length Drills

* HEi K T B3R

==Eee

* EEE

EEAEMIMER
* IBIAAYE MR TAMALR - LUEETIBEE ARG

* AN LiRE = J]R-(FMEX1.518) -

TE

1.1
1.2
1.3
1.4
1.5
1.6
1.7
1.8
1.9

2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
2.9

3.1
3.2
3.3
3.4
3.5
3.6
3.7
3.8
3.9

41
4.2

G001

R 2R g
6 26 422
7 28 428
8 30 448
8 30 448
9 32 448
9 32 438
10 34 438
10 34 438
11 36 438
11 36 438
12 38 412
12 38 460
13 40 460
13 40 460
14 43 460
14 43 460
14 43 460
16 46 612
16 46 612
16 46 612
16 46 612
18 49 622
18 49 622
18 49 622
20 52 670
20 52 670
20 52 740
20 52 740
20 52 798
22 55 798
22 55 798
22 55 838
22 55 838

TE

4.3
4.4
4.5
4.6
4.7
4.8
4.9
3
5.1
5.2
5.3
54
55
5.6
5.7
5.8
5.9
6
6.1
6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9
7
7.1
7.2
7.3
7.4
7.5

FRTRBR 7R INE 2 RO E LRI A KA LI EM -
* YA FHFE(E R A5~101F

R Z2R
24 58
24 58
24 58
24 58
24 58
26 62
26 62
26 62
26 62
26 62
26 62
28 66
28 66
28 66
28 66
28 66
28 66
28 66
31 70
31 70
31 70
31 70
31 70
31 70
31 70
34 74
34 74
34 74
34 74
34 74
34 74
34 74
34 74

B(2)%&

892

892

892

892

958

958

958

958

958
1,246
1,246
1,246
1,246
1,326
1,326
1,326
1,326
1,326
1,660
1,660
1,660
1,660
1,660
1,956
1,956
1,956
1,956
1,956
2,342
2,342
2,342
2,342
2,342

e

7.6
7.7
7.8
7.9
8
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9
9
9.1
9.2
9.3
94
g5
9.6
S
9.8
S
10
10.2
10.5
11
11.5
12
13

Nk =R
37 79
37 79
37 79
37 79
37 79
37 79
37 79
37 79
37 79
37 79
40 84
40 84
40 84
40 84
40 84
40 84
40 84
40 84
40 84
40 84
43 89
43 89
43 89
43 89
43 89
43 89
43 89
47 95
47 95
51 102
51 102

G045

D=d

B ' mm
B

2,648
2,648
2,648
2,648
2,648
3,232
3,232
3,232
3,232
3,280
3,508
3,508
3,508
3,508
3,508
3,840
3,840
3,840
3,840
3,840
3,964
3,964
3,964
3,964
3,964
4,490
4,490
4,986
5,842
5,842
7,078
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FiSHHEE R )R

Solid Carbide Jobber Length Drills

* BN —ARHA - 555 LRI FFREEE - TRHEEE S B AR IR -

* AN LIFRE = JIR-(IMEXL.5(E) © %
D=d 5
igg
Bf:mm
PAEES IR =5 B PAEES NE ' B .
e
1 12 34 648 4.4 47 80 1,694 f‘i
1.1 14 36 652 45 47 80 1,546 o
1.2 16 38 610 46 47 80 1,756
1.3 16 38 616 47 47 80 1,756 %
14 18 40 616 48 52 86 1,820 %
15 18 40 624 49 52 86 1,820 g
16 20 43 624 5 52 86 1,686
1.7 20 43 624 5.1 52 86 2,046 i
1.8 22 46 624 5.2 52 86 2,046 %
1.9 22 46 624 53 52 86 2,046 g
2 24 49 612 5.4 57 93 2,320
2.1 24 49 718 55 57 93 2,236 B
2.2 27 53 788 5.6 57 93 2,438 &
2.3 27 53 788 5.7 57 93 2,438 2
2.4 30 57 788 5.8 57 93 2,438
25 30 57 772 59 57 93 2,438 %
26 30 57 1,036 6 57 93 2,368 b
27 33 61 1,036 6.1 63 101 3,026 :
28 33 61 1,036 6.2 63 101 3,026
2.9 33 61 1,036 6.3 63 101 3,026 E
3 33 61 1,000 6.4 63 101 3,026 i
3.1 36 65 1,000 6.5 63 101 2,932 5
3.2 36 65 1,000 6.8 69 109 3,550
3.3 36 65 1,012 7 69 109 3,520 o
3.4 39 70 1,122 8 75 117 4,186 5
35 39 70 1,098 8.5 75 117 4,876
3.6 39 70 1,188 9 81 125 6,408 N
37 39 70 1,188 10 87 133 6,148 c
3.8 43 75 1,258 10.2 87 133 7,432 g
3.9 43 75 1,258 10.5 87 133 7,212 5
4 43 75 1,242 11 94 142 9,192
4.1 43 75 1,280 115 94 142 9,844 7
4.2 43 75 1,280 12 101 151 12,142 &
43 47 80 1,694 12,5 101 151 12,142 f

G002
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Solid Carbide Stub Length Drills (1/100 Size)

* BRI - 55 LR FFREEE - TRHEEE S B AR IR -

&

4.01 ~ 419
421 ~ 449
4.51 ~ 4.69
4.71 ~ 4.99
5.01 ~5.29
5.31 ~ 5.49
5.51 ~ 5.99
6.01 ~ 6.49
6.51 ~ 6.69
6.71 ~ 6.99
7.01 ~ 7.49
Tl == 8k

2 §5 88 E 2 1R e Y 8 ER

PAE

22
24
24
26
26
28
28
31
31
34
34
37

2R

55
58
58
62
62
66
66
70
70
74
74
79

B ()%

1,149
1,149
1,204
1,204
1,427
1,427
1,557
1,743
1,891
1,891
2,040
2,300

Solid Carbide Stub Length Dirills with Left Hand

*BAR—ARHA 555 SR FFHEEE - TR S B R IIRME o

1.12
1.2
1.25
1.26
1.27
1.28
G003

E(2)H%

702
702
702
702
702
702
702
702

1.44
1.45
1.46
1.47
1.48

G045

B - mm
B(X)HE

2,671
3,043
3,229
3,414
3,600
3,786
3,786
3,971
4,343
4,343
4,714

G045

)

IE IR R
8.01 ~ 8.49 37 79
8.51 ~ 8.99 40 84
9.01 ~ 9.49 40 84
9.51 ~ 9.99 43 89
10.01~1049 43 89
1051~10.59 43 89
10.61~1099 47 95
11.01~1149 47 95
1151~1179 47 95
1181~11.99 51 102
12.01~1249 51 102

{
8; >
B PAEES
702 15
702 153
702 155
702 16
702 1,61
702 162
702 163
702 165

B - mm
B

702
702
702
702
702
702
702
702
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Solid Carbide Stub Length Drills with Left Hand

TE

1.66
1.67
1.7
1.75
1.8
1.81
1.82
1.83
1.84
1.85
1.9

2.1

2.14
2.2

2.23
2.25
2.26
2.27
2.28
2.29
2.3

2.31
2.32
2.33
2.38
2.39
2.4

2.41
2.42
2.5

2.53
2.55
2.56
2.57
2.58
2.6

2.7

B(2)H%

702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702
702

iE

2.73
2.75
2.76
2.77
2.78
2.79
2.8
2.81
2.82
2.85
2.9

3.1
3.15
3.16
3.17
3.18

3.2
3.25
3.26
3.27
3.28

3.3
3.35

3.4
3.45

3.5

3.6
3.65
3.66
3.67
3.68
3.69

3.7

3.8

3.9
3.98

B(z2)t%

702
702
702
702
702
702
702
702
702
702
702
702
702
742
742
742
742
702
742
742
742
742
702
742
702
742
702
838
890
890
890
890
890
838
838
838
1,040
988

JE

41
4.2
4.25
4.3
432
4.38
4.4
4.44
4.45
4.46
4.47
4.5
4.6
4.65
4.66
4.67
4.68
4.7
4.8
4.9

5.1

5.2
5.3
54
515
5.57
5.6
5.7
5.8
5.9

6.1

6.2
6.3
6.35
6.4
6.5

G045

B ' mm

f&(z2)i%

988

988
1,040

988
1,040
1,040

988
1,040
1,040
1,040
1,040
1,066
1,066
1,118
1,118
1,118
1,118
1,066
1,066
1,066
1,164
1,164
1,164
1,164
1,164
1,242
1,612
1,242
1,242
1,242
1,242
1,242
1,956
1,956
1,956
2,204
1,956
1,956

G004

FELO Z

Livd
i

=]
fi&

(63
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Solid Carbide Drills for High Hardened Steels (~70HRC)

* KBEHEAERET - JT)EARIMEERIRK -

* 4SS IRIBER B AR ~ BEAERKLKREREE @ IR RERE BEHHEEMIEY

JE

1.1
1.2
1.3
1.4
1.5
1.6
1.7
1.8
1.9

2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
2.9

3.1
3.2
3.3
3.4
3.5
3.6
3.7
3.8
3.9

41
4.2
4.3
4.4
4.5

G005

R

o 00 0O O O O

10
10
10
12
12
13
13
14
14
14
16
16
16
16
16
16
18
20
20
20
20
22
22
22
25
25
28
28
28

W

OO bR, PEPREPPREPREPPRPOOOOWOLWWWWWWWWWWWWWWWww

2R

40
40
40
40
40
40
40
40
40
40
42
42
43
43
44
44
44
46
46
46
46
48
48
48
50
50
50
50
52
52
52
65
65
68
68
68

B(2)H%

2,176
2,176
2,176
2,176
2,176
2,176
2,176
2,176
2,176
2,176
2,176
2,236
2,236
2,236
2,236
2,236
2,236
2,236
2,236
2,236
2,236
2,566
2,566
2,566
2,566
2,566
2,626
2,626
2,626
2,626
2,626
3,706
3,706
3,706
3,706
3,706

TE

4.6
4.7
4.8
4.9
5
5.1
5.2
5.3
54
55
5.6
5.7
5.8
58
6
6.5
6.8
6.9
7
7.5
8
8.5
8.6
8.8
9
9.5
10
10.2
10.3
10.5
10.8
11
11.5
12
14

PAES:

28
28
32
32
32
32
32
32
35
35
35
35
35
35
35
40
45
45
45
45
50
50
57
Sl
57
57
63
63
63
63
71
71
71
71
77

GRES

— — | — — — | — ) ) b o e
ro PR e N RSS2 3 3 w™®m>o®m®ood DD DDDDDDDDD DD

2R

68
68
72
72
72
72
72
72
75
75
75
75
75
75
75
80
85
85
85
85
98
98
105
105
105
105
111
111
111
111
119
119
119
119
125

G048

B mm
B

3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
3,706
6,210
6,210
6,210
6,210
6,210
6,736
8,536
8,536
8,536
8,536
8,536

10,080

13,126

13,126

13,126

13,126

13,126

13,126

13,126

16,410
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G049

ZISHHEERE Y mFLIER 3xD

Solid Carbide Drills with Coolant Holes (Short - 3XD)

* ARSI T —Rssifs - $530 - 5588 © JSWEEEH - AI3RIEH - EHE SR  JEEKE B RITEERE -

* NEREMEFROEMMT > ATEEEANT - BEAFEASEE - gﬁ
* FIRERET » ALETHERA - EERFIVHHBMERE - BIRE « BB NRVEANITE - 2
]
E
F

B :mm AL

E DR WME =2k B NE DR WME =2k B .
B
3 20 6 62 2,790 5.2 28 6 66 2,790 7
3.1 20 6 62 2,790 5.3 28 6 66 2,790 E
3.2 20 6 62 2,790 5.4 28 6 66 2,790 i
3.3 20 6 62 2,790 5.5 28 6 66 2,790 &
3.4 20 6 62 2,790 5.6 28 6 66 2,790 5
35 20 6 62 2,790 5.7 28 6 66 2,790 %
36 20 6 62 2,790 5.8 28 6 66 2,790 #
3.7 20 6 62 2,790 5.9 28 6 66 2,790 y
3.8 24 6 66 2,790 6 28 6 66 2,790 i
39 24 6 66 2,790 6.1 34 8 79 3,846 #
4 24 6 66 2,790 6.2 34 8 79 3,846
4.1 24 6 66 2,790 6.3 34 8 79 3,846 i
42 24 6 66 2,790 6.4 34 8 79 3,846 -
4.3 24 6 66 2,790 6.5 34 8 79 3,846
4.4 24 6 66 2,790 6.6 34 8 79 3,846 i
45 24 6 66 2,790 6.7 34 8 79 3,846 i
4.6 24 6 66 2,790 6.8 34 8 79 3,846 .
4.7 24 6 66 2,790 6.9 34 8 79 3,846 ¢
48 28 6 66 2,790 7 34 8 79 3,846 i
49 28 6 66 2,790 7.4 41 8 79 3,846
5 28 6 66 2,790 72 41 8 79 3,846 %i
5.1 28 6 66 2,790 7.3 41 8 79 3,846 &

G006



76

G049

FISHHEEE Y mFLIER 3xD

Solid Carbide Drills with Coolant Holes (Short - 3XD)

B - mm
DE VR WE 2R Lo I8 IR OWE 2R o
- 7.4 41 8 79 3,846 10.6 55 12 102 6,432
" 75 41 8 79 3,846 10.7 55 12 102 6,432
N 76 41 8 79 3,846 10.8 55 12 102 6,432
Eg 77 41 8 79 3,846 10.9 55 12 102 6,432
78 41 8 79 3,846 11 55 12 102 6,432
. 7.9 41 8 79 3,846 11.1 55 12 102 6,432
o 8 41 8 79 3,846 11.2 55 12 102 6,432
i 8.1 47 10 89 4,594 11.3 55 12 102 6,432
i, 8.2 47 10 89 4,594 11.4 55 12 102 6,432
" 8.3 47 10 89 4,594 11.5 55 12 102 6,432
o 8.4 47 10 89 4,594 11.6 55 12 102 6,432
) 8.5 47 10 89 4,594 11.7 55 12 102 6,432
i 86 47 10 89 4,504 118 55 12 102 6,432
5 8.7 47 10 89 4,594 11.9 55 12 102 6,432
. 8.8 47 10 89 4,594 12 55 12 102 6,432
7 8.9 47 10 89 4,594 125 60 14 107 8,272
o 9 47 10 89 4,594 13 60 14 107 8,272
\ 9.1 47 10 89 4,594 13.5 60 14 107 8,272
% 9.2 47 10 89 4,594 14 60 14 107 8,272
o 9.3 47 10 89 4,594 14.5 65 16 115 8,298
. 9.4 47 10 89 4,594 15 65 16 115 8,298
-E 9.5 47 10 89 4,594 15.5 65 16 115 8,298
5 9.6 47 10 89 4,594 16 65 16 115 8,298
9.7 47 10 89 4,594 16.5 73 18 123 15,716
i 9.8 47 10 89 4,594 17 73 18 123 15,716
. 9.9 47 10 89 4,594 17.5 73 18 123 15,716
\ 10 47 10 89 4,594 18 73 18 123 15,716
S |10 55 12 102 6,432 18.5 79 20 131 17,318
£ 102 55 12 102 6,432 19 79 20 131 17,318
, 103 55 12 102 6,432 19.5 79 20 131 17,318
0104 55 12 102 6,432 20 79 20 131 17,318
#0105 55 12 102 6,432

G007



7

G049

FiSHHEERIHFLIER 5xD

Solid Carbide Drills with Coolant Holes (Long - 5XD)

* JJR/NFA2.9OmmiBHE A A 15°~20° o

* PSIN T —Aesift - $580 © 5588 © VSRR © RISRESH  SFHIEEE - TFHK S B REEHE - gﬁ
* NEEMUEROEMMI - ATEEEANT - BAFERAEEE - e
* FERERET - LS ERIL - EARFAVEIEERE - 2IR&E  saMANREAMITIA -
i
i3
F

Bfmm Al

NE IR WE ER B IE IR WE 2R B .
=l
1 8 3 55 3,116 36 28 6 66 3,450 7
1.1 12 3 55 3,116 3.7 28 6 66 3,450 g
1.2 12 3 55 3,116 3.8 36 6 74 3,450
1.3 12 3 55 3,116 3.9 36 6 74 3,450 i
14 12 3 55 3,116 4 36 6 74 3,450 L
15 16 3 55 3,116 4.1 36 6 74 3,450
16 16 3 55 3,116 4.2 36 6 74 3,450 B
17 16 3 55 3,116 43 36 6 74 3,450 gé
1.8 16 3 55 3,116 4.4 36 6 74 3,450 ’
1.9 16 3 55 3,116 45 36 6 74 3,450 N
2 21 4 57 3,116 4.6 36 6 74 3,450 "
2.1 21 4 57 3,116 4.7 36 6 74 3,450 o
2.2 21 4 57 3,116 4.8 44 6 82 3,450
2.3 21 4 57 3,116 4.9 44 6 82 3,450 i
2.4 21 4 57 3,116 5 44 6 82 3,450 i
25 21 4 57 3,116 5.1 44 6 82 3,450 )
2.6 21 4 57 3,116 5.2 44 6 82 3,450
2.7 21 4 57 3,116 5.3 44 6 82 3,450 iy
2.8 21 4 57 3,116 5.4 44 6 82 3,450 "
2.9 21 4 57 3,116 5.5 44 6 82 3,450 .
3 28 6 66 3,450 5.6 44 6 82 3,450 c
3.1 28 6 66 3,450 5.7 44 6 82 3,450 &
3.2 28 6 66 3,450 5.8 44 6 82 3,450 "
3.3 28 6 66 3,450 5.9 44 6 82 3,450 -
3.4 28 6 66 3,450 6 44 6 82 3,450 it
3.5 28 6 66 3,450 6.1 53 8 91 3,996 f

G008



76

G049

FIEMEERIHFLIER 5xD

Solid Carbide Drills with Coolant Holes (Long - 5XD)

BEfI ' mm
g IR WE =EZR B IE IR WE EZR B

- 6.2 53 8 91 3,996 10 61 10 103 4,656
i 6.3 53 8 91 3,996 10.1 71 12 118 6,592

6.4 53 8 91 3,996 10.2 71 12 118 6,592
= 6.5 53 8 91 3,996 10.3 71 12 118 6,592
2 66 53 8 of 3,996 104 71 12 118 6,592
A 6.7 53 8 91 3,996 10.5 71 12 118 6,592
" 6.8 53 8 91 3,996 10.6 71 12 118 6,592
fg 6.9 53 8 91 3,996 10.7 71 12 118 6,592
7 7 53 8 91 3,996 10.8 71 12 118 6,592
8 7.1 53 8 91 3,996 10.9 71 12 118 6,592
- 7.2 53 8 91 3,996 11 71 12 118 6,592
7 7.3 53 8 91 3,996 11.1 71 12 118 6,592
g 7.4 53 8 91 3,996 11.2 71 12 118 6,592

7.5 53 8 91 3,996 113 71 12 118 6,592
i 7.6 53 8 91 3,996 11.4 71 12 118 6,592
i 7.7 53 8 91 3,996 115 71 12 118 6,592
) 7.8 53 8 91 3,996 11.6 71 12 118 6,592
= 7.9 53 8 91 3,996 11.7 71 12 118 6,592
7 8 53 8 91 3,996 118 71 12 118 6,592
o 8.1 61 10 103 4,656 11.9 71 12 118 6,592

8.2 61 10 103 4,656 12 71 12 118 6,592
% 8.3 61 10 103 4,656 12.5 77 14 124 8,668
i 8.4 61 10 103 4,656 13 77 14 124 8,668
i 8.5 61 10 103 4,656 135 77 14 124 8,668
. 8.6 61 10 103 4,656 14 77 14 124 8,668
= 8.7 61 10 103 4,656 145 83 16 133 10,524
e 8.8 61 10 103 4,656 15 83 16 133 10,524

8.9 61 10 103 4,656 15.5 83 16 133 10,524
s 9 61 10 103 4,656 16 83 16 133 10,524
5 9.1 61 10 103 4,656 16.5 93 18 143 16,738

9.2 61 10 103 4,656 17 93 18 143 16,738
N 9.3 61 10 103 4,656 175 93 18 143 16,738
¢ 9.4 61 10 103 4,656 18 93 18 143 16,738
% 9.5 61 10 103 4,656 185 101 20 153 18,436

9.6 61 10 103 4,656 19 101 20 153 18,436
1 9.7 61 10 103 4,656 195 101 20 153 18,436
@ 98 6 10 103 4,656 20 101 20 | 153 18,436
f 9.9 61 10 103 4,656

G009



7

G049

FiSHHEERIHFLIER 8xD

Solid Carbide Drills with Coolant Holes (Extra Long - 8XD)

* ARSI T —Rssifs - $530 - 5588 © JSWEEEH - AI3RIEH - EHE SR  JEEKE B RITEERE -

* NEREMEFROEMMT > ATEEEANT - BEAFEASEE - gﬁ
* FIRERET » ALETHERA - EERFIVHHBMERE - BIRE « BB NRVEANITE - 2
]
E
F

B :mm AL

I IR WE 2R () I IR WE 2R B .
B
3 34 6 72 5,888 5.4 57 6 95 5,888 fg
3.1 34 6 72 5,888 55 57 6 95 5,888 .
3.2 34 6 72 5,888 5.6 57 6 95 5,888 .
3.3 34 6 72 5,888 5.7 57 6 95 5,888 HE
3.4 34 6 72 5,888 58 57 6 95 5,888 =
3.5 34 6 72 5,888 5.9 57 6 95 5,888
36 34 6 72 5,388 6 57 6 95 5,888 -
37 3% & T2 5,888 61 76 8 114 6406 &
3.8 43 6 81 5,888 6.2 76 8 114 6,406
39 43 6 81 5,888 63 76 8 114 6,406 -
4 43 6 81 5,888 6.4 76 8 114 6,406 u
4.1 43 6 81 5,888 6.5 76 8 114 6,406
4.2 43 6 81 5,888 6.6 76 8 114 6,406 %
4.3 43 6 81 5,888 6.7 76 8 114 6,406 &
44 43 6 81 5,888 68 76 g 114 6,406 i
4.5 43 6 81 5,888 6.9 76 8 114 6,406 s
4.6 43 6 81 5,888 7 76 8 114 6,406 'é
4.7 43 6 81 5,888 7.1 76 8 114 6,406
4.8 57 6 95 5,888 7.2 76 8 114 6,406 g
4.9 57 6 95 5,888 7.3 76 8 114 6,406 g
5 57 6 95 5,888 7.4 76 8 114 6,406 i
5.1 57 6 9 5,888 7.5 76 8 114 6,406 9
5.2 57 6 95 5,888 7.6 76 8 114 6,406 i&g
5.3 57 6 95 5,888 7.7 76 8 114 6,406 (&=

G010



76

G049

ZISHBERIHFLEE 8xD

Solid Carbide Drills with Coolant Holes (Extra Long - 8XD)

* ARSI T —Resies - $530 - $58 « JSEEREN - AIsRiEH « FHE SR - IFEKEBRIEERE -
%ﬁ * NEEEROEMMI - ATEEEFANT - BAFEREHE -
e * FIRERET - ALETHERA - EERFIVHBMERE - BIRE ~ BB RIEAMNTIITE -

#
A
5
%Z B ' mm
; IE IR WE 2K () e IR WE 2K )i
*g 7.8 76 8 114 6,406 10.2 114 12 162 11,642
: 7.9 76 8 114 6,406 10.3 114 12 162 11,642
. 8 76 8 114 6,406 10.4 114 12 162 11,642
AE 8.1 95 10 142 8,774 105 114 12 162 11,642
o 8.2 95 10 142 8,774 10.6 114 12 162 11,642
8.3 95 10 142 8,774 10.7 114 12 162 11,642
Fj’S’i 8.4 95 10 142 8,774 10.8 114 12 162 11,642
o 8.5 95 10 142 8,774 10.9 114 12 162 11,642
8.6 95 10 142 8,774 11 114 12 162 11,642
87 % 10 142 8,774 111 114 12 162 11,642
g 8.8 95 10 142 8,774 1.2 114 12 162 11,642
8.9 95 10 142 8,774 11.3 114 12 162 11,642
% 9 95 10 142 8,774 114 114 12 162 11,642
i 9.1 95 10 142 8,774 115 114 12 162 11,642
) 9.2 95 10 142 8,774 116 114 12 162 11,642
s 9.3 95 10 142 8,774 1.7 114 12 162 11,642
i 9.4 95 10 142 8,774 11.8 114 12 162 11,642
9.5 95 10 142 8,774 11.9 114 12 162 11,642
N 9.6 95 10 142 8,774 12 114 12 162 11,642
E 9.7 95 10 142 8,774 125 133 14 178 14,176
# 9.8 95 10 142 8,774 13 133 14 178 14,176
9 9.9 95 10 142 8,774 135 133 14 178 14,176
f%g 10 95 10 142 8,774 14 133 14 178 14,176
f 10.1 114 12 162 11,642

G011



7

G049

FiSHH@EERIHFLIEE 10xD

Solid Carbide Drills with Coolant Holes (Extra Long - 10XD)

* ARSI T —Assifs - $530 - $588 © VSNBSS - AIIREE C EHE SR - JEEKE B RITEERE -

* MO REBRRN(MQL type) » ATRESAINE © BMEBIEES - HAGENLIER - 1
* EEMABAMNEANTITIER  AIAEFEREHEE  URERJJASHRESRERERE ° i
* 45IRT)ER R BB AR AT » (EHEBE NGRS -
%
%
%
S
_ _ BN I mm %L
& IR L URES R B()E
B
3 39 3 90 8,316 7
3.3 46 4 97 8,316 g
35 46 4 97 8,316
4 52 4 103 8,316 s
42 59 5 112 8,448 &
45 59 5 112 8,448 )
5 65 5 118 8,448 &
55 72 6 127 8,448 gé
6 78 6 133 8,448 5
6.5 85 7 141 10,464
6.8 01 7 147 10,464 %
7 91 7 147 10,464 it
75 98 8 155 10,464 i
8 104 8 161 10,464 .
8.5 111 9 169 13,420 =
9 117 9 175 13,420 -
9.5 124 10 182 13,420
10 130 10 188 13,420 "
10.3 137 11 201 18,454 b
105 137 11 201 18,454 .
11 143 11 207 18,454 N
1.5 150 12 215 18,454 %
12 156 12 221 18,454 fi
12.5 163 13 229 24,992 .
13 169 13 235 24,992 £
135 176 14 243 24,992 e
14 182 14 249 24,992 fe

G012



76

G049
FisHEERY I mMFL#EBER 15xD
Solid Carbide Drills with Coolant Holes (Extra Long - 15XD)
* AN T —RRSReE  $548 - S35  STRSBIR - TIHHEM  JEHE S « M B RIEERS o
* A 2B (MQL type) » FIIES/LAIXUR @ RERIEFE » TEHZEMIER -
* EEMANEAMNMITER  AIAEEREHE - UriERTESGRESREREDHEE -
* S TRTJER R IREAZARERET » (EHEE E NGRS
B mm
3 54 3 105 10,182 7 126 7 182 13,340
3.5 63 4 114 10,182 8 144 8 201 13,340
4 72 4 123 10,182 9 162 9 220 17,212
4.5 81 5 134 11,554 10 180 10 238 17,212
5 90 5 143 11,554 11 198 11 262 23,118
5.5 99 6 154 11,554 12 216 12 281 23,118
6 108 6 163 11,554
G049
ZiNiHEE R hFL#EEE 20xD
Solid Carbide Drills with Coolant Holes (Extra Long - 20XD)
* ARSI T —AgdRe - s580 - 588 - /2TRssEl - rIsist  JREES R « IR BRMEEHE -
* A 2FBIIN(MOL type) @ RIEE/RAIRR » BRRIRIEES » fIafkEMIER -
* ElMmANREAMITER - A FEREHE - WriERTESGRESREREHBE -
* $STRTJEB R IREZARERET » (EHEE B ANIEHS
B mm
3 69 3 120 13,922 6 138 6 193 15,656
3.5 81 4 132 13,922 7 161 7 217 17,724
4 92 4 143 13,922 8 184 8 241 17,724
45 104 5 157 15,656 9 207 9 265 22,272
5 115 5 168 15,656 10 230 10 288 22,272
5.5 127 6 182 15,656 12 276 12 341 30,184

G013



ERiRE )R

Straight Shank Regular Length Twist Drills

* BA—

0.2
0.3
0.35
0.4
0.45
0.5
0.55
0.6
0.65
0.7
0.75
0.8
0.85
0.9
0.95

1.1
1.2
1.3
1.4
1.5
1.6
1.7
1.8
1.9

2.1
2.2
2.3
2.4
2.5
2.6

l<—>l
T

fig g -

PAE

3
3.5
55
55
7.5
7.5
8.5
8.5
10
10
11
11
13
13
18

20
20
22
23
23
25
25
28
28
29
29
33
33
35
35
37

AEEHE - S EHW - 55 - PIRISAaE -

ML.9(E)LLF
R meERK
19 246
20 154
24 200
24 108
27 178
27 86
30 138
30 84
32 124
32 78
34 96
34 58
36 920
36 58
40 90
40 54
42 50
42 50
45 50
48 50
48 50
50 50
50 50
52 50
52 50
55 50
55 50
58 50
58 50
61 50
61 50
64 50

TE

2.7
2.8
2.9

3.1
3.2
3.3
3.4
3.5
3.6
3.7
3.8
3.9

41
4.2
4.3
4.4
4.5
4.6
4.7
4.8
4.9

5.1
5.2
53
5.4
55
5.6
5.7
5.8

&

37
39
42
42
42
42
45
45
45
48
48
48
51
54
54
54
54
56
56
56
59
3
62
62
62
64
64
64
64
67
67
67

2R

64
67
71
71
7
4
73
73
73
76
76
76
79
83
83
83
83
86
86
86
89
89
92
92
92
s
95
55
95
98
98
98

G046

B mm
B(X)HE

50
50
50
50
52
52
52
52
52
58
58
58
58
58
70
70
70
70
70
80
80
80
80
80
92
92
92
92
92
104
104
104
G014

FELO Z

Livd
i

=l
fi&

(63



G046

BEWiE TR
Straight Shank Regular Length Twist Drills e g
B mm

& & 2R B & & 2R B
5.9 67 98 104 9.6 95 130 278
6 70 102 104 9.7 95 130 278
6.1 70 102 118 9.8 95 130 278
6.2 70 102 118 9.9 95 130 278
6.3 70 102 118 10 95 130 278
6.4 73 105 118 10.1 98 133 338
6.5 73 105 118 10.2 98 133 338
6.6 73 105 136 10.3 98 133 338
6.7 73 105 136 10.4 98 133 338
6.8 73 105 136 10.5 100 137 338
6.9 73 105 136 10.6 100 137 354
7 73 105 136 10.7 100 137 354
7.1 75 108 154 10.8 103 140 354
7.2 75 108 154 10.9 103 140 354
7.3 75 108 154 11 103 140 354
7.4 78 111 154 111 103 140 416
7.5 78 111 154 11.2 106 143 416
7.6 78 111 184 11.3 106 143 416
7.7 81 114 184 11.4 106 143 416
7.8 81 114 184 11.5 106 143 416
7.9 81 114 184 11.6 109 146 462
8 81 114 184 1.7 109 146 462
8.1 84 117 200 11.8 109 146 462
8.2 84 117 200 11.9 109 146 462
8.3 84 117 200 12 111 149 462
8.4 87 121 200 12.1 111 149 492
8.5 87 121 200 12.2 111 149 492
8.6 87 121 216 12.3 111 149 492
8.7 87 121 216 12.4 114 152 492
8.8 89 124 216 12.5 114 152 492
8.9 89 124 216 12.6 114 152 524
9 89 124 216 12.7 114 152 524
9.1 89 124 262 12.8 114 152 524
9.2 92 127 262 12.9 114 152 524
9.3 92 127 262 13 114 152 524
9.4 92 127 262 1~13 (E#&=X) 1003%Z 14,984
9.5 92 127 262 1~13 (#8) 1213% 23,994

57 1 1. B (100%) @ 1~10mm(fE0.2mm) ~ 10.5+ 10911115+ 11.9~12+125+12.9+ 13
2.4#8(121%%) : 1~13mm(Ff®0.1mm)
G015



ERiRE )R

Straight Shank Regular Length Twist Drills

5/64(&)LLF
3/64 19 44 54 9/32
1116 22 48 50 19/64
5/64 25 51 54 5/16
3/32 32 57 50 21/64
7/64 38 67 54 11/32
1/8 41 70 52 23/64
9/64 44 73 70 3/8
5/32 51 79 58 25/64
11/64 54 83 78 13/32
3/16 59 89 80 27/64
13/64 62 92 102 7/16
7/32 64 95 104 29/64
15/64 67 98 124 15/32
1/4 70 102 118 31/64
17/64 73 105 154 1/2
Seium A BIR EARIR 4 T #85R
Straight Shank Regular Length Twist Drills With TiN Coating
* BAR—AHM - SE25E - FFS W - 558 - PR RAE -
1 18 40 64 1.5 23 48 58
1.1 20 42 58 1.6 25 50 58
1.2 20 42 58 1.7 25 50 58
1.3 22 45 58 1.8 28 52 58
1.4 23 48 58 1.9 28 52 58

l<—>l
T

PAE

75
78
81
84
87
89
92
5
98
100
103
106
110
111
114

TE

2.1
2.2
2.3
2.4

2R

108
111
114
117
121
124
127
130
133
137
140
143
146
149
152

IRk =2k

29
29
33
33
35

55
55
58
58
61

G046

B i mm
B(X)HE

170
200
184
246
216
292
262
354
354
478
416
508
462
554
524

G047

B - mm
B

58

58

58

58

58
G016

FELO Z

Livd
i

=]
fi&

(63



SumEn TR IR EARAR A Y 858

Straight Shank Regular Length Twist Drills With TiN Coating

NE IR 2K
2.5 35 61
2.6 37 64
2.7 37 64
2.8 39 67
2.9 42 71
3 42 71
3.1 42 71
3.2 42 71
3.3 45 73
3.4 45 73
3.5 45 73
3.6 48 76
3.7 48 76
3.8 48 76
3.9 51 79
4 54 83
4.1 54 83
4.2 54 83
4.3 54 83
4.4 56 86
4.5 56 86
4.6 56 86
4.7 59 89
4.8 59 89
4.9 62 92
5 62 92
5.1 62 92
5.2 64 95
5.3 64 95
54 64 95
55 64 95
5.6 67 98
5.7 67 98
5.8 67 98
5.9 67 98
6 70 102

B(2)i%

58
58
58
58
58
58
64
64
64
64
64
70
70
70
70
70
84
84
84
84
84
96
96
96
96
110
110
110
110
110
126
126
126
126
126
140

&

6.1
6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9
7
7.1
7.2
7.3
7.4
7.5
7.6
7.7
7.8
7.9
8
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9
9
9.1
9.2
9.3
9.4
9.5
9.6

R =2k
70 102
70 102
70 102
73 105
73 105
73 105
73 105
73 105
73 105
73 105
75 108
75 108
75 108
78 111
78 111
78 111
81 114
81 114
81 114
81 114
84 117
84 117
84 117
87 121
87 121
87 121
87 121
89 124
89 124
89 124
89 124
92 127
92 127
92 127
92 127
95 130

B(2)i%

140
140
140
140
164
164
164
164
164
184
184
184
184
184
222
222
222
222
222
240
240
240
262
262
262
274
274
274
274
274
314
314
330
330
330
332

T

9.7
9.8
9.9
10
10.1
10.2
10.3
10.4
10.5
10.6
10.7
10.8
10.9
11
11.1
11.2
1.3
11.4
11.5
11.6
1.7
11.8
11.9
12
12.1
12.2
12.3
12.4
12.5
12.6
12.7
12.8
12.9
13

1~13 (B#%3L) 1003
1~13

Ik =K
95 130
95 130
95 130
95 130
98 133
98 133
98 133
98 133
100 = 137
100 137
100 137
103 =~ 140
103 = 140
103 =~ 140
103 |~ 140
106 @ 143
106 = 143
106 = 143
106 @ 143
109 146
109 146
109 = 146
109 = 146
111 149
111 149
111 149
111 149
114 152
114 152
114 152
114 152
114 152
114 152
114 152

(*8)

121x%

FHEZ - 1.E#EX(100%) - 1~10mm(f®0.1mm) ~ 10.5+~ 10911+ 11.5~11.9+ 12+~ 125+ 129+ 13

G017

2.48(121%) : 1~13mm(BF0.1mm)

G047

B mm
B2

332
332
332
332
406
406
418
418
418
432
432
432
432
432
498
498
498
498
498
554
554
554
554
554
592
592
592
592
592
628
628
628
628
628
18,332
29,186



SLinABIEEMWMIZZET)EEE 5/100%R %

Straight Shank Regular Length Twist Drills With TiN Coating

*BAR—ARHM - G258 FFS W BE - THEEHEAE -

1.05
1.15
1.25
1.35
1.45
1.55
1.65
1.75
1.85
1.95
2.05
2.15
2.25
2.35
2.45
2.55
2.65
2.75
2.85
2.95
3.05
3.15
3.25
3.35
3.45
3.55
3.65
3.75
3.85
3.95
4.05
4.15
4.25
4.35
4.45

l<—>l
T

PAE

20
20
22
23
23
25
25
28
28
29
29
33
33
35
35
37
37
39
39
42
42
42
42
45
45
45
48
48
51
51
54
54
54
54
56

2R

42
42
45
48
48
50
50
52
52
55
55
58
58
61
61
64
64
67
67
71
71
71
71
73
73
73
76
76
79
79
83
83
83
83
86

B(2)t%

92
84
84
84
84
84
84
84
84
84
80
80
80
80
80
80
80
80
80
80
96
96
96
96
96
98
108
108
108
108
130
130
130
130
130

TE

4.55
4.65
4.75
4.85
4.95
5.05
5.15
5.25
5.35
5.45
5.55
5.65
5.75
5.85
5.95
6.05
6.15
6.25
6.35
6.45
6.55
6.65
6.75
6.85
6.95
7.05
7.15
7.25
7.35
7.45
7.55
7.65
7.75
7.85
7.95

PAE=:

56
59
59
59
62
62
62
64
64
64
64
67
67
67
67
70
70
70
70
73
73
73
73
73
73
75
75
75
78
78
78
78
81
81
81

2R

86
89
89
89
92
92
92
96
95
95
95
98
98
98
98
102
102
102
102
105
105
105
105
105
105
108
108
108
108
111
111
111
114
114
114

G047

B i mm
B(X)HE

148
148
148
148
148
170
170
170
170
170
200
200
200
200
200
216
216
216
216
216
246
246
246
246
246
292
292
292
292
292
308
308
308
308
308
G018

FELO Z

Livd
i

=]
fi&

(63



FTimABREMAFHEASHHEER

Straight Shank Regular Length Twist Drills With TiN Coating

lq—»l
b2

* BAMRTEHN K2 RBEESFHAIMZANT -

G019

18
20
20
22
23
23
25
25
28
28
29
29
33
33
35
35
37
37
39
42
42
42
42
45
45
45
48
48
48

2R

40
42
42
45
48
48
50
50
52
52
55
55
58
58
61
61
64
64
67
71
71
71
71
73
73
73
76
76
76

Lemm(E)LLTF
— R TIEG

Lemm(E)LLE
DIIEL

B(2)1&

138
130
130
130
130
130
130
130
130
130
130
130
130
130
130
130
146
146
146
146
146
162
162
162
162
162
200
200
200

&

3.9
4
4.1
4.2
4.3
44
45
4.6
4.7
4.8
49
)
5.1
5.2
5.3
5.4
5.5
5.6
5.7
5.8
5.9
6
6.1
6.2
6.3
6.4
6.5
6.6
6.7

PAE=

51
54
54
54
54
56
56
56
59
5
62
62
62
64
64
64
64
67
67
67
67
70
70
70
70
73
73
73
73

R

79
83
83
83
83
86
86
86
89
89
92
92
92
95
95
B
95
98
98
98
98
102
102
102
102
105
105
105
105

G047

B - mm
B )%

200
200
216
216
216
216
216
216
216
216
216
216
246
246
246
246
246
292
292
292
292
292
316
316
316
316
316
392
392



il BIREWAFHHER S HHEE

Straight Shank Regular Length Twist Drills With TiN Coating

TE

6.8
6.9
7
7.1
7.2
7.3
7.4
7.5
7.6
7.7
7.8
7.9
8
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9
9
9.1
9.2
9.3
94
9.5
9.6
9.7
9.8
9.9
10

AR 1 1. BB (100%) : 1~10mm(fF0.1mm) ~ 10.5+10.9 11115119+ 12+125+12.9+13
2.48(121%%) : 1~13mm(f®0.1mm)

R

73
73
73
75
75
75
78
78
78
81
81
81
81
84
84
84
87
87
87
87
89
89
89
89
92
92
92
92
95
95
95
ks
95

2R

105
105
105
108
108
108
111
111
111
114
114
114
114
117
117
117
121
121
121
121
124
124
124
124
127
127
127
127
130
130
130
130
130

&(z2)t%

392
392
392
446
446
446
446
446
500
500
500
500
500
616
616
616
616
616
732
732
732
732
732
808
808
808
808
808
862
862
862
862
862

iE

10.1
10.2
10.3
10.4
10.5
10.6
10.7
10.8
10.9
11
11.1
11.2
1.3
11.4
11.5
11.6
1.7
11.8
11.9
12
12.1
12.2
12.3
12.4
12.5
12.6
12.7
12.8
12.9
13

1~13
1~13

PAES:

98

98

98

98

100
100
100
103
103
103
103
106
106
106
106
109
109
109
109
11
M
111
11
114
114
114
114
114
114
114

(E3&K)

(*8)

2R

133
133
133
133
137
137
137
140
140
140
140
143
143
143
143
146
146
146
146
149
149
149
149
152
152
152
152
152
152
152

1003
1213

G047

B - mm
B

1,016
1,016
1,016
1,016
1,016
1,140
1,140
1,140
1,140
1,140
1,156
1,156
1,156
1,156
1,156
1,270
1,270
1,270
1,270
1,270
1,564
1,564
1,564
1,564
1,564
1,978
1,978
1,978
1,978
1,978
45,376
73,482

G020

FELO Z

Livd
i

=]
fi&

(63



B B & 8 EAhiEER

Straight Shank Stub Length Twist Drills for Deep Hole

| —>|
b2

G045

* S BENE A RAFIRT I EET - (EHFEREN B5E - A ROIEEN « R ERIRREAZIFTEANRE
x B 2M AR B BEIENSS - #REEEER tEE R T EmELE Bk -
*BEMRIFEEH - S 55 ATHEHE  HRERESEZRAMT -

JE

2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
2.9

3.1
3.2
3.3
34
3.5
3.6
3.7
3.8
3.9

4.1
4.2

4.3
G021

R 2R
12 38
12 38
13 40
13 40
14 43
14 43
14 43
16 46
16 46
16 46
16 46
18 49
18 49
18 49
20 52
20 52
20 52
20 52
22 55
22 39
22 55
22 55
22 55
24 58

PSD
PSDG
PSD PSDG
B()E EB(E)E
130 162
138 178
138 178
138 178
138 178
138 178
138 184
138 184
138 184
138 184
138 184
146 200
146 200
146 200
146 200
146 200
146 208
146 208
146 208
146 208
146 208
162 232
162 232
162 232

S
2 |
L
B - mm
g Ir ER PSD PSDG
BE)E B()HE

4.4 24 58 162 232
45 24 58 162 232
4.6 24 58 178 246
4.7 24 58 178 246
4.8 26 62 178 246
4.9 26 62 178 246

5 26 62 178 246
5.1 26 62 216 300
5.2 26 62 216 300
5.3 26 62 216 300
5.4 28 66 216 300
55 28 66 216 300
5.6 28 66 224 308
5.7 28 66 224 308
58 28 66 224 308
5.9 28 66 224 308

6 28 66 224 308
6.1 31 70 300 392
6.2 31 70 300 392
6.3 31 70 300 392
6.4 31 70 300 392
6.5 31 70 300 392
6.6 31 70 378 492
6.7 31 70 378 492



B &8 EiRiEER
Straight Shank Stub Length Twist Dirills for Deep Hole
NE IR =R PSD PSDG
B BE)%K
6.8 34 74 378 492
6.9 34 74 378 492
7 34 74 378 492
7.1 34 74 432 554
7.2 34 74 432 554
7.3 34 74 432 554
74 34 74 432 554
7.5 34 74 432 554
7.6 37 79 454 586
7.7 87 79 454 586
7.8 37 79 454 586
7.9 S 79 454 586
8 37 79 454 586
8.1 S 79 500 632
8.2 37 79 500 632
8.3 37 79 500 632
8.4 37 79 500 632
8.5 37 79 500 632
8.6 40 84 624 762
8.7 40 84 624 762
8.8 40 84 624 762
8.9 40 84 624 762
9 40 84 624 762
9.1 40 84 694 848
9.2 40 84 694 848
9.3 40 84 694 848
9.4 40 84 694 848
9.5 40 84 694 848
9.6 43 89 770 932
9.7 43 89 770 932

TE

9.8
g
10
10.2
10.3
10.5
10.8
11
1.2
11.5
11.8
12
12.5
13
13.5
14
14.5
15
15.5
16
16.5
17
17.5
18
18.5
19
19.5
20

2~13

Ik =2k
43 89
43 89
43 89
43 89
43 89
43 89
47 95
47 S
47 95
47 95
47 95
51 102
51 102
51 102
54 107
54 107
56 111
56 111
58 115
58 115
60 119
60 119
62 123
62 123
64 127
64 127
66 131
66 131
(#8) 9137

G045

B{Z * mm
PSD PSDG
B BE)%K

770 932
770 932
770 932
848 1,054
848 1,054
848 1,054
962 1,208
962 1,208
1,078 1,340
1,078 1,340
1,248 1,532
1,248 1,532
1,416 1,718
1,464 1,772
1,756 2,080
1,756 2,086
2,102 2,464
2,102 2,472
2,518 2,910
2,518 2,934
2,964 3,404
2,964 3,412
3,642 4,134
3,642 4,134
4,020 4,582
4,020 4,582
4,590 5,190
5,098 5,698
38,738 49,188

FFA% - #H(91%) : 2~10mm(f®0.1mm) ~ 10.2 ~ 10.5+10.8+11+11.2~11.5+~11.8+~ 12+~ 125+ 13

G022

FELO Z

Livd
i

=]
fi&

(63



B8 B KRR

Straight Shank Jobber Length Twist Dirills for Deep Hole

l4—>'
)

G045

* S BENE A RAFIRT I EET - (EHFEREN B5E - A ROIEEN « R ERIRREAZIFTEANRE
x B 2M AR B BEIENSS - #REEEER tEE R T EmELE Bk -
*BEMRIFEEH - S 55 ATHEHE  HRERESEZRAMT -

JE

2.1
2.2
2.3
2.4
2.5
2.6
2.7
2.8
2.9

3.1
3.2
3.3
34
3.5
3.6
3.7
3.8
3.9

4.1
4.2
43
4.4

G023

R 2R
24 49
24 49
27 53
27 53
30 57
30 57
30 57
33 61
33 61
33 61
33 61
36 65
36 65
36 65
39 70
39 70
39 70
39 70
43 75
43 75
43 75
43 75
43 75
47 80
47 80

PJD
PJDG
PJD PJDG
B()E EB(E)E
170 200
178 224
178 224
178 224
178 224
178 224
178 232
178 232
178 232
178 232
178 232
184 254
184 254
184 254
184 254
184 254
184 254
184 254
184 254
184 254
184 254
208 292
208 292
208 292
208 292

e

4.5
4.6
4.7
4.8
4.9
5
5.1
5.2
5.3
54
5.5
5.6
5.7
5.8
St
6
6.1
6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9

R =2k
47 80
47 80
47 80
52 86
52 86
52 86
52 86
52 86
52 86
57 93
57 93
57 93
57 93
57 93
57 93
57 93
63 101
63 101
63 101
63 101
63 101
63 101
63 101
69 109
69 109

B - mm
PJD PJDG
B BG)E
208 292
224 308
224 308
224 308
224 308
224 308
270 362
270 362
270 362
270 362
270 362
284 386
284 386
284 386
284 386
284 386
378 492
378 492
378 492
378 492
378 492
478 616
478 616
478 616
478 616



B8 B B RIEEE

Straight Shank Jobber Length Twist Drills for Deep Hole

l<—>l
bk

G045

* SURNE B RIS TN aET © (EHFEREN B54 > AR DIEEN « P ERIRRIEAZIFFFERE ©
* B EMAARE BENEE - B EEE R BB EE BRI i EmEE R -
*BEMRIFEEH - S - 558 AIRESH  HRIERESEZRAMT -

i

7
7.1
7.2
7.3
74
7.5
7.6
7.7
7.8
7.9

8
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9

9
9.1
9.2
9.3

SR #(89%) : 2~10mm(FE0.1mm) ~ 10.2~ 10.5+ 11+ 11.2~ 11.5+ 12~ 12.5 ~ 13

Ik =2k
69 109
69 109
69 109
69 109
69 109
69 109
75 117
75 117
75 117
75 117
75 117
75 117
75 117
75 117
75 117
75 117
81 125
81 125
81 125
81 125
81 125
81 125
81 125
81 125

PJD
PIDG
PJD PJIDG
B BE)E
478 616
540 686
540 686
540 686
540 686
540 686
570 724
570 724
570 724
570 724
570 724
632 786
632 786
632 786
632 786
632 786
724 886
724 886
724 886
724 886
724 886
786 970
786 970
786 970

&

9.4
9.5
9.6
9.7
9.8
9.9
10
10.2
10.3
10.5
11
11.2
115
12
12.5
13
13.5
14
14.5
15
15.5
16
2~13

Ik =2k
81 125
81 125
87 133
87 133
87 133
87 133
87 133
87 133
87 133
87 133
94 142
94 142
94 142
101 151
101 151
101 151
108 160
108 160
114 169
114 169
120 178
120 178
(*8) 8937

B - mm

PJD PJDG
B B(F)E
786 970
786 970
832 1,016
832 1,016
832 1,016
832 1,016
832 1,016
1,016 1,256
1,016 1,256
1,016 1,256
1,156 1,448
1,340 1,640
1,340 1,640
1,416 1,740
1,540 1,886
1,618 1,978
1,978 2,356
1,978 2,372
2,380 2,802
2,380 2,818
2,864 3,326
2,864 3,350
43,820 55,478

G024

FELO Z

Livd
i

=l
fi&

(63



76

BiRRIIER

Straight Shank Long Dirills

[
b2

* RERAELRIE - ‘
«ERARE - A2 FHAS  ROSH  ARSRORARRTIHAMMI o

&

Nk =2k
75 100
100 150
150 = 200
75 100
100 = 150
75 100
100 = 150
150 = 200
75 100
100 = 150
75 100
100 150
150 = 200
75 100
100 = 150
150 = 200
75 100
100 150
100 =~ 150
150 =~ 200
75 100
100 = 150
150 = 200
100 150
150 = 200
75 100
100 = 150
150 = 200
200 | 250
75 100
100 = 150
75 100
100 = 150
150 = 200

B(2)%

170
238
316
170
246
170
246
316
170
246
170
246
324
170
246
324
184
270
270
324
184
270
362
270
362
184
270
362
540
184
270
184
270
362

JE

3.3
3.3
3.4
3.4
3.4
3.5
3.5
3.5
3.5
3.6
3.6
3.6
3.6
3.7
3.7
3.7
3.8
3.8
3.8

R =2k
75 100
100 =~ 150
75 100
100 150
150 200
75 100
100 150
150 =~ 200
200 | 250
75 100
100 150
150 =~ 200
200 | 250
75 100
100 150
150 200
75 100
100 150
150 200
100 150
150 = 200
75 100
100 150
150 =~ 200
200 | 250
75 100
100 = 150
150 = 200
75 100
100 = 150
150 = 200
75 100
100 150
150 =~ 200

B(2)H%

184
270
184
270
362
184
270
362
486
200
284
386
486
200
284
386
200
284
386
284
386
200
316
400
486
224
338
400
224
338
400
224
338
400

JE

4.4
4.4
4.4
4.4
4.5
4.5
4.5
4.5
4.6
4.6
4.6
4.6
4.7
4.7
4.8
4.8
4.8

IRk =2k
75 100
100 150
150 = 200
200 = 250
75 100
100 150
150 = 200
200 = 250
75 100
100 150
150 = 200
200 = 250
100 150
150 = 200
75 100
100 150
150 = 200
200 = 250
100 = 150
150 = 200
75 100
100 =~ 150
150 | 200
200 = 250
200 | 300
100 150
150 = 200
200 = 250
75 100
100 = 150
150 = 200
200 = 250
100 = 150
150 = 200

G050

B ' mm
B

224
338
432
540
224
338
432
540
238
362
432
586
362
432
238
362
470
586
362
470
238
362
470
586
754
392
470
632
246
392
492
632
392
492



7

G050

BEWKRJI#EEE
Straight Shank Long Dirills e g

BN I mm
IE IR =ZRK B(2)1E E IR =ZRK B(H)E IE IR =R B
53 200 @ 250 632 65 = 200 = 250 740 77 150 = 200 708 ig
54 75 100 246 65 200 300 886 77 200 250 894 o
54 100 150 392 66 100 150 446 78 100 150 540
54 150 200 492 66 150 200 592 78 150 200 708 _
54 200 250 632 66 200 250 808 78 200 250 894 8
54 200 300 746 66 200 300 970 78 200 300 1,070 =
55 75 100 246 67 100 150 446 79 100 150 540
55 100 150 392 67 150 200 592 79 150 200 708 5
55 150 200 492 67 200 250 808 79 200 250 894 °
55 200 250 632 68 100 150 486 8 100 150 586 7,
55 200 300 746 68 150 200 646 8 150 200 708 -
56 100 150 446 68 200 250 808 8 200 250 894 -
56 150 200 508 69 100 150 486 8 200 300 1,070 1
56 200 250 632 69 150 200 646 81 150 = 200 824 e
56 200 300 886 69 200 250 808 81 200 250 894
57 100 150 446 7 100 150 486 82 100 150 624 s
57 150 200 508 7 150 200 646 82 150 = 200 824 B
58 100 150 446 7 200 250 808 82 200 250 894 o
58 150 200 508 7 200 300 970 82 200 300 1,232
58 200 250 632 71 100 150 524 82 300 400 4,496 pe
59 100 150 446 71 150 200 686 83 150 = 200 824 ég
59 150 200 508 71 200 250 862 83 200 250 894 5
6 100 150 446 72 100 150 524 84 100 150 624
6 150 200 592 72 150 200 686 84 150 = 200 824 2
6 200 250 740 72 200 250 862 84 200 250 1,032 fg
6 200 300 886 72 200 300 1,032 84 200 300 @ 1,232 5
61 100 150 446 73 100 150 524 85 100 150 624
61 150 200 592 73 150 200 686 85 150 = 200 824 =
61 200 250 740 73 200 250 862 85 200 250 1,032 fg
62 100 150 446 74 100 150 524 85 200 300 1,232 g
62 150 200 592 74 150 200 686 86 100 150 624
62 200 250 740 74 200 250 862 86 150 = 200 824 s
62 200 300 886 74 200 300 1,032 86 200 250 1,108 D
63 100 150 446 75 100 150 524 86 200 300 1,310 v
63 150 200 592 75 150 200 686 87 150 = 200 824
63 200 250 740 75 200 250 862 87 200 250 1,108 N
64 100 150 446 75 200 300 1,032 88 100 = 150 670 ;g
64 150 200 592 76 100 150 540 88 150 = 200 870 o
64 200 250 740 76 150 200 708 88 200 250 1,108
64 200 300 886 76 200 250 894 88 200 300 1,310 g
65 100 150 446 76 200 300 1,070 89 150 = 200 870 &
65 150 = 200 592 77 100 150 540 89 200 250 1,108 f

G026



76

B(2)i%

670
870
1,108
1,310
900
1,132
694
900
1,132
1,356
900
1,132
694
900
1,132
1,356
694
900
1,132
1,356
694
900
1,132
1,356
900
1,132
694
900
1,132
1,356
900
1,132
694
900
1,132
1,356
1,224
1,810
832
1,208

BWRJJ#EHE
Straight Shank Long Dirills
NE IR 2R
9 100 = 150
9 150 = 200
9 200 | 250
9 200 = 300
9.1 150 = 200
9.1 200 = 250
9.2 100 = 150
9.2 150 = 200
9.2 200 | 250
9.2 200 = 300
9.3 150 = 200
9.3 200 = 250
9.4 100 = 150
9.4 150 = 200
9.4 200 | 250
9.4 200 = 300
9.5 100 = 150
9.5 150 = 200
9.5 200 | 250
9.5 200 = 300
9.6 100 = 150
9.6 150 = 200
9.6 200 | 250
9.6 200 = 300
9.7 150 = 200
9.7 200 = 250
9.8 100 = 150
9.8 150 = 200
9.8 200 | 250
9.8 200 = 300
9.9 150 = 200
9.9 200 = 250
10 100 = 150
10 150 = 200
10 200 | 250
10 200 = 300
101 200 = 250
101 200 = 300
102 = 100 = 150
102 = 150 = 200
102 = 200 = 250

1,224

&

10.2
10.3
10.3
10.4
10.4
10.4
10.4
10.5
10.5
10.5
10.5
10.6
10.6
10.6
10.6
10.7
10.7
10.8
10.8
10.8
10.8
10.9
10.9
11
11
11
11
11.1
11.1
11.2
11.2
11.2
11.3
11.3
11.4
11.4
11.4
11.5
11.5
11.5
11.6

R =2k
200 | 300
200 = 250
200 | 300
100 =~ 150
150 = 200
200 @ 250
200 | 300
100 =~ 150
150 = 200
200 = 250
200 | 300
100 =~ 150
150 | 200
200 = 250
200 | 300
200 = 250
200 =~ 300
100 =~ 150
150 | 200
200 = 250
200 = 300
200 = 250
200 = 300
100 =~ 150
150 | 200
200 = 250
200 = 300
200 = 250
200 | 300
150 = 200
200 | 250
200 = 300
200 250
200 = 300
150 | 200
200 = 250
200 | 300
150 =~ 200
200 | 250
200 300
150 | 200

B(2)i%

1,810
1,224
1,810

908
1,208
1,510
1,810

908
1,208
1,510
1,810

908
1,294
1,610
1,932
1,610
1,932

970
1,294
1,610
1,932
1,610
1,932

970
1,294
1,610
1,932
1,656
2,010
1,340
1,656
2,010
1,656
2,010
1,340
1,656
2,010
1,340
1,656
2,010
1,456

T

11.6
11.6
11.7
1.7
11.8
11.8
11.8
11.9
11.9
12
12
12
12
12.1
12.1
12.2
12.2
12.2
12.3
12.3
12.4
12.4
12.4
12.5
12.5
12.5
12.6
12.6
12.6
12.7
12.7
12.8
12.8
12.8
12.9
12.9
13
13
13
13

Ik =K
200 | 250
200 = 300
200 | 250
200 = 300
150 200
200 = 250
200 | 300
200 = 250
200 | 300
150 =~ 200
200 | 250
200 = 300
250 | 350
200 @ 250
200 | 300
150 =~ 200
200 = 250
200 = 300
200 = 250
200 = 300
150 200
200 | 250
200 | 300
150 = 200
200 | 250
200 = 300
150 200
200 | 250
200 = 300
200 | 250
200 | 300
150 =~ 200
200 | 250
200 = 300
200 | 250
200 = 300
150 200
200 = 250
200 | 300
250 = 350

G050

B mm
B2

1,818
2,348
1,818
2,348
1,456
1,818
2,348
1,818
2,348
1,456
1,818
2,186
2,672
1,818
2,356
1,502
1,818
2,356
1,818
2,356
1,502
1,972
2,356
1,502
1,972
2,356
1,570
1,972
2,356
1,972
2,356
1,570
1,972
2,356
1,972
2,356
1,570
1,972
2,356
2,896



7

G051

HAEGPERTEE

Super HSS Straight Shank Twist Drills

l<—>l
T

* NI - A - 55 - S 2K A IRESHEES - AIEBB RN T IERE -

* IRFRITSUPER HSSHMENE T E14 - MIEEEENE - REHEM T JJESE - “
* PR RN TIRISETERE  HEBRRNMTRE - i
1L9(E)ULTF =

il

=

H

B mm "

& R 2R JE PAE=: 2R

B(X)i% Bt %EE
1 18 40 70 37 48 76 76 #
1.1 20 42 64 3.8 48 76 76 .
1.2 20 42 64 39 51 79 76 ]
13 22 45 64 4 54 83 76 :
14 23 48 64 4.1 54 83 90 .
15 23 48 64 4.2 54 83 90 te
16 25 50 64 43 54 83 90 =
17 25 50 64 4.4 56 86 90
18 28 52 64 45 56 86 90 -
1.9 28 52 64 46 56 86 104 =
2 29 55 64 47 59 89 104
2.1 29 55 64 48 59 89 104 5
22 33 58 64 49 62 92 104 e
23 33 58 64 5 62 92 104 ’
2.4 35 61 64 5.1 62 92 120 .
25 35 61 64 5.2 64 95 120 =
26 37 64 64 53 64 %5 120 =
07 37 64 64 5.4 64 95 120
28 39 67 64 5.5 64 95 120 i
2.9 42 71 64 5.6 67 08 136 &
3 42 71 64 5.7 67 08 136
3.1 42 71 68 5.8 67 08 136 N
3.2 42 71 68 5.9 67 08 136 ©
3.3 45 73 68 6 70 102 136 *
34 45 73 68 6.1 70 102 152 .
35 45 73 68 6.2 70 102 152 iié
36 48 76 76 6.3 70 102 152 4

G028



76

G051

HBEEGPEREEE
Super HSS Straight Shank Twist Drills &4 mm
I JE 2R B PAEES & 2R B
: 6.4 73 105 152 9.8 %5 130 360
* 6.5 73 105 152 9.9 95 130 360
6.6 73 105 176 10 95 130 360
2 6.7 73 105 176 10.1 98 133 440
- 6.8 73 105 176 102 98 133 440
6.9 73 105 176 10.3 98 133 440
2& 7 73 105 176 10.4 98 133 440
A 7.1 75 108 200 105 100 137 440
. 7.2 75 108 200 10.6 100 137 460
& 7.3 75 108 200 10.7 100 137 460
*g 74 78 111 200 10.8 103 140 460
’ 75 78 111 200 10.9 103 140 460
. 7.6 78 111 240 11 103 140 460
= 77 81 114 240 1.1 103 140 540
: 7.8 81 114 240 11.2 106 143 540
- 7.9 81 114 240 11.3 106 143 540
7] 8 81 114 240 11.4 106 143 540
o 8.1 84 117 260 11.5 106 143 540
8.2 84 117 260 11.6 109 146 600
a 8.3 84 117 260 11.7 109 146 600
g 8.4 87 121 260 11.8 109 146 600
8.5 87 121 260 11.9 109 146 600
i 8.6 87 121 280 12 111 149 600
- 8.7 87 121 280 12.1 111 149 640
8.8 89 124 280 12.2 111 149 640
. 8.9 89 124 280 12.3 111 149 640
5 9 89 124 280 12.4 114 152 640
9.1 89 124 340 12,5 114 152 640
N 9.2 92 127 340 12.6 114 152 680
£ 9.3 92 127 340 12.7 114 152 680
% 9.4 92 127 340 12.8 114 152 680
; 9.5 92 127 340 12.9 114 152 680
fgg 9.6 95 130 360 13 114 152 680
f 9.7 95 130 360

G029



7

G052

MRS RMESIEEE 5/100F% 51

Premium Multi-1 Drills

D<1.9 Dz2
* R B RE RN - TIEEEEENER -
* MBI IR - LA S - i
*EFLREERIR/NBEBAMIEERL - o
* BEAMMIALES ~ 3B -~ TRREN « 78580 - TEHM(30~45HRC) ~ 58 SRS RIEHEE
#
i
LAmm(E)LTF H
8
5
L4mmil E %
Bf:mm ¥
IE IR W EZR B IE IR WE E2R B %
1.05 6 3 38 364 355 | 20 4 52 460 u
1.15 7 3 39 344 3.65 20 4 52 460
1.25 8 3 40 344 3.75 20 4 52 460 i
135 8 3 40 344 385 22 4 54 460 %
1.45 9 3 41 344 3.95 22 4 54 460 ’
155 10 3 42 306 4.05 22 6 66 514 .
1.65 10 3 42 306 4.15 22 6 66 514 gé
175 11 3 43 306 4.25 22 6 66 514 :
1.85 11 3 43 306 4.35 24 6 68 514
195 12 3 44 306 445 24 6 68 514 -
205 12 3 44 354 455 | 24 6 68 584 u
215 13 3 45 354 4,65 24 6 68 584
2.25 13 3 45 354 475 24 6 68 584 n
235 | 13 3 45 354 485 26 6 70 584 5
2.45 14 3 46 354 4.95 26 6 70 584 .
2.55 14 3 46 374 5.05 26 6 70 680
2,65 14 3 46 374 5.15 26 6 70 680 i
2.75 16 3 48 374 5.25 26 6 70 680 i#
2.85 16 3 48 374 5.35 28 6 72 680
205 16 3 48 374 545 28 6 72 680 A
305 18 4 50 412 555 28 6 72 734 0
3.15 18 4 50 412 5.65 28 6 72 734 %
3.25 18 4 50 412 5.75 28 6 72 734 .
335 | 18 1 50 412 585 = 28 6 72 734 it
3.45 20 4 52 412 5.95 28 6 72 782 fe

G030
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G052

MRS EIEE 58

Premium Multi-1 Drills

D<1.9 D=2
* KA BRI RSEH - MIEFEEEEMEE -
‘ﬁfﬁ * ¥BAEE SR URIRERIZAR - I TRT A T/SHEELN
e * A RIEBERIR/ B EAMNTAEEEL o
* WA TREEH - 3R - TRREH « A 35 - BEEHM(30~45HRC) ~ 58 » SHAERIFHEE -

%
5
=] LAmm(E)LTF
-
/}i 1.4Ammil
i B mm
E N IR W& 2R B IE IR WE ER B
]
- R 6 3 38 330 x 35 | 20 4 52 374
1.1 7 3 39 310 3.6 20 4 52 414
1.2 8 3 40 310 3.7 20 4 52 414
# | 13 8 3 40 310 38 22 4 54 414
’ 14 9 3 41 310 3.9 22 4 54 414
5 x5 9 3 41 310 * 4 22 4 54 414
7 x 16 10 3 42 276 4.1 22 6 66 466
" 17 10 3 42 276 x 42 | 2 6 66 466
18 11 3 43 276 * 4.3 24 6 68 466
519 11 3 43 276 44 24 6 68 466
2ox 2 12 3 44 276 * 45 24 6 68 466
2.1 12 3 44 320 4.6 24 6 68 530
% 22 13 3 45 320 4.7 24 6 68 530
= || 23 13 3 45 320 48 2 6 70 530
. 2.4 14 3 46 320 49 26 6 70 530
* 25 14 3 46 320 * 5 26 6 70 530
T x 26 14 3 46 340 5.1 26 6 70 616
* 2.7 16 3 48 340 *x 5.2 26 6 70 616
2.8 16 3 48 340 5.3 26 6 70 616
S 29 16 3 48 340 5.4 28 6 72 616
T3 16 3 48 340 «55 28 6 72 616
i 3.1 18 4 50 374 5.6 28 6 72 666
g * 32 18 4 50 374 5.7 28 6 72 666
9 |x 33 18 4 50 374 5.8 28 6 72 666
% 34 20 4 52 374 5.9 28 6 72 666

G031



»*

*

MRS EIEE S #EE

Premium Multi-1 Drills

iE

6.1
6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9

71
7.2
7.3
7.4
7.5
7.6
7.7
7.8
7.9

8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9

9.1
9.2
9.3
9.4
i

&

28
31
31
31
31
31
31
31
34
34
34
34
34
34
34
34
37
37
37
37
37
37
37
37
37
37
40
40
40
40
40
40
40
40
40
40

GRES

OO OO OO OO OO 0O 0O 00 00 00 0O 0O 0O O 0O 0o 00 00 0| 0 o

RN G G (S G G U G SN O U G (RSN G T U NS U T U N U U S G 'Y
O O O O O O O O O O o o o o o

2R

72
75
75
75
75
75
75
75
78
78
78
78
78
78
78
78
81
81
81
81
81
87
87
87
87
87
90
90
90
90
90
90
90
90
90
90

f&(z2)i%

710
710
710
710
710
710
732
732
732
732
732
762
762
762
762
762
816
816
816
816
816
868
868
868
868
868
932
932
932
932
932
1,006
1,006
1,006
1,006
1,006

TE

9.6
9.7
9.8
s
10
10.1
10.2
10.3
10.4
10.5
10.6
10.7
10.8
10.9
11
1141
11.2
11.3
11.4
11.5
11.6
1.7
11.8
11.9
12
12.1
12.2
12.3
12.4
12.5
12.6
12.7
12.8
12.9
13

PAES:

43
43
43
43
43
43
43
43
43
43
43
47
47
47
47
47
47
47
47
47
47
47
47
51
51
51
51
51
51
51
51
51
51
51
51

1#H2537 K (FHE 1B )

ARES

10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12
12

2R

93
93
93
93
93
100
100
100
100
100
100
104
104
104
104
104
104
104
104
104
104
104
104
108
108
108
108
108
108
108
108
108
108
108
108

7

G052

B - mm
B

1,058
1,058
1,058
1,058
1,058
1,166
1,166
1,166
1,166
1,166
1,268
1,268
1,268
1,268
1,268
1,448
1,448
1,448
1,448
1,448
1,558
1,558
1,558
1,558
1,558
1,670
1,670
1,670
1,670
1,670
1,840
1,840
1,840
1,840
1,840

12,948

G032

FELO Z

Livd
i

=]
fi&

(63



76

G052

MRS EBRIBEHER

Premium Multi-1 Long Dirills

* KA BRI RSEH - MIEFEEEEMEE -
%ﬁ * ¥BAEE SR URIRERIZAR - I TRT A T/SHEELN
e * B RIEEEEIR/ N\ BEANMTAEEELT -
* BB AN L ARERE - TR A A SMARIFREE - TEEMLEEAESE - BHRBTEE -

i
B
- B - mm
/}Z I IR WE 2R B IE IR WE ZER B2
12|
2 24 3 56 340 48 52 6 94 562
SRy 24 3 56 350 49 | 52 6 94 562
. B 25 3 56 350 5 52 6 94 562
2.3 25 3 56 350 5.1 52 6 94 666
g 2.4 30 3 61 350 5.2 52 6 %4 666
E 25 30 3 61 350 53 52 6 94 666
: 2.6 30 3 61 350 5.4 57 6 99 666
27 33 3 64 350 55 57 6 99 646
[ EPY: 33 3 64 350 5.6 57 6 99 720
52903 3 64 350 57 57 6 99 720
3 33 3 64 350 5.8 57 6 99 720
s | 31 36 4 68 414 5.9 57 6 99 720
o 82 36 4 68 414 6 57 6 99 720
. 3.3 36 4 68 414 6.1 63 8 107 816
- 3.4 39 4 71 414 6.2 63 8 107 816
T 35 39 4 71 394 6.3 63 8 107 816
o 36 39 4 71 446 6.4 63 8 107 816
37 39 4 71 446 6.5 63 8 107 762
- 38 43 4 75 446 6.6 63 8 107 836
Lo 39 43 4 75 446 6.7 63 8 107 836
. 4 43 4 75 446 6.8 69 8 113 836
N 4.1 43 6 85 486 6.9 69 8 113 836
¢ 42 43 6 85 486 7 69 8 113 782
| 43 47 6 89 486 7.1 69 8 113 888
. 44 47 6 89 486 7.2 69 8 113 888
) 45 47 6 89 486 7.3 69 8 113 888
w46 47 6 89 562 7.4 69 8 113 888
f 4.7 47 6 89 562 7.5 69 8 113 846

G033



7

G052

MRS EBRIEHEER

Premium Multi-1 Long Drills

* RAB SR RSRE - MEFEIEREEMEE -

* BB ERTBERIOMR - I LRI T B - %
* B RIEERR/ BB T EELF - %
* iRBA M LRERE  TRIEHR A FMEMRIFEEE > TEHANILEERIREE  BHREIEE -
i
B
Bl mm %%
E IR WE =2k B g IR WE 2R B ;}i
i
76 75 8 119 922 104 87 12 144 1,322
7775 8 119 922 105 87 12 144 1,268 =
78 75 8 119 922 106 87 12 144 1,480 -
79 75 8 119 922 107 94 12 151 1,480
8 75 8 119 868 108 94 12 151 1,480 3
8.1 75 10 125 1,006 109 94 12 151 1,480 &
82 75 10 125 1,006 11 94 12 151 1,428 .
83 75 10 125 1,006 11 94 12 151 1,694
84 75 10 125 1,006 112 94 12 151 1,694 8
85 75 10 125 986 113 94 12 151 1,694 o
86 | 8t 10 131 1,112 114 94 12 151 1,694
87 | 8 10 131 1,112 115 94 12 151 1,638 %
88 | 8f 10 131 1,112 116 94 12 151 1,850 ]
89 | 8f 10 131 1,112 17 94 12 151 1,850 .
9 81 10 131 1,038 118 94 12 151 1,850 _
9.1 81 10 131 1,112 119 101 12 158 1,850 =
92 | 8 10 131 1,112 12 101 12 158 1,798 =
93 | 8 10 131 1,112 121 | 101 12 158 1,956
94 | 8 10 131 1,112 122 | 101 12 158 1,956 .
95 | 8f 10 131 1,112 123 | 101 12 158 1,956 o
96 87 0 137 1,268 124 101 12 158 1,956 -
97 | 87 0 137 1,268 125 101 12 158 1,904 N
98 87 10 137 1,268 126 101 12 158 2,114 ¢
99 87 10 137 1,268 127 101 12 158 2,114 fi
10 87 10 137 1,218 128 101 12 158 2,114 .
101 87 12 144 1,322 129 101 12 158 2,114 9
102 & 12 144 1,322 13 101 12 158 2,010 e
10.3 87 12 144 1,322 #

G034



SRR )R

Morse Taper Shank Regular Length Twist Dirills

* @A —

A

E

13
13.5
14
14.5
15
15.5
16
16.5
17
17.5
18
18.5
19
11245
20
20.5
21
215
22
22.5
23
23.5
24
24.5
25
25.5
26
26.5
27

G035

| —>|
b2

RSN

DR HEHW 2R

115
118
122
122
125
128
130
132
135
140
140
145
145
150
150
155
155
160
160
165
165
165
165
165
165
165
165
170
170

AEEHE - FS S - 5 - PRSI AaE -

W W W W W W W LW MNP0 MDD MDD DD NN DD DD NN DD DD DD DN =

198
202
205
222
225
228
230
232
235
240
240
245
245
250
250
255
255
260
260
265
265
285
285
285
285
285
285
290
290

B(2)%

1,062
1,094
1,094
1,278
1,278
1,386
1,386
1,570
1,570
1,740
1,740
1,864
1,864
1,926
1,926
2,156
2,156
2,326
2,326
2,494
2,494
2,834
2,834
3,050
3,050
3,434
3,434
3,620
3,620

Y

JE

A

27,5
28
28.5
29
29.5
30
30.5
31
315
32
33
34
35
36
37
38
39
40
41
42
43
44
45
46
47
48
49
50

G046

N
2 | |MT NO.
L
|
B - mm
IR #HHW 2R B

175 3 295 3,912
175 3 295 3,912
180 3 300 4,312
180 3 300 4,312
185 3 305 4,698
185 3 305 4,698
190 3 310 5,390
190 3 310 5,390
195 3 315 5,852
195 3 315 5,852
200 4 345 6,684
205 4 350 7,076
205 4 350 7,268
210 4 355 8,138
210 4 355 8,570
215 4 360 9,156
215 4 360 10,418
220 4 365 11,112
220 4 365 12,136
225 4 370 12,604
225 4 370 14,306
230 4 375 14,854
230 4 375 15,192
235 4 380 15,946
235 4 380 16,802
240 4 385 18,450
240 4 385 19,220
245 4 390 20,868



E L

$hiE S R AT TEEE
HSSCo Noss Dirills

==
Ak

* ARERVELEIERRET - REARIER S 0 FIRNERIN TR EEFE - BEXER -

* LM E » TR TSR EIEIM 2387, - %
* M ERED12.7 » BEMIH  JFaEARERZET e
=
=
H

B mm ﬂﬂ

NE DR WME 2R ZER TiINGEERE IE IR WRE EBEROZER TINGEER o

B BG)E BE® B
13 82 12.7 = 140 1,456 1,748 156 = 82 12.7 | 140 2,272 2,602
13.1 82 12.7 = 140 1,832 2,132 157 = 82 12.7 = 140 2,272 2,602 %
132 | 82 12.7 = 140 1,832 2,132 158 @ 82 12.7 | 140 2,272 2,602 Eg
133 @ 82 12.7 = 140 1,832 2,132 159 = 82 12.7 = 140 2,272 2,602
134 82 12.7 = 140 1,832 2,132 16 82 12.7 = 140 2,064 2,402 g—g
135 82 12.7 = 140 1,664 1,964 16.1 82 12.7 = 140 2,418 2,756 =
136 = 82 12.7 = 140 1,778 2,072 162 @ 82 12.7 | 140 2,418 2,756 )
13.7 = 82 12.7 = 140 1,778 2,072 163 82 12.7 = 140 2,418 2,756 5’%

138 |« 82 | 127 140 1,778 2,072 164 | 82 | 127 140 2,418 2,756 i
139 82 | 127 140 1,778 2,072 165 8 127 140 2,202 2,534

14 82 | 127 @ 140 1,618 1,932 166 = 82 | 127 140 2,602 2,942
141 82 127 140 2,040 2,348 16.7 = 82 127 140 2,602 2,942 i
142 82 | 127 @ 140 2,040 2,348 168 = 82 | 127 140 2,602 2,942 8
143 82 | 127 140 2,040 2,348 169 82 127 140 2,602 2,942

144 = 82 12.7 = 140 2,040 2,348 17 82 12.7 140 2,364 2,718 =%
145 82 12.7 =~ 140 1,856 2,164 171 82 12.7 140 2,772 3,126 ;ﬁ
146 = 82 12.7 = 140 2,064 2,380 172 = 82 12.7 140 2,772 3,126
147 = 82 12.7 = 140 2,064 2,380 173 82 12.7 = 140 2,772 3,126 -
148 @ 82 12.7 = 140 2,064 2,380 174 = 82 12.7 = 140 2,772 3,126 Ié
149 = 82 12.7 = 140 2,064 2,380 175 82 12.7 140 2,518 2,872

15 82 12.7 = 140 1,878 2,210 176 = 82 12.7 = 140 2,896 3,258 g
15.1 82 12.7 = 140 2,194 2,526 177 = 82 12.7 140 2,896 3,258 g
152 | 82 12.7 = 140 2,194 2,526 178 @ 82 12.7 = 140 2,896 3,258 i
153 @ 82 12.7 = 140 2,194 2,526 179 = 82 12.7 = 140 2,896 3,258 &
154 82 12.7 = 140 2,194 2,526 18 82 12.7 = 140 2,634 3,018 i&g
155 = 82 12.7 = 140 1,994 2,326 18.1 82 12.7 140 3,018 3,404 f

G036



76

i = A TV #E5R

HSSCo Noss Dirills

e

18.2
18.3
18.4
18.5
18.6
18.7
18.8
18.9
19
19.1
19.2
19.3
19.4
19.5
10.6
19.7
19.8
19.9
20
20.1
20.2
20.3
204
20.5
20.6
20.7
20.8
20.9
21
211
21.2
21.3
21.4
215
21.6
G037

IR WHE
82 | 127
82 127
82 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127
82 127
82 127
82 127
82 | 127
82 127
82 | 127
82 127
82 | 127

R

140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140

EAER TiNGERR
B(EiE B

3,018
3,018
3,018
2,742
3,172
3,172
3,172
3,172
2,880
3,288
3,288
3,288
3,288
2,988
3,558
3,558
3,558
3,558
3,234
3,866
3,866
3,866
3,866
3,512
3,866
3,866
3,866
3,866
3,512
4,482
4,482
4,482
4,482
4,074
4,482

3,404
3,404
3,404
3,126
3,558
3,558
3,558
3,558
3,312
3,720
3,720
3,720
3,720
3,418
3,088
3,088
3,088
3,088
3,680
4,312
4,312
4,312
4,312
3,958
4,312
4,312
4,312
4,312
3,088
4,952
4,952
4,952
4,952
4,544
4,952

&

21.7
21.8
21.9
22
221
22.2
22.3
22.4
22.5
22.6
22.7
22.8
22.9
23
23.1
23.2
23.3
234
23.5
23.6
23.7
23.8
23.9
24
241
24.2
24.3
24.4
24.5
24.6
24.7
24.8
24.9
25

IR WWE
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7
82 12.7

2R

140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140

1RAEE
BE)%
4,482
4,482
4,482
4,074
5,106
5,106
5,106
5,106
4,644
4,874
4,874
4,874
4,874
4,436
5,398
5,398
5,398
5,398
4,912
5,144
5,144
5,144
5,144
4,682
6,306
6,306
6,306
6,306
5,736
6,306
6,306
6,306
6,306
5,736

B - mm
TiNgERE
B

4,952
4,952
4,952
4,596
5,628
5,628
5,628
5,628
5,166
5,398
5,398
5,398
5,398
4,958
5,930
5,930
5,930
5,930
5,436
5,674
5,674
5,674
5,674
5,244
6,860
6,860
6,860
6,860
6,290
6,860
6,860
6,860
6,860
6,330



7

= R EMEETUIEEE
HSS Noss Dirills

| —>|
b2

* AERVELEIERRET - REARIER S  AIANERN TR EEFE - BEXER -

* S EEA012.7  BEMIE A ERAAEEZET “
|
5
-
=)
B mm %%
PAEES IE W& 2R B PAEES IR A& &K B g
e
13 82 12.7 140 1,116 16.1 82 12.7 140 1,872
13.1 82 12.7 140 1,316 16.2 82 12.7 140 1,872 0
13.2 82 12.7 140 1,316 16.3 82 12.7 140 1,872 it
13.3 82 12.7 140 1,316 16.4 82 12.7 140 1,872 ’
13.4 82 12.7 140 1,316 16.5 82 12.7 140 1,702 )
135 82 12.7 140 1,194 16.6 82 12.7 140 1,986 s
13.6 82 12.7 140 1,340 16.7 82 12.7 140 1,986 i
13.7 82 12.7 140 1,340 16.8 82 12.7 140 1,986 ”
13.8 82 12.7 140 1,340 16.9 82 12.7 140 1,986 N
13.9 82 12.7 140 1,340 17 82 12.7 140 1,802 =
14 82 12.7 140 1,224 17.1 82 12.7 140 2,118 =
14.1 82 12.7 140 1,510 17.2 82 12.7 140 2,118
14.2 82 12.7 140 1,510 17.3 82 12.7 140 2,118 .
14.3 82 12.7 140 1,510 17.4 82 12.7 140 2,118 i
14.4 82 12.7 140 1,510 175 82 12.7 140 1,932 -
145 82 12.7 140 1,370 17.6 82 12.7 140 2,180
14.6 82 12.7 140 1,564 17.7 82 12.7 140 2,180 e
14.7 82 12.7 140 1,564 17.8 82 12.7 140 2,180 =
14.8 82 12.7 140 1,564 17.9 82 12.7 140 2,180 o
14.9 82 12.7 140 1,564 18 82 12.7 140 1,978
15 82 12.7 140 1,424 18.1 82 12.7 140 2,286 .
15.1 82 12.7 140 1,678 18.2 82 12.7 140 2,286 >
15.2 82 12.7 140 1,678 18.3 82 12.7 140 2,286 #
15.3 82 12.7 140 1,678 18.4 82 12.7 140 2,286
15.4 82 12.7 140 1,678 18.5 82 12.7 140 2,080 o
155 82 12.7 140 1,524 18.6 82 12.7 140 2,372 E
15.6 82 12.7 140 1,732 18.7 82 12.7 140 2,372 I;;
15.7 82 12.7 140 1,732 18.8 82 12.7 140 2,372
15.8 82 12.7 140 1,732 18.9 82 12.7 140 2,372 7
15.9 82 12.7 140 1,732 19 82 12.7 140 2,156 =
16 82 12.7 140 1,578 19.1 82 12.7 140 2,488 f

G038
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=R AT HEEE
HSS Noss Dirills

IE IR HE
19.2 82 12.7
19.3 82 12.7
19.4 82 12.7
19.5 82 12.7
19.6 82 12.7
19.7 82 12.7
19.8 82 12.7
19.9 82 12.7
20 82 12.7
20.1 82 12.7
20.2 82 12.7
20.3 82 12.7
20.4 82 12.7
20.5 82 12.7
20.6 82 12.7
20.7 82 12.7
20.8 82 12.7
20.9 82 12.7
21 82 12.7
21.1 82 12.7
21.2 82 12.7
21.3 82 12.7
21.4 82 12.7
21.5 82 12.7
21.6 82 12.7
21.7 82 12.7
21.8 82 12.7
21.9 82 12.7
22 82 12.7
22.1 82 12.7
22.2 82 12.7
22.3 82 12.7
22.4 82 12.7
22.5 82 12.7
22.6 82 12.7
22.7 82 12.7
22.8 82 12.7
22.9 82 12.7
23 82 12.7
23.1 82 12.7
23.2 82 12.7

G039

2R

140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140

&(2)i%

2,488
2,488
2,488
2,264
2,702
2,702
2,702
2,702
2,464
3,072
3,072
3,072
3,072
2,796
3,072
3,072
3,072
3,072
2,796
3,350
3,350
3,350
3,350
3,050
3,350
3,350
3,350
3,350
3,050
3,626
3,626
3,626
3,626
3,296
3,626
3,626
3,626
3,626
3,296
3,904
3,904

A

JE

23.3
234
23.5
23.6
23.7
23.8
23.9
24
241
24.2
24.3
244
24.5
24.6
24.7
24.8
24.9
25
25.5
26
26.5
27
27.5
28
28.5
29
29.5
30
30.5
31
31.5
32
32.5
33
33.5
34
34.5
35
35.5
36

PAES:

82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82
82

1

12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7

2R

140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140
140

B - mm
B

3,904
3,904
3,550
3,904
3,904
3,904
3,904
3,550
4,182
4,182
4,182
4,182
3,804
4,182
4,182
4,182
4,182
3,804
4,058
4,058
4,312
4,312
4,820
4,820
5,320
5,320
5,574
5,574
6,692
6,692
8,362
8,362
9,378
9,378
10,140
10,140
10,642
10,642
12,482
12,482



7

d 0 ¥EER
Center Drills
5
5
w
s o E
B -mm g
FEIT JJ{E(D) AE R1E(d) IJE =2 EER TiNgERE
B(X)1% B(R)1% 5
i)
S
05 05 | 01 60° 35 05 35 308 368 7
+0 2
-0.018
0.8 08 | 01 60° 35 08 35 308 368 5
1
+0 -
1 1 +005  60° 4 Mouz 13 36 234 294 g
0 +0 sz}
1.2 12 | 01 60 5 | Yo | 12 40 192 264 b
=
15 15 | *005  60° 5 2 42 192 264
2 2 *008  60° 5 26 42 192 264 2
+0 g
~0.043
25 25 | 008  60° 6 32 47 220 304
oS
i
25 | 25  *008  60° 8 32 47 256 374 u
3 3 +008  60° 7.7 39 57 232 358 ”
i
=
3 3 +008  60° 8 39 57 264 390 8
o +0
3.2 32 | *008 60 77 o | 42 57 232 358 i
i3
3.2 32 | +008  60° 8 42 57 264 390
N
C
4 4 +008  60° 10 52 69 506 666 g
va
5
5 5 +012  60° 11 56 69 632 874
+0 o
-0.027 B
6 6 +015  60° 12 7 95 924 1,218 }';;

G040



7

G
R
]l

N\ m#so oeits

R OHEEE

Long Shank Center Dirills

el | e
k12

EEN 0 0

i
E_% B ' mm
% JE(D) AE () IR 2R(L) Z2R(L)
R \ NE C)) g \ nE () 100mmfE(Z)HE 150mmiE ()i
%ﬁ 1 +0.05 60° 4 12 1,748 -
il
/EH (<} +0
A 15 +0.05 60 5 003 19 1,416 2,094
= 2 008 60° 6 25 1,494 2,140
*Eﬁ 25 +0.08 60° 8 3.1 1,902 2,526
ig o +0
: 3 +0.08 60 10 + 056 37 2,094 2,742
e 4 +0.08 60° 10 5 2,372 3,110
EE 0 +0
Qé 5 +0.08 60 12 043 6.3 3,258 3,680
& m G048
gé
=  IStHEEdOHETE
S Solid Carbide Center Drills
5 =
|
%
Y
%
i B ' mm
- PAEES AE R PUE =S 2R
= | WE (D) © @ ® L LED
& 1 1 60° 3.15 1.3 31,5 1,200
1.25 1.25 60° 3.15 1.6 315 1,500
N 16 16 60° 4 2 355 1,500
% 2 2 60° 5 25 40 2,000
= 25 25 60° 63 3.1 45 2,220
3.15 3.15 60° 8 3.9 50 2,664
gi 4 4 60° 10 5 56 3,508
i 5 5 60° 125 6.3 63 5,680
i 6.3 6.3 60° 16 8 71 8,000

G041
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G053

8 7 (i $85R

NC Spotting Drills

l4—>'
&

* (E A EMENC/CNCEIMC(F /O EIEIH) EINT - RIS ZIEAERAIR/OES o

* BN EIEREIL LA - ARAERBERALZIIE AN THREEERROARES - %%
i
E
F

B ' mm i5

TIE IE 2R B 2R TiNgR S i
B B2 %L
3 2 46 90° 424 508 )
3 12 46 120° 424 508 e
4 2 55 90° 436 524 y
4 12 55 120° 436 524 %
5 5 60 90° 452 540 i
5 15 60 120° 452 540 -
6 20 66 90° 488 586 i
6 20 66 120° 488 586 %
8 25 79 90° 572 686 u
8 25 79 120° 572 686 .
10 25 89 90° 736 886 _é
10 25 89 120° 736 886
12 30 102 90° 1,038 1,248 E
12 30 102 120° 1,038 1,248 )
16 35 115 90° 1,618 1,940 é
16 35 115 120° 1,618 1,940 "
20 40 131 90° 2,618 3,142 7
20 40 131 120° 2,618 3,142 s

G042



76

G053

e ) F= AW T L $E BR

NC Spotting Drills with Long Shank

l<—>l
TJE

* {E A ESTENC/CNCEMC(FR/O IR EANT - RIS RIEHSZAVROE,
* BN EIEREIL T AED - ARNAERBRAZINE AR IHRESERFOARES -

BEfI ' mm
I IR EZ2R  (E#s TiNFERR IE IR 2R  (EER TiNgERE
B B B B
3 12 80 1,124 1,278 10 25 170 1,940 2,186
4 12 100 1,156 1,310 12 30 170 2,494 2,802
5 15 120 1,216 1,370 16 35 200 5,066 5,606
6 20 140 1,356 1,540 20 40 200 6,792 7,484
8 25 140 1,586 1,802
G053
SNt E T (U ¥EtE
Solid Carbide NC Spotting Dirills
=]
BN mm
= =
6 13 6 50 90° 1,932
8 23 8 60 90° 2,718
10 24 10 70 90° 3,874
12 24 12 70 90° 4,998

G043



Z §5 50 I E (i $HER

Solid Carbide NC Spotting Drills

JE

O 00| 00 OO0 OO OO orn o1 o1 & B B W W W DD DD DD

—_ = = = | s | |
D OO OO DD Oo o o

PAE=

g

O 0| 0O 60 OO0 OO0 orn o1 o1 & A AW W W P> P> B>

—_ | | | | |
D OO O D DD o o o

l4—»'
T)E

2R

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
75
75
75
75
75
75
100
100
100

JI2)=:

60°
90°
120°
60°
90°
120°
60°
90°
120°
60°
90°
120°
60°
90°
120°
60°
90°
120°
60°
90°
120°
60°
90°
120°
60°
90°
120°

fmidRE
2R TIALNEERE
ks 2l (b2

T
T
T
T
1’;09 1,;09
1,672 2 340
4’;28 6,;12

G053

B mm
b VAR
=R TIALNSERE
B B
291 459
291 459
291 459
291 459
291 459
291 459
291 459
291 459
291 459
416 584
416 584
416 584
416 584
416 584
416 584
816 1,132
816 1,132
816 1,132
1,209 1,709
1,209 1,709
1,209 1,709
1,672 2,340
1,672 2,340
1,672 2,340
4,928 6,212
4,928 6,212
4,928 6,212

G044

PO Z

Livd
7|

=]
fi&

(63



YG FCT
DRILL-6539 * DRILL(338)

SCD - SCD-L
—_—" JEE £ E& EEEE EE R
HB240 - GG25 HB300 - GG40
5
T ClEEE ETHERE [LDEE HETEE [DEE O HETEE  [CEE ERE
fﬁ 2 11,500 0.04 8,600 0.04 16,000 0.05 11,500 0.05
# 3 7,800 0.05 5,750 0.05 10,500 0.06 7,600 0.06
4 5,800 0.06 4,300 0.06 7,800 0.07 5,700 0.07
_ 5 4,700 0.07 3,450 0.07 6,200 0.08 4,550 0.08
= 6 3,900 0.08 2,850 0.08 5,200 0.09 3,800 0.09
B 7 3,350 0.09 2,450 0.09 4,500 0.1 3,250 0.1
A 8 2,900 0.1 2,150 0.1 3,900 0.12 2,850 0.12
9 2,600 0.11 1,900 0.11 3,450 0.14 2,550 0.14
%ﬁ 10 2,350 0.12 1,700 0.12 3,100 0.16 2,300 0.16
S 11 2,150 0.13 1,600 0.13 2,850 0.18 2,100 0.18
piy 12 1,950 0.14 1,450 0.14 2,600 0.2 1,900 0.2
- 13 1,800 0.16 1,350 0.16 2,400 0.2 1,750 0.2
% #EEIRF T i5dm 2 - WAEHE<10%) £8 - WA EHE >10%) & - REE
i T ClEEey SEJHEE [OEE O H#EJERE [RDEE EJEE  [OEE O #ERE
2 6,000 0.03 27,000 0.06 21,000 0.06 5,900 0.03
3 4,000 0.04 18,000 0.07 14,000 0.07 3,900 0.04
o 4 3,000 0.05 13,000 0.08 10,500 0.08 2,950 0.05
8 5 2,400 0.06 10,500 0.09 8,500 0.09 2,350 0.06
6 2,000 0.07 8,800 0.11 7,100 0.11 1,950 0.07
. 7 1,700 0.08 7,600 0.13 6,100 0.13 1,700 0.08
7 8 1,500 0.09 6,600 0.15 5,350 0.15 1,450 0.09
- 9 1,350 0.1 5,900 0.17 4,750 0.17 1,300 0.1
10 1,200 0.11 5,300 0.19 4,250 0.19 1,200 0.11
11 1,100 0.12 4,850 0.21 3,900 0.21 1,050 0.12
j% 12 1,000 0.13 4,450 0.23 3,550 0.23 980 0.13
i 13 950 0.13 4,100 0.25 3,300 0.25 905 0.13
PSD - PJD
z PSDG - PJDG
%
g e % - 52 TESE - A= EEEE EEEE
(15~30HRC) (20~40HRC)
" 5 &
% I ClEEE HETHRE [LDEH HIEE [DEZ HE)ERE [CEE gERE
2 2,630 0.03 2,100 0.025 4,200 0.06 1,680 0.05
Q 25 2,100 0.04 1,680 0.03 3,300 0.08 1,310 0.06
T 3 1,680 0.05 1,310 0.04 2,630 0.1 1,050 0.08
g; 4 1,310 0.06 1,050 0.05 2,100 0.13 840 0.1
- 5 1,050 0.06 840 0.05 1,680 0.13 660 0.1
7 6 840 0.08 660 0.06 1,310 0.16 530 0.13
i 8 660 0.1 530 0.08 1,050 0.2 420 0.17
fi 10 530 0.13 420 0.1 840 0.25 330 0.21
f 13 420 0.13 330 0.1 660 0.25 260 0.21

G045



SSD
TSD

HHI4
BEE
T

2.5

11
19
30

SSD
TSD

I+
=il
TE

2.5
3

11
19
30

SSD
TSD

HHI4
EE
T

2.5

19
30

~570 N/mm?
ClEEsy ETHRE

3,380 0.025
2,700 0.05
1,700 0.063
1,050 0.13
750 0.15
440 0.23
260 0.28
£

1100~1260 N/mm?
ClEEE SETHERE

1,400 0.015
1,100 0.02
700 0.025
430 0.038
310 0.05
180 0.05
107 0.076
800 N/mm?

~830 N/mm?

2,550 0.025
2,000 0.05
1,280 0.063
780 0.13
560 0.15
330 0.23
195 0.28
A iE
830 N/mm?

=

830~950 N/mm?

1,900 0.015

1,500 0.025
960 0.038
590 0.076
425 0.076
255 0.13
145 0.18

#HEE

410 N/mm?

£

830~1100 N/mm?
ClEEEy EJHRE [EEE EJRE  EEE ETRE

2,380 0.02
1,880 0.05
1,190 0.063
730 0.13
520 0.18
300 0.23
180 0.18
T A
270 N/mm?

CEE ENEE 2 [EEER E)EE [DEH EDRE

2,550
2,000
1,280
780
560
330
195

mEE

0.025
0.05
0.063
0.13
0.15
0.23
0.28

EE S

1,400
1,100
700
430
430
180
107

&

0.02
0.025
0.038
0.076
0.076
0.13
0.18

#E

&

3,180
2,500
1,590
970
700
440
240

0.042
0.05
0.063
0.13
0.18
0.23
0.3

EEE ENEE EEH ERE DEE ENEE DER £)RE REH ENEE

2,250
2,000
1,280
780
560
330
195

0.025
0.05
0.063
0.13
0.15
0.23
0.28

6,400
5,000
3,200
2,000
1,400

820

490

0.038
0.063
0.076
0.18
0.2
0.3
0.38

8,600
6,800
4,300
2,600
1,900
1,100

660

0.038
0.063
0.076
0.18
0.2
0.3
0.38

6,400
5,000
3,200
2,000
1,400

820

490

0.038
0.063
0.076
0.18
0.2
0.3
0.38

3,380
2,700
1,700
1,050
750
440
260

0.025
0.05
0.063
0.13
0.15
0.23
0.28
G046

FELO Z

Livd
i

=]
fi&

(63



»rr

GSD
SSDG
w44 o o3 & N

bERE ~570 N/mm? ~830 N/mm? 830~1100 N/mm? ~830 N/mm?

T EEE EJHRE [EEE EDERE [EER O EDERE [REE #ERE
5
5 1 14,000 0.02 12,500 0.02 7,700 0.02 7,000 0.02
- 2 7,000 0.06 6,100 0.06 3,850 0.06 3,500 0.06
- 3 4,650 0.1 4,100 0.08 2,550 0.08 2,350 0.08
s 4 3,500 0.11 3,050 0.11 1,950 0.1 1,750 0.1
& 5 2800 0.12 2,450 0.11 1,550 0.1 1,400 0.1
i 6 2,350 0.14 2,050 0.13 1,300 0.12 1,150 0.12
A 7 2,000 0.16 1,750 0.15 1,100 0.14 1,000 0.14
i 8 1,750 0.18 1,550 0.18 960 0.15 875 0.15
= 9 1,550 0.2 1,350 0.22 855 0.18 780 0.18
e 10 1,400 0.21 1,250 0.22 770 0.18 700 0.18
’ 11 1,250 0.22 1,100 0.22 700 0.18 650 0.18
. 12 1,150 0.23 1,000 0.22 650 0.2 585 0.2
i BT 1050 | 0.23 050 | 022 595 0.2 540 02
~ GSD
5 SSDG
S HEIH $has $BEe - wot gas

SHE
f% T EIEEE HETRE EIEEE HETRE EIEEE HETRE
o 1 8,050 0.02 30,000 0.02 11,500 0.03
. 2 4,050 0.06 15,000 0.06 5,800 0.09
;52 3 2,700 0.08 9,900 0.1 3,850 0.13
E 4 2,000 0.09 7,450 0.11 2,900 0.15

5 1,600 0.1 5,950 0.12 2,300 0.7

i 6 1,350 0.12 4,950 0.14 1,950 0.19
. 7 1,150 0.14 4,250 0.16 1,650 0.22
\ 8 1,000 0.15 3,700 0.18 1,450 0.24
Z 9 895 0.17 3,300 0.2 1,280 0.27
& 10 805 0.18 3,000 0.23 1,150 0.29
. 11 730 0.18 2,700 0.23 1,050 0.3
b 12 670 0.2 2,480 0.23 960 0.31
f 13 620 0.2 2,300 0.23 890 0.31

G047



FCr 76

HHD
REI M TEE 50~55HRC 55~60HRC 60~70HRC
HEIRE
s EEEED ETERE EEEE HEETERE EEEE ETERE
=
4,300 0.03 3,200 0.03 2,700 0.03 "
2 2,800 0.03 2,000 0.03 1,900 0.03 %g
2.5 2,250 0.04 1,600 0.04 1,510 0.04
3 1,900 0.04 1,330 0.04 1,250 0.04 B
4 1,430 0.04 1,000 0.04 950 0.04 =
5 1,150 0.04 800 0.04 750 0.04 =
6 960 0.04 670 0.04 630 0.04
8 720 0.04 500 0.04 480 0.04 2%
10 570 0.04 400 0.04 380 0.04 0
12 480 0.04 330 0.04 320 0.04 g&
14 438 0.04 282 0.04 272 0.04
B
f
=
MG-CD
HHEIA B E {Ehix R S e
HE g
e EEEED ETRE EfEE HETERE
=
1 30 ~ 50 0.01 ~0.03 30 ~ 50 0.01 ~0.03 i
2 30 ~ 50 0.01 ~0.035 30 ~ 50 0.01 ~0.035
3 30 ~ 50 0.015 ~ 0.05 30 ~ 50 0.015 ~ 0.05 j:%
4 30 ~ 50 0.02 ~0.06 30 ~ 50 0.02 ~0.06 g
5 30 ~ 50 0.03 ~0.07 30 ~ 50 0.03 ~0.07
6 30 ~ 50 0.04 ~0.07 30 ~ 50 0.04 ~0.07 it
=
HHIM EE S xR 5
hEE
T4 EELED ETRE EEEE HETERE o
=T’ S
3
1 20 ~ 40 0.01 ~0.03 15 ~ 25 0.01 ~0.03
2 20 ~ 40 0.01 ~0.035 15 ~ 25 0.01 ~0.035 Q
=
3 20 ~ 40 0.015 ~ 0.05 15 ~ 25 0.015 ~ 0.05 fi
=]
4 20 ~ 40 0.02 ~0.06 15~ 25 0.02 ~0.06
£
5 20 ~ 40 0.03 ~0.07 15 ~ 25 0.03 ~0.07 gﬂ
{58
6 20 ~ 40 0.04 ~0.07 15~ 25 0.04 ~0.07 %

G048
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MGDOH3D - MGDOHS5D

MGDOHS8D
HRHI4 IEE £ ki BERE EERE A5
MABEE
Tt EES ENERE CES ENEE CES ENEE CES ENEE CEH ENEE
" 1 16,250 0.05 14,800 0.05 @ 26,600 0.05 17,300 0.05 9,550 0.03
0 2 16,250 0.07 14,800 0.07 = 26,600 0.07 17,300 0.07 9,550 0.04
# 3 16,000 0.16 14,500 0.16 = 26,000 0.16 17,000 0.16 6,400 0.1
4 12,000 0.17 11,000 0.17 20,000 0.17 13,000 0.17 4,800 0.11
- 5 9,550 0.18 8,600 0.18 16,000 0.18 10,000 0.18 3,800 0.13
i@ 6 8,000 0.2 7,200 0.2 13,000 0.2 8,500 0.2 3,200 0.14
i 7 6,800 0.22 6,100 0.22 11,500 0.22 7,300 0.22 2,700 0.15
. 8 6,000 0.24 5,400 0.24 9,900 0.24 6,400 0.24 2,400 0.17
9 5,300 0.27 4,800 0.27 8,800 0.27 5,700 0.27 2,100 0.18
%% 10 4,800 0.3 4,300 0.3 8,000 0.3 5,100 0.3 1,900 0.21
i 12 4,000 0.33 3,600 0.33 6,600 0.33 4,250 0.33 1,600 0.24
}%L 14 3,400 0.36 3,050 0.36 5,700 0.36 3,650 0.36 1,350 0.27
16 3,000 0.39 2,700 0.39 5,000 0.39 3,200 0.39 1,200 0.29
H 18 2,650 0.42 2,400 0.42 4,400 0.42 2,850 0.42 1,050 0.32
iz 20 2,400 0.45 2,150 0.45 4,000 0.45 2,550 0.45 955 0.35

g o * MGDOH5DZ # J)3R[E » 551Kk £ RE #185%[R)AF [ LL I AR ER -
H * MGDOH8DZE T)iEE » 351k E RERI70% R E LLBIFARR S -

5 MQLCD10D - MQLCD15D
MG

LCD20D
T REE - aal %48 R BB
% MhEE
I RE 63~125m/min 63~125m/min 63~80m/min

o I EIEEE HETERE EIELE HETERE EIEE HETERE
]
Eg 3 7,500 0.06 ~0.12 7,500 0.06 ~0.12 7,500 0.06 ~0.12

4 6,400 0.08 ~0.16 6,400 0.08 ~0.16 5,600 0.08 ~0.16
i 5 5,800 01 ~0.2 5,800 01 ~0.2 4,500 01 ~0.2
ﬁ;é 6 4,800 0.12 ~ 0.24 4,800 0.12 ~ 0.24 3,800 0.12 ~ 0.24
i | 8 3,600 0.16 ~ 0.28 3,600 0.16 ~ 0.28 2,800 0.16 ~ 0.28
5 10 2,900 02 ~0.35 2,900 02 ~0.35 2,300 0.2 ~0.35

12 2,400 0.24 ~0.42 2,400 0.24 ~0.42 1,900 0.24 ~0.42
h 14 2,050 0.28 ~ 0.46 2,050 0.28 ~ 0.46 1,600 0.28 ~ 0.46
D A B: D:

|

\

C
1 VE
%
1 cSssase S SeS T eseN SR

—%
N
C % iBILES - TJRIEIXDHEXD » BIWREIMAO. LmmiEF -
AVA

1k TR B BEAID BIRAEEEE(RPM300  $ET]REA400mm/min) ©

T xB|BEILIEY: - HEWI TR BREETEER0 - BRERBOTNIIEHRIZS EEY -
* EIT AT - ZIRAB A EEA AN UGB RS ETEE -

) CkEEFLINTE - fE5I BN TERLR HAT - FEFRKEIEEHZE 300 H # ) E FE FEA1000mm/min ©

5 % 5| BEERERE RN T (RS - S T)REFERR X RI50% o

G049



7

SSTD
— o R
MAssE  ~570 N'mm? ~830 N/mm?® 830~950 N/mm®  830~1100 N/mm?®
@ ElEgE EDERE [DEE #IEE EE® O ENRE [DEE O EDERE
5
2.5 3,380 0.025 2,550 0.025 1,900 0.015 2,380 0.02 2
3 2,700 0.05 2,000 0.05 1,500 0.025 1,880 0.05
5 1,700 0.063 1,280 0.063 960 0.038 1,190 0.063 A
8 1,050 0.13 780 0.13 590 0.076 730 0.13 =
11 750 0.15 560 0.15 425 0.076 520 0.18
19 440 0.23 330 0.23 255 0.13 300 0.23 %
30 260 0.28 195 0.28 145 0.18 180 0.18 &
e kA Nt HEE TEH =
HRIBEE 1100~1260 N/mm’ 830 N/mm? 410 N/mm? 270 N/mm? =
I EEEE EVRE [EE® EJRE [EEy ERE [EEE ETRE
25 1,400 0.015 2,550 0.025 1,400 0.02 3,180 0.042 i
3 1,100 0.02 2,000 0.05 1,100 0.025 2,500 0.05 )
5 700 0.025 1,280 0.063 700 0.038 1,590 0.063 B
8 430 0.038 780 0.13 430 0.076 970 0.13 =
11 310 0.05 560 0.15 430 0.076 700 0.18
19 180 0.05 330 0.23 180 0.13 440 0.23 -
30 107 0.076 195 0.28 107 0.18 240 0.3 x
- 2] REE BEs HesE E2h ) 2
HAEEE 800 N/mm? g
N ClEEE EDEE EEE #7RE DEg EEE DEE gERE DER ERE
h
2.5 2250  0.025 6400 @ 0038 8600 0038 6400 0038 3380 @ 0.025 D
3 2,000 0.5 5000 0063 6,800 0063 5000 0063 2700  0.05 B
5 1280 = 0063 = 3200 0076 4300 0076 3200 0076 1,700  0.063 N
8 780 0.13 2,000  0.18 2600  0.18 2,000  0.18 1,050  0.13 E
11 560 | 0.15 1400 = 02 1,900 = 0.2 1400 = 02 750 | 0.15 -
19 330 023 820 03 1,100 0.3 820 03 440 = 023 ]
30 195 = 0.28 490 = 0.38 660 = 0.38 490 = 0.38 260 0.8 }i

G050



76

SUPER-GPD
=
Sl i F2 5l &l
?ﬁ?ﬁ@'ﬁrg 570 N/mm?® ~830 N/mm?® 830~950 N/mm?830~1100 N/mm?*1110~1260 N/mm?
fﬁ %jz %) EIRE EEE2 ERE EEY £EE EEY £EE EE® £EE

2.5 3,380 0.025 2,550 0.025 1,900 0.015 2,380 0.02 1,400 0.015

ﬁ% 3 2,700 0.05 2,000 0.05 1,500 0.025 1,880 0.05 1,100 0.02
E 5 1,700 0.063 1,280 0.063 960 0.038 1,190 0.063 700 0.025
# 6 1,350 0.085 1,000 0.085 750 0.051 950 0.085 550 0.029
s 8 1,050 0.13 780 0.13 590 0.076 730 0.13 430 0.038
?E 10 850 0.14 640 0.14 480 0.076 600 0.15 350 0.047
A 11 750 0.15 560 0.15 425 0.076 520 0.18 310 0.05
- 13 640 0.16 470 0.16 360 0.083 440 0.186 260 0.05
& " P N

o B ey wos #ae #ae i

W RS
xR 20~25m/min 45~50m/min 55~65m/min 40~50m/min 20~25m/min
s ElEEE ETRE [DEE H#)ERE [D#EE E7RE REE E7RE DiE ETNRE

2.5 3,180 0.042 6,400 0.038 8,600 0.038 6,400 0.038 3,380 0.025

3 2,500 0.05 5,000 0.063 6,800 0.063 5,000 0.063 2,700 0.05
A 5 1,590 0.063 3,200 0.076 4,300 0.076 3,200 0.076 1,700 0.063
6 1,250 0.085 2,500 0.111 3,400 0.111 2,500 0.111 1,350 0.085

8 970 0.13 2,000 0.18 2,600 0.18 2,000 0.18 1,050 0.13

N 10 780 016 1600 019 | 2100 019 1600 0.9 850 0.1
i 11 700 018 | 1400 02 1000 0.2 1400 = 02 750 | 0.15
o 13 600 018 1200 0213 1600 0213 1200 0213 650 0.6
S K M
;é L) HEE =i EEEH
i
T iR 410 N/mm? ~800 N/mm? 830 N/mm?’
E T EIEEED ETRE EfEE HETRE EEEE HETRE
i#
25 1,400 0.02 2 950 0.025 2 550 0.025
N 3 1,100 0.025 2,000 0.05 2,000 0.05
< 5 700 0.038 1,280 0.063 1,280 0.063
f 6 550 0.051 1,000 0.085 1,000 0.085
8 430 0.076 780 0.13 780 0.13
i 10 350 0.076 640 0.14 600 0.14
s 11 300 0.076 560 0.15 560 0.15
f 13 250 0.083 460 0.16 470 0.16



7

MPD
Ti548
L o » mas , Ti540
g DR Swdl - R A FHES oo qarn SUS420-440

s R ETEE EES EIRE ER EEE CEH ETRE MEH EIEE LR ETNEE .

2 5800 006 4700 0.05 6500 0.08 10500 0.17 2,600 0.04 3,100 0.08
3 4300 012 3500 009 4900 014 10,500 027 1,800 0.05 2,100 0.09
4 3200 015 2600 013 3600 018 8000 033 1300 0.07 1,600 0.1
5 2600 018 2,100 016 2,900 0.21 6,500 039 1,060 009 1250 0.17 2
6 2100 0.2 1,700 018 2,400 025 | 5200 0.46 900 0.1 1,050 | 0.19 i
8 1600 024 1300 0.2 1,800 029 4,200 0.51 650 0.14 800 0.26 %
10 1,300 027 1,000 024 1500 032 @ 3,400 0.61 550  0.17 630 0.33 :

12 1,100 0.29 860 026 1200 036 @ 2700 0.73 450 0.2 530 0.39 £

MPDL
%
%W aeE- FEN B mae  sussnioo | THEE O
. R  SEH - A s e SUS304 - 200 e 8
HRHI4 snsp Ry SUS420°440
#t
1

s EIESE ETEE CRY ERE QR ETRE OBY ENRE (HH ENRE OB ENEE

2 5800 005 4700 0.04 6500 0.07 10500 0.14 2,600 0.03 3,100 0.07 =2
3 4300 0.1 3500 008 490 012 10,500 023 1,800 0.04 2,100 0.08 g

4 13200 013 2600 011 3600 015 8000 028 1300 006 | 1,600 0.09

=
i
5 2600 015 2100 014 2900 0.18 6500 033 1,050 008 1250 0.14 "
6 2100 017 1,700 0.15 2,400 0.21 5200 0.39 900 009 1,050 0.16 CN:
E

8 1600 0.2 1,300 017 1,800 025 @ 4200 0.43 650  0.12 800  0.22 fiz

10 1,300 023 1,000 02 1,600  0.27 | 3,400 0.52 550  0.14 630 0.28 o
Hl
12 1,100 0.25 850 022 1,200 0.31 2,700  0.62 450  0.17 530 0.33 1¢

G052



S T

C-NCD
MG-NCD
A JEE £ S 5 Bk iEE
MAsaE
#EIEE  65~75 m/mim 45~55 m/mim 90~100 m/mim
T ClEEE EJHERE [DEE EDRE [[EE EDRE [REE O ETERE
=
8
fg 6 3,900 0.08 2,850 0.08 2,000 0.07 5,200 0.09
8 2,900 0.1 2,150 0.1 1,500 0.09 3,900 0.12
E‘% 10 2,350 0.12 1,700 0.12 1,200 0.11 3,100 0.16
E‘f 12 1,950 0.14 1,450 0.14 1,000 0.13 2,600 0.2
. 16 1,450 0.17 1,100 0.17 755 0.17 1,950 0.24
fg 20 1,150 0.19 850 0.19 590 0.2 1,550 0.28
7,
# tHIM s EWEEM<10%) $EWEE(EI>10%) IR E £
MhssE
Eﬁ #EFEE  65~75 m/mim 145~165 m/mim 115~135 m/mim 35~40 m/mim
i s ElEEE) EJIRE [DiE®E EJRE [EEE O EIERE [DEE EDRE
5! =2
. 6 3,800 0.09 8,800 0.11 7,100 0.11 1,950 0.07
ﬁ% 8 2,850 0.12 6,600 0.15 5,350 0.15 1,450 0.09
10 2,300 0.16 5,300 0.19 4,250 0.19 1,200 0.11
% 12 1,900 0.2 4,450 0.23 3,550 0.23 980 0.13
% 16 1,450 0.24 3,300 0.27 2,650 0.27 735 0.17
20 1,150 0.28 2,650 0.31 2,150 0.31 590 0.2
2}
Z  H-NCD
: H-LNCD
= R E A4 & S 548 TEH - BEH A5 FEEE - 3R - 5L
iffé T ClEEE EJHRE [EEE EJRE [DEE ENRE [DEEE EDRE [DiEE EDEE
= X
3 2,460 0.06 2,110 0.06 1,080 0.06 940 0.06 7,040 0.14
f'ﬁ 4 1,850 0.07 1,580 0.07 800 0.07 700 0.07 5,280 0.15
i
6 1,170 0.08 1,030 0.08 540 0.08 460 0.08 3,520 0.19
g 8 880 0.11 790 0.11 400 0.11 350 0.11 2,640 0.22
E 10 700 0.12 630 0.12 320 0.12 290 0.12 2,110 0.25
ﬁzx
B 12 590 0.14 530 0.14 260 0.14 240 0.14 1,760 0.28
Z} 16 460 0.2 400 0.2 200 0.2 180 0.2 1,320 0.33
fig
t# 20 350 0.24 320 0.24 150 0.24 140 0.24 1,060 0.45

G053



BRENENTIFRERAREER M AR

i-Xmill Ball Holders-Steel with Taper Neck Type

* XBIEENGZEM  BEREAEE -
* FRAh6RISREAZE o

* REREEILRE - AIFILERERIERE M -

#EZKXJJEZR% Indexable Tools //

m HO008

7

BAf7: mm
(D) (Ls) (Ly) (Ds) (6°) (Do) (L2)
8 35 12 7.2 4°43' 12 90 10,470
8 55 25 7.2 e 12 110 10,470
10 35 15 9 2°51' 12 90 10,470
10 55 30 9 2°17' 12 110 10,470
12 55 17 10.5 3°23' 16 110 10,470
16 65 20 14.5 2°51' 20 125 10,470
20 75 25 18 3°26' 25 145 12,055
25 90 30 22.5 4°03' 32 170 12,055
30/32 110 40 27 1°38' 32 195 12,590

m H008

BEXBEXTAERETREM AR

i-Xmill Ball Holders-Steel with Straight Neck Type

* RABENS M - BERIEAREE
* FRAh6RISIRE A o

* REREEALRE @ AIFILERERIERE N -

B mm
(Dy) (Ls) (Ds) (Do) (L)
12 35 10.5 12 90 9,990
12 55 10.5 12 110 9,990
16 35 14.5 16 95 9,990
16 65 145 16 125 9,990
20 40 18 20 110 11,540
20 75 18 20 145 11,540
25 45 22.5 25 125 11,540
25 90 22.5 25 170 11,540
30/32 55 27 32 140 12,590
30/32 110 27 32 195 12,590

HOO1

S
-3
2V
7]
8
R
|

240 R




'I/G \\ $##=XJ7JE K% Indexable Tools

m HO008

BREXBXTFEREHARE

i-Xmill Ball Holders-Solid Carbide

* RIS IARE - ¥ RS > aEMNEE MR IRE) o
* B A SRR PERE I T K &gk A -

* SEARB NI SHENRNMAS -

S
®
2V
7]
A
R
1l

B
£
K
B ' mm
(Dy) (L) (Ly) (Ds) (D2) (L2)

- 8 25 12 7.7 8 130 17,295

10 30 15 9.7 10 140 17,295

12 35 17 11.7 12 150 19,750

16 50 20 15.7 16 200 31,040

20 60 25 19.7 20 200 45,525

25 75 30 24.7 25 200 68,325

30/32 90 40 29.7 32 250 95,870

m HO008

BESMEIKRTI A

i-Xmill Ball Inserts

* JBH SEURNE A AIERET - RIBRELIHIIRT) « FAMI A A RAEHEE -
* MYCAYEDHEIT) - AHEA MR  ERT)ASHRGEMIREREE
* RARHERERE - FJiESET EEREE -

4 8 8 2.4 1,470 1,470
5 10 s 2.7 1,540 1,540
6 12 11 3.2 1,560 1,560
8 16 13 4.2 1,715 1,715
10 20 16 5.2 2,230 2,230
12.5 25 19.5 6.2 2,870 2,870
15 30 23.5 7.2 3,820 3,820
16 32 24.5 7.2 4,070 4,070

HO002




#ERKXTJERY Indexable Tools // 'I/G

m HO009

BEImARTIAERFEEEM AR

i-Xmill Radius Holders-Steel with Taper Neck Type
* FEREENSEHM - BERENMEE -

* FRAh6RISHEE AZE © —
* ApRRERLRIE @ AIM LB REAEREM

S
-3
2V
7]
8
R
|

2
=
=X
B ' mm
(D1) (Ls) (L) (Ds) (6°) (D) (L,)
8 22 10 10 9° 12 100 12,140
8 50 10 10 2°43' 12 130 12,140
10 25 13 13 4°45' 12 100 12,140
10 50 13 13 1°32' 12 150 12,140
12/13 60 15 15 2°32' 16 160 12,140

m HO09

‘REANRARTAEREE B AL

i-Xmill Radius Holders-Steel with Straight Neck Type
* EBAEENG MM - BERENEE -

* IRAh6HIEREELAE ©

* ARRREEAILRIE » AIF LS RENEIEEN

B mm
(D1) (Ls) (Ly) (Ds) (D2) (L2)
12/13 30 13 11 12 110 11,580
16 /17 50 15 15 16 130 11,580
16 /17 65 15 15 16 165 11,580
20/ 21 60 18 19 20 140 13,385
20/ 21 80 18 19 20 180 13,385
25/26 70 23 24 25 150 13,385
25/26 90 23 24 25 200 13,385
30 80 27 29 32 160 14,595
30 100 27 29 32 220 14,595
32 80 28 31 32 160 14,595
32 100 28 31 32 220 14,595

HO03



'I/G \\ $##=XJ7JE K% Indexable Tools

m H009

BEANGMRARTIK

i-Xmill Radius Inserts

* TN E ST MEET - AESKRENEEE  RPIREIREIBHE -

* BAEIERT) R ARE ] B (ER - BERRARTIAARE » B 1R aIZNEEERTIEAE -
* BAREZEEZSETRHENIEEMNIA -

* REFASHRERRIE @ ENEFEERMRETEM - A& k-

S
®
Fa
7]
A
R
1l

20 Mt o

B i mm

(D) (R) (H) (T)

8 0.3 8 2.4 1,890 1,890

8 0.5 8 2.4 1,890 1,890

8 1 8 2.4 1,890 1,890
10 0.5 9.5 2.7 1,980 1,980
10 1 9.5 2.7 1,980 1,980
10 2 9.5 2.7 1,980 1,980
12 0.5 11 3.2 2,010 2,010
12 1 11 3.2 2,010 2,010
12 2 11 3.2 2,010 2,010
13 0.5 11.2 3.2 2,130 2,130
13 1 11.2 3.2 2,130 2,130
13 2 11.2 3.2 2,130 2,130
16 0.5 13 4.2 2,205 2,205
16 1 13 4.2 2,205 2,205
16 2 13 4.2 2,205 2,205
17 0.5 13 4.2 2,350 2,350
17 1 13 4.2 2,350 2,350
17 2 13 4.2 2,350 2,350
20 0.5 16 5.2 2,870 2,870
20 1 16 52 2,870 2,870
20 2 16 52 2,870 2,870
21 0.5 16 52 3,060 3,060
21 1 16 52 3,060 3,060
21 2 16 52 3,060 3,060
25 0.5 19.5 6.2 3,700 3,700
25 1 19.5 6.2 3,700 3,700
25 2 19.5 6.2 3,700 3,700
26 0.5 19.5 6.2 3,935 3,935
26 1 19.5 6.2 3,935 3,935
26 2 19.5 6.2 3,935 3,935
30 0.5 23.5 7.2 4,920 4,920
30 1 23.5 7.2 4,920 4,920
30 2 23.5 7.2 4,920 4,920
32 0.5 23.5 7.2 5,240 5,240
32 1 23.5 7.2 5,240 5,240
32 2 23.5 7.2 5,240 5,240

HO04



#ERKXTJERY Indexable Tools // 'I/G

m HO010

IMESERTIF/ NS
Mini High Feed Indexable Milling Inserts

* A EERHE ~ (77 - E#t - REK - ESRIRIEREE o

* BB REFERAIINT - A
* PUAEEH] - BES%EL -

* SiERa R E B EKUIRIREY - tIHIRF R AR A xR

S
-3
Fa
7]
8
R
|

&
=3
=X
—RRR TR BAHAEY IC *{ S
BN i mm
(I©)
ENMX0604 YG602 6.3 4.21 430 430
ENMX0604 YGO012 6.3 4.21 480 480
ENMX0905 YG602 9.0 5.4 535 535
- SHY (051 MEY
[ENAAXZJJ$$ B mm
ENMX06-D16Z22C16-L100| 9 16 2 100 16 30 C - -
09 ENMX06-D16Z2C16-L150, 9 16 2 150 16 50 C - -

"~ |ENMX06-D17Z2C16-L100 10 17 2 100 16 20 C - -
ENMX06-D17Z2C16-L150| 10 17 2 150 16 20 C - -
ENMX06-D20Z3C20-L130| 12.6 20 3 130 20 50 C - -
ENMX06-D20Z3C20-L160| 12.6 20 3 160 20 80 C - -

ENMX06
ENMX06-D21Z3C20-L150| 13.6 21 3 150 20 20 C - -

1 ENMX06-D21Z3C20-L200| 13.6 21 3 200 20 20 C - -
ENMX06-D2524C25-L140| 17.6 25 4 140 25 25 C - -
ENMX06-D2524C25-L180| 17.6 25 4 180 25 25 C - -
ENMX06-D25Z4C25-L250| 17.6 25 4 250 25 25 C - -
ENMX06-D26Z4C25-L150| 18.6 26 4 150 25 30 C - -

HO05



'I/G \\ $##=XJ7JE K% Indexable Tools

m HO010

INESWEXRTI/ NE

Mini High Feed Indexable Milling Inserts as o -
B mm

S
®
Fa
7]
A
R
1l

ENMX06-D2624C25-L.200| 18.6 | 26 4 200 25 30 C - -

1 |ENMX06-D3225C32-L150| 246 | 32 5 150 32 70 C - -

o ENMX06-D3225C32-L200| 246 & 32 5 200 32 100 C - -
§ 09 ENMX06-D1622M08 9 16 2 23 | M08 - M - -
ENMX06-D1722M08 10 17 2 23 | M08 - M - -
ENMX06-D1822M08 11 18 2 23 | M08 - M - -

- ENMX06-D20Z3M10 126 | 20 3 30 | M10 - M - -
ENMX06 ENMX06-D2123M10 13.6 | 21 3 35 | M10 - M - -
ENMX06-D2524M12 176 | 25 4 42 | M12 - M - -
ENMX06-D3225M16 246 | 32 5 42 | M16 - M - -

1 ENMX06-D3525M16 276 | 35 5 42 | M16 - M - -
MHF-ENMX06-D40Z6M16| 32.6 | 40 6 42 | M16 - M - -
MHF-ENMX06-D42Z6M16| 34.6 | 42 6 42 | M16 - M - -
ENMX06-D40Z6516 326 | 40 6 40 16 - S 18 37
ENMX06-D5026522 426 | 50 6 50 22 - S 25 42
ENMX09-D2522C25-L150| 15 25 2 150 25 70 C - -
ENMX09-D2622C25-L.200, 16 26 2 200 25 30 C - -
ENMX09-D2623C25-L.200, 16 26 3 200 25 30 C - -
ENMX09-D3223C32-L160, 22 32 3 160 32 70 C - -
ENMX09-D3323C32-L200, 23 33 3 200 32 30 C - -
ENMX09-D3324C32-L.200, 23 33 4 200 32 40 C - -
ENMX09-D4025C32-L180, 30 40 5 180 32 40 C - -
ENMX09-D5023522 40 50 3 50 22 - S 20 42

ENMX09 | 1.5 |ENMX09-D5024522 40 50 4 50 22 - S 20 42
ENMX09-D5025522 40 50 5 50 22 - S 20 42
ENMX09-D6324S22 53 63 4 50 22 - S 20 48
ENMX09-D6325522 53 63 5 50 22 - S 20 48
ENMX09-D6326522 53 63 6 50 22 - S - -
ENMX09-D6327522 53 63 7 50 22 - S - -
ENMX09-D80Z8S27 70 80 8 50 27 - S - -
ENMX09-D100Z10S32 90 100 10 63 32 - S 26 78
ENMX09-D125Z212540 115 | 125 12 63 40 - S 28 89

HO06



* ZINREMSRY

R

“axX

#EZKXJJEZR% Indexable Tools

m HO11

SWNEZ/EITI A

High Efficiency 10 Corner Inserts

it R—3BTJEBNRIEREN TR IL -
* J@HFERET H10fELIRIT] - BEHMERIES30% @ HEtIHIRR&E AL
* 36 AEEET - AILURA EAE R @ RS ITEEM - EERN2H

0 =5

[uTu /=

//

NEW

7

S
-3
2V
7]
8
R
|

240 R

BN i mm
YG012 705 YG602 705
PNMU1206ZNN
PNMU1206ZNN YG501 695 YG613 705
YG5020 705
=
PNMU 7]*:': BN I mm
F36-PNMU12-D5024S522 50 63.6 4 40 22 20 42
F36-PNMU12-D50Z5S22 50 63.6 5 40 22 20 42
F36-PNMU12-D6325522 63 76.6 5 40 22 20 48
PNMU1206 4  |F36-PNMU12-D6326S22 63 76.6 6 40 22 20 48
F36-PNMU12-D8078S27 80 93.6 8 50 27 23 58
F36-PNMU12-D100Z10S32| 100 113.6 10 50 32 26 67
F36-PNMU12-D125Z210S40| 125 138.6 10 63 40 29 89

HOO07



K/ {<] \\ BERXTEAERY Indexable Tools
. FllEH2ER
= Recommended Cutting Condition
o~
A
3
(~30) (30~40)
215~400m/min 150~380m/min
i mm/rev. mm/rev.
E
= 8 0.3~0.5 0.2 ~0.1 0.8~0.25 0.3~05 02 ~0.1 0.8~0.25
10 0.3~05 0.25~0.1 1 ~025 0.3~05 0.25~0.1 1 ~025
- 12 0.4~0.6 0.3 ~01 1.2~0.3 0.4~0.6 0.3 ~01 1.2~0.3
16 0.5~0.7 0.8 ~0.1 1.6~0.3 0.5~0.7 0.8 ~0.1 1.6~0.3
20 0.5~0.8 1 ~0.1 2 ~04 0.5~0.8 1 ~0.1 2 ~04
25 0.5~1 1.25~0.1 25~04 0.5~1 1.25~0.1 25~04
30/32 0.8~1 1.5 ~0.1 3 ~04 0.8~1 1.5 ~0.1 3 ~04

RE 3 - TEH - TAREE FE E

mm/rev. mm/rev.

8 02 ~03 0.2 ~041 0.8~0.25 02 ~0.3 0.2 ~041 0.8~0.2
10 0.25~0.35 0.25~0.1 1 ~0.25 0.25~0.35 0.25~0.1 1 ~02
12 0.25~0.4 0.3 ~0.1 1.2~0.3 0.25~0.4 0.3 ~0.1 1.2~0.25
16 0.3 ~05 0.8 ~0.1 1.6~0.4 0.3 ~05 0.8 ~0.1 1.6~0.25
20 0.35~0.55 1 ~0.1 2 ~04 0.35~0.55 1 ~041 2 ~0.35
25 0.4 ~0.6 1.25~0.1 25~0.4 04 ~0.6 1.25~0.1 2.5~0.4

30/32 04 ~0.8 1.5 ~0.1 3 ~04 04 ~0.8 1.5 ~0.1 3 ~04

ap

tIRIRE

D=1

fis & * B RARELT) AR - FEBF(K70~85%AVLIHIRE

HO08




_ EERVARN ndexavleTools //g 7G
XMR tIRRE2ER

Recommended Cutting Condition i;i

E)g

|

mm/rev. mm/rev. g

8 0.4~0.3 08 ~0.2 0.2~0.1 0.4~0.3 0.8~0.2 0.2~0.1 =
10 04~0.3 1 ~02 0.2~0.1 0.4~0.3 1 ~0.2 0.2~0.1

12/13 0.4~0.3 1.2 ~0.2 0.3~0.1 0.4~0.3 1.2~0.2 0.3~01 e

16/17 0.5~04 1.6 ~0.2 0.8~0.2 0.5~0.4 1.6~0.2 0.8~0.2
20/ 21 05~04 2 ~02 1 ~02 0.5~0.4 2 ~02 1 ~0.2
25/26 0.5~0.4 2.05~0.2 1.3~02 05~04 25~0.2 1.8~02
30/32 0.5~0.4 32 ~0.2 1.6~0.2 05~04 32~0.2 1.6~0.2

BAH - TR - FEH

mm/rev. mm/rev.

8 0.2 ~041 0.8~0.2 0.2~0.1 0.2 ~041 0.8~0.2 0.2~041

10 0.2 ~0.1 1 ~02 0.2~0.1 02 ~0.1 1 ~02 0.2~0.1
12/13 0.2 ~0.1 1.2~0.2 0.3~0.1 02 ~0.1 1.2~0.2 0.3~0.1
16/17 0.24~0.12 1.6~0.2 0.8~0.2 0.24~0.12 1.6~0.2 0.8~0.2
20/ 21 0.24~0.12 2 ~02 1 ~02 0.24~0.12 2 ~02 1 ~02
25/26 0.24~0.12 2.5~0.2 1.3~0.2 0.24~0.12 2.5~0.2 1.3~0.2
30/32 0.24~0.12 32~0.2 1.6~0.2 0.24~0.12 32~0.2 1.6~0.2
IR ®
D=1 *
fis & * BIERRIRELT) B - FABFK70~85%RVtIHIRE
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g Recommended Cutting Condition
s
7]
=1
Y
5|
EEE 140 380 460 1,250
= EESH 120 300 390 980
s
SE%hH 70 150 230 490
| $HEERE - ERBET G 120 200 390 660
ER:E R 130 250 430 820
JE=E] 120 250 390 820
REEE 130 220 430 720
JEsE L E — - - -
HBisee - Hhes 25 45 80 150
=ShEM 40 80 130 260

BIJEAGERIHIRE (G )
mm  Ap

0.5
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tIRRE2ER

Recommended Cutting Condition

min max min max min max min max

FFE & 180~300 590~980 180~280 590~920

K& & 180~280 590~920 150~250 490~820

e EH 80~160 260~520 70~140 230~460
#3=08 - EREETHHN - - 120~200 390~660
HEKETHN - - 130~250 430~820

JE =51 - - 120~250 390~820
DRSS - - 130~220 430~720

(AT vES 70~120 230~390 40~ 80 130~260

min max | min max

min max | min max

#2088 - EXRETEM | 70~180 | 230~590 - - - _
B KRS 5 70~200 | 230~660 - - - -

JEELE - - 160~300 | 520~980 | 200~350 | 660~1,150

IRESEE - - 130~210 | 420~690 | 150~300 | 490~ 980

HO11
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