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The materials and equipment:

Solid carbide milling cutters, drills, reamers, carbide blade cutter, spiral end mill, welding cutting tool,
machining centers cutting tools and other CNC machining fields. And are able to do the design and manu-
facture of non-standard tools.
Using high-quality domestic and imported bar, using the German advanced frist - class manufacturing E J i L
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facilities, to meet the various needs of customers, high quality materials, sophisticated equipment, creating

D

a frist-class products, sincerely welcome new and old customers to contact us to discuss the order!
We promise:
In order to improve productivity, and reduce production costs, resolve user ‘s cutting problem, meet the

processing quality of user.Quality first, Reputation first, Prompt delivery is our aim,and dedication to manu-

facturing industries!
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fﬁ HI ZE % MillingTools
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wam Ay
e
e ———

—R&tDHEIA General purpose

[ 50%&5I ) 0.6um HRC-50

SHRHEDHEIA High speed cutiing

{ 6OFZI ) 0.2ym HRC-60
FRES & H & 7 K
Item Code (D) (d) (Ap1 max)
A-04D0002 0.2 4 0.4
A-04D0003 0.3 4 0.6
A-04D0004 0.4 4 0.8
A-04D0005 05 4 1.0
A-04D0006 0.6 4 1.2
A-04D0007 0.7 4 1.4
A-04D0008 0.8 4 1.6
A-04D0009 0.9 4 1.8
A-03D0002 0.2 3 0.4
A-03D0003 0.3 3 0.6
A-03D0004 0.4 3 0.8
A-03D0005 0.5 3 1.0
A-03D0006 0.6 3 1.2
A-03D0007 0.7 3 1.4
A-03D0008 0.8 3 16
A-03D0009 0.9 3 1.8

-

% WA Work Material
BOZ ]
S50&%
BEW AW Bk eS| BEAR TS
P20 S45C SCMSK FCFCD  CU SKD SUS
L ] L ] L ] L] L ] L ]

# LY Tolerance
HEE NBEELRE WmOHEELAE

D size range D tolerance d tolerance
©0.2~00.95 0~-0.02 hé&

& i B 1%/ Inventory

L) 50%%] GOEA ]
50
50
50
50
50
50
50
50
40
40
40
40
40
40
40
40

# JIASMBFEAFEEENSMRT, BMBEEXEERE SR, HERERE  # Please choose the reasonable minium suspension tool, when the tool suspension

. .

# WHRETRR. IFRRAIEFEANR, SRRNNETSEE,

HRFABMAEERARE, THTEERL,
# 2 B F AL BB R B 1 Sy HRCS0 L _E S 8 A B N T

increase, pleass reduce the cutting speed and feed rate.

# Please check the cutting depth and machine stability, choose the reasonable cutting
spaed and fead rate.

# Coating with excellent heat resistance, suitable high—speed processing.

# Widely used in hardness from ordinary steel to the HRCS0 hardness of materials.
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[ ™
fﬁ Bl ZE % MilingTools

e E
 ———— D r"fi_‘:_}_ w ‘ ] ' 4
Apt max r

# WEAIRE R Work Material

GOEF
—RRIDHIA General purpose 50% 51
O 1o 3 aE ek wEE A AR
(50%31 ) o6pm W50 (1170) P20S45C SCMSK FCFCD  CU SKD  sus
i . . . . . .
o S EHLEDHEIA High speed cutting ¥ 43 Tolerance
& = TER NMERNE mHEELE
'-i 6075 ) 02pm  HRC~60 @ D size range D tolerance d tolerance
©0.3~®0.9 0~=0.02 h6
FRES n @ me Nk 2K e M)
ltem Code (R) (d) (Ap1 max) (L) 50%3 B0FF]
B-04D0003 RO.15 4 0.6 50 [ ] [ ]
B-04D0004 RO.20 4 0.8 50 [ ] L[]
B-04D0005 R0.25 4 1.0 50 [] [ ]
B-04D000G RO.30 4 1.2 50 [] [ ]
B-04D0007 R0.35 4 1.4 50 [ ] L[]
B-04D0008 RO.40 4 1.6 50 [ ] L[]
B-04D0009 RO.45 4 1.8 50 [ ] [ ]

H#HAATFIAM. =K. ERAK. HEEEENNT.
#iARRRMERRARTERET), WERA RIS Ak,
HMTEMTHREESERT.

#ARRHRENSE, TETEEnT.,

06

# Can be used for tool steel, alloy steel, Pre-hardened mould steel, and other high hardness materials.
# Can be used in copy processing.

# (Good surface finishment,
# Coating with excellent heat resistance, suitable high-speed processing.

L
fﬁ HIZE % MilingTools

—ARTDHIA General purpose

(50%5 ) 06um HRE-50 (1111

o S EHLDEIA High speed cutting

(605 ) 02um HRe-60 (1)

y—
a

# HEHIR R work Malerial

GORFI
50% 7
WEN S&EW Bk HEE | FAR FEW
P20 S45C SCM SK FC FCD cu SKD sus
. * . . . .
# L% Tolerance
TEEE N EEALE W EEAE
D size range D tolerance d tolerance
©1.0-d29 0~-0.02 h&
©3.0-D6.0 =0.01~-0.03 he
©6.5~-010.5 -0.01--0.035 h6
©11.0-216.0 -0.01~-0.04 h&
©17.0~-020 -0.015~-0.045 h6

RS 7 & % 7 e S %/ Imverdory
ltem Code (©) (d) [Bnspied ) 5053 60751
C-04D0010 1.0 4 3 50 L) .
C-04D0015 1.5 4 4 50 L L
C-04D0020 20 4 6 50 ® .
C-04D0025 2.5 4 8 50 L) L]
C-03D0030 3.0 3 8 50 . [
C-04D0030 3.0 4 8 50 L L
C-0400035 3.5 4 11 50 . .
C-04D0040 4.0 4 11 50 L L
C-08D0010 1.0 6 3 50 [ [}
C-06D00NS 1.5 6 A 50 [ *
C-06D0020 20 6 6 50 L) L]
C-08D0025 25 6 8 50 [ [
C-08D0030 3.0 6 8 50 L L
C-086D0035 35 6 11 50 [ [
C-06D0040 4.0 6 11 50 L .
C-06D0045 4.5 6 13 50 [ [
C-05D0050 5.0 5 13 50 L L
C-06D0050 5.0 6 13 50 . [
C-08D00B0 6.0 6 15 50 . L
C-08D0070 7.0 2] 20 60 L4 L4
C-08D0080 8.0 8 20 60 [ [
C-10D0090 9.0 10 25 75 [ L
C-10D0100 10.0 10 25 75 [ ]
C-12D0120 12.0 12 30 75 L4 L4
C-14D0140 14.0 14 45 100 [ ] [ ]
C-16D0160 16.0 16 45 100 L) L
C-18D0180 18.0 18 45 100 [ ]
C-20D0200 20.0 20 45 100 [ [

# DRBMERNEAMBEENRIRY, BREKMNERREERD, RERENL. S0,
#OEIRETEE . SUARIERERNR, SEEREER SR,
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[
{ﬁ HI ZE % wMillingTools

HIZE % MilingTools

wan e F * 1ZR I‘
T ‘h \J“-"J £ I_'\.:f" w,‘ w v u
R
¥
— o
n 5 I [
= . ~ Apt max
L
% HEBIRA B Work material :
B0 5] # WHIF R work Material
50551 SORH
BEM ARW #% WAE | RAE SOF N
P20S45C SCMSK FCFCD  CU SKD MEW AW W W@EE | TN FEN
—ARADMIF General purpose - . . . - —AREDMIA General purpose P20 S45C SCMSK FC FCD SKD sus

. L ] L ] L ] [ ] L
# 432 Tolerance

; # ; ; s ~ # E Tolerance

( 505 ) 06um HRC-50 G NS e ( 50%50 ) 0.6um HRC-50 _

- D size range D tolerance d tolerance - - TEEE TEER MEEAE
©1.0-02.9 0~-0.02 hé D size range D tolerance d tolerance
©3.0-06.4 -0.01~--0.03 h6 ©1.0-02.9 0--0.02 h6

SEHIDHIA High speed cutting DE5-010.9 —0.01--0.035 he SEHDHIA High speed cutting ©3.0-06.0 ~0.01--0.03 ne

©11.0-016.5 -0.01--0.04 he ©6.5-©10.5 -0.01--0.035 6

6075l ) 0.2um  'HRC~60 ®17.0-©20.0 ~0.015--0.045 he 6075 ) 02ym HRC~60 ©11.0-©12.0 -0.01--0.04 h6

RS 7 @ w2 m % & % B % /Inventory FRES 7 & R & nK | £k BT sy
ltem Code (D) (d) (Apt max) (L) S0R3] BOE 3 Item Code (D) (d) (Ap1 max) L 5031 6073

D-04D0010 RO.5 4 2 50 . . E—04D0020R05 2.0 RO.5 4 4 50 . .

D-04D0015 R0.75 4 3 50 . . E-04D0030R0S 3.0 RO.5 4 5 50 . .

D-04D0020 R1 4 4 50 . . E-04D0040R05 4.0 RO.5 4 8 50 . .

D-04D0025 R1.25 4 5 50 ® . E-04D0040R10 4.0 R1 4 8 50 . .

D-03D0030 R1.5 3 6 50 . L E-06D0D60R0S 6.0 RO.5 6 12 50 . .

D-04D0030 R1.5 4 6 50 . . E-06D0060R10 6.0 R1 6 12 50 . °

D-04D0040 R2 4 8 50 o . E-08D0080R05 8.0 RO.5 8 16 60 . .

D-06D0010 RO.5 6 2 50 . . E-08D00B0R10 8.0 A1 8 16 60 ™ .

D-08D0015 Ro.75 6 3 50 o . E-08DO08OR15 8.0 R15 8 16 80 . .

D-08D0020 R1 & 4 50 . . E-10D0100R05  10.0 RO.5 10 20 75 . .

D-06D0025 R1.25 & 5 50 . . E-10D0100R10  10.0 R1 10 20 75 . .

D-06Doo30 R1.5 6 6 50 ¢ . E-10D0100R15  10.0 R1.5 10 20 75 . .

Do d s . e ut : E-120D120R05  12.0 RO.5 12 24 75 . .

D-05D0050 R2.5 S 10 20 . . E-120D120R10 120 R1 12 24 75 P .

Do0a0i0 " 6 10 0 i - E-120D120R15 120 R15 12 24 75 . o

Bsfronoed = i = - o £ E-120D120R20 120 R2 12 24 75 . .

D-08D00B0 R4 8 16 60 . .

D-10D0100 R& 10 20 75 [ ] [ 3o R Fee 70 SR AT R LR B T # Comer radius design, prevents collapse.

D-12D0120 Re 12 o5 75 . .

D-16D0160 R& 16 30 100 ° .

D-20D0200 R10 20 30 100 . .

HAAFLIAN. W, AREAY. RtEREMhT,
AT AEN T, ArZAFHENTIS M.
EMTIEMNTHERE SRR,

FRAERAENEKE, THTEERT,

# Can be used for tool steel, alloy steel, Pre-hardened mould steel, and other high hardness materials,
i Universal Type 2 flutes Ball End Mills, can be used in copy processing.

# Good surface finishment.
# Coating with excellent heat resistance, suitable high-spead processing.
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- -
Cfﬁ Bl &% MilingTools Cfﬁ Bl Z % MilingTools

"ﬁﬁﬁ@] ILEET] High helix angle 4 flutes square end mills B6TIIL$ET] 6 flutes square end mills
R = | E [ oa
AN Ik

| Ap1 max | ) ' 1
|

# WHIFIRR Work Material

60771 :
% WRAIFE work Material
50& 5 : nuﬁﬂﬁ )|
HER W ik HE®E | BKE FER >
—ﬁﬂﬂ]mm General purpose P20 8S45C SCMSK FCFCD cu SKD sUS O —ﬁﬂ]mm General purpose 5031
s o = - o o BREE  feW 2353 e EE  FESR
P S — I ™
[ 50%%] ) 06um HRC»50 m _ ( 50%3%I ) 0.6um HRE-50 m P20 S45C SCMSK FCFCD  CU SKD sus
N 4 W I\E M. A
< A Tolerance . . . . . .
NPUE NPUBAE AREEAE % A Tolerance
D size range D tolerance d tolerance
EENIDEIA High speed cutting 010029 0-—0.02 e EEHDHIA High speed cutting NHMEE DEPEERR WHERAL
O : : : O D size range D tolerance d tolerance
- ©3.0-06.4 -0.01--0.03 h6 ' BN
( 60%F| ) 0.2um HRC-60 @ vo5. 0100 o008 o (ORI ) 0.2um HRC-60 m ©6.0-010.0 20.01--0.035 he
k i it . Bl ©12.0~-216.0 =0.01~-0.04 h6
®11.0-016.5 -0.01--0.04 h6 ©20.0- O 5.0 —0.015-—0.05 he
®©17.0~220.0 =0.015~=0.045 hé
©205~D025.0 -0.015~-0.05 hé
RS 7 @ m R 7% & ¥ FE  #F/Inventory FEEES 7 = W 7 & ¥ B #F [ Inventory
Htem Code ©) @  Gpmax) () e rr item Code ©) @  Aprmag (L) T e
F=04D0010 1.0 4 3 50 L] L
F_04D0015 15 4 4 50 . - G-06D0060 6.0 6 15 50 L] [ ]
F-04D0020 2.0 4 5] 50 . .
F—04D0025 55 4 7 5 5 = G-08D0080 8.0 8 20 60 [ ] [
F-041KK)30 34 4 N 50 . L G-10D0100 10.0 10 25 75 . .
F-04D0035 3.5 4 10 50
F-04D0040 4.0 4 11 50 . L] G-1200120 12.0 12 30 75 L] [ ]
F-06D0045 4.5 6 13 50
E-0BD0050 5.0 6 13 50 . . G-16D0160 16.0 16 40 100 L] [ ]
F-06D0055 55 6 13 50
E_06D0080 6.0 P 15 50 . . G-20D0200 200 20 40 100 [ ] [ ]
F-08D0065 6.5 8 17 60
=, .| L] L
F-08D0070 7.0 8 17 60 Areabosng ol <0 o s
F-08D0075 7.5 8 17 60
F-08D0080 8.0 8 20 60 - s # IRUESF, EATFEALANI, # Strong tool rigidity for machining hardened steel.
F-10D008S 8.5 10 23 75 # EHFTEE, SESUE, TRRRFNEDRES, 3 Suit for high speed and high feed cutting, good surfacs finishment.
F-10D0080 8.0 10 23 75 # REEWAEGRE, THTFANL, # Coating with excellent heat resistance, can be used for dry processing.
F-10D0095 9.5 10 25 75
F-10D0100 10.0 10 25 75 ] [ ]
F-12D0105 105 12 25 75
F-12D0110 11.0 12 28 75
F-12D0115 15 12 28 75
F-12D0120 12.0 12 30 75 L] L]
F-14D0130 13.0 14 33 100
F-14D0140 14.0 14 35 100
F-16D0150 15.0 16 38 100
F-16D0160 16.0 16 40 100 L] L]
F-18D0170 17.0 18 40 100
F-180D0180 18.0 18 40 100
F=20D0190 19.0 20 40 100
F-20D0200 20.0 20 40 100 L] L] i
F-25D0220 22.0 25 40 100
F-2500250 25.0 25 40 100
# JIREFEENERAREARORT, SRREHESEER, # Please choose the reasonable minium suspensicn tool, when the tool suspension increase, please reduce
MR, S, the cutting speed and feed rate.
 ERENRE. NERMSERNE, SEESERRISnE. # Please check the cutting depth and machine stability, choose the reasonable cutting speed and feed rate.
#RERSE L ANRE, TETEENT. # Coating with excellent heal resistance, suitable high—-speed processing.
#E AT EESEE SHRCS0RLE A A E AN T, # Widely used in hardness from ordinary stesl to the HRCS0 hardness of materials.
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EEAFTRAM, AW, MESRH, TENEENNT,

[
{ﬁ HI ZE % wmillingTools

. .
=G

—ARtDHIA General purpose
(50%5 ) 06um HRC-50

=R HLEDEIA High speed cutting
(60FF| ) 02pm  HRC-60

EREs e

ltem Code (D)
H-04D0030T005 3.0
H-04D0030T010 3.0
H-04D0030T015 3.0
H-04D0030T020 3.0
H-04D0030T030 3.0
H-04D0030T 040 3.0
H-04D0030T050 3.0
H-06D0040T005 4.0
H-06D0040T010 4.0
H-06D0040T015 4.0
H-06D0040T020 4.0
H-06D0040T030 4.0
H-08D0040T040 4.0
H-08D0040TOS50 4.0
H-06D0050T005 5.0
H-06D0050TO10 5.0
H-08D0050T015 5.0
H-08D00S0T020 5.0
H-08D0050TO30 5.0
H-10D0050T040 5.0
H-10D0050TOS0 5.0
H-08D0060TO0S 6.0
H-08D0060TO10 6.0
H-08D0060TO15 6.0
H-08D0060T020 6.0
H-10D00G0TO30 6.0
H-10D0060T 040 6.0
H—10D0060TOS0 6.0
H-10D00B0TO0S 8.0
H-10D0080TO10 8.0
H-10D0080TO15 8.0
H-10D0080T020 8.0
H-12D0080T030 8.0
H-12D0080T040 8.0
H-12D0080T050 8.0
H-12D0100T005 10.0
H-12D0100T010 10.0
H-12D0100TO15 10.0
H-12D0100T020 10.0
H-12D0100T030 10.0
H-16D0100T040 10.0
H-16D0100T050 10.0

EMIBHIHRAAEERT.
#AFMERENRE, TETEENT,

2

i

g
i

XD @OETHOTOHOIRO E SRS

—_
o0

s 30s = e s us]

% WEHIFAEE Work Material

60FR 7|
S0&F

BRH EEW Sk e N

P20 S45C SCM SK FC FCD cu SKD
[ . . [ [
¥ 4AE Tolerance

TEEE NiEENE WAEELE
D size range D tolerance d tolerance

¢©3.0-910.0 0~-0.05 hé

B R b -3 & 4 B 17/ Inventory

(e ) (BD) {(Ap1 max) (L) E2] BOFR T
0.5° 3.17 10 50 . .
1.0° 3.35 10 50 . .
1.5° 3.52 10 50 . [ ]
2.0° 3.07 10 50 . .
3.0° 4.05 10 50 . .
4.0° 4.05 10 50 . [
5.0° 4.75 10 50 . .
0.5° 4.26 15 50 . .
1.0° 4.52 15 50 . -
1.5° 4.79 15 50 . .
2.0° 5.05 15 50 . .
3.0° 5.57 15 50 . L]
4.0° 5.57 15 60 . .
5.0° 6.62 15 60 . .
0.5° 5.35 20 60 L] ]
1.0° 5.70 20 60 . .
15° 6.05 20 60 . .
2.0° 6.40 20 60 . -
3.0° 7.10 20 60 . .
4.0° 7.10 20 60 . .
5.0° 8.50 20 60 . [ ]
0.5° 6.35 20 60 . .
1.0° 6.70 20 60 . .
1.5° 7.05 20 60 . [ ]
2.0° 7.40 20 60 . .
3.0° 8.10 20 75 . .
4.0° 8.10 20 75 . [ ]
5.0° 9.50 20 75 . .
0.5° 8.44 25 75 . .
1.0° 8.87 25 75 . [ ]
1.5° 9.31 25 75 . .
2.0° 9.75 25 75 . .
3.0° 10.62 25 75 . [ ]
4.0° 10.62 25 75 . .
5.0° 12.37 25 75 . .
0.5° 10.61 25 100 . [ ]
1.0° 11.22 35 100 . .
1.5° 11.83 35 100 . .
2.0° 12.44 35 100 L [ ]
3.0° 13.67 35 100 . .
4.0° 13.67 35 100 . .
5.0° 16.00 34.2 100 . [

# Can ba used for tool sleel, alloy steel, Pra—hardened mould steel, and other high—hardnass steel.
# Good surfaca finishment.
# Coating with excellent heat resistance, can be high-speed processing.

HIZE 5 MilingTools

—RtIAIA General purpose
( 50%51 ) 06um HRC-50

SEMDHIMA High speed cutting
( 60FZF| ) 0.2um HRC-60

FRES e W

ltem Code (D) (d)
10420030705 R1.5 L
1-040D0030T10 R1.5 4
1-04D0030T15 R1.5 4
1-04D0030T20 R1.5 4
1-06D0030T30 R1.5 B
1-06D0030T40 R1.5 6
|-0600030T50 R1.5 5]
|-060D0040T05 R2.0 5]
1-0600040T10 R2.0 5]
1-06D0040T15 R2.0 3
1-06D0040T20 R2.0 3
|-0600040T30 R2.0 5]
1-08D0040T40 R2.0 8
|-08D0040T50 R2.0 8
1-06D0050T0S R2.5 3]
|-06D0050T10 R2.5 B
|-08D0050T15 R2.5 8
1-08D0050T20 R2.5 8
1-08D0050T30 R2.5 8
|-10D0050T40 R2.5 10
1-10D0050TS0 R2.5 10
1-08D0060TOS R3.0 8
1-08D0060T10 R3.0 8
1-08D0060T15 R3.0 8
|-0800060T20 R3.0 8
I=10D0080T30 R3.0 10
1-1200060T40 R3.0 12
|-12D0060T50 R3.0 12
I-10D00BOTOS R4.0 10
I-10D00BOT10 R4.0 10
1=10D0080T15 R4.0 10
1-12D0080T20 R4.0 12
1-12D0080T30 R4.0 12
1-16D00B0OT40 R4.0 16
I-16D00BOTS0 R4.0 16
1-12D0100T0S R5.0 12
|=12D0100T10 R5.0 12
1-12D0100T15 R5.0 12
I-16D0100T20 R5.0 16
1-16D0100T30 R5.0 16
1-16D0100T40 R5.0 16
1-20D0100T50 R5.0 20

HAMTIAM, S2H. FREAR. RESELMNT,
LR TSR EREE R,

#RARAEAENRE, THTEaNT.

¥ IR work material

BOZE 5
S0% 5]
i 0] B S Mes gL
P20 545C SCM SK FC FCD cu SKD
. [ ] . . .
% 43 Tolerance
TEER NHMERAE WEHEEAE
D size range D tolerance d tolerance
®©3.0-010.0 0~--0.05 h6
® s Mm% 2 K B 7% /Inventory
= (BD) Ay L 5073 603

0.5° 3.32 20 60 L] L]
1.0° 3.65 20 60 L] []
1.5° 3.97 20 60 . L]
2.0° 429 20 60 L L]
3.0° 494 20 60 L] .
4.0° 5.60 20 60 L L]
5.0° 6.25 20 60 L] [ ]
0.5° 4.40 25 75 [ []
1.0° 4.80 25 75 L] L]
1.5° 5.21 25 75 L] L]
2.0° 5.61 25 75 [ .
3.0° 6.42 25 75 [ []
4.0° 7.23 25 75 L) []
5.0° 8.04 25 75 . L]
0.5° 548 30 75 L L]
1.0° 5.96 30 75 L] .
1.5° 6.44 30 75 [ [
2.0° 6.92 30 75 L) .
a.0° 7.89 30 75 [ []
4.0° B.B6 30 75 L] L]
5.0° 9.83 30 75 L] L]
0.5° 6.56 35 100 . [ ]
1.0° 712 35 100 [ L]
1.5° 7.68 35 100 L) []
2.0° B8.24 35 100 . L]
3.0° 9.36 35 100 L] L]
4.0° 10.49 35 100 L] .
5.0° 11.62 35 100 . [
0.5° B.63 40 100 L) [ ]
1.0° 9.26 40 100 [ []
1.5° 9.89 40 100 E] .
2.0° 10.52 40 100 L] L]
3.0° 11.78 40 100 L L
4.0° 13.05 40 100 [ .
5.0° 14.33 40 100 L) []
0.5° 10.70 45 100 L] L]
1.0° 11.40 45 100 L L]
1.5° 12.10 45 100 L) .
2.0° 12.80 45 100 . .
3.0° 14.20 45 100 [ .
4.0° 15.62 45 100 [ []
5.0° 17.04 45 100 L L

# Can be used for tool steel, alloy steel, Pre-hardened mould steel, and other high-hardness steel.
# Good surface finishment,
# Coaling with excallent heat resistance, can be high-speed procassing.
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[ ]
( fﬁ HIZE % MillingTools

/AT TI$%T]  3/4 flutes roughing end mills

daifijj=i

m | Ap1 max -|
[
m d mmﬂﬁ work MuTerial
BOF%

50%31

BEW  S&W W% WaE| FAR FER
P20 S45C SCMSK FCFCD  CU SKD sus
L] L] L L L L

o] P

—REtDHIF General purpose

O

[ ]
Cfﬁ Bl Z& 5 MillingTools

$aF2/3T13L%ET]  Aluminum 2/3 flutes square end mills

% WHIFER work Material

# 432 Tolerance

(50%5I ) 06um HRe-50 (1110

TIEE TNMERNE WMmEELE
D size range D tolerance d tolerance

©6.0 -0.01~-0.03 h6

o SEEHDEIA High speed cutting ©7.0-010.0 —0.01--0.035 h6

” ©11.0~016.0 -0.01~-0.04 h6

[ 605 ) 0.2um HRC»60 m ©17.0-0©200  -0.015--0.045 h6
PR 7 R w# 7 e 3 % #/Inventory

ltem Code (D) (d) (Ap1 max) (L) 50531 60E 5l

J-0BD0040 4,0 4 12 50 . -
J-06D0060 6.0 6 15 50 L] -
J-0BD0080 8.0 8 20 60 . .
J-10D0100 10.0 10 25 75 . .
J-1200120 12.0 12 30 75 . .
J-14D0140 14.0 14 40 85 ° .
J-16D0160 16.0 16 45 100 . .
J-18D0180 18.0 18 45 100 . .
J-2000200 20.0 20 45 100 . .

HAMFTRS, GE¥, HERASH, RTHESEENMT,

HERERFOHERYE, SETEEHaaRnmnT.
# M AAEETIMIET, NTEMITARmEEERT.
FEElET, BETFRENMET.

# Can be used for tool steel, alloy steel, Pre-hardened mould stesl, and other high-hardness stesl.

meE
Aluminum Alloy
L ]
o —ARIDEIA General purpose 5% 47\ Tolerance
e O\ THEIEE MEEEAE HREELE
L 5053 Y. D size range D tolerance d tolerance
©1.0-02.9 0--0.02 h6
©3.0~®6.0 -0.01--0.03 hé
EEHDHIA High speed cutting ©6.5-010.5 -0.01--0.035 h6
O - - ®11.0-016.0 -0.01--0.04 h6
([ 6ORFI ) ©17.0-®200  -0.015--0.045 hé
RS DR m 7% 2 K B /Inventory
ltem Code (D) @  emag O o G
K-04D0010 1.0 4 3 50 . .
K-04D0015 1.5 4 4 50 . .
K-04D0020 2.0 4 6 50 ° )
K-04D0025 25 4 8 50 . .
K-04D0030 30 4 8 50 . .
K-04D0040 4.0 4 1 50 . .
K-06D0050 5.0 6 13 50 . .
K-06D0060 6.0 6 15 50 ® .
K-08D0080 8.0 8 20 60 . »
K-10D0100 10.0 10 25 75 ° .
K-12D0120 12.0 12 30 75 . .
K-14D0140 14.0 14 45 100 . .
K-16D0160 16.0 16 45 100 . .
K-18D0180 18.0 18 45 100 . .
K-20D0200 20.0 20 45 100 . °

# Good chip removal, most suitable for high-speed proeessing and deep groove machining.
# Special chip-breaking cutting edge design, for roughing applications,
# Long shank design, most suitable for deep cavity machining.

; J?ﬁtﬂliﬂﬁﬁ!imlrhﬂﬂ, BUEKHERE R, WEREH

. .
# EEREWRE., VRN ERNR, SRR,

# Please choose the reascnable minium suspension tool, when the tool suspension
increase, please reduce the cutting speed and feed rate.

# Please check the culting depth and machine stability, choose the reasonable cutting
speed and fead rate.




-

—RETDHIA General purpose

il =

[ S50% % )

SR BEIHIA High speed cutiing

[ 60RFI

RS
ltem Code (D)
L-D0010L03 1 3.175
L-D0010L06 1 3.175
L-D0012L06 1.2 3175
L-D0012L10 1.2 3175
L-D0015L08 1.6 3175
L-D0015L12 1.5 3175
L-D0020L08 2 3175
L-D0o20L12 2 3175
L-D0020L15 2 3.175
L-D0020L17 2 3175
L-D0o020L22 2 3.175
L-DO025L12 25 3175
L-D0025L15 25 3175
L-D0025L22 25 3175
L-D3175L06 3175 3175
L-D3175L08 3.175 3.175
L-D3175L12 3.175 3175
L-D3175L15 3175 3175
L-D3175L17 3.175 3175
L-D3175L22 3.175 3175
L-D3175L25 3175 3175
L-D3175L28 3.175 3175
L-D3175L32 3.175 3175
L-D3175L42 3175 3.175
L-D0030L12 3 4
L-D0030L15 3 4
L-D0030L17 3 4
L-D0030L22 3 4
L-D0040L12 4 4
16

[ ]
{ﬁ HIZE % MilingTools

71 & # & 74 & & EF/Inventory
50%7% 60F%

(d) (Ap1 max) (L)

-y — —
MPag®Rs @3

15
17
22
12
15
22

12
15
17
22
25
28
32
42
12
15
17
22
12

38.5
38.5
38.5
38.5
38.5
38.5
38.5
38.5
38.5
45
45
38.5
38.5
45
38.5
38.5
38.5
38.5
38.5
45
50
50
60
70
50
50
50
50
40

# 432 Tolerance

TNEEE

D size range
®1.0-d29
©3.0-P86.0

®6.5~-010.5

©11.0-@16.0

®17.0-220.0

e
Item Code
L-D0040L15
L-D0040L17
L-Doo40L22
L-D0o040L25
L-D0040L28
L-Do040L32
L-D0o040L42
L-D0040L52
L-D0O050L17
L-Do050L22
L-D0050L32
L-Dao3oL12
L-D0030L17
L-D0040L17
L-Doo40L22
L-D0o050L22
L-D0050L25
L-DO0BOL17
L-Doos0oL22
L-DO0&0L25
L-D0060L32
L-D0060L42
L-DO0s0L52
L-DoosoL32
L-Da100L32
L-D0120L32
L-Do140L32
L-D0140L42

Api max

% IR work material

NEERNE
D tolerance

0~-0.02
-0.01~-0.03
-0.01~-0.035
-0.01~--0.04
-0.015~-0.045

7 E O E T £ & EE/ Inventory

HEE
Aluminum Alloy
e
Wi EELE
d tolerance
hé
h6
h6
h6
hé

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

4 4
4 4
4 4
4 4
4 4
4 4
4 4
4 4
5 5
5 5
5 5
3 6
3 6
4 6
4 6
5 6
5 6
6 6
6 6
6 6
6 6
6 6
6 6
8 8
10 10
12 12
14 14
14 14

15
17
22
25
28
32
42
52
17
22
32
12
17
17
22
22
25
17
22
25
32
42
52
32
32
32
32
42

40
40
45
50
50
]
70
80
50
50
60
50
50
50
50
50
55
50
50
50
60
70
80
80
80
80
100
100

50%&% 60%%!

L
fﬁ HIZE S wmillingTools

S
O
\!‘ e — :\Q T I}
Pk Y it
4 Tl 1
il L -
—AGENMIA General purpose # WEIBER work Material
555
[ 50%&5| BEN  AEW e Hos AR
- P20 S45C SCMSK = FCFCD cu SKD
[ ] [ ] [ ] [ ]

= ERDEIA High speed cutting
[ 60R3I

TamiRe 7 Z R A B R T 7 ¥ & g ® 1F/Inventory

Item Caode (D) (d) (") (D1) (1) (12) (L) 50E5 60ZEFI
M-45-0600050 5 6 45 25 4 12 60 .
M-45-06D0060 B 45 3.0 4 14 60 . .
M-45-08D00B0 8 8 45 4.0 5 1.9 60 . .
M-45-10D0100 10 10 45 5.0 B 2.4 75 ® .
M-45-1200120 12 12 45 6.0 7 2.9 75 ® .
M-60-06D0050 5 & 60 25 4 22 60 L L J
M-60-06D0060 6 6 60 3.0 4 27 60 s .
M-60-08D0080 8 8 60 4.0 5 3.7 60 . .
M-60-10D0100 10 10 60 5.0 B 4.6 75 . .
M-60-12D0120 12 12 60 6.0 7 5.6 75 . .

17



hj h
fﬁ BIE 5 MilingTools fﬁ HIZEZ 5 wmillingTools

60/90/120FF VEVMEE#ESET] 60°/90°1120° V-groove cutters

RARJI2/3/ATISISET]  2/3/4 flutes corner rounding cutters

P @ | . P < U
. i:;_-o_f __________________ ] i /:L--'-'ll“, .
=== ic C— )]

: | | L

o —RRLDHEIRA General purpose # WHIME  Work Material
‘ B 6023
O—lﬂﬂ]mﬂi General purpose % WHIMR  work Material (_505;“ , 0.6um . HRC~50 @ S0E7F)
R il
e e EEA wE  #Has A
SORS| ) 06um HRC-50 @ 5075 P20S45C SCMSK  FCFCD cu SKD
BES 488 ik T o EEHAIBIA High speed cutting . o o . .
P20S45C SCMSK  FCFCD cu SKD - §
- BRI vich speed cting . . . . (60%3 ) o2um HRe-s0 (1[0
(605l ) ozum He-60 ([0 FEME o @R emE s ek FE/Neoy  eogs me ogwme e gx B/ Invenloy
; ltem Code (d) (1) (D) (L) s50=3% go®5] Item Code d @) @ L soz5 e0mF
2/3/4-04R0S0050 4 15 27 50 @ @  2/34-06A200200 6 15 57 50 e e
o — 2/3/4-04R075075 4 15 32 50 ®  ®  2/34-08R250250 8 15 67 50 e @
il FLER R HE | Wk | K| 2K X 2/3/4-04R100100 4 15 37 5 ® e 2/3408R300300 8 15 77 50 e e
Item Code (D) (d) {a® } (D1) (11) (12) (L) 50Z 3] BOZS| : : : : : : :
2/3/4-06R1251.26 6 15 42 50 ®  ®  2/34-12R4004.00 12 20 102 60 ® ®
Sl - L Ll L i L 60 nd e 2/3/4-06R1501.50 6 15 47 50 ® @  2/34-16R500500 16 30 132 75 ® @
hief0-TPDo0a0 cd d - i ad 1 i : it 23/4-06R1751.75 6 15 52 50 ® @  23416R600600 16 30 152 75 e e
N-60-08D0080 8 8 60 36 5 2.4 60 . .
N-60-10D0100 10 10 60 45 6 3.1 75 . .
N-60-12D0120 12 12 60 54 7 37 75 . . SRR $t7] Saw blade cutter
N-90-06D0050 5 6 90 23 4 24 60 . .
N-90-08D00B0 6 6 90 2.7 4 2.8 60 . .
N-90-08D0080 8 8 90 3.6 5 3.8 60 . .
N-90-10D0100 10 10 90 45 6 48 75 . . =
N-90-12D0120 12 12 90 5.4 7 5.8 75 . L] -4
N-120-06D0050 & 6 120 23 4 44 60 . .
N-120-06D0060 6 6 120 2.7 4 5.4 60 . . 80c1.0x25.480T
N-120-08D0080 8 8 120 3.6 5 7.7 60 . . ' ot
N-120-10D0100 10 10 120 45 6 93 75 . . r&'
N-120-12D01 12 12 1 4 7 1.2 7 . . :
Dalenba 20 > > -, ~BUHIFR Genera purpose 5 WHIRE work Materia
30% %
(30%% ) osm HRe-55 (D) BE®  22W  #% @A HAS
P20S45C SCMSK FCFCD  CU SKD
L ] L] L ] [ ]

FRET 48 B E M & o B R imenlary FREES S8 B E A & 5 & FRnverory

hemCode (® (M) @ (M g0 MemCode © ) @ M oo

DxHxdxT 8 0.15-40 34 4-20 ] DxHxdxT 25 02-50 6810  10-56 L
10 0.15~4.0 45 6~24 L] 30 0.2-5.0 6810 10~60 .
12 0.15-4.0 456 6-30 L 32 0.2-6.0 6810127 10-80 [ ]
16 0.15-40 568 6-40 . 35 02-60 810127 10-60 @
20 0.15~4.0 568 6~45 L] 40 0.2~6.0 810127 10~80 [ ]
22 0.2-5.0 568 8-50 L] 45 0.2-8.0 1012716 10-80 .




Drillins

Tools

[ ™
{ﬁ g ZE % DrillingTools

{EA%S Use features

AT kE%. REF%. F8%H. S, S&WEEIamnmnT,
EOBENE, HENRTHENRENRERS,

For: gray cast iron, nodular cast iron, stainless steel, structural steel and
alloy steel materials, centering capability is strong, stable dimensional
accuracy and good surface quality.

Hi&% S Manufacturing characteristics

T4 E (Cutting edge tolerance): m7

HEBHE® (Chip groove): $5%i&it, {ETHEE (Special design, easy to chip
removal)

¥ 711l i&(Chisel edge manufacturing): #i71{#IE(Chisel edge correction)
EERRE L (Shank form): DING535HA hé

#&E(Coating): He/MaNo

RS mniE wm&E i<

ltem Code (D) (d) (L)
DR-W05-0300 3.00 6 ' 66
DR-W05-0330 3.30 fi 66
DR-W05-0350 3.50 6 66
DR-W05-0400 4.00 6 74
DR-W05-0450 4,50 6 74
DR-W05-0500 5.00 6 82
DR-W05-0550 5.50 6 82
DR-W05-0600 6.00 6 82
DR-WO05-0850 6.50 8 91
DR-W05-0700 7.00 8 91
DR-W05-0750 7.50 8 91
DR-W05-0800 8.00 8 91
DR-W05-0850 8.50 10 103
DR-W05-0900 9.00 10 103
DR-W05-0950 9.50 10 103
DR-W05-1000 10.00 10 103
DR-W05-1050 10.50 12 118
DR-W05-1100 11.00 12 118
DR-W05-1150 11.50 12 118
DR-W05-1200 12.00 12 118
DR-W05-1250 12.50 14 124
DR-W05-1300 13.00 14 124
DR-W05-1350 13.50 14 124
DR-W05-1400 14.00 14 124
DR-W05-1450 14.50 16 133
DR-W05-1500 15.00 16 133
DR-W05-1550 15.50 16 133
DR-W05-1600 16.00 16 133
DR-WO05-1650 16.50 18 143
DR-W05-1700 17.00 18 143
DR-W05-1750 17.50 18 143
DR-W05-1800 18.00 18 143
DR-W05-1850 18.50 20 153
DR-W05-1900 19.00 20 153
DR-W05-1950 19.50 20 153
DR-W05-2000 20.00 20 153

DIbS
(L3)

28
28

ER888

44
53
53
53
53
&1
61
61
61
71
7
71
71
77
77
77

BEEBA

93
93
93
93
101
101
101
101

"AHIK
(L4 max)

23
23
23
29
29
35
35
35
43
43
43
43
49
49
49
49
56
56
56
56
60
60
60
60
63
63
63
63
71
71
71
71
77
T7
7
77

i
(Ls)
36
36
36
36
36
36
36
36
36
36
36

5§88

&8

45
45
45
45
45
45

48
48
48

(88885566 &

21



DiENEE, REMRTEEMRTFHEAEER.

For: gray cast iron, nodular cast iron, stainless steel, structural
steel and alloy steel materials, centering capability is strong,
stable dimensional accuracy and good surface quality.

[ ]
fﬁ HI &% DrillingTools

A% s Use features
FAF: kS, KBS, FEH. 50N, SERETRMENNI, &

#liE%F =  Manufacturing characteristics

T84 % (Cutting edge tolerance): m7

HE/BHEEI (Chip groove): $5%ki&1t, EFHEB(Special design, easy to chip removal)

18 7] %7 (Chisel edge manufacturing): ##7]14&IF (Chisel edge correction)
H#ERC(Shank form): DING535HA hé
#: 2 (Coating): He/NaNo

22

FRES
Item Code

DR-N05-0300
DR-N05-0330
DR-N05-0350
DR-N05-0400
DR-N05-0450
DR-N05-0500
DR-NO05-0550
DR-N05-0600
DR-NO05-0650
DR-NO05-0700
DR-N05-0750
DR-N05-0800
DR-NO05-0850
DR-N05-0900
DR-N05-0950
DR-N05-1000
DR-N05-1050
DR-MN05-1100
DR-N05-1150
DR-N05-1200
DR-N05-1250
DR-N05-1300
DR-N05-1350
DR-N05-1400
DR-N05-1450
DR-N05-1500
DR-N05-1550
DR-N05-1600
DR-N05-1650
DR-N05-1700
DR-NO05-1750
DR-NO05-1800
DR-NO05-1850
DR-N05-1800
DR-N05-1850
DR-N05-2000

74E
(D)

3.00
3.30
3.50
4.00
4.50
5.00
5.50
6.00
6.50
7.00
7.50
8.00
8.50
9.00
9.50
10.00
10.50
11.00
11.50
12.00
12.50
13.00
13.50
14.00
14.50
15.00
15.50
16.00
16.50
17.00
17.50
18.00
18.50
19.00
19.50
20.00

e

(d)

mom o ®mdd®d 3D DD DD

I I N A A
OO0 0 0 @00 o3 ®0DE L ELRMNMMNMNMNMNOSDOOO

£33

(L)

66
66
66
4
74
g2
g2
g2
91
81
91
91
103
103
103
103
118
118
118
118
124
124
124
124
133
133
133
133
143
143
143
143
153
153
153
153

A
(L3)

28
28
28
36
36
44
44
44
53
53
53
53
61
61
61
&1
71
7
7
71
77
77
77
i7
83
83
83
83
93
93
93
93

101

101

101

101

AHTE
(L4 max)

23
23
23
29
29
35
35
35
43
43
43
43
49
49
49
49
56
56
56
56
60
60
60
60
63
63
63
63
71
71
LAl
71
77
77
77
77

LS

Wi
Ls)

36
36
36
36
36
36
36
36
36
36
36
36
40
40
40
40
45
45
45
45
45
45
45
45
48
48
48
48
48
48
48
48
50
50
50
50

G
{ﬁ Bl ZE % DrillingTools

A% S Use features
BF: KEE. REBHE. FHER. SR, S89%E e

BeymI, BOeEAE, RENRITHRENRFHRERE.

For: gray cast iron, nodular cast iron, stainless steel, structural
steel and alloy steel materials, centering capability is strong,

stable dimensional accuracy and good surface quality.

mliS%Fs  Manufacturing characteristics

T8R4 2 (Cutting edge tolerance): m7

HEIBHE R (Chip groove): $¥Ekiit, F#HEME(Special design, easy to chip removal)

¥4 71§18 (Chisel edge manufacturing): #§714&1E (Chisel edge correction)
imEpAE L (Shank form): DING535HA hE
i =(Coating): He/NaNo

EREs
ltem Cade

NO8-0400
NO8-0500
NO8-0600
NO8-0700
NO&-0800
NO8-0900
NO8-1000
N08-1100
MNO8-1200
NO8-1300
NO8-1400
NO&-1500
NO8-1600
NO8-1700
MNO8-1800
NO8-1900
MN0O8-2000

nE
(D)

4.00
5.00
6.00
7.00
8.00
9.00
10.00
11.00
12.00
13.00
14.00
15.00
16.00
17.00
18.00
19.00
20.00

{EASS Use features

AT mihtr, MEHhk. AHMN. S8N. SEWFE
WAMHENNT, B0E0E, BENRTHENRYF

R RE .

For: gray cast iron, nodular cast iron, stainless steel,
structural steel and alloy steel materials, centering
capability is strong, stable dimensional accuracy and
good surface quality,

HiE S Manufacturing choracteristics

7)#R4+2 (Cutting edge tolerance): m7

-3
L)

75

90

97
116
116
131
139
155
163
182
182
204
204
223
223
244
244

UIE-3
(L3)

45
54
60
79
79
a0

109
17
136
136
155
155
174
174
193
193

THIK
(L4 max)

42
50
57
76
76
87
95
106
114
133
133
152
152
171
171
190
180

——

LS

ik
(LS)

O T O U T L T e —

Hi[BHE B Chip groove): $58ki&it, (FHERE (Special design, easy to chip removal)

1 7] %liE (Chisel edge manufacturing): #7]##1E(Chisel edge correction)
R (Shank form): DINE535HA hé

FRiRs
Item Code

N20-0300
N20-0400
N20-0500
N20-0600
N20-0700
N20-0800
N20-0900
N20-1000

N
(D)
3.00
4.00
5.00
6.00
7.00
8.00
9.00
10.00

i E(Coating): He/NaNo

i
(d)
3.00
4.00
5.00
6.00
7.00
8.00
8.00
10.00

£
(L)
101
125
149
173
197
221
245
269

kS
(L3)

68
a0
112
134
158
178
200
222

FHAK
(L4 max)
63
84
105
126
147
169
189
210

LS

e

(LS)
30
32
34
36
38
40
42
44

23



[ ] (]
( fﬁ g &% DrillingTools ( fﬁ BIZE % DrillingTools

BREESEE5L  Harden steel carbide dril BRESEHMESN straight flute carbide dril

BA’SS Use features A% S Use features

ATF: HRC40-48EmB@WMAME SMBENRTRHENRTFORTER, 7 ] & &
%<1 5DR, FLEBE<IT?, E]IEED.G{E. Ra<12p, BF: ke, KEB%. aRheW. MESSWHEMNT, FERA.

For: HRC40~48 high steel and alloy steel, stable dimensional accuracy E iﬁ ég :f ;3;1 ;&iﬁ'ﬂ g&ﬁ;mﬁﬁ rlé‘r Be 2 gxg& MRYTHREMRIFHEAR
and good surface quality, when the hole depth is less than or equal to 1.5D, 5 : ot .
hole precision is less than or equal to it7, roundnass is less than or equal to For: gray cast iron, nodular cast iron, high silicon aluminum synthetic steel, m

copper alloy processing, for wrought aluminum and copper must use of inner

0.005, RA is less than or equal to 1.2 um.
:.1 e i }\ N cooling. Gentring ability is strong, stable dimensional accuracy and good surface
#liE% = Manufacturing characteristics D 1257 é \R = [d quality for excellent rigidity of pracessing system, suitable high speed and high _ o
T4 £ (Cutting edge tolerance): +0.002 '—71 e —"‘;——‘*—"“k | s | feed cutting. ron (_\ 4
#EIE A (Chip groove): ¥Fkigit, EF#k/E(Special design, easy to chip removal) Lrgax | |1 HIS%S  Manufacturing characteristics DIW'&, : — il
4 TIR(R): B EERAE(In accordance with CH.TECH standards ) L ‘ 718432 (Cutting edge tolerance): m7 } L4 max . LS J
B& 71 WliE(Chisel edge manufacturing): 8871SE{EIE(Chisel edge S type correction) HET A (Chip groove): $$Big, {BFH I (Special design, easy to chip removal) L3 L
By - HA NG HeiR(Coating): He/NaNo #i7] %l (Chisel edge manufacturing): #7IH& f&IE(Chisel edge H type correction)
3 (Shank form): DING535HA hé [E(Coating): NaNo/TIN
RS iz iz -3 PIE S Bk Wi S ity ) it 9
Item Code (o] (d) L (L3) (L4 max) LS) Inventory RS ne e 214 pik’3 AT FiE S
GY—0400 400 4 55 20 12 33 ° Item Code (D) (d) (L) (L3) (L4 max) (LS)
GY-0500 5.00 5 62 26 16 36 . £C03-0300 3.00 6 62 20 14 36
GY-0600 6.00 6 66 28 18 36 . ZC03-0400 4.00 & 66 20 17 56
o B ) i " I ot o ZC03-0500 5.00 6 66 28 20 36
GY-0800 8.00 8 79 37 24 36 . iggigggg 3-23 g x ;’i 22 g
GY-0900 9.00 g9 84 40 29 40 ® g
GY-1000 10.00 10 90 43 31 40 ® ;ggiggg g-gg 130 g j; gg 433
GY-1100 11.00 11 95 47 35 40 [ ] .
GY-1200 12.00 12 102 51 39 45 . AL 10.00 12 = o1 = -1
e i 1 102 o ot P o ZC03-1100 11.00 12 102 55 40 45
GY-1400 14.00 14 107 54 42 45 ° 204 100 L L 10e = - L]

3 ZC03-1300 13.00 14 107 60 43 45
ar-1e 1520 . L = = - s ZC03-1400 14.00 14 107 60 43 a5
ovima e 1 i w0 @ s . o500 1500 i s s 5 jg
G je 00 1L 18 = ol sl i ZC03-1700 17.00 18 123 73 51 48
GY-1900 19.00 19 127 64 52 48 L ] ZC03-1800 18.00 20 123 73 51 48
GY-2000 20.00 20 131 66 54 50 ® ZC03-1900 19'00 20 131 79 55 50

79 55 50

. ZC03-2000 20.00 20 131
BHRAaEHAAk  Auminum carbide dril
D "ﬂ'%"f St ———— d] ST BREEEMEE  carbide Step Drilling
an L3 alie

@S ltem Code 743 e &4 T o S SRR ey
D d L L3 Ehol e — 1]
A RENot coating 48 B /& Coating ) (@) L (L3) Srafs~_ ¥ Y 4 ©
s & e N - - I | N

LY-0300 LYC-0300 3 3 48 16 . Léamax |-
L¥-0350 LYC-0350 3.5 4 52 20 L3+1.5 |
LY-0400 LYC-0400 4 4 54 22 L15
LY-0450 LYC-0450 45 6 68 24
LY-0500 LYC-0500 5 6 70 26
LY-0550 LYC-0550 55 6 72 28
'[3'4?223 '[33}?%3 & 8 z 2 FaRAe nE Hi 24 pEs BT K RN

. D d L L3 L4 max Thread siz
LY—0700 LYC_0700 & 5 7 ad Item Code (D) (d) (L) (L3) (l ) read size
LY-0750 LYC-0750 75 8 78 34 HF-TJ-0340 3.4 6 66 28 11.4 M4
LY-0800 LYC-0800 8 8 81 37 HF-TJ-0430 43 6 66 28 136 M5
LY-0850 LYC-0850 8.5 10 87 37
LY—_0900 LYC—0900 9 o T & HF-TJ-0500 5 6 79 4 16.5 M6
LY-0950 LYC-0950 9.5 10 91 40 HF-TJ-0690 6.9 10 89 47 21 Ma
LY-0100 LYC-0100 10 10 93 43 HF-TJ-0870 8.7 12 102 55 255 M10
o i 2 o - i o L o s
LY—0130 LYC—0130 13 14 110 51 HF-TJ-1525 12.25 16 115 65 345 M14
LY-0150 LYC-0150 15 16 136 76 HF-TJ-1425 14.25 18 123 73 385 M16
LY-0170 LYC-0170 17 18 150 84
LY-0200 LYC-0200 20 20 160 94
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[ ™
!ﬁ HI Z& % DrillingTools

Tools

gg: [ 2 .:\ _ :‘*— N o -L
"____ 120° }/;Kktk‘p +

L pomax | .
—R&TDHIA General purpose .
el * HHIEE work material
™ BOEF
[ GORH| )
- f — _ 50%3) ———
EEMEDEIA High speed cutting BEN @ A&W ek Aee E T
—_— P20 545C SCM SK FC FCD cu | SKD
i 60FR 5 J e . . .
FmEs DI m & 7o & &= K
Item Code (D} (d) (Ap1 max) L
l 60/90/120-02D0020L050 2 2 4 50.
60/20/120-03D0030L050 3 3 5] 50
60/20/120-04D0040L050 4 4 8 50
60/90/120-05D0050L050 B 5 10 50
60/20/120-06D0060L0O50 6 6 12 50
60/30/120-08D0080LOB0 8 8 16 60
60/90/120-10D0100LO7S 10 10 20 75
B0/90/120-12D0120L075 12 12 20 75
B0/90/120-16D0160L100 16 16 25 100
B0/90/120-20D0200L100 20 20 25 100
P — ™
e — [ */ I Ja—— —
. A = [
o ] L -
— AR DA General purpose _ # MWHIME work Material
S 60% 3
(_S0®5 ) 50%5)
S EHNLDAEIA High speed cutting A &0 i U EYS:
= - - ~ - P20 545C  SCM SK FC FCD cu SKD
(_6OR3I e e °* o o
FRES 7 @ ' Y- ' n s K
Item Code _ (d) (D) U} (L)
0400010 1.0 4 1.0 34
0500015 1.5 5 15 40
0600020 20 8 2.0 45
07D0025 2.5 7 25 50
0800030 3.0 8 3.0 50
1000040 4.0 10 4.5 B0
11D0050 _ 5.0 1 5.5 70
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fx HI Z& % ReamingTools

ZE/E ﬁﬁtﬂ Left/Right hand Reamer

i
D — == ]

EF:IM ( Unit ) :mm ) )‘i‘l L ‘

il
fx Bl Z %) ReamingTools

BIKEREE5T]  solid Carbide Reamers

d1
ek od1 2 0 z ey ; —
1 ~ 05-15 _ 9 38 3 3 “’DE e e - [ZI‘“'
2 _ 1.6-2.0 _ 12 38 4 3 — 2 |
25 21-25 16 38 4 3
3 26-3.0 16 38 4 3
S— i Unit) :mm
B T]  Sstraight Flute Reamer #S%3 tom Code e e 7 Bk
——— - : L/R-0400 4.00 3.50 20 56
e ——————— e, e _I““’ L/R-0450 _ 450 _ 4.00 22 63
\ = L1 | L/R-0500 5.00 4.00 22 63
R4 (Unit) :mm L/R-0550 _ 550 _ 5.00 22 63
L/R-0600 6.00 5.00 22 63
R4S ltem Code i g & ks L/R-0650 6.50 5.00 2 63
e 0a00 00 350 2 56 L/R-0700 _ 7.00 _ 6.00 25 71
ZC-0450 450 4.00 22 63 L/R-0750 | 7.50 . 6.00 25 71
ZC-0500 5.00 4.00 22 63 L/R-0800 8.00 6.00 25 71
ZG-0550 : 5.50 : 5.00 : 22 : 63 L/R-0850 ' 8.50 ' 8.00 25 71
;g-ggg . g-gg | §$ . :g g L/R-0900 . 9.00 . 8.00 25 71
ZC-0700 ' 7.00 ' 6.00 ' 25 ' 71 i Lo it = i)
= ! s ' 50 ! . ' = L/R-1000 . 10.00 . 8.00 25 71
ZC-0800 ' 8.00 [ 6.00 ' 25 [ 71 L/R-1050 10.50 10.00 28 80
ZC-0850 : 8.50 : 8.00 : 25 : 71 L/R-1100 11.00 10.00 28 80
ZC-0900 | 8.00 | 8.00 | 25 | 71 L/R-1150 ' 11.50 ' 10.00 28 80
S | o | il | = | 4 L/R-1200 ' 12,00 ' 10.00 28 80
oSt - Ll - - | = - i L/R-1250 ' 12.50 ' 10.00 28 80
ZC-1050 10.50 10.00 28 80 | |
ZC-1100 | 11.00 | 10.00 [ 28 80 L/R-1300 13.00 10.00 28 80
ZC-1150 : 150 10.00 : 28 80 L/R-1350 ' 1350 12.50 32 90
ZC-1200 | 12.00 _ 10.00 | 28 80 L/R-1400 ' 14.00 ' 12.50 32 90
i‘l i% | :§-$ | :g-% | z: g L/R-1450 ' 14.50 ' 12.50 32 80
e - == - A5 - = = L/R-1500 15.00 12.50 32 90
ZC—1400 14.00 12.50 ap 90 L/R=1550 15.50 12.50 32 90
7C-1450 14.50 12.50 32 80 L/R-1600 ' 16.00 ' 12.50 32 90
ZC-1500 15.00 12.50 32 90 L/R-1650 16.50 12.50 a2 90
igj Z$ ::-x :::g g: ; L/R-1700 ' 17.00 ' 16.00 32 90
e | 1650 | 1250 | s 50 L/R-1750 . 17.50 . 16.00 36 100
ZC—1700 [ 17.00 | 16.00 | 39 90 L/R-1800 18.00 16.00 36 100
| ZC-1750 : 17.50 : 16.00 : 36 : 100 L/R-1850 18.50 16.00 36 100
| ZC-1800 , 1800 16.00 , 36 _ 100 L/R-1900 18.00 16.00 36 100
!| g-1 g£ | :gg | :g-% | gg _ :gg L/R-1950 ' 19.50 ' 16.00 36 100
' ZG-1950 ' 19.50 ' 16.00 ' 36 ' 100 iS00 o ALl e L

ZG-2000 ' 20.00 [ 16.00 ' 36 [ 100




y il
X HIZE % ReamingTools

=
S—maames—— 00000

B4 ( Unit) :mm

rewswnome | %E O F O F %%

ZJT-0330 33 4.3 11.4 20 62 B

ZJT-0365 3.65 4.65 11.4 20 62 B

ZJT-0420 4.2 5.2 13.6 28 66 5]

ZJT-0465 4.65 5.65 138 28 66 B

ZJT-0500 5 1 16.5 34 79 8

ZJT-0555 5.55 6.55 16.5 34 79 8

ZJT-0680 6.8 7.8 21 47 89 10
ZJT-0740 7.4 8.4 21 47 B89 10
ZJT-0850 8.5 9.5 25.5 55 102 12
ZJT-0935 9.35 10.35 255 85 102 12
ZJT-1020 102 1.2 30 60 107 14
ZJT-1120 1.2 12.2 30 60 107 14
ZJT-1200 12 13 34.5 65 115 16
ZJT-1320 13.2 14.2 34.5 B5 115 16
ZJT=1400 14 15 38.5 T3 123 18
ZJT-1510 1841 16.1 38.5 73 123 18
ZJT-1550 155 16.5 43.5 79 131 20
ZJT-1690 16.9 17.9 43.5 7a 13 20
ZJT-1750 175 18.5 47.5 89 147 20
ZJT-1890 18.9 19.9 47.5 89 147 20
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ﬂg HFEF ThreadingTools ﬂg WEF ThreadingTools

SRt )

WEGEL225E  Spiral Flute Tap Thread Mills

S8 (0 K40 YN eH e
J ] — ] L s o =
B4 (Unit) :mm B (Unit) :mm
RS Item Code g4 R o B mak i PRHE Item Code e 13 8y B mak 08 e
ik ENo coating # 2 Coating Thread P 4 L1 L2 D2 Fi% ENo coating # B Coating Thread P 4 L1 L2 D1 D2
LX-0400 LXC-0400 M4 0.7 3 55 13 5 LWX-0400 LWXC-0400 M4 0.7 3 50 8 2.8 4
LX-0500 - LXC-0500 M5 0.8 3 55 16 5 LWX-0500 LWXC-0500 M5 . 08 3 50 10 | 35 4
LX-0600 LXC—-0600 M6 1 3 65 16 6 LWX-0600 LWXC-0600 M6 1.0 3 50 12 39 6
LX-0800 LXC-0800 M8 1.25 4 75 29 8 LWX-0800 LWXC-0800 M8 . 125 3 60 15 5.8 6
LX—1000 LXC—1000 Mi0 1.5 4 85 24 8 LWX-1000 LWXC-1000 Mi0 15 3 65 21 7.7 8
LX-1200 [ LXC—1200 Mi2 ' 1.75 4 100 30 ) LWX-1200 LWXC-1200 M12 1.75 4 75 24 8.7 10
i %1400 LXC—1400 Mi4 20 2 100 30 1 LWX-1400 LWXC-1400 Mi4 20 4 75 28 99 10
To o | ErETT T ¥ ” T - i LWX-1600 LWXC-1600 M6 2.0 4 85 32 19 12
I LWX-2000 LWXC-2000 M20 = 25 4 100 32 13.9 14
O —

BEZL%  sraight Flute Tap
ag,‘gsg\z K40 "V 6H

of Tl v
e
L2 ! LS 1 B4 (Unit) :mm
®D1 P d1 I 12 I3 d2(hs) d3 LJ\B |;é;|
4L ( Unit) :mm
R o o ey = e e 30 035 260 51 8.2 5 2.11 4 2.65 2.65
T JENo coating % HCoaling Thread P z L1 L2 D2 3.0 0.50 2.43 51 8.4 5 1.73 “ 2.50 2.50
s ey - e s o s = 35 0.60 2.81 51 9.9 5 1.97 4 2.90 2.90
260500 | ZCO—0500 M5 b 5 55 P : 40 - 070 3.20 51 11.3 5 222 4 3.30 3.30
ZC-0600 ZCC-0600 M6 1 3 65 16 6 5.0 0.80 4.08 51 14.0 5 2.96 o 4.20 4.20
ZC-0800  ZCC-0800 M8 1.25 4 75 22 8 6.0 1.00 4.85 51 16.8 5 3.45 4 5.00 5.00
ZC-1000  ZCC-1000 M10 1.5 4 75 24 8 8.0 1.25 5.95 63 23.0 6" 4.20 5 6.80 6.80
ZC-1200 . ZCC-1200 M12 1.75 4 85 30 9 10.0 1.50 7.95 67 28.0 8 5.85 5 8.50 8.50
RS SO0NNN N Z0C-1400 M14 2.0 4 100 30 " 120 175 985 78 34.0 10 750 5 10.20 10.20
__ ZC-1600 ZCC-1600 M16 20 4 100 3 13 140 200 1085 95 44.0 12 815 5 1200  12.00
A 160 200  10.95 95 44.0 12 815 5 14.00 14.00
18.0 2.50 13.95 105 55.0 14 10.45 6 15.50 15.50
20.0 2,50 13.95 105 55.0 14* 10.45 6 17.50 17.50




KE
RS Welding tools

|
w e I d I n g ERE & EEEIKSLIIHET] Hard alloy welding ball head end mill

T e aE
m | mIme/ mIew) mImm
OOIS — e | ek
#1 #& /Specifications

iTHS ERE%ES SH D L L1

HLBO31-1 Mw2 8 16 128.2 43.2

HLBO31-2 MwW2 9 18 129.2 442

HLBO31-3 MW3 10 20 1685.2 53.2

HLBO31-4 MW3 11 22 156.2 54,2

HLBO31-5 MW3 12.5 25 167.7 65.7

HLBO31-6 MW3 14 28 169.2 67.2

HLB031-7 MW3 15 30 173.2 71.2

HLBO31-8 MW 4 16 32 199.2 72.2

HLBO31-9 MW4 18 36 207.2 80.2

HLB031-10 MW4 20 40 209.2 82.2

HLBO31-11 MW4 22.2 45 211.5 84.7

HLBO31-12 MW5S 25 50 244 .2 88.2

HLB031-13 MW5 28 56 255.2 99.2

HLBO31-14 MW5S 3.5 63 257.7 102.7

Ejﬁ = ﬁﬁﬁﬂﬁﬁ%‘ﬁﬂ Hard alloy welding spiral end mill
| apRE
i —
[ = 4L |
# #% /Specifications

1THES HXLO1 HXL02 HXL03 HXLO4 HXL0S HXLO& HXLO7 HXLOD8
HLB0O32-1 16 16 25 32 36 40 50 63
HLBO32-2 117 117 153 178 200 200 220 220
HLBD32-3 32 32 45 53 53 53 63 63
HLBO32-4 3 3 4 4 4 4 [} 6
HLB032-5 24 2# 3# 44 44 4 it b

ERTHEHEAENNT. DHRENTDRTAESSRRHETHELENERS.

BRESEEEE=T7I#EJT] Hard alloy welding wrong tooth face-sides cutters

3
o

RN

{2

-
iTHE z D1 D d L1

HSMEXL g 34 63 22 68101214

HSMBXL 10 M a0 27 6810
HSM10XL 10 47 100 32 1214
HSM10XL 12 47 125 32 810
HSM125XL 12 47 125 32 612 14
HSM125XL 14 47 125 32 101214
HSM160XL 16 85 160 40 1214 16
HSM200XL 18 55 200 50 12 1416
HSM250XL 20 63 250 50 121418
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BEES Welding tools ‘ “l; TR S Welding tools

L1

(]
i E | |
I E—
# #& /Specifications o sz iz s sz K % K
iTHE R~ D L L1 z ™ D d3 d1 d2 L1 L T
HLBO33-1 12 21 105 9 4 24 HLB038-1 8R 20 13 29 60 80 4
ntoleis AL 25 105 1 6 24 HLB038-2 10R 25 17 a7 70 115 4
:tsg::j ;g :i :lg :: g :: HLBO38-3 12.5R 25 20 45 70 115 4
HLBO33-5 28 50 175 22 6 4 RLBOas it 32 e 55 80 130 4
HLB033-6 a8 40 180 s : ¥ HLBO38-5 16R 32 25 57 80 130 4
] HLBO33-7 42 7 230 35 s P HLBO38-6 20R a2 30 70 80 130 4
| HLB033-8 48 85 240 40 8 54 HLBO038-7 25R 32 35 85 80 150 4
HLB033-9 54 05 250 44 8 54

)
‘od”

7:24$4% 7:24 Taper shank
# 1% /Specifications Rt 72454 wWENR (A) BENR (B) 7IE& (AB) #ERf HWF
BEMR L 7:24 Taper shank
iTHS B B D L L1 e° D || L ADHWO050308 SDHW090308 1115
HLB40-KLX32 17 T15
HLBO035-1 MW3 4 40 137 16 55° 2 |3 |43 6 = XT40 (ADMT150308) (SDMT090308) 2/12 LA
HLBO35-2 MW3 4 50 137 16 55° HLB40-KLX40 40 50 93 190 )
HLB035-3 Mw4 6 63 179 20 55° HLBS0-KLX50 4 50 76 1332 260 L
HLB035-4 Mw4 6 80 179 20 55° HLB50-KLXE3 63 8 143 270 APHW160408 SPHW120408 2/16 WL
HLBO35-5 Mw4 6 100 179 20 ) HLB50-KLX80 80 96 153 280 AL (APMT160408) (SPMT120408) 3/27
HLB035-6 MW3 4 40 137 16 60° 6
e e F - = 5 B HLB50-KLX100 100 106 163 280 3/30
HLB035-8 MW4 6 63 179 20 60° it HimspEEs R, iTHeiEmeli%A, Note:Other types of shank connection,please order o illustrate this.
HLB035-9 MW4 6 80 179 20 60°
HLBO035-10 MW4 6 100 179 20 60°

HEPAIBCH R 4SRRI SRR
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Mg EMEENRTAR, &
HEMNASTERNARERFENRALE
A, ABRH—ERXTNEBRIFE.

I o o I s Advanced equipment and axcellent designers make us
more adventageous in solving the compleie set of
non-standard tools, providing you with one-stop ool
solutions.




