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R&EEN: BE (GB5342-85)
Installation mode : Type B (GB5342-85)

Indexable milling tools basic function sketch map

Mode of installation and dimension for face milling tools

RRBK: AR (GB5342-85)
Installation mode: Type A (GB5342-85)

SR D50~ D100 iEF#E ©80~ D160
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LEBR. CE (GB5342-85)
Installation mode: Type C (GB5342-85)
iE A& © 200~ @ 250 BRI D315~ D500
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REAN: CAHE
Installation mode: Type CA
[ BY5E F#14& © 200~ D 250 11 2Y5%E A #i 4% © 315~ © 500
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9947,
LAJSE S E 8 JTISGMC JLA4TT 1.Indexable face milling tools SGMC See A4
2ATEENI T FAESE TIKTXM JLA18T1 2.Indexable T-Slot milling tools KTXM SeeA18 E ° 77_ B
3AIEEALE T RS $E TIRMX L A17T% 3.Indexable end mills with round blade RMX SeeA17 - ® 3
4. AIEEAIRAE AR FLEEQKX IIB3 T 4. Indexable shallow drill with spiral flute QKX SeeB3 L S
S.AIFEAIIIEETILXX JA14TT 5.Indexable end mills LXX SeeAl4
6. M KB REKLIIHETIQXAZ TLA23TT 6.Machanical clamped single blade ball head end millsQXAZ SeeA23
7 RAIEAIIRKIIHETIQXZ BLA22TT 7.Indexable ball head end mills QXZ SeeA22 & FHME 0315~ 0500
8. AIAE LTk KL $E TIQXCZ WA22TT 8.Indexable ball head end mills QXCZ SeeA22 "
9. AT FENIIRHEIL $E TIKLX JLA19TT 9.Indexable helical end mills KLX SeeA19 14
10. 3 ZE AT #E $E TIKCX A13T 10. Indexable slot mills of blade arises installation KCX SeeA13 il RIS H#REK (GB5342-85)
1A A48 TIZXY AISTR 11.Indexable drill milling tools ZXY See A15 Installation mode: Taper shanks mode (GB5342-85)
12.%%ﬁiﬁéﬁﬁ$$%nwx RC6T 12.501@ carb%de key way mills Y'JX See C6 N S FEL 14 63~ © 100
13 BARREEIRKIBETYQX RC8H 13.Solid carbide ball head end mills tools YQX SeeC8 o |
14. AT 8B A $ETIDLM DLA21 TR 14.Indexable approach angle milling tools DLM See A21 = BRE%
15 A FEMABE S TI6JKK JLAIT 15.Indexable coarse-fine complex face mills for blades arises installation SeeA9 T
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Indexable face mills Kr75° Y/ =1

H ® nf$E 07 i gk )] Kr 75°
Y/ =1 Indexable face mills tools Kr75°

&R TY,=5° A=T° WIHIERS . iR, ER TR NFSES IR T, ZEET) v, =5 s =TOVIHITRR . #AIR, ER TR ARITIEII T
A2 The milling tools y, =5 °, As = 7 °, cutting a smooth, coziness. suitable for medium , The milling tools y, =5 °,\= 7 °, cutting a smooth, coziness, suitable for medium ,low carbon steel and
low carbon steel and cast-iron pieces machine cutting. @ cast-iron pieces machine cutting @

mIFEm| mIFER

=% R+ R % [ # wry | o T R i
B S A% Teoth Dimension Installation 71K Parts Bl S 1% 1‘:' th Dimension | Installation Nk Parts
Type spec 7 D D H d 75 Blades & 3& 7] WKHZET | 4R F Type spec e; plp lula LY Blades E 3 TIHZET T] WKHZET | iR F
! Mode Wedge Shim Screw Wrench 1 Mode Wedge Blades Shim Screw | Wrench
GMA 63 R/L 3 63 | 76 22 GMCG63R/L| 3 |63 | 76 22
GMA 80 R/L 4 80 93 50 27 A SPCNRl/i(BED ?{%1}0633 %ﬁ?j M8x1x20 04.0 GMCB8OR/L| 4 80 | 93 [ 50| 27 A SPCN1203EDR/LIGMC63R/L-04] GMC63-02 |GMC63R/L-03 %S?ié%s Zig
GMA100 R/L 5 100 | 113 32 GMCIO0OR/L| 5 100 | 113 32
GMA125 R/L 7 125 | 141 B GMCI25R/L| 7 |[125] 137 40 B
GMAIGOR/L | 9 | 160 | 177 40 B 0 [160]172 | ¢4
63 GMC200R/L| 12 [200] 212
GMAZOORATN 12 | 200 | 217 GMC250 R/L| 15 | 250 | 262
GMA250 R/L 15 250 | 267 GMC315R/L| 18 |315| 327
GMA3ISR/L | 18 | 315 | 332 SPCNISO4ED | GMAI25 | GMAL2S |00 o oo GMC350 R/L| 20 | 350 362 | 80 c [SPCNIS04EDR/L GRI\;[L%AZ;S e Gliﬁlf Ghﬂfgifizof 2451'_8
GMA350R/L | 20 | 350 | 367 | 80 60 C R/L R/L-03 R/L-02 ‘ GMC400 R/L| 24 [ 400 | 412 |(70)| 0 (CA)
GMA400 R/L 24 400 | 417 | (70) (CA) GMC500 R/L| 30 |[500 (512
GMAS500 R/L 30 500 | 517 GMC630R/L| 36 | 630 | 642 100
GMAG630 R/L 36 630 | 647 %0 GMC800 R/L| 45 |[800 | 812
GMABOOR/L | 45 | 800 | 817 FEFSART H=70) , EITHAEA. Brackets need to size (H = 70), please note when ordering.

EEFESAHAR~T (H=70) , {5ITHR#AE. Brackets need to size (H = 70), please note when ordering.

n[ ¥ 50 il i 86 )] K r 60°

Indexable heavy duty face mills Kr 60°

ZHE Ty, =1.5°0 A—TOVIHIRAS, HEBWIR, &R F/NhERHUKR LT RFIEE SRl in T .
The milling toolsy, = 1.5 °, ks = 7 °, cutting it easy, Chip removal coziness for low-power machine for steel ST Ty, =6°. A=T°, EEERFRAKEIEIMT.

and cast-iron pieces machine cutting. The milling tools y, =6 °, As =7 °, mainly suitable for medium ,low carbon steel big margin machine cutting.
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MEEEE‘E mMIT®E d
odel No B mIFER
D
B R~f R A if
157 A 2 4 % Twih Dimension Installation 7B Parts
Type spec | oo W Blades E % KT FE WIS | 4] F
Z D D | H | d . .
=% R =t = E fic % Mode Wedge Long shim | Square shim Screw | Wrench
BSH|E | [ | Dimension o kR E - ﬂPartS T E CMC200R/L| 6 | 200 | 243 | o
T = £ KiZ
YPESPEe Z B D, | Morse taper No nserts Wedge Shim Screw Wrench CMC250R/L| 8 250 | 293
CMC3I5SR/L| 10 | 315 | 358 60 CA | LNCN2907ZP CMC R/L-02l  CMC-05 CMC-06 M12x1 6.0
e 63 |76 CMC350 R/L| 12 | 350 | 393 ©) RIL ; - - '
GMA 80MW R/L S 80 | 93 MW4 SPCN1203EDR/L | GMAG3R/L-03 | GMA63R/L-02 | M8x1x20 04.0 CMC400 R/L| 15 | 400 | 443 | 80
GMA100MW R/L 100 | 113 CMC500R/L| 18 | 500 | 543
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Indexable face mills Kr 90° V/ =1

H ° n[$G e Bk )] Kr 45°
V/ =1 Indexable face mills Kr 45°

ZHE Ty, =5°. AT MIEIERR . #IR, &R T X REISE SRR IEI AN T .
Th Hline tool i 0 . . f d The milling tools y, =5 °, As= 7 °, cutting a smooth, coziness, suitable for medium ,low carbon steel and cast-iron pieces machine cutting.
A4 HETIMER, ARIEMIE, BATHRE o medium low carbon stesl, sainlessstee, ftanium alloy, cast A5
: A o oy 5y B =t R ’ ’ ’ ’
S ;F‘%h NG ’f‘ﬁ%ﬁﬁl—rfﬁ'#-l K41 -iron pieces, and other material for machine cutting, but also to low- D @
I, &R FIEHERMTIEM L. sowor machine cuting, !
. mIFm
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mIFm B @
D1 [ S| == fm T #)
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| E
| | AL i D @
yil ‘ T mE)
" R =t E i #
B = Mg :l'ufjflll Dimension Installation kE Parts
Typespec |, D | b | u|q| B | Isets | E3R | iAT4RE] | I8 WK H2ET iR F
D ! Mode Wedge Screw Shim Screw Wrench
ZMCI00R/L| 5 100 | 96 | 50 | 32 ZMC100-02 M10x1x18
a5 R~ % & i Iz ZMCI25R/L| 6 | 125 | 121 ml
B 240 % Dimension Installation 7B Parts ZMCIGOR/LLL 9 | 160 | 156 | o
Type spec Az A5 Blades E - FTHIEET J] WK2ET | R F ZMC200R/L| 12 | 200 | 196 S4.0
Z D|D | H]|d . ZMC250 R/L| 15 | 250 | 246 82°4XH16 |ZMCI125 GMC  [ZMCI125 ’
Mode Wedge Screw Shim Screw  |Wrench o5.0
ZMC3I5R/AL[ 18 | 315 | 311 C YZ | RLO3 | 12502 | RLA2
SGMC 63 R/L| 3 | 63 | 100 22 60 GMC125-05
A SGMC63 SGMC63 | GMC63-05| S3.0 ZMC350R/L| 20 | 350 | 346 | 80 (CA) M10x1x21
SGMC80OR/L| 4 |80 | 117 | 50 |27 SECN1203AFN RIL-03 GMC63-02 R/L-02 M8x1x20 | 04.0 ZMC400 R/L| 24 | 400 | 396 |(70)
SGMCI00R/L| 5 |[100]| 137 32 ZMC500 R/L| 30 | 500 | 496
SGMCI125R/L| 7 |125] 162 a0 B TERE S AT (H=70) , EITTWE 3EH]. Brackets need to size (H = 70), please note when ordering.
SGMCI60R/L| 9 |[160]| 197 GMC125- N
V2 o
SGMC200 R/L| 12 [200| 237 | 63 SECN1504AFN SGMC125 GMC125-02 SGMC125 05M10x1x 54.0 ﬂ%lﬂ Mﬁmi%]]Kr 75
C R/L-03 R/L-02 05.0 . o
SGMC250 R/L| 15 [250] 287 60 22 Indexable ladder face mills KI'75
(CA)
SGMC3ISRAL| 18 [315] 35 BHTI,E5 L wsT RN RIIEL ]
X, BEVIHIA . ER T EEE/NI d
RHKR LXK ETIH. ‘ ‘
The milling tools y, =5 °, As = 7 ° stratified u ‘ mIF @
cutting mode, to reduce cutting force.suitable for \
thin wall and cutting large margin on the small \ =
hine. [E— ‘
d power machine \ 75°
= 45 B 455 45 4 IR FF
‘ - ——] = =
s o1/ el Aol 4|
EH R~ = % [ G
e R~ i " EUE= 1 o4 "ll"_ele th Dimension Installation N Parts
A2 A =k Dfsension 7B Parts Type spec Z Iplp lalelal q| 2R | Blads | ER PTERET | TIE | WKERET | R F
Type spec Teeth Blades G uEET S ! p System Wedge | Adjustscrew | Shim Screw | Wrench
Z D d, L L Screw Wrench JIMCI25R/L| 7 [125] 135 ol =
JTMCI60R/L | 9 |[160| 170
SELE DL a 20 2 40 JTMC200R/L | 12 | 200 210 | & ol o GMC125
SGMB 63 R/L S 63 JTMC250R/L | 15 | 250 | 260 ? 7 SPCN1504| GMCI125 GMC  |GMCI25| o 0><1;< S4.0
SGMB 80 R/L 6 80 27 6 SECWI1204AFN L60M5x11 T20 JTMC315R/L | 18 |[315| 325 2| 2| 60 C EDR/L R/L-04 125-02 R/L-03 2 05.0
SCIBI0RL - 100 % 50 JTMC350R/L | 20 [350] 360 | ¢ (CA)
JTMCA400R/L [ 24 |[400 | 410
SGMBI125 R/L 8 125 40 63 JTMC300R/L | 30 15001 510
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Y/ a1 Indexable face mills Kr 75° Indexable dense toothed face mills with shim mode Kr 75° Y/ =n

ZEE T, =16° | s =157 FEERFRESHBHEIMI. ZHETI,=5° L a=T° BT A EBBREIRE TRAKAEL T .
A7

The milling tools y,= 15 °, s = 15 °, the main applied to aluminum alloy the milling machining. The milling tools y,= 5 °, As= 7 ° suitable for medium and low carbon steel, cast-iron pieces to the big feed movement pipelining.

A6 D1 Di
d ek o -
50 |
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Y R = Z i % = % R ~f e i s
B S 1% Teeth | Dimension Installation I Parts LIRSS Teeth | Dimension Installation R Parts
Type spec 7 plbp lual 4 IR, | Blades E - BATIRET T] Wki2s] | R F Type spec 7 plbp lul 4 1 Blades E B J] Wki25T | R F
! mode Wedge Screw Shim Screw Wrench : Mode Wedge Shim Screw Wrench
iﬁg gg;/i Z gg ;g % ;5 A SFeNT203 | LMCs3 CMC63.02 LMC63 GMC63-05 $3.0 MMA100 R/L 10 100 | 113 | 50 | 32 SPCN1203EDR/L | MMA100R/L-03 |MMA100R/L -02
EFRL | R/L-03 i R/L-02 M8x1x20 | ©4.0 MMAI25R/L | 12 | 125 | 141 40 B
LMCI100R/L 5 100 | 113 32 MMAILGOR/L | 16 | 160 | 177 6
LMCI125R/L 7 125 139 40 B MMA200R/L | 20 | 200 | 218 GMC63-05
LMEJGORL | 0 IO | 6 MMASORIL | 24 | 250 | 268 SPCNISMEDR/L| MMAI2SRIL03 |MMAI2SRAL 02| M8x1x20 [ 7+
e R e kw5 | 2 fasuzms.
MMA350 R/IL | 36 | 350 | 368 | 50 | ©° | (ca)
LMC315R/L 18 |315| 329 SFCN1504 | LMC125 GMC LMC125 |GMCI125-05| S4.0
MMA400 R/L |_40_| 400 | 418 |(70)
LMC350R/L 20 |[350| 364 70| 60 C EFR/L R/L-03 125-02 R/L-02 M10x1x22 05.0
LMC400R/L | 24 |400]| 414 (CA) MMASOOR/LA 45 | 500 518
LMC500R/L 30 | 500 514 EEFEERNR~T (H=70) , 1HITMIBTHAR. Brackets need to size (H = 70), please note when ordering.
LMC630R/L 36 |630| 644 %0
LMCS800R/L 40 | 800 | 814 2N PN
nf 5 i J] % % i iy 6 JJKr 90°

Indexable dense toothed face mills with shim mode Kr 90°
ZEET],=5° L =10 EERATHFAMER PR, KRN, $FaIRETIRAKIELMT.
The milling tools y, =5 °, As = 7 ° mainly with the step surface, medium and low carbon steel, cast-iron pieces a big feed
movement pipelining.

a4 ot PR 3 04 i B JT Ke 80°
Indexable dense toothed tace mills with spring clamped Kr 80°
T2 L A =40 REABERZEN, RENE, ERNRAE. RE ERTFRETRKMELNT.

The milling tools y, = 2 °, As =- 4 ° using a spring clamp structure, stable and reliable, replacement blade easily shortcut, and apply to @
the big feed movement pipelining.
T FEm|
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L mIEm®
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| ! 111~ 80°
\ ; / mImE
D
7 JdE
& % R~ = % e #
=5 o B S Mg "Ifé eﬁ Dimension Installation Ik Parts
) 5 R T-r t‘ﬂ*‘? B # Type spec 7 D D H d CAES Blades E B T W KAZET R F
BSME Teeth Dimension i) atlon‘ kR - LS - ! Mode Wedge Shim Screw Wrench
Type spec 7 b | b | g | q |E*| Blades A | BE | BE | WTF | BRLH ZMMAIOOR/L| 10 [ 100 [ 97 | 50 | 32
1 Mode Draw rod | Spring Washer | Wrench ([limit dowel ZMMA125 R/L| 12 125 122 a0 B

MM125 R/L 12 125 135 40 B ZMMAI160 R/L| 16 160 157 63
MM160 R/L 18 160 170 ZMMA200 R/L| 20 200 196
MM200 R/L [ 24 200 | 210 ZMMA250R/L| 24 | 250 | 246 g2oaxm16Y/z| ZMMAILZS ZMMA | GMC63-05 04.0
B 0 | 250 | 260 | 4, SPENLSO} | \ 1117 | MML127 | MML118 | MML107 | MML110 ZMMASISRL| 30 | 315 1 311 - e L0 | ME0
MM3I5R/L | 36 315 | 325 60 C ZPRIL ZMMA350R/L| 36 | 350 | 346 | 80 60 (CA)
MM350R/L | 40 350 | 360 (CA) ZMMA400 R/L| 40 | 400 | 396 | (70)
MM400 R/L 45 400 410 ZMMAS500 R/L| 45 500 496
MM500 R/L 60 500 510 EERSARST (H=70) , 15ITHIATREAR. Brackets need to size (H = 70), please note when ordering..
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The axial is plus anterior angle, the radial is negative anterior angle, suitable for rough machining of

Indexable face rough mills of blades arises installation Kr 60° Indexable coarse-fine complex face mills for blades arises installatio Kr 90°

// L
/// |:|T_|
..J‘ J':'] 18] ;inJi\I HIJ m ’ l_.EJ ; 1 % E Ejhlj’]z‘“lbl:t’{ﬂj’]ul—t‘ E; HE =} quI E:]\ EJ:; Eﬂt‘]u;k 'E% ’E‘gto

. . Blades on the circle is double negative anterior angle, suitable for medium power coarse-fine complex machine of steel and cast-iron
A8 medium , heavy duty workpiece plane.

D1
d mIFEm
d
mIFEm|
- LT
o | | I
| \ =
] A mIam
. R ~F - B # D
S Teoth Dimension Installation 7k Parts
Type spec EIEN Blades 7 F EE HETEIRET i F
Z D D H d :
1 Mode Blades shim Screw Wrench R =% = s
: 5= a "
6C2K160R/L 8 160 192 40 B M2 [Dimension| Installation | 77 F (A) ESJl:tlz?Hbl(ﬁ) ];3}:;& (At/)B) .
1] =% eeKin, aaes ades numboer, SEl
6C2K200R/L | 10 200 | 232 63 LSE434R/L01l NEO4-10 | Lsamsxis | T2o Typespee | p | g | g | 22° Blades (A) 5 §) A/B) 7k E RLTH  |HRIRET) |WF
6C2K250R/L 12 250 282 60 |C (CA) Mode Blades shim | Offset dowel| Screw_|Wrench
6C2K315R/L 15 315 347 20 6JKK160R/L| 160 40| B 6/2 L60M
6CIL200R/L 3 200 | 212 6JKK200R/L| 200 | 63 8/2 4x13
6C2L250R/L 10 250 | 292 e 6JKK250R/L| 250 L;i‘:ff 4;{5];1 1072 NE04-10 IgFozz T20
AL ISRL " s 5 80 60 |C (CA) |LSE446R/LO1| NEO4R13 | L8M5x19 T20 GIKK31SR/LI 315 60 [C(CA) - 12/2 -
6C2L400R/L 16 400 441 6JKK400R/L| 400 80 16/2 Lizllzls

SR FENE Il L BE ] Ke 90°

Indexable face rough mills for blades arises installation Kr 90°

HWE. ZEBAREA ERTHN. FRI4MNEMESTFEAEMRT.

The axial, radial anterior angle is negative, suitable for steel, cast-iron parts for the rough machining step surface or plane.

SLBE A FENE P hEBE /] Kr 90°

Indexable exactitude face mills for blades arises installation Kr 90°

MBS TIFRE. HTEMRAEREERKSHEM . FEAMBSMI.

The milling tools is suitable for finish machining depth of flatness, depth of parallelism and

surface roughness with higher level for step surface or plane.

; 7
‘ fm T Fm| d
\ T FE |
‘ |
‘ TS J | e
| 90° mIam |
‘ T & m
\
I ‘
L 1
EH R =t =% i 1
EUR=F I "l:lijlll Dimension Installation N Parts ——
Type spec 7 b " 4 | B | Blades TRE | GERE | RTF megy | 58 R £ % B
Mode Blades shim Screw Wrench =R Teeth Dimension Installation kR — Parts
G 6 160 40 B Type spec 7 D H d il Blades R 58 LR ET i F
Mode Offset dowel Screw Wrench
6J2K200R/L 8 200 63
SOSORL 1 ; 6 C |LSE434R/L01| NE04-10 | L82M5x15 T20 6F2K160R/L 4 160 40 B
2;2K3?(5)R/L 12 3?2 80 (A 6F2K200R/L 6 200 03
6F2K250R/L 250 L60M4x13
6J2L200R/L 9 200 YCE434-01 6F2K-02 L8IMS5x15 T20
6J2L250R/L 12 250 63 C 6F2K315R/L 8 315 60 |C (CA)
60 LSE446R/L01| NEO4R13 L82M5%19 T20 6F2K400R/L 400
6J2L315R/L 15 315 %0 (CA) 12 80
6J2L400R/L 18 400 B2 oL J0U
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Indexable face mills tools with ceramic blades Kr 75° Y/ =1

He° T4 A2 R 7]
Y/ =11 Indexable dovetail groove face mills tools

ZEE T EZR T HRITAL HRE BRI

The milling tools suitable for machine tool industry for dovetail groove fine machining .

A10
d D
d )1 S )
‘ = IIFEREE |
‘ ( |
| [ :
= | ‘ =
= \ |
1 \
0 D
* 5 R =t (i 1 EH R z % fic %
B S Mg 0 | Teeth Dimension N Parts B S 1% Teeth Dimension Installation N Parts
Type spec - D d - h Blades E WKAZET | F Type spec = - > - d G Blades £ 3= 7] B EEINE 2
Wedge Screw Wrench ! Mode Wedge Shim Screw Wrench
VX55D125R/L 6 125 32 45 TSM125 R/L 7 125 141 20
VX55D160R/L| 55° 8 160 40 50 25 VX55D125R/L-04 TSM160 R/L 9 160 177 63 B
VX55D200R/L 10 200 50 GMC63-05 TSM200 R/L 12 200 218
VX60D125R/L-03 04.0
VX60D125R/L 6 125 | 32 | 46 M8x1x20 TSM250R/L| 15 | 250 | 268 e I ezt ip=205 =4
VX60D160R/L| 60° 8 160 40 50 26.5 VX60D125R/L-04 TSM315 R/L 18 315 333 60 C ) . M10x1x22 -
VX60D200R/L 10 200 | 50 | 52 TSM350R/L| 20 | 350 | 368 - (CA)
TSM400 R/L | 24 400 418
2. - TSMS00R/L| 30 500 518
nf F5 07 B 28 i 8 ] S

Indexable face mills tools with ceramic blades

AIEMNEEES NI EER T AEH Indexable face milling tools with ceramic blades for chilled
. DEM. MHMEE. FNNETH cast-iron, high manganese steel, heat-resistant alloys, materials such
BOEIEI AN T, 11HUREE ATIAHRC60, H1J) as hardened steel cutting, cutting up to hardness of HRC60, its hard

n[FEHi I ZE i) Kr 90°

Indexable face mills with ceramic blades

Kr 90°

HITtRERT ILEE RS SIS HE. alloy cutting performance comparable to increase several times.
e
, T
mIFE@
d B m I | %i
| |
| T Ji £
=l | | =
X | = i T B g : T )
| . \
= ‘ ‘
mIF@ T m|
- R~ TE B . - R~ = i ®
Gl E= Y v ',l:' th Dimension Installation Il Parts B S g ,1'7' th Dimension Installation IR Parts
Type spec eZe D D gl a4 B 5 Blades J] & E R | KENRET | KEMRET | R F Type spec eZe D D Hl 4 B 5K Blades £ I WK B2 ET iR F
i Mode Shim Clamp Screw Screw Wrench . Mode Wedge Shim Screw Wrench
TRMI125R/L 7 125 135 i . TZM125 R/L 6 125 122 40 w
TRM160R/L 9 160 170 63 TZM160 R/L 9 160 157 63
TRM200R/L 12 200 | 210 TZM200 R/L 12 200 197
TRM250R/L 15 250 | 260 TRM TZM250 R/L 15 250 247 CNGN120716 | TZMR/L-03 | TZMR/L-02 GMC125-05 05.0
EVEIETE 1 R . c RNGN120600 R/LO2 A-10 TRMO04 TRMO5 S4.0 TZM315 R/L 18 315 312 0 C M10x1x22
TRM350RLI 20 | 350 | 360 “ (CA) TZM3SOR/L | 20 | 350 | 347 | .o (CA)
TRMA400R/L| 24 | 400 | 410 TZMA00R/L | 24 | 400 | 397
TZMS500 R/L 30 500 | 497
TRMSO00R/L| 30 500 | 510




A12

M., /4

ZEETI=5° L a5 ERTHAMBUIE THRINI.

The milling tools y, =5 °, s = 5 © applied machining workpiece of have step or slot.

n

IFE. Yl

nf #6407 =i 2] . i J1EET]
Indexable full side mills and half side mills

L FEEREBE )T

Indexable slot mills for blades arises installation

TEETIER . WEAIER A, EATMIM. Hik, SEHITR.

The milling tools radial, axial is both plus anterior angle suitable for machining steel, cast-iron, smooth milling .

Z4 5

U7

L L
i R
= 4]
B S H g Teeth Dimension
Qe EE z D D, d L
SMD 100xL 6 100 55 32
SMD 125xL 8 125 16 18 20 22 24 26 28 30 32 36
SMD 140%L 0 140
SMD 150%L 150 “ 40
10 16 18
SID IS0 2 160 2022 24 26 28 30 32 36
SMD 175%L 12 175 16 18 20 22 24 26 28 30 32 36
14 16 18 20 22 24 26 28
SMD 200%L — 200 -
13 16 18
SID 250 16 250 2022 24 26 28 30 32 36
SMD 280%L 18 280 16 18 20 22 24 26 28 30 32 36
20 75 50 16 18
et I8 2l 2022 24 26 28 30 32 36
24 16 18
DS 20 350 3022 24 26 28 30 32 36
SMD 400xL 24 400 16 18 20 22 24 26 28 30 32 36
SMD 500%L 30 500 16 18 20 22 24 26 28 30 32 36
71 kR fig L2
1% e Bl Blades Parts
Spec confine H kR EN kR LER RIER WK B2ET ENLEZET X KR4
Right blades Left blades Left wedge | Right wedge Screw Screw Screw
16 SMLO1 SMLO02
88° 4XHI3Y | 88° 4XHI13Z SML14 SML16
18 SMLO3 SMLO04
20 SMLO5 SMLO6
SML13
2 88° 4XHI6Y | 88° 4XHI16Z SMLO7 SMLO08
SML15 SML17
242628 SMLO09 SML10
3036 88° 4XHI9Y | 88° 4XHI19Z SMLI1 SML12

&
| I, I8
1
= ”L@ e @
I &
v
%
L
1= 3 N
mem | HH AT nH {ETEARST e
Type spec 7 D D, q L Blades Screw Wrench
8~9 LNEU1504 L60M4x8.4 T15
KCX100-L 8 100 55 32 9~10 SNEU1205 L6OMSX10 20
10~12 SNEU1206
8~9 LNEU1504 L60M4x8.4 T15
KCX125-L 10 125 65 40 9~10 SNEU1205 L6OMSX10 20
10~12 SNEU1206
8~9 LNEU1504 L60M4x8.4 T15
9~10 SNEU1205 .
10~12 SNEU1206 T20
KCX160-L 12 160 65 40 12~14 SNEC1507 LIOM5x12
14~16 CDEU0904R/L L60M4x8.4 T15
16~20 CDEU1206R/L
L60M5x12 T20
20~28 CDEU1606R/L
16 8~9 LNEU1504 L60M4x8.4 T15
9~10 SNEU1205 L6OMSX10
10~12 SNEU1206 T20
KCX200-L » 200 75 50 12~14 SNEC1507 L9OM5%12
14~16 CDEU0904R/L L60M4x8.4 T15
16~20 CDEU1206R/L
L60M5x12 T20
20~28 CDEU1606R/L
18 10~12 SNEU1206 L60M5%10 20
12~14 SNEC1507 L9OM5x12
KCX250-L 6 250 14~16 CDEU0904R/L L60M4x8.4 T15
16~20 CDEU1206R/L . .
20~28 CDEU1606R/L
22 10~12 SNEU1206 L60M5%10 20
12~14 SNEC1507 L9OM5x%12
KCX315-L 0 315 % 6 14~16 CDEU0904R/L L60M4x8.4 T15
16~20 CDEU1206R/L
20~28 CDEU1606R/L
KCX350.L - 350 16~20 CDEU1206R/L
20~28 CDEU1606R/L
©X400 o 400 16~20 CDEU1206R/L LOOMSx12 120
KCX400-L 20~28 CDEU1606R/L
16~20 CDEU1206R/L
KCX300-L 30 500 20~28 CDEU1606R/L




DEZZ A5 Y H ®
Indexable end mills Y/ =1
e
@

I FEm|
- FFea

H° W $ v LB )
V/ sh Indexable end mills

- T L) [T

5

m I ) (mImp T m T ) (mImmE
KK [EHEH Morse taper shank £ Shell
e = _ - mem | X A 7K 57E0R4T e
B S W% Dimension RRE#S TR 1B1EIRST wF Type spec ° HRERSien Blades Screw Wrench
Teeth e ype sp zZ D L d b
Type spec 7 Morse taper No Blades Screw Wrench
D LL L LXT 50 4 50 ) 04
LXM 16 16 111 30 LXT 63 5 63 50 :
APMTI1135PDER | L60M2.5%5.8 T8
LXM 20 b 20 116 35 MW3 LXT 80 6 20 27 4 APMT1604PDER L60M4x10 T15
LXM 25 25 124 43 LXT 100 7 100 63 32 14.4
LXM 32 3 32 147 44.5
LXM 40 4 40 MW4 APMT1604PDER L60M4x10 T15
LXM 50 0| 157 | 545 UEzI0R737 Y
LXM 63 > 63 Indexable drlii-milling tools

E @5
- I — | - f Bl
ﬂ - - F -° ﬂ%‘ KXMI ) T W m

L
[E#E4/ Cylinder handle ’ @
meyy | EH NEANI 7K {5 TEIEsT i F m T ) mInmE

w R~f
Type spec 7 D L L, d Blades Screw Wrench E AR Cylinder handle
_ % 5 .
LXY 16-150 16 150 85 16 APMT1135PDER L60M2.5%5.8 T8 B S Mg = . R_r. N LR ET R F
LXY 20-170 2 20 170 35 20 Tvpe spec Teeth Dimension Blades Screw Wiench
LXY 25-210 25 510 40 25 yPesp z D L L, d
LXY 32-210 3 32 3 7ZXY 1605-120 16 - . 16 CPGT050204 L60M2.5%5.8 T8
LXY 40-250 4 40 250 73 APMTI1604PDER L60M4x10 T15 ZXY 2007-120 20 20 MPMTO070308 L60M3x7.7
LXY 50-250 50 ZXY 2509-115 2 25 115 35 25 | MPMT090308 L60M4x10 T15
50 42 ZXY 3212-125 32 125 45 32
LXY 63-300 5 63 300 MPMT1204 L60M5x1 T2
ZXY 4012-156 40 156 56 42 0408 60M3x10 0
a ‘ =Y || ) I =
[ ] —+1-83
[ Ly
BIFA4H Cut flat handle L
— Bl %8 Cut flat handle
= w R~ HIFE4E Cu
U= : ; kR HETEIRET i F S -
T Teeth Dimension Blad S Wrench Rl = 4m o 5 R~f
ype spec 7 D L L, d ades crew renc U= S Dimension Ik HETEARET wF
3 Type spec Blades Screw Wrench
Eg ;g igg 5 ;g 1(2)8 ;g ;(6) APMTI135PDER |  L60M2.55.8 T8 Z D L L, d
— 1 — — — = 7ZXX 1605-120 16 I 0 16 CPGT050204 L60M2.5%5.8 -
XX 32-150 3 % 150 90 “ ZXX 2007-120 20 20 MPMTO070308 L60M3x7.7
LXX 40-170 20 110 APMT1604PDER L60MA4x10 T15 ZXX 2509-115 2 25 115 35 25 MPMT090308 L60M4x10 T15
LXX 50-170 4 50 170 100 ZXX 3212-125 32 125 45 32
- 40 MPMT120408 L60M5%10 T20
LXX 63-180 5 63 180 110 ZXX 4012-156 40 156 56 40




[ FE4r [ T i r gk )]

Indexable end mills with round blades

TE23 A A Y H ®
Indexable end mills with round blades Y/ =1
n mITFEm| n I B &

M., /

T E @ e g 1 I & fn T B B
ol & 1 o ©
7] REES
m T i ‘
' ¥ d | 4. ool 2 1 *
L
£3 Sheath mode ]
&% : ‘
memy |IX Wi Nk |nemswes| B memesres) mE
T Teeth 1mension Blad S Hold down S Wrench BERHER M t hank
Ype€ spec 7 D D1 d d1 b L ades Crew piece Crew renc orse aper shaj
RMT 5012 50 | 38 R < = K
4 22 (104 % KA : "
RMT 6312 & [ sl 50| remr 15 memt |EH|  Dimesion | mgs | nx  |namseel SR Esmezen 5z
12 L60M4x10 YR-16 L60M5x10 T eet Morse Blad S cesowl Wrench
RMT 8012 | 5 | 80 | 68 27 [ 124 1204MOE T20 ype spec ades crew : amp screw | Wrenc
Z |D|D, [d]|L|L taper no piece
RMT 10012 | 6 [100] 88 32 [144| 63
RMM1608-125 16 8 T8
2 8 |125/ 61| MW2 |RPMTOST2MOE| L60M3x7.7
RMM2008-125 20| 12 T10
YR-15 | L60M3.5x8.2
\ RMM2510-145 25| 15 T10
| 3 10 145 64 | MW3 |RPMTI10T3MOE
,,,,,,,,,,, | 5 RMM3210-145 2|2 T15
RMM4012-180 40 | 28 L60M4x10
T15
RMMS012-180| 4 | 50 [ 38 | 12 [180[77.5 MW4 | oo o YR-16 L6OMSx10 | o
] RMM6312-180 63| 51
[El4¥#% Cylinder handle
54 R :
nemy | BN AT nk |nemsres  ER Eameres) s
Type spec 7 D[D, [d]| L L[4 Blades Screw e Screw Wrench
RMY 1608-085 85
16| 8 16
RMY 1608-150 150 o
RMY2008-100 | 2 8 [100 |40 RPMTOST2MOE|  L60M3x7.7 TT180 N R
RMY2008-180 20 | 12 180 20 .
RMY2008-250 250
RMY2510-120 120 YR-15 L60M3.5%8.2
RMY2510-200 25 | 15 200 25 L
RMY2510-300 300 T10
3 10 50 RPMT10T3MOE
RMY3210-130 130 T15
RMY3210-200 32| 2 200 HIF#A Cut flat handle
RMY3210-300 300 -
¥ R = : "
VY40 12150 o] 32 memy BN Dimencion ni |nemsrea ER psmsren) we
Type spec Blades Screw . Clamp screw Wrench
RMY4012-250 40 | 28 250 L60M4x10 z |D|D [d|L|L |4 piece
RMY4012-300 300 RMX1608-085 16| 8 85 [37] 16
2 8 RPMTOST2MOE|  L60M3x7.7 18
RMY5012-150 150 RMX2008-100 20 | 12 100 | 50 | 20 T10
RMY5012:250 | 4 | 50 | 38 | 12250 |55 RPMT1204MOE YR-16 Leomsx1o | L1 RMX2510-120 25 | 15 120 | 64 | 25 YRAS | LOOM3.5x82
- = X -
T20 3 10 RPMT10T3MOE 110
RMY5012-300 300 i RMX3210-130 2| 2 130]70] TI5
RMY6312-150 150 RMX4012-150 40 | 28 80 L60M4x10
L0 63 | 51 250 RMX5012:150 | 4 | 50 [ 38 [12]150| [ ~|RPMTI204MOE YR-16 L60M5x10 E(S)
RMY6312-300 300 RMX6312-150 63 | 51
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Indexable helical end mills

Indexable T-Slot milling tools

% g L
-® @
| 7 i m I m
; T TR A8 N 1 - L I
il?
=] e —r— e —-—- - © L
»
L 4RV EH Cut flat handle
B S % Rt - #(A/B .
1::;’; Spec Eﬁl Dimension im 7] K (A) A& 71k (B) 7 )]iliagl(es ) i=2id oS wF
. . End blades (A) [Circle blades (B Screw Wrench
[E4E4/ Cylinder handle z D[1|L ]| L |da Numbers(A/B)
KLXX 32 2 32 [ 43 | 65 | 125 | 32 1/5
_ ) =5 .R Tj- ADHW150308 | SDHW090308 L43M4x9 T15
B S TRAER~F Tooth Dimension kR 1L IR ST wF KLXX 40 40 | 50 | 75 | 145 | 40 | (ADMTI50308) | (SDMT090308) 2/12
Type spec T-slot dimension Blades Screw Wrench 4 APHW160408 | SPHW 120408 L43M5x
Z D D B L L d
1 1 KLXX 50 50 | 56 | 80 | 160 | 50 (APMT160408) | (SPMT120408) 2/10 1 T20
KTXZ 1221 12 2 21 10 9 74 29 12 CPGT050204
L60M2.5%6 T8 .
KTXZ 1425 14 25 12 11 82 34 16 CCMT060204 L B KR %
KTXZ 1832 18 32 15 14 90 40 CCMT090304
4 L60M4x8 T15
KTXZ 2240 22 40 19 18 108 53 25 | CCMT09T304 a Z
KTXZ 2850 28 50 25 22 124 64 32 CCMT120404 L60MS5%10 T20 n ol |
L
EK[E##8 Morse taper shank
1] 2 4] ﬁ;& RTJ- % EE TR £ 1= g
g:"?bb*% Dimension = I 15 7] H_(A) & 5 7] H_(B) 7] Hgﬂl(A/B) ?ﬁ:ﬂ’:ﬁ?ﬂ *}jsf_
Type spec L EH#S End blades (A) [Circle blades (B)| Blades numbers Screw | Wrench
‘ ERE# Jpe sp Z | D| 1 |L | L | Morsetaperno
- KLXM32| 2 |32 4366|175 ADHW150308 | SDHW090308 /5 Lasmaxol 115
' o s i KLXM 40 40 | 50 | 79 | 188 A (ADMT150308) | (SDMT090308) 2/12
4
APHW160408 | SPHW 120408 L43M5x
! L LA [0 A (APMT160408) | (SPMT120408) 200 11 i
1
L
L o~ 7:24
EK[EHEH Morse taper shank A ;
e - ¥
mem | Rt | EX LS e Nk | isms | w5
Type spec | T-Slot dimension 7 D D, B L | L, | Morse ta-;;_er no Blades Screw Wrench
L
KTXM 1221 12 2 21 10 9 74 | 29 CPGT050204 0 : 0
VP - 7 1 244%R 7 © 24 Taper shank
KTXM 1425 14 25 12 11 82 | 34 MW2 CCMT060204 ey D . w o
megy BN R T | HETIRA) | BETIK®G) | TIRBAB) |1STERET| T
KTXM 1832 18 32 15 14 | 90 | 40 CCMT090304 Type spec DT 1L | 7:24 Taper shank | End blades (A) | Circle blades (B) | Blades Numbers | Screw | Wrench
4 L60M4x8 T15 Z |
KTXM 2240 22 40 19 18 | 108 | 53 MW3 CCMTO09T304 XT40-KLX32 | 2 |32 43 | 65 |175 ADHW150308 | SDHWO090308 1/15
29U ADMT150308)| (SDMT090308 LR Sl a0
KTXM 2850 28 50 | 25 | 22 | 124 64 MW4 CCMT120404 | L60M5x10 | T20 XT40KLX 40 40|50 | 93 | 190 ( )| ( ) 2/12
XT50-KLX50| 4 |50 76 [133.2]|260 2/14
XT50-KLX 63 63 | 86 | 143 |270 APHW160408 | SPHW 120408 2/16
XT50 L43M5%x11| T20
XT50-KLX 80 s 80 | 96 | 153 |280 (APMT160408) | (SPMT120408) 3/27 )
XTS0KLX100 100|106 | 163 | 290 3/30

i HEMEEZREK,

T8 EHEANLLIRRB . Note: Other types of shank connection, please order to illustrate this.




H° W $EHrdESEBETT (k)
Y/ =11 Indexable helical end mills(Changeable Head)

] B4 (811 V7 B ) u-| ©
Indexable approach angle end mills V/ =1

@ %
mIWE 7 mI )
——————— —o
<]7:24 —_—
_ 2 AL 0
h = ™ |
D [T Bl 4rgid- L
L
B L 2 HIFEIE#E Cut flat handle
1
HH R ~t
L megg | BX Dimension 7K 72T | IF
Type spec 7 D D, L L | d Blades Screw Wrench
_ o R+t A5k i s 7] B oAy | B T BB i N DLX 20 20 32.8 85 35 20
megm  |EE 0 on | o k| ey [REDAW)\RENR®)| 5k up) greme w8 F 2
Type spec Tecth Changeable Screw End blades S Blades numbers| Screw | Wrench Dl 2s 22 e o =
40 5.8 SDHW090308 L43M4x10 T15
Z |D|L|L |L| head (A) Bladesi(H) DLX 32 3 32 448 100 32
XTS50-KKLX 63] 4 [63(270]|143.6(86 | KKLX63-02 | KKLX63-03 APHW SPHW 2/16 T20,S10 DLX 40 A 40 52.8 120 5 40
160408 120408
XT50-KKLX 80| 6 |80(280(153.6|96 | KKLX80-02 | KKLX80-03 3/27 L54311\1’[ DEX 50 >0 67.3 130 8 0 | SPHWI20408 | L4SMS©I0 | T20
X
(APMT (SPMT T20,S12
XTS50-KKLX100] 6 [100{290(163.6|106/KKLX100-02KKLX100-03 160408) 120408) 3/30
i HEWEREERR, iTHEFIEMLLERE. Note: Other types of stem connection, please order to illustrate this. K E &
s 3 R VB ) EA— I
Indexable helical end mills
NN
I )
L
m I M m
KK [E4EHR Morse taper shank
| negy | BN Dimension BEE#S | K | enes | 6T
| Type spec 7 D D, L L | Morse taper No Blades Screw Wrench
DLM 20 5 20 32.8 121 35
DLM 25 25 37.8 MW3
126 40 5.8 SDHWO090308 | L43M4x10 T15
Ly — DLM 32 3 32 44.8
L DLM 40 40 52.8
4 159 50 MW4
DLM 50 50 67.3 8 SPHW120408 | L43M5x%10 T20
P Rt N N
memig | D0 Bt Nk okl = i F
Teeth Inserts
Type spec Inserts Screw Wrench
Z D L L, numbers
XT50-KLX 50M 3 50 250 81 18
XT50-KLX 63M 3 63 270 87 21
APMT1604PDER L60M4x10 T15
XT50-KLX 80M 5 80 280 92 35
XT50-KLX100M 6 100 290 115 48




B - 1 v 70 H°
Machine clamped end mills of single blade ball head Y/ =n

H Hf $5 7k S 7 B T
V) =1 Indexable ball head end mill

=7
I fn T # &
1 T | T B
R 5 KR A =
S8 &7
= Dj* 1T E[)_E © T B pE ,-F"' ‘ R =K E #
T _ |
— |
! AT = é’@’} P — 1 " 7 B
L 7
_ Ly
T E R ]
—fi§ %Y Type commonly
R+ KK H#EH® Morse taper shank
B = M A% Dimension IR MR G ARET RF _ R~ = K
Type spec D R L ) ) q In Blades Out blades Screw Wrench B S WA Dimension e kR TS1EIRET wRF
- Type spec Blades Screw Wrench
QXZ 15 15 7.5 125 14 " UPEI15C UPEISE LO0MD.5x7 I8 D R L L, | Morse taper no
5x
QXZ 16 16 8 80 15 UPE16C UPEI16E QXAM 10 10 5 03.5 36.5 P3200-D10 QL-04 T15
QXZ 20 20 | 10 [ 140 18 | 25 | UPE20C UPE20E LIOM3.5x7 T10 Lt 1z 6 MW2 el
QXZ 25 25 s wso [ [23 | | UPE2SC UPE25E L90M4x9 T15 QXAM 16 16 8 124 55 P3200-D16 QL-05 T20
QXZ 30 30 15 | 160 28 UPE30C UPE30E L9OM5x11 T20 QXAM 20 20 10 2 36 [y
QXAM 25 25 12.5 145 59 MW3 P3200-D25 QL-06 T25
QXAM 30 30 15 165 56 MW4 P3200-D30 QL-07 T30
H F 2B R ERE3=R ]
- O Y A~ S— I A— .
R AR
TH--od- L L
| : .
HIEEE#. E4EEM Cutflat handle. Cylinder handle
Y
- 35
| = k
B S M & Dimension 71] I e IRET *ﬁEF'h
712 Long cutting edge type Type spec D R L L q Blades Screw Wrenc
R QXAX 10 10 5 150 35 12 P3200-D10 QL-04 T15
A = 40 K Z] bind
S A% Dimension AR | KR BIR R | WmF QXAX 12 12 6 160 | 585 16 P3200-D12
Type spec D R L 1 1 q In Blades | Out Blades | Circle blades Screw Wrench
! QXAX 16 16 8 175 65 20 P3200-D16 QL-05 T20
QXCZ 20 20 10 150 80 32 25 UPE20C UPE20E SPEB070304 | L90M3.5%x7 T10 QXAX 20 20 10 190 76 25 P3200-D20
QXCZ 25 25 12.5 180 . 39 o UPE25C UPE25E SR L90M4x9 T15 QXAX 25 25 12.5 210 98 32 P3200-D25 QL-06 T25
QXCZ 30 30 15 200 43 UPE30C UPE30E L90M5x%11 T20 QXAX 30 30 15 P3200-D30
240 121 40 QL-07 T30
QXAX 32 32 16 P3200-D32
QXAZ 10 10 5 130 30 . P3200-D10 QL-04 T15
QXAZ 12 12 6 32 P3200-D12
QXAZ 16 16 8 140 36 16 P3200-D16 QL-05 T20
QXAZ 20 20 10 160 45 20 P3200-D20
QXAZ 25 25 12.5 25 P3200-D25 QL-06 T25
XAZ 30 30 15 56 P3200-D30
Q 175 32 QL-07 T30
QXAZ 32 32 16 50 P3200-D32
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R K [H #

Rl 8 AR BET]

HINE 5 22 M 27 H°
End Mills with helical carbide blades W =11
@ @ @ @ L CHEH Morse taper shank

Carbide maize mode milling tools

mIM®E m I ) mIBE mImE B2 iﬁfg ;'f'%; N
= eec 11mMension
1e00 2195 Morse taper no Z D L L,
HIFELE# Cut flat handle HLXM 16 W 16 | 117 | 32
)= - R ~t HLXM 18 ; 18 | 126
%;;Sml‘)ﬁ ,ﬁ'}jﬁ Dimension T ” 1
D, D L L HLXM 22 22 140
YMXX 20 20 20 | 104 | 415 3 HLXM 25 MW3 25
YMXX 22 2 22 HLXM 28 g 153 | 45
YMXX 2 2
> S 1123 | s HLXM 30 30 | 161
YMXX 28 25 28
YMXX 30 30 | 131 # K HLXM 32 4 32 | 164
YMXX 32 A 1 32 | 135 . HEXM 36 MW4 36 53
YMXX 36 36 . a N s . HLXM 40 40 | 200
YMXX 40 20 40 161 ’ - HLXM 45 45
YMXX 45 45 L HLXM 50 50
YMXX 50 s SN I L HLXM 56 MWS5 6 56 | 220 6
YMXX 56 6 56 653 HLXM 63 63
YMXX 63 63 63 | 202 ’
B K 4HEHR Morse taper shank
" . R ~f
BEHNE |8 H| ERE#S Dimensi "
1mension Sz F)
Type spec | Teeth | Morse taper no [~y Ll L HIIFZYE 4 Cut flat handle
1 Ty R TJ-
= gl
YMXM 20 20 142 | 415 B S A% Teech Dimension
YMXM22( 2 22 Type spec 7 d D L L
1
YIMXM 25 MW3 2 |1s3] 51 HLXX 16 16 96 32
YMXM 28 28 XX 1 16 3
3
YMXM 30 30 | lel HLXX 20 20 105 | 38
YMXM 32 32 | 184 20
4 HLXX 22 22
YMXM 36 WA 36 B— -
YMXM 40 40 | 200 | 28 > > 123 | 45
YMXM 45 45 HLXX 28 25 28
131
YMXM 50 50 HLXX 30 30 3
YMXM 56| 6 MW5 56 220 | s HLXX 32 4 @ 32 135
YMXM 63 63 ' HLXX 36 36 .
HLXX 40 40 40 161
HLXX 45 45
HLXX 50 s 50 102
£3\ Sheath mode HLXX 56 6 56 6
— HLXX 63 63 63 202
= Teeth Dimension
Typespec | 7 'p L]z [d]b] ¢
YMXTS0| 50 | 50 [ 41.5 (22 (10.4] 6.3
YMXT 63 63 63| 51 |27 |124] 7
YMXT 80 g 80 '
YMXT100 100 | 80 | 65.3 | 32 [14.4| 8




M., /

) -aA 7 Y

Carbide end mills

1

wo i & & TIEREEE ]

T—Slot milling tools with carbide

) .
5]

T FEm| m T M OE m T &
I I TR &
— \ B+ &E#§ Cylinder handle
" = R [E#£ B # Cylinder handle
e 1 =2 [ ;ﬂ . .
e A S R Teeth Dimension "
o Type spec eet 2 44 TR | & % R
Z d D L L1 ::F 1?e ol T-Slot Teeth Dimension
YHLXY 10 10 [ 10 75 YPESP dimension Z |D | d|D|LIJL,
YHLXY 11 11 HZTXY 12 12 4 |12]10]|21]| 74| 9
YHLXY 12 3 12 12 . HZTXY 14 14 12 (25)82 |11
YHLXY 14 14 —1 ] 16
_ _ YHLXY 16 p 16 %5 S HZTXY 18 18 . 15 (32 (90 | 14
S 1 YHLXY 18 18 HZTXY 22 22 25|19 [ 40 108 | 18
YHLXY 20 20 |20 90 1 HZTXY 28 28 “ 2550|124 22
L zgiiz ;? 4 gi = HZTXY 36 36 8 30 | 60 | 139 | 28
YHLXY 28 % oy || MW
- EC4EHE Morse taper shank
HCH#EHR Morse taper shank = i .
= " - o T ; i ] S % EE i K R TJ-
)= a1 |EREES] &8 R meg | TR | mge [EH piion
U= R Dimension T-Slot Teeth
T Morse taper | Teech Type spec i . Morse 7 IpldlLlL
ype spec No 7 D L L, 1MEnsion taper no !
YHLXM 14 14 oG HZTXM 12 12 4 21|10 {100
YHLXM 16| MWw?2 3 16 ' HZTXM 14 14 MW 2 25| 12]105] 11
YHLXM 18 18 | 110 HZTXM 18 18 o [32]15]10] 14
YHLXM 20 20 RR A HZTXM 22 22 MW 3 40 | 19 [140] 18
& g YHLXM 22| MWS3 22 | 130 | 18
RRE YHLXM 25 ; 25 HZTXM 28 28 MW 4 50 | 25 |175] 22
. iggﬁ gg gg 155 N HZTXM 36 36 60 | 30 [ 190 28
— | YELXM 32 % HZTXM 42 42 q 72| 36 |230] 35
- YHLXM 36| Mw4 T L HZTXM 48 48 MW 5 85 | 42 |240| 40
L YHLXM 40 5 |2l HZTXM 54| 54 95| 44 | 150 44
YHLXM 45 2 N
YHLXM 50 50
ISz B — Dovetail groove milling tools with carbide blades
Carbide side and face mills with staggered tooth
1 = = K g R=F
;—}% L-_‘e imetg we Teeth Dimension
MLHE. Ik Ipesp Morse taperno| Z D|L|L |8
¥ R =¥ HVX 55 D 40 40
. i 5 S
gsz; ?;:f Teeth Dimension HVX 55 D 50 MW3 4 s 7| 16
Z | D |D |d L HVX 55D 63 63 55°
HSM 63xL| 8 | 63 [34|22] 6. 8. 10. HVX 55D 80 MW4 6 80 [179] 20
HSM 80xL| 10 | 80 [ 4127 12. 14 HVX 55 D100 100
12 6. 8. 10 HVX 60 D 40 40
HSM 100xL 100 MW3 4 137 16
ig 47 | 32 182‘ 1104 HVX 60 D 50 50
HSM 125XLI—y 4 125 6. 12. 14 HVX 60 D 63 63 60°
HSM 160<L| 16 [ 160 [ .| ] 10. 12, 14 HVX 60 D 80 MW4 6 80 [179] 20
HSM 200xL| 18 | 200 12. 14 HVX 60 D100 100




H° BERJT i -5 7 B
Y/ =1 Milling tools blades type codex key

I R H°
Milling tools blades type codex key Y/ =1

4. BB FE R FEFI Chip break groove and/or fixing mode

S P C N 12 03 ED T21 R DM
1 2 3 4 5 6 7 8 9 10 ' ' >65°
A F J o Q U
: >65° <60’
1. 71F#24X Blades shape B = G T M T R W
o o ° o >65° =65 S65 TR IERET R
A | 85 D | 55 K | 55 O S W | 80 s
D D U O D 0 C — i g%p i U X Special design
B |8 [] E75°<> L 11> O i /\
Z Al 5. §]H 714K E (mm) Cutting edge length(mm)
o o o Others
B 30 D ol O B 26 <> . O V|3 2 . C D R S T % w L
1C
=) O | & 19 | H |48 & 2 &
e : : 397 06
2. £Y]HIJ]f5 8 Major cutting edge clearance angle i i
A B C D E F G N P O 5.56 09
3° 5° 7 15° 20° 25° 30° 0° 11° FERJG A Angles 6.0 06
6.35 06 07 11 11
80 08
9.525 09 11 09 09 16 16 06 16%*)
10.0 10
3. NEZEL{XE Tolerances class code name 120 12
> . = 12.7 12 15 12 12 22 22 08
NEEZEFKS
Tolerances class code name q 15.875 15 15 15 27
RANTFS N RANFS NE 160 19 16
Class letter Tolerances m Class letter Tolerances d $ 19.05 19 19 19 33
symbol m s d symbol m s d 200 20
, !
A £0.005 | £0.025 | £0.025 J +0.005 £0.005 | +0.05~+0.15 M 50 5% 30 5%
C +0.013 | +0.025 | =0.025 K +0.013 +0.025 | +0.05~%0.15 254 25 25 vy
E +0.025 +0.025 +0.025 L +0.025 +0.025 +0.05~+0.15 31.75 31
F +0.005 | +£0.025 | +0.013 M +0.08~+0.20 +0.130 +0.05~+0.15 H 32 32
G +0.025 +0.130 +0.025 N +0.08~+0.20 +0.025 +0.05~=+0.15 =
H £0.013 | £0.025 | £0.013 U £0.13~+038 | +0.13 | +0.08~%025 6. 71 H 2 (mm) Blades thickness(mm)
XS Code 00 TO 01 T1 02 T2 03 T3 04 T4
71 F & (mm)
AEm AEd Igifles iR ) 0.79 0.99 1.59 1.98 2.38 2.58 3.18 3.97 4.76 496
: I:)*]JZJ%% d t Tolerances m — Lz&Tolerances d K2 Code 05 T5 06 T6 07 09 T9 11 12
nscriboed circle diameter 4 4 ~ ~ N 4 = RF
M Class M U Class U ClassM, J, K, L Uk Class U Bla £ﬁrﬁ{ﬁgg&m 5.56 5.95 6.35 6.75 7.94 9.52 9.72 1111 12.7
®6.35 +0.08 +0.13 +0.05 +0.08
= L =l — L 7. 1871k /g f Sleeking cutting edge tool normal clearance angle
®12.7 +0.13 +0.20 +0.08 +0.13 -
XS Code A B C D E F G N P Z
d15.875 +0.15 +0.27 +0.10 +0.18 FRE Ke Tool - oo Aalle T e 60 T T %0 H 0t
tt o o o o (o] H t
®19.05 £0.15 +0.27 +0.10 +0.18 = oo e reee ret °rs
fEF T ERIR 3° 5° 7° 15° 20° 25° 30° 0° 11° | HAthOthers
©25.4 +0.18 +0.38 +0.13 +0.25 Sleeking cutting edge tool normal clearanceAngle -
AYIEERZd BlﬂdH ﬁﬁk DD BlndH ﬁi& Vv
= dUCSISNANG QUCSISTADS 8. PJ]E J1{8#% Cutting edge first face 4 T
Inscribed circle diameter AEmM NEd NEM NEJ 2LIPAE g cdg 9. #2575 [8] Feed movement direction
Tolerances m Tolerances d Tolerances m Tolerances d X2 Code S T E F R 4] Right hand
2 + + + T
®6.35 0.11 0.05 0.15 0.05 B4k Shape 9 - ) 7 L 71 Left hand
2 + + 2
©9.525 011 0.05 0.15 0.05 BRI A 0 1 2 3 4 5 N 7. A1) Left Hand, Right Hand
D12.7 +0.15 +0.08 +0.20 +0.08 First face lean angle| 5° | 10° | 15° | 20° | 25° | 30°
®15.875 +0.18 +0.10 +0.27 +0.10 EiEERE 0 1 2 3 5 6 7
®19.05 +0.18 £0.10 £0.27 £0.10 width of first face | 0.1 [ 015 | 0.2 | 025 | 035 | 04 | 045 10. Bf/BFERY{R S Chip break groove mode code




H° R > B BE )T I
V) S11 Carbide blades for milling tools

il <ok 7T h Bk
Carbide blades for milling tools Y/ =1

e BALETE .
BT E ( Kr=75°) =Ty R~ A2 4 DRT
- T Dimension Type spec IINCISION _
ype spec I=d S = s L=d S m b's
— SPCN1203ED R/L 12.7 3.175 0.9 4 SFCN1203EFR/L 127 |3.175] 1.08 0.8
SPCN1504ED R/L 15.875 4.76 1.25 ' —— SFCN1504EFR/L | 15875 | 4.76 | 1.45 1.0
SPCN1905ED R/L 19.05 5.56 1.48 2.0
- . THHEET = R
7 S M Diﬁen_s";m : _ ,M B S NE Dimension
Type spec I=d S ’ i Type spec L d S d, a
Pr— SPCNI1504ZPR/L | 15875 | 4.76 0.9 1.4 oy CPGT050204 | 56 [ 556 [ .0 | oo | 11°
CCMT060204 | 64 | 6.35 ‘ ‘
s ceMToosod | [ [ 318 | 44 )
CCMTO09T304 : : 397 | 7
CCMTI120404 | 129 | 127 | 476 ‘
B S % LR ERESTIH
Type - L d S = b‘S v ;_—ﬂ % ;m *ﬁ DiEenTérion
L = TPCN1103PD R/L 11 6.35 3175 1.63 0.7 Type spec L H S =
s TPCN1603PDR/L | 16.5 | 9.525 245 | 13 e — q VX60D125.03 24 14 476 | s50°
TPCN2204PD R/L 22 | 127 | 470 | 355 | 14 ) 5
I T
B TR ( Kr=45°) - — R T
S M R Sl /% B S Dimension
Dimension — — Type spec _ .
Type spec L d S = _‘ 3 z » - J 11 JE;' -~ Ype sp L | L=d S bs | d,
— SECN1203AFN 12.7 12.7 3.175 1.622 — 1 : , = APMTII35PDER-M2 | 11 | 635 | 35 | 12 |25
SECN1504AFN | 15.875 15.875 4.76 2.043 o5 Ly sl APMTI604PDER-M2 | 165]9.525 | 4.76 | 14 | 4.5
R =t
= B S % KA
= R ey . = Dimension
B S DRienston flfs. BhE. kIABNR Type spec L=d S d R
Type spec L=d S ! f _ 1
5 . B P SDHW090308 [ 9.525 [ 3.18 [ 45 [ o[ 15°
L SZERARLG i e = e L - 1D {{ SPHW120408 | 12.7 | 476 | 556 |
Al L] SPEB070304 7.94 3.7 11°
R
—— d S SPEB090304 9525 | 318 [Taq4 | 04
SENGTH A 2 45 Rt
| T i Dimension WRESLSE T R A2 R =t
d ype spec L =d S m B J!ﬁ =S M Dimension
< 88°4XH13 Y/Z 13 125 |, | 0164 12 . iR @ | « {{ Type spec — = = q. o
) %ﬁ S L SyaXHIo YIZ 16 153 . 021 1.4 ; & SDMT090308 | 9.525 | 3.18 0.8 45 | 15°
———— | =) 1 : 88°4XH19 Y/Z 19 185 | 55 | 0258 ' L\ AR s SPMTI120408 | 127 | 4.76 08 | 556 | 11°
. m
T 72 % R BiETHIE  RO8
’ Tye spec Dimension ‘ y = R =+
’ // o JPS BP L d S m | Kr o B R ; e ;—}'; S M Dimension
4 S S i 1 € spec _
<\ ii?;(ﬁ%ﬁ;gi 183 | 15875 | 476 | 132 75° ; o0 E )< : I PesP L |[Ld| S |m |d @
— \ ~ ——— ) ADMTI150308 | 15 | 9.525 [3.18 [ 3.91 | 45 [15°
- S LPCX1304ZPRIL | 1762 | 50 | 45 |097] 80° 1o 88" L\ s APMT160408 | 15.875| 12.7 |4.76 | 3.63 | 5.56 | 11°
LPCX1604PPR/L | 18.19 ' = 12 ] 90° 82° ; : : : :




M., /4

EHESLBET] R RO.8

Ly
%
e
o [)_:l_k

et VI

Carbide blades for milling tools

o R =t
B S MK Dimension
Type spec L, L,=d S m d, o
ADHW150308 15 9.525 3.18 3.91 4.5 15°

APHW160408 | 15875 | 12.7

4.76 3.63 | 5.56 | 11°

BRI A
RO.8

N

86>

di

BERGNR

<

‘31.

H

LRSI R

Rt
J =
SR Dimension
Ly e L-d | s d, m | b's
SECW1204AFN 12.7 4.76 5.5 1.63 2
= R =t
LS A Dimension
Type spec L d S d,
MPMT070308 7.94 7.94 3.18 3.5
MPMT090308 9.525 9.525 3.18 4.6
MPMT120408 12.7 12.7 4.76 5.7
= Rt
ﬁ;._{ SR Dimension
e spec
ype sp d d, S
RPMTOST2MOE 8 2.78 34
RPMTI10T3MOE 10 3.18 44
RPMT1204MOE 12 4.76 4.4
5 S 5 1 R
Dimension
Type spec L B S
LNCN2907ZPR/L 29.5 15.6 7.5
S 1 IS
imension
Type spec L B S d
LSE434R/L01 19.05 14.3 6.35 5.5
LSE446R/L01 28.6 14.3 9.5 5.5

ke YN

Carbide blades for milling tools

SEERT R

Z4 5

H

MEMBGET R

HTHESTIR

BRKGETNA T A

A = g R =
::F: S M Dimension
ype spec L B S d
YCE434-01 19.05 14.3 6.35 5.5
B2 1 R
Dimension
Type spec L B S d
LNEU1504 15.875 9.525 4.76 43
S R
Dimension
Type spec L d S d B
SNEU1205 12.7 12.7 5.56 5.3 60°
SNEU1206 12.7 12.7 6.35 5.3 60°
SNEU1507 15.875 | 15.875| 7.94 5.5 90°
R =t
J =
S 0% Dimension
Type spec L, L d S d1
CDEU0904R/L 12.7 9.525 — 476 | 4.2
CDEU1206R/L 12.7 12.7 12.7 6.3 5.3
CDEU1606R/L 16 14.4 — 6.3 5.3
o R ~F
2 S M A% Dimension
Type spec L d d, S
SNEQ1507 15.875 15.875 54 7.94
= R =t
1) n
BS A Dimension
iybespec L B R S d
UPE15C 10.2 8 7.5 3 2.8
UPE16C 11 8.4 8 3 2.8
UPE20C 14.2 11.8 10 3.5 3.7
UPE25C 18.2 14.7 12.5 4 4.4
UPE30C 21.4 17.6 15 5.5




B 73 B BT I // u-l °
Carbide undee edge milling tools blades V) =11

H° B 7> 2 BE )T
V) =11 Carbide blades for milling tools

~ R~
A2 A8 R = 7&3%5]%%)] H- S M Dimension
Dimension . Type spec _
KT T K Tpespee T T B | R | 5 | d . d 43 d"Ljm RIS 4|4
R DEEEEN) 126 [ 6 | 75 | 3 | 28 f"“ N ) o | e SPCH 120312 | 12.7 [2.09| 1.2 [3.97 | 43 | 6.5
-~y @ o T UPEI6E 134 | 64 8 3 2.8 , ]i °
SPCH 120412 | 12.7 |2.09| 12 | 476 | 43 | 6.5
> UPE20E 18 | 8 [ 10 [35] 37 L i . S
L S UPE25E 2 10 | 125 | 4 | 44 R s SPCH 150624 |15.875[2.28| 2.4 | 4.76 | 5.4 | 8.0
UPE30E 26 12 15 5 | 55 S
FIJ = R d-
::F SHE Dimension T
DB SEET D R L s [ d = )
/& ﬁg 7] (f% 7] H' LU= Dimension
PR g ] P 3200-D10 10 5 5 25 | 4 | Type spec L N - S
P 3200-D12 12 6 6 25 | 5 s d 1
P 3200-D16 16 8 6 3 | s = SPCR 120312-6 | 127 12 | 209 | 3.97
Y r 7T/ . L
Rl 20 0 ¢ I - : SPCR 1204126 | 127 | 12 | 209 | 476
D P 3200-D25 25 12.5 9 4 |6 |
e 5 T . = | R s SPCR 150624-6 | 15875 | 24 | 229 | 4.76
P 3200-D32 32 16 10 5 8 ® =

Fiy 2Bt JT

Ceramic blades for milling tools

B 1 s Kk & e s Bk JT v

Carbide big feed movement and efficient blades for milling tools

; R ~F
MERTH Nk B S Dimension
Type spec 9 -
ype sp L=d R m S pNbii AR G )
SNGN120716 12.7 1.6 2 7.94 R2
d
Y 18° 12°
a , J 5
' = e
90° \ ‘ I_ \
= A 0y |
WEREA o . SIS L S
8(; \ CNGN120716 12.7 1.6 2.473 7.94
R =t
R = Dimension
WEE DK _ Type spec L L d d | ¢ | s a

A2 4 SN
7 Ti?‘:f Dimension WCMH 1004-5 12 1.6 10 43 | 58 | 476 | 7°
ype sp q S
WCMH 1305-5 15 24 13 43 | 65 | 55 7°
RNGN120600 12.7 6.35

WPMH 1305-5 1.5 2.4 13 5.0 6.8 5.5 11°




BEHITHDIR #(5 %)

Cutting data for milling tools ( For Reference )

Bt T H BT (5 %)

Cutting data for milling tools(For Reference)

M., /4 Z4 5

1. AT%{i1%% 7] Indexable face mills R
SMD LXM,LXY,LXX,LXT DLX,DLM
WIMIHMBREE GMA,GMBRI$5 L E $£ 7] | ZMA,ZMB,ZMCH 3 E$7] | CMA,CMBRI{EEIEHET] WA LAl R B AFA=mT]. ZmA5%7 E}% R EIE:Z0AE = Az
Machining material Indexable face mills Indexable face mills Indexable heavy duty face mills Machining material Indexable full side cutter and Indexable end mills Indexable approach angle end
and/or rigidity Ve (m/min) f,(mm/z) | v.(m/min) f,(mm/z) Ve (m/min) f,(mm/z) and/or rigidity hialiideten oy , il
BB 180—280 V.. (m/min) f (mm/z) V., (m/min) f (mm/z) V., (m/min) f (mm/z)
KR
70~110 0.1~0.3 70~120 0.05~0.15 70~110 0.1~0.30 . —
Carbon steel HB180~—280 TR NHB180~280 70~140 0.05~02 | 80~180 0.12~0.4 70~140 0.15~0.3
2 2 HB280~350 Carbon steel HB180~280
oy 28 BIERE0- S0 Alloy steol HB280-350 60~120 | 0.05~02 | 60~150 0.12~0.35 60~100 0.1~03
REAMHB=270 80~140 0.1~023 70~120 0.1~0.2 — — 5 o SHHRC<40
Stain-less steel HB<270 ‘ = _ . 45~90 0.12~0.4 40~70 0.05~0.2
H4%<HB220 Hardened steel HRC<40 ) ) ) )
A= 60~110 0.1~0.3 70~120 0.05~0.2 45~170 0.1~0.30 REHB<
(Ol 1AL Stain] sHBl_}21173227o 70~140  [0.05~0.15| 100~140 0.1~0.3 80~120 0.1~0.2
Ll 79!%)§ap(mm) <§6 (D7:63 ~100) 3 tam-@;s%;<§163220 <
- Cé‘llt;‘}‘i depth =8(D=125~300) a0 70~140 [ 005~02 | 50~120 0.12~0.35 90~150 0.2~0.4
ﬂc Jé.“"a”v.(éi‘ﬁn) <0.6D (%t J1 E 1%)<0.6D(Diameter) PN
e W TR Alum;jn; ‘Alloy — — 400~800 0.05~0.2 210~700 0.15~0.4
o A MM,MMA,ZMMA JTMA,ITMB
s\ &y 2 2 0O A > e > o ) 8 \:I 33 N N
BATHUREE | FEEScSEeT R ) AT ) ol Gy QR NEE <5 =
GElIn S rrllaFerla . Indexable dense inserts face mills Indexable ladder face mills T g ep — v
and/or rigidity alu@lnum alloy : : 18l 35 E a,(mm) <L(L$E 1 E) <0.6D($tT1ER) -
v, (m/min) f(mm/z) V. (m/min) f (mm/z) V. (m/min) f,(mm/z) Cutting Width <L(L Width) <0.6D(Diameter)
BRE4NHB180~280 - - S Ny —— G~ ‘ KTXZ,KTXM RMM,RMY,RMX,RMT KLXM,KLXZ,KLXX
Carbon steel HB180~280 o o #hn T # K 18 % AT T FAB 85 7] RIS LB 7) F 32 8 7) AT 44 (TR AE ST 6t 7]
& 2 HHB280~350 Machn/nng'n?zt'erlal and Indexable T—Slot cutter Indexable end mills with round blade Indexable helical end mills
— — 35~70 0.05~0.2 70~110 02~023 or rigidit
Alloy steel HB280-350 S V.. (m/min) f (mm/z) V., (m/min) £, (mm/z) V.. (m/min) £ (mm/z)
#H#R<HB220 B NHB180~280
Cast-iron HB<220 — - 60~100 0.1~0.25 80~130 0.15~04 Carbor vtool HBIR0-280 80~ 140 0.1~02 | 70~120 0.05~0.2 60~160 0.06~0.3
BEE = -
Aluminom sl 300~800 0.1~03 - - — — Aliiffgﬁﬁfggf&o 40~80 0.05~0.15|  50~100 0.05~0.2 60~ 160 0.06~0.3
YIAIR L a,(mm) - % K $WHRC<40
Cutting depth = 2.5723 Hardened steel HRC<40 o B Al Wi i 0.08~0.2
I3 A EFEENHB<270
tﬂcéit%rf::i(;lﬁn) <0.6D($%(JJEfZ) <0.6D(Diameter) Stain less steel HB<
— TR VR 270Machining material and/ — — 70~120 0.05~0.2 60~120 0.06~0.12
SGM,SGMA,SGMB,SGMC | VX 7] # {iI # Lo SV, i
0 TR R S I A R i 5 ) RIS ) or rigidity
-4 ; AIEEIESET] Indexable dovetail groove Indexable face mills with $HA<HB220
Machlnlng n}a?erlal Tdealhie e mills milling tools ¢ Cast-iron HB<220 60~100 0.1~0.2 70~120 0.1~0.3 50~130 0.08~0.3
ceramic blades SEIIO =
and/or rigidity . : . E=as
v,. (m/min) f (mm/z) V. (m/min) f (mm/z) v,. (/min) f (mm/z) iy — — 300~600 0.15~0.4 —
& HWHB180~280 IR Ea (mm)
Carbor siool HB18O—280| 85125 0.1~0.2 — — 180~300 0.05~0.15 Cumn;Dpepth _ _
A N DQX,DQY,DQM
=I5, L2 60~90 0.1~0.2 = — 160~280 0.05~0.15 QAZOPIC W3k 8 B 5k Sk 7 6k 7]
Alloy steel HB280~350 W T MR RS E ATGERIERL ST 4E T . MR
— 2 ; =z Indexable ball head end mills Machanical clamped single blade ball head end
3% N AMHR C<40 e LS o - o S0 Machining material and/or rigidity mills
Hardened steel HRC<40 Ve (m/min) f (mm/z) Ve (m/min) f (mm/z)
N <
S PHHBRT0 | gs1ps | 0.0~02 = - 100180 0.05~0.12 BERSMHBIS0~280 Carbon steel HBIS0~280 | 175300 | 0.1~02 110~330 0.1~0.35
SR <HB220 90170 0.1—02 . 0.05—0.1 I 0.1—02 & &4MHB280~350 Alloy steel HB280~350 [ 165255 0.1~0.2 120~240 0.1~0.3
Cast-iron HB=220 # N SRWHRC<40 Hardened steel HRC<40 90~145 0.1~0.2 20~65 0.08~0.14
O A
Alun%ﬂi‘fauoy 200~700 0.1~02 — — — T4FEMHB<270 Stain less Steel HB<270 120 0.1~0.2 150~260 0.1~0.25
PPN $5$K<HB220 Cast-iron HB<220 175~210 0.05~0.2 60~130 0.1~0.3
AN = 3
ot Allloy 20~80 0.05~0.2 — — — — $84 % Aluminum Alloy 680~900 0.05~0.1 450~1000 0.1~0.3
YIHIR E a,(mm) <6 <15 0.2~4 $X& & Titanium Alloy 65~70 0.05~0.15 38~65 0.08~0.18
?Iutrtlng depth - . - _ YIEIR Ea (mm) Cutting Depth —f&%90.2~0.5D, 1K 715 1.2D 0.2~1.0
-
£ — — B[, (mm) Cutting Wi 0.3D(Diameter)




Bl BEITL LI (5 %)
Y/ =11 Cutting data for milling tools ( For Reference )

I
ZXY,ZXX P ¥ $h 95t 7]
BMIMBREE S— : Indexablej drill milling tools
Machining material RI71%)] ﬁ]],_;E{_Cuttmg speed ,Of circle edge JETIIHIRE
and/or rigidity Ve =707~ 110(m/min) Bottom cutting speed
Fi5i#%BE Feed movement quantum/Z ($2117R) Ve =50~90(m/min)
2mm 4mm 6mm 8mm T 4R = (mm/rev)
#R4M Soft steel HBISOLLT 0.1~0.3 0.1~0.25 0.1~0.2 0.1~0.2 0.10~0.15
13 W Carbon Steel _ _ _ _ _
&4 Alloy Steel HB280~350 0.1~0.25 0.1~0.2 0.05~0.15 [0.05~0.15 0.08~0.15
$5§% Cast-iron _ _ N _ _
4428 FE 450N/ mm2 Bl T 0.1~0.4 0.1~0.3 0.1~0.25 0.1~0.25 0.1~0.2
2.5 RE & 8ET] Carbide milling tools
, o YMMX,YMXM,YMXT HLXM,HLXX YHLXY,YHLXM
#n L 44 K 8% % BREEE K] BRE SR BRA ST
Machining material Carbide maize mode milling tools  |End mills with helical carbide blades Carbide end mills
Al mieiy v,, (m/min) £ (mm/z) v,, (m/min) £ (mm/z) v,. (m/min) £ (mm/z)
B EHB180~220 HErE
Carbon Steel 40~60 0.04~0.2 50~90 0.08~0.2 15~35 0.02~0.1
HB180~220 SEME0.05~0.3
HEiE
& &4$MHB220~280 0.01~0.08
= ~ ~ ~ ~ ~
Alloy Steel HB220~280 35~50 0.03~0.15 50~80 0.08~0.18 10~25 SEE
0.03~0.25
]
EKHB180~220 " " " " " 0.02~0.15
Cast.iron HB180—220 40~60 0.06~0.3 50~90 0.08~0.15 15~35 L
0.06~045
YIH)R E a,(mm) P $EFE<D
Cutting Depth <0.8L(L} 714€) $EMmE<1.5D (DASTER)
Y1838 Ea,(mm) <0.5D($ETNEEZ HEfE=D
Cutting Width <0.5D(Diameter) $EMIE=<0.2D (DASKTIER)
‘ HSMAER & & A =m 7155 7] HZTXM,HZTX YR & ETHAEH T
#oon T o8R8 E HSM Carbide side and face mills with staggered tooth T—Slot cutter with carbide blades
Machining material and/or rigidity
V¢ (m/min) f,(mm/z) V¢ (m/min) f,(mm/z)
B Z$NHB200 Carbon Steel HB200 — —
- 60~80 0.1~0.15
$$KHB200 Cast-iron HB200 35~50 0.03~0.08
YIHR E a,(mm) Cutting Depth a,(mm) 1~2L(LA T1A3) — —
1835 E a,(mm) Cutting Width a,(mm) _ _
. HVXHERE &R E ] HQWE R A& EIKKILHET]
W T MR R BE R HVX Carbide dovetail groove milling tools HQ Ball head end mills with Carbide blades
Machining material and/or rigidity
V.. (m/min) f,(mm/z) V.. (m/min) f,(mm/z)
WEMHB180~220 N N
Carbon Steel HB180~220 - o 15730 0.027~0.08
A& MHB220~280
= ~ ~
Alloy Steel HB220~280 o o 10725 0.01~0.07
$5ELHB180~220 _ _ N .
Casteiron HB180—220 60~80 0.05~0.10 15~30 0.02~0.1
YIH R E ay(mm) Cutting Depth a (mm) <0.8L (LA 7T <04D (DA#ETIEZ) <0.4D(Diameter)
Y1 H5% [E av(mm) Cutting Width a,(mm) — <D (DA$tJIET ) <D (Diameter)
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Hole machining cutter content
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Product overview

[ )RR DT TR P RPTTr S B4-B11
Boring Cutter

.]]géﬂ %jf{i;#llmu ................................................................................. B12
Cutting untils with clamp combination type codex key

/) gé ................................................................................................... B13-B14
Cutting units with clamp combination

[ ] %5‘? ) R E P EEE R TR RRR IRy B15—-B16
Reaming

.@ﬁﬁﬁﬁnﬁﬁiﬁ_}l%nﬁ .................................................................. B16

Carbide blades for boring cutter and shallow hole drills

BFLIN 7T LU AL (B ) cooreeeeeemmmi ettt B17

Cutting data for hole machining cutter (For reference)
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—. 4. 371 Dirills, core drills
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Product overiew

Qz BTA QKX YHKZ
s BI BI B2,B3 B3
Page
—.4$%7] Boring cutter
BT JT) -TZC BT (JT) -TQC TZC TQC BT JT) TS BT (JT) -TMA- |
) = r p
o | g = | 7
M R—"
AR
Page B4 BS B6 B6 B7 B8
JTD BT (JT) -TMA-II T™MA BT JT) -TMA-III JTX JTZ
i r"""_,:, .
IJTFHE' B8 B9 B9 B10 Bl11 Bl11
age
=. J13& Cartridges
STFC—CA STTC—CA STSC STWC STSC STWC
s BI3 BI3 BI3 B14 CB14 B14
age
M. £ 7] Reaming
FD JDM JDZ
A BI15 B15 Bl16
Page
I EREEETIRFXFLEETI S Carbide blades for boring cutter and shallow hole drills
TCGT TCMT TPGX CPGT CCMT WCMX
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RS Bl16 B16 Bl16 Bl16 Bl16 Bl16
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Carbide powertul drills

//
,E-[E]L‘ ﬁJl =] jﬂtJE liﬁbﬂi > ﬁj ié-i Ap k,C7 LEJ i 1 ﬁj]\ Eji EQE% 5lEJ’]uI ;d“IE]J’]uIG

Drilling Precision high, Chip removal performance good, ply longevity, for steel, cast-iron, and other materials of difficult cutting.

pitd

. th FL
- T -
. L1 | L,
L
= 4R R TJ- = 4R+ R TJ-
Bl S A% E 7z Dimension B S M A% E Z3 B Dimension
Type spec Diameter Range D, L L L, Type spec Diameter range D, L L L,
> 9.5~10.0 98 35 >20.0~20.5 157 72
>10.0~10.5 100 37 >20.5~21.0 159 74
>10.5~11.0 103 39 >21.0~21.5 162 75
>11.0~11.5 105 | 40 >201.5~220 | 55 | 164 | 77 | ¢
>11.5~12.0 16 108 42 | 48 >22.0~22.5 166 79
>12.0~125 111 44 >22.5~23.0 168 81
QZ—o.oo >12.5~13.0 113 46 QZ—p.oo >23.0~23.5 172 82
’ >13.0~13.5 115 47 >23.5~24.0 174 84
>13.5~14.0 118 49 >24.0~24.5 181 86
>14.25~14.5 121 51 >24.5~25.0 183 88
>14.5~15.0 123 53 . >25.0~25.5 187 89
iE: >15.0~15.5 125 54 = >25.5~26.0 189 91
- >15.5~16.0 128 | 56 D~D%§§LE,XD >26.0~26.5 191 | 93
S B4ZD >16.0~16.5 20 131 58 | 50 <B1T >26.5~27.0 193 95
LB >16.5-17.0 133 | 60 >270~275 | 3% [197 [ 96 | *°
>17.0~17.5 61 >27.5~28.0 199 98
>17.5~18.0 136 63 >28.0~28.5 202 | 100
>18.0~18.5 139 65 >28.5~29.0 204 | 102
>18.5~19.0 149 67 >29.0~29.5 206 | 103
>19.0~19.5 25 151 68 | 56 >29.5~30.4 208 | 105
>19.5~20.0 154 | 70 R Bt A K EED

BTA IR LG

BTA Single edge, deep hole drills

LU= D{Snen;J;n

Ui7ps e D d d d L L e T

BTA16.25 16.25 11.12 12.7 15 53.5 23 1.6 12.6x6/E 3k Single leads
BTA18.23 18.23 13.05 15 16.4 56 23.5 1.8 14.8%x6/8 3k Single leads
BTA22.5 225 15 17.5 20 58 29 2.1 17.2x8/£ 3k Single leads
BTA25 25 17 20 225 58 26.5 245 19.8x10/8 3k Single leads
BTA29 29 19 22 26.5 66 29 2.9 21.7x8/8 3k Single leads

E: RAINRATRERLMAIZSEEOMRILSE AP AIRETESRITIT.

Note: The table shows that only a few ,the most inner-thread interface of deep hole drills, the user can be additional speak for
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Indexable shallow hole drills with spiral flute

h FL

- o
=)
N R =t
] = )
BEME | B D N K H51E4R4T HF
Type spec Mode Blades Screw Wrench
D d L L,

QKX-21.63 21

QKX-22.63 22 139 63

QKX-23.69 23

QKX-24.69 24 145 69 WCMX040208 L42M3x6.2 T8
QKX-25.75 25

QKX-26.75 I 26 25 151 7

QKx-25 51 s 17| 8

QKX-29.87 29 o - WCMXO050308 L42M3x7 T8
QKX-30.87 30

QKX-31.93 31 171 93

QKX-32.96 32

QKX-33.96 33 177 %6
QKX-34.102 34
QKX-35.102 35 183 102
QKX-36.108 36 32 196 108
QKX-37.111 37
QKX-38.111 33 202 111 WCMXO06T308 | L42M3.5x6.9 T10
QKX-39.117 39 205 117
QKX-40.120 40
QKX-41.120 g 41 21 120
QKX-42.126 42 224 126
QKX-43.129 43
QKX-44.129 44 235 129
QKX-45.135 45
QKX-46.135 46 40 241 135
QKX-47.141 47
QKX-48.141 23 247 141 WCMX080412 L42M4x8.4 T15
QKX-49.147 49 250 147
QKX-50.150 50 256 150
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T

Indexable shallow hole drills with spiral flute

i Tl
=)
) L
5 S 4 1 IS A N K 1 TEARST F
Type spec Mode Blades Screw Wrench

P D d L L,
QKX-51.150 51 256 150
e :
QKX-54.162 II 54 40 265 162 WCMXO080412 L42M4x8.4 T15
QKX-55.165 55
QKX-56.165 56 271 165

B S A& HE45) : D=30, L1=87HIIFEU4H % FL $h HY B S 4% H QKX-30. 87

1l 7 < HEW D L B

Carbide core drills with taper shank

E R E ﬁ‘
= L —_ i 7
L
= R ~F % R ~F
Cil = E eﬁi QEEE% Dimension Bl = .ﬁ eﬁﬁ %'EEE% Dimension
Type 7 Morse taper D L 1 Type 7 Morse taper D L 1
no no

YHKZ-12 12 YHKZ-33 33

YHKZ-13 13 YHKZ-34 34

YHKZ-14 il 14 L2 1® YHKZ-35 35

YHKZ-15 15 YHKZ-36 36

YHKZ-16 16 YHKZ-37 37

YHKZ-17 17 YHKZ-38 38

YHKZ-18 18 YHKZ-39 m | | B
YHKZ-19 M2 19 210 131 YHKZ-40 40

YHKZ-20 20 YHKZ-41 41

YHKZ-21 . 21 YHKZ-42 “ Wik 3

YHKZ-22 22 YHKZ-43 43

YHKZ-23 23 YHKZ-44 44

YHKZ-24 24 YHKZ-45 45

YHKZ-25 25 YHKZ-46 46

YHKZ-26 M3 26 268 170 YHKZ-47 47

YHKZ-27 27 YHKZ-48 48 . 210
YHKZ-28 28 YHKZ-49 49

YHKZ-30 30 YHKZ-50 50

YHKZ-32 4 M4 32 317 194




H ® H AR BT #F
Y/ =n Right-angle mode rough boring bar

1 ==
= S S 7} =l 5
i ‘ i, — i,
M
L 15
- R=f
S 1 m L5 Dimension T PE
Type spec Boring range JT 1R BT 1R Boring head type
in— L D W
Dmin — Dmax 1 D, M D, M
BT(JT)40-TZC 25-135 25-50 135 20 8 22 110 22 103 TZC1-23,TZC1-32
BT(JT)40-TZC 38-180 38-70 180 30 10 33 (s 33 119 TZC2-35,TZC2-45
BT(JT)40-TZC 50-180 180
50-90 40 13 44 44 TZC3-48,TZC3-60
BT(JT)40-TZC 50-225 225 200 193
BT(JT)40-TZC 62-180 180 155 149
62115 50 16 48 56 TZC4-60,TZC4-75
BT(JT)40-TZC 62-225 225 200 193
BT(JT)40-TZC 72-180 180 155 149
72 - 135 60 58 TZC5-70,TZC5-95
BT(T)40-TZC 72-225 225 i i 200 193
BT(T)40-TZC 90-180 180 155 153 TZC5-70.TZC5-95
90 - 150 75 60 y
BT(JT)40-TZC 90-225 225 200 198 TZC5-120
BT(JT)45-TZC 25-135 25-50 135 20 8 22 110 22 97 TZC1-23,TZC1-32
BT(JT)45-TZC 38-180 38-70 180 30 10 33 (e 33 Ve TZC2-35,TZC2-45
BT(JT)45-TZC 50-180 180
50-90 40 13 44 44 TZC3-48,TZC3-60
BT(JT)45-TZC 50-225 225 200 187
BT(JT)45-TZC 62-195 195 170 157
62— 115 50 16 56 56 TZC4-60,TZC4-75
BT(T)45-TZC 62-270 270 245 233
BT(JT)45-TZC 72-195 195 170 157
72 —135 60 58 66 TZC5-70,TZC5-95
BT(JT)45-TZC 72-285 285 1 260 247
BT(T)45-TZC 90-195 195 170 135 TZC5-70.TZC5-95
90 - 150 75 72 y
BT(JT)45-TZC 90-285 285 = 260 225 TZC5-120
BT(JT)45-TZC 105-195 195 170 135 5
LY, 105 - 190 90 25 82 TZ2€6-100
BT(JT)45-TZC 105-285 285 260 225 TZC6-125
BT(JT)50-TZC 25-135 25-50 135 20 8 22 110 22 93 TZC1-23,TZC1-32
BT(JT)50-TZC 38-180 38-70 180 30 10 33 = 33 o TZC2-35,TZC2-45
BT(T)50-TZC 50-180 180
50-90 40 13 44 44 TZC3-48,TZC3-60
BT(JT)50-TZC 50-240 240 215 197
BT(JT)50-TZC 62-195 195 170 153
62115 50 16 56 56 TZC4-60,TZC4-75
BT(JT)50-TZC 62-270 270 245 227
BT(JT)50-TZC 72-195 195 170 153
72— 135 60 66 66 TZC5-70,TZC5-95
BT(JT)50-TZC 72-285 285 1o 247 243
BT(T)50-TZC 90-210 210 165 150 TZC5-70.TZC5-95
90 - 150 75 72 y
BT(JT)50-TZC 90-300 300 7 255 240 TZC5-120
BT(@JT)50-TZC105-225 225 202 165 5
JT) 105 - 190 90 25 85 AAS LY
BT(@JT)S0-TZC105-315 315 292 255 TZC6-125

i RERAFIETISL, WEE, BAEITEMRA. Note: This product is non-contain cutter head, if necessary, the time account
for of speak for
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Tilt-Handle rough boring bar V/ &1

+ R Bl
B2 4 4k n L3E Dimension EIILEIS
Boring range .
Type spec Dmin — Dmax L DI W JT A BT 1/ Boring head type
D2 M D2 M
BT(JT)40-TQC 25-135 25-38 135 20 g 22 112 22 105 TQC1-28
BT(T)40-TQC 30-165 30-42 165 24 26 142 26 135 TQC1-35
BT(JT)40-TQC 38-180 38-52 180 30 33 156 33 150
10 TQC2-48
BT(JT)40-TQC 42-210 42 - 56 210 34 37 186 37 180
BT(T)40-TQC 50-180 180 156 150
50 - 65 40 13 44 44 TQC3-56
BT(T)40-TQC 50-225 225 202 195
BT(JT)40-TQC 62-180 180 156 150
62 -90 50 16 48 56 TQC4-72 TQC4-90
BT(T)40-TQC 62-240 240 216 210
BT(T)40-TQC 72-180 180 156 150
72 -110 60 58
BTJT)40-TQC 72-240 240 19 50 216 210 | TQC5-85 TQCS-120
BT(JT)40-TQC 90-180 90 -125 180 75 156 60 150
BT(T)45-TQC 25-135 25-38 135 20 g 22 112 22 98 TQC1-28
BT(JT)45-TQC 30-165 30-42 165 24 26 142 26 128 TQC1-35
BT(T)45-TQC 38-180 38-52 180 30 33 156 33 142
10 TQC2-48
BT(T)45-TQC 42-210 42 -56 210 34 37 186 37 172
BT(JT)45-TQC 50-180 180 156 142
50-65 40 13 44 44 TQC3-56
BTJT)45-TQC 50-225 225 202 188
BT(T)45-TQC 62-195 195 172 158
62 -90 50 16 56 56 TQC4-72 TQC4-90
BT(T)45-TQC 62-270 270 246 232
BTJT)45-TQC 72-195 195 172 158
72 -110 60 58 66
BT(JT)45-TQC 72-285 285 262 248
19 TQCS5-85 TQCS-120
BT(T)45-TQC 90-195 195 172 158
90 -125 75 60 72
BTJT)45-TQC 90-285 285 262 248
BT(UT)50-TQC 25-135 25-38 135 20 g 22 112 22 92 TQC1-28
BT(T)50-TQC 30-165 30-42 165 24 26 142 26 122 TQCI-35
BT(JT)50-TQC 38-180 38-52 180 30 33 156 33 138
10 TQC2-48
BT(T)50-TQC 42-210 42 -56 210 34 37 186 37 168
BT(T)50-TQC 50-180 180 156 138
50— 65 40 13 44 44 TQC3-56
BT(JT)S0-TQC 50-240 240 216 198
BT{JT)50-TQC 62-195 195 172 152
62 -90 50 16 56 56 TQC4-72 TQC4-90
BT(UT)50-TQC 62-270 270 246 228
BT(T)50-TQC 72-195 195 172 152
72 -110 60 66 66
BT{JT)50-TQC 72-285 285 262 242
19 TQCS5-85 TQC5-120
BT{JT)50-TQC 90-210 210 186 168
90 -125 75 72 72
BT(T)50-TQC 90-300 300 276 258

E: RERAHETIL, WEE, {EEITKMEA. Note: This product is non-contain cutter head, as necessary, in order that time.
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Rough boring head

) = i BINEALER Rt
S M Lonct boring D 7K HoEARST e
Type spec . Blades Screw Wrench
Diameter L oW
TZC1-23 25 23
8 CPGT050204 L60M2.5%6
TZC1-32 34 32
TZC2-35 38 35
10 TCMT090204 L60M2.2x8
TZC2-45 48 45 T8
TZC3-48 50 48 5
TZC3-60 62 60
TCMT110204 L60M2.5%8
TZC4-60 62 60 1
TZC4-75 77 75
TZC5-70 72 70
TZC5-95 97 95 19
TZC5-120 122 120 TCMT16T308 L60M4x12 T15
TZC6-100 105 100 s
TZC6-125 130 125

TQCH & J] 3

Rough boring head

= = 4 BMETLER R~ n
B S A AR Least boring Dimension 7R HE1LIRET RF
Type spec . Blades Screw Wrench
Diameter L oW
TQC1-28 25 28
8 CPGT050204 L60M2.5%6
TQC1-35 32 35
TQC2-48 38 48 10 TCMT090204 L60M2.2x8 .
TQC3-56 50 56 13
TQC4-72 62 72 " TCMT110204 L60M2.5%8
TQC4-90 80 90
TQC5-85 72 85
19 TCMT16T308 L60M4x12 T15
TQC5-120 90 120
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Double head boring cutter

<724 M y
e
= &8
i
L
Rt
. st imensi z
5 2 4 i MmIEE Dimension nE | wwes | DB | g
Type spec Boring r ange i) 1A Blades Screw Elales Screw
ypesp Dmin -Dmax | 1 1 IT BT shim
d | M| d | M
BT(JT)40-TS 36-135 3646 135 22 | 32 [ 110 | 32 | 105 TS36/2 | TS36/3
BT(JT)40-TS 45-165 45-62 2 40 40 CCMTO09T308| L6OM4x12 | 1 45/2 S 45
BT(JT)40-TS 60-165 60 — 82 165 140 135 TS 60/2
44 44
BT(JT)40-TS 80-165 80-110 28 CCMT120408| L6OM5x15 | TS80/2 | TS 80/3
BT(JT)45-TS 36-135 3646 135 22 | 32 [110| 32 | 98 TS36/2 | TS36/3
BT(JT)45-TS 45-165 4562 165 40 | 140 | 40 | 138 |CCMTO09T308| L6OM4x12
TS452 | 1o e
BT(JT)45-TS 60-195 60 — 82 24 TS 60/2
BT(JT)45-TS 80-195 80-110 | 195 50 [ 170 | 50 | 168 TS 802
CCMT120408| L6OM5x15 | TS8073
BT(JT)45-TS105-195 105 -135 28 TS105/2
BT(JT)50-TS 36-135 3646 135 22 | 32 [110| 32 | 93 TS36/2 | TS36/3
BT(JT)50-TS 45-165 45-62 165 40 | 140 | 40 | 122 |CCMTO09T308| L6OM4x12
24 TS 4572 1 1g 4573
BT(T)50-TS 60-195 60 — 82 195 52 | 170 | 52 | 152 TS 60/2
BT(JT)50-TS 80-220 80-110 | 220 195 177
28 | 60 60 TS 802 | 1q g0s3
BT(JT)50-TS105-240 105 -135 TS105/2
BT(UJT)50-TS130-240 | 130-180 | 240 215 197 |CCMT120408| L6OM5x15 | TS130/2 | TS130/3
BT(JT)50-TS175-240 175 -240 32 | 80 80 TS175/2 | TS175/3
BT(JT)50-TS235-210 | 235-300 | 210 185 170 TS235/2 | TS235/3
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Y/ =11 Precision fine-tuning boring cutter

S e L
! >7:24

a S
19y — 1 B0 T
5
L
Il il
L3R R~ s BENF | mERk
£ = 4 ’ : . =
::I_“ S M & Boring range Dimension Sl IJ\r:flI; IEEJ,] " Precision boring |  Spring
ype spec Dmin - Dmax L |d mall aperture boring cutter bar collet
BT(JT)}40-TMA2-118 118 | 78 YTD02.15—93Z, YTDO3.20—932 | D12-06
220 50 YTD04.20—93°, YTD05.30—93° | JTD09.35—93 D12-08

BT(T)50-TMA2-148 148 108 YTD06.35—93°, YTD08.40—93° | JTD14.45—93 DI12-10

YTD10.45—93°, YTD12.50—93°

7TD16.10—40
BT(T)40-TMA 14-114 114 | 64 JTD16.18—50

= o JTD16.26—65
BT(T)50-TMA 14-144 144 | 94 JTD16.34—85

i AERAETIL, ERBITITM. Note: The product non-contain boring cutter head, the user can be additional speak for.

93° ‘
s — 1 =

L

[ BRANFLIRSEET] (BEREREE)

Type I with small aperture boring cutter (solid carbide) [ B F3§ % 3k Type [ with spring collet
1) = TJHI:}'ﬁlfl F'J':'%m*g > s )=
%qﬂ*ﬁ Boring range S d 1 ,?:? D|d ERNLEETNRS
ype spec Dmin - Dmax - ype spee
E - DO
YTD03.20—93° 3~45 6 20 DI o il
YTD04.20—93° 4~55 DI12-08 |12 | 8 | YTD06.35-93°,YTD08.40-93°
YTDO05.30—93° 5~6.5 35 30 o
YTD06.35—93° 6—10 . 35 D12-10 10 YTD10.45-93
YTD08.40—93° 8§~14 40
YTD10.45—93° 10~16 10 45
YTD12.50—93° 12~18 12 50

iE:YTD12.50-93° FAMERK, HFERNET RS,
Note: YTD12.50-93 © Do not with spring collet,directly into
the boring cutter body -

[ B R #&4E JI#F Type [ with precision boring bar

. I s R 7 K HEIRET ¥
= Boring range Dimension Blades Screw Wrench
Type spec .
Dmin - Dmax d ]

JTD09.35-93° 9~15 12 35 TPGX080202L L90OM2x5 T6
JTD14.45-93° 14~22 45 TPGX110302L LIOM3x7 T8
JTD16.10-40 10~19 40 TPGX080202L LO90M2x5 T6
JTD16.18-50 18~27 50
ITD16.26-65 26~35 16 65 | TPGX110302L |  L90M3x7 T8
JTD16.34-85 34~42 85
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Precision fine-tuning boring cutter

.24

i
L
B

L

1§l
f#yi tﬁetg‘ ];]E?%g';ne Diﬁen—sji-on i};i c?rji E‘; Preii%siifrzj bJ;ring
Dmin - Dmax L L, d cutter head
BT(T)40-TMA32-135 32~42 94 31 TMA32~42 TMA32~42—09
BT(JT)40-TMA41-135 41~54 88 39 TMA41~54 TMA41~54—09
BT(T)40-TMAS53-135 53~70 135 78 50 TMAS53~70 TMAS53~70—09
BT(UT)40-TMA68-135 68~100 64 64 TMA68~100 TMA68~100—09
BT(JT)40-TMA100-135 100~150 64 64 TMA100-150 TMA100-150—09
BT(UT)S0-TMA32-165 32~42 165 124 31 TMA32~42 TMA32~42—09
BT(JT)50-TMA41-165 165 118
41~54 39 TMA41~54 TMA41~54—09
BT(T)50-TMA41-225 225 178
BT(T)50-TMAS53-165 165 108
53~70 50 TMAS53~70 TMAS53~70—09
BT(T)50-TMAS53-240 240 183
BT(T)50-TMA68-165 165 94
BT(T)50-TMA68-240 63~100 240 169 TMA68~100 TMA68~100—09
BT(JT)50-TMA68-300 300 229 -
BT(T)50-TMA100-165 165 94
BT(T)50-TMA100-240 100~150 240 169 TMA100-150 TMA100-150—09
BT(T)50-TMA100-300 300 229
L
. 93° a
S| B 1 % -0O+ » = =
11 24 F34& J14K Type I with boring cutter body
I+ R~ P S
A S 0 ];]griglinfle Dimel?;ion ol Prei?sii?j bi_ring i ¥
Type spec Dmin - Dmax Q. 0 - S Blades cutter head Screw Wrench
TMA32~42 32~42 18 | 30.5 41 TMA32-42-09 S3,T6
TMA41~54 41~54 22 | 38.0 | 47 TCGTO60102L-F TMA41-54-09 LOOM2x3 S4,T6
TMAS53~70 53~70 28 | 49.0 | 57 10 TMAS53-70-09 S5,T6
TMA68~100 68~100 16 63 7 1 TPGX080202L TMA68-100-09 L90M2x5 S6.T6
TMA100-150 100~ 150 TMA100-150-09 ’
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Precision fine-tuning boring cutte

i w6 )]

D>>7:24

210
11k
. T E B E 2 T1 K . i T 35 B BL E 2 T1 K
BSNE : Share borin, B S M1 : Share borin,
Boring range g Boring range g
Type spec Byt = Do cutter body Type spec Byt = IDioess cutter body
BT(T) 50-TMA150-210 150~167 BT(T) 50-TMA225-210 225~242
BT(T) 50-TMA165-210 165~182 BT(T) 50-TMA240-210 240~257
BT(JT) 50-TMA180-210 180~197 TMAS3-70 BT(JT) 50-TMA255-210 255~272 TMAS3-70
BT(T) 50-TMA195-210 195~212 BT(T) 50-TMA270-210 270~287
BT(T) 50-TMA210-210 210~227 BT(T) 50-TMA285-210 285~302




Kt i H°
Precision boring unit V/ &1

BERATATEEIMANZE, NREELBI un  MIEREAD2LM,

Precision boring unit adjustment turn dial each scale, knifepoint radial displacement 1um, the boring diameter is 2pm.

} ©
c <
= =
=] a
(5]
AEZRE  Installation of angle K
o R~
?:r! = H 1% Do B?l] f LR ET Vg)izf_h
I R L L, d f Dmin D min € aces Serew e
JTX254 R/L 24.6 13.7 16 0.45 25.4 23 1.2 TCGT060102L L60M2x5 T6
JTX331 R/L 333 18.9 20 1.0 33.1 29.5 1.6
TPGT090202L L60M2.2%x5
JTX426 R/L 44.8 22.6 22 1.2 42.6 39 2.6 ) T8
JTX606 R/L 65 32.5 32 2.0 60.6 56 4.0 TPGT110302L L60M2.5%x6
[ B
4 } .
Ly
L
= £
= O\ =
o o
H f3% 2% Installation of right angles
B S A% ) 7k iR 5 wF
= Dimension €%
Type spec : Blades Screw Wrench
L L, d f Dmin Dlmin €
JTZ254 R/L 24.6 13.7 16 53 27.6 26 1.2 TCGTO060102L L60M2x5 T6
JTZ331 R/L 333 18.9 20 6.3 37.1 34.5 1.6
TPGT090202L L60M2.2x5
JTZ426 R/L 44.8 22.6 22 72 49.1 46.5 2.6 T8
JTZ606 R/L 65 32.5 32 10.3 69.6 67 4.0 TPGT110302L L60M2.5%6




H° R
Y/ =1 Cutting units with clamp combination type codex key

S T F C R/L 10 CA 11
1 2 3 4 5 6 7 8
1. TR #E AKX Clamp mode of blades 2. JIE 24K Inserts shape
FEK RETE R IAFEER c
Top clamping Screw on Hole clamping D 80°Z £ T5 £ Rhombic 80°

- ] S D IEF R Square
o BT ] |[s p (=
T A IE = # Triangle

4. 7] K I & Blades clearance angle 5. 4JJHI 7518 Cutting direction
P 11° E 20° R 41 Right hand
c 7° N 0° L Z 1] Left hand
6.TIRZTIRIKHEH=E 7. IR
High of cutting units underside to knifepoint Type of cutting units with clamp combination
fHE Code 06 08 10 12 16 {X#5 Code CA
=i 6 8 10 12 16 FEAType ISOFRAEARIE T] K
8.INIRETIRIRESE
High of cutting units underside to knifepoint
X% Code 06 09 11 16
AYIEERZ
Inscribed circle ®3.97 | ®5.56 | ®6.35 | ®9.525
diameter
iE

1. NREZRSTHEEREN XA ERAE AR EZRGFRHRUAEE AR TE=ZARIRMEATIXRERTI R RAR
BRHREE hWAli%e0° ERHIEARITIRHIE.

2. IRWRWS FESERRERARER, AT HERFPEK BNT3I0° f145° SMEIATIKR, (NWEREFEAT AMMEEL 1/
HHERTIREEEY, DURFFIRER —EE.
Note:

1. Cutting units with clamp combination main sizes of the principle use the of international standards, to facilitate the procurement
and management of spare parts, only selected a sort ofregular triangle blade by way of distribution. If a user with special needs, also can
according to 80 °diamond-shape or square blade to making.

2. Cutting units with clamp combination number of ways with the same basic international standards, in order to meet the needs of user,
an increase of 30 © and 45 ° chamfering cutting units with clamp combination, only the corresponding letters in the right lower corner
plus afootnote “1”, as a corresponding remodel , maintain the standard consistency.



90° . 60° . 45° JJ ¥k

90°. 60°. 45° Boring tool holder

G
90°
- R =t U g 2R
Type spec Blades 1257 1257 1257 1257 Wrench
h, h, L, L, f |D,. Screw Screw Screw Screw
STEC R/LO6CA-06 | 6 | 8.5 25 12 | 8 25 [TCMTO6T 104 | L60M 2x5 | M3.5x10 TL3-8 | M3x6
STFC R/LOSCA-09 | 8 11 32 17 | 10 | 32 | TCMT 090204 |L60M 2.2x6 | M4x15 TL3-10 | M3x8 T8
STFC R/L10CA-11 | 10 | 15 50 20 14 | 40 | TCMT 110204 |L60M 2.5%6| M6%20 TL4-15 M4x12
STFC R/L12CA-16 | 12 | 20 55 20 | 50 M6x25 i M4x16
TCMTI16T 308 | L60M 4x10 T10
STEC R/L16CA-16 | 16 | 21 63 25| 25 | 75 M8x32 TL6-18 | M5x20
]
2,
@
: 19
——— ‘—) =
L2
L+
60°
= R \ X s
Type spec Blades Screw Screw Screw Screw | Wrench
yp p hl hZ Ll LZ f Dmin
STTC R/LO6CA-06 | 6 |[8.5| 25 12 | 55 | 25 | TCMT 06T104 | L60M2x5 M3.5x10 TL3-8 M3x6
STTC R/LOSCA-09 | 8 11 | 32 17 6 | 32 | TCMT 090204 | L60M2.2x6 | M4x15 TL3-10 M3x8 T8
STTC R/L10CA-11 | 10 | 15 | 50 20 9 | 40 | TCMT 110204 | L60M2.5x6 | M6x%20 TLA-1S M4x12
STTC R/L12CA-16 | 12 | 20 | 55 13 | 50 M6x%25 M4x16
TCMT 16T L60M4x1 T1
STTC R/L16CA-16 | 16 | 21 | 63 | 25 15 | 75 C 61308 60M4x10 M8x32 TL6-18 M5x20 0
Q
’&/,
&
I e ™
=i )
\ L
)
45 L+ hy
45°
| = R ~f 5 . xs
gi == ;m*g Dimension 7] H- *E?Elgi]- E;ftig%]— Eﬂhﬁﬁ%{ﬂ 11‘”{'&%%]— ?}iqﬁ
Type spec h, h, |L L] f[D. Blades Screw Screw Screw Screw Wrench
STSC R/LO6CA-06 | 6 85 (22| 12| 8 | 25 |TCMTO06T104| L60M2x5 M3.5x10 TL3-8 M3x6
STSC R/LOSCA-09 | 8 11 | 28| 17 | 10 | 32 [TCMT090204| L60M2.2x6 M4x15 TL3-10 M3x8 T8
STSC R/L10CA-11 | 10 | 15 | 44 i 14 | 40 |TCMT110204| L60M2.5%6 M6x%20 LS M4x12
STSC R/L12CA-16 | 12 | 20 | 47 20 | 50 TCMT16T308] L60M4x10 M6%25 M4x16 T10
STSCR/L16CA-16 | 16 | 21 [ 53 |25 |25 | 75 M8x32 TL6-18 M5x%20




® 30° JIK. sh45° . FP30° JIK
Y/ =1 30°Boring tool holder,forth 45° and forth 30° boring tool holder
Q
2,
@
,/’/
30°
R ~t s
Type spec h|h | [L|f D, Blades Screw Screw Screw Screw | Wrench
STWC R/LO6CA-06| 6 | 85 | 27 | 12 | 8 25 |TCMTO06T104| L60M2x5 | M3.5x10 TL3-8 M3x6
STWC R/LO8CA-09| 8 | 11 | 29 | 17 | 10 | 32 |TCMT090204| L60M2.2x6 | M4x15 TL3-10 M3x8 T8
STWC R/L10CA-11] 10 | 15 | 44 20 14| 40 |TCMT110204| L60M2.5%6 | M6x20 TLA-15 M4x12
STWC R/L12CA-16] 12 | 20 | 47 20 | 50 EviTGEEE | M6x25 M4x16 _—
X
STWC R/L16CA-16| 16 | 21 | 53 |25 25| 75 M8x32 TL6-18 | M5x20
450_J
Ly h1 i
18
—_—
Ly
5ha5°
= R TJ‘ kY Py &
A 2 ik Direncion 7B | eTEEsT | EREST | WiEEET | 2T | T
Type spec Blades Screw Screw Screw Screw | Wrench
h, h, L, L, f
STS,C R/LO6CA-06] 6 85 | 22 12 | 85 |TCMTO06T104| L60M2x5 | M3.5x10 TL3-8 M3x6
STS,C R/LO8CA-09 11 28 17 11 |TCMT090204| L60M2.2x6 | M4x15 TL3-10 M3x8 T8
STS,C R/L10CA-11| 10 15 44 20 14 |[TCMT110204| L60M2.5%6 | M6%20 TLA-15 M4x12
STS,C R/L12CA-16| 12 20 47 20 M6x25 M4x16
TCMT16T308| L60M4x10 T10
STS,C R/L16CA-16| 16 | 21 53 25 24 M8x32 TL6-18 M5x20
P 450__f
ol g ‘igﬁ
- i %
| i = —i—J
Lo
L1
4h30°
T S i AN N K| EEms | EEES| wEes |@Res| 5F
Type spec h, h, L L, f Blades Screw Screw Screw Screw | Wrench
STW,CR/L06CA-06| 6 8.5 | 22.7 12 8 |TCMTO06T104| L60M2x5 | M3.5%10 TL3-8 M3x6
STW,CR/LO8CA-09 | 8 11 29 17 | 11 |TCMT090204| L60M2.2x6 | M4x15 TL3-10 M3x8 T8
STW,CR/L10CA-11| 10 | 15 44 2 14 |TCMT110204 | L60M2.5x6 | M6x20 SR M4x12
STW,CR/L12CA-16] 12 | 20 47 20 M6x25 i M4x16
TCMT16T308| L60M4x10 T10
STW,CR/L16CA-16| 16 | 21 53 25 | 24 M8x32 TL6-18 M5x%20




R 7 < ol 10 77 Bh 62 )T

Carbide adjustable floating reaming

D |
NN WiN =
= LT I I I |
Rt Iﬁﬁl Al @\*HF* ]
A P S——
|

CIERuETS mI%E AT WEMK | MIEH A

Type spec Dmin - Dmax B 0 q Type Dmin - Dmax B m q
FD 30—2008 30— 33 20 3 ” FD100—3016 >100—110
FD 33—2008 >33— 36 FD110—3016 >110—120 30 16
FD 36—2512 >36— 40 FD120—3016 >120—135 9
FD 40—2512 >40— 45 30 FD135—3016 >135—150
FD 45—2512 >45— 50 25 12 FD150—3520 >150—170
FD 50—2512 >50— 55 FD170—3520 >170—190
FD 55—2512 >55— 60 FD190—3520 >190—210 35 20
FD 60—3016 > 60— 65 45 FD210—3520 >210—230 140
FD 65—3016 >65— 170 FD230—3520 >230—250
FD 70—3016 >70— 80 30 16
FD 80—3016 >80— 90 60
FD 90—3016 >90—100

AR AN Ti5HETL

BEL: AT EFL ACE: AmIiRH@7L

wii T e EE )]

Machine reaming with carbide

BCEL: AMINHEFL

ZRE#
a =7 S _
L1
L
L K[RI$E Morse taper
—
1= # ook 2 R ~F
g{‘, S M Teech MQEE%E? Dimension
ype spec 7 orse taper no L T
IDM-0-A 4 Ml 12~15 182 116
. 6 M2 16~22 210 131
- J1ER M3 23~31 268 170
. 32~44 317 194
LN Mk Ay
N-RILBEEER 8 M4 45~50 330 210




H° RN 7 BT
Y/ =1 Machine reaming with carbide

L1
L
B16
H#& Cylinder handle
- 8 R
Ej% S M 1% Teech Dimension
ec
ype sp 7 D D, L L,
10 10 133 87
12 12 151 105
. IDzZ-o-AA 4 14 14 160 110
i#: 15 15 162 112
o-BIERE 16 170 120
N-RFLIEEER 17 18 175 125
6 18 182 130
20 20 195 137
I\ v
Rl ) 17 < 6 T A AL e T
Carbide blades for boring cutter and shallow hole drills
- o R =
71K S 514 EATRIN
60° Tpespec I T4 Ts [ d [a] R
w TCGT060102L-F 0.2
d TevmosTios | 69 397 [ 159 23
TCMT090204 [ 9.6 [5.56] . [ 25 | 7|04
‘\ / i = TCMT110204 11 |635| 2.8
R s TCMT16T308 | 16.5 [9.525]3.97 | 44 0.8
A
| l TPGX080202L | 83 [ 476 | , 0| 5 &
L S TPGX110202L | 11 | 635 |~ el on
TPGT090202L | 9.6 |5.56 [2.38] 2.5 '
" TPGT110302L | 11 |6.35[3.18| 2.8
# R
RO. 8
d 1
= - R =+
_ct BSME Dimension
Type spec L d S d, o
CPGT050208 | 5.6 | 556 | 238 | 2.8 [11°
CCMT09T308 | 9.7 | 9.525 [ 397 | 44

CCMT120408 12.9 12.7 4.76 5.5 7
- R ~F
2 S M1 Dimension
Type spec L d S d, R

WCMX040208 | 4.3 6.35 2.38 3.1
WCMX050308 | 5.4 7.94 3.18 3.2 0.8
WCMX06T308| 6.5 | 9.525 | 3.97 3.7
WCMXO080412 | 8.7 12.7 4.76 4.3 1.2




LN TITHDI I (5 %)

Cutting data for hole machining cutter (For reference)

W T R B 71 1l 338 o] Wl
NAEHRYE AT AR NHRE | amug A%
Machining material Cutting speed vc Cutting depth aj,
Name and type of cutter L . f (mm/r)
and/or rigidity (m/min) (mm)
G
R, ik 60~90 0.20~0.40
BRALEANM QZ Soft steel, Cast-iron 3D
o 5 N /7.8
Carbide powerful drills &, TAH (D-$63kEH1E
20~40 0.15~0.25
Alloy steel, Tool steel
ﬂ%ﬁﬁﬁﬂ&ﬂ%Q@gQgM BEZ4 HB200
Indexable shallow hole drills with 80~100 0.07~0.10 —
g Carbon steel HB200
spiral flute
BRZE4 HB170~200
R 25~35 0.05~0.30(mm/z)
RS SR FLSY YHKZ Carbon steel HB170~200 5
<25
carbide core drills with taper shank 65 HB200
, 25~35 0.08~0.40(mm/z)
Cast-iron HB200
X EMHB<180
A 140~160
Soft steel HB<180
mEWN. SEIWHBIZ0~280
Carbon steel, alloy steelHB 130~150
HEH A4 7] TMA TMB 180250 FRIETIE
Precision fine-tuning boring cutter B HHB<200 120~130 0.05~0.15 0.05~0.8
Ao < )
Stain-less steel HB<200 (BEEHME)
$55% HLHI5EE <450N/mm>
A8 HHSRAE4SON/mm 00110
Cast-iron <450N/mm?
Sk
. 150~170
Aluminum alloy
& HB200 RHRE
A o 6~10 0.10~0.25
R & &HL A # 71IDM IDZ Carbon steel HB200 0.15~0.30
Machine reaming with carbide
$%8% HB200
. 8~12 0.20~0.40
Cast-iron HB200
iE: Notes:

1. GRS TRRIMERE, A RNFRE,

Rz P {REEERNH L .

2. FEMIEY, ZBICRABRIRAES.

3. RIIN A S RAEU AT

1.If machine tools and equipment rigid flooey go,
or vibration and noise, should reduce speed and feed.
2. finish machining, suggested that lower feed.
3. The variety is not included in the light of similar species



H° SRR 7 4 J1H H o
Y =1 Solid carbide tools contents

W)™ an i

Product overview

l%ﬂiﬁ@f}iﬁ'&’ﬁﬁ% ................................................................................. C1-C5
Solid carbide drills

.gﬂ;@,ﬁﬁ%%}%n ................................................................................. C5—-C9

Solid carbide milling tools

.gﬂ;@,ﬁﬁ%d\ﬂ‘ﬁﬁn ........................................................................ C10

Solid carbide small hole boring cutter

.gﬂ;@,ﬁﬁ%ﬁn ................................................................................. C10

Solid carbide reaming

BRI R A T LTI R (B ) evvvvermremmrmeeiiiiiiii e C11

Solid carbide cutting tool (For reference)

LN



7 i H°¢
Product overiew V/ =11

—. BRERA &5 Solid carbide drills

YZCZ YSRZ YZD YJz YZX
AT
Page Cl1 C2 C3 C4 C5
YDZ
Pz o
Page

—. B{RERE £% 7] Solid carbide milling tools

YIX YLX YYX YQX YYLX
Ak
Page C5 Co6 C7 C7 C8
YYQX YBX
Ias C9 C9
Page

= BN RAEE/VFLIZET] Solid carbide small apertuer boring cutter

YTD—Kr
A
Page C10

M. #IKERES S8 7] Solid carbide reameing

YJD YJDL
DS C10 C10
Page




u-|® // SRR 7 2 LTS
V/ =1 Solid carbide straight flute drills

5. AREEMIAEEERSE5L Solid carbide Straight flute drills for cast-iron,nonferrous metal

# 7l
Ls
© 46\777 ) S |
Ly Lo
L
o R ~F - R ~F
BSHE Dimension B S A% Dimension

Wig 85 d p | L | L |L|L 199 2 d p| L |L |L | L

1 2 3 1 2 3
YZCZ-038.29 3.8 YZCZ-115.56 11.5

YZCZ-040.29 4.0 YZCZ-118.56 11.8 12 130 56 71 56

70 29 36 | 29
YZCZ-042.29 42 YZCZ-120.56 12.0
YZCZ-045.29 4.5 YZCZ-125.60 12.5
YZCZ-048.35 4.8 YZCZ-130.60 13.0
6

YZCZ-050.35 5.0 YZCZ-135.60 13.5 14 140 60 77 60

YZCZ-052.35 5.2 YZCZ-138.60 13.8
82 35 44 | 35

YZCZ-055.35 5.5 YZCZ-140.60 14.0
YZCZ-058.35 5.8 YZCZ-142.63 14.2
YZCZ-060.35 6.0 YZCZ-145.63 14.5

YZCZ-063.35 6.3 YZCZ-150.63 15.0 16 150 63 83 63
YZCZ-065.43 6.5 YZCZ-155.63 15.5
YZCZ-068.43 6.8 YZCZ-160.63 16.0
YZCZ-070.43 7.0 8 101 43 53 | 43 YZCZ-165.71 16.5
YZCZ-075.43 7.5 YZCZ-170.71 17.0

18 160 66 89 66
YZCZ-078.43 7.8 YZCZ-175.71 17.5
YZCZ-080.43 8.0 YZCZ-180.71 18.0
YZCZ-085.49 8.5 YZCZ-190.77 19.0

YZCZ-090.49 9.0 YZCZ-195.77 19.5 20 170 69 95 69
YZCZ-095.49 9.5 10 113 49 61 | 49 YZCZ-200.77 20.0
YZCZ-098.49 9.8 YZCZ-210.85 21.0

22 180 72 101 72
YZCZ-100.49 10.0 YZCZ-220.85 22.0
YZCZ-102.56 10.2 YZCZ-230.98 23.0

YZCZ-105.56 10.5 12 130 56 71 | 56 YZCZ-240.98 24.0 25 188 75 107 75
YZCZ-110.56 11.0 YZCZ-250.98 25.0

BISHMIBEEG]: d=5.5L1=35, BAERESEEEHNESHEAYZCZ-055.35
Type spec citing: d=5.5,L1=35, Solid Carbide Straight flute drills type spec become YZCZ-055.35
i BEZERSTL, IBITHFERE.  Note: For hole in the cold, please note when order.



e T He
Solid carbide drills with three edge Y =1

k. BEEEMIAZ=7ERE £ 4%k Solid carbide drills of three edges for cast-iron, nonferrous meta

pird

# 7l
LAY e
L L,
L
o R =t o R =t
BS 0K Dimension BSAE Dimension
Type spec d D L L L Type spec d D L L L
1 2 1 2
YSRZ-030.28 3.0 YSRZ-105.71 10.5
YSRZ-032.28 32 66 28 36 YSRZ-110.71 11.0
12 118 71 45
YSRZ-035.28 3.5 YSRZ-115.71 11.5
YSRZ-038.36 3.8 YSRZ-120.71 12.0
YSRZ-040.36 4.0 YSRZ-125.77 12.5
74 36 36
YSRZ-042.36 42 YSRZ-128.77 12.8
YSRZ-045.36 4.5 6 YSRZ-130.77 13.0
14 124 77 45
YSRZ-048.44 4.8 YSRZ-135.77 13.5
YSRZ-050.44 5.0 YSRZ-138.77 13.8
YSRZ-052.44 5.2 YSRZ-140.77 14.0
82 44 36
YSRZ-055.44 5.5 YSRZ-145.83 14.5
YSRZ-058.44 5.8 YSRZ-150.83 15.0
16 133 83 48
YSRZ-060.44 6.0 YSRZ-155.83 15.5
YSRZ-065.53 6.5 YSRZ-160.83 16.0
YSRZ-068.53 6.8 YSRZ-165.93 16.5
YSRZ-070.53 7.0 YSRZ-170.93 17.0
8 91 53 36 18 143 93 48
YSRZ-075.53 7.5 YSRZ-175.93 17.5
YSRZ-078.53 7.8 YSRZ-180.93 18.0
YSRZ-080.53 8.0 YSRZ-190.101 19.0
YSRZ-082.61 8.2 YSRZ-195.101 19.5 20 153 101 50
YSRZ-085.61 8.5 YSRZ-200.101 20.0
YSRZ-088.61 8.8 YSRZ-210.112 21.0
22 167 112 50
YSRZ-090.61 9.0 10 103 61 40 YSRZ-220.112 22.0
YSRZ-095.61 9.5 YSRZ-230.112 23.0
YSRZ-098.61 9.8 YSRZ-240.112 24.0 25 184 112 50
YSRZ-100.61 10.0 YSRZ-250.112 25.0

BISIAEEEA]: d=5.5LI=M4BKERE ML BIEL S MIE A YSRZ-055.44
Type spec citing: d=5.5,L1=44, Solid carbide twist drills type spec become YSRZ-055.44



u-|® // TR RENE S IRAE B
Y/ =1 Solid carbide twist drills

7
4 AN N} ] =
L | L2
L
= Rt = R =
B S M Dimension B S M Dimension
Type spec d D L L, L, Type spec d D L L, L,
YZD-030.20 3.0 YZD-105.55 10.5
YZD-032.20 32 YZD-110.55 11.0
62 20 36
YZD-035.20 3.5 YZD-115.55 11.5 12 102 51 45
YZD-038.20 3.8 YZD-118.55 11.8
YZD-040.24 4.0 YZD-120.55 12.0
YZD-042.24 42 66 24 36 YZD-123.60 12.3
YZD-045.24 4.5 6 YZD-125.60 12.5
YZD-048.28 4.8 YZD-130.60 13.0 14 107 56 45
YZD-050.28 5.0 YZD-135.60 13.5
YZD-052.28 52 YZD-140.60 14.0
66 28 36
YZD-055.28 5.5 YZD-145.65 14.5
YZD-058.28 5.8 YZD-150.65 15.0
YZD-060.28 6.0 YZD-155.65 15.5 16 115 65 45
YZD-062.34 6.2 YZD-158.65 15.8
YZD-065.34 6.5 YZD-160.65 16.0
74 34 36
YZD-068.34 6.8 YZD-165.73 16.5
YZD-070.34 7.0 8 YZD-168.73 16.8
YZD-075.41 7.5 YZD-170.73 17.0
18 123 68 50
YZD-078.41 7.8 79 37 36 YZD-175.73 17.5
YZD-080.41 8.0 YZD-178.73 17.8
YZD-082.47 8.2 YZD-180.73 18.0
YZD-085.47 8.5 YZD-185.79 18.5
YZD-088.47 8.8 YZD-190.79 19.0
10 89 43 40
YZD-090.47 9.0 YZD-195.79 19.5 20 131 75 50
YZD-095.47 9.5 YZD-198.79 19.8
YZD-100.47 10.0 YZD-200.79 20.0

BISHAREEHI. d=5.5L1=28 (K8 RS & ML SR EL SR A YZD-055.28

Type spec citing: d=5.5,L1=28 Solid carbide twist drills type spec become YZD-055.28

F: BERENALKEELREN, FITWEIRA, FREHEITHAMR. BEEMRRXER.

Note: For hole in the cold or in need of coated, please account when order and provide materials of workpiece, hardness and other related
information.



BRI 7> 2 B RS /// IH®
Solid carbide drills with ladder Y/ =11

IREBSURFLSE R A AER S &8k Tap borer + chamfer ladder solid carbide drills

118°| © SN N ’%W* ’’’’’ - e

L2

R ~F :
%‘! y;i %SEI,):C% Dimension si%fﬂrﬁd
d D L L, L, spec
YJZ 034-M4 3.40 11.4 M4
6 66 28
YJZ 043-M5 4.30 13.6 M5
YJZ 050-M6 5.00 8 79 41 16.5 M6
YJZ 069-M8 6.90 10 89 47 21.0 M8
YJZ 087-M10 8.70 12 102 55 25.5 M10
YJZ 1040-M12 10.40 14 107 60 30.0 M12
YJZ 1225-M14 12.25 16 115 65 34.5 Ml14
YJZ 1425-M16 14.25 18 123 73 38.5 M16
YJZ 070-M8x1 7.00 10 89 47 21.0 M8 x1
YJZ 090-M10x1 9.00 12 102 55 25.5 M10x1
YJZ 1050-M12%1.5 10.50 14 107 60 30.0 MI12x1.5
YJZ 1250-M14x1.5 12.50 16 115 65 34.5 M14x1.5
YJZ 1450-M16x1.5 14.50 18 123 73 38.5 M16x%1.5

B SHEEEH]. MotE MBI L2 Al B AER S S M50 89 B S A8 A YIZ050-M6
Type spec citing: M6 coarse teeth before tap screw former carbide ladder drills type spec become YJZ050-M6



/\ »
® BRI 2P OB
Y =n Solid carbide center drills
al
- — “@\lﬁe—"ﬂ - 120
j ~J mIALE
L
2 ] 4 R B 2 i 4 R
Type spec Dimension Type spec Dimension
P d D L | d D L 1
YZX-Al 1.00 3 1s 1.6 YZX-A3.15 3.15 8.00 50 4.1
YZX-A1.25 1.25 : A0 1.8 YZX-A4 4.00 10.00 60 5.2
YZX-A1.6 1.60 4.00 2.4 YZX-AS 5.00 12.50 - 6.5
YZX-A2 2.00 5.00 2.8 YZX-A6.3 6.30 16.00 8.2
YZX-A2.5 2.50 6.30 50 |[3.4 YZX-A3B 8.00 20.00 80 10.5

BISHRES). AR 2 SEEAERAEETOHMESHBAYZX-A25F: MFEBRE, BIFH120°06RPHE, BTSN,
Type spec citing: type A,d=2.5, Solid carbide center drills type spec become YZX-A2.5

AR 1 o Lo

Solid carbide start drill

a|= 2 ER =]
= 7o
L
B S MK R =t
Type spec Dimension

a=90° a=120° d D L L;
YDZ 05.10-90 YDZ 05.10-120 5.00 5.00 62 10
YDZ 06.15-90 YDZ 06.15-120 6.00 6.00 66 15
YDZ 08.17-90 YDZ 08.17-120 8.00 8.00 79 17
YDZ 10.20-90 YDZ 10.20-120 10.00 10.00 89 20
YDZ 12.25-90 YDZ 12.25-120 12.00 12.00 102 25
YDZ 14.30-90 YDZ 14.30-120 14.00 14.00 107 30
YDZ 16.35-90 YDZ 16.35-120 16.00 16.00 115 35
YDZ 20.40-90 YDZ 20.40-120 20.00 20.00 131 40

BUSHAREA]: d=5L1=10,0=90° (K iE R & & E L 86 AE S HI4E 1 YDZ05.10-90
Type spec citing: d=5,L1=10,0=90° Solid carbide start drill type spec become YDZ05.10-90

SRR 1 R Bt )]

Solid carbide key way milling tools

e
. L fn T %
= R~ - R ~f
%"2 S M Dimension BS A Dimension

ype spec d D L 1 Type d D L 1
YJX 030.04.2-30 3.00 3 50 4 YJX 100.11.2-30 10.00 10 66 11
YJX 040.05.2-30 4.00 4 5 YJX 120.12.2-30 12.00 12 73 12
YJX 050.06.2-30 5.00 5 54 6 YJX 140.14.2-30 14.00 14 75 14
YJX 060.07.2-30 6.00 6 7 YJX 160.16.2-30 16.00 16 82 16
YJX 070.08.2-30 7.00 7 58 8 YJX 180.18.2-30 18.00 18 84 18
YJX 080.09.2-30 8.00 8 9 YJX 200.20.2-30 20.00 20 92 20

B SMIEA. d=5, 1=6, Z=2, SZIEMA30°HIEBATERE SRIEHETIMESMIRA YIX 050.06.2-30
Type spec citing: d=5, 1=6, Z=2, Solid carbide key way milling tools of helix angle 30° type spec become YJX 050.06.2-30



WEVRREIT 1 2 1 BE )]

Solid carbide end mills

N i . N N
,
B
B S M % R =t
Type spec Dimension
7=2 Z=3 7Z=4 d=D 1 L
YLX 030.08.2- YLX 030.08.3- YLX 030.08.4-B 3.0 8
YLX 040.11.2-B YLX 040.11.3-B YLX 040.11.4-8 4.0 11
YLX 050.13.2- YLX 050.13.3-B YLX 050.13.4-B 5.0 13 >0
YLX 060.16.2- YLX 060.16.3- YLX 060.16.4-B 6.0 16
YLX 080.20.2-f YLX 080.20.3-f YLX 080.20.4-B 8.0 20 60
YLX 100.25.2- YLX 100.25.3-B YLX 100.25.4-B 10.0 25
YLX 120.30.2-B YLX 120.30.3-8 YLX 120.30.4-B 12.0 30 75
YLX 140.32.2-8 YLX 140.32.3-8 YLX 140.32.4-B 14.0 32
YLX 160.45.2- YLX 160.45.3- YLX 160.45.4-B 16.0
YLX 180.45.2-B YLX 180.45.3-B YLX 180.45.4-B 18.0
YLX 200.45.2-B YLX 200.45.3-B YLX 200.45.4-B 20.0 45 10
YLX 250.45.2- YLX 250.45.3- YLX 250.45.4-B 25.0

BISHEER. d=5, =13, Z=3, B=30"HIRERE & BIRIIGETIHE SHMEAYLX 050.13.3-30

Type spec citing: d=5, 1=13, Z=3, B=30° solid carbide end mills type spec become YLX 050.13.3-30

E: BRERE BITWRGE, FRES 4R EE. MIKSFEXER.
FAGHIZREA B B/, BURTFHYI TR F30°, 45°%.

Note: for coating, please account when order and provide material, hardness, allowance and other related information.
Helix angle f in the form of large or small, depending on the workpiece material to be cut. There are 30 °, 45 °, and so on.



u-|® // AR TN 1 i 1 BT
W/ =11 Solid carbide corner radius end mills
&) &7 ==

m I & tn T B pz in T gh @
o K~ Ny ——- — o
]
R AR
L
L
T
= i R
IS M Teech Dimension
Type spec 7 D R L, L d
YYX03.05.2-30(0.5) 300 0.5 5 3
YYX03.05.2-30(1.0) ' 1.0
YYX04.06.2-30(0.5) 0.5
4. 52 4
YYX04.06.2-30(1.0) 00 1.0 6
YYX06.08.2-30(1.0) 1.0
YYX06.08.2-30(1.5) e 1.5 e &
YYX08.12.2-30(1.0) b 1.0
YYX08.12.2-30(2.0) 8.00 2.0 12 60 8
YYX10.15.2-30(1.0) 1.0
YYX10.15.2-30(1.5) 10.00 1.5 15 68 10
YYX10.15.2-30(2.0) 2.0
YYX12.18.2-30(1.0) 1.0
YYX12.18.2-30(2.0) 12.00 2.0 18 76 12
YYX12.18.2-30(3.0) 3.0

B SMHEEEA): D=6, L1=8, Z=2, 125EfA30°,R=1. S B A ERE & E A Ht T B S MAZ A Y YX06.08.2-30(1.5)
Type spec citing: D=6, L1=8, Z=2, helix angle30°,R=1.5 solid carbide corner radius end mills type spec become Y'Y X06.08.2-30(1.5)

BERREIT 17 B 2R L SEBET]

Solid carbide ball head end mills

gy T

fn
[ 4{ | - — ) =]
[
L 30°
L
B S WA R IR R
Type spec Dimension Type spec Dimension
7=2 D L, L d 7=4 D L, L d
YQX03-06-2-30 3.0 6 3 YQXO03-08-4-30 3.0 8 50 3
YQX04-08-2-30 4.0 8 50 4 YQX04-11-4-30 4.0 11 4
YQX05-09-2-30 5.0 9 5 YQX05-13-4-30 5.0 13 54 5
YQXO06-10-2-30 6.0 10 54 6 YQX06-13-4-30 6.0 57 6
YQXO08-12-2-30 8.0 12 58 8 YQXO08-19-4-30 8.0 19 63 8
YQX10-14-2-30 10.0 14 66 10 YQX10-22-4-30 10.0 22 72 10
YQX12-16-2-30 12.0 16 73 12 YQX12-26-4-30 12.0 2% 23 12
YQX14-18-2-30 14.0 18 14 YQX14-26-4-30 14.0 14
YQX16-22-2-30 16.0 22 82 16 YQX16-32-4-30 16.0 32 92 16
YQX20-26-2-30 20.0 26 92 20 YQX20-38-4-30 20.0 38 104 20




ARG 7 B B HEIE o BE 7] /// Il" o
Solid carbide taper end mills Y =1

a/2 30° o
el
{ ' ~
< ] N s
L1
L
R ~f
Dimension
B S M % d, L,
Type spec d W2 () o2 )

1.5 2 3 5 7 1.5 2 3 5 7
YYLX 02.1.3-30(0/2) 2 3.05 3.40 4.10 5.50 8.10 20 20 20 20 25
YYLX 03.1.3-30(a/2) 3 431 4.75 5.62 8.00 11.30 25 25 25 28 34
YYLX 04.1.3-30(a/2) 4 5.57 6.00 8.00 10.00 | 13.80 30 28 38 34 20
YYLX 05.1.3-30(a/2) 5 6.83 8.00 10.00 12.00 14.80 - 40 48 40
YYLX 06.1.3-30(a/2) 6 7.83 9.14 12.00 14.00 17.00 45 50 45
YYLX 08.1.4-30(0/2) 8 10.36 11.14 14.00 | 16.00 | 19.00 45 45
YYLX 10.1.4-30(a/2) 10 12.88 13.84 | 16.00 | 18.00 | 22.00 55 = 55 50
YYLX 12.1.4-30(a/2) 12 15.14 | 15.84 | 18.00 | 20.00 | 24.00 60

R ~f
Dimension
B S MK L d,
Type spec &% Teech
/2 (°) W2 (°) ._.;ﬂzeec
1.5 2 3 5 7 1.5 2 3
YYLX 02.1.3-30(a/2) 25 75 30 p 6
YYLX 03.1.3-30(a/2) 75 75 6 6 8 12
YYLX 04.1.3-30(/2) . 100 8 10 | 14 3
YYLX 05.1.3-30(0/2) 100 g 8 10 12 15
YYLX 06.1.3-30(a/2) 100 100 s 10 12 14 17
YYLX 08.1.4-30(a/2) 12 12 14 16 19
YYLX 10.1.4-30(a/2) 125 125 14 14 16 18 22 4
125 125 130

YYLX 12.1.4-30(a/2) 16 16 18 20 24

BUSHAREA): d=5,0/2=3°L1=48,Z=3 SZIE A30° MBI S S BRI B 71 E SHMIEA: YYLX05.48.3-30 (3)
Type spec citing: d=5,a/2=3°L1=48,Z =3, helix angle 30 °Solid carbide taper end mills
type spec become YYLX05.48.3-30 (3)



H° ORI 7> R I IR 3% 7 7]
V) =11 Solid carbide taper ball head end mills

Uy ICaf

T4 m T g o T OB g
) 30°
f I 1
< ~X ﬂ I
el
Fkr=d/2 |
L
R =t
=T . .
B S A Dimension
Type spec
w2 d d, I L d, (h) z
YYQX020-08-2-30(1.5) 2 2.37 8 40 4 )
YYQX025-10-2-30(1.5) 2.5 2.96 10 45
YYQX050-37-3-30(1.5) 5 6.83 37.5 8 3
YYQX060-38-3-30(1.5) .50 6 7.83 38 100
YYQX080-49-4-30(1.5) 8 10.36 49 12
YYQX100-60-4-30(1.5) 10 12.88 60 125 14 4
YYQX120-66-4-30(1.5) 12 15.14 66 16

B S HAEEA: d=2.5,1=10,Z=2 82 HE F330°,0/2 47 1. S°BEIRTE R & & B HERL BR 3K L 5% 7] B9 B S 3% A Y Y QX025-10-2-30(1.5)
Type spec citing: d=2.5,1=10,Z=2,Helix angle 30°,0/2 become 1.5° Solid carbide taper ball head end mills type spec become
YYQX025-10-2-30(1.5)

L /N1 a2y AT Y

Solid carbide shallow curve end mills

M m mImm

uI i o
R

L1
L
g!T s M Teech Dimension
Ype Spec 7 D Ll L d
YBX050.13.3- .
050.13.3-B 3 6 13 57 5.0
YBX060.13.3-B 3 6.0
YBX080.16.3-B 3 8 16 63 8.00
YBX100.22.4-B 4 10 22 72 10.0
YBX120.26.4-3 4 12 26 ’3 12.0
YBX140.26.4-B 4 14 14.0
YBX160.32.4-3 4 16 32 92 16.0
YBX180.32.4-B 4 18 18.0
YBX200.38.4-B 4 20 38 104 20.0
< B A ¥R 7F £ (Helical angle) 20°, 30°, 45°

B SRS d=5,L1=13,7=3 $2FE F530° RYEE(RTEFRS &K M TIIL 4 71 A2 S HI4& I YBX050.13.3-30
Type spec citing:d=5,L1=13,Z=3, Helical angle 30°Solid carbide shallow curve end mills type YBX050.13.3-30




RGBT B/ DAL BT H ®
Solid carbide small aperture boring cutter Y =1

R =t
A =
":Fh SHH Dimension
INFLZEETL YTD 02.15-K, 2 50 15
YTD 03.20-K, 3
6 55 20
YTD 04.20-K, 4
. YTD 05.30-K, 5 65 30
Ky45° | 60° . 75° | 93°
EfmfKy YTD 06.35K, 6 o |70 [ 3
YTD 08.40-K, 8 75 40
El ~N— ] — - YTD 10.45-K, 10 | 10 | 80 | 45
YTD 12.50-K, 12 12
| 85 50
YTD 14.50-K, 14 14
L
YTD 16.55-K, 16 16 90 55

B S HEHEGI: D=5,1=30, Ky=93°

Type spec citing: D=5,1=30, Ky=93°

BINERE &/ LEETIMESMIE A YTD05.30-93

Solid carbide small aperture boring cutter type spec become YTD05.30-93

SRR 1 < LS T]

Solid carbide straight shank reaming

= gl R ~t
Eadl] ]
::; S M i Teech Dimension
ype spee 7 D-d L ]
A 20~29 | 40 | 15
‘EYJD_D_A 3.0~39 | 50 | 20
b
CsNEE 4.0~6.0 | 60 | 25
A-STEE 6 6.1~80 | 70 | 30
81~12 | 80 | 35
L =
=] &I;ﬂ R TJ-
gl“: S M A Teech Dimension
yespee 1z b [d[L L L
4 |40 [40[ 75 [19[3
45 | [0 [21 ]33
50 |V [86 | 23 | 34
5.5
2560 | 93 |26 36
6.5 101 | 28 | 38
7.0 | 8.0 [ 109 | 31 | 40
6 | 80 117 | 33 | 42
YIDL-o-A 9.0 |00l 12536 | 44
i 10.0 133 [ 38
o-RINVERE gg ot L TN
. N-BRFLIEE : 151 | 44
15° (£ 1) 13.0 [,
140 | [ 160 | 47
R ==V %"I 150 | ¢ o162 [507] 50
——= | 160 | >V 170 | 52
17.0 175 | 54
- = ° 18.0 | 180182 [ 56 | 22
) .
19.0 189 | 58
20012%° 95 [e0 | 8




SERRENT 1 & ST DI (B %)

Solid carbide cutting tool (For reference)

L/

1. BIKTER A £ %6k Solid Carbide Drills

- ” i —
NAEHRES Wi B AR I AR
Tool Name Model Machining material Cutting Speed Sk
and/or rigidity V (m/min)
BINERS S EIESL YZCZ #F X Cast-iron HB<240~350 80~120 0.04~0.50
Solid Carbide Straight flute Drills 544 ,$7 Aluminum Alloy, Copper 240~280 0.16~0.63
BIKIBES S = J145YSRZ A EE4MStain-less Steel HB<250 35~45 0.04~0.20
Solid Carbide Drills With $8 %484 4 Aluminum ,Aluminum Alloy HB<120 120~180 0.125~0.500
Three Edge SKREKS LT, Ti Alloys HB<250~300 25~35 0.04~0.16
BIAERE RIS YZD MSteel HB150~350 70~100 0.063~~0.400
Solid Carbide Twist Drills $5 4%k Cast-iron HB<240 8~120 0.10~0.50
B E S S YIZ $XSteel HB150~350 70~100 0.063~0.400
Stalldl ezl dnils wifh [ it ¢k Cast-iron HB<240 75~90 0.10~0.50
BEREREEPLHYZX .
Solid Carbide Center Drills §M, $5%% Steel, Cast-iron 8~12 0.01~0.08
BREREET LEYDZ .
Solid carbide start drill #M,$5 5k Steel, Cast-iron 60~90 0.063~0.250
2. BIKERAE €] Solid Carbide Mills
78RS WINIHRREE \guwe|  seres | UERE | VMRS
Milling Model Name achuung matena V(m/min) f, (mm/z) a_(mm) a_(mm)
and/or rigidity Z P w
BIKERA S BB TIYIX 4XSteel HB180~280 | 70~105 0.01~0.066 0.4~0.6D <D
Solid Carbide key way milling tools $£§kCast-iron HB180~220 [100~120 0.01~0.066
BAERE &), BRI, fRSteel HBI80~280 | 15~40 | 2eid 0.01=0.10 YHE<D | $EiE=D
HERALHET] YLX. YYX. YYLX BEEIE0.03~0.30 SHBI=L5D %ﬁﬁuﬁlo -
Solid Carbide End Mills . corner radius 4544 Castoiron HB180~220| 20~40 $E#E 0.02~0.15 A= A=
end millstaper end mills i £ 8IE0.06~0.45
BIRERESIRKIHETIYQX £RSteel HB180~280 15~35 0.01~0.08
Solid carbide ball head end mills $£ 8% Cast-iron HB180~220| 20~40 0.02~0.10 <0.4D 5
BRER A EHER RS ISRTTY YQX M Steel HB180~280 10~30 0.01~0.08 = =
Solid carbide taper ball head end mills $£$¢% Cast-iron HB180~220| 15~35 0.02~0.10
. N ~ 100~80 0.035~0.08
UGB R A &R TS5 TTYBX MSteel HB180~280 -
Solid carbide shallow curve end mills #%$XCast-iron HB180~220 120 0.045~0.09 <D 0.4~0.6D
$k& & TiAlloys 30 0.035~0.07
E: RPDABIIETE  Attention:"D” Is Diamter

2. BIKFERAEEHET] Solid Carbide Mills
= : I ## £ il A i
NEEBEES i in L HH R I DEEE | BRALE | DHEE
Tool Name Model and/or }iigi ity V (m/min) f (mm/r) a (mm)
HAERAESNFLEETIYTD | 8. $%ikSteel, Castiron HB<300 S O E HIRE
Solid carbide small aperture boring cutter| ’ ’ 0.05~0.8
4. BUKERE®T] Solid Carbide Reamers
NAEZHLS L VIEGEE | SRERE | HRE
Tool Name Model an d/or%igi dity V (m/min) f (mm/r) a (mm)
WARTE iR A 4 AR JJYTD M Steel HB180~280 6~12 0.04~0.25
Solid Carbide Straight Shank Reamer | = £¢%Cast-iron HB<240~300 30~16 0.05~0.50 WHIRE
BERSSBIEERTIYLID Ea % 0.08~0.12
Solid Carbide Spirally fluted reamer e 25~30 0.125~0.630
Aluminum Alloy, Copper
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Rolling pressure tool contents

W GK MK ZK
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H° BN 73 G978 11
Y =n Carbide pressure rolling tool for external cylinder

ZITEFERFERLENHMEZHINERREEN The tool mostly for the lathe external rolling pressure process of
T, IEeEHMESE. TEMY. miihiE, & cylindrcal shaft parts,improve parts anti-fatigue, resistance wear,
REmMARE, BREYNIE, BEEEWE., corrosion resistance, reduce surface roughness, substitute grinding
HRESH (%) X technology, increasing productivity.

T4 V=10~25m/min Rolling pressure parameter (for reference):

. = Workpiece line speed V =10 ~25m/min
HiA == ~
1248 1-0.08~0.15mm/r Feed-in f=0.08~0.15mm/r

BETES = A
f}%ﬂmft 0.15mm (&) Pressure rolling amount of surplus t= 0.15mm (unilateral)
KPREANE0.01~0.02mm The actual amount of pressure to 0.01 ~ 0.02mm

R E S

o R~
o %?ﬂm Dimension
= ey B[ DL | ¢
W1250 25 30 50 | 150 | 13
W1270 30 35 70 | 190 | 15
L

RN 1 R EIRALIR)E T H

Carbide double wheel pressure rolling tool for deep holes

1?(13]@_ A 3:?3_: E wLE, O Efé RFLAEY The tool is applied to lathe for pressure rolling process of large diameter and
FREML, BFEIHREMAREE, BT deep hole, reducing the surface roughness, the regulation scope great, size of

X, BERTREAEREY, 25 pressure rolling may substitute grinding, increasing productivity.
R, Rolling pressure parameter (for reference):

HRESH (%) 4. Workpiece line speed V =30 ~ 40m/min

T #4838 V=30~40m/min Feed-in £=0.10 ~0.15mm /r

Pressure rolling amount of surplus = 0.2 ~ 0.3mm (diameter)
(> Ra3.2 is original roughness and hardness is HB> 320 when t=0.1mm)
The actual amount of pressure to 0.02 ~ 0.03mm

H4E=0.10~0.15mm/r

RIEFEEt=02~03mm (HZ)
(EFEREE>Ra3.2/EEHB > 3200

t=0.1mm)

EPREANE0.02~0.03mm

B
BSHE 7][.' L3eHE Diien?i-on BSHAE ! f Lse DiﬁenTsji-on BSHME| 7 H Le DiienTsji-on
Type spec | Dmin~Dmax Type spec | Dmin~Dmax Type spec | Dmin~Dmax
H B H B H B

GK50 >50~55 GK100 >100~110 GK195 >195~210

GKS55 >55~60 GK110 >110~120 GK210 >210~225

GK60 >60~65 30 16 GK120 >120~130 35 20 GK225 >225~240

GK65 >65~70 GK130 >130~140 GK240 >240~255 40 28

GK70 >70~175 GK140 >140~150 GK255 >255~270

GK75 >75~80 GK150 >150~165 GK270 >270~285

GK80 >80~90 35 20 GK165 >165~180 40 28 GK285 >285~300

GK90 >90~100 GK180 >180~195




Wizl 112 He
Pulsating pressure rolling tool Y =n

B REIEFTERTEREREEHMRNTE Pulsating pressure rolling tool for non-ferrous metal parts inside the
E, E##IAEE <HRC40, XEMAMREEFLLE hole pressure rolling, the hardness of the material < HRC40, surface

FKPE(R2~3%, RHBERE, ¥ME¥S, EF roughness lower than the original 2 to 3 class, precision stability of
FxitEETFE. dimension, high efficiency, applicable to mass production.
HZRZESH (%) A Rolling pressure parameter (for reference):

T H2%5% E V=40~50m/min Workpiece line speed V =40 ~ 50m/min

A E=0.3~0.8mm/r Feed-in f=0.3~0.8mm/r

s I et R B 4z ressure rolling amount of surplus = 0.02 ~ 0.03mm (diameter
FEIEEt0.02~0.03mm (HF) P lling f surplus = 0.02 ~ 0.03mm (d )

o= = ¢ actual amount of pressure to around 0.01mm
SRRENS0.0ImmAS Th 1 fp d 0.01

I< PN gFU.

BB #
al == -H - - - —
L1
L
) R = o
A5 HAE WIEFLIR ) 236 SERE#ES Dimension Needle
Type spec Dmin~Dmax Morse taper no L L R ~t HE
, Dimension Amount
=t M3 207 120 D4x30 g
>25~32
MK-o >32-38 £
(o-R AL £38~45 M4 262 145 D5%x40 10
>45—50 12

HER IR K T A

Taper roller pressure rolling tool

ZITEERFINAREHREMT, R The tool is applicable the pressure rolling process of
AR TR AHITIAS, SEELA0. 8mm, REE small aperture parts, according to the different size can be
B9 3= AR A A LE B SR PR IR2 ~ 3, R~Hia adjusted, an area 0.8mm, after the rolling surface roughness
E, FZETFRM. SHRNALEEMT. lower than the original 2 to 3 class, the size of stable, widely

used pieces of steel, castings in pressure rolling the hole.

ERE%
ol [— - —_— === =
L1
L
I o . RESH (5%)
= = p 4 R FHE = . . P 11i
IS A REAESEEE M Dimension Roller ressure rolling parameters
- orse (for reference)
Type spec Dmin~Dmax — = 2 = =
taper no L L R ~F HE | #®r/min | HLBmmir
1 Dimension
>16~28 M2 220 60 500~800 0.2~0.5
ZK-o >28~36 M3 240 70 ZK-o-11 5 400~600 0.3~0.8
(o R LA >36~40 100 300~500 0.4~1.0
>40~65 M4 295 165 ZK-0-09 7 200~300 0.5~1.5
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RN 73 R H°
Carbide rotary files V/ &1

E#Ef2 Cylindrical

[ 4 S Dien_s{on
Type spec L L d d,
NS I S— 4 A0616M0640 56 16
S ) A0820M0640 60 20 8 6
A1020M0640 10
A1225M0640 65 25 12

# s J)EAER Cylindrical with end edge

HB DA o R~
g‘; = M Dimension
NS ¥ pewee [T 1, | 4 [
L AE0616M0640 56 16 6
L AE0820M0640 8
60 20 6
AE1020M0640 10
AE1225M0640 65 25 12

E#Ef2Ekk Cylindrical ball head nose

R ~F
J ==}
BSHm Dimension
EH Rk Type spec L L, d d
g 4&4 777777777 i C0616M0640 56 16 6
L C0820M0640 8
L 60 20 6
. C1020M0640 10
C1225M0640 65 25 12
[E#k#z Spherical
B3 ) = R ~F
% s M Dimension
= SR B e
L D0605M0640 45.4 5.4 6
L D0807M0640 47.2 7.2 8 p
D1009M0640 49 9.0 10
D1210M0640 50.8 10.8 12
WEHR, Oval
LAREA R TJ'
J —
T BSHm Dimension
o =g — — Il Type spec L L d 4 R
8 Ly E0610M0640 50 10 6 2
= L E0813M0640 53 13 8 6 3
E1016M0640 56 16 10 3.5
E1220M0640 60 20 12 4.2

sMZ[E Sk Arch ball nose

[ISAEPS A2 40 4% R =t

Dimension

BIPEN\\ — = Type spec LlL]d]d R
vl F0618MO0640 | 58 | I8 | 6 12
4 F1020M0640 | 60 | 20 | 10 | 6 [ 25

F1225M0640 65 | 25 12 3
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T 1 RIS P

Carbide rotary files
glFiz5esk Arch pointed nose
W L% = R <
ﬁ:} = H % Dimension
J T = ype spec T L q )
L G0618M0640 58 18 6
C G1020M0640 60 20 10 6
G1225M0640 65 25 12
NEEFZ  Torch
R =
J —
KB %‘ SR Dimension
) ype spec L L, q d
e SN N HF ‘31 HO0618M0640 58 18 6
L H0820M0640 60 20 8 6
L H1025M0640 65 25 10
H1232M0640 72 32 12
60°[FEFZ2 60°Conical
60° B4
R =
J —
BSME Dimension
RS | — -l Type spec L L [ d ] 4
L J0605M0640 49 52 6
= J1008M 0640 53 8.7 10 6
J1210M0640 55 10.4 12
90° [EHEF2 90° Conical
90° B
R =
J —_
g,ij s M Dimension
Ype€ spec L Ll d d]
K0603M0640 50 6
K1005M0640 10 6
K1206M0640 51 12
$#EFZ[E 3% Conical ball nose
HRE ) = R =t
g,ij s M Dimension
— € Spec
'y B yE— — 4 TR L L[ d][d]R
. — 1 L0616M0640 56 16 6 1.2
L L0822M0640 62 22 8 6 1.4
L£.1025M0640 65 25 10 2.2
L1228M0640 68 28 12 3
#EFZ2e 3k Conical pointed nose
HH R % = R =t
— ?_';i S| Dimension
I e e T3 yeespee T [ d [d | a
. — MO0618M0640 58 18 6 14°
I L M1020M0640 60 20 10 6 950
M1225M0640 65 25 12
{B)$ER2 Inverted conical
B
R =
=
:',I‘, S A Dimension
e T ype spec L | L | 4] a4 o
. N0607M0640 47 7 6 10°
I L NI213MO640 | 53 | 13 | 12 | & |20
30°
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Machine tools accessories contents Y =11
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Product overview
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Commonly machine tools accessories

Bl TSG I H R e F11—-F21
TSG tooling system
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Y/ =n Product overiew
—. L@ KM  Commonly machine tools accessories
MT MTA XZG XT—MW XT—MWA
pite)
Page Gl Gl Gl G2 G2
XT—M XT—MA XZA XT—XD— | XT—XD— II
U4
;agz G2 G2 G3 G3 G3
T—XD D CA—B XT—XP KJ
P :I-JI
TUED
Page G4 G4 G5 G5 G6
DJ DJB zY T—KH XT—KH
@ @
/ / ""H“"y ~ f
:t' ~o" v -
1A
;*T‘u’ G6 G6 G7 G9,G10 G9,G10
aoec
Z—.TSGITEF&% TSG tooling system
LDA LDB LD—BT A
Eﬁ" Gll Gll G12 G13
age
JT/BT—XD— | JT/BT—XD— I JT/BT—XP JT/BT—Z JT/BT—QER
EE‘ il G16 Gl G17 G17
age
JT/BT—XS JT/BT—MW JT/BT—M JT/BT—G GT
Eﬁ" G18 G18 G19 G19 G19
age
JT/BT—QJ 7C BT—JDT—ER
' -i
T3 G20 G20 G21
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e fi ST e ] £5 He
The morse taper middle sheath of have flat cauda Y =13

wa | =K R
B 2 451 4% HE H#7L Dimension
Petiole | Morse
Type spec
- YPESP taper |taper hole| D D, L L,
MT2—1 M2 M1 17.780 12.065 92 17
MT3—1 M3 23825 99 5
MT3—2 M2 ) 17.780| 112 18
WD y MT4—1 Ml 12.065 4 | 65
MT4—2 M4 M2 31.267 | 17.780 )
i = i MT4—3 M3 23.825| 140 | 22.5
{H‘:{ —~ 1/ [ 1° MT5—2 M2 7780] o | os
- MT5—3 M5 M3 44.399 | 23.825 )
BERETL L MT5—4 171 | 21.5
L MT6—2 M4 31.267
MT6—5 M6 M5 63.348 44.399 218 8

T hit JE 55 G Bl v ] £

The morse taper middle sheath of without flat cauda

e R
B 2 4 4% Plf-%r},-:l oy Dimension
Type spec | 19 | Morse taper | p D L | L S
taper hole 1 1
MTA3—2 M3 23.825 22
M2 17.780| 82 | 12
MTA4—2
M4 31.267 27
MTA4—3
M3 23.825( 98 | 13
MTA5—3
M5 44.399 41
MTA5—4
M4 31.267( 124 | 13
MTA6—4
M6 63.348 55
MTA6—5 M5 44.399| 160 | 20
7:24 PHELLIE £
7:24 Taper interim sheath
A E

T
Ly
L
” . R =t
S 1 1% ZE FL‘ # 7L Dimension R 3] wF
Type spec >z Taper hole Key piece Screw Wrench
Pesp Petiole taper P D D, L L, b P
XZG40MW2 XT40 MW2 17.780
44.45 110 16.6 = — _ _
XZG40MW3 XT40 MW3 23.825
XZG 5040 XT50 XT40 69.85 44.450 117 15.2 15.8 | XZG5040-2 M6x%16 S5
XZG 6050 XT60 XT50 107.95 | 69.850 181 19.21 254 | XZG6050-2 | M12x25 S10




° BEM b ] £
V) =11 Middle sheath of milling machine

7 24EE/ TRERKE#PEE
7:24 Taper / The morse taper middle sheath of without flat cauda

WHERHEE | EIRHEFL R ~F
URL=N|
ﬁ;y-; ige*cg Petiole Morse Dimension
taper |taper hole D D |L|L,
XT40—MW2— 50 MW2 |17.780| 32 | 143 | 50
XT40—MW3— 65| XT40 MW3 |23.825]| 40 | 158 | 65
XT40—MW4— 95 MW4 | 31.267| 48 | 188 | 95
XT50—MW2— 60 MW2 |17.780| 32 | 187 | 60
REDHEE XT50—MW3— 65 XT50 MW3 |23.825]| 40 | 192| 65
XT50—MW4— 85 MW4 | 31.267| 48 |212| 85
ERH#L XT50—MWS5—120 63 |247
1L = XT60—MW5—120| .. MWS 144399 515571 120
XT60—MW6—160 MW6 |63.348| 85 |367 160
L T 24E#/ TRETERIBIIEREEFEE
L 7:24 Taper / The morse taper middle sheath of without flat cauda and
have link screw
THERHEE | RICHEFL R ~F
=
WEBEE B S MR Petiole | Morse Dimension
Type Spec taper |taper hole
P D [D | L |L
- "
] g — TR XT50— MWA2— 60 MW2 | 17.780] 32 | 187 | 60
XT50—MWA3— 65 XT50 MW3 |23.825| 40 | 192 | 65
XT50—MWA4— 85 MW4 | 31.267| 48 | 212 | 85
L XT50—MWA5—120 63 | 247 |120
L XT60—MWAS5—120 XT60 MWS 1 44.399 70 | 327 |120
XT60—MWA6— 160 MW6 |63.348 | 85 | 367 | 160

124/ FREERE#EFEE
7:24 Taper / The morse taper middle sheath of have flat cauda

S A (EEE SR AT
Type spec Petiole |Morse taper| JIICTISION
taper hole D D, L L,
XT40—M2— 50 M2 17.780 | 32 | 143 | 50
XT40—M3— 65 | XT40 M3 23.825| 40 | 158 | 65
XT40—M4— 95 M4 31.267| 48 | 188 | 95
XT50—M2— 60 M2 17.780 | 32 | 187 | 60
XT50—M3— 65 XT50 M3 23.825| 40 | 192 | 65
i XT50—M4— 85 M4 31.267| 48 | 212 | 85
XT50—MS5—120 M5 44.399 63 | 247 | 120
XT60—MS5—120 XT60 70 | 327 | 120
N XT60—M6—160 M6 63.348 | 85 | 367 | 160

[=]

7 24E#E/ M KFRERKE#E T EE
7:24 Taper / The morse taper middle sheath of lengthen and have flat cauda

THERHERE | RITHETL R ~t

= 4

:',ij-; iﬁ:f Petiole | Morse Dimension

taper | taper hole D D, L L

XT40—MA2—120 M2 17.780| 32 | 213 | 120

a8 XT40—MA3—135| XT40 M3 23.825| 40 | 228 | 135
XT40—MA4—165 M4 31.267| 48 | 258 | 165
XT50—MA2—135 M2 17.780| 32 | 262 | 135
XT50—MA3—150 XT50 M3 23.825| 40 | 277 | 150
XT50—MA4—180 M4 31.267| 48 | 307 | 180
XT50—MAS5—190 M5 44.399| 63 | 317 | 190




S B 21 i He
Locating mandrel for end face mills tools Y =n

17 6 4
Wl
S S S— A — -
| y
Ly
L
o Rt
B S W% TRERHEE Dimension
Type spec Petiole taper D D, L L,
XZA 4040 XT40 40 44.45 133 40
XZA 5060 XTS50 60 69.85 174 48
XZA 6060 XT60 107.95 257

BEM 2 )T 4l

Mandrel of install cutter for milling machine

TE e
=
N N I | - %‘; al e
L Lol =
L
1§
WEBEE o ]
o e
\wﬂ"xtg °
4-M16 — =]
ki Ls Ly
L
. R =t
e mig |REEE Dimension BR | g |EEET| wF
Type spec Ptzt;::ie d L D L B D, [L|L | M Mode |Key piece| Screw | Wrench

XT40-XD22-37 22 149 40 10 28 | 19 9 | M10 XD22-2 | XD22-1
XT40-XD27-37 XT40 27 151 48 37 12 33 [ 21 | 10 | M12 I XD27-2 | XD27-1 55,56
XT40-XD32-52 32 169 58 5 14 42 | 24 | 12 | M16 XD32-2 | XD32-1 | S5,S8
XT40-XD40-52 40 172 70 16 52 | 27 | 16 | M20 XDA40-2 | XD40-1 | S5,S10
XT50-XD27-55 27 203 48 12 33 | 21 10 | M12 XD27-2 | XD27-1 | S5,S6
XT50-XD32-55 32 206 58 14 42 | 24 | 12 | M16 XD32-2 | XD32-1 | S5,S8
XT50-XD40-55 XT50 40 209 70 55 16 52 | 27 16 M20 I XD40-2 | XD40-1 | S5,S10
XT50-XD50-55 50 212 90 18 63 | 30 M24 XD50-2 | XD50-1 | S5,S12
XT50-XD60-55 60 222 | 128.57 254 | — [ 40 | — | — 11 XD60-1 — S10
XT60-XD27-60 27 287 48 12 33 [ 21 | 10 | M12 XD27-2 | XD27-1 | S5,S6
XT60-XD32-60 32 290 58 14 42 | 24 | 12 | M16 I XD32-2 | XD32-1 | S5,S8
XT60-XD40-60 XT60 40 293 70 60 16 52 | 27 16 M20 XD40-2 | XD40-1 | S5,S10
XT60-XD50-60 50 296 90 18 63 | 30 M24 XD50-2 | XD50-1 | S5,S12
XT60-XD60-60 60 | 306.8 | 128.57 254 | — | 40 | — | — 1T XD60-1 — S10
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BEM 5 T Lol

Arbor for boring machine

1R 2B $#E
=
o= % =
30 | L -
L
i R

2 2 1% it Dimension gir | E2EsT | BT

Type spec Petiole taper q L D, L B D, L M Key piece Screw Wrench
T5-XD22-30 22 198.5 | 40 19 10 28 9 M10 XD22-2 XD22-1 S5.56
T5-XD27-30 27 200.5 | 48 21 12 33 10 | M12 XD27-2 XD27-1 ’
T5-XD32-30 M5 32 203.5 58 24 14 42 12 | Ml6 XD32-2 XD32-1 S5,S8
T5-XD40-30 40 206.5 70 27 16 52 16 M20 XD40-2 XDA40-1 S5,S10
T5-XD50-30 50 209.5 90 30 18 63 M24 XD50-2 XD50-1 S5,512
T6-XD22-30 22 259 40 19 10 28 9 M10 XD22-2 XD22-1 35.56
T6-XD27-30 27 261 48 21 12 33 10 | MI2 XD27-2 XD27-1 ’
T6-XD32-30 M6 32 264 58 24 14 42 12 | M16 XD32-2 XD32-1 S5,S8
T6-XD40-30 40 267 70 27 16 52 16 M20 XD40-2 XD40-1 S5,S10
T6-XD50-30 50 270 90 30 18 63 M24 XD50-2 XD50-1 S5,S12
T80-XD27-30 27 271 48 21 12 33 10 | M12 XD27-2 XD27-1 S5,S6
T80-XD32-30 ey 32 274 58 24 14 42 12 | Ml6 XD32-2 XD32-1 S5,S8
T80-XD40-30 AT 40 277 70 27 16 52 1 M20 XD40-2 XD40-1 S5,S10
T80-XD50-30 50 280 90 30 18 63 M24 XD50-2 XD50-1 S5,S12

BEHC KK JTHF

Long cutter pole for milling machine

% H XRE g 8

BEME | BX | mepms Diﬁen—sji-on 2 Siﬁnﬁg 12 8
Type spec System | petiole taper| L L |L,| L |D, M Ll min sheath Nut
XD4016 A 16 | 379 | 250 2 — | M16x1.5 | XDT16—oo | XDZT1642 | XDLM16x%1.5
XD4022 B XT40 22 | 503 11.6 16 | M22x1.5 | XDT22—oo | XDZT2256 | XDLM22x1.5
XD4027 27 | 514 | 315 | 30 20 | M24x1.5 | XDT27—oo | XDZT2756 | XDLM24x1.5
XD4032 A 32 | 488 — | M27x2.0 | XDT32—oo | XDZT3256 | XDLM27x2.0
XD5022 B 22 | 550 315 13 M22x1.5 | XDT22—oo | XDZT2260 | XDLM22x1.5
XD5027 27 | 554 M24x1.5 | XDT27—oo | XDZT2760 | XDLM?24x1.5
XD5032 XT50 32 | 840 [ 630 | 30 | 15.2 M27x2.0 | XDT32—oo | XDZT3260 | XDLM27%2.0
XD5040 A 40 | 1017 200 — | M33x2.0 | XDT40—oo | XDZT4070 | XDLM33x2.0
XD5050 50 | 1026 M39x3.0 | XDT50—oo | XDZT5070 | XDLM39x%3.0

E: 1 iTHRHE IR A 2B E B4 Speak for time, please account whether demand spare part

2. "% oo ABBEE, &85, 10, 15, 20, 30, 60. 100(D>32)E M4, AJREMN
Table inside oo is shim ring thickness, stock 5. 10, 15, 20. 30. 60. 100(D>32) and so on spec,

can set serve




N He
Drill chuck link handl Y/ =11
N ELEE

) R =F B A 4h sk sk
EE=E o 17 2D 4 £h %%iﬁrﬁ Dimension Drilling chuck
Type spec Petiole taper | Pt Of dril HRKAS % #5 35 B
chuck L b, Drilling chuck mode Clamp area
CA3—BI10 B10 117 10.094 J0106 0.5~6
CA3—BI2 M3 BI12 121 12.065 JO110 1~10
CA3—BI16 B16 128 15.733 Jo113 1~13
CA3—BIS8 BI8 136 17.780 JO116 3~16
CA4—BI10 B10 142 10.094 J0106 0.5~6
CA4—BI2 e BI12 146 12.065 JO110 1~10
CA4—BI16 B16 153 15.733 JO113 1~13
CA4—BI8 BI8 161 17.780 JO116 3~16
CA5—BI10 B10 174 10.094 J0106 0.5~6
CA5—BI2 MS BI12 178 12.065 JO110 1~10
CA5—BI16 B16 185 15.733 Jo113 1~13
CA5—BI8 BI8 193 17.780 JO116 3~16
PP A EERG T HL S i
Tools chuck for cutter of cut flat and straight handle mode

L3

2

,T,I =

- e R ~f .

B2 15 it AL . RERST | BFE

Type spec Petiole taper q L D L1 L2 3 4 M Screw Wrenc
XT40-XP12-50 12 143 42 50 44 22.5 M12 M12x16 -
XT40-XP16-63 16 156 48 . 47 24 - Ml14 M14x16
XT40-XP20-63 XT40 20 52 49 25 Mil16 M16x16 a0
XT40-XP25-80 25 i 65 . 54 0 25 M18 M18x%20
XT40-XP32-80 32 72 58 28 M20 M20%20 S10
XT50-XP12-63 12 42 44 22.5 M12 M12x15 -
XT50-XP16-63 16 190 48 63 47 24 - M14 M14x16
XT50-XP20-63 20 52 49 25 M16 M16x16

XT50 S8
XT50-XP25-80 25 65 54 25 M18 M18x20
207 80 24

XT50-XP32-80 32 72 58 28 M20 M20x%20 S10
XT50-XP40-90 40 217 90 90 68 30 32 M20x24
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Quick exchange collet

L/

146 3 L it & B The configuration map for quick exchange collet

1R AD ¢

Ef ,,,,,,,,,,,, ,
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Fetetete!
Il
:
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<
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- N
[=] 2
i
| -
,,,,,,,,, é‘%,,, Al ©| a
X4
g NN\
L1
L
B S A% ikl DiienTsJ;on
vt HrE ERNERESRS
ype sp Petiole taper d D, D, L L, Sleeve inside morse taper No
KJ 225 M2 25 46 17.780 160 85 Ml1. M2
KJ 335 M3 35 60 23.825 190 96 Ml1. M2. M3
K1J 445 M4 45 78 31.267 230 112 M2. M3. M4
KJ 560 M5 60 100 44.399 285 135 M3. M4. M5

TN 17 <8 TR R

Carbide finial

24 Entirely finial

FTRLe Half finial

WEBHEE AR
— o
_———— -—-—1 —o
= T
L1
L L
L
S 4% ‘ R~F
Type spec HAERHEE Dimension
ST g TR Petiole taper D d L L, K
DJ—2 DIB—2 MW2 17.780 8 100 36 1.5
DJ—3 DJB—3 MW3 23.825 12 125 44.5 2.5
DJ—4 DIB—4 MWw4 31.267 15 160 573 32
DJ—5 DIJB—5 MW5 44.399 18 200 70.3 5.5
DJ—6 DIJB—6 MW6 63.348 36 280 98.9 7




417y H°
Assembled clamp piece Y =1

HEEMERTELEEVINAKMIHE Assembled clamp piece applicable to all type of metal machine tools
k&, HEZHhK, REeWE, EF workpiece clamp, the clamp force great, safe reliable, easy management, and
EEEE, FAEAZ LRI machine tools of various types for annex to the kit.
BE.

1 7 [ 1R

1 HEES8
! B 48 52 e
—5 | .
| il
R == RO
g L |
[ | \
H | il
‘ .
O% [ K /O
(T msms gagal] L oo
RELLEER Assembled clamp piece of kit
ERATIIER BEEREEZEHRHE
Apply the workbench of machine tools Each set collocate part and/or amount
B S Mg e ’ A B st P
Typespee | 3 I /% ) B\ BRI msamie | EE | XE i
Metric Imperial/ American R | 18 By Screw Trapezia Ladder FrE
Nut | Nut | T-Nut . . Total number
clamp piece| sustain seat
7Y 42 12 172" 4 4 2x6=12 42
ZY 58 14 518" 4 [6 | 6 | axe=na | 2976 | #3712 58
ZY 36 18 3/4" 4 4 2x6=12 2x2=4 4x2=8 36

AT

The parts of assembled clamp piece

* R~

EE12E Nut Dimension ﬁi,ﬁmgﬁ
B S g d S L =

= AL Type spec " N " m » - Each set
Ee12E K| =Bl | KB | KE | FEH | XH | Kl | ZH | K& | collocate
Metric | Imperial | American | Metric | Imperial | American | Metric | Imperial | American [ amount

( ZY 42—01 | M10 3/8"-16 17 11/16" 24 15/16"
T I ZY 58—01 | M12 | 12"-12 | 1213 19 7/8" 32 1-1/4" 4
ZY 36—01 | Ml16 5/8"-11 24 1-1/16" 40 1-9/16"
L
/B 42 £ Nut R+ SERE
Dimension #
=R E
e o g g"zl“y:_e f;:cg d S L Each set
IR A Kbl | ZEH [ EZH | KF 5= | KRSl = 2 Wl | collocate
— d Metric | Imperial | American | Metric | Imperial | American | Metric | Imperial | American [ amount
L \{ ZY 42—02 | M10 3/8"-16 17 11/16" 14 12" 4
>—<{ ZY 58—02 | MI12 1212 | 1213 19 3/4" | 7/8" 20 1-1/8" 6
L < ZY 36—02 | M16 5/8"-11 24 1-1/16" 22 3/4" 4
THZ8Z £ T-Nut
R~
, - Dimension ﬁﬁﬁmg
TH 42 B 2% d b B h 2
Type spec e B 7
d Kl | FH | E | km | R ke | DORR | k)| RS | collocate
B I | 1. Metric | Imperial | American| Metric et Metric American Metric American amount
[ @ ZY 42—03 | M10 3/8"-16 12 172" 18 7/8" 6 9/32" 4
h L ZY 58—03 | M12 1212 | 1213 14 5/8" 22 1" 8 11/32" 6
ZY 36—03 | M16 5/8"-11 18 3/4" 26 1-1/4" 11 7/16" 4




L/

XK BZHE
Dicephalous bolt

d
|
|
|
|
|
|
|
|
|
\

BRIEMR

Trapezia clamp piece

o

By 456 32 FEE

Ladder sustain seat

O

A e

Assembled clamp piece

R SERE
1mension ,kﬂ =
| = = =8
%?e;smjf d L 1 Each set
TPESPEC | s | el | A | K| TEH | EH | KH| FEH | EH | collocate
Metric | Imperial | American | Metric | Imperial | American| Metric | Imperial |American| amount
ZY 42—04 76 3" 28 1-1/8"
ZY 42—05 102 4"
7Y 42—06 MI0 3316 127 5 5
7Y 42—07 152 6" 32 1-1/4"
ZY 42—08 178 7"
ZY 42—09 203 8"
ZY 58—04 76 3" 28 1-1/8"
ZY 58—05 102 4"
ZY 58—06 . " 127 5"
Zy ss—o7 | M12 | 12H2 1128 e 6" 38 fl=il/27 4
ZY 58—08 178 7"
ZY 58—09 203 8"
ZY 36—04 76 3" 28 1-1/8"
ZY 36—05 102 4"
ZY 36—06 il Sl 127 5" 5
ZY 36—07 ) 152 6" 45 1-3/4"
ZY 36—08 178 7"
ZY 36—09 203 8"
R =t FER
Dimension M 2
R 2 45
fnr:?e;:t,:f L B H Each set
e T I E T RET R E T IETREE I E T EERE RS
Metric | Imperial | American | Metric | Imperial | American | Metric | Imperial |American| amount
ZY 42—010| 63.5 2-1/2" S5 1o 12.7 172"
ZY 42—011] 101.6 4" ' 15.87 5/8"
ZY 42—012| 152.4 6" 19 3/4"
28.5 1-1/8"
ZY 58—010| 63.5 2-1/2" 12.7 12" p
ZY 58—011| 101.6 4" 19 3/4"
32 1-1/4"
ZY 58—012| 152.4 6" 22.23 7/8"
ZY 36—010] 101.6 4" 19 3/4"
38.1 1-1/2"
ZY 36—011| 152.4 6" 22.23 7/8"
R SERE
1mension ;ﬂ %
7 =
?i?:ﬁ L H B Each set
YPESPEC Ik ml| Tl | £ [k FH | EH [KH| FH | 4 | collocate
Metric| Imperial | American | Metric | Imperial |American|Metric| Imperial |American| amount
ZY 42—013| 18.5 3/4" 27.65 1-1/16"
7Y 42—014| 27 1-1/16" 39.89 1-9/16"
ZY 42—015| 63 2-12" 96.25 3-13/16" 55 ”
ZY 58—013] 18.5 3/4" 27.65 1-1/16" 4
ZY 58—014] 27 1-1/16" 39.89 1-9/16"
ZY 58—015] 63 2-1/2" 96.25 3-13/16"
ZY 36—012| 50.8 2" 77.46 3-1/16"
27 1-1/16"
ZY 36—013]| 76.2 3" 115.03 4-9/16"




Milling chuck Set Y =1

<]7:24 HRETL
- BRI
EEREE — ST L+ s
J.)
L2
Bk Sk
D4 =l B
N BT
=
L1
L
| EERKE
Btk
TR ED _
7:24
| — SERNA 72 = SR B2
| SR |
L] [Io]
L 3
28 o«
-
REHEFL Milling chuck set 18.5]
BEEEFTHREE
|2 Each set collocate parts and/or amount
e R HERE ki
M2/MW?2, = S P )t
1iED) SEE3 Y S Sk M3/MW3, M4/MW4 Dﬁiﬁﬁﬁf d=3.4,5,6.8,10,12,16,20 Dﬁiﬁiﬁf’ "
Milling chuck | Morse taper link axes M2/MW?2, to0ols link axegs Spring chuck link axes axl;s
M3/MW3, M4/MW4 d=3,4,5,6,8,10,12,16,20
T6—KH45
T80—KH45
XT50—KH45 ! 3 ! o !
XT60—KHS50




= O 15 e
W/ =1 Milling tools chuck set

$ 3 3k Milling chuck
m g s e~
Type Petiole taper L L D D, D,
T6—KH45—01 T6 298 88 63.348
T80—KH45—01 T80 303 83 80 57.15 110
XT50—KH45—01 XT50 177 50 69.85
XT60—KH50—01 XT60 259 52.2 107.95 69.85 160
SIFCHEFL ISR Morse taper link axes
R
w2 EREHTL Dimension
Type Morse taper hole L, . -
M2/MW?2 M3/MW3 M4/ MW4 ' ’
T6—KH45—02
T80—KH45—02 M2/MW2 25 27 31 57.15 58
M3/MW3
XT50—KH45—02 IR
XT60—KH50—02 24.2 69.85 70
Byt 7] e SHE R IER ShI L txih
Discal milling tools link axes Spring chuck link axes Drill chuck holder link axes
R =f R ~t R =t
8BS Dimension B S Dimension s Dimension
Type D, L Type D, 4 Type D,
T6—KH45—03 T6—KH45—04 T6—KH45—05
TS0—KH45—03 | 57.15 | 44 T80—KH45—04 | 57.15 ;9;165162’ T80—KH45—05 57.15
XT50—KH45—03 XT50—KH45—04 1620 XT50—KH45—05
XT60—KH50—03 | 69.85 50 XT60—KH50—04 69.85 ’ XT60—KH50—05 69.85




HER R E1 b ifiE 7R 0

Standard type of taper shank and pull stud

19.1

11. 1
<17:24 -
i
L e il o888 -
n iv
3.2
L 35min

JTEIGB10944 (ISO 7388/1-1983 51&[E DIN 69871/1-1995% %)
(ISO 7388/1-1983 and Germany DIN 69871/1-1995 equivalent)

1 &8 B S
Petiole type D D, D, D, M L L L, L, b
JT30 31.75 32 39.25 46.05 M12 47.8 16.4 19 15 16.1
JT40 44.45 44.7 56.25 63.55 Ml6 68.4 22.8 25 18.5 '
JT45 57.15 57.4 75.25 82.55 M20 82.7 29.1 31.3 24 19.3
JT50 69.85 70.1 91.25 97.50 M24 101.75 35.5 37.7 30 e
JT60 107.95 107.95 147.70 155.0 M30 161.80 54.2 59.3 49 ’
L
L 30°
ol = - —-- L 7><— i S A
Ls Lo [\15°
LDAZ! GB10945 (ISO 7388/2) Type LDA GB10945 (ISO 7388/2)
H T B S
Pull stud type M b b, D, L L L, L,
LDA-30 MI12 13 12 17 44 24 19 5
LDA-40 M16 17 19 23 54 26 20 7
LDA-45 M20 21 23 30 65 30 23 8
LDA-50 M24 25 28 36 74 34 25 10
L
- L1 30°
o S THAIT 4 =
L3 L2 45°
LDBZ! GB10945 (ISO 7388/2) Type LDB GB10945 (ISO 7388/2)
T B S
Pull stud type Bl LD = D, L L, L, L,
LDB-30 M12 13 13.30 18 27.0 11.80 8.15 5
LDB-40 M16 17 18.95 23 44.5 16.40 11.15 7
LDB-45 M20 21 24.05 30 56.0 20.95 14.85 8
LDB-50 M24 25 29.10 36 65.5 25.55 17.95 10

E: BEERNAAFL, TTHETIEIRAE. Note: If the need for cooling inside the hole, please specify when speak for.



H° HERG AT £1 bt
Y/ =n Standard type of taper shank and pull stud

BTZ! HZ#R4E Type BT Japan standard MAS 403

= F =

Iztf(if:y; D D, D, M L L, L, L, L, b
BT30 31.75 38 46 M2 | 484 20 13.6 2 163
BT40 44.45 53 63 M16 65.4 25 16.6 1.6 25 ol
BT45 57.15 73 85 M20 82.8 30 212 29 193
BT50 69.85 85 100 M24 | 101.8 35 232 32 35.3 25
BT60 107.95 135 155 M30 | 1618 45 282 60.1

L

Ls 30°

L3 Lo 45°

LD-BT#! HZA#5/# TypeLD-BT Japan standard MAS403

Fay—
Pﬁlilﬁit;e M D D, D, L L, L L,
LD-BT30 MI12 12.5 11 16.5 43 23 18 4
LD-BT40 M16 17 15 23 60 35 28 5
LD-BT45 M20 21 19 21 70 40 31 6
LD-BT50 M24 25 23 38 85 45 35 8
LD-BT60 M30 31 32 56 115 65 53 10

iE: BEEERNAAFL, TTHETIEIRAE. Note: If the need for cooling inside the hole, please specify when speak for.



HERG AL ET hrift H°
Standard type of taper shank and pull stud Y =n

19. 1
—7.24 111
Il
il
_T_
i
3.2
L 35

CATE! X EFr/E Type CAT American standard ANSI B5.50CAT

WE B S
R D Dl D2 D3 M L L1 L2 b
CAT30 31.75 31.75 38.89 46.02 M12 47.63 16.26 18.67 16.38
CAT40 44.45 44.45 56.35 63.55 Ml6 68.25 22.61 25.02 '
CAT45 57.15 57.15 75.25 82.55 M20 82.70 28.96 31.37 19.56
CAT50 69.85 69.85 91.25 98.42 M24 101.75 35.31 37.72 2591
CAT60 107.95 107.95 132.56 139.70 M30 161.93 54.36 56.80 '
L
L1
Y 30° -
= Il: - a
Lo 45°
AP ZEEFRME Type A American standard ANSI B5.50
hr§T B S
Pull stud type M b, b, L L, L,
A30 M12 13.35 16.5 29 11.80 8.15
A40 M16 18.95 22.5 39 16.40 11.15
A45 M20 24.05 30.0 49 20.95 14.85
AS50 M24 29.10 37.0 60 25.55 17.95
A60 M30 37.25 50.0 82 38.15 27.65

E: BEZERAENFL, ITHEHEIREE. Note: If the need for cooling inside the hole, please specify when speak for.



] HERG A BT bl L
Y =n Standard type of taper shank and pull stud

b1

|
D
©
0D

B
L1 L
L Lo 4
ISO/DIS 12164-1
WEBES
il type D D, | D, D, L IL Ii, IL Iy, L b, b, b,
HSK 32 24.007 | 26 | 265 | 32 16 s o | 35 |25 | 130 | 705 9
HSK 40 30.007 | 34 | 348 | 40 20 120 | 170 | 8.05 11
HSK 50 38009 | 42 | 43 50 25 155 | 21.0 | 1054 | 14 12
HSK 63 48.010 | 53 | 53 63 32 18 26 | 42 | 200 | 265 | 12.54 | 18 16
HSK 80 60.012 | 68 | 70 80 40 25.0 | 340 | 1604 | 20 18
HSK 100 75.013 | 88 | 92 100 | 50 20 o | 45 [3L5 | 440 | 2002 | 22 20
HSK 125 95.016 | 111 | 117 | 125 | 63 395 | 555 | 25.02 | 28 25
HSK160 120.016 | 144 | 152 | 160 | 80 22 31 47 50 | 720 | 3002 | 36 32
—17:24 L
Ht-H=1—— 1+ -
L Lo

A E 4R GB3837 China standard GB3837

—
I,Etfoﬁ}tjy; M D D, L L, IL, 1L b
ST30 M12 31.75 50 48.4 2.0 8 16.2
ST40 M16 44.45 63 654 1.6 10 225 101
ST45 M20 57.15 80 82.8 29.0 19.3
ST50 M24 69.85 100 101.8 3.2 12 353 )57
ST60 M30 107.95 160 161.8 16 60.0




HER Fids €1 b if A 5C H°
Standard type of taper shank and pull stud Y =n

L3
—17:24 La
il
- ~— N o
) = _ | , ,,‘,,,,QQQ o
o
L1
L L2
ZEE+R/E Germany standard VDI 2814-A
&R B =
Petiole type D D, | D, D, L L, L, L, L, L, L, M b
JT30WA 31.75 40 | 43 47 68 D 5.6 24 s 162 | 155 | MI2 o
JT40WA 44 45 50 55 60 93 ' 6.6 30 ' 22.5 18.5 M16 '
JT45WA 57.15 63 | 71 77 106 290 | 240 | M20 | 19.3
35 | 92 38 11.7
JTS0WA 69.85 80 | 91 97 126 353 | 300 | M24 | 257
19.1
<7:24 11.1
|
=1 a et 888 = — -
_T_
i
3.2
L 35
ZEE#r/HE American standard ANSI B5.50
MRS
Petiole type M D D, D, D, L L, L, b
JT30U MI12 31.75 32.0 39.25 46.05 47.80 16.4 19.7 o1
JT40U M16 44.45 447 56.25 63.55 68.40 22.8 26.0 :
JT45U M20 57.15 57.4 75.25 82.55 82.70 29.1 32.5 19.3
JT50U M24 69.85 70.1 91.25 98.45 101.75 35.5 40.4 b5
JT60U M30 107.95 108.2 147.20 155.00 162.10 54.6 59.7 '




i 10 £ 1 T Wi

Face mills with cutter handle

L/

D1

EEE2E
= <]7:24 :;;
ﬁ%% HH{ gl

L

T ‘;€} T
L5
$101.6

R ~f

B S WA Dimension BX BB | ERBET | RT

Type spec d D D, L, B L, L, M System | Key piece | Screw Wrench
BT(T)40-XD22-60 22 40 28 10 19 9 M10 XD22-2 | XD22-1 $5.86
BT(JT)40-XD27-60 27 50 33 12 21 10 MI12 XD27-2 | XD27-1 ’
BT(JT)40-XD32-60 32 60 42 60 14 24 12 M16 I XD32-2 | XD32-1 S5,S8
BT(JT)40-XD40-60 40 70 52 16 27 16 M20 XDA40-2 | XD40-1 S5,S10
BT(JT)40-XD50-60 50 90 63 18 30 M24 XD50-2 | XD50-1 | S5,S12
BT(JT)45-XD22-60 22 40 28 10 19 9 M10 XD22-2 | XD22-1 3556
BT(T)45-XD27-60 27 50 33 12 21 10 M12 XD27-2 | XD27-1 i
BT(JT)45-XD32-60 32 60 42 60 | 14 24 12 M16 I XD32-2 | XD32-1 S5,S8
BT(JT)45-XD40-60 40 70 52 16 27 16 M20 XD40-2 | XD40-1 | S5,S10
BT(JT)45-XD50-60 50 90 63 18 30 M24 XD50-2 | XD50-1 | S5,S12
BT(T)50-XD22-75 22 40 28 10 19 9 M10 XD22-2 | XD22-1 3$5.96
BT(JT)50-XD27-75 27 50 33 12 21 10 MI12 XD27-2 | XD27-1 ’
BT(JT)50-XD32-75 32 60 42 75 14 24 12 M16 I XD32-2 | XD32-1 S5,S8
BT(JT)50-XD40-75 40 70 52 16 27 16 M20 XD40-2 | XD40-1 S5,S10
BT(JT)50-XD50-75 50 90 63 18 30 M24 XD50-2 | XD50-1 | S5,S12
BT(JT)50-XD60-75 60 | 128.57 | — 254 | 40 — — Il XD60-1 — S10

L lq
P20 EL A T
Cut flat and straight handle with cutter handle

<17:24 M Ls L3

Ly

L1

Bl S H A% Diienzon K ENRET wF
Type spec Screw Wrench
d L, D L, L, L, M

BT(JT)40-XP16- 80 16 20 48 47 24 i M14 M14x16 S6
BT(JT)40-XP20- 80 20 52 49 25 MI16 MI16x16 S8
BT(JT)40-XP25-110 25 110 65 54 24 25 MI18 M18%20
BT(JT)40-XP32-110 32 72 58 28 M20 M20%20 S10
BT(JT)45-XP16- 80 16 20 48 47 24 M14 M14x16 S6
BT(JT)45-XP20- 80 20 52 49 25 ) Ml6 M16x16
BT(JT)45-XP25-110 25 110 65 54 24 25 MI18 M18%20 S8
BT(JT)45-XP32-110 32 72 58 28 M20 M20x%20 S10
BT(JT)50-XP16- 80 16 20 48 47 24 i M14 M14x16 S6
BT(JT)50-XP20- 80 20 52 49 25 M16 MI16x16
BT(JT)50-XP25-110 25 110 65 54 24 25 MI18 M18%20 S8
BT(JT)50-XP32-110 32 72 58 28 M20 M20%20 S10




FAe He
Drill chuck with cutter handle Y =1

<17:24

RREH#

BiE]

L
e | RF o A #6 & e | RT e A g4 3k Sk
B 2 K RS Dimension Adopt drill chuck S R RIXAEHE Dimension Drilling chuck
T Morse taper — T Morse taper —
ype spec T da L A= KEFEE ype of short d | L Bs | k¥eE
Model Clamp range Model | Clamps range
BT(IT)H0-Z1045 45 BT(ITW5-Z1645 45
( B10  |10.094 J0106 0.5~6 UDA B16 15.733 Jo113 1~13
BTQIT)0-Z10-90 90 BT(IT@5-21690 90
BTQITH0-Z1245 45 BT(JTH5-Z1845 45
( B12  |12.065 JO108 0.5~8 (DA B18 17.780 Jo116 3~16
BTJT)0-Z12-950 90 BT(ITH5-Z1890 90
BT(ITH0-Z1645 45 BT(JT)50-21045 45
Bl16  |15.733 JO113 1~13 B10  [10.094 J0106 0.5~6
BTQIT)$0-Z16-90 90 BT(QIT)50-Z10-90 90
BTUIT)0-Z1845 45 BT(IT)50-Z12-45 45
¢ B18  |17.780 JO116 3~16 D B12 12.065 JO108 0.5~8
BTQIT)0-Z18-90 90 BT(QIT)50-212-90 90
BT(T@5-Z1045 45 BT(JT)50-Z1645 45
B10  [10.094 J0106 0.5~6 B16 15.733 Jo113 1~13
BT(IT@5-Z10-90 90 BT(QIT)50-Z1690 90
U 2 B12  |12.065 o JO108 0.5~8 LA B18 17.780 ae J0116 3~16
BT(T@5-Z12-90 ’ 90 ' BT(QIT)50-Z18-90 ' 90

TS S Y]
Collet chuck with cutter handle

<]7:24

L
S A o T wmxs | me | msms BT s | me
Type spec Colletchuck [ Nut Type Colletchuck|  Nut
L D d L D d
BT(@T)40-QER20-75 | 75 ER20-d BT(JT)45-QER32-75 75 ER32-d
T)30-Q 35 =23 ER20-T1 UT)5-Q 50 =33 ER32-T2
BT(JT)40-QER20-120 | 120 ~13 ER20-d BT(@JT)45-QER32-120 | 120 ~20 | ER32-d
BT(JT)40-QER25-75 75 ER25-d BT(T)45-QER40-90 90 ER40-d
UT)40-Q 42 =2 ER25-T2 UT)5-Q 63 o ER40-T2
BT(JT)40-QER25-120 | 120 ~16 | ER25-d BT(JT)45-QER40-150 | 150 ~26 | ER40-d
BT(@T)40-QER32-75 | 75 50 >35 ER32-d ER32-T2 BT(T)50-QER20-75 75 35 >2.5| ER20-d ER20-T1
BT(@T)40-QER32-120 | 120 ~20 ER32-d BT(JT)50-QER20-120 | 120 ~13 | ER20-d
BT g 2 - g . -
(JT)40-QER40-75 | 75 63 3.0 ER40-d AT BT(T)50-QER25-90 | 90 0 >2.5| ER25-d BRI
BT(@T)40-QER40-120 | 120 ~26 ER40-d BT(JT)50-QER25-150 | 150 ~16 | ER25-d
BT(@T)45-QER20-75 | 75 35 >2.5 ER20-d ER20-T1 BT(T)50-QER32-90 | 90 50 >3.5| ER32-d ER3-T2
BT(T)45-QER20-120 | 120 ~13 ER20-d BT(JT)50-QER32-150 | 150 ~20 | ER32-d
BT(T)45-QER25-75 | 75 >25 | ER25d BT(T)50-QER40-90 | 90 3.0 | ER40-d
42 ’ ER25-T2 63 ) ER40-T2
BT(@T)45-QER25-120 | 120 ~16 ER25-d BT(T)50-QER40-150 | 150 ~26 | ER40-d

i BMEELLFBETIM, EBITITHE. Note: Collet chuck do not follow the cutter handle, need a separate order.
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Full side mills cutter handle

<17:24 F[_
i

L/

o
= Sl
|
L 30
L
- R =
i‘t'll% s M Dimension Kﬁg & e IE. ﬂi &
ype spec d D L L M H ey amp ring ut
BT(UT)40-XS16-75 75 | 121
BToma0sI6i0s | 16 | 26 [os Tisr] M41S | GB1096-79 4x22 XS16-3-H XS16-1
BT(T)40-XS22- 75 75 | 126
STanias | 2 | * [T o] M2OX1S | o | GB109679 622 X$22-3-H X822-1
BT(JT)40-XS27- 75 75 | 130
sromixsE | 2 | 9 s M0 | s X827-2 XS27-13-H | XS27-1
BT(T)40-XS32-90 | 32 | 46 | 90 | 150 | M30x2.0 GB1096-79 8x22 XS32-3-H XS32-1
BT(T)45-XS16- 90 % | 136
BTanasxsie20 | 1© | 26 a0 | 1ee | M1#<1S GB1096-79 4x22 XS16-3-H XS16-1
5

BT(T)45-XS22- 90 90 | 141

2 | 34 M20x1. B1096-79 6x22 XS22-3-H X822-1
BT(T)45-XS22-135 3 35 [ 186 0x1.5 " GB1096-79 6 522-3 S
BT(JT)45-XS27- 90 90 | 145

27 | 40 M24x2.0 XS27-2 X827-3-H XS27-1
BT(T)45-XS27-135 135 | 190 19
BT(JT)45-XS32- 90 90 | 150
BTUDAs XS5 | 2 | 4 [Tas | qos ] M30<20 GB1096-79 8x22 XS32-3-H XS32-1
BT(T)50-XS16- 90 % | 136
BTODSoxsie | 16 | 26 [0 [ 1es ] M43 GB1096-79 4x22 XS16-3-H XS16-1
BT(JT)50-XS22- 90 90 | 141

2 | 34 M20x1.5 GB1096-79 6x22 X822-3-H X822-1
BT(T)50-XS22-135 135 | 186 ) 9 )
BN UL 27 | 40 0 5 M24x2.0 10 XS27-2 XS27-3-H XS27-1
BT(T)50-X527-135 135 | 190
BT(JT)50-XS32- 90 90 | 150 15 ] N ]
BTIDSoxs s | 2 | 46 s es ] M020 GB1096-79 §x22 X$32-3-H XS32-1
BIUTROASA0T90FH 45 | 55 | 90 | 156 | yagx3g GB1096-79 10x22 |  XS40-3-H XS40-1
BT(T)50-XS40-135 135 | 201

i ITHEHEIRAR EEER B Note: When order, Please explain the whether need for allocation Clamp ring

TC i & 53 G [ HE )T i

The morse taper cutter handle of without flat cauda

‘ R <
B S M 4% RICHAL Dimension
Type spec Morse
taper hole D D, L

BT(JT)40-MW1-45 MW1 12.065 25 45
BT(JT)40-MW2-60 MW2 17.780 32 60
BT(JT)40-MW3-90 MW3 23.825 40 90
BT(JT)40-MW4-130 MW4 31.267 50 130

<17:24 £71
RRET BT(T)45-MW1-45 | MW1 [ 12065 | 25 | o
—~ BT(JT)45-MW2-45 | MW2 | 17.780 | 32
] I R BTUT)45-MW3-60 | MW3 | 23.825 | 40 | 60

BT(JT)45-MW4-110 MW4 31.267 50 120
BT(T)50-MW2-45 MW2 17.780 32 45
BT(JT)50-MW3-60 MW3 23.825 40 60
BT(T)50-MW4-75 MW4 31.267 50 75




i i V2 55 EC L 2T He
The morse taper cutter handle of have flat cauda Y =n

SR M%)fsee%f)le':r Di}n?en_s";on
e hole D D, L
BT(JT)40-M1- 45 M1 12.065 | 25 45
BT(JT)40-M2- 60 M2 17.780 | 32 60
BT(JT)40-M3- 75 M3 23.825| 40 75
BT(JT)40-M4- 95 M4 31267 | 50 95
BT(JT)45-M1- 45 Ml 12005| 25 |
BT(JT)45-M2- 45 M2 17.780 | 32
BT(JT)45-M3- 75 M3 23825 | 40 | 75
a BT(JT)45-M4- 90 M4 31.267 | 50 90
BT(JT)50-M2- 45 M2 17.780 | 32 45
BT(JT)50-M3- 60 M3 23.825| 40 | 60
BT(JT)50-M4- 75 M4 31.267 | 50 75
BT(JT)50-M5-105 M5 44399 | 70 | 105

2833k )10y

Tap chuck cutter handle

<J7:24

e

R

RS

%%

3B

kX

B S 0 W 4 5 AT RANLRE
Type spec Mmin~Mmax L D q Adopt tap collets sheath
BT(T) 40-G3-90 M3~MI12 90 46 19 GT3-M
JT 40-G12-150 150
BT 40-G12-135 M12~M24 135 66 30 GT12-M
BT(JT) 45-G3-95 M3~MI12 95 46 19 GT3-M
BT(T) 45-G12-135 MI12~M24 135 66 30 GT12-M
BT(T) 50-G3-95 M3~M12 95 46 19 GT3-M
BT(T) 50-G12-135 M12~M24 135 66 30 GT12-M
e LR XERT
REES Tap cutter dimension Collets sheath dimension
Collets sheath type M d, oW d D, L L,
GT3-3 3 3.25 2.5
GT3-4 4 4.1 3.15
GT3-5 5 5.1 4.0 19 18 137 56
GT3-6 6 6.4 50
GT3-8 8 ) )
GT3-10 10 8.1 6.3
GT3-12
GT12-12 12 9.1 7.1
GT12-14 14 11.3 9.0
giii'ig }g 126 100 30 58 51.7 82
GT12-20 20 14.1 11.2
GT12-22 22 16.1 12.5
GT12-24 24 18.1 14.0




H ® st Sy 8k Je =L T g
Y/ =n Brute force mills chuck with cutter handle

<]7:24
| m—ﬂ
— , U ek < a - =
’ il | [Séﬁj
Nﬁ Ly
L
R =F BLOFl %4 & £ %
1] =47 . . >
2 S Dimension Adopt collet chuck
Type spec
d D L L d d,
BT(JT)40-QJ20- 90 90
20 60 QJ20-09 50 20 4. 5. 6. 8. 10, 12. 14. 16
BT(JT)40-QJ20-120 120
BT(JT)40-QJ32- 90 32 73 %0 QJ32-09 65 32 6+ 8. 10, 12. 164 20. 25
BT(JT)40-QJ32-120 120 ) YO T ey AE A
BT(JT)50-QJ20-105 105
BT(JT)50-QJ20-135 20 60 135 QJ20-09 50 20 4, 5, 6. 8 10, 12. 14. 16
BT(JT)50-QJ20-165 165
BT(JT)50-QJ32-105 105
BT(JT)50-QJ32-135 32 73 135 QJ32-09 65 32 6. 8+ 10, 12. 16. 20. 25
BT(JT)50-QJ32-165 165
BT(JT)50-QJ42-110 110
BT(JT)50-QJ42-135 42 90 135 QJ42-09 80 42 6. 8. 10, 12. 16. 20. 25. 32
BT(T)50-QJ42-165 165

E: TR IR R S EER F K Note: When Order, Please explain the whether need for distribution chuck.

JIWi%HF T H

Instrument of assembling for cutter handle

BRI

(K
]

%
X

Egi 1S0 7:24
L
- R =
%{ S Dimension
ype spec = D
ZC40 94 44 45
ZC45 100 57.15
ZC50 112 69.85




9 5L 3k

Angle head

Hs

H2
H3
o o
2 E -

(-

1 ]
R s o — e
Ly L1
R ~f
2 S 41§ Dimension B R % &
Type spec Collet chuck Lock Nut
L|L |L |H|H|H|H]|H, d | d | d,

BT40-JDT9065-ER32 65 248 33 | 25 | 67

61 106 148 3~20 | 78 | 50 ER32-d ER32-T2
BT50-JDT9080-ER32 80 296 43 | 35 | 105
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Blades grinding machine

L/

2M7310W J) )L Type 2M7310W Machine of grinding blades

M731OWRL 7] EEALIAFR N, EE%, BRIERE. AEBTIRBREEWY, SR TEMAEMLTIF8AE
in. Ef. FRTIE, SER T, RIME. FERAREENRNEHINES.

Type 2M7310W Machine of grinding blades cubage small, heft light, manipulate agility. Machine tool stock clamp of
grinding blades and accessories etc, be the same with full grinding of indexable carbide blades for around, resect sharp-
angle, take out arris fairish be the same with grinding the tool orthogonal rake and tool clearance of milling tools ,
reaming. and/or grinding of else machine small part .

LTAEEE (Kx3):

Workbench-face (longnessxwidth)
2IMEEERAREAE:
Workbench-face most gyration angle
SIEENRBERUBE:

Workbench longitudinal most shift quantity
4BEIKTRAEEERHE:

Grinding head level most gyration angle
SEXREERABIE:

Grinding head plumb most shift quantity
6.EXP LS TIEGER/NER:
Grinding head center to workbench-face least distance
TERPOCETIEEHERAES:
Grinding head center to workbench-face most disrance
BELEmERABIHNE:

Grinding head infeed most shift quantity
9. KEE 24R):

Grinding head rev (two grade)

10.E FB#L:

Main electromotor

11.540%R:

Cooling pump

450 mmx110 mm
+30°

200 mm

+60°

185 mm

185 mm

100 mm

5% (rev) 3800 r/min,4480 r/min

IS (Type) A02— 7122, ThHE550W,455%2800 r/min

IS (Type) ABI12,IhZ 40W



VIS H
Grinding machine for blades Y =n

2M7431 [ )% Type 2M7431 Grinding machine of discal

IMTBIEEEREERTERE S IHMA F ZFEMNES R DS K As#ERER AR THENEH
B EEH

Type 2M7431 Grinding machine of discal mostly suitable for indexable carbide blades a couple of plane milling ,
install handtailor clamp or magnetism acetabula, also can suitable else plane milling of small parts

R EEZERBRSH:

Machine tools mostly spec and/or parameter

LEZTEERXRER:

Discal workbench most diameter ¢®310mm
2ERWREXRER:

Milling head grinding wheel most diameter: ¢125mm

3 ELEHFHGNEE:

Milling head plumb feed movement shift quantity: 100mm
4RTES TEEEERR/MERS:

Grinding wheel plane to workbench benchmark discal least distance: 0
SHRITmE TR EERKERS:

Grinding wheel plane to workbench benchmark discal most distance: 100mm

6. MmN EE:

Grinding head infeed shift quantity: 120mm
1TEETIERREE:

discal workbench rev: 7.6 r/min

8. BE K EEIE:

Grinding head rev: 3200 r/min
9.EH/TIEABRH:

Discal workbench with electromotor: S (Type) Y100L—6,IhZ (Power) 1.5kw,5Ei&R

10. & KB H:

Grinding head with electromotor FIS (Type) Y100L—6,I1Z (Power) 5.5kw,5%i® (rev) 2900 r/min
11.5H%R:

Cooling pump: S (Type) JCB—22,ThE (Power) 125w,;iiE® (Flow quantity) 22 L/min
127K it g

Level feed movement: 5 mm/r,0.05 mm/4% (Scale)

13 FEH 4

Plumb feed movement: 0.5 mm/r,0.005 mm/4& (Scale)

(rev) 940 r/min



H /4 RN 75 1
V/ s Carbide produce

AAREREREEES . REWEEN, AEFTEE IR, KB, KAT7). RBYBNREMFIME
Tt

Company possess ability for press-make and fritting of carbide, Can produce blades of incision tile, glass incision
knives, synthetic fibre incision knives cotton forfex and/or manifold wearable part of abnormity.
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Pneumatic tool Y =1

ARARAEFSHERMNSHIR. TE~mE: SEIAY. THESENRY. SBRREY (AWM. @
X)) . SEHARY. SBIRIIERSHAHST. S, BENE.

Company produce pneumatic tool of manifold type.Mostly product have:air-spanner series, ration torque wrench
series, air grinding wheel series (straight handle, cornerwise mode) , air drill series, air screwdriver series and/or

manifold spec air shovel, air pickax, tamp machineetc.




H° W 2D T 4L
V/ =11 Pneumatic tool

FZ&E 54 (WU ) BifL T Type FZ air drill of series

FZRAIISERBITRRENY, AMHASIE, MMk, HHEX, B, ERTME. AE.
FEFITWRIEFLNT.
Type FZ air drill of series adopt planet slowdwn setup, within setup reasonable, output axes Jumpiness small, output
power great, yawp small, be the same with drill machining of aviation, automobile, upholster vocation etc .

FEIFARSE] Mostly technic parameter

Al 5 Type FZ350 | FZ500 | FZ800 | FZ1000 | FZ1600 | FZ3200 | FZ5000
BA$FLEE Drilling capacity ~ (mm) 6 6 6 6 6 6 6
T{ESE Work air pressure (MPa) 0.63 0.63 0.63 0.63 0.63 0.63 0.63
3544 Idling turn quantity (pm) | 350 500 800 1000 1600 3200 5000
Hifr 7S 2 Load air consumption 6 6 6 6 6 6 6
A Sound Level dB (A) 85 85 85 85 85 85 85
#S OBL Thread of air-inlet  (ZG") 1/4 1/4 1/4 1/4 1/4 1/4 1/4
SEMIZE Air hose aperture (mm) 6.35 6.35 6.35 6.35 6.35 6.35 6.35




Kh T 1 H°
Pneumatic tool Y/ =1

S40Z190 P Pl Type S40Z190 air grinding wheel machine

S40Z190SEYRRH A 2, (EH . HIEHE. BT FHEERE. FENGENRSMEAEMERELE. W
DaRAEwR, TRATIWMEFMREMEIE. IizRThE. AF. REFETL.

Type S40Z190 Air grinding wheel machine framework simpleness, use and servicing conveniency. Be the same with
hand hold milling weld, clean up machine member burr and/or manifold mould finishing task etc.Exempli gratia use cloth-
wheel substitute grinding wheel, can machine parts surface polishing. Abroad be the same with aviation, automobile,

upholster vocation etc .

LR KB LEAR:
Drilling Capacity:
2 WA HAR:
Grinding wheel pole diameter:
3. LAEAUE:
Work air Pressure:
4. TR
Idling turn quantity:

LEBARSH:

Mostly technic parameter

40 mm 5. R R 6L/S
Idling air consumption:
6mm 6.£%: 181mm
Span:
7. B HIRG
0.63MPa Thread of air-inlet: 7ZG1/4"
8. E MR

19000~22000rpm Air hose aperture: 6.35mm



H° K LR 1 T
V/ =1 Exact machine parts machining

LA RE S LIRINARE G
Machining center machine tool parts Thread incise machine tool parts

BRI EH BT E M

A scrap of paper machine parts Punching machine spare parts

3k i EE SHITEEH

Ball valve block Pneumatic tool parts
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