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AN Chengdu Great Wall Cutting Tools Co., Ltd.
dodik: PO SIS R REXREEF L XE—EK96S
Add:NO.96nanyi road,chengdu economic-technological
developmentarea.Longquanyi,Chengdu City,Sichun Province.
MR%m: 610110 P.C:610110
ML : http://www.zgcctool.com
AHERIE:
Domestic Sales Tel:028-88432471 028-88432472 028-88432465
Fax:028-88432403
E-mail:cdgrt@zgcc.com
ESMEERE:
Foreign Sales Tel:+86-0813-5516691
Fax: +86-0813-5200405
E-mail:chenxin@zgcc.com
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Chengdu Great Wall Cutting Tools Co., Ltd.
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Quality makes the future
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Chengdu Great Wall Cutting Tools Co. , Ltd.
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Company profile
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Chengdu Great Wall Cutting Tools Co. , Ltd. is a professional cutting tool enterprise integrating production,
teaching and research under China Minmetals group which is one of the World’s Top 500 enterprises. Its original
name is Chengdu Gerunte High-tech material Co.,Ltd which is a subsidiary company of Zigong Cemented Carbide
Co., Ltd.It is increased investment by the leaders of domestic cemented carbide industry --- Zigong Cemented
Carbide Co. , Ltd. and Zhuzhou Diamond Cutting Tools Co., Ltd and changed name to Chengdu Great Wall Cutting
Tools Co., Ltd.

The company's current main businesses include:

(1) Solid carbide cutting tools business , the main products include five series:carbide milling tools, drilling tools,
reaming tools, carbide taps, Powder metallurgy and high cobalt steel taps, carbide broaching tools.

(2)Carbide CNC inserts business.The main products include general CNC cutting inserts, milling inserts, thread
inserts and other special CNC inserts.

(3) Cemented carbide traditional inserts business.The main products include conventional clamping inserts,
welding inserts, and other special inserts.

The product brand is "Great Wall" which is well known by this industry. The company has a complete system of

technology, marketing and manufacturing, and is committed to providing complete solutions for customers of cutting

tools products,and also committed to become the most trusted strategic partner of our clients.
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page number BRI 3123K P I [
3123K A3 : s ©
— Universal end milling cutter 3123K = L1
BRI T]
Universal end milling cutter 31231 A4
3123H A5
3133K A6
BRAHET)
Universal end milling cutter 3133L A7
3133H A8 R e BK LS 7%
3143K A9 Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number
EASIEET] D1 (h9 D2 (h6) L1 L2 z k= =
Universal end milling cutter 3143L A10 ) ( Uncoating Coating
3143H A11 3 4 50 4 2 3123k—030 B 3123k-030T
BIK 7155 7] 3031L A12 4 4 50 5 2 3123k-040 W 3123k-040T
Front edge milling cutter
5 6 50 6 2 3123k—050 H 3123k-050T
PITBETIRT] or 39411 A13 6 6 50 7 2 3123k-060 B 3123k-060T
3223K A14 7 8 60 8 2 3123k—070 B 3123k-070T
BT o o o 8 8 60 9 2 3123k-080 m 3123k-080T
9 10 60 10 2 3123k—090 B 3123k-090T
3423K A6 10 10 60 1 2 3123k-100 m 3123k-100T
T—Wﬂﬁifﬁ milling cutter 3423L A17 12 12 75 12 2 3123k-120 W 3123k-120T
3423H A18 14 14 75 14 2 3123k—-140 B 3123k-140T
3443K A19 16 16 80 16 2 3123k-160 B 3123k-160T
P TIREE 7] L A20 18 18 80 18 2 3123k-180 B 3123k-180T
Four edges R milling cutter 20 20 80 20 2 3123k-200 W 3123k-200T
3443H A21
O¥ZiT8 4= Production by order
3323K A22
P TIERSLHET]
2 edgess ball head cutter 3323L A23
3323H A24
3343K A25
P TIERSKHET) A26
Four edges ball head milling cutter 3343L
3343H A27
T TIH#EE Bk L 5T
Four edgeyg taper ball head milling cutter 36433 A28
S
é&?ct%i%@cision milling cutter 3Jée3L A29
J\TIFEHET]
Eight edges precision milling cutter 3J83L A29
ZHET]
Corr%lpact tooth milling cutter 3F83K A30
$hit ) A31
Drill milling cutter 3A23K
A TSRk L5 T)
2 edge'_sj high speed ball head milling cutter 38238 A32
FZNEYET] Wz, RITIL) 3RA3K A33 %* A %X‘n' mm &
Unequal gear milling cutter (aviation, aerospace industry)
FZ A %I . MR 3R43L A34
Unequal gear milling cutter (aviation, aerospace industry)
e = — —— m €30-40 HRC4' HRC4' HRC.
Two edges high speed milling cutter (aviation, aerospace industry)
ZU)EREET) (= AR ~
Three edges high speed milling cutter (aviation, aerospace industry) 3B30A A3T~A38 E). -
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BIgET) 3123L

Universal end milling cutter 3123L

@D1

@D2

DAk LATES B DIRS % THES
Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number
D1 (h9) D2 (h6) L1 L2 z Tal= bdecd
3 4 75 12 2 3123L-030 | 3123L-030T
4 4 75 15 2 3123L-040 | 3123L-040T
5 6 75 20 2 3123L-050 B 3123L-050T
6 6 75 20 2 3123L-060 B 3123L-060T
7 8 75 20 2 3123L-070 | 3123L-070T
8 8 100 25 2 3123L-080 m 3123L-080T
9 10 100 25 2 3123L-090 | 3123L-090T
10 10 100 30 2 3123L-100 m 3123L-100T
12 12 100 35 2 3123L-120 B 3123L-120T
14 14 100 40 2 3123L-140 W 3123L-140T
16 16 150 50 2 3123L-160 W 3123L-160T
18 18 150 50 2 3123L-180 W 3123L-180T
20 20 150 55 2 3123L-200 | 3123L-200T

il sadll Haas

C30-40 HRC4. HRC4‘ HRC.

BE L W& %

OZiT84F= Production by order

BHAEET]  3123H

Universal end milling cutter 3123H

= e

@D1

7 =
EC

i i
Cutter diameter Shank diameter

[ P O
o
Overall length

7 .

Cutting edge length

The number of flutes

ST =2

L2
Order number

D1 (h9) D2 (h6) L1 L2 z Tak &=
3 4 75 12 2 3123H-030 m 3123H-030T
4 4 75 15 2 3123H-040 B 3123H-040T
5 6 75 20 2 3123H-050 W 3123H-050T
6 6 75 20 2 3123H-060 m 3123H-060T
7 6 75 20 2 3123H-070 W 3123H-070T
8 8 100 25 2 3123H-080 m 3123H-080T
9 10 100 25 2 3123H-090 m 3123H-090T
10 10 100 30 2 3123H-100 ® 3123H-100T
12 12 100 35 2 3123H-120 B 3123H-120T
14 14 100 40 2 3123H-140 B 3123H-140T
16 16 150 50 2 3123H-160 B 3123H-160T
18 18 150 50 2 3123H-180 B 3123H-180T
20 20 150 55 2 3123H-200 ® 3123H-200T

*’f“*‘ wadll waas
HRC4‘ HRC4' HRC.

BE | W& T

O#ZiT84 = Production by order
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FISI®ET] 3133K S S — 2 BAIHET] 3133L
Universal end milling cutter 3133K 12 O Universal end milling cutter 3133L

DAL Wiz B DAR'S DAL TS DALES aRES B DIRS TIH 18RS
Cutter diameter  Shank diameter Overall length Cutting edge length ~ The number of flutes Order number Cutter diameter Shank diameter Overall length Cuting edgelength ~ The number of flutes Order number
D1 (h9) D2 (h6) 0 L2 7 TAE BE D1 (h9) D2 (h6) L1 L2 z NG ]
3 4 50 4 3 3133K-030 B 3133K-030T 3 4 75 12 3 3133L-030 ® 3133L-030T
4 4 50 O] 3 3133K-040 m 3133K-040T 4 4 75 15 3 3133L-040 B 3133L-040T
5 6 50 6 3 3133K-050 W 3133K-050T 5 6 75 20 3 3133L-050 B 3133L-050T
6 6 50 7 3 3133K-060 W 3133K-060T 6 6 75 20 3 3133L-060 W 3133L-060T
7 8 60 8 3 3133K-070 W 3133K-070T 7 8 75 20 3 3133L-070 B 3133L-070T
8 8 60 9 3 3133K-080 m 3133K-080T 8 8 100 25 3 3133L-080 H 3133L-080T
9 10 60 10 3 3133K-090 m 3133K-090T 9 10 100 25 3 3133L-090 B 3133L-090T
10 10 60 11 3 3133K-100 W 3133K-100T 10 10 100 30 3 3133L-100 H 3133L-100T
12 12 75 12 3 3133K-120 B 3133K-120T 12 12 100 35 3 3133L-120 B 3133L-120T
14 14 75 14 3 3133K-140 B 3133K-140T 14 14 100 40 3 3133L-140 B 3133L-140T
16 16 80 16 3 3133K-160 B 3133K=160T 16 16 150 50 3 3133L-160 W 3133L-160T
18 18 80 18 3 3133K-180 B 3133K-180T 18 18 150 50 3 3133L-180 m 3133L-180T
20 20 80 20 3 3133K-200 m 3133K-200T 20 20 150 55 3 3133L-200 W 3133L-200T
OiTE 4= Production by order O%ZiJ84 = Production by order

A el zadl wnad ol sadll wnas
m C30-40 HRC4. HRC4' HRC. m C30-40 HRC4. HRC4‘ HRC.
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BHIHET]  3133H

Universal end milling cutter 3133H

D1

DAkES H1E 58S 7] DAk RS
Cutter diameter Shank diameter Overall length Cutting edge length ~ The number of flutes Order number
D1 (h9) D2 (h6) L1 L2 z Iﬂ% éii

3 4 75 12 3 3133H-030 B 3133H-030T
4 4 75 15 3 3133H-040 ® 3133H-040T
5 6 75 20 3 3133H-050 B 3133H-050T
6 6 75 20 3 3133H-060 B 3133H-060T
7 8 75 20 3 3133H-070 ® 3133H-070T
8 8 100 25 3 3133H-080 m 3133H-080T
9 10 100 25 3 3133H-090 ® 3133H-090T
10 10 100 30 3 3133H-100 m 3133H-100T
12 12 100 35 3 3133H-120 m 3133H-120T
1 14 100 40 3 3133H-140 m 3133H-140T
16 16 150 50 3 3133H-160 m 3133H-160T
18 18 150 50 3 3133H-180 ® 3133H-180T
20 20 150 55 3 3133H-200 W 3133H-200T

7F’f“§. wadl wnad
HRC4. HRC4' HRC‘

mE ] W& %

OZiT8 4= Production by order

BAMHET] 3143K

Universal end milling cutter 3143K

L2

L1

Jldldid

DaEES LS SR 7K DAk RS
Cutter diameter Shank diameter Overall length Cutiing edge length  The number of flutes Order number
D1 (h9) D2 (h6) L1 L2 z Iﬁﬁ éfa{f:g
3 4 50 5 4 3143K-030 B 3143K-030T
4 4 50 8 4 3143K-040 B 3143K-040T
5 6 50 9 4 3143K-050 B 3143K-050T
6 6 50 10 4 3143K-060 B 3143K-060T
7 8 60 1 4 3143K-070 B 3143K-070T
8 8 60 12 4 3143K-080 B 3143K-080T
9 10 60 13 4 3143K-090 W 3143K-090T
10 10 60 14 4 3143K-100 m 3143K-100T
12 12 75 16 4 3143K-120 B 3143K-120T
14 14 75 18 4 3143K-140 B 3143K-140T
16 16 80 22 4 3143K-160 W 3143K-160T
18 18 80 24 4 3143K-180 W 3143K-180T
20 20 80 26 4 3143K-200 | 3143K-200T

O#ZiT8 4= Production by order

m‘ swadl] mnad
HRC4. HRC4‘ HRC.
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BAMHET] 3143L

Universal end milling cutter 3143L

DAKES

LiEYES

7K

71

iTEe

Cutter diameter Shank diameter Ovell:i'l\l length Cutting edge length ~ The number of flutes OrderJrL:nier
D1 (h9) D2 (hé6) L1 L2 z ﬁc’i “)n%g C’i{i
3 4 75 12 4 3143L-030 B 3143L-030T
4 4 75 15 4 3143L-040 B 3143L-040T
5 6 75 20 4 3143L-050 B 3143L-050T
6 6 75 20 4 3143L-060 B 3143L-060T
7 8 75 20 4 3143L-070 B 3143L-070T
8 8 100 25 4 3143L-080 B 3143L-080T
9 10 100 25 4 3143L-090 m 3143L-090T
10 10 100 30 4 3143L-100 m 3143L-100T
12 12 100 35 4 3143L-120 m 3143L-120T
14 14 100 40 4 3143L-140 m 3143L-140T
16 16 150 50 4 3143L-160 m 3143L-160T
18 18 150 50 4 3143L-180 m 3143L-180T
20 20 150 55 4 3143L-200 m 3143L-200T

ORITE 47~ Production by order

ol sadll wnad
C30-40 HRC4' HRC4' HRC.

wE L WE T

BAMHET] 3143H

Universal end milling cutter 3143H

DAk TS 2K DIR'S TS
Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number
D1 (h9) D2 (h6) L1 L2 z iR wE
Uncoating Coating
3 4 75 12 4 3143H-030 B 3143H-030T
4 4 75 15 4 3143H-040 B 3143H-040T
5 6 75 20 4 3143H-050 B 3143H-050T
6 6 75 20 4 3143H-060 W 3143H-060T
7 8 75 20 4 3143H-070 B 3143H-070T
8 8 100 25 4 3143H-080 B 3143H-080T
9 10 100 25 4 3143H-090 B 3143H-090T
10 10 100 30 4 3143H-100 W 3143H-100T
12 12 100 35 4 3143H-120 B 3143H-120T
14 14 100 40 4 3143H-140 B 3143H-140T
16 16 150 50 4 3143H-160 B 3143H-160T
18 18 150 50 4 3143H-180 W 3143H-180T
20 20 150 55 4 3143H-200 B 3143H-200T

OiT8 4= Production by order

ol sadll whad
HRC4. HRC4' HRC.

sel  mEl T
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BURZI%ET] 3931L
Front edge milling cutter 3931L

GREATWALL
T—

N ———

@D1

D2

L1

PU70EIRTISET] 3941L
Four edges milling cutter 3941L

L1

DANES NS B IRS J)% 155 DS LYES {58 UIRS DALt 1T5Bs
Cutter diameter Shank diameter Overall length  Cutting edge length The number of flutes Order number Cutter diameter ~ Shank diameter ~ Overall length  Cutting edge length The number of lutes Order number

DI(h9)  D2(h6) L1 L2 z TR &= D1(h9) D2 (he) L1 L2 z e e
8 8 63 19 4 3931L-080 B 3931L-080T 8 8 63 19 4 3941L-080 B 3941L-080T
10 10 72 22 4 3931L-100 m 3931L-100T 10 10 72 22 4 3941L-100 W 3941L-100T
12 12 83 26 4 3931L-120 B 3931L-120T 12 12 83 26 4 3941L-120 B 3941L-120T
14 14 83 26 4 3931L-140 W 3931L-140T 14 14 83 26 4 3941L-140 ¥ 3941L-140T
16 16 92 32 4 3931L-160 B 3931L-160T 16 16 92 32 4 3941L-160 B 3941L-160T
18 18 92 32 4 3931L-180 B 3931L-180T 18 18 92 32 4 3941L-180 B 3941L-180T
20 20 104 38 4 3931L-200 H 3931L-200T 20 20 104 38 4 3941L-200 ® 3941L-200T

O#%iTB 4= Production by order

O¥ZiTE 4= Production by order
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EAEEET]  3223K TBSo——— s RAEHET] 3223L I s

Key milling cutter 3223K L2 Key milling cutter 3223L L2

@D1

L

e
L
5

DALES Wz B DJRS DAL e, DARES R ES B DIRS T 18RS
Cutter diameter Shank diameter Overall length Cutting edge length ~ The number of flutes Order number Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number

D1 (h9) D2 (h6) L1 L2 z fin= i D1 (h9) D2 (h6) L1 L2 z Iﬁﬁ éi{%g
3 4 50 6 2 3223K-030 B 3223K-030T 3 4 75 12 2 3223L-030 B 3223L-030T
4 4 50 7 2 3223K-040 B 3223K-040T 4 4 75 15 2 3223L-040 B 3223L-040T
5 6 50 8 2 3223K-050 B 3223K-050T 5 6 75 20 2 3223L-050 B 3223L-050T
6 6 50 10 2 3223K-060 B 3223K-060T 6 6 75 20 2 3223L-060 W 3223L-060T
7 8 60 11 2 3223K-070 m 3223K-070T 7 8 75 20 2 3223L-070 m 3223L-070T
8 8 60 12 2 3223K-080 B 3223K-080T 8 8 100 25 2 3223L-080 B 3223L-080T
9 10 60 13 2 3223K-090 B 3223K-090T 9 10 100 25 2 3223L-090 B 3223L-090T
10 10 60 14 2 3223K-100 W 3223K-100T . . 100 30 2 32231100 m 3223L-100T
12 12 75 16 2 3223K-120 W 3223K-120T " 1 100 35 ) 32231-120 322311207
14 14 75 18 2 3223K-140 B 3223K-140T 1 1 100 40 2 3223L-140 B 3223L-140T
16 16 80 22 2 3223K-160 W 3223K-160T " " 150 50 ) 3223L-160 m 3223L-160T
18 18 80 24 2 3223K-180 W 3223K-180T 8 8 150 50 2 3223L-180 m 3223L-180T
20 20 80 26 2 3223K-200 m 3223K-200T 0 0 150 55 , 3223L-200 B 322312007

OZiTE 4= Production by order OZiT8 4= Production by order

A el zadl wnad ol sadll wnas
m C30-40 HRC4. HRC4' HRC. m C30-40 HRC4. HRC4' HRC.

sal]l =@ * sxll  @El A
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ZJRBET] 3423K

{7 AEITLEL

Two edges R milling cutter 3423K

@n1

DaEES Az 2K DRSS R T IS
Cutter diameter  Shank diameter  Overall length  Cutting edge length arc radius  The number of flutes Order number
D1(h9) D2 (h6) L1 L2 R z j:ﬁﬁ éﬁﬁ,

3 4 50 4 0.5 2 3423K-030 m 3423K-030T
4 4 50 5 0.5 2 3423K-040 B 3423K-040T
5 6 50 6 0.5 2 3423K-050 B 3423K-0507T
6 6 50 7 1.0 2 3423K-060 B 3423K-060T
7 8 60 8 1.5 2 3423K-070 m 3423K-070T
8 8 60 9 2.0 2 3423K-080 W 3423K-080T
9 10 60 10 25 2 3423K-090 m 3423K-090T
10 10 60 " 3.0 2 3423K-100 ® 3423K-100T
12 12 75 12 3.0 2 3423K-120 m 3423K-120T
14 14 75 » 3.0 2 3423K-140 m 3423K-140T
16 16 80 16 3.0 2 3423K-160 W 3423K-160T
18 18 80 - 3.0 2 3423K-180 W 3423K-180T
20 20 80 20 3.0 2 3423K-200 m 3423K-200T

O#ZiTB 4= Production by order

ZJIREET]  3423L
Two edges R milling cutter 3423L

7R ATES B 7K RZ 7% THES
Cutter diameter ~ Shank diameter  Overall length ~ Cutting edge length ~ arc radius  The number of flutes Order number

DI(h9)  D2(he) L1 L2 R z R =]
3 4 75 12 0.5 2 3423030 W 3423L-030T
4 4 75 15 0.5 2 3423L-040 B 3423L-040T
5 6 75 20 0.5 2 3423L-050 B 3423L-050T
6 6 75 20 1.0 2 3423060 W 3423L-060T
7 8 75 20 1.5 2 3423L-070 B 3423L-070T
8 8 100 25 2.0 2 3423080 W 3423L-080T
9 10 100 25 2.5 2 3423L-090 B 3423L-090T
10 10 100 30 3.0 2 34230100 W 3423L100T
12 12 100 35 3.0 2 3423120 m 3423L-120T
14 14 100 40 3.0 2 3423140 3423L-140T
16 16 150 50 3.0 2 3423160 m 3423L-160T
18 18 150 50 3.0 2 3423180 W 3423L-180T
20 20 150 55 3.0 2 3423L-200 B 3423L-200T

O#iT84 = Production by order




—JIR§%ET]  3423H
Two edges R milling cutter 3423H

D1

FUTIREET]  3443K

Four edges R milling cutter 3443K

@1

DAkES Wz SIS DARS R1Z DAk RS
Cutter diameter Shank diameter  Overall length  Cutting edge length arc radius  The number of flutes Order number
D1(h9) D2 (h6) L1 L2 R z iﬁﬁ Cﬂi
3 4 75 12 0.5 2 3423H-030 W 3423H-030T
4 4 75 15 0.5 2 3423H-040 W 3423H-040T
5 6 75 20 0.5 2 3423H-050 B 3423H-050T
6 6 75 20 10 2 3423H-060 M 3423H-060T
7 8 75 20 1.5 2 3423H-070 W 3423H-070T
8 8 100 25 2.0 2 3423H-080 W 3423H-080T
9 10 100 25 2.5 2 3423H-090 W 3423H-090T
10 10 100 30 3.0 2 3423H-100 W 3423H-100T
12 12 100 35 3.0 2 3423H-120 ™ 3423H-120T
1 1 100 40 3.0 2 3423H-140 W 3423H-140T
16 16 150 50 3.0 2 3423H-160 W 3423H-160T
18 18 150 50 3.0 2 3423H-180 W 3423H-180T
20 20 150 55 3.0 2 3423H-200 W 3423H-200T

7z ATES o8 S IR R 7H &S
Cutter diameter ~ Shank diameter ~ Overall length  Cutting edge length ~ arc radius  The number of flutes Order number
D1(h9)  D2(he) L1 L2 R z = il

3 4 50 5 0.5 4 3443030 W 34430307
4 4 50 8 0.5 4 3443K040 W 3443K-040T
5 6 50 9 0.5 4 3443050 W 3443K-050T
6 6 50 10 1.0 4 3443K060 W 3443K-060T
7 8 60 11 1.5 4 3443K-070 W 3443K-070T
8 8 60 12 2.0 4 3443K-080 W 3443K-080T
9 10 60 13 2.5 4 3443K090  m3443K-090T
10 10 60 14 3.0 4 3A43K-100  m3443k-100T
2 2 75 16 3.0 4 3443120 ®3443-120T
14 14 75 18 3.0 4 3M3K-140 W 3443K-140T
16 16 80 22 3.0 4 3M3K-160 W 3443K-160T
18 18 80 2 3.0 4 3A43K-180  m3443K-180T
20 20 80 28 3.0 4 3443K200 W 3443K-2007

ORiT8 4= Production by order

O#RiT8 4= Production by order
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PUJIREET]  3443L

Four edges R milling cutter 3443L

D1

</

L2

4l

7)E RS 1588 DARS R TI¥ T8RS
Cutter diameter Shank diameter  Overall length  Cutting edge length arc radius The number of flutes Order number
D1(h9)  D2(h6) L1 L2 R z Iﬁﬁ C'zi
3 4 75 12 0.5 4 3443L-030 W 3443L-030T
4 4 75 15 0.5 4 3443L-040 W 3443L-040T
5 6 75 20 0.5 4 3443L-050 W 3443L-050T
6 6 75 20 1.0 4 3443L-060 W 34430607
7 8 75 20 1.5 4 3443L-070 m 3443L-070T
8 8 100 25 2.0 4 3443.-080 W 3443L-080T
9 10 100 25 2.5 4 3443090 W 3443L-090T
10 10 100 30 3.0 4 3443100 W 3443L-100T
12 12 100 35 3.0 4 3443120 W 3443L-1207
14 14 100 40 3.0 4 34431140 W 3443L-140T
16 16 150 50 3.0 4 3443L-160 W 3443L-160T
18 18 150 50 3.0 4 3443180 m 34431807
20 20 150 55 3.0 4 3443200 W 3443L-200T

OiT8 4= Production by order

PUJIREET]  3443H
Four edges R milling cutter 3443H

DAL Wz 58S DIRS RfE DA Ny
Cutter diameter ~ Shank diameter  Overall length  Cutting edge length arc radius The number of flutes Order number
DI(h9)  D2(he) L1 L2 R z =] e
3 4 75 12 0.5 4 3443H-030 B 3443H-030T
4 4 75 15 0.5 4 3443H-040 B 3443H-040T
5 6 75 20 0.5 4 3443H-050 B 3443H-050T
6 6 7% 20 1.0 4 3443H-060 B 3443H-060T
7 8 75 20 1.5 4 3443H-070 B 3443H-070T
8 8 100 25 2.0 4 3443H-080 B 3443H-080T
9 10 100 25 2.5 4 3443H-090 B 3443H-090T
10 10 100 30 3.0 4 3443H-100 B 3443H-100T
12 12 100 35 3.0 4 3443H-120 B 3443H-120T
14 14 100 40 3.0 4 3443H-140 B 3443H-140T
16 16 150 50 3.0 4 3443H-160 B 3443H-160T
18 18 150 50 3.0 4 3443H-180 B 3443H-180T
20 20 150 55 3.0 4 3443H-200 B 3443H-200T

O¥ZiT8 4= Production by order




PJIERSKLE%ET]  3323K
Two edges ball head cutter 3323K

MTIEkSKE%ET]  3323L
Two edges ball head cutter 3323L

7z

LATES

[ g P

RS

1€ =2

&4 e

Ov;::ll length Sphere radius The number of flutes Order number
L1 z Rk #E

Uncoating Coating

50 1.5 2 3323K-030 B 3323K-030T
50 2.0 2 3323K-040 B 3323K-040T
50 2.5 2 3323K-050 B 3323K-050T
50 3.0 2 3323K-060 B 3323K-060T
60 3.5 2 3323K-070 B 3323K-070T
60 4.0 2 3323K-080 B 3323K-080T
60 4.5 2 3323K-090 B 3323K-090T
60 5.0 2 3323K-100 B 3323K-100T
75 6.0 2 3323K-120 B 3323K-120T
75 7.0 2 3323K-140 B 3323K-140T
80 8.0 2 3323K-160 B 3323K-160T
80 9.0 2 3323K-180 B 3323K-180T
80 10.0 2 3323K-200 B 3323K-200T

Cutter diameter Shank diameter Ove,rna';l length  Cutting edge length  Sphere radius The number of flutes Order nu-r':_ber
D1 (h9) D2 (h6) L1 L2 SR z fﬁﬁ ffg
3 4 75 12 1.5 2 3323L-030 W 3323L-030T
4 4 75 15 2.0 2 3323L-040 B 3323L-040T
5 6 75 20 2.5 2 3323L-050 m 3323L-050T
6 6 75 20 3.0 2 3323L-060 m 3323L-060T
7 8 75 20 3.5 2 3323L-070 m 3323L-070T
8 8 100 25 4.0 2 3323L-080 m 3323L-080T
9 10 100 25 4.5 2 3323L-090 m 3323L-090T
10 10 100 30 5.0 2 3323L-100 m 3323L-100T
12 12 100 35 6.0 2 3323L-120 m 3323L-120T
14 14 100 40 7.0 2 3323L-140 m 3323L-140T
16 16 150 50 8.0 2 3323L-160 m 3323L-160T
18 18 150 50 9.0 2 3323L-180 m 3323L-180T
20 20 150 55 10.0 2 3323L-200 W 3323L-200T

OiTE 4= Production by order
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OfiT8 4= Production by order
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M YJIEKSLEET]  3323H
Two edges ball head cutter 3323H

EndfmillsYL¢ iR

GREATWALL
T—

PO7]Tksk$%T]  3343K S S — s

Four edges ball head milling cutter 3343K S L2

D2

DakES S 21 DIRS SR1E TIH TS DAL RS IS8S DAR'S R1E DAE- 1TSS
Cutter diameter  Shank diameter  Overall length  Cutting edge length Sphere radius  The number of flutes Order number Cutter diameter Shank diameter  Overall length Cutting edge length arc radius The number of flutes Order number
DIGHS)  D2(he) ’ T o z il éﬂi D1(h9)  D2(h6) L1 L2 R z Ji= blis

3 4 75 12 1.5 2 3323H-030 m 3323H-030T 6 6 50 10 3 4 3343K-060 B 3343K-060T
4 4 75 15 2.0 2 3323H-040 m 3323H-040T 8 8 60 12 4 4 3343K-080 m 3343K-080T
5 6 75 20 2.5 2 3323H-050 W 3323H-050T 10 10 60 14 5 4 3343K-100 B 3343K-100T
6 6 75 20 3.0 2 3323H-060 W 3323H-060T 12 12 75 16 6 4 3343K-120 W 3343K-120T
7 8 75 20 3.5 2 3323H-070 W 3323H-070T 14 14 75 18 7 4 3343K-140 B 3343K-140T
8 8 100 25 4.0 2 3323H-080 W 3323H-080T 16 16 80 22 8 4 3343K-160 W 3343K-160T
9 10 100 25 4.5 2 3323H-090 W 3323H-090T 18 18 80 24 9 4 3343K-180 W 3343K-180T
10 10 100 30 5.0 2 3323H-100 W 3323H-100T 20 20 80 26 10 4 3343K-200 W 3343K-200T
12 12 100 35 6.0 2 3323H-120 W 3323H-120T OmiTEs R Production by order
14 14 100 40 7.0 2 3323H-140 W 3323H-140T

16 16 150 50 8.0 2 3323H-160 W 3323H-160T

18 18 150 50 9.0 2 3323H-180 W 3323H-180T

20 20 150 55 10.0 2 3323H-200 W 3323H-200T

RiJT B4 Production by order

7F'f‘*a. swadll mnad Wﬁ. swadll mnad
m HRC4. HRC4‘ HRC. m HRC4. HRC4. HRC‘
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PO7JEkkET]  3343L I B 5

Four edges ball head milling cutter 3343L &l 2

7 ATES B IR SRZ 7%
Cutter diameter Shank diameter ~ Overall length  Cutting edge length ~ Sphere radius  The number of flutes Order number
D1(h9)  D2(h6) L1 L2 SR z AR ol
6 6 75 20 3 4 3343L-060 B 3343L-060T
8 8 100 25 4 4 333080 m3343L-080T
10 10 100 30 5 4 3343L-100 B 3343L-100T
12 12 100 35 6 4 3343L-120 B 3343L-120T
14 14 100 40 7 4 3343L-140 W 3343L-140T
16 16 150 50 8 4 3343L-160 B 3343L-160T
18 18 150 50 9 4 3343L-180 B 3343L-180T
20 20 150 55 10 4 3343L-200 W 3343L-200T

ORiT8 4= Production by order

’F’f“i‘. swagll wnad
300) HRC40SMS HRC4555H HRC.

mEl TE %

PO 7)3k3k5%7]  3343H

Four edges ball head milling cutter 3343H

D1

EndfmillsY B 1] WS

)

<

W1z 2K DARS FHE SR{E DAk iTte=s
Cutter diameter ~ Shank diameter ~ Overall length  Cutting edge length  Sphere radius The number of flutes Order number
D1 (h9) D2 (h6) L1 L2 SR z U;f: ﬁ“}% éﬂi
6 75 20 3 4 3343H-060 B 3343H-060T
8 100 25 4 4 3343H-080 N 3343H-080T
10 10 100 30 5 4 3343H-100 B 3343H-100T
12 12 100 35 6 4 3343H-120 M 3343H-120T
14 14 100 40 7 4 3343H-140 B 3343H-140T
16 16 150 50 8 4 3343H-160 B 3343H-160T
18 18 150 50 9 4 3343H-180 B 3343H-180T
20 20 150 55 10 4 3343H-200 N 3343H-200T

;Fg;. swadl] mnad
HRC4. HRC4‘ HRC.

EE R

O#%iT84 = Production by order
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Four edges taper ball head milling cutter 3643S

W B 71K FHERE SR1Z 7 THES
Cutter diameter  Shank diameter  Overall length  Cutiing edge length  Sphere radius The number of flutes Order number
D1(h9)  D2(he) L1 a/z SR z el bl

10 100 45 g 2 4 364351002 W36435-100-2T
10 100 3 z 3 4 364351003 W36435-100-3T
12 110 45 4° 3 4 36435-120-3 W 36435-120-3T
12 110 32 g 4 4 364351204 W36435-120-4T
16 130 61 ¥ 4 4 364351604 m36435-160-4T
16 130 48 7 5 4 364351605 W36435-160-57
20 130 76 ¥ 5 4 364352005 W36435-200-5T
20 130 63 z 6 4 364352006 W36435-200-6T
20 130 35 4° 8 4 36435-200-8 B 36435-200-8T

OiT8 4= Production by order

NJJFsEET]) 3J63L

Six edges precision milling cutter 3J63L

7 LATES SRS 7K 7% 155
Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number

D1 (h9) D2 (h6) L1 L2 z ol L5
6 6 57 13 6 3J63L-060 B 3J63L-060T
8 8 63 19 6 3J63L-080 W 3J63L-080T
10 10 72 22 6 3J63L-100 B 3J63L-100T
12 12 75 26 6 3J63L-120 W 3J63L-120T
14 14 83 26 6 3J63L-140 W 3J63L-140T
16 16 92 32 6 3J63L-160 W 3J63L-160T
18 18 92 32 6 3J63L-180 W 3J63L-180T
20 20 104 38 6 3J63L-200 B 3J63L-200T

OiTE 4= Production by order
J\TJFE#LT]  3J83L 2l R N £

Eight edges precision milling cutter 3J83L

DIkES miE B 71K 7% WES
Cutter diameter Shank diameter Overall length Cutting edge length The number of flutes Order number

D1 (h9) D2 (h6) L1 L2 N éii

10 10 72 22 8 3J83L-100 | 3J83L-100T
12 12 78 26 8 3J83L-120 H 3J83L-120T
14 14 83 26 8 3J83L-140 B 3J83L-140T
16 16 92 32 8 3J83L-160 W 3J83L-160T
18 18 92 32 8 3J83L-180 | 3J83L-180T
20 20 104 38 8 3J83L-200 B 3J83L-200T
25 25 120 42 8 3J83L-250 m 3J83L-250T

OZiT8 4= Production by order
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Compact tooth milling cutter 3F83K

- I I §heET] 3A23K BN A I
Drill milling cutter 3A23K

L1

y y ” — - NE e B Tk TR T THe
DJ f:z': *ﬁ@: ’EI‘ < y]—t/t }% y] y]’ﬁi Hﬁ'ﬁm y]%l -LTL'%_'; Cutter diameter Shank diameter Overall length  Cutting edge length p angle The number of flutes OrderJnumber
Cutter diameter Shank diameter Overall length Cutting edge length outer rounded of flutes number  end face of flutes number Order number
A e D1(h9)  D2(hé) L1 L2 - z Nz RIE
N\
D1 (h9) D2 (h6) L1 L2 Z1 (/) 72 (E) 7 ﬂ;ég% (I;/?\a{%g Uncoating Coating
4 4 54 8 60° 2 3A23K-040-60 B 3A23K-040T-60
6 6 60 15 10 12 10 3F83K-060 W 3F83K-060T
6 6 54 10 60° 2 3A23K-060-60 M 3A23K-060T-60
8 8 65 20 12 14 12 3F83K-080 W 3F83K-080T
8 8 58 12 60° 2 3A23K-080-60 W 3A23K-080T-60
10 10 70 25 16 18 18 3F83K-100 B 3F83K-100T
10 10 66 16 60° 2 3A23K-100-60 W 3A23K-100T-60
12 12 82 30 17 19 19 3F83K-120 W 3F83K-120T
12 12 73 18 60° 2 3A23K-120-60 B 3A23K-120T-60
O1TE 4 Production by order 4 4 54 8 90° 2 3A23K-040-90 m 3A23K-040T-90
6 6 54 10 90° 2 3A23K-060-90 B 3A23K-060T-90
8 8 58 12 90° 2 3A23K-080-90 H 3A23K-080T-90
10 10 66 16 90° 2 3A23K-100-90 W 3A23K-100T-90
12 12 73 18 90° 2 3A23K-120-90 B 3A23K-120T-90
4 4 54 8 120° 2 3A23K-040-120 W 3A23K-040T-120
6 6 54 10 120° 2 3A23K-060-120 m 3A23K-060T-120
8 8 58 12 120° 2 3A23K-080-120 m 3A23K-080T-120
10 10 66 16 120° 2 3A23K-100-120 B 3A23K-100T-120
12 12 73 18 120° 2 3A23K-120-120 MW 3A23K-120T-120

O$%iTB4 7= Production by order
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DI E R mills

ISRk EET]  3B23S

Two edges high speed ball head milling cutter 3B23S

W Bk Tk kgE W@ 7 TS
Shank diameter  Overall length Cutting edge length Taper half Sphere radius  The number of flutes Order number
DI(h9)  D2(hé) L1 12 SR 7 Iﬁﬁ C'fai
3 50 6 6 15 2 38235030 m 3B235-030T
4 54 6 8 2.0 2 3B23S5-040 m 3B23S-040T
6 58 10 10 3.0 2 3B23S-060 B 3B23S-060T
8 62 12 12 4.0 2 3B23S-080 B 3B23S-080T
10 68 14 14 5.0 2 3B23S-100 B 3B23S-100T
12 75 16 16 6.0 2 3B23S-120 B 3B23S-120T
16 87 20 18 8.0 2 3B23S-160 B 3B23S-160T

ORiT8 4= Production by order

% gl vzl sedl wned
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Unequal gear milling cutter 3R43K
(aviation, aerospace industry)

@D1

IV i) e

L1

I

DAL Wiz 2K 7K RfE 7% TS
Cutter diameter ~ Shank diameter ~ Overall length  Cutting edge length arc radius  The number of flutes Order number
D1(h9)  D2(hé) L1 L2 i z ﬁﬁﬁ éiﬁ
4 4 54 5 0.5 4 3R43K-040 m 3R43K-040T
5 6 54 6 0.5 4 3R43K-050 M 3R43K-050T
6 6 54 7 1.0 4 3R43K-060 W 3R43K-060T
8 8 58 9 2.0 4 3R43K-080 m 3R43K-080T
10 10 66 11 3.0 4 3R43K-100 m 3R43K~100T
12 12 73 12 3.0 4 3R43K-120 m 3R43K-120T
14 14 73 14 3.0 4 3R43K-140 m 3R43K-140T
16 16 82 16 3.0 4 3R43K-160 m 3R43K-160T
18 18 82 18 3.0 4 3R43K-180 m 3R43K~180T
20 20 92 20 3.0 4 3R43K~200 m 3R43K-200T

*hokkkIEETIBEESTRAESHNSUHHIMI
Such tools suitable for high temperature alloys and efficiently

il SN XN
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O¥iT8 4= Production by order
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NHFEDEHET] 3R43L
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Unequal gear milling cutter 3R43L
(aviation, aerospace industry)

\
@D2

DALES

Wz

m

4 Jg

7€ IfEK

RZ

7%

Iy

Cutter diameter Shank diameter joumal diamete Ov:;a’\ll length  Cutting edge length Work length  arc radius  The number of flutes OrderJrnl:J-rngk;er

D1(h9) D2 (h6) D3 L1 L2 L3 R Z j:jiﬁ é’?‘aﬁg
8 8 7.2 68 16 32 1 4 3R43L-080 B 3R43L-080T
10 10 9.2 82 20 42 2 4 3R43L-100 B 3R43L-100T
12 12 1.2 87 22 42 2 4 3R43L-120 B 3R43L-120T
14 14 13.2 92 24 47 3 4 3R43L-140 B 3R43L-140T
16 16 15.0 100 26 52 3 4 3R43L-160 B 3R43L-160T
18 18 17.0 110 30 62 4 4 3R43L-180 B 3R43L-180T
20 20 19.0 122 36 72 4 4 3R43L-200 B 3R43L-200T

*h kA KUETIEEEGHKEE SEEENSMSEEHMI ORiTE4 R Production by order

Such tools suitable for milling titanium alloys, high
temperature alloys and efficiently

ISRk T]  3B20A
(A= AnRIT)

Two edges high speed milling cutter 3B20A
(aviation, aerospace industry)

EndimillsY g I I Mw——

D1

SR ALL

e

—| ¢b3

7R WE HE BK 7K IfEK RE TIH I5S
Cutter diameter Shank diameter Shank diameter Overall length Cutting edge length Work length ~ arc radius ~ The number of flutes Order number
D1(h9) D2h6) D3 L1 L2 L3 R Z Xeilc bl

6 6 5.5 58 10 22 1.0 2 3B20A-060A-10 B 3B20A-060T-10
6 6 5.5 58 10 22 2.0 2 3B20A-060A-20 B 3B20A-060T-20
6 6 5.5 68 10 32 1.0 2 3B20A-060B-10 B 3B20A-060S-10
6 6 5.9 68 10 32 2.0 2 3B20A-060B-20 B 3B20A-060S-20
8 8 7.5 63 10 27 1.0 2 3B20A-080A-10 B 3B20A-080T-10
8 8 7.5 63 10 27 2.0 2 3B20A-080A-20 B 3B20A-080T-20
8 8 7.5 63 10 27 3.0 2 3B20A-080A-30 B 3B20A-080T-30
8 8 7.5 73 10 37 1.0 2 3B20A-080B-10 B 3B20A-080S-10
8 8 7.5 73 10 37 2.0 2 3B20A-080B-20 B 3B20A-080S-20
8 8 7.5 73 10 37 3.0 2 3B20A-080B-30 B 3B20A-080S-30
10 10 9.5 72 12 32 1.0 2 3B20A-100A-10 W 3B20A-100T-10
10 10 9.5 72 12 32 2.0 2 3B20A-100A-20 B 3B20A-100T-20
10 10 9.5 72 12 32 2.5 2 3B20A-100A-25 B 3B20A-100T-25
10 10 9.5 82 12 42 1.0 2 3B20A-100B-10 B 3B20A-100S-10
10 10 9.5 82 12 42 2.0 2 3B20A-100B-20 B 3B20A-100S-20
10 10 9.5 82 12 42 2.5 2 3B20A-100B-25 B 3B20A-100S-25
12 12 11.2 77 14 32 2.0 2 3B20A-120A-20 B 3B20A-120T-20
12 12 11.2 77 14 32 2.5 2 3B20A-120A-25 B 3B20A-120T-25
12 12 11.2 77 14 32 3.0 2 3B20A-120A-30 B 3B20A-120T-30
12 12 11.2 87 14 42 2.0 2 3B20A-120B-20 B 3B20A-120S-20
12 12 11.2 87 14 42 2.5 2 3B20A-120B-25 B 3B20A-120S-25
12 12 11.2 87 14 42 3.0 2 3B20A-120B-30 B 3B20A-120S-30
12 12 11.2 97 14 52 2.0 2 3B20A-120C-20 W 3B20A-120Z-20
12 12 11.2 97 14 52 285 2 3B20A-120C-25 B 3B20A-120Z-25
12 12 11.2 97 14 52 3.0 2 3B20A-120C-30 B 3B20A-120Z-30

Fokokok kb K TTRIE AR A &R R HMESEERIM T

Such tools suitable for aerospace aluminum alloy pieces
of thin-walled cavity maching at high-speed
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O#&iT&# 4= Production by order
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FTIEIEYET]  3B20A e —1
(A=, fRITI) S - 8
Two edges high speed milling cutter 3B20A L
(aviation, aerospace industry)

= J]SiR#ET]  3B30A )

(A=, fRITIL) ©
1 Three edges high speed milling cutter 3B30A
(aviation, aerospace industry)

D1

S

E[F [l

P03

TR MR W8 Rk Tk Ik RE DAL TS 7 #®E ZE BK JK TEK RE T HS
Cutter diameter Shank diameter Shank diameter Overall length Cutting edge length Work length ~ arc radius  The number of flutes Order number Cutter diameter Shank diameter joumal diamete ~ Overall length Cutting edge length Work length  Arc radius The number of flutes Order number
DI(h9) D2(h¢) D3 LI L2 L3 R z Xeilc == D1(h9) D2(h6) D3 L1 L2 L3 R z i e
16 16 15 90 18 42 2.0 2 3B20A-160A-20 m 3B20A-160T-20 8 8 7.5 63 10 27 1.0 3 3B20A-080A-10 W 3B20A-080T-10
16 16 15 90 18 42 3.0 2 3B20A-160A-30 W 3B20A-160T-30 8 8 7.5 63 10 27 2.0 3 3B20A-080A-20 W 3B20A-080T-20
16 16 15 90 18 42 4.0 2 3B20A-160A-40 W 3B20A-160T-40 8 8 7.5 63 10 27 3.0 3 3B20A-080A-30 W 3B20A-080T-30
16 16 15 100 18 52 2.0 2 3B20A-160B-20 W 3B20A-160S-20 8 8 75 73 10 37 1.0 3 3B20A-080B-10 W 3B20A-080S-10
16 16 15 100 18 52 3.0 2 3B20A-160B-30 W 3B20A-160S-30 8 8 7.5 73 10 37 2.0 3 3B20A-080B-20 m 3B20A-080S-20
16 16 15 100 18 52 4.0 2 3B20A-160B-40 m 3B20A-160S-40 8 g 7.5 73 10 37 3.0 3 3B20A-080B-30 W 3B20A-080S-30
16 16 15 110 18 62 2.0 2 3B20A-160C-20 m 3B20A-160Z—20 10 10 9.5 72 12 32 1.0 3 3B30A-100A-10  3B30A-100T-10
16 16 15 110 18 62 3.0 2 3B20A-160C-30 m 3B20A-160Z-30 10 10 95 72 12 32 2.0 3 3B30A-100A-20 B 3B30A-100T-20
16 6 15 110 18 62 4.0 2 3B20A-160C-40 B 3B20A-1607—40 10 10 9.5 72 12 32 2.5 3 3B30A-100A-25 W 3B30A-100T-25
20 20 19 92 24 42 3.0 2 3B20A-200A-30 N 3B820A-200T-30 10 10 9.5 82 12 42 1.0 3 3B30A-100B-10 B 3B30A-100S-10
20 20 19 92 24 42 4.0 2 3B20A-200A-40 H 3B20A-200T-40 10 10 9.5 82 12 42 2.0 3 3B30A-100B-20 B 3B30A-100S-20
20 20 19 92 24 42 5.0 2 3B20A-200A-50 B 3820A-200T-50 10 10 9.5 82 12 42 2.5 3 3B30A-100B-25 W 3B30A-100S-25
20 20 19 102 24 52 3.0 2 3B20A-200B-30 W 3820A-200S-30 12 12 1.2 77 14 32 2.0 3 3B30A-120A-20 W 3B30A-120T-20
20 20 19 102 24 52 4.0 2 3B20A-200B-40 N 3B820A-200S-40 12 12 1.2 77 14 32 2.5 3 3B30A-120A-25 B 3B30A-120T-25
20 20 19 102 24 52 5.0 2 3B20A-200B-50 W 3B20A-200S-50 12 2 12 7 14 32 3.0 3 3B30A-120A-30 W 3B30A-120T-30
20 20 19 12 24 62 3.0 2 3B20A-200C-30 ® 3B20A-200Z-30 12 2 1.2 & 14 42 2.0 3 3B30A-120B-20 W 3B30A-1205-20
20 20 19 112 24 62 40 2 3B20A-2000-40 B 3820A-2007-40 12 12 1.2 87 14 42 2.5 3 3B30A-120B-25 W 3B30A-1205-25
20 20 19 112 a 62 50 ) 3B20A-2000-50 = 3820A_2002-50 12 12 11.2 87 14 42 3.0 3 3B30A-120B-30 B 3B30A-1205-30
20 20 19 122 ~ 72 3.0 2 3B20A—2000-30 B 3820A-200P30 12 12 1.2 97 14 52 2.0 3 3B30A-120C-20 W 3B30A-120Z-20
20 20 19 122 ” - 4.0 2 3B20A-200D-40 = 3820A-200P—40 12 12 1.2 97 14 52 2.5 3 3B30A-120C-25 W 3B30A-120Z-25
2 20 19 122 o - =0 2 3520200050 AR R 12 12 112 97 14 52 3.0 3 3B30A-120C-30 W 3B30A-120Z-30
20 20 19 182 g4 8 3.0 2  3B20A-200E-30 M 3B20A-200R-30 L L R 18 42 20 3 GBSOATI60A20 M 3B30A160T-20
20 20 19 132 g4 82 40 2  3B20A200E40 M 3B20A-200R-40 616 1B % 8 42 30 3  3BS0A160ATS0 W SB3OA-160T-30
20 0 19 13 ) o2 50 S 3B20A-200E-50 = 3520A-200R-50 16 16 15 90 18 42 4.0 3 3B30A-160A-40 W 3B30A-160T-40
2w 0 W % 00 2 WIONIE) WSOk R R R R
20 20 19 142 24 92 4.0 2 3B20A-200F-40 W 3B20A-200W-40
16 16 15 100 18 52 4.0 3 3B30A-160B-40 W 3B30A-1605-40
20 20 19 142 24 92 5.0 2 3B20A-200F-50 m 3B20A-200W-50

ko Kok b XTI BE SR A & EE R R HSERSH ML
Such tools suitable for aerospace aluminum alloy pieces
of thin—-walled cavity maching at high—speed

% ol a0l sadl wnad
m HRC3' HRC4(‘ HRC4‘ HRC‘

mE ] @& el
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Such tools suitable for aerospace aluminum alloy pieces

of thin-walled cavity maching at high-speed
m
)

OZiTE 4= Production by order
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Three edges high speed milling cutter 3B30A
(aviation, aerospace industry)

{7 NE TR

EHET] 3B30A

72 W HE Bk UK I{EK REE DAL iT8RS
Cutter dameter Shank diameter joumal damele  Overall length Cuting edge lenghh Work length  arc radius  The number of fiutes Order number
DI(h9) D2(hé) D3 L1 L2 13 R z TRE BRE
16 16 15 110 18 62 20 3  3B30A-1600-20 m 3B30A-1607-20
16 16 15 110 18 6 30 3  3830A-1600-30 W 3830A-1607-30
16 16 15 110 18 62 40 3 3B30A-1600-40 m 3830A-1607-40
20 20 19 92 24 42 3.0 3 3B30A-200A-30 B 3B30A-200T-30
20 20 19 92 24 42 40 3 3B30A200A40 M 3830A-200T-40
20 20 19 92 24 42 5.0 3 3B30A-200A-50 B 3B30A-200T-50
20 20 19 102 24 52 30 3  3B30A-2008-30 ™ 3830A-2005-30
20 20 19 102 24 52 40 3 3B30A-200-40 ™ 3830A-2005-40
20 20 19 102 24 52 50 3  3830A-2008-50 M 3830A-2005-50
20 20 19 112 24 62 30 3  3B30A-2000-30 m 3830A-200Z-30
20 20 19 112 24 62 40 3 3B30A2000-40 m 3830A-200Z-40
20 20 19 112 24 62 5.0 3 3B30A-200C-50 M 3B30A-200Z-50
20 20 19 122 24 72 3.0 3  3B30A-2000-30 m 3830A-200P-30
20 20 19 122 24 72 4.0 3 3B30A-200D-40 M 3B30A-200P-40
20 20 19 122 24 72 50 3  3B30A-2000-50 ™ 3830A-200P-50
20 20 19 132 24 82 30 3  3B30A-200E-30 ™ 3830A-200R-30
20 20 19 132 24 8 40 3  3B30A-200E-40 ™ 3830A-200R—40
20 20 19 132 24 8 50 3  3B30A-200E-50 ™ 3830A-200R-50
20 20 19 142 24 92 30 3  3B30A-200F-30 B 3830A-2001-30
20 20 19 142 24 92 4.0 3 3B30A-200F-40 H 3B30A-200W-40
20 20 19 142 24 92 50 3  3B30A-200F-50 m 3830A-2001-50
2 32 30 122 30 6 3.0 3  3830A-320A-30 m 3830A-320T-30
2 32 30 122 30 62 40 3 3830A-320A-40 m 3830A-320T-40
2 32 30 122 30 62 50 3  3830A-320A-50 m 3830A-320T-50
2 32 30 142 30 82 30 3  3830A-3208-30 m 3830A-3205-30
2 32 30 142 30 82 40 3  3B30A-3208-40 m 3830A-3205-40
2 32 30 142 30 82 50 3 3B30A-320B-50 m 3830A-3205-50

*okokkok XTI REAMTRA S FERRGNSEGEEIMT
Such tools suitable for aerospace aluminum alloy pieces

of thin—walled cavity maching at high—speed
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ORiTB 4= Production by order
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Drilling*tool

=z =]
I om %
Product Name
. 120° 0k
- —— .
- 120° spotting drill 1633A B3
§ 0 2 N
L —— 90" BLE 1623A B3
90° spotting drill
: R
_— 181 B4
Spade drill 8104
B — Wk £ 15A3A B5
Center drill with double heads
SSPST—— R 56 1103B B6
Twist drill
[ = W/‘{"Iﬁﬁj%ﬁ o 1103A B7
Inner cooling Twist drill
—~—— I
Straight shank twist drill 11008 B8
oesSsesS— W/%E*ﬁ_lﬁﬂ.ﬁ’i o 1100A B9
Inner cooling straight shank twist drill
eSS — RS 11024 B10
Flat shank twist drill
caEa— %
M2 R AR TE$h o 11028 B11
Inner cooling flat shank twist drill
HEARRIL A
T
Taper shank twist drill 1106A B12
Gsh
L — .
G drill 12038 B13
— FREeE
Flat-bottom G drill 1203D B14
—— A %Gk
Inside cooling G drill 1203A B15
Iz SA
—— TR 4G 12
Inner cooling flat-bottom G drill 03C B16
= w87l 1X03A B17
Drill reamer
ek
——— o
Step dil 1113A B18
[ — =TI AL
e e e—
3-cutting edges reaming 1403A B19
R — =7%
e . N — - ’ B20
3-cutting edges drill 1303A
AFLARTESL
sSms====— Deep-hole twist drill 11038 B21
R T) 5 R 5
Four margin twist drill 1100F B22
A% W T R FE $5
(= O O | —em— ) ) o 11006 B23
Inside—cooling double edges twist drill

120° =i 1633A
120°spotting drill 1633A

7] 7 RS BoK
Cutter diameter Shank diameter Overall length Cutting edge length Order number

D 1 D 2 L1 L2 T &= ® =
Uncoating Coating

4 4 43 11 1633A-040 B 1633A-040T

5 5 47 13 1633A-050 B 1633A-050T

6 6 57 13 1633A-060 B 1633A-060T

8 8 63 19 1633A-080 B 1633A-080T

10 10 69 22 1633A-100 B 1633A-100T

12 12 79 26 1633A-120 B 1633A-120T

16 16 83 32 1633A-160 B 1633A-160T

20 20 92 38 1633A-200 B 1633A-200T

OZiTg4 = Production by order

90° TElEh 1633A
90°spotting drill 1623A

e

e 1l

L2

7] &7 LIS B

K

7 K

£ O

Cutter diameter Shank diameter Overall length Cutting edge length O-ererF‘r;um-t?er

D 1 D2 L L2 T~ & E % B
Uncoating Coating

4 4 43 1" 1623A-040 B 1623A-040T

5 & 47 13 1623A-050 B 1623A-050T

6 6 57 13 1623A-060 B 1623A-060T

8 8 63 19 1623A-080 B 1623A-080T

10 10 69 22 1623A-100 B 1623A-100T

12 12 79 26 1623A-120 B 1623A-120T

16 16 83 32 1623A-160 B 1623A-160T

20 20 92 38 1623A-200 H 1623A-200T

OiT8 4= Production by order

il sadll mnad

m RC30-40 HRC4. HRC4. HRC.




& HhHI T H®brilling"tool Drilling"tool i gl HS =" mrim

GREAT WAL
T————

~ \ A
FR%:  1810A g5t £ s WL 15A3A s e .
. L3 | . . L2 b
Spade drill 1810A L2 Center drill with double heads 15A3A Bl
L1 L1

/
e, S il Ll L | | i <~ | | J\AHA

N WE ADE oy MKk ok T TE HE o ak

Small Cutter diameter Shank diameter ~ Large Cutter diameter ~ Overall length Flute length Step length Order number Cutter diameter Shank diameter Overall length Step length Order number
D1 D2 D3 L1 L2 L3 Tif= RIE D1 D2 L1 L2 Nl =
Uncoating Coating Uncoating Coating

1.5 3 2.0 35 10 3 1810A-015 B 1810A-015T 2.00 5.0 40 2.5 15A3A-020 B 15A3A-020T

1.8 3 2.2 35 10 3 1810A-018 m 1810A-018T 2.50 6.3 45 3.1 15A3A-025 W 15A3A-025T

2.0 3 2.5 35 10 3 1810A-020 ® 1810A-020T 3.15 8.0 50 3.9 15A3A-031 m 15A3A-031T

2.2 3 2.8 40 12 3 1810A=022 m 1810A-022T 4.00 10.0 56 5.0 15A3A-040 W 15A3A-040T

2.8 3 3.2 40 15 3 1810A-028 m 1810A-028T 6.30 16.0 71 8.0 15A3A-063 e

3.0 3 3.8 40 15 3 1810A-030 H 1810A-030T ORiTHE 4= Production by order

3.5 3 4.2 45 18 3 1810A-035 H 1810A-035T

4.0 3 4.8 45 20 3 1810A-040 m 1810A-040T

4.5 3 5.2 50 25 3 1810A-045 H 1810A-045T

5.0 3 6.0 50 25 3 1810A-050 | 1810A-050T

O#ZiTB 4= Production by order

~ail sadll waad
HB<. m HRC4. HRC4. HRC.

T ol il il




®®
SCVEFEI T HSBrilling ool

Drilling"tool iy I JJIHN ==

> N

FRTEsE 11038 S IASS S i E— Tl MR MRS, 1103A s S
Twist drill 11038 D—— Inner cooling Twist drill 1103A 2
S — B e S S —— 1 S |

e e B o 7 15S s e S ol o 2ty
Cutter diameter Shank diameter Overall length Flute length Cutting edge length Order number Cutter diameter Shank diameter Overall length Flute length  Cutting edge length Order number
s K =] NN
D1 D2 L1 L2 L3 lﬁﬁﬁg CliEg D1 D2 L1 L2 L3 ﬁiﬁg éi{%g

30 30 " " T 11038-030 = 110380307 3.0 3.0 46 16 12 1103A-030 W 1103A-030T
- e -~ ” e PT— R T—— 3.5 3.5 52 20 15 1103A-035 m 1103A-035T
4.0 4.0 55 22 16 11038-040 B 11038-040T 4.0 4.0 > 22 16 110347040 W 1103A7040T
4.5 4.5 58 24 17 11038-045 m 11038-045T 4.5 4.5 %8 2 7 1103045 W T103AZ045T
5 o 5o " ” - 1035-050 = 11035-050T 5.0 5.0 62 26 19 1103A-050 B 1103A-050T
5.5 5.5 66 28 20 1103B-055 W 1103B-055T 55 55 66 28 20 1103A7055 % T103AZ055T
6.0 6.0 66 28 19 1103B-060 B 1103B-060T 6.0 6.0 66 28 19 110347060 % 1103A-060T
v 3 - p” v W08 103 0eaT 6.8 6.8 70 31 21 1103A-068 W 1103A-068T
7.0 7.0 74 34 24 1103B-070 ® 1103B-070T 7.0 7.0 “ 4 2 1193A7070 = 1105A7070T
7.5 7.5 74 34 23 1103B-075 m 1103B-075T 75 75 “ - z [103A7075 = 1103AZ075T

8.0 8.0 79 37 25 1103A-080 m 1103A-080T
8.0 8.0 79 37 25 1103B-080 m 1103B-080T

8.5 8.5 79 37 24 1103A-085 W 1103A-085T
8.5 8.5 79 37 24 11038-085 W 1103B-085T

8.8 8.8 79 37 24 1103A-088 W 1103A-088T
8.8 8.8 9 37 24 11038-088 = 1103B-088T 9.0 9.0 84 40 27 1103A-090  m 1103A-090T
9.0 9.0 84 40 27 1103B-090 H 1103B-090T 95 95 84 40 2 1103A-095 | 1103A-095T
9.5 9.5 84 40 26 11038-095 ® 1103B-095T 10.0 10.0 89 43 28 1103A-100 m 1103A-100T
10.0 10.0 89 43 28 11038-100 W 11038-100T 11.0 11.0 95 47 31 1103A-110 m 1103A-110T
11.0 11.0 95 47 31 11038-110 W 1103B-110T 12.0 12.0 102 51 33 1103A-120 m 1103A-120T
12.0 12.0 102 51 33 11038-120 W 110381207 14.0 14.0 107 54 33 1103A-140 m 1103A-140T
14.0 14.0 107 51 33 11038-140 W 11038-140T 15.0 15.0 111 56 34 1103A-150 m 1103A-150T
15.0 15.0 111 56 34 11038-150 W 1103B-150T 16.0 16.0 115 58 34 1103A-160 m 1103A-160T
16.0 16.0 115 58 34 1103B-160 W 1103B-160T 17.5 17.5 123 62 36 1103A-175 m 1103A-175T
17.5 17.5 123 62 36 1103B-175 m 1103B-175T 18.0 18.0 123 62 35 1103A-180 m 1103A-180T
18.0 18.0 123 62 35 11038-180 m 1103B-180T 20.0 20.0 131 66 36 1103A-200 m 1103A-200T
20.0 20.0 131 66 36 11038-200 W 11038-200T

O#%iTE 4= Production by order
O#%iTB4F= Production by order
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Drilling"tool I JJHS ==

GREATWALL
T

ENRFRIESER 11008 A e E— 5] R EMMIESE  1100A A

Straight shank twist drill 1100B - 2 L‘1 L3 Inner cooling straight shank twist drill 1100A H 2 L‘1 L3

=~ I I | | — =~ SR R I S
DALES wmiE 58S RS RS VRS T5S 7142 Wiz B g i T TEe

Cutter diameter  Shank diameter  Overall length Flute length Shank length  Cutting edge length Order number Cutter diameter Shank diameter ~ Overall length Flute length Shank length Cutting edge length Order number

D1 D2 L1 L2 L3 L4 UTC zﬁg C’iﬁg D1 D2 L1 L2 L3 L4 UTnﬁE é‘fﬁ
3 6 66 28 36 23 1100B-030 W 1100B-030T 3 6 66 28 36 36 1100A-030 m 1100A-030T
4 6 66 28 36 23 1100B-035 W 1100B-035T 4 6 66 28 36 36 1100A-035 m 1100A-035T
4 6 74 36 36 29 1100B-040 W 1100B-040T 4 6 74 36 36 36 1100A-040 B 1100A-040T
5 6 74 36 36 29 1100B-045 W 1100B-045T 5 6 74 36 36 36 1100A-045 m 1100A-045T
5 6 82 44 36 35 1100B-050 ~ ® 1100B-050T 5 6 82 44 36 36 1100A-050 B 1100A-050T
6 6 82 44 36 35 1100B-055 W 1100B-055T 6 6 82 44 36 36 1100A-055 B 1100A-055T
6 6 82 44 36 35 1100B-060 W 1100B-060T 6 6 82 44 36 36 1100A-060 B 1100A-060T
7 8 91 53 36 43 1100B-065 B 1100B-065T 7 8 91 53 36 36 1100A-065 H 1100A-065T
7 8 91 53 36 43 1100B-070  ® 1100B-070T 7 8 91 53 36 36 1100A-070 B 1100A-070T
8 8 91 53 36 43 1100B-075  ® 1100B-075T 8 8 91 53 36 36 1100A-075 ® 1100A-075T
8 8 91 53 36 43 1100B-080 W 1100B-080T 8 8 91 53 36 36 1100A-080 W 1100A-080T
9 10 103 61 36 49 1100B-085 W 1100B-085T 9 10 103 ol 2L 40 1100A-085 B
9 10 103 61 40 49 1100B-090  m 1100B-090T 9 10 103 o 40 40 1100A-090 = 1100A-090T
10 10 103 61 40 49 11008-095  ® 1100B-095T 0 10 103 of 40 40 110047095 = 1100A7095T
10 10 103 61 40 49 11008-100  ® 1100B-100T 10 10 108 o 40 40 1100A-100 = 1100A-100T
11 12 118 71 40 56 11008110 ™ 1100B-110T i 12 118 7 4 45 11004110 = 1100A-110T
12 12 118 71 45 56 1100B-120  m 1100B-120T 12 12 118 4 45 45 1100A-120 ® 1100A-120T
14 14 124 77 45 60 11008-140  ® 1100B-140T 14 14 124 L e 4 1100A7140 = 1100A7140T
15 16 133 83 48 63 11008150 ® 1100B-150T 15 16 133 83 48 48 1100A-150 = 1100A-150T
16 16 133 83 48 63 1100B-160 ™ 1100B-160T 16 1 133 83 48 48 1100A160 = 1100A7160T
18 18 143 93 48 71 1100B-180 W 1100B-180T 18 18 143 7 i 8 1100A7180 " 1100A7180T
20 20 153 101 50 77 11008-200 W 1100B-200T 20 2 153 101 %0 20 1100A=200 % 1100A-200T

O#ZiTE 4 Production by order ORITE 4= Production by order

Wﬂ wadll wnas % Wﬂ wadll mnasl
m HRC4. HRC4‘ HRC. m HRC4. HRC4. HRC.
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80
L IR AR HDIHEL Drilling"tool R Hl| T HS =

B Drilling™tool

GREATWALL
R

N - _/S XN o a8 N N
SURARTES 11024 : 5 POARIFRRRIESS 11028 ' 5
Flat shank twist drill 1102A L2 X = Inner cooling flat shank twist drill 1102B
—= = 0| | | uﬁ uﬁ = | | i
V| ‘ A A v
7142 7z I=% 714 TS DaEES LS 21 < TR IR RS
Cutterjci::n:eter Shantﬁdfz:neter Over:II-llfngth Flutgljﬁgth Sh:ﬂ -It:\gth Cuningjgﬂjzlength Or-i—r?\u;?ber — di:r:neter SHES di;_neter SR FIuteEIength i e OrderJnumber
SR RE T&E RE
D1 D2 L1 L2 L3 L4 I ﬁﬁ Cﬂi D1 D2 L1 L2 L3 L4 Uncenting o
3 6 66 28 36 23 1102A-030 ® 1102A-030T 3 6 66 28 36 23 1102B-030 ®  1102B-030T
4 6 66 28 36 23 1102A-035 m 1102A-035T 4 6 66 28 36 23 1102B-035 W 11028-035T
4 6 74 36 36 29 1102A-040 B 1102A-040T 4 6 74 36 36 29 1102B-040 ®  1102B-040T
5 6 74 36 36 29 1102A-045 B 1102A-045T 5 6 74 36 36 29 1102B-045 B 1102B-045T
6 6 82 44 36 35 1102A-055 m 1102A-055T 6 6 82 44 36 35 1102B-055 m 11028-055T
6 6 82 44 36 35 1102A-060 B 1102A-060T 6 6 82 a4 36 35 11028-060 m_1102B-060T
7 8 91 53 36 43 1102A-065 B 1102A-065T 7 8 91 93 i 43 1 UERES e e Egeol)
7 8 91 53 36 43 1102A-070 B 1102A-070T l 8 91 53 36 43 11028-070 m_11028-070T
8 8 91 53 36 43 1102A-075 m 1102A-075T E 5 il X £ 43 ORI L VA=
8 8 91 53 36 43 1102A-080 m 1102A-080T 8 8 o1 53 3 43 1102B-080 = 1102B-080T
- . |
9 10 103 61 36 49 1102A-085 B 1102A-085T ? 10 103 ot 40 49 110287085 11028-085T
61 40 1102B-090 m 1102B-090T
9 10 103 61 40 49 1102A-090 m 1102A-090T ? 10 103 49
10 10 103 61 40 49 11028095 m 1102B-095T
10 10 103 61 40 49 1102A-095 m 1102A-095T
10 10 103 61 40 49 11028-100 m 1102B-100T
10 10 103 61 40 49 1102A-100 m 1102A-100T
11 12 118 71 45 56 1102B-110 m 1102B-110T
11 12 118 71 40 56 1102a-110 m 1102A-110T
12 12 118 71 45 56 11028-120 m 1102B-120T
12 12 118 71 45 56 1102A-120 m 1102A-120T
14 14 124 77 45 60 11028140 m 1102B-140T
14 14 124 77 45 60 1102A-140 m 1102A-140T
= . 15 16 133 83 48 63 1102B-150 m 1102B-150T
15 133 48 63 - m 1102A-150T
16 1102A-150 16 16 133 83 48 63 1102B-160 m 1102B-160T
16 L 133 83 48 63 D20l m 1102A7160T 18 18 143 93 48 71 11028-180 m 1102B-180T
18 18 143 73 48 / 1102A-180 m1102A-180T 20 20 153 101 50 77 1102B-200 m 1102B-200T
20 20 153 101 50 77 1102A-200 m 1102A-200T
OZITE4F= Production by order ORiTE4F= Production by order

il sadll wnad Al vl sedll mnas
m RC30-40 HRC4. HRC4. HRC. m RC30-40 HRC4. HRC4. HRC.
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Drilling*tool Drilling"tool i il JJIHS ==

T—

@D1
I
@D2

HEfRMA LSS 1106A Sﬁ% ey G445  1203B —

Taper shank twist drill 1106A 2 G drill 1203B 12

e R N e g LU | el b — g | e | 8

DARES 158 K 71K 1T5Rs DARES Wiz B (ERS DIRS 18RS
Cutter diameter Overall length Flute length Cutting edge length Order number Cutter diameter Shank diameter Overall length Flute length  Cutting edge length Order number
D1 L1 L2 L3 NO = Ll D1 D2 L1 L2 L3 AN e
8.0 135 45 33 1 1106A-080 W 1106A-080T 5.0 5.0 62 26 19 1203B-050 m 1203B-050T
8.5 135 45 32 1 1106A-085 W 1106A-085T 5.5 5.5 66 28 20 1203B-055 m 1203B-055T
9.0 135 45 32 1 1106A-090 H 1106A-090T 6.0 6.0 66 28 19 1203B-060 B 1203B-060T
9.5 135 45 31 1 1106A-095 B 1106A-095T 6.5 6.5 70 31 21 1203B-065 B 1203B-065T
10.0 140 50 35 1 1106A-100 m 1106A-100T 7.0 7.0 74 34 24 12038-070 W 12038-070T
11.0 140 50 34 1 1106A-110 m 1106A-110T 7.5 7.5 i o z3 12038-075 W 12038-075T
12.0 146 56 38 1 1106A-120 W 1106A-120T 8.0 8.0 ” 37 % 12038-080 ™ 12038-080T
14.0 168 63 42 2 1106A-140 m 1106A-140T 8.5 i L 7 i [PV EIZCSEaTEo]
15.0 168 63 41 2 1106A-150 m 1106A-150T 9.0 9.0 84 40 27 12038-090 = 12038-090T
16.0 175 70 46 2 1106A-160 m 1106A-160T 9.5 9.5 84 40 26 120367095 % 1203870957
18.0 185 80 53 2 1106A-180 m 1106A-180T 10.0 10.0 89 43 28 12038-100 ® 12038-100T
0.0 v = % 3 TR = T100A200T 11.0 11.0 95 47 31 12038-110 m 12038-110T
12.0 12.0 102 51 33 12038-120 = 12038-120T
O#%iT84 = Production by order 14.0 14.0 107 54 33 1203B-140 B 1203B-140T
15.0 15.0 111 56 34 12038-150 m 12038-150T
16.0 16.0 115 58 34 12038-160 W 12038-160T
18.0 18.0 123 62 35 12038-180 m 12038-180T
20.0 20.0 131 66 36 12038-200 m 12038-200T

OiT8 47 Production by order
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Drilling“tool
SEJEGSS  1203D sl f—1 ————— 5] AU<GE:  1203A 5T 4
Flat-bottorn G drill 1203D . Inside cooling G drill 1203A G
e ) w19 = )

DAL E 58S RS DAR:S iTER= DAL E B (RS DIE'S 1TSS
Cutter diameter Shank diameter Overall length Flute length Cutting edge length Order number Cutter diameter Shank diameter Overall length Flute length Cutting edge length Order number
D1 D2 L1 L2 L3 Nl R D1 D2 L1 L2 L3 TR RE
Uncoating Coating Uncoating Coating
50 5.0 62 26 19 1203D-050 ® 1203D-050T 5.0 5.0 62 26 19 1203A-050 B 1203A-050T
5.5 5.5 66 28 20 1203D-055 B 1203D-055T 5.5 5.5 66 28 20 1203A-055 B 1203A-055T
6.0 6.0 66 28 19 1203D-060 B 1203D-060T 6.0 6.0 66 28 19 1203A-060 B 1203A-060T
6.5 6.5 70 31 21 1203D-065 B 1203D-065T 6.5 6.5 70 31 21 1203A-065 W 1203A-065T
7.0 7.0 74 34 24 1203D-070 m 1203D-070T 7.0 7.0 74 34 24 1203A-070 W 1203A-070T
8.0 8.0 79 37 25 12030-080 m 1203D-080T 8.0 8.0 79 37 25 1203A-080 = 1203A-080T
8.5 8.5 79 37 24 12030-085 m 12030-085T 8.5 8.5 79 37 2 1120082 = 1203A7085T
9.0 9.0 84 40 27 1203D-090 m 1203D-090T 9.0 9.0 84 40 27 1203A-090 W _1203A-090T
9.5 9.5 84 40 26 12030-095 m 1203D-095T 5o L2 i 2 oA 1203A-095 | 2T
10.0 10.0 89 43 28 1203D-100 = 1203D-100T 10.0 10.0 8 43 28 1203A-100 = 1203A-100T
11.0 1.0 95 47 31 12030-110 m 12030-110T 1.0 1.0 9 a7 3 120347110 = 1203A7110T
12.0 12.0 102 51 33 1203D-120 m 1203D-120T 12.0 12.0 102 o1 33 1203A-120 B 1203A-120T
_ ] _
14.0 14.0 107 54 33 1203D-140 m 1203D-140T 14.0 14.0 107 4 33 120347140 1203A7140T
15.0 _ 34 - B 1203A-150T
15.0 15.0 111 56 34 1203D-150 m 1203D-150T 1.0 n % 120347150
16.0 16.0 115 58 34 1203A-160 B 1203A-160T
16.0 16.0 115 58 34 1203D-160 m 1203D-160T
18.0 18.0 123 62 35 1203A-180 m 1203A-180T
18.0 18.0 123 62 35 1203D-180 m 1203D-180T
20.0 20.0 131 66 36 1203A-200 m 1203A-2007
20.0 20.0 131 66 36 1203D-200 m 1203D-200T

OZiTB 4= Production by order
O¥iT8 4= Production by order

il sadl mnad ~ail #adl mnad
m HRC3. HRC4. HRC4. HRC. m HRC3. HRC4. HRC4. HRC.
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Drilling*tool

FRALGH  1203C 5] P—rrtd=————— 2] ] 1X03A I e a—— 5]
. . L3 ) LS ]
Inner cooling flat-bottom G drill 1203C 0 Drill reamer 1X03A L2 L
L1
_—_— IR R I == ) el L |l (e
DAL W ISSIS i DIR:S TS DAL Wiz 24 RS DIE'S TS
Cutter diameter Shank diameter Overall length Flute length  Cutting edge length Order number Cutter diameter Shank diameter Overall length Flute length  Cutting edge length Order number
D1 D2 L1 L2 L3 ¥ bl D1 D2 L L2 L3 s e
5.0 5.0 62 26 19 1203C-050 W 1203C-050T 6 6 62 20 11 1X03A-060 B 1X03A-060T
5.5 5.5 66 28 20 1203C-055 B 1203C-055T 8 8 79 41 29 1X03A-080 W 1X03A-080T
6.0 6.0 66 28 19 1203C-060 H 1203C-060T 10 10 89 49 34 1X03A-100 B 1X03A-100T
6.5 6.5 70 31 21 1203C-065 B 1203C-065T 12 12 102 55 37 1X03A-120 B 1X03A-120T
7 0 7 0 74 31 24 12036-070 ® 120360707 13 13 105 55 36 1X03A-130 B 1X03A-130T
7 5 75 71 34 23 12030-075 = 12030-075T 14 14 105 55 34 1X03A-140 B 1X03A-140T
8.0 8.0 9 37 25 1203-080 B 120300807 15 15 115 65 43 1X03A-150 m 1X03A-150T
8.5 8.5 79 37 24 12036-085 W 1203C-085T 16 16 115 65 41 1X03A-160 W 1X03A-160T
90 90 ” 20 p 12036-090 = 12030-090T 17 17 123 73 48 1X03A-170 B 1X03A-170T
9.5 9.5 84 40 26 12030-095 m 12036-095T 5 15 122 7 - A =E L DAL=y
10.0 10.0 89 43 28 1203¢-100 = 1203C-100T 20 20 131 " 49 1X03A-200 = 1X03A-200T
11.0 11.0 95 47 31 1203¢-110 m 1203¢-110T 22 22 151 3 €0 1X03A7220 ® 1X03A220T
12.0 12.0 102 51 33 12036-120 W 1203C-120T 24 2 193 % €0 1X03A~240 B 1X03A-240T
14.0 14.0 107 54 33 1203C-140 m 1203C-140T OMiTEAR Production by order
15.0 15.0 111 56 34 1203C-150 m 1203C-150T
16.0 16.0 115 58 34 1203C-160 B 1203C-160T
18.0 18.0 123 62 35 1203C-180 m 1203C-180T
20.0 20.0 131 66 36 1203C-200 m 1203C-200T

OZiTB 4= Production by order

ol il wadll wnsl wadl
n ] (T ool




Driling tool R HI| JJIHS == &

GREAT WALL

ek 1113A
Step drill 1113A

=TT FLEE  1403A
3-cutting edges reaming 1403A

@D 1

TR R R —

A
DAKES Wz B K DAR:S iT8RS DAL Wz B (ERS DRSS T8RS
Cutter diameter Shank diameter Overall length Flute length Cutting edge length Order number Cutter diameter Shank diameter Overall length Flute length Cutting edge length Order number
D1 D2 L1 L2 L3 ﬁiﬁ éz{i D1 D2 L1 L2 L3 = éffg
3.3 6 66 28 1.4 1113A-033 W 1113A-033T 3 3 46 16 12 1403A-030 m 1403A-030T
4.2 6 66 28 13.6 1113A-042 m 1113A-042T 4 4 52 20 15 1403A-035 B 1403A-035T
5.0 8 79 41 16.5 1113A-050 m 1113A-050T 4 4 55 22 16 1403A-040 W 1403A-040T
6.8 10 89 47 21.0 1113A-068 W 1113A-068T 5 S 58 24 17 1403A-045 B 1403A-045T
8.5 12 102 55 25.5 1113A-085 m 1113A-085T 5 5 62 26 19 1403A-050 W 1403A-050T
10. 2 14 107 60 30.0 1113A-102 W 1113A-102T 6 6 66 28 20 1403A-055 W 1403A-055T
12.0 16 115 65 34.5 1113A-120 m 1113A-120T 6 6 66 28 19 1403A-060 B 1403A-060T
14.0 18 123 73 38.5 1113A-140 m 1113A-140T ! ! g ol Cil e R U mbe )
7 7 74 34 24 1403A-070 B 1403A-070T
OIS Production by order 8 8 74 34 23 1403A-075 m 1403A-075T
8 8 79 37 25 1403A-080 m 1403A-080T
9 9 79 37 24 1403A-085 B 1403A-085T
9 9 84 40 27 1403A-090 m 1403A-090T
10 10 84 40 26 1403A-095 B 1403A-095T
10 10 89 43 28 1403A-100 m 1403A-100T
11 11 95 47 31 1403A-110 m 1403A-110T
12 12 102 51 33 1403A-120 B 1403A-120T
14 14 107 54 33 1403A-040 B 1403A-040T
15 15 111 56 34 1403A-150 B 1403A-150T
16 16 115 58 34 1403A-160 B 1403A-160T
18 18 123 62 35 1403A-180 m 1403A-180T
20 20 131 66 36 1403A-200 B 1403A-200T

O#RiT&8 4= Production by order

@l wadll wnas @il wadll wnad
m HRC4. HRC4. HRC. m HRC4. HRC4. HRC.




Drilling"tool Ry Hi| JJIH === il

S SREATWALL

=7 1303A 5 S E— 5] SRFLFRTESE 11038 . -
3-cutting edges drill 1303A BT J Deep-hole twist drill 1103S - La

- e—— i axd | Aul acescc s ——— AAAAA\»_AI

L

DAKES Wiz 2K K 71K Ny DANES Wiz A ERS DIRS WK T8RS
Cutter diameter Shank diameter Overall length Flute length Cutting edge length Order number Cutter diameter ~ Shank diameter ~ Overall length Flute length  Cutting edge length Shank length Order number
D1 D2 L1 L2 L3 k= R 3= BB
Uncoating Coating D1 D2 L1 L2 L3 L Unéoati-nEg (I:oating
3 3 46 16 12 1403A-030 ™ 1403A-030T 6.0 6 95 57 48 36 1103S-060 W 1103S-060T
4 4 52 20 15 1403A-035 M 1403A-035T 6.5 8 114 76 64 36 1103S-065 W 1103S-065T
4 4 55 22 16 1403A-040 ¥ 1403A-040T 7.0 8 114 76 64 36 1103S-070 H 1103S-070T
5 ) 58 24 17 1403A-045 M 1403A-045T 7.5 8 114 76 64 36 11038-075 H 1103S-075T
5 5 62 26 19 1403A-050 M 1403A-050T 8.0 8 114 76 64 36 1103S-080 H 1103S-080T
6 6 66 28 20 1403A-055 ® 1403A-055T 8.5 10 142 05| 80 40 11038-085 W 1103S-085T
6 6 66 28 19 1403A-060 ® 1403A-060T 9.0 10 142 95 80 40 1103S-090 W 1103S-090T
7 7 70 31 21 1403A-065 B 1 403A-068T 9 &) 10 142 95 80 40 1103S-095 H 1103S-095T
8 8 74 34 PR 1403A-075 W {403A-075T 10.5 12 162 114 96 45 11038-105 H 1103S-105T
8 8 79 37 25 1403A-080 B 1403A-080T 11.0 12 162 114 96 45 11038-110 m 11038-110T
9 9 84 40 27 1403A-090 B 1403A-090T 12.0 12 162 114 96 45 1103S-120 H 1103S-120T
10 10 84 40 26 1403A—=095 B 1403A-095T 12.5 14 178 133 112 45 1103S-125 W 1103S-125T
10 10 89 43 28 1403A-100 W 1403A-100T 13.0 14 178 133 112 45 1103S-130 m 1103S-130T
11 11 05 47 31 1403A-110 B 1403A-110T 13.5 14 178 133 112 45 1103S-135 W 1103S-135T
. 178 - H 1103S-140T
12 12 102 51 33 1403A-120 W 1403A-120T 14.0 14 133 12 45 110357140 035-140
14.5 16 203 152 128 48 1103S-145 H 1103S-145T
14 14 107 54 33 1403A-040 W 1403A-040T 5
15.0 16 203 152 128 48 1103S-150 m 1103S-150T
15 15 111 56 34 1403A-150 W 1403A-150T
18.8 16 203 152 128 48 1103S-155 W 1103S-155T
16 16 115 58 34 1403A-160 W 1403A-160T
16.0 16 203 152 128 48 1103S-160 H 1103S-160T
18 18 123 62 35 1403A-180 W 1403A-180T
17.0 18 222 171 144 48 1103S8-170 m 1103S-170T
20 20 131 66 36 1403A-200 W 1403A-200T
18.0 18 222 171 144 48 1103S-180 m 1103S-180T
O3%iTE 4R Production by order 19.0 20 243 190 160 50 1103S-190 m 1103S-190T
20.0 20 243 190 160 50 1103S-200 m 1103S-200T

OiT8 4= Production by order

% sadl
M HRC4. HRC4‘ HRC.
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Drilling"tool Ry Hi| JJIH === il

Lo .
0 e EN— T i .
STV RRESE  1100F : = POATIIERRIESS 11006 T 5
VIR L4
Four margin twist drill 1100F L2 5 L3 Inside-cooling double edges twist drill 1100G 2 L3
S S S | - S— R =0 I = SSSS—— el |l | ‘ ‘A\
e R Bk mk mk 7K T%2 e wE 8 i 7Tk @K THS
Cutter diameter Shank diameter Overall length Flute length Shank length  Cutting edge length Order number Cutter diameter Shank diameter Overall length Flute length Cutting edge length Shank length Order number
D1 D2 L1 L2 L3 L4 RiRE RE D1 D2 L1 L2 L3 L4 RiRE RE
Uncoating Coating Uncoating Coating
3 6 66 28 36 23 1100F-030 ® 1100F-030T 3 6 66 28 36 23 1100G-030 H 1100G-030T
4 6 66 28 36 23 1100F—-035 ® 1100F-035T 4 6 66 28 36 23 1100G-035 H 1100G-035T
4 6 74 36 36 29 1100F-040 B 1100F-040T 4 6 74 36 36 29 1100G-040 B 1100G-040T
5 6 74 36 36 29 1100F—-045 B 1100F-045T 5 6 74 36 36 29 1100G-045 B 1100G-045T
5 6 82 44 36 35 1100F-050 B 1100F-050T 5 6 82 44 36 35 1100G-050 ® 1100G-050T
6 6 82 A4 36 35 1100F-055 H 1100F-055T 6 6 82 44 36 35 1100G-055 W 1100G-055T
6 6 82 44 36 35 1100F-060 B 1100F-060T 6 6 82 44 36 35 1100G-060 B 1100G—-060T
7 8 91 53 36 43 1100F—065 B 1100F-065T 7 8 91 53 36 43 1100G-065 H 1100G-065T
7 8 91 53 36 43 1100F-070 ® 1100F-070T 7 8 91 53 36 43 11006-070 H 1100G-070T
8 8 91 53 36 43 1100F=075 B 1100F-075T 8 8 91 53 36 43 1100G-075 B 1100G-075T
8 8 91 53 36 43 1100F-080 ® 1100F-080T 8 8 91 53 36 43 11006-080 = 1100G-080T
9 10 103 61 40 49 1100F-085 ® 1100F-085T ? 10 103 o 40 49 1100G-085 = 11006-085T
9 10 103 61 40 49 1100F-090 ® 1100F-090T 9 10 103 o1 40 49 1100G-090 W 11006-090T
10 10 103 61 40 49 1100F-095 ™ 1100F-095T 10 10 103 o 40 49 11006-095 il C00a 075
10 10 103 61 40 49 1100F-100 ® 1100F-100T 10 10 108 o 40 49 11006-100 ™ 11006-100T
= ] -
1 12 118 71 45 56 1100F-110 m 1100F-110T L 12 118 A 45 % 11006-110 1100G=T10T
_ u _
12 12 118 71 45 56 1100F-120 ® 1100F-120T 12 12 118 A 45 56 11006-120 11006-120T
77 48 = u =
14 14 124 77 45 60 1100F-140 B 1100F-140T 14 14 124 €0 11006140 110061407
15 16 133 83 48 63 1100G-150 ® 1100G-150T
15 16 133 83 48 63 1100F-150 m 1100F-150T
16 16 133 83 48 63 1100G-160 B 1100G-160T
16 16 133 83 48 63 1100F-160 | 1100F-160T
18 18 143 93 48 " 1100G-180 ® 1100G-180T
18 18 143 93 48 " 1100F-180 = 1100F-180T
20 20 153 101 50 77 1100G6-200 H 1100G-200T
20 20 153 101 50 77 1100F-200 = 1100F-200T
OZiT8 4= Production by order OZiT8 4= Production by order

*’*‘7' wadll whas Wﬂ wadll whas
300 HRC40S48 HRC45%58 HRC. 300 HRC408M) HRC455858 HRC.
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AR
Product
— TH%UJ 2105A Cc3
and reamer
———— HLAT] c4
Machined reamer 2103A
—— R C5
. ‘LQ%E?]. 2103L
Long mechanical reamer
— = | PRHLERT] 2103N C6
Inner-cooling mechanical reamer
= : % Cc7
HERHLART] . 21064
Taper shank mechanical reamer
HERHLART] ‘ 2126A C8
Taper shank mechanical reamer
P —— HERRAR VI AIELT) 2156A C9
Taper shank machine reaer with short cutting edge
— _ AR T]
=
Taper shank mechanical reamer 21068 c10
R TINART]
Taper shank machine reaer with short cutting edge 21268 c11
BERHLART]
e
Straight shank mechanical reamer 2100A C12
. BRTLART) 2120A C13
Straight shank mechanical reamer
——— BRI ET] 2100B C14
- Straight shank mechanical reamer with short cutting edge
EFEGTNART] ' 21208 C15
Straight shank mechanical reamer with short cutting edge
75
e MBIl 2103K C16
achined reamer
HART]
e ——=
Machined reamer 2123K C17
HET]
Gun reamer 2320 C18
7]
Gun reamer 23201 C19

FHRT] 2105A

Hand reamer 2105A

@D1

@n2

7z Wiz IS8 71K RE 55
Cutter diameter Shank diameter Overall lengthCutting edge length Flat tail The number of flutes Order number

D1 D2 L1 L2 SW z ﬁﬁt{% (;;'?;{i

5 5 87 44 3.8 4 2105A-050 B 2105A-050T
6 6 93 47 4.9 4 2105A-060 W 2105A-060T
7 7 107 54 5.5 4 2105A-070 W 2105A-070T
8 8 115 58 6.2 4 2105A-080 W 2105A-080T
9 9 124 62 7.0 4 2105A-090 B 2105A-090T
10 10 133 66 8.0 6 2105A-100 m 2105A-100T
1" " 142 7 9.0 6 2105A-110 W 2105A-110T
12 12 152 76 9.0 6 2105A-120 B 2105A-120T
13 13 152 76 10.0 6 2105A-130 W 2105A-130T
14 14 163 81 11.0 6 2105A-140 H 2105A-140T
15 15 163 81 12.0 6 2105A-150 B 2105A-150T
16 16 175 87 12.0 6 2105A-160 W 2105A-160T
17 17 175 87 13.0 6 2105A-170 W 2105A-170T
18 18 188 93 14.5 6 2105A-180 H 2105A-180T
19 19 188 93 14.5 6 2105A-190 | 2105A-190T
20 20 201 100 16.0 6 2105A-200 m 2105A-200T

300 HRC4. HRC‘ HRc.

O#%iT&# 4= Production by order




Cutter'tool ﬁﬁﬂ]yﬁ e

—_ - € / e
HLAT]  2103A 3l V= — Il MLAKHET] 2108L 5
Machined reamer 2103A L2 . Long mechanical reamer 2103L U E
e o = s M0O2 | ‘ ‘H ‘\ ‘ ﬁ\
DARES Wiz Bic 7K 7% 1TSS 7z AT B 71K 718 THEs
Cutter diameter Shank diameter Overall length Cutting edge length The number of flutes Order number Cutter diameter Shank diameter Overall length Cutting edge length The number of flutes Order number
D1 D2 L1 L2 YA ;Fi'%)% ;’%E D1 D2 L1 L2 z ;F;'%E ;ﬁ]%
Uncoating Coating Uncoating Coating

5 4.0 63 22 4 2103A-050 H 2103A-050T 5 4.0 93 26 4 2103A-050 B 2103A-050T

6 5.0 63 22 4 2103A-060 H 2103A-060T 6 5.0 93 26 4 2103A-060 B 2103A-060T

7 6.3 7 25 4 2103A-070 m 2103A-070T 7 6.3 109 31 4 2103A-070 B 2103A-070T

8 6.3 71 25 4 2103A-080 m 2103A-080T 8 6.3 117 33 4 2103A-080 m 2103A-080T

9 8.0 7 25 4 2103A-090 m 2103A-090T 9 8.0 125 36 4 2103A-090 | 2103A-090T

10 8.0 71 25 6 2103A-100 m 2103A-100T 10 8.0 133 38 6 2103A-100 | 2103A-100T

11 10.0 80 28 6 2103A-110 m 2103A-110T 1 10.0 142 4 6 2103A-110 m 2103A-110T

12 10.0 80 28 6 2103A-120 m 2103A-120T 12 1930 151 i 6 2103A-120 ]

16 12.5 90 32 6 2103A=160 B 2103A-160T 16 12.5 170 52 6 2103A-160 | 2103A-160T

18 16.0 100 36 6 2103A-180 m 2103A-180T 18 16.0 182 56 6 2103A-180 m 2103A-180T

20 16.0 100 36 6 2103A-200  m 2103A-200T 20 16.0 192 60 6 2103A-200 | 2103A-200T

O#1J8E 4= Production by order O%iTH 4R Production by order

B<300 HRC4. HRC4. HRC.

B<300 HRC4. HRC' HRC.




Cutterttool %Qﬁljﬂ o

PIAHLAET] 21030 HERWUART]  2106A =
L2
Inner—cooling mechanical reamer 2103N Taper shank mechanical reamer 2106A L1

——— a2y |k J@IA

Tz 1z 2K DIE:S DAk T8RS DAEES B DIRS 71 TS
Cutter diameter Shank diameter Overall length  Cutting edge length The number of flutes Order number Cutter diameter Overall length Cutting edge length The number of flutes Order number

o1 02 L P ; TR Rl D1 L1 L2 NO. z = Ll
5 4.0 63 22 4 2103N-050 m 2103N-050T S 133 23 1 4 2106A-050 ™ 2106A-050T
6 5.0 63 22 4 2103N-060 W 2103N-060T 6 138 2 ! 4 2106A-060 M 2106A-060T
7 6.3 71 25 4 2103N-070 W 2103N-070T ’ 150 31 1 4 2106A-070 M 2106A-070T
8 6.3 71 25 4 2103N-080 m 2103N-080T 8 156 33 1 4 2106A-080 ™ 2106A-080T
p 5.0 - Y 7 2103N~090 = 2103N-090T 9 162 36 1 4 2106A-090 B 2106A-090T
10 8.0 71 25 6 2103N-100 W 2103N-100T 10 168 o | 2 ULl 2Tk
11 10.0 80 28 6 2103N-110 = 2103N-110T i 175 41 ! 6 2106A-110 B 2106A-110T
12 10.0 80 28 6 2103N-120  m 2103N-120T 2 2 G L g i Sy A Al
14 12.5 90 32 6 2103N-140  m 2103N-140T 13 182 44 ! 6 2106A-130 ® 2106A-130T
15 12.5 90 2 6 2103N-150  m 2103N-150T 14 189 4 ! 6 21067140 = 2106A7140T
16 12.5 90 32 6 2103N-160 m 2103N-160T 1 204 50 2 6 2106A-150 = 2106A-150T
18 16.0 100 36 6 2103N-180 m 2103N-180T 1 210 >2 2 6 2106A7160 = 2106A7160T
20 16.0 100 36 6 2103N-200 m 2103N-200T i 214 >4 2 6 2106A7170 " 2106A170T
18 219 56 2 6 2106A-180 W 2106A-180T
O$%iT#4 7= Production by order 19 223 58 2 6 2106A-190 W 2106A-190T
20 228 60 2 6 2106A-200 W 2106A-200T

OziT8 4= Production by order

3<300 HRC4. HRC4. HRC. 3<300 HRC40SMY HRC45500 HRC.
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= %‘f‘ﬁ“]yiﬁ\. EutterXtool

Gutter'tool %5“%[“]] — ey

SR
SREATWALL

HERILART] 2126A i _ HEFNLAET]  2156A R e
81 — = —po M L2
Taper shank mechanical reamer 2126A - g Taper shank mechanical reamer 2156A L1

DAL B DIR'S DAk 15Rs DALES 158 S DIR'S 185
Cutter diameter Overall length Cutting edge length The number of flutes Order number Cutter diameter Overall length Cutting edge length T nsEr @ iies Oy

D1 L1 L2 NO. z = LB D1 L1 L2 No. z o wE

5 133 23 1 4 2126A-050 W 2126A-050T 5 133 23 1 3 2156A-050 W 2156A-050T
6 138 26 1 4 2126A-060 W 2126A-060T 6 138 26 1 3 2156A-060 W 2156A-060T
7 150 31 1 4 2126A-070 W 2126A-070T 7 150 31 1 3 2156A-070 m 2156A-070T
8 156 33 1 4 2126A-080 W 2126A-080T 8 156 33 1 3 2156A-080 B 2156A-080T
9 162 36 1 4 2126A-090 W 2126A-090T 9 162 36 1 3 2156A-090 m 2156A-090T
10 168 38 1 6 2126A-100 W 2126A-100T 10 168 38 1 3 2156A-100 m 2156A-100T
11 175 41 1 6 2126A-110 W 2126A-110T " 175 4 1 3 2156A-110 W 2156A-110T
12 182 44 1 6 2126A-120 W 2126A-120T 12 182 44 1 3 2156A-120 W 2156A-120T
13 182 44 1 6 2126A-130 W 2126A-130T 13 182 44 ! 3 2156A-130 ® 2156A-130T
14 189 o 1 s 1264140 = 212641407 14 189 47 1 3 2156A-140 B 2156A-140T
15 204 50 2 6 2126A-150 m 2126A-150T 15 204 50 2 3 2156A-150 W 2156A-150T
16 210 52 2 6 2126A-160 m 2126A-160T 16 210 52 2 3 Akl Al Sl
17 214 54 2 6 2126A-170 m 2126A-170T 17 214 54 2 s 2156A-170 ® 2156A-170T
18 219 56 2 6 2126A-180 m 2126A-180T 18 219 20 2 2 sl L S
19 223 58 2 6 2126A-190 m 2126A-190T 19 223 %8 2 s 215647190 | 2156A-190T
20 228 60 2 6 2126A-200 W 2126A-200T 20 228 &0 2 3 2156A7200 ® 2156A~200T

O#RITE 4= Production by order OZiTE 4= Production by order

3<300 HRC4. HRC4. HRC. 3<300 HRC4. HRC4. HRC.




®
—— ’f‘j‘fﬁ“]yﬁ EutterXtool

i

G

MR ZINA®T] 21068

Taper shank machine reaer with short cutting edge 2106B

SRR TINRIET] 21268 e T

Taper shank machine reaer with short cutting edge 2126B L1

DIEES 2K DIRS DAL iTee DALES B DIES DA ES
Cutter diameter Overall length Cutting edge length The number of flutes Order number Cutter diameter Overall length Cutting edge length The number of flutes Order number
D1 L1 L2 NO z Rk 2 D1 L1 L2 NO. z TRz =
: Uncoating Coating Uncoating Coating
5 133 12 1 4 2106B-050 H 2106B-050T 5 133 12 1 4 2126B-050 B 2126B-050T
6 138 12 1 4 2106B-060 W 2106B-060T 6 138 12 1 4 2126B-060 W 2126B-060T
7 150 16 1 4 2106B-070 H2106B-070T 7 150 16 1 4 2126B-070 W 2126B-070T
8 156 19 1 4 2106B-080 m 2106B-080T g 156 19 ! 4 212¢B-080 W 2126B-080T
9 162 19 1 4 2106B-090 m 2106B-090T ? 162 19 ! 4 21268-090 M 21266-050T
10 168 20 1 6 2106B-100 m 2106B-100T 10 I 29 g g 212667100 W 2126871007
11 175 20 1 6 2106B-110 m 21068-110T L 175 20 ! 6 21268-110  m 2126B-110T
12 182 20 1 6 2106B-120 m 2106B-120T 2 e 20 ! 6 21268-120 W 21268-120T
3 182 20 ; o 1068130 = 210681307 13 182 20 1 6 2126B-130 W 2126B-130T
14 189 20 1 6 2106B-140 m21068-140T 14 189 20 ! C AR ki m ]
_ ] _
5 o 20 . s 21068-150 = 210651507 15 204 20 2 6 2126B-150 2126B-150T
1 0 - _
16 210 22 2 6 2106B-160 W 2106B-160T 6 210 22 2 6 212687160 2126871601
17 - - _
17 214 22 2 6 2106B-170 W 2106B-170T 214 22 2 é 212687170 2126671701
18 219 22 2126B-180 m 2126B-180T
18 219 22 2 6 2106B-180 W 2106B-180T 2 6
19 223 22 2 6 2126B-190 W 2126B-190T
19 223 22 2 6 2106B-190 m 2106B-190T
20 228 22 2 6 2126B-200 W 2126B-200T
20 228 22 2 6 2106B-200 W 2106B-200T
ORiTE 4= Production by order O¥RiTE 4= Production by order

3<300 HRC4. HRC4. HRC. 3<300 HRC4. HRC4. HRC.
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—— ’f‘j‘fﬁ“]yﬁ EutterXtool

Cutter*tool %5( |£]IJ ]J

il

ERHLAKT]  2100A ——— g E— H EWHA®KT] 2120 i ]
. : © = _ e e - &
Straight shank mechanical reamer 2100A L2 L Straight shank mechanical reamer 2120A L2

DA Wz 2K 7 DAL T8RS DAEES 1E S8 DIE'S DAL TS
Cutter diameter Overall length Cutting edge length Cutting edge length  The number of flutes Order number Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number
D1 D2 L1 L2 z k2 wE D1 D2 L1 L2 z RiRE =
Uncoating Coating Uncoating Coating
5 5 80 23 4 2100A-050 W 2100A-050T 5 5 80 23 4 2120A-050 B 2120A-050T
6 6 93 26 4 2100A-060 W 2100A-060T 6 6 93 26 4 2120A-060 m 2120A-060T
7 7 109 31 4 2100A-070 m 2100A-070T 7 7 109 31 4 2120A-070 ® 2120A-070T
8 8 117 33 4 2100A-080 m 2100A-080T 8 8 117 33 4 2120A-080 m 2120A-080T
9 9 125 36 4 2100A-090 W 2100A-090T 9 9 125 36 4 2120A-090 W 2120A-090T
10 10 133 38 6 2100A-100 W 2100A-100T [C 19 133 38 6 2120A-100 2T
11 11 142 41 6 2100A-110 m 2100A-110T i 1 142 41 6 2120A-110 W 2120A-110T
12 12 151 44 6 2100A-120 m 2100A-120T 12 12 151 44 6 2120A-120 W 2120A-120T
13 13 151 44 6 2100A-130 W 2100A-130T 3 13 151 44 6 2120A-130 B 2120A-130T
14 14 160 47 6 2100A-140 m 2100A-140T 14 14 160 47 6 21207140 W 2120A7140T
15 15 162 50 6 2100A-150 m 2100A-150T 1 ' 162 50 é 2120A150 W 2120A-150T
p— . p—
16 16 170 52 6 2100A-160 m 2100A-160T 1 1 170 22 6 2120A7160 2120A7160T
17 17 54 6 2120A- m 2120A-170T
17 17 175 54 6 2100A-170 W 2100A-170T 175 170 0A170
18 18 182 56 6 2120A-180 m 2120A-180T
18 18 182 56 6 2100A-180 W 2100A-180T
19 19 189 58 6 2120A-190 m 2120A-190T
19 19 189 58 6 2100A-190 m 2100A-190T
20 20 195 60 6 2120A-200 m 2120A-200T
20 20 195 60 6 2100A-200 W 2100A-200T
O$ZiTB 4= Production by order OZiTE 4= Production by order

o
) TR il il el

o
) TR il il el




®
—— ’f‘j‘fﬁ“]yﬁ EutterXtool

i

Cutter*tool %zﬁl]]] = T

EEETINAET] 21008 = — = EWEIETINLAT] 21208 s B=——1 =
Straight shank mechanical reamer with short cutting edge 2100B L2 Straight shank mechanical reamer with L2
L1 short cutting edge 2120B L1

—— —————— A./"Ajﬁﬁ . JAA

7z LATES B 71K DIkt 15Es
Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number
D1 D2 L1 L2 z Ridkf= = D1 D2 L1 L2 z Tk R
Uncoating Coating
5 5 86 12 4 2100B-050 H 2100B-050T 5 5 86 12 4 2120B-050 N 2120B-050T
6 6 93 12 4 2100B-060 m 2100B-060T 6 6 93 12 4 2120B-060 m 2120B-060T
7 7 109 16 4 2100B-070 W 2100B-070T 7 7 109 16 4 2120B-070 W 2120B-070T
8 8 17 16 4 2100B-080 W 2100B-080T 8 8 1"z 16 4 2120B-080 IR
9 9 125 19 4 2100B-090 m 2100B-090T 9 9 125 19 4 21208-090 = 21208-090T
10 10 133 19 6 2100B-100 m 2100B-100T i i 1O 9 e 21208-100 = 212081007
11 11 142 19 6 2100B-110 m 21008-110T L " 142 19 6 21208-110 W 2120B-110T
12 12 151 19 6 21008120 m 2100B-120T 12 12 151 19 é 21208-120 ® 2120871207
13 13 151 19 6 21008-130 m 21008-130T 13 13 151 19 é 21208130 % 21208-130T
14 14 160 19 6 2100B-140 m 21008-140T 14 14 160 19 6 21208140 % 2120871407
_ ™ _

15 15 162 19 6 2100B-150 ® 2100B-1507T 15 1 162 19 6 212082150 2120871507
16 16 170 22 6 2100B-160 W 2100B-160T 16 1 17 22 8 21208160 B 2120871607

17 17 22 6 - m 21208-170T
17 17 175 2 6 21008-170 m 21008-170T 175 212087170

18 18 182 22 6 21208-180 m 2120B-180T
18 18 182 2 6 2100B-180 m 2100B-180T

19 19 189 22 6 21208-190 m 21208-190T
19 19 189 2 6 21008-190 m 2100B-190T

20 20 195 22 6 21208-200 m 21208-200T
20 20 195 22 6 2100B-200 m 2100B-200T

O#%iTE4R= Production by order OiTEE Production by order

o
) TR il il el

o
) TR il il el




®
—— ’f‘j‘fﬁ“]yﬁ EutterXtool

i

Guttertool %{ﬁl]]] — ey

HLA®T]  2103K Hf=——-———— 5] MLART] 2123K e S— s
Machined reamer 2103K L2 g Machined reamer 2123K L2
DAL wE s DIE'S DAL T8RS DALES 1z B DIE'S DAk T8RS
Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number Cutter diameter Shank diameter Overall length Cutting edge length  The number of flutes Order number
D1 D2 L1 L2 z s o D1 L1 L2 L2 z s o
4 3 56 20 4 2103K-040 m 2103K-040T 5 5 63 22 4 2123K-050 m2123K-050T
5 4 63 22 4 2103K-050 m 2103K-050T 6 6 63 22 4 2123K-060 m2123K-060T
6 5 63 22 4 2103K-060 m 2103K-060T 7 7 71 25 4 2123K-070 m2123K-070T
7 6 71 25 4 2103K-070 m 2103K-070T 8 8 71 25 4 2123K-080 m2123K-080T
8 7 71 25 4 2103K-080 m 2103K-080T 9 9 71 25 4 2123K-090 m2123K-090T
9 8 71 25 4 2103K-090 m 2103K-090T 10 10 71 25 6 2123K-100 m2123K-100T
10 8 71 25 6 2103K-100 m 2103K-100T " 11 80 28 6 2123K-110 W 2123K-110T
11 10 80 28 6 2103K-110 m 2103K-110T 12 12 80 28 6 2123K-120 W 2123K-120T
12 10 80 28 6 2103K-120 m 2103K-120T 13 13 80 28 6 2123K130  2123K~130T
13 10 80 28 6 2103K-130 W 2103K-130T 14 14 %0 32 6 2123K-140 M 2123K-140T
14 13 90 32 6 2103K-140 m 2103K-140T 15 15 90 32 o 2123K-150 M 2123K-150T
15 13 90 32 6 2103K-150 m 2103K-150T 16 16 %0 32 6 2123K7160 B 2123K7160T
16 13 90 32 6 2103K-160 m 2103K-160T 17 7 %0 32 é 2123K170 212371707
= 13 %0 -~ s 2103K-170 = 21031701 18 18 100 36 6 2123K-180 m2123K-180T
18 " 100 ” . 2103180 B 2103K-180T 19 19 100 36 6 2123K-190 m2123K-190T
s " 100 % s 2103190 = 2103K-190T 20 20 100 36 6 2123K-200 m2123K-200T
20 16 100 36 6 2103K-200 m 2103K-200T ORiTB4F= Production by order

OiTE8 4= Production by order

o
) TR il il el

o
) TR il il el




=5 l||w JA¥CitterTtool

Cutter*tool %5“%[]]] = e

SR
T—

H8T] 2320K . #0871 23200 e
Gun reamer 2320K Gun reamer 2320L - =

Dakes s B DAFS RS DL %S 7t iz B T ik 2k S
Cutter diameter Shank diameter Overall length  Cutting edge length ~ Shank length The number of flutes Order number Cutter diameter Shank diameter ~ Overall length  Cuting edge length ~ Shank length The number of flutes Order number
NN =] N =] = N =
D1 D2 L1 L2 L3 z ﬁiﬁ iﬁg D1 D2 L1 L2 L3 z @iﬁ C'f;{%g
6 5.6 240320 40760 100 6 2320K-060 B 2320K-060T 6 5.6 2407320 40760 100 6 2320L-060 B 2320L-060T
7 6.3 2407320 40760 100 6 2320K-070 W 2320K-070T 7 6.3 2407320 40760 100 6 2320L-070 W 2320L-070T
8 7.1 2407320 40760 100 6 2320K-080 W 2320K-080T 8 7.1 2407320 40760 100 6 2320L-080 | 2320L-080T
9 8.0 2407320 40760 100 6 2320K-090 m 2320K-090T 4 8.0 2407320 40760 100 6 2320L-090 M 2320L7090T
10 9.0 2407320 40760 100 6 2320K-100 m 2320K-100T 10 9.0 2407320 40760 100 6 2320L-100 | 2320L-100T
1 10.0 2407320 40760 100 6 2320k-110 m 2320K-110T i 0D 2w A ey L e 2320L7110 W 2820071101
12 10.0 240320 40760 100 6 2320120 m 2320K-120T 12 10.0 2407320 40760 100 6 2320L-120 W 2320L-120T
13 10.0 2407320 40760 100 6 2320K-130 m 2320K-130T 5 10.0 2407320  407¢0 13 5 2320L-130 | 2 =T
” 25 220°320 20750 100 s 2320K-140 = 2320K-120T 14 12.5 2407320 40760 100 6 2320L-140 W 2320L-140T
15 12.5 2407320 40760 100 6 2320K-150 W 2320K-150T 15 12.5 240 ) UED 100 6 2320L-150 = 2320L-1507
16 12.5 2407320 40760 100 6 2320K-160 W 2320K-160T 1 12.5 2407320 40:60 100 6 23207160 = 2320171607
17 14.0 2407320 40760 100 6 2320K-170 W 2320K-170T 7 14.0 2407320 40 €0 100 6 232017170 u 2320171707

O¥ZiT8 4= Production by order
OiT8 4= Production by order

B<300 HRC4. HRC4. HRC.

ﬂ ol sadll mnad O
HRC3. HRC4. HRC4. HRC.
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Thread cutter



EiEtamLs 4035 i e —T

Product age number . .
- aa Big diamater shank stardand tap 4035 2 |13 ‘
p— BB AL 4035 D3 - |
Big diamater shank stardand tap
LiEMiRL ~
— [mmm... [ [ o . | |
22 N Al 4 | Al 2
e, —— Bt 41B5 D6
e U2 e i 22 4 41C5 D7 Lo H ¥2 36 DAL B BgkK @R RS 1755
Spiral fluted tap thread pitch the number of flutes overall length  thread length  shank diameter neck length order number
= 4] &4 - N =
e GEMRLLE | son o 4605 D8~D9 M P Z L1 L2 D2 L3 ﬁf:ﬁtE i E
I — EMBRLE 4505 D10 M3 0.50 3 48 11 3.15 7 4035-030A  m 4035T-030A
ig diamater shank extrusion tap
M3.5 0.60 3 50 13 815 7 4035-035B m 4035T-035B
Po— EHEE e 4935 D11 M4 0.70 3 53 13 4.00 8 4035-040C W 4035T-040C
4 M4.5 0.75 8 58 13 4.50 8 4035-045D B 4035T-045D
Pw—— Brtsh standard tap 4735 D12 M4.5X05  0.50 3 53 13 450 8 4035-045A W 4035T-045A
——— TI5 fa 224 4R35 D13 M4X0.5 0.50 3 518 13 4.00 8 4035-040A B 4035T-040A
L ——— PR ==
Siral pointed tap M5 0.80 3 58 16 5.00 9 4035-050E  m 4035T-050E
——— 60° [ESEIRLIL Y AN35 D14 M5.5X0.5  0.50 3 62 17 5.60 9 4035-055A  m 4035T-055A
D 60° t ipe thread t:
i M5X0.5 0.50 3 58 16 5.00 9 4035-050A  m 4035T-050A
e 55 R wma ek 4G35 D15 M6 1.00 3 66 19 6.30 11 4035-060F W 4035T_06OF
s P A B B8 7] M6X0.5 0.50 3 66 19 6.30 11 4035-060A B 4035T-060A
e ' Cantar oot tead ing stter metc LZ-1SO-T D16 M6X0.75  0.75 3 66 19 6.30 11 4035-060D W 4035T—060D
NN . M7 1.00 4 66 19 7.10 11 4045-070F m 4045T-070F
- UL RS E IS —I25IHET] LZ-UN-T
Center cooling american standard thread milling cutter D17 M7X0.75 0.75 4 66 19 7.10 11 4045-070D B 4045T-070D
- HUL % E TR EE R AIH T LZ-NPTE-T D18 M8 1.25 4 72 22 8.00 13 4045-080G ~ ® 4045T-080G
Center cooling american standard sealing pipe thread milling cutter M8X05 050 4 66 19 800 13 4045—080A ™ 4045T—08OA
o S qula\mas%@ﬁ%mm%n LZ-NPT-T D18 M8X0.75 0.75 4 66 19 8.00 13 4045-080D  m 4045T-080D
enter cooling american sealing pipe thread milling cutter
M8X1 1.00 4 72 22 8.00 13 4045-080F m 4045T-080F
/\
- ﬁ‘ﬂf‘%ﬁfﬁﬁﬂr metric LZ-ISO-N D19 M9 1.25 4 72 22 9.00 14 4045-090G  m 4045T-090G
M9X0.75 0.75 4 66 19 9.00 14 4045-090D m 4045T-090D
ERG—IELI5HT] _UN=
e ' G BT g st LZ-=UN-N D20 MoX1 1.00 4 72 22 9.00 14 4045-090F  m 4045T—090F
P TS T M10 1.50 4 80 24 10.00 15 4045-100H m 4045T-100H
American standard sealing pipe thread milling cutter LZ-NPT-N D21 M10X0.75 0.75 4 73 20 10.00 15 4045-100D m 4045T-100D
- ERTFEHERGRT LZ-NPTEN D21 M10X1 1.00 4 80 24 10.00 15 4045-100F  m 4045T-100F
i : M10X1.25  1.25 4 80 24 10.00 15 4045-100G  m 4045T-100G
"lF |8 s
Eéﬁri{ﬁ ;;j‘ndgal%%giﬁ%gge thread milling cutter ZZ-NPT-N D22 O EiiT%EEFE Production by order
W | .’-'ﬁ
Am:ﬁgr\:ls:tandarjsterﬁﬁﬁggthread milling cutter ZZ-NPTF-N D22
/\&| 14 7]
“ 'ﬁl\riﬁajdm%iﬁj%utter metric ZZ-1SO-N D23
F | 55— 8 &
Aimiﬁijca;r‘é sta%afgﬁzg milling cutter ZZ-UN-N D24
A A
R o1, ez 25 Tl L AR &
BRBLNRAEERRRT D26~D28
The recommend size of bottom bore diameter for common thread
C30-40 HRC4. HRC4‘ HRC.
The selection of machining cooling lubricatin g liquid

sl mE T




LEMALEE 4135 == F El HBEMHLLE 4135 e e ——

Small diamater shank stardand tap 4135 L2 L Small diamater shank stardand tap 4135 2| .

po— | Ll Ll Ll e L —— N

N o o 12 IE: 25 e < 42 ey
?ﬁ%ii{; !%EE o Z‘]b %’% o Ové'?'a\" l;ngth t %i%i’l'e'&;h shaﬂ@; E‘?n o orl%%ffer t%%ezgg %%tciﬁ the nuzgfgﬂutes overal length tlfi?lcef;h sharﬁia:::neter o;z]e-rJn;r:fer
> = > = \N'\ = R I=
M P z L1 L2 D2 TT%E “%F'; M P z L1 L2 D2 = s
M3 0.50 3 48 11 294 4135-030A ¥ 4135T-030A M11X0.75 0.75 4 80 22 8.0 4135-110D m4135T-110D
M3.5 0.60 3 50 13 250 4135-035B B 4135T-035B M11X1 1.00 4 80 22 8.0 4135-110F m4135T-110F
Va4 0.70 3 53 13 315 1135-040C W 4135T—040C M12 1.75 4 89 29 9.0 4135-120] m 4135T—-120]
M4x05 050 B 53 13 3.15 4135-040A W 4135T—040A 2K 1400 & <l 22 S0 ALEZ0E  pelesl
M4.5 0.75 3 03 13 355 4135-045D  m 4135T-045D M12X1.25 1.25 4 89 29 9.0 4135-120G ~ m4135T-120G
M4.5X0.5  0.50 3 53 13 3.55 4135-045A  ® 4135T-045A M12X1.5 1.50 4 89 29 9.0 4135~ 120H m 4135T120H
Ve 0.80 3 = " .00 35 OROE  ® 4135T-050F M14 2.00 4 95 30 1.2 4135-140 m 4135T—140
M5X0.5 050 3 58 16 4.00 4135-050A W 4135T-050A Mi4xT 1.00 4 &7 22 112 41351407 Bl
M14X1.25 1.25 4 95 30 1.2 4135-140G W 4135T-140G

MS.5X0.5 0.50 3 62 17 4.00 4135-0°6A W 4135T-055A M14X1.5 1.50 4 95 30 11.2 4135-140H m 4135T-140H
e 100 e 8 1 ) il OO0 M15X1.5 1.50 4 95 30 1.5 4135-150H m 4135T—150H
M6X0.75  0.75 3 66 19 4.50 4135-060D W 4135T-060D e 500 7 o2 = Dk a0l e —anl
iy 100 c 8 12 (0 LSO L) A1geT O M16X 1 1.00 4 92 22 125 4135-160F  m4135T—160F
M7X0.75__0.75 4 66 19 5.60 4135-070D W 41357-070D M16X1.5 1.50 4 102 32 125 4135-160H  m4135T—160H
M8 1.25 4 2 22 6.30 4135-080G W 4135T-080G M17X1.5 1.50 4 102 32 125 4135-170H  w4135T-170H
M8X0.75 0.75 4 66 19 6.30 4135-080D m 4135T-080D M18 250 4 112 37 14.0 4135-180K W 4135T—180K
M8X1 1.00 4 72 22 6.30 4135-080F m 4135T-080F M18X1 1.00 4 97 22 14.0 4135-180F W 4135T —180F
M9 1.25 4 72 22 7.10 4135-090G ~ ® 4135T-090G M18X1.5 2.00 4 112 37 14.0 4135-180H W 4135T - 180H
M9X0.75  0.75 4 66 19 7.10 4135-090D W 4135T-090D M18X2 2.00 4 112 37 14.0 4135-180J m 4135T —180J
MOX1 1.00 4 72 22 7.10 4135-090F  m 4135T-090F M20 2.50 4 112 37 14.0 4135-200K m 4135T -200K
M10 1.50 4 80 24 8.00 4135-100H  m 4135T-100H M20X1 1.00 4 102 22 14.0 4135-200F m 4135T -200F
M10X0.75 0.75 4 73 20 8.00 4135-100D  ® 4135T-100D M20X1.5 1.50 4 104 37 14.0 4135-200H m 4135T-200H
M10X1 1.00 4 80 24 8.00 4135-100F  m 4135T—100F M20X2 2.00 4 112 37 14.0 4135-200J m 4135T —200J
M10X1.25 1.25 4 80 24 8.00 4135-100G ~ ® 4135T-100G OfiTE = Production by order
M11 1.50 4 85 25 8.00 4135-110H  m 4135T-110H

O%iTE 4= Production by order

m C30-40 HRC4. HRC4‘ HRC.

23 #
So0 Mikcso- o R HRC.

wE | W& T

mE | W& %




IRNEIE 24 41B5

Spiral fluted tap 41B5

e, —

|

R

2R

y] %ﬂ l%\ <

B

SEES

.i

1E£ =

=)
thread pitch the number of flutes  overall length thread length  shank diameter order number
M P z L1 L2 D2 T i
uncoating coating

M3 0.50 3 50 11 3.15 41B5-030A m 41B5T-030A
M3.5 0.60 & 50 13 81519 41B5-035B m 41B5T-035B
M4 0.70 3 53 13 4.00 41B5-040C m 41B5T-040C
M4.5 0.75 & 58] 13 4.50 41B5-045D m 41B5T-045D
M5 0.80 3 58 16 5.00 41B5-050E m 41B5T-050E
M5X0.5 0.50 3 58 16 5.00 41B5-050A m 41B5T-050A
M6 1.00 3 66 16 6.30 41B5-060F m 41B5T-060F
M6X0.75 0.75 3 66 19 6.30 41B5-060D m 41B5T-060D
M7 1.00 3 66 19 5.60 41B5-070F m 41B5T-070F
M7X0.75 0.75 3 66 19 5.60 41B5-070D m 41B5T-070D
M8 1.25 3 72 22 6.30 41B5-080G m 41B5T-080G
M8X1 1.00 3 69 19 6.30 41B5-080F m 41B5T-080F
M9 1.25 3 72 22 7.10 41B5-090G m 41B5T-090G
M9OX1 1.00 3 69 19 7.10 41B5-090F m 41B5T-090F
M10 1.50 3 80 24 8.00 41B5-100H m 41B5T-100H
M10X1 1.00 3 80 20 8.00 41B5-100F m 41B5T-100F
M10X1.25 1.25 3 80 20 8.00 41B5-100G m 41B5T-100G

Oi1JEB 4= Production by order

RC30-40 HRC4. HRC4. HRC.

BE L W& %

IRTErE L5 41C5

Spiral fluted tap 41C5

Pl —

B2ER

¥ B

BaK

EEES

1E£ 2

2]
pitch the number of flutes overall length thread length shank diameter order number
M P z L1 L2 D2 e s
uncoating coating
M11 1.50 4 85 25 8.0 41B5-110H ® 41C5T-110H
M12 1.75 4 89 29 9.0 41B5-120I ® 41C5T-120I
M12X1.25 1.25 4 89 24 9.0 41B5-120G ~ m 41C5T-120G
M12X1.5 1.50 4 89 29 9.0 41B5-120H m 41C5T-120H
M14 2.00 4 95 30 1.2 41B5-140J ® 41C5T-140J
M14X1.25 1.25 4 95 25 1.2 41B5-140G  m 41C5T-140G
M14X1.5 1.60 4 95 30 1.2 41B5-140H m 41C5T-140H
M156X1.5 1.50 4 95 30 11.5 41B5-150H m 41C5T-150H
M16 2.00 4 102 32 12.5 41B5-160J m 41C5T-160J
M16X1.5 1.50 4 102 32 12.5 41B5-160H ®m 41C5T-160H
M17X1.5 1.50 4 102 32 125 41B5-170H ®m 41C5T-170H
M18 2.50 4 112 37 14.0 41B5-180K  m 41C5T-180K
M18X1.5 2.00 4 12 29 14.0 41B5-180H m 41C5T-180H
M18X2 2.00 4 112 37 14.0 41B5-180J m 41C5T-180J
M20 2.50 4 112 37 14.0 41B5-200K  m 41C5T-200K
M20X1.5 1.60 4 104 29 14.0 41B5-200H m 41C5T-200K
M20X2 2.00 4 112 37 14.0 41B5-200J m 41C5T-200J
M22 2.50 4 118 38 16.0 41B5-220K  m 41C5T-220K
M22X1.5 1.50 4 113 33 16.0 41B5-220H m 41C5T-220H
M22X2 2.00 4 118 38 16.0 41B5-220J B 41C5T-220J
M24 3.00 4 130 45 18.0 41B5-240L B 41C5T-240L
M24X1.5 1.50 4 120 35 18.0 41B5-240H m 41C5T-240H
M24X2 2.00 4 120 35 18.0 41B5-240J m 41C5T-240J

2C30-40 HRC4. HRC4‘ HRC.

BE | W& T

O¥ZiT8E 4 Production by order




BEMRLLSE 4605

Small diamater shank extrusion tap 4605

FEALLEE 4605

Small diamater shank extrusion tap 4605

T —— i (7] | ke e —

L0y 2 ST LEE5gS Wz T8RS B2 58S ARG ez T8RS
thread i overall length thread length shank diameter order number pitch overall length thread length shank diameter order number
M P L1 L2 D2 AR s M P L1 L2 D2 ARl Lls
uncoating coating uncoating coating
M5 0.80 58 16 4.0 4605-050E  m 4605T-050E M12X1 1.00 80 22 9.0 4605-120F W 4605T-120F
M5X0.5 050 58 16 40 4605-050A  m 4605T—050A M12X1.25 1.25 84 24 9.0 4605-120G W 4605T—120G
M5.5X0.5 0.50 62 17 4.0 4605-055A B 4605T-055A M12X1.5 1.50 89 29 9.0 4605-120H m 4605T-120H
M6 1.00 66 iE 45 4605-060F  m 4605T-060F M14 2.00 9% 30 11.2 4605-140)  m 4605T-140J
M6X0.75 075 66 19 45 4605-060D  m 4605T-060D M14X1 1.00 87 22 11.2 4605-140F W 4605T—140F
M7 1.00 66 19 5.6 4605-070F  m 4605T-070F M14X1.25 1.25 90 25 11.2 4605-140G W 4605T-140G
M7X0.75 0.75 66 19 5.6 4605-070D  ® 4605T-070D M14X1.5 1.50 95 30 11.2 4605-140H  ® 4605T—140H
M8 1.25 72 22 6.3 4605-080G  ® 4605T-080G M15X1.5 1.50 95 30 11.2 4605-150H W 4605T-150H
M8X0.75 0.75 66 19 6.3 4605-080D B 4605T-080D M16 2.00 102 30 12.5 4605-160J B 4605T-160J
U 100 e 12 €8 SOlboOEUE L soiol Ced= M16X1 1.00 92 22 12,5 4605-160F W 4605T—160F
M9 125 2 22 /1 4605-090G__ W 4605T-090G M16X1.5 1,50 102 32 125 4605-160H W 4605T—-160H
ML 1500 e 12 A o050 O RN e 0550500 M17X1.5 1.50 102 32 125 4605-170H W 4605T—170H
MOX1 100 69 19 71 4605-090F W 4605T-090F M18 2.50 112 37 14.0 4605-180K W 4605T—180K
U 150 el 2 ol Cetie— U] L 4ele - 100l ] M18X1 1.00 97 22 14.0 4605-180F  m 4605T—180F
M10X0.75 0.75 3 20 8.0 4605-100D _ m 46057-100D M18X1.5 1,50 104 29 14.0 4605-180H W 4605T—180H
lilvy 1.00 76 20 8.0 mi o OO e (0 M18X2 2.00 112 37 14.0 4605-180) W 4605T-180J
M10X1.25 1.25 76 20 8.0 4605-100G  m 4605T-100G V20 550 T2 = 20 1005 200K ® 48057 200K
M 150 % 25 8.0 4605-170R W 4605T-T10H M20X1 1.00 102 22 14.0 4605-200F W 4605T—200F
M11X0.75 0.75 80 22 8.0 4605-110D _ ® 4605T-110D M20X1.5 1.50 104 29 14.0 4605-200H  ® 4605T-200H
MTIXT 1.00 80 22 8.0 4605-T10F = 4605T-110F M20X2 2.00 112 37 14.0 4605-200J  m 4605T-200J
M12 175 89 29 9.0 4605-1201  m 46057120

O#RiTE 4= Production by order
OiT8 4= Production by order

300

C30-40 HRC4. HRC4‘ HRC.

C30-40 HRC4. HRC4‘ HRC.

BE | W& T

B W& T




BrEsAmZ5E 4505

Big diamater shank extrusion tap 4505

o |

Loy #2538 58S Ba TER TES
thread pitch overall length thread length Work length shank diameter order number
M P L1 L2 L3 D2 Nl R
uncoating coating
M5 0.80 58 9 16 5.0 4505-050E m 4505T-050E
M5X0.5 0.50 58 9 16 5.0 4505-050A m 4505T-050A
M5.5X0.5 0.50 62 9 17 5.6 4505-055A m 4505T-055A
M6 1.00 66 11 19 6.3 4505-060F m 4505T-060F
M6X0.5 0.50 66 11 19 6.3 4505-060A ®m 4505T-060A
M6X0.75 0.75 66 11 19 6.3 4505-060D m 4505T-060D
M7 1.00 66 11 19 71 4505-070F m 4505T-070F
M7X0.75 0.75 66 11 19 71 4505-070D m 4505T-070D
M8 1.25 72 13 22 8.0 4505-080G m 4505T-080G
M8X0.5 0.50 66 13 19 8.0 4505-080A m 4505T-080A
M8X0.75 0.75 69 13 19 8.0 4505-080D m 4505T-080D
M8X1 1.00 69 13 19 8.0 4505-080F m 4505T-080F
M9 1.25 72 14 22 9.0 4505-090G B 4505T-090G
M9X0.75 0.75 66 14 19 9.0 4505-090D m 4505T-090D
MOX1 1.00 69 14 19 9.0 4505-090F m 4505T-090F
M10 1.50 80 15 24 10.0 4505-100H m 4505T-100H
M10X0.75 0.75 73 15 20 10.0 4505-100D ®m 4505T-100D
M10X1 1.00 76 15 20 10.0 4505-100F m 4505T-100F
M10X1.25 1.25 76 15 20 10.0 4505-100G m 4505T-100G

300

O#RiT# 4= Production by order

HiE

& |
RC30-40 HRC4. HRC4. HRC.

ETIL5 4935
American standard tap 4935

po——"

By AWEERE FHN" TH

B4 J&

BaK

STES

T»f-ls =

o8 L=
thread nominal diameter number of flutes the number of flutes overall length  thread length  shank diameter order number
M z L1 L2 D2 e =
No5 3.2 40 3 48 11 2.24 4935-032Z m 4935T-032Z
No6 85 32 8 50 13 2.50 4935-035Y m 4935T-035Y
No8 4.2 32 3 53 13 3.15 4935-042Y B 4935T-042Y
No10 4.8 24 S 58 16 3.55 4935-048X B 4935T-048X
1/4 6.4 20 3 66 19 45.00 4935-064W B 4935T-064W
5/16 7.9 18 4 72 22 6.30 4945-079V B 4945T-079V
3/8 9.5 16 4 80 24 7.10 4945-095U B 4945T-095U
7/16 11.1 14 4 85 25 8.00 4945-111T W 4945T-111T
1/2 12.7 12 4 89 29 9.00 4945-127R B 4945T-127R
9/16 14.3 12 4 5 30 11.20 4945-143R m 4945T-143R
5/8 15.9 11 4 102 32 12.50 4945-159Q B 4945T-159Q
3/4 19.1 10 4 112 37 14.00 4945-191P m 4945T-191P
7/8 22.2 9 4 118 38 16.00 4945-2220 B 4945T7-2220
1" 25.4 8 4 130 45 18.00 4945-254N W 4945T-254N

RC30-40 HRC4. HRC4. HRC.

O#RiT# 4= Production by order

BE L W& %




B4 4735 e R e

British standard tap 4735

TG Fa£25E 4R35 =
Spiral pointed tap 4R35

By ARERE FENT TH B BgK LTS A BB 4 TE B BRETC i s
thread nominal diameter number of flutes the number of flutes overall length  thread length  shank diameter order number pitch the number of flutes ~ overall length thread length shank diameter order number
> = > = NiR I= R I=
M Z L1 L2 D2 ﬁﬁff iﬁ M P Z L1 L2 D2 1 ﬁ% 07:’:5
1/8 3.2 40 3 50 165 3.15 4735-032Z  m 4735T-0327Z M3 0.50 3 48 1 2.24 4R35-030A  ® 4R35T-030A
3/16 4.8 24 3 58 20.5 5.00 4735-048X ~ m 4735T-048X M4 0.70 3 53 13 3.15 4R35-040C  m 4R35T-040C
1/4 6.4 20 3 66 24.5 6.30  4735-064W W 4735T—0B4W M5 080 3 o8 16 4.00 A4R35-050E W 4R35T-050F
5/16 7.9 18 4 72 22.0 560  4745-079V W 4745T-079V M6 100 S 66 19 4.50 4R35-060F  m 4RSST-060F
3/8 9.5 16 4 80 24.0 710 4745-095U  m 4745T-095U M7 1.00 s 66 19 560 4R35-070F W 4R35T-070F
7/16 1.1 14 4 85 25.0 800  4745-111T  m 4745T-111T W L2 E 2 22 6.30 mlic om0 O BRI TR0 06
112 12.7 12 4 89 290 900  4745-127R W 4745T-127R M9 125 3 e 22 710 4R35-090G  m 4R35T-090G
916 143 12 4 95 300 1120  4745-143R _ m 4745T-143R M1 1.50 3 80 24 800 4RSS-100H W 4RSST-100H
5/8 159 11 4 102 320 1250  4745-150Q W 4745T-159Q M 150 3 8 25 800  4R35-T10M W 4R3ST-T10H
3/4 19.1 10 4 112 37.0 1400  4745-191P  ® 4745T-191P M2 175 3 89 29 9.00 4R3571201 W 4R39T- 1201
7/8 22.2 9 4 118 38.0 16.00 4745-2220 W 4745T-2220 M14 200 4 % 30 1120 4R45-140)  m 4R45T-140)
v o a 5 7 = 50 500 a7 s w d7asT a5 M16 2.00 4 102 32 12,50 4R45-160J W 4R45T—160J
M18 2,50 4 112 37 14.00 4R45-180K  m 4R45T-180K
OfxiJ s Production by order M20 2.50 4 112 37 14.00 4R45-200K  m 4R45T-200K

O¥iTE4 = Production by order

300

RC30-40 HRC4. HRC4. HRC.

& ol ol sadl wnal wedl

HB<308] nrcs0Bl mrcidBl nrcisR HRC.

BE L W& %
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60° ElffEEIRLLHE AN35 - B 55° EHEEIRGLHE 4G35 3 O
60° taper pipe thread tap 4N35 i 55° parallel pipe thread tap 4G35 = =
a Ll el | [

S 1758
base diameter |number of flutes i i order number base diameter | number of flutes i i order number
THRE RE D 24m P DI L1 L2 N R
NPT D1 §254nm|*l P L1 L2 L3 L4 uncloati: ::oating uncoating coating
1/8 80 270 0.941 56 19 11 28 4AN35-08IF m 4N35T—08IF G1/8 G1/8D Rp1/8 9.728 28 0.970 8.0 59 15 4G35-097F B 4G35T-097F
14 112 180 1411 62 27 16 43  4N35-112H  m4N35T-112H g;ﬁg g;ﬁgg Ep;g 1:;2; 12 122; 12'2 3; :13 ﬁjg_ﬁég : 22321_12232
o . . — | | =
3/8 14.0 18.0 1.411 65 27 16 4.3 4N45-140H m 4N45T-140H B
17 180 140 1814 79 35 o1 55 ANA5-180J = INA5T—180J G1/2 G1/2D Rp1/2 20.955 14 1.814 16.0 87 26 4G45-209J B 4G45T-209J
. . . : — — G3/4 G3/4D Rp3/4 26.441 14 1.814 20.0 96 28 4G45-264J B 4G45T-264J
N I e e = 21 N I MRS Gi  GID  Rpl 33249 11 2309 250 109 33  4G45-264K W 4G45T-264K
1 28.0 11.5 2.209 95 44 26 6.7 4N45-280K m 4N45T-280K
OiT#E4F= Production by order O#%iT8 4= Production by order

w 6l ol sadl mnal =adl
HB<. HRC3. HRC4. HRC4. HRC.

ol ol sadl wnal wedl
HB<. HRC3. HRC4. HRC4. HRC.




i

GREAT WALL

Ry ARS8 7] -LZ-1ISO-T o s Rl RS ERIG— 1B L B 71-LZ-UN-T 2 s
Center cooling thread milling cutter metric-LZ-ISO-T © 7ML2 \ Center cooling american standard thread milling cutter-LZ-UN-T 4 " N
L1 L1

s |

L3y 2 B/ MILTFLZ THS L0 2 SRR

Tl—b =

thread i i mg’ggv\’r?h%%%eﬁgllgg order number thread i i RRn order—;;r-rier

fi?s:e thread finiﬂtir?e:ad P D D2 L1 L2 screw tﬂf%%lijnjg cutter UNC UNF UNEF tpi D b2 L1 L2 mm screw tﬂ%ﬁﬁ; cutter

M3x0.5 M3.5-M16x0.5  0.50 4 2.40 46 6.0 25 L.Z04024L.06-N0.501SO No.10x32 No.12-3/8x32 32 4 380 46 9.5 4.0 LZ04038L09-N32UNF
M4x0.5 0.50 4 3.20 46 8.0 3.5 LZ04032L08-N0.50ISO No.12-3/8x32 32 6 440 58 111 4.7 LZ06044L11-N32UNEF

M5x0.5 0.50 6 4.20 58 10.0 4.5 LZ06042L10-N0.50ISO No.12, 1/4x28  7/16"; 1/2"'x28 28 6 430 58 109 4.6 LZ06043L11-N28UNF

M4x0.7 0.70 4 3.15 46 8.4 3.3 LZ04031L08-NO0.70ISO 1/4'x28 7/16"; 1/2'x28 28 6 515 58 127 55 LZ06052L13-N28UNF
M6x0.75 0.75 6 5.00 58 12.0 5.3 LZ06050L12-N0.75ISO 7/16" 1/2'x28 28 10 990 74 218 10.2 LZ10099L22-N28UNEF

M5x0.8 0.80 4 3.90 46 10.4 4.2 LZ04039L10-NO0.80ISO NO.10x24  5/16", 3/8'x24  9/16"-11/16"x24 24 4 358 46 95 3.8 LZ04035L10-N24UNC

M6x1.0 M8-M40x1.0 1.00 6 4.80 58 12.0 5.0 L.Z06048L12-N1.00ISO No.12x24  5/16", 3/8'x24  9/16"-11/16"x24 24 6 415 58 106 4.5 LZ06041L11-N24UNC

M8x1.0 1.00 8 6.70 62 16.0 7.0 LZ08067L16-N1.00ISO 5/16", 3/8'x24  9/16"-11/16"x24 24 8 668 62 159 6.9 LZ08066L16—N24UNF

M10x1.0 1.00 10 8.70 74 20.0 9.0 L.Z10087L20-N1.00ISO 3/8'x24 9/16"-11/16"x24 24 10 820 74 190 8.5 LZ10082L19-N24UNF
M12x1.0 1.00 12 10.70 74 24.0 11.0 LZ12107L24-N1.00ISO 9/16"-11/16"x24 24 14 1290 93 286 13.2 LZ14129L29-N24UNEF

M8x1.25 1.25 8 6.50 62 16.2 6.8 L.Z08065L16-N1.25ISO 1/4"x20 7/16", 1/2'x20  3/4"-1"x20 20 6 488 58 127 5.1 LZ06048L13-N20UNC

M10x1.25 10 8.50 74 20.0 8.8 LZ10085L20-N1.25ISO 7/16", 1/2'x20  3/4"-1"x20 20 10 960 74 216 99 LZ10096L22—-N20UNF

M10x1.5 M12-M48x1.5 1.50 10 8.20 74 19.5 8.5 L.Z10082L20-N1.501SO 1/2'x20 3/4"-1"x20 20 12 1110 81 254 115 LZ12111L26-N20UNF
M12x1.5 1.50 10 9.90 74 24.0 10.5 LZ10099L24-N1.50ISO 3/4"-1"x20 20 18 17.40 108 38.1 17.8 LZ18174L38-N20UNEF

M14x1.5 1.50 12 11.90 81 28.5 12.5 LZ12119L29-N1.501SO 5/16'x18 9/16", 5/8'x18  11/16"-1 11/16"'x18 18 8 6.15 62 155 6.6 LZ08061L16—N18UNC

M16x1.5 1.50 14 13.90 93 315 14.5 LZ14139L.32—-N1.501SO 9/16", 5/8'x18  11/16"-111/16'x18 18 14 1250 93 28.2 13.0 LZ 14125L28-N18UNF

M12x1.75 1.75 10 9.90 74 245 10.3 LZ10099L25-N1.75ISO 5/8"x18 11/16"-111/16'x18 18 16 1410 93 31.0 14.6 LZ 16141L31-N18UNF

M14x2.0  M17-M801x2.0  2.00 12 11.60 81 28.0 12.0 LZ12116L29-N2.00ISO 3/8'x16 3/4'x16 16 8 765 62 190 8.0 LZ08076L19-N16UNC

M16x2.0 M17-M80x2.0 2.00 14 13.60 93 32.0 14.0 L. Z14136L33-N2.00I1SO 3/4'x16 16 18 17.00 103 38.1 17.5 LZ18170L38-N16UNF

M18x2.5 2.50 16 14.80 93 35.0 15.2 L.Z16148L.36-N2.501SO 7M16'x14  7/8"'x14 14 10 9.00 74 218 9.4 LZ10090L22-N14UNC

M20x2.5 2.50 18 17.10 103 40.0 17.5 L.Z18171L41-N2.501SO 7/8"'x14 14 20 19.90 103 435 205 LZ20199L44-N14UNF

M24x3.0 3.00 20 19.90 103 48.0 21.0 LZ20199L49-N3.00ISO 1/2"x13 13 12 1035 81 254 109 LZ 12104L26-N13UNC

9/16'x12 1"-11/2"x12 12 12 1180 81 275 123 LZ12118L28-N12UNC

OsmiTEAR Production by order 1'-11/2'x12 12 20 19.90 103 50.8 235 LZ20199L51-N12UNF

5/8"x11 11 14 1310 93 323 13.7 LZ14131L33-N11UNC

3/4'x10 10 16 1590 93 38.1 16.7 LZ 16159L39-N10UNC

7/8"x9 9 20 19.00 103 452 19.5 LZ20190L46-NOUNC
1'x8 8 20 19.90 103 50.8 22.0 LZ20199L52-N8UNC

OZiTE 4= Production by order

% gl ~aEl #ad wnad wadl
HB<‘ HRCS' HRC4' HRC4‘ HRC‘

BE | W& T

% gl ~ENl wadl wnad medl
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‘ m%éiﬂﬁ Thread cutter

il 4 E 5 T EHE BB 71-LZ-NPTF-T o1 K NHlELEE 7] LZ-1ISO-N
Center cooling american standard sealing pipe thread milling cutter-LZ-NPTF-T © 0 Ll\ © Thread miIIing cutter metric LZ-1SO-N
Y 4R pe=]

t%%a?g it i %{&%@%ﬁ%&ﬁgg orlgﬁan-?t;er t%%egi it i 'Ega%%‘;%ﬁg or;erﬁnier
116x27 27.0 6 590 58 94 61 LZ06059L09—WN27NPTF °°ai§t;hfread ﬁ”iﬂf;d i S el Bl o e tﬂfﬁ"ﬁ outer
1/8x27 27.0 8 7.65 62 94 84 LZ08076L09-WN27NPTF MSx0.75 0.75 6 36 %8 105 4.2 L Z0B036-NO.75ISO
1/4x18 18.0 10 9.90 74 141 111 LZ10099L14-WN18NPTF M5x0.8 0.80 6 85 R I 4.2 LZ06035-N0.80ISO
3/8x18 18.0 12 11.15 74 141 143 LZ12111L14-WN18NPTF M6x1.0 1.00 8 al 64 120 >0 LZ08041-N1.0150
1/2, 3/4x14 14.0 16 14.25 93 18.1  17.9,23.0 LZ16142.19-WN14NPTF MEx1.0 1.00 10 60 I 79 LZ10060-NT.0150
1,11/4,11/2,2x11.5 115 20 19.60 103 221  29.0,37.7,43.7 1Z20196L.23-WN11.5NPTF MBx1.25 1.25 19 > 74163 08 LZ10058-N1 25150

: : : ’ ' M10x1.0 1.00 10 79 74 20.0 9.0 LZ10079-N1.0I1SO
21/2x8; 3x8 8.0 20 19.60 103 317  66.3,82.1 LZ20196L.33-WNBNPTF Mo o5 125 0 - 1 200 58 710077 —N125150
OZiT& 4= Production by order M10x1.5 150 10 77 74 210 85 LZ10077-N1.5SO
M12x1.0 1.00 12 9.6 84 240 11.0 LZ12096-N1.0I1SO
M12x1.25  1.25 12 9.4 84 250 10.8 LZ12094-N1.25ISO
il Wi KBS ERY BT -LZ-NPT-T g M12x1.5 150 12 94 84 240 10.5 LZ12094-N1.51SO
Center cooling american standard sealing pipe thread milling cutter-LZ-NPT-T M12x1.75 1.75 12 87 84 245 10.2 L.Z12087-N1.75I1SO
M14x1.0 1.00 16 11.5 93  28.0 13.0 LZ16115-N1.0I1SO
M14x1.5 1.50 16 11.2 93 285 12.5 LZ16112-N1.5ISO
M14x2.0 2.00 16 10.2 93  28.0 12.0 LZ16102-N2.0ISO
M16x1.5 1.50 16 13.0 93 330 14.5 LZ16130-N1.5ISO
— — M16x2.0 2.00 16 12.2 93 320 14.0 LZ16122-N2.0ISO
B 2 : E;_'g{,g%?gll,ﬁe%g%'{gg TS M18x15 150 16 148 93 360 165 LZ16148-N15ISO
M18x2.5 2.50 20 129 105 375 15.5 LZ20129-N2.5ISO
M20x1.5 1.50 20 16,5 105 405 18.5 LZ20165-N1.5ISO
1/16x27 27.0 6 5.90 58 94 62 LZ06059L09—-WN27NPT V20x2.5 5 50 0 148 105 400 175 L720148-N2 51S0
1/8x27 27.0 8 7.65 62 94 84 LZ08076L09—WN27NPT N22x3.0 3.00 20 62 105 420 210 L 720162-N3.01S0
1/4x18 18.0 10 9.90 74 141 111 LZ10099L 14-WN18NPT
3/8x18 18.0 12 11.15 74 141 143 LZ12111L14-WN18NPT . N ,
1/2, 3/4x14 14.0 16 14.25 93 181 17.9,23.0 LZ16142L19-WN14NPT ORI ST Production by order
1,11/411/2 2x11.5 115 20 19.60 103 221  29.0,37.7,440 LZ20196L23-WN11.5NPT
21/2x8 8.0 20 19.60 103 317  66.7,82.1 LZ20196L.33-WNSNPT

OITE 4= Production by order

w 6l ol sadl mnal =adl
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GREAT WALL

EHlGE—IRLET) LZ-UN-N

American standard thread milling cutter LZ-UN-N

EHIBHERLEET) LZ-NPT-N

American standard sealing pipe thread milling cutter LZ-NPT-N

@D2
|
|
|
|
|
|
|
|
oD

BmTHE | %S 25 _ BIMTAZ | K
sorew thread hole A ey thread e S order number
UNC UNF ti D D2 L1 L2 mm . Standard i D D2 L1 L2 mm
116%27 270 10 53 73 94 63 LZ10053-WN27NPT
Nofxs2 82 6 83 o7 103 4.0 L Z06033-N32UNF 1/g'x27 270 12 75 83 94 85 LZ12075-WN27NPT
No.10x24 N I O O 38 L206029-N24UNC 1/4'%18 180 16 94 92 141 111 LZ16094-WN18NPT
Nof2xs 28 8 88 63 118 4.6 L Z08038-N28UNF 38X 18 180 16 127 92 141 145 LZ16127-WN18NPT
No-12x24 : N 45 LZ08035-N24UNC 2X14, 3414 140 20 155 104 254 177,230  LZ20155-WN14NPT
1428 6 8 46 6 127 >5 LZ08046-N28UNF T_2X115 115 20 199 104 331  290-56.0  LZ20199-WN115NPT
1420 N O B e 22 L208040-N20UNG 2 1/2'%8 80 20 199 104 381 665 L720199-WNBNPT
5M6%24 24 10 57 73 159 6.8 LZ10057-N24UNF
51618 18 10 52 73 169 65 LZ10052-N18UNC O#iT# = Production by order
3/8'%24 24 10 74 73 191 85 LZ210074—N24UNF
3/8'x16 6 10 67 73 191 8.0 LZ10067-N16UNC
7/16'%14 14 12 76 83 236 93 LZ12076-N14UNC 7
716%20 20 12 85 83 229 98 LZ12085-N20UNF ¥ 8| FRE S B8] LZ-NPTF-N sl N 1=
1213 19 12 89 8 24 198 1212089 -N13UNC Amerian standard stem sealing pipe thread milling cutter LZ-NPTF-N L2
1/2'x20 20 12 101 83 254 115 LZ12101-N20UNF —2
9/16'x12 12 16 103 92 296 123 LZ16103-N12UNC
91618 18 16 113 92 296 128 LZ16113-N18UNF
5/8'x11 11 16 110 92 323 135 LZ16110-N11UNC
5/8'x18 18 16 128 92 325 145 LZ16128-N18UNF
3/4'x10 10 20 135 104 381 16.5 LZ20135-N10UNC B2 4y 2 SINVNIAE iTEE
7/8'%9 9 20 152 104 423 195 [720152_N9UNC thread ' | P order number
"8 8 20 170 104 413 223 L 720170-NBUNC Standard tpi D D2 L1 L2 mm
O fEiTE R Production by order 116'%27 270 10 53 73 94 63 LZ 10053-WN27NPTF
1/8'x27 270 12 750 83 94 _ 84 LZ 12075-WN27NPTF
1/4’X18 180 16 940 92 141 111 LZ 16094-WN18NPTF
38X 18 180 16 1270 92 141 147 LZ 16127-WN18NPTF
12X14, 3414 140 20 1550 104 254 179 234  LZ20155-WN14NPTF
T_2X115 115 20 1990 104 331  204-562 LZ20199-WN11.5NPTF
21/2'%8 80 20 1990 104 381 67 LZ 20199-WNBNPTF

ORiTE 4= Production by order

% a0l sedl wnaed wad)
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EHIBHEBLYHET) ZZ-NPT-N T R N&IELEET] ZZ-1SO-N

American standard sealing pipe thread milling cutter ZZ-NPT-N Thread miIIing cutter metric ZZ-1ISO-N

®D2
|
|
|
|
|
|
|
|
|

= o= : = 4 =
thz:adﬁhigh or;g;‘rjlanﬁer tfiﬁ% i thz:aldﬁ’high ord;{;ar-g)er
tpi Min. Dia. D D2 L1 L2 H 1256 P Min. Dia. D Do L1 Lo H SMELLT
27.0 1/16" 6 5.9 57 9.41 0.66 Z706059-WN27NPT pitch external thread miling cutter
18.0 14" 8 7.9 63 14.11 1.01 ZZ08079-WN18NPT 0.50 M3 6 59 58 150 0.31 A T TS
14.0 1/2" 12 11.9 83 19.96 1.33 ZZ12119-WN14NPT G0 0D 8 7.9 R 0.46 ZAUS 00
11.5 0 16 15.9 92 26.51 1.64 ZZ16159-WN11.5NPT 1.00 M6 10 9.9 73 24.0 0.61 £Z10099-W1.01SO
8.0 212 16 15.9 92  38.10 2.42 7716159-WN8NPT 1.50 L0 2 UL Cal [ Evly 0.92 ZZIZ OISO
2.00 M 14 12 11.9 84 30.0 1.23 7712119-W2.01SO
O#iT&47= Production by order 3.00 M 24 16 15.9 93 36.0 1.84 7Z16159-W3.01SO
4.00 M 36 16 15.9 93 40.0 245 7716159-W4.01SO
iﬁu*ﬁij%lﬁﬁﬁn ZZ'N PTF_N . 1 7 o~ ] | 6.00 M 64 20 19.9 105 36.0 3.68 Z720199-W6.0ISO
=2 o | TTRNRRRRR R
Amerian standard stem sealing pipe thread milling cutter ZZ-NPTF-N > = =
e ’ ‘l\/WL—V\ANZ\NW}‘ L1 tﬁiﬁ% i thrzjza'?high ord;'ll-'%ar-r?ber
w BEP  MnDa D D2 L1 L2 H -
' - 0.75 M 4.5 4 3.0 43 6.7 0.43 7704030-N0.75ISO
0.75 M8 6 5.9 58 15.0 0.43 7706059-N0.75ISO
8 P T 0.80 M5 4 36 43 8.0 0.46 7704036-N0.8ISO
thread i thread high order number 1.00 M 6 6 4.0 58 9.0 0.58 Z706040-N1.0ISO
tpi Min. Dia. D D2 L1 L2 H 1.00 M 12 8 7.9 64 20.0 0.58 Z708079-N1.01SO
27.0 116" 6 5.9 58 9.41 0.64 7206059-WN27NPTF 129 e 9 240 2 1225 i ZZOHEE0 128 0
18.0 1/4° 8 7.9 64 14.11 1.00 7208079-WN18NPTF 1.25 M 10 6 5.9 58 15.0 0.87 Z£Z06059-N1.51SO
14.0 12" 12 11.9 84 19.96 1.35 7Z12119-WN14NPTF 1.50 M14 10 99 [ 240 0.87 ZZ10099-N1.51SO
115 1 16 159 93 26.51 163 7716159-WN11.5NPTF 1.50 M 18 12 19 84 30.0 087 Z£Z12119-N1.51S0
8.0 212" 16 15.9 93 38.10 2.38 7716159-WN8NPTF 1ol Uz 9 i o 192 1401 e
2.00 M 16 10 9.9 73 24.0 115 7710099-N2.0ISO
OfeiTS &= Production by order 2.00 M 18 12 11.9 84 30.0 1.15 7Z12119-N2.0ISO
2.50 M 20 12 11.9 84 30.0 1.44 7712119-N2.5ISO
3.00 M 24 16 15.9 93 36.0 1.73 7Z16159-N3.0ISO
3.50 M 30 16 15.9 93 385 2.02 7716159-N3.51SO
4.00 M 36 16 15.9 93 40.0 2.31 7Z16159-N4.0ISO
5.00 M 48 20 19.9 105 40.0 2.89 7720199-N5.0ISO
6.00 M 64 20 19.9 105 36.0 3.46 7720199-N6.0ISO

O#RiTE 47 Production by order

TT Y (Y il

gE L W& %

w 6l ol sadl mnal =adl
HB<‘ HRC3. HRC4. HRC4‘ HRC.

mE W& %

% 4l
HB <300)




XHG—RABT] ZZ-UN-N BBLEET) (D1: M5—M27 ) = S E
American standard thread milling cutter ZZ-UN-N Thread milling cutter(D1:M5-M27) L2 3

L4y xIa iTE8ES ez DIEES IS DI iT&RS
thread i thread high order number shank diameter | cutter diameter [overall length | thread length order number
i in. Di SN T] 5 "
tpl Min. Dia. D D2 L1 L2 H external thread milling cutter EEE P NH.H;'F M*ﬂﬂ: Mgﬂiﬂ: MQHEF D2 D1 L1 L2
pitch coarse thread coarse thread fine thread fine thread
.6 . 7 14, . -
52 No 6 °9 ° 3 0.49 2206059 W32UN 0.50 M3 3 4 bd=4 6 2.2 58 5.3 MLX06022050
28 No. 12 8 7.9 63 19.9 0.56 7708079—W28UN
20 1/4" 10 9.9 72 22.9 0.78 ZZ10099-W20UN 0.50 5 ®=5 6 3-8 58 103 MLX06038050
18 5/16" 10 9.9 72 24.0 0.87 7710099—-W18UN 0.70 M4 4 5 ®=5 6 3.1 58 74 MLX06031070
16 3/8" 12 11.9 83 28.6 0.97 Z7Z12119-W16UN 0.75 6 b=6 6 4.5 58 10.1 MLX06045075
12 9/16" 12 11.9 83 29.6 1.30 ZZ12119-W12UN 0.80 M5 5 6 b=6 6 3.6 58 9.2 MLX06036080
8 1 16 15.9 92 38.1 1.95 7716159-W8UN 1.00 M6 6 7 D=7 6 4.0 58 10.5 MLX06040100
6 1 3/8" 20 19.9 104 38.1 2.60 2720199-W6UN 1.00 M6 6 7 D=7 6 4.0 58 14.5 MLX06040100
gy R~ T Py 1.00 9 bd=9 6 6.0 58 125 MLX06060100
S S S °e' 1.00 10 ®=10 8 8.0 64 16.5 MLX08080100
tpi Min. Dia. D D2 L1 L2 H scrow thread|milling|cutter 1.25 M8 8 10 ®d=10 6 5.0 58 14.4 MLX06050125
36 No. 8 4 3.0 42 6.3 0.41 2Z04030-N36UN 1.25 M8 8 10 ®d=10 6 5.0 58 19.4 MLX06050125
32 No. 8 4 3.0 a2 6.3 0.46 £204030-N32UN 150 M10 10 12 d=12 8 7.0 64 17.3 MLX08070150
32 5/16" [} 59 57 14.3 0.46 ZZ706059—-N32UN
28 7/16" 8 7.9 63 19.9 0.52 Z708079—N28UN 1.50 14 bd=14 10 10.0 73 21.8 MLX10100150
24 N, 12 5 20 o7 &8 051 ZZTSRO=NEAUIN 1.50 20 ®d=20 16 16.0 105 33.8 MLX16160150
20 1/4" 6 4.0 57 10.2 0.73 Z2706040—-N20UN
= TS = 5o — =5 s 10095 "NBOUN 1.75 M12 2 14 d=14 8 8.0 64 20.1 MLX08080175
18 5/16" 6 5.0 57 12.7 0.81 ZZ06050—N18UN 1.75 M12 12 14 d=14 8 8.0 76 28.9 MLX08080175
18 9/16" 10 9.9 72 24.0 0.81 ZZ10099-N18UN 2.00 M16 16 17 d=17 10 10.0 73 27.0 MLX10100200
16 /8 6 °-9 57 14.3 0.92 £Z06059_N16UN 2.00 M16 16 17 ®d=17 10 10.0 105 39.0 MLX 10100200
16 13/16" 12 11.9 83 28.6 0.92 ZZ12119—-N16UN
13 1/2" 8 7.9 63 19.5 1.13 ZZ08079—N13UN 2.00 26 b=26 20 20.0 105 41.0 MLX20200200
12 916" 10 99 72 233 1.22 ZZ10099—N12UN 250 M20 20 22 d=22 14 14.0 84 33.8 MLX14140250
12 1" 12 11.9 83 29.6 1.22 ZZ12119—-N12UN
" 5o o 55 — PR e 15095 T TUN 250 M20 20 20 d=22 14 14.0 105 48.8 MLX14140250
10 3/4" 12 11.9 83 27.9 1.47 ZZ12119—N10UN 3.00 M24 24 25 b =25 16 16.0 105 40.5 MLX16160300
° 7/8" 16 15.9 92 33.3 1.63 ZZ16159-N9UN 3.00 M24 24 25 d=25 16 16.0 120 58.5 MLX16160300
g L 16 159 92 381 1.83 £Z16159-N8UN 300  M27 27 28  ®=28 20 20.0 105 435 MLX20200300
7 11/8" 16 15.9 92 36.3 2.09 ZZ16159—-N7UN
6 1 3/8" 20 19.9 104 38.1 2.44 ZZ20199—-No6UN 0 TffiTEEEFZ Production by order
5 1 .3/4" 20 19.9 104 40.6 2.93 Z2Z720199—-N5UN
4.5 2" 20 19.9 104 39.5 3.26 ZZ20199—-N4.5UN

O3ZiTE 4= Production by order

% gl ol sad wned wadl % o 7l sed wned wadl
HB<' HRC3' HRC4. HRC4‘ HRC‘ HB<' HRC3' HRC4. HRC4' HRC‘
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GREAT WALL

®2 F—HTFELY ( ) RFLERZ
ﬁ mﬂg—& Hq E?LE&*ETERTJ- Table 2. Thfu:ifiedéritﬁi:mi?ne tlrfrl;l:d boftfo?m bo{re diameter o

The recommend size of bottom bore diameter for common thread

LEENG I shLER K7L B &
thread specification the drilling diameter the bottom bore diameter
—. Gi—1gy ( WF1, R2) 8 8 X
minimum maximum

The unified thread ( Table 1 Table 2') No.0-80 1.25 1.181 1.306

No.1-72 155 1.473 1613

F1 H—HTFEBY (UNC) KFLER No.2-64 185 1755 1913

mm

Table 1. The unified national coarse thread bottom bore diameter No.3-56 215 2.024 2197

No.4—48 2.40 2.271 2.459

B $HEER K fL B & No. 5-44 2.70 2.550 2.714

thread specification the drilling diameter the bottom bore diameter No.6-40 295 2819 3.023

& B X No.8-36 3.50 3.404 3.607

minimum maximum No.10-32 410 3.962 4.166

No.1-64 155 1425 1582 No.12-28 4.60 4.496 4724

No.2-56 185 1694 1872 1/4-28 5.50 5.367 5.580

No.3-48 2.10 1.041 2146 o ™ o %

No.4-40 2:35 2.156 2.385 3/8-24 8.50 8.379 8.626

No.5-40 265 2487 2697 7/16-20 9.90 9.738 10.030

No. 6-82 285 2642 2896 1/2-20 11.50 11.326 11,618

No8-32 3.50 3.302 3.531 9/16-18 12.90 12.761 13.084

e 3.90 3.683 8.962 5/8-18 14.50 14.348 14.671

No.12-24 4.50 4.343 4.597 3/4-16 17.50 17.330 17.689

14-20 510 4.976 5268 7/8-14 20.40 20.262 20,633

5/16-18 6.60 6.411 6.734 P 5378 5100 5560

BiEsle Y 1L Sh165 11/8-12 26.50 26.284 26.744

7/16-14 9.40 9.149 9.550 T14-12 29.50 29.459 29.919

1/e=13 10,20 10250 U10LE 1a5-12 33.00 32.634 33.094

9/16-12 12.20 11.996 12.456 PP .00 800 6260
5/8-11 13.50 13.376 13.868
3/4-10 16.50 16.299 16.833
7/8-9 19.50 19.169 19.748
1-8 22.25 21.963 22.598
11-7 25.00 24.648 25.348
114-7 28.00 27.823 28.524
13/5-6 30.75 30.343 31.120

11/2-6 34.00 33.518 34.295




GREAT WALL

Z. sEERL (REN. BRI, *4)

Taper pipe thread g

rigure 1 Table 3 Table 4)

DI

BT

a) A~ A% J1Without reaming cutter

E1. #HEEYKRILR
Figure 1. The taper pipe thread bottom bore

®3 EEHREHETERY (NPT) RALER

Table 3. National (American) taper pipe thread bottom bore diameter

1:16

dl

ET

b) F%& 7JWith reaming cutter

mm

Thread specification Maximum drilling depth bt Thread depth et
1/16-27 6.15 6.39 10.7 9.29
1/8-27 8.40 8.74 10.8 9.32
1/4-18 11.10 11.36 15.6 13.52
3/8-18 14.30 14.80 16.0 13.83
1/2-14 17.90 18.32 20.8 18.07
3/4-14 23.30 23.67 21.3 18.55
1-111p2 29.00 29.69 25.6 22.29
11/4=111/2 37.70 38.45 26.1 22.80
T12-1112 43.70 44.52 26.1 22.80
2-111/2 55.60 56.56 26.5 23.20
21/2-8 66.30 67.62 36.3 3157
3-8 82.30 83.52 38.5 33.74

R4 EHIE#EEZEY (RC) KFLER

Table 4. The inch conical pipe thread bottom bore diameter

B BAERBT LR EET

Thread specification Maximum drilling depth bt Thread depth et
1/16-28 6.30 6.49 10.1 8.31
1/8-28 8.30 8.50 10.1 8.31
1/4-19 11.00 11.35 15.0 12.77
3/8-19 14.50 14.85 15.4 12.77
1/2-14 18.10 18.49 20.5 16.83
3/4-14 23.50 23.98 21.8 18.13
1-11 29.60 30.11 26.0 21.42
11/4-11 38.10 38.78 28.3 23.72
T1/2-11 44.00 44.67 28.3 23.72
2-11 55.60 56.48 326 28.02
21/2—=11 71.10 72.00 37.1 31.32
3-11 83.60 84.71 40.2 34.42

Thread®cutter ﬂ!ﬁ%&]y ﬂ

YIEl i T2 ZNE g RAeIER (nxs)

The selection of machining cooling lubricating liquid (Table 5)

=5 RHAERRRER mm

Table 5. The selection of cooling lubricating liquid

St HE

spoylew Buiuiyoey

mIT&s

Machining conditions

R AERE R

The recommend cooling lubricating liquid

HET AEAEBR A ENUFE SR TERAEREAL R

Rough machining The chemical synthesis cutting fluid and low concentration emulsion that are for major cooling and lubricating.
BT SR AR A DT AR E DI H R

Finish machining Well lubricated cutting oil and extreme pressure cutting liquid

LT 4y —R TR S AL LR

Thread tapping Usually use vulcanized oil or emulsion

Bt ZF TR FTHREN—MRARAH, TUREMT—RBALR

Circular die cut thread Usually use vulcanized oil when manual work, use emulsion when machine process
SRR AR —fig P i

Rolling wheels rolled thread Usually use machinery oil

FELIARBEHIRLL — A& AR S AL L R

Screw plate kneaded thread Usually use machinery oil or emulsion

SREHE 7] SR —RR BT A A L&

Thread milling cutter milled thread

Usually use vulcanized oil or emulsion

|elejew |00]
S

—HRIIA

Common tools

RBREMLITEMZERLF SRR, LR, TIEIRTRE
Select chemical synthesis cutting fluid, emulsion, cutting oil and extreme
BIHI

pressure cutting oil according to various machining methods and conditions

1RZELIE| ( 1m/min ~3m/min )

Low speed cutting(1m/min~3m/min)

BRFKAR. 2% ~ 3%A RIS EE M IME

Electrolyte solution. 2%~3% emulsion or highly active oil

Titanium alloys

o HEDIEI IR B R SR M I AR E
= Jg& Medium speed cutting High concentration emulsion or well lubricated extreme pressure oil
2H BENIADE
§ = High speed steel tools cutting IS . AR SRR E LA
2 ( DIH3E &/ F60 m/min ) Cutting oil . extreme pressure cutting oil and extreme pressure emulsion
3 (Cutting speed is less than 60 m/min)
g BWRESTIATE
Cemented carbide tools cutting RREILR . LHBRR, ARERF U
( %ﬁ’tﬂéﬂ N kl&éﬁ% ) Low concentration emulsion. chemical synthesis cutting fluid, supplying in high flow continuously
(High speed cutting. Big feed rate)
B TRk i
Carbon steels Vulcanized oil
TEW =Bz
Tool steels Vegetable oil
3 W REE REIB s B 22 &
g n Stainless steels Extreme pressure cutting oil or tapping liquid
gL ik BALHB IR
S # Cast iron Vulcanized oil or emulsion
=] N
g B Bae ST
3 Aluminum alloys Coal oil or emulsion
Q
8 H BYha AR
o Copper Vegetable oil or emulsion
[Sh=h=g REFLK . ERALFER. REVIEH
Heat-resistant steels Extreme pressure emulsion. chemical synthesis cutting fluid. extreme pressure cutting oil
KE® REMFRNFE R, REALCRMRETIEH®

Well extreme pressed chemical synthesis cutting fluid. extreme pressure emulsion and extreme pressure cutting oil
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SEm@mHhiJ] ZCLP
Plane broaches ZCLP

— O F | |
7 @n 2 B = i
Products Name Type Pagination
1 37 jj = o = = =]
M‘\m P ZCLP E3 7% BRIIK W B fSE 1T 5:5
BTN Plane broaches Edge width Effective edge length Handle width Overall length Total tooth heigth Order number
W H1 B L H Foif=
Uncoating
KR T 3.100 19 9.000 120 36.5 ZCLPA3100190365
Brazed broach WCLP E3 3.200 19 9.000 150 38.0 ZCLPA3200190380
3.250 15 9.000 120 35.5 ZCLPA3250015355
4.00 21 10. 000 130 44.0 ZCLPA4000021440
REIRALT] ZCLN c4 4.700 26 9. 000 183 45.0 ZCLPA4700026450
Inside chamfer broach 4777 19 9. 000 130 39.0 ZCLPA4777019390
4. 800 18 9.525 150 40.0 ZCLPA4800180400
5. 300 23 9.000 150 46.0 ZCLPA5300230460
. SMEI R T
R Outside chamfer broach ZCLW E4 Of%iTE 4 Production by order
L W
1! v
&Eh 7 ;$?§j:17] WCLP | =

“ GEroove broach ZCLC E5 Brazed broach WCLP

TR Illl”/llf'/l"/'/ll/l/ll/ﬂ’

) ) y

Push knives ZCcT E6 ‘ A‘“ ‘

7% & 58-S HWik= &S
Edge width Blade height Overall length Effective working depth Order number
W H L H1 Uﬁﬁ%

31 45 190 33 WCLPA314533
33 38 155 26 WCLPA333826
34 45 250 33 WCLPA344533
85 48 240 36 WCLPA354836
36 51 260 39 WCLPA365139
39 35 350 23 WCLPA393523
51 36 262 24 WCLPA513624

O7I1TE8 4 7= Production by order

ﬂ rail sadll mnall wodl
HRC3. HRC‘ HRC4. HRC.




#ERhiJ] ZCLC

Inside chamfer broach ZCLN Groove broach ZCLC

R FARIT]  ZCLN MMWT

Aaaasasa
| ** d —_— "
|
A W 2K [S¥=) ST {EilDz:] HEE TS —E&m EE e Bk i ke
Chamfer Handle width Overall length Total tooth heigth Tooth top width ~ Chamfer Getter thickness Order number One tooth height  Total tooth heigth Handle width Overall length Tooth top width Order number
K B L H W B B1 ﬁéﬂ% H1 H2 B L w fﬁ:ﬁg
20. 679 9 75 45.0 6. 000 26 3.2 ZCLN2067904507509 21.100 24. 650 9 210 3.85 ZCLCA21100355-385
19.579 9 75 43.0 6.000 26 3.2 ZCLN1957904307509 24. 650 28. 200 9 210 3.85 ZCLCA24650355-385
28. 643 10 150 50.0 7.000 35 4.5 ZCLN2864305015010 28.200 31.750 9 210 3.85 ZCLCA28200355-385
34.137 10 85 50.0 6.507 45 4.5 ZCLN3413705008510 31. 750 35. 300 9 210 3.85 ZCLCA31750355-385
12.190 9 75 38.5 4.500 15 2.8 ZCLN1219038507509 35. 300 38.850 ’ 210 3.85 ZCLCA35300355-385
13,504 9 115 175 5.500 15 18 ZCLN1350447511509 38. 850 42. 400 9 210 3.85 ZCLCA38850355-385
O¥%iTE 4= Production by order
22.760 26. 550 9 230 3.00 ZCLCA22760379-300
26. 550 30. 340 9 230 3.00 ZCLCA26550379-300
30. 340 34.130 9 230 3.00 ZCLCA30340379-300
. L hid 230 . -
9|\1§|J % j:ijj ZCLW AP 34.130 37.920 9 3.00 ZCLCA34130379-300
Outside chamfer broach ZCLW = -- g
== B 25. 730 29 732 9 240 5.10 ZCLCA25734002-510
29.732 33. 734 9 240 5.10 ZCLCA29734002-510
33734 37.736 9 240 5.10 ZCLCA33734002-510
P A A J ‘ A\ ‘ A\ 37.736 41.738 9 240 5.10 ZCLCA33744002-510
_I - 41.738 45. 740 9 240 5.10 ZCLCA41744002-510
ik W 2K el —iaS TS OZiJ &&= Production by order
Tooth top width Handle width Overall length Total tooth heigth One tooth height Order number
W B L H2 H1 ﬁcﬁﬁ
4.247 9.000 145 21.250 19. 465 ZCLWA42472125
5.187 9.000 90 25.730 24.300 ZCLWA51872573
2.808 9.000 115 22.760 21. 0094z T 8 4ZELWAP8882336 by order

Il vl wadl wnal wedl raill sadll anal =adl
ncs0l] rcsoB nrcis25E HRC. e R HRC.
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Pr\ofiled cutter

\
\
\
\

#EJ] ZCT
Push knives ZCT

T ol i

7z INT)R B THEs
Edge dia meter Small edge diameter Overall length Order number

D1 " L TR

Uncoating
2.45 2.50 30 ZCTA0250005030
4.95 5.00 60 ZCTA0500005060
7.95 8.00 120 ZCTA0800005120
9.95 10. 00 150 ZCTA1000005150
11.95 12.00 200 ZCTA1200005200
13.95 14. 00 250 ZCTA1400005250
15.95 16. 00 250 ZCTA1600005250
18.95 19. 00 320 ZCTA1900005320
19.95 20. 00 320 ZCTA2000005320
20.95 21.00 320 ZCTA2100005320

OiT8 4= Production by order

A el el wndl wedl
) il vl mcilll

mE W& %




RASRII R

Mould milling insert

TIRR~f
RE Dimensions
Type Arc accuracy Coating Carbide R S ®D H
SRC0802A +0.01 PVD K 4.0 2.0 8 9.5
SRC1002A +0.01 PVD K 5.0 2.5 10 11.5
SRC1202A +0.01 PVD K 6.0 2.5 12 12.0
SRC1603A +0.01 PVD K 8.0 3.0 16 14.0
SRC2003A +0.01 PVD K 10.0 3.0 20 16.0
SRC2503A +0.01 PVD K 12.5 4.0 25 21.5
SRC3005A +0.01 PVD K 15.0 5.0 30 25.0
SRC3205A £0. 01 PVD K 16.0 5.0 32 26.0

Saw blade milling cutter

Products Pagmatlon
5 WAS%TIR
Mould milling insert F3~F4
. ) AT Fs
Mould milling cutter
—
: T 5L3M F6
INERISIHET]
Small end milling cutter
INENIBRSLHET]
; Small ball head milling cutter 5Q4M F7
[3)=35 %2
e Valve seat forming cutter 1E00A F8
INERITIFF F9
=— Small cutter holder
BEINSE
Precision cutter guide sleeve F9
% ]
1'= REHT) 3C43T F10
-— Forming milling cutter
% E RG] 32465 F11
christmas tree milling cutter
—_— e
Mirror milling cutter 3X93L F12
> %mﬁn . 3013P F13
Singledge milling cutter
T
- QE@% 7] . 3Y40K F14
Dovetail milling cutter
) TEIEHET]
e T-groove cutter 3T90K F15
75 BYET)
\“QD Disk milling cutter zcp F16
7]
Q B Jopa s

E: TS 5~RE SR

Note: the order number is the same as the product model.

RAS%II R

Mould milling insert

ORiT8 4= Production by order

JIRR~

Dimensions

Type Arc accuracy Coating Carbide R S D H
DSRC08002 0. 01 PVD K 4.0 2.4 8 7.0
DSRC10002 +0.01 PVD K 5.0 2.6 10 8.5
DSRC12003 +0.01 PVD K 6.0 3.0 12 10.0
DSRC16004 +0.01 PVD K 8.0 4.0 16 12.0
DSRC20005 +0.01 PVD K 10.0 5.0 20 15.0
DSRC25006 +0.01 PVD K 12.5 6.0 25 18.5
DSRC30007 0. 01 PVD K 15.0 7.0 30 22.5

F: TS5 ~RESHERE

Note: the order number is the same as the product model.

A il

OiT8 4= Production by order

sall wnal nedl
T il il el ool

BE L W& %




BTN > e 25 7] G il
Mould milling insert . D) = (D) Mould milling cutter e Y -
o [== m:%, & ’

wE ] Dimer?gi)jr{?d- o 7]@; ﬁfé TEK 2K DAL ITHRE
utter diameter Shank diameter ~ Work length Overall length  The number of flutes Order number
T Arc accuracy Coating Carbide R s D H

8 10 25 110 2 SRC0802A $230 1397 FS2510-110-08A
SRC08002 +0.01 PVD K 4.0 2.1 8 9.7 10 12 30 130 2 SRC1002A $229 T390 FS3012-130-10A
SRC10002 £0. 01 PVD K 5.0 2.7 10 12.1 12 12 32 130 2 SRC1202A $228 1391 FS3212-130-12A
SRC12003 0. 01 PVD K 6.0 3.2 12 14. 6 16 16 36 140 2 SRC1603A $228 1392 FS3616-140-16A
SRC16004 +0. 01 PVD K 8.0 4.2 16 16. 6 20 20 45 160 2 SRC2003A $228 1393 FS4520-160-20A
SRC20005 +0.01 PVD K 10. 0 5.2 20 20.3 25 25 45 160 2 SRC2504A $228 1394 FS4525-160-25A
SRC25006 +0.01 PVD K 12.5 6.2 25 24.0 30 32 56 175 2 SRC3005A $396 1395 FS$5630-175-30A
SRC30007 0. 01 PVD K 15.0 7.2 30 29.2 32 32 56 175 2 SRC3205A $396 1395 FS5632-175-32A

I TS5 SHEE O%iTE#4R Production by order O%iT#4F Production by order

Note: the order number is the same as the product model.

% gl &l wad) wnad nedl
m HRCS' HRC4' HRC4' HRC‘

sg | & | A

% gl raEl xad) wnad eae.
5.<500 o-i Jcss-o»
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Profiledfcutter %ﬂ]y JEL

INERISZEET] 5L3M .

= NERIFRKHET] 5040 Y
Small end milling cutter 5L3M 5 \‘II- Small ball head milling cutter 5Q4M R =

7 58S DIRS TIH s
Cutter diameter Overall length Cutting edge length The number of flutes Order number
A D= DAKES Sriz B DIR'S DAL 155
D L1 L2 A jrfclﬁtﬁg é’tﬁ{%g Cutter diameter Sphere radius Overall length Cutting edge length The number of flutes Order number
10 40 10 3 5L3M-100 W 5L3M-100T D SR L1 L2 z Rk ol
Uncoating Coating
12 40 12 3 5L3M-120 B 5L.3M-120T
10 5.0 40 10 4 5Q@4M-100 B 504M-100T
|— . |—
16 S0 16 8 SL3I-160 SL3N-160T 12 6.0 40 12 4 5Q4M-120 B 5Q04M-120T
|— . |—
18 S0 18 3 SL3N180 SLIN=180T 16 8.0 50 16 4 5Q4M-160 B 504M-160T
20 S0 2 3 SL3W200 _ m SL3W-200T 18 9.0 50 18 4 504M-180 W 5Q4M-180T
O¥ZiTB 4= Production by order
20 10.0 50 20 4 5Q@4M-200 B 504M-200T

INEMISZEET]  SL6M

Small end milling cutter 5L6M

L1

L2

@Jﬁgﬂl

O#ZiTE# 4= Production by order

DAkES 565 DARS DAL IS
Cutter diameter Overall length Cutting edge length The number of flutes Order number

D L1 L2 z iﬁﬁ éfai
10 40 10 6 5L6M-100 W 5L6M-100T
12 40 12 6 5L6M-120  ® 5L6M-120T
16 50 16 6 5L6M-160 W 5L6M-160T
18 50 18 6 5L6M-180  ®m 5L6M-180T
20 50 20 6 5L6M-200 W 5L6M-200T

ORiT8 4= Production by order
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WEERRBEYT]  1E00A B INSRITIFF S—

Valve seat forming cutter 1EO0A ~ Ly 1 Small cutter holder a =
:\—‘ g ol S S
= R =|o|-

i ——— L TS *D e

INZE hizE AE Wiz IMEK HREK KBEK B B wiz Ffz 2K (RS TS
Small diameter  In diameter Large diameter Shank diameter  Small diameter long In diameter long Large diameter long  Overall length Forming surface Shank diameter journal  diamete Overall length Shank length Order number

\~I N =

d1 d2 d3 D L1 L2 L3 L R h D1 D2 L1 L2 ﬂ;{fa%g
3.7 5.5 15 16 3.5 7 35.5 115 1 0.3 16 15 55 45 BM161555
3.7 7.5 15 16 8. B 7 40.5 115 1 0.3 16 16 65 48 BM161665
3.7 8 15 16 4.5 5 34.5 115 1 0.3 20 18 65 50 BM201865
4.15 6.5 15 16 4 7 26 115 1 0.3 20 18 98 50 BM201898

5.15 11 17 16 4 8 42 115 1 0.3 O#i1JB 4= Production by order

OiTE 4= Production by order

BEINSFE

Precision cutter guide sleeve T | —— o
5 8
L1
A SN ES SERS
Inside diameter Outside diameter Overall length
D1 D2 L1
5 10 10
6 12 5
7 12 20
8 14 25
9 15 30
10 16 35
11 20 40
12 20 45
13 23 45
14 25 50
15 25 50

OiTE8 4= Production by order

% gl TENl sadl wnad madl % gl ~ENl sadl wnad wedl
HB<' HRC3' HRC4. HRC4' HRC‘ HB<' HRC3' HRC4' HRC4‘ HRC‘

sl T2 ~ EEN .




RRBIEET]  3C43T
Forming milling cutter 3C43T

e

@D1

L3

ZRENIEET] 3Z46S

christmas tree milling cutter 3Z46S

L1

L2

7z LTES B 7K THEs
Cutter diameter Shank diameter Overall length Cutting edge length The number of flutes Order number
D1 D2 L1 L2 z e =B
44 25 90 28 4 37465-440 B 37468-440T
54 32 94 34 4 32465-540 B 3746S-540T
64 32 98 36 4 37246S-640 B 3746S-640T
72 32 102 38 4 3246S-720 B 3Z46S-720T
82 32 102 38 4 32465-820 B 3746S-820T

DA wE S DIE'S [TIRAN T S
Cutter diameter Shank diameter Overall length Cutting edge length Shank length The number of flutes Order number
D1 D2 L1 L2 L3 z j:éiﬁ, c’i{i
20 16 75 12 45 4 30437-200  m 3C43T-200T
2 20 80 12 45 4 30437-220 W 30437-220T
25 20 80 15 45 4 3043T-250 W 3C43T-250T
30 20 100 25 60 4 30437-300 W 3C437-300T
35 20 100 25 60 4 30437-350 W 3437-350T
F: X TNEREERTERBHEMIIGERTIME O#ZiT8 4= Production by order

Note: the size of the forming surface of the tool should be determined according to the size of the workpiece.

O#RiT&8 4= Production by order




REHE] 3X93L
Mirror milling cutter 3X93L

BYUJEET] 3013P
Singledge milling cutter 3013P

N

@D2

L2

L1

7z LAEES 58S RS

iTiEE

EES FS6 R R T TS
Shank diameter Overall length Taper half arc radius The number of flutes Order number
D (h6) L1 a R z lﬂﬁf; Cﬁ{?ﬁg
8 80 & 0.5 6 3X93L-080  m 3X93L-080T
10 82 g 1.0 8 3X93L-100  m 3X93L-100T
12 90 g 1.0 8 3X93L-120  m 3X93L-120T
16 110 g 1.0 10 3X93L-160 W 3X93L—160T
20 120 g 1.0 12 3X93L-200 W 3X93L-200T

O¥ziTB 4= Production by order

Cutter diameter Shank diameter Overall length Cutting edge length The number of flutes OrderJn\u_r‘r?ber
D1 (h9) D2 (h6) L1 L2 Xl il
3 4 50 6 3013P-030 H 3013P-030T
4 4 50 6 3013P-040 B 3013P-040T
5 6 54 8 3013P-050 m 3013P-050T
6 6 54 8 3013P-060 m 3013P-060T
8 8 58 10 3013P-080 m 3013P-080T
10 10 66 12 3013P-100 | 3013P-100T
12 12 73 16 3013P-120 | 3013P-120T
16 16 82 20 3013P-160 m 3013P-160T
20 20 92 24 3013P-200 | 3013P-200T

*AAFERTFTMIENRFERNED
Mainly used for flash processing of plastic spectacle frames

O#RiTE 4= Production by order




mEMEHET]  3Y40K
Dovetail milling cutter 3Y40K

L

@D1
A/
) @D3

@D2

Jgﬁﬁ i

> |
N WmE B BK 7K HK #/ RE T s

Cutter diameter ~ Shank diameter joumal diamete  Overall length ~ Cutting edge length Neck length Semiangle  arc radius The number of flutes Order number

D1(h9) D2(h6) D3 L1 L2 L3 a R 2 L= BE
8 6 4 54 277 12 15°745° 0.5 4 3Y40K-080-a B 3Y40K-080T-a
10 8 6 60 277 12 15°745° 0.5 4 3Y40K-100-a B 3Y40K-100T-a
12 10 7 68 277 14 15°745° 0.5 4 3Y40K-120-a B 3Y40K-120T-a
16 12 8 75 277 16 15°745° 0.5 4 3Y40K-160-a B 3Y40K-160T-a
20 16 10 82 277 18 15°745° 0.5 4 3Y40K-200-a B 3Y40K-200T-a

O#iT8 4= Production by order

TEIEHRT] 3T90K

o1
ij
| o3
I
I
.
|
I
|
I
|
!
L
'
o2

T-groove cutter 3T90K A .
DJRES RS o B J]%E K 1Es

Cutter diameter SIEWEEES journal diamete Overall length blade width Neck length Order number

D1 (h9) D2 (h6) D3 L1 L2 L3 ﬁjﬁﬁ% é’i{i
8 6 4 54 275 12 3T90K-080 B 3T90K-080T
10 8 6 60 275 15 3T90K-100 B 3T90K-100T
12 10 7 68 275 18 3T90K-120 B 3T90K-120T
16 12 8 75 275 20 3T90K-160 B 3T90K-160T
20 16 10 82 275 25 3T90K-200 B 3T90K-200T
25 20 12 92 275 30 3T90K-250 B 3T90K-250T

O#&iTB 47 Production by order




Profiledfcutter Eﬁﬁg]y,ﬁ‘.
=¥T] ZCP 7\ WEHSET] ZCP-Q %

Disk milling cutter ZCP [:E%_E% Saw blade milling cutter ZCP-Q o

INT)EE 2K =

Cutter diameter Small edge diameter Overall length Order number 9]\@2 Wﬁ‘: J&:?sz‘ﬂ 'L ﬁr—tu":"g
D1 D3 L1 96;‘,%)% Outside diameter Inside diameter i Number of teeth Order n\umber

Uncoating 5% :% }E

Rz

150 22 15 ZCPA150022015 21 k2 o z Shccatig
150 38 15 ZCPA150038015 20 5 0.4 18 ZCP-QA2005004
150 50 16 ZCPA150050016 20 ) 0.6 18 ZCP-QA2005006
150 50 18 ZCPA150050018 25 8 0.4 24 ZCP-QA2508004
150 50 20 ZCPA150050020 25 8 0.6 24 ZCP-QA2508006
OfiTE4 7= Production by order 32 8 0.5 30 ZGCP-QA3208005
32 8 0.8 30 ZCP—-QA3208008
40 10 0.5 40 ZCP-QA4008005
40 10 0.8 40 ZGCP-QA4010008
50 13 0.8 48 ZGCP-QA5013008
50 13 1.0 48 ZCP—QA5013010
63 16 1.0 60 ZCP-QA6316010
63 16 1.2 60 ZCP—QA6316012
80 22 1.6 64 ZCP-QA8022016
80 22 2.0 64 ZCP—QA8022020

O#ZiTB4F= Production by order

% ' raal sadl wnad

il il moill ol
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TR
g Py -‘ "fi_‘ i

Standard milling cutter

,}

ErErErErsbrey

ry)

Lt

Y = Y

Te



S

BR8] —ZGM N
Straight shank flat end milling ZGM G4~G5
EHRR#ET]—ZGM

Straight shank R end milling ZGM G6~G7
BERERLHET)—ZGM _
Straight shank ball end milling ZGM G8~G9
BRFELIZI80—ZPM

Straight shank flat end milling ZPM G11~G12
HR#ETI—ZPM ZPM G13~G14
Straight shank R end milling

BRERS —ZPM

StEigh;tkfﬁgk ball end milling ZPM G15~G16
BRI TI—ZSM 5

Straight shank flat end milling ZSM G 1 8 G 1 9
EHRREE7]—ZSM

Straight shank R end milling Z8M G20~G21
BERBRLEETI—ZSM
Straight shank ball end milling ZSM G22~G23
BiRFLI$ETI—ZHM

Straightsharil_ﬂaiend milling ZHM G25~G26
EWRYEII—ZHM

Straight shank R end milling ZHM G27~G28
BRIk ST —ZHM

Straight shank ball end milling ZHM G29~G30
BWRFELIZ#T]—ZAM ZAM G32~G33
Straight shank flat end milling

BHWREEII—ZAM ZAM G34~G35
Straight shank R end milling

Straight shank ball end milling

GREAT WALL

SR+0.02

RS LITEEEE

BEMRDPORE , R FEBET.

iR mRERR.

A 7 M F T

—ll:n“n—d.-n__.
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BR8] —ZGM

Straight shank flat end milling

MR

D=4 45°
D<4 35°

NNrE
D>12.0~0.03
D < 12.0~0.02

EESI Y ERG mills

'HEm

JJAWTAIAD

HARY (mm) TS
Basic dimensions The number of teeth Order number
TRTEE Pa713T 6%
D dhe) H L e SR —
8 8 25 100 2 4 ZGM-3123L-D8.0T ZGM-3143L-D8.0T
10 10 25 75 2 4 ZGM-3123K-D10.0T © ZGM-3143K-D10.0T  ®
10 10 30 100 2 4 ZGM-3123L-D10. 0T ZGM-3143L-D10. 0T
12 12 30 75 2 4 ZGM-3123K-D12.0T & ZGM-3143K-D12.0T o
12 12 35 100 2 4 ZGM-3123L-D12.0T ZGM-3143L-D12.0T
14 14 32 75 2 4 ZGM-3123K-D14.0T ZGM-3143K-D14.0T
14 14 40 100 2 4 ZGM-3123L-D14.0T ZGM-3143L-D14.0T
16 16 45 100 2 4 ZGM-3123K-D16.0T ZGM-3143K-D16.0T
16 16 50 150 2 4 ZGM-3123L-D16.0T ZGM-3143L-D16.0T
18 18 45 100 2 4 ZGM-3123K-D18.0T ZGM-3143K-D18.0T
18 18 55 150 2 4 ZGM-3123L-D18.0T ZGM-3143L-D18.0T
20 20 45 100 2 4 ZGM-3123K-D20.0T ZGM-3143K-D20.0T
20 20 55 150 2 4 ZGM-3123L-D20.0T ZGM-3143L-D20.0T

EAXRT (mm) Rz RS
Basic dimensions The number of teeth Order number
TiT e I s

D d(h6) H L Twoedzﬁejsjgcirnumber Fouredzgzj;zi;le?number

1 4 3 50 2 4 ZGM-3123K-D1.0ST ZGM-3143K-D1.0ST e
1.5 4 4 50 2 4 ZGM-3123K-D1.5ST ZGM-3143K-D1.5ST

2 4 6 50 2 4 ZGM-3123K-D2.0ST ZGM-3143K-D2.0ST e
2.5 4 8 50 2 4 ZGM-3123K-D2.5ST ZGM-3143K-D2.5ST

3 4 8 50 2 4 ZGM-3123K-D3.0ST ZGM-3143K-D3.0ST e
3.5 4 10 50 2 4 ZGM-3123K-D3.5ST ZGM-3143K-D3.5ST

4 4 11 50 2 4 ZGM-3123K-D4.0ST e ZGM-3143K-D4.0ST o
4 4 15 75 2 4 ZGM-3123K-D4.0ST ZGM-3143K-D4.0ST

1 6 3 50 2 4 ZGM-3123K-D1.0T ZGM-3143K-D1.0T

1.5 6 4 50 2 4 ZGM-3123K-D1.5T ZGM-3143K-D1.5T

2 6 6 50 2 4 ZGM-3123K-D2.0T ZGM-3143K-D2.0T

2.5 6 8 50 2 4 ZGM-3123K-D2.5T ZGM-3143K-D2.5T

3 6 8 50 2 4 ZGM-3123K-D3.0T ZGM-3143K-D3.0T

3.5 6 10 50 2 4 ZGM-3123K-D3.5T ZGM-3143K-D3.5T

4 6 1" 50 2 4 ZGM-3123K-D4.0ST ZGM-3143K-D4.0ST

4 6 15 75 2 4 ZGM-3123K-D4.0T ZGM-3143K-D4.0T

5 6 13 50 2 4 ZGM-3123K-D5.0ST ZGM-3143K-D5.0ST

5 6 20 60 2 4 ZGM-3123K-D5.0ST ZGM-3143K-D5.0ST

6 6 16 50 2 4 ZGM-3123K-D6.0T e ZGM-3143K-D6.0T °
6 6 20 75 2 4 ZGM-3123K-D6.0T ZGM-3143K-D6.0T

6 6 20 100 2 4 ZGM-3123K-D6.0T ZGM-3143K-D6.0T

8 8 20 60 2 4 ZGM-3123K-D8.0T ZGM-3143K-D8.0T

8 8 25 75 2 4 ZGM-3123K-D8.0T e ZGM-3143K-D8.0T °

*NBBEF. W, EEMBBIRTIIHE,

The” @ “specifications are standing stock. In addition, other specifications can be customized.

CNBBES. I, HEMBBIRTITMH.

The “ ®”specifications are standing stock. In addition, other specifications can be customized.

series

ZGM RIES
ZGM Suitable

WD TiRhE AR EHES Q&S
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
RER, EER . N N N
R W BREM | Pre hardened steel hardened steel AEN HURBHY® | IET | 86 AEE | MAERE
carbon steel | Alloy steel 2 stainless steel | Castiron copper | aluminium titanium | heat-resisting
“40HRC | “50HRC nodular castiron | gjjoy alloy alloy alloy
o (€]

ZGM RIIES

ZGM Suitable
series

W0 LA RNE B &R EBES O ES
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
BN, FER
BEN B2R | Prehardened steel hardencd steel | REH FURBHS | @68 |85 %nee | WHsE
carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting
“40HRC | 50HRC nodular castiron | gjjoy alloy alloy alloy
o o




BHHRyEJ]—ZGM

Straight shank R end milling

1T =
ke
Order number

HEARY (mm)

The number of teeth

Basic dimensions

o o
D(h9 R d(he) H L o e o o st g
8 05 8 25 100 2 4 ZGM-3423L-D8.0T-R0.5 ZGM-3443L-D8.0T-R0.5
8 1.0 8 25 100 2 4 ZGM-3423L-D8.0T-R1.0 ZGM-3443L-D8. 0T-R1.0
. 10 05 10 25 75 2 4 ZGM-3423K-D10.0T-R0.5 ZGM-3443K-D10.0T-R0.5
“gih nnie {g 10 1.0 10 25 75 2 4 ZGM-3423K-D10.0T-R1.0 ZGM-3443K-D10.0T-R1.0
s Y 10 20 10 25 75 2 4 ZGM-3423K-D10.0T-R2.0 ZGM-3443K-D10.0T-R2.0
10 05 10 30 100 2 4 ZGM-3423L-D10.0T-R0.5 ZGM-3443L-D10.0T-R0.5
10 1.0 10 30 100 2 4 ZGM-3423L-D10.0T-R1.0 ZGM-3443L-D10.0T-R1.0
10 2.0 10 30 100 2 4 ZGM-3423L-D10.0T-R2.0 ZGM-3443L-D10.0T-R2.0
Basic dimensions Tiie mumier e et Order number 12 05 12 32 75 2 4 ZGM-3423K-D12.0T-R0.5 ZGM-3443K-D12.0T-R0.5
D R+0.02 d(he) H . Twoed;ﬁfgﬁnumber Fouredzzgiiumber 12 1.0 12 32 75 2 4 ZGM-3423K-D12.0T-R1.0 ZGM-3443K-D12.0T-R1.0
14 05 14 35 75 2 4 ZGM-3423K-D14.0T-R0.5 ZGM-3443K-D14.0T-R0.5
! 0.2 4 8 50 2 4  ZGM-3423K-D1.0ST-R0.2  ZGM-3443K-D1.0ST-R0.2 14 1.0 14 35 75 2 4 ZGM-3423K-D14.0T-R1.0 ZGM-3443K-D14.0T-R1.0
2 02 4 6 %0 2 B N 16 10 16 45 100 2 4 ZGM-3423K-D16.0T-R1.0 ZGM-3443K-D16.0T-R1.0
3 0.2 4 8 %0 2 4 _ZGM-3423K-D3.0ST-R0.2 _ZGM-3443K-D3.0ST-RO.2 16 20 16 45 100 2 4 ZGM-3423K-D16.0T-R2.0 ZGM-3443K-D16.0T-R2.0
3 0-5 4 8 50 2 4 e 16 30 16 45 100 2 4 ZGM-3423K-D16.0T-R3.0 ZGM-3443K-D16.0T-R3.0
4 03 4 " ° § 4 £GM-3423K-D4.0T-RO.3 £GM-3443K-D4.0T-RO.3 ¢ 16 1.0 16 50 150 2 4 ZGM-3423L-D16.0T-R1.0 ZGM-3443L-D16.0T-R1.0
& 0.5 i Y 2 & ZENS 2D U= ZESAEDS IR 16 20 16 50 150 2 4 ZGM-3423L-D16.0T-R2.0 ZGM-3443L-D16.0T-R2.0
! 02 8 50 2 ZGM-3423K-D1.0T-R0.2 ZGM-3443K-D1.0T-R0.2 16 3.0 16 50 150 2 4 ZGM-3423L-D16.0T-R3.0 ZGM-3443L-D16.0T-R3.0
2 0.2 J J 50 2 4 ZGM-3423K-D2.0T-R0.2 ZGM-3443K-D2.0T-R0.2 18 1.0 18 45 100 2 4 ZGM-3423K-D18.0T-R1.0 ZGM-3443K-D18.0T-R1.0
3 0.2 6 8 50 2 4 ZGM-3423K-D3.0T-R0.2 ZGM-3443K-D3.0T-R0.2 18 2.0 18 45 100 2 4 ZGM-3423K-D18.0T-R2.0 ZGM-3443K-D18.0T-R2.0
4 0.3 6 11 50 2 4 ZGM-3423K-D4.0ST-R0.3  ZGM-3443K-D4.0ST-R0.3 20 1.0 20 45 100 2 4 ZGM-3423K-D20.0T-R1.0 ZGM-3443K-D20.0T-R1.0
4 0.5 6 " 50 2 4 ZGM-3423K-D4.0ST-R0.5 ~ ZGM-3443K-D4.0ST-R0.5 20 20 20 45 100 2 4 ZGM-3423K-D20.0T-R2.0 ZGM-3443K-D20.0T-R2.0
5 0.5 6 13 50 2 4 ZGM-3423K-D5.0T-R0.5 ZGM-3443K-D5.0T-R0.5 20 3.0 20 45 100 2 4 ZGM-3423K-D20.0T-R3.0 ZGM-3443K-D20.0T-R3.0
5 1.0 6 13 50 2 4 ZGM-3423K-D5.0T-R1.0 ZGM-3443K-D5.0T-R1.0 20 1.0 20 55 150 2 4 ZGM-3423L-D20.0T-R1.0 ZGM-3443L-D20.0T-R1.0
6 0.3 6 16 50 2 4 ZGM-3423K-D6.0T-R0.3 ZGM-3443K-D6.0T-R0.3 » 20 2.0 20 55 150 2 4 ZGM-3423L-D20.0T-R2.0 ZGM-3443L-D20.0T-R2.0
6 0.5 6 16 50 2 4 ZGM-3423K-D6.0T-R0.5 ZGM-3443K-D6.0T-R0.5 20 3.0 20 55 150 2 4 ZGM-3423L-D20.0T-R3.0 ZPM-34431-D20.0T-R3.0
6 1.0 6 16 50 2 4 ZGM-3423K-D6.0T-R1.0 ZGM-3443K-D6.0T-R1.0
6 0.5 6 20 75 2 4 ZGM-3423L-D6.0T-R0.5 ZGM-3443L-D6.0T-R0.5
6 1.0 6 20 75 2 4 ZGM-3423L-D6.0T-R1.0 ZGM-3443L-D6.0T-R1.0
0.3 8 20 60 2 4 ZGM-3423K-D8.0T-R0.3 ZGM-3443K-D8.0T-R0.3 e
8 0.5 8 20 60 2 4 ZGM-3423K-D8.0T-R0.5 ZGM-3443K-D8.0T-R0.5
8 1.0 8 20 60 2 4 ZGM-3423K-D8.0T-R1.0 ZGM-3443K-D8.0T-R1.0
8 0.5 8 25 75 2 4 ZGM-3423Z-D8.0T-R0.5 ZGM-3443Z-D8.0T-R0.5
8 1.0 8 25 75 2 4 ZGM-3423Z-D8.0T-R1.0 ZGM-3443Z-D8.0T-R1.0

e NERER., I, EUMRtIR(TiI4l. The “eo”’specifications are standing stock. In addition, other specifications can be customized. e NBEER. I, EUMBBTRITITHl. The “ @ specifications are standing stock. In addition, other specifications can be customized.

RNTHRERR FRES 08 WNTHRIEAR FRES o oEs
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fitas a pudding for a friar’ s mouth appropriate
ZGM RIIES MEW. FEEM ZGM RINES BN, FEN ; _
ZGM Suitable WmEN BEN | Pre harderjl\ed steel,hardened steel REN GHINBHY® | 6% | 85 HKES [ingr k= ZGM Suitable AN S EM| | Pre hardened steel,hardened steel AZ(%%X ﬁiﬁff*%ﬁﬁ WEE 85 HKe® MAEE
series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel |— ~ stainless steel | Castiron copper | aluminium titanium | heat-resisting
“AHRC |"50MRC nodular castiron | alloy alloy alloy alloy 40HRC [“50HRC nodularcastiron | gjjoy alloy alloy alloy
o o (€] (<]




BERBkLEE ] —ZGM TS
Stralght shank ball end m||||ng . Basic dimensions The number of teeth Order number
N RS
D R d (h6) H L Twoedzﬁe?;]r-iﬁumber Fouredgggg\le?number
14 7.0 14 28 75 2 4 ZGM-3323-R7.0T ZGM-3343-R7.0T
- o 14 7.0 14 28 100 2 4 ZGM-3323L-R7.0T ZGM-3343L-R7.0T
16 8.0 16 32 100 2 4 ZGM-3323-R8.0T ZGM-3343-R8.0T
16 8.0 16 32 150 2 4 ZGM-3323L-R8.0T ZGM-3343L-R8.0T
‘ ‘ 18 9.0 18 36 100 2 4 ZGM-3323-R9.0T ZGM-3343-R9.0T
18 9.0 18 36 150 4 ZGM-3323L-R9.0T ZGM-3343L-R9.0T
20 10.0 20 40 100 4 ZGM-3323-R10.0T ZGM-3343-R10.0T
= 20 10.0 20 40 150 2 4 ZGM-3323L-R10.0T ZGM-3343L-R10.0T

Nz

5

=)

The number of teeth Order number

Basic dimensions

TS e
D R d (h6) H L Two edzﬁe)sjgti}?_number Four ede?:rdme?number
1 0.5 4 2 50 2 4 ZGM-3323-R0.5ST ZGM-3343-R0.5ST
1.5 1.75 4 3 50 2 4 ZGM-3323-R0.75ST ZGM-3443-R0.75ST
2 1.0 4 4 50 2 4 ZGM-3323-R1.0ST . ZGM-3443-R1.0ST
2.5 1.25 4 5 50 2 4 ZGM-3323-R1.25ST ZGM-3443-R1.25ST
3 1.5 4 6 50 2 4 ZGM-3323-R1.58T ZGM-3443-R1.58T
4 2.0 4 8 50 2 4 ZGM-3323-R2.0ST . ZGM-3443-R2.0ST
3.5 1.75 4 7 50 2 4 ZGM-3323-R1.75ST ZGM-3443-R1.75ST
1 0.5 6 2 50 2 4 ZGM-3323-R0.5T ZGM-3443-R0.5T
1.5 1.75 6 3 50 2 4 ZGM-3323-R0.75T ZGM-3443-R0.75T
2 1.0 6 4 50 2 4 ZGM-3323-R1.0T ZGM-3443-R1.0T
2.5 1.25 6 5 50 2 4 ZGM-3323-R1.25T ZGM-3443-R1.25T
3 1.5 6 6 50 2 4 ZGM-3323-R1.5T ZGM-3443-R1.5T
3.5 1.75 6 7 50 2 4 ZGM-3323-R1.75T ZGM-3443-R1.75T
4 2.0 6 8 50 2 4 ZGM-3323-R2.0T ZGM-3443-R2.0T

5 2.5 6 10 50 2 4 ZGM-3323-R2.5T ZGM-3443-R2.5T

6 3.0 6 12 50 2 4 ZGM-3323-R3.0T . ZGM-3443-R3.0T

6 3.0 6 12 75 2 4 ZGM-3323L-R3.0T ZGM-3343L-R3.0T
8 4.0 8 16 60 2 4 ZGM-3323-R4.0T . ZGM-3343-R4.0T

8 4.0 8 16 75 2 4 ZGM-3323Z-R4.0T ZGM-3343Z-R4.0T
8 4.0 8 16 100 2 4 ZGM-3323L-R4.0T ZGM-3343L-R4.0T
10 5.0 10 20 75 2 4 ZGM-3323-R5.0T . ZGM-3343-R5.0T
10 5.0 10 20 100 2 4 ZGM-3323L-R5.0T ZGM-3343L-R5.0T
12 6.0 12 24 75 2 4 ZGM-3323-R6.0T . ZGM-3443-R6.0T
12 6.0 12 24 100 2 4 ZGM-3323L-R6.0T ZGM-3443L-R6.0T

CNEEESF. WH, HEMBBISRTIIH,

The “e®”specifications are standing stock. In addition, other specifications can be customized.

CAREESL. I, HEMBBIRITIIM.

The “e®”specifications are standing stock. In addition, other specifications can be customized.

BT RIER R FRES . O BN ITARERR FRES 0 Es
Test sheet for processed material fitas a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZGM RIUES MR, A ; - ZGM RIES RN, R
26 Suitable WERW SN | Prehardened steel,hardened steel | NI zﬁ%fiﬁﬁﬁ Wwes |#Bo: |Ho% | WASE ZoMsuitable| RN BN | Prehardened steel,hardened steel THEN FUMBEY | @O | 8O KREE | MASE
series carbon steel | Alloy steel | — — stainless steel e tiron | COPPET aluminium titanium | heat-resisting series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium| heat-resisting
40HRC |“50HRC alloy alloy alloy alloy “40HRC |“50HRC nodular castiron | gjjoy alloy alloy alloy
Q €] ©
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REAIE , BRUESTIRIEIERE.

BEWRELIZHT]—ZPM

Straight shank flat end milling

papai=t
1RhER

D=4 45°
D<4 35°

EARYT (mm) v RS
Basic dimensions The number of teeth Order number
TiTIER DT e =

D d (h6) H L Two ed?e)sjgjr-d&:-rgnumber Four edzzz];dme?number

1 4 3 50 2 4 ZPM-3123K-D1.0ST ZPM-3143K-D1.0ST e
1.5 4 4 50 2 4 ZPM-3123K-D1.5ST ZPM-3143K-D1.5ST

2 4 6 50 2 4 ZPM-3123K-D2.0ST ZPM-3143K-D2.0ST e
2.5 4 8 50 2 4 ZPM-3123K-D2. 5ST ZPM-3143K-D2.5ST

3 4 8 50 2 4 ZPM-3123K-D3. 0ST ZPM-3143K-D3.0ST
3.5 4 10 50 2 4 ZPM-3123K-D3. 5ST ZPM-3143K-D3.5ST

4 4 1 50 2 4 ZPM-3123K-D4.0ST ZPM-3143K-D4.0ST e
4 4 15 75 2 4 ZPM-3123L-D4. 0ST ZPM-3143L-D4.0ST

1 6 3 50 2 4 ZPM-3123K-D1.0T ZPM-3143K-D1.0T

1.5 6 4 50 2 4 ZPM-3123K-D1.5T ZPM-3143K-D1.5T

2 6 6 50 2 4 ZPM-3123K-D2.0T ZPM-3143K-D2.0T
2.5 6 8 50 2 4 ZPM-3123K-D2.5T ZPM-3143K-D2.5T

3 8 50 2 ZPM-3123K-D3.0T ZPM-3143K-D3.0T

3.5 6 10 50 2 4 ZPM-3123K-D3. 5T ZPM-3143K-D3.5T

4 6 11 50 2 4 ZPM-3123K-D4. 0ST ZPM-3143K-D4.0ST

4 6 16 60 2 4 ZPM-3123Z-D4.0T ZPM-3143Z-D4.0T

4 6 15 75 2 4 ZPM-3123L-D4.0T ZPM-3143L-D4.0T

5 6 13 50 2 4 ZPM-3123K-D5. 0ST ZPM-3143K-D5. 0ST

5 6 20 60 2 4 ZPM-3123Z-D5. 0ST ZPM-3143Z-D5. 0ST

6 6 16 50 2 4 ZPM-3123K-D6. 0T e ZPM-3143K-D6. 0T e
6 6 20 75 2 4 ZPM-3123L-D6. 0T ZPM-3143L-D6. 0T

6 6 20 100 2 4 ZPM-3123M-D6. 0T ZPM-3143M-D6. 0T

8 8 20 60 2 4 ZPM-3123K-D8. 0T e ZPM-3143K-D8. 0T e
8 8 25 7% 2 4 ZPM-3123Z-D8.0T ZPM-3143Z-D8.0T

CNBEES. I, HEMBEISITIIH,

The “e®”specifications are standing stock. In addition, other specifications can be customized.

WINTHRIERR FEBES (¥
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZGM RIES TR, R
2GM Suitable WEW SN Pre hardened steel,hardened steel REM ﬁﬁﬂz%ﬁ%‘k es | B8 REE | MAEE
series carbonsteel | Alloy steel | — — stainless steel | Castiron ) copper | aluminium titanium| heat-resisting
40HRC | 50HRC nodular castiron | gjjoy alloy alloy alloy
© ©




ARk JJ—ZPM

oS3 VA UgEsS
The number of teeth Order number

Basic dimensions

Straight shank R end milling

- U

D d (h6) H L Twoed?;?:]r—dﬁ:?_number Fouredzz.:)];{jle?number

8 8 25 100 2 4 ZPM-3123L-D8.0T ZPM-3143L-D8.0T

10 10 25 75 2 4 ZPM-3123K-D10.0T ® ZPM-3143K-D10.0T e

10 10 30 100 2 4 ZPM-3123L-D10.0T ZPM-3143L-D10.0T

12 12 30 75 2 4 ZPM-3123K-D12.0T ® ZPM-3143K-D12.0T e

12 12 35 100 2 4 ZPM-3123L-D12.0T ZPM-3143L-D12.0T

14 14 32 75 2 4 ZPM-3123K-D14.0T ZPM-3143K-D14.0T

14 14 40 100 2 4 ZPM-3123L-D14.0T ZPM-3143L-D14.0T

16 16 45 100 2 4 ZPM-3123K-D16.0T ZPM-3143K-D16.0T

16 16 50 150 2 4 ZPM-3123L-D16.0T ZPM-3143L-D16.0T iTEe

18 18 45 100 2 4 ZPM-3123K-D18.0T ZPM-3143K-D18.0T Basic dimensions The number of teeth Order number

— R

18 18 55 150 2 4 ZPM-3123L-D18.0T ZPM-3143L-D18.0T D RL0.02 d (h6) H L Twoed?fsjg—c%::\umber Fourecjgzggqe?number

20 20 45 100 2 4 ZPM-3123K-D20.0T ZPM-3143K-D20.0T
1 0.2 4 3 50 2 4 ZPM-3423K-D1.0ST-R0.2 ~ ZPM-3443K-D1.0ST-R0.2

20 20 % 150 2 4 ZPN-3123L-D20.07 ZPM-3143L-D20.0T 2 0.2 4 6 50 2 4 ZPM-3423K-D2.0ST-R0.2  ZPM-3443K-D2.0ST-R0.2
3 0.2 4 8 50 2 4 ZPM-3423K-D3.0ST-R0.2 ~ ZPM-3443K-D3.0ST-R0.2
3 0.5 4 8 50 2 4 ZPM-3423K-D3.0ST-R0.5  ZPM-3443K-D3.0ST-R0.5
4 0.3 4 11 50 2 4 ZPM-3423K-D4.0T-R0.3 ZPM-3443K-D4.0T-R0.3 ®
4 0.5 4 11 50 2 4 ZPM-3423K-D4.0T-R0.5 ZPM-3443K-D4.0T-R0.5
1 0.2 6 3 50 2 4 ZPM-3423K-D1.0T-R0.2 ZPM-3443K-D1.0T-R0.2
2 0.2 6 6 50 2 4 ZPM-3423K-D2.0T-R0.2 ZPM-3443K-D2.0T-R0.2
3 0.2 6 8 50 2 4 ZPM-3423K-D3.0T-R0.2 ZPM-3443K-D3.0T-R0.2
4 0.3 6 1 50 2 4 ZPM-3423K-D4.0ST-R0.3  ZPM-3443K-D4.0ST-R0.3
4 0.5 6 11 50 2 4 ZPM-3423K-D4.0ST-R0.5  ZPM-3443K-D4.0ST-R0.5
5 0.5 6 13 50 2 4 ZPM-3423K-D5.0T-R0.5 ZPM-3443K-D5.0T-R0.5
5 1.0 6 13 50 2 4 ZPM-3423K-D5.0T-R1.0 ZPM-3443K-D5.0T-R1.0
6 0.3 6 16 50 ZPM-3423K-D6.0T-R0.3 ZPM-3443K-D6.0T-R0.3 e
6 0.5 6 16 50 2 4 ZPM-3423K-D6.0T-R0.5 ZPM-3443K-D6.0T-R0.5
6 1.0 6 16 50 2 4 ZPM-3423K-D6.0T-R1.0 ZPM-3443K-D6.0T-R1.0
6 0.5 6 20 75 2 4 ZPM-3423L-D6.0T-R0.5 ZPM-3443L-D6.0T-R0.5
6 1.0 6 20 75 2 4 ZPM-3423L-D6.0T-R1.0 ZPM-3443L-D6.0T-R1.0
8 0.3 8 20 60 2 4 ZPM-3423K-D8.0T-R0.3 ZPM-3443K-D8.0T-R0.3
8 0.5 8 20 60 2 4 ZPM-3423K-D8.0T-R0.5 ZPM-3443K-D8.0T-R0.5
8 1.0 8 20 60 2 4 ZPM-3423K-D8.0T-R1.0 ZPM-3443K-D8.0T-R1.0
8 0.5 8 25 75 2 4 ZPM-3423Z-D8.0T-R0.5 ZPM-3443Z-D8.0T-R0.5
8 10 s 25 75 2 4 ZPM-3423Z-D8.0T-R1.0 ZPM-3443Z-D8.0T-R1.0
8 0.5 8 25 100 2 4 ZPM-3423L-D8.0T-R0.5 ZPM-3443L-D8.0T-R0.5

*NEBESR. I, HEMBBIRITITH. The “ o specifications are standing stock. In addition, other specifications can be customized. e NEZEHB. WA, HEEMBBITRITITH. The “e’specifications are standing stock. In addition, other specifications can be customized.

BNINERE ERES QiE8 BNIRERR ERES 0Es
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZPM RIES LW, FEN _ ZGM RINES BN, FEN
ZPM Suitable RN BN | Pre hardened steel,hardened steel N FHRREBEHK | @6F | 88 HREE | MAsE 2GM Suitable HEW BEM | Prehardened steel,hardened steel TEN |FURRBHY® | 6% |85 HNER | Mmss
series carbon steel | Alloy steel | — — stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium| titanium | heat-resisting
40HRC |“50HRC nodular castiron | g|joy alloy alloy alloy "40HRC |“50HRC | “55HRC nodular castiron | gfjoy alloy alloy alloy
° ° [ [ [ [




Btk J]—ZPM

Straight shank ball end milling

EAXRT (mm) m#z
Basic dimensions The number of teeth Order number
ST TR

D R%+0.02 d (h6) H L Twoed?;jsjgcﬁrnumber Fouredzzgdme?number
8 1.0 8 25 100 2 4 ZPM-3423L-D8.0T-R1.0 ZPM-3443L-D8.0T-R1.0
10 0.5 10 25 75 2 4 ZPM-3423K-D10.0T-R0.5 ZPM-3443K-D10.0T-R0.5
10 1.0 10 25 75 2 4 ZPM-3423K-D10.0T-R1.0 ZPM-3443K-D10.0T-R1.0
10 2.0 10 25 75 2 4 ZPM-3423K-D10.0T-R2.0 ZPM-3443K-D10.0T-R2.0
10 0.5 10 30 100 2 4 ZPM-3423L-D10.0T-R0.5  ZPM-3443L-D10.0T-R0.5
10 1.0 10 30 100 2 4 ZPM-3423L-D10.0T-R1.0 ZPM-34431L-D10.0T-R1.0
10 2.0 10 30 100 2 4 ZPM-3423L-D10.0T-R2.0 ZPM-3443L-D10.0T-R2.0
12 0.5 12 30 75 2 4 ZPM-3423K-D12.0T-R0.5 ZPM-3443K-D12.0T-R0.5 e
12 1.0 12 30 75 2 4 ZPM-3423K-D12.0T-R1.0 ZPM-3443K-D12.0T-R1.0
14 0.5 14 35 75 2 4 ZPM-3423K-D14.0T-R0.5 ZPM-3443K-D14.0T-R0.5
14 1.0 14 35 75 2 4 ZPM-3423K-D14.0T-R1.0 ZPM-3443K-D14.0T-R1.0
16 1.0 16 45 100 2 4 ZPM-3423K-D16.0T-R1.0 ZPM-3443K-D16.0T-R1.0
16 1.0 16 45 100 2 4 ZPM-3423K-D16.0T-R2.0 ZPM-3443K-D16.0T-R2.0
16 2.0 16 45 100 2 4 ZPM-3423K-D16.0T-R3.0 ZPM-3443K-D16.0T-R3.0
16 1.0 16 50 150 2 ZPM-3423L-D16.0T-R1.0 ZPM-3443L-D16.0T-R1.0
16 2.0 16 50 150 2 4 ZPM-3423L-D16.0T-R2.0 ZPM-3443L-D16.0T-R2.0
16 3.0 16 50 150 2 4 ZPM-3423L-D16.0T-R3.0 ZPM-3443L-D16.0T-R3.0
18 1.0 18 45 100 2 4 ZPM-3423K-D18.0T-R1.0 ZPM-3443K-D18.0T-R1.0
18 2.0 18 45 100 2 4 ZPM-3423K-D18.0T-R2.0 ZPM-3443K-D18.0T-R2.0
20 1.0 20 45 100 2 4 ZPM-3423K-D20.0T-R1.0 ZPM-3443K-D20.0T-R1.0
20 2.0 20 45 100 2 4 ZPM-3423K-D20.0T-R2.0 ZPM-3443K-D20.0T-R2.0
20 3.0 20 45 100 2 4 ZPM-3423K-D20.0T-R3.0 ZPM-3443K-D20.0T-R3.0
20 1.0 20 55 150 2 4 ZPM-3423L-D20.0T-R1.0 ZPM-3443L-D20.0T-R1.0
20 2.0 20 55 150 2 4 ZPM-3423L-D20.0T-R2.0 ZPM-3443L-D20.0T-R2.0
20 3.0 20 55 150 2 4 ZPM-3423L-D20.0T-R3.0 ZPM-3443L-D20.0T-R3.0

| v
Basic dimensions The number of teeth Order number
= ST e
D R d (h6) H L Twoed?;)sj;roiﬁ\umber Fouredejzggtranumber
1 0.5 4 2 50 2 4 ZPM-3323-R0.5ST e ZPM-3343-R0.5ST
1.5 1.75 4 3 50 2 4 ZPM-3323-R0.75ST ZPM-3443-R0.75ST
2 1.0 4 4 50 2 4 ZPM-3323-R1.0ST e ZPM-3443-R1.0ST
2.8 1.25 4 5) 50 2 4 ZPM-3323-R1.25ST ZPM-3443-R1.25ST
3 1.5 4 6 50 2 4 ZPM-3323-R1.5ST ZPM-3443-R1.5ST
4 2.0 4 50 2 4 ZPM-3323-R2.0ST e ZPM-3443-R2.0ST
3.5 1.75 4 7 50 2 4 ZPM-3323-R1.758T ZPM-3443-R1.75ST
1 0.5 6 2 50 2 4 ZPM-3323-R0.5T ZPM-3443-R0.5T
1.5 1.75 6 3 50 2 4 ZPM-3323-R0.75T ZPM-3443-R0.75T
2 1.0 6 4 50 2 4 ZPM-3323-R1.0T ZPM-3443-R1.0T
2.5 1.25 6 5 50 2 4 ZPM-3323-R1.25T ZPM-3443-R1.25T
& 1.5 6 6 50 2 4 ZPM-3323-R1.5T ZPM-3443-R1.5T
3.5 1.75 6 7 50 2 4 ZPM-3323-R1.75T ZPM-3443-R1.75T
4 2.0 6 8 50 2 4 ZPM-3323-R2.0T ZPM-3443-R2.0T
5 2.5 6 10 50 2 4 ZPM-3323-R2.5T ZPM-3443-R2.5T
6 3.0 6 12 50 2 4 ZPM-3323-R3.0T ° ZPM-3443-R3.0T
6 3.0 6 12 75 2 4 ZPM-3323L-R3.0T ZPM-3343L-R3.0T
8 4.0 8 16 60 2 4 ZPM-3323-R4.0T ° ZPM-3343-R4.0T
8 4.0 8 16 75 2 4 ZPM-3323Z-R4.0T ZPM-3343Z-R4.0T
8 4.0 8 16 100 2 4 ZPM-3323L-R4.0T ZPM-3343L-R4.0T
10 5.0 10 20 75 ZPM-3323-R5.0T ° ZPM-3343-R5.0T
10 5.0 10 20 100 ZPM-3323L-R5.0T ZPM-3343L-R5.0T
12 6.0 12 24 75 2 4 ZPM-3323-R6.0T ° ZPM-3343-R6.0T

o NEEESR. AN, ETMBIBIRITITHl. The “e’specifications are standing stock. In addition, other specifications can be customized. O NERER. WA, ETEMBEHTRIT1T6E. The “e’specifications are standing stock. In addition, other specifications can be customized.

BN THRERR FRES 0 &S BN THRNERR FRES o 0Es
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZGM RIES BN, HEN ZGM RINES " AWM. N .
ZGM Suitab|: mEN BTN | Pre harderj\ed steel,hardened steel AEN HUHIRBHY | W | 86 =k MREE ZGM Suitable WEW =5 Pre hardened steel,hardened steel .K%%%X %ﬁﬂ%ﬁ%‘k AEH 88 KEET | MASE
series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel | — — stainless steel | Castiron copper | aluminium| titanium | heat-resisting
“40HRC | “50HRC | “55HRC nodular castiron | gjjoy alloy alloy alloy 40HRC | 'S0HRC nodular castiron | alloy alloy alloy alloy
(] o (] (€] o (€]
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GREAT WALL
SREATWALL

HEARY ( mm)

Basic dimensions

ta¥z KRS
The number of teeth Order number

TS 07T
D R d (h6) H L Twoed?;jsjgjr-dme:lumber Fourede)zgrdmernumber
12 6.0 12 24 100 2 4 ZPM-3323L-R6.0T ZPM-3343L-R6.0T
14 7.0 14 28 75 2 4 ZPM-3323-R7.0T ZPM-3343-R7.0T

14 7.0 14 28 100 2 4 ZPM-3323L-R7.0T ZPM-3343L-R7.0T
16 8.0 16 32 100 2 4 ZPM-3323-R8.0T ZGM-3343-R8.0T

16 8.0 16 32 150 2 4 ZPM-3323L-R8.0T ZGM-3343L-R8.0T
18 9.0 18 36 100 2 4 ZPM-3323-R9.0T ZPM-3343-R9.0T

18 9.0 18 36 150 2 4 ZPM-3323L-R9.0T ZPM-3343L-R9.0T

20 10.0 20 40 100 2 4 ZPM-3323-R10.0T ZPM-3343-R10.0T
20 10.0 20 40 150 2 4 ZPM-3323L-R10.0T ZPM-3343L-R10.0T

CANREES. IS, HEMBHRIRTIIH.

The “e’specifications are standing stock. In addition, other specifications can be customized.
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BT —ZSM

T =

15°
Straight shank flat end milling alk 1y ] 5
L
S ©
Lpapal=t
drds) NNRE A
D>4 38/41° D>12.0~0.03
D<4 35° D <12.0~0.02 ‘ ‘ 4'
EAXRT (mm) AL RS

Basic dimensions The number of teeth

D d(h6) H L

RWDITHES

Two edges order number

Order number

mIT RS
Four edges order number

ZSM-3123K-D1.0ST

ZSM-3143K-D1.0ST

ZSM-3123K-D1.5ST

ZSM-3143K-D1.5ST

ZSM-3123K-D2.0ST

ZSM-3143K-D2.0ST

ZSM-3123K-D2.5ST

ZSM-3143K-D2.58ST

ZSM-3123K-D3.0ST

ZSM-3143K-D3.0ST

ZSM-3123K-D3.5ST

ZSM-3143K-D3.58T

ZSM-3123K-D4.0ST

ZSM-3143K-D4.0ST

ZSM-3123L-D4.0ST

ZSM-3143L-D4.0ST

ZSM-3123K-D1.0T

ZSM-3143K-D1.0T

ZSM-3123K-D1.5T

ZSM-3143K-D1.5T

ZSM-3123K-D2.0T

ZSM-3143K-D2.0T

ZSM-3123K-D2.5T

ZSM-3143K-D2.5T

ZSM-3123K-D3.0T

ZSM-3143K-D3.0T

ZSM-3123K-D3.5T

ZSM-3143K-D3.5T

ZSM-3123K-D4.0ST

ZSM-3143K-D4.0ST

ZSM-3123Z-D4.0T

ZSM-3143Z-D4.0T

ZSM-3123L-D4.0T

ZSM-3143L-D4.0T

ZSM-3123K-D5.0ST

ZSM-3143K-D5.0ST

ZSM-3123Z-D5.0ST

ZSM-3143Z-D5.0ST

ZSM-3123K-D6.0T

ZSM-3143K-D6.0T

ZSM-3123L-D6.0T

ZSM-3143L-D6.0T

ZSM-3123M-D6.0T

ZSM-3143M-D6.0T

ZSM-3123K-D8.0T

ZSM-3143K-D8.0T

1 4 3 50 2 4
1.5 4 4 50 2 4
2 4 6 50 2 4
2.5 4 8 50 2 4
3 4 8 50 2 4
3.5 4 10 50 2 4
4 4 11 50 2 4
4 4 15 75 2 4
1 6 3 50 2 4
1.5 6 4 50 2 4
2 6 6 50 2 4
2.5 6 8 50 2 4
3 6 8 50 2 4
3.5 6 10 50 2 4
4 6 11 50 2 4
4 6 16 60 2 4
4 6 15 75 2 4
5 6 13 50 2 4
5 6 20 60 2 4
6 6 16 50 2 4
6 6 20 75 2 4
6 6 20 100 2 4
8 8 20 60 2 4
8 8 25 75 2 4

ZSM-3123Z-D8.0T

ZSM-3143Z-D8.0T

Basic dimensions The number of teeth Order number
TIiT 4 71T RS

D dhe) H L G . SRS L
8 8 25 100 2 4 ZSM-3123L-D8.0T ZSM-3143L-D8.0T
10 10 25 75 2 4 ZSM-3123K-D10.0T e ZSM-3143K-D10.0T
10 10 30 100 2 4 ZSM-3123L-D10. 0T ZSM-3143L-D10. 0T
12 12 30 75 2 4 ZSM-3123K-D12.0T ZSM-3143K-D12.0T
12 12 35 100 2 4 ZSM-3123L-D12.0T ZSM-3143L-D12.0T
14 14 32 75 2 4 ZSM-3123K-D14.0T ZSM-3143K-D14.0T
14 14 40 100 2 4 ZSM-3123L-D14.0T ZSM-3143L-D14.0T
16 16 45 100 2 4 ZSM-3123K-D16.0T ZSM-3143K-D16.0T
16 16 50 150 2 4 ZSM-3123L-D16.0T ZSM-3143L-D16.0T
18 18 45 100 2 4 ZSM-3123K-D18.0T ZSM-3143K-D18.0T
18 18 55 150 2 4 ZSM-3123L-D18.0T ZSM-3143L-D18.0T
20 20 45 100 2 4 ZSM-3123K-D20.0T ZSM-3143K-D20.0T
20 20 55 150 2 4 ZSM-3123L-D20.0T ZSM-3143L-D20.0T

CNBEES. WA, HEMBHLTIRITITH. The “ o specifications are standing stock. In addition, other specifications can be customized. o NERER. I, HEMBBIRITITHl. The “e’specifications are standing stock. In addition, other specifications can be customized.

BN IHREAR FRES O &t BNIMRERR FRES O EB
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZSM RIES RN, FEN ZSM AIES RBW. HEN
7SM Suitable WEN BSEN Pre hardened steel,hardened steel AEW %%W%%%‘k NeE: | 188 REE [ =k 7SM Suitable HEN BEN | Pre harde;ed steel,hardened steel REW FUMBHY | B6% | B8 He® mMAEE
series carbon steel | Alloy steel (— — — stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel | — - - stainless steel | Castiron copper | aluminium titanium | heat-resisting
40HRC |“50HRC | “55HRC nodular castiron | gjjoy alloy alloy alloy 40HRC |“50HRC | “55HRC nodular castiron | g|joy alloy alloy alloy
(€] (€] o o o o o (<)




BEHIYILL
ERR#1—ZSM

=g ST =
Nz RS
The number of teeth Order number

Basic dimensions

Straight shank R end milling

D R£0.02 d (h6) H L Two edges order number Four edges order number
8 1.0 8 25 100 2 4 ZSM-3423L-D8.0T-R1.0 ZSM-3443L-D8.0T-R1.0
10 0.5 10 25 75 2 4 ZSM-3423K-D10.0T-R0.5 ZSM-3443K-D10.0ST-R0.5
10 1.0 10 25 75 2 4 ZSM-3423K-D10.0T-R1.0 ZSM-3443K-D10.0T-R1.0
pu7 a
%’Eﬁ;‘ NNAE N 10 2.0 10 25 75 2 4 ZSM-3423K-D10.0T-R2.0 ZSM-3443K-D10.0T-R2.0
fa B2 5
Bi‘i 2{;/51' gizzz.%:%%sz N 3 4 d 10 0.5 10 30 100 2 4 ZSM-3423L-D10.0T-R0.5 ZSM-3443L-D10.0T-R0.5
10 1.0 10 30 100 2 4 ZSM-3423L-D10.0T-R1.0 ZSM-3443L-D10.0T-R1.0
10 2.0 10 30 100 2 4 ZSM-3423L-D10.0T-R2.0 ZSM-34431-D10.0T-R2.0
HEARY (mm) H#Z iTe 12 0.5 12 30 75 2 4 ZSM-3423K-D12.0T-R0.5 ZSM-3443K-D12.0T-R0.5
Basic dimensions The number ofiteeth Order number 12 1.0 12 30 75 2 4 ZSM-3423K-D12.0T-R1.0 ZSM-3443K-D12.0T-R1.0
PRI H mITHES 14 0.5 14 35 75 2 4 ZSM-3423K-D14.0T-R0.5 ZSM-3443K-D14.0T-R0.5
D R+£0.02 d (h6) H L Two edges order number Four edges order number
14 1.0 14 35 75 2 4 ZSM-3423K-D14.0T-R1.0 ZSM-3443K-D14.0T-R1.0
1 0.2 4 3 50 2 4 ZSM-3423K-D1.0ST-R0.2 ZSM-3443K-D1.0ST-R0.2
16 1.0 16 45 100 2 ZSM-3423K-D16.0T-R1.0 ZSM-3443K-D16.0T-R1.0
2 0.2 4 6 50 2 4 ZSM-3423K-D2.0ST-R0.2 ZSM-3443K-D2.0ST-R0.2
16 2.0 16 45 100 2 ZSM-3423K-D16.0T-R2.0 ZSM-3443K-D16.0T-R2.0
3 0,2 4 8 50 2 4 ZSM-3423K-D3.0ST-R0.2 ZSM-3443K-D3.0ST-R0.2
3 0.5 4 8 50 2 4 ZSM-3423K-D3.0ST-R0.5 ZSM-3443K-D3.0ST-R0.5 e el e e 1o Z & ZSM-3423K-D16.0T-R3.0 2 AP E T RS L
. 03 . » 50 5 . 79M-3423K-D4 0T-R0 3 7SM-3443K-D4.0T-R0.3 _® 16 1.0 16 50 150 2 4 ZSM-3423L-D16.0T-R1.0 ZSM-34431-D16.0T-R1.0
4 0.5 4 11 50 2 4 7ZSM-3423K-D4.0T-R0.5 ZSM-3443k-D4.0T-R0O.5 16 2.0 16 50 150 2 4 ZSM-3423L-D16.0T-R2.0 ZSM-3443L-D16.0T-R2.0
1 0.2 6 3 50 2 4 ZSM-3423K-D1.0T-R0.2 ZSM-3443K-D1.0T-R0.2 16 3.0 16 50 150 2 4 ZSM-3423L-D16.0T-R3.0 ZSM-3443L-D16.0T-R3.0
2 0.2 6 6 50 2 4 ZSM-3423K-D2.0T-R0.2 ZSM-3443K-D2.0T-R0.2 18 1.0 18 45 100 2 4 ZSM-3423K-D18.0T-R1.0 ZSM-3443K-D18.0T-R1.0
3 0-2 6 8 %0 2 4 ZSM-3423K-D3.0T-R0.2 Z5M-3443K-D3.0T-R0.2 18 2.0 18 45 100 2 4 ZSM-3423K-D18.0T-R2.0 ZSM-3443K-D18.0T-R2.0
4 0.3 6 11 50 2 4 ZSM-3423K-D4.0ST-R0.3 ZSM-3443K-D4.0ST-R0.3 T A T YCRRETT 5 2 S MR A D0 A ST ZSM-3243K-D20.0T-R1.0
4 0.5 6 11 50 2 4 ZSM-3423K-D4.0ST-R0.5 ZSM-3443K-D4.0ST-R0.5
20 2.0 20 45 100 2 4 ZSM-3423K-D20.0T-R2.0 ZSM-3443K-D20.0T-R2.0
5 05 6 138 %0 2 I LEM-SEle Se DL HELE 20 3.0 20 45 100 2 4 ZSM-3423K-D20.0T-R3.0 ZSM-3443K-D20.0T-R3.0
5 1.0 6 1350 2 4 ZSM-3423K-D5.0T-R1.0 Z5M-3443K-D5.0T-R1.0 20 1.0 20 55 150 2 4 ZSM-3423L-D20.0T-R1.0 ZSM-3443L-D20.0T-R1.0
°
6 0.3 6 16 50 2 4 ZSM-3423K-D6.0T-R0.3 ZSM-3443K-D6.0T-R0.3 20 30 20 55 150 2 4 ZSM-3423L-D20.0T-R3.0 ZPM-3443L-D20.0T-R3.0
6 0.5 6 16 50 2 4 ZSM-3423K-D6.0T-R0.5 ZSM-3443K-D6.0T-R0.5
6 1.0 6 16 50 2 4 ZSM-3423K-D6.0T-R1.0 ZSM-3443K-D6.0T-R1.0
6 0.5 6 20 75 2 4 ZSM-3423L-D6.0T-R0.5 ZSM-34431-D6.0T-R0.5
6 1.0 6 20 75 2 4 ZSM-3423L-D6.0T-R1.0 ZSM-3443L-D6.0T-R1.0
8 0.3 8 20 60 2 4 ZSM-3423K-D8.0T-R0.3 ZSM-3443K-D8.0T-R0.3 o
8 0.5 8 20 60 2 ZSM-3423K-D8.0T-R0.5 ZSM-3443K-D8.0T-R0.5
8 1.0 8 20 60 2 4 ZSM-3423K-D8.0T-R1.0 ZSM-3443K-D8.0T-R1.0
8 0.5 8 25 75 2 4 ZSM-34237-D8.0T-R0.5 ZSM-3443Z-D8.0T-R0.5
8 1.0 8 25 75 2 4 ZSM-34232-D8.0T-R1.0 ZSM-3443Z-D8.0T-R1.0
8 0.5 8 25 100 2 4 ZSM-34232-D8.0T-R0.5 ZPM-3443L-D8.0T-R0.5

RDITHES

TITHS

O NEZESF. WA, HEMBHTIRB1T1THl. The “e’specifications are standing stock. In addition, other specifications can be customized. e NEZESR. AN, HETMBLTIB{TiTHl. The “e’specifications are standing stock. In addition, other specifications can be customized.

BN IHRERR FHES o 0Bs BN T RERR FRES QES
Test sheet for processed material fitas a pudding for a friar’ s mouth appropriate Test sheet for processed material fitas a pudding for a friar’ s mouth appropriate
ZSM RIES TEEW, AEER . _ ZSM RIES TR, FER
7SM Suitable WEMN B&N Pre hardened steel,hardened steel Kﬁiﬂ %f;ﬂz%%ﬁ MEE 8886 HNEE mMAsE Z5M Suitable BEN 5N Pre harde:ed steel,hardened steel REN BHRIRBHE wEs 88 = MRess
series carbon steel | Alloy steel (— — — stainless steel | Castion copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting
40HRC |“50HRC | “55HRC nodularcastiron | gjloy alloy alloy alloy “40HRC |“50HRC | “55HRC nodularcastiron | gjjoy alloy alloy alloy
[ [ [ ° 5) [ [ )




BRIk J]—ZSM

Straight shank ball end milling

HARY (mm) Kz KBS
Basic dimensions The number of teeth Order number

MINTERS

ThiT=a
D R d (h6) H L Twoed?ejsj:?'—dﬁ:?number Four edges order number
14 7.0 14 28 75 2 4 ZSM-3323-R7.0T ZSM-3343-R7.0T
14 7.0 14 28 100 2 4 ZSM-3323L-R7.0T ZSM-3443L-R7.0T
16 8.0 16 32 100 2 4 ZSM-3323-R8.0T ZSM-3443L-R8.0T
16 8.0 16 32 100 2 4 ZSM-3323L-R8.0T ZSM-3443-R8.0T
r A 18 9.0 18 36 100 2 4 ZSM-3323-R9.0T ZSM-3443-R9.0T
18 9.0 18 36 150 2 4 ZSM-3323L-R9.0T ZSM-3443L-R9.0T
20 10.0 20 40 100 2 4 ZSM-3323-R10.0T ZSM-3443-R10.0T
EAXRS (mm) V.SE: VA IJBRE 20 10.0 20 40 150 2 4 ZSM-3323L-R10.0T ZSM-3443L-R10.0T
Basic dimensions The number of teeth Order number
e I
D R d (h6) H L Twoed?;jsjfrri?number Fouredejgggtrgnumber
1 0.5 4 2 50 2 4 ZSM-3323-R0.5STe ZSM-3343-R0.58T
1.5 1.75 4 3 50 2 4 ZSM-3323-R0.75ST ZSM-3443-R0.75ST
2 1.0 4 4 50 2 4 ZSM-3323-R1.0STe ZSM-3443-R1.0ST
2.5 1.25 4 5 50 2 4 ZSM-3323-R1.25ST ZSM-3443-R1.25ST
3 1.5 4 6 50 2 4 ZSM-3323-R1.5ST ZPM-3443-R1.5ST
4 2.0 4 8 50 2 4 ZSM-3323-R2.0STe ZPM-3443-R2.0ST
3.5 1.75 4 7 50 2 4 ZSM-3323-R1.758T ZPM-3443-R1.75ST
1 0.5 6 2 50 2 4 ZSM-3323-R0.5T ZPM-3443-R0.5T
1.5 1.75 6 3 50 2 4 ZSM-3323-R0.75T ZPM-3443-R0.75T
2 1.0 6 4 50 4 ZSM-3323-R1.0T ZPM-3443-R1.0T
2.5 1.25 6 5 50 2 4 ZSM-3323-R1.25T ZPM-3443-R1.25T
3 1.5 6 6 50 2 4 ZSM-3323-R1.5T ZPM-3443-R1.5T
3.5 1.75 6 7 50 2 4 ZSM-3323-R1.75T ZPM-3443-R1.75T
4 2.0 6 8 50 2 4 ZSM-3323-R2.0T ZPM-3443-R2.0T
5 2.5 6 10 50 2 4 ZSM-3323-R2.5T ZPM-3443-R2.5T
6 3.0 6 12 50 2 4 ZSM-3323-R3.0Te ZPM-3443-R3.0T
6 3.0 6 12 75 2 4 ZSM-3323L-R3.0T ZPM-3343L-R3.0T
8 4.0 8 16 60 2 4 ZSM-3323-R4.0Te ZPM-3343-R4.0T
8 4.0 8 16 75 2 4 ZSM-3323Z-R4.0T ZPM-3343Z-R4.0T
8 4.0 8 16 100 2 4 ZSM-3323L-R4.0T ZPM-3343L-R4.0T
10 5.0 10 20 75 2 4 ZSM-3323-R5.0Te ZPM-3343-R5.0T
10 5.0 10 20 100 2 4 ZSM-3323L-R5.0T ZPM-3343L-R5.0T
12 6.0 12 24 75 2 4 ZSM-3323-R6.0Te ZPM-3443-R6.0T
12 6.0 12 24 100 2 4 ZSM-3323L-R6.0T ZPM-3343L-R6.0T

CNBEESF. IS, HEMBHRIRITIIH.

The “®”specifications are standing stock. In addition, other specifications can be customized.

CNEEER. I, EEMBHLITRITITH.

The “e®”specifications are standing stock. In addition, other specifications can be customized.

B THRERE FRES OES W TREBE ERES o OEs

Test sheet for processed material fitas a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZSM RINES AEM, HEA 25M AIES N D, N = N PN ~

. PN ) =P =P PN PN p mEMN TN Pre hardened steel,hardened steel AEM FHELIR R B Hex® 886 HNEE MRS E
ZSM Suitable BEM BN | Prehardened steel hardened steel TN E%i%ﬂ?%ﬁi% ZI=F %E‘D_ : %,Kc'_ﬁ ﬁﬁﬂmmﬁ . Tones ! arbon steel AIEy steel stainless steel | Castiron copper a‘ljuminium titanium | heat-resistin
series carbon steel | Alloy steel stainless steel astiron _ copper | aluminium titanium | heat-resisting ~20HRC |"50HRC | "55HRC nodular cast iron "PP | I ¥ 9
~40HRC |“50HRC | “55HRC nodular castiron | g|joy alloy alloy alloy alloy alloy alloy alloy
(€] © (€]
o o o ) ©




BRI ST —ZHM

Straight shank flat end milling

®
MR FR/ESET] Standard millingeutter

HM

W78
IRHER
D24 38/41°

D<4 35°

NNrE
D212.0~0.03
D < 12.0~0.02

EARYT ( mm)

Basic dimensions

WL

The number of teeth

|

ZHMAE R l

RITER

Two edges order number

Order number

mDITHES

Four edges order number

ZHM-3123K-D1.0ST

ZHM-3143K-D1.0ST

ZHM-3123K-D1.5S8T

ZHM-3143K-D1.5ST

ZHM-3123K-D2.0ST

ZHM-3143K-D2.0ST

ZHM-3123K-D2.5ST

ZHM-3143K-D2.5ST

ZHM-3123K-D3.0ST

ZHM-3143K-D3.0ST

ZHM-3123K-D3.5ST

ZHM-3143K-D3.5ST

ZHM-3123K-D4.0ST

ZHM-3143K-D4.0ST

ZHM-3123L-D4.0ST

ZHM-3143L-D4.0ST

ZHM-3123K-D1.0T

ZHM-3143K-D1.0T

ZHM-3123K-D1.5T

ZHM-3143K-D1.5T

ZHM-3123K-D2.0T

ZHM-3143K-D2.0T

ZHM-3123K-D2.5T

ZHM-3143K-D2.5T

ZHM-3123K-D3.0T

ZHM-3143K-D3.0T

ZHM-3123K-D3.5T

ZHM-3143K-D3.5T

ZHM-3123K-D4.0ST

ZHM-3143K-D4.0ST

ZHM-3123Z-D4.0T

ZHM-3143Z-D4.0T

ZHM-3123L-D4.0T

ZHM-3143L-D4.0T

ZHM-3123K-D5.0ST

ZHM-3143K-D5.0ST

ZHM-3123Z-D5.0ST

ZHM-3143Z-D5.0ST

ZHM-3123K-D6.0T

ZHM-3143K-D6.0T

ZHM-3123L-D6.0T

ZHM-3143L-D6.0T

ZHM-3123M-D6.0T

ZHM-3143M-D6.0T

ZHM-3123K-D8.0T

ZHM-3143K-D8.0T

1 4 3 50 2 4
1.5 4 4 50 2 4
2 4 6 50 2 4
2.5 4 8 50 2 4
_‘Hml:ﬂv"_
_—— - . 3 4 8 50 2 4
BNSHOIITASES ;  AAEPE , JREET
3.5 4 10 50 2 4
ﬁfiﬂgﬁm‘:@t}iﬁﬁ' ' *&i Zzgggﬁno SOHRC 40HRC 50HRC 55HRC K 4 4 11 50 2 4
RS RERE, pr 4 4 15 75 2 4
FOE A —
9 4 = 1 6 3 50 2 4
1.5 6 4 50 2 4
S 2 6 6 50 2 4
ZHM  FHiR .
TEE]J{E 2.5 6 8 50 2 4
3 6 8 50 2 4
1. SFHYGEE:  J7HE Al HRC50 HRCO5
3.9 6 10 50 2 4
BRI MELARE I T
9. TIRAGH: REITEEERPENINI L TIR 4 6 M %0 2 4
WRWE A )01 LT A A FRICRD, R4 7)1 4 6 16 60 2 4
Jo 1A 55 AL TT B I A 4 6 s s 2 4
3, PIBITR: JIEATEd . RRUINIERE T 5 6 13 50 2 4
ks, KM, ZEREMIRR AR 5 6 20 60 2 4
I BT AN B Bl 6 6 16 50 2 4
4y TIHURIZ: TIECR SR H X R AL 6 6 20 ® 2 4
IR IS IR BA R . B 6 6 20 100 2 4
A A RS 2 B P T L P A5 8 8 20 60 2 4
8 8 25 75 2 4

ZHM-3123Z-D8.0T

ZHM-3143Z-D8.0T

CNBEESF. I, EEMBBIRTIIH. The* e "specifications are standing stock. In addition, other specifications can be customized.

BN THRERR FHES 0Es
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZHM RIUES RN, N
ZGMsuitable |  TRERWN B &R | Prehardened steel,hardened steel N FYUREFY® | 967 | 88 HKew | WASE
series carbon steel| Alloy steel stainless steel| Castiron copper | aluminium titanium | heat-resisting
"40HRC |“50HRC | "55HRC nodular castiron | gjjoy alloy alloy alloy
o




L
HART (mm) ¥z ] BEWMRELJT]—ZHM D
Basic dimensions The number of teeth Order number
. traight shank R end millin N
D d <h6) H L WW'U&:'FE 7]1«]—%’:'5 S g g ©
Two edges order number Four edges order number

8 8 25 100 2 4 ZHM-3123L-D8.0T ZHM-3143L-D8.0T

10 10 25 75 2 4 ZHM-3123K-D10.0T  ZHM-3143K-D10.0T o o

10 10 30 100 2 4 ZHM-3123L-D10.0T  ZHM-3143L-D10.0T

12 12 30 75 2 4 ZHM-3123K-D12.0T ZHM-3143K-D12.0T o MR

i NIDRE

12 12 35 100 2 4 ZHM-3123L-D12.0T  ZHM-3143L-D12.0T D54 3841 b2120-003 O 4

14 14 32 75 2 4 ZHM-3123K-D14.0T  ZHM-3143K-D14.0T Os¢ 5 D=120-002

14 14 40 100 2 4 ZHM-3123L-D14.0T ZHM-3143L-D14.0T

16 16 45 100 2 4 ZHM-3123K-D16.0T ZHM-3143K-D16.0T §$Rﬂ' ( mm) ﬁéﬂlz ﬂ'ff-%

16 16 50 150 2 4 ZHM-3123L-D16.0T  ZHM-3143L-D16.0T Basic dimensions it miiwl ey effiseii Order number

18 18 45 100 2 4 ZHM-3123K-D18.0T ZHM-3143K-D18.0T RIDITERS Wm7iTH8RS
D R£0.02 d (h6) H L Two edges order number Four edges order number

18 18 55 150 2 4 ZHM-3123L-D18.0T  ZHM-3143L-D18.0T
1 0.2 4 3 50 2 4 ZHM-3423K-D1.0T-R0.2  ZHM-3443K-D1.0T-R0.2

20 20 45 100 2 4 ZHM-3123K-D20.0T  ZHM-3143K-D20.0T
2 0.2 4 6 50 2 4 ZHM-3423K-D2.0T-R0.2 ZHM-3443K-D2.0T-R0.2

20 20 55 150 2 4 ZHM-3123L-D20.0T  ZHM-3143L-D20.0T 3 0.2 4 8 50 2 4 ZHM-3423K-D3.0T-R0.2  ZHM-3443K-D3.0T-R0.2
3 0.5 4 8 50 2 4 ZHM-3423K-D3.0T-R0.2 ZHM-3443K-D3.0T-R0.5
4 0.3 4 11 50 2 4 ZHM-3423K-D3.0T-R0.5 ZHM-3443K-D4.0T-R0.3
4 0.5 4 11 50 2 4 ZHM-3423K-D4.0T-R0.3 ZHM-3443K-D4.0T-R0.5
1 0.2 6 3 50 2 4 ZHM-3423K-D4.0T-R0.5 ZHM-3443K-D1.0T-R0.2
2 0.2 6 6 50 2 4 ZHM-3423K-D1.0T-R0.2  ZHM-3443K-D2.0T-R0.2
3 0.2 6 8 50 2 4 ZHM-3423K-D2.0T-R0.2  ZHM-3443K-D3.0T-R0.2
4 0.3 6 11 50 2 4 ZHM-3423K-D3.0T-R0.2 ZHM-3443K-D4.0T-R0.3
4 0.5 6 11 50 2 4 ZHM-3423K-D4.0T-R0.3  ZHM-3443K-D4.0T-R0.5
5) 0.5 6 13 50 4 ZHM-3423K-D4.0T-R0.5 ZHM-3443K-D5.0T-R0.5
5 1.0 6 13 50 2 4 ZHM-3423K-D5.0T-R0.5  ZHM-3443K-D5.0T-R1.0
6 0.3 6 16 50 2 4 ZHM-3423K-D5.0T-R1.0 ZHM-3443K-D6.0T-R0.3
6 0.5 6 16 50 2 ZHM-3423K-D6.0T-R0.3 ZHM-3443K-D6.0T-R0.5
6 1.0 6 16 50 2 4 ZHM-3423K-D6.0T-R0.5 ZHM-3443K-D6.0T-R1.0
6 0.5 6 20 75 2 4 ZHM-3423K-D6.0T-R1.0 ZHM-3443L-D6.0T-R0.5
6 1.0 6 20 75 2 4 ZHM-3423L-D6.0T-R0.5 ZHM-3443L-D6.0T-R1.0
8 0.3 8 20 60 2 4 ZHM-3423L-D6.0T-R1.0 ZHM-3443K-D8.0T-R0.3
8 0.5 8 20 60 2 4 ZHM-3423K-D8.0T-R0.3 ZHM-3443K-D8.0T-R0.5
8 1.0 8 20 60 2 4 ZHM-3423K-D8.0T-R1.0 ZHM-3443K-D8.0T-R1.0
8 0.5 8 25 75 2 4 ZHM-3423Z-D8.0T-R0.5 ZHM-3443Z-D8.0T-R0.5
8 1.0 8 25 75 2 4 ZHM-3423Z-D8.0T-R1.0 ZHM-3443Z-D8.0T-R1.0
8 0.5 8 25 100 2 4 ZHM-3423L-D8.0T-R0.5 ZHM-3443L-D8.0T-R0.5

*NEEES. I, HEMBLI ST TH,.

The “®”specifications are standing stock. In addition, other specifications can be customized.

CNEEES. I, HEMBBITRTIIH.

The “e®”specifications are standing stock. In addition, other specifications can be customized.

BNTHREBE FRES o 0Es B THRIERR FRES 0iEs
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZHM RIVES BN, HEEN _ ZSM RIEE BN, R
ZHM Suitable BmEN &M | Pre hardened steel,hardened steel REN HHRRBHG | WE5E | 88 HKEE | MASE 25M Sultable BEN B%M | Pre hardened steel hardened steel THEN FHRINEHFH® | WEE | 88 HKeE | MASE
series carbon steel| Alloy steel | - - stainless steel| Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel (— - - stainless steel | Castiron copper | aluminiun titanium | heat-resisting
40HRC |"50HRC | “55HRC nodular castiron | g||gy alloy alloy alloy 40HRC | 50HRC | “55HRC nodular castiron | gjjoy alloy alloy alloy
(] o




®@
N W2 . w2 - = T .
e TS TSN ERGmills PERIYHNEnd milsie = B
N L
\ BEfREkkit/]—ZHM i n
EAXRT (mm) 5z &S : I . & 2
Basic dimensions The number of teeth Order number Straight shank ball end milling a ,_‘_.!r ............... 'T’l
RIIT RS 73T &7
D R+0.02 d (h6) H L Two edges order number Four edges order number
8 1.0 8 25 100 2 4 ZHM-3423L-D8.0T-R1.0 ZHM-3443L-D8.0T-R1.0
10 0.5 10 25 75 2 4 ZHM-3423K-D10.0T-R0.5 ZHM-3443K-D10.0ST-R0.5
10 1.0 10 25 75 2 4 ZHM-3423K-D10.0T-R1.0 ZHM-3443K-D10.0T-R1.0
10 2.0 10 25 75 2 4 ZHM-3423K-D10.0T-R2.0 ZHM-3443K-D10.0T-R2.0
10 0.5 10 30 100 2 4 ZHM-3423L-D10.0T-R0.5 ZHM-3443L-D10.0T-R0O.5
10 1.0 10 30 100 2 4 ZHM-3423L-D10.0T-R1.0 ZHM-3443L-D10.0T-R1.0 - -
10 2.0 10 30 100 2 4 ZHM-3423L-D10.0T-R2.0 ZHM-3443L-D10.0T-R2.0
12 0.5 12 30 75 2 4 ZHM-3423K-D12.0T-R0.5 ZHM-3443K-D12.0T-R0O.5 e
1E T2
12 1.0 12 30 75 2 4 ZHM-3423K-D12.0T-R1.0  ZHM-3443K-D12.0T-R1.0 EARY (mm) Az WS
Basic dimensions The number of teeth Order number
14 0.5 14 35 75 2 4 ZHM-3423K-D14.0T-R0.5 ZHM-3443K-D14.0T-R0.5
ROITRS Mm7iT5S
14 1.0 14 35 75 2 4 ZHM-3423K-D14.0T-R1.0  ZHM-3443K-D14.0T-R1.0 D R d(h6 H L Two edges order number Four edges order number
16 1.0 16 45 100 2 4 ZHM-3423K-D16.0T-R1.0 ZHM-3443K-D16.0T-R1.0 1 0.5 4 2 50 2 4 7ZHM-3323-R0.5ST 7ZHM-3343-R0.5ST
16 2.0 16 45 100 2 ZHM-3423K-D16.0T-R2.0 ZHM-3443K-D16.0T-R2.0 1.5 1.75 4 3 50 2 4 ZHM-3323-R0.75ST ZHM-3443-R0.75ST
16 3.0 16 45 100 2 4 ZHM-3423K-D16.0T-R3.0 ZHM-3443K-D16.0T-R3.0 2 1.0 4 4 50 2 4 ZHM-3323-R1.0ST ZHM-3443-R1.0ST
16 1.0 16 50 150 2 4 ZHM-3423L-D16.0T-R1.0 ZHM-3443L-D16.0T-R1.0 2.5 1.25 4 5 50 2 4 ZHM-3323-R1.25ST ZHM-3443-R1.25ST
16 2.0 16 50 150 2 4 ZHM-3423L-D16.0T-R2.0 ZHM-3443L-D16.0T-R2.0 3 1.5 4 6 50 2 4 ZHM-3323-R1.5ST ZHM-3443-R1.5ST
16 3.0 16 50 150 2 4 ZHM-3423L-D16.0T-R3.0 ZHM-3443L-D16.0T-R3.0 4 2.0 4 8 50 2 4 ZHM-3323-R2.0ST® ZHM-3443-R2.0ST
18 1.0 18 45 100 ZHM-3423K-D18.0T-R1.0 ZHM-3443K-D18.0T-R1.0 35 1.75 4 7 50 2 4 ZHM-3323-R1.75ST ZHM-3443-R1.75ST
18 2.0 18 45 100 2 4 ZHM-3423K-D18.0T-R2.0 ZHM-3443K-D18.0T-R2.0 1 0.5 6 2 50 2 4 7ZHM-3323-R0.5T ZHM-3443-R0.5T
20 1.0 20 45 100 2 4 ZHM-3423K-D20.0T-R1.0 ZHM-3443K-D20.0T-R1.0 1.5 1.75 6 3 50 2 4 ZHM-3323-R0.75T ZHM-3443-R0.75T
20 2.0 20 45 100 2 4 ZHM-3423K-D20.0T-R2.0 ZHM-3443K-D20.0T-R2.0 2 1.0 6 4 50 2 4 ZHM-3323-R1.0T ZHM-3443-R1.0T
20 3.0 20 45 100 2 4 ZHM-3423K-D20.0T-R3.0 ZHM-3443K-D20.0T-R3.0 25 1,95 6 5 50 2 4 ZHM-3323-R1.25T ZHM-3443-R1.25T
20 1.0 20 55 150 2 4 ZHM-3423L-D20.0T-R1.0 ZHM-3443L-D20.0T-R1.0
8 1.5 6 6 50 2 4 ZHM-3323-R1.5T ZHM-3443-R1.5T
20 3.0 20 55 150 2 4 ZHM-3423L-D20.0T-R3.0 ZHM-3443L-D20.0T-R3.0
3.5 1.75 6 7 50 2 4 ZHM-3323-R1.75T ZHM-3443-R1.75T
4 2.0 6 8 50 2 4 ZHM-3323-R2.0T ZHM-3443-R2.0T
5 2.5 6 10 50 2 4 ZHM-3323-R2.5T ZHM-3443-R2.5T
6 3.0 6 12 50 2 4 ZHM-3323-R3.0T® ZHM-3443-R3.0T
6 3.0 6 12 75 2 4 ZHM-3323L-R3.0T ZHM-3343L-R3.0T
8 4.0 8 16 60 2 4 ZHM-3323-R4.0T® ZHM-3343-R4.0T
8 4.0 8 16 75 ZHM-3323Z-R4.0T ZHM-3343Z-R4.0T
8 4.0 16 100 2 4 ZHM-3323L-R4.0T ZHM-3343L-R4.0T
10 5.0 10 20 75 2 4 ZHM-3323-R5.0T® ZHM-3343-R5.0T
10 5.0 10 20 100 2 4 ZHM-3323L-R5.0T ZHM-3343L-R5.0T
12 6.0 12 24 75 2 4 ZHM-3323-R6.0T® ZHM-3443-R6.0T
12 6.0 12 24 100 2 4 ZHM-3323L-R6.0T ZHM-3343L-R6.0T
CNERER. AN, ETUMSHTIRITITH. The “eo’specifications are standing stock. In addition, other specifications can be customized. o NEZES. I, ETCMBLOSBITITHl. The “e’specifications are standing stock. In addition, other specifications can be customized.
BN IHRERR FRES (OFi) BN IHRIERXR EBES 0 E8
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
Ea B, 3 RIES B,
i:m i,?jw WmEN BN Pre harde?ﬁ?eelﬁfﬂned steel AEN FHIRBHY® WEE 86 KRBT MAEE i:m Suitable WEW BN Pre harde?e??eelig%dwéned steel REMN IR SR 5 Bk wEes 85 Nkl mMnes
series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel| Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting
“40HRC | “50HRC | “55HRC nodular castiron | gjjoy alloy alloy alloy "40HRC |"50HRC | "55HRC nodular castiron | gjjgy alloy alloy alloy
© o




a1 =) PN ERG mills

EAXRT (mm) Rz

Basic dimensions The number of teeth

D R de6) H L

1

T4 32
=

Order number

RDITRES

Two edges order number

TTERS

Four edges order number

ZHM-3323-R7.0T

ZHM-3343-R7.0T

ZHM-3323L-R7.0T

ZHM-3443L-R7.0T

ZHM-3323-R8.0T

ZHM-3443L-R8.0T

ZHM-3323L-R8.0T

ZHM-3443-R8.0T

ZHM-3323-R9.0T

ZHM-3443-R9.0T

ZHM-3323L-R9.0T

ZHM-3443L-R9.0T

ZHM-3323-R10.0T

ZHM-3443-R10.0T

14 7.0 14 28 75 2 4
14 7.0 14 28 100 2 4
16 8.0 16 32 100 2 4
16 8.0 16 32 100 2 4
18 9.0 18 36 100 2 4
18 9.0 18 36 150 2 4
20 10.0 20 40 100 2 4
20 10.0 20 40 150 2 4

ZHM-3323L-R10.0T

ZHM-3443L-R10.0T

CNBEBET. I, REMBBIRTIIHE.

The “e®”specifications are standing stock. In addition, other specifications can be customized.

W T RHER R FRES OEs
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZSM RIES M. FEER
ZSM Suitable EN BN | Prehardened steel hardened steel REW FURREBHSL | @EE | 88 HKEeE: | MAEE
carbon steel | Alloy steel {— ~ - stainless steel | Castiron copper | aluminium titanium | heat-resisting
40HRC | 50HRC | "55HRC nodular castiron | gjjoy alloy alloy alloy
o

ZAM#EIE .

1. HAEE: JEEREHERESE. WERaERNT
FEEAEAIEIINT,

2. NR&1H: LENNTHTOSEEIERIRT , tIH
BR, BOINTRE ; w7 REDERBEBATIRICER
B , HEE R,

3.00%A: NETDO#HTHMEES, REERS:

Pt HEBEAVE. BT




Straigh

PEHIL
BRI T]—ZAM

t shank flat end milling

NNAE

D212.0~
D <12.0~-0.02

-0.03

BERIT

SE VA RS
The number of teeth Order number
A e
D d(h6) H L Two ed?;?:]r-d&;ﬁumber Four ed;e?zgi?number
1 4 3 50 2 3 ZAM-3123K-D1.0ST ZAM-3133K-D1.0ST
1.5 4 4 50 2 3 ZAM-3123K-D1.5ST ZAM-3133K-D1.5ST
2 4 6 50 2 3 ZAM-3123K-D2.0ST ZAM-3133K-D2.0ST
2.5 4 7 50 2 3 ZAM-3123K-D2.5ST ZAM-3133K-D2.5ST
3 4 8 50 2 3 ZAM-3123K-D3.0ST ZAM-3133K-D3.0ST
3.5 4 10 50 2 3 ZAM-3123K-D3.5ST ZAM-3133K-D3.5ST
4 4 11 50 2 3 ZAM-3123K-D4.0T ZAM-3133K-D4.0T
1 6 S 50 2 3 ZAM-3123K-D1.0T ZAM-3133K-D1.0T
1.5 6 4 50 2 3 ZAM-3123K-D1.5T ZAM-3133K-D1.5T
2 6 6 50 2 3 ZAM-3123K-D2.0T ZAM-3133K-D2.0T
2.5 6 7 50 2 3 ZAM-3123K-D2.5T ZAM-3133K-D2.5T
3 6 8 50 2 3 ZAM-3123K-D3.0T ZAM-3133K-D3.0T
3.5 6 10 50 2 3 ZAM-3123K-D3.5T ZAM-3133K-D3.5T
4 6 11 50 2 3 ZAM-3123K-D4.0ST ZAM-3133K-D4.0ST
4 6 16 60 2 3 ZAM-3123Z-D4.0ST ZAM-3133Z-D4.0ST
5 6 13 50 2 3 ZAM-3123K-D5.0ST ZAM-3133K-D5.0ST
5 6 20 60 2 3 ZAM-3123Z-D5.0ST ZAM-3133Z-D5.0ST
6 6 18 60 2 3 ZAM-3123K-D6.0T ZAM-3133K-D6.0T
6 6 25 75 2 3 ZAM-3123L-D6.0T ZAM-3133K-D6.0T
8 8 20 60 2 3 ZAM-3123K-D8.0T ZAM-3133L-D8.0T
8 8 30 75 2 3 ZAM-3123Z-D8.0T ZAM-3133Z-D8.0T
8 8 30 100 2 3 ZAM-3123L-D8.0T ZAM-3133L-D8.0T
10 10 30 75 2 3 ZAM-3123K-D10.0T ZAM-3133K-D10.0T
10 10 35 100 2 3 ZAM-3123L-D10.0T ZAM-3133L-D10.0T

Basic dimensions The number of teeth Order number
D(h9) d(hs) H L o e oo
12 12 32 75 2 3 ZAM-3123K-D12.0T ZAM-3133K-D12.0T o
12 12 40 100 2 3 ZAM-3123L-D12.0T ZAM-3133L-D12.0T
14 14 35 75 2 3 ZAM-3123K-D14. 0T ZAM-3133K-D14. 0T
14 14 40 100 2 3 ZAM-3123L-D14.0T ZAM-3133L-D14.0T
16 16 45 100 2 3 ZAM-3123K-D16.0T ZAM-3133K-D16.0T
16 16 50 150 2 3 ZAM-3123L-D16.0T ZAM-3133L-D16.0T
20 20 45 100 2 3 ZAM-3123K-D20.0T ZAM-3133K-D20.0T
20 20 55 150 2 3 ZAM-3123L-D20.0T ZAM-3133L-D20.0T

e NEEER. AN, ETMBtTRITiIHl. The “e’specifications are standing stock. In addition, other specifications can be customized. O NEBEER. AN, HETHBHBTIRBITITHl. The “eo specifications are standing stock. In addition, other specifications can be customized.

BN IRHERR FRES O Es BNIHRERR ERES Q&S
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZAM RIVEE MW, FEN ZAM RIES W, FRER . _
ZAM Suitable WmEN SEN Pre hardened steel,hardened steel RFEW FUMBHY neE 886 =k [k ZAM Suitable RN BEN Pre hardened steel,hardened steel l;ﬁﬁfym %%‘Eﬁzﬁﬁa weE 88 =) MREE
series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel | — — — stainless steel | Castiron copper | aluminium titanium | heat-resisting
~40HRC |"50HRC | “55HRE nodular castiron | alloy alloy alloy alloy 40HRC |"50HRC | “55HRC nodularcastiron | gjloy alloy alloy alloy




HARtJJ—ZAM

Straight shank R end milling

EARYT (mm)

Basic dimensions

Ty Ny o=
Sk VA RS
The number of teeth Order number

AT =T
D R£0.02 d (h6) H L Two edzigjsj;:rr(ﬂ:anumber Three ed_gzej:grﬁ;:number
14 0.5 14 35 75 2 3 ZAM-3423K-D14.0T-R0.5 ZAM-3433K-D14.0T-R0.5
14 1.0 14 35 75 2 3 ZAM-3423K-D14.0T-R1.0  ZAM-3433K-D14.0T-R1.0
16 1.0 16 45 100 2 3 ZAM-3423K-D16.0T-R1.0  ZAM-3433K-D16.0T-R1.0
16 2.0 16 45 100 2 3 ZAM-3423K-D16.0T-R2.0  ZAM-3433K-D16.0T-R2.0
16 3.0 16 50 100 2 3 ZAM-3423K-D16.0T-R3.0  ZAM-3433K-D16.0T-R3.0
16 1.0 16 50 150 2 3 ZAM-3423L-D16.0T-R1.0  ZAM-3433L-D16.0T-R1.0
16 2.0 16 50 150 2 3 ZAM-34241-D16.0T-R2.0  ZAM-3433L-D16.0T-R2.0
16 3.0 16 45 150 2 3 ZAM-3423L-D16.0T-R3.0 ZAM-3433L-D16.0T-R3.0
18 1.0 18 45 100 2 3 ZAM-3423K-D18.0T-R1.0  ZAM-3433K-D18.0T-R1.0
18 2.0 18 45 100 2 3 ZAM-3423K-D18.0T-R2.0 ZAM-3433K-D18.0T-R2.0
20 1.0 20 45 100 2 3 ZAM-3423K-D20.0T-R1.0  ZAM-3433K-D20.0T-R1.0
20 2.0 20 45 100 2 3 ZAM-3423K-D20.0T-R2.0 ZAM-3433K-D20.0T-R2.0
20 3.0 20 45 100 2 3 ZAM-3423K-D20.2T-R3.0  ZAM-3433K-D20.2T-R3.0
20 1.0 20 55 150 2 8 ZAM-3423L-D20.0T-R1.0  ZAM-3433L-D20.0T-R1.0
20 2.0 20 55 150 2 3 ZAM-3423L-D20.0T-R2.0 ZAM-3433L-D20.0T-R2.0
20 3.0 20 55 150 2 8 ZAM-3423L-D20.0T-R3.0  ZAM-3433L-D20.0T-R3.0

NNRE
D212.0~-0.03
D < 12.0~-0.02 A
EARY (mm) H#z RS
Basic dimensions The number of teeth Order number
RIDITRS =ITHRS

D R d (hé) H L Two edges order number Three edges order number

1 0.2 4 3 50 2 3 ZAM-3423K-D1.0ST-R0.2 ZAM-3433K-D1.0ST-R0.2

2 0.2 4 6 50 2 3 ZAM-3423K-D2.0ST-R0.2 ZAM-3433K-D2.0ST-R0.2

3 0.2 4 8 50 2 3 ZAM-3423K-D3.0ST-R0.2 ZAM-3433K-D3.0ST-R0.2

3 0.5 4 8 50 2 8 ZAM-3423K-D3.0ST-R0.5 ZAM-3433K-D3.0ST-R0O.5

4 0.3 4 1 50 2 3 ZAM-3423K-D4.0ST-R0.3 ZAM-3433K-D4.0ST-R0.3 ®
1 0.2 6 3 50 2 8] ZAM-3423K-D1.0T-R0.2 ZAM-3433K-D1.0T-R0.2

2 0.2 6 6 50 2 3 ZAM-3423K-D2.0T-R0.2 ZAM-3433K-D2.0T-R0.2

3 0.2 6 8 50 2 3 ZAM-3423K-D3.0T-R0.2 ZAM-3433K-D3.0T-R0.2

4 0.3 6 11 50 2 3 ZAM-3423K-D4.0T-R0.3 ZAM-3433K-D4.0T-R0.3

6 0.3 6 18 60 2 3 ZAM-3423K-D6.0T-R0.3 ZAM-3433K-D6.0T-R0O.3

6 0.5 6 18 60 2 3 ZAM-3423K-D6.0T-R0.5 ZAM-3433K-D6.0T-R0.5

6 1.0 18 60 3 ZAM-3423K-D6.0T-R1.0 ZAM-3433K-D6.0T-R1.0

6 1.0 6 25 75 2 3 ZAM-3423L-D6.0T-R1.0 ZAM-3433L-D6.0T-R1.0

8 0.3 8 20 60 2 3 ZAM-3423K-D8.0T-R0.3 ZAM-3433K-D8.0T-R0.3 e
8 0.5 8 20 60 2 3 ZAM-3423K-D8.0T-R0.5 ZAM-3433K-D8.0T-R0.5

8 1.0 8 20 60 2 3 ZAM-3423K-D8.0T-R1.0 ZAM-3433K-D8.0T-R1.0

8 1.0 8 30 75 2 3 ZAM-3423L-D8.0T-R1.0 ZAM-3433L-D8.0T-R1.0

10 0.5 10 30 75 2 & ZAM-3423K-D10.0T-R0.5 ZAM-3433K-D10.0T-R0O.5 e
10 1.0 10 30 75 2 3 ZAM-3423K-D10.0T-R1.0 ZAM-3433K-D10.0T-R1.0
10 2.0 10 35 75 2 3 ZAM-3423K-D10.0T-R2.0 ZAM-3433K-D10.0T-R2.0
10 1.0 10 35 100 2 3 ZAM-3423L-D10.0T-R1.0 ZAM-3433L-D10.0T-R1.0
10 2.0 10 35 100 2 3 ZAM-3423L-D10.0T-R2.0 ZAM-3433L-D10.0T-R2.0
12 0.5 12 32 75 2 3 ZAM-3423K-D12.0T-R0.5 ZAM-3433K-D12.0T-R0.5 @
12 1.0 12 32 75 2 3 ZAM-3423K-D12.0T-R1.0 ZAM-3433K-D12.0T-R1.0

CNEZES. W, HEMBHBIR{TIIHl. The “e”specifications are standing stock. In addition, other specifications can be customized. e NEZES. I, HUMBHT R{T1IHl. The “e’specifications are standing stock. In addition, other specifications can be customized.

B THRIER R FRES Q&S BRINIHREBR FHESD 0Es
Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate Test sheet for processed material fit as a pudding for a friar’ s mouth appropriate
ZSM RINES TEN. FEEEN _ ZSM RIBES B, HEN
ZSM Suitable RN BEM Pre hardened steel,hardened steel TEN %f%ﬂ?%ﬁf% WEE 88 =5 MAEE ZSM Suitable WEMN BEN Pre hardened steel,hardened steel REBN FERIRB L =k 88 NET MMESE
series carbon steel | Alloy steel |— — — stainless steel | Castiron copper | aluminium titanium | heat-resisting series carbon steel | Alloy steel stainless steel | Castiron copper | aluminium titanium | heat-resisting
40HRC | 50HRC | "55HRC nodularcastiron | a|joy alloy alloy alloy “40HRC |“50HRC | "55HRC nodularcastiron | gjjoy alloy alloy alloy




PEHIAL
BBk $ET)—ZAM

Straight shank ball end milling

,9 H 15°
B

The number of teeth

BL

N =
1=
Order number

D9 R dh6) H L o DT o TS
14 7.0 14 28 75 2 4 ZAM-3323K-R7.0T ZAM-3343K-R7.0T
14 7.0 14 28 100 2 4 ZAM-3323L-R7.0T ZAM-3343L-R7.0T
16 8.0 16 32 100 2 4 ZAM-3323K-R8.0T ZAM-3343K-R8.0T
16 8.0 16 32 150 2 4 ZAM-3323L-R8.0T ZAM-3343L-R8.0T
18 9.0 18 36 100 2 4 ZAM-3323K-R9.0T ZAM-3343K-R9.0T
18 9.0 18 36 150 2 4 ZAM-3323L-R9.0T ZAM-3343L-R9.0T
20 10.0 20 40 100 2 4 ZAM-3323K-R10.0T ZAM-3343K-R10.0T
20 10.0 20 40 150 2 4 ZAM-3323L-R10.0T ZAM-3343L-R10.0T

EARYT (mm) Rz RS
Basic dimensions The number of teeth Order number
TR TOTITRe =R

D R d (hé) H L Two ed?;jsjgil:mmber Four edzggzle?number
1 0.5 4 2 50 2 4 ZAM-3323K-R0.5ST ZAM-3343K-R0.5ST
1.5 1.75 4 3 50 2 4 ZAM-3323K-R0.75ST ZAM-3343K-R0.75ST
2 1.0 4 4 50 2 4 ZAM-3323K-R1.0ST ZAM-3343k-R1.0ST
2.5 1.25 4 5 50 2 4 ZAM-3323k-R1.25ST ZAM-3343K-R1.25ST
3 1.5 4 6 50 2 4 ZAM-3323K-R1.5ST ZAM-3343K-R1.5ST
4 2.0 4 8 50 ZAM-3323K-R2.0ST e ZAM-3343K-R2.0ST
3.5 1.75 50 2 ZAM-3323K-R1.75ST ZAM-3343K-R1.75ST
1 0.5 6 2 50 2 4 ZAM-3323K-R0.5T ZAM-3343K-R0.5T
1.5 1.75 6 3 50 2 4 ZAM-3323K-R0.75T ZAM-3343K-R0.75T
2 1.0 6 4 50 2 4 ZAM-3323K-R1.0T ZAM-3343K-R1.0T
2.5 1.25 6 5 50 2 4 ZAM-3323K-R1.25T ZAM-3343K-R1.25T
3 1.5 6 6 50 2 4 ZAM-3323K-R1.5T ZAM-3343K-R1.5T
3.5 1.75 6 7 50 2 4 ZAM-3323K-R1.75T ZAM-3343K-R1.75T
4 2.0 6 8 60 2 4 ZAM-3323K-R2.0T ZAM-3343K-R2.0T

5 2.5 6 10 60 2 4 ZAM-3323K-R2.5T ZAM-3343K-R2.5T

6 3.0 6 12 60 2 4 ZAM-3323K-R3.0T e ZAM-3343K-R3.0T

6 3.0 6 12 75 2 4 ZAM-3323L-R3.0T ZAM-3343L-R3.0T

8 4.0 8 16 60 2 4 ZAM-3323K-R4.0T e ZAM-3343K-R4.0T

8 4.0 8 16 75 2 4 ZAM-3323Z-R4.0T ZAM-3343Z-R4.0T
8 4.0 8 16 100 2 4 ZAM-3323L-R4.0T ZAM-3343L-R4.0T
10 5.0 10 20 75 2 4 ZAM-3323K-R5.0T e ZAM-3343K-R5.0T
10 5.0 10 20 100 2 4 ZAM-3323L-R5.0T ZAM-3343L-R5.0T
12 6.0 12 24 75 2 4 ZAM-3323K-R6.0T ® ZAM-3443K-R6.0T
12 6.0 12 24 100 2 4 ZAM-3323L-R6.0T ZAM-3343L-R6.0T

CNBEES. I, HEMBEIRTITH.

The “e®”specifications are standing stock. In addition, other specifications can be customized.

ZAM RINEE

ZAM Suitable
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Test sheet for processed material
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Alloy steel
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REW
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FURRBHFY® | BT
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nodular castiron alloy
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heat-resisting
alloy alloy
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The above specifications are standing stock. In addition, other specifications can be customized.
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WEa &8RS R EaE

Cemented carbide grades and properties

MHMIERTELR

Common calculation formula for cutting process

wC CO  FHhiE HE NEEE BREE BREE
VAN =]
ISOR: F 54 s Averagegrainsize  Density  Trnsverseruplurestienghh Vickers hardness — Rockwell hardness
SR Ele (%) (%) C(um) (gem) (N/mm> HV30  HRA
K10-1 14.9 2000 93.0
K10
K10-2
K30-1 8.0 0.7 14.5 4300 1710 92.1
K30-2 90.5 14.6 3200 92.2
K20/K30
K30-3 14.9 2500 91.5
K30-4 12.0 0.7 1610
K40 K40-1 86.7 14.5 3600 91.7

HERERE

Various coatings

il
iR KRS =R v HEAR
Description Symbol Unit Calculation formula
YRR . _ Txdxn
Cutting speed Ve (- m/min ) Ve= 1000
i " _ e Ve x 1000
Rotating speed (rev/min’) = —
AR E _
FeednspeZd \ ( mm/min ) Vi= fzxZxn
HiHGE
Feed per revolution f (mm/rev) f= fzxZ
Hib#gE e Vi
Feed per tooth fz (mm) = o

HE

REEE EERY NARE

R B HEAR
Description Unit Calculation formula
YIHEE ) , T xdxn
V Vo=
Cutting speed ¢ (inch/min ) 12
iR _ Ve x 12
n n=
Rotating speed b i T xd
A
AR V ( mm/min ) Vf= fzxZxn
Feed speed
N
S f (inch/rev) f= fzxZ
Feed per revolution
S Spriiy , i
fz=
Feed pertooth z (inch ) 7Zxn
ST ERER 4 - 5
Effective diameter of milling cutter et =2 °\/d'ap_ap
B=0

‘ d—2a
deff =d.sin[p - arCCOSTp)]

SEMZE Ll Bite BifafF= Hardness Coatingthickness Fractional coeficient Aplcatontemperaue
Coating types Characteristic Color  Colorsymbols ISV um ° C
SR e, ERTEER. 5M.
TIANER RERNNSEIEIETFUIH. £-R
TIAIN High heat resistance, high performance, suitable for Purple-black 3500 1-4 0.50 850
Single-layer hardened steel ,alloy steel ,stainless steel ,high-speed
cutting and dry cutting.
SR e, SRTEER. a&M.
TIANZ & REMEmm s R Ty, B8, ®-%
TIAIN High heat resistance, high performance, suitable for Purple-black 2800 1-3 0.60 750
Multi-layer hardened steel ,alloy steel ,stainless steel ,high-speed
cutting and dry cutting. Highduty cutting.
SRR, & ShHl. WMLTRE,
High toughness coating, suitable for milling,tapping blue-grey 3700 -4 0.35 350
and hobbing.
N EEARRE. ERTEEGH. RUEH.
2400 1-4 0.50 700
General purpose coating suitable for milling ,cutting golden
steel ata low speed.
ATIN HRRE, BRTESE, Reikt @
! SEE, & EEML "
REEE, BT 5% _ black 3800 1-3 070 850
Special coating,high aluminum content,high heat
resistance and high hardness,suitable for high speed
machining.
CIN  ERTREMEEFEMT, 45
silvery 1500 1-3 0.40 750
Suitable for aviation materials maching.
TIAINZAK R g
Purple-black 3800 1-3 0.45 880
TIAIN Various materials
Nano meter

HRETIHIE E

Effective cutting speed

2.T-n 2
Veep = W '\/d' a,—a,—a,
B=0
Ten-d . d-2a,
. = ——-S1n - Arccos

SEHIYIHE B

Average cutting speed

2 a a
" A(Da’fz dfz




BFRAAETHRREE R X b 3

Common tolerance range of limit deviation Hardness comparison table
REW 10~ 18 18 ~ 30 30 ~ 50 2 2
Tolerance range = = = Rm[N/mm?] HV10 HB HRC Rm[N/mm?] HV10 HB HRC
240 75 71 850 255 242 23
-34 -48 -62 -77 -98 -119 255 80 76 835 260 247 24
o8 -14 -20 -25 -32 -40 -50 270 85 81 860 268 255 05
-28 -38 —47 -59 -73 -89 285 90 86 870 272 258 26
hs 0 0 0 0 0 0 305 95 90 900 280 266 27
=4 -5 —6 -8 -9 =i 320 100 95 920 287 273 28
h6 0 0 0 0 0 0 335 105 100 940 293 278 29
-6 -8 -9 —11 -13 -16 350 110 105 970 302 287 30
h7 0 0 0 0 0 0 370 115 109 995 310 205 31
-10 -12 -15 -18 —21 -25 385 120 114 1020 317 301 32
hs 0 0 0 0 0 0 400 125 119 1050 327 311 33
—14 -18 —22 —27 -33 -39 415 130 124 1080 336 319 34
h10 0 0 0 0 0 0 430 135 128 1110 345 308 35
—40 —48 —58 —70 84 =100 450 140 133 1140 355 337 36
h12 0 0 0 0 0 0 465 145 138 1170 364 346 37
— 100 120 ~150 —180 —210 —250 480 150 143 1200 373 354 38
!31 . =30 37 +45 +59 *65 +80 495 155 147 1230 382 363 39
1,81 _ = ;52 = ;g = Eg = 2;2 = zgg = 2(1)8 510 160 152 1260 392 372 40
S
) * g * - * - * - * - * - 530 165 157 1260 403 383 41
H5 +o +o +o +o +o al . 545 170 162 1330 413 393 42
- - 5 - = ™ 560 175 166 1360 423 402 43
+ + + + + +
He . . - . - . 575 180 171 1400 434 413 44
- — — — = T 595 185 176 1440 446 424 45
H7 o - 8 - S - 610 190 181 1480 358 435 46
= . = = = T 625 195 185 1530 473 449 47
H8 . . S 5 S S 640 200 190 1570 484 460 48
o 0 6 e "D e 660 205 195 1620 497 472 49
H9 5 5 5 5 5 5 675 210 199 1680 514 488 50
0 v 8 =0 o 100 690 215 204 1730 527 501 51
H10
5 5 5 5 5 5 705 220 209 1790 544 517 52
o +100 +120 +150 +180 +210 +250 720 225 214 1845 560 632 53
5 0 0 5 0 5 740 230 219 1910 578 549 54
755 235 203 1980 596 567 55
770 240 228 2050 615 584 56
785 245 233 2140 639 607 57

800 250 238 22




BAERSENENASY BAERSE7NENASY
$hk hk

W HEI# BT 7223 AW BRESEREEW
R ~ 300HB ~300HB by ~200HB HB=300
TI#ED Vc(m/min) fz(mm) Vc(m/min) fz(mm) Vc(m/min) fz(mm) 742D Vec(m/min) fz(mm) Vec(m/min) fz(mm) Vc(m/min) fz(mm)
2.0 30~50 0.05~0. 08 30~40 0.05~0. 1 10~30 0. 05~0. 1 2.0 20~50 0. 05~0. 1 10~20 0.015~0. 03 8~20 0.03~0. 08
3.0 30~50 0.05~0. 08 30~40 0.05~0. 1 10~30 0.05~0. 1 3.0 20~50 0. 05~0. 1 10~20 0.015~0. 03 8~20 0.03~0.08
4.0 40~70 0.08~0.20 40~60 0.08~0.15 30~60 0.05~0. 15 4.0 40~80 0.08~0.15 20~40 0.015~0. 040 10~40 0.03~0.10
5.0 40~70 0.08~0.20 40~60 0.08~0. 15 30~60 0.05~0. 15 5.0 40~80 0.08~0. 15 20~40 0.015~0. 040 10~40 0.03~0.10
6.0 40~70 0.08~0.20 40~60 0.08~0. 15 30~60 0.05~0. 15 6.0 40~80 0.08~0. 15 20~40 0.015~0. 040 10~40 0.03~0.10
8.0 50~100 0.10~0.30 50~100 0.10~0. 25 30~60 0.10~0.25 8.0 50~100 0.10~0. 30 20~40 0. 015~0. 040 10~40 0.05~0. 15
10.0 50~100 0.10~0. 30 50~100 0.10~0.25 30~60 0.10~0.25 10.0 50~100 0.10~0.30 20~40 0. 015~0. 040 10~40 0.05~0.15
12.0 50~100 0.15~0. 40 50~100 0.15~0. 40 40~80 0.15~0. 30 12.0 50~100 0.15~0. 40 20~40 0.035~0. 055 15~40 0.08~0. 20
16.0 60~120 0.20~0. 50 50~120 0.20~0.50 40~100 0.15~0. 40 16.0 50~100 0.20~0.50 20~40 0. 045~0. 080 20~50 0.10~0.25
18.0 60~120 0.20~0.50 50~120 0.20~0. 50 40~100 0. 15~0. 40 18.0 50~100 0.20~0.50 20~40 0. 075~0. 100 20~50 0.10~0.25
20.0 60~120 0.20~0.50 50~120 0.20~0. 50 40~100 0. 15~0. 40 20.0 50~100 0.20~0. 50 20~40 0.075~0. 100 20~50 0.10~0.25
WANHEIH R = 8 B 5 N mEE
T HRC40 ~ 50 HB =300
7]#2D Ve(m/min) fz(mm) Vc(m/min) fz(mm) Ve (m/min) fz(mm)
2.0 5~20 0.03~0.08 10~25 0.015~0. 03 100~200 0.030~0. 074
3.0 5~20 0.03~0.08 10~25 0.015~0. 03 100~200 0. 045~0. 077
4.0 0~40 0.03~0.10 20~30 0.015~0. 040 100~200 0. 066~0. 088
5.0 10~40 0.03~0.10 20~30 0.015~0. 040 100~200 0.080~0. 100
6.0 10~40 0.03~0.10 20~30 0.015~0. 040 100~200 0.092~0. 123
8.0 10~40 0.05~0. 15 20~30 0.015~0. 040 100~200 0. 120~0. 160
10.0 10~40 0.05~0.15 20~30 0.015~0. 040 100~200 0. 150~0. 200
12.0 15~40 0.08~0. 20 20~30 0. 035~0. 055 100~200 0. 180~0. 240
16.0 20~50 0.10~0.25 20~30 0. 040~0. 060 100~200 0.225~0. 300
18.0 20~50 0.10~0.25 20~30 0. 050~0. 080 100~200 0. 250~0. 350
20.0 20~50 0.10~0.25 20~30 0. 050~0. 080 100~200 0. 300~0. 400




Il S iE T

BiAERaNAYASH

SLHET)
WAIEIHF B
TEE 180-250HB 25-38HRC
712D N(rev/min) fz(mm) N(rev/min) fz(mm)
3 4600 0.02~0.03 4300 0.02~0.03
4 3980 0.02~0.03 3680 0.02~0.03
5 3820 0.03~0.04 3520 0.03~0.04
6 3450 0.03~0.04 3150 0.03~0.04
8 2780 0.04~0.06 2480 0.04~0.06
10 2380 0.04~0.06 2080 0.04~0.06
12 2120 0.05~0.08 1820 0.05~0.08
16 1590 0.05~0.08 1290 0.05~0.08
18 1410 0.05~0.08 1110 0.05~0.08
20 1270 0.05~0.08 970 0.05~0.08
25 1020 0.05~0.08 720 0.05~0.08
. ae
mIFR:

ap

ae<0.2D ap<1.5D

W VIEI# R S$RA£7075, 7050, 2024
EE
711&D N(rev/min) fz(mm) N(rev/min) fz(mm)
6.0 28000 0.06~0.08 24000 0.04~0.06
8.0 28000 0.08~0.10 27000 0.06~0.08
10.0 25000 0.10~0.12 22200 0.08~0.10
12.0 25000 0.12~0.14 19900 0.10~0.12
16.0 23000 0.14~0.16 17000 0.12~0.14
20.0 20000 0.16~0.20 15000 0.14~0.16
. E LN St n T
I 4257
ae
D<¢3: ae=D ap<0.2D
ae<<0.2D ap<1.5D D= ¢3: ae=D ap<0.5D
— —_y
=T RIEET]
W TEI# R S$RA4£7075. 7050, 2024
TEE
714&D N(rev/min) fz(mm) N(rev/min) fz(mm)
6.0 28000 0.06~0.08 24000 0.03~0.04
8.0 28000 0.08~0.10 27000 0.04~0.06
10.0 25000 0.10~0.12 22200 0.06~0.08
12.0 25000 0.12~0.14 19900 0.06~0.08
16.0 23000 0.14~0.16 17000 0.08~0.10
20.0 20000 0.16~0.20 15000 0.10~0.12
e MEEEH &I T
mIAs: 4257
ae
D<¢3: ae=D ap<0.2D
ae<0.2D ap<1.5D D=¢3: ae=D ap=<0.5D
WA 1. EARMTREES ARk,

< BRINSHIN IR BRI

. EREATIRIMRNTIER, HERMX.

< FRUIBIR S Rt e iR IR A IE R I & 4H70%.

. MRANKTIRN, BERBEREERS.
. UHIEPHEATURSEEEEREREE.

1
2
3
4. THINSFHRGSAEESTREN, EBRNTHREERTIEIFMSE.
5
6
7

WHIHEIM R AN, TEMW. 75N BN, ShEE. B/

W 38 ~45HRC 45 ~ 55HRC

7142D N(rev/min) fz(mm) N(rev/min) fz(mm)
3 4300 0.015~0.03 4250 0.015~0.03
4 3680 0.015~0.08 3630 0.015~0.08
5 3520 0.03~0.04 3470 0.03~0.04
6 3150 0.03~0.04 3100 0.03~0.04
8 2480 0.04~0.06 2430 0.04~0.06
10 2080 0.04~0.06 2030 0.04~0.06
12 1820 0.05~0.08 1770 0.05~0.08
16 1290 0.05~0.08 1240 0.05~0.08
18 1110 0.05~0.08 1060 0.05~0.08
20 970 0.05~0.08 920 0.05~0.08
25 720 0.05~0.08 670 0.05~0.08

BEEMMT

MIAR: %

ap

D<¢3: ae=D ap=0.2D
D= ¢3: ae=D ap=<0.5D

YW 1IEARMFEE SRR,
2 B S HI I BIR BIRSETT %
S IAHMNBRIRSIFEEZTREN,
TBREIN T & BB YIRS+
4. FRYIH 3k Rt 20 1 SR AU A IE B IR & A RY70%
5AXAMKIT) AR, BIEWRRERRHAS,
6VIHIELMBRA T UIREMERERHLRE.,




"['lechnical®information

BAaEESENENASH BAERSETNANHSH

T SHET]
TR R EEES ek IR REEH Hae
33 T 38-45HRC 38-45HRC
714D N(rev/min) fz(mm) N(rev/min) fz(mm) 712D N(rev/min) fz(mm) N(rev/min) fz(mm)
3 8000 0.0370. 04 5000 0.0270.03 3 4200 0.015~0.03 4000 0.015~0.03
4 e 0.0370. 05 et 0.0270. 03 4 3180 0.015~0.03 2980 0.015~0.03
5 7200 0.0370. 06 4000 0.0470.05 5 5550 0.015~0.03 5350 0.015-0.03
6 7000 0.0570.07 3800 0.0470.05 6 2120 0.015-0.03 1920 0.015-0.03
8 6800 0.0670.08 3500 0.0470. 06 P 5380 0.03-0.06 2180 0.03-0.06
10 6300 0.0770. 09 3200 0. 0470. 06 10 1910 0.03~0.06 1710 0.03~0.06
12 6000 0.080.10 2800 0.0570.07 o 1600 0.03-0.06 1400 0.03~0.06
16 5600 0RO 2300 G L0 16 1200 0.03-0.06 1000 0.03-0.06
18 5200 0.1270.15 1800 0.0570. 07 18 1100 0.03~0.06 900 0.03~0.06
20 5000 0.1570.18 1500 0.0570.08 20 1000 0.03-0.06 0 G
25 4000 0.1870. 20 1270 0.0770. 09 5 800 0.03~0.06 800 0.03-0.06
ae =
EODAD Epiih 2e<0.2D ap<1.5D
W LIEI 4 BT AR ¢ : T a—
L il S A WHTHIM R REN Has
Et i 38-45HRC 38-45HRC
IEES N(rev/min N(rev/min - -
%D (rev/min) fz(r?m) (rev/min) fz(r?m) 712D N(rev/min) fz(mm) N(rev/min) fz(mm)
3 8000 0. °1~0' o 2000 0. 01~0' 0 3 4200 0.013~0.03 4000 0.01~0.03
7 .0170.02 4 .0170.02
i %00 0.010.9 200 0.010.9 4 3180 0.013~0.03 2980 0.01~0.03
5 7200 0.0270.03 4000 0.0270.03
. > 5 2550 0.013~0.03 2350 0.01~0.03
6 7000 0.0370.04 3800 0.0270.03
_ . 6 2120 0.013~0.03 1920 0.01~0.03
8 6800 0.03"0.05 3500 0.0370.03
. - 8 2380 0.03~0.05 2180 0.03~0.05
10 6300 0.0470.06 3200 0.0470.05
- ~ 10 1910 0.03~0.05 1710 0.03~0.05
12 6000 0.0570.07 2800 0.0570. 06
- - 12 1600 0.03~0.05 1400 0.03~0.05
16 5600 0.0670. 08 2300 0.0570. 06
~ - 16 1200 0.05~0.08 1000 0.05~0.08
18 5200 0.0770.09 1800 0.0670. 07
S - 18 1100 0.05~0.08 900 0.05~0.08
20 5000 0.0870.10 1500 0.0670. 07
~ = 20 1000 0.05~0.08 880 0.05~0.08
25 4000 0.1070.12 1270 0.0670. 07
25 800 0.05~0.10 800 0.05~0.10
ae Z
/ ae
D<$3: ae=D ap=0.2D &
D= $3: ae=D ap=0.5D D<¢3: ae=D ap=0.2D

D> ¢3: ae=D ap<0.5D ~




ILEET] milling

BAERSE7NENASY

Cutting parameters of solid carbide cutting tools

WHTHEI# B BEAE® N
Material to be cut High temperature alloy Hardened steel
fEEEF hardness 38 ~45HRC 55 ~62HRC
J] 4% Deuter dameter D N(rev/min) F(mm/rev) N(rev/min) F(mm/rev)
3 2120 0.015~0.035 6900 0.013~0.018
4 1990 0.015~0.035 5170 0.013~0.018
5 1590 0.015~0.035 4140 0.013~0.018
6 1590 0.015~0.035 3450 0.02~0.036
8 1190 0.025~0.04 2590 0.02~0.036
10 960 0.025~0.04 2070 0.02~0.036
12 790 0.025~0.04 1720 0.02~0.036
16 600 0.025~0.04 1480 0.02~0.036
18 530 0.025~0.04 1290 0.02~0.036
20 480 0.03~0.05 1030 0.05~0.08
25 380 0.03~0.06 830 0.05~0.09
,_ae
) TET 5 il
MIAK: Flank cutting

Processing method

ap

2e<0.2D ap<1.5D

W IHI 1 R BiREf N
Material to be cut High temperature alloy Hardened steel
fEfE hardness 38 ~ 45HRC 55 ~ 62HRC
7] 42 D Cuter demeter D N(rev/min) F(mm/rev) N(rev/min) F(mm/rev)
3 2120 0.01~0.025 5310 0.005~0.008
4 1990 0.01~0.025 3980 0.005~0.008
5 1590 0.01~0.025 3680 0.005~0.008
6 1590 0.01~0.025 3180 0.005~0.008
8 1190 0.02~0.035 2650 0.012~0.032
10 960 0.02~0.035 1990 0.012~0.032
12 790 0.02~0.035 1590 0.012~0.032
16 600 0.02~0.035 1330 0.012~0.032
18 530 0.02~0.035 990 0.012~0.032
20 480 0.035~0.05 800 0.03~0.05
25 380 0.035~0.06 640 0.03~0.05
? HHEMT
mIF: e Groove milling

Processing method

=

ap

D<¢3: ae=D ap=0.2D
D= ¢3: ae=D ap<0.5D

W 1IERARMFEE SRR,

2 B B HI A R BIREETT %

B IAHNBARNAFEEZTRER,
RN T & B HRUIEI &+

EXpIain: 1.Choose machine tool and clamp of good rigidity and high precision.
2.The Recommended method of Unilateral milling is climb milling.
3.When the workpieces or the machine has a vibration or abnormal sound.
please change the cutting conditions according to the processing conditions.
4.70% of the normal cutting speed and feed rate is advised for dry cutting.

4. FR1E Ejﬁﬁﬁ&ﬁgﬁﬁg@ly'fiﬁﬁmﬁtﬂ BI&1HH970%, 5.Using extended tool,please reduce the cutting speed and feed rate
5 MR FINK I AR, BERRIEE T oot

6. VKBV MER T iRE @R

6.The rotating speed and feed rate may be increased in the condition of a

small cutting volume.

71E M AR

Tool application knowledge

BETIMI B EEERITR ( Troubleshooting in Milling )

152 I x5
Trouble Occurences Countermeasures

BHEEAK MiRitELE
Too high feed Reduce feed
et (1m EYIE]) gt (1= TYIE] )
Up milling Change down milling
Y15 7] A S EEIHE| 7] - ERE A E R

- Sharp cutting edge Honing at the cutting edge—chanfering or rounding

1P| if needed

Chippi - N R s
Pping B (6 TR B E g
Chattering Check spindle speed down
TJERHEXK BINAERHSRAE AR/
Too much overhang Adjust to minimize overhang
TR I _ A S B R
Unfixed chucking of End mill Check the precision of chuck and collet
PHEEES PR IHI =
High Cutting speed Decrease Cutting speed
BHEE KR/ EhnigteE
= Low feed Increase feed

BE#R

Wear . W W
et (m EYIE] ) e (1= TYIE] )
Up milling Change down milling
HREETS % AR RS RR 52 T
High—hardened work piece Choosing special coating end mill
PIHIE R K WA IEIE
Too much cutting force Decrease cutting amount

TI B4R YIHIAE X PR, RBEE

Tool Breakage

High cutting force

Feed down; spindle speed up

TIRRHERK HBINRERHEREAR/N
Too much overhang Adjust to minimize overhang
=5 BT &4
Chattering Change the cutting condition
e nde
REBBE | gpre SR UM R S A IRt
urtace Generation of built-up edge Increasing cutting speed & Feed rate or down milling
Roughness
SitE, KEIELEE PR LGRS VIHIEE
Hihg feed, low speed Reduce feed & Increase speed
" DIE ¥ N4 EXEIE )|
I”] I’f“%fg Incorrect Unmbers of flute Replace more flutes End mill
Accuracy
of finished o
work piece TIRIRE FERXNEMRHER_ERN

Deflection of Tool

Using big diameter tool & Minimize the overhang
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BEHIN AZE R
(FHTNESRETHIRR, )
Key points of milling application
( Special cutting tools see the Corresponding description. )

PaE=!

- ARGRENY, SREZFEEREX, EKEEMEKEENIHRT];
- RIISETIANER TEREESA]. FESER N H-RERW40.02D;

- BERETEEFRENMIFE, BRKNERFW,

Cutting Tools

. An end milling cutter with the largest diameter, the shortest groove and total length should be selected as far as
possible in order to get the best rigidity.

. Long edge milling cutter is not suitable for cavity milling . grooving or a heavy profile cutting—Rw is 0.02D;

. High performance cutting tools have a shorter processing time, longer service life .

TI4%

- NRFERBRBRFNMEG/ N EFEBEE;

- Xt F58 SV H e (5 P 28 T A A9 SEAR TI AR EE TR RS M Sk =L 714 5
ERSKTIMRE, REFERFIHBLINTF,

Tool shank
. The tool shank should have enough clamping force and small rotating runout;

For heavy cutting it is recommended to use a short and thick solid tool shank or zero length collet
tool shank;

. When using the solid took shank , a manual screw wrench is not recommended .

T
- FEXRZETHBLE D EENmE,

Workpiece
. Firm grip will Reduce tremor and deflection .

PR

- ARIETIAB SRS ETREEMEZIRKR, EHAMLTERERT;

- AKBEFENEEHRSLE, ERNKEESRENINE;

- ABIETHSTIERIRG, T RINBVRMFERHELE R,

Machine tool

. For a smallest diameter runout or tool shank and a maximum tool life , the spindle must be in the best condition ;

. The maching equipment should have enough power to reach the recommended cutting speed and feed rae.
. The feed rate must be reduced for a low—power machining equipment to avoid the damage of cutting tools and
working pieces.

gl

 FIABS RS RS MR R B A YIB “ TR

 REES M A I AL E X TR

F— R
ABIERAESE: TAM, HAR, BRLAEN;
Al FER. % BEAS. BELE.

Cooling

. Jet method or liquid coolant can avoid the chip to be cut once again.
. Keep the coolant clean and with proper concentration ;

proposals:

—Water soluble oil or air jet method: tool steel, mould steel, carbon steel or alloy steel;
—Water soluble oil: stainless steel, titanium, high temperature alloy, nonferrous metals.

Fik

- BUE AIRSE;

- BEHRRBREAT. JIM., Bizh, FE, kBEE, RETEEREMERKIIAEEG®R,
Methods

Climb milling is recommended

Pay attention to programming details. tool shanks. runout, balance. fixture etc. improve tool
performance and prolong tool life.
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Tool application knowledge

MEINHAES
(% TIESREHEA, )
di=tIHIE &
=& <
ARVIHIZEBE R EFH AL ERZEVIEIZEE (Rw) fnfEPIEERE (Ad) BE,
MFHERILST), EYEEEREM T HNRKERHE,
HI T3 R B AR/ NI R EFn A =
- Rw F1Ad #BHEIE;
ERKTISEMKIIA;

- ERAKTIHE;
- DN T EEHETR IR A L AR B K B T 4R

Key points of milling application
( Special tools see the Corresponding description. )

d1= Cutting diameter
I2= Groove length
The speed and feed rate of different cutting types are determined by the radial cutting

width (Rw) and the axial cutting depth (Ad).
For tapered end mills, the cutting speed is determined by the maximum diameter in contact

with the workpiece.
The cutting speed and feed rate must be reduced when the following conditions appear:
. Rw and Ad exceeded the recommended value;

. Use long cutting edge or lengthening cutting tool ;

. Use the long tool shank ;

. When the hardness of the material is more than the recommended value ;

i# AT ERTIH| KR
(s8I AR E TR AT RS )

Cutting types of universal cutting tools
( This parameter can also be used for a special cutting tool when there is no expecial limitation)

Fig ki Bt
Grooving Profiling Finish milling
; 7 9
\7/ di
<0. 25d1 <0. 05d1
BTN
Feed Mode

L FLEt 7]
Pre drill feed

et 7] Fm it 7]
Spiral feed Oblique feed

FEHHT]

Vertical feed

K ZHR WK
FATshFLET]

For most applications
pre drill feed s
recommended

SZ et IR TME A ER AR, T IIRHE TR
#25%E50% FEHEE, BRATNENHKTIAAS , &
ERETI BB TI A5 ~10°

The spiral feed and oblique feed may be as an
alternative, grooving speed and 25% to 50% feed
volume can be used at the beginning. 5 degree feed
angle can be used for universal cutting tools and 5 to
10 degree feed angle for high performance cutting
tools.

RETEI B REENEEH
RIEAERFEET R I AR,
T TIEHE B A& R EF125%
FiEHAE

Vertical feed is only used
for cutting non-ferrous
metal materials and short
chip materials, at the
beginning, grooving
speed and 25% feed can
be used.
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ShIMITREIFEREMITE Troubleshooting in Drilling

152
Trouble

ShFL R E
Deformation
of hole

Y|

Occurences

TR LLEIIR

Becoming thread scratch in the hole

R
Countermeasures

1. EREAHNHE
Check for Suitable Guide-Bush

2, B ERRAE
Reduce relief angle

3. MEHLRIHAERFMHKERTIR
Check for proper point angle & length of lips

71E M AR

Tool application knowledge

ShIMITREIREEMITHE Troubleshooting in Drilling

FREER. k3N

Generation of chattering & vibration

1. B EIRE R B
Reduce relief angle

2, FEtRHIHE
Grind web thinning

3. WEHLKE, MR
Shortening length of drill

4

. REHSRENEERER
Check for proper drill

5. WERASHLZMER

Check for chuck & collet & socket

6. FsEsFHLFL

Pre-centering
7. =& TAENUMEI NI
Inspect rigidity of the Drill Machine

B

Trouble

FLEETEAE
Poor surface
conditions
of work piece

[REH xR
Occurences Countermeasures
TNTIEBKK BE
Excessive wear of cutting edge Regrinding
HIEERK PEAR I TR
Too much Feed Decrease feed
VIHIBEZE AR TR

Chips clog in hole

Add number of exit

1. BEHRHIE Thin Web
2, EHESRE

VIEHEH A5

Poor chip evacuation

1. MXSEAELE

Increase Feed
2, ERIERRIZER

Check for proper helix angle
3, MKEELE

Check for proper chip space
4, XHABER S

Using Step feed

shELIAARL
Deflection
of hole

RITINBT AR R

Drill won't enter work

1, EREANE
Check for Suitable Guide-Bush
2. BOVINBHMESREHSE
Reduce Feed

3. TkEshFHLTL

Pre—centering

LI o g S 4T

Breakage

:_%lfeﬂj' others Check for Proper Guide-bush
3. I’RE TIETH IR E
Inspect rigidity of the Drill Machine
HEERK WOEEHGE

Feed too heavy

Decrease feed rate

PIHIEZE

Chips clog in hole

1, MAEEL

Check for proper chip space
2, EESENIERAE

Check for proper helix angle

shKRIERZE

Insufficient rigidity of drill

1. BOSEAREE
Reduce feed

2. HIEhLKE, HEmRAliE
Shortening length of drill

3. EHREEMX

Increasing Web thickness

1. BRRFHOBEHKLESE
Reduce feed while throughout drilling
2. LIERFFEE
Check Set Up Rigidity
3. RE TIEVIAEI R

Inspect Drill Machine

SHKRMERR

Insufficient rigidity of drill

GRIGEHLAK R, BN
Shortening length of drill

Shk A EARX

Unsuitable angle

S
Regrinding

M BB R
Excessive
wear of

cutting adge

VIHI & KR
Cutting speed too high

1. BERYIELEE
Reduce cutting speed
2, MRKER
Check Lip Relief
3. EAMMELEVIEIE
Increase Coolant Flow
4, REHLHTR

Check for proper material

YIEITI AR 7
Chipping

BEHEE KRR
Feed speed too high

BOBERGE

Decrease feed rate

VIR ERE
Cutting edge strength

10 B EREAE
Reduce Lip Relief Angle

2, BRIRERZ=HNEBAMSGE
Reduce feed in drilling

3. LIERFFEE
Check Set Up Rigidity

EREY FLIEWL AT

During oversize operation

10 MRRIEFHE

Properly grind point angle
2. PERVIBIEE

Reduce cutting speed

LE8E

Hole oversize

KRR ERFRE T K NAR—
Point angle is not properly,Large chip of one flute;
small chip of other flute,

1. BE#EE Regrinding

2. FEtREIEE Thin web

3. L5 F B Properly grind point angle
4, [ER%EE Guide-bush
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EIE TSR0 TR onTabi AV AR R, $hBEM A RSE R RA).
Interrupted machining(irregular/angled hole entrance or exit)

1, 27T
Spotface

/ ﬁ@*&%ﬂm

1. ASISETIsiRE TR 7L AN TRYSS KB RIE
MIRFEE, REN2FLERAKELY
BIZI B + 0. 1mmBISEE W,

Machine a flat using an end mill or dril.The
diameter of the end mill is as same as the
diameter of the deep hole drill

2, SflmT
Work a pilot hole

L =1

1. SALMITAEKHTNEA A EFBHRNNTRK
SHLHITIA140°
The top angle of pilot drill must be bigger than the top
angle the deep hole drill.

2. HERRFNSFALEEEE).

Ensure the accuracy of the pilot hole(roundness).

3. FLIRIDEARRIT,
(EREREIHKEAESLRE, )
The depth of the pilot hole is about 1D.

(Please adjust the depth of the pilot hole according the
length of the deep hole drill)

5. RFLINT (ShiEBRTETLELIHY)
Machining deep hole(interrupted cutting at drilling through)

~ S S S S S S 0

1. $hiB BRI EL YT 5 A IEI 7T .
Interrupted cutting will cause the damage of
cutting edges easily at drilling through.

2. $hiBRHLAEHETF0.05~0.1mm/rev,
The recommended feed rate is 0.05~
0.1mm/rev at drilling through.

6. RFLINT (B[E)

Deep hole working(move back)

V% 7
V% 7

1. 5463 A3000mm/mini 44 1% 1R B 2 FF
BIMITHAE,
Moving the drill back to the inital working
position with the feed rate 3000mm/min.

2, $hBIEIEMRIREIRE,
(H1H15% FE20~30m/min £ 47)
Reducing the cutting speed after drilling
through.
(cutting speed 20~30m/min)

3. FALMI (FEHESFLH)

Deep hole working (insert into the pilot hole)

y essss

1, BEREREREG TEESILA,
(1813 EE20~30m/min, #£580.2~0.3mm
IrevER)

Insert the deep hole drill into the pilot hole in the
condition of the low speed.

(20~30m/min,feed rate 0.2~0.3mm/rev)

2, BEBESIEISDI~3mmEFHIE,
(B RYIEITI B ER & B EN)
The distance between the hole bottom and the hole
is 1~3mm.
(make sure all the point of the drill is in the pilot hole)

4, FRELMI (MMIFFEA. $hiEHT)
Deep hole working (start and through)

7

A N N

2220200

1. FroamERE. HELEINT,
(e T)
Start rotating,feed.
(not step by step)

2, SHIBRT B EHHAEE,

Using the normal feed rate before drilling through.
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e

Drill clamping

R KKK ENTTE

The method to determining clamping length of the drill

REFEFM
Notice of setup

@D1 ™
155 FR#EE J1 5 AR B A3 B HRHARTERR 2 o phe o o = N
& 5 3L AR SR D1X1.50F T EEEEE KR A SR AL Bkzh R 7E0.03mmEL A o

Using thrust bearing
collect chucks can
ensure clamping

The dimension “A” in
the drawing should be
longer than D1x1.5

De not clamp the flute

Keep run out<0.03mm

HwmiE

VIRIR B &R

MriEFLER R

BehER HIER . B

The method of coolant feed

FHMFE R

ik ik

Coolant feed Rotating coolant
from spindle feed

U v
L JE%

Coolant administration

1) fRRGE BRI

IR e 2H/NY
VBB ESBERH
flo FARERNER
$hk, NREERMER
ﬁmo

Coolant supply system must
contain filter screen.because
the small chip will block up
cooling hole. Especially
choose the fine mesh filter
screen should be chosen as
far as possible for using the
small drill.

2) VIHRAAE, &
RN RIS IRTER
LA, SHEH®ESH,
MR BEGR,

After long use , the oil
should be changed
earily.because the small

chip could block up the
cooling hole.

Drill the step hole

Burrs and chips on

PIEliR TEERD
0.5MPa~7MPa

Coolant working pressure
0.5MPa~7MPa

1, AT A TFEAH.
It could be drilled by two
process steps.

2, SEHHEIRERAS
Drill the bigger hole section
first.

1. BB R PR AE

Reduce the feed rate on

2, HASMIMRER,

Chamfer the exit of the hole

3. MEHLTA,
Change the top angle of the drill

7NEMRARIR

Tool application knowledge

N T ERAL A FEEBI I T omT 576

The section to be machined is flat (by working a blind hole)

1, BflmT

work a pilot hole

shkpyTmfg140° o

The top angle of pilot drill must be bigger than the

top angle the deep hole drill.
2, BMRRFHNSTBEEE),
Ensure the accuracy of the pilot hole(round
3. FLIR1DELRITE,
(ERBEREINKERESILRE, )

The depth of the pilot hole is about 1D.

(Please adjust the depth of the pilot hole according

the length of the deep hole drill)

===

1. SAMIAHLHTNAREEHRANFK

2, WILMT (HHSFLA)

Deep hole working (insert into the pilot hole)

ness).

1. BERERZFG THEEASILA.

(PIHE E20~30m/min, #£520.2~0.3mm
IrevER)

Insert the deep hole drill into the pilot hole in the condition
of the low speed.

(20~30m/min,feed rate 0.2~0.3mm/rev)

2, BREBESAKEIBI~3mmAELEHALE,

(FBRIIBI T B EEEHEN)

The distance between the hole bottom and the hole is 1~
3mm.

(make sure all the point of the drill is in the pilot hole)

3. FFAMI (IMIFFHE. &%k)

Deep hole working (start and finish)

1, FFoghEse. #HAMT
(JEH M)

Start rotating,feed(not step by step)

=

4, RFLINIT (RMm@)

Deep hole working(move back)

o

A

1\

MMI&ERE, EEFLK1~2mmBya & REIR

R,

(FIH1iE E20~30m/minZE &)

Reducing the speed after drilling when the deep hole drill is
at the position of 1~ 2mm away from the bottom of the

hole.
(20~30m/min,feed rate)

1845 3 1L3000mm/mini ik 44 3 FE R [E 2 -
BWMTHAE,

Moving the drill back to the inital working position with the
feed rate 3000mm/min.

W5 S EFRSFFRE,

Moving the drill back in the same condition as that for
inserting it inot the pilot hole.
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NNEREREBI R 5 wTREMERIAEREMRTHRREE
Types and standards of tool shank Size and limit deviations of Morse’ s cone with a flat tail
DIN6535-HE

L4

L5

2%
?OZI G2WE
i I

L1 d1 L1 d1

d1=6~20mm d1=25~32mm B
e

- [005 @A

d2

a L3
\
L4
36.0 | 25.0 | 18.0
8.0 55 6.9
10.0 | 71 8.5 40.0 | 28.0 | 20.0 | 1.2 SR T A RS
HIRES
120 82 10.4 Morse taper tool
140 | 81 127 45.0 | 33.0 | 22,5 e
UNANE 1: 19.212 1: 20.047 1: 20.02 1: 19.922 1: 19.254 1: 19.002
16.0 10.1 14.2 iﬁ}g Nﬁr\mnald\menswon o 0.0 0.020 9.9 9.25 9.00
48.0 | 36.0 | 24.0
18.0 | 10.8 16.2 Taper L{fﬂi{ﬁ%ﬂ +0-0005 +0-0004 +0-0004 +0-0003 +0-0003 +0-0002
20.0 | 114 18.2 50.0 | 38.0| 25.0| 1.6 20 bﬁfﬁjﬁ;{n 2° 58’ 54" 2° 51’ 26" 2 51! 41" 2¢ 521 327 2° 58 31" 3° 00’ 53"
250 | 136 | 9.3 | 23.0| 24.1 | 56.0 | 44.0 | 32.0 D N’éﬁ@,’},ﬁ@{n 9:045 12065 1778 23825 31267 44399
320 | 155 | 99 | 30.0 | 31.2 | 60.0 | 48.0 | 35.0
a NFRR= . ) .
Né?m?gjl d\men;'!)-n 3 85 5 5 65 65
B E: Flattail D~ | AFRR~F 92 12:2 18 24-1 316 447
Nominal dimension
d,~ | AR~ 61 9 14 19-1 . 365
2 Nommald\mens_\{-n 252
=N . NFRR~ . 135 . . .
k:-F E ;_J_ 1&% damax Nﬁn\fajld\mer;{-n 6 87 8 185 245 357
= 005@ A GT/bigger than Basic dimension Deviation @‘?ﬁﬁgn 565 62 75 94 1175 149-5
® . 3 375 | 212 0 6.0 0.2 Ly +04 +05 +05 +06 +07 +07
-0.10
O £ 375 | 475 | 265 70 | 02 R 2 14 16 18 20 -2:0
o + 4.75 6 3.35 8.0 0.2 H25
< 0 L4max N/L}f’T‘dRTf 595 655 80 99 124 156
| 6 75 4.95 012 9.0 0.3 ominal dimension
' RERFRT 39 52 63 7.9 119 159
7.5 95 53 1 00 03 b Nominal dimension
L 9.5 11.8 6.7 0 11.5 0.4 L&IEE E% -0:18 -0-18 -0-22 -0-22 -0-27 -0-27
imit deviation
11.8 15 85 | 015 130 | 04 R
- o oo o Crax | ARSI 45 8.5 10 13 16 20
19 . 0 . .
018 Emax | AR 105 135 16 20 24 29
19 23.6 13.2 -V 17.0 0.5 °m‘"l‘m9”5‘°”
Rmax | AFRR 4 5 6 7 8 12
ominal dimension
r RERRT 1 12 16 2 25 3
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