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BREREETIRITGES RN

Product Code (Order Number) Instruction
Of Solid Carbide Cutting tool

P20 ) R2 . - 10 . 25 ) 10 - 75 ) 0.5
777 %
5 IR PNIEERE BS N 7];& ¢ UIkES VRS iz 2K TIREN/ TIRE
Series Workpiece Material Processing Strategy Type u:; ter © Diameter Flute Length Shank Diameter Overall Length Corner Radius /Chamfer
ute
E3ENT X
P20 P KM L. S 2 0.5mm 0.5 0.5mm 0.5 4mm 4 75mm 75 0.05mm 0.05
General Machining Square
BEMT GRS
P30 P.K.H High-speed Machining R Corner Radius 3 S5mm 5 S5mm 5 10mm 10 100mm 100 0.5mm 0.5
=T 2GS
40 A High-performance Machining B Ball Nose y omy = oy = 20m 2 2 12 1o L
Z@mT PAESE]):
H20 P K\M.H General Machining ¢ Chamfer 6
=ENT
H30 2 High-speed Machining
BT
A40 N High-performance Machining
DR - 3N . 0350
75 WO TArE INTERE BS Nz
Series | Workpiece Material | Processing Strategy Type Diameter
A
DR P. K. M ouhe 3N ! 3.5mm | 0350
Hole Making 3D External Cooling
A
5N SoobE 10.1mm| 1010
5D External Cooling
A
3c 3DW2 .
3D Internal Cooling
D%
5C 5DA% .
5D Internal Cooling
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O] #E% / Feature of Coating

AEBM

Coating name

£ FCHEFE (HV0.05)

Vickers hardness

ERARL

Friction coefficient

REERRE(C)
Maximum applicable
temperature

eS8

Features and function

AICrSiN 3300 0.4

1100

BinEtMEIERE, SHATHMN. SEW.
TEN. KEEFME (55HRCULT) KZHEH]
I, @A,

High oxidation resistance and high adhesion,
suitable for milling of carbon steel, alloy steel,
stainless steel, titanium alloy etc. (under 55HRC).
Good versatility.

FOBXIEII A SIS ST
Long life in both dry cutting and wet cutting.

TiAIN 2900 0.35

900

EnatEMNSHERE, ERF R AWM
I, B aEENNTRNT, K& HhEIN T,
High oxidation resistance and high adhesion,
suitable for milling of stainless steel, dry machining
of hardened steel and drilling of titanium alloy.

TIiAICrSiN 4000 0.35

1100

BEENSNE Y, ST BEEMEIRIN
THREmAIEHREL,

High Hardness and high oxidation resistance.
Enables long life and high efficiency in machining
of high hardness materials.

ESEEMEL(5S5HRCELE) IR T R &RiES
BERE,

Exhibits amazing performance when cutting
high-hardness,materials(55HRC or higher).

e 05 >>>

(27 #*PVD;&EE1 / Positioning of Nano PVD Coating

aJnjesadwa) uoepIxo

UOID14} JO JUBIDIYS0D)

() Rt B o

mABRHTRITEAR ELR, AMAIRRE T EEMMA LS

By controlling the crystalline structure at nano level, hardness and oxidization resistance are greatly improved.
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EESSEE

Hardness and oxidation temperature

2000 2500 3000 3500
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Hardness

EESIHBRE

Hardness and lubricant properties

4000

2000 2500 3000 3500
BEE (HVY)

Hardness
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- HEE
‘Material grouping

. S,
FEEMN (<HRC48)

Carbon steel, Alloy steel,
Prehardened steel (<HRC48)

AWM

Stainless steel

Pt

Graphite

ek, Wew®

Aluminum alloy Copper alloy

| B
(= am e

| HRSA[Heat resistance super alloy)

HE®

| Titanium alloy

. BEEME (HRC45-65)

| Hardened material(HRC45-65)

ERINT

 General machining

P20

Wi @AMIRS

P10

4w TR

Series endmill for steel general machining

M20

AW ERIN IR

Sertes endmill for stainless steel general machining

———— S°S

Al0

HEeEHENTIR

Series endmill for aluminum alloy general machining

H20

EEPEAN TR

Series endmill for hardened steel| =HRC 52)

general machining

[ Mmoo
| "W'!-.“'i-::‘

———5

P30

MAEENMTRY

Series endmill for steel general machining  Series endmill for steel high-speed machining

s

M30

THENSENIRY

Series endmill for stainless steel
high-speed machining

G30

BESENIRS

Series endmill for graphite high-speed machining
b

A30

BeEmEMIRY

Series endmill for aluminum alloy
high-speed machining

7= i B4 L3R

To be launched

7= R D L3

To be launched

H30

ESENEENTRY

Series endmill for hardened
steel high-speed machining

_m

PHRBIMITRTI

Series endmill for steel
high performance machining

S40

FHENERIN IR

Series endmill for stainless steel
high performance machining

b=

e — o o

A40

BEEHMMNIRY

Serirs endmill for aluminum alloy
high performance machining

>

BEEBMMT AT
Series endmill for HRSA high
performance machining

#;_“--:.-:\ :\‘:

T40

HEEBMMIRT

Series endmill for titanium high
performance machining

= i i
——

H40

SERSMMNIRY

sertes endmill for hardened steel
high performance machining

fhe

= GUNGNIR

Micro machining

P50

RN IR

Series endmill for steel micro machining

MHHEN TR

Series endmill for steel roughing

A60

BeREmNIAY

Series endmill for aluminum alloy roughing

7= au B LA

To be launched

H50

EEMEN TR

Series endmill for hardened
steel micro machining
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Introduction of Tool Series

P20&R % smemmTizss

P20 series endmill for steel general machining

O ERTHEWME (SHRC65) FH4EIN I #5mT

@ E‘-'_ ) 1y : . g‘ ] ) Yy = B
SIS, BESABRIEI, RIFH7) IR KA Suitable for application of hardened steel (SHRC65) semi-finishing and finishing

High toughness substrate materials, special angle design, good edge strength
and anti-collapse performance.

© ERAT48HRCLANE & . S5 EXAVBA M T
Application of steel (SHRC48) & cast iron general machining

O XAEEENSHAKENTIAICISINGE
TIiAICrSiN coating with high hardness and high oxidation resistance 11 |

H30 25! smmmsmEmrs B
_ 1 H30 series endmill for hardened steel high speed machining ; !
’

P30 &5 swummmrarstn | A40R T masmumTusn )
\ A40 series endmill for aluminum alloy high performance machining

P30 series endmill for steel high speed machining
O ERATFE BN (SHRCAS) . FHMEI =R T [ O BEBATFHEAS (Si<12%) RfFAE (KHB200) BEBHEM T R¥EM T
; Suitable for application of roughing and finishing of aluminum alloy(Si<12%) and

Pty

Suitable for application of steel (SHRC48) & cast iron high speed machining
copper alloy (<200HB)

O RASHALENERAEMENSHERENAICIRRE O HAFRI7IBYIG I, B B XA LLiRkED, FRIG RIFHNRE R E
AICr series coating with high oxidation resistance and high adhesion Special edge design, reduces vibration effectively, good surface quality

P40 &R 5! smesmsim st TCRY mmmress |
P40 series endmill for steel high performance machining » _' TC series thread milling cutter for general machining
e O ERTHH. % FEPN. BEN. BEE. 8. B EASEMRMI

O ERFEEN (SHRCAS) . FFHMFIHEMINT i DI : ] ) o
Suitable for application of steel (<48HRC) & cast iron high performance machining Suitable for application of steel cast iron & stainless steel & aluminum & titanium &
HRSA general machining

O RASMARNSHENENSHERBENAICRRE
AICr series coating with high oxidation resistance and high adhesion
O MIMES, IR

High efficiency, lower processing cost

O FFBIE AE D EIGIT, MBRHURIRIERE
Unequal helix angle and unequal spacing of teeth , greatly reduces vibration

H20 25! smmammTis i’ ‘T DRZAF memmimTsss ﬁ ﬁ ﬁ
DR series drill for steel general machining

H20 series endmill for hardened steel general machining
O ERTWH FEBEEHIINT, AR A TRMN. SEWEMEIN T

O ERTFEENME (SHRCS5) HFFEMI AEMIT
Suitable for drilling steel and cast iron,also suitable for mild steel and alloy steel

Suitable for application of hardened steel (SHRC55) semi-finishing and finishing

O 2RI, nRkfEMEE, FEHEA T ANIMS
Bland-new chip groove design,enhanced chip breaking performance while improving
tool rigidity

O XASHMALNERENENSHERENAICIRRE
AICr series coating with high oxidation resistance and high adhesion

<<< 10
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Selection Criteria Table of Product
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Ttk
Workpieces Material
. LI ) - K H N >
7 Ki i
2 25 | mpme TR LRI I;ijaﬁfflr Difﬁf‘in Cutting 1234 56 123 | 123 12 34 5 123 4 5 123 4
Name  |Series| Type Description Range | Page |rarameters B A2 aeqm | FEA | gu | mE@ | m@@ | 20| gaz | gas | AR EH gpae | gas
Page Carbon Steel AllsySteel Stainless | cast ron | Hardened [ Hardened Hardened |Aluminium | Copper CG:ph'FS HeatResistant| Titanium
Alloy Steel Steel Steel Steel Alloy Alloy ﬁda’?e or?;le SuperAlloy Alloy
<HRC35 [ <HRC48 <HRC35 |HRC45~55 | HRC55~65 | >HRC65
VIR S
P20-52 = | D101 18 75 ° ° O © O
2 Flute,Square
LVIREES
P20-54 —|t, | D1-D20 19 76 ° ° O o O
4 Flute,Square —_—
WA
PNIIZEET] 27)EfAk —
Endmill for Steel| P20 | P20-R2 2 Flute,Corner Radius e ____g D2-D10 21 75 [ ] o O L O
General
Machining N
A7 Bk
P20-R4 | 4'Fite Corner Radius s D1.5-D20 22 76 o o O ® O
2703k —
P20-B2 | 5'r) e Ball Nose D1-D12 23 76 ] ® O L O
27)F %
p30-s2 | 22T = | (,5.D20 25 77 ° ° ° o)
2 Flute,Square
47) 3K [ Y
P30-S4 jm D1-D20 26 78 o o { ] [
4 Flute,Square L ——
W =E 271k :*g
MIsIseT] P30-R2 2 Flute,Corner Radius — D3-D12 27 7 o { { ] o
Endmill for P30
Steel High Speed =2z s
L 4TEf% —_— ] ° ° o | o
Machining P30-R4 4 Flute,Corner Radius —— D1-D20 28 78
2708k ——
- D1-D12 78 o o ( o
RalaEg 2 Flute,Ball Nose e 30
P30-84 | {10 o= |02 | 3 & | o | o o
4 Flute,Ball Nose
ME=R EVIREES . '
ohe P40-S4 M D1-D20 33 80 o o () [ O ®
M%7 4 Flute,Square
Endmillfor Steel | p40
High Performance ; N
Machining pag-Ra | A7ER . SN | 01020 34 80 ) ° ° o o °
4 Flute,Corner Radius

- 11 >>>

<<<12



= GUNGNIR = GUNGNIR

FmEFEERE

Selection Criteria Table of Product

T
Workpieces Material
. LIS o ° - a a b 2
o ’ NEEE | AER - 1234 12 12 34 5 4 123 4
BN ?;ﬂj FRAS HE%%{R&_%H} Diameter | Dimension p Cuttlntg 26 2 123 =7 125 EESEM
Name Series | Type Description Range Page arameters A 520  sem FHN et SEN =EN ol 841 Has o RS skas
Page Carbon Steel Alloy Steel Stainless | cast ron | Hardened [ Hardened Hardened Aluminium [ Copper Composite HeatResistant| Titanium
Alloy Steel Steel Steel Steel Alloy Alloy Mafe rial SuperAlloy Alloy
<HRC35 | <HRC48 <HRC35 |HRC45~55 | HRC55~65 | >HRC65
A7F K
- Hao-s4 | 0T —R | D1D16 | 36 81 ° o o | | e
=rEER 4 Flute,Square ———
MNIII%HET] .
Endmill for 47] Bk
Hardened Steel| H20 | H20-R4 | 4 Flute,Corner Radius m D1.5-D20 Y 81 ® ® O ® o
General
Machining 277 BREL e
H20-B2 | 5y e Ball Nose mem—== | DI1-D12 38 82 [ o O [ ) )
H30-S4 m D1-D16 40 83 O o (]
4 Flute,Square { S
= R =R =14 3
its AT)E Sk [ — °®
DUIAL.%UJ H30-R4 4 Flute,Corner Radius & o | D3-D12 41 83 O o
Endmill for H30
Hardened Steel AT KRR
High Speed H30-RN4 | 4 Fiute,Corner Radius | = ==% | Dp6-D12 42 83 O Y °
Machilige with neck
27]8kk [ —
. 3 - 4 O [ [ ]
gk 2 Flute,Ball Nose L D1-D16 3 84
N ago-s3 | S7FX _F == | p1-p20 45 85 ° )
aaEEN 3 Flute,Square _— Yo
MIIZHET]
Endmill for 37IEfAk _Fﬁ%“
. . . — = - 46
AuminiumAlloy | A0 | A90R3 S e Comner Radius — =5 | bib20 85 °® °®
High Performance
Machining 277BR L
- " ————— -, D1-D12 48 86
ga 2 Flute,Ball Nose —— e ® o

13 >>> <<< 14
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Selection Criteria Table of Product

T
Workpieces Material
nEnE | mex |DHSH0E : - - - - -
ZFR 5 | EREE TIEZ R R IMIZ Dia:{eter DIkt Cutting 1234 56 123 123 12 34 _._5 123 4 5 123 4
Name  |Series| Type Description Range Page I LEEaE B A2H  aoq | FEM | gu | mEA | m@m | GRS 34 mas | BR BRI aan Haw
Page Carbon Steel All'cz;y Steel | Stainless | cacijron | Hardened | Hardened Halrdened Aluminium [ Copper Cg:sggtee HeatResistant| Titanium
Alloy Steel Steel Steel Steel Alloy Alloy Material SuperAlloy Alloy
<HRC35 <HRC48 <HRC35 |HRC45~55 | HRC55~65 | >HRC65

p e p—t

TC-1T Single tooth M1-M20 50 [ [ () ([ o O ) () ) ()
poienl — |

TC-3T | SO three teeth M1-M20 51 o [ [ ] o o O ) ) o (]

Full teeth
. ZE45IUN : ° PY ° °
BAMI TC-UN American UN ﬂ D3-D19.9 53 o O o o o o

BAsRT]
Thread Milling - _
Cutterfor | 1c | 1c6 | 6 S 0580109 54 ° o ° ° o e ° ° ° °
General
Machining
TCRC | RC — ) |580199) 54 ® | e | o o o O o | o © | o
TCNPT | NPT — I 0530108 55 ® | o | o | o o O o | o © | o
UN=ZF [ [ ®
TC-UN3T D1.45-D9 56 [ ] L O ® ® [ [
UN three teeth
A
pR3N | 3077 | ———egeg® | D3D20 | 58 87 ° o o | e
3D,External Cooling i
Mi+iE DR5N | JD7M% | —UNESSEE | D3-D20 63 87 ° o O °
T3k 5D,External Cooling
Drill for Steel | DR
General 3DKS
ini DR-3C '7 —GGRE | D3-D20 67 88 L d o O ®
Machining 3D, Internal Cooling '
DR-5C | SDW e | 03020 | 71 88 ° ° O ]

3D,Internal Cooling

15 >>> <<< 16
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P20-5S2

27]FKBERMIIIERT]
2 Flute, Square Endmill for General Machining

—_— I — -

Lc

i . 'J'l] P K M S N H
'2' g 5 4 ' II | [ J ° O o)

RS 714 (D) 71 (Lc) 1Z(d) £K(L) FETF

Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
P20-S2-1-3-4-50 1 3 4 50 [ ]
P20-S2-1.5-4-4-50 1.5 4 4 50 ([
P20-S2-2-6-4-50 2 6 4 50 [ }
P20-S2-2.5-7-4-50 2.5 7 4 50 o
P20-S2-3-8-4-50 3 8 4 50 [ J
P20-S2-4-11-4-50 4 11 4 50 o
P20-S2-3-8-6-50 3 8 6 50 o
P20-S2-4-11-6-50 4 11 6 50 [
P20-S2-5-13-6-50 5 13 6 50 o
P20-S2-6-15-6-50 6 15 6 50 ([
P20-S2-8-20-8-60 8 20 8 60 o
P20-S2-10-25-10-75 10 25 10 75 o
P20-S2-12-30-12-75 12 30 12 75 ([

- 1
, , ) » 'I @ REEREStock O FEFfiTAvailable Upon Order
ZUZR
| =3
Aa SRRy MNYA A
20 series endmill for steel general machining

O SMEEAMR, BERSHAEIRTT, RIFH7 ORE R4
High toughness substrate materials, special angle design, good edge strength
and anti-collapse performance.

O &EAF48HRCLAIAE @M. $h XY@ AT
Application of steel (SHRC48) & cast iron general machining

mm 17 >>> <<< 18
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P20-S4 P20-S4

A7) FRBRAMIILEET] 1R 47 K315k T]
4 Fluet,Square Endmill for General Machining 4 Fluet,Square Endmill for General Machining
— o il . Le ——— i e . Lc
02Vt oy  e— I0BSLay  re—
T . I ° ° o 0 S ' I ° ° o O
UHS 7112 (D) 71 (Lc) 1Atz (d) 2K(L) BEtE gL 71 (D) 71 (Lc) 112 (d) 2K(L) B
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
P20-54-1-3-4-50 1 3 4 50 o P20-54-10-35-10-75 10 35 10 75 )
P20-54-1.5-4-4-50 15 4 4 50 d P20-S4-10-45-10-100 10 45 10 100 °
P20-54-2-6-4-50 2 6 4 50 i P20-54-10-50-10-100 10 50 10 100 °
P20-54-2.5-7-4-50 2.5 7 4 50 il P20-54-10-55-10-100 10 55 10 100 ®
P20-S4-3-8-4-50 3 8 4 50 ® P20-S4-12-36-12-75 12 36 12 75 ()
P20-54-3-12-4-75 3 12 4 75 ® P20-S4-12-50-12-100 12 50 12 100 ®
P20-54-4-11-4-50 4 11 4 50 ® P20-$4-12-52-12-100 12 52 12 100 °
P20-S4-4-15-4-75 4 15 4 75 ® P20-54-12-55-12-100 12 55 12 100 )
P20-S4-3-8-6-50 3 8 6 50 )
el 4 1 6 20 L) @ iR EEEStock O FfiTAvailable Upon Order
P20-S4-5-13-6-50 5 13 6 50 °
P20-54-6-15-6-50 6 15 6 50 )
P20-S4-6-24-6-75 6 24 6 75 °
P20-S4-7-20-8-60 7 20 8 60 )
P20-54-8-20-8-60 8 20 8 60 )
P20-S4-8-25-8-75 8 25 8 75 °
P20-54-8-32-8-100 8 32 8 100 °
P20-S4-9-23-10-75 9 23 10 75 )
P20-S4-10-25-10-75 10 25 10 75 )
P20-S4-10-35-10-100 10 35 10 100 )
P20-S4-12-30-12-75 12 30 12 75 °
P20-54-12-37-12-100 12 37 12 100 °
P20-S4-14-40-14-100 14 40 14 100 °
P20-S4-16-45-16-100 16 45 16 100 °

@ ITEEEStock O FEFliTAvailable Upon Order

o 19 >>> <<< 20
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P20-R2 P20-R4

27]E AR ERAMIIIIRT] A7) Bk EAMIILH®kT]
2 Flute, Corner Radius Endmill for General Machining 4 Flute, Corner Radius Endmill for General Machining
kel — \7 (=] _ _
= .

L el L
c [@f«] ™I I BESEs

iTRS 7]#& (D) Efa(r) 71K (Lc) 1w12(d) 2K(L) EE IS 71%% (D) Ef(r) 71 (L) 11E(d) 2K(L) EF
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock

P20-R2-2-6-4-50-0.2 2 0.2 6 4 50 o P20-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 o

P20-R2-3-9-4-50-0.5 B 0.5 9 4 50 Y P20-R4-2-6-4-50-0.2 2 0.2 6 4 50 [ J

P20-R2-4-11-4-50-0.5 4 0.5 11 4 50 ° P20-R4-3-9-4-50-0.2 3 0.2 9 4 50 o

P20-R2-5-15-6-50-0.5 5 0.5 15 6 50 o P20 Pl e Sali e 9> 2 - 2 ®

520 R2-6.16.6.50.0.5 . 05 1 . 0 ° P20-R4-4-10-4-50-0.2 4 0.2 10 4 50 [ J

: P20-R4-4-10-4-50-0.5 4 0.5 10 4 50 ()

s b 6 1 16 6 e hd P20-R4-4-12-4-75-0.5 4 0.5 12 4 75 °

P20-R2-8-20-8-60-0.5 8 0.5 20 8 60 o P20-R4-4-10-4-50-1 4 1 10 4 50 ()

P20-R2-8-20-8-60-1 8 1 20 8 60 o P20-R4-5-15-6-50-0.5 5 0.5 15 6 50 [

P20-R2-10-25-10-75-0.5 10 0.5 25 10 75 [ P20-R4-5-15-6-50-1 5 1 15 6 50 [ ]

P20-R2-10-25-10-75-1 10 25 10 75 o P20-R4-6-15-6-50-0.2 6 0.2 15 6 50 [ J

P20-R2-10-25-10-75.2 10 5 25 10 75 PY P20-R4-6-15-6-50-0.5 6 0.5 15 6 50 (J

P20-R4-6-18-6-75-0.5 6 0.5 18 6 75 (]

P20-R4-6-15-6-50-1 6 15 6 50 o

@ iRAEEFStock O FFiiTAvailable Upon Order P20-R4-6-18-6-75-1 6 18 6 75 °

P20-R4-8-20-8-60-0.5 8 0.5 20 8 60 o

P20-R4-8-24-8-75-0.5 8 0.5 24 8 75 [ J

P20-R4-8-35-8-100-0.5 8 0.5 35 8 100 o

P20-R4-8-20-8-60-1 8 20 8 60 [ J

P20-R4-8-35-8-100-1 8 35 8 100 o

P20-R4-10-25-10-75-0.5 10 0.5 25 10 75 ([

P20-R4-10-35-10-100-0.5 10 0.5 35 10 100 o

P20-R4-10-25-10-75-1 10 25 10 75 ([

P20-R4-10-35-10-100-1 10 35 10 100 [ ]

P20-R4-10-25-10-75-2 10 25 10 75 (

P20-R4-12-30-12-75-0.5 12 0.5 30 12 75 o

P20-R4-12-35-12-100-0.5 12 0.5 35 12 100 [ J

P20-R4-12-30-12-75-1 12 30 12 75 o

P20-R4-12-35-12-100-1 12 35 12 100 o

P20-R4-12-30-12-75-1.5 12 1.5 30 12 75 o

P20-R4-12-30-12-75-2 12 30 12 75 o

P20-R4-16-40-16-100-1 16 45 16 100 [ J

P20-R4-20-45-20-100-1 20 45 20 100 o

@ ITEEFStock O FHFtiTAvailable Upon Order
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P20-B2

27)BkK BRI IITRT]
2 Flute, Ball Nose Endmill for General Machining

hel —_— —_— - 7Ql

—— =
i ' P K M s N H

'2' ’ 4 ' ﬂ ® [ ] O O

RS 71%& (D) Ef(r) 71K (Lc) 112 (d) 2K(L) EF
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
P20-B2-1-2-4-50 1 0.5 2 4 50 [ }
P20-B2-1.5-3-4-50 1.5 0.75 3 4 50 [ ]
P20-B2-2-4-4-50 2 1 4 4 50 o
P20-B2-2.5-5-4-50 2.5 1223 5 4 50 [ }
P20-B2-3-6-4-50 3 1.5 6 4 50 [ ]
P20-B2-4-8-4-50 4 2 8 4 50 [ ]
P20-B2-4-8-4-75 4 8 4 75 o
P20-B2-5-10-6-50 5 2.5 10 6 50 o
P20-B2-6-12-6-50 6 12 6 50 [ ]
P20-B2-6-12-6-75 6 12 6 75 o
P20-B2-7-14-8-60 7 3.5 14 8 60 [ }
P20-B2-8-16-8-60 8 16 8 60 o
P20-B2-8-16-8-75 8 4 16 8 75 o
P20-B2-9-16-10-75 9 4.5 16 10 75 [
P20-B2-10-20-10-75 10 5 20 10 75 o , ; ) ’ 'II
P20-B2-10-20-10-100 10 5 20 10 100 ( J
P20-B2-12-24-12-75 12 6 24 12 75 [ ] R
P20-B2-12-24-12-100 12 6 24 12 100 o

RN TILHET]
@ iRAEEFEStock O FEfiiTAvailable Upon Order ﬂ I: ﬂ E o L
)] Y

>30 series endmill f teel high speed machining

O ERATFLEWN(SHRCAS) . BFEMEIEZRINT
Suitable for application of steel (SHRC48) & cast iron high speed machining

O RAEMHALNSRAKENSHERENAICIRFE
AICr series coating with high oxidation resistance and high adhesion
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P30-S2 P30-S4

3 = VA SE= v
27] Sk N T 3L 557 A7) F KSR M TILHT]
2 Flute, Square Endmill for High Speed Machining 4 Flute, Square Endmill for High Speed Machining
| — > e o — *é
b — —— c—. g
Le B Lc
L L
B5° - P K M s N H | B5° - P K M s N H
© 2 ill @ 4 rSiN [II
o . o ° o © Nt . ° ° ° O
TS 7] (D) 71K (Lc) wiE(d) 2K(L) EE ITRS 71%& (D) 71% (Lc) 1A1E(d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
P30-S2-0.5-1-4-50 0.5 1 4 50 o P30-S4-1-3-4-50 1 3 4 50 Y
P30-52-0.8-2-4-50 0.8 2 4 50 () P30-54-1.5-4.5-4-50 15 4.5 4 50 ®
P30-52-1-3-4-50 1 3 4 50 ° P30-54-2-6-4-50 2 6 4 >0 o
P30-52-1.5-4-4-50 15 4 4 50 ° P30-54-2.5-7-4-50 25 4 50 d
P30-52-2-6-4-50 2 6 4 50 ° P30-54-3-9-4-50 3 4 50 o
DT o p 7 50 ° P30-S4-3.5-10-4-50 3‘.15 i(l) : 50 :
P30-54-4-11-4- 50
P30-52-3-9-4-50 3 i * *0 b ng 24 4-15-4 ig 4 15 4 75 ®
P30-52-4-11-4-50 4 11 4 50 o
P30-54-2-6-6-50 2 6 50 i
P30-52-4-15-4-75 4 15 4 75 o P30-S4-3-9-6-50 3 6 50 °
P30-S2-2-6-6-50 2 6 50 o P30-S4-4-11-6-50 4 11 6 50 o
P30-52-3-9-6-50 3 6 50 [ P30-S4-5-15-6-50 5 15 6 50 ([
P30-52-4-11-6-50 4 11 6 50 °® P30-54-6-16-6-50 6 16 6 50 [ )
P30-52-5-15-6-50 5 15 6 50 () P30-S4-6-24-6-75 6 24 6 75 o
P30-52-6-16-6-50 6 16 6 50 °® P30-54-6-30-6-100 6 30 6 100 )
P30-52-6-24-6-75 6 24 6 75 ® P30-54-8-20-8-60 8 20 8 60 L J
P30-52-7-20-8-60 7 20 8 60 ® P30-54-8-30-8-75 8 30 8 75 °
P30-52-8-20-8-60 8 20 8 60 ° P30-54-8-40-8-100 8 40 8 100 °
P30-52.8.05.0.75 3 25 8 75 ° P30-54-10-25-10-75 10 25 10 75 L J
£30.52.925.10.75 5 25 10 75 ° P30-54-10-35-10-100 10 iz lg 100 L
-54-10-50-10- 10 1
P30-52-10-25-10-75 10 25 10 75 ® PP33OOS;11025300 1102 17550 - % 5 17550 :
P30-52-10-35-10-100 10 35 10 100 ° —
5 2 5 - ° P30-54-12-40-12-100 12 40 12 100 L J
R P30-54-12-50-12-150 12 50 12 150 O
P30-52-12-35-12-100 12 35 12 100 [ ) P30.54-14.45.14-100 14 5 1a 100 °
P30-S2-14-45-14-100 14 45 14 100 t P30-54-14-60-14-150 14 60 14 150 o
P30-52-16-45-16-100 16 45 16 100 () P30-$4-16-45-16-100 16 45 16 100 i
P30-52-20-45-20-100 20 45 20 100 (] P30-54-16-60-16-150 16 60 16 150 o
P30-S4-18-45-18-100 18 45 18 100 o
@ tEEEStock O EFiiTAvailable Upon Order ety 18 60 18 150 )
P30-54-20-45-20-100 20 45 20 100 o
P30-54-20-60-20-150 20 60 20 150 °

@ fREEREStock O FiTAvailable Upon Order
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P30-R2 P30-R4

271 EAkEEIMIIIHT] AT)BEfak=E MLk T]
2 Flute, Corner Radius Endmill for High Speed Machining 4 Flute, Corner Radius Endmill for High Speed Machining
o| _ \ ‘\\‘A@H - - . \gﬂi

! B5° . P K M s N H 35° . P K M S N H
2) ! . alﬂﬁ d d Ld O a a ! . al'la ° ° ° o)

TS 714 (D) Ef(r) 71 (Lc) Wiz (d) £K(L) BETE TS 71#& (D) E#(r) 71 (Lc) iE(d) 2K(L) EE
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock

P30-R2-3-9-4-50-0.2 3 0.2 9 4 50 ® P30-R4-1-3-4-50-0.1 1 0.1 3 4 50 o
P30-R2-3-9-4-50-0.5 3 05 9 4 50 Y P30-R4-1-3-4-50-0.2 1 0.2 3 4 50 o
P30-R2-4-10-4-50-0.5 4 0.5 10 4 50 ° P30-R4-1-3-4-50-0.3 ! 03 3 4 >0 o
P30-R4-2-6-4-50-0.1 2 0.1 6 4 50 ]

P30-R2-4-10-6-50-0.3 4 0.3 10 6 50 (]
P30-R4-2-6-4-50-0.2 2 0.2 6 4 50 e
P30-R2-4-10-6-50-0.5 4 0.5 10 6 50 ® ST > e . 7 = °
P30-R2-4-10-6-50-1 4 1 10 6 0 o P30-R4-3-6-4-50-0.1 3 0.1 6 4 50 °
P30-R2-5-15-6-50-0.5 5 0.5 15 6 50 o P30-R4-3-6-4-50-0.2 3 0.2 6 4 50 o
P30-R2-6-16-6-50-0.2 6 0.2 16 6 50 (] P30-R4-3-9-4-50-0.3 3 0.3 9 4 50 o
P30-R2-6-16-6-50-0.5 6 0.5 16 6 50 ) P30-R4-3-6-4-50-0.5 3 0.5 6 4 50 ol
P30-R2-6-16-6-50-1 6 1 16 6 50 ° P30-R4-4-10-4-50-0.1 4 0.1 10 4 50 o
B30-R2-5-20-8-60-0.5 . 05 0 3 60 ° P30-R4-4-10-4-50-0.2 4 0.2 10 4 50 (]
T BT s 1 =5 R &0 ° P30-R4-4-10-4-50-0.3 4 0.3 10 4 50 o
P30-R4-4-10-4-50-0.5 4 0.5 10 4 50 [ J
P30-R2-10-25-10-75-0.5 10 0.5 25 10 n hd P30-R4-4-12-4-75-0.5 4 0.5 12 4 75 °
P30-R2-12-30-12-75-0.5 12 0.5 30 12 & o P30-R4-4-10-4-50-1 4 1 10 4 50 °
P30-R4-4-10-6-50-0.3 4 0.3 10 6 50 o
@ infEERFEStock O FEFiiTAvailable Upon Order RS 0-R et l0:6- 5 sl e Li 10 s Al e
P30-R4-4-12-6-75-0.5 4 0.5 12 6 75 (]
P30-R4-5-15-6-50-0.5 5 0.5 15 6 50 [
P30-R4-6-15-6-50-0.1 6 0.1 15 6 50 °
P30-R4-6-15-6-50-0.2 6 0.2 15 6 50 3
P30-R4-6-15-6-50-0.3 6 0.3 15 6 50 e
P30-R4-6-16-6-50-0.5 6 0.5 16 6 50 ®
P30-R4-6-18-6-75-0.5 6 0.5 18 6 75 ]
P30-R4-6-18-6-100-0.5 6 0.5 18 6 100 (]
P30-R4-6-15-6-50-1 6 1 15 6 50 ()
P30-R4-6-15-6-50-1.5 6 1.5 15 6 50 ([ ]
P30-R4-6-15-6-50-2 6 2 15 6 50 e
P30-R4-8-20-8-60-0.2 8 0.2 20 8 60 (]
P30-R4-8-20-8-60-0.5 8 0.5 20 8 60 ®
P30-R4-8-25-8-75-0.5 8 0.5 25 8 75 ()
P30-R4-8-35-8-100-0.5 8 0.5 35 8 100 (]

@ IEERFStock O FTliTAvailable Upon Order
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4 Flute, Corner Radius Endmill for High Speed Machining
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P30-B2

27)BKK BRI TILEET]

2 Flute, Ball Nose Endmill for High Speed Machining

———— A

o (e (L AR S
H . [l' ° ° o)

TS 7] (D) Efa(r) 71% (Lc) AiZ(d) 2K(L) EE
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
P30-R4-8-20-8-60-1 8 1 20 8 60 ([
P30-R4-8-20-8-60-1.5 8 1.5 20 8 60 o
P30-R4-8-20-8-60-2 8 2 20 8 60 (]
P30-R4-10-25-10-75-0.5 10 0.5 25 10 75 ([ J
P30-R4-10-35-10-100-0.5 10 0.5 35 10 100 o
P30-R4-10-40-10-150-0.5 10 0.5 40 10 150 o
P30-R4-10-25-10-75-1 10 1 25 10 75 o
P30-R4-10-25-10-75-1.5 10 1.5 25 10 75 o
P30-R4-10-25-10-75-2 10 2 25 10 75 o
P30-R4-10-25-10-75-2.5 10 2.5 25 10 75 o
P30-R4-12-30-12-75-0.5 12 0.5 30 12 75 o
P30-R4-12-36-12-100-0.5 12 0.5 36 12 100 [ J
P30-R4-12-45-12-150-0.5 12 0.5 45 12 150 o
P30-R4-12-30-12-75-1 12 1 30 12 75 o
P30-R4-12-30-12-75-1.5 12 1.5 30 12 75 o
P30-R4-12-30-12-75-2 12 2 30 12 75 [ J
P30-R4-12-30-12-75-2.5 12 2.5 30 12 75 o
P30-R4-14-40-14-100-0.5 14 0.5 40 14 100 o
P30-R4-14-60-14-150-0.5 14 0.5 60 14 150 o
P30-R4-16-40-16-100-0.5 16 0.5 40 16 100 (]
P30-R4-16-50-16-150-0.5 16 0.5 50 16 150 o
P30-R4-20-45-16-100-0.5 20 0.5 45 20 100 o
P30-R4-20-60-16-150-0.5 20 0.5 60 20 150 o

@ iRAEERFStock O FHFiiTAvailable Upon Order

s 20 >>>

Le N
L
o [@ [ ] Y e
Nt ° ° 0

T8RS 7] (D) E#(r) 71 (Lc) 1E(d) 2K(L) EF

Ordering Code Dia. Corner Radius | Flute Length Shank Dia. Overall Length Stock
P30-B2-1-2-4-50 1 0.5 2 4 50 o
P30-B2-1.5-3-4-50 1.5 0.75 3 4 50 [ )
P30-B2-2-4-4-50 2 1 4 4 50 [
P30-B2-3-6-4-50 3 1.5 6 4 50 @
P30-B2-4-8-4-50 4 8 4 50 d
P30-B2-4-8-4-75 4 8 4 e hd
P30-B2-3-6-6-50 3 1.5 6 6 50 o
P30-B2-4-8-6-50 4 2 8 6 50 (]
P30-B2-5-10-6-50 5 2.5 10 6 50 o
P30-B2-6-12-6-50 (] 3 12 6 50 (]
P30-B2-6-12-6-75 6 3 12 6 75 o
P30-B2-6-12-6-100 6 3 12 6 100 (]
P30-B2-8-16-8-60 8 4 16 8 60 o
P30-B2-8-16-8-75 8 4 16 8 75 (
P30-B2-8-16-8-100 8 4 16 8 100 [ ]
P30-B2-10-15-10-75 10 5 15 10 75 o
P30-B2-10-20-10-100 10 5 20 10 100 o
P30-B2-12-24-12-75 12 6 24 12 75 (]
P30-B2-12-24-12-100 12 6 24 12 100 o

@ TREERFStock O FHfiiTAvailable Upon Order
<<< 30
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4 Flute, Ball Nose Endmill for High Speed Machining

= A
l 4, ’ l ' ﬂ P K M s N H
- ' ° ° ° O

TS 712 (D) Ef(r) 71 (Lc) #WiZ(d) 2K(L) EE
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
P30-B4-4-8-4-50 4 2 8 4 50 o
P30-B4-6-12-6-50 6 3 12 6 50 o
P30-B4-8-16-8-60 8 4 16 8 60 o
P30-B4-10-18-10-75 10 5 18 10 75 o
P30-B4-12-22-12-75 12 6 22 12 75 [ J

@ iREEFStock O FFiiTAvailable Upon Order

40 RS
=30 TiL sk T]

40 series endmill for steel high performance machining

© ERATFZEW (SHRCAS) . FF M = &N T
Suitable for application of steel (<48HRC) & cast iron high performance machining

O RAEHMARNSHAELENSHERENAICIRRE
AICr series coating with high oxidation resistance and high adhesion

O ~F#Ehe. AFHFEIRIT, WREURIRE &
Unequal helix angle and unequal spacing of teeth , greatly reduces vibration
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P40-S4 P40-R4
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4 Flute, Square Endmill for High Performance Machining 4 Flute, Corner Radius Endmill for High Performance Machining
S | EEE———
N ,
Lc I——'-C -
L L
41° - P K M s N H ] 41° ‘ P K M s N H
o [ RC] HEAT DS Sees
- ' ° ° 0 © Nt . I ° ° O O
e 7% (D) 7% (L) 1w12(d) KL B TS 71 (D) Efa(r) 7% (Lc) E(d) 2K(L) EfE
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius | Flute Length Shank Dia. Overall Length Stock
P40-54-1-3-4-50 1 3 4 50 °® P40-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 e
PA0S4- 154450 15 4 4 50 P P40-R4-2-6-4-50-0.2 2 0.2 6 4 50 ([ J
D40.94 96450 . . . = ° P40-R4-3-9-4-50-0.2 3 0.2 9 4 50 o
P40-R4-3-9-4-50-0.5 3 0.5 9 4 50 ([
P40-54-2.5-7-4-50 o ! 4 >0 bt P40-R4-4-10-4-50-0.2 4 0.2 10 4 50 °
P40-54-3-8-4-50 3 8 4 50 ® P40-R4-4-10-4-50-0.5 4 0.5 10 4 50 °
P40-S4-3-12-4-75 3 12 4 75 L P40-R4-4-10-4-50-1 4 1 10 4 50 ()
P40-S4-4-11-4-50 4 11 4 50 o P40-R4-4-12-4-75-0.5 4 0.5 12 4 75 (]
P40-S4-4-15-4-75 4 15 4 75 [ ) P40-R4-5-15-6-50-0.5 5 0.5 15 6 50 o
P40-54-3-8-6-50 3 8 6 50 °® P40-R4-5-15-6-50-1 5 1 15 6 50 3
e 2 1 6 50 ° P40-R4-6-15-6-50-0.2 6 0.2 15 6 50 [
540 54513.6.50 5 5 . % ° P40-R4-6-15-6-50-0.5 6 0.5 15 6 50 (]
P40-R4-6-15-6-50-1 6 1 15 6 50 o
P40-54-6-15-6-50 : - 9 2 hd P40-R4-6-18-6-75-0.5 6 0.5 18 6 75 °
P40-54-6-24-6-75 6 24 6 75 e P40-R4-6-18-6-75-1 6 1 18 6 75 °
P40-S4-7-20-8-60 7 20 8 60 ® P40-R4-8-20-8-60-0.5 8 0.5 20 8 60 [ J
P40-S4-8-20-8-60 8 20 8 60 ° P40-R4-8-20-8-60-1 8 1 20 8 60 o
P40-54-8-25-8-75 3 25 8 75 ° P40-R4-8-24-8-75-0.5 8 0.5 24 8 75 (]
P40-54-8-32-8-100 8 32 ) 100 °® P40-R4-8-24-8-75-1 8 1 24 8 75 L d
YIRIERTR 5 oE) 0 =S ® P40-R4-8-35-8-100-0.5 8 0.5 35 8 100 o
P40-R4-8-35-8-100-1 8 1 35 8 100 o
PA40-54-10-25-10-75 10 25 10 S o P40-R4-10-25-10-75-0.5 10 0.5 25 10 75 ()
P40-54-10-35-10-100 10 - 10 L hd P40-R4-10-25-10-75-1 10 1 25 10 75 °
P40-54-12-30-12-75 12 30 12 75 ® P40-R4-10-25-10-75-2 10 25 10 75 L
P40-S4-12-37-12-100 12 37 12 100 () P40-R4-10-35-10-100-0.5 10 0.5 35 10 100 o
P40-S4-14-45-14-100 14 45 14 100 ° P40-R4-10-35-10-100-1 10 1 35 10 100 (]
P40-S4-16-45-16-100 16 45 16 100 °® P40-R4-12-30-12-75-0.5 12 0.5 30 12 75 o
2054904520100 20 45 20 100 ° P40-R4-12-30-12-75-1 12 1 30 12 75 ®
P40-R4-12-30-12-75-1.5 12 1.5 30 12 75 o
P40-R4-12-30-12-75-2 12 2 30 12 75 [ J
@ tREEEStock O EFiiTAvailable Upon Order P40-R4-12-35-12-100-0.5 12 0.5 35 12 100 )
P40-R4-12-35-12-100-1 12 35 12 100 [ J
P40-R4-16-40-16-100-1 16 40 16 100 o
P40-R4-20-45-20-100-1 20 45 20 100 [ J

@ REEREStock O FEFiTAvailable Upon Order
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4Flute, Square Endmill for General Machining
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Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
H20-54-1-3-4-50 1 3 4 50 °
H20-S4-1.5-4-4-50 1.5 4 4 50 °
H20-54-2-6-4-50 2 6 4 50 °
H20-54-2.5-7-4-50 2.5 7 4 50 °
H20-54-3-8-4-50 3 8 4 50 °
H20-S4-3-12-4-75 3 12 4 75 o
H20-S4-4-11-4-50 4 11 4 50 °
H20-54-4-15-4-75 4 15 4 75 °
H20-54-3-8-6-50 3 8 6 50 °
H20-54-4-11-6-50 4 11 6 50 °
H20-54-5-13-6-50 5 13 6 50 o
H20-54-6-15-6-50 6 15 6 50 o
H20-54-6-24-6-75 6 24 6 75 °
- H20-S4-7-20-8-60 7 20 8 60 (J
H20-54-8-20-8-60 8 20 8 60 o
* Z ) § 7IJ H20-54-8-25-8-75 8 25 8 75 o
H20-54-8-32-8-100 8 32 8 100 °
H20-54-9-23-10-75 9 23 10 75 o
— 5 . % e - H20-54-10-25-10-75 10 25 10 75 (]
=1 E :lXI 13 10 ]u ]: l_L :ﬁ U H20-S4-10-35-10-100 10 35 10 100 (]
H20-S4-12-30-12-75 12 30 12 75 o
120 series endmill for hardened steel general machining T ol il 5 - i - °
H20-54-14-40-14-100 14 40 14 100 o
H20-54-16-45-16-100 16 45 16 100 o
O &R TEEME (SHRC55) BN ¥EINT
Suitable for application of hardened steel (SHRC55) semi-finishing and finishing @ trfeETFStock O FifiTAvailable Upon Order

O RAEMALENSHACENSHERENAICIRRE

AICr series coating with high oxidation resistance and high adhesion
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H20-R4 H20-B2
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4 Flute, Corner Radius Endmill for General Machining 2 Flute, Ball Nose Endmill for General Machining

—% S

E . Lc \R
c N (SN a i ) i i i i ol 2 rSiN g d A . N : i
— '|' ° ° © ° Nt ° ° 0 °

iT5i S 71#& (D) Ef(r) 71 (Lc) WiE(d) 2K(L) |23 iT5RS 71#& (D) EfA(r) 7] (Lc) W1E(d) 2K(L) EF
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
H20-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 [ ] H20-B2-1-2-4-50 1 0.5 2 4 50 ()

H20-R4-2-6-4-50-0.2 2 0.2 6 4 50 o H20-B2-1.5-3-4-50 1.5 0.75 3 4 50 [}
H20-R4-3-9-4-50-0.2 3 0.2 9 4 50 e H20-B2-2-4-4-50 5 1 4 4 50 °
H20-R4-3-9-4-50-0.5 3 0.5 9 4 50 ] T S5 15 - y %0 °
H20-R4-4-10-4-50-0.2 4 0.2 10 4 50 [ ] 1905936450 S s . " % °
H20-R4-4-10-4-50-0.5 4 0.5 10 4 50 [ ] :

H20-R4-4-12-4-75-0.5 4 0.5 12 4 75 ° H20-B2-4-8-4-50 4 2 8 4 1Y d

H20-R4-4-10-4-50-1 4 1 10 4 50 ° H20-B2-4-8-4-75 4 8 4 7 d
H20-R4-5-15-6-50-0.5 5 0.5 15 6 50 o H20-B2-5-10-6-50 5 2.5 10 6 50 ®

H20-R4-5-15-6-50-1 5 1 15 6 50 (J H20-B2-6-9-6-50 6 9 6 50 ()
H20-R4-6-15-6-50-0.2 6 0.2 15 6 50 o H20-B2-6-9-6-75 6 9 6 75 o
H20-R4-6-15-6-50-0.5 6 0.5 15 6 50 () H20-B2-7-14-8-60 7 35 14 8 60 °
H20-R4-6-18-6-75-0.5 6 0.5 18 6 75 e L . 5 - 60 °

H20-R4-6-15-6-50-1 6 15 6 50 [ ]

H20-RA6.18.6.75.1 . 18 . 75 ° H20-B2-8-12-8-75 8 4 12 8 75 [
H20-R4-8-20-8-60-0.5 8 0.5 20 8 60 ° H20-B2-9-16-10-75 9 4.5 16 10 = hd
H20-R4-8-24-8-75-0.5 8 0.5 24 8 75 () H20-B2-10-20-10-75 10 5 20 10 7S Ll
H20-R4-8-35-8-100-0.5 8 0.5 35 8 100 ® H20-B2-10-20-10-100 10 5 20 10 100 ®

H20-R4-8-20-8-60-1 8 20 8 60 [ J H20-B2-12-24-12-75 12 6 24 12 75 ()
H20-R4-8-35-8-100-1 8 35 8 100 L J H20-B2-12-24-12-100 12 6 24 12 100 [ )

H20-R4-10-25-10-75-0.5 10 0.5 25 10 75 ®
H20-R4-10-35-10-100-0.5 10 0.5 35 10 100 (]
H20-R4-10-25-10-75-1 10 25 10 75 ® @ REEEStock O FEFiiTAvailable Upon Order
H20-R4-10-35-10-100-1 10 35 10 100 [ ]
H20-R4-10-25-10-75-2 10 25 10 75 e
H20-R4-12-30-12-75-0.5 12 0.5 30 12 75 [ ]
H20-R4-12-35-12-100-0.5 12 0.5 35 12 100 e
H20-R4-12-30-12-75-1 12 30 12 75 (]
H20-R4-12-35-12-100-1 12 35 12 100 e
H20-R4-12-30-12-75-1.5 12 1.5 30 12 75 [ )
H20-R4-12-30-12-75-2 12 30 12 75 (]
H20-R4-16-40-16-100-1 16 45 16 100 [ J
H20-R4-20-45-20-100-1 20 45 20 100 (]

@ fREEREStock O FFiTAvailable Upon Order
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H30-54

A7) FRBEMIILIRT]
4 Flute, Square Endmill for High Speed Machining

= GUNGNIR

Lc
L
DBV B -
4 1 1
RS 714 (D) 71# (Lc) w1Z(d) 2K(L) FETF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock

H30-54-1-3-4-50 1 3 4 50 Y
H30-S4-1.5-4-4-50 1.5 4 4 50 ([ )
H30-54-2-6-4-50 2 6 4 50 [ ]
H30-S4-2.5-7-4-50 2.5 7 4 50 ( }
H30-54-3-9-4-50 3 9 4 50 [
H30-S4-4-11-4-50 4 11 4 50 d
H30-S4-4-15-4-75 4 15 4 75 [ }
H30-54-2-6-6-50 2 6 6 50 o
H30-54-3-9-6-50 3 9 6 50 ([
H30-S4-4-11-6-50 4 11 6 50 o
H30-S4-5-13-6-50 5 13 6 50 ([
H30-S4-6-15-6-50 6 15 6 50 ([
H30-S4-6-20-6-75 6 20 6 75 o
H30-S4-8-20-8-60 8 20 8 60 ([
»‘ H30-S4-8-25-8-75 8 25 8 75 [
; ’ \ | H30-S4-10-25-10-75 10 25 10 75 [
\ H30-54-10-30-10-100 10 30 10 100 [
_ H30-S4-12-30-12-75 12 30 12 75 o
5 B | q 5 i ] - v E ] H30-S4-12-35-12-100 12 35 12 100 ()
~ — - - H30-54-14-35-14-100 14 35 14 100 o
130 series endmill for hardened steel high speed machining H30-54-16-45-16-100 16 45 16 100 d

@ iRAEEFStock O FFiiTAvailable Upon Order

© ERTEEWME (SHRC65) EEM I &I
Suitable for application of hardened steel (SHRC65) semi-finishing and finishing

O XASEENSNALMETIAICISINGE
TIiAICrSiN coating with high hardness and high oxidation resistance
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H30-R4 H30-RN4

ATIE AR EEMIIIHET] ATJKIME AL =EEMITILHET]
4 Flute, Corner Radius Endmill for High Speed Machining 4 Flute, Corner Radius Endmill with Reduced Neck

for High Speed Machining

INESEee INESISo .

d1

IS 712 (D) Elf(r) 71K (Lo) 12 (d) 2K(L) EfF =] 71## (D) Elf(r) 7K (Lo | FK (L) | &) 2K() |[FE dl) | EF
Ordering Code Dia. Corner Radius | Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. |Corner Radius | Flute Length |Neck Length|Shank Dia. |OverallLength | Neck Length | Stock
H30-R4-3-6-4-50-0.2 3 0.2 6 4 50 [ ] H30-RN4-6-6-6-75-0.5 6 0.5 6 18 6 75 5.8 [ ]
H30-R4-4-8-4-50-0.3 4 0.3 8 4 50 o H30-RN4-6-6-6-75-1 6 1 6 18 6 75 5.8 ( }
H30-R4-4-8-4-50-0.5 4 0.5 8 4 50 [ ) H30-RN4-8-8-8-100-0.5 8 0.5 8 24 8 100 7.8 o
H30-R4-4-12-75-0.5 4 0.5 12 4 75 ( ] H30-RN4-8-8-8-100-1 8 1 8 24 8 100 7.8 ( ]
H30-R4-5-10-6-50-0.5 5 0.5 10 6 50 [ } H30-RN4-10-8-10-100-0.5 10 0.5 8 30 10 100 9.6 o
H30-R4-6-12-6-50-0.5 6 0.5 12 6 50 [ ] H30-RN4-10-8-10-100-1 10 8 30 10 100 9.6 [}
H30-R4-6-12-75-0.5 6 0.5 12 6 75 o H30-RN4-10-8-10-100-2 10 2 8 30 10 100 9.6 [ }
H30-R4-6-12-6-50-1 6 1 12 6 50 () H30-RN4-12-12-12-100-0.5 12 0.5 12 36 12 100 11.5 o
H30-R4-8-16-8-60-0.5 8 0.5 16 8 60 ( J H30-RN4-12-12-12-100-1 12 1 12 36 12 100 115 [ }
H30-R4-8-16-75-0.5 8 0.5 16 8 75 o H30-RN4-12-12-12-100-2 12 2 12 36 12 100 11.5 ([
H30-R4-8-16-8-60-1 8 1 16 8 60 o
30 R s 10 0.5 20 10 6 d @ trAREFStock O &TtiTAvailable Upon Order
H30-R4-10-20-10-100-0.5 10 0.5 20 10 100 o
H30-R4-10-20-10-75-1 10 1 20 10 75 o
H30-R4-12-24-12-75-0.5 12 0.5 24 12 75 ([
H30-R4-12-24-12-100-0.5 12 0.5 24 12 100 o
H30-R4-12-24-12-75-1 12 1 24 12 75 o
H30-R4-12-24-12-75-2 12 2 24 12 75 o

@ tnEREFStock O &HTiiTAvailable Upon Order

@ fREEREStock O FFiTAvailable Upon Order

41 >>> <<< 42



= GUNGNIR

H30-B2

27]3 Kk /EMITILEET)
2 Flute, Ball Nose Endmill for High Speed Machining

. _ - ™ o

3 e \=

’) i.ﬂ P K M s N H
10K - :

iTt: S 7] (D) Ef(r) 7% (Lc) w1E(d) 2K(L) EF
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
H30-B2-1-1.5-4-50 1 0.5 15 4 50 )
H30-B2-1.5-2.5-4-50 1.5 0.75 2.5 4 50 °
H30-B2-2-3-4-50 2 1 3 4 50 )
H30-B2-2.5-4-4-50 2.5 1.25 4 4 50 {
H30-B2-3-5-4-50 3 15 5 4 50 )
H30-B2-4-6-4-50 4 2 6 4 50 )
H30-B2-3-5-6-50 3 15 5 6 50 )
H30-B2-3-4.5-6-75 3 15 4.5 6 75 o
H30-B2-4-6-6-50 4 2 6 6 50 )
H30-B2-4-6-6-75 4 2 6 75 )
H30-B2-5-7.5-6-50 5 2.5 7.5 6 50 [
H30-B2-5-7.5-6-75 5 2.5 7.5 6 75 °®
H30-B2-6-9-6-50 6 3 6 50 °
H30-B2-6-9-6-75 6 3 6 75 °®
H30-B2-8-12-8-60 8 4 12 8 60 )
H30-B2-8-12-8-75 8 4 12 8 75 )
H30-B2-8-12-8-100 8 4 12 8 100 o
H30-B2-10-15-10-75 10 5 15 10 75 ) -
H30-B2-10-15-10-100 10 5 15 10 100 ) ]
H30-B2-12-18-12-75 12 6 18 12 75 ) , L , ‘ i .
3052121519100 5 ; s 5 100 ° \40 series endmill for aluminum alloy high performance machining
H30-B2-16-24-16-100 16 8 24 16 100 o
@ 1T EEEStock O FEFfiTAvailable Upon Order O BEBARAFHREE (Si<12%) RiFEE (KHB200) =N TR FEIN T
Suitable for application of roughing and finishing of aluminum alloy(Si<12%) and
copper alloy (<200HB)

O MWFTIRIGIT, AeS B RMBrLLIRED, KRG RFHIRERE
Special edge design, reduces vibration effectively, good surface quality
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A40-S3 A40-R3

37 FAREMMIILIET] 37JEALEMIMIILHRT]
3 Flute, Square Endmill for High Performance Machining 3 Flute, Corner Radius Endmill for High Performance Machining

L L
39/40° - P K M s N H R . P K M s N H
1€ ] ISSet
v - ° Nt °
758 72 (D) 7% (Lc) #1E(d) 21K(L) EE TS 71#& (D) E#(r) 71 (Lc) iE(d) £]K(L) FETE
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. CornerRadius | Flutelength | ShankDia. | OverallLength |  Stock
A40-S3-1-3-4-50 1 3 4 50 ° A40-R3-1-3-4-50-0.2 1 0.2 4 50 °
A40-53-1.5-5-4-50 1.5 5 4 50 ° A40-R3-1.5-5-4-50-0.2 1.5 0.2 5 4 50 ®
A40-53-2-6-4-50 2 6 4 50 ° A40-R3-2-6-4-50-0.2 2 0.2 6 4 50 °

A40-S3-2.5-8-4-50 2.5 8 4 50 ° A40-R3-2-6-4-50-0.5 2 0.5 6 4 50 °®

A40-53-3-12-3-75 3 12 3 75 o A40-R3-2.5-8-4-50-0.2 2.5 0.2 8 4 50 ®

A40-53-3-12-3-100 3 12 3 100 [ A40-R3-2.5-8-4-50-0.5 2.5 0.5 8 4 50 °®

A40-53-3-9-4-50 3 9 4 50 ° A40-R3-3-9-4-50-0.2 3 0.2 9 4 50 °®

A40-53-3.5-11-4-50 Bi5 11 4 50 (] A40-R3-3-9-4-50-0.5 3 0.5 9 4 50 (]

A40-53-4-12-4-50 4 12 4 50 [ J A40-R3-3.5-11-4-50-0.2 3.5 0.2 11 4 50 [

A40-53-4-16-4-75 & 16 4 75 ® A40-R3-3.5-11-4-50-0.5 3.5 0.5 11 4 50 (]

A40-53-4-20-4-100 4 20 4 100 L A40-R3-4-12-4-50-0.2 4 0.2 12 4 50 °

Ghlb oo o 5 20 5 75 L J A40-R3-4-12-4-50-0.5 4 0.5 12 4 50 °

A40-53-5-30-5-100 5 30 5 100 [ A0-R34-12-4-50-1 4 1 12 p 50 °

40555 s0s1ox il 2 L2 g il LJ A40-R3-5-15-6-50-0.2 5 0.2 15 6 50 °

A40-53-6-18-6-50 6 18 6 50 L A40-R3-5-15-6-50-0.5 5 0.5 15 6 50 °

i alin T 6 25 6 n ® A40-R3-5-15-6-50-1 5 1 15 6 50 °

A40-53-6-30-6-100 6 30 6 100 L A40-R3-6-18-6-50-0.2 6 0.2 18 6 50 S

T400-f3-:_425£_16500 2 gi : 16500 : A40-R3-6-18-6-50-0.5 6 0.5 18 6 50 °

A40-R3-6-18-6-50-1 6 1 18 6 50 °

A40-53-8-30-8-75 8 30 8 75 ° PYITEY. ; 5 24 - - o

A40-53-8-35-8-100 8 35 8 100 [ ‘

YRS s = . 150 s A40-R3-8-24-8-60-0.5 8 0.5 24 8 60 °
A40-S3-10-30-10-75 10 30 10 75 ° A40-R3:8- 21180 0a 8 ! 24 £ oy b
A40-53-10-40-10-100 10 40 10 100 ° A40-R3-10-30-10-75-0.2 10 0.2 30 10 [ d
A40-53-10-55-10-150 10 55 10 150 ° A40-R3-10-30-10-75-0.5 4y = el 10 [ Ll
A40-53-12-35-12-75 1 35 12 75 ° A40-R3-10-30-10-75-1 10 1 30 10 > L]
A40-53-12-45-12-100 12 45 12 100 o A40-R3-10-30-10-75-1.5 10 1.5 30 10 = o
A40-S3-12-55-12-150 12 55 12 150 o A40-R3-10-30-10-75-2 10 2 30 10 s L
A40-53-14-45-14-100 14 45 14 100 () A40-R3-10-30-10-75-3 10 3 30 10 75 ®
A40-53-14-70-14-150 14 70 14 150 ° A40-R3-12-35-12-75-0.2 12 0.2 35 12 75 °
A40-$3-16-45-16-100 16 45 16 100 ® A40-R3-12-35-12-75-0.5 12 0.5 35 12 75 [
A40-S3-16-80-16-150 16 80 16 150 () A40-R3-12-35-12-75-1 12 1 35 12 75 ()
A40-$3-18-80-18-150 18 80 18 150 () A40-R3-12-35-12-75-1.5 12 1.5 35 12 75 [ J
A40-S3-20-45-20-100 20 45 20 100 ® A40-R3-12-35-12-75-2 12 2 35 12 75 [ J
A40-53-20-80-20-150 20 80 20 150 ° A40-R3-12-35-12-75-3 12 3 35 12 75 Py

@ infEERFStock O FifiiTAvailable Upon Order @ tREEEStock O EFMiTAvailable Upon Order
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A40-R3 A40-B2

37JEAkEMIIILHT] 27)IKSk BN TILEET]
3 Flute, Corner Radius Endmill for High Performance Machining 2 Flute, Ball Nose Endmill for High Performance Machining

© ° - - " [~ O
% ———— —— —A

9/40° . P K M s N H 3 . i P K M s N H
JaRToT . ORI ,

iT5:i8 717 (D) Ef(r) 7% (Lc) #fE(d) 2K(L) EfE iT5Rs 71 (D) Ef(r) 71% (L) W1E(d) £K(L) EE
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
A40-BD-R3-10-40-10-100-0.5 10 0.5 40 10 100 o A40-B2-1-2-4-50 1 0.5 2 4 50 [ )
A40-BD-R3-10-40-10-100-1 10 1 40 10 100 o A40-B2-2-4-4-50 9 1 4 4 50 ()
A40-BD-R3-10-40-10-100-2 10 2 40 10 100 (] A40-B2-3-6-4-50 3 15 6 4 50 Py
A40-BD-R3-10-40-10-100-3 10 3 40 10 100 ® A40-B2-4-8-4-50 a 5 5 2 50 °
A40-BD-R3-12-45-12-100-0.5 12 0.5 45 12 100 ®
A40-BD-R3-12-45-12-100-1 12 1 45 12 100 [ ) A40-B2-4-86-50 4 2 8 6 >0 hd
A40-BD-R3-12-45-12-100-2 12 2 45 12 100 ° A40°82:6:1276750 6 3 12 6 = d
A40-BD-R3-12-45-12-100-3 12 3 45 12 100 ) A40-B2-8-16-8-60 8 4 16 8 60 d
A40-R3-14-45-14-100-0.5 14 0.5 45 14 100 e A40-B2-10-20-10-75 10 5 20 10 75 o
A40-R3-14-45-14-100-1 14 1 45 14 100 () A40-B2-12-24-12-75 12 6 24 12 75 o
A40-R3-14-45-14-100-2 14 2 45 14 100 (]
A40-R3-14-45-14-100-3 14 3 45 14 100 ® _ . ]
A40-R3-16-45-16-100-0.5 16 05 45 16 100 ° @ iREERFEStock O FFiTAvailable Upon Order
A40-R3-16-45-16-100-1 16 1 45 16 100 ®
A40-R3-16-45-16-100-2 16 2 45 16 100 o
A40-R3-16-45-16-100-3 16 3 45 16 100 ®
A40-R3-20-45-20-100-0.5 20 0.5 45 20 100 (]
A40-R3-20-45-20-100-1 20 1 45 20 100 ®
A40-R3-20-45-20-100-2 20 2 45 20 100 [ J
A40-R3-20-45-20-100-3 20 3 45 20 100 o

@ IREREFStock O &HFtiTAvailable Upon Order
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BBE R T] (SR 5F)

Thread Milling Cutter(single tooth)

= GUNGNIR

. | —
P K M s N H
(] [} [} ([ [ O
R Rl i nE | BEKE T sx | Em
Product Name Thread Distance | Shank Diameter | Diameter | Effective Length | Number of Flutes | Overall Length | Stock

B EIRLIHE T carbide thread mil M1.0*0.25 4 0.73 2.3 3 50 )
B BABLIHET] carbide thread mill M1.2*0.25 4 0.92 2.8 3 50 ()
B EIRLIHET] carbide thread mil M1.4*0.3 4 1.05 3.2 3 50 )
B BABLIHE T carbide thread mill M1.6*0.35 4 1.20 3.4 3 50 ()
B HIRLIHE T carbide thread mil M1.8*0.35 4 1.40 4.5 3 50 [ ]
B HIRLHET] carbide thread mil M2.0*0.4 4 1.55 5.0 3 50 ([ )
B RABLIHE T carbide thread mill M2.2*0.45 4 1.65 5.5 3 50 o
BB IRLIHE T carbide thread mill M2.5*0.45 4 1.95 6.2 3 50 (]
B BB T carbide thread mill M3.0*0.5 4 2.40 7.5 3 50 o
BB IRLLHET] carbide thread mill M3.5%0.6 4 2.75 8.7 3 50 ()
B BABLIHE T carbide thread mill M4.0*0.7 4 3.15 10.0 3 50 o
B BIBLIHE T carbide thread mill M5.0*0.8 6 4.05 12.5 3 50 ()
B RIRLIHE T carbide thread mill M6.0*1.0 6 4.80 15.0 3 50 ()
B BIRLIHET] carbide thread mill M8.0*1.25 8 6.50 20.0 4 60 o
B EIRLIHET] carbide thread mil M10*1.5 10 8.20 25.0 4 75 )
B BABLIHE T carbide thread mill M12*1.75 10 9.90 30.0 6 75 o
B HIRLIHET] carbide thread mil M14*2.0 12 11.60 36.0 6 75 )
B RIRLIHE T carbide thread mill M16*2.0 12 11.90 40.0 6 83 (]
B RABLIHE T carbide thread mill M20*2.5 16 15.90 50.0 6 100 o
BB IRLLHET] carbide thread mill M5.0%0.8 4 3.90 12.5 3 50 ()
B BB T carbide thread mill M6.0*1.0 4 3.95 15.0 3 50 o
BB IRLHET] carbide thread mil M8.0*1.25 6 5.90 20.0 3 60 ()
B RIRLIEE T carbide thread mill M10*1.5 8 7.90 25.0 4 60 [

@ iREERFStock O FFiiTAvailable Upon Order

Suitable for application of steel cast iron & stainless steel & aluminum & titanium &
HRSA general machining

O MIMES, MIKAE

High efficiency, lower processing cost
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1845t 7] (ISO=5F)
Thread Milling Cutter(ISO three teeth)

= GUNGNIR

B 7] (25F)
Thread Milling Cutter(all teeth)

([ [} [ J [ J [ J O
2% Rl iz nE | ERKE VIE BE Bt
Product Name Thread Distance | Shank Diameter | Diameter | Effective Length | Number of Flutes | Overall Length | Stock

B EIRLBE T carbide thread mil M1.0*0.25 4 0.73 2.3 3 50 o
BRI HE T carbide thread mill M1.2*0.25 4 0.92 2.8 3 50 (]
B BIREBET] carbide thread mill M1.4*0.3 4 1.05 3.2 3 50 o
B BIBLIHE T carbide thread mill M1.6*0.35 4 1.20 3.4 3 50 o
B BHBLIHE T carbide thread mill M1.8*0.35 4 1.40 4.0 3 50 o
BB IBLIHET] carbide thread mill M2.0*0.4 4 1.55 4.2 3 50 )
B EIRLIHE T carbide thread mil M2.2*0.45 4 1.65 4.6 3 50 [ ]
BB T] carbide thread mill M2.5*0.45 4 1.95 5.2 3 50 [
B BIBLIHE T carbide thread mill M3.0*0.5 4 2.40 6.2 3 50 )
B BIRLIHE T] carbide thread mill M3.5*0.6 4 2.75 7.3 3 50 o
B BIBLIHET] carbide thread mill M4.0*0.7 4 3.15 8.3 3 50 o
B BIRLLEE T] carbide thread mill M5.0*0.8 6 4.05 10.4 3 50 ()
B BIRLLEE T] carbide thread mil M6.0*1.0 6 4.80 12.5 3 50 )
B BIRLIHET] carbide thread mill M8.0*1.25 8 6.50 16.6 4 60 o
BB IBLIHE T carbide thread mill M10*1.5 10 8.20 20.8 4 75 o
B BIBLIHE T carbide thread mill M12*1.75 10 9.90 25.0 4 75 o
B FIRLHE T carbide thread mil M14*2.0 12 11.60 30.0 4 75 [ ]
B BIBLIHET] carbide thread mill M16*2.0 12 11.90 33.0 4 80 o
B EIRLIHE T carbide thread mil M20*2.5 16 15.90 41.3 5 100 [ ]
B BIRLBIHE T] carbide thread mill M5.0*0.8 4 3.90 10.4 3 50 o
B BIBLIHE T carbide thread mill M6.0*1.0 4 3.95 12.5 3 50 o
B BIBLIHE T carbide thread mill M8.0*1.25 6 5.90 16.6 3 60 o
B BIBLIHET] carbide thread mill M10*1.5 8 7.90 20.8 4 60 o

@ inEREEStock O FFiiTAvailable Upon Order

—— 51 >>>
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R e lot™ iz nE | ERKE 715 BE ==
Product Name Thread Distance | Shank Diameter | Diameter | Effective Length | Number of Flutes | Overall Length | Stock

B EIRBERT] carbide thread mill M3.0*0.5 4 2.4 6 3 50 ()
B BIRELEE T] carbide thread mill M4.0*0.7 4 3.15 8 3 50 o
& BIRLUHE T] carbide thread mill M4.5*0.75 4 3.6 9 3 50 o
B BMRLHET] carbide thread mill M5.0*0.8 4 3.9 10 3 50 (]
BB IBLPE T carbide thread mill M6.0*1.0 6 4.8 12 3 50 o
B BIREPE T carbide thread mil M8.0*1.25 8 6.5 16.25 4 60 o
BB IBLBE T carbide thread mill M10*1.5 10 8.2 21 4 75 o
B IBLIHET] carbide thread mill M12*1.75 10 9.9 24.5 4 75 o
B EMBEPE T carbide thread mill M14*2.0 12 11.6 28 4 75 o
B IBLIHET] carbide thread mill M16*2.0 14 13.6 32 4 80 o
B EIELBE T carbide thread mil M18*2.5 16 14.8 36 4 100 )
B EIRLUBE T carbide thread mil M20*2.5 18 17.1 40 4 100 o
B EIBLIEET] carbide thread mill M24*3.0 20 19.9 50 4 100 )
B BIREUEE T] carbide thread mill M6.0*1.0 4 3.9 12 3 50 o
B BIRLPE T carbide thread mil M8.0*1.25 5.8 16.25 3 60 )
B EBMBEPE T carbide thread mil M10*1.5 7.7 21 3 60 )
BB IBLPE T carbide thread mill M12*1.75 10 8.7 24.5 4 75 o
BB T carbide thread mill M14*2.0 10 9.9 28 4 75 o
BB IBLBE T carbide thread mill M16*2.0 12 11.9 32 4 83 o
B BIBELEE T] carbide thread mill M18*2.5 12 11.9 36 4 83 ®
B EIMBEPE T carbide thread mil M20*2.5 16 15.9 40 4 92 )
B BIRLBE T carbide thread mil M24*3.0 16 15.9 50 4 92 o
B EIREUHE T] carbide thread mill M4.0*0.5 4 3.0 8 3 50 o
BB IBLPET] carbide thread mill M5.0*0.5 4 3.9 10 3 50 o
B BIRLBE T carbide thread mil M6.0*0.75 4 3.9 12 3 50 )
B BIRELEE T] carbide thread mill M8.0*1.0 6 5.9 16 3 60 o
B BIRLPE T carbide thread mil M10*1.0 8 7.9 20 3 60 )
B BMRLHE ] carbide thread mill M12*1.0 10 9.9 24 4 75 (]
BB IBLPE T carbide thread mill M10*1.25 8 7.7 20 3 60 o
B BIRLLEE T] carbide thread mill M12*1.5 10 9.4 24 4 75 o
BB IBLPE T carbide thread mill M14*1.5 12 11.2 28.5 4 83 o
B BIREBE T carbide thread mil M16*1.5 12 11.9 33 4 83 o
B BIMRLHE ] carbide thread mill M20*2.0 12 11.9 32 4 83 [
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BELEET] (EHIUN) -SME LY B4 k7] (G)
Thread Milling Cutter(the US UN)-external thread Thread Milling Cutter(G)

- P K M S N H

[ [} [ ] [ o O
e e oer Wiz 77 BRKE Ak 58S EF
Shank Diameter | Diameter | Effective Length | Number of Flutes | Overall Length| Stock
No.8-32 4 3.9 8.7 3 50 [ o & » — Sk
No.12-28 4 3.9 11.8 3 50 o UNC (= f BRKE = EF
No.12-24 4 3.9 11.6 3 50 [ ] Shank Diameter Diameter Effective Length Number of Flutes Overall Length Stock
1/4"*20 4 3.9 12.7 3 50 o e "k
5/16"18 c 5.9 16.9 3 50 ° 1/16"*28,1/8"*28 6 5.8 16.3 3 60 ([
3/8"*16 8 7.9 19.1 3 60 ° 1/8"*28 8 7.7 20 3 60 ([
9/16"*12 12 11.9 29.6 4 83 [ 1/4"*19,3/8"*19 10 9.9 26.7 4 75 o
3/8"*19 16 13.4 33.4 4 92 [ J
@ trAEEFStock O FftiTAvailable Upon Order 1/2",3/4"*14 16 15.7 43.5 5 92 o
1",11/2"2"21/2"*11 20 19.9 41.6 5! 100 [ ]
8R4 ER 7] (RHIUN) -INERL 1172221
Thread Milling Cutter(the US UN)-internal thread ~ o
@ tREEREStock O FFliTAvailable Upon Order
[ [ J [ [ J (] O
e e e TES 7 BRKE TI% BE ETF E,%éﬁ%t’,n (RC)
Shank Diameter | Diameter | Effective Length | Number of Flutes |Overall Length| Stock T h rea d M i l l | n g C u tte r( R C)
No.8-36 4 3.3 8.5 3 50 [ J
No.10-32 No.12-3/8"*32 4 3.3 11.1 3 50 [ )
No.12-28,1/4"*28 7/16",1/2"*28 4 3.8 11.8 3 50 [ J
/4728 7/16" 1/2"*28 6 4.6 12.7 B 50 d
7/16",1/2"*28 10 9.2 22.7 4 75 [l 2 P K M s N H
No.10-24 5/16",3/8"*24 9/16",11/16"*24 4 2.9 10.6 3 50 [ J
No.10-24 | 5/16",3/8"*24 9/16",11/16"*24 4 3.5 11.6 3 50 o L4 L4 L L L4 o
5/16",3/8"*24 9/16",11/16"*24 6 5.7 15.9 3 50 [ ]
38724 9/16" 11/16™24 8 7.4 19.1 3 60 o
9/16",11/16"*24 12 11.9 28.6 4 83 [J
1/4"*20 7/16",1/2"*20 3/4"-1"*20 4 3.9 12.7 3 50 [ J
7/16",1/2"*20 3/4"-1"*20 10 8.5 22.9 4 75 D . W2 DIk BRKE 7% HE B
1/2"*20 3/4"-1"*20 10 9.9 254 4 75 Lod Shank Diameter Diameter Effective Length Number of Flutes | Overall Length Stock
3/4"-1"*20 16 15.9 38.1 5 92 [ -
5/16"*18 | 9/16",5/8"*18 | 11/16"-1,11/16"*18 6 5.2 16.9 3 60 ° 1/16"*28 6 5.8 16.3 3 60 ®
9/16",5/8"*18 | 11/16"-1,11/16"*18 12 113 29.6 4 83 L 1/8"*28 8 7.7 20 3 60 ()
5/8"*18 11/16"-1,11/16"*18 12 11.9 32.5 4 83 (] "
3/8"*16 3/4"16 8 6.7 191 3 60 ® 1/4"*19 10 9.9 26.7 4 75 o
3/4"*16 16 15.9 38.1 4 92 ® 3/8"*19 16 13.4 334 4 92 (]
7/16"*14 7/8"*14 8 7.6 23.6 4 60 ° —
7/8"14 20 18.7 244 2 100 ° 1/2",3/4"*14 16 15.7 43.5 5 92 (]
1/2"*13 10 8.9 25.4 4 75 [ J 1"11/2"2"21/2"*11 20 19.9 41.6 5 100 (]
9/16"*12 1"-11/2"*12 12 10.3 29.6 4 83 ()
1"-11/2"*12 20 19.9 50.8 5 100 ()
5/8"*11 12 11 32.3 4 83 [ =, EEE Ty .
T T - 51 s o F @ fREEREStock O FiTAvailable Upon Order
7/8"*9 16 15.2 45.2 4 92 [
1"*8 20 17 50.8 4 100 [ ]

@ 1RAEEEStock O FEFiiTAvailable Upon Order
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YR EETI(NPT) Bk TI(UN=ZF)

Thread Milling Cutter(NPT) Thread Milling Cutter (UN three teeth)

° ° ° ° ° O ° ° ° ° ° o
UNC iz 7E BREE VI B EE UNC UNE TES 7 BHKE T B EE
Shank Diameter Diameter Effective Length Number of Flutes Overall Length Stock Shank Diameter | Diameter | Effective Length | Number of Flutes | Overall Length | Stock

1/16"*27 6 5.3 9.4 3 60 [ ] No.1-72 6 1.45 3.9 3 60 [ ]
1/8"*27 8 7.5 9.4 4 60 o No.1-64 No.2-64 6 1.4 4.2 3 60 ([ )
1/4"*18 10 9.4 14.1 4 75 [ ) No.2-56 No.3-56 6 1.65 5.0 3 60 [ ]
3/8"*18 12 11.9 14.1 4 83 o No.3-48 No.4-48 6 1.9 6.0 3 60 [ )
1/2".3/4"*14 16 15.5 25.4 5 92 [ ) No.4,No.5-40 No.6-40 6 2.1 6.0 3 60 [ ]
1"-2"*11.5 20 19.9 33.1 5 100 (] No.5-40 No.6-40 6 2.45 7.2 3 60 [ ]
21/2",3"*8 20 19.9 38.1 4 100 @ No.8-36 6 3.3 8.7 3 60 [ )
No.6-40,No.8-32 No.10-32 6 2.55 7.4 3 60 ()
@ IREERFStock O FEFliTAvailable Upon Order No.8-32 No.10-32 6 3.2 10.0 3 60 ®
No.10-32 6 3.8 10.3 3 60 o
1/4"*28 6 5.25 13.2 3 60 ([ ]
No.10-24 5/16"*24 6 3.58 10.2 3 60 ([ )
5/16"*24 8 6.68 16.5 3 60 [ ]
mg g\z %ﬁ: 7] ( NPT F) 1/4"*20 7/16"*20 6 4.88 13.4 3 60 °
Thread Milling Cutter(NPTF) 7/16"*20 10 9.55 23.0 3 75 L
5/16"*18 8 6.15 16.9 3 60 [ ]
3/8"*16 8 6.7 19.1 3 60 [ ]
10 9.0 23.3 3 75 ()

7/16"*14
[ [ [ ] o [ ] ©)

@ 1RAEEFEStock O FEFiiTAvailable Upon Order

UNC Wiz Ik BHKE VAL BK EF

Shank Diameter Diameter Effective Length Number of Flutes Overall Length Stock
1/16"*27 6 5.3 9.4 3 60 o
1/8"*27 8 1o 9.4 4 60 o
1/4"*18 10 9.4 14.1 4 75 ([
3/8"*18 12 11.9 14.1 4 83 o
1/2",3/4"*14 16 15.5 25.4 5 92 ([
1"-2"*11.5 20 199 33.1 5 100 o
21/2",3"*8 20 19.9 38.1 4 100 o

@ 1REERFStock O FFiiTAvailable Upon Order
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3D Twist Drill, External Cooling

® — e

IBUP S

iT5S 712 (D) &K (L) WiE(d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-3N-0300 3 19 6 62 °
DR-3N-0310 3.1 19 6 62 °
DR-3N-0320 3.2 19 6 62 °
DR-3N-0330 BE 19 6 62 °
DR-3N-0340 34 19 6 62 °
DR-3N-0350 35 19 6 62 °
DR-3N-0360 36 19 6 62 °
DR-3N-0370 37 19 6 62 °
DR-3N-0380 38 23 6 66 °
DR-3N-0390 3.9 23 6 66 °
DR-3N-0400 4 23 6 66 °
DR-3N-0410 41 23 6 66 °
DR-3N-0420 4.2 23 6 66 °
DR-3N-0430 43 23 6 66 °
DR-3N-0440 4.4 23 6 66 °
" DR-3N-0450 4.5 23 6 66 °
) ‘ DR-3N-0460 4.6 23 6 66 o
\ DR-3N-0470 4.7 23 6 66 ()
DR-3N-0480 4.8 27 6 66 °
— \ DR-3N-0490 4.9 27 6 66 °
ﬂ I: E a u l_-l- - DR-3N-0500 5 27 6 66 °
- - > DR-3N-0510 5.1 27 6 66 [
){,x‘:)j'i )r stee ;‘l"i 11:”'”|; DR-3N-0520 5.2 27 6 66 [ }
DR-3N-0530 53 27 6 66 °
DR-3N-0540 5.4 27 6 66 °
DR-3N-0550 55 27 6 66 °
© BHFNHEF. FHEHEIINTI, AIREAFIRN. SSWEMEINT DR-3N-0560 5.6 27 6 66 hd
Suitable for drilling steel and cast iron,also suitable for mild steel and alloy steel DRSOl 5.7 = 6 66 e
DR-3N-0580 5.8 27 6 66 [ ]
DR-3N-0590 5.9 27 6 66 [ ]
O LIHERIS T, MIGRMTE AL, FEHEF AN R Sh D600 s ! : s d

Bland-new chip groove design,enhanced chip breaking performance while improving

tool rigidity
@ IREREFStock O FftiTAvailable Upon Order
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DR-3N
3DSMS RRTETh

3D Twist Drill, External Cooling 3D Twist Drill, External Cooling

H l 3 *B P K M S N H H l 3 ' ﬂ P K M S N H
\ ° ° O O ; ° ° O O

TS 71%% (D) &K (L) 112 (d) £K(L) E=F IS 71 (D) &K (L) 112 (d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-3N-0620 6.2 33 8 79 o DR-3N-0940 9.4 45 10 89 o
DR-3N-0630 6.3 33 8 79 o DR-3N-0950 OS5 45 10 89 (]
DR-3N-0640 6.4 33 8 79 [ ) DR-3N-0960 9.6 45 10 89 o
DR-3N-0650 6.5 33 8 79 [ ] DR-3N-0970 9.7 45 10 89 (]
DR-3N-0660 6.6 33 8 79 @ DR-3N-0980 9.8 45 10 89 [ ]
DR-3N-0670 6.7 33 8 79 o DR-3N-0990 9.9 45 10 89 (]
DR-3N-0680 6.8 33 8 79 o DR-3N-1000 10 45 10 89 o
DR-3N-0690 6.9 33 8 79 [ ) DR-3N-1010 10.1 53 12 102 (]
DR-3N-0700 7 33 8 79 [ ) DR-3N-1020 10.2 53 12 102 o
DR-3N-0710 7.1 39 8 79 (] DR-3N-1030 10.3 53 12 102 [ )
DR-3N-0720 7.2 39 8 79 @ DR-3N-1040 10.4 53 12 102 [ )
DR-3N-0730 7.3 39 8 79 o DR-3N-1050 10.5 53 12 102 [ )
DR-3N-0740 1.4 39 8 79 [ ] DR-3N-1060 10.6 53 12 102 (]
DR-3N-0750 7.5 39 8 79 (] DR-3N-1070 10.7 53 12 102 (]
DR-3N-0760 7.6 39 8 79 [ ) DR-3N-1080 10.8 53 12 102 o
DR-3N-0770 1.7 39 8 79 [ ) DR-3N-1090 10.9 53 12 102 [ )
DR-3N-0780 7.8 39 8 79 [ ] DR-3N-1100 11 53 12 102 o
DR-3N-0790 7.9 89 8 79 [ ) DR-3N-1110 11.1 53 12 102 [ )
DR-3N-0800 8 39 8 79 o DR-3N-1120 11.2 53 12 102 o
DR-3N-0810 8.1 45 10 89 o DR-3N-1130 11.3 53 12 102 (]
DR-3N-0820 8.2 45 10 89 o DR-3N-1140 11.4 53 12 102 ([ J
DR-3N-0830 8.3 45 10 89 (] DR-3N-1150 11.5 53 12 102 [ J
DR-3N-0840 8.4 45 10 89 [ ] DR-3N-1160 11.6 53 12 102 o
DR-3N-0850 8.5 45 10 89 [ ) DR-3N-1170 11.7 53 12 102 [ )
DR-3N-0860 8.6 45 10 89 o DR-3N-1180 11.8 53 12 102 o
DR-3N-0870 8.7 45 10 89 o DR-3N-1190 11.9 53 12 102 (]
DR-3N-0880 8.8 45 10 89 o DR-3N-1200 12 53 12 102 o
DR-3N-0890 8.9 45 10 89 (] DR-3N-1210 12.1 58 14 107 (]
DR-3N-0900 9 45 10 89 [ ] DR-3N-1220 12.2 58 14 107 o
DR-3N-0910 9.1 45 10 89 (] DR-3N-1230 12.3 58 14 107 [ )
DR-3N-0920 9.2 45 10 89 [ J DR-3N-1240 12.4 58 14 107 L
DR-3N-0930 9.3 45 10 89 ® DR-3N-1250 12.5 58 14 107 o

@ IREEFEStock O FFiliTAvailable Upon Order @ IREEFStock O FftiTAvailable Upon Order
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3D Twist Drill, External Cooling

—

IBUL

DR-3N
3DSM2 RRTETh

3D Twist Drill, External Cooling

SN

a lj ¢ P M s N H
{ [ J O O
iT55S 71%% (D) &K (L) 112 (d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-3N-1610 16.1 70 18 123 O
DR-3N-1620 16.2 70 18 123 O
DR-3N-1630 16.3 70 18 123 O
DR-3N-1640 16.4 70 18 123 O
DR-3N-1650 16.5 70 18 123 O
DR-3N-1660 16.6 70 18 123 O
DR-3N-1670 16.7 70 18 123 O
DR-3N-1680 16.8 70 18 123 O
DR-3N-1690 16.9 70 18 123 O
DR-3N-1700 17 70 18 123 O
DR-3N-1720 17.2 70 18 123 O
DR-3N-1730 17.3 70 18 123 O
DR-3N-1740 17.4 70 18 123 O
DR-3N-1750 17.5 70 18 123 O
DR-3N-1760 17.6 70 18 123 O
DR-3N-1770 17.7 70 18 123 O
DR-3N-1780 17.8 70 18 123 O
DR-3N-1800 18 70 18 123 O
DR-3N-1820 18.2 76 20 131 O
DR-3N-1840 18.4 76 20 131 O
DR-3N-1850 18.5 76 20 131 O
DR-3N-1860 18.6 76 20 131 O
DR-3N-1880 18.8 76 20 131 O
DR-3N-1900 19 76 20 131 O
DR-3N-1910 19.1 76 20 131 O
DR-3N-1950 19.5 76 20 131 O
DR-3N-1980 19.8 76 20 131 O
DR-3N-1990 19.9 76 20 131 O
DR-3N-2000 20 76 20 131 O

° o) O
iT5S 7% (D) &K (L) 1#E(d) £1(L) EE
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-3N-1260 12.6 58 14 107 Y
DR-3N-1270 12.7 58 14 107 )
DR-3N-1280 12.8 58 14 107 )
DR-3N-1290 12.9 58 14 107 O
DR-3N-1300 13 58 14 107 )
DR-3N-1310 13.1 58 14 107 O
DR-3N-1320 13.2 58 14 107 °
DR-3N-1330 13.3 58 14 107 o
DR-3N-1340 13.4 58 14 107 °
DR-3N-1350 13.5 58 14 107 O
DR-3N-1370 13.7 58 14 107 o
DR-3N-1380 13.8 58 14 107 °
DR-3N-1400 14 58 14 107 o
DR-3N-1410 14.1 62 16 115 ®
DR-3N-1420 14.2 62 16 115 ®
DR-3N-1430 14.3 62 16 115 O
DR-3N-1440 14.4 62 16 115 ®
DR-3N-1450 14.5 62 16 115 )
DR-3N-1460 14.6 62 16 115 [
DR-3N-1470 14.7 62 16 115 o
DR-3N-1480 14.8 62 16 115 °
DR-3N-1490 14.9 62 16 115 )
DR-3N-1500 15 62 16 115 )
DR-3N-1510 15.1 62 16 115 ®
DR-3N-1520 15.2 62 16 115 [
DR-3N-1530 15.3 62 16 115 o
DR-3N-1540 15.4 62 16 115 o
DR-3N-1550 15.5 62 16 115 )
DR-3N-1570 15.7 62 16 115 [
DR-3N-1580 15.8 62 16 115 O
DR-3N-1590 15.9 62 16 115 [
DR-3N-1600 16 62 16 115 ([ ]

@ 1REERFStock O FFiiTAvailable Upon Order
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5D Twist Drill, External Cooling 5D Twist Drill, External Cooling

H l 3 "B P K M s N H a l 3 ' ﬂ P K M S N H
. ° ) @) ) ~ ) ) O o)

T8RS 71%& (D) & (L) 1#fE(d) 2K(L) EF iT55S 7] (D) &K (L) wiE(d) 2K(L) EE
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-5N-0300 3 26 6 66 [ ] DR-5N-0630 6.3 52 8 91 (]
DR-5N-0310 3.1 26 6 66 ( } DR-5N-0640 6.4 52 8 91 o
DR-5N-0320 3.2 26 6 66 [ ] DR-5N-0650 6.5 52 8 91 o
DR-5N-0330 3.3 26 6 66 [ ) DR-5N-0660 6.6 52 8 91 [ )
DR-5N-0340 3.4 26 6 66 o DR-5N-0670 6.7 52 8 91 [ ]
DR-5N-0350 3.5 26 6 66 ( J DR-5N-0680 6.8 52 8 91 (]
DR-5N-0360 3.6 26 6 66 o DR-5N-0690 6.9 52 8 91 (]
DR-5N-0370 3.7 26 6 66 ( } DR-5N-0700 7 52 8 91 o
DR-5N-0380 3.8 35 6 74 [ ) DR-5N-0710 7.1 52 8 91 o
DR-5N-0390 3.9 35 6 74 [ ) DR-5N-0720 7.2 52 8 91 [ )
DR-5N-0400 4 35 6 74 o DR-5N-0730 7.3 52 8 91 [
DR-5N-0410 4.1 35 6 74 ® DR-5N-0740 1.4 52 8 91 [
DR-5N-0420 4.2 35 6 74 o DR-5N-0750 7.5 52 8 91 (]
DR-5N-0430 4.3 35 6 4 [ ) DR-5N-0760 7.6 52 8 91 o
DR-5N-0440 4.4 35 6 74 [ ) DR-5N-0770 1.7 52 8 91 o
DR-5N-0450 4.5 35 6 74 [ ) DR-5N-0780 7.8 52 8 91 [ )
DR-5N-0460 4.6 35 6 74 [ ) DR-5N-0790 7.9 52 8 91 o
DR-5N-0470 4.7 35 6 74 [ ) DR-5N-0800 8 52 8 91 [ )
DR-5N-0480 4.8 43 6 82 [ ] DR-5N-0810 8.1 59 10 103 o
DR-5N-0490 4.9 43 6 82 (] DR-5N-0820 8.2 59 10 103 (]
DR-5N-0500 5 43 6 82 [ ] DR-5N-0830 8.3 59 10 103 o
DR-5N-0510 5.1 43 6 82 (] DR-5N-0840 8.4 59 10 103 [ )
DR-5N-0520 5.2 43 6 82 @ DR-5N-0850 8.5 59 10 103 [ )
DR-5N-0530 5.3 43 6 82 [ ) DR-5N-0860 8.6 59 10 103 [ )
DR-5N-0540 5.4 43 6 82 o DR-5N-0870 8.7 59 10 103 [ )
DR-5N-0550 5.5 43 6 82 o DR-5N-0880 8.8 59 10 103 o
DR-5N-0560 5.6 43 6 82 [ ] DR-5N-0890 8.9 59 10 103 o
DR-5N-0570 5.7 43 6 82 (] DR-5N-0900 9 59 10 103 [ )
DR-5N-0580 5.8 43 6 82 @ DR-5N-0910 9.1 59 10 103 [ ]
DR-5N-0590 5.9 43 6 82 (] DR-5N-0920 9.2 59 10 103 ()
DR-5N-0600 6 43 6 82 [ ) DR-5N-0930 9.3 59 10 103 (]
DR-5N-0610 6.1 52 8 91 [ DR-5N-0940 9.4 59 10 103 ([ ]
DR-5N-0620 6.2 52 8 91 [ DR-5N-0950 9.5 59 10 103 [ J

@ inAEEFEStock O FfiTAvailable Upon Order @ IREREFStock O &HFtiTAvailable Upon Order
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5DIML RTEEh

5D Twist Drill, External Cooling 5D Twist Drill, External Cooling

3B B
\ ° ° 0 O ~ ° ° o) O

TS 71%% (D) &K (L) 112 (d) £K(L) E=F 1IHEs 71 (D) &K (L) 112 (d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-5N-0960 9.6 59 10 103 [ J DR-5N-1290 12.9 75 14 124 ([ J
DR-5N-0970 ON 59 10 103 [ ) DR-5N-1300 13 75 14 124 (]
DR-5N-0980 9.8 59 10 103 [ ) DR-5N-1320 13.2 75 14 124 o
DR-5N-0990 9.9 59 10 103 (] DR-5N-1350 13.5 75 14 124 (]
DR-5N-1000 10 59 10 103 @ DR-5N-1370 13.7 75 14 124 ([ J
DR-5N-1010 10.1 69 12 118 o DR-5N-1380 13.8 75 14 124 (]
DR-5N-1020 10.2 69 12 118 [ ) DR-5N-1390 13.9 75 14 124 ([ J
DR-5N-1030 10.3 69 12 118 [ ) DR-5N-1400 14 75 14 124 (]
DR-5N-1040 10.4 69 12 118 [ ) DR-5N-1410 14.1 80 16 133 o
DR-5N-1050 10.5 69 12 118 (] DR-5N-1420 14.2 80 16 133 [ )
DR-5N-1060 10.6 69 12 118 @ DR-5N-1430 14.3 80 16 133 [ )
DR-5N-1070 10.7 69 12 118 ® DR-5N-1450 14.5 80 16 133 [ )
DR-5N-1080 10.8 69 12 118 [ ) DR-5N-1460 14.6 80 16 133 [ ]
DR-5N-1090 10.9 69 12 118 (] DR-5N-1480 14.8 80 16 133 (]
DR-5N-1100 11 69 12 118 [ ) DR-5N-1500 15 80 16 133 o
DR-5N-1110 11.1 69 12 118 [ ) DR-5N-1510 15.1 80 16 133 [ )
DR-5N-1120 11.2 69 12 118 o DR-5N-1550 15.5 80 16 133 [ )
DR-5N-1130 11.3 69 12 118 [ ) DR-5N-1570 15.7 80 16 133 (]
DR-5N-1140 114 69 12 118 [ ] DR-5N-1580 15.8 80 16 133 o
DR-5N-1150 11.5 69 12 118 (] DR-5N-1600 16 80 16 133 o
DR-5N-1160 11.6 69 12 118 o DR-5N-1650 16.5 90 18 143 O
DR-5N-1170 11.7 69 12 118 (] DR-5N-1660 16.6 90 18 143 O
DR-5N-1180 11.8 69 12 118 o DR-5N-1680 16.8 90 18 143 O
DR-5N-1190 11.9 69 12 118 [ ) DR-5N-1700 17 90 18 143 O
DR-5N-1200 12 69 12 118 [ ) DR-5N-1730 17.3 90 18 143 O
DR-5N-1210 12.1 75 14 124 (] DR-5N-1750 17.5 90 18 143 O
DR-5N-1220 12.2 75 14 124 o DR-5N-1780 17.8 90 18 143 O
DR-5N-1230 12.3 75 14 124 (] DR-5N-1800 18 90 18 143 O
DR-5N-1240 12.4 75 14 124 o DR-5N-1850 18.5 98 20 153 O
DR-5N-1250 12.5 75 14 124 () DR-5N-1860 18.6 98 20 153 O
DR-5N-1260 12.6 75 14 124 [ ] DR-5N-1900 19 98 20 153 O
DR-5N-1270 12.7 75 14 124 [ ) DR-5N-1950 19.5 98 20 153 O
DR-5N-1280 12.8 75 14 124 [ ) DR-5N-2000 20 98 20 153 O

@ iREERFStock O FfiiTAvailable Upon Order

I G5 >>>

@ IREREFStock O FHFtiTAvailable Upon Order

<<< 66




= GUNGNIR

DR-3C
3DRZ AR TESh

= GUNGNIR

3D Twist Drill, Internal Cooling

DR-3C
3D FRTEEh
3D Twist Drill, Internal Cooling

— °
| WY |
\ ° ° o) O
TS 71%& (D) & (L) 112 (d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock

DR-3C-0300 3 19 6 62 [ )
DR-3C-0310 3.1 19 6 62 [ )
DR-3C-0320 3.2 19 6 62 [ J
DR-3C-0330 213 19 6 62 ()
DR-3C-0340 3.4 19 6 62 [ )
DR-3C-0350 3.5 19 6 62 [ )
DR-3C-0360 3.6 19 6 62 [ )
DR-3C-0370 3.7 19 6 62 [ )
DR-3C-0380 3.8 23 6 66 [ J
DR-3C-0390 3.9 23 6 66 ()
DR-3C-0400 4 23 6 66 [ )
DR-3C-0410 4.1 23 6 66 [ )
DR-3C-0420 4.2 23 6 66 [ )
DR-3C-0430 4.3 23 6 66 [ )
DR-3C-0440 4.4 23 6 66 [ J
DR-3C-0450 4.5 23 6 66 ()
DR-3C-0460 4.6 23 6 66 [ )
DR-3C-0470 4.7 23 6 66 [ )
DR-3C-0480 4.8 27 6 66 [ )
DR-3C-0490 4.9 27 6 66 [
DR-3C-0500 5 27 6 66 @
DR-3C-0510 5.1 27 6 66 ()
DR-3C-0520 5.2 27 6 66 @
DR-3C-0530 5.3 27 6 66 [ )
DR-3C-0540 5.4 27 6 66 [ )
DR-3C-0550 5.5 27 6 66 [ )
DR-3C-0560 5.6 27 6 66 [ ]
DR-3C-0570 5.7 27 6 66 [ )
DR-3C-0580 5.8 27 6 66 [ )
DR-3C-0590 5.9 27 6 66 [ )
DR-3C-0600 6 27 6 66 [ )
DR-3C-0610 6.1 33 8 79 [ )
DR-3C-0620 6.2 33 8 79 [ J
DR-3C-0630 6.3 33 8 79 (]
DR-3C-0640 6.4 33 8 79 [ )

— < -
L
33U ' o—
° O O
TS 71%& (D) & (L) wiZ(d) 2K(L) EfF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-3C-0650 6.5 33 8 79 o
DR-3C-0660 6.6 33 8 79 o
DR-3C-0670 6.7 33 8 79 o
DR-3C-0680 6.8 33 8 79 o
DR-3C-0690 6.9 33 8 79 [ J
DR-3C-0700 7 33 8 79 o
DR-3C-0710 7.1 39 8 79 o
DR-3C-0720 7.2 39 8 79 o
DR-3C-0730 7.3 39 8 79 o
DR-3C-0740 7.4 39 8 79 o
DR-3C-0750 7.5 39 8 79 [ J
DR-3C-0760 7.6 39 8 79 o
DR-3C-0770 1.7 39 8 79 o
DR-3C-0780 7.8 39 8 79 o
DR-3C-0790 7.9 39 8 79 @
DR-3C-0800 8 39 8 79 o
DR-3C-0810 8.1 45 10 89 [ J
DR-3C-0820 8.2 45 10 89 o
DR-3C-0830 8.3 45 10 89 [
DR-3C-0840 8.4 45 10 89 o
DR-3C-0850 8.5 45 10 89 [
DR-3C-0860 8.6 45 10 89 ()
DR-3C-0870 8.7 45 10 89 [ J
DR-3C-0880 8.8 45 10 89 @
DR-3C-0890 8.9 45 10 89 [
DR-3C-0900 9 45 10 89 [ )
DR-3C-0910 9.1 45 10 89 [ ]
DR-3C-0920 9.2 45 10 89 [ )
DR-3C-0930 9.3 45 10 89 [ J
DR-3C-0940 9.4 45 10 89 [ )
DR-3C-0950 9.5 45 10 89 o
DR-3C-0960 9.6 45 10 89 @
DR-3C-0970 9.7 45 10 89 o
DR-3C-0980 9.8 45 10 89 o
DR-3C-0990 9.9 45 10 89 [ J
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DR-3C

3D RRTETh

= GUNGNIR

3D Twist Drill, Internal Cooling

DR-3C
3D FRiEEh

3D Twist Drill, Internal Cooling

— o
| WIS P |
° o o
TR S 71%& (D) & (L) 1w1£(d) 2K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-3C-1400 14 58 14 107 [ ]
DR-3C-1420 14.2 62 16 115 [ )
DR-3C-1430 14.3 62 16 115 [ ]
DR-3C-1450 14.5 62 16 115 (]
DR-3C-1460 14.6 62 16 115 [ ]
DR-3C-1470 14.7 62 16 115 [ )
DR-3C-1480 14.8 62 16 115 [ ]
DR-3C-1500 15 62 16 115 ([ )
DR-3C-1520 15.2 62 16 115 [ ]
DR-3C-1530 15.3 62 16 115 ( ]
DR-3C-1550 15.5 62 16 115 ([ ]
DR-3C-1570 15.7 62 16 115 [ ]
DR-3C-1580 15.8 62 16 115 [ ]
DR-3C-1600 16 62 16 115 [ )
DR-3C-1650 16.5 70 18 123 O
DR-3C-1680 16.8 70 18 123 O
DR-3C-1690 16.9 70 18 123 O
DR-3C-1700 17 70 18 123 O
DR-3C-1750 17.5 70 18 123 O
DR-3C-1770 17.7 70 18 123 O
DR-3C-1780 17.8 70 18 123 @)
DR-3C-1800 18 70 18 123 @)
DR-3C-1830 18.3 76 20 131 O
DR-3C-1850 18.5 76 20 131 O
DR-3C-1880 18.8 76 20 131 O
DR-3C-1900 19 76 20 131 O
DR-3C-1930 19.3 76 20 131 O
DR-3C-1950 19.5 76 20 131 O
DR-3C-1960 19.6 76 20 131 O
DR-3C-1970 19.7 76 20 131 O
DR-3C-1980 19.8 76 20 131 O
DR-3C-2000 20 76 20 131 O

m o e C
L
3B | .
\ ° ° O O
TS 71%% (D) &K (L) 112 (d) £K(L) E=F
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock

DR-3C-1000 10 45 10 89 [ )
DR-3C-1010 10.1 53 12 102 @
DR-3C-1020 10.2 53 12 102 [
DR-3C-1030 10.3 53 12 102 [ J
DR-3C-1040 10.4 53 12 102 [ ]
DR-3C-1050 10.5 53 12 102 [ )
DR-3C-1060 10.6 53 12 102 [ )
DR-3C-1070 10.7 53 12 102 [ )
DR-3C-1080 10.8 53 12 102 @
DR-3C-1090 10.9 53 12 102 [ J
DR-3C-1100 11 53 12 102 [ )
DR-3C-1110 11.1 53 12 102 [ )
DR-3C-1120 11.2 53 12 102 [ )
DR-3C-1130 11.3 53 12 102 [ )
DR-3C-1140 114 53 12 102 @
DR-3C-1150 11.5 53 12 102 (
DR-3C-1160 11.6 53 12 102 [ ]
DR-3C-1170 11.7 53 12 102 [ )
DR-3C-1180 11.8 53 12 102 [ )
DR-3C-1190 11.9 53 12 102 o
DR-3C-1200 12 53 12 102 [
DR-3C-1210 12.1 58 14 107 [ ]
DR-3C-1220 12.2 58 14 107 [ ]
DR-3C-1230 12.3 58 14 107 [ )
DR-3C-1250 12.5 58 14 107 [ )
DR-3C-1260 12.6 58 14 107 [ )
DR-3C-1270 12.7 58 14 107 [ )
DR-3C-1280 12.8 58 14 107 [ ]
DR-3C-1300 13 58 14 107 [ ]
DR-3C-1310 13.1 58 14 107 [ )
DR-3C-1340 134 58 14 107 [ )
DR-3C-1350 13.5 58 14 107 [ )
DR-3C-1360 13.6 58 14 107 @
DR-3C-1370 13.7 58 14 107 (]
DR-3C-1380 13.8 58 14 107 [ ]
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DR-5C DR-5C

5DAL FRTESh 5D AL Eh
5D Twist Drill, Internal Cooling 5D Twist Drill, Internal Cooling

—— g E—

— "

L
' H l 3 VB P K M s N H a l 3 " 3 P K M s N H
\ ° ° 0 o ° ° O o)

TS 71%& (D) &K (L) 112 (d) £K(L) EF IT&RS 71%& (D) K (L) wiZ(d) £K(L) EF
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock
DR-5C-0300 3 26 6 66 [ ) DR-5C-0650 6.5 52 8 91 o
DR-5C-0310 3.1 26 6 66 [ ) DR-5C-0660 6.6 52 8 91 o
DR-5C-0320 3.2 26 6 66 o DR-5C-0670 6.7 52 8 91 o
DR-5C-0330 3.3 26 6 66 [ ) DR-5C-0680 6.8 52 8 91 [ J
DR-5C-0340 3.4 26 6 66 [ ] DR-5C-0690 6.9 52 8 91 @
DR-5C-0350 3.5 26 6 66 ( } DR-5C-0700 7 52 8 91 ([ J
DR-5C-0360 3.6 26 6 66 [ } DR-5C-0710 7.1 52 8 91 @
DR-5C-0370 3.7 26 6 66 ( J DR-5C-0720 7.2 52 8 91 o
DR-5C-0380 3.8 35 6 74 o DR-5C-0730 7.3 52 8 91 o
DR-5C-0390 3.9 35 6 74 [ ) DR-5C-0740 7.4 52 8 91 o
DR-5C-0400 4 35 6 74 [ ] DR-5C-0750 7.5 52 8 91 o
DR-5C-0410 4.1 35 6 74 ( } DR-5C-0760 7.6 52 8 91 o
DR-5C-0420 4.2 35 6 74 [ } DR-5C-0770 1.7 52 8 91 @
DR-5C-0430 4.3 35 6 4 ( J DR-5C-0780 7.8 52 8 91 o
DR-5C-0440 4.4 35 6 74 o DR-5C-0790 7.9 52 8 91 o
DR-5C-0450 4.5 35 6 74 ( ] DR-5C-0800 8 52 8 91 o
DR-5C-0460 4.6 35 6 74 [ ] DR-5C-0810 8.1 59 10 103 @
DR-5C-0470 4.7 35 6 74 ( } DR-5C-0820 8.2 59 10 103 [ J
DR-5C-0480 4.8 43 6 82 [ ) DR-5C-0830 8.3 59 10 103 [
DR-5C-0490 4.9 43 6 82 [ ) DR-5C-0840 8.4 5 10 103 o
DR-5C-0500 5 43 6 82 ([ ] DR-5C-0850 8.5 59 10 103 [
DR-5C-0510 5.1 43 6 82 [ ) DR-5C-0860 8.6 59 10 103 [ J
DR-5C-0520 5.2 43 6 82 @ DR-5C-0870 8.7 59 10 103 [ J
DR-5C-0530 5.3 43 6 82 ([ ] DR-5C-0880 8.8 59 10 103 [ J
DR-5C-0540 5.4 43 6 82 [ ) DR-5C-0890 8.9 59 10 103 [ ]
DR-5C-0550 5.5 43 6 82 [ ] DR-5C-0900 9 55 10 103 [ )
DR-5C-0560 5.6 43 6 82 [ ] DR-5C-0910 9.1 59 10 103 [ ]
DR-5C-0570 5.7 43 6 82 [ ) DR-5C-0920 9.2 59 10 103 [ )
DR-5C-0580 5.8 43 6 82 [ ) DR-5C-0930 9.3 59 10 103 o
DR-5C-0590 5.9 43 6 82 ( } DR-5C-0940 9.4 59 10 103 [ J
DR-5C-0600 6 43 6 82 [ ] DR-5C-0950 9.5 59 10 103 @
DR-5C-0610 6.1 52 8 91 ( J DR-5C-0960 9.6 59 10 103 @
DR-5C-0620 6.2 52 8 91 [ ] DR-5C-0970 9.7 59 10 103 @
DR-5C-0630 6.3 52 8 91 (] DR-5C-0980 9.8 59 10 103 [ J
DR-5C-0640 6.4 52 8 91 [ ) DR-5C-0990 9.9 59 10 103 [ J
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DR-5C
5D ML Eh
5D Twist Drill, Internal Cooling

DR-5C
5DAL FATEsh
5D Twist Drill, Internal Cooling

— S — .

L
o - [WRS P S | WIS P .
\ ° o 0 ° 0 o
iT5S 7% (D) &K (L) #E(d) £1(L) EE iTHE 7% (D) & (L) iE(d) £1K(L) EE
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock

DR-5C-1010 10.1 69 12 118 °® DR-5C-1380 13.8 75 14 124 o
DR-5C-1020 10.2 69 12 118 ° DR-5C-1390 13.9 75 14 124 [ J
DR-5C-1030 10.3 69 12 118 ° DR-5C-1400 14 5 14 124 e
SRECIOA0 o m s s ° DR-5C-1410 14.1 80 16 133 )
DR-5C-1050 10.5 69 12 118 o gi:gg:igg ii; 28 ig Ei :
DR-5C-1060 10.6 69 12 118 ° DR.5C-1420 124 %0 1 13 °
DR-5C-1070 10.7 69 12 118 ° SREECITAED e 30 e 133 °
DR-5C-1080 10.8 69 12 118 ° DR-5C-1460 146 80 16 133 °
DR-5C-1090 10.9 69 12 118 (] DR-5C-1470 14.7 80 16 133 o
DR-5C-1100 11 69 12 118 ° DR-5C-1480 14.8 80 16 133 )
DR-5C-1110 11.1 69 12 118 ° DR-5C-1500 15 80 16 133 o
DR-5C-1120 11.2 69 12 118 ° DR-5C-1510 15.1 80 16 133 )
DR-5C-1130 11.3 69 12 118 ® DR-5C-1520 15.2 80 16 133 o
DR-5C-1140 11.4 69 12 118 ® DR-5C-1530 15.3 80 16 133 [ J
DR-5C-1150 115 69 12 118 ° DR-5C-1550 15.5 80 16 133 ®
SRECIIED e %9 = T ° DR-5C-1570 15.7 80 16 133 )
DR-5C-1170 11.7 69 12 118 ® gi:ggj‘zgg 115é8 zg ig gg :
DR-5C-1180 11.8 69 12 118 ° ST Y = T e o
DR-5C-1190 11.9 69 12 118 ° DR-5C-1670 16.7 %0 18 143 o
DR;5C:1200 1 5 1 L LJ DR-5C-1680 16.8 90 18 143 O
DR-5C-1210 12.1 75 14 124 [ ] DR-5C-1690 16.9 90 18 143 O
DR-5C-1220 12.2 75 14 124 (] DR-5C-1700 17 90 18 143 O
DR-5C-1230 12.3 75 14 124 ® DR-5C-1720 17.2 90 18 143 O
DR-5C-1240 12.4 75 14 124 ® DR-5C-1730 17.3 90 18 143 O
DR-5C-1250 12.5 75 14 124 ) DR-5C-1750 17.5 90 18 143 O
DR-5C-1260 12.6 75 14 124 () DR-5C-1770 17.7 90 18 143 @)
DR-5C-1270 12.7 75 14 124 ) DR-5C-1780 17.8 90 18 143 o
DR-5C-1280 12.8 75 14 124 ° gizggziggg 1;85 gg ;g igi 8
DR-5C-1300 13 E 14 124 o DR-5C-1860 18.6 98 20 153 O
DR-5C-1310 13.1 75 14 124 [ DR.5C-1880 188 53 0 153 5
DR-5C-1320 13.2 75 14 124 ° DREC-1900 19 98 N 153 o
DR-5C-1330 13.3 75 14 124 ( ] DR-5C-1950 19.5 98 20 153 O
DR-5C-1350 13.5 75 14 124 [ J DR-5C-1960 19.6 98 20 153 O
DR-5C-1360 13.6 75 14 124 ] DR-5C-1980 19.8 98 20 153 O
DR-5C-1370 13.7 75 14 124 M DR-5C-2000 20 98 20 153 O
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P20-S2/R2 ¥ iER
P20-S2/R2 Recommended Cutting Parameters

5 i

o

Workpiece Materials
-t)J ﬁIJ & F ___
Depth of cut (mm)
K. MED weSEW WEDegERG|MED [eRmEe)
Mill Dia.(mm)
3 20060 14490 14490 510
4 15040 860 10860 550 10860
6 10020 760 7240 500 7240 450
8 7520 770 5430 540 5430 520
10 6010 760 4340 510 4340 460

FEHE sioving

)

Workpiece Materials
t)J HIJ 5 F ___
Depth of cut (mm)
KR, MED wEAGeED (esmEW | MEDegERGY)
Mill Dia.(mm)
3 8910 6130 1 10 6680
4 6680 450 4590 5010 250
6 4460 360 3060 160 3340 220
8 3340 330 2290 160 2500 190
10 2670 300 1830 160 2000 180

EEI

AFRAIBEERASRINE. SHRERNRMFE,
A WERISHEEF R P RENTIBIRGRIEEE, KRNI, BE ST 4. B0 ERVNKRFER, WIHIFF#1TEE,
A REEHhIF B IR, B AETIHIZ 4.

| NOTE |

1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adjust the parameters when chatter or abnormal vibration occurs.

P20-S4/R4 il 8 kikFR
P20-S4/R4 Recommended Cutting Parameters

f5E Viting

o

Workpiece Materials
t)J HIJ 5 F ___
Depth of cut(mm)
AR, MED memEW NED memEW|eED RS
Mill Dia.(mm)
3 20060 1790 14490 1150 14490 1020
4 15040 1730 10860 1110 10860
6 10020 1530 7240 990 7240 920
8 7520 1560 5430 1090 5430 1040
10 6010 1530 4340 1030 4340 940
]

P20-B2 i8I

P20-B2 Recommended Cutting Parameters

{Hﬁgiﬁ Profilling

HEFER

Workpiece Materials
Depth of cut (mm)
Mill Dia.(mm)
4 13370 850 9190 510 10020 510
5 10690 850 7360 530 8020 530
6 8910 850 6130 530 6680 550
7 7640 850 5260 530 5730 530
8 6680 850 4590 530 5010 520
9 5940 850 4080 520 4460 510
10 5350 850 3670 530 4010 510

EEI

ABRE]gEEABENIM. SR ENVRN R,

A WERISHFRPOREN TR RGO EE KRNI, BE SN I G B0 ERVNKRFER, WIHIF4#1TEE,

A RETENIF BRI, FEETIEIFR 5,

INOTE |

1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adjust the parameters when chatter or abnormal vibration occurs.
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P30-S2/R2 il 8iER
P30-S2/R2 Recommended Cutting Parameters
SR Vi

Workpiece Materials Carbo
Depth of cut (mm)

IIE]

sMz i
Mill Dia.(mm) (r/
3 20060 1120 14490 720 14490 640
4 15040 1080 10860 690 10860 600
6 10020 960 7240 610 7240 570
8 7520 970 5430 680 5430 650
10 6010 960 4340 640 4340 580
12 5010 900 3620 610 3620 520
16 3750 900 2710 510 2710 430
20 3010 900 2170 480 2170 380

*E%ﬁ Slotting

Workpiece Materials Carbo
.t]] EU ~/\
Depth of cut (mm)

EAN

Mill Dia.(mm) (r/
3 | 8910 450 6130 140 6680 270
4 6680 560 4590 160 5010 320
6 4460 460 3060 210 3340 280
8 3340 420 2290 210 2500 240
10 2670 380 1830 210 2000 230
12 2220 360 1530 190 1660 230
16 1660 420 1150 170 1240 240
20 1330 430 920 160 1000 240

EEI

REJaEfEAENIE. SRENVKRNFE,
A IHHIE ST R PR EE R TIH S AR (E, SEFR N TR, IS Z RN T &4 BN ERVTRFRE R, SIHIFAHTRE,
A REFEHFF EIREDET, TR F Mo

INOTE |

1.Prefer to use the high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.
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P30-S4/R4 K18 iER
P30-S4/R4 Recommended Cutting Parameters

o

SR Vi

Tk
Workpiece Materials
aae s XEm JSEw
Depth of cut (mm)
A% E RAEAV RED mREE [ RED | wgREw)
Mill Dia.(mm) (r/
3 20060 2240 14490 14490 1270
4 15040 2160 10860 1390 10860 1210
6 10020 1920 7240 1240 7240 1150
8 7520 1950 5430 1360 5430 1300
10 6010 1920 4340 1290 4340 1180
12 5010 1800 3620 1220 3620 1060
16 3750 1800 2710 1020 2710 870
20 3010 1800 2170 950 2170 780
]

P30-B2iHI&#itER

P30-B2 Recommended Cutting Parameters

ﬁﬁ;iﬁ Profilling g

Workpiece Materials
- B -
Depth of cut (mm)
5MZ ;
Mill Dia.(mm)
4 13370 1070 9190 640 10020 640
5 10690 1070 7360 660 8020 670
6 8910 1070 6130 670 6680 690
7 7640 1070 5260 660 5730 660
8 6680 1070 4590 660 5010 650
9 5940 1070 4080 650 4460 640
10 5350 1070 3670 660 4010 640
11 4860 1070 3340 670 3640 640
12 4460 1070 3060 670 3340 640

EE
IBERAJREEA BRI SEENTARM-RE,
A R SEEER PR EE A TR R AR EE, SSIRM I, BE BN T4 B ERNKSFER, WIIEIFHEITRE,
A R E N F BHIREEY, FRE IR 4
INOTE |
1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.
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P30-B4 KISk ER

P30-B4 Recommended Cutting Parameters

175%%* Profilling

P40-S4/R4 M8 8RR
P40-S4/R4 Recommended Cutting Parameters

fssk S

II[J

T B T B
Workpiece Materials Carbon St Workpiece Materials Carbon St
Depth of cut (mm) Depth of cut (mm)
sz R (n HpF R (n
Mill Dia.(mm) (r/min) Mill Dia.(mm) (r/min)
4 13370 2140 9190 1290 10020 1280 3 22290 2850 16710 2200 16710 1800
5 10690 2140 7360 1320 8020 1340 4 16710 2740 12530 1850 12530 1650
6 8910 2140 6130 1350 6680 1390 6 11150 2360 8350 1600 8350 1500
7 7640 2140 5260 1320 5730 1330 8 8350 2340 6260 1700 6260 1620
8 6680 2140 4590 1320 5010 1300 10 6680 2270 5010 1580 5010 1470
9 5940 2140 4080 1310 4460 1280 12 5570 2220 4170 1500 4170 1300
10 5350 2140 3670 1320 4010 1280 16 4170 2080 3130 1240 3130 1070
11 4860 2140 3340 1330 3640 1270 20 3340 2070 2500 1150 2500 950
12 4460 2140 3060 1350 3340 1270
*E %ﬁ Slotting
TR B
Workpiece Materials Carbon St
Depth of cut (mm)
sz R (n
Mill Dia.(mm) (r/min)
3 8910 1100 6130 440 6680 690
4 6680 1280 4590 440 5010 760
6 4460 1010 3060 490 3340 630
8 3340 890 2290 470 2500 520
10 2670 820 1830 450 2000 490
12 2220 790 1530 450 1660 500
16 1660 890 1150 390 1240 510
20 1330 910 920 360 1000 520
R | 5|

ABREgEEABNMYE. SRENVKRNFE,
A RIS R P EBENTIRIR A RIEEE, KRR TR, iBE BN I & &. B0 RANKRFER, WIHIF F#1TEE, A RIS RPBREN IR R BRI (E, SRR TR, BE BN T& 4. B0 ERTKRFER, WIEIFZF#TEE,
A RETEHIN B IRENET, B HELEI& M A REFEHIFEIREDET, BRI

INOTE | INOTE |
1.Prefer to use the high-rigidity and high accuracy machine.

ABERAIREER BRI, S ERNARN R,

1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.
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N T I .
\1 4 * A 4
H20-S4 /RALIYIBHEER H20-B2 B S8mER
H20-S4/R4 Recommended Cutting Parameters H20-B2 Recommended Cutting Parameters
Mk <o o .-l} .,
U\J%ﬁ Side milling 17'5ﬁ;$5'& Profilling
T ARW - FELR AR BN - W - 558 FEEM - THHW FpE (L3N
I{#*ZH“I' - (30-45HRC) (45-55HRC) I#F*jﬂ (180-250HB) (25-35HRC) (35-48HRC)
Workpiece Materials Alloy steel, Pre-Hardened Steels Hardened Steel Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels Pre-Hardened Steels
YIHLRE ap<1.2D ap<1.0D HRE ap<0.04D ap<0.04D ap<0.02D
Depth of cut (mm) ae<0.08D 2e<0.04D Depth of cut (mm) 2e<0.04D ae<0.04D 2e<0.02D
pE B8 (n) AR (V) 38 (n) AR (V) sz BE(n)  BHAME(VA)  FOE(n)  BHAEE(VH)  RE(n)  BHAEE(V
Mill Dia.(mm) (r/min) (mm/min) (r/min) (mm/min) Mill Dia.(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) | (mm/min)
3 14700 840 13130 530 1 52500 2940 52500 2640 52500 2040
4 7560 950 6720 630 2 36780 2940 36780 2570 30090 2110
6 5040 1050 4410 740 3 24520 2940 24520 2690 20060 2080
8 3780 1160 3360 840 4 18390 2940 18390 2760 15040 2110
10 3050 1100 2630 740 6 12260 2940 12260 2690 10020 2110
12 2520 1050 2210 670 8 9190 2940 9190 2660 7520 2110
10 7360 2940 7360 2640 6010 2100
12 6130 2940 6130 2650 5010 2100
EE EEI
ABRAGEEARNL. S ERYIRMRE, ABRAGEEASENIME. SEERYRMRE,
A HHI S EEEF R PR EE N TIHI SRRV E R SIRIN T, EE BN I 4. BN ERANKSFER, WHIHIREHITRE, A THI SEER P REE AR FE AR EE, SR IE, BE BRI IT& M. B ERNKSFER, WEIR#1TRZ,
A RF TN F BREEY, BRETIE &4 A R E TN F BHREEY, HRE IS M
INOTE| INOTE|
1.Prefer to use the high-rigidity and high accuracy machine. 1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose. 2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs. 3.Please adjust the parameters when chatter or abnormal vibration occurs.
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H30-S4/R4/RN4 a8 FFxR
H30-S4/R4/RN4 Recommended Cutting Parameters

=2 High speed
= JEM'J% side milling
Workpiece Materials
Depth of cut (mm)
PINE:
Mill Dia.(mm)
3
4 10500 1470 9660 1210 8400 950
6 7350 1680 6410 1370 5570 1090
8 5460 1890 4830 1470 4200 1160
10 4410 1680 3780 1370 3360 1050
12 3780 1580 3150 1260 2840 950

PR L Side milling

Workpiece Materials

Depth of cut (mm)

RSy
IHRE
GMF

Mill Dia.(mm)
3

4

7560 950 6720 630 5880 530

6

5040 1050 4410 740 3890 610

8

3780 1160 3360 840 2940 660

10

3050 1100 2630 740 2310 600

12

2520 1050 2210 670 2000 580

ERI

ABREEEEASNINE. SR ERVRNRE,

A TEYIH 2R R PR BEA TR R AR EE KRNI, BE M I &4 BN ERVIREFRR, MIHIFAHITIRAZ,

A RETENIF EAREIE, FEETBIR .

INOTE |

1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.

H30-B2 tHIS#EER

H30-B2 Recommended Cutting Parameters

= J High speed
= ﬁ{ﬁi%ﬁ profiling
Workpiece Materials
Depth of cut (mm)
e IED ESEEV  MED  ROEEN) | RED | EeREW)
Mill Dia.(mm)
3 36750 2730 30030 2310 26670 1890
4 18380 2840 15020 2420 13340 1890
6 12180 2840 9980 2420 8930 1890
8 9140 2990 7560 2470 6720 1580
10 7350 2990 5990 2470 5250 1580
12 6300 3050 4730 2520 2000 1580
=", ] Standard
hlﬁﬁiﬁ profiling 9
Workpiece Materials
Depth of cut (mm)
4MZ
Mill Dia.(mm)
3 21000 1580 16700 1260 12600 950
4 10820 1730 8400 1370 6300 1010
6 7250 1730 5570 1370 4200 1010
8 5360 1790 4200 1420 3050 970
10 4310 1790 3360 1420 2520 970
12 3570 1840 2730 1470 2210 950

R

ABREEEEASNIME. SR ENVRNRE,

A TEYIHI SR R PR BEATIEI S A EEE, KRNI, BE RN I &4 BN ERVIKREFRR, MIHIRAHITRZ,

A RETENIF EREIE, FEETIEIR .

INOTE|

1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adjust the parameters when chatter or abnormal vibration occurs.
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A40-S3/R3 tNlIBEkEER
A40-S3/R3 Recommended Cutting Parameters

S5 Vi

Workpiece Materia
Depth of cut (mm)
4MZ
Mill Dia.(mm)
2 12700 900 13000 850
4 12000 1430 12000 1200
6 10600 1530 10600 1200
8 10000 1670 10000 1500
10 9500 2050 9500 1800
12 9280 2800 9280 2225

*E%ﬁ Slotting

Town e N
Workpiece Materia

Depth of cut (mm)
MillgDI;aT(:Em)
2 10000 570 10000 520
4 9000 960 9000 860
6 8000 1050 8000 830
8 7800 1300 7800 960
10 8000 1500 8000 1240
12 6800 1620 6800 1500

ERI

AERAIREEASRINY. SHEERNIRM R,
A TEYIHI 2R R PR SEA TR S AR EE KRN T, BE RN IE M4 BN ERVIKREFRR, IR AHITIAZ,
A RETNNF BRI, FEBIEIF .

INOTE |

1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.

e 85 >>>

A40-B2 fIHIBHHER
A40-B2 Recommended Cutting Parameters

ﬁﬂ%ﬁ Profiling

Workpiece Materia
Depth of cut(mm)
Mill Dia.(mm)
2 12700 900 13000 850
4 12000 1430 12000 1200
6 10600 1530 10600 1200
8 10000 1670 10000 1500
10 9500 2050 9500 1900
12 9280 2800 9280 2225

EEI

AERE]REEABNIME. SRENVRNFE,

A I BT R R EE NI S A IR (E, KRR I TR, 5 Z R L& B ERVIREFR R, SIHIFHETREE,

A RETEHHF BRI, BB IIHIZ M

INOTE |

1.Prefer to use the high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs.
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. |
W < A7 *
DR-3N/5N 1K1 8 s ER DR-3C/5C k&8t E=
DR-3N/5N Recommended Cutting Parameters DR-3C/5C Recommended Cutting Parameters
W B
iﬁﬁu Drilling 3
$REY ori s
TRt W - B - TEW- TEW TREEL 5 Drilling
Workpiece Materials (HRC180'250) (HRC25'35) (HRC35-48) e
CigpIS Carbon Steels, Alloy steels, Cast Iron Stainless Steels, Tool Steels Pre-hardened Steels I'#F*j*sl' - S W - 5HH TEW- TEW FrE (LN
T o A L (HRC180-250) (HRC25-35) (HRC35-48
't)] EUEE Vc=45-100m/min o Vc=30-80m/min D Carbon Steels, Alloy steels, Cast Iron Stainless Steels, Tool Steels Pre-hardened Steels
Cutting Speed ‘t Wil ek BF
CHEJ J?e’;% Vc=60-120m/min Vc=40-80m/min Vc=30-90m/min
B ED  mEEW  WE0  mmEW  MEe | mesEw c
Mill Dia.(mm) r/min mm/min r/min| mm/min r/min mm/min; . . N N N . N . . N
i | g WE(n) ARV W) OBAEEV)  BE(n)  BAEEV)
3 T427 0.13 5 - 5305 0.13 Mill Dia.(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
4 5570 0.15 - - 3978 0.14 3 8488 0.13 6366 0.06 6366 V 0.13
6 3713 0.19 - - 2652 0.17 4 6366 0.15 4774 0.08 4774 0.14
8 2785 0.25 - - 1989 0.23 6 4243 0.19 3183 0.08 3183 0.17
10 2228 0.3 - - 1591 0.28 8 3183 0.25 2387 0.1 2387 0.23
12 1856 0.33 - - 1326 0.33 10 2546 0.3 1910 0.11 1910 0.28
14 1591 0.38 - - 1136 0.38 12 2121 0.33 1591 0.13 1591 0.33
16 1392 0.42 - - 995 0.42 14 1818 0.38 1364 0.13 1364 0.38
18 1238 0.42 - - 884 0.42 16 1591 0.42 1193 0.14 1193 0.42
20 1114 0.43 - - 795 0.43 18 1415 0.42 1061 0.14 1061 0.42
20 1273 0.43 955 0.16 955 0.43
IEE| xR
ABEROIEERSNIMYL. SEERTRN R, A BRETEEFERAEN. S RERNVIRM R,
A IS S 75 5 ch B BB MR 4 BB, SERT AN T A, 82 RN T 4. BEY. (EFINUAR S, M UIHI R T A HIEIB BT R BB MR BB, SRR T RS, 8 RO T 544, B8, SERNR SRR, WM& # TR,
A KBRS SR, PN & 4. A RETEHF BRI, BB IIHIZ 4.
| NOTE | INOTE |
1.Prefer to use the high-rigidity and high accuracy machine. 1.Prefer to use the high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose. 2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adjust the parameters when chatter or abnormal vibration occurs. 3.Please adjust the parameters when chatter or abnormal vibration occurs.
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Appendix

Cutting Parameters and General Formula For Milling Workpiece code table
HREIMTHTHISHSERATEAR THMEMCIEER
4R MC TR _ MhRE MKEE BREE
ith = 2 . 1SO M t" | Ko QE Tensile Brinell Rockwell
% m = %&&EE{M Parameter and Un|t Groauena TAIFENG WJF pl.etie Content Strength Hardness Hardness
P Bl (N/mm2) (HB) (HRC)
D $JER Diameter (mm) : fn  GIEHLAE  FeedingperRevolution  (mm/rev) P1 BN, K08 €<0.25% <530 <125 —
Low-carbon Steels, Long Chipping
py | fEE.SEE, B l €<0.25% <530 <125 —
A i | . . Low-carbon Steels, Short Chipping, Free-cutting Steels
a TR E Cutting Depth T H4A = Feeding per Tooth tooth -
p TERE utting Dep (mm) | fz SUTH4AE ingp (mm/tooth) n o3 AR 20950% 530 20 s
High-carbon Steels, Medium-carbon Steels
W, TEW 0, N
ae YR E Cutting Width (mm) : Z TITIEK Teeth Number N P Al Stzels, eall Szl S o <330 <
Steels P5 Eﬁﬂ’lﬂﬂﬂ C>0.25% 850-1400 340-450 35-48
oy Steels, Tool Steels
S S . | S q ; EIETFEW, 2 BN, PHAEE =
VF AR Feed Speed (mm/min) N EHEEE Spindle Speed (rev/min) I B cp e S P C=(0-04)%  600-900 <330 <35
I Length: P7 ii%gﬁfjfjc{fgzlﬁéagiﬁﬁjizg’Stz':lez;sfjelﬂj Ph Stainless Steels C:(Ol-OG)O/O 900-1350 330-450 35-48
\/d g R E Cutting Speed (m/min) L TESRHABKE . . (mm) BEARS N
= | = = (THFREr 7IER D) M mMp | RE@TER C=(0.05-0.15)% <600 130-200 —
M2 =38 AV EC AR S 54 , C=(0.05-0.15)% | 600-800 150-230 <25
TC DDIETJ |\E—|_| Processing Time (min) : Q ﬁ}%tﬂ‘ﬁu% Metal Removal Rate (cmg/min) 7F§?§ilﬂ High-strength Austenitic Stainless Steels And Cast Stainless Steels ( ) 0
stainless M3 el C=(0.05-020)% <800 135-275 <30
%
koo T — 125-500 | 120290 <32
A B B
= K | e on — <600 130260 <28
IEEd , kS
Cast Iron K3 s e - >600 180-350 <43
MELO A
NI | BEEDE e — <520 60-90 —
~ A / \ N-—y-u]
BAITEAR General Formula Ny | EEEw Si<12% <350 70-100 -
L0 A .
n Tt Spindle Speed : = VCHXTIBOO (r/min) m N3 = =, Si>12% 200-320  60-120 _
N4 5, AaE - 200-650 60-200 -
samE Copper, Copper Alloys
SRS . | _nXDXn o Non-ferrous = .
Vc YR E Cutting Speed | Vc= 1000 (m/min) Materials N5 ?m%&e%ﬁmﬁ &aﬂggg'te) CFK, CFRP — 600-1500 — —
0 = 45 A ]
fz SIHAE Feeding per Tooth I fz= v (mm) . iﬁ%ﬁﬁbﬁtﬂmﬁg&ggﬁlgm - o = -
=R [ zXn s1 SEEROE - 500-1200 =~ 160-260 25-48
Iron-based Heat-resistant Alloys
HESESE
Vf i&—éﬁ R Feed Speed : Vf=n X fzx Z (mm/m|n) A s S2 Cobalt based Heat-resistant Alloys - 1000-1450 250-450 25-48
o =3 A
gag | s | REEERE e = 600-1700  160-450 <48
I _ _aeXapXxVf Alloys, PN
Q EEYIYI= Metal Removal Rate | Q= &8 — (mm) TraniumAloys  S4 | PO e — 900-1600 | 300-400 3348
| ] Hi | e — — - 4555
Tc T Btial Processing Time Tc= —= (min) -
' vf H W | HER - - - 55-60
;’?ﬂ; ﬁ%ﬁiﬁ H3 {-lfrd%f& Steels A - - 60-65
Materials ST
He (T ~ — - >65
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Reference table of workpiece materials Reference table of workpiece materials
THMEERESIER THMHEERBSXERR
oy 1EE 5 Fac ) oy 1EE > Fact s
TR ==]ES = B ESES| JEE H[EH BRI T ==]ES 1= B ESES| JEE H[E Y
Workpiece Workpiece
Materials GB MES DIN JIS AISI/SAE AFNOR BS EN Materials GB MES DIN JIS AISI/SAE AFNOR BS EN
P1 15 1.0401 c15 S15C 1015 c12 080 M 15 c15 P3 — 11274 Ck 101 SUP_4 1095 XC 100 060 A 96 €100S
P1 20; ML20 1.0402 c2 $22¢C 1020 €20 050 A 20 1C22 P3 T10 1.1545 C 105 W1 - W 110 Y 105 BWI1A C105U
CrV; 9SiCr;
P1 15 11141 Ck 15 S15C 1015 XC 15 080 M 15 2C15 P3 v 1.2067 100Cr6 - L3 Y100C6 BL3 102Cr6
P2 Y15 1.0715 e suM 22 1213 5250 230M07  11SMn28 CrWMos:
P3 CrWMn; 1.2419 105WCr 6 SKS 31 - (107 WCr 13) - 105 WCr 5
P2 Y15Pb 1.0718 9SMnPb28 = SUM22L 12113 S 250 Pb - 11 SMnPb 28 9CrwMn
9 SMn 36; 5CrNiMo;
P2 Y13 10736 SMi3y | SUM25 1215 $300 240M07  11SMn37 P3 e 1.2542 45 WCH 7 — s1 45 WCrV 8 BS 1 45 WCrV 8
9 SMnPb 36; $300 Pb . . .
P2 - L0737 | ourh 57 - 12114 SvnPb 36 - 11 SMnPb 37 P3 5CrNiMo 12713  55NiCrMoV6  SKT 4 L6 55NCDV7 ~ BH224/5  55NiCrMoV 7
P3 35 1.0501 C35 $35C 1035 cC35 060 A35 1C35 P3 - 1.5415 15Mo3 | STFA12:240  A204 Gr.A 15D3 1501 16 Mo 3
P3 45 1.0503 C45 S45C 1045 CC 45 080 M 46 1C45 P3 — 1.5622 14Ni6 SL2N26 A350-LF 5 15N 6 - FeE 285 Ni 6
P3 7G340-640;55  1.0535 C55 $55C 1055 C55 070 M 55 1C55 P3 — 1.6511 36 CrNiMo 4 - 9840 40NCD 3 816M40 | 36CrNiMo 4
P3 60 1.0601 C60 S60C-CSP 1060 AF70C55 080 A62 1C60 P3 40CrNiMoA 1.6582 34CrNiMo 6 = SNCM 447 4340 35NCD 6 817M40  34CrNiMo 6
P3 Y35; Y30 10726 35520 — 1140 35 MF 4 212 M 36 35520 P3 - 1.6587 17CrNiMo 6 | SNCM 815 - 18NCD 6 820A16 | 17CrNiMo7
P3 BOSIZCIA: 1.0961 60 SiCr 7 SUP 7 9262 60SC7 250A61 | 60SICr8 P3 15Cr 1.7015 15Cr3 SCr415 H 5015 12¢3 523 M15 15Cr2
P3 40Mn 1.1157 40 Mn 4 - 1039 35M5 150 M 36 - P3 35Cr 17033 34Cra SCra3oH 5130 H 32C4 530A32 | 34Cr4KD
P3 25; ML25 1.1158 Ck 25 $25C 1025 XC 25 070 M 26 2C25 P3 40Cr 1.7045 42Cré4 SCr 440 5140 4CA4TS 530A40 40 NiCrMo 3
P3 35Mn2 11167 36Mn5  SMn438 (H) 1335 40M5 150 M 36 - P3 — 1.7035 41Cra SCra40(H) 5140 42C4 530M40 24
ASTM A182 12CDY; 1501-622
P3 30Mn2 11170 28 Mn 6 SCMn 1 1330 35M5 150 M 28 28Mn 6 P3 - 1.7380 Mo0910 - e i 31, 45 -
P3 35Mn 1.1183 Cf35 $35C 1035 XC 38 TS 060 A 35 €356 P3 40Cr 1.7045 42Cr4 SCr 440 5140 42C4TS 530A40 | 40 NiCrMo 3
Ck45; 45; P3 18CrMn 17131 16 MnCr 5 SCR 415 5115 16 MC5 527TM17 16 MnCr5KD
P3 Mn45Mn; 11191 Ck 45 S45C 1045 XC 42 080 M 46 2C45 oG
ZG310-570 P3 5ocrrMT1’ 17176 55Cr3 SUP 9 (A) 5155 55C3 527 A60 55Cr3
P3 55 1.1203 Ck 55 $55C 1055 XC 55 H1 070 M 55 2C55 P3 30CrMn 1.7218 25CrMo4  SCM 420 4130 25CD 4 708A25  25CrMo 4 KD
P3 50 11213 Cf53 S50C 1050 XC 48 TS 060 A 57 C536G P3 50CrVA 1.8159 - SUP 10 6150 50CV 4 735A50 51 CrV 4
P3 60Mn; 60 1.1221 Ck 60 S$58C 1060 XC 60 060 A 62 2C60 P3 35CrMo 1.7220 UCMOd | e e 35CD4 708A37 .
GB—HEE#R DIN—EEFE IS JIS—HAT I ing AISI/SA—<ENGF=/ZERETRRTNS BS—RETE EN—RUMNATE
GB—Chinese Standard DIN—German Institute for Standardization JIS—Japanese Industrial Standards AISI/SA—Americal Iron and Steel Institute BS—British Standards EN—European Standards

Society of Automotive Engineer
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Appendix

Reference table of workpiece materials
THMEERESHERER

Reference table of workpiece materials
THMEERESHERER

- e ’ﬁ Ed S = k13, - Ed ’ﬁ S = ka3,
TR FE = Hzs EH VEE R[E R TR F[E EES Hzs EH VEE R[E Y
Workpiece Workpiece
Materials GB MES DIN JIS AISI/SAE AFNOR BS EN Materials GB MES DIN JIS AISI/SAE AFNOR BS EN
P3 40CrMoA 17223 41CrMo4 | SCM 440 4142 42CD4TS | T08M40 | 41CrMo4 P6 Cri2MoV 12601 X 1651?'\"0" — — — — X 1651ng°"
42CrMo; D3
P3 paatos | 17225 42CrMo4 | SCM 440 H 4140 42CD4 708A42  42CrMo 4 P6 cri2 1.2080 X210Cr12 SKD1 ASaps | Z200C12 BD3 .
P3 15CrMo 1.7262 15CrMo5 | SCM415H _ 12CD 4 _ _ P6 . 1.3343 $6-5-2 SUH3 D3 740CSD10 = 4959BA2 .
Z100DCWV
P3 12CrMo 17335  13CrMo44  SFVAF12  AI82-FI1 = 15CD4.05  1501-621 13 CrMo4-5 P6 M7 1.3348 $2-92 — M7 oo — HS 2-9-2
GX 6 CrNiMo GX5CrNiMo GX 5 CrNiMo
P3 — 17361 | 32CrMo 12 - ~ 30CD12 | 722M24 | 32CrMo 12 M1 — 1.4408 e SCS 14 CF-8M oo 316C 16 oo
P4 55Si2Mn 1.0904 55Si7 | SKH1;SKT4 9255 5557 250A53  55NiCrMoV 7 M1 oczzgllz 14435 X %g;’:‘,"g"" SCS 16 316l  Z2CND17.13 316511 X leSrTém
1Cr18Ni12 GX 5 CrNi Z 4 CNDNb GX 5 CrNiMo
P4 v 1.2833 100V 1 SKS 43 W 210 Y1105V BW 2 100V2 M1 s Lasgr | SXSCNI T scs 2 — o siscay | G2 S
. . 1Cr23Ni13; X 15 CrNiSi Z15CNs X 15 CrNiSi
P4 12CrNi2 15732 14NiCr10  SNC4I5H 3415 14NC 12 — ~ M1 b 1.4828 el SUH 309 309 o 309'S 24 S
. . . 00Cr18Ni1ON; X 2 CrNiN X 2 CrNiN
P4 12CrNi3 15752 14 NiCr 14 SNC E 16NC11 | 655M13 | 13NiCr12 M1 T 14311 2o SUS 304 LN 304 Z8CN18.12 304562 2o
P4 20CrNiMo 16523  21NiCrMo2 = SNCM220 H 8620 20NCD2 | sosM20 | 20NiCrMo M1 OCr25Ni20; | 4 4oy X12CMi | gys31gs 310S  ZI12CN2520 310524  X8CrNi2521
2KD 2Cr25Ni21 2521
40 NiCrMo 7 2 40 NiCrMo 0Cr17NillMo2; X5 CrNiMo X6 CrNiMo
P4 — 1.6546 . SNCM 240 8640 40 NCD 2 _ e M1 OCrITNIINOZ 14401 o cib SUS 316 316 Z6CNDITI1 316516 | S0l
39 CrMoV 0Cr17Ni12 X 5 CrNiMo X6 CrNiMo
P4 . 18523 39 CrMoV 139 . _ _ 897 M 39 o M1 o 1.4436 S SUS 316 316 Z6CNDIT12 316516 o iaako
. 00Cr17Nil4 X 2 CrNiMo Z3CND GX 3 CrNiMo
P4 . 15710 36NiCr6 SNC236 3135 35NC6 640A35 111A M1 o 1.4404 2emiflo | sus3ieL 3161 o on 316512 GF3STAM
ZGMN13-1; B OCrI7NiI3Mo X 2 CrNiMoN Z2CND X 3 CrNiMoN
P6 e 13401  X120Mn12  SCMnH 1 A128 Z120M 12 BW 10 M1 IS 14429 SN sus3i6IN 316LN T 316562 e
CreWv; X 100 B X2CrNiMoN | SUS 316 Z2CND X 3 CrNiMoN
P6 Lo e 12363 | X100CrMoV | SKD 12 A251 | Z100CDV5 BA2 e M1 1.4406 o e 316 S aesen | X3 SN
CrisNi2 X 6 CrNiMoTi : . 76 CNDT X 6 CrNiMoTi
P6 criow 12436 X210CrW12  SKD2 . Z210CW 12 _ X 210 Crw 12 M1 Rk 1.4571 SMeT sus316Ti 316 Ti o 320531 il
3CrW8V: M1 00CHONI3 | 14438 X2CMMO T sus3i7L 317L z2eNp1oas 317siz | XSSO
P6 30WCrVo: 12581 | X30WCrV93  SKD5 H21 Z30WCV 9 BH 21 xaomen T
5CrMnMo M1 1Cr18Ni9Ti 1.4541 3 SUS 321 321 Z6CNT1810 321S12  X6CrNiTi18
4Cr5MoVSil; X 40 CrMoV 1Cr18Ni10Ti; X 12 CrNiTi X 10 CrNiTi
P6 i 12344  X40CrMov51  SKD 61 H13 Z40CDV5 BH 13 o M1 NI 14878 59 SUS 321 321 Z6CNT1812 321520 e
Z80WCV Cr17Ni12Mo3 X 10 CrNi
P6 W18Crav 1.3355 $1-80-1 SKH 2 T1 ooy BT1 HS 1-8-0-1 M1 e Lasg3 | e PCN — 318 — — —
780 WKCV X 1 NiCrMo Z 1NCDU .
P6 WI1SCr4VCo5 13255 | S1-8-1-2-5 SKH 3 T4 R oAt BT4  (HS18115) M1 — 1.4539 o — — o 9045132520 X 1 NiCrMoCu
W6Mo5Crav KCV 06-05- B
P6 2Co5 1.3243 S 6-5-2-5 SKH 55 M 35 05-04-02 BM 35 (HS6-5-2-5) M1 1.4003 — — 405 Z8CA12 405517 _
P6 — 1.5662 X8Ni9 SLIN 53 A353 9 Ni 509  FeE 490 Ni36
AISI/SA—=ERMPF/ZEARELRMNS BS—HEtRA& EN—RUMATRE
GB—HEE xR DIN—EEFE S JIS—HAS Tl ir AISI/SA—Americal Iron and Stueél ettt BS._British Standards EN—European Standards

GB—Chinese Standard

mm— 93>>>

DIN—German Institute for Standardization

JIS—Japanese Industrial Standards

Society of Automotive Engineer

<<< 94



= GUNGNIR = GUNGNIR

B 3R
Appendix
Reference table of workpiece materials
ITHMHERESHERR

Reference table of workpiece materials
ITHMHERESHERR

dn B G Iy Zda 3 o k13,
TR FE =E Hzs ESJE| EE R[E R T FE =E Hz ESES] EE HE ERM
Workpiece Workpiece
il GB MEls DIN JIS AISI/SAE AFNOR BS EN Materials GB MES DIN JIS AISI/SAE AFNOR BS EN
M1 — 14521 | X1CrMoTil82 — 44400 — — — K2 — — GGG-40.3 — — FGS370-17 | SNG 370/17 —
M1 _ 1.4542 _ _ 630 Z7CNU17-04 _ . K2 QT500-7 0.7050 GGG-50 FCD500 80-5506 = FGS500-7  SNG 500/7 .
00Cr19Ni13 X2 CrNiMo X 3 CrNiMo .
M1 o 1.4438 2Crlio susaiTL 317L | Z2CND19.15 317512 o K2 — 07660  GGG-NiCr202 _ A43D2 SNC202 | Grade S6 .
M1 1CrI8Ni9Ti | 14541 XeCHT  sus3a1 321 Z6CNT1810 321S12  X6CrNiTi18 K2 - . GGG-NiMo137 . _ LMN137  L-NiMn 137 .
1CrI8NI0T; X 12 CrNiTi X 10 CrNiTi
M1 LN | 14878 < SUS 321 321 Z6CNT1812 321520 o K2 QT600-3 . GGG-60 FCD600 - FGS600-3 = SNG 600/3 .
M1 1CrI8NilINb 14550 X GlCSrT(i)Nb SUS 347 347 Z GIBC%“’ urs17 X Glgﬁg’\'b K2 QT700-18 0.7070 GGG-T0 FCD700  100-70-03 ~ FGS700-2 = SNG 700/2 _
M1 1Cr17 1.4016 X6Cr17 SUS 430 430 — a202 18 K3 - 0.8145 GTS-45-06 = FCMP440 40010 P 4506 P440/7 | MN450-6
M1 OCr15NiMo2Al 14532 X8 %’\?"2"0‘“ — 15-7 PH X15D2 — X8 lcsrf“;_'\g“' K3 - 0.8155 GTS-55-04  FCMP490 50005 P 55-04 P 510/4 MN 550-4
M1 N 14583 X10 gg“lig"ONb . 318 . . _ K3 . 0.8165 GTS-65-02 = FCMP540 70003 P 65-02 P 570/3 MN 650-3
, X 1 NiCrMo ZINCDU 904513 .
M1 . 1453952662 X1 NG _ _ Sy 0> X1NiCrMoCu K3 _ _ . FCMB310 _ MN 32-8 56 1/3 _
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