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About GESAC
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Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint venture with national high-tech,
affiliated with XTC, which is one of six major rare earth groups in China. GESAC is committed to research & development,
production and professional solutions providing of high-quality tungsten powder materials, cemented carbide, precision cutting
tools and other tungsten products. Up to now, GESAC has become world-famous manufacturer and supplier of tungsten powder,
cemented carbide and precision cutting tools products.

With the Integrated Product Development of complete tungsten industry chain, as well as a pragmatic and innovative
management concept, GESAC has always maintained a strong momentum of development, providing the cost effective tungsten
powder products and services for global users, offering the excellent products and perfect solutions for solving high hardness,
high temperature resistance and wear resistance topics. Our brand "Golden Egret" has become one of the leading brand in the
market, enjoying famous reputation in more than 40 countries and regions.

GESAC owns four production headquarters and one national level research center domestically,and three sales branches an
d one production base overseas. We undertook and completed several development programs independently, including the

“National Science and Technology Support Programs” , the “National Torch Program Projects” , and the “National Key
Projects” and so on. GESAC was awarded as "Key Enterprise for Strategic Emerging Industry ", “Innovative Enterprise” and

"Enterprise with Advanced Technology ".
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Aviation manufacturing field is one of the industries with highly
intensive advanced technology. The parts and components
of the products are complex in shape and structure, diverse in
material and strict in processing accuracy.

GESAC is committed to the research and development of
aviation high-quality cutting tools. Nowadays, it has formed
a series of cutting tools for aluminum alloy, titanium alloy,
heat resistant super alloy and composite material processing.
Dedicated to provide the most challenging professional
processing solutions the aerospace industry for aerospace
industry.

GESAC aviation tool is the key to the aerospace manufacturing,
and we will achieve the success of intelligent manufacturing
together in the future.
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e EIE

Aluminum Alloy Frame

B fEMT
Cavity Rough milling /

* XDHT+MEH190=3&7 /& £ H|
High Speed Shoulder Milling
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{meE/ EmEfE T
Side/Bottom Wall finish Milling

* SA300=EMITILHET]
High Speed Endmill

LT
Hole Making

* D966a & ERFTETH

Twist Drills for Aluminum Alloy

* IEAREHITRT

Tailor-made Reamers

e o  P——

2 GESAC GESAC 3




f=MAYIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

MEEE (BAR)

Aluminum Alloy Frame (Efficient solutions)

W MeEE=2¥EMT
MIEE/ IR EnRi o0 T ; High Efficiency Finishing

Side/Bottom Wall Rough Milling Milling of Side Wall

* SA210-WRERKTIIIHT] / BV
Wave Edged High Efficiency Endmill / * SA300-SFEMNTILEkT]
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High Efficiency Endmill
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LT ' High Efficiency Finishing
Hole Making Milling of Web

* SA300-WF=EX4NTiL%7]
High Efficiency Endmill

* DI66taE ERFIETh

Twist Drills for Aluminum Alloy

* JEAREHITRTI

Tailor-made Reamers
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KRB0
Titanium Alloy Slide Rail

BT
Cavity Rough Milling

* SOE(M)T+MKT113/2131Ri# A= 34 EEH|
High Feed High Efficiency Milling

FLInT
Hole Making

* D968SHEM T AL FRIESS

Twist Drills for Difficult-to-process Material

o JEARERIRTI

Tailor-made Reamers

* QPMG +GHDSE AT & i ghk
High Efficiency Indexable Dills
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Et/BRAEIMT _
Face/Profile Rough Milling

* RPMT+MPB100{AR#4H|
Profile Milling

fEE/REtiRAE I T
Side Wall/Web Finish Milling

e | e+ ST210RMAEMTI%ET]

High Performance Endmill

U091V 030p0-0018N /-

N —— SO,

EE /REtR F¥5 0T
Side Wall/Web Semi-finish Milling

AULFMEFFIT
Side Wall Finishing With Large Cutting Depth

* ADGT+MET19075 /B ¥tH!

Shoulder Milling
e ST210-RL5K7IIIHETD

Long Flute Endmill
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NERK
Fuselage Skin

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

FLinT
Hole Making

* De2ERIBFEEEH
Diamond Coating Triple-angle Drill

e DIT3EM+ERBEMEIINTRFIEH

Twist Drills for steel Composite and Metal

» D5T3EM+ERBEMEINTY L4

Core Drills for steel Composite and Metal

* RIBEM+EREEMEINTIRT]

Reamer for steel Composite and Metal

MEFLINT
Countersink Hole Making

e DND100PCD#2%L %k
PCD Countersink Drill

8 GESAC

B FiEEmT
7 Rough Milling

) e SD200-CNZISBENGFREILHT]

Fine-Cross-Nick Diamond Coating Endmill

(Eia¥EmT
"""""""""""""""""""""""" Side Milling

¢ SD200-JD2 AFEENEFREILHTI

Herringbone Diamond Coating Endmill

PCDEkY!
..................................... PeD g

* DNM100PCDIZ$%£7](¥6NT)
PCD Endmill(Finish Milling)

* DNR100PCD:&7]II$#%7] (#2111 T)
PCD Wave Edged Endmill
(Rough Milling)
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EchiiE
Engine Casing

ZHIIMI I E /e tE

Torus/Lacework Milling

Turning

Negative gemi-finish Turning -~ High Performance Corner Radius Endmill
* FP/MM IEZE I T ZHY

Positive Finish Turning
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Baa
Boss Finish Milling

/(AR T . _ L © SN200-BAFSHEAERRSKIL$£7]
Face/ Profile ROUgh Mllllng i i High Performance Ball Nose Endmill

e RPMT+MPB100{HHZEEH!
Profile Milling

< " —

Z[‘MWWU}!O‘;‘O'Ou)[ﬁc‘wA ;

| o ‘ LT
UIfENT B W Hole Making
Grooving > & y i

* DI968SXEM Tt FFTESS

Twist Drills for Difficult-to-process Material

o IEARTEHIERTI

Tailor-made Reamers

» QPMG +GHDSEM A ¥ i gk
High Efficiency Indexable Dills

* G-Notch:%i&#5! . S

G-Notch Shallow Grooving Series

o GZRIERT!

GZ Deep Trench Grooving Series
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M
Blisk

ZHIMI
Turning

* EM/ELG BT EH
Negative Semi-finish Turning /{’(@\3_ )
o FP/MMIER$SM T Y /S\SS

EMI

Grooving

* G-Notch;%f& &%

G-Notch Shallow Grooving Series

* GZRIERT!

GZ Deep Trench Grooving Series
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Positive Finish Turning .

E T
Rough Milling

* STB2003EREEIKKILHET]
Taper Ball Nose Endmill

« SN200-R4EEREEIFAKII$ET]

High Performance Corner Radius Endmill

o BAWIITT]
Trochoidal Machining Endmill

M A FE/AEINT
Blade Semi-finish/Finish Milling

* SN200-B4EMAEBRSK T 7]
ﬂ-g‘][ue:%/lakin : High Perform?nce Ball Nose Endmill
g « STB20OEREIRKIHET]

Taper Ball Nose Endmill

* D968SHEN T4 HHFRTET:

Twist Drills for Difficult-to-process Material

o IEAREHITRTI

Tailor-made Reamers

12 GESAC GESAC 13
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Mg

Impeller

ZEHIINT
' s e M A#EINT
R Blade Finish Milling
o ? 3

* EM/ELSABYHE I TZEHY S 3T
Negative Semi-finish Turning e STB200$EEIKKII$%T]
« FP/MMIERSSIN T ZEH! Taper Ball Nose Endmill

Positive Finish Turning
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Rough Milling

* STB200$#EIKKIIHT]
Taper Ball Nose Endmill
* SN200-R4E M REREI A KIIHT]
High Performance Corner Radius Endmill
e SS600 EXMNITILEET]
High Efficiency Endmill

o EAMILBT]
Trochoidal Machining Endmill

Bp=FAN T
"""""""""""""""""""""" Cavity Rough Milling

e SOE(M)T+MKT113/213Ri# 48 S5k EEH!
High Feed High Efficiency Milling
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n MR 7
o Blade %
Z “
AR/ BRI T . » | M & R
Blade Root/Blade Profile Rough Milling prm——— Blade Body Profile Milling
g e SN200-RAS 1 EEEI f3L T84T * RPMT+MPB100 {57 $%H! é
g : Profile Milling S

High Performance Corner Radius Endmill

L REO vy 3010-00 80 /

MR /MBS T
Blade Root/Blade Profile Finish Milling

* SN200-B4= M REIK KI5 7]
High Performance Ball Nose Endmill

o STB2003EREEIKKILHET]
Taper Ball Nose Endmill
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ZHIES4E

Turning Grades
CVDREEREE
CVD Coated Carbide
N R i ML HiR
Grade Color Grade Microstructure Grade Feature
SHNREHNPVDAERERALEENNEN S ENNERASEE, SaRHN
ERERA, BN EEREATAEER R,
ERTEESERELL THHERBEEFHENT, MIXERER.
GST7115 £l +New nano-structured PVD coating, combined with specific cemented carbide with
Yellow high red hardness and superior resistance to plastic deformation, provide excellent
resistance to high temperature wear and adhesive wear.
«Suitable for medium and low speed machining of high-temperature Alloy under
stable working condition, with high surface quality.
SHARNRRESNNMELNPDRE, BEWENTHAERSSEE, BB R
BB, fECENNIREY,
R EATEER RS EEMIMRNPERMELL.
GST7120 = Purplish *New generation of PVD coating offersuperiorwea.r resistance and eqhanced )
grey adhesmn, comb|ngd w[th the hard cemented cquyde subgrate, provide outstanding
wear resistance, oxidation resistance and machining stability.
«Suitable for medium and high speed machining of high-temperature Alloy under
stable cutting condition, with high wear resistance.
RELIARRAARNPVDAR, BietIHASIEBIERASEE, BEILE
LS. RENTESIOEE,
HENATRERRSESRM IR RLEEN L,
B GST7130 ) +New generation coating with new PVD technology, combined with the high-Co
Yellow submicro-grain and strong toughness carbide, gives this new PVD grade extremely
high toughness and reinforced cutting edge.
«Suitable for rough machining and interrupted machining of high-temperature Alloy
with low to medium cutting speeds.
PDERARSHAREGNERES, MELLE
BT ~‘§Fﬁ?ﬁf%§%ﬂx M‘Jﬂﬁtﬁéﬁ%ﬁ RIEEIHEMT ' o
6S3115 Pu\r lish +Fine grained cemented carbide substrate, matching PVD coating with high
rgd aluminum content, have excellent adhesion and wear resistance.
+*Recommended for semi-finishing or finishing of stainless steels and heat resistant
alloys.
PVDBRTAINGE, SABAEENNEETHRNNER, BFHARNRaLEE
AR EREE N,
1 -‘ﬁﬁﬁf{%iﬂéﬁ\ %t‘ﬁﬁt ﬁ%%ﬂ%ﬁ ﬂﬁW%’ﬁBﬁ'ﬁEETE’\JEEW%UDL o
6S3125 Plu\r lish +Matching PVD coating with high aluminum content,, combined with a matrix with
rpe high red hardness and resistance to plastic deformation, gives it excellent oxidation
grey resistance and adhesion resistance.
«Suitable for fine to semi-finish machining of high-temperature alloys, titanium
alloys, stainless steel and other materials at medium cutting speeds.
PVD TAINGRE S BRIt NERS EE, AENSNMARNRHEIY, SR
/| GA4230  Purplish A REERI, . :
red +PVD TiAIN coating with high toughness substrate provides excellent wear resistance
and high edge security for a broad application area.
+*Recommended as general choice for parting and grooving of steels.
2 _GESAC
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Turning Grades
PVDAREREREZ
PVD Coated Carbide
o les  PEES HmE B
Grade Colorg Grade Microstructure Grade Feature
SHNEARENPVDAR, BEBCOINARBEREEEE, REMEERIEY
BETEL-RAUNE-PENETR, AN, RAPERENT,
e +New nano-structured PVD coating matching high cobalt cemented carbide
GM3220 B " substrate, gives the grade with excellent wear resistance and high hot
ronze hardness.
+Recommended for continuous cutting and light or medium interrupted
cutting of stainless steels and soft steels at medium to low cutting speeds.
M SIPRENTANAESECoR BN TRHARERSSEMELES, RENRNAR
BT,
EY/q:) SERTAFMNFEINENT; W, FERSEEMENESMNT
GM3225 | Purplish +The combination of optimized TiAIN coating and submicron grained carbide
grey substrate with high Co content, provides superior adhesion and toughness.
+Recommended for semi-finishing of stainless steels and threading of steels,
stainless steels, etc.
TARARNERA SRS, RFNMELESIERE
R HELBANINERES, EATHRAENFEMNT
GS9125 un cc’):':\?e d «Uncoated fine grain substrate has a good balance of wear resistance and toughness.

+Recommended as the first choice for titanium alloys, and even for semifinishing of
titanium alloys grooving.

GESAC _ 3
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ISOZEHITI R B SRR
ISO Turning Indexable Inserts Identification System

CUTTING TOOLS FOR AEROSPACE

[3=] AR TR (B) B KsS afa (&) AZE (mm) A% (inch)
Symbol =~ Shape  CornerAngle Shape Symbol  Relief Angle Tolerance (mm) Tolerance (inch)
AR o o S e f=
Ho | Reen w0 O 3 symbol 28 EE  pym A Em RE
)\ B 50 Height Thickness I.C.dia. Height Thickness I.C.dia.
Y Octagon 135 O c p= (n% (s) (@d) (m s (@d)
p ERBR 108° O A +0.005 = +0.025 = +£0.025 | +0.0002 +0.001 +0.001
Pentagon D 15°
A - F +0.005 = +0.025 = *£0.013 | +0.0002 +0.001 +0.0005
s Square 90 O E 20° C  £0013  +0025  +0025 00005  +0.001  +0.001
T %%@pg 60° /\ F 25° H +0.013 = +0.025 = +0.013 | +0.0005 +0.001 +0.0005
c a0 G 30° E +0.025 = +0.025 = +0.025 +0.001 +0.001 +0.001
D 55 N o G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001
- +0.05~ +0.002~
E B 75 P 11° J +0.005 = *0.025 +0.0002 +0.001
F Rhenic ¢ [T o o +0.13 +0.005
+0.05~ +0.002~
3 + + + +
I\\;I ig K +0.013 = *0.025 +0.13 +0.0005 +0.001 +0.008
+0.05~ +0.002~
e + + + +
W %Fi’ffﬁ 80° Q L +0.025 = +0.025 +0.13 +0.001 +0.001 +0.008
K757 . +0.08~ N +0.05~  +0.003~ N +0.002~
L | Rectangle 90 ] L M 018 Y013 oy kooor | TO095 Tiogos
A - 85° +0.08~ +0.05~ | +0.003~ +0.002~
¥ + +
B m 82 [ ] N oxoas | 005 Goa3 xooor | FO0L T Thg0s
K 55° +0.13~ +0.08~ | £0.005~ +0.003~
= + +
R B - O @EARS v 038 013 oo ko015 T0005 £0.01
Round @Relief Angle Symbol
RS @DShape Symbol GEENS @Tolerance Symbol
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L (©
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N
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I
L ©)

M
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G
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| M=MATEI IR

ERTIARAR: H,0,PS,T,C.EZMW,R Insert Shape: H,0,P,S,T,C,E,M,W,R
-3 AYIE(@ANAZ(Mm) | TIRE(MHAZ(mm) e AYIE(@ANAZ(mm) | TIRE(M)HAZ(mm)
I?tﬂ Tolerance of I. C. Size(@d) (mm) | Tolerance of Corner Height (mm) REIE Tolerance of I. C. Size(@d) (mm) | Tolerance of corner Height (mm
mm I.C.Size
1.C. Size JK,L, U U ; ClassJ,K, ClassJ,K,
(mm) M,N(é&ﬁ GR) M,N (%) GR) (inch) LM, Class U M, Class U
6.35 0.250
+ + + + + + + +
9.525 +0.05 +0.08 +0.08 +0.13 0375 +0.002 +0.003 +0.003 +0.005
12.7 +0.08 +0.13 +0.13 +0.2 0.500 +0.003 +0.005 +0.005 +0.008
15.875 +0.1 +0.18 +0.15 +0.27 0.625 +0.004 +0.007 +0.006 +0.011
19.05 0.750 re B (mm)
254 +013 | £025 | +018 038 1000 | 0005  +0.010  +0.007  *0015 Symbol  TMickness
31.75 1.250
a2 +0.15 +0.25 +0.2 +0.38 1260 | +0.006 +0.010 +0.008 +0.015 01 1.59
: 02 2.38
T2 2.78
ERATIARAR: D Insert Shape: D ERTIARAR: V  Insert Shape: V 03 3.18
T3 3.97
REHAE TREBHRE
AL WEIEIHAZE TIREHIR MYIEed AIERAZE
Inscribed Circle Size Tolerance of I. C. Size Tolerar;‘cef of Corner Inscribed Circle Size Tolerance of I. C. Size Tolerancg of Corner 04 476
eight Height 05 5.56
mm in mm in mm in mm in mm in mm in 06 6.35
6.35 0.250 +0.05 & +0.002 +0.11 | %0.004 6.35 0.250 +0.05 @ +0.002 +0.15 | £0.006 07 7.94
9.525 0.375 +0.05 & +0.002 +0.11 | %0.004 9.525 0.375 +0.05 @ +0.002 +0.15 | £0.006 09 9.52
12.7 0.500 +0.08 | +0.003 *£0.15 | %0.006 12.7 0.500 +0.08 | +0.003 +0.20 | £0.008 \.:.
15.875 0.625 +0.10 @ +0.004 +0.18 | *0.007 15.875 | 0.625 +0.10 @ +0.004 +0.27 | *£0.011 @Th_@FEﬁS’? bl
1905 | 0750  *0.10  *0.004 +0.18 +0.007 | 1905 0750  +0.10  *0.004 +027  +0.011 lckness symble

L ©)

04

L ©)

L (©)

08 -

L @

L ©)

HK

L © _
|

OUBIBRENS
@®Chipbreaker Symbol

RNTIF T YIS ANk B Ry
Chipbreaker Symbol

4 _GESAC

@B - FLIXS @Hole/Chipbreaker Symbol GISOLTHITIKERS(mm) ®Edge Length Symbol (1SO) (mm)
I I
K5 BEA WP | HEE R
Sym-'bj_ol Hole Hole Sh/ape Chlpb-reaEker Sh/ape ® @ A @ ; v : / RIE
= —_— [— [p—t 7 [ — f—t — — (mm)
N wihot 7| K5 RY KRS RY A5 RY K5 RY RS RY RS RY RS RY RS Rg O
% B Symbol | Length | Symbol | Length ' Symbol | Length | Symbol | Length | Symbol | Length | Symbol | Length | Symbol | Length | Symbol | Length mm
R with- - Single- | A7 03 397 03 40 06 69 4 48 3.97
out WE 04 | 476 04 4.8 08 | 82 5 5.8 4.76
F Double- B A 05 5 - - - . . - - - . . - - - . 5
sided
05 556 05 56 03 38 09 96 6 6.8 5.56
T
A Without LI/ 06 6 - - - - - - - - - - - - - - 6
S|
M BT single- | BT YITY 06 635 06 65 04 43 11 | 11 7 78 11 | 11.2 6.35
With Hole sided 07 794 08 81 05 54 13 [138 9 9.7 7.94
WE - - - - - - - - - - - - - -
G Double- E1rH 08 8 8
sided 09 /9.525 09 9.525 09 97 06 65 16 165 11 116 16 16.6 16 19.7 9.525
w e e e e e e e e e e e e B
With Hole and BE 12 12 . - - - - . - - - - . . - - 12
T One a%‘fgé?’s'”k single- 11T Y17 12 127 12 127 12 129 08 87 22 | 22 15 155 22 221 12.7
5 ssmeauE S';ﬁed 15 15875 15 15875 16 | 16.1 10 109 | 27 275 19 194 15.875
Q With " 40°~60° Without 0Od 16 16 - - - - - - - - - - - - - - 16
TWiﬁc‘HOIfa"_dk XXE 19 19.05/ 19 1905 19 193 13 13 | 33 33 23 233 19.05
wo Countersink | Dy -
v were | P B R R e e e e e e e e N
22 12225 22 226 38 385 27 271 22.225
BHEEAEE x
B 70°~90° Without O\ 25 25 - - - - - - - - - - - - - - 25
ith
y ot Holeand om 25 254 25 254 25 258 44 44 31 31 25.4
70-90°C sided 31 3175 31 3175 32 322 55 | 55 | 38 388 31.75
5 EFLINE T o] 31 32 - - - - - - - - - - - - - - 32
c 70°~90° Without
With Hole and WE
Two Countersink | pouble- @R
J 70-90°C ;)igede
X — — —

AIE(0d) TIRKS
Inscribed Circle Size (mm) @Corner Re Symbol
EEE)
Insert Thickness(S)
TIRE(m)
Corner Height(m)
(=R Rc
_ ~S TIREMHZ (mm)
gd Symbol Corner-R (mm)
00 0.03
NS
" 02 0.2
04 0.4
NS
08 0.8
12 1.2
| i i
20 2.0
E ul 24 24
28 2.8
32 3.2
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f=MmAIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

YA — K
Overview of Turning Inserts

FHIRTIR (AR)
Turning Inserts (Negative)

faE (ST INTSEE EREE 80°EH 55°&H 90°IE /57 60°IE=Af 35°%&H 80°75147
Geometry Features Application Range Cross Section Geometry 80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
ap[mm]
SEATEESERFMI/AEMT s
TI0RER, EBAARTIRMI. ; 20°
4 0.3
» Suitable for medium processing/
EM roughing of heat resistant super alloys; s 5 ’
« The cutting edge has high strength, 2 10°
suitable for deep cutting and deep 1
Processing. 0 o023 0apl CNMG-EM DNMG-EM SNMG-EM VNMG-EM WNMG-EM
flmm/rev.
P010 P010 P0O11 P0O11 P012
JEETEESEMREESPEMTI/H4EM ap )
T; 5
JEETREM, EEIHNT; 13°
« IR, ERIRTD. T
E I_ « Suitable for medium processing/semi- 3 i\
finishing of heat resistant super alloys )
and titanium alloys;
« Suitable for processing long overhang D
workpieces and thin-walled workpieces; 0 0102030408 CNMG-EL DNMG-EL VNMG-EL WNMG-EL
« Low cutting force, avoid vibration. Flom/rev]
P010 P010 PO11 P012
EHRIL (FR)
Turning Inserts (Positive) 5°/5f
gt (ST INTSEE R 80°EH 55°&H 90°IE /7 60°E=FAf 35°%&H 80°75147
Geometry Features Application Range Cross Section Geometry 80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
cEEW, AW, FEW, HHRENT ap [mm]
« TTBAIBKALLIT, /MR, AT 3 ‘,6'r4—‘*
MTERREFEE. HERR. 5 0.05 -
FP « FP for finishing of ordinary steel, alloy s :
teel, stainless steel and cast iron, 1 N
« No insert width and spherical design, a | D 6
chieving good chip breaking and chip re 0 01 0203 0405 VBMT-FP
moval under small depth of cut and smal Flmm/rev]
| feed conditions. PO17
ap [mm]
EEW. SEW. FHEWE-FHEINIA. —3
MITIHR], ML RE AR 3 A
M M « MM for light cutting of general steel, 2
alloy steel and stainless steel. = . go
« Sharp cutting edge, enables high 1 L 15
surface quality. VBMT-MM
0 010203
f[mm/rev] PO17
CEE. ARW. FHW. gwmEgms
cRERIBSNEIAAS, RANHRERTIRE 4 013
ESHI%EFE, . :
GP « GP for light cutting of general steel, j—
alloy steel, stainless steel and cast iron. 2
« Strong tool nose due to flat cutting ’ 190 8°
edge And Sharp cutting edge due to N——
double rake angle. 0 010203 04 VBMT-GP
f[mm/rev] PO17
GESAC _ 7
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f=MmAIEITA | CUTTING TOOLS FOR AEROSPACE

FHITIR—%
Overview of Turning Inserts

FHIRTIR (ER)
Turning Inserts (Positive) 7°/5#

CUTTING TOOLS FOR AEROSPACE

=R TIH TR

&5 LS INTSERE TEREE 80°EH 55°&H; 90°IE /7 60°IEE=ff 35°EH 80°75147
Geometry Features Application Range Cross Section Geometry 80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
<BEW, AW, THEM, HEBEMT .
mo ap Lmm.
« ETVERBRRIT, DR, /AT A o —
RTEH R, HEMR 3 ;/ ) ‘- /
FP « FP for finishing of ordinary steel, alloy st 2 / -/ Vi
eel, stainless steel and cast iron.
+ No insert width and spherical design, ac L | \ \
hieving good chip breaking and chip rem -— 1°
oval under small depth of cut and small f 0 0102030408 CCMT-FP DCMT-FP
eed conditions. P013 P015
ap [mm]
cEEW. AW FEWE-FEMNIA. N e S ¢
MU, T REN AR, 3 iﬂT Y, nﬁ P
M M + MM for light cutting of general steel, Py I .Jé.,._\/ ) @ N
alloy steel and stainless steel. i | — —
« Sharp cutting edge, enables high ! L 150 8°
f; ity. — -
surface quality 0 010203 CCMT-MM DCMT-MM SCMT-MM TCMT-MM
Flm/rev] PO13 PO15 PO14 PO16
< ERW. AW, REW. FHHRETH ap [mm]
Fﬁo 4
RERBNSNEIAAES, FNHRRTIRE 0.13
ESHI%FE, 3 =
G P « GP for light cutting of general steel, alloy .
steel, stainless steel and cast iron. oo ‘g
« Strong tool nose due to flat cutting edge ! —— CCMT-GP DCMT-GP TCMT-GP
and sharp cutting edge due to double TRy CCGT-GP DCGT-GP SCMT-GP TCGT-GP VCMT-GP
0 E . B .
rake angle. Flmn/rev] PO13 PO15 PO14 PO16 PO18
EHIRIE (FR)
Turning Inserts (Positive) 11°f5f
FER LT INTSEE BRI 80°%H 55°%Ht 90°IEH 60°IE=FF 35°%H 80°7 17t
Geometry Features Application Range Cross Section Geometry 80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
ap [mm]
CBER. AW, FENE- LN, A
« PIHI7IER, MIRENEES. 8 i@i
M M + MM for light cutting of general steel, 2 E—
alloy steel and stainless steel. /& 150 8°
« Sharp cutting edge, enables high surface ! L
quality. oﬁ 203
O e TPMT-MM
PO17
ap [mm]
VBB, ARW. FHA. FREUNE
- REEASVEIAAS, FARNBERIRE ¢
ES8I%FE, 3
G P « GP for light cutting of general steel, alloy
steel, stainless steel and cast iron. 2 .
« Strong tool nose due to flat cutting edge 1
and sharp cutting edge due to double .
rake angle. o otozosos o CPGT-GP TPMT-GP
P014 PO17
GESAC _ 9
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f=MmAIEITA | CUTTING TOOLS FOR AEROSPACE

FHITI A (5 E)

Turning Insert (Negative)

CN

ZH80°BFL
Rhombic 80° with Hole

R~ REEREE
Dimension(mm) Coated
T8RS
Ordering code
LE IC S D1 RE GST7115 GST7120 GST7130
CNMG120404-EM 12.9 12.7 4.76 5.16 0.4 [ J [ ] [ ]
CNMG120408-EM 12.9 12.7 4.76 5.16 0.8 [ [ J [ J
CNMG120412-EM 12.9 12.7 4.76 5.16 1.2 [ J [ ] [ J
CNMG160608-EM 16.1 15.875 6.35 6.35 0.8 [ [ J [ J
CNMG160612-EM 16.1 15.875 6.35 6.35 1.2 [ [ J [ J
CNMG120404-EL 12.9 12.7 4.76 5.16 0.4 [ ) [}
CNMG120408-EL 129 12.7 4.76 5.16 0.8 [ [} [}
CNMG120412-EL 12.9 12.7 4.76 5.16 1.2 () [}
CNMG160608-EL 16.1 15.875 6.35 6.35 0.8 [ J [}
CNMG160612-EL 16.1 15.875 6.35 6.35 1.2 [ [}
CNMG190608-EL 19.3 19.05 6.35 7.94 0.8 [}
CNMG190612-EL 19.3 19.05 6.35 7.94 1.2 [}
@R EFStock OFFEAvailable upon Order
55457
Rhombic 55° with Hole
R~ AERERSE
Dimension(mm) Coated
TS
Ordering code
LE IC S D1 RE GST7115 GST7120 GST7130
DNMG150408-EM 15.5 12.7 4.76 5.16 0.8 [ [ J O
DNMG150412-EM 15.5 12.7 4.76 5.16 1.2 [ [ J O
DNMG150608-EM 15.5 12.7 6.35 6.35 0.8 [ [} O
DNMG150612-EM 15.5 12.7 6.35 6.35 1.2 [ ) [} O
DNMG150404-EL 155 12.7 4.76 5.16 0.4 [
DNMG150408-EL 15.5 12.7 4.76 5.16 0.8 [ ) O
DNMG150412-EL 15.5 12.7 4.76 5.16 1.2 [ [}
’ DNMG150604-EL 15.5 12.7 6.35 5.16 0.4 ()
DNMG150608-EL 155 12.7 6.35 6.35 0.8 [ O
DNMG150612-EL 155 127 635 635 12 ° °

10 _GESAC

@R EETFEStock OFFMEAvailable upon Order

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

ZEHITIA (A R)
Turning Insert (Negative)
.
N
/, \\
N -
\ [a]
N JT~JC
EAF90°HE7, RE AT s
Square 90° with Hole —
R+t AEERES
Dimension(mm) Coated
T8RS
Ordering code
LE IC S D1 RE GST7115 GST7120 GST7130
SMG120404-EM 127 127 476 516 0.4 ) )
SMG120408-EM 127 127 476 516 0.8 ) ) )
SMG120412-EM 127 127 476 516 1.2 ) ) )
@R AEEFStock OFFEAvailable upon Order
EW35°B7L
Rhombic 35° with Hole
R~ REERES
Dimension(mm) Coated
TS
Ordering code
LE IC S D1 RE GST7115 GST7120 GST7130
VNMG160408-EM 166 9525 476 381 0.8 ) ) O
’ VNMG160412-EM 166 9525 476  3.81 1.2 ° ) )
VNMG160404-EL 166 9525 476  3.81 0.4 ) )
VNMG160408-EL 166 9525 476  3.81 0.8 ) o)
’ VNMG160412-EL 166 9525 476  3.81 1.2 ) )

@R AEEFStock OFFlEAvailable upon Order

GESAC _ 11




fAE=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fR=fiktI4ITA

ZFHITIR (A R) ZFHI7I R (IERY)
Turning Insert (Negative) Turning Insert (Positive)
8‘0:
WN CC
7NBH80°EFL ER280°BFL RE
Trigon 80° with Hole RE Rhombic 80° with Hole =
R~ AEEREE R~ AEEREE
Dimension(mm) Coated Dimension(mm) Coated
TS T8RS
Ordering code Ordering code
LE Ic s b1 RE GSTT115 GST7120 GST7130 LE IC s DI  RE = GM3220 GM3225 GST7115 GST7120 GST7130
WNMGO080408-EM 87 127 476 516 08 ° ° ° CCMT060202-MM 65 63 238 28 02 d hd hd
WNMGOS0412-EM i | oo | ass | s | s . o o CCMT060204-MM 65 635 238 28 04 ° ° ° o)
— :\\3, CCMT060208-MM 65 635 238 28 08 ° ° o) o
” CCMT09T302-MM 97 9525 397 44 02 ° ° o) o) o
WNMGO80404.EL 07 17 476 516 o4 o o e  CCMTO9T304-MM 97 9525 397 44 04 ° ° ° o
WNMGO80408.EL 2= | o | ame | 5 | ae o o CCMT09T308-MM 97 9525 397 44 08 ° ° ° ° °
WNMG080412-EL 8.7 127 476 516 12 [J ® CCMT120404-MM 129 127 416 356 04 d
CCMT120408-MM 129 127 476 556 08 o)
CCMT060204-GP 65 635 238 28 04 ° o)
@i Stock OFFEAvailable upon Order CCMT060208-GP 65 635 238 28 08 ° o) 0
CCMT09T304-GP 97 9525 397 44 04 ° o)
CCMT09T308-GP 97 9525 397 44 08 ° o) o)
CCMT09T312-GP 97 9525 397 44 12 ° ¢)
CCMT120404-GP 129 127 476 556 04 ° o)
CCMT120408-GP 129 127 476 556 08 ° o) o)
CCMT120412-GP 129 127 476 556 12 o) o)
CCGT060202-GP 65 635 238 28 02 ° o) o) o)
CCGT060204-GP 65 635 238 28 04 ° o) o) o)
CCGT060208-GP 65 635 238 28 08 ° o) o o)
CCGT09T302-GP 97 9525 397 44 02 ° o) o o)
CCGT09T304-GP 97 9525 397 44 04 ° o) o) o)
CCGT09T308-GP 97 9525 397 44 08 ° o) o) o
CCGT120404-GP 129 127 476 556 04 ° o) o o
CCGT120408-GP 129 127 476 556 08 ° o) o) o
CCMT060204-FP 65 635 238 28 04 o)
CCMT09T304-FP 97 9525 397 44 04 °
CCMT09T308-FP 97 9525 397 44 04 ° o

@tREETEStock OFFMEAvailable upon Order

12 _ GESAC GESAC _ 13



fAE=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fR=fiktI4ITA

FHITIA (ERY) ZFHITIR (ER)
Turning Insert (Positive) Turning Insert (Positive)
ZER280°BFL ER55° /L
. . RE . .
Rhombic 80° with Hole Ls. Rhombic 55° with Hole
Rt REEREE R~ ARERESE
Dimension(mm) Coated Dimension(mm) Coated
TS T8RS
Ordering code Ordering code
LE IC s D1 RE GM3225 LE IC S D1 RE | GM3220 GM3225 GST7115 GST7120 GST7130
CPGT060204-GP 65 635 238 28 0.4 ° DCMT070202-MM 78 635 238 28 0.2 ° °
CPGT060208-GP 65 635 238 28 0.8 O DCMT070204-MM 78 635 238 28 0.4 ° ° o)
CPGT09T302-GP 97 9525 397 44 0.2 o 3”‘_/ DCMT070208-MM 78 635 238 28 08 ° ° o) o)
2%
CPGT09T304-GP 97 9525 397 44 0.4 ° DCMT11T302-MM 116 9525 397 44 0.2 ° °
CPGT09T308-GP 97 9525 397 44 0.8 ¢ DCMT11T304-MM 116 9525 397 44 0.4 ° ° °
CPGT120404-GP 129 127 476 556 04 o) DCMT11T308-MM 116 9525 397 44 08 ° ° ° o
CPGT120408-GP 129 127 476 556 08 ° DCMT070204-GP 78 635 238 28 0.4 ° o
@R EETEStock OFFEAvailable upon Order DCMTO070208-GP 7.8 6.35 238 28 08 © © ©
DCMT11T304-GP 116 9525 397 44 0.4 ° ¢
DCMT11T308-GP 116 9525 397 44 0.8 ° o) o)

DCMT11T312-GP 116 9.525  3.97 4.4 1.2 O
DCGT070202-GP 7.8 6.35 2.38 2.8 0.2

SC

°
IEAF90°FF, DCGT070204-GP 78 635 238 28 0.4 O
Square 80° with Hole DCGT070208-GP 78 635 238 28 08 @)
DCGT11T302-GP 116 9525 397 44 0.2 °
Ry SEEEAS DCGT11T304-GP 116 9525 397 44 0.4 °
e Dimension(mm) Coated DCGT11T308-GP 116 9525  3.97 4.4 0.8 o
Ordering code DCMT070208-FP 78 635 238 28 0.8 o}
LE € g 2L b e Clnls B / DCMTIIT304-FP 116 9525 397 44 04 o
SCMT09T304-MM 9.525 9525 397 4.4 0.8 ° ) DCMTL1T308-FP 0| e | S| e 08 ©
SCMT09T308-MM 9525 9525 397 4.4 0.8 ° °
@tRHEETEStock OFEFAEAvailable upon Order
SCMT09T308-GP 9.525 9525 397 4.4 0.8 @)
SCMT120404-GP 127 127 476 556 0.4 o)
SCMT120408-GP 127 127 476 556 0.8 O

@1tRHEETFEStock OFFMEAvailable upon Order
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m=mAYEITA CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZEMmXIEITA
ZEHITI A (ER) ZEHITIA (ER)

Turning Insert (Positive) Turning Insert (Positive)

=AM60H R =RW60ET

Triangle with Hole - Triangle with Hole

R FEERAS Ry ARERGE
. Dimension(mm) Coated . Dimension(mm) Coated
Ordering code Ordering code
LE IC S D1 RE GM3220 GM3225 LE IC S D1 RE GM3225
TCMT110202-MM 11 635 238 2.8 0.2 ° ° A TPMT110202-MM 1 635 238 28 0.2 o
2 TCMT110204-MM 1 635 238 28 0.4 ° ° @ TPMT110204-MM 11 635 238 28 0.4 °
y L.A.. \ TCMT110208-MM 1 635 238 28 0.8 ° ° === TPMT110304-MM 11 6.35 3.8 3.4 0.4
S TCMT16T304-MM 165 9525 397 44 0.4 ° ° TPGT110204-GP 11 6.35 238 2.8 0.4 o
TCMT16T308-MM 165 9525 397 44 0.8 ° ) TPGT110208-GP 11 6.35 238 2.8 0.8 o
TCMT110204-GP 11 6.35 2.38 2.8 0.4 ) TPGT16T304-GP 16.5 9.525 3.97 4.4 0.4 O
TCMT110208-GP 11 6.35 2.38 2.8 0.8 ) TPGT16T308-GP 16.5 9.525 3.97 4.4 0.8 O
TCMT16T304-GP 155 | 9528 | 897 4.4 0.4 (] @1 A Stock OFFEAvailable upon Order
TCMT16T308-GP 165 9525 397 44 0.8 °
TCGT090204-GP 96 556 238 25 0.4 °
TCGT110202-GP 11 635 238 28 0.2 °
TCGT110204-GP 11 635 238 28 0.4 °
TCGT110208-GP 11 635 238 28 0.8 °
TCGT16T304-GP 16.5 9525 397 44 0.4 ° V B
TCGT16T308-GP 165 9525 397 44 0.8 ¢}

EF35°57,
Rhombic 35° with Hole

@R EETFStock OFEFEAvailable upon Order

R~ TREREREE
Dimension(mm) Coated
iTiRS
Ordering code
LE IC S D1 RE GM3220 GM3225 = GST7115 GST7120 GST7130

VBMT110304-MM 11.2 6.35 3.18 2.8 0.4 [} [} O O

VBMT110308-MM 11.2 6.35 3.18 2.8 0.8 [} O
W VBMT160402-MM 166 9525 476 44 02 ° °

VBMT160404-MM 16.6 9.525 4.76 4.4 0.4 [ J [ J [ O [ J

VBMT160408-MM 16.6 9.525 4.76 4.4 0.8 [ J [ J [ ] [ J [ J

VBMT160404-GP 16.6 9.525 4.76 4.4 0.4 [ J O
’ VBMT160408-GP 16.6 9.525 4.76 4.4 0.8 [ J O O

VBMT160412-GP 16.6 9.525 4.76 4.4 1.2 O O O

VBMT160404-FP 16.6 9.525 4.76 4.4 0.4 [ O
/'Q /J VBMT160408-FP 16.6 9.525 4.76 4.4 0.8 [ O

@R fEEFStock OFFlEAvailable upon Order
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ZHI7] A (IEEY)

Turning Insert (Positive)

VC

ER35°BFL

Rhombic 35° with Hole

R~ AERERSE
Dimension(mm) Coated
TS
Ordering code
LE IC S D1 RE GM3220 GM3225
VCMT160404-GP 16.6 9.525 4.76 4.4 0.4 [ ]
VCMT160408-GP 16.6  9.525 4.76 4.4 0.8 [
ﬂ VCGT110304-GP 112 635  3.18 2.8 0.4 )
VCGT160404-GP 16.6 9.525 4.76 4.4 0.4 [ J
VCGT160408-GP 16.6  9.525 4.76 4.4 0.8 (@)

18 _GESAC

@R AETFStock OFFEAvailable upon Order

EETHISE (AR)
Recommended Cutting Data (Negative Inserts)

CUTTING TOOLS FORAEROSPACE | fn=

fXTIHI TR

TIR-#E7F- ER
TR B TIHIEE IR /g e Min-Optimum-Max
ISO  Workpiece dz Application  Cutting Chip 13 PR I Heas
M . Hardness Grade L . d
aterials Range Mode  Breaker Cutting Speed  Cutting Depth  Feeding Rate
Vc(m/min) ap(mm) f(mm/rev)
Continuous GST7115 20-40-70 1.00-2.50-4.00 ~ 0.10-0.20-0.35
Cutting
Gﬁ?al EM GST7120 20-40-70 1.00-2.50-4.00 = 0.10-0.20-0.35
THEE. =
RS i
- F¥EMT  Interrupted GST7130 20-30-40 1.00-2.50-4.00 | 0.10-0.20-0.35
Heat- Semi- Cutting
E resistant = <HRC45 finishi Py
Alloy and inishing JELR
Titani Machining | Continuous GST7115 20-40-70 0.50-1.50-3.00 = 0.10-0.15-0.22
itanium Cutting
Alloy T
G EL GST7120 20-40-70 0.50-1.50-3.00 = 0.10-0.15-0.22
eneral
Interrupted GST7130 20-30-40 0.50-1.50-3.00 = 0.10-0.15-0.22
Cutting
s * 1
WETIHISE (ER)
Recommended Cutting Data (Positive)
TIR-#7F- LR
THapet B PIHIEE IR =] Py Min-Optimum-Max
ISO  Workpiece Hard:ess Application ~ Cutting Chip Graje YIRS IE LB
Materials Range Mode  Breaker Cutting Speed = Cutting Depth  Feeding Rate
Vc(m/min) ap(mm) f(mm/rev)
EE
Continuous GST7115 20-40-70 0.20-0.50-1.00 = 0.05-0.10-0.20
T Cutting
B <
Finshing Gﬁ}j?al FP GST7120 20-40-70 0.20-0.50-1.00 = 0.05-0.10-0.20
Machining ¥
Liig=d
Interrupted GST7130 20-30-40 0.20-0.50-1.00 = 0.05-0.10-0.20
Cutting
MAaE, &g GSTT7115 20-40-70 0.30-0.70-1.50 = 0.05-0.10-0.20
Has Cocnj|trt]itr1]c§us 0 . . d o .
Heat- BEMT &R
B resistant = <HRC45 light General MM GST7120 20-40-70 0.30-0.70-1.50 = 0.05-0.10-0.20
Alloy and Machining s
L L3P
Titanium Interrupted GST7130 20-30-40 0.30-0.70-1.50  0.05-0.10-0.20
Alloy Cutti
utting
Continuous GST7115 20-40-70 0.40-1.00-2.50 = 0.07-0.12-0.30
T Cutting
Semi- i GP  GST7120 20-40-70 0.40-1.00-2.50 = 0.07-0.12-0.30
finishing General
Machining lig=d
Interrupted GST7130 20-30-40 0.40-1.00-2.50 = 0.07-0.12-0.30
Cutting
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CUTTING TOOLS FOR AEROSPACE

MEMETMITA
ZEHITIH—%
Overview of Turning Toolholders

MCBNR/L MCLNR/L MDJNR/L MDPNN MDQNR/L
P26 P26 P027 P027 P028

.

MSBNR/L MSKNR/L MSSNR/L MTENN MTFNR/L
P28 P29 P29 P30 P30

MTGNR/L MTJNR/L MVJINR/L MVQNR/L MWLNR/L
P31 P31 P32 P32 P33

\
\

SCLCR/L SDJCR/L SSDCN STGCR/L SVJCR/L
P34 P34 P35 P35 P36

SWLCR/L SCLCR/L SCKCR/L SCLCR/L-A16 SDUCR/L
P37 P40 P40 P41 P41

\

SDQCR/L SDXCR/L SSKCR/L STUCR/L STWCR/L
P42 P42 P43 P43 P44

STFCR/L SVUCR/L SWLCR/L SCLPR/L STFPR/L
P44 P45 P45 P46 P46
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f=MXIEITA | CUTTING TOOLS FOR AEROSPACE

SMNRIZETIM R S RN
External Turning Toolholder Identification System

CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

Double Clamp Type

WEFRER

EHANERER

Heavy Cutting Double

PR 22 Y
Wedge Lock Type

Clamp Type

AP AR A
Lever Lock Type

EETREE
Screw-on Type

90°TlRE
90°Without

75°

45°FAsL
45°Neutral

60°

-

91°

@

90°ERE
90°Bias

93°

&F
Right Hand

EF
Left Hand

E. A

General

75°

95°

63°

62.5°

45°

60°

< 4 »n v Z | X «

72.5°

N

EST7S
Special

C 80°EH
80°Rhombic
D 55°&H
55°Rhombic
R B
Round
s EAF
Square
T E=f
Triangle
v 35°EH
35°Rhombic
w ravulia
Trigon
X ESL7SIZN
Special Shape

22 _GESAC

5o

7°

0°

m Z O W

20°

8 8
10 10
12 12
16 16
20 20
25 25
32 32

D 60

E 70

F 80

H 100

K 125

M 150

P 170

Q 180

R 200

TIE AR Insert Shape
TIERYIE
(mm) F= 80° | 55 35
Insert ' F 57 my BE ER BER ER
IC(mm)  square Triangle RoUnd 80° 55° 35°
g Rhombic Rhombic Rhombic
6 - - 06 - -
6.35 - 11 - 06 07 11
7.94 - 13 - - -
8 - - 08 - -
9.525 09 16 - 09 11 16
10 - 10 - -
12 - 12 -
12.7 22 - 12 15 -
15.875 15 27 - 16 -
16 - 16 - -
19.05 19 - 19 - -
20 - 20 - -
25 - 25 - -
25.4 25 - - - -
32 32 - -
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f=MmAIEITA | CUTTING TOOLS FOR AEROSPACE

SNEIETIFF (FAEY)
External Turning Toolholder (Negative)

MCBNR/L

T fH75°
g :
OHX
LF
fol
& ©
T E o
I I
R~ TR HET [EiR WK 1R zz RF EF
TR Dimension (mm) PTERTIE Pin Clamp Screw Wrench  Stock
Ordering Code H B LE OHX HE WE Insert § @ l /\ 20
MCBNR/L2020K12 20 20 125 32 20 17 CN**1204** DCNI1204M SPM060170 CAMO2 SDMO060200 mggt 0
MCBNR/L2525M12 25 25 150 32 25 22 CN**1204** DCN1204M SPM060170 CAMO2 SDMO060250 mggt o0
MCBNR/L3232P12 32 32 170 32 32 27 CN**1204** DCNI1204M SPM060170 CAMO2 SDMO060280 mggt o0

MCBNR/L2525M16 25 25 150 42 25 22 CN**1606** DCN1604M

MCBNR/L3232P19 3232 170 42 32 27 CN**1906** DCN1904M

MCLNR/L

SPM080220F CAMO3 = SDM060250 = TH30L @ O

SPM100240F A CAMO5 SDMO080350F TH40L @ @

O1TEETF Stock OFFE Available upon Order

R+t 7E
TS Dimension (mm) CEETI A i

Ordering Code Hl B | LE lomx| HEIwE Insert

MCLNR/L2020K12 20 20 125 32 20 25 CN**1204** DCN1204M
MCLNR/L2525M12 25 25 150 32 25 32 CN**1204** DCN1204M
MCLNR/L3232P12 3232 170 32 32 40 CN**1204** DCN1204M
MCLNR/L2525M16 25 25 150 42 25 32 CN**1606** DCN1604M
MCLNR/L3232P16 32 32 170 42 32 40 CN**1606™ DCN1604M

MCLNR/L3232P19 3232 170 42 32 40 CN**1906** DCN1904M

24 _ GESAC

F R FH95°
1
LF = ‘
| 4 -
-

$HET [ER PS4 RFE  EF

Pin Clamp Screw Wrench  Stock

g @ & [~
TH25L

SPM060170 | CAM02 = SDM060200 TH30L [ 2N J
TH25L

SPM060170 = CAM02 = SDM060250 TH30L [ N J
TH25L

SPM060170 = CAM02 = SDM060280 TH30L [ 2K J

SPM080220F | CAM0O3 | SDM060250 = TH30L @ @
SPM080220F | CAM0O3 | SDM060280 TH30L @ @

SPM100240F = CAMO5 SDMO080350F TH40L @ @

O1TEETF Stock OFFE Available upon Order

SNEIETIFF (AE)
External Turning Toolholder (Negative)

MDJNR/L

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

T fH93°

R~
TS Dimension (mm) ETI A

Ordering Code H B | LF OHX HE WE Insert

MDJNR/L2020K11 20 20 125/ 32 20 25 DN**1104**
MDJNR/L2020K1504 20 20 125 38 20 25 DN**1504**
MDJNR/L2525M1504 25 25 150 38 25 32 DN**1504**
MDJNR/L2525M1506 25 25 150 38 25 32 DN**1506**

MDJNR/L3232P1506 132 32 170 38 32 40 DN**1506™*

MDPNN

HF

. Pl
E -

A
Shim

DDN1103M
DDN1504M
DDN1504M
DDN1504M

DDN1504M

FHET [E1R PIES:: +22 RFE EF
Pin Clamp Screw Wrench  Stock

S @ F o
SPM050130 CAM02 SDM060200 1°20F @ ®
SPM060170 CAMO3 SDM060200 1°20- ® ®
SPMO060170  CAMO3  SDM060250 mggt )
SPM060190 CAMO3  SDM060250 120" @ ®
SPM060190 CAMO3 SDM060280 1 20" ® ®

OTEETE Stock OFFARE Available upon Order

LA f162.5°
@ < :
o @8
LE

i : E N
-

R~ TR $HET E LR 22 RF
TRe Dimension (mm) ugizya)=s Shim Pin Clamp Screw Wrench [EE
Ordering Code Insert Stock

ing H B LF OHX HF WF § (@ l /\
MDPNN2020KI1 20 20 125 35 20 10 DN**1104** DDN1103M SPM050130 CAMO2 SDMO060200 mggt °
MDPNN2020K1504 20 20 125 42 20 10 DN**1504** DDNI1504M SPM060170 CAMO3 SDMO060200 mggt °
MDPNN2525M1504 25 25 150 42 25 125 DN**1504** DDN1504M SPM060170 CAMO3 SDMO060250 mggt °
MDPNN2525M1506 25 25 150 42 25 12.5 DN**1506** DDN1504M SPM060190 CAMO3 SDMO060250 mggt °
MDPNN3232P1506 32 32 170 42 32 16 DN**1506** DDNI1504M SPM060190 CAMO3 SDMO060280 m;gt °

OFREETE Stock OFEFIE Available upon Order
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f=MAYIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

SNEZETIAF (faZ) SNEZETIAF (fE)
External Turning Toolholder (Negative) External Turning Toolholder (Negative)
Q / :fiifA107.5° / i fA75°

o, R

LF

LF

T

o )

R~ JIEE HET [EiR ES¥74 RFE EfE R~ YAk $HET [EiR WK IR 22 RFE EfE

iTRe Dimension (mm) PCERTIE Shim Pin Clamp Screw Wrench  Stock TS Dimension (mm) TCERTI B Shim Pin Clamp Screw Wrench  Stock
Ordering Cod Insert Ordering Cod Insert

rAerng~ode 4 B LF OHX HF WF ¢ § @ ’ f R L rAenng~ode 4 B LF OHX HF WF ¢ § @ i /\ R L

MDQNR/L2020KLL 20 20 125 32 20 25 DN*1104** DDN103M  SPMOS0130 CAMO2 SDM0G0200 /1200 @ O MSKNR/L2020K12 20 20 125 32 20 25 SN*'1204** DSN1204M  SPMOGOLT0 CAMO2 SDM0G0200 /2oL @ O

MDQNR/L2020K1504 20 20 125 36 20 25 DN**1504** DDN1504M SPMO060170 CAMO3 SDM060200 mggt ® 0 MSKNR/L2525M12 25 25 150 32 25 32 SN**1204** DSN1204M SPMO060170 CAMO02 SDM060250 mggt 0

MDQNR/L2525M1504 25 25 150 36 25 32 DN**1504** DDN1504M SPM060170 CAMO3 SDM060250 mggt e 0 MSKNR/L3232P12 32 32 170 32 32 40 SN**1204** DSN1204M SPM060170 CAMO2 SDM060280 mggt e 0

MDQNR/L3232P1506 32 32 170 36 32 40 DN**1506** DDN1S04M  SPMOG0190 CAMO3 SDM0G0280 /2oL @ O MSKNR/L2525M15 25 25 150 42 25 32 SN**1506** DSN1504M SPMO080220F CAMO3 SDMO060250 TH30L @ O

®#7) 575 Stock OFFE Available upon Order MSKNR/L3232P19 32 32 170 42 32 40 SN**1906** DSN1904M  SPM100240F CAMO5 SDMO80350F TH40L @ O

OTEETE Stock OFFARE Available upon Order

MSBNR/L MSSNR/L

( pgnTee ~ ™
Fifi75

T ff £ 45°

7 :

LF

[
1
u
L T

LF

A

-~ J
R~ IR $HET [EtR PYES: 372 RFE EF R~ JE $HET [ER PVES: - $72 wRFE EF
iTEE Dimension (mm) PCERTIE Shim Pin Clamp Screw Wrench  Stock TS Dimension (mm) uisya)=s Shim Pin Clamp Screw Wrench  Stock
Ordering Code Hl B | Le lomx| HEIWE Insert § @ ’ /\ rIL Ordering Code Hl B | LF lomHx|HEIWE Insert § @ ’ /\ rRIL
MSBNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204M = SPM060170 CAMO02 SDM060200 $:§g:: ® O MSSNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204M = SPM060170 CAM02 SDM060200 $:§(5):: [ BN J
MSBNR/L2525M12 25 25 150 32 25 22 SN*'1204** DSN1204M  SPMOGOL70 CAMO2 SDM0G0250 /200 @ O MSSNR/L2525M12 25 25 150 32 25 22 SN*'1204** DSN1204M  SPMOGOL70 CAMO2 SDM0G0250 /200 ® @
MSBNR/L3232P12 3232 170 32 32 27 SN**1204** DSN1204M = SPM060170 CAM02 SDM060280 $:§gt ® O MSSNR/L3232P12 32132 170 32 32 27 SN**1204** DSN1204M | SPM060170 CAMO02 SDM060280 $:§gt ® O
MSBNR/L2525M15 25125 150 42 25 22 SN**1506** DSN1504M  SPM080220F CAMO03  SDM060250 = TH30L @ O MSSNR/L2525M15 2525 150 42 25 22 SN**1506** DSN1504M  SPM080220F CAMO03  SDM060250 & TH30L @ O
MSBNR/L3232P19 3232 170 42 32 27 SN**1906** DSN1904M  SPM100240F CAMO5 SDMO080350F TH40L © @ MSSNR/L3232P19 3232 170 42 32 27 SN**1906**| DSN1904M  SPM100240F CAMO5 SDMO080350F TH40L © @
O EETE Stock OFTFIE Available upon Order OFREETE Stock OFEFIRE Available upon Order
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f=MAYIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

SNRZETIA (fAZ) SNEZETIF (fAE)
External Turning Toolholder (Negative) External Turning Toolholder (Negative)
L fifi60° / B L4 f190°

% <] 1 E%

LF

i— |
R~ B $HET EMR PVEN! - $72 wRF R~ B FHET [ER Wk ig 22 RFE  EF
iTEe Dimension (mm) ITERT] A Shim Pin Clamp Screw Wrench [ THRe Dimension (mm) ugisya)=s Shim Pin Clamp Screw Wrench  Stock
Ordering Code H B LF OHX HF WF Insert .: § @ l /\ Stock Ordering Code H B | LF OHX HE WE Insert .: § (@ ’ /\ RIL
MTENN2020K16 20 20 125 32 20 10 TN**1604** DTN1603M = SPM050130 CAMO02 SDM060200 I:%g:: [ J MTGNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603M = SPM050130 CAMO02 SDMO060250 $:§8:: ® O
MTENN2525M16 25 25 150 32 25 125 TN*'1604* DTNI603M SPMOSO130 CAMO2 SDMOG0250 120" @ MTGNR/L2525M16 25 25 150 32 25 32 TN*'1604** DTN1603M  SPMOS0130 CAMO2 SDMOG0250 /20 ® ®
MTENN3232P16 3232 170 32 32 16 | TN**1604** DTN1603M = SPM050130 CAMO02 SDM060280 $:§8t O MTGNR/L3232P16 3232 170 32 32 40 TN**1604** DTN1603M = SPM050130 CAMO02 SDM060280 $:§8t ® O
MTENN3232P22 3232 170 38 32 16 | TN**2204** DTN2204M = SPM060170 = CAMO02 = SDM060280 $:§g:: [ J MTGNR/L3232P22 3232 170 38 32 40 TN**2204** | DTN2204M = SPM060170 @ CAMO02 SDM060280 $:§g:: ® O
OFTHEETE Stock OFFARE Available upon Order OtREETRF Stock OFFE Available upon Order
Y o mtrode
FwH91° FmsH93°
ol OHX &L iE
LE OHX LE
] E el H
-

R~ B FHET EMR PVEN! - $722 w"FE EF R~ TIE FHET [ER Wk g2 "RFE EF
iTRE Dimension (mm) R A Shim Pin Clamp Screw Wrench  Stock Py Dimension (mm) usiyal)= Shim Pin Clamp Screw Wrench  Stock
Ordering Code H| B | LF OHX HE WE Insert .: § @ ’ /\ N Ordering Code H B | LF OHX HE WE Insert .: § @ ’ /\ R L
MTFNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603M = SPM050130 CAMO02 SDMO060250 $:§8:: ® O MTJNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603M = SPM050130 @ CAMO02 SDMO060250 $:§8:: [ 2N J
MTFNR/L2525M16 25 25 150 32 25 32 TN*'1604** DTN1603M  SPMOS0130 CAMO2 SDM0G0250 /a0, @ O MTINR/L2525M16 25 25 150 32 25 32 TN*'1604** DTN1603M ~SPMOS0130 CAMO2 SDM0G0250 /20 ® ®
MTFNR/L3232P16 3232 170 32 32 40 TN**1604** DTN1603M = SPM050130 CAMO02 SDM060280 $:§8t ® O MTJINR/L3232P16 3232 170 32 32 40 TN**1604** DTN1603M = SPM050130 CAMO02 SDM060280 $:§8t ® O
MTFNR/L3232P22 3232 170 38 32 40 TN**2204** DTN2204M  SPM060170 @ CAMO02 SDMO060280 $:§g:: ® O MTJINR/L3232P22 3232 170 38 32 40 TN**2204** DTN2204M  SPM060170 @ CAMO02 SDM060280 $:§g:: [ 2N J
O EETE Stock OFFIE Available upon Order O EETE Stock OFEFARE Available upon Order
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=R TIH TR

SNEIZETIFF (FAEY)
External Turning Toolholder (Negative)

MVJNR/L

CUTTING TOOLS FOR AEROSPACE

/’o

o
T fhi 1193°

R~ TR HET ER ES:HE4 RFE EE
= Dimension (mm) PTERTIE Shim Pin Clamp Screw Wrench  Stock

i |
Ordering Code Hl B | LE lonx!HEIWE nsert § @ ’ /\ rIL
MVJNR/L2020K16 20 20 125 42 20 25 VN**1604** DVN1603M SPM050130 CAMO4 SDMO060250 mggt o0
MVJNR/L2525M16 25 25 150 42 25 32 VN**1604** DVN1603M SPM050130 CAMO4 SDMO060250 mggt oo
MVJNR/L3232P16 32 32 170 42 32 40 VN**1604** DVN1603M SPM050130 CAMO4 SDMO060280 mggt )

MVQNR/L

@R EETF Stock OFEFUE Available upon Order

LF

Fmm117.5°

R~ Ak $HET (513 pES:E72 RFE EF
iTRe Dimension (mm) R A Shim Pin Clamp Screw Wrench  Stock

Ordering Cod | t
rdering Code H B LF OHX HF WF nser § @ ’ /\ RIL
MVQNR/L2020K16 20 20 125 42 20 25 VN**1604** DVN1603M = SPM050130 CAMO02 SDMO060250 $:§g:: [ 2N J
MVQNR/L2525M16 25 25 150 42 25 32 VN**1604** DVN1603M SPM050130 CAMO2 SDMO060250 mggt )
MVQNR/L3232P16 3232 170 42 32 40 VN**1604** DVN1603M = SPM050130 CAM02 SDM060280 $:§8t [ 2N J
@R EETF Stock OFFUE Available upon Order

30 _ GESAC

SMNEIZETIAT (faZY)
External Turning Toolholder (Negative)

MWLNR/L

CUTTING TOOLS FOR AEROSPACE |

LF

f=MXIEI TR

F:fhi £195°

R~ YAk SHET ER WK 22 w"FE EF
TR Dimension (mm) uisya)= Shim Pin Clamp Screw Wrench  Stock
Ordering Code Hl B | LE loHx| HEIwE Insert § @ I /\ RIL
MWLNR/L2525MO6T3 25 25 150 28 25 32 WN*'06T3** DWNOG03M ~SPMOS0130 CAMOL SDM0S0200 /200 @ @
MWLNR/L2020K0604 20 20 125 28 20 25 WN**0604** DWNOGO3M SPMOS0130 CAMOl SDM0S0200 1,120- ® ®
MWLNR2525M0604 20 20 150 28 25 32 WN**0604** DWNO603M SPMO050130 CAMOL SDMO050200 mggt °
MWLNR/L2020K08 20 20 125 32 20 25 WN**0804** DWNOSOAM = SPMOGOL70 CAMO2 SDM0G0200 /2ol @ ®
MWLNR/L2525M08 25 25 150 32 25 32 WN**0804** DWNOSOAM = SPMOGOL70 CAMO2 SDM0G0250 /200 ® ®
MWLNR/L3232P08 32 32 170 32 32 40 WN**0804** DWNOSOAM SPMOGOL70 CAMO2 SDMOB0280 1,120  © ®

O EETE Stock OFEFAE Available upon Order
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f=MAYIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

SMNEIZETIFF(IERY) SMNEIZETIFF(IERY)
External Turning Toolholder(Positive) External Turning Toolholder(Positive)
/ (" e ) X ifiy45°

o
)

2 "@,

T oHx

LF

LF

0°
t

4 |

R~ $25T RF EF R~F BRET RF
iJERe Dimension (mm) uisya)=y Screw Wrench Stock iTRe Dimension (mm) Screw Wrench EfE
Ordering Code Insert Ordering Code RECTIA Stock
H B LF OHX HF WF & /é R L H B LF OHX HF WF & /6
SCLCR/L1010F06 10 10 80 12 | 10 12 CC**0602** SI60M025060-03510 TTO8P [ ] ([ ] SSDCN1212H09 12 | 12 | 80 15 12 6 SC**09T3** S160M040100-05812 TT15P [ ]
SCLCR/L1212H09 12 12 100 16 12 16 CC**09T3** SI160M040100-05812 TT15P [ ] O SSDCN1616H09 16 16 100 15 16 8 SC**09T3** S160M040100-05812 TT15P [ ]
SCLCR/L1616H09 16 16 100 16 16 @ 20 CC**09T3** SI160M040100-05812 TT15P [ ] ([ ] SSDCN2020K09 20 20 125 15 20 | 10 SC**09T3** S160M040100-05812 TT15P @)
SCLCR/L2020K09 20 20 125 16 20 25 CC**09T3** SI60M040100-05812 TT15P [ ] [ ] SSDCN2525M12 25 25 150 20 | 25 12.5 SC**1204** S160M050120-07012 TT20P [ ]
SCLCR/L2525M12 25 25 150 20 25 32 CC**1204**  SI60M050120-07012 TT20P o o @i 57 Stock OB Available upon Order

@R EEETE Stock OFFIE Available upon Order

SDJCR/L STGCR/L

(" Xhifez ) BT
?, 1
0 >

OHX
LF

=

LF

0

el

-
R~ $25T wRF EF R~ $25T wRF EF
iTHRE Dimension (mm) AT A Screw Wrench Stock IS Dimension (mm) EETI A Screw Wrench Stock
Ordering Code H B LF OHX HF WF Insert § ﬁ R L Ordering Code H B LF OHX HF WF Insert § /é R L
SDJCR/L1010F07 10 10 80 15 10 12 DC**0702** S160M025060-03510 TTO8P [ ] ([ ] STGCR1010F09 10 10 80 12 10 12 TC**0902** S160M022060-03008 TTO6P ([ ]
SDJCR1212H07 12 12 100 15 12 @ 16 DC**0702** SI60M025060-03510 TTO8P [ ] STGCR/L1212H11 12 12 100 16 12 16 TC**1102** S160M025060-03510 TTO8P [ ] O
SDJCR/L1616H11 16 16 100 20 16 20 DC**11T3** SI160M040100-05812 TT15P L] ® STGCR/L1616H11 16 16 100 20 16 20 TC**1102** S160M025060-03510 TTO8P ([ ] [ ]
SDJCR/L2020K11 20 20 125 20 20 25 DC**1173** SI60M040100-05812 TT15P [ ] [ ] STGCR/L2020K16 20 20 125 25 20 25 TC**16T3** S160M040100-05812 TT15P ([ ] [ ]
SDJCR/L2525M11 25 25 150 20 25 32 DC**11T3** SI60M040100-05812 TT15P e o STGCR/L2525M16 25 25 150 25 25 32 | TC**16T3** SI60M040100-05812 TT15P e o
O EETE Stock OFFIE Available upon Order O Stock OFFIE Available upon Order
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f=MmAIEITA | CUTTING TOOLS FOR AEROSPACE

SMNERIZETIFF(IERY)
External Turning Toolholder(Positive)

SVJCR/L

I T )
FEMfH93
5 162
R EP ‘!Q
LF .
N o
I
- J
R~ 25T wRF EE
iTREe Dimension (mm) ICE2T] A Screw Wrench Stock
Ordering Code H B LF OHX HF WF Insert § ﬁ R L
SVJCR1212H11 12 12 100 25 12 16 VC**1103** SI60M025060-03510 TTO8P [ ]
SVJCR/L1616H11 16 16 100 25 16 20 VC**1103** SI60M025060-03510 TTO8P [} [}
SVJCR/L2020K16 20 20 125 35 20 | 25 VC**1604** SI60M040100-05812 TT15P [} [}
SVJCR/L2525M16 25 25 150 35 25 | 32 VC**1604** SI60M040100-05812 TT15P [} [}

OiTEETE Stock OFFE Available upon Order
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CUTTING TOOLS FOR AEROSPACE

SNEZETIFF(IERY)
External Turning Toolholder(Positive)

SWLCR/L

LF

| M=MXRTHI IR

( o )
A i 195

R~ 25T wRF EE

iTHRe Dimension (mm) USya) Screw Wrench Stock
Ordering Code H B LF OHX HF WF Insert § ﬁ R L
SWLCR/L1212H06 12 12 100 15 12 16 WC**06T3** SI60M040100-05812 TT15P [ J [ ]
SWLCR/L1616H06 16 16 100 15 16 20 WC**06T3** SI60M040100-05812 TT15P [ [}
SWLCR/L2020K06 20 20 125 15 20 @25 WC**06T3** SI60M040100-05812 TT15P [ [}
SWLCR/L2525M06 25 25 150 20 25 @32 WC**06T3** SI60M040100-05812 TT15P [ [}

@FTAEETF Stock OFEFAE Available upon Order
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f=MmAYIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

WAL ETIHE SRR
Internal Turning Toolholders Identification System

TR EFLINTIFF C 80°&H K 75°
Steel with coolant hole 80°Rhombic
WREETIMF D 55°&H; L 95°
Carbide shank F 80 55°Rhombic F 91° R aE
HRHFLBERE ST H 100 R =i
Carbide bar with Round Q 107.5° L EF
coolant hole K 125 s EFSH
IR Square u 93°
M 1 =2
Steel shank 50 T E=Af W 60°
N 160 Triangle
v 35°EH X 120°
Q 180 35°Rhombic
Al TIRFAR
R 200 W Trigon Insert Shape
S 250 TIRAER
InsertiC(mm) Fyw  E=mf; EA | SUER S5°E 35ER
T 300 Square | Triangle = Round | 80°Rhombic  55°Rhombic | 35°Rhombic
U 350 0
¢ ! 6 - 06 -
\Y 400 o
B 5 6.35 - 11 - 06 07 11
WE S BT N 0°
08 8 Double Clamp Type R 7.94 B 13 B B B
10 10 FEAR S A P 1 8 : 08 : i
Top Clamp Type
12 12 AR E>3it) 9.525 09 16 - 09 11 16
Laver Lock Type
16 16 10 - 10 - -
RS
20 20 Screw-on Type 12 - 12 - -
25 25 12.7 22 - 12 15 -
32 32 15.875 15 27 - 16 - -
40 40 16 - 16 - -
19.05 19 19 - -
20 - 20 - -
25 - 25 - -
25.4 25 - - -
32 - 32 - -
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fAE=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fR=fiktI4ITA

RFLETIHF RFLETIHF

Internal Turning Toolholder Internal Turning Toolholder

SCLCR/L SCKCR/L | T

Y ~ e
EROVEER . =
] M %@i&;\/ Z 3
q?/-[e;i Y @ g OHN L
oHN_| E
0l T ] -
=28 ]
0 —A [
== [ )
R~ 25T wRF EF
Rt [2Ea) b ED B TS Dimension (mm) ETI A Screw Wrench = Stock
odﬁ'ﬁ%‘c ) Dimension (mm) Elﬁajjrt)ﬂ.- Screw Wrench Stock Ordering Code DMINI DCON WE LF OHN H Insert § ﬁ R L
raerngtode  pMINI DCON WF LF OHN H @ nse § /6 R L
S08K-SCKCR/L06 10 8 55 125 12 7 13 CC**0602** SI60M025060-03510 TTO8P ® O
S08K-SCLCR/L06 10 8 55 125 12 7 13 CC**0602** SI60M025060-03510 TTO8P e o
S10K-SCKCR/L06 12 10 6.5 125 15 9 12 CC**0602** SI60M025060-03510 TTO8P ® O
S10K-SCLCR/L06 12 10 6.5 125 15 9 12 CC**0602** SI60M025060-03510 TTO8P e o
S12M-SCKCR/L06 16 12 8 150 18 11 10 CC**0602** SI60M025060-03510 TTO8P O | O
S12M-SCLCR/LO6 16 12 8 150 18 11 10 CC**0602** SI60M025060-03510 TTO8P o o
S12M-SCKCR/L09 16 12 8 150 18 11 12 CC**09T3** SI60M040100-05812 TT15P ® O
S12M-SCLCR/L09 16 12 8 150 18 11 12 CC*™*09T3** SI60M040100-05812 TT15P e o
S16Q-SCKCR/L09 20 16 10 180 24 @ 15 10 CC**09T3** SI60M040100-05812 TT15P ® O
S16Q-SCLCR/L09 20 16 10 180 24 15 10 CC**09T3** SI60M040100-05812 TT15P e o
S20R-SCKCR/L09 25 20 12 200 30 @ 18 8 CC**09T3** SI60M040100-05812 TT15P O | O
S20R-SCLCR/L09 25 20 12 1 200 30 18 8 CC**09T3** SI60M040100-05812 TT15P o o
S25S-SCKCR/L09 32 25 16 250 38 | 23 6 CC**09T3** SI60M040100-05812 TT15P ® O
S25S-SCLCR/L09 32 25 16 250 38 | 23 6 CC*™*09T3** SI60M040100-05812 TT15P e o
O EETE Stock OFEFIRE Available upon Order
S25S-SCLCR/L12 32 25 16 250 38 | 23 8 CC**1204** SI60M050120-07012 TT20P e o

@i ERETE Stock OFTFAE Available upon Order
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RFLETIHF RFLETIHF

Internal Turning Toolholder Internal Turning Toolholder

SCLCR/L-A16 SDQCR/L

TR fH107.5°

&)
%@

1T

|

|

L
o

|

|

|

01 T |

= |
R~ -43) RF EfF R~ BEET RF EfF
iTiRE Dimension (mm) usisya)= Screw Wrench Stock TS Dimension (mm) g A Screw Wrench Stock
OrderingCode  pyNy DCON WF LF OHN H o Insert § /6 R L OrderingCode ;N1 DCON WF LF OHN H o Insert § /6 R L
SOTM-SCLCR/LO6-AL6 9 16 425 150 18 15 15 CC*™0602**  SI6OM025060-03510  TTOSP @ O S10K-SDQCR/LOT 1210 7 125 15 9 10 DC™0702**  SI60M025060-03510 ~ TTOSP @ O
SO8M-SCLCR/LO6-AL6 10 16 5 150 20 15 13 CC*™0602** = SI60M025060-03510 ~ TTOSP @ O S12M-SDQCR/LOT 16 12 9 150 18 11 8  DC™0702**  SI60M025060-03510 ~ TTOSP @ O
SIOM-SCLCR/L06-A16 13 16 6 150 26 15 12 CC**0602** = SI60M025060-03510 =~ TTOSP @ @ $16Q-SDQCR/LO7 20 16 11 180 24 15 6  DC™0702** | SI60M025060-03510 ~ TTOSP @ O
SI2M-SCLCR/LO6-AL6 15 16 7 150 28 15 10 CC*™0602**  SI6OM025060-03510 ~ TTOSP @ O $16Q-SDQCR/L11 20 16 11 180 24 15 6  DC**11T3**  SI60M040100-05812 ~ TTISP © @
@i 7 stock OBFLE Available upon Order S20R-SDQCR/L11 25 20 13 200 30 18 6  DC**11T3** | SI60M040100-05812  TTI5P @ O
$25S-SDQCR/L11 32 25 16 250 38 23 4  DC™1IT3**  SI60M040100-05812  TTI5P © @

O Stock OFRFUE Available upon Order

SDXCR/L

T fH120°

=

SDUCR/L . e

P

E

LE

-
o

0} AT I |
Q S | ]
R~ WRET RF EE
i _RT-" (23] RF EEfE THRe Dimension (mm) i A Screw Wrench Stock
TR Dimension (mm) TERTI A Screw Wrench Stock ]

Ordering Cod Insert OrderingCode  p N1 DCON WE LF OHN H o Insert & /é' R L

raering~0de  bHMINI DCON WF LF OHN H a° nse § ﬁ R L
SO8K-SDXCR/LOT 10 8 55 125 12 7 12 DC*0702**  SIG0M025060-03510 = TTOSP @ O

S10K-SDUCR/LO7 12 10 7 125 15 9 10  DC*™0702**  SI60M025060-03510 =~ TTOSP @ @
S10K-SDXCR/LOT 12 10 65 125 15 9 10  DC*0702**  SIG0M025060-03510 = TTOSP @ O

S12M-SDUCR/LOT 16 12 9 150 18 11 8  DC*™0702**  SI6OM025060-03510 ~ TTOSP @ @
S12M-SDXCR/LO7 16 12 8 150 18 11 8  DC*0702**  SI60M025060-03510 = TTOSP @ O

S16Q-SDUCR/LO7 20 16 11 180 24 15 6  DC*0702**  SI60M025060-03510 =~ TTOSP @ @
S16Q-SDXCR/LOT 20 16 10 180 24 15 6  DC*0702** | SI60M040100-05812  TTOSP @ O

S16Q-SDUCR/L11 20 16 11 180 24 15 6  DC*™11T3**  SI60M040100-05812  TTISP ® @
S20R-SDXCR/L11 25 20 12 200 30 18 6  DC**11T3** | SI60M040100-05812  TTISP ® @

S20R-SDUCR/L11 25 20 13 200 30 18 6  DC*11T3**  SI60M040100-05812  TTISP @ @
$255-SDXCR/L11 32 25 14 250 38 23 4  DC**11T3** | SI60M040100-05812 ~ TTISP @ O

$255-SDUCR/L11 32 25 16 250 38 23 4  DC*11T3**  SI60M040100-05812  TTISP @ @

OT A ETE Stock OFEFE Available upon Order
O EETE Stock OFBTFARE Available upon Order ' " P
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RFLETIHF RFLETIHF

Internal Turning Toolholder Internal Turning Toolholder

SSKCR/L STWCR/L |
ryp— (@ it

OHN LE

i £160°

RCON

LF

el ) == H

R~ 25T wRF EE R~ 25T RF EE

iTiRE Dimension (mm) usiyal= Screw Wrench Stock TS Dimension (mm) g1 Screw Wrench Stock

OrderingCode  p\iN1 DCON WF LF OHN H o Insert § /6 R L OrderingCode  p\\1 DCON WF LF OHN H Insert § /6 R L

S12M-SSKCR/L09 16 12 9 150 18 11 10  SC*™09T3**  SI60M040100-05812  TTISP O O SO8K-STWCR/LO9 10 8 6 125 12 7 15 TC*™0902** | SI60M022060-03008  TTO6P @ O

S16Q-SSKCR/L09 20 16 11 180 24 15 10  SC**09T3**  SI60M040100-05812 = TTISP @ O S10K-STWCR/L11 12 10 8 125 15 9 10  TC*1102**  SI60M025060-03510  TTOSP @ O

S20R-SSKCR/L09 25 20 13 200 30 18 8  SC**09T3**  SI60M040100-05812 = TTISP @ O S12M-STWCR/L11 16 12 9 150 18 11 8  TC**1102**  SI60M025060-03510 = TTOSP @ O

5255-SSKCR/L12 32 25 17 250 38 23 6  SC**1204** | SIGOM050120-07012 = TT20P O O S16Q-STWCR/L11 20 16 11 180 24 15 6  TC**1102**  SI60M025060-03510 ~ TTO8P O O
i1 stock OB Available upon Order S20R-STWCR11 25 20 13 200 30 18 4  TC**1102**  SI60M025060-03510 = TTOS8P O

S20R-STWCR/L16 25 20 15 200 30 18 8  TC**16T3**  SI60M040100-05812  TTISP O O

$255-STWCR/L16 32 25 17 250 38 23 6  TC*16T3**  SI60M040100-05812  TTISP @ O

ST U C R/ L O EETE Stock OFEFRE Available upon Order
Ewf93°
3 2 TFCR/L

FwfH1°

o] ]
e J
Xl
e ——— }
Rt 25T wRF EF
TS Dimension (mm) uninya)= Screw Wrench Stock
OrderingCode N1 DCON WF LF OHN H o Insert § /é R L R+ 4257 RE [2e3
iTHRe Dimension (mm) ICERTIE Screw Wrench  Stock
S08K-STUCR/L09 10 8 |55 125 12 7 15  TC**0902** SI60M022060-03008 TTO6P @ O OrderingCode |\ N1 DCON WF LF OHN H o Insert § /6 R L
S10K-STUCR/L09 12 10 65 125 15 9 13 TC**0902** SI60M022060-03008 TTO6P ® O S08K-STFCR/L09 10 8 55 125 12 7 15 TC**0902** SI60M022060-03008 TTO6P e O
S10K-STUCR/L11 1210 65 125 15 9 12 TCY1102™  SI60M025060-03510  TTO8P @ O S10K-STFCR/L09 12 10 65 125 15 9 10  TC*0902**  SI60M022060-03008  TTO6P @ @
S12M-STUCR/L11 16 12 8 150 18 11 10 TC**1102** SI60M025060-03510 TTO8P ® O S12M-STFCR/L09 16 12 8 150 18 11 8 TC**0902** SI60M022060-03008 TTO6P ®e O
S16Q-STUCR/L11 20 16 10 180 24 15 8  TC**1102* SI60M025060-03510 TTO8P @ O S12M-STFCR/L11 16 12 8 150 18 11 6  TC**1102** SI60M025060-03510 TTO8SP © @
S20R-STUCR11 25 20 12200 30 18 6  TCT™1102*™  SI60MO025060-03510 TTO8P @ S16Q-STFCR/L11 20 16 10 180 24 15 4  TC**1102**  SI60M025060-03510 =~ TTOSP ® @
S20R-STUCR/L16 25 20 12 200 30 18 4  TCT™I6T3™  SI6OM040100-05812  TTISP @ O S20R-STFCR/L11 25 20 12 200 30 18 8  TC**1102**  SI6OM025060-03510 =~ TTOSP @ @
5255-STUCR16 32 25 16 250 38 23 6  TCTI6T3™ 5160M040100-05812 TT15P @ S20R-STFCR/L16 25 |20 12 200 30 18 6  TC*16T3** SI60M040100-05812 TTISP @ O
@1 Stock OFFAE Available upon Order S25S-STFCR/L16 32 25 16 250 18 23 TC**16T3** SI60M040100-05812 TTI5P © @

@iTERETE Stock OFETAE Available upon Order
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RELETIF RALETIF
Internal Turning Toolholder Internal Turning Toolholder
/ : / B
) = 1) 2 g
2, ; 3l Sy @ : 3
2 qg AT @ rSJ 3 .OrH\,ﬂ 8
(oHN | L LE
0 ] 1 =i |
isin I
R~ HRET S ES EE R~ 2T RF EE
iTiRE Dimension (mm) usiyal= Screw Wrench Stock TS Dimension (mm) g A Screw Wrench Stock
OrderingCode N1 DCON WF LF OHN H o Insert § /6 R L OrderingCode ;N1 DCON WF LF OHN H o Insert § /6 R L
S16Q-SVUCR/L11 20 16 12 180 25 15 10  VC**1103**  SI60M025060-03510  TTOSP @ O SO08K-SCLPR/L06 10 8 55 125 12 7 13  CP*0602**  SI60M025060-03510 @~ TTOSP @ @
S20R-SVUCR/L11 25 20 16 200 25 18 8  VC*1103**  SI60M025060-03510 @ TTOSP @ @ S10K-SCLPR/L06 12 10 65 125 15 9 12  CP*0602**  SI60M025060-03510 @ TTOSP ® @
$255-SVUCR/L16 33 25 20 250 32 23 8  VC*1604**  SIGOM040100-05812 ~ TTISP @ @ S12M-SCLPR/L06 16 12 8 150 18 11 10  CP**0602**  SI60M025060-03510 @ TTOSP ® @
@R stock OBHUE Available upon Order S12M-SCLPR/L09 16 12 8 150 18 11 12  CP*™09T3**  SI60M040100-05812  TTISP ® @
$16Q-SCLPR/L09 20 16 10 180 24 15 10  CP**09T3** = SI60M040100-05812  TTIP @ @
S20R-SCLPR/L09 25 20 12 200 30 18 8  CP*09T3** | SIGOM040100-05812 = TTIP @ O
$255-SCLPR/L09 32 25 16 250 38 23 6  CP*09T3** | SI6OM040100-05812 ~ TTIP @ @
O ERETE Stock OFEFAE Available upon Order
F 1 f195°
e _H
26D s @ g] -
ag— STFPR/L —
s =
£ ——_ ;
oI ] e onin | L
=i ]
x|
Rl e ——— F
R~ 12T e EE
= Dimension (mm) uiya)=3 Screw Wrench Stock
OrderingCode  pyiN1 DCON W LF OHN H  c Insert & ﬁ R L Rt - wFE  En
) ke Dimension (mm) uinya)= Screw Wrench  Stock
S12M-SWLCR/LO6 16 12 8 150 18 11 12 WC*06T3**  SI60M040100-05812  TT1P @ @ -
Ordering Code  p\iN1 DCON WF LF OHN H o Insert ? /S R
S16Q-SWLCR/L06 20 16 10 180 24 148 10  WC*06T3**  SI60M040100-05812 ~ TTISP @ @
S10K-STFPR1102 12 10 65 125 15 9 12 TP*™1102**  SI60M025060-03510  TTO8P °
S20R-SWLCR/L06 25 20 12 200 30 184 8  WC*06T3**  SIG0M040100-05812 ~ TTISP @ @
S12M-STFPR1102 16 12 8 150 18 11 10  TP*™1102**  SI60M025060-03510  TTO8P °
$255-SWLCR/L06 32 25 16 250 38 234 6  WC*06T3**  SI60M040100-05812 ~ TTISP @ @
S16Q-STFPR1102 20 16 10 180 24 15 8  TP**1102** | SI60M025060-03510 = TTOSP °
O fEEAF Stock OFFIE Available upon Order S20R-STFPR1102 25 20 12 200 30 18 6  TP**1102** | SI6OM025060-03510 = TTOSP o
S20R-STFPR16T3 25 20 12 200 30 18 4  TP**16T3** | SI6OM040100-05812 = TT15P °
$255-STFPR16T3 32 25 16 250 38 23 6  TP**16T3** | SI60M040100-05812 = TT15P o

@R EETF Stock OFFAE Available upon Order
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YIREIE 7] A B S Rl
GBRIITIA RS RTMN

Parting and Grooving Series Insert Identification System
GB Series Insert Identification System

PItIE T R B S R ALN
GZ. GKRIITIFE SRR

Parting and Grooving Series Insert Identification System
GZ. GK Series Insert Identification System

GZ D 40

L ©O I © = © ]

02 R15 - FG

L © B © 1 O

GB

L (©)

(RR 4 125 R - 020

L (©) I (©)

L ©) L © I © L ©)

ORFIZHR CNR%EE CSEARR ORFNZHR ®TIF R~ GTNRER
Series Insert Width Hand of Insert Series Insert Size Hand of Insert
_ R=BF _ R=BEF
GK 30=3.0mm R=Right Hand GB 3 | 16=9.525mm R=Right Hand
~ L=EFE _ L=EF
6z 40=4.0mm L=Loftand 4| Its127mm L=Left Hand
O=h&
[J=Neutral
@7)% @7IF%E @TREE ©TIRETNF:Z
Number of Cutting Insert Type Insert Width Corner Radius
Edge R= Bk
S=f¥7] oSk R= Full Radius 125=1.25mm 0.2=0.2mm
S=Single Lead Angle O=75%
D=X7] [J=Squaring
— 15=15°
D=Double @TREILE
Corner Radius
02=0.2mm
04=0.4mm
20=2.0mm @igE
Geometry
E—FE F_NFE
First Character Second Character
F=fRita C=17)7
F=Low Feed C=Cutting off
M=rRgE5# s T=2H|
M=Medium feed T=Turning
S G=t])i&
R=High Feed G=Grooving
O=HEEE MK T e
0=Optimize for E;giﬁ;ffu
Special Range g
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YIrEIE I B S Rl
GBRIITIFALS RTHN

Parting and Grooving Series Tool holder Identification System
GB Series Tool Holder Identification System

YIErIE T B S RN
GZ. GKRFITIFESRRMN

Parting and Grooving Series Tool holder Identification System
GZ, GK Series Tool Holder Identification System

GB E R 2525 M 4-

L O B © M © L (©) L © N © N ©

R 2525 -4 T25 -

L © I @ L © |

GZ E

L O B © 1 © [ © Il ©
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[OF3 )58 ®7IFFohEY ©TIREE ORFIZFR ©yaLs 1L G KE
Series Tool Holder Shape Insert Width Series Hand of Insert Tool Holder Length
U=itiigtg _ R=HF RS KE
6z U=Undercutting ‘ 4=4.0mm GB ‘ R=Right Hand Symbol Length
p-ZEt — L-EF
GK P=Perpendicular L=Left Hand K 12omm
et TR . £0mm
Shank Size DEAEMH ‘
R Biggest Overhangin 180
oI SHELTIHF: SR TR & sine @mTm @ERT < mm
Processing Type External Holer: 25=25mm ‘ Processing Type Shank Size
_ Height*Width R 200mm
E=5MEIINT E=SMEIINT SNEITINF: R
E=External Processing — E=External Processing External Holder:
=7 T BT EEE =TT Height"Width
I=Internal Processing Internal Bar: I=Internal Processing
" i i AFLTIFF: g =
FEMT Ll BT B ©TART OELTIARESE
F=Face Processing Diameter Internal Bar: Insert Size Groove Size
Min processing _
~ Diameter*Bar 3 1C=9.525mm 15 1.0<SW<2.5
@HMES Diameter
Additional Information 4 1C=12.7mm 25 2.5<W<33
@AM . aw N
D65/120: MHEMNITAIE R
@Ha;d;;lnsert MR ERBAEE 35 3.3<wW
R=Right Hand D65/120: The min/max (EECGBARISNELTIHF
. . T XS
L=EF Diameter of_the f_|rst fa_nce Only for external
L=Left Hand cutting S=Stiffening Rib holders with GB4
N=mhE inserts
N=Neutral
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TIRIETI R —5%
Overview of Parting and Grooving Inserts

ELSiZ -t RZFR HE DIbg
Shape Geometry Application Width Page
TERIE 3.0-6.0
FG Precision Grooving (mm) P33
L v abi 3.0-6.0
o Precision Profiling (mm) =
ERIE 0.5-4.3
GB Precision Grooving (mm) P4

50 _ GESAC

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

IEEIE TR
Parting and Grooving Inserts

£G RE =

BEYEMLII R —E
Precision Grooving Inserts

=]

e R~ (mm) AEEREE BREE
J5ES Dimension (mm) Coated Uncoated
Ordering Code
CcwW ‘ RE ‘ L ‘ w1 ‘ S GS3125 GS9125

GZD3002-FG 3.0 0.2 20.4 2.3 4.6 [ ] @)
GZD3004-FG 3.0 0.4 20.4 2.3 4.6 [ @)
GZD4002-FG 4.0 0.2 24.0 3.3 4.8 @) @)
GZD4004-FG 4.0 0.4 24.0 3.3 4.8 [ [ ]
GZD5002-FG 5.0 0.2 24.0 3.3 4.8 [ @)
GZD5004-FG 5.0 0.4 24.0 33 4.8 @) @)
GZD6002-FG 6.0 0.2 24.0 4.2 4.8 O [ ]
GZD6004-FG 6.0 0.4 24.0 4.2 4.8 [ ] [ ]

@tREETFEStock OFEFEAvailable upon Order

OR T___I0+H

RE

L
_ =
— B3

BEBEMITIRA
Precision Profiling Inserts

e Rt AREEREE
TS Dimension (mm) Coated
Ordering Code
CW ‘ RE ‘ L ‘ W1 ‘ S GS3115
GZD3015-OR 3.0 1.5 21.0 2.3 4.6 [
& GZD4020-OR 4.0 2.0 24.0 3.3 4.8 [
GZD5025-0OR 5.0 2.5 24.0 33 4.8 O
~ GZD6030-OR 6.0 3.0 24.0 4.2 4.8 O

@1 AERETEStock OFEFEAvailable upon Order
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L& T A IeRIRE T R
Parting and Grooving Inserts REFLEE Parting and Grooving Inserts REFLEE
[=] o
(8] — (8] —
G B 8 \@/ G B 3 \@/
BB I e WEEIEM I e
Precision Grooving Inserts Precision Grooving Inserts
R~ AERERSE R~ AERERSE
T&ES Dimension (mm) Coated T&ES Dimension (mm) Coated
Ordering Code Ordering Code
cw \ CDX \ RE \ Ic \ w1 \ D1 GA4230 cw \ CDX \ RE \ Ic \ w1 \ D1 GA4230
GB3050R-005 0.50 1.0 005 9525 318 4.4 ° GB3150R-010 1.50 2.0 0.1 9525 318 4.4 o
GB3075R-010 0.75 2.0 0.1 9525 318 4.4 ° GB3150R-020 1.50 2.0 0.2 9525 318 4.4 °
GB3080R-005 0.80 2.0 005 9525 318 4.4 o GB3150L-020 1.50 2.0 0.2 9525 318 4.4 °
GB3095R-010 0.95 2.0 0.1 9525 318 4.4 o GB3200R-010 2.00 25 0.1 9525 318 4.4 o
GB3100R-005 1.00 2.0 005 9525 318 4.4 ° GB3200R-020 2.00 25 0.2 9525 3.8 4.4 o
GB3100R-010 1.00 2.0 0.1 9525 3.8 4.4 o GB3200L-020 2.00 25 0.2 9525 318 4.4 o
GB3120R-010 1.20 2.0 0.1 9525 3.8 4.4 o GB3250R-010 2.50 25 0.1 9525 3.8 4.4 o
GB3120R-020 1.20 2.0 0.2 9525  3.18 4.4 @ GB3250L-010 2.50 25 0.1 9525  3.18 4.4 @
GB3125R-010 1.25 2.0 0.1 9525  3.18 4.4 ) GB3250L-020 2.50 25 0.2 9525  3.18 4.4 )
GB3140R-010 1.40 2.0 0.1 9525  3.18 4.4 @ GB3300R-020 3.00 25 0.2 9525  3.18 4.4 @
GB3140R-020 1.40 2.0 0.2 9525  3.18 4.4 0 GB3300L-020 3.00 25 0.2 9525  3.18 4.4 0
GB3140L-020 1.40 2.0 0.2 9525  3.18 4.4 )

@tREETFEStock OFEFEAvailable upon Order

@tREETFEStock OFEFEAvailable upon Order
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UITEIETIE UMTEIETIS
Parting and Grooving Inserts y Parting and Grooving Inserts
S =~ RE CW
O :
o
GB N4 GBR i
h &
BRI A EEYIEMTIIIA
Precision Grooving Inserts Precision Grooving Insert =
e R FERRAS e R¥ FEERAS
1I5HES Dimension (mm) Coated 1IHES Dimension (mm) Coated
Ordering Code Ordering Code
cw ‘ CDX ‘ RE ‘ IC ‘ w1 ‘ D1 GA4230 cw ‘ CDX ‘ RE ‘ IC ‘ w1 ‘ D1 GA4230
GB4125R-020 1.25 2.0 0.2 12.7 4.76 5.5 o GBR4100R-050 1.00 2.0 0.5 12.7 4.76 5.5 o
GB4150R-010 1.50 3.5 0.1 12.7 4.76 5.5 ° GBR4100L-050 1.00 2.0 0.5 12.7 4.76 5.5 ¢
GB4150R-020 1.50 3.5 0.2 12.7 4.76 5.5 ° GBR4150R-075 1.50 35 0.75 12.7 4.76 5.5 °
GB4150L-020 1.50 3.5 0.2 12.7 4.76 5.5 @) GBR4150L-075 1.50 35 0.75 12.7 4.76 5.5 o
GB4175R-020 175 3.5 0.2 12.7 4.76 5.5 o GBR4200R-100 2.00 35 1.0 127 4.76 5.5 o
GB4185R-020 1.85 3.5 0.2 12.7 4.76 5.5 o GBR4200L-100 2.00 35 1.0 12.7 4.76 5.5 ¢}
GB4200R-020 2.00 3.5 0.2 12.7 4.76 5.5 ° GBR4250R-125 2.50 4.0 1.25 12.7 4.76 5.5 o)
GB4200L-020 2.00 3.5 0.2 12.7 4.76 5.5 ° GBR4250L-125 2.50 4.0 1.25 12.7 4.76 5.5 @)
GB4200R-030 2.00 3.5 0.3 12.7 4.76 5.5 ° GBR4300R-150 3.00 4.0 15 127 4.76 5.5 ¢}
GB4210R-050 2.10 4.0 0.5 12.7 4.76 5.5 @) GBR4300L-150 3.00 4.0 1.5 12.7 4.76 5.5 ¢)
GB4220R-030 2.20 4.0 0.3 12.7 4.76 5.5 ° GBR4400R-200 4.00 5.0 2.0 12.7 4.76 5.5 o
GB4250R-030 2.50 4.0 0.3 12.7 4.76 5.5 @) GBR4400L-200 4.00 5.0 2.0 12.7 4.76 5.5 @)
B4250L- 2. 4. : 12.7 4.7 . @)
6B42501-030 >0 0 03 6 > @i EEFStock OFFiEAvailable upon Order
GB4265R-030 2.65 4.0 0.3 12.7 4.76 5.5 @)
GB4280R-030 2.80 5.0 0.3 12.7 4.76 5.5 o)
GB4300R-030 3.00 4.0 0.3 12.7 4.76 5.5 °
GB4300L-030 3.00 4.0 03 12.7 4.76 5.5 °
GB4350R-030 3.50 5.0 0.3 12.7 4.76 5.5 @)
GB4400R-040 4.00 5.0 0.4 12.7 4.76 5.5 o)
GB4400L-040 4.00 5.0 0.4 12.7 4.76 5.5 @)
GB4430R-040 4.30 5.0 0.4 12.7 4.76 5.5 o)

@R AEFETFStock OFFEAvailable upon Order
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GZZ5% GB&R7
GZ Series GB Series

INEILIRETINT

External Holders for Grooving

INEI LI EIAE T

External Holders for Parting and Grooving

of L eox A lm

|

Lonfs

#7E: SCAM060200HtFEM6X20
Remark: SCAM060200H is meaning of M6X20

56 _ GESAC

@R EETEStock OFFEAvailable upon Order

OHX F
CDX
5 o
e I II Sepi LF
4 ﬁ .
ERNEE The Picture is Right Hand Holder ERAEF The Picture is Right Hand Holder
RF(mm) 25T RF E= . RT:l‘(mm) 25T RF E=
Dimension (mm) Screw Wrench Stock o Dimension (mm) Screw Wrench Stock
TS ILERTIN L i
Ordering Code e Ordering Code Insert S
W CDX H=HF B LF WF i> f' R L H=HF B LF WF A  CDX V4 ROL
GZER/L2020-3T20 30 20 20 20 125 21  GZD30- SCAMO50200H TH40LH @ @ GBER/L2020k3 20 20 125 2 - 25 GB3- SI60M035120-05310  TT15PH @  ©
GZER/L2525-3T20 3.0 20 25 25 150 26  GZD30-- SCAMO60200H THS50LH ® @ GBER/L2525M3 25 25 150 30 - 25 GB3- SI60M 035120-05310  TT15PH
GZER/L3225-3T20 3.0 20 32 25 170 26 GZD30--  SCAMO060200H TH50LH O @) GBER/L2020K4-15 200 20 125 25 1.0 40 (1.02%22.5) SI60M 050120-07217  TT20PH
GZER/L2020.4T25 S I I I I I I e TIE T T GBER/L2525M4-15 25 25 150 30 10 40 A 5 SI6OMO0S0120-07217 TT20PH ® @
50 25 20 20 125 215  GZD50-- e O ema
o o ’s B e R p——— o GBER/L2020K4-25 20020 125 25 20 45 o ZyToo SIGOM0S0120-07217  TT20PH @ O
GZER/L25254T20 SCAMO050200H  TH40LH — GB4
50 20 25 25 150 265  GZD50-- ° GBER/L2525M4-25 25 25 150 30 20 45 o2y Tog SIGOMO0S5012007217  TT20PH O O
GZER/L2525-4T25 | 2 I I I e e MR = ol M e GBER/L2020K4-35 20 20 125 25 30 55 g, 3G<?/3'<" 4g SI6OM05012007217  TT20PH O O
50 25 25 25 150 265  GZD50-- o o S
an | a5 ) P T R p———— S| GBER/L2525M4-35 25 25 150 30 30 55 352u,q  SIGOM0S5012007217  TT20PH @ O
GZER/L3225-4T25 SCAM060200H TH50LH : :
50 25 32 25 170 265  GZD50-- e o &35 SI60M 035120~ EM3.5X12 @7t Stock OFFEAvailable upon Order
GZER/L2525-6T32 6.0 32 25 25 150 26 GZD60---  SCAMO060300H TH50LH @ ° Remark: SI60M 035120+ stands for M3.5X12
GZER/L3225-6T32 60 32 32 25 170 26 GZD60-- SCAMO60300H THS0LH ©O O
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GBZ5%
GB Series

RFLIETIM

nternal Bars for Grooving

E’RAHEF The Picture is Right Hand Holder

R~ (mm) 1257 wRF EE
Dimension (mm) Screw Wrench Stock
T8RS R A
Ordering Code Insert 5
DMIN1 DCON H LF WF  CDX / R L
GBIR/L2620Q3 26 20 18 180 13 3 GB3:--- SI60M035120-05310 TT15PH @ O
GBIR/L3525R4 35 25 23 200 17.5 45 GB4:-- SI60M 050120-07217 TT20PH @ [}

#7E: SI60M 035120---H{F&M3.5X12

Remark: SI60M 035120---is meaning of M3.5X12
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@tREETEStock OFEFAEAvailable upon Order

HEFTIHIZEK

Recommended Cutting Data

CUTTING TOOLS FOR AEROSPACE

=R TIH TR

FG

O Zm#es

Radial Feed
TIREEW (mm)

? T T T T T
60 —-{ - --4------
50 [ (M- -
40 | - [T

| | | | |
30 r-[CHEEF -4 -

0.1 0.2 03

O AL
Axial Feed

IRAp (mm)

A
W

6.0
5.0
4.0 N
3.0

I

1.0

4.0

3.0

0 0.05 0.1 015 0.2 0.25 0.3
BHEEF(mm/r)

\

OR

O Zm#es

Radial Feed
TIFBEEW (mm)
A
T T T T T
L e
50 F-—t-- I
40 b--t- (TN} - -
| | | | |
30 fo-r T
0.1 0.2 g
HEEEF(mm]/r)

(O pri ]
Axial Feed

HIRAp (mm)
A

30 W
6.0 —

| 5.0
20 4.0 s
15 73'0\

1.0 +

2.5

0.5

0 0.1 0.2 0.4 0.6 0.8
HLAEF(mm/r)

\J
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G-NOTCHR Y TIF B S RN G-Notch&%57] /B SR
G-NOTCHR YT /R B S RN G-NotchRFIIRLT] B SR AN

G-NOTCH Series Inserts Identification System G-Notch Series Inserts Identification System
G-NOTCH Series Grooving Inserts Identification System G-Notch Series Threading Inserts Identification System

G NGWP 3 MISOR G N T P 3 R

@cd Ech Ech E9P .cP L © I © L O I © L ©) L ©) L ©) L ©)

OAENS QT %R OAFNS & Des] ©nATE
Company Mark Insert style GHERT Company Mark Insert style Hand of Insert
G=GESAC G=t]{ i - T=60°B ML R=GF
G:Grogving Groove Size G=GESAC T=60°Thread R=Right Hand
R=[El3k Al M150 = 1.5mm e ey
R=Full Radius Mfmc‘ M150 = 1.§mm L=Left Hand
Zl: 125=0.125inch e
Inch: 125=0.125inch —_— _
@7IFES @HIINESR
Type of Insert Additioqal
QNFES @HINfER N=Notch Informailon
Type of Insert Additional Information  onEEm (S P=IEERIA
N=Notch P=IEfARIf Mol o e P=Positive
P=Positive ReBE
CEERIR R=Right Hand
[FFla Lo F GTIF s
L=Left Hand Insert Size

mm inch

2 3.81 .150

©7IFFE 3 495 195

Insert Size
inch
mm inc s I \\

2 3.81 .150
3 4.95 195

*| RN
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M=MAIEI TR CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | M=MXLIHITA
G-Notch& % 7] E SRR AN G-Notch& %I A SRRAN

G-Notch&R5SMNE TIFF B SR RN G-Notch&FIRFL IR S RN

G-Notch Holder Identification System G-Notch Holder Identification System

G-Notch External Holder Identification System G-Notch External Holder Identification System

G NS R 2525 M 3 GNAR 25 M 3

L © B © B © BN © L © | geld EoP L © B © B © BN © L ©) | LG I © |
ORERS T RERME GOTIRRT ©TIREKE OREANRS ®TIHFEE GOTIRRT
Company Mark Insert Mounting Shank Size Shank length Company Mark Holder Type Shank Size
G=GESAC Location B S D 60 G=GESAC A=THIRLFLEY T TIHF £ &
S=z= Windth Height — A=Steel With Coolant
s=Side b 5 E 70 S=RHRRTLIITEITIFF 12 12 —
S=Steel without Coolant
16 16 F 80 16 16
20 20 H 100 20 20
K 125 25 25
% % » » @I
32 32 M 150 — Right Hand
R/J T .
P 170 Clamping System mm inch
Q 180 N=Notch 2 3.81 | .150
(OF -9k R 200 3 495 | .195
Clamping System % @7ESEH
N=Notch Hand of Tool s
@AM DT A L=EF HAN
Hand of Tool Right Hand L=Left hand
L=EF -
L=Left Hand mm inch N
2 3.81 .150 o 4 ®TIFKE
3 495 | .195 n/] Shank length
; — D 60
- s L \\ R=Right hand E 70
R=BF
ﬂ F 80
2 H 100
%‘3‘
Yl K 125
M 150
P 170
Q 180
R 200
AR EFRBENHERGFIR, 6FRENFEREFIR.
Note: Left hand bars use right hand inserts, Right hand bars use left hand inserts.
GESAC _ 63
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G-Notch&RZFTIF—%
Overview of G-Notch Series Inserts

KZF3 it GhZ BLRE /4R Dtz
Application Style Shape Width/Pitch Page
= o T i
AREIE GNGP 1.00-3.50 P67
Precision Grooving (mm)
BT .
.*;Emfﬁﬂ/ N GNR 2.00-3.18 P69
Precision Profiling (mm)
RN T 0.70-5.00(mm)
Threading GNTP 36-5(TPI) P63

64 _ GESAC

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

G-NotchZ&FITI &
G-Notch Series Insert

GNGP

S50

BTN (ERif) S 2|
Precision Grooving Inserts (positive rake angle) ~
e Dimengion mm) Al il
Ordering code e (COEUIE
cwto.ozs\ RE \ CDX \ s \ w1 \ D Size - oM3225 GS3115
GNGP2M100L 1.00 009 127 556 381 874 2 o °
GNGP2M100R 1.00 009 127 55 381 874 2 o °
GNGP2047L 1.19 009 127 556 381 874 2 o o
GNGP2047R 1.19 009 127 55 381 874 2 o o
GNGP2M150L 1.50 019 279 556 381 874 2 o °
GNGP2M150R 1.50 019 279 55 381 874 2 o °
GNGP2062L 1.57 019 279 556 381 874 2 e o
GNGP2062R 1.57 019 279 55 381 874 2 ° o
GNGP2M170L 1.70 019 279 556 381 874 2 o o
GNGP2M170R 1.70 019 279 55 381 874 2 o o
GNGP2070L 178 019 279 556 381 874 2 o o
GNGP2078L 1.98 019 279 556 381 874 2 o o
GNGP2078R 1.98 019 279 556 381 874 2 ° o
GNGP2M200L 2.00 019 279 55 381 874 2 ° °
GNGP2M200R 2.00 019 279 556 381 874 2 o °
GNGP2M220L 2.20 019 279 556 381 874 2 o o
GNGP2M220R 2.20 019 279 556 381 874 2 o o
GNGP2094L 2.38 019 279 55 381 874 2 o o
GNGP2094R 2.38 019 279 556 381 874 2 ° o
GNGP2M250L 2.50 019 279 55 381 874 2 o °
GNGP2M250R 2.50 019 279 556 381 874 2 o o
GNGP2125L 318 019 279 55 381 874 2 o o
GNGP2125R 318 019 279 556 381 874 2 ° o
GNGP3031L 0.79 009 127 874 495 161 3 o o
GNGP3031R 0.79 009 127 874 495 161 3 e o
GNGP3M100L 1.00 019 191 874 495 161 3 e o
GNGP3M100R 1.00 019 191 874 495 161 3 o o
GNGP3047L 1.19 019 191 874 495 161 3 o o
GNGP3047R 1.19 019 191 874 495 161 3 o o

@tmEETEStock OFEFEAvailable upon Order
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f=MmAIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

G-Notch&FITIH e G-Notch&%I7] A
G-Notch Series Insert & G-Notch Series .
L o
w
w
GNGP o GNR
YEr2a 2L -~
BEUIETIR (ERIA) & = t}Jﬁ%’—]})—#(O“T%) R; =X -
Precision Grooving Inserts (positive rake angle) N AUFE) gl 13
Full Radius Inserts(0°rakeangle) N
R=f(mm) TR RERERESS .
TS Dimension (mm) & Coating e ~ R¥y T AREREE
Ordering code Insert P Dimension(mm) Insa: Coated
cw \ RE \ DX \ s \ w1 \ D Size  GM3225 GS3115 Ordering code Size
cw \ RE \ CDX \ S \ w1 \ D GM3225 GS3115
GNGP3M150L 1.50 0.19 2.39 8.74 495 16.1 3 0 o)
GNR3M100R 2.00 1.00 2.39 8.74 4.95 16.1 3 O 0
GNGP3M150R 1.50 0.19 2.39 8.74 4.95 16.1 3 0 °
GNR3M150R 3.00 1.50 3.81 8.74 4.95 16.1 3 O o
GNGP3062L 1.58 0.19 2.39 8.74 4.95 16.1 3 ° 0
GNR3047L 2.39 1.19 3.81 8.74 4.95 16.1 3 O 0
GNGP3062R 1.58 0.19 2.39 8.74 4.95 16.1 3 ° 0
GNR3047R 2.39 1.19 3.81 8.74 4.95 16.1 3 O o
GNGP3070L 1.78 0.19 2.39 8.74 4.95 16.1 3 0 O
GNR3062R 3.18 1.59 3.81 8.74 4.95 16.1 3 O @)
GNGP3078L 1.98 0.19 2.39 8.74 4.95 16.1 3 0 O
GNGP3078R 1.98 0.19 2.39 8.74 4.95 16.1 3 [ @) @R EETFStock OFFEAvailable upon Order
GNGP3M200L 2.00 0.19 2.39 8.74 4.95 16.1 3 O O
GNGP3M200R 2.00 0.19 2.39 8.74 4.95 16.1 3 0 O
GNGP3094L 2.39 0.19 3.81 8.74 4.95 16.1 3 0 O
GNGP3094R 2.39 0.19 3.81 8.74 4.95 16.1 3 ° O
GNGP3M250L 2.50 0.19 3.81 8.74 4.95 16.1 3 0 O
GNGP3M250R 2.50 0.19 3.81 8.74 4.95 16.1 3 o 0
GNGP3M300L 3.00 0.19 3.81 8.74 4.95 16.1 3 0 o)
GNGP3M300R 3.00 0.19 3.81 8.74 4.95 16.1 3 ° o
GNGP3125L 3.18 0.19 3.81 8.74 4.95 16.1 3 0 o) —
GNGP3125R 3.18 0.19 81 74 4, 16.1 ° O g .
3.8 8 s 6 3 Threading Inserts &
GNGP3M350L 3.50 0.19 3.81 8.74 4.95 16.1 3 0 0
GNGP3M350R 3.50 0.19 3.81 8.74 495 16.1 3 0 0 G N T P
5
@7 Stock OBFiEAvailabl ord . o S /
7 FNEAvailable upon Order GOO@JEHE,%QYD)#,%‘FHU% 8m
60°Partial Profile Threading Inserts With RE
. R~F(mm) REEREE
BREEPitch Dimension(mm) m Coated
TS TIR &
Ordering Code NF  WF NF AT ert
External Internal External Internal RE B GM3225 @ GS3115
mm mm TPI TPI
GNTP2L 0.70-3.00 1.25-3.50  8-36 7-20 0.10 1.91 2 O O
GNTP2R 0.70-3.00 1.25-3.50  8-36 7-20 0.10 1.91 2 o 0
GNTP3L 1.25-4.00 2.00-5.00  4-20 5-12 0.17 2.49 3 0 O
GNTP3R 1.25-4.00 2.00-5.00  4-20 5-12 0.17 2.49 3 ° 0
GNTP3004R 1.25-4.00 2.00-5.00  5-36 5-12 0.10 2.49 3 0 0

@R EEEStock OFFEAvailable upon Order
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SR TIHF RFLTIFF
External Holder Internal Holder

GNS GNA

DMIN: DCON

=
777 |
H

: Faa— %
ERAEF The Picture is Right Hand Holder ERAGF The Picture is Right Hand Holder
R~ (mm) 25T [ER wRF R~ (mm) 25T R RF
Dimension (mm) IE Screw Clamp Wrench Dimension (mm) IE Screw Clamp Wrench
TS e EF TS T EF
Ordering code Insert Stock Ordering code Insert Stock
H B WF LF OHX CDX DCON DMIN1 LF WF CS
GNSR1616H2 16 16 20 100 19 35 GN.2R SCAM040120H CANO2RH TH30LH [ ] GNAR20Q2 20 26 180 13 1/8-27 NPT GN.2L CANO2LH SCAM040120H TH30LH O
GNSR2020K2 20 20 25 125 19 35 GN.2R SCAM040120H CANO2RH TH30LH O GNAR25R2 25 34 200 17 1/4-18 NPT GN.2L CANO2LH SCAM040120H TH30LH O
GNSR2525M2 25 25 32 150 19 35 GN.2R SCAMO040120H CANO2RH TH30LH O GNAR25R3 25 34 200 17 1/4-18 NPT GN.3L CANO3LH SCAM050200H TH40LH O
GNSR2020K3 20 20 25 125 32 53 GN.3R SCAM050200H CANO3RH TH40LH [ GNAL20Q2 20 26 180 13 1/8-27 NPT GN.2R CANO2RH SCAM040120H TH30LH [
GNSR2525M3 25 25 32 150 32 53 GN.3R SCAM050200H CANO3RH TH40LH [ ] GNAL25R2 25 34 200 17 1/4-18 NPT GN.2R CANO2RH SCAM040120H TH30LH O
GNSL1616H2 16 16 20 100 19 35 GN.2L SCAM040120H CANO2LH TH30LH @) GNAL25R3 25 34 200 17 1/4-18 NPT GN.3R CANO3RH SCAM050200H TH40LH @)
GNSL2020K2 20 20 25 125 19 35 GN.2L SCAM040120H CANO2LH TH30LH O _ .
AE: EFRNREIVEREENE, 5FEREIIFEREEIE, @ITEEFStock OFFUEAvailable upon Order
GNSL2525M2 25 | 2B | &2 1| 19 | 35 GN.2L SCAM040120H CANO2LH TH30LH O Note: Left hand bars use right hand inserts, Right hand bars use left hand inserts
GNSL2020K3 25 20 25 125 32 53 GN.3L SCAM050200H CANO3LH TH40LH O
GNSL2525M3 25 25 32 150 32 53 GN.3L SCAM050200H CANO3LH TH40LH [ J

@tREETEStock OFEFEAvailable upon Order

68 _ GESAC GESAC _ 69



f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

HEFTHISE
Recommended Cutting Data

HEWTFE
Recommend feed
% Width #LAE Feed
W(mm) f(mm/r) - \ II ° °
0.79-1.50 0.08 (0.03-0.12) { M I I n g
1.50-2.50 0.10 (0.04-0.16)
2.50-3.50 0.12 (0.05-0.20)
3.50-4.50 0.14 (0.05-0.25)
THREHEEE
Recommend cutting speed
YIHI3RE Cutting Speed
IS0 Tk FEE Hardness Vc (m/min)
‘ Workpiece Material ‘ (HB) GM3225 GS3115
1EEH 110 110
Low Carbon Steel 80-170 (70-180) (70-180)
BN 110 110 e
High Carbon Steel £105250 (70-160) (70-160) ‘
A | eI
n {29 140- 260 110 110 '
Low-alloy Steel (60-160) (60-160)
S 110 110
High-alloy Steel LDl (60-160) (60-160)
BRI/ DRI 150- 270 100 100
M Ferritic/Martensitic (40-180) (40-180)
R 100 100
Austenitic L0210 (40-180) (40-180)
S 180 180
Malleable Cast Iron 150-230 (70-300) (70-300) g
RO 180 180 '
Gray Cast Iron Lat=2a (70-300) (70-300)
HEHES 160 160
Nodular Cast Iron 160-260 (60-300) (60-300)
BRad 30 30
B Heat-resistant Alloy 130-400 (20-50) (20-50)
HKEs 40 40
Titanium Alloys 130-400 (20-60) (20-60)
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ISOsREITI R B S&RRAN
ISO Milling Indexable Inserts Identification System

ERATIARAR: H,0,PST,CEMW,R
Insert Shape:H,0,P,S,T,C,E,M,W,R
A%=] R TIRA(E) B 1 =F(E) NE NE — AR (3d) By A E TIRE(M)BRE(mm) [%i: AIE(@d)BAZE(inch) | TIRE(M)BIRZE(inch)
Symbol ~ Shape  Corner Angle Figure Symbol  Relief Angle Tolerance (mm) Tolerance(inch) P Tolerance of I.C.Size(@d) ~ Tolerance of Corner KiJE  Tolerance of I.C.Size(@d)|  olerance of Corner
EAB . 3 RS Tk TeE REIE mm) Height(m)(mm) (inch) (mm) Height(m)(mm)
H Hexagon 120 O Symbol EBE AIE EE AEE 1.C.Size :
izg; ., B 50 ﬁoirnﬁg Thickness  I.C.Size ﬁognﬁ{ Thickness  I.C.Size (mm) JKL, u M,N(£%) U '-C-Sﬁe ClassdK, | Loy | ClassdK 1 Lssu
o | EHuw 135° O o s) (@d) hE s) (@d) M,N(R) ) &) (inch) LMN LMN
o o . 0.250
P gﬁaﬂggvn 108° O ¢ ! A +0.005 | +0.025  £0.025 = £0.0002  +0.001 +0.001 9653255 +0.05 +0.08 +0.08 +0.13 0375 +0.002 | *+0.003 = *0.003 | *0.005
. D 15° + + + + + + - :
s EAR 90° O - F_| 0005 | +0.025 | +0013 | #00002 | +0.001 | *0.0005 12.7 008 +013 | +0.3 +0.2 0.500 0003 0005 +0005 +0.008
E‘ﬁ‘;’; E 20 C +0.013 | £0.025 = £0.025 | +0.0005 +0.001 +0.001 15.875 0.625 e
=87 " . . = B
T T 60 A F 50 H 10013 | 0025 | 40013 | 400005 40001 | +0.0005 1905 +0.1 +0.18 +0.15 +0.27 0750 +0.004 = +£0.007 = +£0.006 = *0.011 Sym,gol T
¢ 80° G 30° E £0025 | £0025 | £0.025 | +£0.001 +0.001 £0.001 25.4 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 = +0010 | +0007  +0.015 i}
D 55° N 0° G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001 3175 fols s oo tos 1.250 0006 L0010 0,008 0015 01 1.59
E =7 75° S + + +0.05~ + + +0.002~ 32 - - - - 1.260 - - - - T1 1.98
; i 00 ] P ;ﬂg J +0.005 | +0.025 +01s | 00002 £0.001 40,005 P 238
o + ~ + ~
M 8 0 Others K| #0013 | #0025 5507 #00005 | 40001 | L300 BRETRTR: D ERTETE 17 278
v 35° =0. =0. . . 03 3.18
— +0.05- 0,002~ Insert Shape: D Insert Shape: V
wo s A\ L £0025  £0025 Gy 0001 £0001 | Lo WEIBER HEIBINAZ TIRBHAE MHIEEd HEIR AR TABMAE 3 397
e . ] +0.08~ +0.05~ +0.003~ +0.002~ Inscribed Circle Size = Tolerance of I.C.Size  Tolerance of Corner Height  Inscribed Circle Size Tolerance of I.C.Size Tolerance of Corner Height 04 4.76
L Rectangle 90 :I ™ M +0.18 *013 +0.13 £0.007 +0.005 +0.005 mm inch mm inch mm inch mm inch mm inch mm inch 05 5.56
A 45 85° +008- +005- | 0003~ +0.002~ 635 | 0250 | +0.05 +0.002 | +0.11 | +0.004 635 0250 | +£0.05 +0.002 +0.15 +0.006 06 6.35
B maw s [] N +018 | 09 “iop3 | xooor | TO00L Tigo0s 9.525 0375 | +005 +0002 *0.11  %0.004 9.525 | 0375 | 005 0002 015 +0.006 07 7.94
K - 55° 013~ o0 £008~ | #0005~ | ,oooo 0003~ 127 | 0500 | £0.08 @ +0.003 | +0.15 | +0.006 127 | 0500 = +0.08 +0.003| +020 = +0.008 09 9.52
R o — @) QERARS v +0.38 = +0.25 +0015 | +0.01 15875 = 0.625 | *0.10 | £0.004  *0.18 | +0.007 15875 | 0.625  +0.10 %0004 +027 +0.011 CEERS
DFRAE Relief Angle Symbol OmELS 19.05 | 0750 = +0.10 @ *0.004 = +0.18  +0.007 19.05 0750  £0.10 | £0.004 £0.27 | +0.011 ®Thickness Symbol
Shape Symbol Tolerance Symbol |

N . ! |
. © | L ©®) ) C© ) T © | L ©) L © gem [ © |

L ©)
S N E U 12 06 AN E N -
R D E T 12 04 MO T =

L (©) L ©) L ©) L (©) L ©) L ©) L ©) () L ©)

1
AIE(2d) OERA. EHTIERRITIRFAR @F RTINS OETEERS

. — 1= - — . . N . B
@B FLRS _ GISORITIKERS D.Theoretical Diameter of Wiper Angle or Nose Radius Major Cutting Edge Chipbreaker Symbol
Chipbreaker /Hole Symbol Cutting Edge Length Symbol(1SO)(mm) Inscribed Circle o . o
K2 5 LMK KRS Rk E E 5 E PN ( ) | I KRS | TIHIZIRR TR 1t’g (| Mach I?? J
S Iz BT Z ® @ A 457 I TIRE(m Symbol Description 7 Symbol  Machining Condition
Symbol | Hole | Hole Shape | Chipbreaker Shape ~ . = = ‘ L <L — 'qucg s. Insert Thickness E& EI#E . ERRE
£ . . Lo o o o . . ngle Corner-Re Y GL General Lightin,
N ;  I—  — D RY 8 RY A5 RY A5 RI A5 RI K5 RI K5 RI  (mm = F D - gnting
Wg;‘" S'Ty-Fn‘b?)l @;{h S'Ty-Fn‘b?)l Length Symﬁ)l Length Sym?ol Length Sym’t?cl Length Symﬁl Length Symg)l Length Sym‘bZI Length (mm) ijH; Eg(s) /\ Sharp Edge Cutting
x : .See Fig. BRARLIHEI
R wime — smgle- | AT 03 397 03 | 40 06 69| 4 48 3.97 ! e ¢ B GM | Gem
out e 04 476 04 48 08 82 5 58 476 . o — i R-Hored Catting
O R U ) U N R U U U o . = . EREH
F D;ggge- E—3 05 | 5 5 £ rRe A%ﬁch Cutting, €5 &R RS | WFE FAEEE GH General Heavy
= 05 556 05 56 03 38 09 96 6 68 5.56 . Symbol R’; o [Edge  Symbol Relief | Symbol Corner- T Chamfer Cutting
A wiost CHANTILZ | 106 6~~~ |~ |~ o~ |~ oo e o _ € Angle of Wiper Re(mm) a5 s
2t 06 635 06 65 04 43 11 | 11 7 78 11 11.2 6.35 - Al = K PL Light Cutting for
M i single- EIIANILY A 45° 45° A 3° MO  circular S Chamferand C} Steel
(B single 07 794 08 81 05 54 13 138 9 97 7.94 ﬁ:&\/ inserts R-Honed AR
WE 08 8 - P D e e e ) 8 < D 30° 60° B 50 00 0.03 PM | Medium Cutting for
G bouble- BT d : : OHIEERS Steel
sided 09 9525 09 9525 09 97 06 65 16 165 11 116 16 166 16 19.7 91555 o > E 15 75 I 7 02 02 ek A
w e A 1 L 1 7 T e e . Fo5 8 D 15 04 04 e puppr B PR | Rough Cutting for
Withholesnd 12 12 - - - - - - - - - - - - - - 12 P 0° 90° E 20° 08 0.8 Symbol Hand Shape P
T onecounter: | single- EATANATY | 12 127 12 127 12 [129 08 87 22 22 15 155 22 221 127 7 ; Hits ; o5 L L . + 0 KM | Medium Cutting for
5 | #moEeER SI:Eed 15 15875 15 15875 16 |16.1 10 109 27 275 19 194 15.875 Others . R Right M Cast Iron
Q with 4331?00 Wwithout oo L e e e e e e T e e e e M e e I T G 30° 16 16 = . Ro?iﬁﬁ%t?ﬁﬁl{‘or
Withholeand & o 19 19.05 19 19.05 19 193 13 | 13 | 33 33 23 233 19.05 N 0° 20 2.0 L 2 éP@ %Zast |rong
v twosounter, | Double P R T S e e e e B ) Y A P 1 24 24 Left | e E
Medium Cutting for
B gomsn, % CICINIL 2 205 22 [226 38 385 27 271 22.225 7 Hf | g 28 N % % el Y
fmic-s, Wi T3 P A B A A O ™ Others Nevtral w e
H Myt singe EXTANALY 25 254 25 254 25 258 44 44 | 31 31 254 2 | 32 Wiper Cutting
side BEERETH
31 |31.75 31 3175 32 322 55 | 55 38 | 388 31.75 HE "
= x o NL/AL | Lighting Cutting for
¢ §B§7§9?(If° Without 31 32 - - - - - - - - - - - - - - 32 Nonferrous Metal
\g’ivth hole {and SNE
0 counter- S G N (5~ [ TP PP
J sinks 70r-o0°  Douple =
X — — -
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B E TR TIAT S RN
Milling Cutter Holder Identification System

MF A 1 45 - 160 R 09 C 40 (T) S E 13 (M)

L (©) el Ech .E=P L © I © L (©) I ©) B (©) B (©) B () (7)) L (c) ()

O7AXE ‘ QRIIES O3 @Y7 @t @EORY QTIKER DIIFKE
Milling Tool Type Series Number Lead Angle Cutting Direction No. of teeth Coupling Size InsertAClelarance Body Length
RHLRE A 45 45=45° R A 00 o 40 40=40mm nee s 5
] MF | General Face Right Hand N 0 Short
Face Milling L Vo B 5o M —&
e ERTERHE Left Hand N l
Milling 1 “Heavy Face \ e Gz {mES ] EEEST c - e
Milling @FmtR G®TRER Type of Coupling Neck type L Long
75 S S Serial Number Cutting Diameters A A BlEN T SHZR p 11°
%8s ME  General 1 BIR 160 160=160mm AType Cone Neck 5 Lo
Shoulder Shoulder Milling First B B AEN
Miling . KTBBHHE 2 2L B Type | E 20°
Helical Milling Second c CEiEM QIR - -
AR HEHE c 'Eype Insert Shape 5
FR:5%H] | MP | General Profile D DDng;gD y 35°EF
Profile Milling ype 35°Rhombic
Milling BRSK AT M) gaEn 55°%F
MB it M Threaded D °Rhombi
Ball Nose Milling 55°Rhombic —
EATITN Interface S0°ER QYN TIKE ‘
po BRI P P Suraiaht ahank € 80'Rhombic Cutting Edge Length |
High | MK  General High IR s Nyatis 13 13=13mm
IVII:iTl?r?g Feed Milling w Weldon Shank Iéq:u%r;;
% =@ r  BIAEDO T Triangle
Slot  MS Side and Face HSK-X#%D R B
Milling Milling HA Round
{5178 v roKcA Type R
Rectangl
Caﬂlr}ﬂnfgr Mc Chamfer Milling eclange
At ux FEEREEH
Others Special Milling
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Series Introduction

FBHART

Shoulder Milling Series

XDHT

ERFmSERA B
XDHTJJ/+MEH1907]{&

o REIAIRIt, A/, tIHIER.

o FRIWEAIKIT, ’REJIORE.,

o KEIHIZIIIT, HMERTIRIMI IR,

ot 77 AYIRI, S RHHIFLARIEIERI0°E/M.
s TEATRASMEIEINIEFEMT,

Positive double edges shoulder milling for aluminum

XDHT insert +MEH190 cutter holder

® Big rake angle design, ensure small cutting resistance

® Positive double clearance angle design, improve the strength of the edge

® Long cutting edge design, suitable for big cutting depth
® Curve edge design, ensure to achive 90° step in shoulder milling
® Suitable for semi-finishing and roughing of aluminum alloy

ADGT

ERRTI BT
ADGTJ]/+MET19071{&

o =[EIEREL V) VI B LS IR T, BRERELIHIFES.
e LB, RETIAK.

o Sk E MR Tk % FEEL,

o TEATHREEMEEMTEFEINT,

Positive two edges shoulder milling
ADGT inserts+MET190 cutter holder

® The edge with spatial curve Cutting Tooldesign to decrease the cutting
resistance .

® The blade geometry with variable edge width, increased tool life.

® The special dedicated geometry for machining of Ti alloy.

® Suitable for semi-finishing and roughing machining of Ti alloy.

76 — GESAC
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RIINA .
Series Introduction

(ARZsREI RS
Profile Milling Series

RP/RC

IERMATZ
RP/RCT]H+ MPB100/MPC1007J{&

e 2 EEN.

o [ERLH, BEEHIIEHINT,

e RC+MPC100R5 = mABHER LRI, IHITREERE.
o TIRMEFUNBREBMIIS, BEFREFFR.

e TEATFAFWHASEEMEHEMTEFRENT,

Positive profile milling
RP/RC insert +MPB100/MPC100
cutter holder

® With economical and high efficiency

o With full range of geometry, available from light cutting to heavy
cutting

® RC+MPC100 is with anti rotation design, ensure stable cutting

® Economy type inserts and high precision type inserts for choice,
satisfy different customer requirement

® Suitable for semi-finish and roughing machining of stainless steel and
titanium alloy

=R TIEI TR
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%75!]1?2’:.’ .
Series Introduction

B AUSEH = m—
Indexable Milling Products List

K
o

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

'H&i&éﬁ%ﬁﬁu /%5'] ﬁéﬂ EZFE DH-/%@J 7]12'5%@] B I%jfl\
ngh feed mlumg series Type Application Insgrts Cutter Holder Picture Prqdugt
Series Series Application
SO E ( M )T ﬁéﬁﬁﬂg;gﬁ
TE, REGRE
N ESMIMIAR.
IEEEIE?]'H&J&?@ ADGT (q;l\?_g:rqﬁgo) Sho_;:lder;jfaTe'E
cavity and slo
SOE(M)T—SMB)#"‘M KT1137312'S n;lillingfortitanium
alloy.
SOMT-ST +MKT213
73)# 7312'& AD10: APMX =9.0mm
gﬁf AD12: APMX =11.0mm
Hl AD18: APMX =16.0mm
o ERIAINT, YIHIEHR, MIBE. Shoulder P83
o MELTLLIHITIIRIT, HWEFARMIIRER. Milling
o HEFTIIRIT, EEFHAMIMMEENTR, BERFHMM
Iﬁﬁﬁ%o |
o BHREAELZ, 7JJAKRELSE, HORBEE~LE, — BESBRH
o FEATFHESMEEIMNT, 2o YDHT MEH190 Eiﬁﬁuzfﬂlo
. . 0 . ! ($25-¢125) _ sI:%uledeerm% for
Positive four edges high-feed milling for Ti alloy °@ » alummumauoyg
SOE(M)T-SM inserts +MKT113 cutter holder = =
SOMT-ST inserts +MKT213 cutter holder < ~
® Positive rake angle processing, cutting light, stable processing. XD19: APMX =18.0mm P091
® The cutting edge with two-stage cutting edge design, suitable for
different processing conditions.
® Design with wiper, in high feed processing and side wall processing,
has good processing surface quality.
® Special surface coating technology, make the edge surface smooth,
and reduce the formation of debris tumor.
® Suitable for roughing machining of Ti alloy.
GESAC _— 79
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REITE T

Indexable Milling Products List

PEIR TR hE

=

0= A5 AL

[B]71

Milling Inserts Grade

IMIMEEMPES
Grade forM

WINTHE  hES
Workpiece Grade

i)

Color

REEE
Coating Type

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

REIEIRL

Coating Structure

B

Features

GM4135

BEEE
Dark
Yellow

PVD

o & TIAISIN 2B RE, BEs2EMARE
BREEEME, BERFNOMEN. IMRAR
E Mo

o EATAFEW. KEEERIMITMEIAIAEMN
I5FREIRMI,

® The latest TiAISIN multilayer coating,

with high-strength fine-grained cemented
carbide substrate, has good wear
resistance, toughness and thermal stability.
@ |t is suitable for rough machining and
unstable working conditions of difficult-to-
machine materials such as stainless steel
and titanium alloy.

GM2140

Zz6
Black

CvD

o LEFAKH MT-TICN+ ALO; REBE=RE
ARBERATENE, REMEE. IERAR
E Mo

o EATAENMEA A TR FHETEN T,

® The upgraded MT-TiCN+ Al203 coating

is matched with a fine-grained cemented
carbide Substrate, which has wear
resistance, toughness and thermal stability.
® Suitable for semi-finish to rough
machining of stainless steel and titanium
alloys.

TIRAR5 THERT = fEsT
1]
_?352 A ri_\.ichtion Inserts  Cutter Holder Pi%lt?:re Product
yp PP Series Series Application
TEN, gadh
KIAR. FE.
-pvaidiasi: |
T
MPB100 o
RP Profile, face, slot
(®16-0125) and cavity milling
for stainless steel
and titanium
RPO8: APMX =4.0mm alloy.
. RP10: APMX=5.0 mm
e RP12: APMX =6.0 mm
5EH RP16: APMX =8.0 mm P095
Profile
Milling
THN, gadh
RBIBER. FE.
SRR A
T
MPC100 o
RC Profile, face, slot
(®20-0160) and cavity milling
for stainless steel
and titanium
RC10: APMX=5.0 mm alloy.
RC12: APMX=6.0 mm
RC16: APMX =8.0 mm
RC20: APMX =10.0 mm P099
REEHANT
MAFSHHINT,
MKT113 -
T SOEM)T Face and cavity
@ ($25-9125) milling for
—! titanium alloy.
F
Bogtés S009: APMX=1.2mm
HiH! S012: APMX=1.4mm P106
High
Feed
Milling
KESHEIRIE
:ﬁb WS R
T,
MKT213
SOMT Slot, slope and
($25-0125) Interpolation
milling for
titanium alloy.
S009: APMX=1.1mm
S012: APMX=1.8mm P106
80 — GESAC
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hy = RN Bl
TEIRTIR RS EN DRHH
e Shoulder Milling
Milling Inserts Grade _ .
RIT=] RE . 8
ININEMELES
Grade forN ADGT - §
= o
WIIATE S He  sERXR SRR s ERRTBBHIIA 8
Workpiece Grade  Color Coating Type Coating Structure Features Positive two edges square-shoulder milling
cutter insert
o TREARNERAEES, RIFMMHMEN
RESHIMRE,
O E5 T, BEFREEMNFHEIEMI, X BELE
P ® Uncoated fine-grained cemented R~ AEBEREE NN
GN9125 — = carbide Grade, with good wear resistance Dimension(mm) Coating Grade coa- cer-
Uncoatig and tough ted met
ghness. T
@ Suitable on semi-finishing to . n o S n n =
roughing processing of copper and Qrtliing Lo LE WL S BS DI RE 3 § § § E E 2 S E E § E =hpay
aluminum. T 2 3a 8IS =12e
T} LT T (T C) RCERGERCERCRRCRRAANCERGE C]
ADGT10T302R-SM 9.9 6.9 39 17 3.0 0.2 ®
ADGT10T304R-SM 99 69 39 19 3.0 04 ()
ADGT10T308R-SM 9.9 69 39 2.0 3.0 0.8 ®
* JIN —
gﬂIdsj]gM?rH*? ADGT10T312R-SM 9.8 69 39 23 3.0 12 °
radefor ADGT10T316R-SM 9.8 69 39 26 3.0 16 ®
*V%EE%E& k&S B ﬁE?SﬁE ﬁﬁmﬁﬁ LS ADGT10T320R-SM 9.7 6.9 3.9 29 3.0 20 °
el Grade Color  Coating Type Coating Structure Features ADGT10T330RSM 96 69 39 39 30 3.0 °
o S 40K TIAIN 2 I E S S M40 S 4 ADGT120402R-SM 12.3 82 5.0 1.7 3.95 0.2 ®
RERRE, RERFOMEESHE. ADGT120404R-SM 12.3 82 50 1.9 3.95 04 °
° ERTFAENMAESEHMITARIAIIEM \.\
TR, ,\ ADGT120408R-SM 12.3 8.2 5.0 2.3 3.95 0.8 ®
EY/Q) ® The latest nano TiAIN coating is matched - _ PS
GS4130 = Grey PVD with a high-toughness fine-grained G ADGT120412RSM 123 82 50 23 395 12
Purple cemented carbide substrate, which has - ADGT120416R-SM 123 8.2 50 2.7 395 1.6 (]
good wear resistance and toughness. ~——  ADGT120420R-SM 123 82 50 2.9 395 2.0 P
® Suitable on semi finishing to roughing : : : : : :
processing of titanium and high ADGT120430R-SM 12.1 82 5.0 39 3.95 3.0 L]
temperature alloy.
B ADGT180602R-SM  17.2 11.2 6.4 1.7 497 0.2 °
ADGT180604R-SM 17.2 11.2 6.4 1.9 497 04 ()
o AR BAEREEE. MEMMEBERIERN
AEEA, BIEEMEIEER, FRIETMNT ADGT180608R-SM 17.2 11.2 6.4 2.3 4.97 0.8 °
HEHEailE .
¢ EETFHASHNELENT, NTEERE ADGT180612R-SM 17.2 11.2 6.4 2.7 497 1.2 (]
Bo ADGT180616R-SM 17.1 11.2 6.4 3.2 497 1.6 [ ]
® Newly-developed PVD coating with high
GSM7130 %-SEFI@I PVD hot hardness and superior resistance ADGT180620R-SM 17.1 11.2 6.4 3.6 497 2.0 hd
fver Y . .. toadhesive wearcombined with tough ADGT180630R-SM 169 112 6.4 50 4.97 3.0 °
;"(ﬁ 4 (o 9- substrate to provide high cutting
pa ,{:’" performance and well stability. ADGT180640R-SM 16.9 11.2 6.4 5.0 4.97 4.0 ®
) ® Suitable for medium and low speed ADGT180650R-SM 16.8 11.2 6.4 5.7 4.97 5.0 °
machining of titanium alloys with high
surface quality.

82 _ GESAC
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al=kzin:ll
Shoulder Milling
ADGT &7%#g5Y
ADGT Series Geometry
KA TEIH
Ti alloy Workpiece Material cutting
\\
b' -~
SM

ELDEIFE I H|
RIGEFHINTIRE
Cutting of low cutting force
Get better processing quality

84 _ GESAC
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Y
Shoulder Milling
% % DCON
M ET190 1 12 leﬁﬁ i /AR 'ﬂ i
D, ! %‘
Arbor s
Figl Fig2 Fig3
iTHS ‘ %? T Dimen§g1(mm) f‘;ﬁﬁ A TIA ‘ 2 ‘ Em ‘ [Tz
Ordering Code ‘meter‘ Teeth  pc ‘DCON‘ LF ‘ KWW‘ KDP  APMX Suitable for ‘Coolant‘ Shape ‘ Stock
MET190050R05A22AD12 50 5 50 22 40 104 6.3 11 ADGT1204 va Figl [
MET190050R07A22AD12 50 7 50 22 40 104 6.3 11 ADGT1204 J Figl ([ ]
MET190050R04A22AD18 50 4 50 22 40 104 6.3 16 ADGT1806 va Figl [
MET190050R05A22AD18 50 5 50 22 40 104 6.3 16 ADGT1806 N Figl ([ ]
MET190052R04A22AD18 52 4 52 22 40 104 6.3 16 ADGT1806 va Figl [ ]
MET190063R06A22AD12 63 6 63 22 40 104 6.3 11 ADGT1204 g Figl ([ ]
MET190063R08A22AD12 63 8 63 22 40 104 6.3 11 ADGT1204 va Figl [ ]
MET190063R05A22AD18 63 5 63 22 40 104 6.3 16 ADGT1806 A Figl °
MET190063R06A22AD18 63 6 63 22 40 104 6.3 16 ADGT1806 a Figl °
MET190066R05A22AD18 66 5 66 22 40 104 6.3 16 ADGT1806 va Figl (]
MET190080R07A27AD12 80 I 80 27 50 12.4 I 11 ADGT1204 va Figl [
MET190080R10A27AD12 80 10 80 27 50 12.4 T 11 ADGT1204 va Figl [
MET190080R06A27AD18 80 6 80 27 50 124 7 16 ADGT1806 A Figl [ ]
MET190080R08A27AD18 80 8 80 27 50 124 7 16 ADGT1806 A Figl (]
MET190100R08B32AD12 100 100 32 50 144 8 11 ADGT1204 X Fig2 [ ]
MET190100R12B32AD12 100 12 100 32 50 144 8 11 ADGT1204 X Fig2 o
MET190100R07B32AD18 100 100 32 50 144 8 16 ADGT1806 X Fig2 ([ ]
MET190100R09B32AD18 100 100 32 50 144 8 16 ADGT1806 X Fig2 o
MET190125R08B40AD18 125 125 40 63 164 9 16 ADGT1806 X Fig2 [ ]
MET190125R11B40AD18 125 11 125 40 63 164 9 16 ADGT1806 X Fig2 ()
MET190160R09C40AD18 160 9 160 40 63 164 9 16 ADGT1806 X Fig3 [ ]
MET190160R12C40AD18 160 12 160 40 63 164 9 16 ADGT1806 X Fig3 ([ ]

@R ERETE Stock OFFE Available Upon Order
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B HEH] B HEH]
Shoulder Milling Shoulder Milling
BB, e EIEEWaAET e ]
Cylindrical Straight Type [ Replaceable Tool Head . O A . g 8 %
b o LE o
Figd Fig5
TS BE 7m e ] o | IERTIR we ER BE iTHS | S Dimerisan(mm) ;%j;f TERTIH w0 BT EE
Ordering Code e ‘ Teeth  pe ‘ DCON ‘ LF ’ LU APMX ‘ Suitable for ‘Coolant‘ Shape ‘ Stock Ordering Code ‘ Tt ‘ Teeth pc ‘DCSFMS‘ DCON ‘ LF ‘ CRKS  APMX Suitable for ‘ Coolant ‘ Shape ‘ Stock
MET190016R02P16AD10 16 2 16 16 100 30 9 ADGT10T3 va Figd @ MET190020R02M10AD12 20 2 20 18 105 28 M10 11 ADGT1204 v Figh [ ]
MET190016R02P16AD10L 16 2 16 16 170 50 9 ADGT10T3 A Figd @ MET190025R03M12AD12 25 3 25 23 125 35 M12 11 ADGT1204 Vi Fig5 (]
MET190016R02P16NAD10 16 2 16 16 100 - 9 ADGT10T3 a Figd @ MET190032R03M16AD12 32 3 32 30 17 40 M1l6 11 ADGT1204 a Figh [ ]
MET190018R02P16AD10 18 2 18 16 170 40 9 ADGT10T3 A Figd @ MET190032R04M16AD12 32 4 32 30 17 40 Mle 11 ADGT1204 A Fig5 (]
MET190020R02P20AD10 20 2 20 20 100 30 9 ADGT10T3 A Figd @ MET190032R02M16AD18 32 2 32 30 17 45 Ml6 16 ADGT1806 a Fig5 [ ]
MET190020R02P20AD10L 20 2 20 20 150 40 9 ADGT10T3 A Figd @ MET190032R03M16AD18 32 3 32 30 17 45 M1l6 16 ADGT1806 A Fig5 ([ ]
MET190020R03P20AD10 20 3 20 20 150 20 9 ADGT10T3 A Figd @ MET190040R04M16AD12 40 4 40 30 17 40 Ml6 11 ADGT1204 a Fig5 [ ]
MET190020R03P20AD10L 20 3 20 20 200 50 9 ADGT10T3 va Figd @ MET190040R04M20AD12 40 4 40 37 21 45 M20 11 ADGT1204 Vi Fig5 (]
MET190020R02P20AD12 20 2 20 20 100 40 11 ADGT1204 A Figd @ MET190040R05M16AD12 40 5 40 30 17 40 M1l6 11 ADGT1204 a Fig5 [ ]
MET190020R02P20AD12L 20 2 20 20 170 60 11 ADGT1204 va Figd @ MET190040R05M20AD12 40 5 40 37 21 45 M20 11 ADGT1204 v Fig5 ([ ]
MET190025R03P25AD10 25 3 25 25 100 30 9 ADGT10T3 A Figd @ MET190040R03M16AD18 40 3 40 30 17 45 M1l6 16 ADGT1806 A Fig5 [}
MET190025R03P25AD10L 25 3 25 25 150 40 9 ADGT10T3 va Figd @ MET190040R03M20AD18 40 3 40 37 21 45 M20 16 ADGT1806 0 Figh ([ ]
MET190025R04P25AD10L 25 4 25 25 200 50 9 ADGT10T3 a Figd @ MET190040R04M16AD18 40 4 40 30 17 45 M1l6 16 ADGT1806 J Figh [ ]
MET190025R02P25AD12 25 2 25 25 100 40 11 ADGT1204 va Figd @ MET190040R04M20AD18 40 4 40 37 21 45 M20 16 ADGT1806 A Figh ([ ]
MET190025R02P25AD12L 25 2 25 25 200 60 11 ADGT1204 A Figd @
. @imEEETE Stock OFEFE Available Upon Order
MET190025R03P25AD12 25 3 25 25 100 40 11 ADGT1204 va Figd @
MET190025R03P25AD12L 25 3 25 25 200 60 11 ADGT1204 A Figd @
MET190032R04P32AD10 32 4 32 32 100 30 9 ADGT10T3 A Figd @
MET190032R04P32AD10L 32 4 32 32 150 40 9 ADGT10T3 A Figd @
MET190032R05P32AD10L 32 5 32 32 200 50 9 ADGT10T3 A Figd @
MET190032R03P32AD12 32 3 32 32 110 50 11 ADGT1204 A Figd @
MET190032R03P32AD12L 32 3 32 32 210 80 11 ADGT1204 va Figd @
MET190032R04P32AD12 32 4 32 32 110 50 11 ADGT1204 a Figd @
MET190032R04P32AD12L 32 4 32 32 210 80 11 ADGT1204 A Figd [
MET190032R02P32AD18 32 2 32 32 110 50 16 ADGT1806 a Figd @
MET190032R02P32AD18L 32 2 32 32 210 80 16 ADGT1806 va Figd @
MET190032R03P32AD18 32 3 32 32 110 50 16 ADGT1806 a Figd @
MET190032R03P32AD18L 32 3 32 32 210 80 16 ADGT1806 va Figd @
MET190035R03P32AD12 35 3 35 32 160 - 11 ADGT1204 a Figd @
MET190035R03P32AD12L 35 3 35 32 250 - 11 ADGT1204 va Figd @
MET190035R04P32AD12 35 4 35 32 160 - 11 ADGT1204 a Figd @
MET190035R04P32AD12L 35 4 35 32 250 - 11 ADGT1204 va Figd @
MET190040R03P32AD18 40 3 40 32 160 - 16 ADGT1806 A Figd @
MET190040R03P32AD18L 40 3 40 32 250 - 16 ADGT1806 A Figd @
MET190040R04P32AD18 40 4 40 32 160 - 16 ADGT1806 A Figd @
MET190040R04P32AD18L 40 4 40 32 250 - 16 ADGT1806 A Figd @

O@REETE Stock OFTE Available Upon Order
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pal=kzncl
Shoulder Milling

TIRECHSR
Spare Parts

CUTTING TOOLS FORAEROSPACE | fiz=fiktIBITE
RIS ,
Recommended Cutting Data
o oy o L HIHRE B [ i
- WIS MEIRE s e R Cutting Speed Feed Per Tooth
orkpiece Material Hardness Grade  Specification  ap Ve(m/min) f2(mm)
(mm)
ADGT10T3 2
MAEE.
Pas
H ii(:.ﬁ 50 0.1
eat-resistant ~ HRC30-45 GSMT7130 ADGT1204 3 (20-80) (0.05-0.15)
Alloy and ’ ’
Titanium Alloy
ADGT1806 4

N FAZ= 15
Case

Z2{5]1: ADGT+MET190 fAETHESEMEREFEINT

Casel: ADGT+MET190 Milling Machining of Web Cavity of Aerospace Titanium Alloy Frame

TIEFUE
Specification

ADGT120430R-SM

TIARES

S4B Valat 3 TIR2ETIRF
Part Name Insert Screw Insert Screw Wrench
AR
Shape
ER7IA
Inserts
g
S SI60M2.5X6.5-03510I TIOTP -
ADGT10T3 speg:'ﬂf;_“"
Ordering Code S160M025065-03610I1S TIO7TPB -
A
ADGT1204 Soecificaion S160M3.5X6.9-04805I TI10P -
(DC20-DC25) TS
Ordering Code S160M035069-04805IB TI10PB -
FAg
ADGT1204 Soecifiaion SI60M3.5X8-04805I TI10P -
(DC32-DC35) TS
Ordering Code S160M035080-04805IB TI10PB -
FAg
ADGT1204 SoacifaioT SI160M3.5X9-04806I TI10P TI10T
(DC = 40) TS
Ordering Code S160M035090-048061B TI10PB TI10TB
A
el SI60M4.5X10-06212I TI20P TI20T
ADGT1806 Spe;if;t“’"
Ordering Code SI60M045100-062121B TI20PB TI20TB

88 _ GESAC

Grade GSM7130
7312&*%*% MET190-032R04P32-AD12
Size
Workﬁﬁg\ﬁterial TC4
Cutting Speed domjmin
Fgféﬁ fte 0.15mm/z
e 2.0mm

Cutting Amount

PIHIAR
Cutting Method

BIFEHE Cavity milling

REBER
Cooling Method

KEAWK, M2
Water based emulsion,
External cooling

TIHIZR

Processing Result

FEOET, MEES,
RERERmFmIRFA40%
High wear resistance at mediu
m and low speeds, 40% longer
service life than European and
American competitors

GW-45min

GESAC-45min

GESAC-63min

INTESiE Tool life (min)
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iz Ao
Shoulder Millin
Case &
Z2f52: ADGT+MET190 fn= A e &M 4 ETRMT _ .
Case2: ADGT+MET190 Slot milling of aeronautical titanium alloy structure zcrllﬁﬁjlj_d}% fﬁ?f" | ¢ For Alumini e
oulaer Miting Insert For Atuminium
TIEE ADGT180630R-SM
Specification
NamS CSMT130 R SFEERAS 7z
Grade Dimension(mm) Coating Grade o)
731;?21% MET190-032R03P32-AD18 Ordgifg?code 0 e S i
LE w1 S D1 RE g S g >
THAtrd z 2 2 z
Workpiece Material TC18 (HRC40-45)
XDHT190402FR-AL 19 9.5 4.76 4.6 0.2 [
tHIRE . -
o tﬂﬁgge g 35m/min XDHT190408FR-AL 19 95 476 46 08 o
20
@ XDHT190420FR-AL 19 9.5 4.76 4.6 2.0 [
iz \ @/
Feed Rate 0.11mm/z = XDHT190432FR-AL 19 9.5 4.76 4.6 3.2 (]
=  XDHT190440FR-AL 19 9.5 4,76 4.6 4.0 [
TIHIE
Cutting Amount 1.0mm XDHT190450FR-AL 19 9.5 4.76 4.6 5.0 [
@ EEEStock OFFiEAvailable Upon Order
TIEIAR -
Cutting Method &%t Slot milling
SS
REAH KEFR, M2
Cooling Method | Water based emulsion, External cooling
GESAC |
BLET, SRS, XDHT &75I&gHY
BRAERmEFie28% .
bR High wear resistance at medium and low 0 210 410 éO 50 160 > XDHT SerleS Geometry
Processing Result | speeds, 28% longer service life than Euro
pean and American competitors SNTESE Tool life (min) G%E.Mﬁiﬁgtm‘fjl]
eneral Cutting
for Aluminum Alloys
)
/GH\
A
AL
¥
AL
Reifa. BF7), UIHIERIR, HARIE, HERIF.
Large rake angle, sharp edge, light cutting, polishing and good chip removal
90 _— GESAC
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yal=kin: 1l Yl =kinz 1l
Shoulder Milling Shoulder Milling
) _ocon_
MEH190 | Ly MEH190 T
DR z s AR B Lfen .
Arbor o | % & Cylindrical Straight Type T
Figl Fig2 Fig3
e BE g Dimensian(mm) o mENE  me EBR R iTHe BE gy Dimensian(mm) o  mEIE we EBR AR
Ordering Code ‘meter‘Teeth DC ‘DCON‘ LF ‘ KWW ‘ KDP  APMX ‘ Suitable for ‘Coolant‘ Shape ‘Stock Ordering Code ‘mete‘Teeth DC ‘ DCON ‘ LF { LU APICIRX ‘ Suitable for ‘ Coolant‘ Shape ‘ Stock
MEH190040R03A16XD19 40 3 40 16 50 84 56 18 XDHTI904(RE<4) X Figl ® MEH190025R02P25XD19 25 2 25 25 121 50 18 XDHTI904(RE<4) X Fig3 °
MEH190050R04A22XD19 50 4 50 22 50 104 63 18 XDHTI904(RE<4) X Figl ® MEH190025R02P25XD19L 25 2 25 25 165 63 18  XDHT1904(RE <4) X Fig3 ®
MEH190063R04A22XD19 63 4 63 22 50 104 63 18 XDHTI904(RE<4) X Figl ® MEH190032R02P32XD19S 32 2 32 32 125 65 18 XDHTI904(RE<4) X Fig3 °
MEH190063R05A22XD19 63 5 63 22 50 104 6.3 18 XDHTI1904(RE <4) X Figl @ MEH190032R02P32XD19 32 2 32 32 165 80 18 XDHT1904(RE <4) X Fig3 Y
MEH190080R04A27XD19 80 4 80 21 50 124 7 18 XDHT1904(RE<4) X Figl @ MEH190032R02P32XD19L 32 2 32 32 190 100 18  XDHT1904(RE <4) X Fig3 )
MEH190080R05A27XD19 80 5 80 27 50 124 7 18 XDHT1904(RE<4) X Figl @ MEH190032R03P32XD19S 32 3 32 32 125 65 18 XDHT1904(RE <4) X Fig3 °
MEH190100R05B32XD19 100 5 100 32 50 144 8 18 XDHTI904(RE<4) X Fig2 @ MEH190032R03P32XD19 32 3 32 32 165 80 18 XDHTI904(RE<4) X Fig3 °
MEH190100R08B32XD19 100 8 100 32 50 144 8 18 XDHT1904(RE<4) X Fig2 @ MEH190032R03P32XD19L 32 3 32 32 190 100 18 XDHTI1904(RE <4) X Fig3 °
MEH190125R05B40XD19 125 5 125 40 63 164 9 18 XDHTI904(RE<4) X Fig2 @
MEH190125R06B40XD19 125 6 125 40 63 164 O 18 XDHTI94RE<4) X Fig2 ® OIS Stock ORI Available Upon Order
@ AERETE Stock OFTRE Available Upon Order
MEH190 T g
EIE S WAPS %J“J 7
Replaceable Tool Head ApM . g9z
al
Fig4
S HE my i i BX  mEnA me BB
Ordering Code ‘mete‘Teeth DCX DCON DCSFMS ‘ LE ‘CRKS APMX ‘ Suitable for ‘Coolant‘ Shape‘Stock
MEH190025R02M12XD19 25 2 25 125 24 45 M12 18 XDHTI904(RE<4) X Figé @
MEH190032R03M16XD19 32 3 32 17 29 52 M16 18 XDHTI904(RE<4) X Figé @
MEH190040R03M16XD19 40 3 40 17 32 52 M16 18 XDHTI904(RE<4) X Figé @

@1 EREE Stock OFFAE Available Upon Order
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7 EHHI Waniza
Shoulder Milling Profile Milling
RE
O
MEH190 {4 - RP A
S P e
— (& -HSK63A e ERSEEBTI A N -/
Integrated Cutter-HSK63A = Profile Milling Inserts (Positive) s
LF
Figs
= R~ = - 550
TS e Dimension(mm) o mENE e ER EE Sy i) Lk as
Ordering Code met ‘ Teeth  pc ‘ DCON ‘ LF ‘ LU | APMX ‘ Suitable for ‘Coolant‘ Shape ‘Stock Dimension(mm) Coating Grade o3
. 5SS
MEH190025R02HA63XD19S 25 2 25 63 90 50 18 XDHTI94(RE<4) X Fig5 ® Ordering Code 9 2 S 0
MEH190025R02HA63XD19 25 2 25 63 100 63 18 XDHT1904(RE<4) X Figb @ IC S RE D1 3 & 5; c;n'
MEH190032R02HA63XD19S 32 2 32 63 100 63 18 XDHT1904(RE<4) X Figb @ o o @ @
MEH190032R02HA63XD19 32 2 32 63 120 80 18 XDHT1904(RE<4) X Fig5 ® RPET1003MO-GL 10 318 5 4.4
MEH190032R03HA63XD19S 32 3 32 63 100 63 18 XDHT1904(RE<4) X Figb @ RPET1204MO-GL 12 4,76 6 4.4
MEH190032R03HA63XD19 32 3 32 63 120 80 18 XDHT1904(RE<4) X Figh [ ]
MEH190040R03HA63XD19S 40 3 40 63 100 63 18 XDHT1904(RE<4) X Figh [ ]
MEH190040R03HA63XD19 40 3 40 63 120 80 18 XDHTI1904(RE<4) X Figb @ RPETO8T2MO-GM 8 2.78 4 2.9 PY
@HEETF Stock OFFAE Available Upon Order HAEIILTE T - — 2 S
RPET1204M0-GM 12 4.76 6 4.4
RPET1204MO0T-GM 12 4.76 6 4.4
12&@614:75”% RPET1606MO0T-GM 16 6.35 8 5.5 [ ]
73 RPET1606MO0T-GH 16 6.35 8 53
Spare Parts
AR TR 25T TIRRETIRF
Part Name Inserts Screw Insert Screw Wrench RPET1606M0-SM 16 6.35 8 5.5 hd hd
AR
Shape
ERTA RPEW08T2MO0 8 2.78 4 2.9
Inserts
— RPEW1003M0 10 3.18 5 4.4
XDHT1904 Ord;ri:\g’zode S160M040075-05505WW TT15PB TT15TB RPEW10T3MO 10 3.97 5 4.4
RPEW1003MOT 10 3.18 5 4.4
RPEW1204MOT 12 4.76 6 4.4

HEFTIHI S

Recommended Cutting Data

@ ERERE Stock OFFARE Available Upon Order

wg | EE Feed Por Tomtnt
WNIHE  MEEE S At % Cutting eed Per Tooth fz(mm)
Workpiece Hardness Grade  Specification * Speed L=l FRETHY EHI
ap(mm) |y im/min) Light Medium  Heavy
Cutting(L) Cutting(M) Cutting(H)
) 0.15 0.2 0.3
m Muminiym | HBE0-210 1 GN9125 XDHT1904 7 Z300 (0102) (0103  (0.2:04)
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izl
Profile Milling

EREF ARSI
Profile Milling Inserts (Positive)

RP R7IiEE
RP Series Geometry

BRAMEEEIE
Light Cutting for
General Material

BRI
Medium Cutting for
General Material

FFEA R
Medium Machining of
General Cast Iron

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

ST AARRETH
Medium Machining of
Nonferrous Metal

B ETIH]

Heavy Cutting for General Material

R (mm) FEERAS 44
Dimension(mm) Coating Grade coa-
TS
Ordering Code @ < 2 &
IC S RE D1 5 I g >
= = D =
© o G} (G
RPMT10T3MO0-GM 10 3.97 5 4.4 @)
RPMT1003MOT-GM 10 3.18 4.4 [ ] [
RPMT1204M0-GM 12 4.76 4.4 @) [
RPMT1204MOT-KM 12 4,76 6 4.4 [
RPMW1003MOT 10 3.18 4.4
RPMW1204MOT 12 4.76 4.4 [

96 _ GESAC

O@EETF Stock OFEFAE Available Upon Order

GL GM KM SM GH None
ERTERAEIAIE SR ERENE ERT)EREIRR
It, REZHRE AR, BAHE it SIEMIM
REIFAIRIT, Res&FE, MR o EEiREMN T, WNEIF [ FIRIZIT
PIHI7IEMEF,  Suitable edge Suitable edge Suitable edge PHITEBEE S,
Big rake angle, width andrake | widthandrake  width and rake Small rake angle, flat design, high edge
sharper edge. design, has good design, has good design, has good strength.

strength and
sharpness.

strength and
sharpness.

strength and
sharpness.
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Vaizaziell Vaiznzl
Profile Milling Profile Milling

MPB100 il RC

RE

KDP

:

LE

RY::: Ea FREER PRSI
Arbor - e‘% Profile Milling Inserts (Positive) "
Fig2
e | g2 Dimersien(mm) f;’f mEOA W4 ER BR R R (mm) SEERSS oA
Ordering Code ‘ i ‘ Teeth pc ‘ DCON ‘ LE KWW KDP APIGRX ‘Suitable for‘Coolant‘ Clamp‘ Shape ‘ Stock Dimension(mm) Coating Grade coa:
MPB100040R04A16RP10 40 4 40 16 40 84 63 5 RP*™1003 X / Figl @ or dgi;ﬁio o a o S q
MPB100040RO5A16RP08 40 5 40 16 40 84 63 4  RP™08T2 X X  Figl @ IC S RE D1 ?Zr' é‘ 3 3
MPB100050R04A22RP10 50 4 50 22 50 104 63 5 RP*™1003 X / Figl @ © o © o
MPB100050R04A22RP12 50 4 50 22 50 104 63 6 RP*™1204 X / Figl @ RCET10T3MO-EM 10 397 5 44
MPB100063R04A22RP16 63 4 63 22 40 104 63 8  RP*™1606 X X  Figl @
MPB100063R05A22RP12 63 5 63 22 50 104 63 6 RP*™1204 X / Figl @
MPB100063R06A22RP12 63 6 63 22 50 104 63 6 RP*™1204 X / Figl @
MPB10008OR06A27RP16 80 6 80 27 50 124 7 8  RP**1606 X X Figl e RCET1204MO-EM 1 476 6 4 ®
MPB100100RO7B32RP16 100 7 100 32 50 144 8  RP*™*1606 X X Fig2 e
MPB100125R08B40RP16 125 8 125 40 63 164 8  RP**1606 X X Fig2 @
@FRAERETE Stock OFEFLE Available Upon Order
RCET1606MO0-EM 16 6.35 8 55 o) o
7 ‘ § RCET2006MO0-EM 20 6.35 10 6.5
Fig3 'L%\
. Ly
M P B 1 0 0 - RCET1204MOT-EH 12 4.76 6 4.4
EEERT 0 e RCET1606MOT-EH 16 6.35 8 5.5 @)
Cylindrical Straight Type Figd i@ | % RCET2006MOT-EH 20 6.35 10 6.5
e
B RCET1204M0-MM 12 4.76 6 4 o
s R g pmemonm)  BR DEDA w6 ER ER EG
Ordering Code ‘ mete ‘ Teeth DC DCON ‘ LF ’ LU APII\AX ‘Swtable for ‘Coolant‘ Clamp ‘ Shape ‘ Stock
MPB100016R02P16RP08S 16 2 16 16 120 40 4 RP**08T2 X X Fig3 °
MPBI0OO16RO2PI6RPOS 16 2 16 16 160 50 4  RP™08T2 X X Fig3 @ RCET1204MO-KM 12 46 6 4
MPB100020R02P20RP08 20 2 20 20 160 50 4 RP**08T2 X X Fig3 °
MPB100020R02P20RP10 20 2 20 20 160 50 5 RP**1003 X /. Fig3 °
MPB100025R02P20RP10 25 2 25 20 160 50 5 RP**1003 X /. Figs °
MPB100025R02P20RP10L 25 2 25 20 200 50 5 RP**1003 X /. Figs ° RCET1606MOT-KH 16 6.35 8 >5
MPB100025R02P25RP12 25 2 25 25 160 50 6 RP**1204 X /o Fig3 °
MPB100025R03P25RP08 25 3 25 25 160 50 4 RP**08T2 X X Fig3 °
MPB100032R02P25RP12 32 2 32 25 160 50 6 RP**1204 X /. Figs °
MPB100032R02P25RP12L 32 2 32 25 200 60 6 RP**1204 X /. Figs ° @1 EEEStock OFFEAvailable Upon Order
MPB100032R03P25RP12 32 332 25 160 50 6 RP**1204 X /. Figs °
MPB100040R02P32RP16 40 2 40 32 200 65 8 RP**1606 X X Figd °

@ITAEETF Stock OFEFE Available Upon Order
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Rz HEH!
Profile Milling

— . RC ZA51itE
RC

RC Series Geometry

ERZFARSTIA o
: i . ez vy S tasb | RE WA TTH IR EL R THI . - .
Profile Milling Inserts (Positive) Ic Medium Cutting for Medium Cutting of Heavy Cutting of Heav Cuﬁ?ﬁiﬁiﬂﬂl Material
General Material Stainless Steel General Material y &
R (mm) FEERAS 4
Dimension(mm) Coating Grade coa-
T8RS
Ordering Code @ < = Q
IC S RE D1 5 I = >
= = D =
(O] O O O
RCMT1606MOT-KM 16 6.35 8 55 [
@I AEETF Stock OFETRRE Available Upon Order

—mRIRT, IWEIFAIRLT, FRIT WHIFARLT, KRR

FMSREMEIN T, TR E R SR 1o TRTEREMMNI, o NN S

In general Double rake angle Double rake angle Sm;{[?:a;fufﬁg’ch?nliuf?rgfgﬁnﬁﬁi her
circumstances, high design, has good design, has vibration ged o strength gn, hig
stability machining is strength and resistance in general 8 gth-

realized. sharpness. machining condition.
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gzl THEBRHFIZR

Profile Milling
Spare Parts
MPC100 o
%_qu\; SHBM [EARIRET [ER TIR 25T TIR2ETiRF
iR Part Name Clamp Screw Clamp Inserts Screw Insert Screw Wrench
Arbor ] ) AR p
& Shape \
Figl Fig2 ERTIE N (A Q
Inserts
TiED 1 RT—'— B =
l'm? ﬁ;é_ T Dimension(mm) ;;g ‘ CEETIH ‘ W% ‘ Ehn EF S
Ordering Code e Teeth  pc ‘ DCON ‘ LF ‘ KWW ‘ KDP APIIVIX ‘Suitablefor‘Coolant‘ Shape‘ Stock Specif- == = S160M2.5X6.5-03509 TTO7P —=
o ication
MPC100050R04A22RC12 50 4 50 22 50 104 6.3 6 RC*™1204 X Figl @ RP7708 ITRS
MPCI00050R05A22RC12 50 5 50 22 50 104 63 6 RC™1204 X Figl ® Ordering - B SI60M025065-035095 | TTO7PQ -
MPC100063R04A22RC12 63 4 63 22 50 104 623 6 RC*™1204 X Figl ® A& SI6OM3.5x10
if- .5X10-05510 CAX1 SI60M4X8.9-05 -
MPC100063R04A22RC16 63 4 63 22 50 104 63 8  RC*™1606 X Figl @ 2Pl specif 313 TT15P
MPC100063R05A22RC12 63 5 63 22 50 104 623 6 RC*™1204 X Figl @ TS
- - Ordering ~ SI60M035100-05510S ~ CAXOIRQ  SI60M040089-05313S TT15PQ -
MPC100063R05A22RC16 63 5 63 22 50 104 63 8  RC*1606 X Figl ® Code
MPC100063R06A22RC12 63 6 63 22 50 104 63 6 RC*™1204 X Figl @ S*ﬂ*ﬁf SI60MAXE.9.05313 TT15p
pecif- = = oEH -
MPC100080R05A27RC16 80 5 80 27 50 124 71 8  RC*1606 X Figl ® RC**10 ication
MPC100080R06A27RC12 80 6 80 27 50 124 71 6 RC*™1204 X Figl @ grdﬁi - ~ S160M040089.053135 T15PQ -
MPC100080R06A27RC16 80 6 80 27 50 124 71 8  RC*1606 X Figl ® Code
o ) Fg
MPC100100R06B32RC16 100 6 100 32 50 144 8 8  RC*1606 X Fig2 ® specit. | SI6OM3.5X12-05314 5 SR S op B
MPC100100R06B32RC20 100 6 100 32 50 144 8 10 RC*™2006 X Fig2 @ RP**12 ication
or ) TS
MPC100125R07B40RC20 125 7 125 40 63 164 9 10 RC™2006 X Fig2 @ Ordering  SI60M035120-05314S ~ CAX02RQ  SI60M040089-053135 = TT15PQ -
MPC100160R08B40RC20 160 8 160 40 63 164 9 10 RC*™2006 X Fig2 @ ;g:g
7
@757 Stock OBEFE Available Upon Order Specif- - - SI60M3.5X8-05314 TT15P -
- ication
RC**12 e
DARS)
Ordering - - SI60M035080-05314S TT15PQ -
Code
FAg
Specif- — - SI60M5X10.8-07209 TT20P TT20T
RP**16/RC**16 .cation
[ (1 Z =s
C 0 0 Fig3 %@\ 8 Orcdeéing - - SI60M050108-07209S TT20PQ TT20TQ
— oae
MPC1 - it
*IE*WEﬁ - LE N ig?fc;fn_ -- - SI60M6X16-08509 - TT25T
Cylindrical Straight Type Figa ELG g RCET20 PESS
Ordering - - SI60M060160-08509S - TT25TQ
prava . Code
- &z R¥ SR . _
KRS ﬁ;_ T Dimension(mm) ;; ‘ &R ‘ g ‘ BN ‘ etz
Ordering Code g ‘ Teeth  pc ‘ DCON ‘ LF ‘ LU API:/IX ‘Swtablefor‘Coolant‘ Shape ‘ Stock
MPC100020R02P20RC10 20 2 20 20 110 60 5 RC**10T3 X  Fig3 ®

MPC100025R02P20RC10 25
MPC100032R02P25RC12 32
MPC100040R03P32RC12 40

25 20 160 50 5 RC**10T3 X Figa ®
32 25 200 50 6 RC**1204 X Figa ®
40 32 200 50 6 RC**1204 X Fig4 ®

w NN

@+REETE Stock OFFE Available Upon Order
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W x T YN —1 NAS
HFTHIS . RP/RC TR EESEHALAESTIRXR
Recommended Cutting Data RP/RC Recommend Cutting Feed and Cutting Depth
iz s, 5 TR iR ap(mm)
s TIH g ¥ ” ap
BT MHBE RS Cu?tji?\u%;fed A Feed Per Tooth fzimm) Specif- vm’?'g 0.1 0.5 1 15 2 25 3 4 5
Workpiece Hardness  Grade Vc(n§/min) Specif- !;ét)]hﬁu q:tjjéqu (M) E14 (H) ettt tions 0 . 5 .
ication Light Medium Heavy w
Cutting(L) Cutting(M) Cutting(H) I\T?é” 0.35 0.17 0.12 0.1 ) ) )
edium | (0.22-0.63)  (0.08-0.26) = (0.06-0.21) | (0.05-0.17)
05 0.08 0.1 0.12 o5  Maching (M)
(0.05-0.15) (0.08-0.15) (0.08-0.2) S 0.45 02 0.16 0.14
07 0.08 0.12 0.15 Ma;‘?ﬁgm) (0.29-0.95) | (0.12-0.38)  (0.09-0.28) = (0.07-0.25) . . .
TEEW (ThE 08 (0.05-0.15) (0.08-0.18) (0.1-0.25) ]
15, D) Medi 0.59 0.27 0.2 0.17 0.15 i ] i
- GM2140 140 10 0.15 0.2 0.25 eaium 1 023-0.9)  (0.1-0.41) = (0.08-0.3) = (0.06-0.26) (0.03-0.23)
Stainless < HB270 07  Maching (M)
. GM4135 (100-180) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
(i 08 14| 0.68 031 0.23 0.19 0.17
Martensite) 16 0.18 0.25 0.35 Heavy 5 - . S - R - -
M (0.10.25) (0.15-0.35) (0.2-0.45) Maching (H) (0.32-1.13)  (0.14-0.52) (0.11-0.38) (0.09-0.32) (0.08-0.29)
50 0.2 0.3 0.35 Eé.ﬂiﬁ” 0.75 034 0.25 0.21 0.19 0.17 ] )
(0.12-0.25) (0.15-0.4) (0.2-0.45) Mach'i% gt @ (02509 (0.11-041) (0.0803) (0.07-0.25) (0.06-023) (0.05-021)
0.08 0.1 0.12 ]
05 h 0.9 0.41 0.30 0.25 0.23 0.21
(0.05-0.15) (0.08-0.15) (0.08-0.2) 10 . Mﬁf"””("M) (0.25-1.26) = (0.11-0.57) = (0.08-0.42) = (0.07-0.35) | (0.06-0.31) ' (0.05-0.28) ) .
. 07 0.08 0.12 0.15 el
THR (BE 08 (0.05-0.15) (0.08-0.18) (0.1-0.25) 2R 0.46 0.33 0.28 0.25 0.23 )
175{ }‘Xl*ﬁ) < hpare | GM2140 120 10 0.15 0.2 0.25 Mac"r'ﬁﬁ‘éy(m (0.35-1.51)  (0.16:0.69) (0.12-0.5) = (0.1-0.42)  (0.09-0.38) (0.08-0.35)
alnless S
(Austenite, GM4L35 | (80-160) 12 (0.1-0.25) (0.15-03) (0.2:0.35) %F)ﬁ]ﬁ” 0.83 0.38 0.27 0.23 0.2 0.18 017 _ ]
Diphasic) 16 0.18 0.25 0.35 h'.g t o (02811) | (0.13-05) (0.09-0.36) (0.08:0.3) @ (0.07-0.27)  (0.06-0.25)  (0.06-0.23)
(0.1-0.25) (0.15-0.35) (0.2-0.45) Maching (L)
0.2 0.3 0.35 FEDEL g9 0.45 0.33 0.27 0.24 0.22 0.21
20 12 Medium -
(0.12-0.25) (0.15-0.4) (0.2-0.45) Maching (M) (0.28-1.38)  (0.13-0.63) (0.09-0.45) (0.08-0.38) (0.07-0.34)  (0.06-0.31) | (0.06-0.29)
MG E. ELH] 11 0.5 0.36 03 0.27 0.25 0.23 i
B Hos m e o Mac’:ﬁﬁgm) (0.39-1.65) | (0.18-0.75) (0.13-0.54) | (0.11-0.45) (0.09-0.4) | (0.08-0.37) (0.08-0.35)
Heat-resistant HRC30-45  GS4130 16 . . -
Alloy ;nd (30-60) (0.05-0.15) (0.08-0.15) Eﬂiﬁ” 114 0.52 0.37 031 0.27 0.25 0.23 0.21
Titanium Alloy Mach'ign gt o (032159) (0.14-0.72)  (0.1-0.52) (0.09-043) (0.08-0.38) (0.07-035) (0.06:0.32) (0.06-0.29)
16 m’;?uﬁrg 1.27 0.57 0.41 0.34 0.30 0.28 0.26 0.23
o TIEFEE (min)=(1000 X SIHIEE )(3.14 X T ELIMITIEE ). Maching (M) (0.32-1.9)  (0.14-0.86)  (0.1-0.62) | (0.09-0.51)  (0.08-0.45) (0.07-0.41) (0.06-0.38) (0.06-0.35)
® HUKTIFAMARE (mm/min)= S7)#4AE X TTRTIH X TTARE, E1H) 1.59 072 0.52 0.43 0.38 0.35 032 0.29
® S EMPIHEESHIER SM 1ERER, " F:]‘:’aVY(H) (0.44-2.54)  (0.20-1.15)  (0.14-0.83) = (0.12-0.69) (0.11-0.6) | (0.1-0.54) = (0.09-0.51)  (0.08-0.46)
® RPM(min-1)=(1000*cutting speed)/(3.14*cutter diameter) aé};ngf:ﬂ
® Machine feed(mm/min)=feed per tooth * flute No.* RPM 20 H 15l 2.14 0.97 0.71 0.58 0.5 0.46 0.42 0.38 0.34
® Class S material are matched with SM Geometry Mach?ﬁ;y(m (0.59-3.49)  (0.25-1.60) (0.18-1.17) | (0.15-0.96) | (0.14-0.81) (0.13-0.73) (0.12-0.68) (0.11-0.61) | (0.1-0.55)

&F: BTIRTHIMI, —MRER ap<25%IC, HiBidITIRNHER Kr=45°89 SNEU/SEET RTIF.
Note: Remark: During round Insert application, in general, the ap should less than 25%IC. Otherwise, we suggest to us Kr=45 SNUE/SEET
series insert.
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fAzMRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fAZfiXtIHITA

BIHATH SOE(M)T AFiEE!
High Feed Milling SOE(M)T Series Geometry

S O E ( M )T ) A AREEERTIH] REEMERTIH]

e \\\\ﬁ )

"IN 5 Ti alloy Workpiece Material medium cutting Ti alloy Workpiece Material medium cutting
ERm7REA O
Positive four edges high feed milling cutter insert NNy 15{\

Rt (mm) FEERAS FoeR
Dimension(mm) Coating Grade coa- cer-
ted met
1155 °
Ordering Code mER Y I8 84
Ic S D1 T3 3T IFTEEF D
S = X X O ) I =
[CANGENGCENORNU] o © O
SOET09T312-SM  9.525 3.97 4.2 1.2 )
SOMT09T312-SM  9.525 3.97 42 1.2 )
SOET120420-SM 12.7 476 44 2.0 [ ]
SOMT120420-SM 12.7 476 4.4 20 )
SOMT090412-ST ~ 9.525 4.76 4.0 1.2 ® EFifE, BRI, TR, BRI,
SOMT120512-ST 127 556 44 1.2 PY Positive rake angle, good for medium cutting. Gradient rake angle, good for medium cutting.

@ AEETE Stock OFFRE Available Upon Order

® SMIERLT] /3R MKT 1132517114,
® STHEE T/ X RMKT213R 571K,
® The inserts of SM geometry correspond to MKT113 cutters.
® The inserts of ST geometry correspond to MKT213 cutters.
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fI=MAYIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

RFLLEEHI TRH#LEEHI
High Feed Milling High Feed Milling
MKT113 5 i MKT113 e e m—
e T g4 e, F%mﬂl Straight T =
. ] T - ylindrical Straight Type .
e e
Figl Fig2 Fig3
TS B o P - BX mEOE  we BR B E 8% mm LR - o DETA  we BR B
Ordering Code meter '€th  pc  DCX DCON LF KWW KDP APMX Suitable for Coolant Shape Stock Ordering Code meter| Teth | pc DCX DCON LF LU APMX Suitable for Coolant Shape Stock
MKT113040R04A16S009 40 4 26 40 16 40 8.4 5.6 1.2 SOE(M)T09T3 V Figl @ MKT113025R02P25S009S 25 2 11 25 25 110 40 1.2 SOE(M)T09T3 +/  Fig3 O
MKT113040R05A16S009 40 5 26 40 16 40 8.4 5.6 1.2 SOE(M)T0ST3 / Figl @ MKT113025R02P25S009 25 2 11 25 25 150 50 1.2 SOE(M)TO9T3 +/ Fig3 @
MKT113042R04A16S009 42 4 28 42 16 40 8.4 5.6 1.2 SOE(M)T09T3 v Figl O MKT113025R02P25S009L 25 2 11 25 25 200 75 1.2 SOE(M)T09T3 +/  Fig3 @
MKT113042R05A16S009 42 5 28 42 16 40 8.4 5.6 1.2 SOE(M)T0ST3 / Figl O MKT113025R03P25S009S 25 3 11 25 25 110 40 1.2 SOE(M)T09T3 +/ Fig3 @
MKT113050R05A22S009 50 5 36 50 22 40 104 6.3 1.2 SOE(M)T0ST3 / Figl @ MKT113025R03P25S009 25 3 11 25 25 150 50 1.2 SOE(M)T09T3 +/ Fig3 @
MKT113050R06A22S009 50 6 36 50 22 40 104 6.3 1.2 SOE(M)T0ST3 / Figl @ MKT113025R03P25S009L 25 3 11 25 25 200 75 1.2 SOE(M)T09T3 4/  Fig3 @
MKT113050R07A22S009 50 7 36 50 22 40 104 6.3 1.2 SOE(M)T0ST3 / Figl @ MKT113032R03P32S009S 32 3 18 32 32 120 40 1.2 SOE(M)T09T3 / Fig3 @
MKT113050R05A22S012 50 5 333 50 22 40 104 6.3 1.4 SOE(M)T1204 / Figl @ MKT113032R03P32S009 32 3 18 32 32 180 60 1.2 SOE(M)T09T3 +/ Fig3 @
MKT113052R06A22S009 52 6 38 52 22 40 104 6.3 1.2 SOE(M)TO9T3 V  Figl O MKT113032R03P32S0O09L 32 3 18 32 32 250 100 1.2 SOE(M)T09T3 / Fig3 @
MKT113052R07A22S009 52 7 38 52 22 40 104 6.3 1.2 SOE(M)T0ST3 / Figl @ MKT113032R04P32S009S 32 4 18 32 32 120 40 1.2 SOE(M)T09T3 +/  Fig3 @
MKT113052R05A225012 52 5 343 52 22 40 104 6.3 1.4 SOE(M)T1204 / Figl O MKT113032R04P32S009 32 4 18 32 32 180 60 1.2 SOE(M)T09T3 /  Fig3 @
MKT113063R06A22S009 63 6 49 63 22 40 104 6.3 1.2 SOE(M)T09T3 V Figl @ MKT113032R04P32S0O09L 32 4 18 32 32 250 100 1.2 SOE(M)T09T3 +/ Fig3 @
MKT113063R08A22S009 63 8 49 63 22 40 104 6.3 1.2 SOE(M)T09T3 V Figl @ MKT113032R02P32S012S 32 2 143 32 32 120 40 14 SOE(M)T1204 / Fig3 @
MKT113063R06A27SO09 63 6 49 63 27 50 124 7 1.2 SOE(M)T09T3 v Figl O MKT113032R02P32S012 32 2 143 32 32 180 60 14 SOE(M)T1204 / Fig3 @
MKT113063R08A27S009 63 8 49 63 27 50 124 I 1.2 SOE(M)T09T3 V Figl @ MKT113032R02P32S012L 32 2 143 32 32 250 100 1.4 SOE(M)T1204 / Fig3 @
MKT113063R05A22S012 63 5 453 63 22 40 104 6.3 14 SOE(M)T1204 J Figl @ MKT113032R03P32S012S 32 3 14.3 32 32 120 40 14 SOE(M)T1204 / Fig3 @
MKT113063R06A22S012 63 6 453 63 22 40 104 6.3 14 SOE(M)T1204 J/ Figl @ MKT113032R03P32S012 32 3 143 32 32 180 60 14 SOE(M)T1204 / Fig3 @
MKT113063R05A27S012 63 5 453 63 27 50 124 7 14 SOE(M)T1204 / Figl e MKT113032R03P32S012L 32 3 14.3 32 32 250 100 1.4 SOE(M)T1204 / Fig3 @
MKT113063R06A27S012 63 6 453 63 27 50 124 7 1.4 SOE(M)T1204  Figl e MKT113035R04P32S009S 35 4 21 35 32 120 40 1.2 SOE(M)T09T3 +/ Fig3 @
MKT113066R05A27S012 66 5 48.3 66 27 50 124 7 1.4 SOE(M)T1204 J/ Figl e MKT113035R04P32S009 35 4 21 35 32 180 40 1.2 SOE(M)T09T3 / Fig3 @
MKT113080R06A27S012 80 6 62.3 80 27 50 124 7 14 SOE(M)T1204 / Figl e MKT113035R04P32S009L 35 4 21 35 32 250 40 12 SOE(M)TO9T3 v  Fig3 @
MKT113080R08A27S012 80 8 62.3 80 27 50 124 7 1.4 SOE(M)T1204 / Figl e MKT113035R03P32S012S 35 3 17.3 35 32 120 40 1.4 SOE(M)T1204 / Fig3 @
MKT113100R07B32S012 100 7 82.3 100 32 50 144 8 1.4 SOE(M)T1204 X Fig2 @ MKT113035R03P32S012 35 3 17.3 35 32 180 40 14 SOE(M)T1204 / Fig3 @
MKT113125R08B40S012 125 8 107.3 125 40 63 164 9 1.4 SOE(M)T1204 X Fig2 @ MKT113035R03P32S012L 35 3 17.3 35 32 250 40 14 SOE(M)T1204 / Fig3 @
@ AERETE Stock OFEFAE Available Upon Order @1 ERETE Stock OFEFAE Available Upon Order
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Rt 2a T
High Feed Milling

CUTTING TOOLS FOR AEROSPACE

MKT113 I o T
CIE S WAES i
Replaceable Tool Head L,
Figd
UHsS ‘ E? T Dimen§2;1(mm) ;‘s;ﬁ Ut yaley ‘ s ‘ZI_T E
Ordering Code ‘meter‘ Teeth ¢ ‘ DCX ‘ DCSEMS ‘ DCON ‘ LF ‘ CRKS APMX‘ Suitable for ‘Coolant‘shape‘ Stock
MKT113025R02M12S009 25 2 11 25 23 125 35 MI12 1.2 SOE(M)T09T3 Figd O
MKT113025R03M12S009 25 g || 25 23 125 35 MI12 1.2 SOE(M)T09T3  Figd @
MKT113032R03M16S009 32 3 18 32 29 17 40 M16 1.2 SOE(M)TO9T3 4  Figd @
MKT113032R04M16S009 32 4 18 32 29 17 40 M16 1.2 SOE(M)TO9T3 4  Figd @
MKT113032R02M16S012 32 2 143 32 29 17 40 M16 1.4 SOE(M)T1204 . Figd @
MKT113032R03M16S012 32 3 143 32 29 17 40 M16 1.4 SOE(M)T1204 4 Figd @
MKT113035R03M16S009 35 3 21 35 29 17 40 M16 1.2 SOE(M)TO9T3 4/  Figd @
MKT113035R04M16S009 35 4 21 35 29 17 40 M16 1.2 SOE(M)TO9T3 4  Figd @
MKT113035R03M16S012 35 3 173 35 29 17 40 M16 1.4 SOE(M)T1204 . Figd @
MKT113040R05M16S009 40 5 26 40 29 17 40 M16 12 SOE(M)T09T3 / Figd @
MKT113042R04M16S012 42 4 243 42 29 17 40 M16 1.4 SOE(M)T1204 ./ Figd @
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@R AT Stock OFFLE Available Upon Order

Ri#tLE5rH|
High Feed Milling

CUTTING TOOLS FOR AEROSPACE |

KDP

DCON
KWw

=R TIEI TR

MKT213 i
T )
1Ly
Abor AU,
Figl Fig2
THeE HE g DL 5X mmor W BR B

Ordering Code ‘meter‘ Teeth  pc ‘ DCX ‘DCON‘ LF ‘KWW‘ KDP APIIVIX‘ Suitable for ‘Coolant‘shape‘ Stock
MKT213040R04A16S009 40 4 248 40 16 40 8.4 5.6 1.1 SOMTO0904 Yy Figl ©
MKT213040R05A16S009 40 5 248 40 16 40 84 5.6 1.1 SOMTO0904 J Figl O
MKT213042R04A16S009 42 4 26.8 42 16 40 84 56 1.1 SOMTO0904 Yy Figl ©
MKT213042R05A16S009 42 5 26.8 42 16 40 84 56 1.1 SOMT0904 J~ Figl O
MKT213050R05A22S009 50 5 353 50 22 40 104 6.3 11 SOMT0904 Y Figl ©O
MKT213050R06A22S009 50 6 353 50 22 40 104 6.3 1.1 SOMTO0904 J~ Figl O
MKT213050R07A22S009 50 7 353 50 22 40 104 6.3 1.1 SOMT0904 J Figl e
MKT213050R05A22S012 50 5 295 50 22 40 104 6.3 1.8 SOMT1205 J Figl e
MKT213052R06A22S009 52 6 36.8 52 22 40 104 6.3 11 SOMT0904 J Figl ©
MKT213052R07A22S009 52 7 36.8 52 22 40 104 6.3 1.1 SOMTO0904 J Figl O
MKT213052R05A22S012 52 5 315 52 22 40 104 6.3 1.8 SOMT1205 Yy Figl ©
MKT213063R06A22S009 63 6 478 63 22 40 104 6.3 1.1 SOMTO0904 Yy Figl e
MKT213063R08A22S009 63 8 478 63 22 40 104 6.3 1.1 SOMTO0904 Yy Figl e
MKT213063R06A27SO09 63 6 478 63 27 50 124 1.1 SOMTO0904 J° Figl O
MKT213063R08A27S0O09 63 8 478 63 27 50 124 7 1.1 SOMTO0904 Y Figl ©
MKT213063R06A22S012 63 6 424 63 22 40 104 6.3 1.8 SOMT1205 J Figl e
MKT213063R06A27S012 63 6 424 63 27 50 124 7 1.8 SOMT1205 Yy Figl ©
MKT213066R05A27S012 66 5 454 66 27 50 124 7 1.8 SOMT1205 J° Figl ©O
MKT213080R06A27S012 80 6 59.4 80 27 50 124 7 1.8 SOMT1205 J Figl ©
MKT213080R08A27S012 80 8 59.4 80 27 50 124 7 1.8 SOMT1205 J~ Figl ©O
MKT213100R07B32S012 100 7 79.7 100 32 60 144 8 1.8 SOMT1205 X Fig2 O
MKT213125R08B40S012 125 8 104.7 125 40 60 164 9 1.8 SOMT1205 X Fig2 O

@1 EREE Stock OFEFAE Available Upon Order
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fAzMRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FOR AEROSPACE | M=MXLIMITA

RF#LLHEH RFLA R H
High Feed Milling High Feed Milling
MKT213 = @ 20 | 1 5 MKT213 I} T
[l B A REEEWIES 1LE 158
Cylindrical Straight Type . Replaceable Tool Head proan el

Fig3 Figh

TS \%ﬁf e T -~ o mEIE e BR EE DL \%E LS Dimergon(mm) BX  mEnm we ER AR
Ordering Code meter‘ Teeth  pc ‘ DCX ‘DCON‘ LF ‘ L APIIVIX ‘ Suitable for ‘Coolant‘Shape‘ Stock Ordering Code ‘meter‘ Teeth DC‘ DCX ‘DCSFMS‘ DCON ‘ LF ‘CRKS APMX Suitable for ‘Coolant‘shape‘ Stock
MKT213025R02P25S009S 25 2 9.9 25 25 110 40 1.1 SOMT0904 J Fig3 ©O MKT213025R02M12S009 25 2 99 25 23 125 35 M12 11 SOMT0904 Yy Figd O
MKT213025R02P25S009 25 2 9.9 25 25 150 50 1.1 SOMT0904 J~ Fig3d O MKT213025R03M12S009 25 3 99 25 23 125 35 M12 11 SOMT0904 J Figd @
MKT213025R02P25S009L 25 2 9.9 25 25 200 75 1.1 SOMTO0904 J Fig3 ©O MKT213032R03M16S009 32 3 168 32 29 17 40 M16 1.1 SOMT0904 Yy Figd O
MKT213025R03P25S009S 25 3 9.9 25 25 110 40 1.1 SOMTO0904 J Fig3 O MKT213032R04M16S009 32 4 168 32 29 17 40 Mle 1.1 SOMT0904 J Figh @
MKT213025R03P25S009 25 3 9.9 25 25 150 50 1.1 SOMT0904 J  Fig3 e MKT213032R02M16S012 32 2 115 32 29 17 40 Ml16 1.8 SOMT1205 Yy~ Figd O
MKT213032R03P32S009S 32 3 16.8 32 32 120 40 1.1 SOMT0904 J. Fig3 O MKT213032R03M16S012 32 3 115 32 29 17 40 Ml6 1.8 SOMT1205 J Figd @
MKT213032R03P32S009 32 3 16.8 32 32 180 60 1.1 SOMTO0904 J  Fig3 e MKT213035R04M16S009 35 4 199 35 29 17 40 Mle 1.1 SOMT0904 J  Figd @
MKT213032R03P32S009L 32 3 16.8 32 32 250 100 1.1 SOMTO0904 4 Fig3 © MKT213035R03M16S012 35 3 144 35 29 17 40 Ml6 1.8 SOMT1205 J Figd @
MKT213032R04P32S009S 32 4 16.8 32 32 120 40 1.1 SOMT0904 J Fig3 ©O MKT213040R05M16S009 40 5 248 40 29 17 40 Mle 1.1 SOMT0904 J Figd @
MKT213032R04P32S009 32 4 16.8 32 32 180 60 1.1 SOMT0904 J Fig3 e MKT213042R04M16S012 42 4 214 42 29 17 40 Mle 1.8 SOMT1205 J Figd O
MKT213032R04P32S009L 32 4 16.8 32 32 250 100 1.1 SOMTO0904 J Fig3 ©O @7t Stock OBFE Available Upon Order
MKT213032R02P32S012S 32 2 11.5 32 32 120 40 1.8 SOMT1205 J Fig3 ©
MKT213032R02P32S012 32 2 11.5 32 32 180 60 1.8 SOMT1205 J Fig3d O
MKT213032R02P32S012L 32 2 11.5 32 32 250 100 1.8 SOMT1205 J. Fig3 O
MKT213032R03P32S012S 32 3 11.5 32 32 120 40 1.8 SOMT1205 J Fig3 ©O
MKT213032R03P32S012 32 3 11.5 32 32 180 60 1.8 SOMT1205 J Fig3 e
MKT213032R03P32S012L 32 3 11.5 32 32 250 100 1.8 SOMT1205 J Fig3 O
MKT213035R04P32S009S 35 4 19.9 35 32 120 40 11 SOMT0904 J. Fig3 O
MKT213035R04P32S009 35 4 19.9 35 32 180 40 1.1 SOMTO0904 J  Fig3 e
MKT213035R04P32S009L 35 4 19.9 35 32 250 40 11 SOMT0904 J~ Fig3 ©
MKT213035R03P32S012S 35 3 14.4 35 32 120 40 1.8 SOMT1205 Yy Fig3 ©O
MKT213035R03P32S012 35 3 14.4 35 32 180 40 1.8 SOMT1205 J  Fig3 @
MKT213035R03P32S012L 35 3 14.4 35 32 250 40 1.8 SOMT1205 J Fig3 ©O

@REETE Stock OFFE Available Upon Order
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Rt 2a T
High Feed Milling

DAL RIIES
Spare Parts

CUTTING TOOLS FOR AEROSPACE

SHEM TIF 24T TR BETIRF
Part Name Insert Screw Insert Screw Wrench
AR
Shape
ER7IA
Inserts
#E
Specification SI60M035076-04808I TI10K -
SOE(M)T09T312-SM e
=
Ordering Code S160M035076-04808IB TI10KB -
o SI60M040100-055101 TT15K TIL5T
Specification
SOE(M)T120420-SM e
1=
Ordering Code SI160M040100-055101S TI15KB TI15TB
g
Seeaitesie SI60M035076-04808I TI10K -
SOMT090412-ST e
=
Ordering Code S160M035076-04808IB TI10KB -
b
Specificati SI160M040100-055101 TT15K TI1ST
pecification
SOMT120512-ST e
1515
Ordering Code SI60M040100-055101S TI15KB TI15TB

114 _ GESAC

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

o ,
MIEFSH .
Parameters for Programing
I ARIEE .
TR Fg A YHIZZEE ——
Specification Appé(;;(ilgnaRt(eran;]))rner Remains K(mm) mEHE
SOET09T312-SM 2.34 0.9
SOMTO09T312-SM 2.34 0.9
I AT K
SOET120420-SM 329 10 Remains K
ERBAR
SOMT120420-SM 329 1.0 herkatok
SOMT090412-ST 2.20 0.7
IR
Remains K
SOMT120512-ST 2.79 1.0 JERSIR
Approximate
Corner Ratio R
7 *
RIS |
Recommended Cutting Data
piiz =]
s TIHIERE Feed Per Tooth fz(mm)
WA TAARL SR s FAE tﬂ:,if Cutting ; .
Workpiece Material Hardness = Grade  Specification - Speed FRETE (M) =741 (H)
ap(mm) Vc(m/min) Medium Heavy
Machining(M)  Machining(H)
0.4 0.6
SOE(M)T09T3 1.2 (0.3.0.7) 04-1.0)
0.5 0.7
B H®Ra® HRC30-45 GSM7130 SR o 40 (0.3-0.8) (0.4-1.1)
Titanium Alloy SOMT0904 11 (30-60) 0.4 0.6
. (0.3-0.7) (0.4-1.0)
0.5 0.7
SOMT1205 | 18 (0.3:0.8) (0.4-1.1)
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=X IEI TR

Iz ESY
Case

Z(jl1: SOE(M)T+MKT1138213 &£ BERRMT

| CUTTING TOOLS FOR AEROSPACE

Casel: SOE(M)T+MKT113&213 Titanium alloy hanging rear beam processing

Nz FAZ= 15
Case

Z2f52: SOE(M)T+MKT113&213 4hEI1EEh2SAEINT

CUTTING TOOLS FOR AEROSPACE

Case2: SOE(M)T+MKT113&213 Rough machining of external auxiliary actuator

=R TIEI TR

Cutting Amount

H'E’*mﬁi SOET09T312-SM
Specification
P GSMT7130
Grade
n
Dﬁ;ﬂﬁ MKT113-050R06A22-S009
Size
T
Workpiece Material TC4
PIHIERE _
Cutting Speed 47 m/min
HEE
Feed Rate 0.6 mm/z
TIHIE

ap=0.6 mm, ae=40 mm

EIHIA
Cutting Method

BUREHE Cavity milling

RAAR
Cooling Method

KEILRKR, IN%

Water based emulsion, External cooling

IHIZR
Processing Result

IR, TR ERRIEmEF20%
Under the same working condition, the
service life of the blade is 80% longer
than that of the competitors

N—

L L L >

0 50 100 150
PNIESE Tool life (min)

H'E'ﬂ%g SOMT09T312-SM
Specification
TS GSMT7130
Grade
m
ﬂﬁﬂ,ﬁ MKT113-025R02P25-S009
e GESAC-SOMT
THmeL
Workpiece Material TC18(HRC40-45)
PIHIERE .
Cutting Speed 35m/min
HEE
Feed Rate 0.11 mm/z
TIHIE

Cutting Amount

ap=0.5mm, ae=10-35mm

A
Cutting Method

BUREHE Cavity milling

REAR
Cooling Method

KEFIR, SN2
Water based emulsion, External cooling

PIHIZR
Processing Result

116 — GESAC

BEIR, TR FEFRREmE80%
Under the same working condition, the
service life of the blade is 80% longer than
that of the competitors

SS

GESAC

+80;o}}

1 2 3
PNLAYIE Tool life (h)

v
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BIAEREEILTT]
Solid Carbide Endmills

TERE

GESAC Coating

B

Coating Characteristic

RERR
Coatings

“EECIRE

Microhardness
(HV0.05)

ERRIK

Coefficient
Friction

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

R FRE

Max. service

Temperature
(°C)

RSN A
Characteristic and Application

AICrN

3200

0.45

1100

O BMENENEEMEEERERE;

O ERATHREELTER, AN, aEnFAH,
High oxidation resistance, extremely good of high
temperature abrasion resistance, suitable for ordinary
stc.elcle'l, low hardness of die steel or titanium alloy dry
milling.

AICrSiN

3300

0.4

1100

O ERAFHIMIFL BRakE, SRMEESIETETE,;
O BAMRE, EMTSSHRCUTHEER, HEAW, &
ERRFFEIIN T,

Specially designed for milling, high oxidation resistance,
good balance of abrasion resistance and toughness,

versatility is extremely high, suitable for ordinary steel
under HRC55, die steel and titanium alloy milling.

TiAIN

2900

0.35

900

O RIFHILTEE S RAIALIER];
O EBERTAENAHIMNT, M—o2EENHNTFMm
T SRAaEHENT,

Super-high micro hardness and fine—grain, suitable for
stainless steel, some high hard steel drying cutting and
titanium alloy milling.

AlTiINgK
AITiN Nano

3000

0.45

900

O ERBURTES, BESHENTETE;

O HHSHHBRRE, ERTAEN, BENNEE, &
priz=pdl]- 118

Extremely crystal texture control, good balance of micro
hardness and toughness, universal millin%land drilling
coatings, suitable for stainless steel, high hard steel
moderately high speed and high feed cutting.

AICIN/TISINZ R
ALCFN/TiSiN

3100

0.35

1100

O Biaklt, BaRE, RIFNIE, BUBRE,;
OEATAEW. HFHEHIMI,

High oxidation resistance, good hot hardness, good
toughness, and super-smooth surface, suitable for
stainless steel and cast iron drilling.

ALTiN/TiSiN
MAKZE
ALTiN/TiSiN
Multilayer

3300

0.35

1100

O BRREY, BRil;

O $RBRARE, ERTEBENHEH

Super high thermal-stability, super toughness, bit general
coating, especially suitable for ordinary steel drilling.

TIAICrSiN

4000

0.35

1100

O BRE, BRANESIEE;
O HRERTF50-60HRCAY S FERE SRR AN Lo

High micro hardness, high oxidation resistance and hot
hardness, suitable for high hard steel above 55HRC milling.

TIAISIN

4000

0.35

1200

O BEE, BRaESamEy;
O HRERT55-65HRCHI S R HEEI N T,

High micro hardness, high oxidation resistance and hot
hardness, suitable for high hard steel above 55-65HRC milling.

tHRENG
Normal diamond
coating

8500

700

O BIEE, BARE, BB,
OERTFREML,

High hardness, thermal conductivity and wear resistance,
suitable for graphite machining.

BaSENa
Ultra-fine grain
diamond coating

8000

700

O REILR, BEBNLY, SEE. BASE, SME;
O ERTIESRMEL R EE SIS T,

Smooth surface, good self-lubricity, hardness, thermal
conductivity and wear resistance, suitable for nonferrous
materials, carbon fiber composite machining, etc.

BETiRE
Titanium-rich
coating

4000

0.35

900

O BEE. BilBNE. NRNREE

O EATHAR. REEEEEEENMI,

High hardness,good self-lubricity,excellent adhesion
resistance.

Suitable for titanium alloy, aluminum alloy and other non-
ferrous metal milling.
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FEPVDAKSRR ML =S4 EEREAICISIN

Position of Main PVD Nano-structure Coating U n |versal H |gh Performance Coating AICrSiN
PVDRBAEMIZHEISIIRT (10nm~500nm) , FAIREGREHNEE. RIFNWMENLMERE, FHEBEREEERRR.

PVD coating provides for superior control of coating grain size (from 10nm to 500nm), achieves excellent hardness, good N N . -
oxidation resistant, and improved reduction of the coefficient of friction. O EAMY, USMEIEIMTEERAE .

O IRIFHAEIRITHEEREIIE. PUhERENE. ARNIAE R T,

REIEARE AL
Max. service Temperature (°C) @ Productivity increase due to significantly higher cutting speed and feed for Alélrgﬁlgi}t%ng
1300 application in a wide range of materials. Significantly EHance productivity.
@ Particular design of structure brings good balance between toughness, EBRESENK
1200 thermo-shock stability and residual stress. The Carbide Substrate
| SRR
SEM Photograph of Coating
1000 | |
EIHEAETIAIS
SERBETAISIN
400 High Hardness Coating TiAlSIiN
© ZHFEERIA4000HY, BH RIFHIMEMLE,
600 | : o BT ERIRIT, RIISERESEMEEERET, MEIENEI00NM Lo .
LS o YREFFRREIRIT, AFERNALY, SXFISEESE1200°C, SRR
EEF, TIAISIN'R R
400 @ Micro hardness up to 4000HV, with good wear resistance. TIAISIN coating
@ Special transition layer design to ensure the high bonding strength PR BRI
. . . i ' The Carbide Substrate
between high hardness coating and substrate, adhesion of up to 100N.
200 ® Nano composite coating design, have super strong oxidation resistance, ARMTERIR
0 2000 2500 3000 3500 4000 . EE (HV) o . ’ SEM Photograph of Coating
Microhardness (HV) oxidation starts at temperatures as high as 1200°C,high temperature
N stability.
ﬁ%@g 5E_I—JLFH/er_

Microhardness and Max. Service Temperature

WAREAITIN
BREHR Nano Coating AlTiN

Coefficient Friction

0.5
i o SRR BIRM T MEMNIEENNENEE,
o BHMRRARUMAREN, BHTREY, REWHAREAD,
0.4 TiN _ @ High aluminum content provides excellent hot hardness and oxidation CATINGRE
A AICISIN . AITiN Nano Coating
resistance.
@ Special method optimizes the structure of coating, significantly improve BEASEM
A stability, reducing the number of surface droplet. The Carbide Substrate
03 SEEERS
SEM Photograph of Coating
0.2
0.1
0 2000 2500 3000 3500 4000 o (HV)
REBESEERAK

Microhardness and Coefficient of Friction
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BARENEGFE

Ultra-Fine Grain Diamond Coating

o SAEERNIGRE, REMELRIAT 80GPa ML,
O RBRENE, EERBK.

O EATIYMBMEINT, WaE. SHEES. SRERE
et WIBLTE. BES. Diamond Coating

@ High purity diamond coating, with hardness up to r;ﬁ;ﬁ»&& e o

80GPa. - The Carbidé Substrate

@ Ultra smooth and shiny surface, low coefficient SRS . R
friction. SEM Photograph of Coating Surface Morphology

@ Suitable for finish machining nonferrous materials,

such as graphite, aluminum, carbon fiber, ceramic,
etc.

HEENaFE
Normal diamond coating

o SAEENRRE, FEEELEAET 85GPa L Lo
o M EENIRRE ST, EAWRRAIREE R AT
%,

o ERATAEMT. ENEFE

Diamond Coating

@ High purity diamond coating, with hardness up to BRASEE
80GPa. The Carbide Substrate

@ High wear-resisting diamond coating, with extremely N

high hardnessand strongly wear resistance. SEM Photograph of Coating
@ Suitable for graphite machining.

AERETHR
Surface Morphology

122 _ GESAC
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=R TIEI TR

LR
Mark

BifA

Description

Square End

Efask
Corner Radius

[T
AR
Endteeth
Type

Ballnose

Ballnose

Chamfer

TIREA
Square End
with Chamfer

Ef

Chamfer

Helix

PARefallallsl=

202 e
-20°Helix

ey 15°
Helix o

15°885E M
15°Helix

o

20

Helix

20°827E M
20°Helix

|
Steels

TN

Stainless Steels

It

727
Cast Iron

Ee!
Workpiece
Material

AR
Non-ferrous
Materials

EEaE.
Ka®
Heat-resistant
Super Alloys,
Titanium Alloys

HOEBEBQA=H

=EEEME
High Hardened
Materials

iR
Guidelines to lcons
LN BiER L7V BiER
Mark Description Mark Description
ISO HRERED o
@ ISO Standard E %goﬁgﬁ{gﬂ
e i Shank h5 i e
?12 ‘k ISO HRERER
Shan I 30 4R NEFA
sk [SO Standard m optali
Shank h6 By  30°Helix
ey IR |35 s
AlCrN Coating Iy 35°Helix
" AICISINRZ m 38R hEfA
ACrSH AICrSiN Coating Xy 38°Helix
; TIAINRZ m 4042 HEA
AITiN Coating By 40°Helix
AITINGER R R 12 o
) : A5HETEA
LN Nano Coating A m opali
AITIN Helix @ ~ 45°Helix
v RIS g s
TiSiN Coating Iy Variable Helix
= [ e g e,
Coating (UL AITIN/TISIN Eny  Veriable Helix
TACASIN TIAICrSiN 38°/40 VL=
TiAlCrSiN Coating Xy Variable Helix
- TiAISIN m WIETEF
TIAISIN S SINTSTY Coating Xy Variable Helix
HEENERE iR
- EE A
M gg;;?r?émamond X Variable Helix
BARENERE .
M Ultra-Fine Grain 1 i ﬂijﬁn
Diamond Coating
BTiRE P
Titanium-rich | 2 I % ?lﬁlfgn
coating
For Side Milling 3 Flutes
m e PR amusn
Slot Milling Flutes ad 4 Flutes
TIH N
A m Gl & 5 I8
Cutting For Profile Milling 5 Flutes
Condition
PEREEEH) 6 JIII$ET]
Spiral Milling 56] 6 Flutes
> BEZE PN w7usn
Trochoidal Milling k}g‘ 12 Flutes
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BEERaEUR/IES (TES) RTAN
Solid Carbide Endmills Identification System

SA300 - S S 2- 060 09

L (©)

L (©)

L ©)

L ©) J

L ©) J

L ©)

TR ARG ERTL QRZIFAR GFFEm @71 ©ZL: O
Workingpiece Code of Series Series Description Endteethzgf)e Length oft:l:te No. of Flutes Diameter Code Characteristic
. Tk S 2 0.6mm 006 R
EW SS600 tEm  PEEWMIRN ) Square N Reduce Neck a T
Stainless Steel High Strength Machining Series Bk » KA 3 6mm 060 b. 7k
EEEHEMIRY Ballnose Long Shank 6-06 10-10
SA210 @ Rough Machining Series for Aluminum BN %{7] 4 10mm 100 1 Séqul?re End\
EPPN = . s allnose:
B e SA300 Em EAEREMLIRS , . Cornor Radius L Long Flute 6 a. Neck Length
Aluminium Alloy High Speed Machining Series for Aluminum TIA =7 b. Flute Length
DNM100 New] TREPCOEIRXILHIIRT! Square End S Short Flute 6-06 10-10
PCD Round-head Endmill with Chamfer 2 e B
S&MH SD200 EEMBIMIMBTIRT Blank Standard r0.2-02
Composite Materials General Machining for Composite Material ) r1-10
s SERAEMIISTIRT Cornor Radius:
E’Eﬁﬁ SN200 High Efficiency Machining Series for Heat Resistant Super Alloys r0.2-02
Heat Resistant Super SRR ) ri-10
Alloys STB200 (NEw I i
Taper Ball Endmill for Heat Resistant Super Alloys TIRME
HKEE ST210 HESEMEMIIHIRY €0.03-03
Titanium Alloys High Performance Machining Series for Titanium Alloys 3 Chamfi}?’élggc?rner'
0.03-03
C0.13-13
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TJERFIBR (RAR5)
Endmill Catalog (by series)

TRt
Workpiece Material
| , P I O B H
BN o 2 o REE
THHE ﬂﬁé{f ﬂgik e TIEEFR RN ZERS };;EE BUAG cﬁitﬁ_ih 1234 56 123 123 123 4 5 123 4 1 2 34
Suitable Fluies dteZthCoating Description Type Range DimenSionPar:mlent%rs S A&, =Eae
Material Type Page Page Aﬁ%ﬂ a6 REEW sEex Ba HEE EAME Heat HeEs SEW =N SEW
C':' b AIE Steel Stainless - Aluminium Copper = Graphite, Resistant Titanium Hardened Hardened Hardened
st a: Aﬁln Y Steel Alloys Alloys  Composite  Super Alloys Steel Steel Steel
eel,Alloy Materials  Alloys
< 35HRC < 48HRC 45-55HRC 55-60HRC > 60HRC
SA210
3 7KEENMN T . .
’ 3' “ 3Flute;withalong neck@ Q SA210-WR D12 ~D25 133 140 ©
ot Corner Radius
o 3TKIHEMT (RAREB) -
:3! g Juteswithalongneck,  UEL  (MSSES SA210-WR-IC  D12~D25 136 140 @)
Corner Radius, Internal Coolant, Coating .
~ 3 7pEmT U e aNE SA210-NR D6~D20 139 140 ©)
- ' 2 3 Flutes Corner Radius 2 NN
SA300
37)Fk —— ~
< g 3O square —— =Y D6~D20 142 162 ©)
2 JIKIERAK N
rzl g 2 Flutes ComerRadius with (i) SA300-RN2 D6~D32 143 162 ©
aad Reduced Neck )
: 3 JKIEAX
Alumi- Pg,‘ “ 3 Flutes Corner Radius with [—— AV D6 ~D32 147 162 ©
num @l 5 CEE Reduced Neck
Alloy QETIRE : -~
rzl “  Flutes Ball Nose with ——  5A300-BN2 D6~D20 151 163 @)
Ballnose Reduced Neck
A | 4 TR K . .
4 4 Flutes with a long neck, @ EEARESSSS  SA300-SF-SN4 D6 ~ D20 154 164 @
Square-head
4 TIKITEX (RRRE) .
=4‘ g 4Fivteswithzlongneck,  UPL (NSNS SA300-SF-IC-SN4 D1I2~D20 155 164 O
Square-head, Internal Coolant, Coating
4 TIKIME Rk ; B
E‘-] “ 4Fluteswjfthalong neck, @ (S SA300-SF-RN4 D12~ D20 156 164 @
Comer:R Corner Radius
ATKIMERK (WLRE)
"4‘ “ 4 Fiutes with s long neck. AN @ieaasuy  SA300-SF-IC-RN4 D12 ~ D20 158 164 ©
l‘ ComerR Corner Radius, Internal Coolant, Coating
A | 6 TJKINE Ak
EGJ g 6Fluteswithalongneck, WM  (WMMSSSSS SA300-WF-RN6 D16~ D25 160 164 ©
Corner Radius )
A | 6 IKIAEAL (WLRE) - WE-IC-
56-1 “ 6Flutesz)v:/ithalong neckv, [NEW] E SA300-WF-IC D16~ D25 161 164 ©
Corner R Corner Radius, Internal Coolant, Coating RN6
ST210
AN L IWIESE ——
t4 A B T e $T210-54 D2~D20 166 = 174 O O @) O ©)
a2 o\ il lie — ~
iTiT;n% t4 A m 4pERL ST210-R4 D2~D20 167 174 O O @ O ©
nium A | 4 TIRFE AL
4 g 4 Flutes Corner Radius with ST210-RN4 D6 ~D20 169 174
Alloy {d Reduced Neck O O © O ©
5 IK7E Ak ~
g AICTN 5 Long Flutes Corner Radius m ST210-RL5 D16 ~ D25 172 175 O O @ O @
Y 4 TRk
L4‘ B/ Fiutes Ball Nose e 5T7210-B4 D2~D20 173 175 O ®) ©) O o

© dE#Eamostsuitable () —fRiEAsuitable
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TJERFIBR (RAR5)
Endmill Catalog (by series)

CUTTING TOOLS FOR AEROSPACE |

=R TIEI TR

TRt
Workpiece Material
s ‘, A QA O H H
EEM ,EE:W Description o R & RIS
T T8 R e Difficut zpme RIEE L0 T 1234 56 123 123 123 4 5 123 4 1 2 34
. No.of  En : Diameter N Cutting =3
Swtat?le Flutes dteethCoatlng to-. Type Range Dimension Parameters RN VSN =SaE% L L o
Material Type machine Page Page Aﬁ%ﬂ 4R TEEW sEek a5 HEE SEA&ME Heat HeEs SEW =N SEW
. (=) (=] . . i . . .
Material Carb Alloy Steel Stainless - Aluminium Copper = Graphite, Resistant Titanium Hardened Hardened Hardened
st a: Aﬁln Y Steel Alloys Alloys  Composite  Super Alloys Steel Steel Steel
eyl Materials  Alloys
< 35HRC < 48HRC 45-55HRC 55-60HRC > 60HRC
US260
TV BB (2% WD s USGOSSA DI~DI2 17T 182 O 0| o O o | o
El] g P Siandard Lengty WBTl  (FSSSNSSSS US260-54A | D1~D16 178 182 O O O O O O
EVRAED (Z7mes,, W cee— usxoRs DI~ 19 12 o o e o o | o
r4 ) M AR v WIS US260-R4  DL5~D6 180 182 O O © O O O
SS600
AER -
son DOV I P 2TE T RN Ss600S4 D2~D20 184 193 o o o o o o
Steel .
:4] !M!. sams W BN 5600554 | D2~D20 185 193 @ © @ © O ©
g P square W BN 5S600-S5  D6~D25 186 194 @ ©) © ©) O ©
B - S e s o o o 0 o
o] U ===y °c o o o o o
RO c7oes e T R sso00Rs D6~D25 10 194 © o o o O o
F Tia [ WED (NS SS600-B4  D6~D20 192 194 @ ©) @ ©) O O
| @ : 4 Flutes Ball Nose
SN200
%gﬁ r4 ) ‘&. A Radius BN SN200-R4  D1~D20 196 202 O O O © O
==}
Heat P M okmER e = <
Resistant“g ‘g 4 Flutes Long Shank Corner Radius = | SN200-RH4 D8 ~ D16 199 202 O O O ©) O
Super ] s
Alloy gAY AT ose lBNED SN200-B4  D2~D12 200 | 202 o ol o o | O
@ - 4 TRk L (——
Lg Ea.m Al 2 Fiutes Long Shank Ball Nose . SN200-BH4 D8 ~ D12 201 202 O O O o O
MM T
##  STB200
Description
Difficult- Al L —
to- 4 T)FEEIKS ~
machine ‘4 e 4 Flutes Taper Ball Nose s | STB200-B4 D3~ D8 204 205 O O O © )
Material

© dE#Eamostsuitable () —ARiEAsuitable
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TERFIES (BRY)
Endmill Catalog (by series)

SD200
@ g §/12 N1#iN S  sDp200-CN D2~DI12 207 184 ©)
Elzi} 8/12 Flutes Fine-cross-nick
s« DNMI100
il “ 1 DB el DNM100-RS1 = D2 ~ D4 209 212 O O O
;:S'i*;; 1 Flutes Corner Radius
Wateral rzl m %ﬁEﬁérnerRaﬁ E——— DNM100-RS2 D4~D10 210 212 © © o
3TIEES (New -
#f;gémemadius ——a | DNM100-RS3 | D10 ~ D16 211 212 O O O
DNR100
3TIERS
:3! g - o Ra% s DNRI00-C3 D6~D12 213 214 ©

© dEsiEamost suitable () —RRiEAsuitable
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SA210R%saa &M IIStT] -
SA210 Endmills for Rough Finish of Aluminum Alloy 357]@%}0 WR .
P MR R

3 Flutes with a long neck, Corner Radius

b + Ji‘q ;
: =] L [

° ERTREEMHSHHAEAMT;
o BARIKRARIZIT, EBRERES;
o iMiRTIBIRIT, BETIEIZIEIRE,

e Suitable for high efficiency roughing of Aluminum Alloy.
e Special knuckle-type teeth design provides high metal
removal rate.

e Vibration suppression tool is designed to keep the

cutting process stable at high speeds. ;
1T55S ES FETF
Ordering Code D S ke L d2 L d Figure No.  Stock
SA210-WR-12010 12 1 16 48 11.5 100 12 1 ([
SA210-WR-12020 12 2 16 48 11.5 100 12 1 ([
SA210-WR-12030 12 3 16 48 11.5 100 12 1 ([
SA210-WR-16010 16 1 20 65 15.2 115 16 1 ([
SA210-WR-16010A 16 1 24 42 15.2 92 16 1 o
N FRZ=15 SA210-WR-16020 16 2 20 65 152 115 16 1 °
Case SA210-WR-16020A 16 2 24 42 15.2 92 16 1 o
SA210-WR-16030 16 3 20 65 15.2 115 16 1 o
$otERE N T SA210-WR-16030A 16 3 24 42 15.2 92 16 1 ([ ]
A
Roughing of Aluminum Frame SA210-WR-20010 20 1 25 73 19 125 20 1 ([
SA210-WR-20010A 20 1 30 52 19 104 20 1 o
amS SA210-WR-20020 20 2 25 73 19 125 20 1 o
~= SA210-WR-20030
Cutting Tool SA210-WR-20020A 20 2 30 52 19 104 20 1 [
— SA210-WR-20020B 20 2 20 88 19 140 20 1 ([
Specification D20*R3%25%73"125"d20"D19 SA210-WR-20030 20 3 25 73 19 125 20 1 ()
NI @17 EET Stock OFTAE Available upon Order D NETol
Workpiece Material 7050-T7451 (150HB) D<16 305
N D>16 906
S%Ed 15000rpm (942m/min)
pee BAIUnit(mm)
HARE 5000-7000mm/min
Feed Rate (0.111-0.155mm/z)
TIHIAR il
Cutting Method Pocket milling
IR ap=4-5.5mm, ae=5-20mm Customer T 4#4%} Workpiece Material Material
Cutting Depth
\ P M K N
S AR, % BIES 86
Cooling Method Emulsion, External Cooling 1234 5 123 123 123 4 5
| | M. 5N aEW RN s SEog HEE RE
MTEERE, NESwETEF BN 0 50 100 Carbon steels. Alloy Alloy steels Stainless steel Cast Iron Aluminium - Capper Graphite
Proczgg;]?gz%esult The machining process is stable and the tool steels<35HRC <48HRC Alloys Alloys
life is higher than customer's target. TIE % Tool life (h) &)
@ Ri&&Most Suitable O &&Suitable HEYINIS % % P140

Recommended Cutting Data * P140
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SA210-WR = SA210-WR =

3TIKINE A X 3TKIME A X
3 Flutes with a long neck, Corner Radius 3 Flutes with a long neck, Corner Radius

‘Lc

L1
: <=iad -] L [ : =] L [
h6 Helix hé m

L1Li‘

s T1ED = ITE= o=
Ord:rIifg?Code D R Le L1 e L ¢ Fig'u%f No. S}tio?i Ord;;—ri?g%ode D R Le L1 L2 L ¢ Fig? No. SJ%E(
SA210-WR-20030A 20 3 30 52 19 104 20 1 o SA210-WR-25040 25 4 30 72 23.75 130 25 1 o
SA210-WR-20030B 20 3 20 88 19 140 20 1 o SA210-WR-25040A 25 4 37 52 23.75 110 25 1 o
SA210-WR-20040 20 4 25 73 19 125 20 1 o SA210-WR-25040B 25 4 25 92 23.75 150 25 1 o
SA210-WR-20050 20 5 25 73 19 125 20 1 o SA210-WR-25050 25 5 30 72 23.75 130 25 1 o
SA210-WR-20050A 20 5 30 52 19 104 20 1 o B
@R EETF Stock OFEFE Available upon Order D AZTol
SA210-WR-25010 25 1 30 72 23.75 130 25 1 o b<16 -8.05
SA210-WR-25010B 25 1 25 92 23.75 150 25 1 o D516 _%.06
SA210-WR-25020 25 2 30 72 23.75 130 25 1 o
SA210-WR-25020A 25 2 37 52 2375 110 25 1 ° Funitmm
SA210-WR-25020B 25 2 25 92 23.75 150 25 1 ([
SA210-WR-25030 25 3 30 72 23.75 130 25 1 o
SA210-WR-25030A 25 3 37 52 23.75 110 25 1 o
SA210-WR-25030B 25 3 25 92 23.75 150 25 1 o
SA210-WR-25030C 25 3 35 100 23.75 150 25 1 o
SA210-WR-25030D 25 3 35 80 23.75 135 25 1 o
@TEETF Stock OFEFUE Available upon Order D ANETol
D<16 805
p-16 B.06
B{iUnit(mm)
T ###4#} Workpiece Material Material T ##4#} Workpiece Material Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
A A oA oA 4 A A O.A. oA
Ca rgifimgtezlfimAlloy Allgly%femels Stai jf:ffﬂ teel C:j“flﬁm:o n Alj?n?n\i um g@ I:Ip%r GraEp%t o Ca rﬁﬁms\tezlfi% loy Al lgy%femels Stai n;r;ffzg teel Caisﬁtgl';:on Alj?n?n ium éil(ﬂ) l:Ip%r GraEp%t o
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
© ©
© BiE&Most Suitable O iE&Suitable HEELTNISS % P140 O ®iE&Most Suitable O iE&Suitable BEINIBH % P140
Recommended Cutting Data 3 P140 Recommended Cutting Data % P140
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SA210-WR-IC = SA210-WR-IC =

3MKIMERAK (RLFRE) 3MEIMERAK (RELFRE)
3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating 3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating

@
2 — N%E Figl

‘Lc

NN
R
NN
R

&
Lc
L1 !
rich m
h6

L1

—— - —— .
Ord:rIifg’?:ode D R Le L1 e L ¢ Fig'u%f No. S}tio?i Ordgif\lg%ode D R Le Ll 2 L d Fig:‘-5 No. 5%)?3(
SA210-WR-IC-12010 12 1 16 48 11.5 100 12 1 O SA210-WR-IC-20030A 20 3 30 52 19 104 20 1 o
SA210-WR-IC-12020 12 2 16 48 11.5 100 12 1 @) SA210-WR-IC-20030B 20 3 20 88 19 140 20 1 o
SA210-WR-IC-12030 12 3 16 48 11.5 100 12 1 o SA210-WR-IC-20040 20 4 25 73 19 125 20 1 O
SA210-WR-IC-16010 16 1 20 65 15.2 115 16 1 O SA210-WR-IC-20050 20 5 25 73 19 125 20 1 O
SA210-WR-IC-16010A 16 1 24 42 15.2 92 16 1 O SA210-WR-IC-20050A 20 5 30 52 19 104 20 1 O
SA210-WR-IC-16020 16 2 20 65 15.2 115 16 1 O SA210-WR-IC-25010 25 1 30 72 23.75 130 25 1 O
SA210-WR-IC-16020A 16 2 24 42 15.2 92 16 1 O SA210-WR-IC-25010B 25 1 25 92 23.75 150 25 1 O
SA210-WR-IC-16030 16 3 20 65 15.2 115 16 1 o SA210-WR-1C-25020 25 2 30 72 23.75 130 25 1 O
SA210-WR-IC-16030A 16 3 24 42 15.2 92 16 1 o SA210-WR-IC-25020A 25 2 37 52 23.75 110 25 1 O
SA210-WR-IC-20010 20 1 25 73 19 125 20 1 O SA210-WR-IC-25020B 25 2 25 92 23.75 150 25 1 O
SA210-WR-IC-20010A 20 1 30 52 19 104 20 1 O SA210-WR-IC-25030 25 3 30 72 23.75 130 25 1 o
SA210-WR-1C-20020 20 2 25 73 19 125 20 1 O SA210-WR-IC-25030A 25 3 37 52 23.75 110 25 1 o
SA210-WR-1C-20020A 20 2 30 52 19 104 20 1 O SA210-WR-1C-25030B 25 3 25 92 23.75 150 25 1 o
SA210-WR-1C-20020B 20 2 20 88 19 140 20 1 O SA210-WR-1C-25030C 25 3 35 100 23.75 150 25 1 o
SA210-WR-IC-20030 20 3 25 73 19 125 20 1 o SA210-WR-IC-25030D 25 3 35 80 23.75 135 25 1 o
@I EETE Stock OFETRE Available upon Order D AETol @1 ARETE Stock OFEFRE Available upon Order D NETol
D<16 805 D<16 805
D>16 906 b>16 B.06
EfUnit(mm) B{IUnit(mm)
T 4448} Workpiece Material Material T 4411 Workpiece Material Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
A A oA oA - P P =P oA
Ca rgcﬁ)imgtezlfimAlloy Allgly%femels Stai jf:ffﬂ teel Cagsﬁt%o n Alj?n?n\i um g@ I:Ip%r GraEp%t o Ca rtﬁﬁims\tezlfgmAlloy Allomy%c%g]e ls Stai :T:fjms teel C:fjl%rto n Al j?rﬁln ium C%E l:Ip%r G raEp%ite
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
© ©
© BiE&Most Suitable O iE&Suitable HETINIEH % P140 O BiE&Most Suitable O iE&Suitable BEINIB % P140
Recommended Cutting Data 3 P140 Recommended Cutting Data 3% P140
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SA210-WR-IC = SA210-NR w

3IMKIMERAX (RLFRE) 37IE Ak )
3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating 3 Flutes Corner Radius

NN
R

. @ e
- %ﬁ fgk[ w Uﬁli — @ g1 M«;\K
) o ol  Figl S —t

‘ Lc - T L ‘ e -
— e |, e [ =ed 5]

TS ‘e  EfF iTHS me 2
Ordering Code 2 S ke L d2 L d FigureNo. Stock Ordering Code D ke g C d FigureNo.  Stock
SA210-WR-1C-25040 25 4 30 72 23.75 130 25 1 O SA210-NR-06001 6 16 0.1 50 1 o
SA210-WR-1C-25040A 25 4 37 52 23.75 110 25 1 O SA210-NR-08002 8 20 0.2 60 1 o
SA210-WR-1C-25040B 25 4 25 92 23.75 150 25 1 O SA210-NR-10003 10 25 0.25 75 10 1 o
SA210-WR-1C-25050 25 5 30 72 23.75 130 25 1 O SA210-NR-12003 12 30 0.25 75 12 1 ( }
@I EETE Stock OFETRRE Available upon Order D NETol SA210-NR-16003 16 36 0.3 100 16 1 d
<16 0 SA210-NR-20003 20 45 0.3 100 20 1 [ )
S -0.05
D>16 -%~06 @A Stock OFEFAE Available upon Order D NETol
EfUnit(mm) D<6 »%.03
D>6 904
B {iunit (mm)
T {4448l Workpiece Material Material T #1%L Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
. &M E&W ex SRA*T fif=d . &&W =E S mas e
Carbon steels. Alloy Alloy steels s .ZF”%N l c %‘{? Aluminium Copper Gr?%ite Carbon steels. Alloy Alloy steels s _;T[iﬁ%lﬂ l c %?* Aluminium Copper Gr?%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys P steels<35HRC <48HRC tainless stee astlron Alloys Alloys P
© @) ©
© &iE&Most Suitable ) i&&Suitable RIS % P140 © #8&3&& Most Suitable () 3&& Suitable RIS % P140
Recommended Cutting Data 3 P140 Recommended Cutting Data 3 P140
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HEFLIHIZ L

Recommended Cutting Data

SA210-WR/WR-IC

fBaEAluminum Alloys—1liSide Milling

TR YIHIE YIHRE 7
" . Removal Rate Cutting Speed Tool Diameter 12 16 20 25
Workpiece Material i) (m/min) (mm)
mas ap<1D ‘gi(fﬂsﬁf)ed 14000 17000 20000 22000
Aluminium 500~1750 SRS Feed Rate
Alloys 2e<0.7D (mm/min) 6300 7650 9000 9900
SA210-WR/WR-IC
fBAEAluminum Alloys—#&$%Slotting
T LTS AR N
- 5 Removal Rate Cutting Speed Tool Diameter 12 16 20 25
Workpiece Material () (m/min) (mm)
o ap<0.75D $§§1§rff)9d 14000 17000 20000 22000
Aluminium B 500~1750 AR Feed Rate
Alloys Ae=1D (mm/min) 4200 5100 6000 6600
SA210-NR
A& EAluminum Alloys—1llBESide Milling
TR YIHI2 YIHIRE &
Workpi Removal Rate Cutting Speed Tool Diameter 6 8 10 12 16 20
orkpiece (mm) (m/min) (mm)
mag ap<2D 5%%]?%@ 13000 11000 = 9500 8000 6500 5500
Alﬂg;/l: " 2e<0.5D 2007300 sttt Feed Rate 2500 3500 4500 5000 5500 6000
= (mm/min)
SA210-NR
fBEEAluminum Alloys—1&$%Slotting
TR YIHIE YIHIRE 7z
Workpi Removal Rate Cutting Speed Tool Diameter 6 8 10 12 16 20
orkpiece (mm) (m/min) (mm)
m mad ap<1.5D *’gi(iisrffged 11000 9500 8000 7500 6000 5000
Aluminium 200-300 AN
Alloys ae<1D ’&éﬁﬁﬁ /fﬁfrs Rate | 7000 2500 3000 4000 4500 5000

< RERARMEREBIFLART TR,

W N =

1. Use machine and holder with high rigidity .

w N

please adjust the speed, feed and cutting depth.

140 — GESAC

< ERIBIHIRE. e&RIEEEREE S ARRRAHS RE,
. EREZRVASKNERMGUTHAGITE, MRDVASKEK, MINZ~ERED, N, BELRREER, HOREMIRE,

. Adjust the speed, feed and cutting depth according to actual cutting condition.
« The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too long,

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

SA300RFIMM=EmE TS EMIILHT]

SA300 High Speed Endmills for Aluminum Alloys

o ERTFM=RAaSMENEEMT,

o BFRRITAERENENRES, TIRMTHEMEEN=25000RPM, G2.5
o XEBARERAE, MEMEIFNSIMERER,

o TRITHVEFILIHITIIRT, YIHIRRAS, RE T IMIMENIM
REE,

e Suitable for high speed machining of aerospace aluminium
alloy

® Special symmetry design and precision with balance
N=25000RPM , G2.5 good for high speed cutting

e Ultra-fine cemented carbide, EHance both wear resistance and
toughness

® Unique sharp cutting edges design, increasing cutting
efficiency and surface quality

ZZf5]: SA300-RN2 RFINMTEZEAR
Case: SA300-RN2 Machining of connection box

Cutting Method Cavity Finishing

YIRS

Cutting Depth ap=24 mm, ae=lmm

RABR AR
Cooling Method Emulsion

42

40

38

36

I =
NRES SA300-RN2-20030
Type
m
TIBAE D20*R3*24*60*110
Size
IR
Workpiece Material 7075
R .
Speed 23600rpm (1480m/min)
HERE .
Feed Rate 9000mm/min(0.19mm)/z)
T ARSI T PNIASE Tool Life (h)

GESAC AT
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SA300-S3 SA300-RN2

37K 27 KB A Sk
3 Flutes Square 2 Flutes Corner Radius with Reduced Neck
— ———— % : = :
St EESSN — NS T oS | ——
| )

Lc
L1
I

=i L [ L= Shs
e =R

S o sTieo oo
Ord é-il’-i?)r_l‘fg?code o Le L d Fig%? No. S]tiorc?k Ord é—il’-i?\lg?wde 2 g ke L d2 L d Fig?No. S'tio?cik
SA300-S3-06016 6 16 50 6 1 [ ) SA300-RN2-06002 6 0.2 10 20 5.5 60 6 1 o
SA300-S3-06016A 6 16 75 6 1 [ ) SA300-RN2-06002A 6 0.2 10 40 5.5 80 6 1 o
SA300-S3-08020 8 20 60 8 1 [ ) SA300-RN2-06010 6 1 10 20 5.5 60 6 1 o
SA300-S3-08025 8 25 75 8 1 o SA300-RN2-06010A 6 1 10 30 5.5 75 6 1 o
SA300-S3-10025 10 25 75 10 1 [ ) SA300-RN2-06010B 6 1 10 40 5.5 80 6 1 o
SA300-S3-12030 12 30 75 12 1 (] SA300-RN2-06020 6 2 10 20 5.5 60 6 1 o
SA300-S3-16036 16 36 100 16 1 (] SA300-RN2-06020A 6 2 10 40 5.5 80 6 1 o
SA300-S3-20038 20 38 100 20 1 (] SA300-RN2-08002 8 0.2 10 30 7.5 75 8 1 o
SA300-RN2-08002A 8 0.2 10 50 7.5 90 8 1 o
@FREETE Stock OFFE Available upon Order i D< /LB%TOI SA300-RN2-08010 3 | 0 30 o e 3 . °
pspsn o SA300-RN2-08010A 8 1 10 40 75 80 8 1 °
it mrm) SA300-RN2-08010B 8 1 10 50 7.5 90 8 1 °
SA300-RN2-08020 8 2 10 30 7.5 75 8 1 ([
SA300-RN2-08020A 8 2 10 50 7.5 90 8 1 [ J
SA300-RN2-10002 10 0.2 12 30 9.5 75 10 1 @
SA300-RN2-10002A 10 0.2 12 50 9.5 90 10 1 @
SA300-RN2-10010A 10 1 12 30 9.5 75 10 1 o
SA300-RN2-10010B 10 1 12 40 9.5 80 10 1 o
SA300-RN2-10010C 10 1 12 50 9.5 90 10 1 o
SA300-RN2-10020 10 2 12 30 9.5 75 10 1 o
@THEETF Stock OFFE Available upon Order D AETol
6<p<32 | §3
B fifunit (mm)
T 448} Workpiece Material T #4#4%} Workpiece Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
A A oA =.A : A A O.A. 5
Carsﬁoﬁms\tezlfgglloy Allgy%fgels Stain;r;e%fsﬁﬂteel Caijffon Aljﬂw?n‘iﬁm éﬁl(ﬂ) I:Ip%r GraEp%ite Ca rtf%iws:tezsﬁﬂlloy Allgly%feme ls s tai;ﬁ:fj'ﬂteel Caﬁﬁon Aljﬁw?n‘ihm é@ I:Ip%r Graphite
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
© O @) ©
O B®B&Most Suitable O iE&Suitable WYY B % P162 O ®3B&Most Suitable O & Suitable RTINS % P162
Recommended Cutting Data 3 P162 Recommended Cutting Data 3 P162
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SA300-RN2 SA300-RN2

27 KR A% 27K IR Ak
2 Flutes Corner Radius with Reduced Neck 2 Flutes Corner Radius with Reduced Neck
Q.
Q.
UT %li J%%f C.I Figl _ E!.I Q - ol é[ Figl MQ
W ! B | Lc ]W ‘ I :gﬁ
] ‘

‘ <= LU B <= LU
h6 Helix hé Helix

Ordé:rri%?iode D R Le L1 d2 L d Fig%? No. S%)?cik Ordg{i%g%lcode o 2 Le L d2 L d Figurf5 No. Sjtgcfk
SA300-RN2-10020A 10 2 12 50 9.5 90 10 1 o SA300-RN2-16010B 16 1 18 70 15.5 120 16 1 (]
SA300-RN2-10030 10 3 12 30 9.5 75 10 1 o SA300-RN2-16010C 16 1 18 80 15.5 130 16 1 {
SA300-RN2-10030A 10 3 12 40 9.5 80 10 1 o SA300-RN2-16020 16 2 18 60 15.5 110 16 1 ([ ]
SA300-RN2-10030B 10 3 12 50 9i5 90 10 1 o SA300-RN2-16030 16 3 18 50 15.5 100 16 1 ([ ]
SA300-RN2-12002 12 0.2 14 50 11.5 100 12 1 o SA300-RN2-16030A 16 3 18 60 15.5 110 16 1 ([ ]
SA300-RN2-12002A 12 0.2 14 70 11.5 120 12 1 o SA300-RN2-16030B 16 3 18 70 15.5 120 16 1 o
SA300-RN2-12010 12 1 14 40 11.5 90 12 1 o SA300-RN2-16030C 16 3 18 80 15.5 130 16 1 o
SA300-RN2-12010A 12 1 14 50 11.5 100 12 1 ([ SA300-RN2-16040 16 4 18 60 15.5 110 16 1 o
SA300-RN2-12010B 12 1 14 60 11.5 110 12 1 o SA300-RN2-16050 16 5 18 60 15.5 110 16 1 ([
SA300-RN2-12010C 12 1 14 70 115 120 12 1 [ J SA300-RN2-16050A 16 5 18 80 15.5 130 16 1 ([
SA300-RN2-12020 12 2 14 50 11.5 100 12 1 o SA300-RN2-20002 20 0.2 24 60 19 110 20 1 ([
SA300-RN2-12020A 12 2 14 70 11.5 120 12 1 (] SA300-RN2-20002A 20 0.2 24 80 19 130 20 1 o
SA300-RN2-12030 12 3 14 40 11.5 90 12 1 o SA300-RN2-20010 20 1 24 60 19 110 20 1 ([ ]
SA300-RN2-12030A 12 3 14 50 11.5 100 12 1 ([ J SA300-RN2-20010A 20 1 24 80 19 130 20 1 [ ]
SA300-RN2-12030B 12 3 14 60 11.5 110 12 1 o SA300-RN2-20010B 20 1 24 50 19 100 20 1 [ ]
SA300-RN2-12030C 12 3 14 70 11.5 120 12 1 ([ SA300-RN2-20010C 20 1 24 70 19 120 20 1 (]
SA300-RN2-16002 16 0.2 18 50 155 100 16 1 o SA300-RN2-20010D 20 1 24 90 19 140 20 1 (]
SA300-RN2-16002A 16 0.2 18 70 15 120 16 1 o SA300-RN2-20010E 20 1 24 100 19 150 20 1 o
SA300-RN2-16010 16 1 18 50 15.5 100 16 1 o SA300-RN2-20020 20 2 24 60 19 110 20 1 ([ ]
SA300-RN2-16010A 16 1 18 60 15.5 110 16 1 ([ ]

@imEETE Stock OFFE Available upon Order D AETol
@ITERETF Stock OFBFAE Available upon Order D AETol 6<D<32 S0
6<D<32 03 Z{iunit (mm)
Efiunit (mm)
T 448} Workpiece Material T #4#4%} Workpiece Material
P M K N P M K N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
. A€W SEW < BeE Has W, A€W AEW < BEE HEE
obonseclor Mot amesseel | cron AT e o oSty MOME  anessed | cron  AUDUT CopRe o
©) ©) ©) (©)
O SiE&Most Suitable O iE&Suitable WYY B % P162 O RiEEMost Suitable O iE&Suitable RTINS % P162
Recommended Cutting Data 3 P162 Recommended Cutting Data 3 P162
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SA300-RN2 SA300-RN3

ORI PS RUAESE ) PS
2 Flutes Corner Radius with Reduced Neck 3 Flutes Corner Radius with Reduced Neck
Z <
o e~ e N “Hl:@ﬁ e —_—
! L1 ‘ = W - Lc

- 01 U | - |
= O L =i L (L

Ordg'rri%g%ode D R Le L1 d2 L d Figf5 No. S{%ka Ordgi‘ﬂgg%::ode D R Le L1 d2 L d Fig? No. Srticfk
SA300-RN2-20030 20 3 24 60 19 110 20 1 (] SA300-RN3-06002 6 0.2 10 20 5.5 60 6 1 o
SA300-RN2-20030A 20 3 24 80 19 130 20 1 ([ SA300-RN3-06002A 6 0.2 10 40 5.5 80 6 1 o
SA300-RN2-20030B 20 3 24 50 19 100 20 1 ([ SA300-RN3-06010 6 1 10 20 5.5 60 6 1 o
SA300-RN2-20030C 20 3 24 70 19 120 20 1 ([ SA300-RN3-06010A 6 1 10 30 5.5 75 6 1 o
SA300-RN2-20030D 20 3 24 90 19 140 20 1 (] SA300-RN3-06010B 6 1 10 40 5.5 80 6 1 o
SA300-RN2-20030E 20 3 24 100 19 150 20 1 o SA300-RN3-06020 6 2 10 20 5.5 60 6 1 o
SA300-RN2-20040 20 4 24 60 19 110 20 1 ([ SA300-RN3-06020A 6 2 10 40 5.5 80 6 1 ([
SA300-RN2-20050 20 5 24 60 19 110 20 1 o SA300-RN3-08002 8 0.2 10 30 7.5 75 8 1 [ J
SA300-RN2-20050A 20 5 24 80 19 130 20 1 [ ] SA300-RN3-08002A 8 0.2 10 50 7.5 90 8 1 [ ]
SA300-RN2-20050B 20 5 24 100 19 150 20 1 (] SA300-RN3-08010 8 1 10 30 7.5 75 8 1 o
SA300-RN2-25010 25 1 30 80 24 135 25 1 o SA300-RN3-08010A 8 1 10 40 7.5 80 8 1 (]
SA300-RN2-25010A 25 1 30 100 24 155 25 1 o SA300-RN3-08010B 8 1 10 50 7.5 90 8 1 (]
SA300-RN2-25010B 25 1 30 125 24 180 25 1 o SA300-RN3-08020 8 2 10 30 7.5 75 8 1 o
SA300-RN2-25020 25 2 30 80 24 135 25 1 o SA300-RN3-08020A 8 2 10 50 7.5 90 8 1 o
SA300-RN2-25030 25 3 30 80 24 135 25 1 ([ SA300-RN3-10002 10 0.2 12 30 9.5 75 10 1 o
SA300-RN2-25030A 25 3 30 100 24 155 25 1 o SA300-RN3-10002A 10 0.2 12 50 9.5 90 10 1 o
SA300-RN2-25030B 25 3 30 125 24 180 25 1 [ ] SA300-RN3-10010 10 1 12 30 9.5 75 10 1 o
SA300-RN2-32030 32 3 40 100 31 163 32 1 (] SA300-RN3-10010A 10 1 12 40 9.5 80 10 1 o
SA300-RN2-32030A 32 3 40 120 31 183 32 1 ([ ] SA300-RN3-10010B 10 1 12 50 9.5 90 10 1 o

@FRfEREEF Stock OFEFAE Available upon Order D AZTol SA300-RN3-10020 10 2 12 30 9.5 = 10 ! ®
6<Ds32 S03 @REEEF Stock OFETARE Available upon Order D Ne
#{iunit (mm) 6<D<32 B03
E{unit (mm)
T #4448} Workpiece Material T ##4%} Workpiece Material
P M K N P M K N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
” PN N =P = RN, &% a3 =) Elr=y
Ca rgiﬁms\teafﬁ?-\l loy Al lgly%tgemels Stai ::ffﬂ teel Caisfﬁfon Alu?n?n‘i um gg I:Ip%r GraEp%ite Ca rtfﬁmstezsﬂﬂlloy All?y%feme ls Stai n;ﬁffws teel Cais%ﬁfon Aluﬁw?n‘i um ég I:Ip%r Grﬁ)%ite
steels<<35HRC <48HRC Alloys Alloys steels<<35HRC <48HRC Alloys Alloys
O O O (©)
O SiE&Most Suitable O iE&Suitable WYY B % P162 O RiEEMost Suitable O iE&Suitable RTINS % P162
Recommended Cutting Data 3 P162 Recommended Cutting Data 3 P162
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SA300-RN3 SA300-RN3

ARSI :PS 3ITNKIMEAA L
3 Flutes Corner Radius with Reduced Neck 3 Flutes Corner Radius with Reduced Neck

! !
W . W G
| e - U [ | e - U L [

Ordg-tl’-il:fg%(l:ode D R Le L1 d2 L d Fig?No. Srti?gk Ordgi%g%lcode D R Le L1 d2 L d Fig«;m5 No. S,tgorcik
SA300-RN3-10020A 10 2 12 50 9.5 90 10 1 (] SA300-RN3-16010B 16 1 18 70 155 120 16 1 o
SA300-RN3-10030 10 3 12 30 9.5 75 10 1 (] SA300-RN3-16010C 16 1 18 80 155 130 16 1 o
SA300-RN3-10030A 10 3 12 40 9.5 80 10 1 o SA300-RN3-16020 16 2 18 60 155 110 16 1 o
SA300-RN3-10030B 10 3 12 50 9.5 90 10 1 { SA300-RN3-16030 16 3 18 50 155 100 16 1 o
SA300-RN3-12002 12 0.2 14 50 11.5 100 12 1 o SA300-RN3-16030A 16 3 18 60 155 110 16 1 o
SA300-RN3-12002A 12 0.2 14 70 11.5 120 12 1 o SA300-RN3-16030B 16 3 18 70 155 120 16 1 o
SA300-RN3-12010 12 1 14 40 115 90 12 1 o SA300-RN3-16030C 16 3 18 80 155 130 16 1 o
SA300-RN3-12010A 12 1 14 50 115 100 12 1 o SA300-RN3-16040 16 4 18 60 155 110 16 1 o
SA300-RN3-12010B 12 1 14 60 115 110 12 1 o SA300-RN3-16050 16 5 18 60 155 110 16 1 o
SA300-RN3-12010C 12 1 14 70 115 120 12 1 o SA300-RN3-16050A 16 5 18 80 155 130 16 1 o
SA300-RN3-12020 12 2 14 50 115 100 12 1 o SA300-RN3-20002 20 0.2 24 60 19 110 20 1 o
SA300-RN3-12020A 12 2 14 70 115 115 12 1 o SA300-RN3-20002A 20 0.2 24 80 19 130 20 1 o
SA300-RN3-12030 12 3 14 40 115 90 12 1 o SA300-RN3-20010 20 1 24 60 19 110 20 1 o
SA300-RN3-12030A 12 3 14 50 115 100 12 1 o SA300-RN3-20010A 20 1 24 80 19 130 20 1 ()
SA300-RN3-12030B 12 3 14 60 115 110 12 1 o SA300-RN3-20010B 20 1 24 50 19 100 20 1 (]
SA300-RN3-12030C 12 3 14 70 11.5 120 12 1 o SA300-RN3-20010C 20 1 24 70 19 120 20 1 o
SA300-RN3-16002 16 0.2 18 50 155 100 16 1 o SA300-RN3-20010D 20 1 24 90 19 140 20 1 o
SA300-RN3-16002A 16 0.2 18 70 15.5 120 16 1 o SA300-RN3-20010E 20 1 24 100 19 150 20 1 o
SA300-RN3-16010 16 1 18 50 155 100 16 1 o SA300-RN3-20020 20 2 24 60 19 110 20 1 o
SA300-RN3-16010A 16 1 18 60 155 110 16 1 ([ ] SA300-RN3-20030 20 3 24 60 19 110 20 1 o

@THEETE Stock OFFIE Available upon Order D e @REETFE Stock OFFME Available upon Order D Nz
6<D<32 803 6<D<32 903
#{iunit (mm) E{iLunit (mm)
T #4448} Workpiece Material T ##4%} Workpiece Material
P M K N P M K N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
73 = = oo = R = & =P AP
Ca rggﬁﬂgteZlfial loy Al lgly%tgemels Stai ::ffﬂ teel Caijglfon Aljﬁ”n?n‘i um é’l(ﬂ) I:Ip%r GraEp%ite Ca rtfﬁms\teafﬂﬂlloy All?y%feme ls Stai n;ﬁffws teel Cais%ﬁfon Aljﬁw?n‘i um é@ I:Ip%r Graphite
steels<<35HRC <48HRC Alloys Alloys steels<<35HRC <48HRC Alloys Alloys
©) O O (©)
O SiE&Most Suitable O iE&Suitable WYY B % P162 O RiEEMost Suitable O iE&Suitable RTINS % P162
Recommended Cutting Data 3 P162 Recommended Cutting Data 3 P162
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SA300-RN3 SA300-BN2

ARSI :PS 27] K FEksk
3 Flutes Corner Radius with Reduced Neck 2 Flutes Ball Nose with Reduced Neck
‘7 <
- —~
: - ] —_— i

L1

8 3o L - mam| @Y |30 U
<mlad - UL [ |

‘ -t |- Lte |

OrdgiLr?;ode v s e U d2 L d Fige% o, | S ord gi‘ﬁtg%lcode D R Le L1 d2 L d Fig?No. &5
SA300-RN3-20030A 20 3 24 80 19 130 20 1 o SA300-BN2-06020 6 3 10 20 5.5 60 6 1 o
SA300-RN3-20030B 20 3 24 50 19 100 20 1 o SA300-BN2-06030 6 3 10 30 5.5 75 6 1 o
SA300-RN3-20030C 20 3 24 70 19 120 20 1 o SA300-BN2-08030 8 4 10 30 7.5 75 8 1 o
SA300-RN3-20030D 20 3 24 90 19 140 20 1 o SA300-BN2-08040 8 4 10 40 7.5 80 8 1 ([
SA300-RN3-20030E 20 3 24 100 19 150 20 1 o SA300-BN2-10030 10 5 12 30 9.5 75 10 1 ([
SA300-RN3-20040 20 4 24 60 19 110 20 1 [ ) SA300-BN2-10040 10 5 12 40 9.5 80 10 1 o
SA300-RN3-20050 20 5 24 60 19 110 20 1 o SA300-BN2-12040 12 6 14 40 11.5 90 12 1 (]
SA300-RN3-20050A 20 5 24 80 19 130 20 1 [ ) SA300-BN2-12050 12 6 14 50 11.5 100 12 1 o
SA300-RN3-20050B 20 5 24 100 19 150 20 1 [ ) SA300-BN2-16060 16 8 18 60 15.5 110 16 1 o
SA300-RN3-25010 25 1 30 80 24 135 25 1 o SA300-BN2-16070 16 8 18 70 15.5 120 16 1 o
SA300-RN3-25010A 25 1 30 100 24 155 25 1 o SA300-BN2-20060 20 10 24 60 19 110 20 1 o
SA300-RN3-25010B 25 1 30 125 24 180 25 1 o SA300-BN2-20080 20 10 24 80 19 130 20 1 o
SA300-RN3-25020 25 2 30 80 24 135 25 1 o
SA300-RN3-25030 25 3 30 80 24 135 25 1 P @FREETE Stock OFFE Available upon Order D :\§
SA300-RN3-25030A 25 3 30 100 24 155 25 1 ° PEPED | bea
SA300-RN3-25030B 25 3 30 125 24 180 25 1 ° it (mm)
SA300-RN3-32030 32 3 40 100 31 163 32 1 o
SA300-RN3-32030A 32 3 40 120 31 183 32 1 o

@THEETF Stock OZFEFE Available upon Order D Nz
6<p<32 | §43
#{unit (mm)
T #4448} Workpiece Material T ##4%} Workpiece Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
73 = = =S = RN, & = =P m
Ca rgiﬁmgteZlfial loy Al lgly%tgemels Stai jizfjﬁi teel Caijglfon Alu?n?n‘i um gg I:Ip%r GraEp%ite Ca rtfﬁimsteZIfgﬂAlloy Allgly%feme ls Stai n;ﬁffws teel Cais%ﬁfon Aluﬁw?n‘i um ég I:Ip%r Grg%ite
steels<35HRC <48HRC Alloys Alloys steels<<35HRC <48HRC Alloys Alloys
@) O @ ©
O SiE&Most Suitable O iE&Suitable WYY B % P162 O RiEEMost Suitable O iE&Suitable EEIMIBE % P163
Recommended Cutting Data 3 P162 Recommended Cutting Data 3 P163
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SA300-SF/WF e & miEm I LIk T]

SA300-SF/WFEndmills for High-speed and High-efficiency Aluminum

Machining

o EATM=REEMBNEESKINT;
o HMRTIEIZI, BEIBITERE;

o RATNERE, ENSEBREIHIIN;
o RILMILEN, KIBRLED;

°* BEETARE, BRLEKTIAS.

e Suitable for high-speed and high-efficiency machining of
aviation aluminum alloy materials.

e Vibration suppression tool is designed to keep the cutting
process stable at high speeds.

e Strengthen the tool and adapt to high removal rate
cutting situations.

® Optimize the internal cooling structure to achieve
effective cooling.

e Aluminum alloy coating is used to extent tool life.

N FHZ= 15
Case

RAEMIEEAE I T
Finishing of Aluminum Frame Side Wall

Nz FAZ= 15
Case

REfR¥EIN T

Finishing of Web Plate

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

TIRES
Cutting Tool

SA300-WF-RN6-25030A

TIEME
Specification

D25*R3*25*72*130*d25"D24

hnIatst
Workpiece Material

2024 (150HB)

L3S .
Speed 8000rpm (471m/min)
HRRE .
Feed Rate 6000mm/min (0.125mm/z)
PIEIAR E#
Cutting Method Face milling
IR E _ _ SA300-RN3 | )
Cutting Depth ap=lmm, ae=16mm
BHER L. 50 SA300-WF 96
Cooling Method Emulsion, External Cooling | | >
0 50 100

TIRES

Cutting Tool SA300-SF-RN4-12030A

TIEMAE

s D12*R3*48*62*100*d12*D11.5
Specification

MR
Processing Result

THREMEREELT,
HEXHESIT) TIERME KIERF
The surface roughness of the Workpiece
Material is good, and the efficiency is
greatly improved compared with that of
the traditional 3-edge cutter.

¥l EBRZEMaterial removal rate (cm®/min)

MIZRETXRERE, HERTHEER,
by e There is no normal vibration during the

Processing Result | process of machining, resulting in the bar

Specification meets the requirements.

mnIAel
Workpiece Material 7175 (150HB)
iR .
Speed 18000rpm (678m/min)
HEERE .
Feed Rate 3600mm/min (0.05mm/z)
TIEIA =3
Cutting Method Side milling
TIRE _ _
Cutting Depth ap=35mm, ae=0.3mm VaES
Conventional
RAAR AR SM% SA=E
Cooling Method Emulsion, External Cooling High Efficient
L1 rrtr1
0 5 10

PMI5ERBYIEProcessing time (h)
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SA300-SF-SN4 == SA300-SF-IC-SN4 =

A7) ENF 3k ATJRIMF L (RLREB)
4 Flutes with a long neck, Square-head 4 Flutes with a long neck, Square-head, Internal Coolant, Coating

S E=TIANNNY Fi
W | TN L e ]
. =gl = e P I
| : =R b : B A i
IT&RS E=s ETF T5s 5 PEAE
Ordering Code D Lc L1 d2 L d Figure No. Stock Ordering Code D Le L1 d2 L d Figure No. Stock
SA300-SF-SN4-06030 6 24 30 5.5 60 6 1 o SA300-SF-1C-SN4-12040 12 30 40 11.5 83 12 1 O
SA300-SF-SN4-08040 8 32 40 7.5 64 8 1 @ SA300-SF-1C-SN4-12062 12 48 62 11.5 100 12 1 O
SA300-SF-SN4-10050 10 40 50 9.5 80 10 1 [ J SA300-SF-1C-SN4-16051 16 40 51 15.5 93 16 1 O
SA300-SF-SN4-12040 12 30 40 11.5 83 12 1 ( } SA300-SF-1C-SN4-16082 16 64 82 15.5 125 16 1 O
SA300-SF-SN4-12062 12 48 62 11.5 100 12 1 [ } SA300-SF-1C-SN4-20063 20 50 63 19 108 20 1 O
SA300-SF-SN4-16051 16 40 51 15.5 93 16 1 [ ) SA300-SF-IC-SN4-200A2 20 80 102 19 150 20 1 O
SA300-SF-SN4-16082 16 64 82 15.5 125 16 1 ([
SA300-SF-SN4-20063 20 50 63 19 108 20 1 . @ ARETE Stock OFETRE Available upon Order D AETol
6<D<20 0.02
SA300-SF-SN4-200A2 20 80 102 19 150 20 1 ] 0.04
B{Unit(mm)
@A Stock OFEFARE Available upon Order D NETol
e<p<20 3%
B{IUnit(mm)
T #4#4%l Workpiece Material Material T ###4%} Workpiece Material Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
. SN AEW % B FaE B, SN CEZL 3 me WEE
Carbon steels. Alloy Alloy steels s .;IT%”%N l C %%;* Aluminium Copper GraE%ite Carbon steels. Alloy Alloy steels s .;T%”"m l C %f* Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys P steels<35HRC <48HRC tainless stee astlron Alloys Alloys P
O O
O SE&Most Suitable O iE&Suitable WELIHISH O P164 © #E&Most Suitable O 3E&Suitable RIS % PL64
Recommended Cutting Data 3 P164 Recommended Cutting Data % P164
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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

SA300-SF-RN4 =

AT) KB A3k
4 Flutes with a long neck, Corner Radius 4 Flutes with a long neck, Corner Radius

Lc
== =Rl O J <ot

SA300-SF-RN4 =

AT KFERAK

N o N e
Ord;ri:\g?Code o e ke Ly d2 L d Fig? No. S}tior?_k Ord:rIinmg%ode g g Le L d2 L d Fig?NO- Sjji??k

SA300-SF-RN4-12005 12 0.5 30 40 11.5 83 12 1 o SA300-SF-RN4-20030 20 3 50 63 19 108 20 1 o
SA300-SF-RN4-12020 12 2 30 40 11.5 83 12 1 o SA300-SF-RN4-20030A 20 3 80 102 19 150 20 1 o
SA300-SF-RN4-12020A 12 2 48 62 11.5 100 12 1 o SA300-SF-RN4-20040 20 4 50 63 19 108 20 1 o
SA300-SF-RN4-12030 12 3 30 40 11.5 83 12 1 o SA300-SF-RN4-20040A 20 4 80 102 19 150 20 1 ([
SA300-SF-RN4-12030A 12 3 48 62 11.5 100 12 1 o SA300-SF-RN4-20050 20 5 50 63 19 108 20 1 o
SA300-SF-RN4-12040 12 4 30 40 11.5 83 12 1 o SA300-SF-RN4-20050A 20 5 80 102 19 150 20 1 o
SA300-SF-RN4-12040A 12 4 48 62 115 100 12 1 o

SA300-SF-RN4-12050 12 5 30 40 11.5 83 12 1 Y @I AEEETF Stock OFTFRE Available upon Order D NZETol
SA300-SF-RN4-16020 16 2 40 51 155 93 16 1 ° esb<0 | 3%
SA300-SF-RN4-16020A 16 2 64 82 15.5 125 16 1 ( F{LZUnit(mm)
SA300-SF-RN4-16030 16 3 40 51 15.5 93 16 1 o
SA300-SF-RN4-16030A 16 3 64 82 15.5 125 16 1 o

SA300-SF-RN4-16040 16 4 40 51 15.5 93 16 1 o
SA300-SF-RN4-16040A 16 4 64 82 15.5 125 16 1 o

SA300-SF-RN4-16050 16 5 40 51 15.5 93 16 1 o

@1 EEETE Stock OFEFARE Available upon Order D A%ETol
6<D<20 802
EfUnit(mm)
T4#4% Workpiece Material Material T 4#1% Workpiece Material Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
" PN PN =N 5.4 : PN PN =P = A
Cartfféims\teglﬁialloy All(?y%tﬁemels Staina:lzf;ﬂsteel Cagsiﬁfon Alj?lﬁlniu m éﬂca) I:Ip%r GraEp%ite Ca rtﬁﬁims\tezlfgmAlloy Allomy%cig]e ls Stain;fiszmsteel C:fcil%rton Alj?rﬁlniu m C%E l:Ip%r GraEp%ite
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
@) @)

O ®i&AMost Suitable (O &ASuitable © &iE&Most Suitable () i&& Suitable

HEFLIHI S8 % P164
Recommended Cutting Data * P164

WIS % P164
Recommended Cutting Data ¢ P164
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SA300-SF-IC-RN4 = SA300-SF-IC-RN4 =

ATIKFEAL (RLRER) ATJKIMERBX (RLFRE)
4 Flutes with a long neck, Corner Radius, Internal Coolant, Coating 4 Flutes with a long neck, Corner Radius, Internal Coolant, Coating

Lo ¥

4
q Figl Figl
=l HI UL =ol-HI UL
h6 ek Helix L hé rich Helix
UHs BS  EF s BE A
Ordering Code D R Le L1 L2 L d Figure No. ~ Stock Ordering Code D R ke Ll d2 L d Figure No. ~ Stock
SA300-SF-IC-RN4-12005 12 0.5 30 40 115 83 12 1 O SA300-SF-IC-RN4-20030 20 3 50 63 19 108 20 1 [
SA300-SF-IC-RN4-12020 12 2 30 40 115 83 12 1 O SA300-SF-IC-RN4-20030A 20 3 80 102 19 150 20 1 o
SA300-SF-IC-RN4-12020A 12 2 48 62 115 100 12 1 O SA300-SF-IC-RN4-20040 20 4 50 63 19 108 20 1 O
SA300-SF-1C-RN4-12030 12 3 30 40 11.5 83 12 1 o SA300-SF-1C-RN4-20040A 20 4 80 102 19 150 20 1 O
SA300-SF-1C-RN4-12030A 12 3 48 62 11.5 100 12 1 o SA300-SF-IC-RN4-20050 20 5 50 63 19 108 20 1 O
SA300-SF-1C-RN4-12040 12 4 30 40 11.5 83 12 1 O SA300-SF-1C-RN4-20050A 20 5 80 102 19 150 20 1 O
SA300-SF-IC-RN4-12040A 12 4 48 62 11.5 100 12 1 O
SA300-SF-1C-RN4-12050 12 5 30 40 11.5 83 12 1 O @ITERETE Stock OFFE Available upon Order D NETol
-0.02
SA300-SF-IC-RN4-16020 16 2 40 51 15.5 93 16 1 O 6SDS20 | 00
SA300-SF-IC-RN4-16020A 16 2 64 82 15.5 125 16 1 O S{EUnit(mm)
SA300-SF-IC-RN4-16030 16 3 40 51 15.5 93 16 1 o
SA300-SF-IC-RN4-16030A 16 3 64 82 15.5 125 16 1 o
SA300-SF-IC-RN4-16040 16 4 40 51 155 93 16 1 O
SA300-SF-IC-RN4-16040A 16 4 64 82 155 125 16 1 O
SA300-SF-IC-RN4-16050 16 5 40 51 155 93 16 1 O
@1 EEETE Stock OFEFARE Available upon Order D A%ETol
6<p<20 3%
EfUnit(mm)
T ##1%l Workpiece Material Material T {#1%l Workpiece Material Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
Wi, a5 EEW = SES MEs . &M =k < oE AEs
Carbon steels. Alloy Alloy steels s _*l%ﬁw l c %%;* Aluminium Co l:Iper GraE%ite Carbon steels. Alloy Alloy steels St .Tiﬁm l c %Tﬁ Aluminium Co l:Iper GraE%te
steels<35HRC <48HRC tainless stee astlron Alloys Alloys P steels<35HRC <48HRC ainless stee astlron Alloys Alloys P
O @)
O B®iE&Most Suitable O i&&Suitable WYY B % P164 © miE&Most Suitable O iE&Suitable NS % P164
Recommended Cutting Data % P164 Recommended Cutting Data 3 P164
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SA300-WF-RN6 = SA300-WF-IC-RN6 =

67K INE Ak 67 KIMERAX (RRLFRE)
6 Flutes with a long neck, Corner Radius 6 Flutes with a long neck, Corner Radius, Internal Coolant, Coating
< < ~
e I N AT ] N .
Lle ] W [Le |
L1 L1
: =AY L | : a9

TS Bs  EE RS S
Ordering Code D R Le L1 d2 L d Figure No. Stock Ordering Code D R Le L1 d2 L d Figure No.  Stock
SA300-WF-RN6-16030 16 3 16 42 15.5 92 16 1 o SA300-WF-IC-RN6-16030 16 3 16 42 15.5 92 16 1 O
SA300-WF-RN6-16030A 16 3 16 65 15.5 115 16 1 o SA300-WF-IC-RN6-16030A 16 3 16 65 15.5 115 16 1 o
SA300-WF-RN6-16040 16 4 16 65 15.5 115 16 1 o SA300-WF-IC-RN6-16040 16 4 16 65 15.5 115 16 1 O
SA300-WF-RN6-20030 20 3 20 52 19 104 20 1 o SA300-WF-IC-RN6-20030 20 3 20 52 19 104 20 1 o
SA300-WF-RN6-20030A 20 3 20 73 19 125 20 1 o SA300-WF-IC-RN6-20030A 20 3 20 73 19 125 20 1 o
SA300-WF-RN6-20040 20 4 20 73 19 125 20 1 o SA300-WF-IC-RN6-20040 20 4 20 73 19 125 20 1 O
SA300-WF-RN6-25030 25 3 25 52 24 110 25 1 [ ) SA300-WF-IC-RN6-25030 25 3 25 52 24 110 25 1 o
SA300-WF-RN6-25030A 25 3 25 72 24 130 25 1 () SA300-WF-IC-RN6-25030A 25 3 25 72 24 130 25 1 o
SA300-WF-RN6-25030B 25 3 25 92 24 150 25 1 [ ) SA300-WF-IC-RN6-25030B 25 3 25 92 24 150 25 1 o
SA300-WF-RN6-25040 25 4 25 72 24 130 25 1 o SA300-WF-IC-RN6-25040 25 4 25 72 24 130 25 1 O
@ ERETE Stock OFEFAE Available upon Order D NETol @1 ARETZ Stock OFEFRE Available upon Order D NETol

l6<p<2s | 002 1e<p<2s | 002

B{IUnit(mm) B IUnit(mm)

T{4## Workpiece Material Material T {4448l Workpiece Material Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
mW. €W AT < $BEE Has . 52N aEW <t Bas fHas
Carbon steels. Alloy Alloy steels St .Tﬁim l C %if Alu m?nium Co I:Iper Gr?%te Carbon steels. Alloy Alloy steels St .ZF”%N,[ l c %Iﬁ Alu?n?nium Co I:Iper Gr?%ite
steels<<35HRC <48HRC ainless stee astlron Alloys Alloys P steels<35HRC <48HRC ainiess stee astlron Alloys Alloys P
©) (©)
O ®3E&Most Suitable O & Suitable YIS % P164 O mE&Most Suitable O & Suitable R IEIBE % P164
Recommended Cutting Data 3 P164 Recommended Cutting Data % P164
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IS

Recommended Cutting Data

SA300-RN2
A& EAluminum Alloys—l#£Side Milling

CUTTING TOOLS FOR AEROSPACE

TS

Recommended Cutting Data

SA300-S3/RN3

Rz fAaEAluminum Alloy—#&%%Slotting

CUTTING TOOLS FOR AEROSPACE |

=R TIEI TR

TIHIE YIHIRE 7
Tt Cutting Depth  Cutting Speed  Tool Diameter 6 8 10 12 16 20 25 32
(mm) (m/min) (mm)
B&ST075, 7050% | ap<0.15D ses gﬁ?ﬁ_‘ffd 8000 | 10000 12000 15000 15000 | 15000 12000 10000
Aluminum alloy s
~ 485
7075,7050, etc ae<04p | (1907949) ﬁ"'(’fﬁ';emﬁﬂfate 1600 = 2000 3600 & 4500 @ 4500 4500 4800 = 4800
SA300-RN2
=& EAluminum Alloy——&%tSlotting
TIHIE YIHIRE 7F
Tt Cutting Depth  Cutting Speed  Tool Diameter 6 8 10 12 16 20 25 32
(mm) (m/min) (mm)
B&ST075, 7050%  ap<0.1D 65 $§E?§_?fd 8000 10000 12000 15000 | 15000 K 15000 12000 10000
Aluminum alloy .
~ 463
7075,7050, etc ae=1D (150~945) ﬁ"'(’fﬁjﬁﬁﬂfate 1200 | 1600 = 3000 = 4000 4000 4000 4000 = 4000
SA300-S3/RN3
fn=Ra:Aluminum Alloy—1ll#k Side Milling
IHIE YIHIRE 77
Tt Cutting Depth  Cutting Speed ~ Tool Diameter 6 8 10 12 16 20 25 32
(mm) (m/min) (mm)
$84$7075, 7050% = ap<0.15D ses %ﬁ‘rﬁ’f)ed 8000 | 10000 12000 | 15000 15000 | 15000 12000 | 10000
Aluminum alloy
> s
7075,7050, etc se<04p (190794 ’&'“(’fq’fqireneiﬂfate 2000 2500 5000 @ 6000 | 6000 6000 6400 = 6400

1. $7JESRES, 7IERRYRRBEEIEHITE0.005mmEL T,

2. EERANEREHVRMTIR,

3. IBIRIEIEIRE., IRENIMEEERAE SR RRNH AR,

4, PRERBTIARKAERIGUTHAGITN, MRDAR/KIK, MINZ~ERE, Y, BELFREE, #AREMIRE,

1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.005mm.

2. Please pay attention to use machine and holder with high rigidity .

3. Please adjust the speed, feed and cutting depth according to actual cutting conditions.

4. The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.

162 — GESAC

IHIE PIHIERE 71
Tt Cutting Depth | Cutting Speed ~ Tool Diameter 6 8 10 12 16 20 25 32
(mm) (m/min) (mm)
m 5447075, 7050% ~ ap<0.1D ses 5‘§(i§15h’1’,$)ed 8000 | 10000 | 12000 15000 15000 15000 12000 10000
Aluminum alloy . A
7075,7050, etc aes1p | (1507~949) mEEFeedRate 100 000 | 4200 5400 5400 5400 5800 5800
(mm/min)
SA300-BN2
fi=RaEAluminum Alloy— AU EEProfiling
IHIE PIHIEE 71
Tt Cutting Depth  Cutting Speed ~ Tool Diameter 6 8 10 12 16 20
(mm) (m/min) (mm)
m $94€7075, 7050% = ap<0.4D 65 %ﬁsiﬁffd 8000 10000 12000 | 15000 = 15000 = 15000
Aluminum alloy . TV
7075,7050, etc ae<oqp =~ \IOVOMS) iEEMFeedRate 1500 1600 | 2000 2400 2400 | 2400
(mm/min)
1. SRS, 7)EMEMBKENERITE0.005mm LT,
2. EEARIMRSBIHRF TR
3. BIRIBYIHIRE. RENIEFER S Y ARERN AL RE,
4, ERZRBTABKAERIGBLUTHRASITH, MRDASKEK, MINS4ERED, L, BEYRARER, HAREMITRE.
1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.005mm.
2. Please pay attention to use machine and holder with high rigidity .
3. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
4. The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
GESAC _ 163
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HEE LTI B ST210sAE &= 4RI Tk 7]

Recommended Cutting Data ST210 Endmills for High Performance Machining of Titanium Alloys
SA300-SF/SF-IC
fBEEAluminum Alloys—Mi#tSide Milling o BRTFHEEME (TAT. TC4, TC18) RAFFMIEIBMAENT;

o RENE. AFRE, BRUNFURMLSE, EENNIRERE;

T o ROEMEAIET, NOBRES, FUSIEETNMNT;

; YIRIEE & = . Wil A
Ttk Removal " g o RFMIMIMEZRENR, EKNTIETHIZE .
Workpiece Material Bl Cu?rlr?/gm Sig)eed Tool(lr)T:Ia‘nn;eter 6 8 10 12 16 20 P
i) e Suitable for high performance machining of titanium alloys

Aluminium 200~1150

m falnkd ap<4D %J(Bﬁiwisr??)ed 12000 | 13000 | 14000 | 16000 | 17000 | 18000 (TA7. TC4. TC18) and stainless steel.

Alloys 20<05 i&éﬁgﬁ%/ﬁsﬁ:ﬂ) Rate| gq0 3190 3360 3840 2080 4320 e Unequal division, unequal helix, effectively improved anti-
vibration performance, higher surface quality.
e Eccentric arc relief angle design improves edge strength and
guarantees surface quality.
SﬁiOO_WF/WF_IC . - e Special body for hard working materials, ensures longer tool life.
BaEAluminum Alloys—lI8tSide Milling
M .
. LR 7&
I.#Mﬁ . senovel Cutting Speed  Tool Diameter 16 20 25
Workpiece Material Rate (m/rmin) (mm)
(mm)
Eae ap<2 ﬁﬁﬁﬂged 17000 20000 22000
Aluminium 850~1750 SHAA R Feed R . I
Alloys 2e<0.7D e g ate 10200 12000 13200 22 ST210-S4MEstAEMNT
Case: ST210-S4 Slotting of TC4
JARS
-S4~ VB
L. VRS, TSRS 005mm LT Type ST210-54-12030 {mm)
2. IEERNIMERE MR TR, 0.55
3. IEIRIBIHIRE. ISENIEEERANE SRR RN AR E, 0.5
4, LRBERDIASKNERIMEUTNFAHITN, NRIARKIK, MINZFEERD, N, HELEERE, HARENRE, n%iﬂﬂ% D12*30*75*d12 0(;‘2 —o— GESAC —+— A/AT] A
1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.005mm. ze 0.35 //
2. Please pay attention to use machine and holder with high rigidity . 0.3 7
3. Please adjust the speed, feed and cutting depth according to actual cutting conditions. T A 0.25 7
4. The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too long, Workpiece Material TC4 0.2 7
please adjust the speed, feed and cutting depth. p 0.15 7/
0.1
P 0.05- p—A e
Speed 1592RPM (60m/min) 0 —o——
pee 0 4 10 14 18 22 26 30
IHIBEEE (m)
BEARE . ;
Fle‘éﬁlfie 318mm/min (0.05mm/2) Cutting length
TIHIA R g
Cutting Method Slotting
TIRE

Cutting Depth ap=4mm, ae=12mm

RAHIH ARk SN2 "
Coolling Method Emulsion, Externz;l Cooling Aﬁ:?fﬂig:g’am
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ST210-S4

LIRSS
4 Flutes Square

of
N et

CUTTING TOOLS FOR AEROSPACE

Figl “I' I" II |I||I .‘ ﬁ
L
7 — @q e - >~ sl [
f ! —CymEp
‘ Lc ne l m
L
iT5RS ES ETF
Ordering code D Le L d Figure No. Stock
ST210-S4-02006 2 50 4 1 [ )
ST210-S4-02506 2.5 50 4 1 [ )
ST210-S4-03009 3 9 50 4 1 [ )
ST210-S4-03510 3.5 10 50 4 1 [ )
ST210-S4-04011 4 11 50 4 2 [ )
ST210-S4-04511 4.5 11 50 6 1 (]
ST210-S4-05013 13 50 6 1 ([ ]
ST210-S4-06016 16 50 6 2 ([
ST210-S4-08020 20 60 8 2 ([
ST210-S4-10025 10 25 72 10 2 o
ST210-S4-12030 12 30 75 12 2 o
ST210-S4-14032 14 32 80 14 2 o
ST210-S4-16036 16 36 100 16 2 o
ST210-S4-20045 20 45 100 20 2 o
@ITERETF Stock OFFAE Available upon Order D N
D<6 0
0.02
6<D<16 803
D>16 804
4L (mm)
T ##44#} Workpiece Materia
1234 5 123 123 4
Wi, a&W aEW < ex =g A N
Carbon steels. Alloy Alloy steels st .Z[%”mt | 'E”";‘:'Aﬁ Tit %t = %“
steels<35HRC <48HRC ainless stee Itanium Atloys
O O © O @)

© SRiE&Most Suitable

166 — GESAC

O &&Suitable

HETHI S % P174
Recommended Cutting Data 3 P174

ST210-R4

47]E Ak

4 Flutes Corner Radius

CUTTING TOOLS FOR AEROSPACE |

=R TIEI TR

: <
o o Fm l : N
Lc
= <
= =ob-E ULl
Le " [ >~
L
Ordg{ifg%cl:ode b R Le L d Fig%l‘f5 No. S,tgcﬁk
ST210-R4-02002 2 0.2 50 4 1 ([
ST210-R4-03003 3 0.3 50 4 1 ([
ST210-R4-03005 3 0.5 50 4 1 o
ST210-R4-04003 4 0.3 11 50 4 2 ([
ST210-R4-04005 4 0.5 11 50 4 2 ([
ST210-R4-04010 4 1 11 50 4 2 ([
ST210-R4-05005 5 0.5 13 50 6 1 o
ST210-R4-06005 6 0.5 16 50 6 2 o
ST210-R4-06010 6 1 16 50 6 2 o
ST210-R4-08005 8 0.5 20 60 8 2 o
ST210-R4-08010 8 1 20 60 8 2 ([
ST210-R4-10005 10 0.5 25 72 10 2 ([
ST210-R4-10010 10 1 25 72 10 2 [
ST210-R4-10020 10 25 72 10 2 ([
ST210-R4-10030 10 25 72 10 2 o
ST210-R4-12005 12 0.5 30 75 12 2 o
ST210-R4-12010 12 1 30 75 12 2 (]
@R EETF Stock OFFARE Available upon Order D ne
D<6 802
6<D<16 803
D>16 804
B{i (mm)
T 4#4%l Workpiece Materia
P M S
1234 5 123 123 4
i = = s
Cartfifims:tegsﬁf\lloy AIISy%t-ﬁemels Stainzszﬂsteel ,%I-IIFI;EA Tita rﬁiﬁ%ﬂoys
steels<35HRC <48HRC
O O © O ©

© RiEAMost Suitable

O &&Suitable

HEFEIHI S % P174

Recommended Cutting Data 3 P174
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ST210-R4

A7T)E Ak
4 Flutes Corner Radius

CUTTING TOOLS FOR AEROSPACE

AT IE 3k

ST210-RN4

CUTTING TOOLS FOR AEROSPACE

4 Flutes Corner Radius with Reduced Neck

| M=MXRTHIIA

@
[
L1
L
=g S e [ | =g ] S [
Ordgi%g%lcode D R Le L d Fig?No. S,?cf?_k Ordgifg’j::ode D R Le L1 d2 L d Fig? No. S%)rc?k
ST210-R4-12020 12 2 30 75 12 2 [ ] ST210-RN4-06005 6 0.5 12 18 5.4 60 6 1 ([
ST210-R4-12030 12 3 30 75 12 2 ( ] ST210-RN4-06010 6 1 12 18 5.4 60 6 1 o
ST210-R4-16005 16 0.5 36 100 16 2 [ ] ST210-RN4-08005 8 0.5 16 25 1.4 75 8 1 o
ST210-R4-16010 16 1 36 100 16 2 ( ] ST210-RN4-08010 8 1 16 25 7.4 75 8 1 o
ST210-R4-16020 16 2 36 100 16 2 [ ] ST210-RN4-10005 10 0.5 20 30 9.4 75 10 1 o
ST210-R4-16030 16 3 36 100 16 2 ( ] ST210-RN4-10005A 10 0.5 30 50 9.4 90 10 1 ([
ST210-R4-16040 16 4 36 100 16 2 [ J ST210-RN4-10010 10 1 20 30 9.4 75 10 1 o
ST210-R4-16050 16 5 36 100 16 2 ( J ST210-RN4-10010A 10 1 30 50 9.4 90 10 1 (]
ST210-R4-20005 20 0.5 45 100 20 2 [ J ST210-RN4-10020 10 2 20 30 9.4 75 10 1 o
ST210-R4-20010 20 1 45 100 20 2 ( } ST210-RN4-10020A 10 2 30 50 9.4 90 10 1 @
ST210-R4-20020 20 2 45 100 20 2 o ST210-RN4-10030 10 3 20 30 9.4 75 10 1 [ )
ST210-R4-20030 20 3 45 100 20 2 [ ] ST210-RN4-10030A 10 3 30 50 9.4 90 10 1 o
ST210-R4-20040 20 4 45 100 20 2 [ ] ST210-RN4-10030B 10 3 30 60 9.4 100 10 1 [ )
ST210-R4-20050 20 5 45 100 20 2 [ } ST210-RN4-10030C 10 3 30 40 9.4 90 10 1 o
ST210-RN4-12005 12 0.5 24 40 11.4 90 12 1 o
@1mEETF Stock OFFIE Available upon Order D N

<16 _8.03 ST210-RN4-12005A 12 0.5 24 50 11.4 100 12 1 o
oo16 .8 o ST210-RN4-12010 12 1 24 40 11.4 90 12 1 o
s'lé{'ﬁ (o) ST210-RN4-12010A 12 1 24 50 11.4 100 12 1 ([
ST210-RN4-12020 12 2 24 40 114 90 12 1 o
ST210-RN4-12020A 12 2 24 50 114 100 12 1 o
@FRAERETF Stock OFFE Available upon Order NE
D<16 $os

B (mm)

T %#4%} Workpiece Materia T #1% Workpiece Materia
P M B P M H
1234 5 123 123 4 1234 5 123 123 4
PN P P PN
Ca rt;ﬁoims\teglfgmAlloy Allc?y%femels Stain;f?:ffﬂsteel '%'"?{é/_\ﬁ Ti tan%iifji%llo s Cartfﬁfims\tegsﬁ?-\lloy All(?y%flemels St ZT%*&%‘N teel %ﬁ‘ig Tit %.K%%“
steels<35HRC <48HRC Y steels <35HRC <48HRC ainiess stee ttanium Afoys
O O © O @) O O © O ©

© SRiE&Most Suitable

168 — GESAC

O &&Suitable

HETHI S % P174

Recommended Cutting Data 3 P174

© RiEAMost Suitable

O &&Suitable

HEFEIHI S % P174

Recommended Cutting Data 3 P174
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=R TIEI TR

f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

ST210-RN4

AT KR Ak
4 Flutes Corner Radius with Reduced Neck

j
s =

ST210-RN4

AT KR Ak
4 Flutes Corner Radius with Reduced Neck

)
i

= =
L1 L1
‘ S ‘ L
Ord -et?’-i‘ﬁtg%;:ode D R Le L1 d2 L d Fig%?No. S%)??k Ordé]r-iLr_]‘Eg%lcode D R Le L1 d2 L d Fig? No. Stﬁo?c;k
ST210-RN4-12030A 12 3 24 40 11.4 90 12 1 o ST210-RN4-16050C 16 5 32 80 15.4 130 16 1 o
ST210-RN4-12030B 12 3 36 50 11.4 100 12 1 [ ) ST210-RN4-20005 20 0.5 40 60 19.4 110 20 1 o
ST210-RN4-12030C 12 3 36 60 114 110 12 1 [ ) ST210-RN4-20005A 20 0.5 40 80 19.4 130 20 1 o
ST210-RN4-16005 16 0.5 32 50 15.4 100 16 1 o ST210-RN4-20010 20 1 40 60 19.4 110 20 1 o
ST210-RN4-16005A 16 0.5 32 60 15.4 110 16 1 [ ) ST210-RN4-20010A 20 1 40 80 19.4 130 20 1 o
ST210-RN4-16010 16 1 32 50 15.4 100 16 1 o ST210-RN4-20010B 20 1 40 70 19.4 120 20 1 o
ST210-RN4-16010A 16 1 32 70 15.4 120 16 1 o ST210-RN4-20010C 20 1 40 100 19.4 150 20 1 o
ST210-RN4-16010B 16 1 32 80 15.4 130 16 1 ( } ST210-RN4-20020 20 2 40 60 19.4 110 20 1 o
ST210-RN4-16010C 16 1 32 60 15.4 110 16 1 o ST210-RN4-20020A 20 2 40 80 19.4 130 20 1 [ )
ST210-RN4-16020 16 2 32 50 15.4 100 16 1 o ST210-RN4-20030 20 3 40 60 19.4 110 20 1 o
ST210-RN4-16020A 16 2 32 60 15.4 110 16 1 o ST210-RN4-20030A 20 3 40 80 19.4 130 20 1 [ )
ST210-RN4-16030 16 3 32 50 15.4 100 16 1 o ST210-RN4-20030B 20 3 40 100 19.4 150 20 1 o
ST210-RN4-16030A 16 3 32 70 15.4 120 16 1 o ST210-RN4-20030C 20 3 40 70 19.4 120 20 1 [ )
ST210-RN4-16030B 16 3 32 80 15.4 130 16 1 o ST210-RN4-20040 20 4 40 60 19.4 110 20 1 o
ST210-RN4-16030C 16 3 32 60 15.4 110 16 1 o ST210-RN4-20040A 20 4 40 80 19.4 130 20 1 (]
ST210-RN4-16040 16 4 32 50 15.4 100 16 1 o ST210-RN4-20050 20 5 40 60 19.4 110 20 1 o
ST210-RN4-16040A 16 4 32 60 15.4 110 16 1 o ST210-RN4-20050A 20 5 40 80 19.4 130 20 1 o
ST210-RN4-16050 16 5 32 50 15.4 100 16 1 o ST210-RN4-20050B 20 5 40 100 19.4 150 20 1 o
ST210-RN4-16050A 16 5 32 60 15.4 110 16 1 o ST210-RN4-20050C 20 5 40 70 19.4 120 20 1 o
ST210-RN4-16050B 16 5 32 70 154 120 16 1 ([
@FRAERETF Stock OFFE Available upon Order ne
@I EETE Stock OFETRRE Available upon Order ne D<16 8 03
D<16 303 D>16 o4
D>16 804 &4 (mm)
B4 (mm)
T ##44#} Workpiece Materia T #44#} Workpiece Material
P M S| P M S|
1234 5 123 123 4 1234 5 123 123 4
M. &M aEW <ok =g A N M. &M AEW ek =aa &
Carbonstees, Aoy Aly stees Stinlonstel ity Titanium Aloys Carbonsteels, Aloy Aoy teels Stinios stel g Titanium Aloys
O O © O @) O O © O ©

© SRiE&Most Suitable

170 — GESAC

O &&Suitable

HEFEIHI S % P174

Recommended Cutting Data 3 P174

© RiEAMost Suitable

O 3&&Suitable

HEFEIHI S % P174

Recommended Cutting Data 3 P174
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ST210-RLS5

571K TIE Rk
5 Long Flutes Corner Radius

;

‘ Lc

= Ry S L

IT5RS Es ETF
Ordering code D R Le L d Figure No. Stock
ST210-RL5-16005 16 0.5 48 100 16 1 ([ J
ST210-RL5-16005A 16 0.5 80 130 16 1 [ ]
ST210-RL5-200005 20 0.5 60 110 20 1 [ ]
ST210-RL5-200005A 20 0.5 100 150 20 1 (]
ST210-RL5-25005 25 0.5 75 155 25 1 [ ]
ST210-RL5-25005A 25 0.5 125 205 25 1 (]
@1 EE Stock OFFAE Available upon Order D N
D<16 303
D>16 s
BAL (mm)
T ##44#} Workpiece Materia
1234 5 123 123 4
. €W AEW < ex PN N
Carbon steels. Alloy Alloy steels st .Z[%”mt | EJI-IEQEA Tit HE %“
steels<35HRC <48HRC ainiess stee Itanium Afloys
O O © O ©)

© B&E&Most Suitable ) i&&Suitable

172 _ GESAC

HEFFLIHI S % P175
Recommended Cutting Data % P175

ST210-B4

47]Ekk
4 Flutes Ball Nose

=

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

Figl
Lc
L
g
=== tit =f9)-H1 Une
‘ Le hé Helix || Ballnose
L
i8S ES 3
Orderiﬁg code D R Le L d Figure No. Stock
ST210-B4-02004 2 1 4 50 6 1 o
ST210-B4-03006 B 1.5 6 50 6 1 o
ST210-B4-04008 4 2 50 6 1 ([
ST210-B4-05010 5 2.5 10 50 6 1 ([
ST210-B4-06012 6 3 12 50 6 2 o
ST210-B4-08014 8 4 14 60 8 2 o
ST210-B4-10018 10 5 18 75 10 2 o
ST210-B4-12022 12 6 22 75 12 2 @
ST210-B4-16030 16 8 30 100 16 2 @
ST210-B4-20038 20 10 38 100 20 2 @
@ITEETF Stock OFBFAE Available upon Order ne
R>1 +0.02
B (mm)
T #44#} Workpiece Material
1234 5 123 123 4
M. &M AEW <ok =g A &
Carbon steels. Alloy Alloy steels St 'Tiﬁmt l EJI-/IEI;SA Tit ﬁ ':'%“
steels<35HRC <48HRC ainiess stee itanium Afloys
O O © O ©

© B&E&Most Suitable () i&&Suitable

HEFFIHI S % P1T5
Recommended Cutting Data 3 P175
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HEF IS

Recommended Cutting Data

CUTTING TOOLS FOR AEROSPACE

ST210—S4. R4. RN4
£K& = Titanium Alloys —— I8t Side Milling

— vHE e nE
Workpiece Material cunzrr]ngn?)epth Cutét:/ng]Si;r::?ed Tool(lsqligeter 2 3 4 5 6 8 10 12 16 20
ap<1.5D %(’isirﬁ’f)‘-‘d 9555 6370 4780 3820 3185 2390 1910 1590 1195 & 955
sas 60
- - HERIRE Feed
E Titanium Alloy | < 05p  (407100) Rate 380 305 285 305 320 335 345 350 310 305
(mm/min)
ap<1.5D %(ﬁ?ﬁf)ed 12740 8490 6370 5095 4245 | 3185 2545 | 2020 1590 1275
80
M ; - #HeREFeed
Stainless Steel | go5p  (607110) Rate 760 575 510 510 510 510 @ 510 485 | 445 | 430
(mm/min)
ST210-S4. R4. RN4
K& Titanium Alloys — 1% Slotting
—— mRE M N
Workpiece Material Cunérll%n?)epth Cutt(l:qg/;pi)sed Tool(gqlerlnr?eter 2 3 4 5 6 8 10 12 16 20
ap<1D ¥ilSpeed | 370 4245 3185 2545 2120 1500 1270 1060 795 = 635
shae 40 (min1)
Titanium Alloy (30~60) | HAEEFeed
ae<1D Rate 255 200 190 170 @ 170 190 @ 200 & 210 190 & 190
(mm/min)
ap<1D ngq?rﬁ’ffd 9555 6370 4775 3820 3185 2390 1910 | 1590 1195 & 955
M Stai:lffjlxéteel (506~070) AR EFeed
ae<1D Rate 380 305 285 305 320 335 345 | 350 | 310 305
(mm/min)

174 _ GESAC

CUTTING TOOLS FOR AEROSPACE

HEF IS

Recommended Cutting Data

ST210—RL5
£K& = Titanium Alloys — I8t Side Milling

=R TIEI TR

TR tJJ%TEdE ) LIHIERE ; IUJE
P : Cuttingdepth = Cutting Spee Tool Diameter 16 20 25
Workpiece Material i) (m/min) (mm)
" %R Speed
B Hae ap<0.7*Lc 50 (min-) 980 780 620
Titanium Alloy (40-60) #H4HEFeed Rate
2e<0.1D (mm/min) 390 370 300
&E: LeATIATIK,
1. BERNIMREHNR, BICRAEDSHEI TR,
2. BHIRE\EFMIIR. RENESERAE Y FEERMHARE,
1. Pls pay attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditions.
ST210-B4
K& Titanium Alloys — {AH28E Profiling
TR OIRE HIHIRE 72
Workpiece Material Cuttzrr:]gn?)epth Cut(tl:/gmsigﬁed TOOI(?r:?nn;eter 2 3 4 5 6 8 10 12 16 20
ap<0.2D gg(iquiﬁffd 8000 = 6300 5580 @ 4500 | 3715 2785 2230 @ 1860 | 1390 1120
s o o mn
" N ~ fniR /=
TitaniumAlloy o <o3p | (6080) (Feed Rele | 800 | 1000 | 1000 | 800 | 670 | 610 | 535 | 480 | 445 | 360
mm/min

1. BE7DECREY, 7IEBAYIZABRENEHIFE0.0ImmELT,
2. EEANIMERSHIVR IR,
3. IBRIETIEIRE. IRENIEFIERAE SRR ERNHARE,

’

4, LRERBINASKANERMEUTHAGNTN, WRDASKIK, MINZ=ERED, kY, FEYEERR, #HARENTIRE,

1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.01mm.
2. Pls pay attention to use machine and holder with high rigidity .
3. Please adjust the speed,feed and cutting depth according to actual cutting conditions.

4. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please

adjust the speed,feed and cutting depth.
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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

US260:@8AAHEIWIN TILHET]

US260 Endmills for General Machining of Stainless Steel

US260-SS4A =

4 T)RET] K
4 Short Flutes, Square

of
{Jﬂi - %&\ QH

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

Figl
o EATFTAFEM (<380HB) AYFAMI. #EMT; L
e XAMENTNEREGFNARIE, RAMAMITAEM NS IE T — )
e e - =g L U
o ERTRRPHAINT, EEE. M. &S (ap<0.1D) ; ‘ e o l =
o TS, KLBNLEN A, L
e Suitable for roughing and finishing machining of stainless N & .
steel (<380HB). Orderirp11g Code D Le L d Figure No. Stock
® Using excellent substrate and coating technology, improving :
anti-collapse of roughing and wear resistance of finishing, and US260-554A-01002 1 2 50 4 1 d
longer tool life. \ US260-SS4A -01502 15 2.5 50 4 1 ()
e Suitable for high speed and high feed processing, face milling, US260-SS4A -01503 1.5 3 50 4 1 [ ]
side milling and shallow slot milling(ap=<0.1D). ‘ US260-SS4A -02004 3) 4 50 4 1 o
e |t is recommended to adopt oil cooling and water cooling. US260-SS4A -03003 3 3 50 4 1 P
US260-SS4A -03006 3 6 50 4 1 ([ J
US260-SS4A -04006 4 6 50 4 2 [ J
US260-SS4A -06006 6 6 50 6 2 ([ J
US260-SS4A -06010 6 10 50 6 2 [ J
US260-SS4A -08015 8 15 60 8 2 (]
US260-SS4A 10015 10 15 50 10 2 [
US260-SS4A -12015 12 15 50 12 2 o
US260-SS4A-16024 16 24 100 16 2 o
US260-SS4A-20030 20 30 100 20 2 o
@ iTAEETF Stock O FHFAE Available upon Order nE
2 Tolerance
D<12 S
D>12 Soa
B{iunit (mm)
T ##4%} Workpiece Material
1234 5 123 123 123 4
. 52N &
Carbon Steel, s T ik maot EYE
Ag%)éat;gl <4¥3HRC Stainless Steel Cast Iron HRSA Titanium Alloy
O O (©) O O O

O BE&Most Suitable O E&Suitable RTINS % P182

Recommended Cutting Data 3 P182
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MZSMAMTA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fAZMKIIHITR

US260-RS4 ==

4 7)5E7IE Ak
4 Short Flutes, Corner Radius

o @ﬁ |
I
.

US260-S4A

4 713k
4 Flutes, Square

" |

‘Lc

. el HL [

=omEEm

L

je—

L L
Orde-rri:g‘:Code D Le L d Figﬁf5 No. S,ir?—k Orderi:gzéode D Le ¥ L d Fig:a.m5 No. S%)?c?k
US260-S4A-01003 1 3 50 4 1 o US260-RS4-01001 1 2 0.1 50 4 1 ([ J
US260-S4A -01504 15 4 50 4 1 o US260-RS4-04001 4 5 0.1 50 4 2 [ J
US260-S4A -01505 15 5 50 4 1 o US260-RS4-04002 4 5 0.2 50 4 2 [ ]
US260-S4A -01506 1.5 6 50 4 1 o US260-RS4-05001 5 6 0.1 50 6 1 [ J
US260-S4A -02006 2 6 50 4 1 o US260-RS4-06001 6 8 0.1 50 6 2 [ ]
US260-S4A -02508 2.5 8 50 4 1 o US260-RS4-06002 6 8 0.2 50 6 2 (]
US260-S4A -03009 3 9 50 4 1 o US260-RS4-06005 6 8 0.5 50 6 2 [ ]
US260-S4A -04011 4 11 50 4 2 ([ US260-RS4-08002 8 15 0.2 60 8 2 [ J
US260-S4A -05013 5 13 50 6 1 ([ US260-RS4-08005 8 15 0.5 60 8 2 [ ]
US260-S4A -06016 6 16 50 6 2 o US260-RS4-10002 10 15 0.2 50 10 2 [ J
US260-S4A -08020 8 20 60 8 2 o US260-RS4-10005 10 15 0.5 50 10 2 [ ]
US260-S4A -10025 10 25 75 10 2 o US260-RS4-12010 12 15 1 75 12 2 [ J
US260-S4A -10030 10 30 75 10 2 o US260-RS4-16010 16 24 1 100 16 2 ([
US260-S4A -12030 12 30 75 12 2 o US260-RS4-20010 20 30 1 100 20 2 ([
US260-54A-16036 16 36 100 16 2 ® @ iTAEETF Stock O HFATE Available upon Order A=
US260-S4A-20045 20 45 100 20 2 o D Tolerance
D<12 S
@ 1RAERETF Stock O FFAE Available upon Order . ne o1 ,8.03
Tolerance
D<12 -8.02 B{iunit (mm)
D>12 303
g{iunit (mm)
T 4#4#l Workpiece Material T #4%} Workpiece Material
P M 3 H P M 3 H
1234 5 123 123 123 4 1234 5 123 123 123 4
PN PN
cgﬁg?lmdn o, R T ik ARAS e rbon Steels Wi iolt T %k mEaE v
<%)éa't|§gl <48HRC Stainless Steel Cast Iron HRSA Titanium Alloy Agg)éatsgl <48HRC Stainless Steel Cast Iron HRSA Titanium Alloy
O O @ O O O O O © O O O
© B\iE&Most Suitable O iE&Suitable HEIEIS % P182 O ®iE&Most Suitable O 3E& Suitable NS5 % P182

178 — GESAC

Recommended Cutting Data 3% P182

Recommended Cutting Data 3 P182
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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

US260-R4 =

4 7Rk

US260-R4 =

4 7JEfAk
4 Flutes, Corner Radius 4 Flutes, Corner Radius

bf ? bl 2
o s~ s~ £

o] e ~aml) o251 U p —— Tﬁii

Lc

—
= oL

L L

Ord gi%g%ode D Le I L d Fig:a.m5 No. S%)zc?k Orderi:g%ode b Le I L d Fig:;:l5 No. S%)rg_-k
US260-R4-01501 1.5 5 0.1 50 4 1 ([ J US260-R4-08005 8 20 0.5 60 2 [ ]
US260-R4-02001 2 6 0.1 50 4 1 [ J US260-R4-08010 8 20 1 60 2 [ ]
US260-R4-02002 2 6 0.2 50 4 1 o US260-R4-10005 10 25 0.5 75 10 2 [ ]
US260-R4-03001 3 9 0.1 50 4 1 o US260-R4-10010 10 25 1 75 10 2 [ J
US260-R4-03002 3 9 0.2 50 4 1 o US260-R4-12005 12 30 0.5 75 12 2 [ J
US260-R4-03003 3 9 0.3 50 4 1 [ J US260-R4-12010 12 30 1 75 12 2 [
US260-R4-63001 3 9 0.1 50 6 1 o US260-R4-12030 12 30 3 75 12 2 [
US260-R4-63002 3 9 0.2 50 6 1 [ J US260-R4-16010 16 36 1 100 16 2 o
US260-R4-63003 3 9 0.3 50 6 1 o US260-R4-16020 16 36 2 100 16 2 o
US260-R4-06001 6 16 0.1 50 6 2 [ J US260-R4-16030 16 36 3 100 16 2 [
US260-R4-06002 6 12 0.2 50 6 2 [ US260-R4-20010 20 45 1 100 20 2 ([
US260-R4-06005 6 16 0.5 50 6 2 [ J US260-R4-20020 20 45 2 100 20 2 [
@ TRfEEETF Stock O R Available upon Order 5 N US260-R4-20030 20 45 3 100 20 2 d

b<1> Tol(;erance @ iTAEETF Stock O HFAE Available upon Order 5 ne

= -0.02 Tolerance
D>12 D3 <12 S0
Efiunit (mm) D>12 303
E{iunit (mm)
T #4481 Workpiece Material T 1448} Workpiece Material
P m I3 B P m I3 H
1234 5 123 123 123 4 1234 5 123 123 123 4
Pas Pas
éﬁ%naﬁﬁ Ao T ok BROS e Chbon Steel, Aol T ok BROS v
<%>él§|t}§gl <48HRC Stainless Steel CastIron HRSA Titanium Alloy AE%%E"E&?I <48HRC Stainless Steel CastIron HRSA Titanium Alloy
O O (©) O O O O O (©) O O O

© RiEAMost Suitable

180 — GESAC

O 3&&Suitable

HEFFLIHI S % P182

Recommended Cutting Data 3 P182

© T®iEAMost Suitable

O 3&&Suitable

HEFFIHI S % P182

Recommended Cutting Data 3 P182
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CUTTING TOOLS FOR AEROSPACE

HEF IS

Recommended Cutting Data

US260-SS4A. S4A
TN Stainless Steel— 1% Side Milling

LT ngDesth  Cuting Speed  Tool bl 1 15 2 3 4 6 8 10 12
- . Cutting Dept Cutting Spee Tool Diameter .
Workpiece Material (mm) (m/min) (mm)
M Fepw  ap<ID Fspeed 13000 11000 10000 9500 9000 8000 6000 5000 4500
Stainless 40-180 ..
Steel  a2e<0.1D aEmiecd Rate 1400 1700 2200 2700 3000 3500 3800 4000 4200
US260-SS4A. S4A
TEAH Stainless Steel—m@ ¥t Face Milling
" IS Y i
TerHn . ) .
- ) Cutting Depth  Cutting Speed  Tool Diameter 1 1.5 2 3 4 6 8 10 12
Workpiece Material (mm) (m/min) (mm)
M R ap<0.1D FEspeed 13000 11000 10000 9500 9000 8000 6000 5000 4500
Stainless 40-180 .
Steel  ae<1D EERcedRate 1300 1600 2100 2600 2800 3200 3500 3800 4000
US260-R4/RS4
TEEH Stainless Steel — Mk Side Milling
KIS Y i
Terhn . ) .
- ) Cutting Depth  Cutting Speed  Tool Diameter 1 L5 2 3 4 6 8 10 12
Workpiece Material (mm) (m/min) (mm)
M FEW  ap<ID Fspeed 13000 11000 10000 9500 9000 8000 6000 5000 4500
Stainless 40-180 ..
Steel  4e<0.1D i miecd Rate 1500 1800 2400 3000 3200 3600 3800 4000 4200
US260-R4/RS4
TN Stainless Steel—mE$% Face Milling
YIS Y i
TerHs . ) .
- . Cutting Depth  Cutting Speed  Tool Diameter 1 1.5 2 3 4 6 8 10 12
Workpiece Material (mm) (m/min) (mm)
M R ap<0.1D Fspeed 13000 11000 10000 9500 9000 8000 6000 5000 4500
Stainless 40-180 ..
Steel  ae<1D HERETced R 1500 1800 2400 3000 3200 3600 3800 4000 4200
LiEE AR R BIHRF TR,
LIFRIBMIERE. REAIM SRS SR  EAA R,
3 LRRHEIARKNERMEN TNFAFITN, MRNABKTK, MINSFERD, L, BELBERE, BARENIRE,

1.Please attention to use machine and holder with high rigidity.
2.Please adjust the speed, feed rate and cutting depth according to actual cutting conditions.
3.The milling conditions are for an endmill where the tool overhang length is less than 4*D(mill dia).

When the tool overhang length is longer, please adjust the speed, feed rate and cutting depth.

182 — GESAC

CUTTING TOOLS FOR AEROSPACE |

SS600 =52 E W LIk

=R TIEI TR

SS600 Endmills for High Efficiency Milling of Stainless Steel

ERTMIERER. TUEEKATEN. KaEF,;
o HEMEREM R, TIOBES, FiE7;

o REBIRAFDEiRIT, IHISERE;

o AT RBIEIRIT, WENREHEEN.

e Suitable for processing high strength steel, precipitation
hardening stainless steel, titanium alloy, etc.

e Excellent slot milling performance, high cutting edge strength
and anti-collapse edge.

® Unequal spiral and unequal graduation design, stable cutting
process.

@ Parabolic chip flute design with excellent chip removal ability.

Zf5: SS600 & FFREEMR T
Case: SS600 endmills for Machining Hinge Plate

REAR
Cooling Method

LR SN%

Emulsion, External Cooling

| =
TIRES $S600-R4-16015
Type
|
TIR S D16*R1.5*32*92*d16
Size
Ptz !
Workpiece Material 1P
iR i
Spead 1300rpm (65m/min)
2.5
HERE i
R 130mm/min (0.0025mm/z) )
175 s "
Cutting Method Slotting
1
IRE ap=7Tmm, ae=16mm 0.5
Cutting Depth ’ .
0 ' '

GESAC

NI#E (pcs)
Processing Quantity (pcs)

AR
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SS600-5S4 &= SS600-SS4 =

IVIESE ATk
4 Flutes Square 4 Short Flutes Square
upﬂi B #ﬁa Figl w [ “\ﬁﬁ 3
] S © ﬂi — -} %
] Lc - - A ‘ Le ~ -
L L
© — o Fig2 °20°
== - =9l DL E———— SomEEmm
Le h6 Helix ] I h6
. ) Lc
IT5RS ES EF TS Es FETF
Ordering code & Le L d Figure No. Stock Ordering code B Le L d Figure No. Stock
SS600-S4-02006 2 6 50 4 1 o SS600-S4-02006 2 50 4 1 o
SS600-S4-03009 3 50 4 1 o SS600-S4-03009 3 9 50 4 1 o
SS600-S4-04011 4 11 50 4 2 o SS600-S4-04011 4 11 50 4 2 o
SS600-S4-64011 4 11 50 6 1 o SS600-S4-64011 4 11 50 6 1 o
SS600-S4-05013 5 13 50 6 1 o SS600-S4-05013 5 13 50 6 1 o
SS600-S4-06016 6 16 50 6 2 o SS600-S4-06016 6 16 50 6 2 ([
SS600-54-08020 8 20 60 8 2 o SS600-S4-08020 8 20 60 8 2 o
SS600-S4-10025 10 25 75 10 2 o SS600-S4-10025 10 25 75 10 2 o
SS600-S4-12026 12 26 83 12 2 o SS600-S4-12026 12 26 83 12 2 o
SS600-S4-16032 16 32 92 16 2 o SS600-S4-16032 16 32 92 16 2 ([
SS600-S4-20038 20 38 100 20 2 o SS600-S4-20038 20 38 100 20 2 o
@ITERETE Stock OFFE Available upon Order D NE @ITHERETE Stock OFEFIE Available upon Order D NE
D<6 $02 D<6 $02
6<D<12 D3 6<D<12 L3
D>12 Soa D>12 S0
Efiunit (mm) B (mm)
T 4#1% Workpiece Material T {4448l Workpiece Material
1234 5 123 123 123 4 1234 5 123 123 123 4
. &8N & . . &5&W & .
Carbon Steels, 2B TN % mEASE e Carbon Steels, o2 P THR ek mEAE e
Alloy Steels <4¥8HRC Stainless Steel Cast Iron HRSA Titanium Alloys Alloy Steels <Z8HRC Stainless Steel Cast Iron HRSA Titanium Alloys
<35HRC <35HRC
@ © © © O @ © @ © © O @
© ®iE&Most Suitable O iE&Suitable HEELIEIBH % P193 © ®iE&Most Suitable O iE&Suitable YR % P193
Recommended Cutting Data % P193 Recommended Cutting Data 3 P193
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SS600-S5 w SS600-R4 ==

57]93k A7) E Ak
5 Flutes Square 4 Flutes Corner Radius

of— <
ﬁeﬁ - C o E—— r— N
- = UL [u i E— =Bl UL

‘ Lc

iTiRS EF iT5S ES EF
Ordering code 2 Le L d Stock Ordering code D R Le L d Figure No. Stock
S$S600-S5-06016 6 16 50 o SS600-R4-02002 2 0.2 6 50 4 1 [
SS600-S5-08020 8 20 60 8 o SS600-R4-03005 3 0.5 8 50 4 1 o
S$S600-S5-10025 10 25 75 10 o SS600-R4-04005 4 0.5 11 50 4 2 o
SS600-S5-12026 12 26 83 12 o SS600-R4-64005 4 0.5 11 50 6 1 o
$S600-S5-16032 16 32 92 16 o SS600-R4-05005 5 0.5 13 50 6 1 o
SS600-S5-20038 20 38 100 20 o SS600-R4-06005 6 0.5 16 50 6 2 o
$S600-S5-25050 25 50 125 25 o SS600-R4-06010 6 1 16 50 6 2 o
@R EETF Stock OFEFUE Available upon Order D AZTol SS600-R4-08005 8 05 20 €0 8 2 e
<6 8o SS600-R4-08010 8 1 20 60 8 2 (
o<o<i2 | §s $S600-R4-10005 10 0.5 25 75 10 2 [
D>12 Qo SS600-R4-10010 10 25 75 10 2 ([
& {Gunit (mm) SS600-R4-10020 10 2 25 75 10 2 ([
SS600-R4-12005 12 0.5 26 83 12 2 ([
@MHEETE Stock OFFME Available upon Order D AETol
D<6 S02
6<D<12 D3
Efiunit (mm)
T H#4%} Workpiece Material T {#4#} Workpiece Material
1234 5 123 123 123 4 1234 5 123 123 123 4
BN, €W & . mE. a&W & .
Carbon Steels, Alloy %femels T B maa S PP N=E3 Carbon Steels, Allox %fgels TEHW f:223 BRET na®
Alloy Steels <1¥8HRC Stainless Steel Cast Iron HRSA Titanium Alloys Alloy Steels <z¥8HRC Stainless Steel Cast Iron HRSA Titanium Alloys
<35HRC <35HRC
(©) @ O O O (©) @ O ©) (©) O @
© ®iE&Most Suitable O iE&Suitable HEELIEIBH % P193 © ®iE&Most Suitable O iE&Suitable YR % P193
Recommended Cutting Data % P193 Recommended Cutting Data 3 P193
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SS600-R4 == SS600-RS4 =

A7]E kL A75ET Rk
4 Flutes Corner Radius 4 Short Flutes Corner Radius

ol ¥
- w ol —— ol m
. =] UL | E—— S

Ordé:rri%iiode R Le L d Figme o, &5 ord g'rri?’lgg%code D R Le L d Fiee o, &5
SS600-R4-12010 12 1 26 83 12 2 o SS600-RS4-02001 2 0.1 4 50 4 1 o
SS600-R4-12020 12 2 26 83 12 2 o SS600-RS4-04002 4 0.2 6 50 4 2 o
SS600-R4-12030 12 3 26 83 12 2 o SS600-RS4-06005 6 0.5 10 50 6 2 o
SS600-R4-16005 16 0.5 32 92 16 2 o SS600-RS4-08005 8 0.5 12 60 8 2 o
SS600-R4-16010 16 1 32 92 16 2 [ SS600-RS4-10005 10 0.5 14 60 10 2 o
SS600-R4-16015 16 1.5 32 92 16 2 o SS600-RS4-12010 12 1 16 75 12 2 o
SS600-R4-16020 16 2 32 92 16 2 ([ ] SS600-RS4-16010 16 1 22 92 16 2 o
SS600-R4-16030 16 3 32 92 16 2 (] SS600-RS4-20010 20 1 26 100 20 2 o
SS600-R4-20005 20 0.5 38 100 20 2 o
SS600-R4-20010 20 1 38 100 20 2 ( ] @REETF Stock OFFE Available upon Order D AZTol
SS600-R4-20020 20 2 38 100 20 2 @ D<6 802
SS600-R4-20030 20 3 38 100 20 2 @ 6<D<12 $o03

D>12 Soa
@THEETE Stock OFFME Available upon Order 5 Al & tunit (mm)
<6 02
6<p<12 | J.3
p-12 S04
B {iLunit (mm)
T 4#4#} Workpiece Material T {444%} Workpiece Material
P M 3 H P M 3 H
1234 5 123 123 123 4 1234 5 123 123 123 4
PN Pas
cgfﬁa}] Seeke Mo s T e mEgt  #as Carbon Sioele A s T 5k BESE A
<CJ?¥SS|:|(E%[S <48HRC Stainless Steel Cast Iron HRSA Titanium Alloys AIE)PYS%E?:[S <A48HRC Stainless Steel CastIron HRSA Titanium Alloys
© © @ @) O © @) @) O © O @)
© ®iE&Most Suitable O iE&Suitable HEELIEIBH % P193 © ®iE&Most Suitable O iE&Suitable YR % P193
Recommended Cutting Data 3 P193 Recommended Cutting Data 3 P193

188 — GESAC GESAC — 189
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SS600-RS = SS600-RS =

57]Efask 57Efak
5 Flutes Corner Radius 5 Flutes Corner Radius

=

L -
= R L [

i—

L

ord gi%g?code = . Le L d S%)?c?k ord gi%_l%?code = . Le
S$S600-R5-06005 6 0.5 16 50 6 o S$S600-R5-12005 12 0.5 26 83 12 o
SS600-R5-06005A 6 0.5 16 60 6 o SS600-R5-12010 12 1 26 83 12 o
S$S600-R5-06005B 6 0.5 16 75 6 o SS600-R5-12020 12 2 26 83 12 ([
SS600-R5-06010 6 1 16 50 6 ([ SS600-R5-12030 12 3 26 83 12 ([
S$S600-R5-08005 8 0.5 20 60 8 ([ SS600-R5-16010 16 1 32 92 16 ([
SS600-R5-08010 8 1 20 60 8 ([ SS600-R5-16020 16 2 32 92 16 o
SS600-R5-08010A 8 1 20 75 8 ([ SS600-R5-16030 16 3 32 92 16 ([
SS600-R5-10005 10 0.5 25 75 10 o SS600-R5-20010 20 1 38 100 20 ([
SS600-R5-10010 10 1 25 75 10 o SS600-R5-20020 20 2 38 100 20 o
SS600-R5-10010A 10 1 25 100 10 o SS600-R5-20030 20 3 38 100 20 o
S$S600-R5-25030 25 3 50 125 25 o
@ITEETE Stock OFTRE Available upon Order D AZTol
p<6 '8-02 @1TAEETF Stock OZFEFARE Available upon Order D AZTol
6<D<12  J3 D<6 90
D>12 04 6<D<12 B3
g{iunit (mm) D>12 _8.04
B {izunit (mm)
T #4#4#} Workpiece Material T 444} Workpiece Material
P M K H P M 3 H
1234 5 123 123 123 4 1234 5 123 123 123 4
A A
cgfﬁﬂh Seets Al ts T ek HESE gew Carbon Stecle Al ot T ek HESE gew
ggsﬁsgls <A48HRC Stainless Steel Castlron HRSA Titanium Alloys All<o¥55|$§<(e:ls <A48HRC Stainless Steel Cast Iron RSA Titanium Alloys
O ©) ©) © O O O ©) ©) © O O
© ®iE&Most Suitable O iE&Suitable HEELEIBH % P194 © ®iE&Most Suitable O iE&Suitable YR % P194
Recommended Cutting Data 3 P194 Recommended Cutting Data  P194
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SS600-B4

ATVERSK
4 Flutes Ball Nose

S E—— G
| -

L

I o [5] na

TS Es EE

Ordering code D R Le L d Figure No. Stock
SS600-B4-02004 2 1 50 4 1 [ J
SS600-B4-04008 4 2 50 4 2 ( }
SS600-B4-06012 6 3 12 50 6 2 [ J
SS600-B4-08014 8 4 14 60 8 2 ( }
SS600-B4-10018 10 5 18 75 10 2 [ }
SS600-B4-12022 12 6 22 75 12 2 ( }
SS600-B4-16030 16 8 30 100 16 2 [ )
SS600-B4-20038 20 10 38 100 20 2 o

@R EETF Stock OFFE Available upon Order R AETol

R>3 +0.020
E{ifunit (mm)
T 4#4%} Workpiece Material
1234 5 123 123 123 4
. &&W AEW R
Carbon Steels, Allov Steels REEWN B BReE H®E®
Alloy Steels <X8H RC Stainless Steel Cast Iron HRSA Titanium Alloys
<35HRC
©) © @) © O ©

O B3E&Most Suitable

192 _ GESAC

(O i&ASuitable

EFFIHISH % P194

Recommended Cutting Data % P194

HEF IS

Recommended Cutting Data

SS600-SS4/RS4

CUTTING TOOLS FOR AEROSPACE

RENFor Stainless Steel—1{MI8E Side Milling

=R TIEI TR

i cneDesth  Cuting Speed (Do 4 6 8 10 12 16 20
- . Cutting Dept Cutting Spee Tool Diameter
Workpiece Material (mgm) (m/min) (mm)
M JEEm | ap<LsD 80 it 6730 4245 3185 2545 2020 1500 1275
ainless ~ LA
Steel  ze<oasp (607110 EmmiccdRate 510 510 510 510 485 445 430
B Jkas | apsL3D o oite 4780 3185 2390 1910 1590 1195 955
itanium —————
40~1 e
Aloys  ae<oasp  (407100) WERETecoRele 285 320 335 354 350 310 305
SS600-SS4/RS4 m
FEEHStainless Steel— &% Slotting
‘ YIS Y i
TR : : )
- . CuttingDepth ~ Cutting Speed Tool Diameter 4 6 8 10 12 16 20
Workpiece Material (mgm) (m/min) (mm)
M JEEg | ap<LSD - it 4775 3185 2390 1910 1590 1195 955
tg'lcgeelss < (50~70) 4 % EFeed Rate
ae<1D pracsybenis 285 320 335 345 350 310 305
B Jkas | apsL3D 20 cite 3185 2120 1590 1270 1060 792 635
itanium —————— - rgas
Aloys ge<ip  (3060) EERTeedR@ 190 190 190 200 210 190 190
LiFERNIMEREHNRF IR,
LIBIREDHEIRE. G SRS R ATE S BRI R,
3 ERERBIABKNERMEUTHAFITN, NRNERKIK, NINSSERD, L, HELPEHE, #AEERE,

1.Please attention to use machine and holder with high rigidity.
2.Please adjust the speed, feed rate and cutting depth according to actual cutting conditions.

3The milling conditions are for an endmill where the tool overhang length is less than 4*D(mill dia).

When the tool overhang length is longer, please adjust the speed, feed rate and cutting depth.

GESAC 193
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HEFIHIZ L

Recommended Cutting Data

SN200 = 'REE&14REMIILTET]
SN200 High Performance Endmills for Heat Resistant Super Alloy

SS600-B4 m
= . e -
TEEMStainless Steel —1AEL%E Profiling o« EERA S HEERNT. BT,
S o | s . o ISRTIRIGH, RIEBIE SRR,
Workpiece Material CUttzrergn?)epth Cut(tri:/gm sig;:-ed Tool(lr)Tiarlnn;eter 6 8 10 12 16 20 o ISHRMEE SRR, EMyORE, RIEVHIRARE.
M R | ap<0.2D 100 gﬁ?ﬁ_‘f)ed 5300 = 3980 3180 @ 2650 1990 @ 1590 e Suitable for both the rough and finishing of HRSA
Stainless " e ® Special edge design, guarantees high rigidity and reduces
(80~120) iR HEE Feed Rate p g en, & ghrigidity
Steel  2e<0.2D hireed! 1100 1100 1080 1050 1030 = 1020 vibration
stae | ap<0.2D $§(i§15ir;])f)ed 3715 | 2785 2230 1860 @ 1390 = 1110 @ Special disposing of endmill cutting edge, improves edge
B Titanium (607~080) e strength and guarantees surface quality
Alloys  2e<0.2D WEERTecaRale 670 610 535 480 445 352
SS600-S5/R5 E
BN Stainless Steel—1Is% Side Milling
Teepis . L Do 6 8 10 12 16 20 25
- c Cutting Deptl utting Spee Tool Diameter . N
Workpiece Material (mm) (m/min) (mm) Z2f5]: SN200-R4 A5 &AM E LB T
M ek ap<L5D " $§g§1?ﬁ_$;ad 4245 | 3185 2545 2020 1590 1275 @ 1019 Case: SN200-R4 Endmills for Scallops of Engine Casing Machining
Stainless b o
Steel  ae<oosp  (607110) WERETecaRale 633 | 638 638 600 556 535 427
N JJARS
B Jxg® | ap<1SD 0 o 3185 2390 1910 1590 1195 955 764 Type SN200-R4-12010
itanium ~ NP
Alloys  ae<o2sp  407100) WEERPecaRale 400 418 432 437 387 381 305
TN D12°R1%26*83*d12
Size
1356 NI ER = IR FD TR,
15 = IRt

2IERIEIHIEE. IRENMFE RIS SRR EHARE,
3. ERERBRNABRKNERMELUTHAAGITE, MRDARKIK, MINZ~ERE, W, HEYFARER, HEREMTRE,

1.Please attention to use machine and holder with high rigidity.

2.Please adjust the speed, feed rate and cutting depth according to actual cutting conditions. S?*:gd 800RPM (30m/min) SN
3.The milling conditions are for an endmill where the tool overhang length is less than 4*D(mill dia). HUI{U@?&E ( ™)
When the tool overhang length is longer, please adjust the speed, feed rate and cutting depth. Processing Quantity (pcs)
HHGRE . 40
Feed Rate 100mm/min (0.03mm/z)
30
TIEIA Mgk
Cutting Method Side milling
20
TIRE _ _
Cutting Depth ap=10 mm, ae=2-12mm 10
REAR LR SN2 0 : ‘

194 _ GESAC

Workpiece Material

RENE’ 41(48HRC)

Cooling Method

Emulsion. External Cooling

GESAC AL
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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

SN200-R4

AT)E Ak
4 Flutes Corner Radius

SN200-R4

AT)E Ak
4 Flutes Corner Radius

.
) E—

L

. S
S R T E-——

‘ Lc

Lc

L L
SN200-R4-01001 1 0.1 3 50 4 1 o SN200-R4-06002 6 0.2 15 50 6 2 (]
SN200-R4-61001 1 0.1 3 50 6 1 ([ SN200-R4-06005 6 0.5 15 50 6 2 ([
SN200-R4-01501 15 0.1 4.5 50 4 1 ([ ] SN200-R4-06010 6 1 15 50 6 2 o
SN200-R4-61501 1.5 0.1 4.5 50 6 1 o SN200-R4-06015 6 1.5 15 50 6 2 ([
SN200-R4-02002 2 0.2 6 50 4 1 ([ SN200-R4-08002 8 0.2 20 60 8 2 o
SN200-R4-62002 2 0.2 6 50 6 1 ([ ] SN200-R4-08005 8 0.5 20 60 8 2 o
SN200-R4-02005 2 0.5 6 50 4 1 o SN200-R4-08010A 8 1 20 60 8 2 o
SN200-R4-62005 2 0.5 6 50 6 1 ([ SN200-R4-08015 8 15 20 60 8 2 o
SN200-R4-03002 3 0.2 8 50 4 1 o SN200-R4-08020 8 2 20 60 8 2 o
SN200-R4-63002 3 0.2 8 50 6 1 ([ SN200-R4-10002 10 0.2 25 75 10 2 o
SN200-R4-03005 3 0.5 8 50 4 1 o SN200-R4-10005 10 0.5 25 75 10 2 o
SN200-R4-63005 3 0.5 8 50 6 1 [ J SN200-R4-10010A 10 1 25 75 10 2 o
SN200-R4-04002 4 0.2 11 50 4 2 [ ] SN200-R4-10015 10 15 25 75 10 2 o
SN200-R4-64002 4 0.2 11 50 6 1 [ ] SN200-R4-10020 10 2 25 75 10 2 @
SN200-R4-04005 4 0.5 11 50 4 2 [ ] SN200-R4-10025 10 2.5 25 75 10 2 o
SN200-R4-64005 4 0.5 11 50 6 1 (] SN200-R4-12002 12 0.2 26 83 12 2 @
SN200-R4-05002 5 0.2 13 50 6 1 [ ] SN200-R4-12005 12 0.5 26 83 12 2 o
SN200-R4-05005 > 05 13 20 o ! hd @17 Stock OBFAE Available upon Order D AZTol
@177 Stock OBHUE Available upon Order AETol p<12 o3
D<12 o3 D>12 Qo
D>12 Soa {iunit (mm)
{iunit (mm)
TH#4% Workpiece Material T #4448} Workpiece Material
P M H B M B
1234 5 123 123 4 1234 5 123 123 4
WM. &EW AEW NN - WM. 5w EE < NN N
Ca rsk')cce)gl :tgglssH RA(‘:l loy Aiozgﬁ?zecls Sta in;fieifj Iﬂsteel EADE?AE Tita niiil:;%l loys ca rgggétsglssﬁ RACI loy AQOXBSJE%[S Stai m:fjmsteel 'E]I-IIHEEAﬁ Tita : ia;%l loys
O O O (@) O O O O © O

© RiE&Most Suitable

196 — GESAC

O &&Suitable

HEFFLIHI S % P202
Recommended Cutting Data 3 P202

© RiEAMost Suitable

O 3&&Suitable

RIS % P202

Recommended Cutting Data 3 P202
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SN200-R4 SN200-RH4

A7) Bk AT) KRB Ak
4 Flutes Corner Radius 4 Flutes Corner Radius with long shank

.

- _ Fig2 3 3
L | =gl Rl ULl e =gl R ULl

‘ Lc

155 ES EEfF 1S E= EEfF
Orderiﬁ\g code D R Le L d Figure No. Stock Orderi;l\g code D R Le L d Figure No. Stock
SN200-R4-12010 12 1 26 83 12 2 o SN200-RH4-08010 1 20 75 1 o
SN200-R4-12015 12 1.5 26 83 12 2 o SN200-RH4-08020 2 20 75 1 o
SN200-R4-12020 12 2 26 83 12 2 ) SN200-RH4-10010 10 1 25 100 10 1 ([
SN200-R4-12025 12 25 26 83 12 2 [ SO0 LY 2 - 100 1L 1 L
SN200-R4-12030 1 3 6 83 1 ) ° SN200-RH4-12010 12 1 26 100 12 1 )
SN200-R4-16002 16 0.2 3 9 16 D) P SN200-RH4-12020 12 2 26 100 12 1 ([
SN200-R4-16005 16 05 3 90 16 2 °® SN200-RH4-16010 16 1 32 110 16 1 o
SN200-RH4-16020 16 2 32 110 16 1 o
SN200-R4-16010 16 1 32 92 16 2 o
SN200-RH4-16030 16 3 32 110 16 1 o
SN200-R4-16015 16 1.5 32 92 16 2 o
SN200-RH4-16040 16 4 32 110 16 1 [ J
SN200-R4-16020 16 2 32 92 16 2 o
SN200-R4-16025 16 2.5 32 92 16 2 Y @FTHEETE Stock OFEFE Available upon Order AETol
p<12 3
SN200-R4-16030 16 3 32 92 16 2 ° o
D>12 Soa
SN200-R4-16040 16 4 32 92 16 2 [ 42 unitimm)
SN200-R4-20002 20 0.2 38 100 20 2 ([
SN200-R4-20010 20 1 38 100 20 2 (
SN200-R4-20020 20 2 38 100 20 2 ([
SN200-R4-20030 20 3 38 100 20 2 [
@ITEETE Stock OFETRE Available upon Order
2ZETol
D<12 So3
D>12 oa
{ifunit (mm)
T+ Workpiece Material TH44% Workpiece Material
1234 5 123 123 4 1234 5 123 123 4
. SEW aEW < =m.a A M. &M AEW =53
Carbon steels, Alloy Alloy steels StainTleiffmsteel 'EJI-/IMR?Aﬁ Titanﬁﬁﬁw%llo s Carbon steels. Alloy Allgly steels AW BREAE | saw
steels<35HRC <48HRC Yy steels< 35HRC <A8HRC Stainless steel HRSA Titanium Alloys
O O O © O O @) @) ©) @)
© ®iE&Most Suitable O iE& Suitable MBS % P202 © BiE&Most Suitable O 3E& Suitable RIS % P202
Recommended Cutting Data 3 P202 Recommended Cutting Data 3 P202
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SN200-BH4

AT)KARIR K
4 Flutes Ball Nose with Long Shank

SN200-B4

47)EkK

4 Flutes Ball Nose

e
ot - o S :
L T S W

S
1 Figl o T
iI ® .-w r4 AICTN 30 l'l:l ‘ L
Lc hé ‘ Helix Ballnose

b —

Sk
4 AlcrN m‘!a“ Ballnose

Ordéjl[i%ﬁ:ode D R Le L d Fig:em5 No. Sjjciorfk Ordé:rri%iode D R Le L d Fig%? No. Sjtggc-?k
SN200-B4-02004 2 1 4 50 4 1 ) SN200-BH4-08014 8 4 14 75 8 1 ()
SN200-B4-62004 2 1 4 50 6 1 ) SN200-BH4-10018 10 5 18 100 10 1 ()
SN200-B4-03006 3 15 6 50 4 1 ) SN200-BH4-12022 12 6 22 100 12 1 )
S 3 13 6 >0 6 ! bt @R Stock OBFE Available upon Order R 2% Tol
SN200-B4-04008 4 2 8 50 4 2 ) R>3 +0.020
SN200-B4-64008 4 2 8 50 6 1 () FAIL unit (mm)
SN200-B4-05010 5 2.5 10 50 6 1 )

SN200-B4-06012 6 3 12 50 6 2 )
SN200-B4-08014 8 4 14 60 8 2 )
SN200-B4-10018 10 5 18 75 10 2 )
SN200-B4-12022 12 6 22 75 12 2 )
@151 Stock OB Available upon Order . R
R=3 +0.020
#iunit (mm)

T 4% Workpiece Material T 448l Workpiece Material

P M S P M S

1234 5 123 123 4 1234 5 123 123 4
. & W . N, 5EW AEW =a A N
TEEM ERaE HE® T BREE Ka®
Carbon steels. All Alloy steel . L Carbon steels. Allo Alloy steels . .o
arstgglzggssHRC oy <OX85|_|ER%S Stainless steel HRSA Titanium Alloys steels<35HRC Y <£¥8HRC Stainless steel HRSA Titanium Alloys
O O O ©) O O O O @) O

© RiE&Most Suitable

200 — GESAC

O &&Suitable

HEFFLIHI S % P202

Recommended Cutting Data 3 P202

© RiEAMost Suitable

O 3&&Suitable

RIS % P202

Recommended Cutting Data 3 P202
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HEF IS

Recommended Cutting Data

SN200-R4/RH4
=iEAE®E HRSA—1M#tSide Milling

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

STB2003EEIKKILTET]
STB200 Taper Ball Nose

o ERMEMFRFEMI. BT,

o ER TR RNERIT, EEARMIMNI,

o XABATNEGREERTBAKEE, MELS, MIRE.
o SHENEE, EAFEEET0.0Imm, HEBELX3,

e Suitable for semi-finish and finish of blisks

® The taper void avoidance design and the vibration suppression
design, and suitable for large suspension processing

e Sultra-fine cemented carbide and special coating, high wear
resistance, longer tool life

@ High precision profile, Radius tolerance£0.0lmm, Taper
tolerance£3’

Z65): STB200-B4{ARZAEINT
Case: STB200-B4 Profiling machining

| =
TIAES STB200-B4-030301510010
Type
m
TR R3*3°*15*100*d10
Size
I
Workpiece Material GH4169
iR .
Speed 1600RPM (30m/min)
HERE .
Feed Rate 128mm/min (0.02mm/z)
TIHIA T G
Cutting Method Profiling
TIRE

Cutting Depth ap=0.48mm, ae=0.8mm

REAR LR SN2
Cooling Method Emulsion. External Cooling

VB (mm)
0.25

0.2

—&— SN210-TB4 - -

0.15
0.1

—o—RB

0.05

T T T T T T T 1

0 2 4 6 8 10 12 12

IHIEER (m)
Cutting length (m)

GESAC ART

LT Cut?ijrftfpth Cugﬁgied Tool ?)ji;ﬁweter 6 8 10 12 16 18
Workpiece Material i) (m/min) (mm)
sHmaas  ap<ID . %}f?ﬂpj‘;d 1325 995 795 660 495 440
o 2e<0.1D (15-35) iﬁgﬁgﬁ%iﬁﬁﬂfa‘te 160 160 190 185 160 175
B %EE,%;};‘E%@ ap<1D " gﬁﬁfﬂ?‘i‘;d 1060 795 635 530 400 350
Cirex 2e<0.1D (15-30) ﬁgﬁ(‘i’ﬁ iﬁﬁﬂ)Rate 125 125 150 145 125 140
mEmRa:  ap<ILD . g(ifisn‘f‘igd 1325 995 795 660 495 440
bagleiikiilR_SA 2e<0.1D (15-30) iﬁéﬁgﬁ%’;ﬁﬁﬂ)’?ate 160 160 190 185 160 175
SN200-R4/RH4
BSaa® HRSA— &% Slotting E
LR Cu;ﬁﬁgutfpth cuttﬂﬁgfied Tool ?)ji;ﬁweter 6 8 10 12 16 18
Workpiece Material i) (m/min) (mm)
#EmEase  ap<0.5D - 5%(3%1?2_%@ 1060 795 635 530 400 350
Fen’ ae<1D (10-30) ﬁﬁ%ﬁiﬁﬁﬂfam 105 95 9 95 80 75
E s#HEEAS  ap<0.5D 55 ﬁ(iffirﬁ’ffd 795 600 475 400 300 260
e ae<1D (10-25) ﬁgﬁﬁ%’;ﬁﬁﬂf“a 65 60 60 60 60 55
mEEmRas:  ap<O5D 2 ﬁ(ii?ﬁf)ed 1060 795 635 530 400 350
bagleiikiilR_SA ae<1D (10-30) ﬁéﬁgﬁ’f&ﬁﬁﬂ)’?a‘te 105 95 90 95 80 75
SN200-B4/BH4
BSma® HRSA—{AEEEProfiling m
L Cu;ﬁﬁgulgi;pth Cufgﬁgied Tool ?)jiaﬁweter 6 8 10 12 16
Workpiece Material i) (m/min) (mm)
#EEEas  ap<0.04D 20 ingfirﬁ’_‘ffd 2120 1590 1270 1060 795
v 2e<0.04D (30-50) ﬁéﬁgi’ﬁﬁﬁﬂfata 255 285 305 340 320
wEEEAS  ap<0.04D 25 Feikpeed 1855 1390 1115 930 695
E e 2e<0.04D (25-45) ﬁgﬁ(ﬁﬁjﬁﬁﬂfa‘te 220 220 265 260 280
g@ggﬁgﬁ ap<0.03D 20 ggfﬁﬁf)ed 2120 1590 1270 1060 795
based HRSA 2e<0.03D (30-50) ﬁéﬁgﬁ’f&ﬁﬁﬂfate 255 285 305 320 320

1. B7I%SkEY, 7)EREYRRBKENEHIFE0.0LmmELT,
2. EERREBREILARM TR
3. ERIBTHIRE. RENEFERAE S RAREERNHARE,

4, ERERBIASKAERAEUTHAGNTY, WRDESKEK, MINS=ERE, i, HELERER, #RRENTIRE,

1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.01mm.
Pls pay attention to use machine and holder with high rigidity .
3. Please adjust the speed,feed and cutting depth according to actual cutting conditions.

N
’

4. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please

adjust the speed,feed and cutting depth.

202 — GESAC

GESAC 203




f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

YH &%
STB200-B4 w ﬁﬁﬂnﬁgrﬁfﬂc{l Cutting Data

A7) EEIRKIIHET)
4 Flutes Taper Ball Nose STB200-B4
. H#EIRTaper ball nose—1{AZ#EProfiling
«
o E——— C T
] Lt \ o4 MR i
L TR ; ; o f
! ! n . Cutting Depth Cutting Speed Tool Diameter 3 4 5 6 8
s « Workpiece Material i) (m/in) (mim)
vl ﬂi |— Fig2 L srane] 4‘ TiaIN =36 TR ap<0.2D gzis.Pf)Ed 10600 7960 6370 5300 3980
- ‘ o P Hei] Baiinose M Stainless (8ol~01020) ig%agglpn dR
T‘ L ‘ Steel 2e<0.2D o /frﬁn) ate 1160 1020 1020 1100 1100
#&RSpeed
=aas ap<0.03D 35 (min) 3715 2785 2225 1855 1390
HRSA (25~45) #AEE Feed Rate
'LTE":? a R Lc L d == EfE 2e<0.03D n(mm/min) 295 245 230 220 220
Ordering code Figure No. Stock ##ESpeed
shES ap<0.2D 20 (i) 7430 5570 4450 3715 2785
Titanium N LAY
STB200-B4-040152307506 4 15 23 75 6 1 o Alloys 20<0.3D (60~80) ﬁggﬁ%isﬁﬂfate 740 670 715 670 610
STB200-B4-040150808008 4 15 8 80 8 2 o
STB200-B4-030201008008 3 2 10 80 8 2 ([ _
1. $7)4eskRy, 7]ERM0RR MERANERIFE0.0ImmELT,
STB200-B4-040201510010 4 2 15 100 10 2 ([ 2, EEBMIMEREBIHRM IR,
3. EIRBYIERE. RERIMFER S ABELRMNILERE,
STB200-B4-030301510010 3 3 15 100 10 2 [ ] 4, ERERBNASKNEZRAMBUTHAGITH, MRDESKIK, MINS~ERE, W, BEHAREE, HARENTRE,
STB200-B4-040301510012 4 S 15 100 12 2 [ ] 1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.01mm.
2. Pls pay attention to use machine and holder with high rigidity .
STB200-B4-030401510012 3 4 15 100 12 2 ® 3. Please adjust the speed,feed and cutting depth according to actual cutting conditions.
4, The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ). When the tool overhang length is longer,
STB200-B4-040402012016 4 4 20 120 16 2 ® please adjust the speed,feed and cutting depth.
O1RAEEAF Stock OFEFARE Available upon Order R AZTol
R=3 +0.020
B unit (mm)
T 4#4% Workpiece Material
1234 5 123 123 4
. AW AEW =
TEEW BmaE HKEE
Carbon steels. Alloy Alloy steels . o
steels< 35HRC <48HRC Stainless steel HRSA Titanium Alloys
O O O (©) O
© ®E&Most Suitable O i&&Suitable YIS % P205

Recommended Cutting Data 3 P205
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SD200E &MrlE 4 eENl Tar3%7] _
SD200 High Performance Endmill for Composite SD200 CN

8/127)%& R
8/12 Flutes Fine-cross-nick

o MR I BN IS IT, BRINGFIEMIH L TRELMER. SIFHR.

o JEAREmRXAENERE — KIBRAMEREEE. Figl
e XAS5ENEREEEREFNE NN BRESEA—MEMLT, 7
BEGEK,
Fig2
® The fine-cross flute design, without burr and delamination on
the top and bottom of the workpiece
el onger tool life with diamond coating
® Using the special substrate, higher the wear resistance, and
longer the tool life TS D L L d BE iz
Ordering code ¢ Figure No. Stock
SD200-CN8-02008 2 8 50 4 1 o
SD200-CN8-04010 4 10 50 4 2 (]
SD200-CN12-06015 6 15 60 6 2 o
Zf5: SD200-CN RFIIITCFRP SD200-CN12-08020 8 20 60 8 2 )
Case: SD200-CN Endmills for CFRP SD200-CN12-10025 10 25 75 10 9 P
TIRES LERELER SD200-CN12-12030 12 30 85 12 2 [
Type SD200-CN12-06015 Without burr delamination on the top
@R ERETE Stock OFEFE Available upon Order D AETol
”?Wg D6*15*60*d6 ) o
ize 4<D<12 o4
T A4 " 4 unit(mm)
Workpiece Material HRET4E(T800) CFRP(T800)
iR .
Speed 5000RPM (95m/min)
BHARE -
Feed Rate 400mm/min (0.08mm/r)
TIEIAR & RETLTER
Cutting Method Slotting Without burr delamination on the bottom
TR E ap=4mm(iRE3mm), ae=6mm
Cutting Depth P ’
RAHER R
Cooling Method Air cooling
T #4# Workpiece Material
1234 5 123 123 4 5
M. 5EW A2
Carbon steels. Alloy steels TEEW aE e S5mE
Alloy steels< <4¥8HRC Stainless steel Aluminum Alloys Copper Alloys CFRP/GFRP
35HRC
©
© ®iE&Most Suitable O E&Suitable WEEEIB % P208

Recommended Cutting Data 3 P208
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HELIHIS K

Recommended Cutting Data DN M 100'R51 =
17 Bk

SD200-CN 1 flute Corner Radius

et S &% CFRP——{lI#kSide milling

7
U[ - - - - TT ‘ E': Figl
g MR IHIREE Il ke | |
T4kt : A g
P g Cutting Depth Cutting Speed Tool Diameter 2 4 6 8 10 12
Workpiece Material i (m/min) (mm) L1
. L
s ap<2D 140 %ﬁ?ﬁfd 12700 | 11140 7430 5570 4460 3715 [ E
CFRP 2e<0.2D (80-200) Mﬁgfﬁ;ﬁﬁﬂfam 900 665 445 445 445 370 rs &
#%&Speed
WA ap<2D 150 (min) 14000 11940 7960 5970 4775 3980
GFRP 2e<0.2D (100-200) ﬁéﬁﬁ%ﬁﬁfate 900 710 475 475 475 400
TS Es EF
OrderingCode D Le R L1 L d Figure No. Stock
DNM100-RS1-02001 2 6 0.1 8 50 4 1 (]
DNM100-RS1-02002 2 6 0.2 8 50 4 1 o
SD200-CN DNM100-RS1-02003 2 6 0.3 8 50 4 1 o
R4 4 S AMEL CFRP—— 8%k Slotting DNM100-RS1-03001 3 6 0.1 8 50 4 1 °
DNM100-RS1-03002 3 6 0.2 8 50 4 1 ([
S " MR i DNM100-RS1-03003 3 6 0.3 8 50 4 1 o
Workpiece Material Cutting Depth Cutting Speed Tool Diameter 2 4 6 8 10 12
(mm) (m/min) (mm) @1 Stock OFETRE Available upon Order D LETol
- ap<1D 120 %ﬁsirﬁ’f)ed 12700 11140 7430 5570 4460 3715 D<3 £0.02
m CFRP ae<1D (80-160) Héﬁaﬁmgfate 550 385 255 285 305 320 £ {unit (mm)
—— ap<1D 150 %ﬁfirﬁ’ffd 14000 11940 7960 5970 4775 3980
GFRP ae<1D (100-200) ﬁéﬁgﬁ%ﬁﬁﬁfate 550 480 320 360 380 400
1. 1EEANMEREHIAURM TR,
2. EIRETHIRE. &EREFIE RS L IARE RN ARE,
3. LRBRBIARKAEFRMEUTHASITN, MRVDEARKEK, MINSFERE, L, BELFEEE, HARENIRE,
1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditions.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please
adjust the speed,feed and cutting depth.
T #4% Workpiece Material
1234 5 123 123 123 4 5
. 5EW AEW % Ba e
Carbon steels. Alloy Alloy steels st ':T%h%mt l C %t?rt n Aluminium Copper GraEp%ite
steels<<35HRC <48HRC ainless stee astiro Alloys Alloys
@) O ©
O ®iE&Most Suitable O i&&Suitable YIS BH % P212

Recommended Cutting Data 3% P212
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DNM100-RS2 = DNM100-RS3 =

27 & A Sk 37EAk

2 flute Corner Radius 3 flute Corner Radius
Q_

- / N

\ - l !

Figl

‘ =@ L[ : =i L [
L he L h6

Ordé:rri%lg,iode D Le R L1 L d Fig?No. S%)?c?k Ord g'rri%\gg%code D Le R L1 L d Fig? No. S)tgo?’?_k
DNM100-RS2-04001 4 6 0.1 8 50 6 1 o DNM100-RS3-10001 10 15 0.1 35 75 10 1 o
DNM100-RS2-04002 4 6 0.2 8 50 6 1 { DNM100-RS3-10002 10 15 0.2 35 75 10 1 o
DNM100-RS2-04005 4 6 0.5 8 50 6 1 o DNM100-RS3-10005 10 15 0.5 35 75 10 1 o
DNM100-RS2-06001 6 10 0.1 20 75 6 1 (] DNM100-RS3-10010 10 15 1 BS 75 10 1 o
DNM100-RS2-06002 6 10 0.2 20 75 6 1 (] DNM100-RS3-10020 10 15 2 35 5 10 1 o
DNM100-RS2-06003 6 10 0.3 20 75 6 1 (] DNM100-RS3-12002 12 15 0.2 40 75 12 1 ([ J
DNM100-RS2-06005 6 10 0.5 20 75 6 1 [ ] DNM100-RS3-12005 12 15 0.5 40 75 12 1 [ J
DNM100-RS2-08001 8 15 0.1 30 75 10 1 (] DNM100-RS3-12010 12 15 1 40 75 12 1 [ J
DNM100-RS2-08002 8 15 0.2 30 75 10 1 [ ] DNM100-RS3-12020 12 15 2 40 75 12 1 [ J
DNM100-RS2-08005 8 15 0.5 30 75 10 1 [ J DNM100-RS3-16002 16 15 0.2 45 100 16 1 [ J
DNM100-RS2-08010 8 15 1 30 75 10 1 [ J DNM100-RS3-16005 16 15 0.5 45 100 16 1 [ ]
DNM100-RS2-10001 10 15 0.1 35 75 10 1 o DNM100-RS3-16010 16 15 1 45 100 16 1 [ ]
DNM100-RS2-10002 10 15 0.2 35 75 10 1 o DNM100-RS3-16020 16 15 2 45 100 16 1 o
DNM100-RS2-10005 10 15 0.5 35 75 10 1 o DNM100-RS3-16030 16 15 3 45 100 16 1 [ J
DNM100-RS2-10010 10 15 1 35 75 10 1 ([

@A Stock OFEFARE Available upon Order D | AETol
DNM100-RS2-10020 10 15 2 35 75 10 1 o D<16 ‘ +£0.02
@iRERETF Stock OFFE Available upon Order D NETol fiunit (mm)
D<10 +0.02
B unit (mm)
T #4448} Workpiece Material T 448} Workpiece Material
P M K N P M K N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
L PN N PN oA : o PN PN A
Cartfﬁﬁms\tezlfialloy Allgly%t?els Staiizfs%ﬁiteel Caijglfon Aljﬁ”n?n‘ihm é’l(ﬂ) I:Ip%r GraEp%ite Carsﬁoﬁmgte:llfil?\lloy Allgly%?fels Staijzfsﬂﬂ teel Caij%on Alj?\ﬁln‘ihm glcﬂ) I:Ip%r Graphite
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
©) ©) (©) ©) ©) (©)
© ®iE&Most Suitable O iE&Suitable IS % P212 O ®iE&Most Suitable O 3E& Suitable RIS % P212
Recommended Cutting Data 3 P212 Recommended Cutting Data 3% P212
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HEF IS

Recommended Cutting Data

DNR100-C3 w

37K IEHET]
DNM100-RS1/RS2/ RS3
SEHH/EAS—— N E .
Side milling:Compound Material. Aluminium Alloy T T e
o = T = -0
< \
IHRE ; Le
N 7)== : 71
THME ; Cutting .
e e e Cuttl(ng D)epth Speed Tool(lr)rll?nr;\eter 2 4 6 8 10 12 16 L1
|y | ]| L [
HEENIEES S #i®Speed »
b ap<15D 200 (mind) 18000 | 16000 = 13270 | 11775 = 11145 10615 & 8000 he Chamter
m compoutd | se<gap | (100430) ﬁéﬁgﬁ%’;ﬁﬁﬂfate 1800 | 2400 | 2650 | 2350 | 2230 2120 | 2400
PN ap<1.5D 150 %gfﬁﬁffd 16000 | 12000 | 12000 | 10000 = 8000 8000 5000
Aluminium
(100~250) | #43EEFeed Rate STE = =)=
Alloy 2e<0.1D i 2000 2000 2400 2000 1600 1600 1500 1155 B S ETF
(mm/min) OrderingCode b Le c L1 L d FigureNo.  Stock
DNR100-C3-06010 6 10 0.3 22 90 1 [ )
DNM100-RS1/RS2/ RS3 DNR100-C3-06015 6 15 0.3 27 90 1 °
= A VN O .A.
g2aM *Jf/ BeEE——H# ) o DNR100-C3-08015 8 15 0.3 31 90 10 1 )
Face Milling : Compound Material. Aluminium Alloy T p—— . - e - - ” ) °
DNR100-C3-10010 10 10 0.3 22 100 10 1 O
yus RS niE
LfErit Cutting Depth ~ CULtINg Tool Diameter 6 8 10 12 16 DNR100-C3-10015 10 15 0.3 27 100 10 1 O
Workpiece Material (i) Speed (mm)
TSN (m/min) T — DNR100-C3-10020 10 20 0.3 32 100 10 1 O
LoamisEE A pee
o ap<0.1b 400 (min) 13270 1S 11145 10615 8000 DNR100-C3-12020 12 20 03 34 100 12 1 @)
C d 100~450) | AR
m ompound  se<o6p | ) mEEReedRate 650 2350 2230 2120 2400 DNR100-C3-12025 12 25 03 39 100 12 1 O
5 HiRSpeed
alek: ap<0.1D 150 (min) 12000 10000 8000 8000 5000 O AERETF Stock OFFAE Available upon Order D AETol
Aluminium (100~250)  s#téésREFeed Rate
Alloy 2e<0.6D L'“(m; /min) 2400 2000 1600 1600 1500 D<12 +0.02
B {iunit (mm)
1. BERRIMR SRR TR,
2. IBERIBYIHIRE.,. &ENIMFIERANE LR ERNHAEE.
3. LRERBTNASKANERAMEUTHREAHITH, NRTDVESKEK, MINS=ERS, LY, HEHIAEER, #HEAREMDRE.
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
T #4448} Workpiece Material
123 4 5 6
e HEa® S&ME BE
Aluminium Alloys Copper Alloys Composite Materials Graphite
© O

212 _ GESAC

© BRIEA Most Suitable

() &% Suitable

HEFEIHI S % P214
Recommended Cutting Data 3 P214
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Recommended Cutting Data

DNR100-C3
pEp OO P E

Side milling:Compound Material

g HIHIE PIHERE 7#E I
Ttk : : p °
P R Cutting Depth ~ Cutting Speed Tool Diameter 6 8 10 12
Workpiece Material (mm) (m/min) (mm) ?l " ,D H O le I I I a kl l l g

HeRMAEE %&Speed
m pis 3;4 ap<1.5D 500 (minD) 26539 19904 15923 13270
compound  je<oop | (2307600) ’&éﬁfﬁjﬁﬁif“e 3184 2388 1910 1592
DNR100-C3
EaME—1E%
Slot milling:Compound Material
. LIHIE YIHERE 7E
T ; - -
" A Cutting Depth ~ Cutting Speed Tool Diameter 6 8 10 12
Workpiece Material i) (G i (mm)
HEeRMAEE < ¥&Speed
m ot ap<1.5D 200 (i) 21231 15923 12738 10615
Compound  se<oap  (2507600) ﬁgﬁﬁ%ﬁﬂf‘“‘* 1910 1433 1146 955

1. EEARMEEREEIFLART TR,
2. ERIETHIRE. RENEFERE SRR ERNHARE,
3. ERERBIARKANERAMELUTHFAGITN, MRVDARKEK, MINZ~ERE, Y, HELREREE, #ARETIRE,

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MARYIBER

Content of Drills Series

TR
WorkPiece Material
=g | R 7
g;—'ﬁ T Sh WED RE/ e B #5 R~ %Z& RY® 2% 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
R \ 1) = ¢ 7 {] 3
= Dee g /f'l A KA S s i 2zl SEE i TS b N PH N
rills escription and prorile Point = Shank Coating/ /D Coolant Tool Dimension , o*= Dimension  (Cytting B BEW. Sgmy e - BEEAE. & .
Series Angle = Type | Grade Drillng = Type Type Range Y Table Page | parameters 2ey LAM 2R HEgw BAE EEEAE  #E e = BAA® . .
Depth L/ Page Garbon Alloy — "pod AB® e BE Forged 2H A Heat HKEE  FEW  FENW
b Steel Steels, Ferritic/ Stainless Iryn High  Aluminium Cast Copper il Resistant  Titanium Hardened Hardened
Aﬁg;, Tool Ma?tenscitic Steel Du(c)tiie Alloy  Alloys, Cast Aluminium  Alloys NFI)a(I)tlérial Super Alloys Steels Steels
Steels Steels Stainless Corilion Cast Iron AlLKHInIum Alloys Alloys
Steel S
(35- (35- : : (<HB (<HB (45- (55-
(<35HRC) ygtinc) (<3HRC)  yoppe)  (SI<12%) (Si>12%) ‘20 as0)  (SHBA0O) oRe GoRRO)
3D N4 FRTESE
3D External ) 140° u D968S-A3N  D1~D20 IT9-10 P221 P241 O O O O
Cooling,Twist Drill
3D R4 FRTEES )
$3i|;n51ﬁooling, e 140° ﬁ D968S-A3C D3~D20 I1T9-10 P225 P241 O O O O O O O
D968S
5D 4M% FRTESE ) )
5D External e | ]40° E n D968S-A5N  D1~D20 IT9-10 P228 P241 O ©
Cooling,Twist Drill 55351
5D % FRTEEL _ :
5Dlr1n/e?r L EeaSSSSS | 1400 m E D968S-A5C D3~D20 1T9-10 P230 P241 O O O O O O O
Cooling,Twist Drill
5D §MN4 RRIESE .
5D External eS| 1400 E n D966-ASN | D3~D16 IT9-10 P233 P243 O O O O
Cooling,Twist Drill
paee 5D P4 FRTESS -
5D Inner ——S—SS—-. | 1400 D966-A5C D3~D16 IT9-10 P234 P243 ©) O O O
Cooling,Twist Drill
3D JM% FRTEES }
D998 3D E);tgrnal. | | e | 140° u D998Y3N D4~D16 IT9-10 P235 P244 O O O O O
Cooling,Twist Drill
47] bEh
D612 4Fllute,T|[{ple- —————  118° D612-Y3N  D3-D8.0 IT9-10 P236 = P246 O
angle Dri
5D 9N% FRTEEL
D973 3D, External | cm— 1300 ey E u DI73YSN | D2.5-D8.0 IT9-10 P237 = P246 O Ol O O @) O O O
Cooling,Twist Drill
37) 9M4 T FLEY
D573 8 gcl)tfitﬁgEcxct)%r:jarlmS = .- A L?,l D573Y3N  D4-D9.3 [T8-9 P238 P247 O O O 0O O O O O
67] FhiE 377 A |
RT33:CM 6 Flute, Lef e — e E ES 5 RT3-CM D4-DI2T 189 P39 P248 O O O | O @) @) ©) @)
PCD #8%k :
DND100 PCIl)lCountersink m‘%— 100° DND100  D2.5-D5 P240 = P249 ©
Dri

O FRiEAMost Suitable O 3EA Suitable
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CUTTING TOOLS FOR AEROSPACE

BRMEREEMAES (IKES) RN
Solid Carbide Drills Identification System

D966 - A

| © | C© )

L ©)

CUTTING TOOLS FOR AEROSPACE

C_

L ©

| F=fXTIE TR

1200

L ©)

T OKRYIS @tREpEY CFLRE @RAABR GTHER
Workpiece Drills Series Shank Type Drilling Depth Coolant Type Drill Diameter
. . . AR<3D )= TIEHP3.25
; D968S TEMINTHFTEES Twist Drills for Stainless Steel B EHR R
e " A DIN6535HA 3 Depth<3D Internal Coolant 0325 Dia: ®3.25
O .A. N A o &
25 D966 SEASMIAFES Twist Drills for Aluminium Alloy y HRS5D e 711E#$6.00
Aluminium Alloy E FAHU#R DIN6S3SHE > Depth<5D External Coolant 0600 Dia: ©6.00
B D998 SREMIN TR TEES Twist Drills for Hardened Steel FHIR<8D T)EAP12.00
Hardened Steel B | HUI*FH% DING535HB 8 Depth<8D 1200 o 912,00
RS
SBREER 12 ARS12D
. L Depth<12D
Y Straight Cylindrical —
FR<15D
Shank 15
Depth<15D
M EERHEIR 00 TRE:
Mose Shank M i =
90°Point Angle
N 120°TiifA
120°Point Angle
P 145°TRfs
145°Point Angle
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e D968S-A3N u=m

Explanation
BSMARFENINTIDINS FFEHE
VI 588 v 5488 High Efficient 3D External Coolant Twist Drills for Stainless Steel
Sign Notes Sign Notes
LU PL
L SHANK| | QGTﬁh ) DC DakES ) -
Cylindrical Shan Diameter of Drill = ) . -~ -
HREBTZR - = g - o ——
Shank Type Ls LCF 140°
DING6535HAR iz
w DIN6535HA Shank DMM Diameter of Shank OAL
n TIAINGZ K
TIAIN TiAIN Coating LCF Flute Length e oc oMM e — oe oMM o
= [F 1l 515 ==
o Ordering Code  (mT7) LCF OAL (h6) LS LW PL gock Ordering Code  (mT7) LCF OAL (ho) LS LW PL gk
"{]%E AITiN AITINSLRIRER LU Reco?n%f::atl\%ﬂég;mum
Coating hano Nano-Coating e D968S-A3N-0100 1.00 7 45 4 30 55 018 @ D968S-A3N-0330 330 20 62 6 36 151 0.60 @
_ RIB#% D968S-A3N-0110 1.10 7 45 4 30 54 020 @ D968S-A3N-0340 340 20 62 6 36 149 062 @
AICIN/TISINSZ R2E Dimension Data
AICKN/ NETISIN ftore s W D968S-A3N-0120 1.20 7 45 4 30 52 022 @ D968S-A3N-0350 350 20 62 6 36 148 0.64 @
TiSiN Coating Shank Length D968S-A3N-0130 1.30 7 45 4 30 51 024 @ D968S-A3N-0360 3.60 20 62 6 36 146 0.66 @
D968S-A3N-0140 1.40 7 45 4 30 49 025 @  D968S-A3N-0370 3.70 20 62 6 36 145 0.67 @
H Extornal contee o st Drill OAL overail Length D968S-A3N-0150 150 9 55 4 38 68 027 @ DI6SS-AN-0380 3.80 24 66 6 36 183 069 ®
D968S-A3N-0160 1.60 9 55 4 38 66 029 @ D968S-A3N-0390 390 24 66 6 36 182 071 @
DA E P RRTES oL . D968S-A3N-0175 175 9 55 4 38 64 032 @ DI68S-A3N-0400 4.00 24 66 6 36 180 0.73 @
Tool Type Internal Cooling Twist Drill Drill Tip Height D968S-A3N-0180 1.80 9 55 4 38 63 033 @  D968S-A3N-0410 4.10 24 66 6 36 179 075 @
D968S-A3N-0190 190 9 55 4 38 62 035 @ DI68S-A3N-0420 420 24 66 6 36 17.7 0.76 @
R LPR B D968S-A3N-0200 2.00 13 55 4 36 100 036 @  D968S-A3N-0430 430 24 66 6 36 17.6 0.78 @
Centre Drill Hangout Length
D968S-A3N-0210 2.10 13 55 4 36 99 038 @ D968S-A3N-0440 440 24 66 6 36 17.4 0.80 @
50532 D968S-A3N-0220 220 13 55 4 36 9.7 040 @  D968S-A3N-0450 450 24 66 6 36 17.3 082 @
150 Steel D968S-A3N-0230 230 13 55 4 36 9.6 042 @ DI68S-A3N-0460 4.60 24 66 6 36 17.1 0.84 @
D968S-A3N-0240 2.40 17 55 4 33 134 044 @  D968S-A3N-0465 4.65 24 66 6 36 17.0 0.85 @
M Isggﬁ;slﬁzml D968S-A3N-0250 2.50 17 55 4 33 133 045 @  D968S-A3N-0470 470 24 66 6 36 17.0 0.86 @
t t
ainiess stee D968S-A3N-0260 2.60 17 55 4 33 13.1 047 ® DO68S-A3N-0480 4.80 28 66 6 36 208 0.87 ®
o s D968S-A3N-0270 2.70 17 55 4 33 13.0 049 @  D968S-A3N-0490 4.90 28 66 6 36 20.7 089 @
SO 42k 1SO Cast Iron D968S-A3N-0280 2.80 17 55 4 33 12.8 051 @  D968S-A3N-0500 500 28 66 6 36 20.5 091 @
130 Material D968S-A3N-0290 2.90 17 55 4 33 127 053 @  D968S-A3N-0510 510 28 66 6 36 204 093 @
classification 1SO%33 B @it D968S-A3N-0295 295 17 55 4 33 12.6 054 O  D968S-A3N-0515 515 28 66 6 36 203 094 @
IS0 Nonferrous Metal D968S-A3N-0300 3.00 20 62 6 36 155 055 @®  DI968S-A3N-0520 520 28 66 6 36 202 095 @
D968S-A3N-0305 3.05 20 62 6 36 154 056 O  D968S-A3N-0530 530 28 66 6 36 20.1 0.96 @
B 'SOﬁg’fsmg"ﬁ;Sfﬁ‘ﬁ D968S-A3N-0310 3.10 20 62 6 36 154 056 @  D968S-A3N-0540 540 28 66 6 36 199 093 @
D968S-A3N-0315 3.15 20 62 6 36 153 057 O  D968S-A3N-0550 550 28 66 6 36 19.8 1.00 @
e —— D968S-A3N-0320 320 20 62 6 36 152 058 @  D968S-A3N-0555 555 28 66 6 36 19.7 1.01 @
Hardened Material D968S-A3N-0325 325 20 62 6 36 151 059 O  D968S-A3N-0560 560 28 66 6 36 19.6 1.02 @
iz @ IRAEETF Stock O FFiEAvailable upon Order #7E: D1-D207]B#EZIEARITHI B {IUnit(mm)
3D 313‘:31 Note: Accept customization from D1 to D20 tool
T {#4%} Workpiece Material
5%
5D - H m I3 N B 0O
, 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Kzt i e TS
Length/Diameter 8ietE N eas eeo
g Ratia 8D W, &M, T K1/ RGBT R = . HiE | HEE _ k= . .
a9 AW REFHEE RET BEwm o 80 &% | WAE  EAMH | heat | KA | FEW BN
Carbon Alloy Eel-:r?tr_:g/ Stainless Gray Cast HigI;Alloy AlE?rﬁeiSm Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
E Lo Steesléeéttlloy Stesise,':':ol Mariensitic Steel Ir?:r;,stDlurgtr:le Castlron | Alloys,cast Altﬂ:’ry:m Alloys Material zﬁgisr Alloys Steels Steels
12D Steel Alloys
<35HRC | 35-48HRC <35HRC 35-45HRC  Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC
155 © © O O
1P O ®iE&Most Suitable O iE&Suitable LIS K P241
Recommended Cutting Data % P241
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D968S-A3N = ] 0 | D968S-A3N

ERAENINTIDINZ FATEES ERAENINITIDINS FRTEH
High Efficient 3D External Coolant Twist Drills for Stainless Steel High Efficient 3D External Coolant Twist Drills for Stainless Steel
Lu _PL LU _PL
: s s .. : - ——
Ls ‘ LCF 1407 Ls LCF 1407
OAL OAL
) 250 ) 50
s TED sTiES s TE DS sTED
Orderi?g?Code (r?l%) LCF OAL ?fl:/g\)/l Ls W PL ijt.:ﬁ Ordgi?g-ﬁcode (r?ﬁl) LCF | OAL %I:Ag\)/] Ls L pL Eﬁ Ord;-rjinmg-%ode (r?1c7) LCF OAL I?II:/IGI\)/I LS W PpL ,Siﬁ( Ordgiﬁg?Code (rl?\gl) LCF OAL ?PI:/IG? Ls W pL Eﬁ
D968S-A3N-0570 5.70 28 66 6 36 195 1.04 O D968S-A3N-0810 8.10 47 89 10 40 349 147 O D968S-A3N-1040 10.40 55 102 12 45 394 189 @ D968S-A3N-1290 12.90 60 107 14 45 40.7 235 O
D968S-A3N-0580 5.80 28 66 6 36 193 1.06 @ D968S-A3N-0820 8.20 47 89 10 40 34.7 149 O D968S-A3N-1050 10.50 55 102 12 45 393 191 @ D968S-A3N-1300 13.00 60 107 14 45 405 237 @
D968S-A3N-0590 590 28 66 6 36 192 1.07 @ D968S-A3N-0830 8.30 47 89 10 40 346 151 @ D968S-A3N-1060 10.60 55 102 12 45 39.1 193 @ D968S-A3N-1310 13.10 60 107 14 45 404 238 @
D968S-A3N-0600 6.00 28 66 6 36 190 1.09 @ D968S-A3N-0840 8.40 47 89 10 40 344 153 @ D968S-A3N-1070 10.70 55 102 12 45 39.0 195 O D968S-A3N-1320 13.20 60 107 14 45 40.2 240 O
D968S-A3N-0605 6.05 34 79 8 36 249 110 O D968S-A3N-0850 8.50 47 89 10 40 343 155 @ D968S-A3N-1080 10.80 55 102 12 45 388 197 O D968S-A3N-1330 13.30 60 107 14 45 40.1 242 O
D968S-A3N-0610 6.10 34 79 8 36 249 111 @ D968S-A3N-0860 8.60 47 89 10 40 34.1 157 @ D968S-A3N-1090 10.90 55 102 12 45 387 198 O D968S-A3N-1340 13.40 60 107 14 45 399 244 O
D968S-A3N-0620 6.20 34 79 8 36 247 113 @ D968S-A3N-0870 8.70 47 89 10 40 34.0 158 O D968S-A3N-1100 11.00 55 102 12 45 385 200 @ D968S-A3N-1350 13.50 60 107 14 45 39.8 246 O
D968S-A3N-0630 6.30 34 79 8 36 246 115 @ D968S-A3N-0880 8.80 47 89 10 40 338 160 @ D968S-A3N-1110 11.10 55 102 12 45 384 202 @ D968S-A3N-1370 13.70 60 107 14 45 395 249 O
D968S-A3N-0640 6.40 34 79 8 36 244 116 @ D968S-A3N-0890 8.90 47 89 10 40 337 162 @ D968S-A3N-1120 11.20 55 102 12 45 38.2 2.04 O D968S-A3N-1380 13.80 60 107 14 45 393 251 O
D968S-A3N-0650 6.50 34 79 8 36 243 118 @ D968S-A3N-0900 9.00 47 89 10 40 335 164 @ D968S-A3N-1130 11.30 55 102 12 45 38.1 2.06 O D968S-A3N-1390 13.90 60 107 14 45 39.2 253 O
D968S-A3N-0660 6.60 34 79 8 36 241 120 @ D968S-A3N-0910 9.10 47 89 10 40 334 166 @ D968S-A3N-1140 11.40 55 102 12 45 379 207 @ D968S-A3N-1400 14.00 60 107 14 45 39.0 255 @
D968S-A3N-0670 6.70 34 79 8 36 240 122 @ D968S-A3N-0920 9.20 47 89 10 40 332 167 @ D968S-A3N-1150 11.50 55 102 12 45 378 2.09 @ D968S-A3N-1410 14.10 65 115 16 48 439 257 O
D968S-A3N-0680 6.80 34 79 8 36 238 124 @ D968S-A3N-0930 9.30 47 89 10 40 33.1 169 O D968S-A3N-1160 11.60 55 102 12 45 376 211 O D968S-A3N-1420 14.20 65 115 16 48 43.7 258 O
D968S-A3N-0690 6.90 34 79 8 36 237 126 @ D968S-A3N-0935 9.35 47 89 10 40 33.0 .70 O D968S-A3N-1170 11.70 55 102 12 45 375 213 O D968S-A3N-1425 14.25 65 115 16 48 436 259 O
D968S-A3N-0700 7.00 34 79 8 36 235 127 @ D968S-A3N-0940 9.40 47 89 10 40 329 171 O D968S-A3N-1180 11.80 55 102 12 45 373 215 @ D968S-A3N-1430 14.30 65 115 16 48 43.6 260 O
D968S-A3N-0710 7.10 41 79 8 36 304 129 @ D968S-A3N-0945 9.45 47 89 10 40 328 1.72 O D968S-A3N-1190 1190 55 102 12 45 37.2 217 O D968S-A3N-1440 14.40 65 115 16 48 434 262 O
D968S-A3N-0720 7.20 41 79 8 36 302 131 @ D968S-A3N-0950 9.50 47 89 10 40 328 173 @ D968S-A3N-1200 12.00 55 102 12 45 37.0 2.18 @ D968S-A3N-1450 14.50 65 115 16 48 433 264 @
D968S-A3N-0730 7.30 41 79 8 36 30.1 133 O D968S-A3N-0955 9.55 47 89 10 40 32.7 1.74 O D968S-A3N-1210 12.10 60 107 14 45 419 220 O D968S-A3N-1460 14.60 65 115 16 48 43.1 2.66 O
D968S-A3N-0740 7.40 41 79 8 36 299 135 @ D968S-A3N-0960 9.60 47 89 10 40 326 175 @ D968S-A3N-1220 12.20 60 107 14 45 417 222 O D968S-A3N-1470 14.70 65 115 16 48 43.0 2.68 O
D968S-A3N-0745 745 41 79 8 36 298 136 @ D968S-A3N-0970 9.70 47 89 10 40 325 177 O D968S-A3N-1225 12.25 60 107 14 45 416 223 O D968S-A3N-1475 14.75 65 115 16 48 429 268 O
D968S-A3N-0750 750 41 79 8 36 298 136 @ D968S-A3N-0980 9.80 47 89 10 40 323 178 @ D968S-A3N-1230 12.30 60 107 14 45 416 224 O D968S-A3N-1480 14.80 65 115 16 48 428 2.69 O
D968S-A3N-0755 7.55 41 79 8 36 29.7 137 O D968S-A3N-0990 9.90 47 89 10 40 322 180 O D968S-A3N-1240 12.40 60 107 14 45 414 226 O D968S-A3N-1490 14.90 65 115 16 48 42.7 2.711 O
D968S-A3N-0760 7.60 41 79 8 36 296 138 @ D968S-A3N-1000 10.00 47 89 10 40 320 182 @ D968S-A3N-1250 12.50 60 107 14 45 413 227 @ D968S-A3N-1500 15.00 65 115 16 48 425 273 @
D968S-A3N-0770 7.70 41 79 8 36 295 140 O D968S-A3N-1010 10.10 55 102 12 45 399 184 O D968S-A3N-1260 12.60 60 107 14 45 41.1 229 O D968S-A3N-1510 15.10 65 115 16 48 424 2.715 O
D968S-A3N-0780 7.80 41 79 8 36 293 142 @ D968S-A3N-1020 10.20 55 102 12 45 39.7 1.86 @ D968S-A3N-1270 12.70 60 107 14 45 410 231 O D968S-A3N-1520 15.20 65 115 16 48 422 2.77 @
D968S-A3N-0790 7.90 41 79 8 36 292 144 O D968S-A3N-1025 10.25 55 102 12 45 39.6 187 @ D968S-A3N-1275 12.75 60 107 14 45 409 232 O D968S-A3N-1530 15.30 65 115 16 48 42.1 2.718 O
D968S-A3N-0800 8.00 41 79 8 36 290 146 @ D968S-A3N-1030 10.30 55 102 12 45 39.6 187 @ D968S-A3N-1280 12.80 60 107 14 45 40.8 233 O D968S-A3N-1540 15.40 65 115 16 48 419 280 O
@ tEREE Stock O FFEAvailable upon Order #&3E: D1-D207] EEZIRARITHI {IUnit(mm) @ TAERETE Stock O FFEAvailable upon Order #7E: D1-D207]E#EZARRITHI E{IUnit(mm)
Note: Accept customization from D1 to D20 tool Note: Accept customization from D1 to D20 tool
T {4#4%} Workpiece Material T 4#4%} Workpiece Material
B ~m I N H 0O B ~m I3 N H 0O
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S BISES PH5S BISIES
. AW, I %RKE/5 TREFR K = a =, HE  HiER BaaE W, AW, I %HKE/5 IREH. K =a &, HE iR =2Ee2
E&W Al EETEHN THEN  BE® IEJ%E%% e &% Heas | SEaMi Heat REE  FREW | OFEN AEW AW RKETE®N TEN  BE® 'E%:%% BE a% mEE ESEEME Heat REE  FEW | OFEN
Carbon Alloy PH and Stainless | Gray Cast . Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast . Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool M;ftr:rt";{lc Steel ron, Ductile Fgaggtfl\r“o%y Q:t’of;';nc";:t' Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool Mthrgnt'SCI(IC Steel  |ron, Ductile "é'g;‘t‘l\:é%y ﬁror;;ncll;;f; Aluminium  Alloys Material Super Alloys Steels Steels
Steel Steels | otainloss Castlron Alumiiae | Alloys Alloys Steel Steels | otainloss Castlron Alumias | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% @ Si>12% | <HB200 <HB450 | <HB400 45-55HRC  55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC | Si<12% | Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC 55-60HRC
O ©) O O O ©) O O
O SiE&Most Suitable O i&&Suitable HEFETIHI S H % P241 O SiEBMost Suitable O iE&Suitable HEFELIHIBH % P241
Recommended Cutting Data * P241 Recommended Cutting Data 3 P241
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D968S-A3N = EEE D968S-A3C

oo |

AN T3DINS FRIESh EMAREMINT3IDA A FRTEEL
High Efficient 3D External Coolant Twist Drills for Stainless Steel High Efficient 3D Internal Coolant Twist Drills for Stainless Steel
LU PL LU PL
[~ = = ==__====-_J_£== === 4 A
LS LCF 1407 Ls LCF ./ 140°
OAL OAL
) im0
TS DC DMM EF = DC DMM EF iTE= DC DMM EE TS DC DMM E=E
Ordering Code  (m7) LCF OAL (he) LS LU PL gtk Ordering Code  (m7) LCF OAL (h6) LS LU PL gock Ordering Code  (mT7) LCF| OAL (he) LS LU | PL Igt0ck Ordering Code  (m7) LCFOAL (h6) LS LU PL gock
D968S-A3N-1550 15.50 65 115 16 48 41.8 2.82 O D968S-A3N-1740 17.40 73 123 18 48 46.9 3.17 O D968S-A3C-0300 3.00 20 62 6 36 155 055 @ D968S-A3C-0540 540 28 66 6 36 19.9 098 O
D968S-A3N-1570 15.70 65 115 16 48 415 286 O D968S-A3N-1750 17.50 73 123 18 48 46.8 3.18 O D968S-A3C-0310 3.10 20 62 6 36 154 0.56 O D968S-A3C-0550 550 28 66 6 36 19.8 1.00 ®
D968S-A3N-1580 15.80 65 115 16 48 41.3 2.88 O D968S-A3N-1760 17.60 73 123 18 48 46.6 3.20 O D968S-A3C-0320 320 20 62 6 36 152 058 O D968S-A3C-0555 555 28 66 6 36 19.7 1.01 O
D968S-A3N-1590 1590 65 115 16 48 412 289 O  D968S-A3N-1770 17.70 73 123 18 48 465 322 O D968S-A3C-0325 325 20 62 6 36 151 059 O D968S-A3C-0560 560 28 66 6 36 19.6 1.02 O
D968S-A3N-1600 16.00 65 115 16 48 41.0 291 O  D968S-A3N-1780 17.80 73 123 18 48 463 324 O D968S-A3C-0330 330 20 62 6 36 151 060 @ D968S-A3C-0570 570 28 66 6 36 195 1.04 O
D968S-A3N-1620 1620 73 123 18 48 487 295 O  D968S-A3N-1800 18.00 73 123 18 48 46.0 328 O D968S-A3C-0340 340 20 62 6 36 149 062 O D968S-A3C-0580 5.80 28 66 6 36 193 1.06 O
D968S-A3N-1630 16.30 73 123 18 48 486 297 O  D968S-A3N-1840 18.40 79 131 20 50 51.4 335 O D968S-A3C-0350 3.50 20 62 6 36 14.8 064 O D968S-A3C-0590 590 28 66 6 36 192 1.07 O
D968S-A3N-1640 1640 73 123 18 48 48.4 298 O  D968S-A3N-1850 18.50 79 131 20 50 51.3 337 O D968S-A3C-0360 3.60 20 62 6 36 146 066 O D968S-A3C-0600 6.00 28 66 6 36 190 1.09 @
D968S-A3N-1650 1650 73 123 18 48 483 3.00 O  D968S-A3N-1860 18.60 79 131 20 50 51.1 338 O D968S-A3C-0370 3.70 20 62 6 36 145 067 O D968S-A3C-0610 610 34 79 8 36 249 111 @
D968S-A3N-1660 16.60 73 123 18 48 481 3.02 O  D968S-A3N-1880 18.80 79 131 20 50 50.8 3.42 O D968S-A3C-0380 3.80 24 66 6 36 183 069 @ D968S-A3C-0620 620 34 79 8 36 247 113 O
D968S-A3N-1670 16.70 73 123 18 48 480 3.04 O  D968S-A3N-1900 19.00 79 131 20 50 50.5 3.46 O D9685-A3C-0390 390 24 66 6 36 182 071 O D968S-A3C-0630 630 34 79 8 36 246 115 O
D968S-A3N-1675 16.75 73 123 18 48 47.9 3.05 O  D968S-A3N-1910 19.10 79 131 20 50 50.4 3.48 O D968S-A3C-0400 4.00 24 66 6 36 180 073 @ D968S-A3C-0640 640 34 79 8 36 244 116 O
D968S-A3N-1680 16.80 73 123 18 48 47.8 3.06 O  D968S-A3N-1950 19.50 79 131 20 50 49.8 3.55 O D968S-A3C-0410 4.10 24 66 6 36 179 075 O D968S-A3C-0650 6.50 34 79 8 36 243 118 @
D968S-A3N-1700 17.00 73 123 18 48 475 3.09 O  D968S-A3N-1980 19.80 79 131 20 50 49.3 3.60 O D968S-A3C-0420 420 24 66 6 36 17.7 0.76 @ D968S-A3C-0660 6.60 34 79 8 36 241 120 O
D968S-A3N-1720 17.20 73 123 18 48 472 313 O  D968S-A3N-1990 19.90 79 131 20 50 492 362 O D9685-A3C-0430 430 24 66 6 36 176 0718 © D9685S-A3C-0670 670 34 79 8 36 24.0 122 ©
D968S-A3N-1730 17.30 73 123 18 48 47.1 315 O  D968S-A3N-2000 20.00 79 131 20 50 49.0 3.64 O D968S-A3C-0440 440 24 66 6 36 174 0.80 © D968S-A3C-0680 6.80 34 79 8 36 238 124 @
0 s Stock O B bl ) N - D968S-A3C-0450 450 24 66 6 36 173 0.82 @ D968S-A3C-0690 690 34 79 8 36 237 126 O
T EFREAvai 1 D1- FITHE {Uni
TR Stock O REAvailable upon Order D 020100l Fditunit(mm) D968S-A3C-0460 4.60 24 66 6 36 17.1 0.84 O  D968S-A3C-0700 7.0 34 79 8 36 235 127 @
— D968S-A3C-0465 4.65 24 66 6 36 17.0 0.85 O D968S-A3C-0710 7.10 41 79 8 36 304 129 O
T3EE
Nominal Size Range  °¢(™”) BIERGE) D968S-A3C-0470 4.70 24 66 6 36 17.0 0.86 O D968S-A3C-0720 720 41 79 8 36 302 131 O
>2-3 +0.002/+0.012 0.000/-0.006
Tie 0004770016 | 0.000/0.008 D968S-A3C-0480 4.80 28 66 6 36 20.8 0.87 O D968S-A3C-0730 730 41 79 8 36 30.1 133 O
>6-10 +0.006/+0.021 | 0.000/-0.009 D968S-A3C-0490 4.90 28 66 6 36 20.7 0.89 O D968S-A3C-0740 7.40 41 79 8 36 299 135 O
>10—18 +0.007/+0.025 0.000/-0.011
>18-20 +0008/+0.029 | 0.000/-0.013 D968S-A3C-0500 5.00 28 66 6 36 205 091 @ D968S-A3C-0745 7.45 41 79 8 36 29.8 136 O
D968S-A3C-0510 5.10 28 66 6 36 204 093 O D968S-A3C-0750 7.50 41 79 8 36 29.8 136 O
D968S-A3C-0515 5.15 28 66 6 36 203 094 @ D968S-A3C-0755 7.55 41 79 8 36 29.7 137 O
D968S-A3C-0520 520 28 66 6 36 202 095 @ D968S-A3C-0760 7.60 41 79 8 36 29.6 138 O
D968S-A3C-0530 530 28 66 6 36 20.1 096 O D968S-A3C-0770 7.70 41 79 8 36 29.5 1.40 O
@ 1RERETE Stock O FFfiEAvailable upon Order #&3E: D3-D207IEEZIEFRITHI E{IUnit(mm)
Note: Accept customization from D3 to D20 tool
T 44% Workpiece Material T {#+%} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S BEEE PH5S BsEs
B, AeW. T %%54/D REH B mae B WE  HEE sEae ) ) WM. AW, T %%56%/3 RS B o B WE  HEH BEAS
a2y AW REFHE RET Bmem o B8 A% WAE EAME  Hew  HAR | KEW | EES AW AW RATER RER | BgH | . @8 A% | WAE SAME  hea @ KA | AEW | HES
Carbon Alloy PH and Stainless | Gray Cast High Allo Forged Cast Copper | Compound | Resistant | Titanium | Hardened = Hardened Carbon Alloy PH and Stainless | Gray Cast H'I;All Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool MZ?{Z;;(IC Steel  |iron, Ductile Clagstlrony ’X‘lfm'“(':l‘"; Aluminium = Alloys Material Super Alloys Steels Steels Steel, Alloy SteelsTool MFet"'t'C_(, Steel  |Iron, Ductile Clgtl oy Qh’m'"c'uf‘: Aluminium  Alloys Material Super Alloys Steels Steels
Steel Steels | oainlass Castlron Almptass | Alloys Alloys Steel Steels | Vominlosa. Castlron | -@stiron [ Atoys.cast ™ Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC 35-45HRC | Si<12% | Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC 35-45HRC @ Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
O O O O O © O O O O O
O miE&Most Suitable O B&Suitable HFFLHI S % P241 © miE&Most Suitable O iE&Suitable HFTIHISHO% P241
Recommended Cutting Data 3 P241 Recommended Cutting Data % P241
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High Efficient 3D Internal Coolant Twist Drills for Stainless Steel High Efficient 3D Internal Coolant Twist Drills for Stainless Steel
LU PL LU PL

= = === — £ = = = = 4 — = =T T= £ == =N = o s

e e 8 p— e e 8 [remmmm———
LS LCF 140° LS LCF 140°
OAL OAL

) &l ) &l
TS DC DMM o3 TS DC DMM 7 TS DC DMM BETE T8RS DC DMM 77
Ordering Code  (m7) es ol (he) LS LU PL giock Ordering Code  (mT7) LCF |OAL (he) LS LU PL gk Orderiﬁ\gCode (m7) LERIOAL (he) LS| LU | PL I gtock Orderi?fgCode (m7) <bs el (h6) LS LU PL ek

D968S-A3C-0775 7.75 41 79 8 36 294 141
D968S-A3C-0780 7.80 41 79 8 36 293 142
D968S-A3C-0790 790 41 79 8 36 29.2 144
D968S-A3C-0800 8.00 41 79 8 36 29.0 1.46
D968S-A3C-0810 8.10 47 89 10 40 349 1.47
D968S-A3C-0815 8.15 47 83 10 40 34.8 1.48
D968S-A3C-0820 8.20 47 89 10 40 34.7 1.49
D968S-A3C-0830 8.30 47 89 10 40 346 1.51
D968S-A3C-0840 8.40 47 83 10 40 344 153
D968S-A3C-0850 8.50 47 89 10 40 343 1.55
D968S-A3C-0860 8.60 47 89 10 40 34.1 1.57
D968S-A3C-0870 870 47 83 10 40 34.0 1.58
D968S-A3C-0880 8.80 47 89 10 40 33.8 1.60
D968S-A3C-0890 8.90 47 89 10 40 33.7 1.62
D968S-A3C-0900 9.00 47 83 10 40 335 1.64
D968S-A3C-0910 9.10 47 89 10 40 33.4 1.66
D968S-A3C-0920 9.20 47 89 10 40 33.2 1.67
D968S-A3C-0925 9.25 47 89 10 40 33.1 1.68
D968S-A3C-0930 9.30 47 89 10 40 33.1 1.69
D968S-A3C-0935 935 47 83 10 40 33.0 1.70
D968S-A3C-0940 9.40 47 89 10 40 329 1.71
D968S-A3C-0950 9.50 47 89 10 40 32.8 1.73
D968S-A3C-0955 9.55 47 83 10 40 32.7 1.74

(@)

D968S-A3C-1000 10.00 47 89 10 40 32.0 1.82
D968S-A3C-1010 10.10 55 102 12 45 399 1.84
D968S-A3C-1020 10.20 55 102 12 45 39.7 1.86
D968S-A3C-1030 10.30 55 102 12 45 39.6 1.87
D968S-A3C-1040 10.40 55 102 12 45 394 1.89
D968S-A3C-1050 10.50 55 102 12 45 39.3 191
D968S-A3C-1060 10.60 55 102 12 45 39.1 1.93
D968S-A3C-1070 10.70 55 102 12 45 39.0 1.95
D968S-A3C-1080 10.80 55 102 12 45 38.8 1.97
D968S-A3C-1090 10.90 55 102 12 45 38.7 1.98
D968S-A3C-1100 11.00 55 102 12 45 385 2.00
D968S-A3C-1110 11.10 55 102 12 45 384 2.02
D968S-A3C-1120 11.20 55 102 12 45 382 2.04
D968S-A3C-1130 11.30 55 102 12 45 38.1 2.06
D968S-A3C-1140 11.40 55 102 12 45 37.9 2.07
D968S-A3C-1150 11.50 55 102 12 45 37.8 2.09
D968S-A3C-1160 11.60 55 102 12 45 37.6 211
D968S-A3C-1170 11.70 55 102 12 45 37.5 2.13
D968S-A3C-1180 11.80 55 102 12 45 373 215
D968S-A3C-1190 11.90 55 102 12 45 37.2 2.17
D968S-A3C-1200 12.00 55 102 12 45 37.0 218
D968S-A3C-1210 12.10 60 107 14 45 41.9 2.20
D968S-A3C-1220 12.20 60 107 14 45 41.7 222

D968S-A3C-1550 15.50 65 115 16 48 41.8 2.82
D968S-A3C-1570 15.70 65 115 16 48 415 2.86
D968S-A3C-1580 15.80 65 115 16 48 41.3 2.88
D968S-A3C-1600 16.00 65 115 16 48 41.0 2.91
D968S-A3C-1630 16.30 73 123 18 48 48.6 2.97
D968S-A3C-1650 16.50 73 123 18 48 48.3 3.00
D968S-A3C-1660 16.60 73 123 18 48 48.1 3.02
D968S-A3C-1680 16.80 73 123 18 48 47.8 3.06
D968S-A3C-1700 17.00 73 123 18 48 475 3.09
D968S-A3C-1750 17.50 73 123 18 48 46.8 3.18
D968S-A3C-1760 17.60 73 123 18 48 46.6 3.20
D968S-A3C-1770 17.70 73 123 18 48 46.5 3.22
D968S-A3C-1780 17.80 73 123 18 48 46.3 3.24
D968S-A3C-1800 18.00 73 123 18 48 46.0 3.28
D968S-A3C-1840 18.40 79 131 20 50 51.4 3.35
D968S-A3C-1850 1850 79 131 20 50 513 3.37
D968S-A3C-1880 18.80 79 131 20 50 50.8 3.42
D968S-A3C-1900 19.00 79 131 20 50 50.5 3.46
D968S-A3C-1950 19.50 79 131 20 50 49.8 3.55
D968S-A3C-1960 19.60 79 131 20 50 49.6 3.57
D968S-A3C-1980 19.80 79 131 20 50 49.3 3.60
D968S-A3C-2000 20.00 79 131 20 50 49.0 3.64

(@)

D968S-A3C-1270 12.70 60 107 14 45 41.0 231
D968S-A3C-1280 12.80 60 107 14 45 40.8 2.33
D968S-A3C-1285 12.85 60 107 14 45 40.7 2.34
D968S-A3C-1290 12.90 60 107 14 45 40.7 2.35
D968S-A3C-1300 13.00 60 107 14 45 40.5 2.37
D968S-A3C-1310 13.10 60 107 14 45 40.4 2.38
D968S-A3C-1340 13.40 60 107 14 45 399 244
D968S-A3C-1350 13.50 60 107 14 45 39.8 2.46
D968S-A3C-1360 13.60 60 107 14 45 39.6 2.47
D968S-A3C-1370 13.70 60 107 14 45 39.5 2.49
D968S-A3C-1375 13.75 60 107 14 45 39.4 2.50
D968S-A3C-1380 13.80 60 107 14 45 39.3 2.51
D968S-A3C-1400 14.00 60 107 14 45 39.0 2.55
D968S-A3C-1405 14.05 60 107 14 45 389 2.56
D968S-A3C-1420 1420 65 115 16 48 43.7 2.58
D968S-A3C-1430 1430 65 115 16 48 43.6 2.60
D968S-A3C-1450 14.50 65 115 16 48 43.3 2.64
D968S-A3C-1460 14.60 65 115 16 48 43.1 2.66
D968S-A3C-1470 14.70 65 115 16 48 43.0 2.68
D968S-A3C-1480 14.80 65 115 16 48 42.8 2.69
D968S-A3C-1500 15.00 65 115 16 48 425 2.73
D968S-A3C-1520 1520 65 115 16 48 422 2.77
D968S-A3C-1530 15.30 65 115 16 48 42.1 2.78

o

O/0|0|O0O|/0|0|0|O|O|O0O|O|O0|0|O0/0O|O|O0|0|0]|0O

|0 eO0|0O|0C @ O|0O|0O|®O0|O0O|C|OOC|O @/O0|0O|0O

® ® O 0O0O|C|®e|O|® OOC|O0O|O|0O0O @O @O O e O|le e O

O|l0|0|0O0C|®@0C|O/0OC|@®@OC @ O 0C|0Oj0Oe0O/®@ @@ O O\ e e O

D968S-A3C-0960 9.60 47 89 10 40 326 1.75 D968S-A3C-1230 12.30 60 107 14 45 416 2.24 riﬁ?-: AD3-Dt2072E?§§3F¢ﬁTﬂ§J3 020 o0l Z{iIUnit(mm)
@ TREETRE Stock O FEFiEAvailable upon Order ote: Accept customization from L3 to o0
D968S-A3C-0970 9.70 47 89 10 40 325 177 D968S-A3C-1240 12.40 60 107 14 45 414 2.26
AN, h
D968S-A3C-0980 9.80 47 89 10 40 323 178 D968S-A3C-1250 12.50 60 107 14 45 41.3 2.27 Nominal Size Range ™" DHNIS)
>2-3 +0.002/+0.012 | 0.000/-0.006
D968S-A3C-0990 9.90 47 89 10 40 32.2 1.80 D968S-A3C-1260 12.60 60 107 14 45 41.1 2.29 >3-6 +0.004/+0.016 | 0.000/-0.008
>6-10 +0.006/+0.021 | 0.000/-0.009
@ TREETRE Stock O FFizEAvailable upon Order #7E: D3-D2071R#EZIEMRITHI BA{iIUnit(mm) >10-18 +0.007/+0.025 | 0.000/-0.011
Note: Accept customization from D3 to D20 tool >18—20 +0.008/+0.029 0.000/-0.013
T 4%} Workpiece Material T {#4% Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S RIEEE PH5 BISES
WM. AWM. T S=E/D B B = a £, HE HER SatE WM.  AeW. I %RE/3 RFH B = £, HE SR BReE . .
5EW 8 KEATHW FHEN @ 2% 'E’ﬁ':'# BE A% AEE  EEME | Heat et | FEW | OFEW AW A RAETHEH AEN | B Sk \E a% WEE | EEME | Heat KEE | FEW | RN
Carbon Alloy PH and Stainless | Gray Cast A Forged Cast Copper | Compound| Resistant | Titanium | Hardened = Hardened Carbon Alloy PH and Stainless | Gray Cast Hi HA“ Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool | Ferritic/. Steel iron, Ductile "igN ’?“"y Aluminium | Alyminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool | Ferritic/ | Steel iron, Ductile CI§St |r°°ny Aluminium | Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels | Martensitic Castlron =~ Castlron | Alloys.Cast 7o) 50 Alloys Steel Steels | otainloss Cast Iron Alumiiam | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% | Si>12% & <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC @ Si<12% @ Si>12% @ <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
O © O @) O O O O © @) O @) O @)
© &®iEAMost Suitable () iEASuitable HEFLIHISER % P241 © RiEAMost Suitable () i&&Suitable HEFTTHISE % P241
Recommended Cutting Data ¥ P241 Recommended Cutting Data 3 P241
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D968S-A5N uwm ] 5o [ @ D968S-A5N =

nano

BMAEMIN T5DINS FRTEEh EMAEMINT5DINA FRTEE,
High Efficient 5D External Coolant Twist Drills for Stainless Steel High Efficient 5D External Coolant Twist Drills for Stainless Steel
LU . PL LU . PL
A - A -
2| | ==e 2| | e
a [ SN S e a [ N S =)
LS LCF 140° LS LCF 140°
OAL OAL
V11
iT5s DC DMM T 1T858 DC DMM EF 155 DC DMM EF
Ordering Code  (m7) LCF OAL (h6) LS W P Stock  OrderingCode  (mT7) LCF OAL (ho) LS L PL Stock Ordering Code (m7) LCF OAL (he) LS Lu PL Stock
D968S-A5N-0170 1.70 12 55 4 35 95 031 @ D968S-A5N-0510 5.10 44 82 6 36 364 093 @ D968S-A5N-1180 11.80 71 118 12 45 53.3 2.15 [}
D968S-A5N-0180 1.80 12 55 4 35 95 031 ® D968S-A5N-0540 540 44 82 6 36 359 098 @ D968S-ASN-1200 12.00 1 118 12 45 53.0 218 bt
D968S-A5N-0200 2.00 18 62 4 38 150 036 @ D968S-A5N-0550 5.50 44 82 6 36 358 1.00 @ DI68S-ASN-1250 12.50 L 124 14 45 58.3 2.21 ©
D968S-A5N-1300 13.00 7 124 14 45 57.5 2.37 [}
D968S-A5N-0205 2.05 18 62 4 38 149 037 @ D968S-A5N-0560 5.60 44 82 6 36 356 102 @
D968S-A5N-1400 14.00 7 124 14 45 56.0 2.55 [}
D968S-A5N-0220 2.20 18 62 4 38 147 040 @ D968S-A5N-0600 6.00 44 82 6 36 350 109 @ D968S-A5N-1450 14.50 83 133 16 48 61.3 2.64 o
D968S-A5N-0250 2.50 22 62 4 34 183 045 @  D968S-A5N-0650 650 53 91 8 36 433 118 O D968S-A5N-1500 15.00 83 133 16 48 60.5 2.73 o)
D968S-A5N-0260 2.60 22 62 4 34 18.1 047 @ D968S-A5N-0660 6.60 53 91 8 36 431 120 @ D968S-A5N-1600 16.00 83 133 16 48 59.0 2.91 O
D968S-ASN-0300 3.00 28 66 6 36 235 055 @ D968S-ASN-0670 6.70 53 91 8 36 43.0 122 O @ 1757 Stock O BFiEAvailable upon Order &35 DLD20TIAEEIHTTH &fUnit(mm)
D968S-A5N-0310 3.10 28 66 6 36 234 056 @  DI68S-ASN-0680 6.80 53 91 8 36 428 124 @ Note: Accept customization from D1 to D20 tool
D968S-ASN-0320 3.20 28 66 6 36 232 058 O  D968S-ASN-0700 7.00 53 91 8 36 425 127 @ Nomitol Somkange  OC(m) DMM(he)
D968S-A5N-0330 330 28 66 6 36 231 0.60 @ D968S-A5N-0730 7.30 53 91 8 36 42.1 133 O = *0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
D968S-A5N-0340 340 28 66 6 36 229 062 @ D968S-A5N-0800 800 53 91 8 36 410 146 @ >6-10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
D968S-A5N-0350 3.50 28 66 6 36 228 064 @ D968S-A5N-0820 8.20 61 103 10 40 48.7 149 @ >18-20 +0.008/+0.029 0.000/-0.013
D968S-A5N-0360 360 28 66 6 36 226 066 O D968S-A5N-0850 8.50 61 103 10 40 483 155 @
D968S-A5N-0370 3.70 28 66 6 36 225 0.67 O D968S-A5N-0860 8.60 61 103 10 40 48.1 157 @
D968S-A5N-0380 380 36 74 6 36 303 069 O D968S-A5N-0900 9.00 61 103 10 40 475 164 @
D968S-A5N-0400 4.00 36 74 6 36 30.0 0.73 @ D968S-A5N-0950 9.50 61 103 10 40 46.8 1.73 O
D968S-A5N-0420 420 36 74 6 36 29.7 0.76 @ D968S-A5N-0980 9.80 61 103 10 40 463 1.78 @
D968S-A5N-0430 430 36 74 6 36 296 0.78 @ D968S-A5N-1000 10.00 61 103 10 40 46.0 182 @
D968S-A5N-0450 450 36 74 6 36 293 082 @ D968S-A5N-1020 10.20 71 118 12 45 557 18 O
D968S-A5N-0480 4.80 44 82 6 36 36.8 087 @ D968S-A5N-1030 10.30 71 118 12 45 556 187 @
D968S-A5N-0490 490 44 82 6 36 36.7 089 @ D968S-A5N-1050 10.50 71 118 12 45 553 191 O
D968S-A5N-0500 5.00 44 82 6 36 365 091 @ D968S-A5N-1100 11.00 71 118 12 45 545 200 @
@ TREERE Stock O FFiEAvailable upon Order #3E: D1-D207IE#EZIEFRITHI E{IUnit(mm)
Note: Accept customization from D1 to D20 tool
T {4#4%} Workpiece Material T {##4%} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S BEEE PH5 BERE
WM.  SEW. T %Z1E/D IR, IK =8 =, Bt HER ERe® . N . AWM. T %1 EK/D RFEH. K=o ®. His | HiER o
E&MW B KETEN FHFEW @ B E%E%% BE &% Has Same Heat Ha® | KEW R aEW B KETHER FHEW B 'E%:'# BE &e Hee Sami Heat Has | FEW | FEW
Carbon Alloy PH and Stainless | Gray Cast Hi I;All Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper | Compound Resistant | Titanium | Hardened = Hardened
Steel, Alloy Steels,Tool MFet"'t'c.(. Steel Iron, Ductile! Clgstlro?'ly ﬁ“’""”c'”"; Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool  Ferritic/ Steel  Iron, Ductile Clgtl oy 2“’”’"'"&“"2 Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels | Vomintoce Castlron Alumiast - Alloys Alloys Steel Steels | otaintoss Castlron | -astiron [ivoys.cast = Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% | Si>12% & <HB200 <HB450 = <HB400 ' 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC  Si<12% @ Si>12% | <HB200 <HB450 = <HB400 ' 45-55HRC | 55-60HRC
@) © O O
O giE&Most Suitable (O i&&Suitable HETIHIS 2 % P241 O &iE&Most Suitable O i&&Suitable WFETIHIB R % P241
Recommended Cutting Data 3 P241 Recommended Cutting Data ¥ P241
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High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

ol
nano

s — — ) = — — )
gl * N gl . ~
) 45
STeD TS SIS STeD
orderngtode (7 LF OAL QY s W mL B o Tk WP oA 1w e B orderngtode  (m7) LCF AL 15w p R o 0 tese ) LOF oA TG s wo e R
D968S-A5C-0300 3.00 28 66 6 36 235 055 @ D968S-A5C-0560 5.60 44 82 6 36 356 1.02 O D968S-A5C-0820 8.20 61 103 10 40 48.7 149 O D968S-A5C-1080 10.80 71 118 12 45 548 197 O
D968S-A5C-0310 3.10 28 66 6 36 234 056 O D968S-A5C-0570 5.70 44 82 6 36 355 1.04 O D968S-A5C-0830 830 61 103 10 40 486 151 O D968S-A5C-1090 10.90 71 118 12 45 547 198 O
D968S-A5C-0320 3.20 28 66 6 36 232 058 O D968S-A5C-0580 5.80 44 82 6 36 353 1.06 O D968S-A5C-0840 8.40 61 103 10 40 484 153 O D968S-A5C-1100 11.00 71 118 12 45 545 200 @
D968S-A5C-0330 330 28 66 6 36 231 060 @ D968S-A5C-0590 590 44 82 6 36 352 1.07 O D968S-A5C-0850 850 61 103 10 40 483 155 @ D968S-A5C-1110 11.10 71 118 12 45 544 202 O
D968S-A5C-0340 3.40 28 66 6 36 229 062 @ D968S-A5C-0600 6.00 44 82 6 36 350 1.09 @ D968S-A5C-0860 8.60 61 103 10 40 48.1 157 @ D968S-A5C-1120 11.20 71 118 12 45 542 2.04 O
D968S-A5C-0350 350 28 66 6 36 228 064 @ D968S-A5C-0610 6.10 53 91 8 36 439 111 O D968S-A5C-0870 8.70 61 103 10 40 48.0 158 @ D968S-A5C-1130 11.30 71 118 12 45 541 2.06 O
D968S-A5C-0360 3.60 28 66 6 36 226 066 O D968S-A5C-0620 6.20 53 91 8 36 437 113 @ D968S-A5C-0880 8.80 61 103 10 40 47.8 160 O D968S-A5C-1140 11.40 71 118 12 45 539 207 O
D968S-A5C-0370 3.70 28 66 6 36 225 067 O D968S-A5C-0630 630 53 91 8 36 436 115 O D968S-A5C-0890 890 61 103 10 40 47.7 162 O D968S-A5C-1150 11.50 71 118 12 45 538 2.09 O
D968S-A5C-0380 3.80 36 T4 6 36 303 069 O D968S-A5C-0640 6.40 53 91 8 36 434 116 O D968S-A5C-0900 9.00 61 103 10 40 475 164 @ D968S-A5C-1160 11.60 71 118 12 45 536 211 O
D968S-A5C-0390 390 36 74 6 36 302 071 @ D968S-A5C-0650 6.50 53 91 8 36 433 118 @ D968S-A5C-0910 9.10 61 103 10 40 47.4 166 O D968S-A5C-1170 11.70 71 118 12 45 535 213 O
D968S-A5C-0400 4.00 36 74 6 36 300 0.73 @ D968S-A5C-0660 6.60 53 91 8 36 431 120 O D968S-A5C-0920 9.20 61 103 10 40 47.2 167 O D968S-A5C-1180 11.80 71 118 12 45 533 215 O
D968S-A5C-0410 4.10 36 74 6 36 299 075 O D968S-A5C-0670 6.70 53 91 8 36 43.0 1.22 O D968S-A5C-0930 9.30 61 103 10 40 47.1 169 O D968S-A5C-1190 1190 71 118 12 45 532 217 @
D968S-A5C-0420 4.20 36 T4 6 36 297 0.76 @ D968S-A5C-0680 6.80 53 91 8 36 428 124 @ D968S-A5C-0940 9.40 61 103 10 40 469 1711 O D968S-A5C-1200 12.00 71 118 12 45 53.0 218 @
D968S-A5C-0430 430 36 74 6 36 296 0.78 @ D968S-A5C-0690 6.90 53 91 8 36 42.7 126 O D968S-A5C-0950 9.50 61 103 10 40 46.8 1.73 O D968S-A5C-1210 12.10 77 124 14 45 589 220 O
D968S-A5C-0440 4.40 36 T4 6 36 294 080 O D968S-A5C-0700 7.00 53 91 8 36 425 127 @ D968S-A5C-0960 9.60 61 103 10 40 46.6 1.75 O D968S-A5C-1220 12.20 77 124 14 45 587 222 O
D968S-A5C-0450 450 36 74 6 36 293 082 @ D968S-A5C-0710 7.10 53 91 8 36 424 129 O D968S-A5C-0970 9.70 61 103 10 40 46.5 1.77 O D968S-A5C-1230 12.30 77 124 14 45 586 224 O
D968S-A5C-0460 4.60 36 T4 6 36 29.1 084 O D968S-A5C-0720 7.20 53 91 8 36 422 131 O D968S-A5C-0980 9.80 61 103 10 40 463 178 @ D968S-A5C-1240 12.40 77 124 14 45 584 226 O
D968S-A5C-0470 4.70 36 74 6 36 29.0 0.86 O D968S-A5C-0730 7.30 53 91 8 36 42.1 133 O D968S-A5C-0990 9.90 61 103 10 40 46.2 180 O D968S-A5C-1250 12.50 77 124 14 45 583 227 @
D968S-A5C-0480 4.80 44 82 6 36 36.8 087 O D968S-A5C-0735 7.35 53 91 8 36 42.0 134 O D968S-A5C-1000 10.00 61 103 10 40 46.0 182 @ D968S-A5C-1260 12.60 77 124 14 45 581 229 O
D968S-A5C-0490 490 44 82 6 36 36.7 089 O D968S-A5C-0740 7.40 53 91 8 36 419 135 O D968S-A5C-1010 10.10 71 118 12 45 559 184 O D968S-A5C-1270 12.70 77 124 14 45 58.0 231 O
D968S-A5C-0500 5.00 44 82 6 36 365 091 @ D968S-A5C-0750 7.50 53 91 8 36 418 136 @ D968S-A5C-1020 10.20 71 118 12 45 557 186 @ D968S-A5C-1280 12.80 77 124 14 45 578 233 O
D968S-A5C-0510 5.10 44 82 6 36 364 093 @ D968S-A5C-0760 7.60 53 91 8 36 41.6 138 O D968S-A5C-1025 10.25 71 118 12 45 556 187 O D968S-A5C-1290 12.90 77 124 14 45 57.7 235 O
D968S-A5C-0520 5.20 44 82 6 36 362 095 @ D968S-A5C-0770 7.70 53 91 8 36 415 140 O D968S-A5C-1030 10.30 71 118 12 45 556 187 O D968S-A5C-1300 13.00 77 124 14 45 575 237 @
D968S-A5C-0530 530 44 82 6 36 36.1 096 O D968S-A5C-0780 7.80 53 91 8 36 413 142 @ D968S-A5C-1040 10.40 71 118 12 45 554 189 O D968S-A5C-1310 13.10 77 124 14 45 574 238 O
D968S-A5C-0540 5.40 44 82 6 36 359 098 O D968S-A5C-0790 7.90 53 91 8 36 412 144 O D968S-A5C-1050 10.50 71 118 12 45 553 191 @ D968S-A5C-1320 13.20 77 124 14 45 572 240 O
D968S-A5C-0550 550 44 82 6 36 358 1.00 @ D968S-A5C-0800 8.00 53 91 8 36 410 146 @ D968S-A5C-1060 10.60 71 118 12 45 55.1 193 O D968S-A5C-1330 13.30 77 124 14 45 57.1 242 O
D968S-A5C-0555 5.55 44 82 6 36 357 1.01 O D968S-A5C-0810 8.10 61 103 10 40 489 147 @ D968S-A5C-1070 10.70 71 118 12 45 55.0 195 O D968S-A5C-1340 13.40 77 124 14 45 569 244 O
@ TREERE Stock O FEFfiEAvailable upon Order #3E: D2-D207IEEZAEFRITHI E{IUnit(mm) @ TTEERE Stock O FEFiEAvailable upon Order #7E: D2-D2071R#EZIEMRITHI BA{iIUnit(mm)
Note: Accept customization from D2 to D20 tool Note: Accept customization from D2 to D20 tool
T {4#4%} Workpiece Material T {##4%} Workpiece Material
@ m [ N H [ @ ~m [ N H [
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S BISES PH5 SRS
. AW, I %RKE/5 TREFR K = a =, HE  HiER BaaE . AEW. I H%RE/3 TREFHR K = a =, BE HiSHA ERAEE
a2 AR KEFEN FER men L, 88 &% | WEE BEME Hea | HAE | FEW  FEW a2W AW REREN FEN  Bgn T BAR 4% @8 BAMH ke  HAS FEW  FEW
Carbon Alloy PH and Stainless | Gray Cast . Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast . Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool M;ftr:;';{lc Steel ron, Ductile Fgagstfl\rl(l;%y Q:t’of;';nc";:t' Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool MZ‘:{::SCI{IC Steel  |Iron, Ductile Fgagst?:é%y ﬁifor;;ncll;;"t Aluminium  Alloys Material Super Alloys Steels Steels
Steel Steels Stainiess Castlron A"i{ﬂf)”yi;m Alloys Alloys Steel Steels Stainiess Castlron Alumipiim Alloys Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% @ Si>12% | <HB200 <HB450 | <HB400 45-55HRC  55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% & Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
O ©) O O O O O O ©) O O O O O
© miE&Most Suitable O i&&Suitable HEFIIHISHOK P241 © miE&Most Suitable (O E&Suitable HFEHI S8 % P241
Recommended Cutting Data * P241 Recommended Cutting Data ¥ P241
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fI=MKRIIEITAR | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MiZfnATIHITA

D968S-A5C = [ 5o [ D966-A5N =i so |

AT WINTSDAL FRIESE & &I T5DIMNE FRIEEE

High Efficient 5D Internal Coolant Twist Drills for Stainless Steel 5D External Coolant Twist Drills for Aluminium Alloy

Ly PL ‘ Ly PL
= == == NS oo O R = = [ L O
gl == ~==== == o= S=—os [a] L= E[ I S~ a
LS LCF 140° LS LCF 140°
OAL OAL
) 10
5SS DC DMM EF 5SS DC DMM EF 5SS DC DMM EF 5SS DC DMM EZE2
Ordering Code  (m7) LCF OAL (he) Ls w rpL Stock Ordering Code  (mT7) LCF OAL (ho6) LS W PpL Stock Ordering Code  (m7) LCF OAL (h6) LS W PpL Stock Ordering Code  (m7) LCF OAL (he) LS W PpL Stock
D968S-A5C-1350 13.50 77 124 14 45 56.8 246 O D968S-A5C-1570 15.70 83 133 16 48 595 286 O D966-A5N-0300 3.00 28 66 6 36 235 055 O D966-A5N-0900 9.00 61 103 10 40 475 164 O
D968S-A5C-1360 13.60 77 124 14 45 56.6 247 O D968S-A5C-1580 15.80 83 133 16 48 593 288 O D966-A5N-0330 3.30 28 66 6 36 231 060 O D966-A5N-1000 10.00 61 103 10 40 46.0 1.82 O
D968S-A5C-1370 13.70 77 124 14 45 56.5 249 O D968S-A5C-1600 16.00 83 133 16 48 59.0 291 @ D966-A5N-0400 4.00 36 74 6 36 30.0 0.73 O D966-A5N-1050 10.50 71 118 12 45 553 191 O
D968S-A5C-1380 13.80 77 124 14 45 563 251 O D968S-A5C-1650 16.50 93 143 18 48 68.3 3.00 O D966-A5N-0420 4.20 36 74 6 36 29.7 0.76 O D966-A5N-1100 11.00 71 118 12 45 545 2.00 O
D968S-A5C-1390 1390 77 124 14 45 56.2 253 O D968S-A5C-1680 16.80 93 143 18 48 67.8 3.06 O D966-A5N-0500 5.00 44 82 6 36 365 091 O D966-A5N-1200 12.00 71 118 12 45 530 218 O
D968S-A5C-1400 14.00 77 124 14 45 56.0 255 @ D968S-A5C-1690 16.90 93 143 18 48 67.7 3.08 O D966-A5N-0550 5.50 44 82 6 36 365 091 O D966-A5N-1250 12.50 77 124 14 45 583 227 O
D968S-A5C-1410 14.10 83 133 16 48 619 257 O D968S-A5C-1700 17.00 93 143 18 48 67.5 3.09 O D966-A5N-0600 6.00 44 82 6 36 350 109 O D966-A5N-1300 13.00 77 124 14 45 575 237 O
D968S-A5C-1420 14.20 83 133 16 48 61.7 258 O D968S-A5C-1720 17.20 93 143 18 48 67.2 3.13 O D966-A5N-0680 6.80 53 91 8 36 428 124 O D966-A5N-1400 14.00 77 124 14 45 56.0 255 O
D968S-A5C-1430 14.30 83 133 16 48 61.6 260 O D968S-A5C-1750 17.50 93 143 18 48 66.8 3.18 O D966-A5N-0700 7.00 53 91 8 36 425 127 O D966-A5N-1450 14.50 83 133 16 48 613 264 O
D968S-A5C-1450 14.50 83 133 16 48 613 264 @ D968S-A5C-1770 17.70 93 143 18 48 66.5 322 O D966-A5N-0800 8.00 53 91 8 36 410 146 O D966-A5N-1500 15.00 83 133 16 48 60.5 2.73 O
D968S-A5C-1460 14.60 83 133 16 48 61.1 266 O D968S-A5C-1780 17.80 93 143 18 48 66.3 324 O D966-A5N-0850 850 61 103 10 40 483 155 O D966-A5N-1600 16.00 83 133 16 48 59.0 291 O
D968S-A5C-1470 14.70 83 133 16 48 61.0 268 O D968S-A5C-1800 18.00 93 143 18 48 66.0 3.28 O @ 1757 Stock O EFfEAvailable upon Order &% D3-D207]EIESERITS #1izUnit(mm)
D968S-A5C-1480 14.80 83 133 16 48 60.8 269 O D968S-A5C-1850 18.50 101 153 20 50 733 337 O Note: Accept customization from D3 to D20 tool
D968S-A5C-1490 1490 83 133 16 48 60.7 271 O D968S-A5C-1860 18.60 101 153 20 50 73.1 338 O R
D968S-A5C-1500 15.00 83 133 16 48 60.5 2.73 @  DI68S-A5C-1880 18.80 101 153 20 50 72.8 342 O Nominal Size Range ~ PC(M7)  DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
D968S-A5C-1510 15.10 83 133 16 48 60.4 275 O D968S-A5C-1900 19.00 101 153 20 50 725 346 O >3-6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
D968S-A5C-1520 15.20 83 133 16 48 60.2 2.77 O D968S-A5C-1950 19.50 101 153 20 50 71.8 355 O ST 10.007/+0.025 0.000/-0.011
D968S-A5C-1530 15.30 83 133 16 48 60.1 278 O D968S-A5C-1980 19.80 101 153 20 50 713 3.60 O >18-20 +0.008/+0.029 0.000/-0.013
D968S-A5C-1550 1550 83 133 16 48 59.8 282 O D968S-A5C-2000 20.00 101 153 20 50 71.0 364 O
@ TTEERE Stock O FfiEAvailable upon Order #7E: D2-D207IE#EZAEMRITHI HAIUnit(mm)
Note: Accept customization from D2 to D20 tool
Nomirﬁ?;igiﬂRange gt BETHE)
>2-3 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008
>6-—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
T {#4% Workpiece Material T {##4%} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S RISEE PHS RIBIEE
M. AW, T %$ZE/5 IR K = a . HiE HER BReE M. AWM. T %13 RFEH. K=o . HE | HER =RA%
A2W 2y KETERN TEN | B 'E’%E%% 2 &% AEE  EEME | Heat KAE  FEW | OFEN BEW B RETHEN FEW | 2% 'E’%% 5E &% HEE  EEME | Heat RAEE  FEW | OFEW
Carbon Alloy PH and Stainless | Gray Cast Hi r;All Forged Cast Copper Compo_und Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compcpnd Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool MFet"'t'c.{. Steel Iron, Ductile! Clgtl oy ﬁ}t'm'”‘l_”"; Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool MFft"'t'C.{. Steel  Iron, Ductile Clgtl oy ﬁ{l“m'"(':“": Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels ainlese Cast Iron astiron  Alloyscast ! Alloys Alloys Steel Steels taimlese Cast Iron astiron A oysast | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% @ Si>12% @ <HB200 <HB450 = <HB400 | 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC  Si<12% Si>12% @ <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC
O © O O O O O @ © O O
O miE&Most Suitable O i&&Suitable MBS % P241 © BiE&Most Suitable (O 3 & Suitable FLIHIS Y P243
Recommended Cutting Data 3 P241 Recommended Cutting Data ¥ P243
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B EIMITS5DRS ML

5D Internal Coolant Twist Drills for Aluminium Alloy

CUTTING TOOLS FOR AEROSPACE

D998-Y3N

SRENIN T 3DIMNSFF1E S
3D External Coolant Twist Drills for Hardened Steel

CUTTING TOOLS FOR AEROSPACE |

=MARTIEI TR

h6 nano

N e ——
LS
OAL
1I5HS DC DMM EE 1IHS DC DMM EE
Ordering Code ~ (m7) LCF OAL (hgy LS LU PL g5k OrderingCode (m7) LCF OAL fhgy LS LU PL g
D966-A5C-0300 3.00 28 66.0 6 36 235 055 O D966-A5C-1000 10.00 61 103.0 10 40 46.0 1.82 O
D966-A5C-0330 3.30 28 66.0 6 36 231 060 O D966-A5C-1050 10.50 71 1180 12 45 553 191 O
D966-A5C-0400 4.00 36 740 6 36 30.0 0.73 O D966-A5C-1100 11.00 71 1180 12 45 545 2.00 O
D966-A5C-0420 4.20 36 740 6 36 29.7 0.76 O D966-A5C-1200 12.00 71 1180 12 45 53.0 218 O
D966-A5C-0500 5.00 44 82.0 6 36 36.5 091 O D966-A5C-1250 12.50 77 1240 14 45 583 227 O
D966-A5C-0600 6.00 44 82.0 6 36 350 109 O D966-A5C-1300 13.00 77 1240 14 45 575 237 O
D966-A5C-0680 6.80 53 91.0 8 36 428 124 O D966-A5C-1400 14.00 77 1240 14 45 56.0 255 O
D966-A5C-0700 7.00 53 91.0 8 36 425 127 O D966-A5C-1450 14.50 83 133.0 16 48 613 264 O
D966-A5C-0800 8.00 53 91.0 8 36 41.0 146 O D966-A5C-1500 15.00 83 133.0 16 48 605 273 O
D966-A5C-0850 8.50 61 1030 10 40 483 155 O D966-A5C-1600 16.00 83 133.0 16 48 59.0 291 O
D966-A5C-0900 9.00 61 1030 10 40 475 164 O
@ TTERETE Stock O FFfiEAvailable upon Order #3E: D3-D207]B#EZIEIRiTH B {IUnit(mm)
Note: Accept customization from D3 to D20 tool
R3EE
Nominal S>ize Range DC(m7) DMM(hé)
>2-3 +0.002/+0.012 0.000/-0.006
>3-6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10-18 +0.007/+0.025 0.000/-0.011
>18-20 +0.008/+0.029 0.000/-0.013
T {4#4% Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S HISEE
. ASEW. T %ZE/5 IRBR K s . HiE HER EREE . .
ES&M 8] KEFEWN THEN S 2;%% $BE & Mes Samk Heat Has | KEW KEW
Carbon Alloy PH and Stainless | Gray Cast Hi r;All Forged Cast Copper Compoynd Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool MFe{”t'c.é. Steel  Iron, Ductile Clgtl oy '::l“r“'"c'”"; Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels e Cast Iron astiron  Aloyscast | Alloys Alloys
Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% | Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
© ©)] O O
O SiE&Most Suitable O iE&Suitable LIRS % P243

234 . GESAC

Recommended Cutting Data % P243

‘ LU L PL
zl — ol
= [a)
a
LCF 140°
OAL
1I5HES DC DMM EE 5SS DC DMM EETF
OrderingCode ~ (h7) LCF OAL ‘g LU PL gk Ordering Code ~ (h7) LCF OAL ‘hgy LU PL gk
D998-Y3N-0400 4.00 22 55 4 16.0 0.73 O D998-Y3N-1100 11.00 47 95 11 305 200 O
D998-Y3N-0500 5.00 26 62 5 185 091 O D998-Y3N-1200 12.00 51 102 12 33.0 218 O
D998-Y3N-0600 6.00 28 66 6 19.0 1.09 O D998-Y3N-1300 13.00 51 102 13 315 237 O
D998-Y3N-0700 7.00 34 74 7 235 121 O D998-Y3N-1400 14.00 54 107 14 330 255 @
D998-Y3N-0800 8.00 37 79 8 250 146 O D998-Y3N-1500 15.00 56 111 15 335 273 O
D998-Y3N-0900 9.00 40 84 9 265 164 O D998-Y3N-1600 16.00 58 115 16 340 291 O
D998-Y3N-1000 10.00 43 89 10 28.0 1.82 O
@ 1R Stock O FFEAvailable upon Order #3E: D3-D2071EIEZIEIFITHI EfUnit(mm)
Note: Accept customization from D3 to D20 tool
R3E
Nomina?éiggﬂRange bC(h7) DMM(h6)
>2-3 0.000/-0.010 0.000/-0.006
>3—6 0.000/-0.012 0.000/-0.008
>6-—10 0.000/-0.015 0.000/-0.009
>10—18 0.000/-0.018 0.000/-0.011
>18-20 0.000/-0.021 0.000/-0.013
T {##4%} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5 RIBIEE
WM. A2, T S%=E/5 TREFHR K = . HE | HER =Ra®
2EW AR EETHH THER B2gs '%% Ba &% WEE | EEME | Heat GET | FEN | OFEW
Carbon Alloy PH and Stainless | Gray Cast High Al Forged Cast Copper Compoynd Resistant | Titanium | Hardened ' Hardened
Steel, Alloy Steels,Tool MF?{"“%. Steel  |Iron, Ductile Clgtl oy ﬁ{l“'“'"(':“"t‘ Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels o Cast Iron astiron A oysast | Alloys Alloys
Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC | Si<12% | Si>12% & <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
O O O O O

O B3E&Most Suitable

(O &ASuitable

EFIEIS 8 % P244
Recommended Cutting Data ¥ P244
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fI=MKRIIEITAR | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MiZfnATIHITA

D612-Y3N ] on | 3D [ D973-Y5N | 5D |

EMIMIEES, EM+ERBEEMEIN M
Triple-angle Drills for Composite Mmaterial Twist Drills for Composite and Metal
) LU . PL
‘ LC
| A 2 — §
3 = 3 . — : ey ] 38 | ————
fa \ve e LCF \+"120°
OAL OAL
s DC DC ; %S ETF TS DC DC %S EE
Orderiﬁ\g Code (mm) (in) = OAL LU 7% Linenumber Stock Ordering Code (mm) (in) LCF OAL 2 t PL Linenumber Stock
D612-Y3N-0300 3 0.1181 18 60 3 4 — * D973-Y5N-0250 2.5 0.0984 25 75 2.5 213 0.72 I *
D612-Y3N-0320 3.2 0.126 20 75 3.2 4 — * D973-Y5N-0270 2.7 0.1063 25 75 2.7 21.0 0.78 — *
D612-Y3N-0326 3.26 0.1283 20 75 3.26 4 30# * D973-Y5N-0300 3 0.1181 25 75 3 20.5 0.87 — *
D612-Y3N-0400 4 0.1575 30 75 4 4 — * D973-Y5N-0310 3.1 0.122 25 75 3.1 20.4 0.89 — *
D612-Y3N-0409 4.09 0.161 30 75 4.09 4 20# * D973-Y5N-0326 3.26 0.1285 35 75 3.26 30.1 0.94 30# *
D612-Y3N-0450 4.5 0.1772 30 75 4.5 4 16# * D973-Y5N-0400 4 0.1575 35 100 4 29.0 1.15 — *
D612-Y3N-0480 4.8 0.189 30 75 4.8 4 12# * D973-Y5N-0409 4.09 0.161 40 100 4.09 33.9 1.18 20# *
D612-Y3N-04826 4.826 0.19 30 75 4.83 4 — * D973-Y5N-0417 4.17 0.164 40 100 4.17 33.7 1.20 — *
D612-Y3N-0491 491 0.1933 30 75 491 4 104 * D973-Y5N-0470 4.7 0.185 40 100 4.7 33.0 1.36 13# *
D612-Y3N-0500 5 0.1969 35 100 5 4 — * D973-Y5N-0483 4.83 0.19 40 100 4.83 32.8 1.39 — *
D612-Y3N-0505 5.05 0.1988 35 100 5.05 4 8# * D973-Y5N-0500 5 0.1969 40 100 5 32.5 1.44 — *
D612-Y3N-0522 5.22 0.2055 35 100 5.22 4 5# * D973-Y5N-0556 5.56 0.219 40 100 5.56 31.7 1.61 — *
D612-Y3N-0600 6 0.2362 40 100 6 4 — * D973-Y5N-0595 5.95 0.2344 40 100 5.95 311 1.72 15/64 *
D612-Y3N-0635 6.35 0.25 40 100 6.35 4 — * D973-Y5N-0600 6 0.2362 40 100 6 31.0 1.73 — *
D612-Y3N-0794 7.94 0.3126 40 100 7.94 4 — * D973-Y5N-0635 6.35 0.25 40 100 6.35 30.5 1.83 1/4 *
*EAERRES] Non-standard Customization &fiUnit(mm) D973-Y5N-0750 7.5 0.2953 45 120 7.5 33.8 2.17 S *
D973-Y5N-0794 7.94 0.3125 45 120 7.94 33.1 2.29 5/16 *
* FHIEFREH Non-standard Customization {Unit(mm)
T {#44%} Workpiece Material Material T {4#4% Workpiece Material Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S BISIES PH5 RIEEE
. AW, I #%HE/5 TEEER K = o =, HE iR BReE WM.  AeW. T S=E/D TREFER. K =5 2. HE HER BREE .
aEMW 2 KETEN TEN | 25 'E’%;'% BE a8 WEE | EEME | Heat KEE | FEW | RN BEW B KETHERN FEWN  BE% "gg'# BE ad HEE EEME | Heat ®EE | FEW | REW
Carbon Alloy PH and Stainless | Gray Cast Hi r;All Forged Cast Copper Compo_und Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compopnd Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool MFet"'t'c.(. Steel  iron, Ductile! Clgst |r°?,|y '::t'""”(l_”"; Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool MFert"'t'c.é.c Steel  Iron, Ductile Clagst Iroony 2{1“0'";"(':;'5‘2 Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels i Cast Iron Alieses | Alloys Alloys Steel Steels Stninloe Cast Iron Aluminiom | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC | Si<12% | Si>12% & <HB200 <HB450 = <HB400 | 45-55HRC 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC | Si<12% | Si>12% & <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
O O O O O ©) O O O
O S®E&Most Suitable O iE&Suitable HEYIHISE % P246 O BiE&Most Suitable O 3E&Suitable HFELHIBH % P246
Recommended Cutting Data % P246 Recommended Cutting Data * P246
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D573-Y3N R733-CM o

EM+EBEEMEMIT 7L SEM+EREEEMEIITIRT]
Core Drills for Composite and Metal Reamer for Composite and Metal
bc ot DC D2 D1
s __ Li
=] =
s =< Js5° 2 il
o { e —— — f
L1 . L1
LC L2
OAL LC
OAL
TS DC DC %= ETF ITERRS DC DC %S ETF
Orderiﬁ\g Code (mm) (in) D1 L1 Le DMM 25 Linenumber ~ Stock Ordering Code (mm) (in) D1 L1 D2 L2 Le @it A Linenumber ~ Stock
D573-Y3N-0400 4 0.157 3.26 8 40 4 80 — * R733-CM-0400 4 0.157 3.45 6.5 3.86 13 35 75 4 - *
D573-Y3N-0409 4.09 0.161 3.37 8 40 4.09 80 20# * R733-CM-0417 4.17 0.164 3.86 6.5 4 13 40 100 4.17 = *
D573-Y3N-0417 4.17 0.164 3.37 8 40 4.17 80 — * R733-CM-0450 4.5 0.177 4.17 6.5 4.39 13 40 100 4.5 - *
D573-Y3N-0437 4.37 0.172 4.1 8 40 4.37 80 17# * R733-CM-0485 4.85 0.191 4.5 6.5 4.7 13 40 100 4.85 11# *
D573-Y3N-0450 4.5 0.177 4.1 8 40 4.5 100 I * R733-CM-0500 5 0.197 4.7 6.5 4.85 13 40 100 5 - *
D573-Y3N-0470 4.7 0.185 4.17 8 40 4.7 100 13# * R733-CM-0536 5.36 0.211 4.85 6.5 5.2 13 40 100 5.36 6# *
D573-Y3N-0485 4.85 0.191 4.37 8 40 4.85 100 11# * R733-CM-0556 5.56 0.219 5.18 6.5 5.4 13 40 100 5.56 7/32 *
D573-Y3N-0500 5 0.197 4.37 10 50 5 100 — * R733-CM-0595 5.95 0.234 5.56 6.5 5.79 13 40 100 5.95 15/64 *
D573-Y3N-0518 5.18 0.204 4.85 10 50 5.18 100 6# * R733-CM-0600 6 0.236 5.56 6.5 5.85 13 40 100 6 - *
D573-Y3N-0556 5.56 0.219 4.7 10 50 5.56 100 — * R733-CM-0635 6.35 0.25 5.95 7.5 6.2 15 40 100 6.35 1/4 *
D573-Y3N-0595 5.95 0.234 5.56 10 50 5.95 100 I * R733-CM-0794 7.94 0.313 7.54 7.5 7.67 15 45 120 7.94 5/16 *
D573-Y3N-0625 6.25 0.246 5.95 10 50 6.25 100 — * R733-CM-0953 9.53 0.375 9 7.5 9.3 15 50 120 9.53 3/8 *
D573-Y3N-0754 7.54 0.297 6.35 10 50 7.54 100 — * R733-CM-1270 12.7 0.5 12 7.5 12.4 15 60 150 12.7 1/2 *
D573-Y3N-0767 7.67 0.302 6.35 10 50 7.67 120 — * B
* HAEAREHI Non-standard Customization EB{IUnit(mm)
D573-Y3N-0930 9.3 0.366 8.4 10 50 9.3 120 — *
* FBIEFREFI Non-standard Customization EA{IUnit(mm)
T ##4#} Workpiece Material Material T ##¥} Workpiece Material Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5S ISR E PHS HISEE
. AW, T %XKE/5 TREFHR K = a =, HiE HER BRAEE . . . AWM. T %HEEH/S TRFEH. K = =, HiE HER =EA% . .
B 2§ KATHN THEN  B2gu 'E’%Eé% BEE &% | HER  EAME | Heat Sae | R EEW | Af  EETHEN FEWN Bgn | L BAE 0 42 #EAE BEMH jeat KEE | EEWN | FER
Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compoynd Resistant | Titanium | Hardened ' Hardened Carbon Alloy PH and Stainless Gray Cast High All Forged Cast Copper Compoynd Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels;Tool MFet""'C.{. Steel  |Iron, Ductile Clg i t:]y ﬁ{fom'"('::;'t‘ Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool MFft""t'C,{, Steel  Iron, Ductile Clg 4 oy ﬁ:fm'"c'“"; Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels | “etainiosas Castlron | -astiron [Avoys.cast ™ Alloys Alloys Steel Steels | “ctaintose. Castlron | “astION B o niam | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC  Si<12% & Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC  Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
O O O O @) © @ O O O O O @) © @ @)
© &iE&Most Suitable O i&&Suitable WELIHISH % P247 © B®E&Most Suitable O i&&Suitable HFHIS R % P248
Recommended Cutting Data % P247 Recommended Cutting Data 3% P248
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DND100

SMINTPCDRREL

Twist PCD Countersink Drills for steel Composite

1THS EF
Ordering Code eul Ly . ¢ a oL LS M Stock
DND100-L100-026100 2.58 5 12 0.5 100° 35 6.5 1/4-28UNF-2A *
DND100-L100-040100 3.99 5 12 0.5 100° 35 6.5 1/4-28UNF-2A *
DND100-L100-050100 4.99 5 12 0.5 100° 35 6.5 1/4-28UNF-2A *
* HIEFRER Non-standard Customization F{Unit(mm)
T 4%} Workpiece Material Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHS BIERE
W, AW, I %HEE/5 RFR B = a =, it HER BREE N N
a5EW A KETHEN FEW EHHK 'EJ%E% BE a% Has Sate Heat Has B B
Carbon Alloy PH and Stainless | Gray Cast High Al Forged Cast Copper Compoynd Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool MFft""'“?é Steel  |Iron, Ductile C'g tI oy 2::‘”""(':“"2 Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels | “stamiose. Castlron | -astiron oye os | Alloys Alloys
Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC  Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC
©)

© ®iEAMost Suitable O E&Suitable

240 — GESAC

HFTIHISE % P249
Recommended Cutting Data 3 P249

HEFLIHIS X
DIG8STHH NI TAFEHh

Recommended Cutting Data
D918S Series High Performance Twist Drill for Steel

T

Workpiece

13

NlEE
Cutting Speed Vc (m/min)

CUTTING TOOLS FOR AEROSPACE |

Feed Rate f

i

priic]
n

—~|

mm/rev)

=MARTIEI TR

>3

4

D6

D8

®10

EFRMN, KB
Low Carbon Steel,
Long Chip
(<125HB)

100-80-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

RFREN, 3817
B, S
Low Carbon Steel,
Short Chip, Free
Cutting Steel
(<125HB)

100-75-50

140-100-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

BN R PN
Carbon Steel and
Medium Carbon
Steel
(<25HRC)

90-70-45

120-80-60

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

AaEW, TANW
Alloy Steel, Tool
Steel
(<35HRC)

90-70-45

110-80-50

0.09-0.13-0.16

0.11-0.15-0.19

0.14-0.19-0.23

0.19-0.25-0.31

0.23-0.30-0.38

BEERER
Austenitic Stainless
Steel
(130- 200HB)

40-30-20

80-60-40

0.03-0.06-0.08

0.04-0.08-0.10

0.05-0.08-0.10

0.06-0.10-0.12

0.07-0.11-0.14

=R E R B TR
MFHERFEN
High Strength
Austenitic and Cast
Stainless Steels
(<25HRC)

40-30-20

80-60-40

0.03-0.06-0.08

0.04-0.08-0.10

0.05-0.08-0.10

0.06-0.10-0.12

0.07-0.11-0.14

PUEIE S
Duplex Stainless
Steel
(<30HRC)

35-25-20

60-45-30

0.03-0.06-0.08

0.04-0.08-0.10

0.05-0.08-0.10

0.06-0.10-0.12

0.07-0.11-0.14

HBEBERSE
Iron Base
Superalloy
(160-260HB)

25-15-10

852253115

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

HESEEE
Cobalt Base
Superalloy
(250-450HB)

25-15-10

35-25-15

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

BESESE
Nickel Base
Superalloy
(160-450HB)

25-15-10

35-25-15

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

HRHKEE
Titanium and

Titanium Alloy
(300-400HB)

40-30-15

50-40-25

0.03-0.05-0.08

0.04-0.07-0.10

0.05-0.09-0.10

0.06-0.10-0.12

0.07-0.12-0.14

#E: 5D IMNAEEAREAT S XITMHMRIINT

(x=]

Note

. 5D external cooling drill is not suitable for machining S-type workpiece material

1LIEEARIMERSRINR, BIRAREDR. PukTIR, HERKRIER TR

Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.

2. JEARENFHRIEATIREZEABENF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. IRETIHI R4 RER FRAMSTIHIR
The recommended cutting condition is suitable for apply water soluble.
4. WFRAPEENTIRTIEME, BEERRPEBENTIEIEZETEISEH, BENINIERIESSRINIERE S AZTIHI S

If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing.
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HELIHISK
DIG8STHH M TAFIE S

Recommended Cutting Data
D918S Series High Performance Twist Drill for Steel

T 4%

Workpiece

IR

Cutting Speed Vc (m/min)

CUTTING TOOLS FOR AEROSPACE

Feed Rate fi

{0

prii )
n

|

mm/rev)

P12

»14

D16

»18

®20

FRM, KB
Low Carbon Steel,
Long Chip
(<125HB)

100-80-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

RN, 524
B, S
Low Carbon Steel,
Short Chip, Free
Cutting Steel
(<125HB)

100-75-50

140-100-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

Sttt
Carbon Steel and
Medium Carbon
Steel
(<25HRC)

90-70-45

120-80-60

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

A%, TAW
Alloy Steel, Tool
Steel
(<35HRC)

90-70-45

110-80-50

0.24-0.33-0.41

0.28-0.38-0.45

0.30-0.42-0.50

0.33-0.42-0.50

0.34-0.43-0.51

BEATREN
Austenitic Stainless
Steel
(130- 200HB)

40-30-20

80-60-40

0.10-0.17-0.22

0.11-0.18-0.24

0.12-0.20-0.24

0.13-0.22-0.26

0.14-0.24-0.28

=52 E R BT
MEFETEW
High Strength
Austenitic and Cast
Stainless Steels
(<25HRC)

40-30-20

80-60-40

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

WA
Duplex Stainless
Steel

(<30HRC)

35-25-20

60-45-30

0.08-0.13-0.16

0.09-0.13-0.18

0.10-0.14-0.18

0.10-0.14-0.20

0.12-0.16-0.22

SEBRESE
Iron Base
Superalloy
(160-260HB)

25-15-10

85225315

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

HEEESE
Cobalt Base
Superalloy
(250-450HB)

25-15-10

35-25-15

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

BRESERSE
Nickel Base
Superalloy
(160-450HB)

25-15-10

35-25-15

0.03-0.04-0.06

0.04-0.06-0.08

0.05-0.08-0.10

0.06-0.09-0.11

0.07-0.10-0.12

HKRHKEE

Titanium and

Titanium Alloy
(300-400HB)

40-30-15

50-40-25

0.03-0.05-0.08

0.04-0.07-0.10

0.05-0.09-0.10

0.06-0.10-0.12

0.07-0.12-0.14

&iE: SDANAEATERT S KT HHRIINT

&)

Note

. 5D external cooling drill is not suitable for machining S-type workpiece material

LIEEARMERSHNR, BICRARETIMN, Pk, HHERKA9R TR

Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.

2. NRERENFHRIEATIREFEBBENF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. AR RER FAREEIHR
The recommended cutting condition is suitable for apply water soluble.

4 FRPRENTIRTIEME, BERRPREENTIEAEERTESER, RN IERIESLSRINTERE S ARIE 2%

If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,

adjust cutting parameters according to actual working conditions during processing.
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HEFLIHI S
DOG6$E & E T AFIES

Recommended Cutting Data
D966 Twist Drill for Aluminium

CUTTING TOOLS FOR AEROSPACE |

=MARTIEI TR

YRR HAE
Ve Cuttmg.Sg)eed fn Feed Rate
TR (m/min (mm/rev)
Workpiece Material
n (OX] D4 D6 o8 ®10
BiEEaE
Forged 250-150-80 315-230-90 | 0.06-0.09-0.11  0.13-0.20-0.26 ' 0.16-0.22-0.28 0.18-0.26-0.32 | 0.20-0.30-0.38
Aluminium Alloy
(Si<12%)
Hemas
Casted 230-150-80 315-230-90 | 0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 | 0.20-0.30-0.38
Aluminium Alloy
(Si<12%)
Hemas
Al Casted 230-150-80 270-180-90 | 0.06-0.09-0.11 0.13-0.20-0.26 ' 0.16-0.22-0.28 0.18-0.26-0.32 | 0.20-0.30-0.38
uminium Alloy
(Si>12%)
i, Has
C°PP§{’I§;PPEV 160-120-70 180-135-90 0.06-0.09-0.11  0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 0.20-0.30-0.38
(<200HB)
IHREVC prizi-=1iy
. (m/min) (mm/rev)
T
Workpiece Material
n ®12 D14 ®16 18 20
BSHEeE
Al Forged 250-150-80 315-230-90 | 0.22-0.34-0.42 0.24-0.36-0.44  0.28-0.38-0.46 = 0.32-0.40-0.48 | 0.34-0.42-0.48
uminium Alloy
(Si<12%)
HEmRaE
Casted 230-150-80 315-230-90 | 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 ' 0.34-0.42-0.48
Aluminium Alloy
(Si<12%)
HEmEaE
Casted 230-150-80 270-180-90 | 0.22-0.34-0.42 0.24-0.36-0.44  0.28-0.38-0.46 = 0.32-0.40-0.48 | 0.34-0.42-0.48
Aluminium Alloy
(Si>12%)
i, FHaE
C°PP/§{1§;PP“ 160-120-70 180-135-90 0.22-0.34-0.42 | 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.48
(<200HB)
CxE]
1 AEANMRENIR, BICRARETIMR. RKTIR. HeERLAI8TIE
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. TJERENBHRIELTIREFBBE)NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. ARAELIHI K RER T AEETIHIR
The recommended cutting condition is suitable for apply water soluble.
4. WFRAGENTIATIZME, BEERRPRBDEVTIEIREZFTEISE, BEINIERIBES RN TERE S ARTH S5
If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing.
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HELIHISE
D9SRB T AFIES:

Recommended Cutting Data
D998 Twist Drill for Hardened Steel

IHIRE A Bf
Cutting Speed mEn
TR Ve (mg/m'?n) Feed Rate (mm/rev)
Workpiece Material
u o3 D4 D6 o8 @10

BEW, TAW

n A““ét‘;g{ﬁw‘ 80-60-30 0.09-0.13-0.16 | 0.10-0.14-0.17 | 0.13-0.17-0.22 = 0.17-0.23-0.29 = 0.21-0.28-0.35

(35-48HRC)

IREBHEK
Gray Cast Iron, 100-80-60 0.13-0.17-0.20  0.15-0.20-0.23 = 0.17-0.25-0.30 = 0.20-0.27-0.35 | 0.23-0.30-0.40
Ductile Cast Iron

(<28HRC)

REMTHERN

ATH%,
m TREB T 100-80-60 0.11-0.15-0.18 = 0.13-0.17-0.20 = 0.15-0.20-0.25 = 0.17-0.25-0.32 = 0.20-0.28-0.36
Cast Iron Alloy,

Ductile Cast Iron
(<28HRC)

HEIMTHEES
ek, IKREFHHK
High Cast Iron 90-70-60 0.06-0.09-0.11 = 0.08-0.10-0.13 = 0.10-0.13-0.16 = 0.12-0.16-0.20 = 0.14-0.20-0.26
Alloy, Ductile
Cast Iron
(<45HRC)

TR RE Y
Hardened Steel 40-30-20 0.04-0.06-0.08 = 0.05-0.08-0.10  0.06-0.10-0.13 | 0.08-0.12-0.15 = 0.09-0.14-0.16
(45-55HRC)

VTN RE N
Hardened Steel 30-20-15 0.03-0.05-0.07  0.03-0.06-0.08 @ 0.04-0.08-0.12 @ 0.06-0.10-0.13  0.08-0.12-0.15
(55-60HRC)

CEE]
1 iEERANMRERNER, BICRARETIN. FOKTIR. HERKMERITIR
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. TJERENEHERIELTIREZEBBE)NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. IR AR R A RIER TAORIEIEIR
The recommended cutting condition is suitable for apply water soluble.
4. W FRIPZENTIATIENRE, BERRPSBENT)EAEEFETEISH, ERNIMERIESMRINTE RS S BETE S5
If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing.
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HEFLIHI S
D9IOS RSB I T AFIES

Recommended Cutting Data
D998 Twist Drill for Hardened Steel

IS -
Cutting Speed RN
ToepE Ve (m/min) Feed Rate (mm/rev)

Workpiece Material

n ®12 ®14 ®16 _ -

GEW, TAN

n AlloySteeb Tool  g0.60-30  0.22:0.30-0.37  0.26-0.35-041 | 0.28-0.37-044 _ _
(35-48HRC)
BREBHHT

Gray Cast Iron, 100-80-60 0.25-0.33-0.45 = 0.28-0.36-0.48 = 0.30-0.40-0.50
Ductile Cast Iron
(<28HRC)

R THER

SEEk,
m TREBHTE 100-80-60  0.22-0.30-0.42  0.24-0.33-0.45 = 0.25-0.35-0.48 ~ ~
Cast Iron Alloy,

Ductile Cast Iron
(<28HRC)

HINTHEEE
ek, BREFHH
High Cast Iron 90-70-60 0.16-0.22-028  0.18-0.24-0.30  0.20-0.26-0.32 ~ ~
Alloy, Ductile
Cast Iron
(<45HRC)

ERENZERE N
Hardened Steel 40-30-20 0.10-0.15-0.17 = 0.10-0.16-0.20 = 0.10-0.16-0.20
(45-55HRC)

TR BN
Hardened Steel 30-20-15 0.09-0.13-0.16 = 0.10-0.14-0.17 @ 0.10-0.14-0.17
(55-60HRC)

6359
1 BERANMRESHNER, BICREARETIMN. RSKIIR, HRE IR ATINR
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. TJEARENFRFIELTIREFABENNF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. ARAETIHIRHRER T RBETIEIR
The recommended cutting condition is suitable for apply water soluble.
4. W FRAVEENTIATIEMRE, BERRPSBENTIFEISEEFETEISH, BN INTAIERIESSRINITERE S EETH S5
If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing.
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HELIHISK
D612EHINT L Esh

Recommended Cutting Data
D612Triple-angle Drill for Composite Material

HIREEVC
Rz A8 TAH

Application Workpiece
m/min ft/min

mm/rev

inch/rev

CFRP. GFRP 60 197

£ m
Drilling

0.08

0.0031

CFRP: FréT 4158484 Carbon fiberreinforcedplastic
GFRP: IIBLT L1558 2BH Glass fiberreinforcedplastic

LIEFERRNIMRFMNTIR, ESHEEH, RIENMIREN,;

2 ER/NIAETI AT, &R R#ELEE20%-30%,

1.Please use the pneumatic tools with better rigidity, drill set, ensure processing stability
2.When using the small size cutting tool, reduce the tool feed 20%-30%

HELIHIS K
DIT3E M+ BB E MK I TRFE

Recommended Cutting Data
D973 Twist Drills for Composite and Metal

HIBEREVC
Nz F3 THA1#

Application Workpiece
m/min ft/min

mm/rev

inch/rev

CFRP+fRE®
CFRP. Aluminium 60 197
Alloys

0.08

0.0031

CFRP+ik& &
ma CFRP. Titanium alloy A 66

0.05

0.0020

FhH
Drilling

BE

Aluminium Alloys 60 197

0.08

0.0031

KEE

Titanium alloy 1 ®©

0.05

0.0020

TEEW
Stainless Steel

=@ Ba

15 49

0.05

0.0020

CFRP:FREF4E1E3R¥ER] Carbon fiber reinforced plastic
GFRP:IFIBLF 4158 284 Glass fiber reinforced plastic

LIEERNMRFMNGTR, BESHESH, RIEMIREM;

2ERNIRETIEI IR, EHENTIE#44820%-30%.

1.Please use the pneumatic tools with better rigidity, drill set, ensure processing stability
2.When using the small size cutting tool, reduce the tool feed 20%-30%
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EETIRISE
D5T3EM+ERBEBRMEN FLiA
Recommended Cutting Data
D573 Core Drills for Composite and Metal
IHIEEVC A RN
RZF3 T8t
Application Workpiece
m/min ft/min mm/rev inch/rev
m CFRP 60 197 0.08 0.0031
ERE
m CFS;?'}"IE”minium 60 197 0.08 0.0031
CFRP+$kA&%E
m B CFRP. Titanium allo 20 66 0.05 0.0020
£
Drilling
m Aluminiam Alloys 60 197 0.08 0.0031
HEE
B Titanium alloy 15 49 0.05 0.0020
TEEW
M Stai el 15 49 0.05 0.0020

CFRP: Fix&F 41558 %8%) Carbon fiber reinforced plastic
GFRP: IIBLF 43858484 Glass fiber reinforced plastic

1 EEARMRIFNNETIR, ESHERR, RIEMIRENX ;

2. BRI TIEITIRY, EHRNTIR#EE 20%-30%,

1.Please use the pneumatic tools with better rigidity, drill set, ensure processing stability
2.When using the small size cutting tool, reduce the tool feed 20%-30%
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YIS
R733-CME#H+& BT T 87]

Recommended Cutting Data
R733-CM Reamer for Composite and Metal

IHEEVC #eaEfn
RIS THEAH
Application Workpiece
m/min ft/min mm/rev inch/rev
m CFRP 60 197 0.08 0.0031
CFRP+53&
m CFRP. Aluminium 60 197 0.08 0.0031
CFRP+$k A%
ma CFRP. Titanium allo 20 66 0.05 0.0020
TR
Reaming
O .A..
=N=]
m Aluminium Alloys 60 197 0.08 0.0031
®RE®
B Titanium alloy 15 49 0.05 0.0020
TEMN
M Stainless Steel 15 49 0.05 0.0020

CFRP: Fir£T 4158 484! Carbon fiber reinforced plastic
GFRP: JIBLT 4138581, Glass fiber reinforced plastic

1 EEARIERIFNNS TR, ESHERR, RIENIRER ;

2. R/ TIEMTIRY, EZHRNTIE#SAE 20%-30%,

1.Please use the pneumatic tools with better rigidity, drill set, ensure processing stability
2.When using the small size cutting tool, reduce the tool feed 20%-30%
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CUTTING TOOLS FOR AEROSPACE | fizfktIE| TR
HEFTHI SR
DND100-LE# N THR%4
Recommended Cutting Data
Twist Countersink Drills for steel Composite
& (rpm) SiEnEfz
KA T}
Application Workpiece
r/min mm/rev
EhH
Drilling m CFRP. GFRP 1500-6000 0.02-0.1

CFRP:Fix£F 41858 %8%] Carbon fiber reinforced plastic
GFRP:IFIBLLIERZER] Glass fiber reinforced plastic

LiEEARIMERIFNINETE;

2R/ TIEINTIRY, 1&HE/NTIR A E20%-30%,

1.Please use the pneumatic tools with better rigidity

2.When using the small size cutting tool, reduce the tool feed 20%-30%
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TR
Workpiece Material Table

e TR a8 Tandle G5 mw
ISO Material ~ MC Workpiece Material Con{fnt S-It-?erz]rfl teh Sl Rockwell
Group p N/mng12 Hardness Hardness
HB HRC
P1 RN, KL €<0.25% <530 <125

Low-carbon Steels, Long Chipping

L]
\ %\ A en d | X BB, ST, BN
B{j- = Low-carbon Steels, Short Chipping, Freecutting Steels C<0.25% =530 e

= RN R PN
P3 High-carbon Steels, Medium-carbon Steels C>0.25% >530 <220 <25
aEW, TAMW
n P4 Allo;lSteels, Tool Steels C>0.25% 600-850 <330 <35
0N aEW, TAW i ~ ;
Steels P5 Allo?Steels, Tool Steels C>0.25% 850-1400 340-450 35-48
HRAREN, SEAETER, PHAREN
P6 Ferritic Stainless Steels, Martensitic Stainless C=(0-0.4)% 600-900 <330 <35

Steels, PH Stainless Steels

BRERRAETEN, SRETEN, PH FHEW
P7 High-strength Ferritic Stainless Steels, Martensitic C=(0.1-0.6)% 900-1350 330-450 35-48
Stainless Steels, PH Stainless Steels

B AT =
M il Auste?]?tic Stainless Steels €=(0.05-0.15)% <600 130-200
=58 E R R KA HIEREN
- M2 High-Strength Austenitic Stainless Steels and C=(0.05-0.15)% 600-800 150-230 <25
Sj:.i’fm Cast Stainless Steels
ainless
Steels WA _ ) !
M3 el S s mradls €=(0.05-0.20)% <800 135-275 <30
TR 55k
m K1 Grey Cast Iron 125-500 | 120290 | <32
PENMTHENSSHNR, IREFH
. K2 Moderately Difficult Alloy Cast iron, Nodular Cast Iron <600 130-260 <28
Cast Iron BINTHEEEHS, REHFHK i
K3 Difficult High-alloy Cast Iron, Nodular Cast Iron >600 180-350 <43
BRERE
N1 Wrought Aluminium Alloys <520 60-90
HEREE .
N2 Cast Aluminium Alloys Si<12% <350 70-100
HEREE .
m A= Cast Aluminium Alloys Si>12% 200-320 60-120
BEiE N4 i, mas 200- 2
Non-ferr(ius Copper, Copper Alloys 00-650 60-200
Materials BB, ok
N5 Graphite, CFK, CFRP Graphite, Composite Materials 600-1500
RESAME (MMCs)
N6 GFK, CFKAluminium-based Composite <700 <210
Materials (MMCs)
H$ESESE
B sl Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
HESESE
s2 Cobalt-based Heat-resistant Alloys 1000-1450 250-450 25-48
THRESHaS —
83 REBRSE 600-1700  160-450 = <48

Heat-resistant Nickel-based Heat-resistant Alloys

SuperAlloys.
itani HKRHKEE
Titanium Alloys ~ s4 Titanium and Tit?nium Alloys 900-1600 300-400 33-48
FEREN
H1 Hardened Steels 45-55

FEREN
m H2 Hardened Steels 55-60

SRR B
'_JHardened H3 Hard~ened Steels 60-65
Materials Ha EREEN >65

Hardened Steels
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PIHIE X RIT R mhneE. mREE. BREENRE

Cutting Calculations and Definitions Comparison Table for Tensile Strength , Brinell Hardness and Rockwell
ERESHRESEMN
paraater and Unit N/mm2 HV10 HB HRC N/mm2 HV10 HB HRC
D JEBER (mm) fn EEHLE (mm/rev) 240 75 71 920 287 273 28
D Diameter (mm) fn Feed per Revolution (mm/rev) p— - - - — - 29
ap YHIRE (mm) fz B7)#4%E (mm/tooth) 270 g5 81 970 302 287 30
ap Cutting Depth (mm) fz Feeding per Teeth (mm/tooth)
285 90 86 995 310 295 31
ae IHIEE (mm) Z TI7I¥R
ae Cutting Width (mm) Z Number of Teeth 305 95 90 1020 317 301 32
Vf HEERE (mm/min) n  EHFE (rev/min) 320 100 % 1050 321 311 33
Vf Feed Rate (mm/min) N Spindle Speed (rev/min) 335 105 100 1080 336 319 34
Ve UIHERE( THKE+$®TIER: +D) (m/min) L ITEAEHLEE (mm) 350 110 105 1110 345 328 35
Vc Cutting Speed (m/min) L Length (mm) 370 1 109 1140 355 337 36
Q EEIIHIE (cm?/min) Tc PLEYiE (min) 385 120 114 1170 364 346 37
Q Rate of Metal Removal (cm?*/min) Tc Processing Time (min)
400 125 119 1200 373 354 38
415 130 124 1230 382 363 39
430 135 128 1260 392 372 40
BAITEAR 450 140 133 1260 403 383 41
General Formula
465 145 138 1330 413 393 vy}
n e _ Vel
n  Spindie Speed n s (rev/min) 480 150 143 1360 423 402 43
D~ 495 155 147 1400 434 413 44
Ve HIHIRE Ve = _meben (m/min)
Ve Cutting Speed 1000 510 160 152 1440 446 424 45
Vi HERE _ . 530 165 157 1480 458 435 46
Vf Feed Rate Vf = fZ~Z*n (mm/min)
v 545 170 162 1530 473 449 47
fz B#AE _
£ ﬁ?dlﬁﬁeeth fz= %(mm) 560 175 166 1570 484 460 48
Q0 £REyM= o- ae-ap vy (cm i) 575 180 171 1620 497 472 49
Q Rate of Metal Removal 1000 595 185 176 1680 514 488 50
Tc MNIAE Tc=;(min) 610 190 181 1730 527 501 51
Tc Processing Time Vf
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
675 210 199 1980 596 567 55
690 215 204 2050 615 584 56
705 220 209 2140 639 607 57
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 773 63
820 255 242 23 800 64
835 260 247 24 829 65
860 268 255 25 864 66
870 272 258 26 900 67
900 280 266 27 940 68
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ZESFEOEITNAGRT R WERARE -DIN A7/

Metric scale list The Structure of Shank-DIN Standard
FS &SRR NGRS KHIRT DYERT NGRS KHIRF FERT NIRRT KRHEIRT DIN 6535-HA
NO. Wire Decimal Metric Fractional Decimal Metric Letter Decimal Metric
1-40# in mm in in mm A-Z in mm
d:hs 2‘3‘4‘5 6‘8 10 12‘14 16‘18 20 25 32
1 1# 0.2280 5.79 1/64 0.0156 0.40 A 0.2340 5.94 . TR | S “’I
2 21 0.2210 5.61 1/32 0.0313 0.79 B 0.2380 6.05 1 l”‘% 28 36 40 45 48 50 56 60
3 3# 0.2130 541 3/64 0.0469 1.19 C 0.2420 6.15 L h .
4 a4 0.2090 531 1/16 0.0625 1.59 D 0.2460 6.25
5 54 0.2055 5.22 5/64 0.0781 1.98 E 0.2500 6.35 DIN 6535-HB
6 6# 0.2040 5.18 3/32 0.0938 2.38 F 0.2570 6.53
T4 0.2010 5.11 7/64 0.1094 2.78 G 0.2610 6.63 d b: e h It l2
he +0.05 0 h. +2 +1
3 84 0.1990 5.05 1/8 0.1250 3.18 H 0.2660 6.76 b, 6 0 1 u 0 0
. a5
9 o4 0.1960 4.98 9/64 0.1406 3.57 I 0.2720 6.1 — DA 2 - 6.0 42 5.1
10 104 0.1935 491 5/32 0.1563 3.97 J 0.2770 7.04 )« 18.0 36.0
: : : : : : 0 8.0 55 6.9
11 114 0.1910 4.85 11/64 0.1719 437 K 0.2810 7.14 & dy
/ I 10 7.0 20.0 8.5 40.0
12 124 0.1890 4.80 3/16 0.1875 4.76 L 0.2910 7.39
s 12 10.4
13 134 0.1850 4.70 13/64 0.2031 5.16 M 0.2950 7.49 ol r~20men 8.0 225 45.0
14 12.7
14 144 0.1820 462 7/32 0.2188 5.56 N 0.3020 7.67 " I
—&Ej—r: 16 14.2
15 154 0.1800 4.57 15/64 0.2344 5.95 o} 0.3160 8.03 (* i % 10.0 24.0 48.0
16 16# 0.1770 4.50 1/4 0.2500 6.35 P 0.3230 8.20 i / £ 18 16.2
17 174 0.1730 4.39 17/64 0.2656 6.75 Q 0.3320 8.43 [ o 20 11.0 25.0 18.2 50.0
Iy
18 18# 0.1695 431 9/32 0.2813 7.14 R 0.3390 8.61
/ i 25 12.0 320 23.0 56.0 17.0
19 194 0.1660 4.22 19/64 0.2969 7.54 S 0.3480 8.84 0 14.0 36.0 30.0 60.0 19.0
20 20# 0.1610 4.09 5/16 0.3125 7.94 T 0.3580 9.09
21 21# 0.1590 4.04 21/64 0.3281 8.33 U 0.3680 9.35
22 224 0.1570 3.99 11/32 0.3438 8.73 v 0.3770 9.58 DIN 6535-HE
23 23# 0.1540 3.901 23/64 0.3594 9.13 W 0.3860 9.80
24 244 0.1520 3.86 3/8 0.3750 9.53 X 0.3970 10.08
d: (b2) (bs) (he) (hs) ls l ls r2
25 254 0.1495 3.80 25/64 0.3906 9.92 Y 0.4040 10.26
26 264 0.1470 373 13/32 0.4063 10.32 z 0.4130 10.49 6.0 43 51
& 36.0 25.0 18.0
27 27# 0.1440 3.66 27/64 0.4219 10.72 8.0 55 6.9
28 284 0.1405 3.57 7/16 0.4375 11.11
/ 10 7.1 8.5 40.0 28.0 20.0 1.2
29 294 0.1360 3.45 29/64 0.4531 11.51
12 8.2 10.4
30 30# 0.1285 3.26 15/32 0.4688 11.91 45.0 33.0 22.5
14 8.1 12.7
31 31# 0.1200 3.05 31/64 0.4844 12.30
16 10.1 14.2
32 324 0.1160 2.95 1/2 0.5000 12.70 48.0 36.0 24.0
33 33# 0.1130 2.87 18 10.8 16.2
-
34 344 0.1110 2.82 ) = 20 11.4 18.2 50.0 38.0 25.0 1.6
| —
35 354 0.1100 2.79 L 5 4 25 136 93 230 241 560 440 320
36 364 0.1065 271
d4=25~32mm 32 15.5 9.9 30.0 31.2 60.0 48.0 35.0
37 374 0.1040 2.64 :
38 384 0.1015 2.58
39 394 0.0995 2.53
40 404 0.0980 2.49
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E 01X

LEmERXERER=RESE 203 72725 302 =
Add: Room 302, No. 272, Lane 203, Sanyou Xingshu
Huagiang Street Road, Qingpu District, Shanghai
Tel: +86-0592-3706375

EM02[X

[TARERTH KRBERFRE N IERREIFR1FETI02
Add: 902, Unit 1, Building 9, Xinyi Yicui Haoyuan
Dezheng Middle Road, Chang'an Town

Dongguan City, Guangdong Province

Tel: +86-0592-7310125

EM03X

70) || & sl v 2SR B X R R AN == BR M R AR 2 Bt

Add: Chengdu Aviation Vocational Technology College
Longquanyi District, Chengdu City, Sichuan Province
Tel: +86-0592-7301561

ER04X

REMARKEAIRE S\ EEROUR/\EE81S

B EAIEEA4E 11581714204

Add: Room 4204, Gate 1, Building 11, xinheyuan, Diamond Bay
Hedong District, Tianjin, China

Tel: +86-0529-7306375

E 06X

T T &R AX IR AR R 1585 EFEk AL E F1£2109

Add: No.2109(china Resources Tiexi Center)No.158 Jianshe East Road
Tiexi District Shenyang City Liaoning Province

Tel: +86-0592-7301126

EM05X

EOXE TR AT A X 28Rtk & B AE4HA261525

Add: No. 2, Building 26, Golden Harbor Phase 4, Block 28R
Wuhan Economic and Technological Development Zone
Tel: +86-0592-7310203

ENEERMSERIRAE

XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Hiht: FREETHHEKKEREIS

Add: No.69 Xinglong Road Huli District Xiamen CHINA

T b FEEIER T ERXEMRER1601-16295
Factory Add: No.1601-1629 Jicheng Road Industrial
Concentration Area Tongan Xiamen CHINA

Tel: +86-592-7301561  Fax: +86-592-7107322

PC: 361006 Email: gesac@cxtc.com

www.gesac.com.cn

400-998-6858)

GE202305i






