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Our company was established in 2014 with a total investment of 18million RMB. We has imported

ROLLOMATIC(Romantic), Makino Seiki(Makino), SAACKE(Sark), WALTER(Walter), VOLLM-

ER(Volimer) and other world's top CNC grinding machines, German Zoller(Genius 3), PJ1000 mi-
croscope,500X Cutting tool appearance detector and other testing equipment.

Products are widely used in mold, medical machinery, electronis products and mechanical equiment

and other fields.
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H_Tiﬂnﬂ Graphic description

NI Fi# Applications
@ m T D gk m A 5
Planing Slotting Side Cutting Micro Parts Copying
BAFE B i o | masu ot
E Mould Slot Arc E Is";‘dfming [e-s] Cycloid Milling Plunge Milling
SEHEAE Spiral Angle
W v v W WV % % % %
0° 20° 25° 30° 35° 38° 40° 45° a0°
N TiEE Work Hardness

O EEE D
HRC= HRC= HRC= HRC= HRC= HRC=

TEMENE Tool Material Application

BEaS b3 SRR SNE AE
Cemented Carbide High-Speed Steel Cob &t HighSpeed Sted Diamond Graphite

WO THH¥EL Processed material
ﬂ 5 M e Sk m T
Steel Stainless Steel Cast lron Non-ferrous materials

Heat-resistant super
alloys, titanium alloys High hardened materials

ERAERSEIENEN, MEN TRANIESH, ASEARSH
ZOREFRFEITHH], HFE100LA EAE, PILERE 100841, BEE8mm¥Eit
ETRIEES,

The purpose of using carbide cutting tools is to greatly improve the aging, so please use a higher
linear speed for milling, it is recommended that more than 100 is better. Take linear speed 100
as an example, diameter 8mm to calculate the speed of the tool S.

100 +~3.14 + 8 x1000= 3980

ZIRE (K) T JJR7TIZ =P S R
Linear velocity (m) Tool diameter mm Rotational speed

HEELRSIRERGETIEANET,

Too low line speed will cause carbide cutting tool breakage.

WEASBTN 55N TIVCIHLE

Carbide milling cutter and high speed steel milling cutter VC comparison

B 71Ve/Mmin
High speed steel tool Ve/Mmin

<200 80~150 21~40
{E. Rk
e 225~290 60~115 15~36
carbon steel
300~425 40~75 9~20
<220 £0~130 18~36
225~325 = 14~24
B 53~105 14~24
High-carbon steel 325~375 36~48 9~12
375~425 35~45 6~10
<220 55~120 15~35
BEW - -
bkl 225~325 40~80 10~24
325~425 30~60 5~G
TE# Tool stesl 200~250 45~83 12~23
100~140 110~115 24~36
e 150~225 60~110 15~21
I/ EEICET 230~290 45~90 9~18
300~320 21~30 5~10
110~160 100~200 42~50
160~200 83~120 24~36
QE i3
Malleable cast iron 200~240 72~110 15~24
240~280 40~60 9~21
EHEE Amgaloy 95~100 360~600 180~300
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XS Series Features
XSZF4E =

EelNREREESCRERRAY
BIREREEIIHIE R

=R SRS LTt

ERTHINT, E5LAMIHEES
42CrMo, Cr12Mov, SKD11, SKD51

HRC52~68

The higher coating hardness combined with
the low friction coefficient surface coating
makes the cutting smoother.

High speed and high hardness precision ma-
chining. Dry milling

Suitable for microfabrication, suitable for the
following material grades:42CriMo, Cr12Mov,
SKD11, SKD51

High speed high hard
milling cutter
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XS“.%’ﬁ?%‘]EEﬁE I' XS High speed and high hardness milling cutter

o MMM 4 Z2 B
4-flute end mill 35° || s0° |l

e

62 [HACE2.70

Unitmm

1 2.5 50 4 6 15 ' 100 ]
15 3.75 50 4 ] 20 ' 60 8
2 5 50 4 8 20 ' 75 8
25 6.25 50 4 8 20 : 100 8
3 7.5 50 4 10 25 75 10
4 10 50 4 10 25 - 100 10
1 25 50 6 12 30 75 12
1.5 3.75 50 6 12 30 100 12
2 5 50 6 14 35 100 14
2.5 6.25 50 6 14 35 ' 150 14
3 75 50 6 16 40 100 16
4 10 50 6 16 40 - 150 16
6 15 50 6 20 50 100 20
6 15 60 6 20 50 150 20
6 15 75 6

+ T S@EABLET

« BEFFRDE, SE0E, BITTENEMEIIRE:

« SEMT HREmBREE;

+ HEREE LT

* BRERTT L.

Designed for processing high hardness materials;

Suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings;
Excellent surface roughness of the workpiece;

Designed for high-precision milling;

Extremely high wear resistance.

XSE‘%‘]:‘E %ﬁﬁtn XS High speed and high hardness milling cutter

= |‘V‘H‘V—‘
4-flute Corner Radius end mill 357 JL 50° [l

LS AN

Unit:mm

1 RO.1 2 50 4 8 R1.0 16 60 8
1 R0.2 2 50 4 8 R2.0 16 60 8
1.5 RO.1 3 50 4 8 RO.2 16 75 8
15 R0.2 3 50 4 8 RO.5 16 75 8
2 RO.1 4 50 4 8 R1.0 16 75 8
2 R0.2 4 50 4 8 R2.0 16 75 8
2 RO.5 4 50 4 8 RO.2 16 100 8
3 RO.2 6 50 4 8 RO.5 16 100 8
3 RO.5 6 50 4 8 R1.0 16 100 8
4 R0.2 8 50 4 8 R2.0 16 100 8
4 AO.5 8 50 4 10 RO.5 20 75 10
6 R0.2 12 60 6 10 R1.0 20 75 10
6 RO.5 12 60 6 10 R2.0 20 75 10
6 A1.0 12 60 6 10 RO.5 20 100 10
6 RO.2 12 75 6 10 R1.0 20 100 10
6 RO.5 12 75 6 10 R2.0 20 100 10
6 R1.0 12 75 6 12 RO.5 24 75 12
6 RO.2 12 100 6 12 R1.0 24 75 12
6 RO.5 12 100 6 12 R2.0 24 75 12
6 R1.0 12 100 6 12 RO.5 24 100 12
8 RO.2 16 60 8 12 R1.0 24 100 12
8 R0.5 16 60 8 12 R2.0 24 100 12

* SN TR RLgT;

o EFFRDE, SEDE, BHFROETERIRE

+ ST rRm ks

+ (B3N A ETRA LRI A5 T ;

* R .

Designed for processing high hardness materials;

Suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings;

Excellent surface roughness of the workpiece;
Arc angle can prevent edge collapse during high-speed cutting;
Extremely high wear resistance.
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XSF‘%‘]:‘@ %ﬁ%ﬁ” XS High speed and high hardness milling cutter

ngﬁ%ﬁﬁﬁtﬂ XS High speed and high hardness milling cutter

Al MMMNE % RO perdiiE MEE™% % EEE
2-flute Ball end mill bt = Long Neck end mill 35" || 50° |l

Unit:-mm Unit-mm

1 RO.5 1.5 50 4 6 R3.0 9 75 6 0.1 0.3 0.1 ' 0.085 12° 50 4 2

1.5 R0.75 2.25 50 4 6 R3.0 9 100 6 0.1 0.5 0.1 - 0.085 12 50 4 2

2 R1.0 3 50 4 8 R4.0 12 80 8 0.1 0.75 0.1 - 0.085 12° 50 4 2

25 R1.25 3.75 50 4 8 R4.0 12 75 8 e 03 RS o i€ 5 4 &

3 R15 45 50 4 8 R4.0 12 100 8 g:: “‘1?5 g:; g':g :: 3 : z

4 R2.0 6 50 4 10 R5.0 15 _ 75 10 62 075 6_2 0: 18 10 50 4 >

1 RO.5 15 50 6 10 R5.0 15 _ 100 10 0.2 1.0 0.2 | 0.18 §26 50 @ 2

1.5 RO.75 2.25 50 6 12 R6.0 18 75 12 0.2 15 0.2 0.18 q20 50 4 2

2 R1.0 3 50 6 12 R6.0 18 100 12 0.3 1.0 0.3 ' 0.28 120 50 4 2

25 R1.25 3.75 50 6 16 R8.0 24 100 16 0.3 1.5 0.3 ' 0.28 12¢ 50 4 2

3 R1.5 45 50 6 16 R8.0 24 150 16 03 2.0 0.3 o028 12° 50 4 2

4 R2.0 6 50 6 20 R10.0 30 100 20 0.3 3.0 0.3 0.28 12° 50 4 2

6 R3.0 9 50 6 20 R10.0 30 150 20 0.4 1.5 0.4 0.37 12° 50 4 2

6 R3.0 9 60 ;] 0.4 2.0 0.4 _ 0.37 12° 50 4 2

0.4 3.0 0.4 | 0.37 12° 50 4 2

N i g5 55 ¥ a6 i % " .
« BT T0E, EiEE, SFTANFEMEETRE; 05 3.0 1 0,48 yob 50 4 2
+ SEa T tHRmaEEE; 0.5 4.0 1 0.46 128 50 4 o
+ HEEESRENET,; 0.5 2.0 1 0.46 12° 50 4 4
+ THES A EE 0.5 3.0 1 0.46 12° 50 4 4
05 4.0 1 0.46 12° 50 4 4

Designed for processing high hardness materials; 0.6 2.0 1.2 | 0.56 12¢ 50 4 2
Suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings; 0.6 3.0 1.2 0.56 190 50 4 2
Excellent surface roughness of the workpiece; 0.6 4.0 1.2 0.56 192 50 4 2
Designed for high-precision milling; 0.6 6.0 1.2 0.56 19 50 4 2
Extremely high wear resistance. 0.6 2.0 1.2 0.56 120 50 4 4
0.6 3.0 1.2 0.56 12° 50 4 4

0.6 4.0 1.2 ' 0.56 12° 50 4 4

0.8 6.0 1.2 0.56 12° 50 4 4

0.8 3.0 1.6 ' 0.76 12° 50 4 2

0.8 4.0 1.6 o7 12° 50 4 2

08 6.0 16 076 120 50 4 2

0.8 8.0 1.6 0.76 12° 50 4 2
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Unit:mm

0.8 3 1.6 0.76 ' 12° 50 4 4
0.8 4 1.6 0.76 ' e 50 4 4
0.8 6 1.6 0.76 12° 50 4 4
0.8 8 16 0.76 Cp 50 4 4
1.0 4.0 2 0.95 12¢ 50 4 2
1.0 6.0 2 0.95 | 12° 50 4 2
1.0 8.0 2 0.95 120 50 4 2
1.0 10.0 2 0.95 e 50 4 2
1.0 12.0 2 0.95 120 50 4 2
1.0 4.0 2 0.95 | 12° 50 4 4
1.0 6.0 2 0.95 | 12¢ 50 4 4
1.0 8.0 2 0.95 | 120 50 4 4
1.0 10.0 2 0.95 12° 50 4 4
1.0 12.0 2 0.95 18 50 4 4
1.5 6.0 3 1.43 ' 12° 50 4 4
1.5 8.0 3 1.43 | < b 50 4 4
1.5 10.0 3 1.43 12¢ 50 4 4
15 12.0 3 1.43 iz 50 4 4
2.0 6.0 4 1.91 ' 12° 50 4 4
20 8.0 4 1.91 | e 50 4 4
2.0 10.0 4 1.91 ' 12° 50 4 4
2.0 12.0 4 1.91 il 50 4 4
2.0 14.0 4 1.91 120 50 4 4
3.0 8.0 6 29 [ 50 4 4
3.0 10.0 6 2.9 12¢ 50 4 4
3.0 12.0 6 2.9 128 50 4 4
3.0 14.0 6 2.9 12° 50 4 4
3.0 16.0 6 29 | 120 50 4 4
4.0 10.0 6 3.8 12¢ 60 6 4
4.0 12.0 6 3.8 19% 60 6 4
4.0 14.0 6 3.8 12° 60 6 4
4.0 16.0 6 3.8 | 12z 60 6 4
4.0 20.0 6 3.8 12° 60 6 4
+ b L ESEEREhRELT; Designed for processing high hardness materials;

+ BT TE, EEyE, R ANEARELRE; Suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings;

+ B T HREEEE; Excellent surface roughness of the workpiece;
+ BT MERRAR T LLAN T HE; Due to the slightly thinner neck, deep grooves can be machined;
+ RS . Extremely high wear resistance.

(=]

, HEIEEMNM4 % EEe

0.2
0.2
0.2
0.2
0.3
0.3
0.3
0.4
0.4
0.4
0.4
0.4
0.4
0.5
0.5
0.5
0.5
0.5
0.5
0.6
0.6
0.6
0.6
0.6
0.6
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.0
1.0
1.0

R0O.02
R0O.02
R0.05
R0.05
R0.05
R0O.05
R0.05
RO.05
R0.05
R0.05
RO.1
RO.1
RO.1
R0.05
0.05
R0O.05
RO.1
RO.1
RO.1
R0O.05
R0.05
RO.05
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
R0.2
RO.2
RO.2
R0.05
R0O.05
R0.05

0.2
0.2
0.2
0.2
03
0.3
03
0.4
0.4
0.4
0.4
0.4
0.4

gt o RN - R e

1.2
1.2
1.2
1.2
1.2
1.6
1.6
1.6
16
16
1.6
1.6
1.6
16

4]

0.18
0.18
0.18
0.18
0.28
0.28
0.28
0.37
0.37
0.37
0.37
0.37
0.37
0.48
0.46
0.46
0.486
0.46
0.46
0.56
0.56
0.56
0.56
0.56
0.56
0.76
0.76
0.76
0.76
0.76
0.76
0.76
0.76
0.76
0.95
0.95
0.95

12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12°
12°
12¢
12°
12°
12°
1
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12°
12°
12°

2888382888888 833838383833228888883883

B T T N T T - - S S S -

Unit:mm

- S A T ' T o T ™ T o' TR o' T e T o T N ' T o' T ' T T o T o T o T o ' T o' T ' T e T o T N oo TR o N T ' T ' T e T o' TR - - N N -
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XS _:%']_ﬁ %ﬁ%ﬁn XS High speed and high hardness milling cutter

BLY

Unit:mm !tz o TESS o2 | H Ja

XS.‘E‘;:‘E fﬁﬁﬁﬁ J] XS High speed and high hardness milling cutter

w4 R 8T

M rrmar Da
{ Lorner ma

1.0 RO.1 4.0 2 0.95 12¢ 50 4 4
1.0 RO.1 6.0 2 0.95 12° 50 4 4
1.0 RO.1 8.0 2 0.95 12° 50 4 4
1.0 R0.2 4.0 2 0.95 12° 50 4 4 Lot
1.0 RO.2 6.0 2 0.95 12°¢ 50 4 4
1.0 R0.2 8.0 2 0.95 12° 50 A 4
1.5 RO.1 4.0 3 1.43 12° 50 4 4 Unitmm
1.5 RO.1 6.0 3 1.43 12° 50 4 4
1.5 RO.1 8.0 3 1.43 12° 50 4 4
1.5 R0O.2 4.0 3 1.43 12¢ 50 4 4
: g gg‘: g-g : :ﬁ :: $ : : 0.2 RO.1 05 0.2 50 4 1.0 RO.5 4 1.0 50 4
20 RO 6.0 ;7 101 129 50 4 4 0.2 . R0O.1 i 0.2 50 4 1.0 RO.5 6 1.0 50 4
50 RO.1 8.0 4 101 12° 50 4 4 0.2 RO.1 15 0.2 50 4 1.0 R0.5 4 1.0 50 6
20 RO.1 10.0 4 1.91 120 50 4 4 0.3 | R0.15 1 0.3 50 4 15 R0O.75 4 3 50 4
5 - 55 4 o 158 i g 4 03  RO5 15 0.3 50 4 15  RO.75 6 15 50 4
2.0 R0.2 6.0 4 1.91 12° 50 4 4 03  RO0.15 2 0.3 50 4 1.5 RO.75 8 1.5 50 4
2.0 R0.2 8.0 4 1.91 19 50 4 4 0.4 R0.2 1 0.4 50 4 2.0 R1.0 4 2.0 50 4
2.0 R0.2 10.0 4 1.91 12° 50 4 4 04 R0O.2 2 0.4 50 4 2.0 R1.0 6 2.0 50 4
2.0 R0.2 12.0 4 1.91 12 50 4 4 04 RO.2 3 0.4 50 4 2.0 R1.0 8 2.0 50 4
3.0 RO.1 8.0 6 2.85 12° 50 4 4 04  RO2 4 0.4 50 4 20  R10 10 20 50 4
50 itk 1 10.0 6 2485 2z 50 4 4 05  R0.25 2 05 50 4 20 R1.0 10 20 80 2
g'g zg': :3'3 : ﬁ'ﬁ :: : : : 05  R0O25 3 05 50 4 30  RiSs 6 30 50 4
- g . - o o o ; . 05  R025 4 05 50 4 30 RS 8 30 50 4
3.0 RO2 10.0 6 2.85 12¢ 50 4 4 0.6 R0.3 2 0.6 50 4 3.0 R1.5 10 3.0 50 4
3.0 RO.2 120 6 285 19° 50 4 4 0.6 R0.3 3 0.6 50 4 3.0 R1.5 10 3.0 60 6
3.0 RO.2 16.0 6 2.85 19® 50 4 4 0.6 R0.3 4 0.6 50 4 3.0 R1.5 12 3.0 60 6
4.0 RO.1 10.0 6 38 12° 60 6 4 0.6 R0.3 6 0.6 50 4 4.0 R2.0 8 6 60 6
4.0 RO.1 12.0 6 3.8 12° 60 6 4 0.8 R0.4 2 08 50 4 4.0 R2.0 10 6 60 6
4.0 RO.1 16.0 6 3.8 12° 80 6 4 0.8 RO.4 4 0.8 50 4 4.0 R2.0 12 6 80 6
4.0 RO.1 20.0 6 3.8 12° 60 6 4 0.8 RO.4 B 0.8 50 4 4.0 R2.0 16 B B0 6
4.0 R0.2 10.0 6 3.8 12 60 6 4 1.0 R0.5 2 1.0 50 4 4.0 R2.0 20 [ 60 6
4.0 R0.2 12.0 6 3.8 12 B0 6 4
4.0 R0.2 16.0 6 3.8 12° 60 6 4
4.0 RO.2 20.0 6 38 q0e 50 6 4 * il T SREEMENE Designed for processing high hardness materials;
4.0 RO.5 10.0 6 38 o 60 & 4 « BT TINEI, SiEaEl, B ARREAEIIRE; Suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings;
45 FOS 20 & - 755 &0 - " . ﬁﬁﬂgIﬁﬁﬁ’iﬁﬁﬁ; Excellent sur_Taoe ml{ghness of the workpiece; _
e oA €0 i e g 5 . y » TFEMERRY AR ET LAIn T, Due to the s_llghtly !hmne_r neck, deep grooves can be machined;
- : . + ISR EEHE, Extremely high wear resistance.

4.0 R0O.5 20.0 6 3.8 12° 60 6 4

« T SEEABLEt; Designed for processing high hardness materials;

« ETFFIE, SHEDE, S AEERELERE; Suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings;

+« BRI T HFREEEE: Excellent surface roughness of the workpiece;

+ T ENERREEnT LN T, Due to the slightly thinner neck, deep grooves can be machined;

+ RSO B, Extremely high wear resistance.
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XS%_@ _[%_EE%EJ] XS High speed and high hardness milling cutter

T ™ 5 B 2 e %
Micro Diameter end mill alict Micro Diameter 2-flute Ball end mill 4155

ngﬁ%ﬁﬁin XS High speed and high hardness milling cutter

n§c<

e

Unitmm Unit:mm

0.1 R0.05 ' 0.15

0.05 0.1 50 El 2 50 4
0.1 0.2 50 . 4 2 0.15 R0.075 ' 0.23 50 4
0.15 0.3 50 ' 4 2 0.2 RO.1 0.3 50 4
0.2 0.4 50 | 4 = 0.3 R0O.15 0.45 50 4
0.3 0.6 50 4 2 0.4 RO.2 0.6 50 4
0.4 0.8 50 ' 4 2 05 R0.25 _ 0.75 _ 50 4
0.5 1 50 4 2 0.6 RO.3 0.9 50 4
0.5 1 50 ' 4 4 07 R0.35 1.05 50 4
0.6 1.2 50 4 2 0.8 RO.4 1.2 50 4
0.6 1.2 50 . 4 4 0.9 R0.45 1.35 50 4
0.7 1.4 50 4 2
o 14 50 | 4 £ * ST BB
L 14 il . 4 4 o EER. K. ETONSWE TIEEES;
2 2 2 . . < + FiEIEH et

+ i1 SEEMERRT + SHMEEENTEIEEE.

< ETFIUE, SEEl, BT RNRERINRE,; It is designed for processing high hardness steel.

« ST EEEEEE; High precision milling in the medical, optical, electronic and aerospace industries.

« B E RO EEE, The performance of dry cutting is superior.

The excellent high hardness steel cutting performance.
It is designed for high hardness materials for processing.

It is suitable for dry cutting, high-speed cutting, newly developed raw materials and coatings.
Excellent workpiece surface roughness.
Very high wear resistance.
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XSF‘%}:@ %ﬁﬂ’f}] XS High speed and high hardness milling cutter

w7777 = X S onmus T
Strong 6-flute end mill Sl 6-flute Corner Radius end mill(S) @

ngﬁ_ﬁ{mﬁtﬂ XS High speed and high hardness milling cutter

ppmax |

dil d EB=

aaa— SIS |I o — "

3=D=12
o
-0.02
d=5 8=d=10 d=12
[ ] [
o &) o (@] (o] ] O o] -0.008 —0.008 -0.011

6 15 80 5 6 3 0.3 3 9 2.9 50 6 6
6 15 75 5 6 4 0.3 4 12 3.9 50 6 6
8 ' 20 60 8 6 5 0.3 5 15 4.9 50 6 6
8 - 20 % a 8 6 0.3 6 18 5.85 50 6 6
8 ' 20 100 a 6 6 0.5 6 18 5.85 50 6 6
10 = 25 75 36 & 6 1 6 18 5.85 50 6 6
10 [ o5 100 10 6 8 0.3 8 24 7.85 60 8 6
12 30 75 12 6 8 05 8 24 7.85 60 8 6
8 1 8 24 7.85 60 8 6
:z jz :gg :z : 10 0.5 10 30 9.7 75 10 6
18 ' 40 158 16 r 10 1 10 30 9.7 75 10 6
12 0.5 12 36 1.7 75 12 6
12 1 12 36 11.7 75 12 [
+ NI SHEERmmRit;
« BT aEBETEEEmEE; « SRYIEE, WitEE, nIEEE, SiemL.
« T EEETEEE RO METhEE. Short blade and long shape, with high rigidity, capable of high-speed and high feed processing.

Itis designed for processing high hardness steel.
Due to the high wear resistance of the design of the negative front cormer.
It has excellent side milling function in stamping die field.



XS 1: mﬁﬁn XS High speed and high hardness milling cutter

671 [R5 k32

BETI(M)

i
[} =-
v
|
3
TR [l o
e |
e - “i
D H_'d BE=
| Api max L |
D=12 D=12
5 5 Wi, AEW. W | TRE, FER, SEER N L]
—0,02 —-0.03 \Carbon s, shoy Stesd, castimn | Tool edl, i ¥ High hs steal
d=6 B=d=10 12=d=16 d=20 (=30HRAC) (=45HAC) (=55HRC) {=55HRC)
—'D.?IB -o.%ns —D.:‘H —0.?113 ) @ @ @
Unit:mm
& Rfi e " N
o) ® &) (@) @
3 0.3 10 60 6 6
4 0.3 12 60 6 6
5 0.3 15 60 6 6
6 0.3 15 60 6 6
6 0.5 15 60 6 6
6 1 15 60 6 6
8 0.3 20 75 8 6
8 0.5 20 75 8 B
8 1 20 75 8 6
10 0.3 25 75 10 6
10 0.5 25 75 10 6
10 1 25 75 10 6
12 0.5 30 100 12 6
12 1 30 100 12 6
16 1 40 100 16 6
16 1.5 40 100 16 6
18 1 40 100 16 6
18 1.5 40 100 16 6
20 1 45 100 20 8
20 1.5 45 100 20 6
20 2 45 100 20 6
* SRR RN T BER X5

Arc end milling cutters for high-speed machining of high hardness materials.

14

ﬁﬁﬂ] HIZRSF Recommended cutting condition

BEEH(HRCE5-62) SKD11% mmacanem;smo SKHE
High hardness steel &ﬂmﬁ@ﬂ Etc. '0) SKS. SKH Ete.
R DERE | DARE ; m PTTET ]
{mmfmin} (mm) (mm) {minr') {mm/min) ()
1 40000 800 0.03 32000 500 0.02
2 40000 2000 0.1 24000 1000 0.05 16000 600 0.05
3 32000 3800 02 16000 1900 0.1 11000 1200 0.05
4 24000 4400 02 12000 2200 0.1 8000 1300 0.05
6 16000 5800 03 8000 2900 02 5300 1800 o1
8 12000 5800 04 6000 2900 0.2 4000 1800 0.1
10 9600 5800 05 4800 2900 0.3 3200 1800 02
12 8000 4800 06 4000 2400 03 2700 1500 02
16 6000 3600 08 3000 1800 05 2000 1100 03
20 4800 2900 1.0 2400 1400 0.5 1600 880 0.3
25 3800 2300 10 1900 1100 05 1300 720 03
ez ERLBNER ER LRmarTE
m ? i T Refer o fhe cutling depfh table above ?;" T Refer to the cutling depth table shove
Degthof it 7 <1.5D ;/ <1.0D
reference 1
i e
INERMIIEETIYIE  Small diameter end mill grooves
Tt mmﬂmﬁs szysrmsw
2 i ; 3 ! ﬂl B
D{mm) (i) {mmymin) {mm) (i) (mm/min) {mm)
1 15000 300 0.1 9500 10 0.05
2 8000 320 02 4800 190 0.1
o1l
EEA 1
E2 W d] T
Degth of cut Refir to the cutting depth table above
referenca A 7
D:3LETI5HE
Dr:Outer diameter of end mill

1 NBIRE/INGY , ik St 50 R T — S 1R .
2RI HrREREE, ERE . RESEN, BELENRRSHSEERLA TR,

1) When the cutting depth is small, the speed and feed speed can be further improved.

2) When the machine tool or workpiece installation nigidity is poor, resulting in chatter and abnomal sound,

please reduce the speed of the above table in proportion to the feed speed.
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XD%EEW%-‘F%E‘E%H XD High speed and ulira wear-resistant end mill

XD Series Features
XDEF4E =

HRC48~58

Higher finish and coating density, good red
hardness, make the tool super durable.

ERHEENREREE, R
WFEOLTRENE, (ETIRBERMA .

High Speed.Dry.Milling HRC48~58 =k Tokobug Linc/e Bg

Suitable for the following material grades: EALITME e .
= =
718H, S136H 718H, S136H

XD

Series

LA A L E A E A A A A AR LR R R R AR L LA A AL A A E
.l.l.llOOOOQG@@&@&#ﬂ;&@4!1‘.';@?' ﬂ».:&
..I.O.Q&t-ﬂi@“f-rﬂh-

.Q@.qwmmn'...

b ")R.'.

High speed and ultra
wear-resistant end mill

ﬁi?ﬁﬁ Normal form

EINN

hm max

[+
|d
i

1.0
1.5
2.0
25
3.0
3.5
4.0
5.0
6.0
B.0
10
12
14
16
18

oMM BB s AR

g_l_l_l._l_l
o mE N o

50
50
50
50
50
50
50
50
50
60
75
75
100
100
100
100

120

612

JRHEEY  Lengthened type

16
24
32
40
45
45
50
55
60
65
75

100
100
100
100
100
150
150
150
150
150
150

76

116
182
262

180
252

498

1310

17



)(D'.%'iiﬂﬂﬁ-‘l%ﬁ%iﬂ%iﬂ XD High speed and ulira wear-resistant Ball End Mill

T

(=3

g :

*;T;}Eﬂ Normal form

Unit:mm

R0.25 4 0.75 50 42
RO.5 4 15 50 42
R0.75 4 225 50 42
R1.0 4 3 50 42
R1.25 4 3.75 50 42
R15 4 45 50 42
R2.0 4 6 50 . 42
R2.5 6 7.5 50 72
R3.0 6 9 50 72
R4.0 8 12 60 | 120
R5.0 10 15 75 ! 196
R6.0 12 18 75 | 266
R7.0 14 21 100 i 490
R8.0 16 24 100 ! 612
R10.0 20 30 100 | 902
|

fnEE! Lengthened type

Unit:mm

R2 4 6 100 | 76
Ly g 0 100 | 116
R4 8 12 100 | 182
R5 10 15 100 i 262
R6 12 18 100 I 356
R3 6 9 150 | 180
R4 8 12 150 | 252
R5 10 15 150 I 364
R6 12 18 150 | 498
R8 16 24 150 | 884
R10 20 30 150 I 1310

|

|
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XDEiﬁﬂﬁ%@%iﬁﬂ XD High speed and ultra wear-resistant Round nose end mill

Api max

*ﬂ-‘{?ﬁﬁ Normal form

1.0 RO.2 2 4 50 42
1.5 RO.2 3 4 50 42
2.0 RO.2 4 4 50 42
25 RO.2 | 5 4 50 42
25 RO.5 5 4 50 42
3.0 RO.5 6 4 50 42
3.0 R1.0 6 4 50 42
4.0 RO.5 8 4 50 42
4.0 R1.0 8 4 50 42
5.0 RO.5 10 6 50 72
5.0 R1.0 10 6 50 72
6.0 RO.5 12 6 50 72
6.0 R1.0 12 6 50 72
8.0 RO.5 16 8 80 120
8.0 R1.0 16 8 60 120
8.0 R1.5 16 8 60 120
10.0 RO.5 20 10 75 196
10.0 R1.5 20 10 75 196
10.0 R1.5 20 10 75 196
10.0 R2.0 20 _ 10 75 | 196
12,0 RO.5 24 12 75 266
12,0 R1.0 24 12 75 266
12.0 R1.5 24 12 75 266
12.0 R2.0 24 12 75 266

fNHEE!  Lengthened type

RO.5 | 12
|
|
|
|

| 6 100 116
6 R1.0 12 6 100 116
8 RO.5 16 8 100 182
8 R1.0 16 8 100 | 182
8 R1.5 16 8 100 182
10 RO.5 20 10 100 262
10 R1.0 20 10 100 262
10 R1.5 20 10 100 262
10 R2.0 20 10 100 262
12 RO.5 24 12 100 356
12 R1.0 24 12 100 356
12 R1.5 24 12 100 356
12 R2.0 24 12 100 356
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XL Series Features
XLEFE S

HRC30~50

BHFSREER, MEBENSRENE The latest coating technology, excellent coat-

BERO T B ing finish and wear resistance
HEMN AENEHELSERX.TF Mould steel. Stainless steel. Mild steel
38 1| parts/wet. Dry and wet/milling
EELITHE e Suitable for the following material grades:
P20, 718H P20, 718H

XL

Series

AL B B L L )
X @ e & LI L @ .

000 coo0e 6

High speed mold

20

XLEEREFELITEET] X0 High speed moid end mil

! Z
Ap1 max

ﬁ;ﬁﬂ Normal form

Unit:mm
7 & in & 23 B
(D) (d) L Price
1.0 4 50 42
15 4 50 42
2.0 4 50 42
25 4 50 42
3.0 4 50 42
35 4 50 42
4.0 4 50 42
5.0 6 50 72
6.0 [} 50 72
8.0 8 60 118
10 10 75 182
12 12 75 240
14 14 100 422
16 16 100 520
18 18 100 626
20 20 100 746
N4EEY Lengthened type o
7 & " & 2k 24
4 4 75 60
6 0 75 100
4 4 16 100 76
6 B 24 100 116
8 8 32 100 182
10 10 40 100 256
12 12 45 100 332
i 6 45 150 174
8 8 50 150 252
10 10 55 150 360
12 12 60 150 470
16 16 65 150 864
20 20 75 150 1230

21
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XL%@EE%%E%&” XL High speed mold Ball End Mill

o —
-
(=8

L .
SmmE——— s

*;T;}Eﬂ Normal form

Unit:mm

R0.25 4 0.75 50 42
RO.5 4 15 50 42
RO.75 4 225 50 42
R1.0 4 3 50 42
R1.25 4 3.75 50 42
R1.5 4 4.5 50 42
R2.0 4 6 50 [ 42
R2.5 6 7.5 50 72
A3.0 6 9 50 72
R4.0 8 12 60 | 118
R5.0 10 15 75 ! 182
R6.0 12 18 75 | 240
R7.0 14 21 100 i 422
R8.0 16 24 100 ! 520
R10.0 20 30 100 | 746
|

MNH<EY Lengthened type

Unit:mm

R2 4 6 100 | 76
Ly g 0 100 | 116
R4 8 12 100 | 182
R5 10 15 100 i 256
R6 12 18 100 I 332
R3 6 9 150 | 174
R4 8 12 150 | 252
R5 10 15 150 I 360
R6 12 18 150 | 470
R8 16 24 150 | 864
R10 20 30 150 I 1230

|

|

XLEEEEE %iiﬁﬂ XL High speed mold Round nose end mill

ﬁ'{ﬁﬁ Normal form

1.0 Ro.2 2 4 50 42
1.5 RO.2 3 4 50 42
2.0 Ro.2 4 4 50 42
25 RO.2 5 4 50 42
25 RO.5 5 4 50 42
3.0 RO.5 6 4 50 42
3.0 R1.0 6 q 50 42
4.0 RO.5 8 4 50 42
4.0 R1.0 8 4 50 42
5.0 RO.5 10 6 50 72
5.0 R1.0 10 6 50 72
6.0 RO5 12 6 50 72
6.0 R1.0 12 6 50 72
8.0 RO.5 16 8 60 118
8.0 R1.0 16 8 60 118
8.0 R1.5 16 8 60 118
10.0 RO.5 20 10 75 182
10.0 R1.5 20 10 75 182
10.0 R1.5 20 10 75 182
10.0 R2.0 20 10 75 182
12.0 RO.5 24 12 75 240
12.0 R1.0 24 12 75 240
12.0 R1.5 24 12 75 240
12.0 R2.0 24 12 75 240
fN4<E! Lengthened type Uit

6 R0.5 12 6 100 116
6 R1.0 12 6 100 116
8 R0.5 16 8 100 182
8 R1.0 16 8 100 182
8 R1.5 16 8 100 182
10 RO.5 20 10 100 256
10 R1.0 20 10 100 256
10 R1.5 20 10 100 256
10 R2.0 | 20 10 100 256
12 R0.5 24 12 100 332
12 R1.0 24 12 100 332
12 R1.5 24 12 100 332
12 R2.0 [ 24 12 100 332
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E y] ;Fﬂ-; 7] Straight blade rough nose cutting tool

Characteristics of Straight Edge HTFEEE TSNS E ] b | | | Hd

Rough Round Nose Cutting Tools L s |
Efficient black skin removal, welding scar removal, BNEREE, EHBmE, ZEW
guenched steel, fast forward cutting for straight 4R T%JE*AEIJ ﬂ:*ﬂ i
I =R ¢ RS
blades, round nose end milling cutter.
%Do Unit:mm
@ Mmoo &k @a
©) | (R) | e | @ (F)
6 1.5 50 8 4
8 2 60 8 4
10 2 75 10 4
12 2 75 12 4

XC

Series

P OO P00 SO0 00000000000O0GST
S0 0000000000000

3 89 80

Straight blade rough
nose cutting tool

XCE7IFEEE

- A
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GT& ‘B’f’g! IF % iﬁn GT Economical end mill

HRC50° L)L _F: GT Series Features

GTRIGR
N . . . R % — |j
ano multilayer coating protects the cutting MAREZESEETNORTER, WRAEE! Normal form )
edge from heat conduction and wear iR - et
7 & 1 & ESS
Seml-ﬁnlShlng below 500, with gOOd surface ol I)J\—FEE%IIL-II Eﬁﬁﬁ (D) (d) @
finish and machinability and wear resistance TS ’iﬁE*ﬂﬂ]ﬁUEm;E‘E 0.3~0.6 4 50 30
0.7-0.9 4 50 30
1.0 4 50 30
15 4 50 30
20 4 50 30
25 4 50 30
30 4 50 30
3.5 4 50 30
4.0 4 50 30
30 6 50 42
4.0 6 50 42
50 B 50 42
6.0 6 50 42
7.0 8 60 78
8.0 8 60 78
9.0 10 75 120
10 10 75 120
11 12 75 160
12 12 75 160
14 14 100 278
16 16 100 350
18 18 100 422
\ 20 20 100 492
..
Series KB Langthened type .
& & : £ K St
© &) t
A AXEXEXEEEE XEEE 2 : 12 b £
S880000000000GOTESS 4 4 15 75 40
TR ) : 5 6 20 75 72
; 6 6 24 75 72
3 4 12 100 46
4 4 16 100 46
5 6 20 100 78
6 6 24 100 78
8 8 32 100 118
10 10 40 100 166
12 12 45 100 220
6 B 45 150 120
f u 8 8 50 150 180
N i - 10 10 55 150 252
QT4 578! GT Economical Series 2 12 - =
16 16 65 150 532
20 20 75 150 766

- A
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GT%HE!HE%EEH’: J] GT Economical Ball End Mill GT?&}W&E %_ﬁ-}:iﬁﬂ GT Economical Round nose end mill

v

Api max

R/ PDINGY L ]»

ﬁ;ﬁﬂ Normal form ﬁzﬁﬂ Normal form

Unit:mm Unit:mm

R0.25 4 0.75 50 30 1.0 RO.2 2 4 50 30
R0.5 4 15 50 30 15 RO.2 3 4 50 30
R0.75 4 2.25 50 30 2 RO.2 4 4 50 30
R1.0 4 3 50 30 25 RO.2 5 4 50 30
R1.25 4 3.75 50 30 25 RO.5 5 4 50 30
R1.5 4 4.5 50 30 3.0 RO.5 6 4 50 30
R2.0 4 6 50 30 3.0 R1.0 6 4 50 30
R25 6 7.5 50 42 4.0 ' RO.5 8 4 50 30
R3.0 6 9 50 42 4.0 R1.0 8 4 50 30
R4.0 8 _ 12 60 78 5.0 RO.5 10 2 50 42
R5.0 10 15 75 120 5.0 R1.0 10 6 50 42
R6.0 12 18 75 160 6.0 RO.5 12 6 50 42
R7.0 14 21 100 . 278 6.0 R1.0 12 6 50 42
R8.0 16 24 100 350 8.0 ' RO.5 16 8 60 78
R10.0 20 30 100 492 8.0 ' R1.0 16 8 60 78

I 8.0 R1.5 16 8 | 60 78
10.0 RO.5 20 10 | 75 120
10.0 R1.5 20 10 i 75 ! 120
10.0 R1.5 20 10 i 75 ! 120
10.0 R2.0 20 10 75 120
AN4CEY Lengthened type — 12,0 RO5 24 12 | 75 160
12.0 R1.0 24 12 | 75 160
12.0 Ri15 24 12 | 75 160
12.0 R2.0 24 12 | 75 160
R1 4 3 100 46
R1.5 4 45 100 48 iy Lengthened type ——
R2 4 6 100 46
R1 6 3 100 78
R1.5 6 4.5 100 78
R2 6 6 100 78 -
R2.5 6 7.5 100 i 78 6 RO.5 12 6 | 100 i 78
R3 6 9 100 78 [ R1.0 12 6 i 100 j 78
R4 8 12 100 118 8 RO.5 16 8 100 8
R5 10 15 100 166 8 R1.0 16 8 100 118
R6 12 18 100 ! 220 8 R15 16 8 100 118
R3 6 9 150 120 10 RO.5 20 10 100 166
R4 8 12 150 180 10 R1.0 20 10 100 166
R5 10 15 150 252 10 R1.5 20 10 100 166
R6 12 18 150 324 10 R2.0 20 10 100 . 166
R8 16 24 150 . 5o 12 RO.5 24 _ 12 100 220
R10.0 20 30 150 766 12 ' R1.0 24 12 100 220
12 ' R15 24 ' 12 100 220
12 R2.0 24 12 100 ' 220




HT&}W@$%E&” HT Economical end mill

HRC 45°L'

HTXE RIS S
= RO R R, TS A High-performance wear-resistant coating, FRAEZEY Normal form _
ESin g high hardness and low thermal conductivity i
7 &
wimenkt  TRIEY . Sekssim Rough machining of ordinary steel, pre-hard- ©)
mnT ened steel, cast iron, etc. 0.3-~0.6 4 1.5 50 30
0.7-0.9 4 2.5 50 30
1.0 4 3 50 30
1.5 4 4 50 30
20 4 5 50 30
25 4 6 50 30
30 4 8 50 30
3.5 4 9 50 30
40 4 10 50 30
30 6 8 50 42
40 6 10 50 42
5.0 B 13 50 42
6.0 6 15 50 42
7.0 8 18 60 78
8.0 8 20 60 78
9.0 10 22 75 120
10 10 25 75 120
11 12 25 75 160
12 12 30 75 160
14 14 35 100 278
16 16 40 100 350
18 18 40 100 422
20 20 45 100 492
fN4<EY Lengthened type o
n & @
iﬁé (d)
3 4 75 40
;saoeooooooooooo.olio o 4 4 75 40
Y 2000000000000 00
9000000000000 000000000! 5 6 75 72
“I""ru&'}mmini'l.. [] 6 6 75 72
000000 o 3 4 12 100 46
£ ""*""’%\_‘?‘%5‘ .-....‘ 4 4 16 100 46
' e 5 6 20 100 78
6 6 24 100 78
8 8 32 100 118
10 10 40 100 166
12 12 45 100 220
6 6 45 150 120
8 8 50 150 180
~ u 10 10 55 150 252
HT Economical Series 12 12 o 24
16 16 65 150 532
20 20 75 150 TE6

30
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HT&ﬁﬂﬁ%i%ﬁn HT Economical Ball End Mill HTE“}*E!E%E%EI’ HT Economical Round nose end mill

»
=4
Ji

T/‘ Ap1 max | L ==

R/ PDINGY L ]»

FRAEE!  Normal form ¥RAEZEY Normal form

Unit:mm Unit:mm

R0.25 4 0.75 50 30 1.0 RO.2 2 4 50 30
R0.5 4 1.5 50 30 15 RO.2 3 4 50 30
R0.75 4 2.25 50 30 2 RO.2 4 4 50 30
R1.0 4 3 50 30 25 RO.2 5 4 50 30
R1.25 4 3.75 50 30 25 RO.5 5 4 50 30
R1.5 4 4.5 50 30 3.0 RO.5 6 4 50 30
R2.0 4 6 50 30 3.0 R1.0 6 4 50 30
R25 6 7.5 50 42 4.0 ' RO.5 8 4 50 30
R3.0 6 9 50 42 4.0 R1.0 8 4 50 30
R4.0 8 _ 12 60 78 5.0 RO.5 10 2 50 42
R5.0 10 15 75 120 50 R1.0 10 6 50 42
R6.0 12 18 75 160 6.0 RO.5 12 6 50 42
R7.0 14 21 100 . 278 6.0 R1.0 12 6 50 42
R8.0 16 24 100 350 8.0 : RO.5 16 8 60 78
R10.0 20 30 100 492 8.0 R1.0 16 8 60 78

I 8.0 R1.5 16 8 | 60 78
10.0 RO.5 20 10 | 75 120
10.0 R1.5 20 10 i 75 ! 120
10.0 R1.5 20 10 i 75 ! 120
10.0 R2.0 20 10 75 120
AN4CEY Lengthened type — 12,0 RO5 24 12 | 75 160
12.0 R1.0 24 12 | 75 160
12.0 R1.5 24 12 | 75 160
12.0 R2.0 24 12 | 75 160
R1 4 3 100 46
R1.5 4 4.5 100 48 }Iﬂ'ﬁ’tﬂ Lengthened type i
R2 4 6 100 46 il
R1 6 3 100 78
R1.5 6 4.5 100 78
R2 6 6 100 78 -
R2.5 6 7.5 100 [ 78 6 RO5 12 6 | 100 | 78
R3 6 9 100 78 [ R1.0 12 6 i 100 j 78
R4 8 12 100 118 8 RO.5 16 8 100 I8
R5 10 15 100 166 8 R1.0 16 8 100 118
R6 12 18 100 ! 220 8 R15 16 8 100 118
R3 6 9 150 120 10 RO.5 20 10 100 166
R4 8 12 150 180 10 R1.0 20 10 100 166
R5 10 15 150 252 10 R1.5 20 10 100 166
R6 12 18 150 324 10 R2.0 20 10 100 , 166
He 15 s 150 . 582 12 RO5 24 _ 12 100 220
R10.0 20 30 150 766 12 ' R1.0 24 12 100 220
12 ' R15 24 | 12 100 220
12 R2.0 24 12 100 ' 220




HRC35 ° LJ'F TT Series Features

TTRIFR

TT series cutting tool base material adopts im-
ported ultra-fine particle high-quality bars, and
five axis high-precision grinding machines
such as Walter, Sack, and Remantic are used
for processing to ensure the consistency of
tool size. The coating adopts TiAIN nano coat-
ing, with excellent surface finish and extremely
high micro hardness and thermal hardness.
Suitable for processing stainless steel,
heat-resistant steel, and non-ferrous metal
materials below HRC50 degrees.

TTRIITESHMEAHOBHA
MEEmEEM, ITHERRR
. Fr. P RERHSREE
BR, BIRIRTIARTHM—EIE,, RE
EKHETIAINKIRE , REYEFER
EFAERENMEERMEE, &
EMIHRCISELLTFHAEN., Mt
AMRIEEESEHE

_ll L i..

5
“"q_.-a 8000006 s

Soft materials
for steel parts

34

i NN

Ap1 max
Unit:mm
© ) o1 max) w0 o
1.0 3/4 3 50 2/4
15 3/4 4 50 2/4
2.0 3/4 5 50 2/4
25 3/4 6 50 2/4
3.0 3/4 812 50/75/100 2/4
35 4 9 50 2/4
4.0 4 10/15/16 50/75/150 2/4
1.0 6 3 50 2/4
15 6 4 50 2/4
2.0 B 5 50 2/4
25 6 6 50 2/4
3.0 B 8 50 2/4
35 6 9 50 2/4
4.0 B 10 50 2/4
4.5 6 12 50 2/4
5.0 6 13/18/20 50/75/100 2/4
55 6 15 50 2/4
6.0 6 15/24/24 50/75/100 2/4
6.5 8 18 60 2/4
7.0 8 18 60 2/4
7.5 8 19 60 2/4
8.0 8 20/32/50 60/100/150 2/4
85 10 20 75 2/4
9.0 10 22 75 2/4
95 10 25 75 2/4
10.0 10 25/40/55 75/100/150 2/4
10.5 12 30 75 2/4
11.0 12 25 75 2/4
115 12 30 75 2/4
12.0 12 30/45/60 75/100/150 2/4
14.0 14 35 100 2/4
16.0 16 40/65 100/150 2/4
18.0 18 40/65 100/150 2/4
20.0 20 45/75 100150 2/4
25.0 25 45(75 100/150 2/4
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TTEHREE BABREILEET] 17 Steel Ball End Mil TTHNEEREBRIALBT] 17 stee Round nose end mil

- -
=%

& ISSN ;

/ Api max | L ==

z V=2 Dty
& Tes iz

Unit:mm

1.0 0.2/0.3

1.0 0.50 3 2 _ 50 2 3 3 50 2/4
1.0 0.50 4 2 ; 50 2 1.0 0.2/0.3 3 4 | 50 2/4
1.5 0.75 3 3 ! 50 2 15 0.2/0.3 4 4 50 2/4
15 0.75 4 3 _ 50 2 2.0 0.2/0.5 5 4 50 2/4
2.0 1.00 . 3 4 5 50 2 2.5 0.2 6 4 50 2/4
20 1.00 . 4 4 50 2 3.0 0.2/0.5/1.0 8 4 50 2/4
25 1.25 3 5 | 50 2 4.0 0.2/0.5/1.01 .5 10/15 4 50/75 2/4
25 1.25 4 5 : 50 2 5.0 0.2/0.5/1.0 13 6 50 2/4
3.0 1.50 3 6 | 50 2 6.0 0.2/0.5/1.0/1.5/2.0 15/20 6 50/100 2/4
3.0 1.50 : 4 6 50 2 8.0 0.3/0.5/1.0/1.5/2.0 20/25 8 60/100 2/4
35 1.75 4 7 | 50 2 10.0 0.3/0.5/1.0/1.5/2.0 25/30 10 75/100 2/4
4.0 2.00 4 8 . 50 2 12.0 0.3/0.5/1.0/1.5/2.0 30/35 12 75/100 2/4
1.0 0.50 6 2 i 50/75/100 2
15 0.75 ' 6 3 | 50/75/100 2
2.0 1.00 6 4 | 50/75/100 2
25 1.25 j 6 5 | 50/75/100 2
3.0 1.50 6 6 g 50/75/100 2
35 1.75 6 7 _ 50/75/100 2
4.0 2.00 _ 6 8 | 50/75/100 2
4.5 2.25 ; 6 9 | 50/75/100 2
5.0 2,50 6 10 | 50/75/100 2
5.5 2.75 6 11 | 50/75/100 2
6.0 3.00 6 12 | 50/75/100 2
7.0 350 : 8 14 60 2
8.0 4.00 8 16 | B0/75/100/150 2
9.0 450 10 18 75 2
10.0 5.00 10 20 | 75/100/150 2
11.0 5.50 12 22 75 2
12.0 6.00 12 24 | 75/100/150 2
14.0 7.00 : 14 28 100/150 2
16.0 8.00 16 32 | 100/150 2
18.0 9.00 18 36 _ 100/150 2
20.0 10.00 20 40 | 100/150 2




HRC20~35 ° U200 Rapid Feed Series

Features

U2001RIBES RIIGR

= e = e = The latest AICr coating technology, excellent coating
N ,Qigg‘gﬁgﬁgﬁﬁ , MFHIREZ finish and wear resistance

=]

— . High-efficiency and large-capacity U groove chip re-
P E%%ﬁ gézgﬁm%ﬁ%g%l moval, suitable for processing carbon steel, alloy
asdy = Sre= kT ey MR GE steel, mild steel, pre-hardened die steel, alloy steel,

ferritic stainless steel, austenitic stainless steel, tita-
nium alloy, Kovar alloy

W, was, Akas
~ a#* BARFDRIT

o+ B unegual edgs design
AT, EETRERS; HiTEHED
HlaaE=, e TEATERE,

Largs unegual design in the suporession of tool vikration; Efficient cui-
fing colleagues to improve the finish of the machined surfacs.

¥ 91+ 027 BRIt
81082 unequal lead design
TSRS T,
£ 111Kzl R Ry = ok =R
1M,
The lead Angle of each cutling edgs

changes o inhubit the shook teal: Achisve
excellent finishing surfaces.

& BIHWESRRRRI

MNewly developed multi-layer coating design

EEMENACNIEER
o v [
MRS EESE, x L
T8 R AP A . MERIE
TEAFEAE ., EET AR
= - = (T
e

The newly developed AICRNJI-based multi-layer coating, wear-resis-
tani fayer + heat-resistant layer + fine-grained cemenied carbide matrix,
has good wear resistance. thermal stability and finish. suileble for
figh-lemperature alloy, stainless steel and other difficult matenals.

& i o
) e &

B 8 &

Unitmm

n e B % & pIES

B (Ap1 max) (d) @
D1 3 50 D4 4
D15 3.5 50 D4 4
D2 5 50 D4 4
D25 6 50 D4 4
D3 8 50 D4 4
D3 9 50 D6 4
D35 10 50 D4 4
D4 10 50 D4 4
D4 12 75 D4 4
D4 16 100 D4 4
D4R0.5 10 50 D4 4
D4Rt 10 50 D4 4
D4 11 50 D6 4
D5 13 50 D& 4
D5 20 75 D5 4
D5 25 100 D5 4
D5R0.2 13 50 D6 4
D6 15 50 D6 4
D6 18 50 D6 4
D6 24 75 D6 4
D6 30 100 D6 4
D6R0.2 15 50 D6 4
DBR0.5 15 50 D6 4
D6R1 15 50 D6 4
D8 20 60 D8 4
D8 24 60 D8 4
D8 30 75 D8 4
D8 35 100 D8 4
D8RO0.5 20 80 D8 4
D8R1 20 60 D8 4
D10 25 75 D10 4
D10 30 75 D10 4
D10 40 100 D10 4
D10R0.5 25 75 D10 4
D10R1 25 75 D10 4
D12 30 75 D12 4
D12 36 75 D12 4
D12 45 100 D12 4
D12R0.5 30 75 D12 4
D12R1 30 75 D12 4
D14 40 100 D14 4
D16 45 100 D16 4
D20 45 100 D20 4
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U200'|9&i_ ?ﬁ] U200 Rapid Feed Series
TS

Recommended cutting conditions Side cutting

|

RN FRER: Four elements according to processing conditions:
MERRIME, TERFEME. JREMEHD ., HEBMMR  Machine rigidity, tooling firmness, tool holding force, chip removal excellent

BEATERSEEINTSHIIE SEIEY DN  case select reasonable processing parameters Cutting parameters finishing
T, b S X processing, cuting speed can be appropriately reduced MT series mold frame tools features MTRIIZRETIHGR

w0, 22, %0 AEEAR. 268, SETRN | SRS, AGERE, Has, 7008 The contact length between the cutting edge and PHTNETHHEMEERK, 5§

mm; A3, 45ﬂ 40Mn,, 40Cr, NAKS0O, 718H. SDK. P20, 201, 304, 430, 316L. load borne by the cutting edge and extending the Bt/ AedE.

m mm HIRE ﬂl!!!! L8 m WHIRE ﬂ!lﬂ! M m ﬂJ!!ﬂ! *Ill!lll!

3
cmm) (mm) {mmsmin}' c:;n) (n.*n) (i) (mm'-i) (::n) (mm) (nnu) (m'mm) tmm) cmm)

1 8000 1500 2 o1 8000 1000 2 01 8000 800 2 0.05

2 8000 1500 4 01 8000 1000 4 0.1 8000 8O0 4 01

3 8000 1500 3 03 6000 1000 a 02 6000 800 a3 (13

4 8000 1500 a8 04 6000 1000 8 02 5000 800 a8 0Dz

9 6000 1500 10 1.0 5000 1000 10 0.3 4500 1200 10 0.3

6 6000 1500 10 1.0 5000 1000 10 03 4500 1200 10 03

a8 4000 1500 15 1458 5000 1200 15 04 3300 2500 15 04

10 3500 1500 20 20 3000 1200 | 20 05 3000 2500 20 05

12 3000 1200 25 20 2600 1200 25 06 2800 2500 25 06

16 2000 1200 30 3.0 2000 800 30 0.8 1700 1000 30 08

20 2000 1200 40 40 2000 800 40 1 1700 800 40 1
§ﬁ1 - e BE
=4 = - !
aE 2 =
1 117 Series
g8 4

bessoescscsseccosceocccssea:
90 0000000000000

N N NN

148 7 B 51| e

- v -
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MTE*E 7] ﬁ?l] MT mold frame tools sernies

47)FT]
i)
2 My
L
Unit:mm
n & m &
5 25 75 5/8
6 20 50 6
6 30 75 6
6 35 100 6
8 25 60 8
8 35 75 8
8 40 100 8
10 35 75 10
10 41 100 10
10 50 100 10
12 35 75 12
12 51 100 12
12 55 100 12
16 75 150 16

» RAETRIBIERNAES THRT, THTENIRIERE, SR, SEfsimnL
+ BEXEMTFRGRINERLEE, FRERESE T

Adopting a variable helix angle and unequal blade design, providing perfect vibration resistance, mainly for processing mold base and frame materials
Super large chip capacity space for excellent chip removal performance while also possessing high-speed machining performance

HRC20-35

Applied to efficient machining conditions of titani-
um alloys, high-temperature alloys, stainless
steel, difficult to machine materials and other com-
ponents in the aerospace field, helping customers
improve machining efficiency and dimensional ac-
curacy.

M4 Application field

MEFhEhREEReE. SR8
BE. AHBWN. EINIHAEEEE
HREMNIT TR, BBEFRES
INTRERRIHEE.

Series

AN AL EREREL (X ] ‘R R i A E R EEEEEXSXEEXEEE
plsoeeesoe o I E Y rryrxrxrx
St G (X OODOO B
tesaseae ®®d X
e ®esa @8

Difficult to process
material series
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NTi‘E}]ﬂ I*‘j ﬂﬁ;ﬂ NT Difficult to process material series NTR‘EHD I*d' ﬂ-% ;'] NT Difficult to process material series

4T]E| 7] 4-flute Corner Radius end mill

AT)EET] 4filute end mill

Unit:-mm Unit:mm

0.5 8

1 3 50 4 3 50 4

15 4 50 4 3 05 : 8 50 6

2 6 50 4 4 0.5 10 50 4

25 6 50 4 4 0.5 ' 10 50 6

3 8 50 4 5 0.5 13 50 6

3 8 50 6 '3 1.0 [ 13 50 6

4 10 50 4 6 0.5 16 50 6

4 10 50 6 6 1.0 ' 16 50 6

5 13 50 6 8 0.5 20 60 8

6 15 50 6 8 1.0 : 20 60 8

8 20 50 8 10 0.5 25 75 10

10 25 75 10 10 1.0 ' 25 75 10

12 30 75 12 10 2.0 25 75 10

14 35 100 14 10 3.0 ' 25 75 10

16 40 100 16 12 1.0 30 75 12

18 40 100 18 12 2.0 30 75 12

20 45 100 20 12 3.0 30 75 12

16 1.0 40 100 16

16 2.0 ' 40 100 16

» RATTEEENASS TR, FREEAREE, TBRasanT 16 3.0 _ 40 100 16

*» BABREFAREBERAOHRILLE, FRBERSENTRENENT 16 s , 40 10 15

Adopts varnable helix angle and unequal cutting edge design to bring perfect anti-vibration performance, mainly for stainless steel processing; ;g ?g | :(5} ::x ;g
super large chip space to obtain excellent chip removal performance, and at the sametime high-speed processing and strong roughness Processing performance. |

20 2.0 45 100 20

20 3.0 45 100 20

20 4.0 ' 45 100 20

20 5.0 45 100 20

+ A EBESNAES TR, FRTERRIERE, TEHIRa®imL
« BAEETEIREMRHELAE, FRFEFRESEIn TR T HEE

Adopts vanable helix angle and unequal cutting edge design fo bring perfect anti-vibration performance, mainly for stainless steel processing;
super large chip space to obtain excellent chip removal performance, and at the sametime high-speed processing and strong roughness Processing performance.
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Tooth cutting tool series
Features

Suitable for processing small aperture threads
and jobs with high hardness.Threads have
good rigidity, high strength, and are not easy to
break

Especially suitable for processing carbon
steal, 45 steel. 20Cr, $136, 40Cr, 42Cr, mold
steel, quenched steel, etc

5 7 % 5

-y -
46 | 2

FIFEIMEFR

BENTNRBESFEELR
BIIE, NkF, BES, A55
o]

BASESMIHKN. 455N,
20Cr, S136. 40Cr. 42Cr. #&
W, EXRE

PITE ST

Good rigidity

BER

High strength

A 2 i

Be not easy to break

v@-’_ﬁ'_:; .I'P:_E(rﬁ" ' K E E B B B |
Tooth cutting tool
series

iﬁ Rﬂa J] jm Iﬂﬁ Single threaded iron tool processing process

@ @ 3
E A L RARLRE il
f EE— e

@ 5 6
2R — N SFHEP 180 * BHEIHIEE DB R E
RisEEE LT
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Eﬁ%ﬂiﬁ” Single Tooth Tungsten Steel Thread Milling Cutter

ol

© &fE Best

"ol

—
di |

i

© mfEBest O iESGood

o ﬂ"‘i

o | 0

O

(&)

B BN TITHART AR LS, BOMBESE | thal T s &,

BHIFIMTEN/N . ERMR. ERAE

EEIEEEES RAMBLRRERNTIR

M0.870.2

ISO §0.2 0.550150450 D

ISO 50.225 0.6250180450 D  M0.9°0.225
ISO 50.025 0.720250450 D  M1.0°0.25
ISO 50.025 0.90320450 D  M1.2°0.25
ISO 50.3 1.050350450 D M1.4°0.3
ISO S0.35 1.2040450 D M1.670.35
ISO 50.4 1.55060450 D M2.0%0.4
ISO 50.45 1.960650450 0  M2.5°0.45
ISO 80.5 2.35080450 D M3.0"0.5
ISO S0.7 3.15100450 D M4.070.7
ISO §0.8 3.9120450 D M5.0%0.8
ISO 51.0 4.8150650 D M6.0°1.0
ISO §1.25 6.0200660 D M8.0"1.25
ISO 51.5 7.7250860 D M10°1.5
IS0 §1.75 9.6301075 D M12°1.75
ISO S2.0 10361075 D M14°2.0
ISO 82.5 12381275 D M18*2.5
ISO 83.0 144814100 D M24°3.0
ISO §3.5 165016100 D M30°3.5

0.55

0.625

0.72
0.9
1.05
1.2
1.55
1.96
235
3.15
3.9
4.8
6.0
7.7
9.6
10
12
14
16

0.32
0.35
0.43
0.63
0.7
0.8
0.9
1.3
1.6
241
28
3.4
4.2
5.6
7.3
7.3
8.8
10.2
11.5

1.5
1.8
25
3.2
3.5
4.0
6.0
6.5
8.0

2588888 ans

4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
6.0
6.0
8.0
10
10
12
14
16

233331 88288232388828823

e R e . e S S I = S~ S T o T o S o ]

ISO S0.35 1.2040450 X
ISO 50.4 1.55060450 X

ISO 50.45 1.960650450 X

ISO 50.5 2.35080450 X
ISO S0.7 3.15100450 X
ISO S0.8 3.9120450 X
ISO $1.0 4.8150850 X
13S0 51.25 6.0200660 X
ISO 81.5 7.7250860 X
I1ISO 51.75 9.6301075 X
ISO S2.0 10361075 X
ISO S2.5 12381275 X
ISO §3.0 144814100 X
ISO 53.5 165016100 X

M1.670.35

M2.0%0.4
M2.5%0.45
M3.0*0.5
M4.0%0.7
M5.0%0.8
M6.0%1.0
M8.0*1.25
M1071.5
M12*1.75
Mi4=2.0
M18°2.5
M2473.0
M30°3.5

1.2
1.55
1.96
2.35
3.15

0.8
0.9
13
16
2.1
28
3.4
4.2
56
7.3
7.3
8.8
102
11.5

4.0
6.0
6.5
8.0

E588888amo

4.0
4.0
4.0
4.0
4.0
4.0
6.0
6.0
8.0
10
10
12
14
16

M | i
o O O =] ] o]
B SEMTIFARUTHASZ . RUEESE, el TEERLN.
BMSFINTEAD, EREE. ERAE
FASEGE, HESTHRE, BETNENRLBANSERE EDE, NI EFmEH
Unit:rmm

23dddzegggaggse
= T = - S - R - S . S . M - SR - S . T - SR - R - )
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ﬂﬁﬂﬂﬁ?gﬂﬁﬂ Single Tooth Tungsten Steel Thread Milling Cutter-Titanium Alloy/High Temperature Alloy E]‘_ﬁiﬁ m ,:}"E !@.ﬂii)] Single Tooth Range Tungsten Steel Thread Milling Cutter - For Steel

o 8] O (] 8] ] 8] O [
B SENTITEHRYTHAL . REiES, #RGE B SEN TR THAS, |UEESE . thalilT
B THch/N, B0 TESReY s, Eslegar, MFNTRAN, ERE, ERAE
Unit-mm Unit:-mm

1SO 0.3 1.0503504100 D M1.4°0.3 1.05 0.7 3.5 4.0 100

3 ISO 50.25-0.35 1.050350450 D~ 0.25-0.35 1.05 06 35 4.0 50
ISO §0.351.20404100D  M1.6°0.35 12 0.8 4.0 4.0 100 3 ISO 50.25-0.351.20040450 D 0.25-0.35 12 075 4.0 4.0 50
ISO S0.4 1550604100 D  M2.0°0.4 1.55 0.9 6.0 4.0 100 3 1SO 80.3-0.5 1.55060450 D 0.3-0.5 155 09 6.0 4.0 50
ISO $0.45 1.9606504100 D M2.5°0.45 1.96 13 6.5 4.0 100 4 ISO $0.3-0.7 1.960650450 D 0.3-0.7 1.96 1.1 65 4.0 50
ISO S0.52.350804100D  M3.0°0.5 2.35 16 8.0 4.0 100 4 ISO $0.3-0.8 2.35080450 D 0.3-0.8 2.35 1.4 8.0 4.0 50
IS0 80.73.151004100D  M4.0°0.7 315 21 10 40 100 4 ISO $0.3-0.8 3.15100450 D 03-08 815 20 10 4.0 50
ISO $0.8 3.91204100 D M5.0"0.8 3.9 2.8 12 4.0 100 4 1SO 80.3-1.0 3.9120450 D 0.3-1.0 39 25 12 4.0 50
ISOS1.04.815061000  M6.0'1.0 48 3.4 15 60 100 4 ISO 80.5-1.5 4.8150650 D 05-15 48 .29 15 6.0 50
ISO 81.25 6.02006100D  M8.0"1.25 6.0 4.2 20 6.0 100 4 ISO S0.5-1.75 6.0200450 D 0.5-1.75 6.0 40 20 6.0 50
IS0 8157.72508100D  M10"15 7.7 56 25 80 100 4 ISO 80.5-2.5 7.7250860 D 05-25 7T - 48 25 8.0 60
ISO 81.759.63010100D  M12*1.75 9.6 7.3 30 10 100 4 180 $1.0-3.0 9.6301075 D 1.0-3.0 9.6 6.0 30 10 75
ISO 52.0 103610100 D M14°2.0 10 7.3 36 10 100 4 ISO §1.0-3.5 10361075 D 1.0-35 10 6.0 36 10 75
ISO $2.5 123812100 D M18°2.5 12 8.8 38 12 100 4 ISO §1.0-4.0 12381275 D 1.0-4.0 12 7.3 38 12 75
IS0 $3.0 1448141000 M24'30 14 102 48 4 100 6 ISO §1.5-4.0 144814100 D 15-40 14 90 48 14 100
ISO 83.5 165016100 D M30°3.5 16 15 50 16 100 6 ISO 82.0-5.0 165016100 D 2.0-5.0 16 10 50 16 100
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iﬁ %ﬁ m % Eﬁ ﬁ J] —ﬂ § jm '& Single Toath Range Tungsten Steel Thread Milling Cutter-1.1 Extended

@ miE Best O EaGood

H M S
HEE &4 | EERA % A3 Hardened Steel i m iﬁ_‘_ﬁ A& g TR | BREE | HAE
G | e | "REER T jaMRC [ -5SHAC | -60HAC | -esHAc | cemnm | e | M | QMR | B | Mk
s} 8] =] O (s} o
B SIEN T4 S THRS, BEOERSSE | thalhl TEHIEL
PMFMTIEAN, EREEERSE
EEHSBIE SR AMB LA R TR
Uritzmm

di

150 50.5-0.8 3.90160450 D

1SO S0.5-1.0 4.850200660 D

180 S0.5-1.25 5.9250660 D

150 S0.5-1.0 9.8351075 D

180 $1.0-1.5 7.9320875 D

150 51.0-1.75 9.9381075 D

150 51.0-2.0 11.9401275 D

150 52.0-3.0 144814100 D

150 52.0-3.5 165016100 D

MEX1.0

Max1.25

M10X1.5

M12X1.75

M16X2.0

M18X2.5
M20X2.5
M22X2.5
M24X3.0
M27X3.0
M20X2.5
M22X2.5
M24X3.0
M27X3.0
M30X3.5
M33X3.5

M5X0.5
M5X0.75

MEX0.5
MEX0.75

M7X0.5
M7X0.75
M7.5X1.0

M10X0.5
M11X0.75
M11X1.0

M10X1.0
M10X1.25

M12X1.0
M12X1.25
M12X1.5

M13.5X1.0
M14X1.25
M14X1.5

Mo.10-56UNS,No.10-48UNS,

0.5-0.8
MNo.40UNS,

No.12-56UNS, No.12-48UNS,
1/4-40UNS,1/4-36UNS,
1/4-32UNEF, 1/4-28UNF,
1/4-27UNS,1/4-24UNS

5/16—48UNS,5/16-40UNS,
5/16-36UNS,5/16-36UNEF,
5/16-28UN,5/16-27UNS,
5/16-24UNS,5/16-20UNS

0.5-1.0

0.5-1.25

T/16-32UNS,7/16-28UNEF,

0.5-1.0
T/16-2TUNS,7/16-24UNS

3/8-24UNF,3/8-20NS,

1.0-1.50
T/16-18UNS,7/16-16UNS

1/2-24UNS,1/2-20UNS,
1/2-18UNS, 1/2-16UNS,
1/2-14UNS

1.0-1.75

9/16-24UNEF,9/16-18UNF,
5/8-18BUNF,3/4-16UNF,
T/8-14UNF

1.0-2.0

9/16-12UNC, 5/8-11UNC
3/4-10UNC, 7/8-9UNC

2.0-3.0

9/16-12UNC, 5/8-11UNC

2.0-3.5
3/4-10UNC, 1-8UNC

32-56

24-56

24-56

13-24

14-24

14-24

9-12

8-12

3.9

5.9

9.8

7.9

8.9

14

16

2.8 16 4.0 50 4

3.5 20 6.0 60 5

4.2 25 6.0 60 5

5.8 32 8.0 75 6

7.6 38 10 75 5]

9.6 40 12 75 6

102 48 14 100 6

BB T — A&/ REE sige ot Renge ChampagneThread Miling Cotter Tianium AloylHigh Temperatre Aloy

it

=
© BffBest (O IEAGood
H M =
BEW | AR | BEA #4 Hardened Steel Wi | FEEW | BA: | WAR | SR | Dnn | BEAR | %42
e | momee | TSN eupc [-ssMRC | -eoHRC |-ssWAc | S | TEE | MG | SRR TR | aae
O ] O O O =] [
B SEN TR RN T HAS . BOMEESE | tholin TG\,
BNSFMIEADN. EREERERSE
EHEEESE. HSETHRERETNRNAEBASEESDE, MixNFHEAH
Unit:mm
- MAEF  @F  UN,UNS,UNF.UNEF d1 d2 11 D L F
M5X0.5  No.10-56UNS,No.10-48UNS,
ISO S0.5-0.8 3.90160450 X M5X0.8 > UNS.No S 0508 32-56 38 28 16 40 50 4
MSX0.75  No.40UNS,
No.12-56UNS, No.12-48UNS,
MBX0.5  1/4-40UNS,1/4-36UN
ISO 50.5-1.0 4.850200860 X M6X1.0 s = 05-1.0 24-56 485 35 20 60 60 5
MBX0.75  1/4-32UNEF, 1/4-28UNF,
1/4-27UNS, 1/4-24UNS
16-48UNS,5/16-40UNS,
b :13-3331'4:::16-363:;
I 12559250660 X  MBX1.25 M7X0.7 ' 05-125 2048 58 42 25 60 60
BHRERR . ey 150 5/16-28UN,5/16-27UNS, . . »
T B/1B-24UNS,5/16-20UNS
M10X0.5
7/16-32UNS, 7/16-28UNEF,
ISO 50.5-1.0 9.8351075 X M11X0.75 05-10 24-56 98 85 35 10 75 6
7/16-27UNS,7/16-24UNS
M11X1.0
M10X1.0  3/8-24UNF,3/8-20NS,
ISO $1.0-1.57.9320875 X M10X1.5 1.0-150 13-24 78 58 o 75
SOS1.0-15 M10X1.25 7/16-18UNS,7/16-16UNS il e 8
M12X1.0  1/2-24UNS,1/2-20UNS,
IS0 51.0-1.759.9381076 X M12X1.75 M12X1.25 1/2-18UNS,1/2-16UNS, 10-175 14-24 99 76 38 10 75 6
M12X1.5  1/2-14UNS
M13.5X1.0 9/16-24UNEF,9/16-18UNF,
ISO $1.0-2.0 119401275 X M16X2.0 M14X125 5/8-18UNF,3/4-16UNF, 10-20 14-24 119 96 40 12 75 6
M14X1.5  7/8-14UNF
M18X2.5
M20X2.5
SO S2.0-3.0 144814100 X | M22X2.5 9ME-12UNG, BB-1IUNC  |.55.36 (992 | 14 |02 | 48 | 14 | 100 | &
3/4-10UNC, 7/8-9UNG
M24X3.0
M27X3.0
M20X2.5
M22X2.5
M24X3.0 9/16-12UNC, 5/8-11UNC
ISO 52.0-3.5 165016100 X 20-35 812 16 115 50 16 100 6
M27X3.0 3/4-10UNG, 1-BUNG
M30X3.5
M33X3.5
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E]‘ngLC'{:ﬁiiEFH :}'.EEH%EII Single Tooth Dic Seven ColorAluminum Tungsten Steel E'l'fj‘55° Eﬁ“;ﬁ@ﬂﬂﬁtn Single Tooth 55% Inch Range Thread Milling Cutter

@ miEBest O ESGood

M s
R | ERSH | ERAE | RER L | wEw
& 8] ] 8] O o =] (@]
B SEMTITEA RN AMERS , RUUIES , BRAE, BAFMIHAN, AINTERMESEH., B SENTH ST HFE, SLBESE | oI SFEEs.,
tEDLICHEREERIENEREREY, W EESE BE SEEIE, /@i, mplHEEEL, MERN. RAFN TR, ERERERAE
BEENIREGa:. Fe, 828, TRN%,
Unit:mm Unit:mm

ISO §0.25 0.70300450 DCL P0.25 0.72 0.43 25 4.0 50

2
ISO $0.25 0.70300450 DCL P0.25 0.9 063 32 4.0 50 2 W S32 3.10800450 D W5/32 P0.793 3.1 55° 1.9 8 4.0 50 4
ISO $0.3 1.70300450 DCL P0.3 1.05 06 35 4.0 - 3
ISO $0.35 1.70300450 DCL P0.35 1.2 0.75 4.0 4.0 50 3 W $24 3.5100450 D W3/16-24 P1.058 35 55° 2.0 10 40 50 4
ISO $0.4-0.5 1.70300450 DCL  P0.4-P0.5 1.55 0.9 6.0 4.0 .50 3
ISO $0.45-0.6 1.70300450 DCL  P0.45-P0.6 196 1.1 65 40 50 4 W S20 4.0120450 D W1/4-20 p1.07 40 55 22 12 40 50 4
ISO 80.5-0.7 2.70300450 DCL  P0.5-P0.7 2.35 1.4 8.0 4.0 50 4 _
ISO $0.5-1.0 3.70300450 DCL  P0.5-P1.0  3.15 2.0 10 4.0 50 4 ‘W5/16-18 G1/16-28 )
Ty ey B - = - . W 528-186.0140650 D  1/8_28 P0.907-P1.411 6.0 55 45 14 | 6.0 | 50 4
ISO 80.5-154.70300450 DCL  P0O5-P15 438 29 15 6.0 50 4 W3/8-16 W7/16-14
ISO 50.5-1.56.70300450 DCL.  P0.5-P15 60 40 20 6.0 50 4 WS19-14 8.02208600  Gy/4-19 Gas-19 F1-336-P1814 80 55 58 22 80 60 4
ISO §0.8-2.0 7.70300450 DCL ~ P0.8-P2.0 7.7 4.8 25 8.0 60 4 W7/16-14 G1/2-14 | |
ISO §1.0-2.59.70300450 DCL  P1.0-P2.5 9.6 6.0 30 10 75 4 W S19-14 10301075 D g;;gjg G3/4-14 p1.336-P1.814 10 55° 7.3 30 10 75 4
ISO §1.0-3.0 10.70300450 DCL  P1.0-P3.0 10 6.0 36 10 75 4 T Ve | - - - -
ISQ $1,25-3:5 12.70000450 DCL) £1.25-3.5 12 74 a8 12 75 4 WS14-10 123812750  G1/2-14 G8/4-14 p1336-P254 12  55° 82 38 12 75 4
ISO §1.5-3.5 144814100 DLC  P15-35 14 90 48 14 100 4 G1-11

50 16 100 4

ISO §2.0-4.0 165016100 DLC P2.0-4.0 16 10




300 ﬁﬁ&ﬁﬁﬁn 30° Trapezoidal Thread Milling Cutter 290 %ﬁﬂﬂﬂﬁﬂ 29° Acme Female Thread Milling Cutter

© BftBest OiEAGood © BEBest OiEAGood
o 5) 5] 0 O [= 0 5] [} O 5] 5] ' ' ' o)
B BN ESaERESEREL, £ RTHES ME LT Es MR MNLTE s B BRSNSt EEAaEI, £/ THRS B3 24T sl T2 B 414550
Unitmm Unitmm

ACME 516 4.7150650 D 1/4-186 4.7 2.6 15 6.0 50

3
B

TR S1.0 5.5200650 D TR7X1.0 5.5 H 20 6.0

TR 51.5 6.0200650 D ;Egﬂ :g 6.0 4.0 8.0 ACME S14 6.0200650 D 5M16-14 6.0 3.6 20 6.0 50

TR9X2 | ' ' ACME 512 7.2250860 D 3/8-12 7/16-12 7.2 4.5 25 8.0 60
TR S2.0 6.4200660 D TR10X2 6.4 a7 20 8.0 60 4 | | |

TR11X2 ACME S10 10351075 D 1/2-10 10 6.6 35 10 75

TR12X2 |
TR14X2 ACME 58 12351275 D 5/8-8 12 7.5 35 12 75

TR S2.0 9.4351075 D TR16X2 9.4 6.5 35 10 75 4 '
?F‘é%ﬁ ACME S6 12351275 D 3/4-6 7/8-6 12 6.5 35 12 75

TR11X3
TR $3.0 7.4250860 D TR12X3 7.4 3.8 25 8.0 60 4

TR14X3

TR14X3
TR22X3

TR $3.0 10351075 D Ll 10 6.0 35 10 75 4
TR28X3
TR30X3

TR16X4
TR S4.0 11381275 D TR18X4 11 6.0 38 12 75 4
TR20X4

TR22X5
TR24X5

TR $5.0 145014100 D TR26X5 14 7.8 50 14 100 4
TR28X5

TR30X6
TR32X6
TR34X6
TR S6.0 165016100 D TR36X6 16 9.0 50 16 100 4
TR38X6
TR40X6
TR42X6

3
S
I

BB B B B B
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800 PG%EEH%&TJ PG German standard Thread Milling Cutter

B SENTITHEXAMBRS , ROIRE , #HEHE
BRI, B TERRNELE,

Unitmm

PG7 PG9 PGi1

PG S 8.0150860 D 8 6 15 8.0 60 4
PG135 PG16
PG S 10201075 D PGS PG 10 20 10 4
75 PGI35 PGi6 ¥ o
PG21 PG29
PG S 12201275 D PG36  PG42 12 7 20 12 75 4
PGAS

Eﬂ:lﬁﬂﬁ II j]ﬂIiT_rE Three threaded iron tool processing process

@ @
AL LR RABSRE

IR —~F 3BP 180 * IR FI PRI E
RieES@ EMNT

Shezl#]]
ELE—1FIE

JJRIBEFEA A E
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EHF?IL}ﬁu !!,gﬁii)] —ﬁ{‘:“.‘"{:’.‘: Three Tooth Metric Thread Milling Cutter-2D

=HEF A HIMBLEE TI-=4Z1E Three Tooth Metric Thread Milling Cutter-3D

L
11
’_Fr
I =N I
© #®mfEBest O E&Good
H M
HEN AEW | HER N $R Hardened Steel HEk AW BEE HEE BR: TEh | BRAE | #%ER

e | moysteel | PGS 8HRC | 55HRC | ~60HRC | ~65HRC | Castron | e | M | G | G | Aenic

© O © © O O O O ©

B AENTNLRESNBENRSNTE, SMFRET RES ASE N KEGRETEMKEREHE
ERENNENSIENS . BEEINTIHMK . 465 . 20Cr. S136. 40Cr. 42Cr. REMN . FEXNE
Unit:mm
o LE %z B=EE B4 7 e 7
P s P d1 d2 1 Jlﬁnfé L Fﬁ

ISO T0.25 0.70200450 D M1.0 0.25 0.73 0.43 2.0 4.0 50 3
ISO T0.25 0.90240450 D M1.2 0.25 0.92 0.62 2.4 4.0 50 3
1ISO T0.3 1.050280450 D M1.4 0.3 1.05 0.65 2.8 4.0 50 3
1ISO T0.35 1.20320450 D M1.6 0.35 2 0.75 3.2 4.0 50 3
ISO T0.35 1.40360450 D M1.8 0.35 1.4 0.98 3.6 4.0 50 3
1ISO T0.4 1.550400450 D M2.0 0.4 1.55 1.05 4.0 4.0 50 3
ISO T0.45 1.70500450 D M2.2 0.45 1.7 1.1 5.0 4.0 50 3
1SO T0.45 2.00500450 D M2.5 0.45 2.0 1.45 5.0 4.0 50 3
ISO T0.5 2.40600450 D M3.0 0.5 24 1.8 6.0 4.0 50 3
ISO T0.6 2.750800450 D M3.5 0.6 2.75 2.0 8.0 4.0 50 3
1ISO T0.7 3.150800450 D M4.0 0.7 3.15 2.3 8.0 4.0 50 3
1ISO T0.75 3.50900450 D M4.5 0.75 3.5 2.55 9.0 4.0 50 3
ISO T0.8 4.0100450 D M5.0 0.8 4.0 3.0 10 4.0 50 3
1ISO T1.0 4.8120650 D M6.0 1.0 4.8 3.6 12 6.0 50 3
ISO T1.06.0160650 D M8.0 1.0 6.0 4.8 16 6.0 50 4
1ISO T1.25 6.0160650 D M8.0 125 6.0 4.5 16 6.0 50 4
1ISO T1.0 8.0200860 D M10 1.0 8.0 6.8 20 8.0 60 4
ISO T1.5 8.0200860 D M10 15 8.0 6.2 20 8.0 60 4
1ISO T1.0 10241075 D M12 1.0 10 8.7 24 10 75 4
ISO T1.5 10241075 D M12 i[85 10 8.1 24 10 75 4
ISO T1.75 10241075 D M12 1.75 10 7.8 24 10 75 4
ISO T1.5 12281275 D M14 (25 12 10.1 28 12 75 4
1ISO T2.0 10281075 D M14 2.0 10 75 28 10 75 4
ISO T2.0 12321275 D M16 2.0 12 9.5 32 12 75 4
1ISO T1.5 143214100 D M16 1.5 14 12.1 32 14 100 4
ISO T2.0 13.53214100 D M16 2.0 13.5 11 32 14 100 4
1ISO T1.5 164016100 D M20 1.5 16 141 40 16 100 4
1ISO T2.5 164016100 D M20 2.5 16 12.6 40 16 100 6
ISO T3.0 164816100 D M24 3.0 16 12 48 16 100 6

L
1
o ) E
= T
© ®|fEBest O&&Good
H M S
HRW &M TRAESN % N $R Hardened Steel $Hik AEEMR BEE AEE 2l Txh | BREE | #éed
o | mioysieel | PEEEE [ JgHRC | -55HRC | ~60HRC | ~65HRC | Cestron | e | Mime™ | G | G | Aenic
© © © © @) © © @) ©
B SEMT/NAFRBSAIEENRSNITH. =NFNkE . MENS. BERTEMRE, EBAITISIN
EERE SR, R . S sMESxEP a6 ReNETREERsNEBMRSIIESINIA
FNEBRNGE
Unit:mm
o HE R DILES BM=HRZ B £ B T
Al il P dt d2 ‘ I ;[%D{é éLJpé |fﬂ
ISO T0.25 0.730300450 D M1.0 0.25 0.73 0.43 3.0 4.0 50 3
1ISO T0.25 0.920360450 D M1.2 0.25 0.92 0.62 3.6 4.0 50 3
1ISO T0.3 1.0504520450 D M1.4 0.3 1.05 0.65 4.2 4.0 50 3
ISO T0.35 1.20480450 D M1.6 0.35 1.2 0.78 4.8 4.0 50 8
ISO T0.4 1.550600450 D M2.0 0.4 1.55 1.05 6.0 4.0 50 3
1SO T0.45 2.00750450 D M2.5 0.45 2.0 1.45 7.5 4.0 50 3
ISO T0.5 2.40900450 D M3.0 0.5 2.4 1.8 9.0 4.0 50 3
ISO T0.7 3.15120450 D M4.0 0.7 &5 2.3 12 4.0 50 3
ISO T0.8 4.0150450 D M5.0 0.8 4.0 3.0 15 4.0 50 3
1ISO T1.0 4.8180650 D M6.0 1.0 4.8 3.6 18 6.0 50 3
1ISO T1.25 6.0240650 D M8.0 1.25 6.0 45 24 6.0 50 4
ISO T1.5 8.0300860 D M10 1.5 8.0 6.2 30 8.0 60 4
ISO T1.75 10361075 D M12 1.75 10 7.8 36 10 75 4
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= HFH: ﬁﬁuﬁ ﬂﬁ 7] = {'E?:zl: Four Tooth Metric Thread Milling Cutter-3D - HF;]: 4}_} ﬁlj g ﬁij‘; J] - i‘t -g- ﬁ / _I%_ ;“En -% me;H;eﬁﬁ; Er:::-ame:?bﬂmﬂ:anm

o

O E&Good @ mfE Best O iESGood
_ i
i #he | =R HEE il Bl
] =] o e O e @] u] O @] @ @
B SENTOESMHEEREENTH .. SNFRIERF ., WEES. BaRTEMRE, EBATSIN B SEN TSR BN T . AT . eSS . BaRTEmRERR
EERESE. . . SN ESnRHPSEEANETERERANEBUREIESMI R BEESE. NESSTHRR, BETNEMRKBANSEELOE, MxillFmsizr
FERSERAY.
Unit:mm Unitmm

1SO T0.25 0.730200450 X M1.0 0.25 0.73 0.43

ISO T0.4 1.550800450 D M2.0 0.4 1.55 1.05 8.0 4.0

50 3 2.0 4.0 50 3

1S0 T0.45 2.00100450 D M25 0.45 2.0 1.45 10 4.0 50 3 1SO T0.25 0.920240450 X M1.2 0.25 0.92 0.62 2.4 4.0 50 3
1SO T0.5 2.4120450 D M3.0 0.5 24 1.8 12 4.0 50 3 1S0O T0.3 1.050280450 X M1.4 0.3 1.05 0.65 28 4.0 50 3
1SO T0.7 3.15160450 D M4.0 0.7 3.15 23 18 4.0 50 3 1SO T0.35 1.20320450 X M1.6 0.35 1.2 0.78 a2 4.0 50 3
1SO T0.8 4.0200450 D M5.0 0.8 4.0 3.0 20 4.0 50 3 I1SO T0.35 1.40360450 X M1.8 . 035 1.4 0.98 36 4.0 50 3
ISO T0.4 1.550400450 X M2.0 0.4 1.55 1.05 4.0 4.0 50 3

ISO T0.45 1.70500450 X Mz2.2 0.45 1.7 11 5.0 4.0 50 3

ISOT0.45 2.00500450 X M2.5 0.45 2.0 1.45 5.0 4.0 50 3

I1SO T0.5 2.40600450 X M3.0 0.5 2.4 1.8 6.0 4.0 50 3

1SO T0.6 2.750800450 X M3.5 0.6 2.75 2.0 8.0 4.0 50 3

1SO T0.7 3.150800450 X M4.0 0.7 3.15 2.3 8.0 4.0 50 3

ISO T0.75 3.50900450 X M4.5 0.75 35 255 9.0 4.0 50 3

I1SO T0.8 4.0100450 X M5.0 0.8 4.0 3.0 10 4.0 50 3

ISO T1.0 408120650 X M6.0 1.0 4.8 36 12 6.0 50 3

ISO T1.0 6.0160650 X MBO 10 6.0 4.8 16 6.0 50 4

1SO T1.25 6.0160650 X M8.0 1.25 6.0 45 16 6.0 50 4

ISO T1.0 B.0200860 X M10 1.0 8.0 6.8 20 8.0 80 4

1SO T1.5 8.0200860 X M10 1.5 8.0 6.2 20 8.0 60 4

1SO T1.0 10241075 X Mi2 1.0 10 8.7 24 10 75 4

1SO T1.5 10241075 X Miz2 15 10 8.1 24 10 75 4

1SO T1.75 10241075 X Mi2 1.75 10 7.8 24 10 75 4

ISO T1.5 12281275 X Mi4 15 12 10.1 28 i2 75 4

ISO T2.0 10281075 X Mi4 | 2.0 10 7.5 28 10 75 4

ISO T2.0 12321275 X M16 2.0 12 9.5 32 12 75 4

ISO T1.5 143214100 X M16 1.5 14 12.1 32 14 100 4

1SO T2.0 13.53214100 X M16 20 13.5 11 32 14 100 4

1SO T1.5 164016100 X M20 1.5 16 14.1 40 16 100 4

1SO T2.5 164016100 X M20 25 16 126 40 16 100 6

1SO T3.0 164816100 X M24 3.0 16 12 48 16 100 5]




SHEF AR T-HEE/BREE-S{BIE [ octMenc Micad Wi Tianium ZHEF AFIBAEE TN -AMZANKE B thiee Teeth Metric Thread Mills-Aerospace Special

© mfE Best O iESGood

s O @ @
B AEMTILESSMEZLSSN T, SNFAEST . RENES, SURTBMRERE W EIEN TN A SSTER AR T . SR | NS , @R T ERERE
BEESE. NESTARE, BETNEMRMBHSEESOE, MmstFmzA BEESE. NESSTHRR, BETNEMRKBANSEELOE, MxillFmsizr
Unit:mm Unitmm

SO T0.25 0.730300450 X M1.0 0.25 0.73 3.0 4.0 50 3 MJ T0.4 1.550600450 X MJ2.0 0.4 155 1.05 6.0 4.0 50 3
SO T0.25 0.920360450 X M1.2 0.25 0.92 36 4.0 50 3 MJ T0.45 2.00750450 X MJ2.5 0.45 20 1.45 7.5 40 50 3
ISO T0.3 1.050420450 X M1.4 0.3 . 105 . 42 40 | 50 3 MJ T0.5 2.40900450 X MJ30 05 24 18 90 40 50 3
ISO T0.35 1.20480450 X M1.6 0.35 1.2 48 4.0 50 3 MJ T0.7 3.15120450 X MJ4.0 0.7 3.15 23 12 4.0 50 3
SO T0.4 1.550600450 X M2.0 04 155 . 80 40 50 3 MJ T0.8 4.0150450 X MO 08 40 30 15 40 50 3
ISO T0.45 2.00750450 X M2.5 0.45 20 7.5 4.0 50 3 MJ T1.0 4.8180650 X MJ6.0 10 48 36 18 6.0 50 3
ISO T0.5 2.40900450 X M3.0 05 24 90 40 50 3 MJ T1.25 6.0240650 X MJB.0 1.25 6.0 45 24 6.0 50 3
SO T0.7 3.15120450 X M4.0 0.7 3.15 12 4.0 50 3
ISO T0.8 4.0150450 X M5.0 0.8 4.0 15 40 50 3
10S T1.0 4.8180650 X M6.0 1.0 48 18 6.0 50 3
ISO T1.25 6.0240650 X M8.0 1.25 6.0 24 6.0 50 4
ISO T1.5 8.0300860 X M10 15 8.0 30 8.0 60 4
ISO T1.75 10361075 X M12 175 10 36 0 75 4




Eﬁfﬁﬁﬁliﬁﬂﬁﬂ—ﬁﬂﬂﬁﬁﬁ Three Tooth Metric Thread Mills-Bronze Coating Eﬁt%ﬁﬁllﬁﬂﬁn—‘t%igﬁ Three Tooth Metric Thread Milling Cutter-Colorful Aluminum

O mrfE Best O E&Good @k Best O iE&Good
| H | | = | H 8
8] O o [ o] @] 8] O (o] = o) O
B SENTESNUHEELEENTH . SNFEEF . BES, TE50 B CEDLCHERARIEMNEREY MRS BREA SN IESE N RE,
EEaNTEES. Bes. 5E2E. TRHE
Unit:mm Unit:mm

1SO T0.25 0.730300450 DLC M1.0 0.25 073 0.43 3.0 4.0

ISO T0.25 0.7 30200450 R M1.0 0.25 0.73 20 3.0 4.0

50 3 50 3
I1SO T0.25 0.920240450 R M1.2 0.25 0.92 2.4 3.6 4.0 50 3 1SO T0.25 0.920360450 DLC M1.2 0.25 0.92 0.62 36 4.0 50 3
1SO T0.3 1.050280450 R M1.4 0.3 1.05 28 4.2 4.0 50 3 ISO T0.3 1.050420450DLC M1.4 0.3 1.05 0.65 4.2 4.0 50 3
1SO T0.35 1.20320450 R M1.6 0.35 1.2 3.2 4.8 4.0 50 3 I1SO T0.35 1.20480450 DLC M1.6 0.35 1.2 0.78 4.8 4.0 50 3
1SO T0.4 1.550400450 R M2.0 0.4 1.55 4.0 6.0 4.0 50 3 1SO T0.4 1.550600450 DLC M20 0.4 1.55 1.05 6.0 4.0 50 3
I1SO T0.45 2.00500450 R M2.5 0.45 20 5.0 7.5 4.0 50 3 1SO T0.45 2.00750450 DLC M2.5 0.45 20 1.45 7.5 4.0 50 3
ISO T0.5 2.40600450 R M3.0 0.5 24 6.0 9.0 4.0 50 3 1SO T0.5 2.40800450 DLC M30 0.5 24 1.8 9.0 4.0 50 3
I1ISO T0.7 3.150800450 R M4.0 0.7 3.15 8.0 12 4.0 50 3 1ISO T0.7 3.15120450 DLC M4.0 0.7 3.15 2.3 12 4.0 50 3
1SO T0.8 4.0100450 R M5.0 0.8 4.0 10 15 4.0 50 3 1SO T0.8 4.0150450 DLC M5.0 0.8 4.0 3.0 . 15 4.0 50 3
1SO T1.0 4.8120650 R M6.0 1.0 4.8 12 18 6.0 50 3 1SO T1.0 4.8180650 DLC M6.0 1.0 4.8 386 18 6.0 50 3
1SO T1.25 6.0160650 R M8.0 1.25 6.0 16 24 6.0 50 4 1SOT1.25 6.0240650 DLC M8.0 1.25 6.0 _ 4.5 16 6.0 50 4
1SO T1.5 8.0200860 R M10 15 8.0 20 30 8.0 60 4 ISO T1.5 8.0300860 DLC M10 15 8.0 6.2 30 8.0 60 4
1ISO T1.75 10241075 R M12 1.75 - 10 24 36 10 75 4 IS0 T1.75 10361075 DLC M12 1.75 10 7.8 36 10 75 4
1ISO T2.0 10281075 R M14 2.0 10 10.1 28 10 75 4 1SO T2.0 10371075 DLC M14 | 2.0 10 7.5 28 10 75 4
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=HEF N FIR L 8k 7] thice Tooth Extended Metric Thread Milling Cutter =HEFEFIMBLIBET]  Thiee Tooth Extended Metric Thread Milling Cutter

60"

o | o

6] %]

B SEMT/NSSUNEELEENTH, SNFREE, BES, 550 B SENTMASBSHEE LB SN T, ATty , BES, TS50
Unitmm UNF4RiZ 51 Unit:mm

ISO T0.35 1.203206100 A M1.6 0.35 1.2 0.78 32 6.0 100 3 UNF T72 1.450390450 A NO.1-72 1.45 1.0 3.9 4.0 50 3
IS0 T0.4 1.5504006100 A M2.0 0.4 1.55 1.05 4.0 6.0 100 3 UNF T56 1.950530450 A NO.3-56 1.95 1.4 5.3 4.0 50 3
ISO T0.45 2.00 5006100 A M2.5 0.45 2.0 1.45 50 60 100 3 UNF T48 2.250600450 A NO.4-48 2.25 18 _ 6.0 40 50 3
ISO T0.5 2.400606100 A M3.0 0.5 2.4 1.8 6.0 6.0 100 3 UNF T40 2.750720450 A NO.6-40 2.75 1.9 . 72 40 50 3
ISO T0.7 3.150806100 A M4.0 07 315 23 80 60 100 3 UNF T36 3.30870450 A  NO.8-36 33 2.4 , 87 40 50 3
ISO T0.8 4.051006100 A M5.0 0.8 4.0 3.0 10 6.0 100 3 UNF T32 3.9100450 A NO.10-32 39 2.9 10 40 50 3
ISO T1.0 4.81206100 A M6.0 10 48 36 12 80 100 3 UNF T285.3120650 A  1/4-28 53 42 12 60 50 3
ISO T1.25 6.01606100 A M8.0 1.25 6.0 45 16 6.0 100 4 UNF T20 9.5241075 A 7/16-20 95 7.9 24 10 75 4
ISO T1.5 8.02008100 A M10 15 80 6.2 20 80 100 4 po—
ISO T1.75 102410100 A Mi2 1.75 10 7.8 24 10 100 4
1SO T2.0 102810100 A Mi4 2.0 10 75 28 10 100 4
UNC T64 1.40400450 A NO.1-64 1.4 09 40 40 50 3
UNC T56 1.650500450 A  NO.2-56 165 1.1 5.0 4.0 50 3
UNC T48 1950500450 A NO.3-48 1.95 13 50 40 50 3
UNC T40 2.150600450 A NO.4-40 2.15 13 6.0 4.0 50 3
UNC T402.450720450 A NO.5-40 2.45 1.6 | 7.2 . 4.0 50 3
UNC T32 2.650750450 A  NO.6-32 2.65 16 75 4.0 50 3
UNC T32 3.20900450 A NO.8-32 32 | 22 90 4.0 | 50 3
UNC T24 37100450 A  NO.10-24 37 24 10 40 50 3
UNC T20 49120650 A  1/4-20 49 | 33 ' 12 | &0 | 50 3
UNC T16 7.8200860 A 5/16-18 6.4 47 18 8.0 60 4
UNC T186.4180860 A  3/8-16 7.8 585 20 80 60 4
UNC T14 9.2241075 A 7/16-14 9.2 70 2 10 ' 75 4
UNC T13 10241075 A 1/2-18 10 7.5 ' 24 ' 10 75 4
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SFRABNMIER

ERFL E75 AL RAFIRSGRE $RiEUET)

EEE—1EFE

FIFE360 ° BEEEE 180 * BHEIE I E JREOEEREEME

IO THREL

L AFIMRLEE T Al Tooth Metric Thread Milling Cutter

o5
© mfEBest O E&Good
M | s
s e | T | mak ek X)) | BRAE | 46
o] L) o ] O @] ©
B SEAMEEMEES , BOMES , ERSE, 2EELUARENTH, NTHES
Unitmm

I1SO F0.5 2.40680450 D M3 05 2.4 6.0

ISO F0.7 3.15080450 D M4 0.7 3.15 8.0
ISO F0.5 4.0100450 D M5 05 4.0 10
ISO F0.75 4.0100450 D M5 0.75 4.0 10
ISO F0.8 4.0100450 D M5 0.8 4.0 10
ISO F0.75 4.8120660 D Mé 0.75 4.8 12
ISO F1.0 4.81206860 D Mé 1.0 4.8 12
ISO F0.5 6.0160660 D M8 05 6.0 16
ISO F0.75 6.0160860 D M8 0.75 6.0 16
ISO F1.0 6.0160660 D M8 1.0 6.0 16
ISO F1.25 6.0160660 D M8 1.25 6.0 16
ISO F1.0 8.0200860 D M10 1.0 8.0 20
ISO F1.25 8.0200860 D M10 1.25 8.0 20
ISOF1.5 8.0200860 D M10 1.5 8.0 20
ISO F0.5 10241075 D Mi2 0.5 10 24
ISO F0.75 10241075 D M12 0.75 10 24
ISO F1.0 10241075 D Mi2 1.0 10 24
ISO F1.25 10241075 D M12 1.25 10 24
ISO F1.5 10241075 D Mi2 15 10 24
ISO F1.75 10241075 D Mi2 1.75 10 24
ISO F1.0 12281275 D M14 1.0 12 28
ISOF1.5 12281275 D M14 15 12 28
ISO F2.0 11.6281275 D M14 20 11.6 28
ISO F1.5 143214100 D M16 1.5 14 32
ISO F2.0 133214100 D M18 20 13 32
ISO F2.5 14.83816100 D M18 25 14.8 38
ISO F1.5 163816100 D M20 15 16 38
ISO F2.5 164216100 D M20 25 16 42
ISO F3.0 164216100 D M24 3.0 16 42

4.0
4.0
4.0
4.0
4.0
6.0
6.0
6.0
6.0
6.0
6.0
8.0
8.0
8.0
10
10
10
10
10
10
12
12
12
14
14
16
16
16
16

dddd8833338338338Z38388

EEEEEEEEE

T e N S T T N S O S O G I (- O W S " S SR R R o WS
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S EFIBL LTI Full Tooth American Thread Milling Cutter BSP(G) 55° il B & 92 418k 7] 8sP(G) 55° Inch Pipe Thread Milling Cutter

I I

TPI TPI
d1 o d1H Ji

© SfEBest OiEAGood

] & o o] & (8] 8] O (8] o] ] &) 8 (4] o] @] o] O (9]
B SEAHERME LS, BEUMEE, FRAE, 2EELRRENTH, IITHES B BSP(G)EERY, NTHERESE, FHEH, HESMRRF. HES
Unit:mm Unit:mm

UNF F32 3.9100450 D 10-32 32 39 10 60 50 4 BSP F28 6.0140660 D 116 28 6.0 14 6.0 60 4
UNEF F32 6.8180860 D 5/16-32 3/8-32 322 68 18 80 60 4 BSP F28 8.0140860 D 1/8 28 8.0 14 8.0 60 4
UNF F28 5.31206600 1/4-28 7/16-28 1/2-28 28 53 12 60 60 4 BSP F19 8.0180860 D 1/4 19 8.0 18 8.0 60 4
UNF F24 6.5180860D 5M16-24 9-16-24 5/8-24 24 65 18 80 60 4 BSP F19 10201075 D 1/4 19 10 20 10 75 4
UNC F20 4.85120860D  1/4-20  7/16-20 1/2-20 3/4-20 7/8-201"-20 20 485 12 60 60 4 BSP F19 122512750 3/8 19 12 25 12 75 4
UNF F20 9.5241075D 7H6-20 1/2-20 3/4-20 7/8-201"-20 20 95 24 10 75 4 BSP F14 12201275 D 1/2 14 12 20 12 75 4
UNCF18 6.4180860 D 5/16-18 9/16-18 5/8-18 18 64 18 80 60 4 BSP F1.0 163016100D 3/4 14 16 30 16 100 4
UNF F18 10241075D 9/16-18 5/8-18 18 10 24 12 75 4 BSP F11 163216100 D 1" 11 16 32 16 100 4
UNC F167.8210860D  38/8-16  3/4-18 | 16 | 78 |21 | 10 | 60 | 4 BSP F11 204520100 D 1 11 | 20 45 20 100 5
UNF F16 122812150 3/4-16 16 12 28 80 75 4
UNC F14 8.8241075 D 716-14 7/8-14 14 88 24 12 75 4
UNC F13 10241075 D 1/2-13 13 10 24 10 75 4
12 1"-1/8-12 12 i2 28 12 75 4
UNCF1212281275 D 9/16-12  1"-1/4-12 1"-1/2-12 12 12 28 12 75 4
1"-3/8-12 12 12 28 |12 | 75 4
UNC F11 12281275 D 5/8-11 11 12 28 12 75 4
UNC F10 163816100D  3/4-10 10 16 38 16 100 4




BSPT(RC) 55° HISEEREI BEIRLEET] BSPT(RC) 55° Inch Pipe Thread Milling Cutter NPT NPTF EFI$EEWRAIBET] npTNPTE American Tapered Thread Milling Cutter
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ﬁlei:’I

o == To

L4 BT

(22

© miEBest OESGood

2
- e | B | =
o | o o | o o
® NPT—REHSS, NPTFFESEN, NIHE: REH, RESHREY, KES
Unitmm NPT-60 ° SEHIEE B 4L ot

BSP F28 6.0140660 D 116 28 5.3 9.9 6.0 60 4 NPT F27 5.4940660 D 1/16 27 5.4 9.4 6.0 60 4
BSP F28 8.0140860 D 1/8 28 7.3 9.9 8.0 60 4 NPT F27 7.4940860D 1/8 27 7.4 9.4 8.0 60 4
BSP F19 8.0180860 D 1/4 19 7.0 14 8.0 60 4 NPT F18 7.11410860 D 1/4 18 71 14.1 8.0 60 4
BSP F19 10201075 D 1/4 19 9.0 15 10 75 4 NPT F18 9.11411075D 1/4 18 9.1 14.1 10 75 4
BSP F19 12251275 D 3/8 19 10 14 12 75 4 NPT F18 11.11411275 D 3/8 18 111 14.1 12 75 4
BSP F14 12201275 D 1/2 14 108 19 12 75 4 NPT F14 10.81811275 D 1/2 14 10.8 18.1 12 75 4
BSP F1.0 163016100 D 34 14 146 21 16 100 4 NPT F14 14.818116100D 3/4 14 148 181 16 100 4
BSP F11 163216100 D i 11 143 27 16 100 4 NPT F11.5 14.62216100 D " 115 146 22 16 100 4
BSP F11 204520100 D 1" 11 17.38 42 ' 20 ! 100 5 NPT F11.5 17.684520100 D 1" 115 | 17.38 42 20 100 5
NPTF-60 ° ZEHllfER ZH] R ar

NPTF F27 5.4940660 D 116 27 _ 5.4 9.4 6.0 80 4
NPTF F27 7.4940860D 1/8 27 7.4 9.4 8.0 60 4
NPTF F18 7.11410860 D 1/4 18 71 141 8.0 60 4
NPTF F18 9.11411075D 1/4 18 ' 9.1 14.1 10 75 4
NPTF F18 11.11411275 D 3/8 18 11.1 14.1 12 75 4
NPTF F14 10.81811275 D 1/2 14 10.8 18.1 12 75 4
NPT F14 14.818116100D 3/4 14 : 14.8 18.1 16 100 4
NPTF F11.5 14.62216100 D 1" 115 14.6 22 16 100 4
NPTF F11.5 17.684520100 D 1" 1.5 17.38 42 20 100 5
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ﬁﬁﬂ'ﬁﬂiﬁ:ﬂﬁ?}?&ﬂ%ﬁﬂ Metric Super Hard Two-Row Thread Milling Cutter

W
s TTr—r— = o
- < £ Hardonsd Sice Ao 3
= ~48HRC | ~S5HRG | ~60r = =3
@]

B 5 —HERE BRI T 8 TR iR T e . T RERST EWMFEEREMIEED
AR TS NNEI N E o &880 T48HRCEA LK M R NS ST

Unitmm

ISO HO.35 1.203206100 H M6 035 T 0.78 32 6.0 50 3
ISO HO.4 1.5504006100 H M2.0 0.4 1.55 1.05 40 6.0 50 4
ISO H0.452.00 5006100 H  M2.5 0.45 20 1.45 5.0 6.0 50 4
ISO HO.5 2.400606100 H M3.0 0.5 2.4 1.8 6.0 6.0 50 4
ISO H0.7 3.150806100 H MiO 07 315 23 80 60 50 4
ISO HO.8 4.051006100 H M5.0 0.8 4.05 3.05 10 60 50 4
ISO H1.0 4.81206100 H M6.0 1.0 48 36 12 60 50 5
ISO H1.25 6.01606100 H M8.0 1.25 6.5 5.0 16 8.0 60 6
ISO H1.5 8.02008100 H MIO 15 82 | 64 20 10 75 6
ISO H1.75 102410100 H M12 1.75 9.6 7.5 24 10 75 6
2l BB EE _HE IR arEE ) TIFE[RE:

BT (252 )
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S SEEAREERERRE
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TREEEEEVE
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ﬁ. :H- } Lig Fﬂ g Ij] ﬁﬁﬁ%ﬁﬂ Tungsten Steel Free Bottom Hole Multi-Function Thread Milling Cutter ﬁﬁ.ﬂffﬁ ?Liﬁ Fﬁ ?’ D] EE ﬂﬂf‘i JJ %E}S&e&;Iﬁttrf’gl‘«':ijrtetfr?:?rﬁoglgﬁ MU B

© mfEBest O iE&Good © mfE Best O iESGood

B REEMmETL, RITEILESEIR—RRREN. BARE AgHIIIT B AREMEIL, RTEHIBAHEDT—RzMRI . BLBEHIIIT
i LE¥DLCARR, ENTHRESSSHESEMNAANESNE . MEESRNT FRABSEERR, ENTREN RS T IRENDHEIDENSS, MEESNT

Unit:mm Unitmm

ISO M0.35 1.150500450 DLC ~ M1.6 0.35 1.15 5.0 40 50 2 ISO M0.5 2.40700650 A M3.0 05 24 7.0 6.0 50 4 g
ISO M0.4 1.50650450 DLC M2.0. 04 15 65 40 50 2 ISO M0.7 3.20900650 A M4.0 0.7 32 9.0 6.0 50 4 %
ISO M0.45 1.90700450 DLC ~ M2.5 045 19 70 40 50 2 ISO M0.8 3.9120650 A M5.0 0.8 3.9 12 60 50 4 LV
SO M0.52.40900650 DLC ~ M3.0 05 24 90 60 50 3 ISO M1.0 4.7140650 A M6.0 1.0 4.7 14 6.0 50 4 5M%
ISO M 0.7 3.2110650 DLC M4.0 07 32 1 60 50 3 ISO M1.256.2180860 A  M8.0 125 62 18 80O 60 4 M
ISOM0.83.9120650DLC  M5.0 08 39 12 B0 50 3 ISO M1.5 7.5230860 A M10 15 7.5 23 8.0 60 4 P
ISOM1.047140650DLC  M86.0 10 47 1“4 60 50 3 ISO M1.75 9.0261075 A Mi2 175 9.0 26 10 75 4 el
ISOM1.25 65180860 DLC  MB.O 125 65 18 80 60 4

ISOM1.57.8230860DLC  M10 15 78 23 | 80 | 60 4 SATRFA MBS REMABEDINTIERE

ISO M1.75 9.6261075 DLC. M2 175 96 26 10 75 4

R EARRSERMEEIINIZE: l ERAMO04H T

A S Sy - -

e SnIES i SRHERANI0T BT 5EE idlye: REEER B =R e $RBERRFNI0 T BT SR/ B ElEE R
EIER JRFLBLAREL BEAHOBIRT] iy JEFL R SR BEAALEERT]
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E%_%Eﬁﬁﬂ%ﬁ:ﬂ Tungsten Steel Drilling And Milling Thread Milling Cutter ‘l’:?ﬁiié—ﬁﬁﬁﬂﬁﬂ Tungsten Steel Drilling And Milling Thread Milling Cutter

© mfEBest O ESGood © mfE Best O iESGood

WSS AHERMEE, =& —HRENE] —BIRSIEII T, EAFAESIT B ESAHEREMABER, =5 —HBRMET)—EDASHELNT . ARNARLINT
AILLAREHROR , ORI IHE RSEFYE. S6EEE. RESSHEEES AILAERIE, RO THE RS E~HE, SaHEcE. RAaSEERES

Unit:mm Unitmm

ISO DR1.05.0120860 A  M6*1.0 4.8 5.0 12 1.0 7.0 8.0 60 2 ISO DR1.05.0120860 DLC ~ M8"1.0 438 5.0 12 1.0 7.0 8.0 60 2
ISODR1.256.0151075A  M8'125 65 68 15 13 9.0 10 75 2 ISODR1.256.0151075DLC M8*125 65 68 15 | 13 | 90 10 75 2
ISODR1.585201275A  M1015 82 8.5 20 15 | 11 12 75 2 ISODR1.585201275DLC  M10*1.5 82 85 20 15 S 75 2
ISO DR1.75 10.32414100 A M12*1.75 9.9 10.3 24 1.8 135 14 75 2 ISO DR1.75 10.32414100 DLC. M12*1.75 9.9 10.3 24 1.8 13.5 14 75 2
ZE—HRRGB N TIEE: ZE—HBRRLBENMIEE:

BRIR S ENE T Byt E EIETD B 7JEH e HEIRA 3T B E3ETD [7EH
mI—ais mI—AFE
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Polarizer special WytHERRITIBRM Aluminum Special LRSS
milling cutter

ASBRSH, AEEEH Lie N S el o et I BRLERE, TERERRE
Adopting alloy tungsten steel as the base material, TREMHEE ETaEES R L
it has higher wear resistance and strength, and is Large-capacity U-shaped chip flute, high-efficien- ABEENUERHEEE, s34
a specialized tool for high hardness and RENZREIR. cy chip removal, high mirror edge and chip flute, =} mgﬁﬁ RTINS, EmT
high-speed cutiing applications. BaGHpSLUNnG PCESSINg. SREthREE.
BURERSHFSRETE, B
It can achieve layered cutting of polarizers, reduce 4 1 ; I FE = HE
tool changing time, and ensure high sharpness of RIIEE, ﬂiﬁﬁjj L HE el @ DLC nﬁ%ﬁﬁﬁﬁ’]‘ %Eﬁﬁz;gﬁg
5pira| cutting edges- The Cu‘mng surface is smooth H g ﬂJ %U % E 7lE }E 7 EE*“ 7% Hiaz gz ﬁ DLC coating friction coefiicient is small, aluminum metal is not easy to melt
and free of burrs and dark lines. v FEALSSEE . BTN M
DLC(E&RIA ) ik BERA, TR AETIM
_ T, T RS =L HEIE
Unitmm DLC{diamend-ike) coating technology with high hardness, low friction coeffi-
. - o cient, wear resistance and other characteristics can be used for dry process-
yibiﬁ %Lfé ﬁ@? ﬁ{nﬁ ing ;f .zilun‘linumt.allnj.r and ittis not easytto ptmduce a chip during grgcessing
20 0 e s | @ ¥ MIKREXEES
55 10 6 2 High tinish of the machined surTace
25 13 60 5 2 NETOMEHRLIE, £EDLCKRE, AIRAR
3.0 10 60 6 2 EEREMLI
3.0 15 60 6 2 The outting cdge of the tool is specially treated and contains DLC coating to
3.0 18 60 5 2 achicve high finish surface processing
N N O Y HEREF MINES
4‘ 5 B = s 5 Good chip removal ellect, high provessing elliciency
40 20 60 6 2 BT R R IIDLCH: BAEHR M FE. "‘="?ﬂ
o~ . o , . F. K. HEIEIHE S E B S TIETD
45 20 60 6 2 I E D, HEHIERER L, ﬁl’%lﬂﬁ%i}ﬂ:l:
6.0 25 60 B 2 With Io_wf_ricti_un coefficient D_LC coating an:d lowy core thicl_mess: high_tnrqu_e,
| —_ - large inclination Angle. cutiing edge seiting turmning peint for cutting dis-
charge, the cutting attachment is less, the discharge performance is superi-
ar, and high efficiency machining can be achieved
Fe D9800 i&@-é@@h}ﬁ"}‘—ﬂr:‘-:-” o9 & £ b BE AL =) Oﬁééﬁéﬁ‘“f}t’i@f;ﬂ-‘i E XX A X R
I "-i.n..... UK L 9'_“9 esssse 2004 58 ese AIOCOOCIOOCICCK

oc.aeeg@m-
T
‘io@a&ﬁ*m-.--

e a e o ¢
9060
Polarizer special - Em Aluminum
milling cutter Dedicated series
- W - 3
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2/37MNEBEEETHILBET] 23 rute Special End Mill For Aluminum Alioy

v = -
i L = n L 3 ]
| mk RIS R Drilling Series Features
HNENSGREFEEEEEEmEF The improved coating makes the tool surface
EiH, DEIAEEIIBZRT harder, sllppgry gnd_ heat re_5|stant. and the cutting
performance is significantly improved
= | =
Unit:mm ha ﬂﬁﬁ.ﬁ' Eﬁﬁiﬁ:{ EE\E , BEHE With higher strong chip breaking, higher life, higher
5& i, EEHEERRTIE precision and easy cutting
3 4 9 50 30 & HiERR & {iiLiBR
4 g 12 50 30 Flaln grocve oplimized groove shape
3 6 9 50 42
4 6 12 50 42
5 6 15 50 42
6 8 18 50 42 ® EEWEAH Higher stfiness
8 8 20 60 78 ® FHE MEBEE Better chip removal parformance
10 10 30 75 120 %‘?E‘J‘Eﬁ&‘:l“‘z." New drill point process
12 12 30 75 160 §E%¥£§$D$ﬂ3ﬁﬂﬂjfSé-LEE’rJ]i‘—iUJJE‘Jiiﬂﬂﬁﬁ#ﬁﬁmm?ﬁfﬂﬁ. [£] 1t
[l 7 EDEUBN0 FO4HAE |, {04k T EIENERE
16 1 6 40 100 35[] The neiw drill paint and main cuting edge ansura an evafdial:rihution of cultng forces and an appropriste in-
20 20 45 100 492 creass in sharpness, theraby reduzing culting resistancs and torgus and ootimizing cutting parformancs.
2 4 12 100 46 HHE EEEE{% Better chip removal performance
4 4 16 100 46 FISENTHBRYEEFEARE, HETLNTMRS T NEHE
FlEEFRRNELE .
3 6 12 100 78 The new process increages the surface smeathness of the chip discharge groove, and the smeoth and
4 6 16 100 78 fizt surface impraves the performance of the teal chip dischargs and heat dissipation.
5 6 20 100 78 MEBIFREILZE Improved coating process
6 6 24 100 78 HEMBRERSHESNELTBEEEIEMR, 18RI 2FEH.
8 8 2 100 104 ?ﬁeniF;ﬁ;{;vgrg;:rﬁmnE;q;iﬁ:};:?;::#ﬁf;sﬂt::ldsuﬁace harder, smecther and mere heat resiatant, and
1 10 4 1 1 T
. d = % ] %ﬁﬁ = Improved tool life
2 L b LAl £e0 T TR A SRR FIZIE T D RNEENINE, BE TRIREERT A% .

The new technology enhances the overall ngidity of the fool, improves the dimensianal stability and the
toal life withour changing the sirength.

A A L A X KA KX R A A AR R A A A AR AN RN
@ @ @ & g

LN L X K N N N eadeedas
o900 nOoGSDETIDED R
o000 0000G R K N K X N

AN EEEEEXEEENR
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3Dﬁ:—l’.% ( #I‘ “j:]n'( ] 3D twist drill (external cooling/intemal cooling)

%IE 9«'. g §|] Drilling Series

= TE &4

Recommended cutting condition

46 & External cooling

Unit:mm

i, HRR
By Tempered steel, die steel
$5400 $45C SCMA440,42CrMo SKD61
(200HB) (200-300H8) (30-40HRC)
D3.0 20 54 4 " ;
D3.1-3.7 20 54 4 - :
D3.8-4.0 24 58 v 4 0.1-013-0.15 0.08-01-0.15 0.06-0.08-0 1
D4 1-4.7 o4 66 6 6 0.15-020.25 0.15-0.17-0.2 01012015
D4.8~5.0 24 66 6 8 60-80-100 0.2-0.24-0.26 £0-70-80 0.18-0.21-0.25 35.40-50 0.13-0.15-0.18
D5.1-6.0 o4 66 5 10 0.25-0.28-0.3 02023025 0.15-0.18-0.22
D6.4~7.0 24 79 8 12 02503035 0.22-026-0.3 0.18-0.2-0.23
D7.1-8.0 38 79 8 16 0.3-035038 02503035 02023025
D8.1~9.0 44 89 10
K oy EOHS HERE
G0 z © o o2
D11.1-12.0 51 102 12 S0, S it Titanium Alloy gggﬁg ‘;%%fg’
D12.1~13.0 56 107 14 . 200HB) { ! { :
D13.1-14.0 56 107 14 # ED  UMEES e , a2 s
sl i e 12 ..'4- . | : U(;E-I]I]S—[-]'IS l][]ﬁ!]l]?—ﬂ1 —= ﬂ15-|] 16-!]2 = |]1-|] 13-0 18
D15.1-16.0 11 1 & LUl
D1 2_1 _,13_0 g 123 1: 6 0.1-0.12-0.15 0.1-0.110.13 0.1502-0.25 0.16-0.15-0.24
D17.1-18.0 o 195 i 8 soso70 | OMA502 | oo 0t0a30as || 02023025 | oo | 04702025
D18.1~19.0 74 131 20 10 0.15-0.18-0.23 0.12-0.15-0.18 02502803 0.20.25-028
D19.1~20.0 74 131 20 12 0.18-0.2-0.23 0.13-0.16-02 026-0.30.35 02502803
16 0.2-0.23-0.25 0.15-0.2-0.23 0.3-03304 0.3-0.31-0.35

SDRERFES (SME/RE )

5D twist drill (external cooling/intemal cooling)

v —&i, B A WES, ERN
d1] 140° - =ty e -dz| MIHE General steel, carbon stee! Alioy sieel Tempered steel, die steel
I3 ﬁnﬂﬁg}d $5400 545C SCM440,42CrMo SKD61 SUS304, SUS316
Iz la . {200HB} (200-300HB) (30-40HRC) (-200HB)
I 7 s 2 - 2
4 0.1-0.15-018 0.9&(5.12-!]:15 0.08-0.1-0.12 I].Ué-l].1-0.15
6 0.15-0.22-025 0.15-0.2-0.23 0.1-0.15-0.18 0.1-0.15-0.2
8 70-90-110 0.2-0.26-0.28 60-80-100 0.240.23-0.25 40-50.60 ﬂ.13-|]_.1 802 507080 0.15-0.18-0.22
10 0.25-0.3-0.33 0.2-0.26-03 0.15-0.2-0.23 0.16-0.2-0.25
D3.0 26 59 4 12 0.3-0.33-0.35 0.2-0.29-0.35 0.18-0.22-0.25 0.18-0.22-0.25
D3.1~3.7 26 59 4 16 030804 0.3-0.32-0.35 0.2-0.25-0.28 0.2-0.25-0.25
D3.8~4.0 26 59 4
D4.1~4.7 35 7% 6 Titﬁ'%'%] t;;‘?i 5 aitﬁ N %QE ﬁai' Hnaﬁm?: I
anium alloy rey cast ron jodular cast iron -resisting alloy
D4.8~5.0 35 76 6
D6.1~7.0 48 80 8 . (ESOHBJ {sooHBj {35 4HHC1
D7.1-8.0 52 93 8 L 2o m - ERE
D8.1~9.0 61 106 10 - : - — - T — - -
09.1-10.0 85 110 10 4 0.06-0.08-0.1 0.15-0.18-0.2 0.1-0.15-0.18 0.05-0.06-0.08
D10.1~11.0 74 124 12 [ 0.1-0.12-0.14 0.150.22-0.25 01502024 0.05-0.07-0.1
D11.1-12.0 78 128 12 ] 253545 0.12-0.15-0.17 60-90-100 0.2-025028 70-90-100 02023025 20-25-30 0.06-0.09-0.12
D12.1~13.0 87 137 14 10 0.12-0.16-0.2 0.25-0.3-0.33 02-0.25-0.28 0.08-0.1-0.12
D13.1~14.0 91 141 14 12 0.15-0.18-0.2 0.3-0.33-0.35 0.25-0.3-0.33 0.1-0.13-0.15
D14.1~15.0 100 153 186 16 0.15-0.21-0.23 0.3-0.36-0.4 0.3-0.33-0.35 0.1-0.15-0.2
D15.1~16.0 104 157 16
D16.1~17.0 113 166 18 EERE: HSYRMSE SRESFELAE. NIITREEFPEFERESNRE, SERONERERR,
D17.1~18.0 117 170 18 BENSRAERAREER , B!
D18.1~19.0 126 181 20 Important note: This parameter is for reference only, please make appropriate adjustments accarding to the actual drill specifications, processing condiions
D19.1-20.0 130 185 20 and customer specific requirements, if you have any questions or abnormal conditions, please contact our technical personnel in time, thank you!
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ASRNLETRARY
471 7]

Graphite zirconia special series

| B[R v | [0

TSY T [ o
] ] ] -i-:l L1
For graphite, zirconia RO— . A
BB EHEER TESY [ ke
L] a ‘
L
FTREEE, SESNSRER Adopt high density, high melting point dia- . -
' i ili - BER SH/TAR : ' : TR WaEE | #&a2 | #8 @4 WEE e
B, RERFIREEMIMEM ;T:tr;i é::atlng with good stability and wear re o S el mnm e mﬂa'l e ) B T ol L ol el 8
[ o
=35 . . ; ; i ] =
RIERTRERETELEN Widely used in graphite and medical zirconia Unitmm
SEAFRM R and alloy non-ferrous materials R
@ HHIBLAZN5 © BUTRERA & 9
landle diameter lolerance hS — Micro granular carbide 1 20 75 4
s WSS ISEER AL, o BELSR FI0.3 u mEE RUATAL R R 15 20 75 4
THREER. &%, AEBRMHBEENE .
h& High precision handis diamster walerance E ) Eaﬁﬁﬁﬂﬁﬁ%iﬁﬂﬂl 2 25 [ 4
far highes machining accaracy. EF' %%ﬂ?ﬁ ﬁ B{fﬁu —T—%ﬁo 3 25 75 4
e - The bar materal is made ¢f 0.3um ulirsfing granular
¥ HDZ R R IR = ool e Ll ol . - e -
HO: multi—layar high hardnsss coating lfe in hign-speed procesaing of hign-hardness meter- 6 G [ B
*BHTMEHHDE B ST - 6 30 100 6
EiRE, MMETER o S EaEigit 8 30 75 8
%§E ;%E 1 E%EEH Special frant comer dasign 8 40 100 8
REINT 55 = X 7 08 X 0 0 7 B AR 8 50 150 8
i nbtis SR e sesrn e i, RAMERINEAL, &
4i‘ear-r\es1'slant Ia)erg;nd other muﬂi-laﬂer ﬂﬂlqﬂﬁgﬁﬂlﬁ'ﬁﬁ@ E.[ ETJ-:}EI] 10 40 "x) 10
caating sgnifzantly imzeaves the process- HER S 10 50 150 10
I = 4?] EF?J ecial frant Angle iogn i ness o
4-flutes end mill hgupm wéef;amtsi:wﬁceﬁgd%h;;ntag: :m;e the t:g: 12 50 100 12
cessing |ife whis inhibiting burr preduction. 12 &0 150 12
KEME fiftit -k Eigit
Lgrge- anc back Angle design Large core thick design + EEENE N RN BRI EE T T B
KEMEAEESHEMT R EEHETRRIEE ;
T A AR R A E, MIBEMEL, * BRI N A TR BT RO RIS,
w3, 75 ﬂulﬂﬁc Large core thick design makes « T L AOsEEASHRE.
fTE"'LfI’ ':g:g:f ;:f"’:;ﬁ";ﬂpf::;i‘;“ :‘:";_ the tool more ngid, better pro-
cessing of high-hardress stee! pars cesaing stabiy Higher hardness coating and excellent wear resistance greatly improve tool life.

- and improves procassing attiiency.

The thin film can ensure the smooth surface and good surface roughness of the additives.
POPOOCISCOPTOSTI OO NOODESD It has high performance in processing graphite and so on

POOOSOOOO0000000 00D R B e )
SN N N RN N N NN NN NN NN

For graphite,
zirconia

Vol B A 23

- A a
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E%ﬁ{t%ﬁ#m % ;',I Graphite zirconia special series

7mA Bl A [ o
nié@_u

4-flute Corner Radius end mill

' ‘*‘.ﬂ“'ﬁ L |L

[ie =
|

1 RO.1 2 20 75 4

1 RO.2 2 25 75 4 10 R1.0
2 RO.1 4 25 75 4 10 RO.5
2 RO.2 & 30 75 4 10 R1.0
3 Ro.2 6 20 75 4 10 RO.5
4 RO.2 8 25 75 4 10 R1.0
4 RO.5 8 30 75 4 12 RO.5
6 RO.5 12 25 75 6 12 R1.0
6 RO.5 12 30 100 6 12 RO.5
8 R0.5 16 30 75 8 12 Ri.0
8 R0.5 16 40 100 8 12 R0.5
8 R0.5 16 50 150 8 12 R1.0

20
20
20
20
20

24

24

24
24

8888888888838

75
100
100
150
150
75
75
100
100
150
150

10
10
10
10
10
12
12
12
12
12
12

+ BEEERENRENMEER RS T TRES;
+ (R EAEaS AR AN RS RE R RFa R EIEE,
+ ETHEFEEEIHE.

Higher hardness coating and excellent wear resistance greatly improve tool life.

The thin film can ensure the smooth surface and good surface roughness of the additives.

It has high performance in processing graphite and so on.

E%ﬁ{t%ﬁm ﬁ?ﬂ Graphite zirconia special senes

2737 sl [pa = [ o0
2-flute Ball end mill

n}:g::-‘ | ‘ Bd B

. i) AN . ‘
S Mo u

2 10 4
15 R0.75 3 10 75 4 10 R5.0 20 40 75 10
2 R1.0 4 10 75 4 10 R5.0 20 50 100 10
4 R2.0 8 20 75 4 10 R5.0 20 60 150 10
6 R3.0 12 25 75 6 12 R6.0 24 50 75 12
6 R3.0 12 30 100 6 12 R6.0 24 60 100 12
8 R4.0 16 30 75 8 12 R6.0 24 70 150 12

8 R4.0 16 40 100 8

+ UEEENGENR SNBSS T TRES,
+ RAEEIRAR TR E - R E T R RIF R
+ EMTOREEEEEEEE.

Higher hardness coating and excellent wear resistance greatly improve tool life.
The thin film can ensure the smooth surface and good surface roughness of the additives.
It has high performance in processing graphite and so on.
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About Graphite tools

W SEERiE, ARERASEREEN, I
| TEEt. MRIMTEET. MIRBES. AL
N, BERE. TELESE. BER. NIEE
ENT G
REGBEFMEEDSMHOHE, BET
FIfEEDMEB RN A RM R S AR S RBIEE, 1L
SIERIEREDMIN TS R2 BB AR, BB FBARE
®(BE, NER. $B%) BN ARBRNRK
RYFMBERYETRSER, KSHEM TR
; | ARETHERER, TASSER.
: - TEEREARBRNTIRESNDE, &
REFRPNORRERA, MIRE. MIER. fHEZMSREDMII T THRNE

2 E IL 7]- EH' matg.rlaf o

TEMHRZRETIR
MEIEEERAER, X
FMINE. MIRE.
TR A AR T B
FIMBEK . JJEMK B
1, HiEiy, gE
S, MEMERE, ¥
R

BEMNMEREYE
B, HRTDEMEFRE
RE— K2 AR

NFALTNE, TiE

BRE, RMUSENINEEZSH,

ARBRMEII TNER )R ERKENFIEMENE, FalJEL, JRSHEE
PIM KA P R R B EEIR , A TAREB AN SRR R R .
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Diamond coated tool has the advantages of high hardness, good wear
resistance and low friction coefficient.

At this stage, diamond coating is the best choice for graphite
processing tools, and it can best reflect M su r performance of
graphite tools. The advantage of diamond-c carbide cutting tools
is that it integrates the hardness of natural dlamond and the strength
toughness of cemented carbide. However, at present in
nd coating technology is still in its infancy, and the cost of
it is also very large, so diamond coating will not have much
development in the near future. However, on the basis of ordinary
tools, we can optimize the Angle of the tool, material selection and
improve the structure of the ordinary coating, and to a certain extent, it
can still be applied in graphite processing

The geometric Angle of diamond-coated tools is fundamentally
different from that of ordinary coatings. Therefore, when de:

diamond-coated tools, due to the particularity of graphite processing
the geometric Anj\e can be properly amplified and the chip sink is also
larger

without reducing
re ‘wnce of
ge of the
I TIAIN
coatings, although the
wear resistance is
significantly  improved
compared with uncoated
tools, compared with
diamond coatings, the
geometric Angle should
be appropriately reduced
when processing
graphite to increase its
wear resistance.

mperature, and the electrode can

| to cut, because the graphite material used as an EDM electrode must have
ng, at the same tir
mp cram size and

Tnﬂ amount of we
Uc\|l‘\/ of electrode EDM machining

pl I rce@smg are the front and back tool surfaces. On the front
e impact contact between the tool and the broken cutting zone results in impact wear, and the sliding
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consumption, Tool material is the fundamental factor that determines the cutting
ation, light performance of the tool, which has a great impact on the processing
efficiency, processing quality, processing cost and tool durability. The
harder the tool material, the better its wear resistance, the higher the
e, the electrode shape i‘ower the impact tougk}‘ness, the mo rittle the material.
strength of the graphite I toughness are contradictory, and itis also a key problem that
easily the tool material should solve.
ar not only affects the For graphite tools, the ordinary TIAIN coating can be properly selected in
the selection of materials with relatively good toughness, that is, the cobalt
content is slightly higher; For diamond coated graphite tools, the hardness
of the material can be selected appropriately, that is, the cobalt content is
low
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The technology of tool edge ;,asswa ion is a very important p u’)‘em
which has not been paid attention to by people. It is f
after passivation can effect wely improve the s
improve the tool life and the stability of the cuulhg MOC&%S We all knov
that the tool is the "tee [h of tI 1e machine too\ the mam factors a%mmg
the cutting performan
geometric parameters, tool qtur we cutting parameteis or
etc., through a large number of tool passivation practice to realize maw
there is a good cut‘ung edge form and pas quality, but also the

cutting edge of the tool is also a factor that cannot be ignored. We should

also pay attention to the prospects of ungsten slag recovery.

There are called " edgc raqswavon edge str er mhcm d

the passivation of tool edge i

grinding the carbide cutting ed

Pcl\apsmg edge and mnanons‘r Tl - r

performawe and stability of the tool, cmally the dian ond co: nool whmh muat be pass\vated bffow the coating

to ensure the robustness and service life of the coating. The purpose of the tool passn ation is to solve the problem of

the micro-notch of the cutting edge after the tool grinding, reduce its sharpness, and achieve the purpose of smooth and

smooth, both strong and durable.

The choice of cutting conditions has a considerable influence on the tool life

Cutting mode

The cutting vibration of t of up milling. When milling, the cutting thickness of the tool is

reduced from the max / tool into the workpiece, there will be no springknife phenomenon

caused by not cutting the chip. The process S/Q em is rigid and the cutting vibration is small. Durmg the inverse milling,

the cutting thickness of the tcc\ increases from zero to the maximum, the early cutting tool, due to the thin cmmb

thickness, will scratch a path on the surface of the workpiece, at this time, if the uuﬁmg ge encounters the hard point

in the graphite material or the debris particles remaining on the surface of the workpiece, it will cause the knife or flutter
of the tool, so the cutting ion of the inverse mlllmc is larger.

Blowing (or vacuumin d impregnating EDM machming

Timely cleaning of the graphite dust on the surface of the workpiece is conducive to reducing the secondary wear of the

tool, extending the service life of the tool, and reducing the influence of graphite dust on the lead screw and guide rail

of the machine tool.
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than tha

up millmg is smallaf

60°,90°,120°Fixed point drill

e Good guide bit, can make the machining hole positioning accuracy
within 0.015mm;

o Select the high-performance chromium base composite coating suit-
able for drill, improve the lubrication, heat resistance and wear resis-
tance of the tool processing, and improve the shear strength of the tool,
so that the tool can achieve a stable and high life in the processing of a
variety of materials.

e Selected more economical and excellent performance of cemented
carbide as the matrix, so that the tool processing is stable and has a
high cost performance.

e Good sharpness cutting edge, so that the fixed point drill to meet the
processing needs of different occasions such as centering, chamfering,
V-groove processing, chamfering and so on.

60 ° 90 ° 120 ° E/Lvh

O S| SMIFRISHL, AIEMITANEMEEEE
0.015mmLEAR ;

OB EESHANSHERESESRE, REJ1A
MIiEa, MReEmmESY, FRSDEIE
BE, EREENISMMESEXEIRENSE
AQ o
OEEREFAMENRNERESERER, &
JENIREEERESHNEMNLE
OEINEFNIIHT, FZEREREEEDN. £
A, VEENL. AMERRHSHNMIES

N FRiH =

HAERIEC EMEREEINT BT

%"‘B@J%DEI KERFLEY@IAINT V&*EDDI

Unit:mm

g

7 WK £ K e B

(A (D) (Ap1 max) L) (d)

90 4.0 10 50 4.0 30
90 6.0 15 50 6.0 42
90 8.0 20 60 8.0 78
90 10.0 25 75 10.0 120
90 12.0 30 75 12.0 160
120 4.0 10 50 4.0 30
120 6.0 15 50 6.0 42
120 8.0 20 60 8.0 78
120 10.0 25 75 10.0 120
120 12.0 30 75 12.0 160

60°,90°,120°
Fixed point drill
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Single edge milling cutter for door frame
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'&'ﬁ* 7;'] ﬁn Alloy single-edge Milling Cutter
PBRERE, FARAREST, BHRESRARE.

HEENESMER, MEARER,
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AOtBEUM, HLERESERLTE 120008 /27 8hLL |,
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5 14 80 8

8 14 80 8

6 16 100 8

B8 30 100 8

4 16 90 8

6 16 90 8

3 10 60 6 /
4 14 60 6 !
5 16 60 6 /
(3] 20 60 6 /
6 % 75 6 /
B 14 80 8 35
8 25 80 8 45
5 16 100 8 45
8 16 100 8 36
B 16 120 8 45
8 30 120 8 50

fuskagrose, REERATR—MIE,
fipersRer, Wk PR LEREERD,
FEEReEmaEEmET R AREN T 20008/ 5804 E,

1)
5 35
5 100 20
6 100 50
8 100 50
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* I J] ﬂ ﬁ ;'I Woodworking tool series

{hfz¥t7) FLEh
Special milling cutter for woodworking door lock e PR
ARIIHERTRT]
o O 8 & 8 _ .
1. BENEEAHEE, EREHK, 3 - . .o : 4
AIPREEEEFRA 8 80 8 4.5 5 70
2. thERESAAMNE, FTRIESENT, 8 % g 40 0 80
jE R RERER 8 100 8 4.1 6 80
o o = 10 80 8 4.2 8 80
3. ATIEMTTHERSR, T i i . e . -
BESXEE. 10 120 10 45 8 100
12 80 10 4.8 8 | 100
ERTIIANSA ., QER. SEIR. 12 100 |
BAYEIE , TITIAHBE , BIERE 12 120 |
ER=ZNAIFHRT TCT=71H7]

= i / T P
nE

RICEE

A A R A R A Rl L A R L L L R L R R !
T 22 50

oo S I ) | i B 50 100 4
000000 8 70 120 5 22 50
e 10 50 100 6 22 50
10 70 120 8 25 60
. : 12 55 100 10 32 75
9000 12 70 120 12 32 75
j 12.7 31.75 76.2 4 32 60
12.7 50.8 101.6 6 32 60
I r4 L 12.7 70 120 8 32 75
} 7] Woodworking cutting tool 12 23 133

w - 2
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* I J] E- % ;'] Woodworking tool series * I J] E?&ﬁ ll Woodworking tool series

ATH#T] Hig%7 R /AR EET)

3.175 | 17 28 3.175 38 3.175 12 | 38 St | 12 38 6 17 50
3.175 22 50 4 50 3.175 17 | 38 3175 | 17 38 6 22 50
4 3 50 6 50 3.175 2 45 g e 45 6 32 60
4 22 50 6 75 3.175 25 | 45 3175 | 25 45 6 42 70
4 25 50 6 100 3.175 28 50 3175 28 50 8 25 60
6 17 50 8 70 4 1T 45 4 17 45 8 32 60
6 22 50 8 80 4 2 45 a [z 45 8 42 80
6 25 60 8 100 4 25 50 4 25 50 8 62 100
6 32 75 8 120 4 32 60 4 32 60 10 32 70
6.35 25.4 76.2 8 150 6 17 50 6 17 50 10 42 80
6.35 19.05 63.5 10 100 6 22 50 6 22 50 10 62 100
8 17 | 60 10 120 6 25 50 6 25 50 12 32 70
8 22 60 10 150 6 32 60 6 32 60 12 42 80
8 25 60 12 100 6 42 70 6 42 70 12 62 100
8 32 75 12 120 6 52 80 6 52 80 14 62 100
8 42 100 12 150 6 62 100 6 62 100 14 80 120
10 32 75 8 25 60 8 25 60 16 60 100
8 32 60 8 32 60 16 75 120
8 42 70 8 42 70 16 100 150
AIFiFL7) 8 52 80 8 52 80 20 60 100
8 62 100 8 62 100 20 80 120
10 32 65 10 32 65 20 100 150
10 42 75 10 42 75 |
10 62 100 10 62 100

16 105 55 16 165
18 105 55 18 165
18 105 55 16 165
20 105 55 20 165
20 105 55 16 165
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Copper electrode specific EmpcERISS q .- @ @ y i
series Features S T i (T S 4 =3
. y : . : 0.3 1.5 0.45 0.27 12° 4 50
Special blade design, special coating combi- EETIT8 , SR ERE 03 > 045 027 120 4 50
nation, enhances processing stability. I TARE M, g: i g:z g: :z : 2
0.3 5 0.45 0.27 12° 4 50

Optimizing the spiral angle design can improve e 0.4 15 06 037 120 4 50
the quality of the machining surface bya 37.5 ° e gs . o = I 4 <
, , RIEM37.5 ° RiEMA, ARUDEIINT 04 3 . . - “ %0
spiral angle, which can suppress the occur- T b4 " an e ie . =
B 0.4 5 0.6 037 12° 4 50

rence of horizontal lines during machining. ’ 04 6 0.6 0.37 120 4 50
0.5 2 0.75 0.46 12" 4 50

0.5 3 0.75 0.48 12° 4 50

0.5 4 0.75 0.46 12° 4 50

0.5 5 0.75 0.46 12¢ 4 50

05 & 0.75 0.48 12° 4 50

e 0.5 8 0.75 0.486 12° 4 50

“ 0.5 10 0.75 0.46 12° 4 50

0.6 2 0.8 0.56 12° 4 50

0.6 3 0.8 0.56 12° 4 50

0.6 4 0.8 0.56 12° 4 50

- 0.6 5 0.9 0.56 12° 4 50

n 0.6 6 0.9 0.56 12° 4 50

0.6 8 0.9 0.56 12° A 50

0.6 10 0.9 0.56 12° 4 50

0.7 2 1 0.66 12° 4 50

[ - 07 3 1 0.66 12° A 50

n n 07 4 1 0.66 120 4 50

0.7 5 1 0.66 12° 4 50

0.7 ] 1 0.66 12° 4 50

0.7 8 1 0.66 12° 4 50

= 0.7 10 1 0.66 2 4 50

é I i E n 0.8 2 12 0.76 12° 4 50

ﬁ 0.8 3 1.2 0.76 12° 4 50

A AP P69 699 S 08 4 1.2 0.76 12° 4 50

KN E RN EEENNENDN b 8 0.8 5 1.2 0.76 12° 4 50

NENENN @ ¢ 0.8 & 1.2 0.76 12° 4 50

0.8 8 1.2 0.76 12° 4 50

0.8 10 1.2 0.76 12¢ 4 50

%I:l a wg m Copper electrode
i specific
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3] ﬁ ::HEFJJ 4-flute Long Neck Square End Mill
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W fﬁ'&fﬁ@% I' 4 flute Long Neck Carner Radius End Mill
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w'}% i@@%ﬂ 4 flute Long Neck Corner Radius End Mill
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4-flute Square End Mill
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