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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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Aluminum Alloy Frame

B fEMT
Cavity Rough milling /

* XDHT+MEH190=3&7 /& £ H|
High Speed Shoulder Milling

=
£

m
I
iz
R
5
ES
=<
o
S
c
=
o
a
Q)
=
=
=
(0]
(%]
2
=
=t
o
=
(%]

R
ES
=
o
=]
c
=
o
o
~
c
=
>
oQ
wn
o
c
=
o
>
»

{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
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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
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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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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
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| 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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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
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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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ZHIEST4E

Turning Grades
CVDREEREE
CVD Coated Carbide
N R s ML Hi
Grade Color Grade Microstructure Grade Feature
SHNREHNPVDAERERALEENNEN S ENNERASEE, SaRHN
ERERA, BN EEREATAEER R,
ERTEESERELL THHEREEFHENT, MIXERER.
GST7115 BHE +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
ROMENE, RatENNIRE,
R ERTREREAEERMIMENTSEMEL L,
GST7120 = Purplish *New generation of PVD coating oﬁersuperiorwea.r resistance and eqhanced ]
grey adhesmn, comb|ngd w[th the hard cemented cqrtyde 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.
RELIARRAARMNPVDAR, BietIHASIEBIERASEE, BEILE
WEE. RENTESIOEE,
HENATRER RS ESRM IR PMEEN 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%§iﬂx ﬁﬁm{tﬁéﬁ%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,
s -‘ﬁﬁﬁf{%iﬂﬁﬁ\ %t‘ﬁﬁt ﬁ%%ﬂ%ﬁ ﬂﬁW%’ﬁBH‘JEETE’\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

PVDAREERES

PVD Coated Carbide

= REEB
S : s LT
== Grade ng}g;g Grade Microstructure Grade Feature
SHNEARENPVDAR, BEBCOINARBEREEEE, REMEERIEY
BETEL-RAUNE-PENETR, AN, RAPERENT,
e +New nano-structured PVD coating matching high cobalt cemented carbide
GM3220 Br ounz 2 substrate, gives the grade with excellent wear resistance and high hot

hardness.
+Recommended for continuous cutting and light or medium interrupted
cutting of stainless steels and soft steels at medium to low cutting speeds.

EMARENTANGESSCoRBNTHARERSEEMAES, RENIHRR
BB,

EY/q:) BETAEWNHREIENT; N, FENSEEMHNESIT
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
SR HEEEBAMINELEES, BATHASHFENT
GS9125 Uncoated «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

[3=] AR TIRA (B) B ®Ks afa (&) AZE (mm) AZE(inch) = e .
Symbol Sh/ape CornerAnxgle Sha;;e Symbol  Relief Angle Tolerance (mm) Tolerance (inch) DI RARSIE R (RSBTEEIEer (oSG R
AR . . TS - LS - 1T W@ SAZ(mMm) | DAB(M)EAZ(mm o HIIE(E)BAZ(mMm) | DAR(MEAZ(mm
H Helx\agon 120 <:> 3 Symbol Corner Th'l;?(g thg Corner ThEI(E ngtg AIE Tolerance(ofL)C.Size(ﬂ(d)(rn)m) Toleranceno(fcgmerHei(ght(g\m) P@J Tolerance(ofl.)c.Size(la(d)(m)m) Toleranc?cgfc)ornerHegght(r)nm
o | BumE 135° O B 5 Height O Clody  Height O oy I kL u u hC.Size 1 lags K ClassJ K
Octagon c - (m (m “(mm) M,N(é&ﬁ GR) M,N (%) GR) (inch) L,M,N 4 Class U ) ” 4 ClassU
p Emaw 108° O - A +0.005 = +0.025 = +£0.025 | +0.0002 +0.001 +0.001 6.35 0.250
‘*E”ﬁa;f“ D 15 F +0.005 = +0.025 @ +0.013 | +0.0002 +0.001 +0.0005 955 +0.05 +0.08 +0.08 +0.13 0375 +0.002 | £0.003 = +0.003 | £0.005
> Square % [l E 2 C #0013 = #0025  £0.025 00005 = £0.001  +0.001 127 +0.08 +0.13 +0.13 +0.2 0500 | +0.003 | +0.005  +0.005  +0.008
T %%@Ff 60° /\ F 25° H +0.013 | +0.025 = +0.013 | +0.0005 +0.001 +0.0005 15.875 . . . . 0625 . N . .
c 80° G 30° E +0.025 0025 & +0025  +0001 | +0.001 = +0.001 19.05 *01 +0.18 *0.15 027 0.750 0004 | £0.007 | +0006 | +0011 = B (mm)
D 550 N 0° G +0.025 = £0.13 +0.025 = £0.001 +0.005 +0.001 25.4 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 | £0.010 | *0.007 = +0.015 Symbol T"(';,k,’r‘jss
o +0.05~ + -
. S [T P e J £0005 0025 Gpo5  +ooo02 | ooor | SO 7313’275 015 = +0.25 £0.2 +0.38 7328 40006  *£0.010 = %0008  %0.015 01 1.59
i > 0 Hth 40013 | +0.02 2005~ 0000 +0.00 £0.002~ i 02 2.38
"\;' ig Ko #0013 | 20025 3473 | F00005 | %0001 Tyih0s 2 2.78
W A 80° Q L +0.025 +0.025 1;060].5; +0.001 +0.001 1;06000025~ ERTIAAAR: D Insert Shape: D ERATIARAR: V  Insert Shape: V ‘?’2 g;?
Trigon = — NERNE TIREHNE .
¢ % +0.08~ +0.05~ +0.003~ +0.002~ AIEed NENRE JIREIA AEIEed RYERAZE EHEA
L R:?gr?éle 90° l:l I M +0.18 +0.13 +0.13 +0.007 +0.005 +0.005 Inscribed Circle Size Tolerance of I. C. Size Tolerar&(;e;;;t(:orner Inscribed Circle Size Tolerance of I. C. Size Tolerar;‘cﬁgo}:t(:orner g: 2;2
A = 85° +0.08~ +0.05~ +0.003~ +0.002~ mm in mm in mm in mm in mm in mm in
T . N +0.025 +0.001 06 6.35
B sy 82 ] +0.18 +0.13 +0.007 +0.005 635 | 0250 | +0.05 0002 *011 | +£0.004 | 635 | 0250 +0.05  +0.002  +0.15 | +0.006 o7 704
K 55° - +0.13~ +0.08~ | £0.005~ +0.003~ 9525 | 0375 | *0.05 +0002 +0.11 | +0.004 | 9525 0375 @ +0.05 +0.002 +0.15  +0.006
B QEANE v +038 | O3 Tio55 | ko5 | TO00 £0.01 09 9.52
R o — O @Relief Angle Symbol =0 =0 +0. =0 12.7 0500 | +0.08 +0.003 *0.15 | +0.006 127 | 0500 | +0.08 & +0.003 +0.20 @ +0.008 P—
- 15875 | 0.625  +£0.10 | +0.004 | +0.18 | +£0.007 | 15875 0625 | +0.10 | +0.004  +027 | +0.011 FEAS
RS GFEENS @ Tolerance Symbol (
ORARRS  Dshape Symbol = | Y 1905 = 0750 | +0.10 | +0.004  +0.18 | +0.007 | 1905 0750 +0.10 | +0.004 +027  +0.011 @©Thickness Symble
‘ \
\ \
| - | |
= A ” L= & (ad PTN= @ o
@HT/B1E-FLXS @Hole/Chipbreaker Symbol ®ISOTHITIKEMRS (mm) GEdge Length Symbol (ISO) (mm) ,nsc,ibed"éfﬂl'e(SizL (mm) @Cogﬂﬁg?mbol cgﬂﬁﬁ%@ﬁbol
o e | e I EE(s)
® AL FLEER W 2 4 AR :
Sym-'bj_ol Hole Hole Sh/ape Chlpb-reaEker Sh/ape ® @ @ A @ J E RIE Insert Thchness(S)
% —_ —_ [p— — —_ fo—f — — (mm) Ilge—'g m)
N wiot TN #8 RY RS RY #S RY S RY K8 RY KS RT KS RT KS Ry oS Ecieidiereiis ) ST A TS A B
% B Symbol | Length | Symbol | Length ' Symbol | Length | Symbol | Length | Symbol | Length | Symbol | Length | Symbol | Length | Symbol | Length a Chipbreaker Symbol
R with- - Single- | A7 03 397 03 40 06 | 69 4 48 3.97 o Rc
out wE 04 476 04 48 08 82| 5 58 4.76 L - PR ()
. R ¥42(mm
F Dfiﬂte’lf = 05 5 - . . - . - . . - . - . - . 5 g SymEol Corner-R (Jr:nm)
05 556 05 56 03 38 09 96| 6 68 5.56 -
=
A ot B | oot T o e o o =T =T =% - 00 0.03
B 02 0.2
M — e S h g 06 635 06 65 04 43 11 | 11 7 78 | 11 112 6.35 "
With Hole sided 07 794 08 81 05 54 13 138| 9 @ 97 7.94 " 04 04
s Dgﬁﬁe_ 08 | 8 - - B e e e e e e e 8 &
sided == 09 9525 09 9525 09 | 97 06 65 16 165 11 116 16 166 16 197 9.525 08 0.8
w et e e e e e e e e B 12 12
With Hole and B 12 12 - - - - - - - - - - - - - - 12 ol 16 1.6
T OneCountersink  single- | P79 YITY = 12 127 | 12 (127 12 129 08 87 22 | 22 15 155 22 |221 12.7 T
B S'dfed 15 15875 15 15875 16 161 10 109 27 275 19 | 19.4 15.875 20 2.0
I ol B o e T e e B A I B R R — 2 24
i Holeand, o 19 1905 19 [19.05 19 | 193 13 | 13 | 33 33 | 23 233 19.05 " .
wo Countersin| Ds - .
v were | P B 20 20 |~ = = e e e e =20
2 005 22 226 38 385 27 271 22.225 32 3.2
HHERILEE
B 70°~90° Without O\ 25 25 - - - - - - - - - - - - - - 25
ith
y oith Holeand om 25 254 25 254 25 258 4 44 31 31 254
70-90°C sded | I L 31 3175 31 3175 32 322 55 55 | 38 388 3175
BHERINE o0 31032 - e e e e e e e 3
c 70°~90° Without
With Hole and WE
Two Countersink | pouble- @R
J 70-90°C ;)igede
X — — —

4 _GESAC GESAC _ 5



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

YA — K
Overview of Turning Inserts

FHIRTIR (AR)
Turning Inserts (Negative)

it (ST INTSEE R 80°EH 55°%&H 90°IE/5 1 60°IE=Ff 35°%H 80°7514F
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
< NIOGEER, EAKTRMNT. ; . 200 s /
« Suitable for medium processing/
EM roughing of heat resistant super alloys; s \ ’
» The cutting edge has high strength, 2 10°
suitable for deep cutting and deep 1
processing. o ereres 0l CNMG-EM DNMG-EM SNMG-EM VNMG-EM WNMG-EM
- P010 P010 PO11 PO11 P012
SEETEESEMKEESPENT/H4EM aplm]
T; .
JEETREM, EEIHNT; 13°
« IR, ERIRTD. T
E I_ « Suitable for medium processing/semi- 3
finishing of heat resistant super alloys )
and titanium alloys;
« Suitable for processing long overhang D
otpiecssand thivuallecuatpleces: | arereen L, awee  owee wGe o
glorce, : P010 PO10 PO11 P12
EHRIL (FR)
Turning Inserts (Positive) 5°/5f
- pit) (ST INTSEE EREE 80°EH 55°%&H 90°IEF5 60°IE=FAf 35°%&H 80°7\147
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]
- ETVRARFAGH, MR, AT ) P
AT RIFHE. HERR, ) 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-EP
moval under small depth of cut and smal Flmm/rev]
| feed conditions. PO17
ap [mm]
EEW. SEW. FHEWE-FHEINIA. - 5
THITIER, IRENEES. : e
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. ——1 VBMT-MM
0 010203
f[mm/rev] PO17
CEEM. ARW. FHW. wpEgmm
cRERIBNSNEIRAAS, RANHRERTIRE 4 013
ESHI%EFE, . T :
GP « GP for light cutting of general steel,
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=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

FHITIR—%
Overview of Turning Inserts

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

CUTTING TOOLS FOR AEROSPACE

=R TIH TR

&5 (ST INTER TERVEE 80°EH 55°&H 90°IE /57 60°E=ff 35°EH 80°7}1f
Geometry Features Application Range Cross Section Geometry 80°Rhombic 55°Rhombic 90°Square 60°Regular Triangle 35°Rhombic 80°Trigon
EBW, AW, THW, HHEINT .
mo ap Lmm.
« ETNBMBFIRIT, EIMDR, AT A P :
RFEMESFHE. HERR 3 ¥ _) =/
F P « FP for finishing of ordinary steel, alloy st 2 / et Ly
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. e/ Id e s £
ISR, T REEER, 3 ~N Y_Y Zn\ P
M M + MM for light cutting of general steel, Py S A J\,v-! RN/ \9 4 . .
alloy steel and stainless steel. = | ———— ——
« Sharp cutting edge, enables high 1 L 150 8°
i |
surtace quality. 0 010203 CCMT-MM DCMT-MM SCMT-MM TCMT-MM
flim/rev] P013 P015 P014 P016
< ERW. AW, REW. FHHRETH ap [mn]
Fﬁo 4
RERLOSNEIAES, FNHRRTIRE 0.13
ESHI%FE, 3 ‘@
G P « GP for light cutting of general steel, alloy 1
steel, stainless steel and cast iron. oo ‘g
« Strong tool nose due to flat cutting edge 1 S CCMT-GP DCMT-GP TCMT-GP
ankd sharlp cutting edge due to double o 0s 03 0s CCGT-GP DCGT-GP SCMT-GP TCGT-GP VCMT-GP
rake ange. lam/rev] PO13 PO15 PO14 PO16 PO18
FHIR7TIA (ER)
Turning Inserts (Positive) 11°f5f
FER [T INTSEE BRI 80°%H 55°% 1t 90°IE /57 60°IEE=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]
cEEN. AW FAEWE-FHEMIA. 4
AIMIZIER, MIREAERES, 3 i~
M M + MM for light cutting of general steel, 2 —_—
alloy steel and stainless steel. /& 150 8°
« Sharp cutting edge, enables high surface ! L
H |
quality. 0 010203
f[mm/rev] TPMT-MM
PO17
ap[mm]
CEER, AW, THA, FHSTME
- REENSVEIAAS, FARBERDIRE ¢
ES18I%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 B
rake angle. o otozoesos oo CPGT-GP TPMT-GP
P014 PO17
GESAC _ 9
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f=MRIIEITA | 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 [}
CNMG160612-EM 16.1 15.875 6.35 6.35 1.2 [ [ J [}
CNMG120404-EL 12.9 12.7 4.76 5.16 0.4 [ ) [ J
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
ER55°45 7
Rhombic 55° with Hole
R~ AEERESE
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 [ [} O
DNMG150412-EM 15.5 12.7 4.76 5.16 1.2 [ [} O
DNMG150608-EM 15.5 12.7 6.35 6.35 0.8 [ [ J 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 ETFEStock OFFMEAvailable upon Order

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

FHITIR (fAf)
Turning Insert (Negative)
.
N
/, \\
SN \N 5]
N JT~JC
EAF90°E7L AT s
Square 90° with Hole —
R~ REEREE
Dimension(mm) Coated
T8RS
Ordering code
LE Ic S D1 RE GST7115 GST7120 GST7130
SMG120404-EM 127 127 476 516 04 ° °
SMG120408-EM 127 127 476 516 0.8 ° ° °
SMG120412-EM 127 127 476 516 12 ° ° °
@R AEEFStock OFFEAvailable upon Order
EA35°F 1
Rhombic 35° with Hole
R~ RERERS
Dimension(mm) Coated
TS
Ordering code
LE IC S D1 RE GST7115 GST7120 GST7130
VNMG160408-EM 16.6 9525 476  3.81 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 ° )
’ VNMG160412-EL 166 9525 476  3.81 1.2 ° °

@R AEEFStock OFFEAvailable upon Order

GESAC _ 11




fAz=MAIIEI TR | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fR=fiktI4ITA

ZFHITIR (A R) ZFHI7I R (IERY)
Turning Insert (Negative) Turning Insert (Positive)
WN CC
7NBH80°EFL ER280°BFL RE
Trigon 80° with Hole Rhombic 80° with Hole =
R~ REBREE Rt REERESE
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
WNMGO80412-EM 87 127 476 516 12 ° ° ° CCMT060204-MM R I I I e d b ©
Z = 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 Wy CCMT09T304-MM 97 9525 397 44 04 ° ° ° o
WNMGO80408.EL 2= | ioe | ame | 5 | o o o CCMT09T308-MM 97 9525 397 44 08 ° ° ° ° °
WNMG080412-EL 8.7 127 476 516 12 [J ° CCMT120404-MM 129 127 476 556 04 b
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) ¢ ¢}
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)
(“, CCMTO09T304-FP 97 9525 397 44 04 °
/.. CCMTO9T308-FP 97 9525 397 44 04 ° o

@tREETEStock OFFMEAvailable upon Order

12 _ GESAC GESAC _ 13



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

ZFHI7I R (IERY) ZFHITIR (ER)
Turning Insert (Positive) Turning Insert (Positive)
ZER280°FFL ER55°BFL

Rhombic 80° with Hole Rhombic 55° with Hole

R~ AREREE R~ AEEREE
Dimension(mm) Coated Dimension(mm) Coated
TS TS
Ordering code Ordering code
LE IC S D1 RE GM3225 LE IC S D1 RE GM3220 GM3225 GST7115 GST7120 GST7130
CPGT060204-GP 6.5 6.35 2.38 2.8 0.4 [ ] DCMT070202-MM 7.8 6.35 2.38 2.8 0.2 [} [}
CPGT060208-GP 6.5 6.35 2.38 2.8 0.8 @] DCMT070204-MM 7.8 6.35 2.38 2.8 0.4 [} [} O
CPGT09T302-GP 9.7 9.525 3.97 4.4 0.2 O DCMT070208-MM 7.8 6.35 2.38 2.8 0.8 [} [} O O
CPGT09T304-GP 9.7 9.525 3.97 4.4 0.4 [ ] DCMT11T302-MM 11.6 9.525 3.97 4.4 0.2 [} [}
CPGT09T308-GP 9.7 9.525 3.97 4.4 0.8 O DCMT11T304-MM 11.6 9.525 3.97 4.4 0.4 [ ] [ ] [ ]
CPGT120404-GP 12.9 12.7 4.76 5.56 0.4 O DCMT11T308-MM 11.6 9.525 3.97 4.4 0.8 [ ] [ ] [ ] O
CPGT120408-GP 12.9 12.7 4.76 5.56 0.8 [} DCMTO070204-GP 7.8 6.35 2.38 2.8 0.4 [ ] O
@R EEFStock OFFEAvailable upon Order DCMT070208-GP 8 635 238 28 08 o o ©
DCMT11T304-GP 11.6 9.525 3.97 4.4 0.4 [ J O
DCMT11T308-GP 11.6 9.525 3.97 4.4 0.8 [ J O O

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

°
IEAR90°EFL DCGT070204-GP 78 635 238 28 04 o
Square 80° with Hole e DCGT070208-GP 78 635 238 28 0.8 @)
DCGT11T302-GP 116 9525 397 44 0.2 °
R SEEEAS DCGT11T304-GP 1.6 9525 397 44 0.4 °
Tiom Dimension(mm) Coated DCGT11T308-GP 116 9525 397 44 0.8 °
1m=
Ordering code DCMT070208-FP 78 635 238 2.8 0.8 O
L e = = HE SR LR DCMT11T304-FP 116 9525 397 44 04 o
DCMT11T308-FP 116 9525 397 44 0.8
SCMTO09T304-MM 9525 9525 397 44 0.8 ° ° ©
SCMTO09T308-MM 9525 9525 397 44 0.8 ° °
@iTAETFStock OFFEAvailable upon Order
SCMTO09T308-GP 9525 9525 397 44 0.8 o)
SCMT120404-GP 127 127 476 556 04 o)
SCMT120408-GP 127 127 476 556 08 o

@R ETEStock OFFMEAvailable upon Order
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ZFHI7I R (ER) ZFHITIRA (ER)
Turning Insert (Positive) - Turning Insert (Positive)
1C
TC o TP
=@R60"H w4 : =fR60°a1L
Triangle with Hole R Triangle with Hole
Rt BEERAS ~ RY REEREE
. 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 ° ) 2 TPMT110202-MM 11 6.35 238 2.8 0.2 o
s TCMT110204-MM 11 635 238 28 04 ° ° ﬁ@_ TPMT110204-MM 11 635 238 28 04 °
P& TCMT110208-MM 11 635 238 28 08 ° ° = TPMT110304-MM 11 635 318 34 04
— TCMT16T304-MM 165 9525 397 44 0.4 ° ° TPGT110204-GP 11 635 238 28 0.4 o
TCMT16T308-MM 165 9525 397 44 0.8 ° ° TPGT110208-GP 11 635 238 238 0.8 O
TCMT110204-GP 11 6.35 2.38 2.8 0.4 ) A TPGT16T304-GP &5 | 9529 | 397 4.4 0.4 @)
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 OFTEAvailable 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 165 9525 397 44 0.4 ° V B
TCGT16T308-GP 165 9525 397 44 0.8 ¢}

EF35°57,
Rhombic 35° with Hole

@R ETEStock OFEFEAvailable upon Order

R HEEREGE
Dimension(mm) Coated
%S
Ordering code
LE Ic S DI | RE  GM3220 GM3225 GST7115 GST7120 GST7130
VBMT110304-MM 112 635 318 28 04 ° ° o o
VBMT110308-MM 112 635 318 28 08 ° @)
&7 VBMT160402-MM 166 9525 476 44 02 ° °
VBMT160404-MM 166 9525 476 44 04 ° ° ° @) °
VBMT160408-MM 166 9525 476 44 08 ° ° ° ° °
VBMT160404-GP 166 9525 476 44 04 ° o
” VBMT160408-GP 166 9525 476 44 08 ° o o
VBMT160412-GP 166 9525 476 44 12 o o o
VBMT160404-FP 166 9525 476 44 04 ° o
R ) VBMT160408-FP 166 9525 476 44 08 ° 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 [ J
VCMT160408-GP 16.6  9.525 4.76 4.4 0.8 ([ ]
ﬂ VCGT110304-GP 11.2 6.35 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 AEETFStock OFFEAvailable upon Order

EETHISE (AR)
Recommended Cutting Data (Negative Inserts)

CUTTING TOOLS FORAEROSPACE | fn=

fXTIHI TR

TIR-#EE- LR
TR BE TIHIEE IR /g e Min-Optimum-Max
ISO  Workpiece dz Application  Cutting Chip j 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};fal EM GST7120 20-40-70 1.00-2.50-4.00 = 0.10-0.20-0.35
THEE. =
RS i
H;t_ #HEMTI  Interrupted GST7130 20-30-40 1.00-2.50-4.00 = 0.10-0.20-0.35
resistant | <HRC45 oM c tt|:g
Alloy and finishing pesd
1OV Machining = Continuous GST7115  20-40-70 0.50-1.50-3.00 ~ 0.10-0.15-0.22
Tlanl?lum Cutting
oy R
GIEFH 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-#7E- LR
THapet B PIHIEE IR /g E Py Min-Optimum-Max
IS0 Workpiece Hard:ess Application ~ Cutting Chip Graje YIRS IIE HAE
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??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
e R
(AN Cocntlt?'uous GSTT7115 20-40-70 0.30-0.70-1.50 = 0.05-0.10-0.20
uttin
Heat- BEMT ié}sﬁg
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=A
Interrupted GST7130 20-30-40 0.40-1.00-2.50 = 0.07-0.12-0.30
Cutting
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ZHITIM—5%

Overview of Turning Toolholders

MCBNR/L MCLNR/L MDJNR/L MDPNN MDQNR/L
P26 P26 P027 P027 P028
’ ’ i.—

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

MTGNR/L MTINR/L MVINR/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
Y -

STFCR/L SVUCR/L SWLCR/L SCLPR/L STFPR/L

P44 P45 P45 P46 P46

GESAC _ 21
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SMNRIZETIM R S RN
External Turning Toolholder Identification System

L (©)

WEREER A 90° TR E 5F 8 8 »
Double Clamp Type 90°Without R Right Hand S TIE AR Insert Shape
o 10 10 =
R R A B I8 L EF (mm) _ 80° | 55 | 35°
IR X 45°FA31 nser 2 = Z 4 4 7
S ERETER 5 Left Hand 12 12 msert | Epw Lo BE EY BR BV
Wedge Lock Type 45°Neutral N B A 16 16 IC(mm)  square Triar?/le Round = 80° 55° 35°
HeavleuttlrJrg Double E 60° General & Rhombic Rhombic Rhombic
amp Type 20 20
P FLATRTE " o 25 25 ° _ : ” : :
Lever Lock Type G 90"705 fﬁﬁ 6.35 - 11 - 06 07 11
< BSTSR R A 90°Bias 32 32 794 i 13 i i i
Screw-on Type J 93° .
K 75° 8 : : 08 : :
L 95° 9.525 09 16 - 09 11 16
N 630 _ 10 - - 10 - -
P 62.5° 12 ’ ’ 12 : :
s . B 5° b €0 12.7 - 2 - 12 15 -
B C T 15.875 15 27 - 16 - -
c 80°EH T 60 . . 0
80°Rhombic v 72.5° N 0 F 80 16 - - 16 - -
55°&H E 20° 19.05 19 - 19 - -
b 55°Rhombic Z i H 100
Special 20 20
o B K 125 . . . .
Round - _ - _
I:;’;}/ M 150 % »
7
s Square P 170 25.4 25 - - - -
T E=ff Q 180 32 - - 32 - )
Triangle
y 35°E R 200
35°Rhombic
W 7B
Trigon
X ESL7SIZN
Special Shape
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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

SNEIETIFF (FAEY)
External Turning Toolholder (Negative)

MCBNR/L

LF

E

R~ A FHET

e Dimension (mm) LRI Pin
Ordering Code il B | Le lomx!HEIWE Insert §
MCBNR/L2020K12 20 20 125 32 20 17 CN**1204** DCN1204M  SPMO060
MCBNR/L2525M12 25 25 150 32 25 22 CN**1204** DCN1204M  SPMO060
MCBNR/L3232P12 3232 170 32 32 27 CN**1204** DCN1204M SPMO060

[ER
Clamp

&

170 | CAM02
170 | CAM02

170 A CAM02

MCBNR/L2525M16 25 25 150 42 25 22 CN**1606** DCN1604M SPM080220F CAMO3

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

MCLNR/L

SPM100240F

PV E22
Screw

J

SDM060200
SDM060250
SDM060280

SDM060250

CAMO5 ' SDMO080350F

( rmree )
FmMAT75

\
e

w"F EF
Wrench  Stock

//\ R L
TH25L
TH30L

TH25L
TH30L

TH25L
TH30L

TH30L @ O

TH40L ® @

O1TEETF Stock OFFE Available upon Order

LF

R+ Ak FHET
TS Dimension (mm) AT A i Pin
Ordering Code Insert

H B LF OHX HF WF

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

[EAR
Clamp

&g &

SPM060170 = CAMO02
SPM060170 | CAM02
SPM060170 | CAM02

SPM080220F | CAMO3

MCLNR/L3232P16 3232 170 42 32 40 CN**1606** DCN1604M  SPM080220F CAMO3

MCLNR/L3232P19 32132 170 42 32 40 CN**1906** DCN1904M | SPM100240F

24 _ GESAC

PS4

Screw

J

SDM060200
SDM060250
SDM060280
SDM060250

SDM060280

CAMO5 ' SDMO080350F

Y )
EmF95

-

w"FE  EF
Wrench  Stock

/ R L

TH25L
TH30L

TH25L
TH30L

TH25L
TH30L

TH30L @ @

TH30L @ @

TH40L © @

O1TEETF Stock OFFE Available upon Order

CUTTING TOOLS FOR AEROSPACE |

SNEIETIFF (AE)
External Turning Toolholder (Negative)

MDJNR/L

LF

| =4

HE

E

R1 T 5547
T5S Dimension (mm) IEEETI Shim Pin

Ordering Code H B | LF OHX HE WE Insert §
MDJNR/L2020K11 20 20 125 32 20 25 DN**1104** DDN1103M
MDJNR/L2020K1504 20 20 125 38 20|25 DN**1504** DDN1504M
MDJNR/L2525M1504 | 25 25 150 38 25 32 DN**1504** DDN1504M
MDJNR/L2525M1506 25 25 150 38 25|32 DN**1506** DDN1504M

MDJNR/L3232P1506 32 32 170 38 32|40 DN**1506** DDN1504M

MDPNN

[ER
Clamp

&

SPM050130 | CAMO2

SPM060170 = CAMO3

SPM060170 = CAMO3

SPM060190 | CAMO3

SPM060190 CAMO3

PVSS 2374
Screw

J

SDM060200
SDM060200
SDM060250
SDM060250

SDM060280

f=MXIEI TR

T FH93°

Pl
]

RFE EE
Wrench  Stock

o

TH20L
TH30L
TH25L
TH30L
TH25L
TH30L
TH25L
TH30L
TH25L
TH30L

el
—

OTEETE Stock OFFARE Available upon Order

& = :
o 98
LE
A D —
R~ T8 FHET [EHR
TRe Dimension (mm) ugizya)=s Shim Pin Clamp

Ordering Code Insert
H B LF OHX HF WF

&
MDPNN2020K11 20 20 125 35 20 10 DN**1104** DDN1103M
MDPNN2020K1504 20 20 125 42 20 10 DN**1504** DDN1504M
MDPNN2525M1504 25| 25 150 42 25 125 DN**1504** DDN1504M
MDPNN2525M1506 25| 25 150 42 25 12.5 DN**1506** DDN1504M

MDPNN3232P1506 |32 32 170 42 32 16 DN**1506** DDN1504M

)

SPM050130 | CAMO02

SPM060170 A CAMO03

SPM060170 CAMO3

SPM060190 | CAMO3

SPM060190 = CAMO03

Wk ig e
Screw

J

SDM060200
SDM060200
SDM060250
SDM060250

SDM060280

I
L Mhif62.5°
-
RF
Wrench EE
/\ Stock
TH20L
TH3L @
TH25L
THaoL @
TH25L
TH3OL ®
TH25L
TH3L ®
TH25L
THaoL @

OFREETE Stock OFEFIE Available upon Order

GESAC _ 25




f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

SNEIZETIFF (FAEY)
External Turning Toolholder (Negative)

MDQNR/L

LF

Rt JIR 44T
T5S Dimension (mm) IEE T Shim Pin

Ordering Cod nsert
rdering Code H B LF OHX HF WF nee §

[ER PIES 7¥23
Clamp Screw

Z=II 4

MDQNR/L2020K11 |20 20 125 32 20 25 DN**1104** DDN1103M | SPM050130 CAMO02 SDM060200

MDQNR/L2020K1504 | 20 20 125 36 20 25 DN**1504** DDN1504M | SPM060170 CAMO03 SDM060200

MDQNR/L2525M1504 25 25 150 36 25 32 DN**1504** DDN1504M | SPM060170 CAMO03 SDM060250

MDQNR/L3232P1506 |32 32 170 36 32 40 DN**1506** DDN1504M | SPM060190 CAMO03 SDM060280

MSBNR/L

LF

@ g Q@
o : S

HF/§6“

E

R~ TIH $HET
T8RS Dimension (mm) CRETI A Shim Pin

Ordering Code Insert §

H B LF OHX HF WF

[EtR PUIES-¥22
Clamp Screw

& &

MSBNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204M SPM060170 CAM02 SDM060200

MSBNR/L2525M12 25 25 150 32 25 22 SN**1204**| DSN1204M = SPM060170 CAMO02 SDM060250

MSBNR/L3232P12 3232 170 32 32 27 SN**1204** DSN1204M SPM060170 CAM02 SDM060280

MSBNR/L2525M15 25 25 150 42 25 22 SN**1506** | DSN1504M  SPM080220F CAMO03 SDM060250

MSBNR/L3232P19 3232 170 42 32 27 | SN**1906™* DSN1904M  SPM100240F CAMO5 SDMO080350F

26 _ GESAC

FAhiff107.5°

RFE EE
Wrench  Stock

/\ R L

TH20L
TH30L
TH25L
TH30L
TH25L
TH30L
TH25L
TH30L

O1REETF Stock OFEFUE Available upon Order

( e
FAifa75

A

R’RFE EF
Wrench  Stock

/\ R L

TH25L
TH30L

TH25L
TH30L

TH25L
TH30L

TH30L @ O

TH40L @ @

O EETE Stock OFTFIE Available upon Order

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

SNEIETIFF (FAEY)
External Turning Toolholder (Negative)

MSKNR/L

LF

.

R S
Te Dimension (mm) TEeT] A Shim

Ordering Cod Insert
rAenng~ode 4 B LF OHX HF WF ¢

MSKNR/L2020K12 20 20 125 32 20 25 SN**1204** DSN1204M
MSKNR/L2525M12 25 25 150 32 25|32 SN**1204** DSN1204M
MSKNR/L3232P12 32 32 170 32 |32 40 SN**1204** DSN1204M
MSKNR/L2525M15 |25 25 150 42 25 32 SN**1506** DSN1504M

MSKNR/L3232P19 3232 170 42 32 40 SN**1906** DSN1904M

MSSNR/L

FHET
Pin

&

[ER PES 373
Clamp Screw

Zil

SPM060170 A CAM02 SDM060200

SPM060170 CAMO02 = SDM060250

SPM060170 CAMO02 = SDM060280

SPM080220F = CAMO3 = SDM060250

SPM100240F = CAMO5 SDMO080350F

LF

R~ DAL:
RS Dimension (mm) AT A Shim

Ordering Cod Insert
rAerng~ode 4 B LF OHX HF WF ¢

MSSNR/L2020K12 20 20 125 32 20 17 SN**1204** DSN1204M
MSSNR/L2525M12 25 25 150 32 |25 22 SN**1204** DSN1204M
MSSNR/L3232P12 3232 170 32 32 27 SN**1204** DSN1204M
MSSNR/L2525M15 25 25 150 42 25 22 SN**1506** DSN1504M

MSSNR/L3232P19 3232 170 42 32 27 SN**1906™* DSN1904M

FHET
Pin

&

[ER PIES >¥73
Clamp Screw

il

SPM060170 A CAM02 SDM060200

SPM060170 CAMO02 = SDM060250

SPM060170 CAMO02 = SDM060280

SPM080220F  CAMO3 = SDM060250

SPM100240F = CAMO5 SDMO080350F

( aimmome
F A f75°

RFE EE
Wrench  Stock

//\ R L
TH25L
TH30L

TH25L
TH30L

TH25L
TH30L

TH30L @ O

TH40L @ O

OTEETE Stock OFFARE Available upon Order

EY Y
T £ 45°

RFE EE
Wrench  Stock

yARL

TH25L
TH30L

TH25L
TH30L

TH25L
TH30L

TH30L @ O

TH40L @ @

OFREETE Stock OFEFIRE Available upon Order

GESAC _ 27




f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

SNEIZETIFF (FAEY)
External Turning Toolholder (Negative)

MTENN

% gl
ol S

il I —E
R~ PaE: HET ER WK iR 22
iTEe Dimension (mm) PCERTIE Shim Pin Clamp Screw

Ordering Code H| B | LE OHX HE WE Insert .: §

MTENN2020K16 2020 125 32 20 10 TN**1604** DTN1603M | SPM050130
MTENN2525M16 25 25 150 32 25 125 TN**1604** DTN1603M | SPM050130
MTENN3232P16 3232 170 32 /32 16 TN**1604** DTN1603M | SPM050130

MTENN3232P22 32132 170 38 32 16 TN**2204** DTN2204M | SPM060170

ZiN

CAM02 = SDM060200
CAMO02 = SDM060250
CAMO02 = SDM060280

CAM02 = SDM060280

(-
F:ffi 160°

e
Wrench [EE

/\ Stock
TH20L
THaoL @
TH20L
THaoL @
TH20L
TH3OL
TH25L
THaoL @

O1TEETF Stock OFFE Available upon Order

MTFNR/L

W

[N ©)
e
6ol
OHX

LF

R~ TIH $HET
T8RS Dimension (mm) CRETI A Shim Pin

Ordering Code Hl B | Le lomx| HEIWE Insert .: §

MTFNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603M = SPM050130
MTFNR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603M = SPM050130
MTFNR/L3232P16 32132 170 32 32 40 TN**1604** DTN1603M = SPM050130

MTFNR/L3232P22 32132 170 38 32 40 TN**2204** DTN2204M = SPM060170

[EtR PUIES-¥22
Clamp Screw

& &

CAM02 = SDM060250
CAMO02 = SDM060250
CAMO02 = SDM060280

CAM02 = SDM060280

(" remgre )
T f91°

S

R’RFE EF
Wrench  Stock

/\ R L

TH20L
TH30L
TH20L
TH30L
TH20L
TH30L
TH25L
TH30L

O EETE Stock OFFIE Available upon Order

28 _GESAC

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

SMNEIZETIAT (faZY)
External Turning Toolholder (Negative)

MTGNR/L

L

LF

E

R1 T 5547
T5S Dimension (mm) IEEETI Shim Pin

Ordering Code H B | LF OHX HE WE Insert .: §

MTGNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603M = SPM050130
MTGNR/L2525M16 25 25 150 32 25 32 TN**1604**| DTN1603M = SPM050130
MTGNR/L3232P16 3232 170 32 32 40 TN**1604** DTN1603M = SPM050130

MTGNR/L3232P22 3232 170 38 32 40 TN**2204** DTN2204M SPM060170

[ER PES 373
Clamp Screw

Zil

CAMO02 | SDM060250
CAMO02 = SDM060250
CAMO02 = SDM060280

CAMO02 | SDM060280

—_—
F 1 F190°

RFE EE
Wrench  Stock

/ R L

TH20L
TH30L
TH20L
TH30L
TH20L
TH30L
TH25L
TH30L

® O

OITEETE Stock OFFARE Available upon Order

MTJNR/L

LF

RF T 5547
T5S Dimension (mm) EETI Shim Pin

Ordering Code H B | LF OHX HE WE Insert .: §

MTJNR/L2020K16 20 20 125 32 20 25 TN**1604** DTN1603M = SPM050130
MTINR/L2525M16 25 25 150 32 25 32 TN**1604** DTN1603M = SPM050130
MTINR/L3232P16 3232 170 32 32 40 TN**1604** DTN1603M = SPM050130

MTINR/L3232P22 3232 170 38 32 40 TN**2204** DTN2204M = SPM060170

[ER PIES 373
Clamp Screw

il

CAMO02 | SDM060250
CAMO02 = SDM060250
CAMO02 = SDM060280

CAMO02 ' SDM060280

FmsH93

RFE EE
Wrench  Stock

yARL

TH20L
TH30L
TH20L
TH30L
TH20L
TH30L
TH25L
TH30L

O EETE Stock OFEFARE 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)
/ (e /

LE

R~ DA FHET ER WK IR 22 RFE EEF R~ yaE: ] SHET ER WK iR 22 w"FE EF

ITRE Dimension (mm) PCETIE Shim Pin Clamp Screw Wrench  Stock TR Dimension (mm) PCERTIE Shim Pin Clamp Screw Wrench  Stock

Ordering Code Hl B | LE loHx!HEIWE Insert § @ i /\ R L Ordering Code H B LE OHX HE WE Insert § @ ’ /~ RIL

MVINR/L2020K16 20 20 125 42 20 25 VN**1604** DVNIGO3M SPMOS0130 CAMO4 SDM0G0250 11120~ ® ® MWLNR/L2525MO6T3 25 25 150 28 25 32 WN*'06T3** DWNOG03M = SPMOS0130 CAMOL SDM0S0200 /300 ® ®

MVJNR/L2525M16 25 25 150 42 25 32 UN**1604** DVN1603M SPM050130 CAMO4 SDMO060250 mggt oo MWLNR/L2020K0604 20 20 125 28 20 25 WN**0604** DWNO0603M SPM050130 CAMO1 ~SDMO050200 mggt o0
MVNR/L3232P16 32 32 170 42 32 40 VN*'1604"* DVNI603M  SPMOS0130 CAMO4 SDM0G0280 /30, © ® MWLNR2525M0604 20 20 150 28 25 32 WN**0604** DWNO603M SPMO050130 CAMOL SDM050200 mggt °

15575 Stock OB Available upon Order MWLNR/L2020K08 20 20 125 32 20 25 WN**0804** DWNOSOAM ~SPMOGOL70 CAMO2 SDM0G0200 1/2oh @ @

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 1,200 © ®

O EETE Stock OFEFAE Available upon Order

MVQNR/L

Ff117.5°

LF

{F0) E

R~ T $HET [ER e 474 R’E EE

iTHE Dimension (mm) 2T A Shim Pin Clamp Screw Wrench  Stock
Ordering Cod Insert

rdering Code H B LF OHX HF WF nser § @ ’ /\ RIL

MVQNR/L2020K16 20 20 125 42 20 25 VN**1604** DVN1603M SPM050130 CAMO2 SDMO060250 I:ggt o0

MVQNR/L2525M16 25 25 150 42 25 32 VN**1604** DVN1603M SPM050130 CAMO2 SDMO060250 mggt o0

MVQNR/L3232P16 32 32 170 42 32 40 VN**1604** DVN1603M SPM050130 CAMO2 SDMO060280 mggt )

@R EETF Stock OFFUE 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 ) (" Xbifaass )

S :

"0

=T
W

2 "@J

OHX LE

Kl

LF

R~F $R25T 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** SI60M040100-05812 TT15P [ ] @) 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 | 25 125 ~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

OHX

il

o
FAii f190°

LF

LF

Rt $25T wRF EEF R~ $25T wRF EfF

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** SI60M040100-05812 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=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

SMNERIZETIFF(IERY)
External Turning Toolholder(Positive)

SVJCR/L

I T )
FEMmfH93
E %
R EP QQ
LF .
N o
- J
R~ 25T wF EE
iTREe Dimension (mm) CE2T] A Screw Wrench Stock
Ordering Code H B LF OHX HF WF Insert § /6 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 FORAEROSPACE | M=MXLIHITA

SNEZETIFF(IERY)
External Turning Toolholder(Positive)

SWLCR/L

F:fii f195°

LF

R~ BRET wRF EF

TS Dimension (mm) LR A Screw Wrench Stock
Ordering Code H B LF OHX HF WF Insert § /é 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** S160M040100-05812 TT15P [ ] [

@FTAEETF Stock OFEFAE Available upon Order
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FAZEMALIMIIA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fiZfiXtIMITA

WAL ETIHE SRR
Internal Turning Toolholders Identification System

L (©)

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 Nysti
W Square u 93°
Steel shank M 150 T E=A 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)  [Ep  E=fR  ER S°EW S5ER 35ER
T 300 Square = Triangle Round 80°Rhombic | 55°Rhombic  35°Rhombic
U 350 0
¢ ! 6 - 06 -
vV 400 o
B 5 6.35 - 11 - 06 07 11
WEF BT N 0°
08 8 M Double Clamp Type : 7.94 - 13 - -
10 10 c FEAR S A P 1 8 : 08 _
Top Clamp Type
12 12 P FIAFBIEE 9.525 09 16 - 09 11 16
16 16 Laver Lock Type 10 ) 10 B
s BRETREREY
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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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZfRIIHITA

RILETIAF RILETIAF
Internal Turning Toolholder Internal Turning Toolholder
/ ( Ymmore ) / ~F H
EROVEER G 1Y
) i %@ﬁmu = 3
q?/-[e;i W @ g . OHN L
COHN_| E
I ] —
(=N I
R I
=i I . )
R~ :43) RF EF
Rt [=Ea) b ED B TS Dimension (mm) CE I A Screw Wrench = Stock
odﬁ'ﬁ%‘c ) Dimension (mm) Elﬁanrt)ﬂ.- Screw Wrench  Stock Ordering Code DMINL DCON| WE | LF OHN| H | o Insert § ﬁ RIL
raennetode  DMINI DCON WF LF OHN H o fnse f /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** SI160M025060-03510 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** S160M025060-03510 TTO8P o | O
S12M-SCLCR/L06 16 12 8 150 18 11 10 CC**0602** SI60M025060-03510 TTO8P e 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** SI160M040100-05812 TT15P ® O
S16Q-SCLCR/L09 20 16 10 180 24 15 10 CC**09T3** SI160M040100-05812 TT15P e o
S20R-SCKCR/L09 25 20 12 1200 30 | 18 8 CC**09T3** SI160M040100-05812 TT15P o | O
S20R-SCLCR/L09 25 20 12 1200 30 | 18 8 CC**09T3** S160M040100-05812 TT15P e o
S25S-SCKCR/L09 32 25 16 | 250 | 38 23 6 CC**09T3** SI60M040100-05812 TT15P ® O
S$25S-SCLCR/L0O9 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

FfH107.5°

o
\G%
¥

T

|

|

i

|

i

|

]

o

|

i

|

i

|

i

|
hCON

of T 1

e |
R~ BT RF EF R~ ¥RET ®RF EF
iTHee Dimension (mm) AT Screw Wrench  Stock IS Dimension (mm) LRI A Screw Wrench  Stock
OrderingCode  pyiN1 DCON WF LF OHN H o Insert § /6 R L OrderingCode  pyiN1 DCON WF LF OHN H o Insert § /6 R L
SOTM-SCLCR/L06-A16 9 16 425 150 18 15 15 CC**0602** = SI60M025060-03510 ~ TTOSP @ O S10K-SDQCR/LO7 12 10 7 125 15 9 10  DC*0702**  SI6OM025060-03510  TTOSP @ O
SO8M-SCLCR/L06-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**  SI6OM025060-03510  TTOSP @ O
SIOM-SCLCR/L06-AL6 13 16 6 150 26 15 12 CC*0602** = SIGOM025060-03510 =~ TTOSP © @ $16Q-SDQCR/LO7 20 16 11 180 24 15 6  DC*0702**  SI60M025060-03510 = TTOSP @ O
SIJM-SCLCR/LO6-A16 15 16 7 150 28 15 10 CC**0602** = SI60M025060-03510  TTOSP @ O S16Q-SDQCR/L11 20 16 11 180 24 15 6  DC™1I1T3**  SI60M040100-05812  TTI5P © @
@i 7 stock OBFLE Available upon Order S20R-SDQCR/L11 25 20 13 200 30 18 6  DC™1IT3**  SI60M040100-05812  TTI5P @ O
$255-SDQCR/L11 32 25 16 250 38 23 4  DC*1IT3**  SI60M040100-05812 ~ TTI5P  © @

Ot Stock OFRTFIE Available upon Order

SDXCR/L

T sH120°

=

SDUCR/L . —

P

E

LF

-
o

0} T ]| |
Jsad u
R~ [o43) RF =
. R iR RF EE iTRS Dimension (mm) LEETI A Screw Wrench = Stock
RS Dimension (mm) ETIA Screw Wrench  Stock ;
Ordering Cod Insert OrderingCode  pyiNy DCON WF L OHN H o Insert & /é' R L
rAemng -0t pMINL DCON WF LF OHN H nse & ﬁ R L
SO8K-SDXCR/LOT 10 8 55 125 12 7 12 DC™0702**  SI6OMO025060-03510  TT0SP @ O
S10K-SDUCR/LO7 120 10 7 125 15 9 10 DC™0702** | SIG0M025060-03510  TT0SP @ @
S10K-SDXCR/LOT 12 10 65 125 15 9 10 DC™0702**  SI6OMO025060-03510  TTOSP @ O
SI2M-SDUCR/LO7 16 12 9 150 18 11 8  DC™0702**  SI6OM025060-03510 ~ TTOSP ® @
S12M-SDXCR/LO7 16 12 8 150 18 11 8  DC™0702**  SI6OMO25060-03510  TTOSP @ O
S16Q-SDUCR/LO7 20 16 11 180 24 15 6  DC**0702"*  SI6OM025060-03510 ~ TTOSP ® @
$16Q-SDXCR/LOT 20 16 10 180 24 15 6  DC*0702*  SI6OM040100-05812  TTOSP @ O
SI6Q-SDUCR/LIL 20 16 11 180 24 15 6  DC*1IT3**  SI6OM040100-05812  TTISP @ @
S20R-SDXCR/L11 25 20 12 200 30 18 6  DCMIIT3*™  SI6OM040100-05812  TTISP @ @
S20R-SDUCR/L11 25 20 13 200 30 18 6  DC™1IT3**  SI6OM040100-05812  TTISP ® @
$255-SDXCR/L11 32 25 14 250 38 23 4  DCUIIT3™  SI60M040100-05812  TTISP @ O
$255-SDUCR/L11 32 25 16 250 38 23 4  DC™1IT3*  SI6OM040100-05812  TTI5P ® @

OIREETE Stock OFFNAE 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 —

F i f193°

)
S
</
AN
DCON
Dl
4
S
ﬁ
o
I
{
i
|
|
|
|
Nk
DCON

LF

el ) == H

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

iTiRE Dimension (mm) ICER TR Screw Wrench Stock = Dimension (mm) USya) Screw Wrench Stock

OrderingCode N1 DCON WF LF OHN H o Insert § /6 R L OrderingCode 1\ DcON' WF LF OHN H o 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 15 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°

PCON

i uEE=0

o ] )
re J
i
N —— }
R~ 25T RF EF
RS Dimension (mm) TCERTI A Screw Wrench  Stock
OrderingCode  h1iN1 DCON WF LF OHN H o Insert & /é R L R+ 257 R"E  EE
iTIRE Dimension (mm) udisya) Screw Wrench  Stock
SO08K-STUCR/L09 10 8 55 125 12 7 15  TC*0902**  SI60M022060-03008 = TTO6P @ O OrderingCode [\ N1 DCON WF LF OHN H o Insert § ﬁ 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 = TTOSP @ O S12M-STFCR/L11 16 12 8 150 18 11 6  TC**1102** = SI6OMO025060-03510 @~ TTOSP @ @
S20R-STUCR11 25 20 12200 30 18 6  TCT1102*™  SI60MO25060-03510  TTOSP @ S16Q-STFCR/L11 20 16 10 180 24 15 4  TC**1102**  SI60M025060-03510 =~ TTO8P ® @
S20R-STUCR/L16 25 20 12 200 30 18 4  TCT™I6T3™  SI6OM040100-05812  TT1SP @ 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
OiREEYE Stock OFBFIE Available upon Order S25S-STFCR/L16 32 25 16 250 18 23 TC**16T3**  SI6G0M040100-05812 ~ TTISP @ @

@iTERETE Stock OFETAE Available upon Order
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RFLETIHF RFLETIHF

Internal Turning Toolholder Internal Turning Toolholder

SVUCR/L | SCLPR/L

i
| —
OH LF
0° ,74{ I

—_—
A f195°

B

MIN;1
ly
&
kL
DCON

o
Iz
4

LF

i

; =i |
157 u

R~ 2T RF ETF R~ ¥RET ®RF EF
iT55e Dimension (mm) AT Screw Wrench  Stock IS Dimension (mm) LRI A Screw Wrench  Stock
OrderingCode 51N DCON WF LF OHN H o Insert § /6 R L OrderingCode  pyiN1 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 SO8K-SCLPR/L06 10 8 55 125 12 7 13 CP*0602"*  SI6OM025060-03510 ~ 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**  SI6OM025060-03510 ~ TTOSP ® @
$25S-SVUCR/L16 33 25 20 250 32 23 8  VC*1604** | SI60M040100-05812  TTISP  © @ S12M-SCLPR/LO06 16 12 8 150 18 11 10  CP*™0602**  SI60M025060-03510 ~ TTOSP @ @
®i7FE7s Stock OB Available upon Order S12M-SCLPR/L09 16 12 8 150 18 11 12 CP*09T3**  SI60M040100-05812  TTI5PF ® @
S16Q-SCLPR/L09 20 16 10 180 24 15 10  CP*09T3**  SI60M040100-05812  TTI5P ® @
S20R-SCLPR/L09 25 20 12 200 30 18 8  CP*09T3**  SI60M040100-05812 ~ TTI5P @ O
$255-SCLPR/L09 32 25 16 250 38 23 6  CP*™09T3** | SI60M040100-05812 ~ TTI5P ® @

O ERETE Stock OFEFAE Available upon Order

SWLCR/L

i f595°
e M
W e & 5 R
ag— TFPR/L o
q: _H.
= i S |I
0 o—= ;
0 I ] e onn | L
=i ]
Y — e ——— 1
R~ 12T R"E EE
iTRE Dimension (mm) usiyal= Screw Wrench Stock
OrderingCode  pyiN1 DCON W LF OHN H o Insert & ﬁ R L Rt - 5FE  En
) ke Dimension (mm) uinya)= Screw Wrench  Stock
S12M-SWLCR/LO6 16 12 8 150 18 11 12 WC*06T3**  SI6G0M040100-05812 = TTISP @ @ -
OrderingCode N1 DCON WF LF OHN H o Insert ? /5' 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  TTOSP °
S20R-SWLCR/L06 25 20 12 200 30 184 8  WC**06T3**  SI60M040100-05812  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**  SI6OM025060-03510 = 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** | SI60M040100-05812 = TT15P °
$255-STFPR16T3 32 25 16 250 38 23 6  TP**16T3** | SI6OM040100-05812 = 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=HF
GK 30=3.0mm R=Right Hand GB 3 | 16=9.525mm R=Right Hand
_ L=EF _ L=EF
6z 40=4.0mm L=LoftHand 4| Its127mm L=Left Hand
O=rh&
[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=17Jl7
F=Low Feed C=Cutting off
M=rZi#t s T=2H|
M=Medium feed T=Turning
Sl G=t])i&
R=High Feed G=Grooving
O=HEEE MK TR
0=Optimize for E;gﬁ;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 ©

48 _ GESAC

[OF3 )58 ®7IFF5hEY ©TIREE ORFIZFR ©ya)s 1L G KE
Series Tool Holder Shape Insert Width Series Hand of Insert Tool Holder Length
U=itiiztg _ R=HF RS KE
6z U=Undercutting ‘ 4=4.0mm CB ‘ R=Right Hand Symbol Length
p-ZEt — L-EF
6K P=Perpendicular L=Left Hand K 12omm
ool TR . £0mm
Shank Size ORAEM ‘
R Biggest Overhangin 180
oI SHELTIHF: SR TR & sine @mTm @TIERT Q mm
Processing Type External Holer: 25=25mm ‘ Processing Type Shank Size
Height*Width R 200mm
E=5MEIINT E=SMENT 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 =
FIREMT Hin processing BT ER /2 ©TIH R DESTIAEETE
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: MHEMNLTAIE R
@Ha;d;;lnsert HMR N ER/BAERE 35 3.3<wW
R=Right Hand D65/120: The min/max (EECGBARISNELTIFF
. . 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=hE inserts
N=Neutral
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TIRIETI R —5%
Overview of Parting and Grooving Inserts

ELSiZ =it RZFR BE DIkg
Shape Geometry Application Width Page
\d
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) P54

50 _ GESAC

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

IEEIE TR
Parting and Grooving Inserts

£G RE =

RETEMIIIA —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 RuERiEls

L
3 A N E
BRAMITAE —%)|3
Precision Profiling Inserts

e R~ AEEREE
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 3.3 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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LTI 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~ AEERSE R~ AEERSE
T&ES Dimension (mm) Coated TKS 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 318 4.4 o
GB3100R-010 1.00 2.0 0.1 9525 318 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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UIMTEIETIE 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< FRERAS
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 0.2 127 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 4.0 125 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

ey lm

ol

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

56 _ GESAC

@R EETEStock OFFEAvailable upon Order

CDX
o o
T%ﬁ m H  aLam—
EBRAHEF The Picture is Right Hand Holder E;RAATF The Picture is Right Hand Holder
Rt (mm) 257 e [E2e3 o Rif(mr(n) ; SR%T W#&% ) s%ﬁk
Dimension (mm) Screw Wrench Stock P NS ey I oe
TS ICERTIS ity i
Ordering Code e Ordering Code Insert &

W CDX H=HF B LF  WF i> f' RL L3 SIS LTS B R / E
GZER/L2020-3T20 30 20 20 20 125 21  GZD30- SCAMO050200H TH40LH @ @ GBER/L2020k3 0 20 125 2 - 25 GB3- SI60M035120-05310  TT15PH @  ©
GZER/L2525-3T20 30 20 25 25 150 26  GZD30-+ SCAMOG0200H THSOLH ® @ GBER/L2525M3 2| e | | ] = | el | SO CERTAVUEEDY | UeiH
GZER/L3225-3T20 3.0 20 32 25 170 26 GZD30--+  SCAM060200H THS50LH O o GBER/L2020K4-15 200 20 125 25 1.0 40 (1.02%225) SI60M 050120-07217  TT20PH

40 25 20 20 125 21  GZD4O0-- e O GB4---
GZER/L2020-4T25 0 e a0 a0 b it comes. SCAMOSOZOH THAOK GBER/L2525M4-15 25 25 150 30 10 40 jg2uToo  SIGOMOS012007217  TT20PH @ @

X . ces GB4.

ol oow | oo | oos | i | s | e o GBER/L2020K4-25 20020 125 25 20 45 5l 5y SIGOMO05012007217  TT20PH @ O
GZER/L25254T20 SCAMO50200H  TH40LH — GBA-

50 20 25 25 150 265  GZD50-- ° GBER/L2525M4-25 25 25 150 30 20 45 o2y Tog  SIGOMO0S012007217  TT20PH O O
GZER/L2525-4T25 g'g 22 zz 22 122 2265 zisgg'" SCAMO060200H TH50LH : : GBER/L2020K4-35 20 20 125 25 30 55 (3.365/3'; 4g SI6OM05012007217  TT20PH O O

. ) eos GB4...

reR 3225 4125 90 3 5 0 % e e e GBER/L2525M4-35 25 25 150 30 30 55 352u,q  SIGOM0S5012007217  TT20PH @ O

>0 25 32 25 170 265 GZD50- ¢ o &% SI60M 035120-4EM3.5X12 @757 Stock OFFEAvailable upon Order
GZER/L2525-6T32 6.0 32 25 25 150 26 GZD60-- SCAMO60300H TH50LH @ @ Remark: SI60M 035120-- stands for M3.5X12
GZER/L3225-6T32 60 32 32 25 170 26  GZD60-- SCAMOG0300H THS0LH O O
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GBZ5%
GB Series

RFLIETIM

nternal Bars for Grooving

E’RAHEF The Picture is Right Hand Holder

Rt (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 -[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
BLEEF(mm/r)

\

OR

O Zm#es

Radial Feed
TIFBEEW (mm)
A
T T T T T
L e
50 F-—t-- I
40 b--r- [T} - -
| | | | |
30 f--r O
0.1 0.2 g
HEGEF(mm/r)

O AL
Axial Feed

HIRAp (mm)
A

30 W
6.0 —

| 5.0
2.0 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 NGP 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 AL R=EF
G:Grogving Groove Size G=GESAC T=60°Thread R=Right Hand
R=[El3k Al M150 = 1.5mm e ok
R=Full Radius Mft”c' M150 = 1.§mm L=Left Hand
ZHl: 125=0.125inch e
Inch: 125=0.125inch —_— _
@7IFES @HIINER
Type of Insert Additioqal
QNIFES @HINfER N=Notch Informailon
Type of Insert Additional Information  onEEm (S P=IEERIA
N=Notch P=IEfARIf Mol o et 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 GOTIMRT ©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 TIFF £ &
S=z= Windth Height — A=Steel With Coolant
s=side b b 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 EFRENFERAFIR, EFRENFEREFIRH.
Note: Left hand bars use right hand inserts, Right hand bars use left hand inserts.
GESAC _ 63
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f=MRIEITA | CUTTING TOOLS FOR AEROSPACE

G-Notch&RZFTIF—%
Overview of G-Notch Series Inserts

KZF3 it ELSi BLRE /AR D]
Application Style Shape Width/Pitch Page
= o T i
AREIE GNGP 1.00-3.50 P67
Precision Grooving (mm)
A 2.00-3.18
Precision Profiling el (mm) e
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) ~
Tte pimansion (mim) 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 0.09 127 556 381 874 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 2.00 019 279 556 381 874 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 e
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=MRIIEITA | 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
GNGP .
€ oo _ GNR
BEUIETIR (ERIA) & = t}]ﬁ%’-ﬂ#r(O“’ﬁ%) R; =X -
Precision Grooving Inserts (positive rake angle) N AU ) gl 13
Full Radius Inserts(0°rakeangle) N
R=f(mm) TR REREREGS .
TS Dimension (mm) & Coating Teee __Re TEME  AERERSE
Ordering code Insert o dﬂ' = . Dimension(mm) lisa: Coated
cw \ RE \ CDX \ S \ w1 \ D Size | GM3225 GS3115 ekl Gl 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 0 o)
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 0 o)
GNGP3062L 1.58 0.19 2.39 8.74 4.95 16.1 3 ° o)
GNR3047L 2.39 1.19 3.81 8.74 4.95 16.1 3 0 o)
GNGP3062R 1.58 0.19 2.39 8.74 4.95 16.1 3 ° o)
GNR3047R 2.39 1.19 3.81 8.74 4.95 16.1 3 0 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 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 [ O @R EETFStock OFFEAvailable upon Order
GNGP3M200L 2.00 0.19 2.39 8.74 4.95 16.1 3 0 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 O 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 O O
GNGP3M250R 2.50 0.19 3.81 8.74 4.95 16.1 3 o o
GNGP3M300L 3.00 0.19 3.81 8.74 4.95 16.1 3 0 0
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 3.81 8.74 495 16.1 3 ° o) BT ):'L
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 4.95 16.1 3 0 o) G N T P
5
- g E /
T EE7EStock OB Availabl ord . e ,
@ AETFEStock OFEFREAvailable upon Order GOO@JEHE,%QYD)#,%‘FHU% 8m
60°Partial Profile Threading Inserts With RE
. R~F(mm) REEREE
BRIEPitch Dimension(mm) m Coated
TS TIR &
Ordering Code ShTF e SheF R Ig?f:
External Internal External Internal RE E 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 0
GNTP2R 0.70-3.00 1.25-3.50  8-36 7-20 0.10 1.91 2 o) o
GNTP3L 1.25-4.00 2.00-5.00  4-20 5-12 0.17 2.49 3 O O
GNTP3R 1.25-4.00 2.00-5.00  4-20 5-12 0.17 2.49 3 ° O
GNTP3004R 1.25-4.00 2.00-5.00  5-36 5-12 0.10 2.49 3 O @)

@iREETEStock OFFEAvailable upon Order
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SR TIHF RFLTIFF
External Holder Internal Holder

GNS GNA

DMIN: DCON

N

=
I\ 77777 I |
H

: Fe— %
ERAEF The Picture is Right Hand Holder ERAGF The Picture is Right Hand Holder
R~ (mm) 125 [ER w"F Rt (mm) 125 [ER wRF
Dimension (mm) IE Screw Clamp Wrench Dimension (mm) IE Screw Clamp Wrench
iTRS 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 SCAMO040120H 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 SCAMO040120H 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
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HEFTHISE
Recommended Cutting Data

HEWTFE
Recommend feed
135 Width #aE Feed
W(mm) f(mm/r)
0.79-1.50 0.08 (0.03-0.12)
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)
HIREHEE
Recommend cutting speed
YJHI3RE Cutting Speed
IS0 Tk B2 Hardness Vc (m/min)
‘ Workpiece Material ‘ (HB) GM3225 GS3115
fRCHR A 80-170 110 110
Low Carbon Steel (70-180) (70-180)
SN 110 110
n High Carbon Steel L0250 (70-160) (70-160)
=gz 110 110
Low-alloy Steel 140-260 (60-160) (60-160)
BaEW 110 110
High-alloy Steel LDl (60-160) (60-160)
HERE/DEE 150- 270 100 100
M Ferritic/Martensitic (40-180) (40-180)
BE(A 100 100
Austenitic L0210 (40-180) (40-180)
MG 180 180
Malleable Cast Iron 150-230 (70-300) (70-300)
RO%% 180 180
Gray Cast Iron Lat=2a (70-300) (70-300)
REBHES 160 160
Nodular Cast Iron 160-260 (60-300) (60-300)
B 30 30
B Heat-resistant Alloy 130-400 (20-50) (20-50)
HKE® 40 40
Titanium Alloys 130-400 (20-60) (20-60)

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

ISOsREITI R B S&RRAN
ISO Milling Indexable Inserts Identification System

ERTIAAR: H,0,PST,CEMW,R
Insert Shape:H,0,P,S,T,C,E,M,W,R
(A%=] R TIRA(E) B = =F(E) NE NE i AR (3d) 8y A E TIRE (M) AZE(mm) TR ATIE(@d)BAZE(inch) | TIRE(M)BIRZE (inch)
Symbol  Shape  CornerAngle Figure Symbol  Relief Angle Tolerance (mm) Tolerance(inch) e Tolerance of I.C.Size(@d) ~ Tolerance of Corner miE ~ Tolerance of 1.C.Size(@d)  olerance of Corner
A . 3 Hre A _ TaE _ REIE mm) Height(m)(mm) (inch) (mm) Height(m)(mm)
H Hexagon 120 O Symbol EE AIE EE AEE 1.C.Size :
T B 50 ﬁ‘g"ﬁ{ Thickness  I.C.Size ﬁzg"ﬁ{ Thickness  I.C.Size (mm) JKL, u M,N(£%) U 1.CSize | ClasshK, | ooy ClasshK ooy
o ghax we O o ) @d) e s) @d) MNER) () () (inch) | LMN LMN
Vi, C 7° . .
P Pfﬁa’@gﬁi, 108° O 5 15 A +0.005 | +0.025 ~ £0.025 = £0.0002  +0.001 +0.001 9653255 +0.05 +0.08 +0.08 +0.13 82?2 +0.002 = *+0.003 = *0.003 | *0.005
s +0. +0. +0. +0. +0. +0. ‘ ’
s | & o O . F_| %0005 | #0025 | 0013 | 200002 | 20001 | +0.0005 127 | £008  *013 013 | £02 0500  +0003 +0005 *0.005  *0.008
E‘*_W E 20 C +0.013 = +0.025 = +0.025  £0.0005 +0.001 +0.001 15.875 0.625 o
=R ° o X + + + + : + + + + = i3
T Triangle 600 A F 25 H +0.013 | +0.025  +0.013 | +0.0005  +0.001  +0.0005 19.05 0.1 +0.18 +0.15 +0.27 0.750 +0.004 | £0.007 ~ *0.006 = *0.011 Sym’gol Thickness
¢ 80 G 30° E £0.025 | £0025 = 0025 | £0.001 +0.001 £0.001 25.4 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 = 0010 = +0.007  +0.015 i}
D 55° N 0° G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001 31.75 . N N . 1.250 N N N N 01 1.59
E . 750 4005 40,002 +0.15 +0.25 +0.2 +0.38 +0.006 = +0.010 = *+0.008 = *0.015 n 1.98
2 o + + + + 32 1.260
; Rhombic 0° ] P 11 J +0.005 = £0.025 4013 +0.0002 = +0.001 40,005 P 238
5 Hith +0.05~ +0.002~
v 22 0 Others K #0013 *0025  590%  *0000s 0001 | L ERTIEFAR: D BRTERR: V T2 2.78
- 005 40002 Insert Shape: D Insert Shape: V 03 3.18
w ’ﬁ?ﬁ?ﬁ 80° Q L £0025 | £0025 = s +0.001 £0.001 5005 MYIEER REENAZE TNREHAZE AESd AENAZE TREHAE T3 3.97
L Rﬁtﬁﬁzl 00° [ B " +0.08~ o3 +0.05~ +0.003~ 0,005 +0.002~ Inscribed Clrc.le Size  Tolerance of I:C.Slze Tolerance of Corne.r Height | | Inscribed Clrc'le Size Tolerance of I:C.Slze Tolerance of Corngr Height 04 4.76
ectangle +0.18 - +0.13 +0.007 - +0.005 mm inch mm inch mm inch mm inch mm inch mm inch 05 5.56
A 27 85 N £008~ | oo 005~ | 0003~ oo 0002~ 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 [ +018 | O +013 | 0007 | O +0.005 9525 0375 | +005 +0.002 011 | #0004 955 0375 +005 0002 +0.5  +0.006 o7 7.94
K ) 55 . U +0.13~ tos +0.08~ 0005~ oo +0.003 127 | 0500 | £0.08 @ +0.003 | +0.15 | +0.006 127 | 0500 = +0.08 +0.003| +020 = +0.008 09 9.52
R o — @) QERARS +0.38 e +0.25 +0.015 e +0.01 15.875 | 0.625 = +0.10  +0.004 | +0.18  +0.007 15.875 0.625 = £0.10 | £0.004 +027 | +0.011 COEERS
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 I

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. EHTIERRTIRFAR @F RTINS OETEERS

@HEE - LRSS GISOTHITTKERS el ; ; ; ; ;
Chipbreaker /Hole Symbol Cutting Edge Length Symbol(ISO)(mm) D.Th?ggi’lc_li%aeldDé?g\leeter of Wiper Angle or Nose Radius s M;;;J";;:;‘g Edge ﬁghlpbreaker iy";bd
| I =] Uiz . =) )
mEmLma B © B F & A O & & 25 i % sinil s i
z KR TIRE(m) Symbol Description Symbo g
Symbol | Hole | Hole Shape Ch|pl;rEeaker Shape N~ L= L= & . — — L= ¢ Size S. Insert Thickness E‘E m#ﬁ ) o . E’ﬁﬁ?ﬂﬁ”.
N o O f% RY f8 RY S RY fS RY #S RY {8 RT K2 RY RS R = o e N enera Lighting
W;J;ut Sym‘b?)l Length Sym‘b?)l Length Symﬁ)l Length Sym?ol Length Sym’t?cl Length Symﬁl Length Symg)l Length Sym‘bZI Length (mm) VAot ,—?_FE(S) /\ Sharp Edge Cutting
M.See Fig. . '
R W?ﬁ]_ _ single: AT 03 397 03 40 06 69| 4 48 3.97 ceris | . — oM | cenBbiEl
out gl 04 | 476 04 48 08 82 5 58 476 . - i 73; £ B ( | piftios
- _ - _ _ - _ _ - _ - _ _ _ [ ZITY REH S o
F Double- E—3 05 | 5 5 £ rs Ap/p%ffch Cutting, €5 | Ef RS ¥E S GH Gﬁiall—?eéajvy
05 556 05 56 03 38 09 96 6 | 68 5.56 t Symbol Edge Symbol Relief ' symbol | Corner- T Cutting
A x CICONII7 Angle Angle Chamfer
Without 06| 6 | - | - | =~ | -] -] ]| -] «]=]=-|=-]«]1=1]1%5 sd_ _ Angle of Wiper Re(mm) — ECEDC
" w2 pIOYeIY 06 635 06 65 04 43 11 11 7 78 11 112 6.35 - A w5 | s A N wo | < f;nif"gfr’fgd @ PL Light Cutting for
] ingle- circular
With Hole | sided 07 794 08 81 05 54 13 138 9 97 7.94 ﬁ:&\/ nserss R-Honed v
WE 08 8 e e e e 8 < D 30° 60° B 50 00 0.03 PM | Medium Cutting for
ble- E | | Z 1 =
G Double 09 9525 09 9.525 09 97 06 | 65 16 165 11 |116 16 166 16 197 9525 . > E 15 15 c e 2 02 ®tﬂDﬁf£Eﬁ? W;,:;tm
W gomsr, F OOy 0 0 - - - -l 10 N F 5° 85° D 15° 04 0.4 K2 | UEIIER e PR | Rough Cutting for
FHA40°~60° ithout 12 12 - - - - - - - - - - - - - - 12 < s - o 7 Steel
Withholeand  saz 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 12.7 7 Hity i - + KM | Medium Cutting for
7 sided 15 15875 15 15875 16 161 10 | 109 27 (275 19 | 194 15.875 z Others F » 12 12 R ; . (f g Cast Iron
5 msmEEl % Right o)
Q | with “433?00 Without O 16 | 16 | - | = o= e e e e e e e e 16 [ T G 30° 16 1.6 = KR ) %iﬁig%ﬂﬁ'{c
~ ou, utting tor
U With hole and DXXE oo 19 119.05 19 19.05 19 193 13 | 13 | 33 33 23 233 19.05 N 0° 20 2.0 L 2 éP@ gCastlrong
- ouble-
Snkeo60  sided P e e e e e 1) | A P11 24 24 Left TR
B gomen, | % IO 2 2205 22 226 38 385 27 271 22.225 7 Hith 28 28 x MM Medium Cutting for
#570°~90°  Without 2% 25 | L Lo Others N Neutral fusels
Withholeand e w* EHRTIEHI
H Myt singe EXTANALT 25 254 25 254 25 258 4 44 31 31 254 2 | 32 Wiper Cutting
e 31 3175 31 3175 32 | 322 55 55 38 388 31.75 NL/AL Lig’ﬁ%\fﬁﬁfﬁ:ﬂm
¢ §B§7§9%° Without ) 31 032 - - - - - - - - - - - - - - 32 Nonferrous Metal
\g’ivthholetand SNE
0 counter- S <G T (5~ [ TP PP
J sinks 70°-00° D;EZLS 3
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) ()

(D7JARE ‘ QFEIES OE L @Y7 @ ©FORY QKGR @IIFFKE
Milling Tool Type Series Number Lead Angle Cutting Direction No. of teeth Coupling Size InsertAClelarance Body Length
i 45 45=45° R A 09 o 40 40=40mm nee s 5
] MF Gengrql Face Right Hand N 0 Short
Face Milling L Vo B 5o M —&
e EHTEHHE 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
A7 S S Serial Number Cutting Diameters A ABlEN T SHZR p 11°
BE%E ME  General 1 LR 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 (G dm QIS - -
EHARHEH c 'Eype Insert Shape 5
BRE MP | General Profile D DD%_?%D v 35°%& W
Profile Milling ype 35°Rhombic
Milling BB HEM) BREEO 55E
MB e M Threaded D °Rhombi
Ball Nose Milling 55°Rhombic —
EATITN Interface SO°ER QYN TIKE ‘
po BB ) P am o € 8o'Rhombic Cliiliali e Ll
High MK General High Str‘allg t Shan EBF 13 ‘ 13=13mm ‘
Feed Feed Millin W HIF 1R S Square
Millin & Weldon Shank F=fx
e =@ r  BIEEDO T Trangle
Slot  MS Side and Face HSK-A}/f%D R B
Milling Milling HA Round
ElFEtHl " HSK-A Type Vi
Chamfer MC i L Rectangle
Milling Chamfer Milling
At ux FEERTEHI
Others Special Milling
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Series Introduction

FBHART

Shoulder Milling Series

XDHT

ERFmSERA B
XDHTJIF+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

CUTTING TOOLS FOR AEROSPACE

RIINA .
Series Introduction

(ARZsREI RS
Profile Milling Series

RP/RC

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

e 2 EEN.

o [ERLH, BEEHIIEHINT,

e RC+MPC100R 5= mABHEDR 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

RF#LTRHIRT
High feed milling series

SOE (M)T
IEBY 7 Ratten
SOE(M)T-SMJJ /R +MKT1137]{&K
SOMT-STTI /R +MKT213 711Kk

o [FRIAINT, HIHIER, MIRE.

o MERTIHITIRI, HEFRMITRFER.

o HENTIIIT, FEEHALMIMMEENTR, B8 RIFHM
IXRERE.

o BHKERRLIZ, 7JAKRENAE, BLRBE~E,

o TEATFREEMENEMT,

Positive four edges high-feed milling for Ti alloy
SOE(M)T-SM inserts +MKT113 cutter holder
SOMT-ST inserts +MKT213 cutter holder

® Positive rake angle processing, cutting light, stable processing.
® 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.

78 — GESAC
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Indexable Milling Products List

CUTTING TOOLS FOR AEROSPACE |

=R IEI TR

TR #5 TIEEF = &7
1] 5
.?égz A ri_\iicftion Inserts  Cutter Holder PTre Product
yp PP Series Series Application
, HKAEMHNER.
TE, RRiEs
E5MNIAR.
ADGT ( I\?-(E;Tl?go) , Shoulder,face,
¢16-¢ cavity and slot
milling for titanium
e alloy.
p o B
AD10: APMX =9.0mm N A A
vl AD12: APMX =11.0mm S e
M AD18:APMX=16.0mm  pgg3
Shoulder
Milling
\l‘\/‘
BAEENS
‘ T MEH190 i
| XDHT 25-1125 High efficiency
o'le \) ($25-¢125) ) shoulder milling for
Q aluminum alloy.
x L
£ ~
XD19: APMX =18.0mm P091
GESAC — 79
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REITE T

Indexable Milling Products List

PEIR TR hE

=

0= A5 AL

[B]71

Milling Inserts Grade

INITMEMEHES

Grade forM

WO TR
Workpiece

s
Grade

Bt

Color

REEE
Coating Type

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

REEIRL

Coating Structure

B

Features

GM4135

BEEE
Dark
Yellow

PVD

o = TIAISIN 2B 3R, BEs2EMARE
BREEEME, BERFNOMEN. IERAR
E Mo

o EATAEW. KEEERIMITMEIAIAEM
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

CVvD

o LEFAKH MT-TICN+ ALO; REBE=RE
AMRBRAETENE, REMEE. IERARR
TE 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.

TRART THEART = fEsT
1]
?% A ri_\.ichtion Inserts  Cutter Holder Pi%lt?:re Product
yp PP Series Series Application
TEN, gadh
KR, FE.
ESR U R I
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
5tH RP16: APMX =8.0 mm P095
Profile
Milling
THN, gadh
BT, FE.
gl iasy: |
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 g
RC16: APMX =8.0 mm
RC20: APMX =10.0 mm P099
REEHANT
RSN T,
MKT113 -
(e SOEM)T Face and cavity
@ ($25-9125) milling for
—! titanium alloy.
-
Bogtés S009: APMX=1.2mm
HiH! S012: APMX=1.4mm P106
High
Feed
Milling
KESHEIRIE
:ﬁb WS R
BT,
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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MEIB TR RS ENT 75 B EEH

Milling Inserts Grade

Shoulder Milling

LE

W g = RE . 8
ININEMELES
Grade forN ADGT - §
= o
WIIATE S He  sERXR SRR s ERRTBBHIIA 2
Workpiece Grade  Color Coating Type Coating Structure Features Positive two edges square-shoulder milling
cutter insert
o TREARNBERAEES, RIFMMHMEN
RESHIMRE,
O E5 T, BEFREEMNFHEIEMI, . BELE
P ® Uncoated fine-grained cemented R~ AEEREE NN
GN9125 — = carbide Grade, with good wear resistance Dimension(mm) Coating Grade coa- cer-
Uncoatig and tough ted met
toughness. 8 -
o Suitable on semi-finishing to . o © 10 1 1V © 1n In n 1 =
roughing processing of copper and Sl LE WL S BS DI RE E S g o 8 = E E 3= 8 E =2 S5
aluminum. SRS = S 22 %= 2
Tl L T T )T RCERCENCENCRNCERAANCENGE ©)
ADGT10T302R-SM 9.9 6.9 39 17 3.0 0.2 ®
ADGT10T304R-SM 99 6.9 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 °
radae 1or
ADGT10T316R-SM 9.8 69 39 26 3.0 16 [
*ﬁgEﬁEﬁi k&S B RERT TRBEMIR LS ADGT10T320R-SM 9.7 6.9 39 29 3.0 20 °
Ve 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, REREOMEESHE. ADGT120404R-SM 123 82 5.0 19 3.95 0.4 °
° ERTFAENMAESEHMITARIAIIEM I
TR, A ADGT120408R-SM 12.3 8.2 5.0 2.3 3.95 0.8 ®
EY/3) ® The latest nano TiAIN coating is matched - _ PS
GS4130 = Grey PVD with a high-toughness fine-grained ( ’ 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. ~——  ADGTI20420R-SM 123 82 50 2.9 3.95 2.0 °
® Suitable on semi finishing to roughing : : : : : :
processing of titanium and high ADGT120430R-SM 12.1 82 5.0 39 3.95 3.0 L]
t t lloy.
B emperatire atoy ADGT180602R-SM 17.2 11.2 64 1.7 497 0.2 °
ADGT180604R-SM 17.2 11.2 6.4 1.9 497 04 ()
o AR BAEREEE. MEMMEBERIERN
AEEA, BIREEMmEIEER, RIETMNT ADGT180608R-SM 17.2 11.2 6.4 2.3 4.97 0.8 [
HEHFailE R,
¢ EETFHASHNELENT, NTEERE ADGT180612R-SM 17.2 11.2 6.4 2.7 497 1.2 (]
Ho 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 4.97 2.0 hd
ver to adhesive wear,combined with tough ADGT180630R-SM 169 112 6.4 50 4.97 3.0 °
substrate to provide high cutting
performance and well stability. ADGT180640R-SM 16.9 11.2 6.4 5.0 4.97 4.0 (J
® 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

@ EEEStock OFFEAvailable Upon Order

GESAC _ 83




f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE

al=kzin:ll
Shoulder Milling
ADGT &7%#g5Y
ADGT Series Geometry
KA T
Ti alloy Workpiece Material cutting
b‘ﬁ\ -
N
SM

R LDEIE I H!
RIGEFHINTIRE
Cutting of low cutting force
Get better processing quality

84 _ GESAC

CUTTING TOOLS FORAEROSPACE | fiz=fiktIBITE
Y
Shoulder Milling
% % DCON
M ET190 1 7 leﬁﬁ I 77 'ﬂ i
D : %‘
Arbor o
Figl Fig2 Fig3
gms  BE g P BX  mmpE mr BR BE
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 A Figl ([ ]
MET190050R07A22AD12 50 7 50 22 40 104 6.3 11 ADGT1204 A Figl ( J
MET190050R04A22AD18 50 4 50 22 40 104 6.3 16 ADGT1806 A Figl ([ ]
MET190050R05A22AD18 50 5 50 22 40 104 6.3 16 ADGT1806 A Figl [}
MET190052R04A22AD18 52 4 52 22 40 104 6.3 16 ADGT1806 A Figl [}
MET190063R06A22AD12 63 6 63 22 40 104 6.3 11 ADGT1204 A Figl ( J
MET190063R08A22AD12 63 8 63 22 40 104 6.3 11 ADGT1204 A 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 A Figl ( J
MET190080R07A27AD12 80 7 80 27 50 124 7 11 ADGT1204 A Figl [
MET190080R10A27AD12 80 10 80 27 50 124 7 11 ADGT1204 A 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 (J
MET190100R08B32AD12 100 100 32 50 144 8 11 ADGT1204 X Fig2 °
MET190100R12B32AD12 100 12 100 32 50 144 8 11 ADGT1204 X Fig2 [}
MET190100R07B32AD18 100 100 32 50 144 8 16 ADGT1806 X Fig2 °
MET190100R09B32AD18 100 100 32 50 144 8 16 ADGT1806 X Fig2 ()
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
MET190 s B E MET190 [ﬁm T
BB, e EIEEWaAET e
Cylindrical Straight Type ﬁ W] Replaceable Tool Head Vs | A . ¢ 8 %
b o LE o
Figd Fig5
iTHE B8 7m e ] o | IETIR we ER BE TS | B Dimerisan(mm) ;%j; 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 A Figh [ ]
MET190016R02P16AD10L 16 2 16 16 170 50 9 ADGT10T3 va Figd @ MET190025R03M12AD12 25 3 25 23 125 35 M2 11 ADGT1204 A Fig5 (]
MET190016R02P16NAD10 16 2 16 16 100 - 9 ADGT10T3 a Figd @ MET190032R03M16AD12 32 3 32 30 17 40 M1l6 11 ADGT1204 va Figh [ ]
MET190018R02P16AD10 18 2 18 16 170 40 9 ADGT10T3 va Figd @ MET190032R04M16AD12 32 4 32 30 17 40 Ml6 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 va 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 M16 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 va Fig5 ([ ]
MET190025R03P25AD10 25 3 25 25 100 30 9 ADGT10T3 A Figd @ MET190040R03M16AD18 40 3 40 30 17 45 M16 16 ADGT1806 A Figh [}
MET190025R03P25AD10L 25 3 25 25 150 40 9 ADGT10T3 va Figd @ MET190040R03M20AD18 40 3 40 37 21 45 M20 16 ADGT1806 S Figh ([ ]
MET190025R04P25AD10L 25 4 25 25 200 50 9 ADGT10T3 a Figd @ MET190040R04M16AD18 40 4 40 30 17 45 M16 16 ADGT1806 va 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 va Figd @
MET190032R04P32AD10L 32 4 32 32 150 40 9 ADGT10T3 A Figd @
MET190032R05P32AD10L 32 5 32 32 200 50 9 ADGT10T3 va 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 va 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 va Figd @
MET190040R04P32AD18 40 4 40 32 160 - 16 ADGT1806 A Figd @
MET190040R04P32AD18L 40 4 40 32 250 - 16 ADGT1806 va Figd @

O@REETE Stock OFTE Available Upon Order
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DIRHE HEFTIHISE
Shoulder Milling Recommended Cutting Data
iz - .
I LATEL MRBRE s el R Cutfﬁ Eu%rgeed Feelc?lsner/ 'ﬁoth
Workpiece Material Hardness Grade  Specification  ap 8P
7]12!;@614:7;']155 (il Vc(m/min) fz(mm)
Spare Parts eS| %
P A& .
SHEE TIR 85T TIRBETRT Hea?riftant HRC30-45 GSM7130 ADGTI204 3 o0 ol
Part Name Insert Screw Insert Screw Wrench B Alloy and (20-80) (0.05-0.15)
Titanium All
AR Eantim A20Y ADGT1806 4
Shape
ERTIR
Inserts
g
e SI60M2.5X6.5-03510! TIO7P -
7 RSl
Ordering Code SI60M025065-036101S TIO7PB - Case
A
ADGT1204 specification SI60M3.5X6.9-04805! TI10P -
(DC20-DC25) or de‘ffco o  SI60M035069-048051B TI10PB -
PP %f5I1: ADGT+MET190 A= tA & HHEFFRERAYEHIN T
ADGT1204 specification SI60M3.5X8-04805! Ti1oP - Casel: ADGT+MET190 Milling Machining of Web Cavity of Aerospace Titanium Alloy Frame
(DC32-DC35) TS
Ordering Code SI60M035080-048051B TILOPB -
i TIEHIE y
ADGT1204 specification SI60M3.5X9-04806I TI10P TI10T Specification ADGT120430R-SM
(DC = 40) TS
Ordering Code SI60M035090-048061B TILOPB TI10TB EkES CMT130
A Grade
Specification S160M4.5X10-06212! TI20P TI20T
ADGT1806 pe‘ch TIHIAG
UHS : MET190-032R04P32-AD12
Ordering Code SI60M045100-062121B TI20PB TI20TB Size
Tt Tca
Workpiece Material GW-45min
YIHERE .
Cutting Speed 40m/min
HhE
Feed Rate 0.15mm/z
IRV 2.0mm

Cutting Amount

GESAC-45min

IEIA

S L
Cutting Method BUFEHE Cavity milling

KEIWE, M2
Water based emulsion,
External cooling

REAT
Cooling Method

FEET, EMS,
RERETR mAF i 40%
bl ES High wear resistance at mediu
Processing Result = m and low speeds, 40% longer
service life than European and
American competitors

INTESiE Tool life (min)

GESAC-63min
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iEEL] e
Shoulder Millin
Case &
{512 ADGT+MET190 =SB &AM ETINT _ .
Case2: ADGT+MET190 Slot milling of aeronautical titanium alloy structure zcrllﬁﬁjlj_d}% fﬁ?f" | t For Alumini LE
oulaer Miting Insert For Atuminium
TIEHIE ADGT180630R-SM
Specification
NamS CSMT130 R REERAS 72
Grade Dimension(mm) Coating Grade coa-
731;?21% MET190-032R03P32-AD18 Ord;fiﬁ*;code 0 = S 0
LE w1 S D1 RE g I g >
Tt = 3 - z
Workpiece Material TC18 (HRC40-45)
XDHT190402FR-AL 19 9.5 4.76 4.6 0.2 [ ]
HIHIEE .
Cut?isg%pfzed 35m/min XDHT190408FR-AL 19 9.5 4.76 4.6 0.8 [}
/6\ XDHT190420FR-AL 19 9.5 4.76 4.6 2.0 [ ]
Sriam
Feed Rate 0.11mm/z =" XDHT190432FR-AL 19 95 476 46 32 °
=  XDHT190440FR-AL 19 9.5 4.76 4.6 4.0 [ ]
tIHIZ
Cutting Amount 1.0mm XDHT190450FR-AL 19 9.5 4.76 4.6 5.0 ([ ]
} @ EEEStock OFFiEAvailable Upon Order
TIEIA R -
Cutting Method &%k Slot milling
SS
REAR KEIR, INe
Cooling Method ' Water based emulsion, External cooling
GESAC |
AT, BRELE, XDHT &5 EY
RIRER mFHIRF28% .
by 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 S0 EE Tool life (min) G%E'.Mﬁiﬁgtﬂﬁu
eneral Cutting
for Aluminum Alloys
30
/77' ~
AL
¥
AL
REiF. &F7), THEER, MR, HERF.
Large rake angle, sharp edge, light cutting, polishing and good chip removal
90 — GESAC
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FHEHHI ap=Ezin:ll
Shoulder Milling Shoulder Milling
—DCON
MEH190 | Sy MEH190 [T :
D z - ARERS Lfen
Arbor g ; % & Cylindrical Straight Type L
% LE
Figl Fig2 Fig3
ST 45 B2 7 RT.'- — _ X . RT_'- =
1]-_31"5 ‘%E DAk Dimension(mm) :;; EEEZ”"‘T ‘W)‘é\‘ Br EF 'LIL"E":'? ‘%E Uk Dimension(mm) ;;’é ‘ E.EEI’H' ‘ Za)Es ‘ B EF
Ordering Code ‘meter‘Teeth DC ‘DCON‘ LE ‘wa‘ KDP APMX‘ Suitable for ‘Coolant‘ Shape ‘Stock Ordering Code ‘mete‘Teeth DC ‘DCON‘ LF { LU APMX‘ Suitable for ‘Coolant‘ Shape ‘ Stock
MEH190040R03A16XD19 40 3 40 16 50 84 56 18 XDHT1904(RE<4) X Figl ® MEH190025R02P25XD19 25 2 25 25 121 50 18  XDHTI904(RE <4) X Fig3 °
MEH190050R04A22XD19 50 4 50 22 50 104 6.3 18 XDHT1904(RE<4) X Figl ® MEH190025R02P25XD19L 25 2 25 25 165 63 18  XDHTI1904(RE<4) X Fig3 °
MEH190063R04A22XD19 63 4 63 22 50 10.4 6.3 18 XDHT1904(RE<4) X Figl @ MEH190032R02P32XD19S 32 2 32 32 125 65 18  XDHT1904(RE < 4) e Fig3 Y
MEH190063R05A22XD19 63 5 63 22 50 10.4 6.3 18 XDHT1904(RE < 4) X Figl @ MEH190032R02P32XD19 32 2 32 32 165 80 18  XDHT1904(RE < 4) X Fig3 ®
MEH190080R04A27XD19 80 4 80 27 50 124 7 18 XDHT1904(RE<4) X Figl @ MEH190032R02P32XD19L 32 2 32 32 190 100 18 XDHT1904(RE <4) X Fig3 °
MEH190080R05A27XD19 8 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 XDHT1904(RE<4) X Fig2 ® MEH190032R03P32XD19 32 3 32 32 165 80 18  XDHT1904(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 XDHT1904(RE<4) X Fig2 @
T Stock OFFAE Available Upon Ord
MEH190125R06B40XD19 125 6 125 40 63 164 9 18 XDHTI94(RE<4) X Fig2 ® OIS Stock ORI Available Upon Order
@ AERETE Stock OFTRE Available Upon Order
©
MEH190 ="
[s]
EEE VRS %buﬁ .
Replaceable Tool Head AZMX . g9z
al
Figd
N @7 Rt L . _
&S %lf: TI¥ Dimension(mm) ;ﬁ ILASTI R ‘W/‘? Br FEF
Orderlng Code ‘mete‘ Teeth DCX DCON DCSFMS ‘ LF ‘ CRKS APMX ‘ Suitable for ‘Coolant‘ Shape ‘StOCk
MEH190025R02M12XD19 25 2 25 12.5 24 45 M12 18 XDHTI904(RE<4) X Figd @
MEH190032R03M16XD19 32 3 32 17 29 52 M16 18 XDHT1904(RE<4) X Figd @
MEH190040R03M16XD19 40 3 40 17 32 52 M16 18 XDHT1904(RE<4) X Figd @

@1 EREE Stock OFFAE Available Upon Order
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B HEH] izl
Shoulder Milling Profile Milling
RE
O
MEH190 {4 H RP A
|y P e
— (& -HSK63A e ERSEEBTI A N N\
Integrated Cutter-HSK63A = Profile Milling Inserts (Positive) s
LF
Figs
p R~t = 5 =350
TR ﬁf_ UL Dimension(mm) ;ﬁﬁ ETIH \ ) \ EBR EE RS (mm) Lk &%
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 XDHTI904(RE<4) X Figs @ Ordering Code 9 S S 0
MEH190025R02HA63XD19 25 2 25 63 100 63 18 XDHT1904(RE<4) X Figb @ IC S RE D1 3 e 5; c;n'
MEH190032R02HA63XD19S 32 2 32 63 100 63 18 XDHT1904(RE<4) X Figb @ = = @ o
MEH190032R02HA63XD19 32 2 32 63 120 80 18 XDHTI9M4(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
@R AEETF Stock OFEFRRE Available Upon Order FAETLEEL NRC 10 3.18 5 e
RPET1204M0-GM 12 4.76 6 4.4
RPET1204MO0T-GM 12 4.76 6 4.4
12'§@E1q:7ju§ RPET1606MO0T-GM 16 6.35 8 5.5 [ ]
jj 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 55 hd hd
AR
Shape
ERATA 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 | HEE Feed Por Tostnt
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)
8 M 0.15 0.2 0.3
m Muminiym | HBE0-210 1 GN9125 XDHT1904 7 Z300 (0102 (0103 (0.2:0.4)
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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 =
© G} o} (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
BERT)ERAEIAIE SR ERENE ERT)EREIRR
It, RO HRE AR, BAHE it SIEMIM
REIFAIRIT, Res&FiE, MR o EeiREMN T, WNEIF [ FIRIRT
PIHI7IEMEF,  Suitable edge Suitable edge Suitable edge PHITBEE S,
Big rake angle, width andrake | width and rake  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‘ 5 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 3.97 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 I e RCET1606MOT-EH 16 6.35 8 5.5 @)
Cylindrical Straight Type Figd i@ | % RCET2006MOT-EH 20 6.35 10 6.5
ey
B RCET1204M0-MM 12 4.76 6 4 o
s R g pmemonm)  BR DEOA w6 EE 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 °
MPBLOOO16RO2PI6RPOS 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 J 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 35
MPB100025R02P25RP12 25 2 25 25 160 50 6 RP**1204 X J 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 /. Figd °
MPB100032R02P25RP12L 32 2 32 25 200 60 6 RP**1204 X J Figs ° @1 EEEStock OFFEAvailable Upon Order
MPB100032R03P25RP12 32 3 32 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 | AENARERTTHI IR EL R THI . - .

Profile Milling Inserts (Positive) Ic Medium Cutting for Medium Cutting of Heavy Cutting of Heawy C t%r}iﬁ;rfﬂ?GE??ulM terial
General Material Stainless Steel General Material eavy Lutting for beneral Materia

R (mm) FEERAS A

Dimension(mm) Coating Grade coa-

T8RS

Ordering Code o 2 2 =

IC S RE D1 5 I = >

= = D =

(O] O (O] ()

RCMT1606MOT-KM 16 6.35 8 55 [
@I AEETF Stock OFETRRE Available Upon Order

—RIRT, IWEIFAIRTT, FRIT WHIfARLT, KRR

SMSREMEIN T, TR E R SR 1o TRTEREMMNI, e s S

In general Double rake angle Double rake angle Sm;{[?:i;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 TR 8] TR BETIRF
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 63 6 RC*™1204 X Figl @ RP08 TS
MPCI00050R05A22RC12 50 5 50 22 50 104 63 6 RC™1204 X Figl ® Ordering - B S160M025065-035095 | TTO7PQ -
MPC100063R04A22RC12 63 4 63 22 50 104 63 6 RC*™1204 X Figl @ g o
if- 60M3.5X10-05510 CAX1 Sl6 9- =
MPC100063R04A22RC16 63 4 63 22 50 104 63 8  RC*™1606 X Figl @ 2Pl specif OMA4X8.9-05313 TT15P
MPC100063R05A22RC12 63 5 63 22 50 104 63 6 RC*™1204 X Figl @ TS
- - Ordering SI60M035100-05510S =~ CAX01RQ  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 @ R
Specif- - ~ SI60M4X8.9-05313 TT15P -
MPC100080R05A27RC16 80 5 80 27 50 124 7 8  RC*™1606 X Figl ® RC*10 ication
MPC100080R06A27RC12 80 6 80 27 50 124 7 6 RC*™1204 X Figl @ grdﬁi S160M040089-053135 TT15PQ
MPC100080R06A27RC16 80 6 80 27 50 124 7 8  RC*™1606 X Figl ® Code
. : g
MPC100100R06B32RC16 100 6 100 32 50 144 8 8  RC*™1606 X Fig2 @ specit. | SI6OM3.5X12-05314 Ve ST CEES op B
MPC100100R06B32RC20 100 6 100 32 50 144 8 10 RC*2006 X Fig2 ® RP**12 ication
ok : T8RS
MPC100125R07B40RC20 125 7 125 40 63 164 9 10 RC™2006 X Fig2 @ Ordering  SI6OM035120-05314S ~ CAX02RQ  SI60M040089-053135 = TT15PQ -
MPC100160R08B40RC20 160 8 160 40 63 164 9 10 RC*2006 X Fig2 ® ;0;1;
)
@757 Stock OBEFE Available Upon Order Specif- - - SI60M3.5X8-05314 TT15P -
RC**12 !catlon
TS
Ordering - - SI60M035080-05314S TT15PQ -
Code
g
Specif- - ~ SI60M5X10.8-07209 TT20P TT20T
RP**16/RC**16 .cation
ra 2 555
M C O 0 Fig %@\ 8 OEdeéing - - SI60M050108-07209S TT20PQ TT20TQ
— oae
PCl 1 o
BHEMR - Specif- = = SI60M6X16-08509 -- TT25T
N . . § 2 o ication
Cylindrical Straight Type Figa ELG g RC20 PESC
Ordering - - SI60M060160-08509S - TT25TQ
prava . Code
- &z R¥ SR . _
RS 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 Fig4 ®
32 25 200 50 6 RC**1204 X Fig4 ®
40 32 200 50 6 RC**1204 X Fig4 ®

w NN

@+REETE Stock OFFE Available Upon Order
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W % 1S LA B =
EFTIHISEK . RP/RC IR EFEBIEHLESTIRXR
Recommended Cutting Data RP/RC Recommend Cutting Feed and Cutting Depth
iz s, VAl IR iR ap(mm)
s TIH g % " ap
WA HEERE ] Cu?tji?\u%;fed e Feed Per Tooth fz(mm) o Vg%rrll((ljrllg o o5 ) s , s , , ;
Workpiece Hardness  Grade Vc(n§/min) Specif- !;%t)]rfju q:h:clﬂgu (M) gtH}Jﬁu (H) ettt tions ° . 5 .
ication ight edium eavy T
CHETEL cringl cringll Medium (0.2%?65.63) (o.o%-lo7.26) (o.o%-l(in) (o.ogié.m ) ) )
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)
?;iﬁg ég %{92&5 08 (0.05-0.15) (0.08-0.18) (0.1-0.25) B4 0.5 027 e 017 015
ctainless | < HB70 | GM2140 140 10 0.15 0.2 0.25 07 aedum | (0230.9)  (0.1041)  (008-03)  (0.06:026) (0.03-0.23) ; ] ;
. GM4135 (100-180) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35) aching
(eiies, 0.18 0.25 0.35 08 E1H) 0.68 0.31 0.23 0.19 0.17
Martensite) b : . Heav . . . : ] i ) i
M 16 (0.1-0.25) (0.15-0.35) (0.2-0.45) Machingy(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 Eﬂiﬁ” 0.75 034 0.25 0.21 0.19 0.17 ] )
(0.12-0.25) (0.15-0.4) (0.2-0.45) Light (0.25-0.9) | (0.11-0.41) = (0.08-0.3) = (0.07-0.25)  (0.06-0.23) = (0.05-0.21)
Maching (L)
0.08 0.1 0.12 ]
05 : 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 Medium (5951 26) (0.11-0.57) (0.08-0.42) (0.07-0.35) (0.06-0.31) (0.05-0.28) i )
. 07 0.08 0.12 0.15 Maching (M)
THP (BE 08 (0.05-0.15) (0.08-0.18) (0.1-0.25) E;"’Jﬁ” 1.01 0.46 0.33 0.28 0.25 0.23 )
ﬁskt; i?}l:Es) <hpgro | GM2140 120 10 015 0.2 0.25 Mach‘;ﬁ‘gm) (0.35-1.51) | (0.16-0.69) = (0.12-0.5) = (0.1-0.42) | (0.09-0.38) (0.08-0.35)
(Austenite = GM4135 (80-160) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35) 2474 0.3 0.38 027 03 02 018 017
Diphasic) 16 0.18 0.25 0.35 H.ght (028-1.1)  (0.13-0.5) (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)
02 03 035 b I\TE).JE'J 0.99 0.45 0.33 0.27 0.24 0.22 021 )
20 (0.12-0.25) (0.15-0.4) (0.2-0.45) Macﬁir:gTM) (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)
ARG E. ELH] 11 0.5 0.36 03 0.27 0.25 0.23 i
B Has 20 0.08 o1 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 iy . -
Alloy and (30-60) (0.05-0.15) (0.08-0.15) 5’%@?” 114 0.52 0.37 0.31 0.27 0.25 0.23 0.21
Tetanium Alloy Maching (1) (0.32-1.59) | (0.14-0.72) = (0.1-0.52) | (0.09-0.43) | (0.08-0.38) | (0.07-0.35) (0.06-0.32) (0.06-0.29)
16 aﬂ]ﬁg 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)
® HRT{EAHAR (mm/min)= STIHAE X TIATIH X TIRKE, S 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) a%}ﬁngﬁl
® 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, HiBidITIRNHEFR 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.

104 — GESAC GESAC _ 105



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

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

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

Ve \\\\F )

(D 5 Ti alloy Workpiece Material medium cutting Ti alloy Workpiece Material medium cutting
ERm s O
Positive four edges high feed milling cutter insert ST 15#

Rt (mm) FERERAS FoeR
Dimension(mm) Coating Grade coa- cer-
ted met
1155 °
Ordering Code mE R Y I8 184
IcC S D1 3T aFTEE 3
=S | =X | X |0 ) I =
(CANGENGCENORNU] o © O
SOET09T312-SM  9.525 3.97 42 1.2 )
SOMT09T312-SM  9.525 3.97 4.2 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, BT,
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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fnz=fmXTIEI TR CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | fEMmXLIHITA
RFLLEEHI TRH#LEEHI
High Feed Milling High Feed Milling
MKT113 i T MKT113 e m—
DT ) G4 T EiERR .
Arbor . ] L T i Cylindrical Straight Type iy L .
DeX o,
Figl Fig2 Fig3
iT5S B o I - PX mEOE  we BR B E 8% mm R - 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 84 56 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 84 56 1.2 SOE(M)T0S9T3 V/  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)T0S9T3 / 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 14 SOEM)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 14 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 12 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 1.4 SOE(M)T1204 / Fig3 @
MKT113063R08A27S009 63 8 49 63 27 50 124 7 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 V Figl @ MKT113032R03P32S012S 32 3 143 32 32 120 40 14 SOE(M)T1204 / Fig3 @
MKT113063R06A22S012 63 6 453 63 22 40 104 6.3 14 SOE(M)T1204 V Figl e 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 V Figl e MKT113032R03P32S012L 32 3 14.3 32 32 250 100 14 SOE(M)T1204 / Fig3 @
MKT113063R06A27S012 63 6 453 63 27 50 124 7 14 SOE(M)T1204 V 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 14 SOE(M)T1204 V 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 V/ Figl e MKT113035R04P32S009L 35 4 21 35 32 250 40 1.2 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 BT
CIE S WAPS il
Replaceable Tool Head L,
Figd
'I«Tﬁ% ‘ %gé_ T8 Dimension(mm) :?iiij;—é EEEHH‘ ‘ w4 ‘ EBR EF
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 V  Figd O
MKT113025R03M12S009 25 3 11 25 23 12.5 35 MI12 1.2 SOE(M)T09T3  Figd @
MKT113032R03M16S009 32 3 18 32 29 17 40 M16 1.2 SOE(M)T09T3 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 . 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 1.2 SOE(M)TO9T3 4  Figd @
MKT113042R04M16S012 42 4 243 42 29 17 40 M16 1.4 SOE(M)T1204 ./ Figd @
@R AT Stock OFFLE Available Upon Order
110 — GESAC

Ri#tLE5rH|
High Feed Milling

MKT213

CUTTING TOOLS FOR AEROSPACE |

KDP

=R TIEI TR

LF

IDHT
Arbor 4«
Fig2
THeE HE g DL 5X mmr 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 Y 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 SOMT0904 Y Figl ©
MKT213042R05A16S009 42 5 26.8 42 16 40 84 56 1.1 SOMTO0904 J~ Figl O
MKT213050R05A22S009 50 5 353 50 22 40 104 6.3 11 SOMTO0904 J~ 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 11 SOMTO0904 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 1.1 SOMTO0904 J Figl ©
MKT213052R07A22S009 52 7 36.8 52 22 40 104 6.3 1.1 SOMT0904 J Figl O
MKT213052R05A22S012 52 5 315 52 22 40 104 6.3 1.8 SOMT1205 J Figl ©O
MKT213063R06A22S009 63 6 478 63 22 40 104 6.3 1.1 SOMT0904 J  Figl e
MKT213063R08A22S009 63 8 478 63 22 40 104 6.3 1.1 SOMTO0904 J Figl e
MKT213063R06A27SO09 63 6 478 63 27 50 124 1.1 SOMTO0904 Y- Figl O
MKT213063R08A27S0O09 63 8 478 63 27 50 124 7 1.1 SOMT0904 J 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 J Figl ©O
MKT213066R05A27S012 66 5 454 66 27 50 124 7 1.8 SOMT1205 J° Figl ©O
MKT213080R06A27S012 80 6 59.4 80 27 50 124 T 1.8 SOMT1205 J Figl ©
MKT213080R08A27S012 80 8 59.4 80 27 50 124 T 1.8 SOMT1205 J- Figl ©O
MKT213100R07B32S012 100 T 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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fAz=MAIIEI TR | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FOR AEROSPACE | M=MXLIMITA

RF#LLHEH RH#LLTEHI
High Feed Milling High Feed Milling
MKT213 = @ 0 | 15 MKT213 I} TSIl
B ERR Ik S WAPS 8 > 888
Cylindrical Straight Type . Replaceable Tool Head proan el

Fig3 . Figh

TS \%ﬁf e T -~ o mEIE e BR EE DL \%E UE:S Dimerigon(mm) BX  mEnm we EmR AR
Ordering Code meter‘ Teeth  pc ‘ DCX ‘DCON‘ LF ‘ LU API(/IX ‘ 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 Y Fig3d ©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 1989 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 Ml16 1.1 SOMT0904 Yy Figd O
MKT213025R03P25S009S 25 3 9.9 25 25 110 40 1.1 SOMTO0904 J Fig3 © MKT213032R04M16S009 32 4 168 32 29 17 40 Mle 1.1 SOMT0904 J  Figd @
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 M16 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 J 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 4 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 Yy 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 e
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

SHEM TIF 24T TR 2ETIRF
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 -
= SI60M040100-055101 TT15K TIL5T
Specification
SOE(M)T120420-SM e
1=
Ordering Code SI160M040100-055101S TI15KB TI15TB
g
Seeeitestion 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
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o ,
MTRRFSY |
Parameters for Programing
I ARIEE :
TIR & A PHIZZEE e
Specification Appé(;;(il(r)naRt(eranI:]))rner Remains K(mm) mEHE
SOET09T312-SM 2.34 0.9
SOMTO09T312-SM 2.34 0.9
I EK
SOET120420-SM 329 10 Remains K
AR
SOMT120420-SM 3.29 1.0 nana
SOMT090412-ST 2.20 0.7
DK
Remains K
SOMT120512-ST 2.79 1.0 ERERR
Approximate
Corner Ratio R
7 *
HFTHI S .
Recommended Cutting Data
piiz =]
s TIHERE Feed Per Tooth fz(mm)
AN TAZRE MEEE s g tﬂ:,if Cutting . »
Workpiece Material Hardness = Grade  Specification o~ Speed FRETH (M) =741 (H)
ap(mm) Vc(m/min) Medium Heavy
Machining(M)  Machining(H)
0.4 0.6
SOE(M)TO9T3 1.2 0.3.0.7) 04-1.0)
0.5 0.7
B Ha® HRC30-45 GSM7130 SR = 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
el W (0.3-0.8) (0.4-1.1)
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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

TIEME
Specification

SOMT09T312-SM

TIEkS
Grade

GSMT7130

TIERAE

Size

MKT113-025R02P25-S009

T

Workpiece Material

TC18(HRC40-45)

Cutting Amount

I]'E.ﬂ”aﬁf SOET09T312-SM
Specification
P GSMT7130
Grade
n
Dﬁ?ﬂ*ﬁ MKT113-050R06A22-S0O09
Size
T
Workpiece Material TC4
PIHERE .
Cutting Speed 47 m/min
HAE
Feed Rate 0.6 mm/z
2Ll =S

ap=0.6 mm, ae=40 mm

THER
Cutting Method

BIFREE Cavity milling

REAR
Cooling Method

KEFR, N2
Water based emulsion, External cooling

LM R
Processing Result

BEEIR, NEEaREmEA20%
Under the same working condition, the
service life of the blade is 80% longer
than that of the competitors

GESAC ,

L L L >

0 50 100 150
PNIESE Tool life (min)

GESAC-SOMT

TIHRE .

Cutting Speed 35m/min
AR

Feed Rate 0.11 mm/z
T2

Cutting Amount

ap=0.5mm, ae=10-35mm

A
Cutting Method

BIREHE Cavity milling

REAR
Cooling Method

KEIR, N2
Water based emulsion, External cooling

MR
Processing Result

116 — GESAC

BEIR, ThFRREmEA80%
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

SENRE
GESAC Coating
AR
Coating Characteristic
SR ET HREE  FERK

- Microhardness Coefficient
Coatings (HV0.05) Friction

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

EEERRE

Max. service

Temperature
(°C)

RSN A
Characteristic and Application

AICrN 3200 0.45

1100

O BMENENEEMEEERERE;

O ERATHREELTER, RAN, asnFAHl,
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, &
EHRFFEIIN 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 EBERTAENAHINT, M—o2EENHNTFIM
T RAaEHENT,

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

AITINZIK

AITiN Nano A G

900

O ERBURTES, BESHENTETE;

O HHSHHBRSRE, ERTAEH, aENNEE, &
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.

AICrN/TISINZ 2

AICrN/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

AITIN/TiSIN 3300 0.35
Multilayer

1100

O BRREY, BRil;

O $RBRAE, ERTEBENHH,

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

TIAICrSiN 4000 0.35

1100

O BRE, BRANESIEE;
O #31iER T 50-60HRCHI S REE MBI T,

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.

HEERNG
Normal diamond 8500 -
coating

700

O BIEE, BARE, BB,
OERFAREMTL,

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

BaSENa
Ultra-fine grain 8000 -
diamond coating

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 4000 0.35
coating

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,

REEARE AL
Max. service Temperature (°C) @ Productivity increase due to significantly higher cutting speed and feed for Alélrgﬁlgilt%ng
1300 application in a wide range of materials. Significantly EHance productivity.
@ Particular design of structure brings good balance between toughness, ERESENK
1200 thermo-shock stability and residual stress. The Carbide Substrate
| NG
SEM Photograph of Coating
1000 | |
EIHERAETIAIS
SERBETAISIN
500 High Hardness Coating TiAISIiN
© 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 ' BRAREMN 5
. . . 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, Gl .
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

INAREAITIN
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 BEASEX
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 SAIEENAERE, REFEREXE 80GPa L L,
O RBERENE, ERARIKE.

O ERTIFUMERBEINT, WAB. SHBESE. SRERE
TeTef. WIBLTAE. BES, Diamond Coating

@ High purity diamond coating, with hardness up to
80GPa.

REETERZ

@ Ultra smooth and shiny surface, low coefficient SERERE
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
i,

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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LR
Mark

BifA

Description

Square End

Efask
Corner Radius

=2

AR
Endteeth

Type

Ballnose

Ballnose

Chamfer

TIRE
Square End
with Chamfer

Ef

Chamfer

Helix

PARefallallsl=

202N
-20°Helix

L2y 15°
Helix Hol

15°885E A
15°Helix

o

20

Helix

20°825E M
20°Helix

|
Steels

TN

Stainless Steels

It

727
Cast Iron

ape!
Workpiece
Material

AR
Non-ferrous
Materials

EaaE.
HaE
Heat-resistant
Super Alloys,
Titanium Alloys

HOEBEBQA=H

SRR
High Hardened
Materials

iR
Guidelines to lcons
LN WiER L7V BiER
Mark Description Mark Description
ISO HRERER o
@ ISO Standard E %goﬁgﬁr@@
e i Shank h5 i e
?12 ‘k ISO HRERED
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 L4 o
) : A5HEER
LN Nano Coating A m opali
AITIN Helix @ ~ 45°Helix
o RPTAEE g s
TiSiN Coating Iy Variable Helix
sr [E) ATTSuskss g e
Coating (UL AITIN/TISIN By  Veriable Helix
TACASIN TIAICrSiN 38°/40 VL=
TIiAICrSiN Coating = Variable Helix
- TiAISIN m WIETEF
TIAISIN S SINISTY Coating Xy Variable Helix
HEENERE iR
- EE A
M gg;;?r?émamond X Variable Helix
BARENERE .
M Ultra-Fine Grain 1 i g?ljtf%ﬂ
Diamond Coating
BTiRE P
Titanium-rich [2] % ?lﬁeczﬁsn
coating
Mgk m 37J3I8ET]
For Side Milling P 3 Flutes
m e A PR amusn
Slot Milling Flutes ad 4 Flutes
TIH -
A m Gl & 5 T 87]
Cutting For Profile Milling 5 Flutes
Condition
byl 6 JJ3I$kT]
Spiral Milling 56] 6 Flutes
> BEZE Y wousn
Trochoidal Milling k}g‘ 12 Flutes
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BAERSEUSNIES (TES) RN
Solid Carbide Endmills Identification System

SA300 -

L (©)

S

L (©)

S

L ©)

CUTTING TOOLS FOR AEROSPACE

-

L ©) J

060

L ©) J

| M=MARTE IR

09

L ©)

Tkl DORYIS EX L
Workingpiece Code of Series Series Description
TN (NEW] =RENMTRT!
Stainless Steel S5600 H'_Jigh Strength Machining Series
RASHEMIRY
SA210 e Rough Machining Series for Aluminum
=) AEEREMIRY
Aluminium Alloy SA300 NEw High Speed Machining Series for Aluminum
TR EPCDEAKII TR
DNM100 New PCD Round-head Endmill
sat8 $D200 SEMENILSTIRTY
Composite Materials General Machining for Composite Material
. EREEMIZHTIIRTI
E’Eﬁﬁ SN200 High Efficiency Machining Series for Heat Resistant Super Alloys
Heat Resistant Super .
Alloys STB200 @ HEEKLIIEET]
Taper Ball Endmill for Heat Resistant Super Alloys
HEa® ST210 HEERERNIIHEIRT
Titanium Alloys High Performance Machining Series for Titanium Alloys

124 _ GESAC

Q@ERTIFAR GHFEL @71 7= ©F51EE
Endteeth Type Length of Flute No. of Flutes Diameter Code Characteristic
Tk N K 2 0.6mm 006 F3K\BRsk
Square Reduce Neck a. éﬁi
% < 3 6mm 060 b. 71
B:ﬁz'ise " L°“§§ﬁa”k 4 10mm 100 1 Savare Endh
EElfA L K7] Ballnose:
Cornor Radius Long Flute 6 a. Neck Length
TR 587 b. Flute Length
Square End S Short Flute 606  10-10
with Chamfer Zs Ik B
Blank Standard r0.2-02
2 r1-10
Cornor Radius:
r0.2-02
r1-10
TIREIR
C0.03-03
3 C0.13-13
Chamfered Corner:
C0.03-03
C0.13-13
GESAC — 125
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TJERFIBR (RAR5)
Endmill Catalog (by series)

TRt
Workpiece Material
| , P 3 N S H
i A &7 v RITE
THHEl zﬁi AR ®E TIEE MR AINE ZGRIS R’_TDEEI B ﬁﬁ% 1234 56 123 123 123 4 5 123 4 1 2 34
. o.of En ; ke Diameter . . Cutting =3
Suitable p i dteethCoatlng Description Type P Dimension p = tor B VaE--N =SaE% N N N
Material Type Page Page Aﬁ’\iﬂ a6 REEW sEex BE HEE EAME Heat HeEs SEW =N SEW
('::' 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 7JKEEMN T
’3‘ “ 3Flute;withalongneck@ w SA210-WR D12 ~D25 133 140 O
Comer R Corner Radius o
. 3TKIHEMT (RAREB)
i 3Fiuteswithalongneck, BN SS9 SA210-WRIC  DI2~D25 136 140
@ g Cor#e?SR\;Vcliiu:,Iﬂ?egrrqglcCOOIant,Coating E @
37JMMI ——— %0 ~
n& 3FlutesCornerRadius@ ESSSNENT SA210-NR D6~D20 139 140 ©
SA300
37)Fk —
< g 3BT quare —— =Y D6~D20 142 162 ©)
2 TJKEE Ak . "
rzl g 2 Flutes Comer Radius with (A | SA300-RN2 D6~D32 143 162 ©
soas educed Nec
: 3TKFEMAK
Alumi- Pg,‘ “ 3 Flutes Corner Radius with Emm=——io SA300-RN3 D6 ~D32 147 162 ©
rﬁ]\lllljg)]/ - O Reduced Neck
2 TSk <
rzl “  Flutes Ball Nose with [——  5A300-BN2 D6~D20 151 163 @)
Ballnose Reduced Neck
ey de wih r—
4 g;lljuat;s_r\]ng;Zalongneck, @ S5 SA300-SF-SN4 D6 ~ D20 154 164 @
. ATKIEX (RLRE) S .
r4 ‘| g 4Fiutesvith slong neck,  UWBM  [SSCSSSSSN  SA300-SF-IC-SN4 D12~D20 155 164 @)
Square-head, Internal Coolant, Coating
4 TR Ak B ;
E‘-] “ échlute;WZt_halongneck, @ S SSY SA300-SF-RN4 D12 ~ D20 156 164 @
CometR orner Radius
ATKIMERK (WLRE)
r4 ) “ 4Fiuteswitnalongneck . \TAT (RRSSSESSY  SA300-SF-IC-RN4 D12 ~ D20 158 164 ©
ComerR Corner Radius, Internal Coolant, Coating
A | 6 7IKFE AL
EGJ g gFlutesh\IEthalongneck, UEN  (SessSE SA300-WF-RN6 D16~D25 160 164 O
orner Radius
A | . 6 IKIAEAL (WLRE) - WE-IC-
56-1 “ 6Flutesz)v:/ithalongneck7, @ m SA300-WF-IC D16 ~ D25 161 164 @
Corner R Corner Radius, Internal Coolant, Coating RN6
ST210
Ol L [ SEe ST20S4 D2~D20 166 174 o o o O | ©
az o\ il lie N ~
iTtI;n% t4 A m 4pERL ST210-R4 D2~D20 167 174 O O © O @
nium 4 TIRFE AL
Alloy {4} g gFéutezdcl\?rnErRadiuswith E=———i@» ST210-RN4 D6 ~ D20 169 174 O O o O o
educed Nec
5 TIK7E Ak ~
g AICTN 5 Long Flutes Corner Radius m ST210-RL5 D16 ~ D25 172 175 O O @ O @
A 4 JERSK
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
\, I Mm@ D S H
B E7 Descpin R TR
THH m&f PR 2 Difficult: zpme  RIEE mm OB 1234 56 123 123 123 4 5 123 4 1 2 34
Suitable ;\:3%:5 thZthC“ﬁ”g to- Type DlRaarEgZer Dimension PaE:;:Ient%rs s BE. ZRas
Material Type machine Page o Aﬁ’\fﬂ anm BN P 5E AEeE EAME  Heat RaE BERN SER SEER
Material ('::' b AIE Steel Stainless - Aluminium Copper = Graphite, Resistant Titanium Hardened Hardened Hardened
st aq ATln Y Steel Alloys Alloys  Composite  Super Alloys Steel Steel Steel
eel,Alloy Materials  Alloys
< 35HRC < 48HRC 45-55HRC 55-60HRC > 60HRC
usS260
n 4 7] e ~ ~
{4} . 4IZHJier§tandard Length @ US260-SS4A | D1~ D12 177 182 O O @ O O O
\ iaIN [ e ——
t4 > Y rian AP Standard Lengey W US260-S4A  D1~D16 178 182 O O ©) O O O
El] M ATVIERS e W (SRS US260-RS4 | DL~D10 179 182 O O ©) O O O
) lEEE -
r4 ) M ARBR eies WEH et ISON US260-R4  DL5~D6 180 182 O O ©) O O O
SS600
$%§ﬂﬂ -
slt:;g' :4} &l j‘I;Z?u:'t:(-:?skcornerRadius N | 55600-54 D2~ D20 184 193 © @ © © O @
Steel
‘ i 47]%"E‘qu% %ﬁ
E‘d . TIAIN 4ShortFlutesCornerRa% = SS600-554 D2~ D20 185 193 ©) ©) ©) ©) O O
wn [P C N ~
g 3Flutes sSquare WA $S600-S5 D6~D25 186 194 @) O @) O O @)
DY B G202 e o (RN ss600R4  D2~D20 187 193 © o o o O | ©
E M ﬁgﬁo%tygt?;%omemadﬂ; W SS600-RS4 D2~D20 189 193 ©) © @) © O O
M 153Z?Eleﬁs%\;)rnemadiusnﬂ (ﬂ SS600-R5 D6 ~ D25 190 194 ©) © O © O ©
r4 ) g AT iNose  WBA [ NS SS600-B4 | D6~D20 192 194 @ © @ © O ©
SN200
%gﬁ r4 ) ‘&. A Radius SN SN200-R4  D1~D20 196 202 O O O © O
==}
Heat P™ N 4 KRB R e e =
Resistant l‘g ‘g 4 Flutes Long Shank Corner Radius SN200-RH4 D8 ~ D16 199 202 O O O ©) O
Super ] s -
Alloy gAY T ose lBNED SN200B4  D2~D12 200 202 o ol o © | O
E 2?&,%;3?5?;%3"1(53“,\10% fr—  SN200-BH4 D8 ~ D12 201 202 O O O O O
T
7 STB200
Description
Difficult- A ' —
to- 4 T)HEEIKS NEX ~
machine Lo NG 4 Flutes Taper Ball Nose (e STB200-B4  D3~D8 204 205 O O O O O
Material

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

SD200
@ g §/12 =& i@  sp2o0-CN D2~D12 207 184 ©)
Elzi} 8/12 Flutes Fine-cross-nick
o= DNM100
ik “ 1 IR el DNM100-RS1 D2 ~D4 = 209 212 ©) © o
;:S'i*;; 1 Flutes Corner Radius
Wateral rzl m %ﬁEﬁérnerRaﬁ e DNM100-RS2  D4~DI10 210 212 © © ©)
3TIERS [NEW]
3£u.t§é§ iRaN =l DNMI0O-RS3 D10~Dl6 211 212 © o o
DNR100
3TERS
:3! g - o Ra% (e DNRI00-C3 D6~D12 213 214 ©

© dEsiEAmost suitable () —RRiEAsuitable
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SA210R%saaEHMIIIStT] -
SA210 Endmills for Rough Finish of Aluminum Alloy 357]@%}0 WR .
P MR R

3 Flutes with a long neck, Corner Radius

Q_
sl 1 Nc"%iq Figl
Lc -
- mm{ 3 [ 2] L
: =] 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. ”
TS ms B
Ordering Code D S ke L d2 L d Figure No.  Stock
SA210-WR-12010 12 1 16 48 11.5 100 12 1 o
SA210-WR-12020 12 2 16 48 11.5 100 12 1 ([
SA210-WR-12030 12 3 16 48 11.5 100 12 1 o
SA210-WR-16010 16 1 20 65 15.2 115 16 1 o
SA210-WR-16010A 16 1 24 42 15.2 92 16 1 o
N FRZ=15 SA210-WR-16020 16 2 20 65 15.2 115 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
pams SA210-WR-20020 20 2 25 73 19 125 20 1 ([
~= SA210-WR-20030
Cutting Tool SA210-WR-20020A 20 2 30 52 19 104 20 1 o
A SA210-WR-20020B 20 2 20 88 19 140 20 1 o
Specification D20*R3%25%73"125"d20"D19 SA210-WR-20030 20 3 25 73 19 125 20 1 ()
iy @17 EET Stock OFTAE Available upon Order D NETol
Workpiece Material 7050-T7451 (150HB) D<16 305
. D>16 906
Sg_ﬁd 15000rpm (942m/min)
pee BAIUnit(mm)
HERE 5000-7000mm/min
Feed Rate (0.111-0.155mm/z)
PILElbaEo il
Cutting Method Pocket milling
Cuttinglipth ap=4-5.5mm, ae=5-20mm Customer T 444%} Workpiece Material Material
\ P M K N
BHAT LR, e EIES 86
Cooling Method Emulsion, External Cooling 1234 5 123 123 123 4 5
| | . a2W aEW RER e Shog AEE Pt
, MIEERE, IESHESTER Bif. 0 50 100 Carbon steels. Alloy ~ Alloy steels Stainless steel Cast Iron Aluminium | Copper Graphite
Proczgfyr?g%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

Q.
Y | N"'}%DI Figl

‘Lc

Q_
sl 1 Nc"%q Figl
Lc -
- mam] 23 130 U
: =] L [

L1

oy = Ny o
Ord:rIifg?Code D R Le L1 Y L d Fig'u%f No. S}tio?i Ord:r—ri?g%ode D R Le L1 2 L d Fig? No. Sjﬁ?cik
SA210-WR-20030A 20 3 30 52 19 104 20 1 o SA210-WR-25040 25 4 30 72 23.75 130 25 1 ®
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 @
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
@TEETF Stock OFEFIE 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 ° Funicmm)
SA210-WR-25020B 25 2 25 92 23.75 150 25 1 ([ J
SA210-WR-25030 25 3 30 72 23.75 130 25 1 ([
SA210-WR-25030A 25 3 37 52 23.75 110 25 1 ([ ]
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 OFFUE Available upon Order D ANETol
D<16 D05
D>16 906
E{iIUnit(mm)
T {4448l Workpiece Material Material T {4448l 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 P =P AP i P o =P A
Ca rgﬁims\tezlf%mAlloy Allgly%femels Stai :T:’ffﬂ teel Caisﬁt‘il%rto n Alj?n?n\i um g@ I:Ip%r GraEp%t o Ca rtﬁ%ﬁms\tezlfgmAl loy Al lgy%femels Stai n;r;fsgs%ms teel Cagftf%lfon Alj?n?n ium éﬂg I: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 =

KARBK (WARE) . | IKIERL (WARR) | .
3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating 3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating
;;f/ r—— W ~ %5 r—— T
° E X) — E Figl -~ ° E /; — ¢ q Figl - R
‘ Lc Lc
L1 0 L1
. 30 .
L | [ : e | e ()
TS ES ETF ) ES ETF
Ordering Code D R Lc L1 d2 L d Figure No.  Stock Ordering Code D R Le L1 d2 L d Figure No.  Stock
SA210-WR-1C-12010 12 1 16 48 115 100 12 1 O SA210-WR-IC-20030A 20 3 30 52 19 104 20 1 o
SA210-WR-1C-12020 12 2 16 48 115 100 12 1 O SA210-WR-IC-20030B 20 3 20 88 19 140 20 1 o
SA210-WR-1C-12030 12 3 16 48 115 100 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-1C-16020 16 2 20 65 15.2 115 16 1 O SA210-WR-IC-25010 25 1 30 12 23.75 130 25 1 O
SA210-WR-1C-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 [ ) SA210-WR-IC-25020 25 2 30 72 23.75 130 25 1 O
SA210-WR-IC-16030A 16 3 24 42 15.2 92 16 1 [ ) 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 ([ ]
SA210-WR-IC-20020 20 2 25 73 19 125 20 1 O SA210-WR-IC-25030A 25 3 37 52 23.75 110 25 1 ([ ]
SA210-WR-IC-20020A 20 2 30 52 19 104 20 1 O SA210-WR-IC-25030B 25 3 25 92 23.75 150 25 1 [
SA210-WR-IC-20020B 20 2 20 88 19 140 20 1 O SA210-WR-IC-25030C 25 3 35 100 23.75 150 25 1 ([ ]
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 OFETRRE Available upon Order D AETol @ ARETE Stock OFEFAE Available upon Order D NETol
D<16 805 D<16 805
D>16 B.06 D>16 B.06
EfUnit(mm) B{IUnit(mm)
T #4% Workpiece Material Material T {4#4%} Workpiece Material Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
. e aEW e ok WEE . &M aEW < BE e
Carbon steels. Alloy Alloy steels s .ZF”%N l C %T&t Aluminium Copper GraE%ite Carbon steels. Alloy Alloy steels s .ZF”"%N l c %if Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys P steels<35HRC <48HRC tainless stee astlron Alloys Alloys P
© ©
O B&iE&Most Suitable () 3&& Suitable WEFYIHISEK % P140 © &iE&Most Suitable () & Suitable EETIYIS % 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

~4i

NN
R

¢ S : —
7] %ﬁﬂf - hw e @ Figl | NN
‘ Lc - T ) Lc

L1 -EIULL * QEIUulL
L ] | ] ] |

= Bs EF i85 Be EfF
Ordering Code o e ke Ll d2 L d FigureNo. Stock Ordering Code D ke i L 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 [ )
SA210-WR-1C-25040B 25 4 25 92 23.75 150 25 1 O SA210-NR-10003 10 25 0.25 75 10 1 [ )
SA210-WR-1C-25050 25 5 30 72 23.75 130 25 1 O SA210-NR-12003 12 30 0.25 75 12 1 o
@I EETE Stock OFETRRE Available upon Order D NETol SA210-NR-16003 16 36 0.3 100 16 1 hd
D<16 0 SA210-NR-20003 20 45 0.3 100 20 1 o
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
Wi, e &M <iE SRAET WEE . &&W =E S ma%® e
Carbon steels. Alloy Alloy steels s .ZF”%N l c %T% Aluminium Copper Gr?%ite Carbon steels. Alloy Alloy steels s _;T[iﬁ%lil | c %%I* Aluminium Copper Graphite
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

138 — GESAC GESAC — 139
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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 () (m/min) (mm)
m l%ﬂé‘ﬁ ap<1D *gfnisﬁf)ed 14000 17000 20000 22000
Aluminium 500~1750 TN
Alloys 2e<0.7D ’&%Zﬁ% /':ﬁf:) Rate 6300 7650 9000 9900
SA210-WR/WR-IC
fBAaEAluminum Alloys—#&$%Slotting
T QLTS AR N
" . Removal Rate Cutting Speed  Tool Diameter 12 16 20 25
Workpiece Material () (m/min) (mm)
oa ap<0.75D ‘ﬁfﬁﬁfﬁd 14000 17000 20000 22000
Aluminium B 500~1750 AR Feed Rate
Alloys Ae=1D (mm/min) 4200 5100 6000 6600
SA210-NR
A& EAluminum Alloys—1llBESide Milling
TR YIHI= YIHIRE 7E
Workpi Removal Rate Cutting Speed Tool Diameter 6 8 10 12 16 20
orkpiece (mm) (m/min) (mm)
mas ap<2D %ﬁﬂsrf’_f)ed 13000 11000 | 9500 8000 6500 5500
Alul’HlnlUm 200 -300 AR Feed Rate
Alloys 2e<0.5D (mrmmin) 2500 3500 4500 5000 5500 6000
SA210-NR
fBEEAluminum Alloys—1&$%Slotting
TR YIHI= 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 %ﬁqfﬁged 11000 9500 8000 7500 6000 5000
Aluminium 200-300 AN
Alloys ae<1D ’&éﬁﬁﬁ /fﬁfrs Rate | 7000 2500 3000 4000 4500 5000

< RERRMEREBIFLART TR,

W N =

1. Use machine and holder with high rigidity .

w N

please adjust the speed, feed and cutting depth.

140 — GESAC

. ERIBUHIRE. Q&S EREE S ARERAHS RE,
. EREZFRVASKNERMGUTHAGITE, MRDVASKIK, MINZ~ERED, N, BELRREE, 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=E R G 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

IR

Cutting Depth ap=24 mm, ae=lmm

REAR LR
Cooling Method Emulsion

42

40

38

36

=
ARES SA300-RN2-20030
Type
m
I,E'ﬂjﬁ D20*R3*24*60*110
Size
InITAts
Workpiece Material 7075
R .
Speed 23600rpm (1480m/min)
HARE ]
Feed Rate 9000mm/min(0.19mm/z)
JEm BIfREm T PIZEiE Tool Life (h)

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

SA300-S3 SA300-RN2

37K 27 KB A Sk
3 Flutes Square 2 Flutes Corner Radius with Reduced Neck
Q.
o|d — ol i ) ﬁi
| &g@w T S M
! e ]
L

] L (L - =Qor L [J

S o sTieo oo
Ord é-il’-i?)r_l‘fg?code o L 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 [ ) 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 ()
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 ) 10 30 T e 3 " °
PSP o SA300-RN2-08010A 8 1 10 40 7.5 80 8 1 °
Fffnitmm) SA300-RN2-080108 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 o
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 o
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 | §;
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 A O.A. oA
Cargﬁﬁms\tezsgglloy Allgyﬁstigels StaiIegfsﬁs teel Caift%on Aljﬂw?n‘iﬁm gl(ﬂ) I:Ip%r GraEp%ite Ca rtf%imgteZIfﬂmAlloy Allgly%feme ls Stain;f:i%ﬂiteel Caisﬁt%lfon Aljﬁw?n‘iﬂm glg I:Ip%r Graphite
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
© @ @) ©
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

142 _ GESAC GESAC _ 143
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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
% <
S %ﬂ et _\ N - NI ﬁ Figl _\ N
| - E—— %%If% R
] ‘

‘ <= 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 L2 d2 L d Figurf5 No. Sjtgcfg_-k
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 O15 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 93 90 10 1 (] 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 (]
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 (]
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 o
SA300-RN2-12010C 12 1 14 70 11.5 120 12 1 { 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 70 115 120 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 (] 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 LS 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 70 155 120 16 1 (] SA300-RN2-20010E 20 1 24 100 19 150 20 1 (]
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
@R EETF Stock OFEFE Available upon Order D NETol 6<D<32 -(()).03
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 AEW S Ba% AaE W, A€W AEW < BEE HEE
Cobonseclor Mot amesseel | cron AT e o Sty MOSE  aessed | cron  AUDUT CopRe 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-RN2 SA300-RN3

27 KIE A% 37JKIMEI Ak
2 Flutes Corner Radius with Reduced Neck 3 Flutes Corner Radius with Reduced Neck
_ 7 < /
o f—f<— J‘gﬂ] Figl M uT — of  rm
! L1 — o \ W L1 3
| =@l L[ T
Ordéri%g%ode D R Le L1 d2 L d Figluglrf5 No. Sri?fk Ordgi‘ﬂgg%::ode D R Le L1 d2 L d Fig%? No. Srtio??k
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 ()
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 (] SA300-RN3-06020 6 2 10 20 5.5 60 6 1 ()
SA300-RN2-20040 20 4 24 60 19 110 20 1 (] SA300-RN3-06020A 6 2 10 40 55 80 6 1 o
SA300-RN2-20050 20 5 24 60 19 110 20 1 (] SA300-RN3-08002 8 0.2 10 30 7.5 75 8 1 o
SA300-RN2-20050A 20 5 24 80 19 130 20 1 (] SA300-RN3-08002A 8 0.2 10 50 7.5 90 8 1 o
SA300-RN2-20050B 20 5 24 100 19 150 20 1 o SA300-RN3-08010 8 1 10 30 7.5 75 8 1 o
SA300-RN2-25010 25 1 30 80 24 135 25 1 (] SA300-RN3-08010A 8 1 10 40 7.5 80 8 1 o
SA300-RN2-25010A 25 1 30 100 24 155 25 1 (] SA300-RN3-08010B 8 1 10 50 7.5 90 8 1 o
SA300-RN2-25010B 25 1 30 125 24 180 25 1 o SA300-RN3-08020 8 2 10 30 7.5 75 8 1 ([
SA300-RN2-25020 25 2 30 80 24 135 25 1 (] 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 (] SA300-RN3-10002A 10 0.2 12 50 9.5 90 10 1 ([
SA300-RN2-25030B 25 3 30 125 24 180 25 1 [ ] SA300-RN3-10010 10 1 12 30 9.5 75 10 1 ([
SA300-RN2-32030 32 3 40 100 31 163 32 1 (] SA300-RN3-10010A 10 1 12 40 9.5 80 10 1 ([ ]
SA300-RN2-32030A 32 3 40 120 31 183 32 1 [ ] SA300-RN3-10010B 10 1 12 50 9.5 90 10 1 o
@ITEEETF Stock OFTFAE Available upon Order D AZTol SA300-RN3-10020 10 2 1 30 9.5 I3 10 1 L4
6<Ds32 S03 @REEEF Stock OFETARE Available upon Order D Ne
iunit (mm) 6<D<32 B.03
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
o PN N =P = RN, & a3 =iy Er=y
Ca rggﬁmgteleﬁzial loy Al lgyﬁstﬂemels Stai ;ﬁf;ﬂs teel Caisﬁt%on Alj?n?n‘i um gg I:Ip%r GraEp%ite Ca rtfﬁmsteZIlfmAlloy AIISy%feme ls Stai Z:ffﬂi teel Cagsﬁt%lfo n Aljﬁw?n‘i um gg 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-RN3

ARSI :PS 3ITNKIMEAA L
3 Flutes Corner Radius with Reduced Neck 3 Flutes Corner Radius with Reduced Neck
7 L3
S s . ﬂ:@% Fig
e | Le |
‘ L1 ‘ L1
| L ‘ L

Ord;?’-il:fiode D R Le L1 d2 L d Fig?No. Srt%)?g_-k Ordgil’_r*\ig%:ode D R Le L1 d2 L d Fig? 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 (] 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 [ ] 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 (] SA300-RN3-16030B 16 3 18 70 155 120 16 1 ([
SA300-RN3-12010 12 1 14 40 11.5 90 12 1 ® SA300-RN3-16030C 16 3 18 80 155 130 16 1 o
SA300-RN3-12010A 12 1 14 50 11.5 100 12 1 o SA300-RN3-16040 16 4 18 60 155 110 16 1 o
SA300-RN3-12010B 12 1 14 60 11.5 110 12 1 o SA300-RN3-16050 16 5 18 60 155 110 16 1 o
SA300-RN3-12010C 12 1 14 70 11.5 120 12 1 @ SA300-RN3-16050A 16 5 18 80 155 130 16 1 o
SA300-RN3-12020 12 2 14 50 11.5 100 12 1 o SA300-RN3-20002 20 0.2 24 60 19 110 20 1 o
SA300-RN3-12020A 12 2 14 70 11.5 115 12 1 @ SA300-RN3-20002A 20 0.2 24 80 19 130 20 1 o
SA300-RN3-12030 12 3 14 40 11.5 90 12 1 [ ) SA300-RN3-20010 20 1 24 60 19 110 20 1 o
SA300-RN3-12030A 12 3 14 50 11.5 100 12 1 @ SA300-RN3-20010A 20 1 24 80 19 130 20 1 ()
SA300-RN3-12030B 12 3 14 60 11.5 110 12 1 [ ) SA300-RN3-20010B 20 1 24 50 19 100 20 1 o
SA300-RN3-12030C 12 3 14 70 11.5 120 12 1 o SA300-RN3-20010C 20 1 24 70 19 120 20 1 ()
SA300-RN3-16002 16 0.2 18 50 15.5 100 16 1 [ ) SA300-RN3-20010D 20 1 24 90 19 140 20 1 ()
SA300-RN3-16002A 16 0.2 18 70 [I585 120 16 1 (] SA300-RN3-20010E 20 1 24 100 19 150 20 1 ()
SA300-RN3-16010 16 1 18 50 15.5 100 16 1 [ ] SA300-RN3-20020 20 2 24 60 19 110 20 1 o
SA300-RN3-16010A 16 1 18 60 15.5 110 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 = a oo A= R = & 0. AP
Ca rlgi(j)fﬁmgte:llsﬁzil?-\l loy Al lgyﬁstgemels Stai ::ffﬂ teel Caisﬁtffon Alj?n?n‘i um é’l(ﬂ) I:Ip%r GraEp%ite Ca rtfﬁms\teZIlfmAlloy AIISy%feme ls Stai Z:ffﬂi teel Cagsﬁt%lfo n Aljﬁw?n‘i um glfl) 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 <
. o =
© — (=) i o~ \ .
[ e —_—" R e S | ————

L1

n o] U T mam| @Y |30 U
=zl ] UL [ |

‘ -t |- Lte |

Ordé-{i%g%ode v s L U d2 L d Figi%e% o, | o 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 ([
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 (] 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 o
SA300-RN3-20030E 20 3 24 100 19 150 20 1 o SA300-BN2-10030 10 5 12 30 9.5 75 10 1 o
SA300-RN3-20040 20 4 24 60 19 110 20 1 o SA300-BN2-10040 10 5 12 40 9.5 80 10 1 ([
SA300-RN3-20050 20 5 24 60 19 110 20 1 o SA300-BN2-12040 12 6 14 40 11.5 90 12 1 o
SA300-RN3-20050A 20 5 24 80 19 130 20 1 o SA300-BN2-12050 12 6 14 50 11.5 100 12 1 o
SA300-RN3-20050B 20 5 24 100 19 150 20 1 o 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 2 135 25 1 P @FREETE Stock OFFE Available upon Order D (;L\%
SA300-RN3-25030A 25 3 30 100 24 155 25 1 ° PEPED | boa
SA300-RN3-25030B 25 3 30 125 2% 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 ([

@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
o PN & =P = RN, & a3 =iy Er=y
Ca rggﬁmgteZlfial loy Al lgyﬁstgemels Stai ::ffﬂ teel Caisﬁtffon Alu?n?n‘i um gg I:Ip%r GraEp%ite Ca rtfﬁmsteZIlfmAlloy All?y%fge ls Stai Z:ffﬂi teel Cagsﬁt%lfo n Aluﬁw?n‘i um gg I:Ip%r Grg%ite
steels<35HRC <48HRC Alloys Alloys steels<<35HRC <48HRC Alloys Alloys
@) @ @ ©
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 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

NIt
Workpiece Material

2024 (150HB)

L3S .
Speed 8000rpm (471m/min)
HEERE )
Feed Rate 6000mm/min (0.125mm/z)
TIHIA R Eek
Cutting Method Face milling

IRE
Cutting Depth

ap=1lmm, ae=16mm

RAEH
Cooling Method

LR %

Emulsion, External Cooling

TIRES

Cutting Tool SA300-SF-RN4-12030A

TR

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

MR
Processing Result

THREEREEL,
HERHESRIT) T AME K IBRFA
The surface roughness of the Workpiece
Material is good, and the efficiency is
greatly improved compared with that of
the traditional 3-edge cutter.

SA300-RN3 | A&

SA300-WF 96

| L,
0 50 100

¥l EBRZEMaterial removal rate (cm®/min)

NIIRERER, HFRIBEEK,
by ED There is no normal vibration during the

Processing Result | process of machining, resulting in the bar

Specification meets the requirements.

T A4
Workpiece Material 7175 (150HB)
iR .
Speed 18000rpm (678m/min)
BHEARE .
Feed Rate 3600mm/min (0.05mm/z)
TIRIE Mgk
Cutting Method Side milling
TIRE _ _
Cutting Depth ap=35mm, ae=0.3mm i VaES
Conventional
RABR LR SN2 SA=E
Cooling Method Emulsion, External Cooling High Efficient
I Y I Y A
0 5 10

PMI5ERBYIEProcessing time (h)

152 _ GESAC
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SA300-SF-SN4 =

AT)KFFK
4 Flutes with a long neck, Square-head

I RSSSSY -
I Srmpm

TS ms g

Ordering Code 2 ke - d2 L d FigureNo.  Stock
SA300-SF-SN4-06030 6 24 30 5.5 60 6 1 o
SA300-SF-SN4-08040 8 32 40 7.5 64 8 1 o
SA300-SF-SN4-10050 10 40 50 9.5 80 10 1 o
SA300-SF-SN4-12040 12 30 40 11.5 83 12 1 o
SA300-SF-SN4-12062 12 48 62 11.5 100 12 1 o
SA300-SF-SN4-16051 16 40 51 15.5 93 16 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 [ )
SA300-SF-SN4-200A2 20 80 102 19 150 20 1 (]

@1 AT Stock OFEFRRE Available upon Order D NETol

6<D<20 392
B{Unit(mm)
T ###4#} Workpiece Material Material
1234 5 123 123 123 4 5
M. &M SEW % Ba AEE
Carbon steels. Alloy Alloy steels S .;IT%”%N l c %%?‘t Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys p
@)
© ®iEAMost Suitable ) i&&Suitable HETIYISH % P164

Recommended Cutting Data 3 P164

154 _ GESAC

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

SA300-SF-IC-SN4 =

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

= =SS

1T5RS ES ETF
Ordering Code 2 ke L d2 L d FigureNo.  Stock
SA300-SF-1C-SN4-12040 12 30 40 11.5 83 12 1 O
SA300-SF-1C-SN4-12062 12 48 62 11.5 100 12 1 O
SA300-SF-1C-SN4-16051 16 40 51 15.5 93 16 1 O
SA300-SF-1C-SN4-16082 16 64 82 15.5 125 16 1 O
SA300-SF-1C-SN4-20063 20 50 63 19 108 20 1 O
SA300-SF-1C-SN4-200A2 20 80 102 19 150 20 1 O
@IRARETE Stock OFTRE Available upon Order D AETol
6<D<20 292
B {IUnit(mm)
T ###4%} Workpiece Material Material
1234 5 123 123 123 4 5
M. &M AEW 5 Be HEE
Carbon steels. Alloy Alloy steels S .;T%”"m l C %f* Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys p
@)
© BE&Most Suitable O i&E&Suitable EEINIBH % Pl64

Recommended Cutting Data ¥ P164
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M=MAIEI TR CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

SA300-SF-RN4 =

AT KFERAK

SA300-SF-RN4 =

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

il DN ] g m&

Lc W

= =] UL I

Figl

e

=gr UL

N o N -
Ord;ri:\g?Code o e ke Ly a2 L d Fig? No. Sltior?_k Ord;-rIinmg%ode g g ke L d2 L d Figur?NO- S]i§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 o
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 ([
SA300-SF-RN4-12040A 12 4 48 62 11.5 100 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{EZUnit(mm)
SA300-SF-RN4-16030 16 3 40 51 15.5 93 16 1 ([ ]
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 A : PN PN =P = A
Cartfféims\tegsgalloy All(?y%tﬁemels Staiflzfsqmsteel Caﬁﬁon Alj?n?niu m éﬁl:]) l:Ip%r GraEp%ite Ca rtﬁ%ﬁms\tezlfﬂﬂlloy Allomy%fgle ls Stain;fiszmsteel C:fcil%rton Alj?rﬁniu 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

WETIHISH K Pled
Recommended Cutting Data * P164

WFEISH % 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

Y Y

Lo ¥

4
q Figl . . = Figl . . s
=ol-HI UL =ol-RIUL
hé fifdd Helix L h6é u A Helix
iTRS HS  EfF s BS  EF
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-IC-RN4-12030 12 3 30 40 115 83 12 1 [ } SA300-SF-IC-RN4-20040A 20 4 80 102 19 150 20 1 O
SA300-SF-IC-RN4-12030A 12 3 48 62 115 100 12 1 [ ) SA300-SF-1C-RN4-20050 20 5 50 63 19 108 20 1 O
SA300-SF-IC-RN4-12040 12 4 30 40 11.5 83 12 1 O SA300-SF-IC-RN4-20050A 20 5 80 102 19 150 20 1 O
SA300-SF-IC-RN4-12040A 12 4 48 62 115 100 12 1 O
SA300-SF-1C-RN4-12050 12 5 30 40 11.5 33 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 6SD<20 | 00
SA300-SF-IC-RN4-16020A 16 2 64 82 15.5 125 16 1 O {ZUnit(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-1C-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 #4%} Workpiece Material Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
Wi, e EEW = = MEs . &&= =k < oE Aas
Carbon steels. Alloy Alloy steels _*l%a%lﬂ l %%;* Alu?nli:nium Co l:Iper GraE%ite Carbon steels. Alloy Alloy steels s .Tﬁim l c %T% Alulrjn?nium Co l:Iper GraE%te
steels<35HRC <48HRC Stainless stee Cast Iron Alloys Alloys p steels< 35HRC <A48HRC tainless stee astIron Alloys Alloys p
© ©
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 =

67] KINE FA K

6 Flutes with a long neck, Corner Radius

@ Eﬁ
S & Dl Figl
Lc
L1
: =Xy ] L
THS BHS  EF
Ordering Code > 3 ke Gl d2 L d Figure No.  Stock
SA300-WF-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-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-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-RN6-25030 25 3 25 52 24 110 25 1 o
SA300-WF-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-RN6-25040 25 4 25 72 24 130 25 1 o
@R EETF Stock OFFUE Available upon Order D AETol
e<p<as | 502
F{IUnit(mm)
T {444%} Workpiece Material Material
1234 5 123 123 123 4 5
mW. €W AT < BE fFEE
Carbon steels. Alloy Alloy steels s Z{ﬁ‘fﬂ l C %T% Aluminium Copper Gr?%te
steels<<35HRC <48HRC tainless stee astIron Alloys Alloys P
©

© SEEMost Suitable O i&ASuitable

160 — GESAC

HFTIHI S8 % P164
Recommended Cutting Data 3 P164

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

SA300-WF-IC-RN6 =

67 KIE AR (RALFRE)
6 Flutes with a long neck, Corner Radius, Internal Coolant, Coating

T T - .
R —— CoE=EEMm

. o=
Ord;-rjif\lg%ode v = e L g2 L d Fig:25 No. Sltiorfk
SA300-WF-IC-RN6-16030 16 3 16 42 15.5 92 16 1 O
SA300-WF-IC-RN6-16030A 16 3 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-IC-RN6-20030 20 3 20 52 19 104 20 1 ([
SA300-WF-1C-RN6-20030A 20 3 20 73 19 125 20 1 o
SA300-WF-1C-RN6-20040 20 4 20 73 19 125 20 1 O
SA300-WF-1C-RN6-25030 25 3 25 52 24 110 25 1 o
SA300-WF-1C-RN6-25030A 25 3 25 72 24 130 25 1 o
SA300-WF-1C-RN6-25030B 25 3 25 92 24 150 25 1 o
SA300-WF-1C-RN6-25040 25 4 25 72 24 130 25 1 O
@FTfEETF Stock OFFARE Available upon Order D AZTol
1e<p<2s | 092
B IUnit(mm)
T #4% Workpiece Material Material
P M 3 N
1234 5 123 123 123 4 5
A Pas 0 .A. HPY
Ca rgﬁims\tezlfgmAlloy Allgy%femels Stai jf:ffﬂ teel C:j“flﬁm:o n Alj?n?n\i um g@ I:Ip%r Gr?p%it o
steels<35HRC <48HRC Alloys Alloys
©

O mE&Most Suitable O & Suitable LGB % 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

YIHIE YIHIRE 7z
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 .
~ 485
7075,7050, etc ae<04p | (1507949) ﬁ"'(’fﬁjﬁﬁﬂfate 1600 | 2000 = 3600 = 4500 @ 4500 4500 @ 4800 = 4800
SA300-RN2
=B & EAluminum Alloy—&%tSlotting
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<0.1D 65 gﬁ?ﬁ_‘;’fd 8000 | 10000 | 12000 | 15000 = 15000 = 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—1l#k Side Milling
TIHIE YIHIRE 77
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 s65 %%fﬁﬁffd 8000 10000 12000 15000 15000 15000 12000 10000
Aluminum alloy
> s
7075,7050, etc se<04p (1907945 "&"‘(’fﬁ;ﬁfﬂ)r*ate 2000 2500 5000 @ 6000 & 6000 6000 6400 = 6400

1. $7JERES, 7IERRYRRBEEIEHITE0.005mmEL T,
2. EEANEREHVRMTIR,
3. IBIRIETIEIRE., IRENIMEEERAE SR RH AR,

4, PRERBTVARKAERIGUTHAAHITN, MRDAR/KEK, 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

LIHI2 PIHIEE 71
Tt Cutting Depth | Cutting Speed ~ Tool Diameter 6 8 10 12 16 20 25 32
(mm) (m/min) (mm)
m 8447075, 7050% @ ap<0.1D ses g(iffiﬁ,‘ffd 8000 | 10000 | 12000 15000 15000 15000 12000 10000
Aluminum alloy . A
7075,7050, etc aesip  (1907949) EEMFeedRate 1co 5000 4200 5400 5400 5400 5800 5800
(mm/min)
SA300-BN2
fn=RaEAluminum Alloy— AU EEProfiling
L2 PIHIRE 71
Tt Cutting Depth | Cutting Speed ~ Tool Diameter 6 8 10 12 16 20
(mm) (m/min) (mm)
m $8447075, 7050% & ap<0.4D ses g(iffiﬁffd 8000 10000 12000 15000 = 15000 = 15000
Aluminum alloy . TV
7075,7050, etc ae<oqp |~ \I0VOMS) fEEMFeedRate 1400 1600 | 2000 2400 | 2400 | 2400
(mm/min)
1. BE7EEKBY, 7)EMEMBKENERITE0.005mmL T,
2. EEARIMRSBIHRF TR,
3. BIRIBIHIRE. RENESFER S Y ARERN AL RE,
4, ERZRBTASKAERIGBUTHRASITH, MRDASKEK, MINS4ERED, A, BEYRARER, HAREMTRE.
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 ST210sA &&= 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;

; R nE < " . e
Workﬁﬁgﬁ erial Regfgal Cutting Speed  Tool Diameter 6 8 10 1 16 20 o RAEMIMNETRER, BEROTIAIIHIF.
(m/min) (mm)
i) %2 Speed e Suitable for high performance machining of titanium alloys
Ba® ap<4D (i) 12000 13000 | 14000 = 16000 17000 18000 (TA7. TCA. TC18) and stainless steel.
Alumini 200~1150 .- L : S )
ij(',r;,':m 20<05 J&éﬁ%%;ﬁﬁ:ﬂ) Rate| gq0 3190 3360 3840 4080 4320 e Unequal division, unequal helix, effectively improved anti-

vibration performance, higher surface quality.
® Eccentric arc relief angle design improves edge strength and

guarantees surface quality.
SA300-WF/WF-IC E ® Special body for hard working materials, ensures longer tool life.

BaEAluminum Alloys—lI8tSide Milling

TIHI & p
g IHERE VAkES
I.#Mﬁ . senovel Cutting Speed  Tool Diameter 16 20 25
Workpiece Material Rate (m/rmin) (mm)
(mm)
Eas ap<2 5%5(%1?#%@ 17000 20000 22000
Aluminium 850~1750 AR Feed R . b i
Alloys 2e<0.7D e g ate 10200 12000 13200 =f5: ST210-SAFEEEMEMT
Case: ST210-S4 Slotting of TC4
JARS
-S4- VB
L. VRS, TSRS 005mm LT Type ST210-54-12030 {mm)
2. EEARIMREBIHKR TR 0.55
3. ERBUHIEE. RERNMEFER S ABEERNHARE, 0.5
4, LRBERDASKNERIMEUTRFHITN, NRIABKIK, 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 —0 e
peed 1592RPM (60m/min) e
pee 0 4 10 14 18 22 26 30
IHIEERS (m)
HABRE . Cutting length
Feed Rate 318mm/min (0.05mm/z)
TIHIAR 5
Cutting Method Slotting
IRE _ _
Cutting Depth ap=4mm, ae=12mm
REAR AR N2 "
Cooling Method Emulsion, External Cooling Aﬁ:?fﬂ‘:’g?g&;)m
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ST210-S4

LIRSS
4 Flutes Square

of
N et

CUTTING TOOLS FOR AEROSPACE

Figl ‘ ‘ - I I‘Iﬁ
L
7 — @q e - >~ sl [
+ : —c gy m
‘ Lc ne l m
L
TR ES ETF
Ordering code B 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 (]
ST210-S4-12030 12 30 75 12 2 [ ]
ST210-S4-14032 14 32 80 14 2 o
ST210-S4-16036 16 36 100 16 2 @
ST210-S4-20045 20 45 100 20 2 o
@FREETF Stock OFFE Available upon Order D ne
b<6 8.0
6<D<16 803
p-16 8.04
4L (mm)
T ##44#} Workpiece Materia
1234 5 123 123 4
M. &M aEW % =g A &
Carbon steels. Alloy Alloy steels st .;T%”"mt | EJI-T;EA Tit %t = %“
steels<35HRC <48HRC ainiess stee Itanium Afloys
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 | m
Lc
= <
= =ob-E ULl
Le " [ >~
L
Ordgifg%;:ode b R Le L d Fig%l‘f5 No. S,tgcf-k
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 o
ST210-R4-04010 4 1 11 50 4 2 ([
ST210-R4-05005 5 0.5 13 50 6 1 [
ST210-R4-06005 6 0.5 16 50 6 2 ([
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 o
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 o
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 o
@R EETF Stock OFFARE Available upon Order D ne
D<6 $02
6<D<16 | Q03
D>16 S0
B{i (mm)
T 4#4%l Workpiece Materia
P M S
1234 5 123 123 4
1 = = s
Caréﬁzﬂ;teglfi%oy A“sy%fgels Stainzizfjmsteel ,%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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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

ST210-RN4

AT KR Ak
4 Flutes Corner Radius with Reduced Neck

j

s =

=
L

ST210-R4

A7T)E Ak
4 Flutes Corner Radius

ali

e = O\ N\

a1 mo i [ (]

D

-
‘IT_
o

Ordgi%g%lcode D R Le L d Fig?No. S%fk Ordgifg’j::ode D R Le L1 d2 L d Fig? No. S%)rc?k
ST210-R4-12020 12 2 30 75 12 2 o 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 {
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 [ ] ST210-RN4-10010 10 1 20 30 9.4 75 10 1 o
ST210-R4-16050 16 5 36 100 16 2 ( ] ST210-RN4-10010A 10 1 30 50 9.4 90 10 1 o
ST210-R4-20005 20 0.5 45 100 20 2 o 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 o
ST210-R4-20020 20 2 45 100 20 2 o ST210-RN4-10030 10 3 20 30 9.4 75 10 1 o
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 o
ST210-R4-20050 20 5 45 100 20 2 ([ ] ST210-RN4-10030C 10 3 30 40 9.4 90 10 1 o

@1mEETF Stock OFFIE Available upon Order D NE STHORNE-12909 = 02 o " o % = . °
<16 _8 N ST210-RN4-12005A 12 0.5 24 50 11.4 100 12 1 o
oo16 .8.04 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 o
ST210-RN4-12020 12 2 24 40 11.4 90 12 1 o
ST210-RN4-12020A 12 2 24 50 11.4 100 12 1 { ]
@FRAERETF Stock OFFE Available upon Order NE
D<16 $os
16 o
B (mm)
T #4#4%} Workpiece Materia T 4#4%l Workpiece Materia
P M B P M H
1234 5 123 123 4 1234 5 123 123 4
PN P P PN
Ca rlf%ims\tezlfgmAlloy Allgy%fgels Stai:iffmsteel '%I-Iig-\ Ti tan%ii;i%llo s Cartfﬁf\ms\teglfil?-\lloy All(?y%flemels st _ZT%%%‘N teel %I-/IFI;?A Tit ﬁﬁ%“
steels<35HRC <48HRC Y steels <35HRC <48HRC aintess stee ftanium 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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=X IAR |

ST210-RN4

AT KR AL

CUTTING TOOLS FOR AEROSPACE

4 Flutes Corner Radius with Reduced Neck

AN

=
‘ L1
‘ L
Qe S L [u
Ord gi%g%lcode b R Le L1 d2 L d Fig%?No. S%)?c?k
ST210-RN4-12030A 12 24 40 11.4 90 12 1 o
ST210-RN4-12030B 12 36 50 114 100 12 1 [ ]
ST210-RN4-12030C 12 36 60 114 110 12 1 [
ST210-RN4-16005 16 0.5 32 50 15.4 100 16 1 (]
ST210-RN4-16005A 16 0.5 32 60 15.4 110 16 1 o
ST210-RN4-16010 16 1 32 50 15.4 100 16 1 [ ]
ST210-RN4-16010A 16 1 32 70 15.4 120 16 1 o
ST210-RN4-16010B 16 1 32 80 15.4 130 16 1 [ J
ST210-RN4-16010C 16 1 32 60 15.4 110 16 1 ([
ST210-RN4-16020 16 2 32 50 15.4 100 16 1 [ J
ST210-RN4-16020A 16 2 32 60 15.4 110 16 1 o
ST210-RN4-16030 16 3 32 50 15.4 100 16 1 @
ST210-RN4-16030A 16 3 32 70 15.4 120 16 1 o
ST210-RN4-16030B 16 3 32 80 15.4 130 16 1 [ )
ST210-RN4-16030C 16 3 32 60 15.4 110 16 1 o
ST210-RN4-16040 16 4 32 50 15.4 100 16 1 [ )
ST210-RN4-16040A 16 4 32 60 15.4 110 16 1 o
ST210-RN4-16050 16 5 32 50 154 100 16 1 [ )
ST210-RN4-16050A 16 5 32 60 154 110 16 1 o
ST210-RN4-16050B 16 5 32 70 154 120 16 1 [ ]
@I EETE Stock OFETRRE Available upon Order ne
D<16 303
D>16 S0a
B4 (mm)
T ##44#} Workpiece Materia
P M S
1234 5 123 123 4
PN P
Carlf%ims\tezlfgmAlloy Allgy%femels Stair;ﬁffmsteel %m?ﬁlkﬁ Tita n%ii;i%lloys
steels<35HRC <48HRC
O O © O @)

© B&E&Most Suitable ) i&&Suitable

170 — GESAC

HEFEIHI S % P174

Recommended Cutting Data 3 P174

AT IE 3k

ST210-RN4

4 Flutes Corner Radius with Reduced Neck

D

l;

ali

i

s =

=
L

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

N
=l UL [

Ordgi%giode o g Le -1 d2 L d a3 &
ST210-RN4-16050C 16 5 32 80 15.4 130 16 1 [
ST210-RN4-20005 20 0.5 40 60 19.4 110 20 1 o
ST210-RN4-20005A 20 0.5 40 80 19.4 130 20 1 o
ST210-RN4-20010 20 1 40 60 19.4 110 20 1 o
ST210-RN4-20010A 20 1 40 80 19.4 130 20 1 o
ST210-RN4-20010B 20 1 40 70 19.4 120 20 1 o
ST210-RN4-20010C 20 1 40 100 19.4 150 20 1 o
ST210-RN4-20020 20 2 40 60 19.4 110 20 1 o
ST210-RN4-20020A 20 2 40 80 19.4 130 20 1 o
ST210-RN4-20030 20 3 40 60 19.4 110 20 1 o
ST210-RN4-20030A 20 3 40 80 19.4 130 20 1 o
ST210-RN4-20030B 20 3 40 100 19.4 150 20 1 o
ST210-RN4-20030C 20 3 40 70 19.4 120 20 1 o
ST210-RN4-20040 20 4 40 60 19.4 110 20 1 o
ST210-RN4-20040A 20 4 40 80 19.4 130 20 1 o
ST210-RN4-20050 20 5 40 60 19.4 110 20 1 o
ST210-RN4-20050A 20 5 40 80 19.4 130 20 1 o
ST210-RN4-20050B 20 5 40 100 19.4 150 20 1 o
ST210-RN4-20050C 20 5 40 70 19.4 120 20 1 [ ]

@R EETE Stock OFETARE Available upon Order D ne
D<16 B3
o1 G
B (mm)
T #44#} Workpiece Material
P M S
1234 5 123 123 4
1 = = s
Caréﬁzﬂ;teglfi%oy Allc?y%flemels Stainzizfjmsteel ,%I-ﬁ;g Tita rﬁiﬁ%ﬂoys
steels<35HRC <48HRC
O O ©) O ©

© &iE&Most Suitable () i&& Suitable

HEFEIHI S % P174
Recommended Cutting Data 3 P174
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ST210-RLS5

571K 7Rk

5 Long Flutes Corner Radius

;

‘ Lc

—aANNN
= Rl L

IT5RS Es ETF
Ordering code D R Le L d Figure No. Stock
ST210-RL5-16005 16 0.5 48 100 16 1 o
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 ([ J
ST210-RL5-25005A 25 0.5 125 205 25 1 (]
@1 EE Stock OFFAE Available upon Order D nE
b<16 $03
D>16 $oa
BAL (mm)
T ##44#} Workpiece Materia
1234 5 123 123 4
. W AEW % PN N
Carbon steels. Alloy Alloy steels st .;T%”"mt | EI—TEEA 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

—a—

Figl
Lc
L
g
=== tit =) 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 ([
ST210-B4-03006 B 1.5 6 50 6 1 o
ST210-B4-04008 4 2 50 6 1 o
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 ([
ST210-B4-10018 10 5 18 75 10 2 o
ST210-B4-12022 12 6 22 75 12 2 o
ST210-B4-16030 16 8 30 100 16 2 (]
ST210-B4-20038 20 10 38 100 20 2 o
@ITEETF Stock OFBFAE Available upon Order ne
R>1 +0.02
B (mm)
T #44#} Workpiece Material
1234 5 123 123 4
M. 5N AW ek =g A &
Carbon steels. Alloy Alloy steels St .Ti”’mt l EJI-/IEI;?A 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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f=MRIIEITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

HEF IS HEF IS

Recommended Cutting Data Recommended Cutting Data
ST210—S4. R4. RN4 ST210—RL5
£K& = Titanium Alloys —— I8t Side Milling £K& = Titanium Alloys — I8t Side Milling
g YIHIE YIHIRE 7 q TIRE IHIERE 7E
T ; : : Tt : : .
F q Cutting Depth Cutting Speed Tool Diameter 2 3 4 5 6 8 10 12 16 20 P : Cuttingdepth ~ Cutting Speed Tool Diameter 16 20 25
Workpiece Material (o) (m/min) (mm) Workpiece Material i) (m/min) (mm)
ap<1.5D *’ggquir‘]’_‘f)‘*d 9555 6370 4780 3820 3185 2390 | 1910 1590 1195 955 B N ap<0.7*Lc % g(iffiﬁ_‘f)ed 9280 780 620
®aE 60 . L :
e - AR EFeed Titanium Alloy (40-60) 44 EFeed Rate
E TitaniumAlloy | < 05p | (407100) Rate 380 305 285 305 320 335 345 350 310 305 ae<0.1D (mm/min) 3% 310 300
(mm/min)
ap<1.5D ¥ESpeed | 15740 8490 6370 5095 4245 3185 2545 2020 1590 1275 &3 LA K.
M iy (60110 5&*‘%‘1 F)eed MEREIHIER M TR
Stainless Steel 60~110 = 1. EEANMERSHNE, ZICRARIBHITIR,
2e<0.25D (i) 760 | 575 | 510 | 510 | 510 | 510 | 510 | 485 | 445 | 430 2, SEIBEIRNT IR, R &N SR T5E N IR A A A,
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
ST210-S4. R4. RN4 K& Titanium Alloys — {AH2 8t Profiling
K& Titanium Alloys — 1% Slotting
—— URE  HEE DAL
e - . i Workpiete Material Cuttzm)epth Cut(trlT?/gm sig;n_ed Tool([r)T:?nn)ﬁeter 2 3 4 5 6 8 10 12 16 20
Workpiece Material Cutting depth Cutting Speed Tool Diameter =~ 2 3 4 5 6 8 10 12 16 20 = 4
(mm) (m/min (mm) ap<0.2D g(msirﬁ’_‘f)e 8000 | 6300 5580 4500 | 3715 2785 2230 1860 1390 1120
ap<1D ﬁggsp,f)ed 6370 | 4245 | 3185 2545 2120 1590 1270 1060 795 = 635 B Titaﬁ;ﬁ\“oy (607~080) A
B gag A 40 ‘#éAg};F d ae<0.3D Feed Rate 800 | 1000 1000 800 @ 670 610 @ 535 480 445 360
o N HLGIRE Fee i
Titanium Alloy < 1p (30-60) " Rate 255 200 190 170 @ 170 190 @ 200 & 210 190 & 190 (mmjmin)
(mm/min)
ap<1D %gi?rﬁ’ffd 9555 6370 | 4775 | 3820 | 3185 2390 | 1910 K 1590 1195 955 1. ST, 7]EBATR B EEEITE0.0Imm .
M R 60 R eed 2. AR AR T,
Stainless Steel o <1p (50-70) Rate 380 | 305 285 305 320 335 345 350 310 305 3. BRETHIEE. BENNMESERTELBRORMELERL, __ e meris e o
(mmymin) 4 TERERBNABKNEREMELTRASATN, NRIABKIK, MTNEFEER, 1E, HENERER, #ORENIRE,

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 CUTTING TOOLS FORAEROSPACE | MZ=MXIIHITA

US260-SS4A =

4 T)RET] K
4 Short Flutes, Square

\‘QK
Ulﬂi — \4%? Figl [ E——

o EATAEM (<380HB) KIMEMI. #EMI; L

o XAMBRNTIAEAKTIRARIZ, RAMMIMAEMAFEINIHE T —
== - = DL
Lc " l m

%, NAESGK;
L

US260:@ AR AN TILEET]
US260 Endmills for General Machining of Stainless Steel

k

o EATFEBERHIALINT, EHE. MEE. XEH (ap<0.1D) ;
o NS, ARBNR AN o

e Suitable for roughing and finishing machining of stainless

steel (<380HB). Orderi:p:ig%ode B Le L d Fig?No. S%fk
® 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 ®
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 9 4 50 4 1 °
e |t is recommended to adopt oil cooling and water cooling. US260-SS4A -03003 3 3 50 4 1 Py
US260-SS4A -03006 3 6 50 4 1 [ J
US260-SS4A -04006 4 6 50 4 2 o
US260-SS4A -06006 6 6 50 6 2 [ J
US260-SS4A -06010 6 10 50 6 2 o
US260-SS4A -08015 8 15 60 8 2 [ J
US260-SS4A 10015 10 15 50 10 2 o
US260-SS4A -12015 12 15 50 12 2 [ J
US260-SS4A-16024 16 24 100 16 2 [ J
US260-SS4A-20030 20 30 100 20 2 [ J
@ iTAEETF Stock O FHFAE Available upon Order nE
D Tolerance
D<12 S
D>12 S
E{iunit (mm)
T #4%} Workpiece Material
P m I3 S|
1234 5 123 123 123 4
Pas
c@i?;?dn Sieal N T % Bans e
<%)él§|t}§gl <48HRC Stainless Steel CastIron HRSA Titanium Alloy
O O (©) O O O

O &iE&Most Suitable O i&& Suitable LB % P182

Recommended Cutting Data 3 P182
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fAz=MAIIEI TR | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FOR AEROSPACE | M=MXLIMITA

US260-S4A =

4 7]k
4 Flutes, Square

‘{K
”H‘F — @q Figl (

US260-RS4 ==

4 7)5E7) R Ak
4 Short Flutes, Corner Radius

of @
S E— @ Figl |

L L Q
_ _ —
o — o Fig2 o — - 0 Fig2
=3 - SOmSEmm je—— SrmsEm
‘ Lc h6 ‘ Helix Lo 16 ‘ m
L L
TS ES ETF RS ES EF
Ordering Code D Le L d Figure No. Stock Ordering Code D Le ¥ L d Figure No. Stock
US260-S4A-01003 1 3 50 4 1 [} US260-RS4-01001 1 2 0.1 50 4 1 o
US260-S4A -01504 1.5 4 50 4 1 [} US260-RS4-04001 4 5 0.1 50 4 2 ( }
US260-S4A -01505 1.5 5 50 4 1 [ } US260-RS4-04002 4 5 0.2 50 4 2 [ }
US260-S4A -01506 1.5 6 50 4 1 [ ) US260-RS4-05001 5 6 0.1 50 6 1 [ )
US260-S4A -02006 2 6 50 4 1 [ } US260-RS4-06001 6 8 0.1 50 6 2 [ )
US260-S4A -02508 2.5 8 50 4 1 [ ) US260-RS4-06002 6 8 0.2 50 6 2 [ J
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 (]
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 [ ) US260-RS4-10002 10 15 0.2 50 10 2 (]
US260-S4A -08020 8 20 60 8 2 [ J US260-RS4-10005 10 15 0.5 50 10 2 [ ]
US260-S4A -10025 10 25 75 10 2 [ J US260-RS4-12010 12 15 1 75 12 2 [ J
US260-S4A -10030 10 30 75 10 2 [ J US260-RS4-16010 16 24 1 100 16 2 [ J
US260-S4A -12030 12 30 75 12 2 [ J US260-RS4-20010 20 30 1 100 20 2 ( J
US260-S4A -16036 16 36 100 16 2 o _ .
@ iTAEETF Stock O HFATE Available upon Order nE
US260-S4A-20045 20 45 100 20 2 ( } 2 Tolerance
D<12 Sw
@ 1RAERETF Stock O FFAE Available upon Order = 0~
b Ng D>12 -0.03
Tolerance — -
D<12 -8.02 B{funit (mm)
D>12 803
g{iunit (mm)
T #4% Workpiece Material T 1#4%} Workpiece Material
1234 5 123 123 123 4 1234 5 123 123 123 4
. & & . N, S & .
Carbon Steel, o=, TN ek mEse e Carbon Steel, o= THN ik mEAE Has
Ag%)éatscel <4%HRC Stainless Steel Cast Iron HRSA Titanium Alloy Agg)éa'fsgl <4¥3HRC Stainless Steel Cast Iron HRSA Titanium Alloy
O O © O O O O O © O O O

O SiEBMost Suitable

178 — GESAC

O 3&A&Suitable

HEFFLIHISH% P182

Recommended Cutting Data 3% P182

© ®iEAMost Suitable

O 3&&Suitable

WIS % 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

of ® of ®

o] e )i b-5] U p —— Tﬁii

Lc

Ry
=i S

L L

Ord gi%gg%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 o 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 [ ) US260-R4-10010 10 25 1 75 10 2 o
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 (] US260-R4-12010 12 30 1 75 12 2 ([
US260-R4-63001 3 9 0.1 50 6 1 [ ] 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 ()
US260-R4-63003 3 9 0.3 50 6 1 [ ] US260-R4-16020 16 36 2 100 16 2 ([
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 [ J 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 bt

Tol(;erance @ iTAEETF Stock O HFAE Available upon Order nE

D<12 20.02 D Tolerance
D>12 S0 p<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
P Pas
é%?naﬁﬁ Wi iolt A5 ek Bans e Chrbon Stecl, Moot T ok mans v
<%)él§|t}§gl <48HRC Stainless Steel CastIron HRSA Titanium Alloy Agg)éa'gggl <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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f=MXIEI TR

CUTTING TOOLS FOR AEROSPACE

HEF IS

Recommended Cutting Data

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

L ngbesth  Cuting Speed  Tool blan 1 15 2 3 4 6 8 10 12
- . Cutting Dept Cutting Spee Tool Diameter .
Workpiece Material (mm) (m/min) (mm)
M Rex | ap<ID Fspeed 13000 11000 10000 9500 9000 8000 6000 5000 4500
Stainless 40-180 ..
Steel  ae<0.1D pEmiecdRate 1400 1700 2200 2700 3000 3500 3800 4000 4200
US260-SS4A. S4A
TEAH Stainless Steel—m@ ¥t Face Milling
" YR YIS nE
Teere . ) )
- ) 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 aERcedRate 1300 1600 2100 2600 2800 3200 3500 3800 4000
US260-R4/RS4
TEEH Stainless Steel — Mk Side Milling
YIS YIS nE
Teere . ) )
- ) Cutting Depth  Cutting Speed  Tool Diameter 1 L5 2 3 4 6 8 10 12
Workpiece Material (mm) (m/min) (mm)
M R ap<ID Fspeed 13000 11000 10000 9500 9000 8000 6000 5000 4500
Stainless 40-180 ..
Steel  4e<0.1D pEmiecdRate 1500 1800 2400 3000 3200 3600 3800 4000 4200
US260-R4/RS4
TN Stainless Steel—mE$% Face Milling
Yl YIS nE
Terhe . ) )
- ) 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 ERETced 2 1500 1800 2400 3000 3200 3600 3800 4000 4200
LiEE AR R BIHRF TR,
LIFIRBIHIEE., BRSNS SRR RN,
3 ERREBIABKNERMSUTRAFITN, NRNASKIK, MINSSER, LK, HEYEERE, HARENRE,

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.

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

FH. N2

Emulsion, External Cooling

=
TNAES $5600-R4-16015
Type
|
TR D16*R1.5*32%92*d16
Size
IR
Workpiece Material 15-5PH
230 )
Speed 1300rpm (65m/min)
2.5
HERE )
Feed Rate 130mm/min (0.0025mm/z) ,
IEIA i 1.5
Cutting Method Slotting
1
IiRE ~ _
Cutting Depth ap=7mm, ae=l6mm 05
0 T 1

GESAC

NI#E (pcs)
Processing Quantity (pcs)

AL
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SS600-5S4 &= SS600-SS4 =

A7)k AT)RRTI ¥k
4 Flutes Square 4 Short Flutes Square
uﬁli B #ﬁa Figl % [ Wﬁ& 3
- | ol
5 = NN 5 = %
L L
© — o Fig2 °20°
== - =l UL e SomEEnm
Le h6 Helix ] I h6
. ) Lc
IT5RS ES EF IT&RS ES ETF
Ordering code b Le L d Figure No. Stock Ordering code D 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 [ ) SS600-S4-05013 5 13 50 6 1 o
SS600-S4-06016 6 16 50 6 2 () SS600-S4-06016 6 16 50 6 2 o
SS600-54-08020 8 20 60 8 2 [ ) 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 ([
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 ([ ]
@I EREETFE Stock OFEFARE Available upon Order D NE @A Stock OFEFARE Available upon Order D NE
D<6 02 D<6 $02
6<D<12 D3 6<D<12 L3
D>12 Doa p>12 B4
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
. a5 & . . &&W & .
Carbon Steels, 2B TN i mEASE e Carbon Steels, o2 P TR 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

57)F3k
5 Flutes Square

CUTTING TOOLS FOR AEROSPACE

—

=R S |

T8RS 77
Ordering code B Le L d Stock
SS600-S5-06016 6 16 50 6 o
SS600-S5-08020 8 20 60 8 o
SS600-S5-10025 10 25 75 10 o
SS600-S5-12026 12 26 83 12 o
SS600-S5-16032 16 32 92 16 o
SS600-S5-20038 20 38 100 20 o
SS600-S5-25050 25 50 125 25 (]
@R EETF Stock OFEFUE Available upon Order D AZTol
D<6 S0
6<D<12 B3
D>12 Soa
E{iunit (mm)
T 4#4%} Workpiece Material
1234 5 123 123 123 4
. &&W S .
Carbon Steels, Allc? %feﬂels W 2223 Saas TN
Alloy Steels <1¥8H RC Stainless Steel Cast Iron HRSA Titanium Alloys
<35HRC
© O O @) O ©

O B3E&Most Suitable

186 — GESAC

(O i&ASuitable

SS600-R4 ==

A7)k

4 Flutes Corner Radius

L

t,Hli -

‘ Lc

o %
o E——

CUTTING TOOLS FORAEROSPACE | M=MXLIHITA

pr— N

R i e A (3 ]

ITRS Es 77
Ordering code D R Le L d Figure No. Stock
SS600-R4-02002 2 0.2 50 4 1 o
SS600-R4-03005 3 0.5 50 4 1 o
SS600-R4-04005 4 0.5 11 50 4 2 o
SS600-R4-64005 4 0.5 11 50 6 1 o
SS600-R4-05005 5 0.5 13 50 6 1 o
SS600-R4-06005 6 0.5 16 50 6 2 ([
SS600-R4-06010 6 1 16 50 6 2 o
SS600-R4-08005 8 0.5 20 60 8 2 ([
SS600-R4-08010 8 1 20 60 8 2 o
SS600-R4-10005 10 0.5 25 75 10 2 ([
S$S600-R4-10010 10 1 25 75 10 2 o
SS600-R4-10020 10 2 25 75 10 2 o
S$S600-R4-12005 12 0.5 26 83 12 2 (]
@MHEETE Stock OFFME Available upon Order D AETol
D<6 S0
6<p<12  J3
Efiunit (mm)
T 4#4%} Workpiece Material
1234 5 123 123 123 4
. &&W PN —_
Carbon Sc'lceels, Allc? %fgels EW B ERaS HEa®
Alloy Steels <£¥8HRC Stainless Steel Cast Iron HRSA Titanium Alloys
<35HRC
O @) @) © O @)

IEFFLIHIS# % P193
Recommended Cutting Data % P193

O siE&Most Suitable

(O &&Suitable

EFLHI S8 % 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

RN e RN
. =] UL | E—— =g ] UL |

Ordé:rri%iiode R Le L d FigmeNo. &5 ord ;:rri%\gg%code D R Le L d e No. o
SS600-R4-12010 12 1 26 83 12 2 o SS600-RS4-02001 2 0.1 4 50 4 1 ([
SS600-R4-12020 12 2 26 83 12 2 o SS600-RS4-04002 4 0.2 6 50 4 2 ([
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 o SS600-RS4-10005 10 0.5 14 60 10 2 ([
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 o SS600-RS4-20010 20 1 26 100 20 2 o
S$S600-R4-20005 20 0.5 38 100 20 2 o
SS600-R4-20010 20 1 38 100 20 2 () @REETF Stock OFFE Available upon Order D AZTol
S$S600-R4-20020 20 2 38 100 20 2 o D<6 B.02
SS600-R4-20030 20 3 38 100 20 2 o 6<D=<12 So03

p>12 S04
@THEETE Stock OFFME Available upon Order 5 Al & tunit (mm)
D<6 802
6<p<12 | J.3
p>12 B0
B {iLunit (mm)
T H#4% Workpiece Material T {#1#l Workpiece Material
P M 3 H P M K S|
1234 5 123 123 123 4 1234 5 123 123 123 4
PaN PN
ciff;l%;] Siocie Al s T 5k B e Carbon Sioele A s T sk BESE A
<0%/55|_'|CE%IS <A8HRC Stainless Steel Cast Iron HRSA Titanium Alloys All<o?)>/55|$§ecls <A48HRC Stainless Steel CastIron HRSA Titanium Alloys
©) ©) O O O ©) © O O ©) O ©
© ®iE&Most Suitable O E&Suitable RIS % P193 O SiE&Most Suitable O iE&Suitable YR % P193
Recommended Cutting Data  P193 Recommended Cutting Data  P193
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SS600-RS = SS600-RS =

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

-DI <H7 I I . - S-S ° <H7 — I - — BRSSO
W Lc Lc
| L o oo g S L [ L <= S L [

ord gi%g?code L . Le L d S%)?C?k ord gi%g?code = . Le L d S%)?C?k
S$S600-R5-06005 6 0.5 16 50 6 o S$S600-R5-12005 12 0.5 26 83 12 [
SS600-R5-06005A 6 0.5 16 60 6 o SS600-R5-12010 12 1 26 83 12 o
SS600-R5-06005B 6 0.5 16 75 6 [ S$S600-R5-12020 12 2 26 83 12 o
SS600-R5-06010 6 1 16 50 6 o SS600-R5-12030 12 3 26 83 12 o
SS600-R5-08005 8 0.5 20 60 8 [ SS600-R5-16010 16 1 32 92 16 [
SS600-R5-08010 8 1 20 60 8 o SS600-R5-16020 16 2 32 92 16 o
SS600-R5-08010A 8 1 20 75 8 ([ SS600-R5-16030 16 3 32 92 16 ([
SS600-R5-10005 10 0.5 25 75 10 o SS600-R5-20010 20 1 38 100 20 o
SS600-R5-10010 10 1 25 75 10 o SS600-R5-20020 20 2 38 100 20 ([
SS600-R5-10010A 10 1 25 100 10 o SS600-R5-20030 20 3 38 100 20 ([
SS600-R5-25030 25 3 50 125 25 o
@ITEETE Stock OFTRE Available upon Order D AZTol
D<6 '8-02 @1TAEETF Stock OZFEFARE Available upon Order D AZTol
6<D<12  J3 D<6 90
D>12 S04 6<D<12 B3
g{iunit (mm) D>12 _8.04
B {izunit (mm)
T #4#4#} Workpiece Material T 444} Workpiece Material
P M K H P M 3 H
1234 5 123 123 123 4 1234 5 123 123 123 4
A A
cgfﬁﬂh Seets Al ats T ek HASE gew Carbon Stecte Al ts T ek HASE gew
ggsﬁsgls <A48HRC Stainless Steel Castlron HRSA Titanium Alloys All<o¥55|$§¢(e:ls <A48HRC Stainless Steel Cast Iron RSA Titanium Alloys
O ©) ©) © O O O O ©) © O 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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m HEF IS

Recommended Cutting Data

SS600-B4

ATVERSK
4 Flutes Ball Nose

SS600-SS4/RS4

RENFor Stainless Steel—1{MI8E Side Milling

LY
o ——— G * .
i cneDesth  Cuting Speed (Do 4 6 8 10 12 16 20
- . Cutting Dept Cutting Spee Tool Diameter
T ) Lc Workpiece Material (mgm) (m/min) (mm)
| <1.5D #ikpeed 6730 4245 3185 2545 2020 1590 1275
E‘,‘ TIAIN mum M Stzz:isr?l%emss | P 80 (min-1)
T o N s Steel  ae<02sp  (©07110) EmmiccdRate 510 510 510 510 485 445 430
B s%&de | ap<1s5D 60 $§(E§Sirr§)ed 4780 3185 2390 1910 1590 1195 955
Titanium
40~1 e
- = Aloys = ae<osp 1071000 smmmreedmate g5 350 335 354 350 310 305
1]-.91? D R Lc L d B= Eﬁ (mm/min)
Ordering code Figure No. Stock
SS600-B4-02004 2 1 50 4 1 [ )
SS600-B4-04008 4 2 50 4 2 o SS600-SS4/RS4 m
S$5600-B4-06012 6 3 12 50 6 2 ° FEEStainless Steel— &% Slotting
SS600-B4-08014 8 4 14 60 8 2 [ ) S LIS MR nE
$S600-B4-10018 10 5 18 75 10 2 ° Workpiece Material  CUt{ng DePth Cu?rl:/%"lsiﬁ)eed Too‘(?rﬁmn;eter 4 6 8 10 12116 20
55600-84-12022 L2 o 2 » 12 2 o REH ~ ap<L5D 60 i ion 4775 3185 2390 1910 1590 1195 955
$S600-B4-16030 16 8 30 100 16 2 ° M stainless (5070) A ed Rt
HemR iz ree ate
$S600-B4-20038 20 10 38 100 20 2 ° Stee aesID (mm/min) 285 | 320 | 335 | 345 | 350 | 310 | 305
t%has | ap<LsD Falspeed 3185 2120 1590 1270 1060 792 635
O1TEETF Stock OFFARE Available upon Order K%ETol Titanium———— (3(;1"060) e
R>3 | +0020 Alloys ' ae<1D EERTecaRae 190 | 190 190 200 210 190 190
E{ifunit (mm)
LiAEARIER SRR TR,
2IBMRIETIHIRE., RENIMESERANE SRR RHLRE,
3 LERERBINABKABERAELUTHRAGNTH, MRDARKIK, MINSEEIRE, L, HELERER, #AREMTIRE,
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.
T 4#4%} Workpiece Material
1234 5 123 123 123 4
W, €W AEW .
Carbon Steels, Allov Steels THW B BREE 7 N=
Alloy Steels <X8HRC Stainless Steel Cast Iron HRSA Titanium Alloys
<35HRC
© © O O O ©
© ®iE&Most Suitable O iE&Suitable LGB % P194
Recommended Cutting Data % P194
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HEFIHIZ L

SN200 &REE& 4N ITIIskT]
Recommended Cutting Data

SN200 High Performance Endmills for Heat Resistant Super Alloy

SS600-B4 m
. . . o
FEEMStainless Steel —1AELHE Profiling ERE RS ST, BT,
o~ i . - o WRITIRNG, IR, AR,
Workpiece Material cUttzr;]gn[]))epth CUt(trir?/gm sig;:-ed Tool(l?ri;n;eter 6 8 10 12 16 20 o ISHRMEE SRR, EMyORE, RIEVHIRARE.
M R~ ap<0.2D 100 i 5300 3980 3180 2650 1990 = 1590 ¢ Suitable for both the rough and finishing of HRSA
Stainless » sas ® Special edge design, guarantees high rigidity and reduces
Steel | ae<op (8071200 mmmEFeedRote 1100 1100 1080 1050 1030 1020 vibration
a sae | ap<0.2D o $§(i§15ir;])f)ed 3715 | 2785 2230 1860 @ 1390 = 1110 ° Specizl dizposing of endmrifll cuttingl edge, improves edge
Titanium " T strength and guarantees surface quality
Aloys  ae<oop ~ (6080) WEERTecaRale 670 610 535 | 480 445 352
SS600-S5/R5 E
BN Stainless Steel—1Is% Side Milling
Terpis . 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 " $’s‘(i§15iﬁ_¢la)ed 4245 | 3185 2545 2020 1590 1275 1019 Case: SN200-R4 Endmills for Scallops of Engine Casing Machining
Stainless ~ an
Steel | ae<oosp  (607110) WERETecoRale 633 | 638 638 600 556 535 427
N JJRRS
E thae | ap<L5D 60 jislee 3185 2390 1910 1590 1195 955 = 764 Type SN200-R4-12010
Titanium - aas
Aloys  ae<oasp  (407100) WEERPecaRale 400 418 432 437 387 381 305
n%fmﬁ D12*R1*26°83*d12
1ze
LiAEARIMEREMALAR TR, T A
2IBRIETIHIRE., RENMFRRANE SRR ENHLAERE, f

3 ERERBRNABRKNERMELUTHAAGITE, MRTDARKIK, MINZ~ERE, L, HEYFRER, 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. Sizgd 800RPM (30m/min) e A
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)
HARE . 40
Feed Rate 100mm/min (0.03mm/z)
30
PIEIA Mgk
Cutting Method Side milling
20
IRE _ _
Cutting Depth ap=10 mm, ae=2-12mm 10
REAR AR M2 0 : ‘

194 _ GESAC

Workpiece Material

RENE’ 41(48HRC)

Cooling Method

Emulsion. External Cooling
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SN200-R4

AT)E Ak
4 Flutes Corner Radius

e

. S
S R R Ea-——

‘ Lc

SN200-R4

AT)E Ak
4 Flutes Corner Radius

L L
SN200-R4-01001 1 0.1 3 50 4 1 o SN200-R4-06002 6 0.2 15 50 6 2 o
SN200-R4-61001 1 0.1 3 50 6 1 () SN200-R4-06005 6 0.5 15 50 6 2 ([
SN200-R4-01501 1.5 0.1 4.5 50 4 1 o SN200-R4-06010 6 1 15 50 6 2 o
SN200-R4-61501 15 0.1 4.5 50 6 1 () SN200-R4-06015 6 15 15 50 6 2 ([
SN200-R4-02002 2 0.2 6 50 4 1 o SN200-R4-08002 8 0.2 20 60 8 2 o
SN200-R4-62002 2 0.2 6 50 6 1 o SN200-R4-08005 8 0.5 20 60 8 2 ([ ]
SN200-R4-02005 2 0.5 6 50 4 1 o SN200-R4-08010A 8 1 20 60 8 2 ([
SN200-R4-62005 2 0.5 6 50 6 1 o SN200-R4-08015 8 1.5 20 60 8 2 ([
SN200-R4-03002 3 0.2 8 50 4 1 o SN200-R4-08020 8 2 20 60 8 2 ([
SN200-R4-63002 3 0.2 8 50 6 1 o 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 ([
SN200-R4-63005 3 0.5 8 50 6 1 o SN200-R4-10010A 10 1 25 75 10 2 o
SN200-R4-04002 4 0.2 11 50 4 2 o SN200-R4-10015 10 1.5 25 75 10 2 ([
SN200-R4-64002 4 0.2 11 50 6 1 o SN200-R4-10020 10 2 25 75 10 2 o
SN200-R4-04005 4 0.5 11 50 4 2 o SN200-R4-10025 10 2.5 25 75 10 2 ([
SN200-R4-64005 4 0.5 11 50 6 1 o SN200-R4-12002 12 0.2 26 83 12 2 ([
SN200-R4-05002 5 0.2 13 50 6 1 o SN200-R4-12005 12 0.5 26 83 12 2 o
SN200-R4-05005 > 0> B 20 o ! ¢ @17 Stock OBFAE Available upon Order D AZTol

@177 Stock OBHUE Available upon Order AETol <12 §o

D<12 o3 D>12 oa
D>12 Soa {iunit (mm)
#{iunit (mm)
T ¥ Workpiece Material T ### Workpiece Material
P M H B M B
1234 5 123 123 4 1234 5 123 123 4
Cargﬁims\teﬁsﬁﬁilloy Allfg/ﬁst%?els AW BEAE | HEE Cargiizmgteﬁfgﬂlloy Alloéy%tffg]els W BREaE GE
stee|s<35l:|RC <48HRC Stainless steel HRSA Titanium Alloys steels< 35HRC <48HRC Stainless steel HRSA Titanium Alloys
O 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

L
i E— = — : —

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

‘ Lc

155 Es PEfF 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 o SN200-RH4-10010 10 1 25 100 10 1 ([
SN200-R4-12025 12 2.5 26 83 12 2 [ SRR L0 2 25 Ly Ly 1 L
SN200-R4-12030 12 3 26 83 12 5 ° SN200-RH4-12010 12 1 26 100 12 1 )
SN200-R4-16002 16 0.2 3 9 16 2 P SN200-RH4-12020 12 2 26 100 12 1 o
SN200-R4-16005 16 05 32 9 16 2 °® SN200-RH4-16010 16 1 32 110 16 1 o
SN200-RH4-16020 16 2 32 110 16 1 ([
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 o
SN200-R4-16020 16 2 32 92 16 2 o
SN200-R4-16025 16 25 32 92 16 2 o @FTHEETE Stock OFEFE Available upon Order AZTol
p<12 3
SN200-R4-16030 16 3 32 92 16 2 ° o
b>12 -0.04
SN200-R4-16040 16 4 32 92 16 2 [ 41 unit(mm)
SN200-R4-20002 20 0.2 38 100 20 2 o
SN200-R4-20010 20 1 38 100 20 2 ([
SN200-R4-20020 20 2 38 100 20 2 o
SN200-R4-20030 20 3 38 100 20 2 [
@ITEETE Stock OFETRE Available upon Order
AZETol
D<12 o3
p>12 oa
{ifunit (mm)
T+ Workpiece Material TH44% Workpiece Material
1234 5 123 123 4 1234 5 123 123 4
. 52N aEW S =g A & M. &M AEW =3
Carbon steels. Alloy Alloy steels StainTleiffmsteel 'EJI-/IMR?Aﬁ Tita nﬁﬁﬁw%llo s Carbén steels. Alloy Allgly steels AW BREAS | saw
steels<35HRC <48HRC Yy steels< 35HRC <A8HRC Stainless steel HRSA Titanium Alloys
@) 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-B4

47)EkK

4 Flutes Ball Nose

[ o S
S — Fol e — 2 .
] o E————

R =Rl U |
Le hé ‘ Helix il Ballnose

SN200-BH4

AT)KARIR K
4 Flutes Ball Nose with Long Shank

ﬁ.m

Sk
4 AlcrN m‘!a“ Ballnose

Ordéjl[i%ﬁ:ode D R Le L d Fig:em5 No. Sjjciorfk Ordg: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 ()
SN200-B4-63006 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

{ifunit (mm)

T 4% Workpiece Material T 448l Workpiece Material

P M S P M S

1234 5 123 123 4
. 5EW BEW N
W BEaE KEE
Carbon steels. All Alloy steel : L
arstggl: <e§55H RC oy <OX85|_|ER%S Stainless steel HRSA Titanium Alloys
O O O (©) O

© B&E&Most Suitable () i&&Suitable

200 — GESAC

HEFFLIHI S % P202
Recommended Cutting Data 3 P202

1234 5 123 123 4
. &&= EEW .
REEW BRaE b7 =
Carbon steels. All Alloy steel . L
arstce>2§<e§55H RC oy <02/85HeReCs Stainless steel HRSA Titanium Alloys
O O O © O

© &iE&Most Suitable () i&& 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
R )
Speed 1600RPM (30m/min)
HERE .
Feed Rate 128mm/min (0.02mm/z)
TS LG
Cutting Method Profiling
IRE

Cutting Depth ap=0.48mm, ae=0.8mm

REABR LK. N2
Cooling Method Emulsion. External Cooling

VB (mm)
0.25

0.2

—o— SN210-TB4 N -

0.15
0.1

—o—RB

0.05

T T T T T T T 1

0 2 4 6 8 10 12 12

IHIEEE (m)
Cutting length (m)

GESAC ARE

LR Cut?ijrftfpth Cugﬁgied Tool ?)::Zzzr:neter 6 8 10 12 16 18
Workpiece Material i) (m/min) (mm)
sHmaas  ap<ID ’s %ﬁ?ﬂ"_‘i‘fd 1325 995 795 660 495 440
o 2e<0.1D (15-35) iﬁgﬁﬁ%iﬁﬁﬂfa‘m 160 160 190 185 160 175
B sHmEse  ap<ID " ﬁ(ﬁisn?‘i‘fd 1060 795 635 530 400 350
e 2e<0.1D (15-30) ﬁgﬁﬁ%iﬁﬁﬂf“a 125 125 150 145 125 140
mEmRase  ap<ILD . %ﬁ?ﬂ?‘iid 1325 995 795 660 495 440
bagleiikﬁilR_SA 2e<0.1D (15-30) ﬁéﬁgﬁ’f&ﬁﬁﬂ)’me 160 160 190 185 160 175
SN200-R4/RH4
BSaa® HRSA— &% Slotting E
LR Cu;ﬁﬁgutfpth cuttﬂﬁgfied Tool ?)::Zzzr:neter 6 8 10 12 16 18
Workpiece Material i) (m/min) (mm)
gEmEase  ap<0.5D - %Effiﬁffd 1060 795 635 530 400 350
Fen’ ae<1D (10-30) iﬁgﬁgﬁ’f&ﬁﬁﬂfa‘m 105 95 9 95 80 75
E s#HEEAS  ap<0.5D 15 ﬁ(iffirﬁ’ffd 795 600 475 400 300 260
R ae<1D (10-25) ﬁgﬁgﬁ%iﬁﬁﬂfa‘ta 65 60 60 60 60 55
wEEmRAE:  ap<O5D 2 ﬁgi?ﬁf)ed 1060 795 635 530 400 350
bagleiikﬁilR_SA ae<1D (10-30) ﬁéﬁgﬁ’f&ﬁﬁﬂ)’%‘te 105 95 90 95 80 75
SN200-B4/BH4
Sma® HRSA— A B EEProfiling m
L Cu;ﬁﬁgulgi;pth Cufgﬁgied Tool ?)jiaﬁweter 6 8 10 12 16
Workpiece Material i) (m/min) (mm)
#EmEas  ap<0.04D 20 %Ef]sirﬁ’ffd 2120 1590 1270 1060 795
v 2e<0.04D (30-50) ﬁéﬁgi’ﬁﬁﬁﬂfata 255 285 305 340 320
wEEEAS  ap<0.04D 2 Fipeed 1855 1390 1115 930 695
E o 2e<0.04D (25-45) ﬁgﬁ(ﬁﬁjﬁﬁﬂfa‘te 220 220 265 260 280
ﬁggﬁgﬁ ap<0.03D 20 ﬁgfjﬁf)ed 2120 1590 1270 1060 795
based HRSA 2e<0.03D (30-50) ﬁéﬁgﬁﬁ;ﬁﬁﬂfate 255 285 305 320 320

1. BE7J%skEY, 7)EREYRABKENIEHIFE0.0LmmELT,
2. EERREBREILARM TR,
3. ERIBHIRE. RENMEFERAE S RREERNHARE,

4, ERERBIASKAERAEUTHAGNTY, MRDELSKEK, MINS=ERE, i, HEHERER, #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.
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YH &%
STB200-B4 w ﬁﬁﬂnﬁgrﬁfﬂc{l Cutting Data

A7) EEIRKIIHET)
4 Flutes Taper Ball Nose STB200-B4
. H#EIRTaper ball nose—1{AZ#EProfiling
«
S E—
] Lt P M i
L Tkt el i d
! ! n . Cutting Depth Cutting Speed Tool Diameter 3 4 5 6 8
s « Workpiece Material i) (m/min) (mm)
vl ﬂi |— Fig2 L sHANK 4‘ TiaIN p=30 REW ap<0.2D & Speed 10600 7960 6370 5300 3980
M n6 ‘ Helix™ || Ballnose M Stainless 10102 ST (min”)
T‘ L ‘ Steel 2e<0.2D (80~120) ﬁ—“ﬁﬁﬁﬂf’"te 1160 1020 1020 1100 1100
#RSpeed
=aas ap<0.03D 35 (min) 3715 2785 2225 1855 1390
HRSA (25~45) AR E Feed Rate
'LT.E":? a R Lc L d == EfE 2e<0.03D n(mm/min) 295 245 230 220 220
Ordering code Figure No. Stock ##ESpeed
HEE ap<0.2D 70 (min1) 7430 5570 4450 3715 2785
Titanium N LAY
STB200-B4-040152307506 4 15 23 75 6 1 o Alloys 26<0.3D (60~80) ﬁggﬁ%iﬁﬁﬂﬁate 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. BE7IEERES, 7IERHRMBKENERITE0.01mmIA T,
STB200-B4-040201510010 4 2 15 100 10 2 ([ 2, EEBRIMEREBIHLARM IR,
3. EIRBYIERE. RERIMEFER SRR RMIELERE,
STB200-B4-030301510010 3 3 15 100 10 2 [ } 4, ERERBNASKNEZRAMBEUTHAGITH, MRDESKEIK, MINS~ERE, W, BEHAREE, HARENTRE,
STB200-B4-040301510012 4 3 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 o please adjust the speed,feed and cutting depth.
@1 EETE Stock OFEFARE Available upon Order R NETol
R=3 +0.020
B unit (mm)
T 4#4% Workpiece Material
1234 5 123 123 4
. AW AEW RPN PN
Carbon steels. Alloy Alloy steels Staiﬁgs%wsteel 'EJI-I;];:I{?Aﬁ Titan%iil:;%llo S
steels<35HRC <48HRC Y
O O O (©) O
© ®E&Most Suitable O i&&Suitable YIS % P205

Recommended Cutting Data 3 P205
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SD200E &+l E4REMN TILkT] _
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
BEHmEK,
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 2L iz
Ordering code ¢ Figure No. Stock
SD200-CN8-02008 2 8 50 4 1 [ ]
SD200-CN8-04010 4 10 50 4 2 (]
SD200-CN12-06015 6 15 60 6 2 [ J
Z2f5): SD200-CN &5 T CFRP SD200-CN12-08020 8 20 60 8 2 )
Case: SD200-CN Endmills for CFRP SD200-CN12-10025 10 25 75 10 9 P
ans LREEER 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 Afkt oy 4 unit(mm)
Workpiece Material Tix&F4£(T800) CFRP(T800)
iR .
speed 5000RPM (95m/min)
BHARE .
Feed Rate 400mm/min (0.08mm/r)
PIHIAR ek ERETER
Cutting Method Slotting Without burr delamination on the bottom
TR ap=4mm(iRE3mm), ae=6mm
Cutting Depth o ’
REBER |4
Cooling Method Air cooling
T #4# Workpiece Material
1234 5 123 123 4 5
M. &M A2
Carbon steels. Alloy steels TEEW aE FRE EEME
Alloy steels< Y Stainless steel Aluminum Alloys Copper Alloys CFRP/GFRP
<48HRC
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 q Cutting Depth Cutting Speed Tool Diameter 2 4 6 8 10 12
Workpiece Material i) (m/min) (mm) L1
. L
s ap<2D 140 %ﬁsiﬁf)ed 12700 | 11140 7430 5570 4460 3715 [ E
CFRP 2e<0.2D (80-200) Mﬁgfﬁ;ﬁﬁﬂfam 900 665 445 445 445 370 vs &
#%&Speed
T 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 o
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
44 &K CFRP— &% 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 LAETol
- ap<1D 120 Ezquirﬁ’f)ed 12700 11140 7430 5570 4460 3715 D<3 £0.02
m CFRP ae<1D (80-160) iﬁéﬁgﬁ’f&‘:ﬁgfate 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%ﬁﬁﬁﬁfate 550 480 320 360 380 400
1. 1EEANME SRR TR,
2. EIRETHIRE. &EREFIE RS S AR RMHARE,
3. LRBERBIARKAEFMEUTHAHITN, MRVARKEK, 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
. 52N AEW % Be AEE
Carbon steels. Alloy Alloy steels s _Zi%aﬁﬂ l C %?* Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys p
@) O ©
O ®iE&Most Suitable O iE&Suitable YIS % 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

7
\mﬂ
.CT T \Jﬁiﬂ " .

‘ Lc

‘ =@ L[ : =i L [
L he L h6

Ordé:rri%iiode D Le R L1 L d Fig?No. S%fk Ord g‘rri%\gg%code D Le R L1 L d Fig:a.m5 No. S}tio??_k
DNM100-RS2-04001 4 6 0.1 8 50 6 1 o DNM100-RS3-10001 10 15 0.1 35 75 10 1 ([
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 ([
DNM100-RS2-06001 6 10 0.1 20 75 6 1 (] DNM100-RS3-10010 10 15 1 35 75 10 1 o
DNM100-RS2-06002 6 10 0.2 20 75 6 1 [ J DNM100-RS3-10020 10 15 2 35 75 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 o
DNM100-RS2-06005 6 10 0.5 20 75 6 1 (] DNM100-RS3-12005 12 15 0.5 40 75 12 1 o
DNM100-RS2-08001 8 15 0.1 30 75 10 1 (] DNM100-RS3-12010 12 15 1 40 75 12 1 o
DNM100-RS2-08002 8 15 0.2 30 5 10 1 (] DNM100-RS3-12020 12 15 2 40 75 12 1 (]
DNM100-RS2-08005 8 15 0.5 30 75 10 1 (] DNM100-RS3-16002 16 15 0.2 45 100 16 1 o
DNM100-RS2-08010 8 15 1 30 75 10 1 (] DNM100-RS3-16005 16 15 0.5 45 100 16 1 ([
DNM100-RS2-10001 10 15 0.1 35 75 10 1 (] DNM100-RS3-16010 16 15 1 45 100 16 1 o
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 (] DNM100-RS3-16030 16 15 3 45 100 16 1 ([
DNM100-RS2-10010 10 15 1 35 75 10 1 o

@A Stock OFEFARE Available upon Order D . AETol
DNM100-RS2-10020 10 15 2 35 75 10 1 (] D<16 ‘ +0.02
@iRERETF Stock OFFE Available upon Order D NETol Efiunit (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
o PN PN oA oA o PN PN PN
Cargﬁﬁms\tezlsﬁ:%%loy Allgyﬁstgemels Staiﬁe%fﬂteel Caisﬁtffon Alj?n?n‘ihm é’l(ﬂ) I:Ip%r GraEp%ite Carsﬁoﬁmgtezlfil?\lloy Allgyﬁsﬁ?els Staijzfsﬁsteel Caisﬁtgl;:on Aljﬁ”n?n‘ihm éf'l(ﬂ) 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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IEIESE:
e cutting Data DNR100-C3 w=

37RAEET]
DNM100-RS1/RS2/ RS3 '
SatE/ESE E .
Side milling:Compound Material. Aluminium Alloy T T .
- : &
IHERE . Lc
N YIHIE 5 DakES
Work;ﬁgﬁteﬁal Cuttingl Depth CS‘:)t;g‘dg Tool Diameter 2 4 6 8 10 12 16 L1

(mm) (aimii) (mm) L
WRINERE S 3k Speed w
8 H?ﬂ = ap<1l.5D 200 (min1) 18000 16000 13270 11775 11145 10615 8000 h6 Chamfer

|~ > D3
m Compound oop  (100°450)  #ta@EFeedRate  1g50 9400 2650 | 2350 | 2230 | 2120 | 2400

Material (mm/min)
#%3&Speed

$BE ap<1.5D 16000 12000 12000 10000 8000 8000 5000

P 150 (min1)
Aluminium
(100~250) | #4iEEFeed Rate STE = =)=
Alloy <0.1D ' 2000 2000 2400 2000 1600 1600 1500 s BS EF
o (mm/min) OrderingCode b Le c L1 L d FigureNo.  Stock
DNR100-C3-06010 6 10 0.3 22 90 1 o
DNM100-RS1/RS2/ RS3 DNR100-C3-06015 6 15 0.3 27 90 8 1 °
= A VN O.A.
=8 MH’,/%” CES a3 . L. DNR100-C3-08015 8 15 0.3 31 90 10 1 o
Face Milling : Compound Material. Aluminium Alloy e h . - e - - m ) °
DNR100-C3-10010 10 10 0.3 22 100 10 1 O
TR omm O A
Workpiece Material Cutt{ng D)epth S‘;,e:e"dg Tool(DiarT)1eter 6 8 10 12 16 DNR100-C3-10015 10 15 0.3 27 100 10 1 O
SEEE - {m/min) &%izg;m d DNR100-C3-10020 10 20 0.3 32 100 10 1 O
BT o (min) 13270 s 11145 10615 8000 DNR100-C3-12020 12 20 0.3 34 100 12 1 O
m Catersl | se<ogp | 100N mmmRTeedfate g5 2350 2230 2120 2400 DNR100-C3-12025 12 25 0.3 39 100 12 1 O
5 HiRSpeed
kel ap<0.10 150 (min) 12000 10000 8000 8000 5000 O AERETF Stock OFFAE Available upon Order D AETol
Aluminium (100~250) | 4K EFeed Rate
Alloy 2e<0.6D '“(m; /min) 2400 2000 1600 1600 1500 D<12 +0.02
B {iunit (mm)
1. BERRNIMR SRR TR,
2. IBERIBYIHIRE.,. &ENIMFIERANE LA ERNHAEE.
3. LRERBINASKANERAEUTREAHITHN, MRTDVESKEK, MINS=ERS, B, HEHIAEER, #HAREMTRE.
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
BE HEas S&ME aE
Aluminium Alloys Copper Alloys Composite Materials Graphite
© O
© B®&E& Most Suitable () i&& Suitable BETINISH % P214

Recommended Cutting Data 3 P214
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f=MXIEI TR

HEFLIHIZ L

Recommended Cutting Data

DNR100-C3
A E
Side milling:Compound Material
g HIHIE PIHERE 7#E
Tkt f - y — °
Workpiece Material Cuttzr;]gﬁl]))epth CUt(trlr?/gm Siﬁ;eed Tool(gqlerxnn)\eter 6 8 10 12 ? L b D I I O l e m a k I n g
HeRMAEE #&Speed —
m pis 7}?4 ap<1.5D 500 (minD) 26539 19904 15923 13270
Compound | Lecpap | (220°600) ﬁé“ﬁﬁjﬁﬁﬁfa‘te 3184 2388 1910 1502
DNR100-C3
EaME—1E%
Slot milling:Compound Material
. LIHIE PIHRE 7E
T MR ; : :
Workpiece Material CuttErr}lgn[l))epth Cut(t;:\/gm Siﬁ;eed Tool(al‘ar\nn;eter 6 8 10 12
RN AEE #iRSpeed
m ey ap<1.5D 200 sty 21231 15923 12738 10615
Compound - se<oap | (2507600) RATETeed Rate 1910 1433 1146 955

1. EEARMEEREEIFLARTI TR,

2. ERIETHIRE. RENEFERAE SRR ERNHARE,

3. ERERBIARKANERAMELUTHFAGITN, MRVDARKEK, MINZ~ERE, Y, HELFREE, #AREMTIRE.

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
FL.on
g sm/ T A 2
g;-'ﬁ T ShR 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
= e 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 , oh= Dimension  (Cytting B BEW. Sogmy e - BEEAE. & .
Series Angle = Type | Grade Drillng = Type Type Range oY Table Page | parameters 2ey LAW 278a Hmaw BAT EEEAE  #E e = BAA® . .
Depth L/ Page Carbon Alloy "oyt RBW oG BE Forged 58 W|aEE oo Heat Heas  FEW OEEW
D Steels Steels, Ferritic/ Stainless Ir{)n High  Aluminium Cast Copper 1"\  Resistant  Titanium Hardened Hardened
Alloy, Tool NS e Steel Ductile Alloy  Alloys, Cast Aluminium  Alloys NFI)aterial Super Alloys Steels Steels
Steels Steels Stainless Coxilion Cast Iron AlLKHInIum Alloys Alloys
Steel S
(35- (35- : : (<HB (<HB (45- (55-
(<35HRC) 4gpimc) (<3HRC)  yoppe)  (S<12%) (Si>12%) ‘20 as0)  (SHBA0O) oiRe 6oRRO)
3D N4 FRTESE
3D External e 140° u D968S-A3N  D1~D20 IT9-10 P221 P241 O O O O
Cooling,Twist Drill
3D R4 FRTEES )
$3i|;n§1ﬁooling, - 140° ﬁ D968S-A3C D3~D20 I1T9-10 P225 P241 O O O O O O O
D968S
5D 4M% FRTESE . !
5D External fr—— eSS | 140° E n D968S-ASN  D1~D20 IT9-10 P228 P241 O ©
Cooling,Twist Drill 55351
5D % FRTEEL i _ )
5Dlr1n/e?r s SN | 140° m E D968S-A5C D3~D20 1T9-10 P230 P241 O O O O O O O
Cooling,Twist Drill
5D §MN4 RRIESE .
5D Elxtgnal ) S | 140° E n D966-ASN | D3~D16 IT9-10 P233 P243 O O O O
Cooling,Twist Dri
paee 5D P4 FRTESS <
5D Inner ——S—eS 140° | D966-A5C | D3~D16  IT9-10 P234 & P243 ©) ©) O O
Cooling,Twist Drill
3D 4% FRTESS }
D998 3D E);tgrnal. L S | 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 ©
angle Dri
5D 9}“"\ ﬁ?‘zgﬁ SHANK|
D973 3D, External = 130° ey E u DI73YSN | D2.5-D8.0 IT9-10 P237 = P246 O Ol O O O O O O
Cooling,Twist Drill
37) 9M4 T FLEY
D573 8 oFcl)LfitﬁgEé(ct)%r:jarlmS o F3| D573Y3N  D4-D9.3 [T8-9 P238 P247 O O O 0O O O O O
67 CHE 8371 A |
RT33-CM 6 Flute, Lef | e e E ES 5 RT3}CM D4-DI2T T80 P39 P248 O O O | O @) @) ©) @)
PCD #2%k -
DND100 PCD Courtersink i %—* 100° DND100 | D2.5-D5 P240  P249 O
Dri =/

O FRiEAMost Suitable O 3E& Suitable
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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 )= TJEHP3.25
; D968S TEMINTHFTEES Twist Drills for Stainless Steel BB R
Stainless Steel i A DIN6535HA 3 Depth<3D Internal Coolant 0325 Dia: ®3.25
O.A = A 42y
25 D966 SEASMIARES Twist Drills for Aluminium Alloy y HRS5D e 711E#$6.00
Aluminium Alloy E FAHU#A DIN6S3SHE > Depth<5D External Coolant 0600 Dia: ©6.00
BN D998 SREMIN TR TEES Twist Drills for Hardened Steel FHIR<8D T)EAP12.00
Hardened Steel B | HI*FHK DING535HB 8 Depth<8D 1200 hia: 012,00
RS
SEREER 12 ARS12D
. P Depth<12D
Y Straight Cylindrical -
FR<15D
shank 1 Depth<15D
y ERER e§0°I;%
Mose Shank M i *

90°Point Angle
N 120°TRfs

120°Point Angle
p 145°TRfs

145°Point Angle
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FAZSPELIYITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FOR AEROSPACE | SR TA

SR D968S-A3N u=m

Explanation
B NI T3DINS FFEEL
b vane il =} v 4B 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 = [ - . ~——
h6 (6] ) ~—
IRERAZAR z a - e
Shank Type Ls LCF 140°
DIN6535HAR R
w DIN6535HA Shank DMM Diameter of Shank OAL
. TIAINR R K
TIAIN TiAIN Coating LCF Flute Length e oc oMM o — oc oviM e
= [F 1l 515 P
) Ordering Code  (mT7) LCF OAL (h6) LS LW PL gock Ordering Code  (mT7) LCF OAL (he) LS LU PL gk
BB AITIN ATINGKR TR il
Coating hano Nano-Coating Ly Recog:m%’*gmmum 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/TISINS B3R B Dimension Data
AICIN/ i s Wik D968S-A3N-0120 120 7 45 4 30 52 022 @ D968S-A3N-0350 350 20 62 6 36 14.8 0.64 @
TiSiN Coating Shank Length D968S-A3N-0130 130 7 45 4 30 51 024 @ D968S-A3N-0360 360 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 it Drill OAL overail Length D968S-A3N-0150 150 9 55 4 38 68 027 @ DI6SS-A3N-0380 3.80 24 66 6 36 183 069 @
D968S-A3N-0160 1.60 9 55 4 38 6.6 029 @ DI68S-A3N-0390 390 24 66 6 36 182 071 @
TE%R YN oL - D968S-A3N-0175 175 9 55 4 38 6.4 032 @ D968S-A3N-0400 4.00 24 66 6 36 18.0 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 1.90 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 4.40 24 66 6 36 174 080 @
10532 1 D968S-A3N-0220 220 13 55 4 36 9.7 040 @  D968S-A3N-0450 450 24 66 6 36 17.3 082 @
15O 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 @  DI68S-A3N-0465 4.65 24 66 6 36 17.0 0.85 @
M Isggﬁ;slmszml D968S-A3N-0250 2.50 17 55 4 33 13.3 045 @  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 @ D968S-A3N-0480 4.80 28 66 6 36 208 087 @
SO e D968S-A3N-0270 2.70 17 55 4 33 13.0 049 @  D968S-A3N-0490 4.90 28 66 6 36 207 0.89 @
SObEL 3 150 Cact Iron D968S-A3N-0280 2.80 17 55 4 33 12.8 051 @  D968S-A3N-0500 500 28 66 6 36 205 091 @
SO Material D968S-A3N-0290 290 17 55 4 33 127 053 @  D968S-A3N-0510 510 28 66 6 36 204 093 @
classification 1SO%33 B et 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 @  DI68S-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 ISOREIRESHEE D968S-A3N-0310 310 20 62 6 36 154 056 @ DI68S-A3N-0540 540 28 66 6 36 199 098 @
D968S-A3N-0315 3.15 20 62 6 36 153 057 O  D968S-A3N-0550 550 28 66 6 36 19.8 1.00 @
— D968S-A3N-0320 320 20 62 6 36 152 058 @  D968S-A3N-0555 555 28 66 6 36 197 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 @
38 @ IRAEETF Stock O FFiEAvailable upon Order #7E: D1-D207]B#EZIERiTHI B {IUnit(mm)
3D ;‘SI Note: Accept customization from D1 to D20 tool
T {#4%} Workpiece Material
sfEfE
5D 5 I m 3 N B [
L. 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
KR - SHE LA
Length/Diameter S o -l - s
h/Dia 8D B, AR THEHS  RER R gas B WS BEE _ mass ) )
a seW AW GRS TER  BEE | oo 686 &% | Fas &AM het @ KA | HEW BN
Carbon Alloy Eel-:r?tr_:g/ Stainless Gray Cast HigI;Alloy AlE?rﬁeiSm Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
E Lo SteeslEe Qlloy Stesise,':':ol Mariensitc Steel Ir?:r;,stDlurgtr:le Castlron | Alloys,cast Allﬂ:}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
W 15542 ® (@) e 9)
1P O ®iE&Most Suitable O iE&Suitable LIS K P241
Recommended Cutting Data % P241
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FAZMXLIEIITA | CUTTING TOOLS FOR AEROSPACE CUTTING TOOLS FORAEROSPACE | FAZAIXIIHITA

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
E 8 = ——a 2 8 - ——a
Ls ‘ LCF 1407 Ls LCF 1407
OAL OAL
) 250 ) 50
s TED sTiES s TE DS sTED
Orderi?g?Code (r?l%) LCF OAL Weh)/' Ls W PL ijt.:ﬁ Ordgi?g-ﬁcode (r?ﬁ() LCF | OAL I%PI:/IGI\)/I 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:AGV 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 830 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 40 340 158 O D968S-A3N-1100 11.00 55 102 12 45 385 2.00 @ 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 45 382 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 1.70 O D968S-A3N-1170 11.70 55 102 12 45 375 213 O D968S-A3N-1425 14.25 65 115 16 48 43.6 259 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 2.60 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 1440 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 41.7 222 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 2.68 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 39.7 186 @ 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 1540 65 115 16 48 419 280 O
@ tAERETE Stock O FFEAvailable upon Order #3E: D1-D207] EE=ZIEARITHI {IUnit(mm) @ TAERETE Stock O FFEAvailable upon Order #7E: D1-D207]E#EZARRITHI {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 I3 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 ISR S
W, AW, I %RKE/5 TREFR K = a =, HE  HiER BaaE B, AW, I #%HKE/5 IREH. K =a &, HE iR =2Ee2
S&W Al EETEN THEN  BE® IEJ%E%% e &% Heas | SEaMi Heat REE  FREW | OFEN AEW AW RETE®N THEN  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";(m Steel ron, Ductile Fgagstfl\r“o%y ﬁ:‘liof;';nc";rsft' Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool Mthr:ntlsc.(.c Steel  |ron, Ductile "é'g;‘t‘l\:é%y ﬁror;;ncll;;f; Aluminium  Alloys Material Super Alloys Steels Steels
Steel Steels | otainloss Castlron Alumiiaey | Alloys Alloys Steel Steels | otainloss Castlron Alumeas | 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
. — = I |
§ 8 g b—— gl e i Crae e 8
LS LCF 1407 Ls LCF ./ 140°
OAL OAL
) im0
TS DC DMM EE = DC DMM EF TS DC DMM EE TS DC DMM E=
Ordering Code (m7) LCF OAL (h6) LS LU PL gtk Ordering Code  (m7) LCF OAL (h6) LS LU PL gock Ordering Code  (mT7) LCF OAL (h6) LS LU PL grock Ordering Code  (mT7) LCF OAL (ho) 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 2.86 O D968S-A3N-1750 17.50 73 123 18 48 46.8 3.18 O D968S-A3C-0310 3.10 20 62 6 36 154 056 O D968S-A3C-0550 5.50 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 580 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 14.6 066 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 48.0 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 660 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 O D9685S-A3C-0670 670 34 79 8 36 240 122 ©
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 36 174 080 © D968S-A3C-0680 6.80 34 79 8 36 238 124 @
© s Stock O 7 bl ) N - D968S-A3C-0450 450 24 66 6 36 173 0.82 @ D968S-A3C-0690 690 34 79 8 36 237 126 O
i EIEAvai 31 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 7.20 41 79 8 36 302 131 O
>2-3 +0.002/+0.012 0.000/-0.006
e 00040016 | 0.000/0.008 D968S-A3C-0480 4.80 28 66 6 36 20.8 0.87 O D968S-A3C-0730 7.30 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-D207JE4EZIEFRITHI E{IUnit(mm)
Note: Accept customization from D3 to D20 tool
T #4% 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 BsEE
B, AeW. T %%54/D RS B mae = HE HEE sEae ) ) B, AeW. T %%54/D B B wae B TS HES BEAS
ASW AW RETHEN THN Ban  h. 8 a4t | HAE  EAME | Her  HAS  HEW  FENW AW AW EATER RER | BgH . 88 a4 | WEE  EAME Hem | HAT BN FEN
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 | Ferritic/ Steel  |ron, Ductile C'agstlm ny aaminium | alyminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool | Ferritic/ Steel  |ron, Ductile Clgtl oy Aluminium | Alyminium | Alloys Material Super Alloys Steels Steels
Steel Steels v Cast Iron Alretass | Alloys Alloys Steel Steels aloea’ Cast Iron astiron Alloys.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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D968S-A3C = 0 | D968S-A3C =

=R FE I T3DAL FFEHE ” SR FE I T3DA L FFEEE

oo |

High Efficient 3D Internal Coolant Twist Drills for Stainless Steel High Efficient 3D Internal Coolant Twist Drills for Stainless Steel
LU PL LU PL
S E=-___——=_ =< _—S-_—= & ST = __——-_ =< —>-—= .
gl B e e 2 ( g[ PoOS=T I OSSN ST NG 2 (
LS LCF 140° LS LCF 140°
OAL OAL

) &l ) &l
TS DC DMM o33 TS DC DMM EE TS DC DMM E3E3 T8RS DC DMM EETF
Ordering Code  (m7) e (he) LS LU PL giock Ordering Code  (mT7) LCF |OAL (he) LS LU PL gk Orderiﬁ\gCode (m7) LERIOAL (h6) LS| LU | PL I gtack Orderi?fgCode (m7) <ts 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 1.42
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 1.53
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 83 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 48 413 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 ’iﬁitij 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 45 414 226
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 ~ °<™" pHm(ne)
>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 FEFizEAvailable upon Order #7E: D3-D207JR#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 {44 #} 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. AT, T S=E/D B B = a £, HE  HER SatE W,  AsW. I %RE/5 RFH B = £, HE SR BReE . .
ot 8 KEATHW FHEN @ 2% 'E’ﬁ':'# BE A% AEE  EEME | Heat HKaE | FEW | OFER AW A RAETHEH AEN | B e BE &t AEeE  EEME Heat KAE  FEW | OFEW
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  MGmensitic Castlron =~ Castlron | Alloys.Cast ") 50 Alloys Steel Steels | otainloss Cast Iron Alumiiae | 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 BMARFE NI TS5DINS 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
/™ - /™
s I o = s I o s R R
2 [T - : S
LS LCF 140° LS LCF 140°
OAL OAL
V11
iT5s DC DMM T 1155 DC DMM EF 155 DC DMM EF
Ordering Code  (m7) 468 Gnl (h6) LS LU PL grock Ordering Code  (mT7) Lo ol (hé) LS LU PL grock Ordering Code (m7) — el (hé) L = 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-0205 2.05 18 62 4 38 149 037 @ D968S-A5N-0560 5.60 44 82 6 36 356 102 @ D9685-ASN-1300 13.00 77 124 1 g >1> 231 °
s : il S : el e D968S-A5N-1400 14.00 77 124 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 34 181 047 @ 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 @ DI68S-ASN-0670 6.70 53 91 8 36 43.0 122 O @ 1757 Stock O BFiEAvailable upon Order &3 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 Soekange  OC(m) DMM(he)
D968S-A5N-0330 330 28 66 6 36 23.1 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 8.00 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 36 297 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 480 44 82 6 36 368 087 @ 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 @
@ TRERERE Stock O FEFfiEAvailable upon Order #3E: D1-D207IE = IEARITHI E{IUnit(mm)
Note: Accept customization from D1 to D20 tool
T #4#4%} Workpiece Material T {4#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
.  SEW. T %Z1E/D IR R = =, HiE | HER ERe® . AWM. T %K1 E/D RFEH. K=o £, His | HiER o
EEMW B KETEN FHEW @ B 'E’%':%% BE &% Has Same Heat Ha® | KEW R aEW B KETER FHEW B 'E%:'# BE &e Hee Sami Heat Has | FEW | FEW
Carbon Alloy PH and Stainless | Gray Cast . 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 | Ferritic/ Steel  |Iron, Ductile "é'gtl oy Aluminium | Alyminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool | Ferritic/ Steel  |Iron, Ductile C'gtl Oy Aluminium | Alyminium | Alloys Material Super Alloys Steels Steels
Steel Steels | Vemintoca Castlron | -astiron [ Avoys.cast ™ Alloys Alloys Steel Steels | “otainlosa Castlron | -astiron Jyoys.tast|  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 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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B ERINLTSDRL FRTESS B FERINLTSDRL MRIESS
High Efficient 5D Internal Coolant Twist Drills for Stainless Steel

ol
nano

%l . - e — %l . - e —
) 45
STeD TS SIS STeD
orderngtode (my LF OAL G s W p B o Tk WP oA 15w e B orderngtode (m7) LCF AL 15w p R o 0 Tese o LOF oA GG 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 3.30 28 66 6 36 231 060 @ D968S-A5C-0590 5.90 44 82 6 36 352 1.07 O D968S-A5C-0850 8.50 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 3.50 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 6.30 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 T4 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 36 300 073 @ 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 0.75 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 4.30 36 T4 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 4.50 36 T4 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 T4 6 36 29.0 086 O D968S-A5C-0730 7.30 53 091 8 36 4211 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 4.90 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 36 416 138 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 5.30 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 5.50 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 5511 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
@ thEREE Stock O FFlEAvailable upon Order &3E: D2-D207] EEZIERITHI B {IUnit(mm) @ 1R Stock O FFlEAvailable upon Order &7 D2-D207] B #ESZIFIRITHI E{Unit(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 I N H [ @ ~m IO 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 BReE . AEW. I H%RE/3 TREFHR K = a . HE | HER ERAEE
a2 AR KEREN FER megn L 88 &% | WEE BEME Hea | HAE | FEW  FEW a2W AW REREN FEN B T Ba: 4% @8 BAMH her  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:rt";{lc Steel ron, Ductile Fgagstfl\rl(lg'ny /;:'liof;';ncﬂgrsft' Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool MZ‘:{::SCI{IC Steel |Iron, Ductile Fgag?t?g%y ﬁ{for;';nél;;"t Aluminium  Alloys Material Super Alloys Steels Steels
Steel Steels Stgitre]leelss Cast Iron Al‘j{m)r;,i:m Alloys Alloys Steel Steels Stglglffs Cast Iron Ahi\rm;ni:m 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 WIS % P241 © ®E&Most Suitable O i&&Suitable WIS % P241
Recommended Cutting Data * P241 Recommended Cutting Data ¥ P241
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High Efficient 5D Internal Coolant Twist Drills for Stainless Steel 5D External Coolant Twist Drills for Aluminium Alloy

Ly PL ‘ Ly PL
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LS LCF 140° Ls LCF 140° — - /
OAL OAL
) &0
5SS DC DMM EF 5SS DC DMM EF 5SS DC DMM EF 5SS DC DMM EZE2
Ordering Code  (m7) LCF  OAL (ho) Ls W P Stock Ordering Code  (mT7) LCF OAL (he) LS L PL Stock Ordering Code  (m7) LCF OAL (ho) LS LW PL Stock Ordering Code  (m7) LCF OAL (ho) LS W PL 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 330 28 66 6 36 231 0.60 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 420 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 41.0 146 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 EFEAvailable upon Order &% D3-D207]EIESERRITS #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  P¢(M7) DMM(ht)
>2-3 +0.002/+0.012 0.000/-0.006
D968S-A5C-1510 15.10 83 133 16 48 604 275 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 60.2 277 O D968S-A5C-1950 19.50 101 153 20 50 71.8 355 O Slo1s 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-D207IEEZAEFRITHI 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#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
WM. AW, T %ZE/D IR K = a . HiE HER BReE M. AWM. T %1 E/D RFEH. K=o . HE | HER =RA%
A22W 2y EETERN TEN | B 'E’%E%% 2 &% MEE  EAME | Heat KAE  FEW | OFEN ‘EW AN EETERN THEN | B2gg 'E’%% 5E &% HEE  EEME | Heat RAEE  FEW | OFEW
Carbon Alloy PH and Stainless | Gray Cast s 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 = Ferritic/ Steel iron, Ductile HIBNAUOY | Atuminium | Ajyminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool  Ferritic/ Steel iron, Ductile Hi8NAIOY | Aluminium | a\yminium | Alloys Material Super Alloys Steels Steels
Steel Steels | Martensitic Castlron | Castiron Aoys.Cast " alloys Alloys Steel Steels  M@rtensitic Castlron =~ Castlron Aloys.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 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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5D Internal Coolant Twist Drills for Aluminium Alloy
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3D External Coolant Twist Drills for Hardened Steel
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1IHES DC DMM EF 1I5HS DC DMM EE
Ordering Code ~ (m7) LCF OAL (hgy LS LU PL g4k 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 36 410 146 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 %3 D3-D207]B#EZIEIRiTH B {IUnit(mm)
Note: Accept customization from D3 to D20 tool
REE
Nominal S>ize Range DC(m7) DMM(h6)
>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
WM. aEW. T S%$ZE/5 IRBR K s . HiE HER EREE . .
A& 2% KETHEN FER | 25 "%‘;'% BE &% HAae | EEME Heat HKEE | FEWN | FEW
Carbon Alloy PH and Stainless | Gray Cast Hi P;All Forged Cast Copper Compoynd Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool MFe{”t'c.{. Steel iron, Ductile Clgtl oy '::l“m'"&”"; Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels e CastIron astiron | Alloys.cast | Alloys Alloys
Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% | Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
© ©)] O O
© S3E&Most Suitable O i&ASuitable LIRS % P243
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Recommended Cutting Data % P243

‘ LU L PL
§| — 8' E [a— - ‘/
: LCF 140° . 7
OAL
1I5HES DC DMM EE 5SS DC DMM E2E3
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-D2071EEZIEAFITHI 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.  AeW. T B%=E/3 TREFHR K = . HE | HER =Ra®
2EW AR EETHH THEN 2gs 'Eg'# Ba &% WEE | EEME | Heat GET | FEN | OFEW
Carbon Alloy PH and Stainless | Gray Cast High Al Forged Cast Copper Compqund Resistant | Titanium | Hardened ' Hardened
Steel, Alloy Steels,Tool MFft"'t'c.é. Steel  |Iron, Ductile Clgtl oy ﬁ{l“'“'"(':“"t‘ Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels Sl 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

HFTIHISH % P244
Recommended Cutting Data ¥ P244
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D612-Y3N ] on | 3D [ D973-Y5N | 5D |

EMIMIEEh EM+EREEMEII TS
Triple-angle Drills for Composite Mmaterial Twist Drills for Composite and Metal
‘ LU . PL
‘ LC
| A 2 gl : =
§ — o = = e, S — a I — S S
g \ve e LCF \120°
OAL OAL
TS DC DC ; %= ETF iTts DC DC %S EF
Orderiﬁ\g Code (mm) (in) Le OAL DMM 7%k Linenumber Stock Ordering Code (mm) (in) LCF OAL DMM Lu G Linenumber Stock
D612-Y3N-0300 3 0.1181 18 60 3 4 — * D973-Y5N-0250 2.5 0.0984 25 75 2.5 21.3 0.72 — *
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 e * 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 5 325 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 — *
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% 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 RISEE PH5S RIEEE
M. AW, T %$Z /5 TEEER K = o . HiE HER BReE WM.  AeW. T S%=E/D TREFER. K =5 . HE HER ERa® .
EEMW 2 KETEHN TEN | 255 'E’%;'% BE a8 AEE  EEME | Heat KEE | FEW | RN BEW B KETHN FEW | 2 "gg'# BE a8 HEE EEME | Heat ®EE | FEW | REW
Carbon Alloy PH and Stainless | Gray Cast Hi r;All Forged Cast Copper Compoynd 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 Iro?'ly ':“'""”(l_”"; Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool Mzert"'t':.(. Steel  Iron, Ductile Clagst Iroony ﬁll‘l”";"(':;"z Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels amlonas Cast Iron Alumiest Alloys Alloys Steel Steels Stainlese Cast Iron Aluminiam | 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 ®iE&Most Suitable O 3E&Suitable HEELIHI S K 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 om0

EM+EBEEMEMIT 7L EM+EREREMEINTIRT]
Core Drills for Composite and Metal Reamer for Composite and Metal
bc ot DC D2 D1
s //'Iti
=] =
. s .
2 =5 s | : | e — —
L1 h g g L1
LC L2
OAL LC
OAL
TS DC DC %= ETF ITRRS 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 LA 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 — *
* FIEARE S Non-standard Customization S {IUnit(mm)
T {##4%} Workpiece Material Material T #44%} 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 ISEE PHS HISEE
B, AW, T %XKE/5 TREFHR K = a . HiE HER BRAEE . . . AWM. T %KHEEH/D TRFEH. K = =, s HER =EA% N .
E5&W 2 KATHN THEN  B2gu 'E’%Eé% BEE &% | HER | EAME | Heat Sae | R EEW S8 Af EETHEN FEWN BHn | L BA® 0 42 #AE 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 | “eiaintose. Castlron | “8stION A O tniam | 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

1HS EF
Ordering Code b Ly v ¢ 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 BIEIEE
B, AW, I %H1E/5 RFR B = a =, i HER BREE N N
a5EW A KETEN FEWN 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 ﬁ:fm'"(':“": Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels | “etamniosa. Castlron | -astiron oys ol 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

THHH

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

AEW, TAW
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
MFBERFEN
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

WHAEREEN
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

85253115

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

HESEAE
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

KR EE
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

1LIEEARIMESRINR, BIRAREDR. PukTIR, HERKRIERNTIR

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

2. JERENFHRRILTIREZEABEEN/NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. IRETIRIR A RER FRBETIHIR
The recommended cutting condition is suitable for apply water soluble.
4. WFRAEENTIRTIEME, BEERRPEBENTIEIEZETEISE, BNINIRIERIBSRINTERE S AT 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

THi4#

Workpiece

B ERE

Cutting Speed Vc (m/min)

CUTTING TOOLS FOR AEROSPACE

Feed Rate fi

{0

prii )
n

|

mm/rev)

P12

14

®16

»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

ISttt
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 A B G
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

B REEN
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

HEERSE
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

BRESREESE
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

LIBEARMTERSHNR, BICRARETIMN. Pk, HHER KRR TIR

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

2. JERENERREELTIREBBLENNF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. AR S HRER T ARETIEIR
The recommended cutting condition is suitable for apply water soluble.

4. NFRPRAENTIENZENE, BERRPRBENTIEIEERTESER, R IRERIESEMRINTERE LS BRE 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

Yl 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%)
HERaE
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 LA Efn
. (m/min) (mm/rev)
T
Workpiece Material
n ®12 D14 ®16 18 D20
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%)
HEmas
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%)
HEmRaE
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 AERANMRENIR, BICRARETIMR. RKTIR. HERLAI587TIF
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. ERENBHERIELTIREFBBE)NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. IARAELIHI K RER T AREETIHIR
The recommended cutting condition is suitable for apply water soluble.
4. WFRAGENTIATIZME, BEERRPRBEVTIENREZFTEISE, BINIERIBESRINTERE S ARTIH 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/mri)n) Feed Rate (mm/rev)
Workpiece Material
u o3 D4 D6 8 @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

AEH%,
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
Bk, IKEFHHK
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 A 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 A BRI
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 EERNMRERNER, BICRARETIN. FOKTIR. HRERKMERITINR
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. TJERENEHERIEATIREBBE)NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. WARAETIHISRHRER T RBELIEIR
The recommended cutting condition is suitable for apply water soluble.
4. W FRIGENTIATIENRE, BERRPSBENT)EASEEFTEISH, BRENIERESMRINTE RS S BEIE 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

Al AR
Cutting Speed a2
ToepE Ve (m/min) Feed Rate (mm/rev)

Workpiece Material

n ®12 ®14 ®16 _ -

GEW, TAN

n AlloySteeb ool g0.60-30  0.22:0.30-0.37  0.26-0.35-0.41 | 0.28-0.37-044 _ _
(35-48HRC)
BREBHT

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 T HERN

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)

HINIHEEE
%, HREHH
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 RN
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 AERANMRESHNER, BICREARETIMN. RSKIIR, HRE IR ATIM
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. TJEARENFRFIEATIREFRABENNF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm.
3. ARETIHIRHRER T RBETIEIR
The recommended cutting condition is suitable for apply water soluble.
4. W FRAEENTIATIEMRE, BERRPRBEINTIEASEEFETEISH, B INTMRISRIESMRIITERE S BEEIE 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 A3 T4

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

LIAFERNIMRFMNGTIR, ESHEEH, RIENMIREM,;

2ERNIRRTIR IR, &EHRENTRE#44E820%-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 TRFIE

Recommended Cutting Data
D973 Twist Drills for Composite and Metal

HIREREVC
Nz F3 T8

Application Workpiece
m/min ft/min

mm/rev

inch/rev

CFRP+fRE®
CFRP. Aluminium 60 197
Alloys

0.08

0.0031

CFRP+ik& &

CFRP. Titanium alloy 2 K8

0.05

0.0020

FhH
Drilling

BE

Aluminium Alloys 60 197

0.08

0.0031

HKEE

Titanium alloy 1 @

0.05

0.0020

TEEW
Stainless Steel

2o HEHB

15 49

0.05

0.0020

CFRP:EReT 41558284 Carbon fiber reinforced plastic
GFRP:IFIBLT4EE58 2B Glass fiber reinforced plastic

LiFERNMREFNNSTIA, ESWHEEA, REMIREN;

2ERNIRRTIEM IR, EHENTIR#45820%-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
TIHIEREVC #eaEfn
RZF3 T8t
Application Workpiece
m/min ft/min mm/rev inch/rev
m CFRP 60 197 0.08 0.0031
EAE
m CFS;?'ZE”minium 60 197 0.08 0.0031
CFRP+$kA&%
m B CFRP. Titanium allo 20 66 0.05 0.0020
£
Drilling
m Alumintam Alloys 60 197 0.08 0.0031
Ha®
B Titanium alloy 15 49 0.05 0.0020
REMW
M St el 15 49 0.05 0.0020

CFRP: Fix&F 41558 %8%) Carbon fiber reinforced plastic
GFRP: IIBLF 4858284 Glass fiber reinforced plastic

1. BERANMRFNNGHTIA, ESHERH, RIEMIREL ;

2 fERNIRETIRINIRY, SHRNTIE#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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HEFLIHIZ L HEFTIHIZ

R733-CME#+&EMEHNTIRT] DND100-LE#MIN T #2354
Recommended Cutting Data Recommended Cutting Data
R733-CM Reamer for Composite and Metal Twist Countersink Drills for steel Composite
IHIEEVC HehEM & (rpm) SR Efz
RZF TR KA Tt
Application Workpiece Application Workpiece
m/min ft/min mm/rev inch/rev r/min mm/rev
m CFRP 60 197 0.08 0.0031 Dfﬁﬁ"r{g m CFRP. GFRP 1500-6000 0.02-0.1
CFRP+E&
m CFRP. Aluminium e e Dz CUCSL CFRP:Bir&t 43858 288 Carbon fiber reinforced plastic
GFRP:IFIBLLIERZER] Glass fiber reinforced plastic
m B o RPREE 2 66 0.05 0.0020 LiEEARMRE NN TA;
| * 2ERINRRETIRMIR, &R TIR#H4EE20%-30%.
Reiainajijng 1.Please use the pneumatic tools with better rigidity
A 2.When using the small size cutting tool, reduce the tool feed 20%-30%
AlumirTitTm Allo 60 197 0.08 0.0031
yS
HhEE
B Titanium alloy 15 49 0.05 0.0020
T
M St 15 49 0.05 0.0020

CFRP: Fir£T 4158 484! Carbon fiber reinforced plastic
GFRP: JIBLT 4138588 Glass fiber reinforced plastic

1. EERARMREFNNGTIR, ESHECH, RIEMIRBEL ;

2 RN TIR IR, EHRENTIR#HEE 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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TR
Workpiece Material Table

e TR a8 Tendle G5 mw
ISO Material ~ MC Workpiece Material Con{fnt S-It-?grfl teh St Rockwell
Group p N/mngWZ Hardness Hardness
HB HRC
P1 N, KL €<0.25% <530 <125

Low-carbon Steels, Long Chipping

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

5 T £ 52 R £
P3 High-carbon Steels, Medium-carbon Steels C>0.25% >530 <220 <25
aEW, TAMW
n P Allo;lSteels, Tool Steels C>0.25% 600-850 <330 <35
sm a29, TAN ) ) )
Steels P5 Alloy Steels, Tool Steels C>0.25% 850-1400 340-450 35-48
HREETEN, SERMAREN, PH REN
P6 Ferritic Stainless Steels, Martensitic Stainless C=(0-0.4)% 600-900 <330 <35

Steels, PH Stainless Steels

BRERRAETEN, SERETEN, PH FHW
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 b Auste:Ttic Stainless Steels €=(0.05-0.15)% <600 130-200
=58 E R KA SR IEW
- M2 High-Strength Austenitic Stainless Steels and C=(0.05-0.15)% 600-800 150-230 <25
Sth'inl%W Cast Stainless Steels
ainless
Steels WA _ ) !
B Duplex Stainless Steels €=(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 R
K3 Difficult High-alloy Cast Iron, Nodular Cast Iron >600 180-350 <43
RIS
N1 Wrought Aluminium Alloys <520 60-90
FEREE .
N2 Cast Aluminiam Alloys Si<12% <350 70-100
HFEREE .
m AE Cast Aluminium Alloys Si>12% 200-320 60-120
HEiE N4 i, AaE 200- N
Non-ferr(?us Copper, Copper Alloys 00-650 60-200
Materials B8, SAMH
N5 Graphite, CFK, CFRP Graphite, Composite Materials 600-1500
IREEEME (MMCs)
N6 GFK, CFKAluminium-based Composite <700 <210
Materials (MMCs)
HESESE
B sl Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
HESESE
S2 Cobalt-based Heat—r?sistantAlloys 1000-1450  250-450 25-48
MASEREE EE=E s
=l/m /A
gleat-reﬁista nt 33 Nickel-based Heat-resistant Alloys 600-1700  160-450 <48
uperAlloys.
Titanium Alloys 4 SkR A EE 900-1600  300-400  33-48

Titanium and Titanium Alloys

FEREN
HL Hardened Steels 45-55

N
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
ERESHRESEN
Paramatar and Unit N/mm2 HV10 HB HRC N/mm2 HV10 HB HRC
D 7JIRER (mm) fn SiEHAE (mm/rev) 240 75 71 920 287 273 28
D Diameter (mm) fn Feed per Revolution (mm/rev) p— - - - — - 29
ap tIHIRE (mm) fz §7#4E (mm/tooth) 270 85 81 970 302 287 30
ap Cutting Depth (mm) fz Feeding per Teeth (mm/tooth)
285 90 86 995 310 295 31
ae IHITEE (mm) Z TI7I¥R
ae Cutting Width (mm) Z Number of Teeth 305 95 90 1020 317 301 32
Vf HERE (mm/min) n  EHIERE (rev/min) 320 100 % 1050 31 311 33
Vf Feed Rate (mm/min) N Spindle Speed (rev/min) 335 105 100 1080 336 319 34
Ve TIHIERE( THKE+ S8R 14D) (m/min) L TEAEHAKE (mm) 350 110 105 1110 345 328 35
Vc Cutting Speed (m/min) L Length (mm)
370 115 109 1140 355 337 36
Q ZREVIHIE (cm®/min) Tc HOIAESE (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
BARITEAR 450 140 133 1260 403 383 41
General Formula
465 145 138 1330 413 393 42
n EHEE _ Ve-1000
n  Spindie Speed n= —p (rev/min) 480 150 143 1360 423 402 43
s 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 BIHAE -
£ f:%?d",‘)gﬁeeth fo %(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 MNIASE 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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Metric scale list

FS ZERR IR AHIRT DERT IR AHIRT FERR IR AHIRF
NO. Wire Decimal Metric Fractional Decimal Metric Letter Decimal Metric
1-40# in mm in in mm A-Z in mm
1 1# 0.2280 5.79 1/64 0.0156 0.40 A 0.2340 5.94
2 24 0.2210 5.61 1/32 0.0313 0.79 B 0.2380 6.05
3 3# 0.2130 5.41 3/64 0.0469 1.19 C 0.2420 6.15
4 4# 0.2090 5.31 1/16 0.0625 1.59 D 0.2460 6.25
5 5¢# 0.2055 5.22 5/64 0.0781 1.98 E 0.2500 6.35
6 6 0.2040 5.18 3/32 0.0938 2.38 F 0.2570 6.53
T# 0.2010 5.11 7/64 0.1094 2.78 G 0.2610 6.63
8 8t 0.1990 5.05 1/8 0.1250 3.18 H 0.2660 6.76
9 9# 0.1960 4.98 9/64 0.1406 3.57 | 0.2720 6.91
10 10# 0.1935 491 5/32 0.1563 3.97 J 0.2770 7.04
11 11# 0.1910 4.85 11/64 0.1719 4.37 K 0.2810 7.14
12 124 0.1890 4.80 3/16 0.1875 4.76 L 0.2910 7.39
13 13# 0.1850 4.70 13/64 0.2031 5.16 M 0.2950 7.49
14 144 0.1820 4.62 7/32 0.2188 5.56 N 0.3020 7.67
15 15# 0.1800 4.57 15/64 0.2344 5.95 (] 0.3160 8.03
16 164 0.1770 4.50 1/4 0.2500 6.35 P 0.3230 8.20
17 17# 0.1730 4.39 17/64 0.2656 6.75 Q 0.3320 8.43
18 184# 0.1695 431 9/32 0.2813 7.14 R 0.3390 8.61
19 194 0.1660 4.22 19/64 0.2969 7.54 S 0.3480 8.84
20 204 0.1610 4.09 5/16 0.3125 7.94 T 0.3580 9.09
21 214 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 \Y 0.3770 9.58
23 234 0.1540 391 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
25 254 0.1495 3.80 25/64 0.3906 9.92 Y 0.4040 10.26
26 264 0.1470 3.73 13/32 0.4063 10.32 z 0.4130 10.49
27 27# 0.1440 3.66 27/64 0.4219 10.72
28 28 0.1405 3.57 7/16 0.4375 11.11
29 294 0.1360 3.45 29/64 0.4531 11.51
30 304 0.1285 3.26 15/32 0.4688 1191
31 31# 0.1200 3.05 31/64 0.4844 12.30
32 324 0.1160 2.95 1/2 0.5000 12.70
33 334 0.1130 2.87
34 34# 0.1110 2.82
35 354 0.1100 2.79
36 36# 0.1065 2.71
37 37# 0.1040 2.64
38 38# 0.1015 2.58
39 394# 0.0995 2.53
40 40# 0.0980 2.49
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The Structure of Shank-DIN Standard

s

N

| M=MARTE IR

ufl

fy

n

)
)

ds=25~32mm

he

{ha)

di=25~32mm

DIN 6535-HA
dihe | 2 ‘ 3 ‘ 4 ‘ 5 6 ‘ 8 10 12 ‘ 14 16 ‘ 18 20 25 32
12 28 36 40 45 48 50 56 60
DIN 6535-HB
b1 el |1 |2
i +0.05 0 e +2 +1
g 0 1 8 0 0
6.0 42 5.1
18.0 36.0
8.0 55 6.9
10 7.0 20.0 8.5 40.0
12 104
8.0 25 45.0
14 12.7
16 14.2
10.0 24.0 48.0
18 16.2
20 11.0 25.0 182 50.0
25 12.0 320 23.0 56.0 17.0
2 14.0 36.0 30.0 60.0 19.0
DIN 6535-HE
d: (b2) (bs) (he) (hs) ls ls ls r2
6.0 43 5.1
360 250 180
8.0 55 6.9
10 7.1 8.5 400 280 200 @ 12
12 8.2 104
450 330 225
14 8.1 12.7
16 10.1 14.2
480 360 240
18 108 16.2
20 114 18.2 500 380 250 16
25 136 93 | 230 241 560 440 320
2 155 99 | 300 312 600 480 350
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+ ERRK + fEfERX
Eastern China Region Northern China Region
e E BRI 1TT7S DER610E KR E XK EFEITEERHTHE6-2-701
Add: Room 610 Building D No. 1777 Hualong Road Add: 6-2-701 Xinjin International Xinxing Park Bixiang Road Xiging
Huaxin Town Qingpu District Shanghai District Tianjin
Tel: +86-592-7301561 Tel: +86-592-7301126
+ fERAX + FRILRKX
Southern China Region Northeast Region
TREAREH KRERERNNMRE L SIMDIX49AS TTEEAmSHAXEZIGARR1IS8S (KAL) 21095
Add: No. 49A D1 District Jinxia Juhe Machinery Mould Add: No. 2109 (China Resources Tiexi Center) No. 158 Jianshe East
Hardware Commercial District Chang'an Town Dongguan Road Tiexi District Shenyang City Liaoning Province
City Guangdong Province Tel: +86-592-7306375

Tel: +86-592-7310203

+ AAHKKX + ferhxX
West Region Central China Region
V)| 148 AR T Al e X A BR P2 2R ML BR = FA— #2119 LB U EFRAFTF R XML FE125 52 2 /55 H0BEE1304-13075
Add: Room 2119 Building 1 Longxin Jiuxi Phase llI Add: No. 1304-1307 Block B Jiayu Business Center No. 12 Chuangye
Jiancai Road Chenghua District Chengdu City Sichuan Road Wuhan Economic and Technological Development Zone Hubei
Province Province
Tel: +86-592-7306375 Tel: +86-592-7310203

ENEERMSERIRAE

XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Hiht: FREETHHEKKEREIS

Add: No.69 Xinglong Road Huli District Xiamen CHINA WWW. g esac.com.cn
Tk REEER TSP XEMK1601-16295
Factory Add: No.1601-1629 Jicheng Road Industrial > 4
Concentration Area Tongan Xiamen CHINA @ - - )
Tel: +86-592-7301561  Fax: +86-592-7107322 00 998 6858
PC: 361006 Email: gesac@cxtc.com
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