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Established in 1952, Genertec Harbin Measuring and Cutting
Tool Co Ltd, which previously called Harbin Measuring & Cutting
Tool Works, and now commonly known as GENERTEC HMCT, was the
only measuring and cutting tools manufacturer among the 156-key-
projects during the First-Five-Year Plan., which is known as “The
Cradle of China Measuring and Cutting Tools Manufacture Industry” .
It is the holding subsidiary of the centrally administered State-owned
key enterprise China General Technology (Group) Holding Co Ltd.

GENERTEC HMCT has been focusing on building a domestic-
leading-level and international first-class scientific and
technological professional manufacturing enterprise of measuring
tools and precision machines and CNC tools, which four category
products are general measuring tools, standard cutting tools,
precision machines, CNC tools and tooling system. With more than 70
years of innovation and development, GENERTEC HMCT has become
one of the precision measuring and cutting tools manufacturing
enterprise with comprehensive strength in China.
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Integrity management, Reputation first

we're scincere
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As the important content of GENERTEC HMCT staff quality training,
“Honest and Trustworthy” has been integrated into enterprise
manners and staff conscious actions through the whole production and
business activities. Enterprise maintains “Null defect of products as
our goal and satisfaction of customers as our object” as the quality
principal , and continuous create satisfied products and services for
customers. Trust of customer is the source and power for innovation
and development of GENERTEC HMCT. GENERTEC HMCT will keep the
enterprise spirit “make a progress everyday” and repay customers
with advanced technology, high-quality products and sincere service.
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COMPANY INTRODUCTION {Bl#EiR

TINE SFRE

Professional advantage, Innovative development

We're making innovations...

FEEXMNENKONS, BARABREATEI L+

Along with the growth of PRC, GENERTEC HMCT experiences 70 years

= = N b \'H'
%EE’\]@J%ﬁEE, HEWHHFANKF. MTEEHD. EF-AE of innovative development, the professional research and development
EEREERE TETWSGKE, EREFRUEEE level, processing ability, production scale and products quality have
1/ Sh A= hed advanced level of same industry. With strong brand strength and
= SN =2 Es e S A INEE reac
B9 6 8 SE D A 8 SR B i 2 B RN <5 30 21 E XM, excellent quality, LINKS products are well sold to more than 30 countries
ﬁﬁﬁp E’ME %ﬁiﬂ]ﬁﬁ% and areas all over domestic and abroad markets, and earns user’s trust
and good comments.
SO LENE, B B BATRARMIE
@XT%?E’]?E%HLL, BRRAREADRARMDHLRE In the face of new development opportunities, GENERTEC HMCT
S > NaRETS A =__3 : .

B, %ﬁ?ﬁ?&@ﬁﬁ, ENERMAEARNTSG. Bfr—RE implements the new development concept thoroughly, highlights
SEENEERT BRI BT /E)EMY, technological innovation, and strives to build into a measuring instrument

and precision tool technology professional manufacturing enterprise with
domestic-leading measuring tool and international first-class.

I
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Parallel Shank Twist Drills (HSS/HSS-Co) 001

4

BEfmIESES (HSS/HSS-Co) 00T

o EBEMMREENFI. RIMBEARERFGEERR SO R/ e The style, dimension and technical requirements of
FMEZR GB tr, the parallel shank twist drills conform to international
ISO and national GB standards.

L&) (Rolling)
¥ (Material): W6Mo5Cr4v2

2E4 (WEF) Grinding (Double Clearance Angle)
- (Material): WeMo5Crav2/HSS-Co( & 12 %1 /Containing cobalt)

A2 (Coating)

- (Material): W6Mo5Cr4v2Co TiN a L_\\ ______
ESES == - .

£ 4| (Grinding) L

L (Material): W6Mo5Crav2/HSS-Co( &%t 2% %] /Containing cobalt)

\ 4

(ltem No.) B mm (ltem No.) B mm (ltemNo.) : B mm
EAERES EAEARSN EAEHEN
Diameter | Overalllength Length of flutes Diameter | Overalllength Length of flutes Diameter | Overalllength Length of flutes
O 20 19 2 5 O 75 28 9 1. 60 43 20
0.22 19 2.5 0.78 30 10 1.65 43 20
0.25 19 3 0.80 30 10 1.70 43 20
0.28 19 3 0.82 30 10 1.75 46 22
0.30 19 3 0.85 30 10 1.80 46 22
0.32 19 4 0.88 32 11 1.85 46 22
0.35 19 4 0.90 32 11 1.90 46 22
0.38 19 4 0.92 32 11 1.95 49 24
0.40 20 5 0.95 32 11 2.00 49 24
0.42 20 5 0.98 34 12 2.05 49 24
0.45 20 5 1.00 34 12 210 49 24
0.48 20 5 1.05 34 12 215 53 27
0.50 22 6 110 36 14 2.20 53 27
0.52 22 6 115 36 14 2.25 53 27
0.55 24 7 1.20 38 16 2.30 53 27
0.58 24 7 1.25 38 16 2.35 53 27
0.60 24 7 1.30 38 16 2.40 57 30
0.62 26 8 1.35 40 18 2.45 57 30
0.65 26 8 1.40 40 18 2.50 57 30
0.68 28 9 1.45 40 18 2.55 57 30
0.70 28 9 1.50 40 18 2.60 57 30
0.72 28 9 1.55 43 20 2.65 57 30

.07 -



Parallel Shank Twist Drills BRI

(ltem No.) : B mm (ltem No.) : B mm (ltem No.) : B mm
Diameter Overall length Length of flutes D|ameter Overall length Length of flutes D|ameter Overall length Length of flutes

2.70 6l 33 6.90 l 09 69 l 1.40 l42 94
2.75 61 33 7.00 109 69 11.50 142 94
2.80 61 33 710 109 69 11.60 142 94
2.85 61 33 7.20 109 69 11.70 142 94
2.90 61 33 7.30 109 69 11.80 142 94
2.95 61 33 7.40 109 69 11.90 151 101
3.00 61 33 7.50 109 69 12.00 151 101
310 65 36 7.60 117 75 1210 151 101
3.20 65 36 770 117 75 12.20 151 101
3.30 65 36 7.80 117 75 12.30 151 101
3.40 70 39 790 117 75 12.40 151 101
3.50 70 39 8.00 117 75 12.50 151 101
3.60 70 39 8.10 117 75 12.60 151 101
3.70 70 39 8.20 117 75 12.70 151 101
3.80 75 43 8.30 117 75 12.80 151 101
3.90 75 43 8.40 117 75 12.90 151 101
4.00 75 43 8.50 117 75 13.00 151 101
410 75 43 8.60 125 81 1310 151 101
4.20 75 43 8.70 125 81 13.20 151 101
4.30 80 47 8.80 125 81 13.30 160 108
4.40 80 47 8.90 125 81 13.40 160 108
4.50 80 47 9.00 125 81 13.50 160 108
4.60 80 a7 9.10 125 81 13.60 160 108
470 80 47 9.20 125 81 13.70 160 108
4.80 86 52 9.30 125 81 13.80 160 108
4.90 86 52 9.40 125 81 13.90 160 108
5.00 86 52 9.50 125 81 14.00 160 108
510 86 52 9.60 133 87 14.25 169 114
5.20 86 52 9.70 133 87 14.50 169 114
5.30 86 52 9.80 133 87 14.75 169 114
5.40 93 57 9.90 133 87 15.00 169 114
5.50 93 57 10.00 133 87 15.25 178 120
5.60 93 57 1010 EE 87 15.50 178 120
5.70 93 57 10.20 133 87 15.75 178 120
5.80 93 57 10.30 133 87 16.00 178 120
5.90 93 57 10.40 133 87 16.50 184 125
6.00 93 57 10.50 133 87 17.00 184 125
6.10 101 63 10.60 133 87 17.50 191 130
6.20 101 63 10.70 142 94 18.00 191 130
6.30 101 63 10.80 142 94 18.50 198 135
6.40 101 63 10.90 142 94 19.00 198 135
6.50 101 63 11.00 142 94 19.50 205 140
6.60 101 63 1110 142 94 20.00 205 140
6.70 101 63 11.20 142 94

6.80 109 69 11.30 142 94

BB e mms . Mg, MR RE / ARETHR, 4 D=10#x128 001-10-HSS-E- RiRE.
Order Description: Please mark item No.. specification,material,coating/no coating.
Example: for D=10 ,marker for 001-10-HSS-E-no coating.
A LHSS-EXRRBHESRN 2. 2EFEERRI<20 0HE 3. 2EFIELANEANY, SEBNEMA.
Note: 1.HSS-E said containing cobalt hight speed steel.

2.All the grinding size refers to the engineering of the specifications of the 20 or less.

3.Specify double clearance angle when full ground drill has double clearance angle.

.02 -



Long Parallel Shank Twist Drills (HSS) 004

BEWK

4

o« EMKREHNTI. RIFEER GB frifk,

RS (Item No.) : 004

B
Diameter

2K
Overall length

BAL: mm

UARSS
Length of flutes

1EEh (HSS) 004

The style and dimension of the long parallel shank

twist drills conform to national GB standards.

A

A

%S (ltemNo.)

BZ
Diameter

2K
Overall length

Y

AL mm

UARSS
Length of flutes

o | . | i |

1.00
110
1.20
1.30
1.40
1.50
1.60
1.70
1.80
1.90
2.00
210
2.20
2.30
2.40
2.50
2.60
2.70
2.80
2.90
3.00
3.10
3.20
3.30
3.40
3.50
3.60
3.70
3.80
3.90

56
60
65
65
70
70
76
76
80
80
85
85
90
90
95
95
95
100
100
100
100
106
106
106
112
112
112
112
119
119

33
37
41
41
45
45
50
50
53
53
56
56
59
59
62
62
62
66
66
66
66
69
69
69
73
73
73
73
78
78

4.00
410
4.20
4.30
4.40
4.50
4.60
4.70
4.80
4.90
5.00
510
5.20
5.30
5.40
5.50
5.60
5.70
5.80
5.90
6.00
6.10
6.20
6.30
6.40
6.50
6.60
6.70
6.80
6.90

119
119
119
126
126
126
126
126
132
132
132
132
132
132
139
139
139
139
139
139
139
148
148
148
148
148
148
148
156
156

o | L | i |

78
78
78
82
82
82
82
82
87
87
87
87
87
87
91
91
91
91
91
91
91
97
97
97
97
97
97
97
102
102




Long Parallel Shank Twist Drills

45 (ltemNo.) : 004 BA mm %= (ltemNo.) : 004 B2 mm

B K IR BHZ 2K USRS
Diameter Overall length Length of flutes Diameter Overall length Length of flutes
—— o [ | ] o [t
7.00 156 102 10.10 184 121
710 156 102 10.20 184 121
7.20 156 102 10.30 184 121
7.30 156 102 10.40 184 121
7.40 156 102 10.50 184 121
7.50 156 102 10.60 184 121
7.60 165 109 10.70 195 128
770 165 109 10.80 195 128
7.80 165 109 10.90 195 128
7.90 165 109 11.00 195 128
8.00 165 109 1110 195 128
8.10 165 109 11.20 195 128
8.20 165 109 11.30 195 128
8.30 165 109 11.40 195 128
8.40 165 109 11.50 195 128
8.50 165 109 11.60 195 128
8.60 175 115 11.70 195 128
8.70 175 115 11.80 195 128
8.80 175 115 11.90 205 134
8.90 175 115 12.00 205 134
9.00 175 115 1210 205 134
9.10 175 115 12.20 205 134
9.20 175 115 12.30 205 134
9.30 175 115 12.40 205 134
9.40 175 115 12.50 205 134
9.50 175 115 12.60 205 134
9.60 184 121 12.70 205 134
9.70 184 121 12.80 205 134
9.80 184 121 12.90 205 134
9.90 184 121 13.00 205 134
10.00 184 121

TRIRE: BrERRES. ARITR,
5 : 8.2 #x129 004-8.2,
Order Description: Please mark item No. and specification for order.

Example: for 8.2 ,marker with 004-8.2.

.04 -



Taper Shank Twist Drills (HSS) 008-01

4

TR

o HEMAREHIOEN. RIMBAERFGSEER SO frE « The style, dimension and technical requirements of
FE=R GB frE, the taper shank twist drills conform to international

55 (HSS) 008-01

.t

ISO and national GB standards.

%I (Rolling)
8 (Material): W9Mo3Cr4v

mﬁﬁi e m [a)

2 (Coating)
%L (Material): W6Mo5Cr4v2Co TiCN

D L b i e

B4l (Grinding)
L (Material): WOMo3Cr4V( al3&/2 /Coating option)

&S (ItemNo.) : 008-01 B mm %S (ItemNo.) : 008-01 B2 mm %S (ltemNo.) : 008-01 Bz mm
'R T | EERHER 'R T | EERHER BHZ T | ERHER
Diameter Length of | Morse taper Diameter Length of | Morse taper Diameter Length of | Morse taper
length flutes shank flutes shank length flutes shank
“--- “--- I T I
3.00 114 1 8.50 156 1 14.00 189 108 1
3.20 117 36 1 8.80 162 81 1 14.25 212 114 2
3.50 120 39 1 9.00 162 81 1 14.50 212 114 2
3.80 124 43 1 9.20 162 81 1 14.75 212 114 2
4.00 124 43 1 9.50 162 81 1 15.00 212 114 2
4.20 124 43 1 9.80 168 87 1 15.25 218 120 2
4.50 128 47 1 10.00 168 87 1 15.40 218 120 2
4.80 133 52 1 10.20 168 87 1 15.50 218 120 2
5.00 133 52 1 10.50 168 87 1 15.75 218 120 2
5.20 133 52 1 10.80 175 94 1 16.00 218 120 2
5.50 138 57 1 11.00 175 94 1 16.25 223 125 2
5.80 138 57 1 11.20 175 94 1 16.50 223 125 2
6.00 138 57 1 11.50 175 94 1 16.75 223 125 2
6.20 144 63 1 11.80 175 94 1 17.00 223 125 2
6.50 144 63 1 12.00 182 101 1 17.25 228 130 2
6.80 150 69 1 12.20 182 101 1 17.50 228 130 2
7.00 150 69 1 12.50 182 101 1 1775 228 130 2
7.20 150 69 1 12.80 182 101 1 18.00 228 130 2
7.50 150 69 1 13.00 182 101 1 18.25 233 135 2
7.80 156 75 1 13.20 182 101 1 18.50 233 135 2
8.00 156 75 1 13.50 189 108 1 18.75 233 135 2
8.20 156 75 1 13.80 189 108 1 19.00 233 135 2




Taper Shank Twist Drills HEAR FRTE £

%S (ltemNo.) : 008-01 BA7: mm %S (ltemNo.) : 008-01 BA7: mm %< (ItemNo.) : 008-01 BAL: mm

BE 2K K | ERHER B 2K I | BEHER =L 2K T | BEHER

Diameter | Overall | Length of | Morse taper Diameter | Overall | Length of | Morse taper Diameter | Overall | Length of | Morse taper

19.25 238 40 2 31.00 301 180 3 56.00 417 230 5
19.50 238 140 2 31.25 301 180 3 57.00 422 235 5
19.75 238 140 2 31.50 301 180 3 58.00 422 235 5
20.00 238 140 2 31.75 306 185 3 59.00 422 235 5
20.25 243 145 2 32.00 334 185 4 60.00 422 235 5
20.50 243 145 2 32.50 334 185 4 61.00 427 240 5
20.75 243 145 2 33.00 334 185 4 62.00 427 240 5
21.00 243 145 2 33.50 334 185 4 63.00 427 240 5
21.25 248 150 2 34.00 339 190 4 64.00 432 245 5
21.50 248 150 2 34.50 339 190 4 65.00 432 245 5
21.75 248 150 2 35.00 339 190 4 66.00 432 245 5
22.00 248 150 2 35.50 339 190 4 67.00 432 245 5
22.25 248 150 2 36.00 344 195 4 68.00 437 250 5
22.50 253 155 2 36.50 344 195 4 69.00 437 250 5
22.75 253 155 2 37.00 344 195 4 70.00 437 250 5
23.00 253 155 2 37.50 344 195 4 71.00 437 250 5
23.25 276 155 3 38.00 349 200 4 72.00 442 255 5
23.50 276 155 3 38.50 349 200 4 73.00 442 255 5
23.75 281 160 3 39.00 349 200 4 74.00 442 255 5
24.00 281 160 3 39.50 349 200 4 75.00 442 255 5
24.25 281 160 3 40.00 349 200 4 76.00 447 260 5
24.50 281 160 3 40.50 354 205 4 77.00 514 260 6
24.75 281 160 3 41.00 354 205 4 78.00 514 260 6
25.00 281 160 3 41.50 354 205 4 79.00 514 260 6
25.25 286 165 3 42.00 354 205 4 80.00 514 260 6
25.50 286 165 3 42.50 354 205 4 81.00 519 265 6
25.75 286 165 3 43.00 359 210 4 82.00 519 265 6
26.00 286 165 3 43.50 359 210 4 83.00 519 265 6
26.25 286 165 3 44.00 359 210 4 84.00 519 265 6
26.50 286 165 3 44.50 359 210 4 85.00 519 265 6
26.75 291 170 3 45.00 359 210 4 86.00 524 270 6
27.00 291 170 3 45.50 364 215 4 87.00 524 270 6
27.25 291 170 3 46.00 364 215 4 88.00 524 270 6
2750 291 170 3 46.50 364 215 4 89.00 524 270 6
2775 291 170 3 47.00 364 215 4 90.00 524 270 6
28.00 291 170 3 47.50 364 215 4 91.00 529 275 6
28.25 296 175 3 48.00 369 220 4 92.00 529 275 6
28.50 296 175 3 48.50 369 220 4 93.00 529 275 6
28.75 296 175 3 49.00 369 220 4 94.00 529 275 6
29.00 296 175 3 49.50 369 220 4 95.00 529 275 6
29.25 296 175 3 50.00 369 220 4 96.00 534 280 6
29.50 296 175 3 50.50 374 225 4 97.00 534 280 6
29.75 296 175 3 51.00 412 225 5 98.00 534 280 6
30.00 296 175 3 52.00 412 225 5 99.00 534 280 6
30.25 301 180 3 53.00 412 225 5 100.00 534 280 6
30.50 301 180 3 54.00 417 230 5

30.75 301 180 3 55.00 417 230 5

TERBE: BIRES. . 2B/ NREITE, fl: d14 45129 008-01-14- RERE.
Order Description: Please mark item No. and specification for order. Example: for @14 ,marker with 008-01-14.
E o ESIEEAE/NT $20,  Note: Ground bit size less than d20.



Lengthened Taper Shank Twist Drills (HSS) 008-02

f A _H_
tEMR N REss (HSS) 008-02
o  EWMINEREHNEX. RIRFEER GB frk. e The style and dimension of the lengthened taper

shank twist drills conform to national GB standards.

#5 (Item No.) : 008-02 B mm #25 (Item No.) : 008-02 B mm 25 (ltemNo.) : 008-02 B4 mm

BR
Diameter

12.00 260 180 1 1775 305 205 2
12.20 260 180 1 18.00 305 205 2
12.50 260 180 1 18.25 310 210 2
12.80 260 180 1 18.50 310 210 2
13.00 260 180 1 18.75 310 210 2
13.20 260 180 1 19.00 310 210 2
13.50 265 185 1 19.25 320 220 2
13.80 265 185 1 19.50 320 220 2
14.00 265 185 1 19.75 320 220 2
14.25 290 190 2 20.00 320 220 2
14.50 290 190 2 20.25 330 230 2
14.75 290 190 2 20.50 330 230 2
15.00 290 190 2 20.75 330 230 2
15.25 295 195 2 21.00 330 230 2
15.40 295 195 2 21.25 335 235 2
15.50 295 195 2 21.50 335 235 2
15.75 295 195 2 2175 335 235 2
16.00 295 195 2 22.00 335 235 2
16.25 300 200 2 22.25 335 235 2
16.50 300 200 2 22.50 340 240 2
16.75 300 200 2 22.75 340 240 2
17.00 300 200 2 23.00 340 240 2
17.25 305 205 2

1750 305 205 2

TR REmRHsS. WEITR, 4. $20 #xi2 008-02-20,
Order Description: Please mark item No. and specification for order.

Example: for $20 ,marker with 008-02-20.

.07 -



Extra Long Taper Shank Twist Drills

Extra Long Taper Shank Twist Drills 008-03
55 (HSS) 008-03

sH»
O

ERE 1K)

o  HEMBRARLHETIAFEER GB trf,

4

008-03 ]

standard.

Extra Long Taper Shank Twist Drills conform to GB

%S (ItemNo.) : 008-03
B =K
Diameter
— o |
6.00 200
6.00 250
6.00 315
6.50 200
6.50 250
6.50 315
7.00 200
7.00 250
7.00 315
750 200
750 250
750 315
8.00 200
8.00 250
8.00 315
8.50 200
8.50 250
8.50 315
9.00 200
9.00 250
9.00 315
9.50 200
9.50 250
9.50 315
10.00 250
10.00 315
10.00 400
11.00 250
11.00 315

UIRN
ength of flutes

110
160
225
110
160
225
110
160
225
110
160
225
110
160
225
110
160
225
110
160
225
110
160
225
160
225
310
160
225

BAL: mm

RRHER

Morse taper shank

== (Item No.)
/I

. 008-03

BR =K Tl
— o | | ]
11.00 400 310
12.00 250 160
12.00 315 225
12.00 400 310
13.00 250 160
13.00 315 225
13.00 400 310
14.00 250 160
14.00 315 225
14.00 400 310
15.00 315 215
15.00 400 300
15.00 500 400
16.00 315 215
16.00 400 300
16.00 500 400
17.00 315 215
17.00 400 300
17.00 500 400
18.00 315 215
18.00 400 300
18.00 500 400
19.00 315 215
19.00 400 300
19.00 500 400
20.00 315 215
20.00 400 300
20.00 500 400
21.00 315 215

BAI: mm

SRR

Morse taper shank




(Item No.)

ZT.OO
21.00
22.00
22.00
22.00
23.00
23.00
23.00
24.00
24.00
24.00
25.00
25.00
25.00
28.00
28.00
28.00
30.00
30.00
30.00

. 008-03

4OO
500
315
400
500
315
400
500
400
500
630
400
500
630
400
500
630
400
500
630

300
400
215
300
400
215
300
400
275
375
505
275
375
505
275
375
505
275
375
505

BAL: mm

B UIES S HR
Dlameter Overalllength Lengthofﬂutes Morsetapershank

UJUJLULULUUJLULULUUJLULUI\JI\JI\JNI\JI\JNN

TR BIERES. MBITR,
% ©20 #xi2 v 008-03-20,

Order Description: Please mark item No. and specification for order.

Example: for $20 ,marker with 008-03-20.

(Item No.)

. 008-03

BAL: mm

BHE VIR S HER
Dlameter Overalllength Lengthofflutes Morsetapershank

32.00
32.00
32.00
35.00
35.00
35.00
38.00
38.00
38.00
40.00
40.00
40.00
42.00
42.00
45.00
45.00
48.00
48.00
50.00
50.00

4OO
500
630
400
500
630
400
500
630
400
500
630
500
630
500
630
500
630
500
630

250
350
480
250
350
480
250
350
480
250
350
480
350
480
350
480
350
480
350
480

bhbbbhbbbhbbbhhbb-&hb




Center Drills chilhEh

Center Drills Without Protective
Taper-Type A (HSS) 020

FEipsEd)E-A R (HSS) 020

o AEPHEPOHBHEN. RIMZARERFEERISO
IREMIEZR GB #RifE,

e The style, dimension and technical requirements of
the center drills without protective taper conform to

international ISO and national GB standards.

2 “
e == -
L\}/

&S (Item No.) BA: mm

Diameter Shank Diameter | Overall length | Length of flutes

I I I
1.0 315 315 13
1.25 315 315 1.6
1.6 4 355 2.0
2.0 5 40 2.5
2.5 6.3 45 31
3.0 8 50 3.9
315 8 50 3.9
4.0 10 56 5.0
5.0 125 63 6.3
6.0 16 71 8.0
6.3 16 71 8.0

.10 -

Center Drills With Protective
Taper-Type B (HSS) 021

ik - B (HSS) 021

o EPHEROSEIEN . RIMBEAEREGEERRISO
FREFIEZR GB AR/,

e The style, dimension and technical requirements
of the center drills with protective taper conform

to international ISO and national GB standards.

»l

120°\60° Ty O

\

_d2
[

L) N/

A

Bf7: mm

EN VRN
Minor diameter of Shank Overall Length of
protective taper Diameter length flutes

L | & | 0o | L | | |
1.0

%S (ltem No.) : 021
B

PHNE Wz

Diameter

212 4 355 13
1.25 2.65 5 40 1.6
1.6 3.35 6.3 45 2.0
2.0 4.25 8 50 2.5
25 53 10 56 31
3.0 6.7 11.2 60 3.9
315 6.7 11.2 60 3.9
4.0 8.5 14 67 5.0
5.0 10.6 18 75 6.3
6.0 13.2 20 80 8.0
6.3 13.2 20 80 8.0




Parallel Shank End Mills (HSS) 101 102 103
B8 7] (HSS) 101 102 103

o EBEMUFEINFR. RIMBEARERFGEERR ISO R e The style, dimension and technical requirements of
FE=R GB R/, the parallel shank end mills conform to international
ISO and national GB standards.

BT mm

B Wiz VIS wH
Be Diameter Shank Diameter Overall length Length of flutes No.of Teeth

Item No. 5 M5
Coarse Medium Fine

3 3

4 4 4 11 3 4

5 5 47 13 3 4

#H5 Coarse 6 6 57 13 3 4
101 7 8 60 16 3 4 5
8 8 63 19 3 4 5
i Medium 9 10 69 19 3 4 5
102 10 10 72 22 3 4 5
11 12 79 22 3 4 6
M5 Fine 12 12 83 26 3 4 6
103 14 12 83 26 3 4 6
16 16 92 32 3 4 6
18 16 92 32 3 4 6
20 20 104 38 3 4 6

B W mRES . MEITR. Bl o6 85 fRiER 101-6.

Order Description: Please mark item No. and specification for order.

Example: for 6 coarse teeth,marker with 101-6.



Morse Taper Shank End Mills HEARILHET]

Morse Taper Shank End Mills (HSS) 104 105 106

~ —
HEMILPET] (HSS) 104 105106
o HRUETNNEN. RIMBAERGEER SO R « The style, dimension and technical requirements

FEZR GB inkE, of the morse taper shank end mills conform to

international ISO and national GB standards.

R KR

>
>

B mm

Be Diameter Overall length Length of flutes B AR No.of Teeth
Item No. Morse taper shank bzRS) 5 M5
o
12 96 26 3 4 5
13 96 26

1

1 3 4 5

14 117 26 2 3 4 5

16 117 32 2 3 4 5

&5 Coarse 18 117 32 2 3 4 6
104 20 123 38 2 3 4 6

22 140 38 2 3 4 6

5 Medium 24 147 45 3 3 4 6
105 25 147 45 3 3 4 6

26 147 45 3 3 4 6

A5 Fine 28 147 45 3 3 4 6
106 32 178 53 4 4 6 8

36 178 53 4 4 6 8

40 188 63 4 4 6 8

45 188 63 4 4 6 8

50 200 75 4 4 6 8

TRRE: BrERES. MBITE. B 014481 17128 104-14,
Order Description: Please mark item No. and specification for order.

Example: for §14 coarse teeth,marker with 104-14.




Keyseat Cutters With Parallel Shank (HSS) 124
EW#ERETEJ] (HSS) 124

» BHREZHIIE. RIFERWIRE, e The style and dimension of the keyseat cutters with
s HREHEKIERAES N 8, d8 Fi, parallel shank conform to enterprise standards.

o The two kinds of diameter tolerance of the keyseat

cutters with parallel shank are e8 and d8.

e (ltem No.) : 124 S mm

B ATES 2K UIRSS
Diameter Shank Diameter Overall length Length of flutes NE

Tolerance

TR RFEmRmsS. WBHAEITE, §): D=p5e8 AZ, 1xl2A 124-5-e8,

Order Description: Please mark item No. , specification and tolerance for order.

Example: for D=5 e8 toleranc ,marker with 124-5-e8.

13-



Keyseat Cutters With Morse Taper Shank

Keyseat Cutters With Morse Taper Shank (HSS) 125

ik

tEMEIESE] (HSS) 125

o EMERTIEN. RIFERWIRE, e The style and dimension of the keyseat cutters with
o HEMEBHEHEIERAES N 8, d8 I, morse taper shank conform to enterprise standards.

o The two kinds of diameter tolerance of the keyseat

cutters with morse taper shank are e8 and d8s.

REKE#

(ltem No.) : BAL mm

B UIRIS
Diameter Overall length Length of flutes ECHEAR NE

——— - taper - o

1
110 2
1 6 115 28 2
18 120 32 2
20 125 36 2
22 125 36 2 o8
25 145 40 3
28 150 45 3 ds
32 155 50 3
36 185 55 4
40 190 60 4
45 195 65 4
50 195 65 4

iR BrERES. MEAMAZEITR, 6l D=p14e8 AZE, #Fxi2H 125-14-e8,
Order Description: Please mark item No. , specification and tolerance for order.

Example: for D= 14 e8 toleranc ,marker with 125-14-e8.



Parallel Shank Machine Reamers (HSS) 130
BEWRALARI] (HSS) 130

o EWNIARINEIN. RIFEER GB frif,
o« RIIBBEFRE H7. H8, HI,

=S (ltem No.) :

BZ
Diameter

1.0
11

1.2
1.3
1.4
15
1.6
1.7
1.8
19
2.0
2.1

2.2
2.3
2.4
2.5
2.6

130

2K
Overall length

30
35
35
35
40
40
43
43
46
46
49
49
53
53
57
57
57

VRS LiYES
Length of flutes | Shank diameter

o | L | i | _d |

8
8
8
8
8
8
9
9

10
10
11
11
12
12
14
14
14

BRI mm

TN RFRRES . AETIBESRITR, fl: D=G10H7 4,
Order Description: Please mark item No. , specification and accuracy grade for order.

Example: for D=p10H7 ,marker with 130-10-H7.

e The style and dimension of the parallel shank
machine reamers conform to national GB standards.

e The accuracy grades of the meamers are H7.

H8. HO.

T E

l1

A

A

%S (ltem No.)

B
Diameter

o | L | U | d_ ]

2.7
2.8
2.9
3.0
35
4.0
4.5
5.0
55
6.0
7.0
8.0
9.0
10.0
11.0
12.0

130

2K
Overall length

61
61
61
61
70
75
80
86
93
93
109
117
125
133
142
151

B mm

UIES LiTEs
Length of flutes | Shank diameter

15
15
15
15
18
19
2]
23
26
26
37
33
36
38
47
44

2.7
2.8
2.9
3.0
35
4.0
4.5
5.0
5.6
5.6
71
8.0
9.0
10.0
10.0
10.0

FRieA 130-10-H7,



Morse Taper Shank Machine Reamers

Morse Taper Shank Machine Reamers (HSS) 131

L -
HWYLAEERT] (HSS) 131

o HEMNARINER. RITGEER GB ink, e The style and dimension of the morse taper shank
o RIEEFRE H7. HB. HI, machine reamers conform to national GB standards.

e The accuracy grades of the meamers are H7.
H8. H9.

55 (ltemNo.) : BAL mm (Item No.) : AL
B UIRIS ﬁf\ B USRS ﬁf\
5.5 138 26 1 24 264 66 3
6 138 26 1 25 268 68 3}
7 150 31 1 26 273 70 3
8 156 33 1 27 277 71 3
9 162 36 1 28 277 71 3
10 168 38 1 30 281 73 3
11 175 47 1 32 317 77 4
12 182 44 1 34 321 78 4
13 182 44 1 35 321 78 4
14 189 47 1 36 325 79 4
15 204 50 2 38 329 81 4
16 210 52 2 40 333 82 4
17 214 54 2 42 333 82 4
18 219 56 2 44 336 83 4
19 223 58 2 45 336 83 4
20 228 60 2 46 340 84 4
22 237 64 2 48 344 86 4
23 241 66 2 50 344 86 4

TR RFERRES. ERTKH.

Order Description: Please mark item No. , diamete for order.

16 -



Coarse Shank Machine Taps (HSS/HSS-Co) 221 222
FHLR 2 (HSS/HSS-Co) 221 222

o ES—x—H. TX—H. BEHN3ISUENTZE e Taps are in groups : one or two taps for each group.
=—4H, BRPITSRMEEEXAE, Three taps are contained in the group for those with

o  ZHENBINET: NMBLHER HI. H2. H3, pitches above 3.5mm.

o  ZEBEAAMRY, NFAMRMET REE TS, e Thethread tolerance range of the taps : H1. H2. H3.

e The general taps are right-hand thread. Please specify

if any left-hand thread taps are needed.

S ———

B4 (Grinding)
#HL (Material): W6Mo5Crav2

m 0 ssH<h-on I | ST ———— =
R (Coating) B l1 . )
#EE (Material): W6Mo5Cr4v2Co TiN < >
\llll!!l!!!!!!!!!!!!!l'l!‘ - 7
£l (Grinding)
7 (Material): W6Mo5Crav2/HSS-Co( & mi&H /Containing cabalt)

(ltem No.) @ 221 E{7: mm (ltem No.) @ 221 B mm
AR 235 2K VRS ARRYT 1235 2K UIEIS
Nominalsize | Thread pitch | Overall length |Length of flutes Nominalsize | Thread pitch | Overall length [Length of flutes

I T T I T T T

M1 0.25 38.5 55 M2.2 0.45 44.5 9.5
M1.1 0.25 38.5 55 M2.5 0.45 44.5 9.5
i M1.2 0.25 38.5 55 *F M3 0.50 48 11
Coarse M1.4 0.30 40 7 Coarse M3.5 0.60 48 13
Thread M1.6 0.35 41 8 Thread M4 0.70 53 17
M1.8 0.35 41 8 M5 0.80 58 20.5
M2 0.40 41 8 M6 1 66 24.5
(Item No.) : 847 mm (Item No.) : B mm
AR Y245 VIR N Y236 VAR
Nomlna15|ze Thread p|tch Overall length Length of flutes N0m|na15|ze Thread p|tch Overall length Length of flutes
YTF IVI4><O.5 0.5 53 17 M |V|6><O.75 0.75 66 24.5
FineThread  Mm5x0.5 0.5 58 20.5 Fine Thread




Fine Shank Machine Taps AR 22 5

Fine Shank Machine Taps (HSS/HSS-Co) 223 224
AR 24 (HSS/HSS-Co) 223 224

o MBZHENEN. RITMEAZRGEER SO FRE « The style, dimension and technical requirements of the
EZ=R GB iRk, machine taps conform to international ISO and national GB
o Zip—F—H “F—H. BEANISULATZE standards.
= —4H, BPUTSRMEERNE, e Taps are in groups : one or two taps for each group. Three
o HERRBGNES . FBLERHT H2, H3, taps are contained in the group for those with pitches
o  ZEBEESONRY, NHANBRMET RS TS, above 3.5mm.

s Thethread tolerance range of the taps : H1, H2. H3.
* The general taps are right-hand thread. Please specify if

any left-hand thread taps are needed.

il (Milling)
## (Material): W6Mo5Cr4v2

- s (=

%2 (Coating) [ L

- (Material): W6Mo5Cr4v2Co TiN .

8688866640005

_—
— . ssH@H-zW |1
2FEF| (Grinding)

HEH (Material): W6Mo5Crav2/HSS-Co( &% /Containing cobalt)

(ltem No.) BAL: mm (ltem No.) : BAL: mm
7 \f”\RT R?EE UIES % \i”\R‘I E?ﬂﬁ UIRIS
QA R
-——
M24 130

M8 1.25 72 22 M27 3 135 45

M9 1.25 72 22 M30 3.5 138 48

M10 1.5 80 24 M33 3.5 151 51

iy M11 1.5 85 25 BT M36 4 162 57

Coarse M12 1.75 89 29 Coarse M39 4 170 60

Thread M14 2 95 30 Thread M42 4.5 170 60

M16 2 102 32 M45 4.5 187 67

M18 2.5 112 37 M48 5 187 67

M20 2.5 112 37 M52 5 200 70

M22 2.5 118 38

.18 -



(Item No.)

BAL: mm

(Item No.) B4 mm
N3] YRR 2K IR
| d [ p | ot | U |

M7x075 075 66 19
M8x1 1 72 22
M8x075 075 66 19
M9x1 1 72 22
MIx075 075 66 19
M10x125 125 80 24
M10x1 1 80 24
M10x075 075 73 20
M11x1 1 80 2
M11x075 075 80 22
M12x1.5 15 89 29
M12x125 125 89 29
M12x1 1 80 22
M14x1.5 15 95 30
M14x125 125 95 30
M14x1 1 87 22
M16x1.5 15 102 32
ay  M16x] 1 92 2
v M18x2 2 112 37
FineThread: a5l 15 112 37
M18x1 1 97 22
M20x2 2 112 37
M20x1.5 15 112 37
M20x1 1 102 22
M22x2 2 118 38
M22x1.5 15 118 38
M22x1 1 109 24
M24x2 2 130 45
M24x1.5 15 130 45
M24x1 1 114 24
M25x2 2 130 45
M25x1.5 15 130 45
M26x1.5 15 120 35
M27x2 2 127 37
M27x1.5 15 127 37
M27x1 1 120 25
M28x2 2 127 37

ITHRIREE: RFRERES. Mg, RETRI . RE/ NREITH., f:

RIS 223-M12-H2-HSS- R E.

Order Description: Please mark item No. ,specification,level of tolerance zone,the material,grinding/milling/no coating/coating for

order.

Example: d=M12 H2 level,materials,manufacture,coating ,marker with 223-M12-H2-HSS-grinding-coating.
D EEFIFEATRR < 20 B9 HSS-E #1822 #ERA% 9 M4-M30,

d=M12. H2 &, #H . RE.

PIRRT $2E8 UIEIS
Nommalsue Thread pltch Overalllength Length of flutes

MmF
Fine Thread

M28><1.5
M28x1
M30x3
M30x2
M30x1.5
M30x1
M32x2
M32x1.5
M33x3
M33x2
M33x1.5
M36x3
M36x2
M36x1.5
M38x1.5
M39x3
M39x2
M39x1.5
M40x3
M40x2
M40x1.5
M42x3
M42x2
M42x1.5
M45x3
M45x%2
M45x1.5
M48x3
M48x2
M48x1.5
M50x%3
M50x2
M50x1.5
M52x3
M52x2
M52x1.5

15
1
3
2
1.5
1
2
1.5
3
2
1.5
3
2
1.5
1.5
3
2
1.5
3
2
1.5
3
2
1.5
3
2
1.5
3
2
1.5
3
2
1.5
3
2
1.5

127
120
138
127
127
120
137
137
151
137
137
162
144
144
149
170
149
149
170
149
149
170
149
149
187
165
165
187
165
165
187
165
165
200
175
175

37
25
48

Note: all the grinding size refers to the engineering of the specifications of the 20 or less,HSS-E material tap specification M4-M30.

.19.



American Standard Taps ZENEL

American Standard Taps (HSS) 234

EERELHE (HSS) 234

o  ZEMREZLENEIN. RIFEIMTI B R,

o R EFHEEEZEEZE R ANSIBO4.9 AFTHNER .,

o ZHNTH, REFHIN TR 2F. 3R,

O . SL USRIV

25 (ltemNo.) : 234

B7: inch

e The style and dimension of the American standard

taps conform to mechanical industry JB standards.

o The American standard taps manufactured by our

works are in accordance with ANSI B94.9.

« Taps are in groups,one tap for each group.The

tolerance range class are clasee 1,2,3.

>
P

%< (Item No.)

E{7: inch

© 234

AR K VIS AR ESN UIRSS
Overall length Length of flutes Nominal size
|

1/4"-20 2-1/2 1 1/4"-28 2-1/2 1

5/16"-18 2-23/32 1-1/8 5/16"-24 2-23/32 1-1/8

3/8"-16 2-15/16 1-1/4 3/8"-24 2-15/16 1-1/4

7/16"-14 3-5/32 1-7/16 7/16"-20 3-5/32 1-7/16

1/2"-13 3-3/8 1-21/32 1/2"-20 3-3/8 1-21/32

9/16"-12 3-19/32 1-21/32 9/16"-18 3-19/32 1-21/32

5/8"-11 3-13/16 1-13/16 5/8"-18 3-13/16 1-13/16

3/4"-10 4-1/4 2 3/4"-16 4-1/4 2

7/8"-9 4-11/16 2-7/32 7/8"-14 4-11/16 2-7/32

1'-8 5-1/8 2-1/2 1"-12 5-1/8 2-1/2

1-1/8"-7 5-7/16 2-9/16 1-1/8"-12 5-7/16 2-9/16

1-1/4"-7 5-3/4 2-9/16 1-1/4"-12 5-3/4 2-9/16

1-3/8"-6 6-1/16 3 1-3/8"-12 6-1/16 3

1-1/2"-6 6-3/8 3 1-1/2"-6 6-3/8 3

ITEREE: RFFmES . MEMBLAZEFITE, 1 d=1/4"-202 4, #xi2H 234-1/4"-20-2,
Order Description: Please mark item No. , specification and thread tolerance range class for order.

Example: for d=1/4"-20 class 2,marker with 234-1/4"-20-2.

.20 -



Gun Taps (HSS/HSS-Co) 235 236
PR 44 (HSS/HSS-Co) 235 236

RS

<o ,L

BREFENFER . RIFEER GB ink.
NEFBIA HT, H2. H3,
RozHEE—MEHEBNANEBYNIERTIE, =E2A
BAARLINT, BEERYIEIEREMNIN LR, ST
BRURLIEI; B, HEaiREEIheeSose TIEX
EMIRLNEE, NmEEEREETSBEMIN
LI

EBEMIHREN, 62N, FAHN, FRSTH,

OO0 55 R

2 (Coating)
##L (Material): W6Mo5Cr4v2Co TiN

REEL LTI TTTTT T
T

#E (Coating)

%L (Material): W6Mo5Cr4v2Co TiN

2B (Grinding)
7 (Material): W6Mo5Crav2/HSS-Co( &%= /Containing cabalt)

(Item No.)

M3 0.5
M3.5 0.6
M4 0.7
M5 0.8
M6 1.0
M8 1.25
M10 1.5

The style, dimension of the gun taps conform to national GB
standards.

The tolerance range grades are H1, H2, H3.

Gun taps are special tool for internal thread with front chip
removal, which is mainly used for through hole thread
processing, and achieve high efficient thread processing
without chip block issue. And front chip removal function
avoids chip scratch on the processed thread, so that it has
high precision machining features.

Suitable for processing carbon steel, alloy steel, stainless

steel, cast steel and other material.

B mm

PIRRT $2i5 2K UIESS
Nominal size Thread pitch Overall length Length of flutes

48 16.5
50 19.5
53 19
58 23
66 19
72 22
80 24

THREH: BrmmsS. Ag. RETR. #E. KRB / 2EHIT K

Bl d=M3 | H2 . MR RE. RICH 235-M3-H2-HSS- RE,

Order Description: Please mark item No. , specification ,level of tolerance zone, the material, the coating/grinding for order.

Example: for d=M3 coarse thread H2 level, material, coating , marker with 235-M3-H2-HSS-coating.



Reinforced Shank Spiral Fluted Taps FEARIRNErE

Reinforced Shank Spiral Fluted Taps (HSS/HSS-Co) 238 239
ATRIBHEE 25 (HSS/HSS-Co) 238 239

o BRI, RIFEER GBirE. e« The style and dimension of the spiral flute taps
o BipEufETERETIESEM L, WEIloiksEE conform to national GB standard.

HALBI 22, = Spiral flute taps are usually uesd for blind holes and
o  ZHEBEHEER H1, H2, H3 =R AZESHIE, intermittent surface holes tapping on the ductile

metal parts.
e The accuracy of the tapsis by H1. H2. H3.

EE4) (Grinding)

W¥E (Material): W6Mo5Cr4v2

%2 (Coating) 4*»' L

¥ (Material): WeMo5Cr4v2Co TIALN

24 (Grinding)
1 (Material): WeMo5Crav2/HSS-Co( &% &4 /Containing cobal)

(ltem No.) : BAL: mm (Item No.) : B/ mm
Mg |4 \ﬂR‘I i%ﬁﬁ USRS %)L’ff‘ v \ﬁRT i?ﬂﬁ UIEIS
-__- -__-
0.50 13.0 M3><035 0.35 13.0
M3.5 3.5 0.60 50 15.0 M3.5x0.35 3.5 0.35 50 15.0
FEF M4 4.0 0.70 53 15.0 M M4Ax0.5 4.0 0.50 53 15.0
Thread M5 5.0 0.80 58 18.5 Thread  M5x0.5 5.0 0.50 58 18.5
M6 6.0 1.00 66 22.5 M6x0.5 6.0 0.50 66 225
M6x0.75 6.0 0.75 66 225

TN rrmpEsS. g, 2ZFR3 . MR RE/ 2ETNTR, f: d=M13 7. H2 R, . RE
FRIZH 238-M3-H2-HSS- R E.
Order Description: Please mark item No. , specification ,level of tolerance zone, the material, the coating/grinding for order.

Example: for d=M13 coarse thread H2 level,material, coating , marker with 238-M13-H2-HSS-coating.



Thin Shank Spiral Fluted Taps (HSS/HSS-Co) 240
RIS RERE 445 (HSS/HSS-Co) 240

o BT RIFEER GB IRk,
s BFEZHEEERTIMSESNMHL, WEFSkTEE
EFLBB L,

The style and dimension of the spiral flute taps
conform to national GB standard.

Spiral flute taps are usually uesd for blind holes and

o  ZHERBEHEER HI. H2, H3 = AZESHIE, intermittent surface holes tapping on the ductile
metal parts.

o The accuracy of the tapsis by H1. H2, H3.

W ®_ — -
*Jg S s

4 (Grinding)
#EF (Material): WeMo5Cr4v2

>
N

%2 (Coating) [ ]

#EE (Material): W6Mo5Cr4v2Co TiN

B T -1

2B (Grinding)
%k (Material): W6Mo5Crav2/HSS-Co( A& /Containing cobal)

&%= (ltemNo.) 847 mm (Iltem No.) : BA7: mm
Mg | AFRRY | 12 UIEIS ;g | AFRRS| 128 VIR
Speuﬂcatlons Nom|na15|ze Thread pitch Overall length Length of flutes Specmcatlons Nommalsue Thread pitch Overall length Length of flutes
7 1.00 IVH 8 18 2.50 1 12
" 8 1.25 72 22 u M20 20 2.50 112 37
BT IVH O 10 1.50 80 24 A M22 22 2.50 118 38
%)3“3 M12 12 175 89 29 %’“S M24 24 3.00 130 45
0 Mg 14 2.00 95 30 0 M7 27 3.00 135 45
M16 16 2.00 102 32

TR BERES. S, RZFRA . MR RE / FREITR., fl: d=M10x1 @5 . H2 K. K. RE.
FRIE A 240-M10x1-H2-HSS- ‘RE,
Order Description: Please mark item No. , specification ,level of tolerance zone, the material, the coating/no coating for order.

Example: for d=M10x1 fine thread H2 level,material,, coating , marker with 240-M10x1-H2-HSS-coating.

.23



Thin Shank Spiral Fluted Taps IRIRNErE 2

Thin Shank Spiral Fluted Taps (HSS/HSS-Co) 241
MARIRNEAE 225 (HSS/HSS-Co) 241

o  EREREZMNTI. RIFEESR GB irE. e« The style and dimension of the spiral flute taps
o« BipEufBERTIESEG L, NEFLMEE conform to national GB standard.
mALBI 22, = Spiral flute taps are usually uesd for blind holes and
o  ZHEBEHEER H1, H2, H3 =R AZESHIE, intermittent surface holes tapping on the ductile
metal parts.

e The accuracy of the tapsis by H1. H2. H3.

&4l (Grinding)
%L (Material): W6Mo5Cr4v2

>|
N

% E (Coating) [ .

L (Material): WeMo5Cr4v2Co TiN

2 EF) (Grinding)
#7# (Material): WeMo5Crav2/HSS-Co( B i=&M /Containing cobalt)

wE (Item No.) : BAL: mm (ltem No.) : BAIL: mm
ﬂjfy‘ 4 \f"\ HR2EE 2K VIR iﬂfi . \f’\ 123 =K IR
.
_“-_-- _“-_--
M7x0.75 075 M18x1.5 1.50 112
M8x0.75 8 075 66 19 M18x2 18 2.00 112 37
M8x1 8 1.00 72 2 M20xT 20 1.00 102 2
M10x075 10 075 73 20 M20x15 20 150 112 37
M10x1 10 1.00 80 24 M20x2 20 2.00 112 37
M10x125 10 125 80 24 M22x1 22 1.00 109 24
gy M 12 1.00 80 22 gy M2K5 2 150 118 38
_ MI2x125 12 1.25 89 29 _ M22x2 22 2.00 118 38
FineThead 15,75 12 150 89 29 Fine Thread 12 4,1 24 1.00 114 24
M14x] 14 1.00 87 22 M24x15 24 150 130 45
M14x125 14 125 95 30 M24x2 24 2.00 130 45
MI4x15 14 150 95 30 M27xT1 27 1.00 120 25
M16x1 16 1.00 92 22 M27x15 27 150 127 37
MI6x15 16 150 102 32 M27x2 27 2.00 127 37
M18x1 18 1.00 97 22

.24 .




Integral Content-Cut Taps (HSS/HSS-C0)242
BHRANDBLH (HSS/HSS-Co) 242

s EBRAAF[BIz2ENEN. RIMBEAREXRGE ER
ISO FRAEFE R GB #R/E.
H2. H3,

o BEFEHAH,

(Item No.)

Mg | HER | 2K E%iés‘ctﬁ Wiz L]
Specifications | Cutting cone length | Overalllength | Length ofthread | Shank diameter Handle square

30x1.5
30x2
30x3.5
32x1.5
33x1.5
33x2
33x3.5
36x1.5
36x2
36x3
36x4
39x2
39x3
39x4
40x1.5
40x2
42x1.5
42X2
42x3
42x4.5
45x1
45x2
45x3
45x4
48x2
48x3

---“-“
160
e
105 180 36 25 25 20
45 180 30 25 25 20
45 180 30 28 26 224
6 180 32 28 26 224
105 19 40 28 26 224
45 180 28 28 26 224
6 180 32 28 26 224
9 190 36 28 26 224
12 200 45 28 26 224
6 180 32 28 26 224
9 190 36 28 26 224
12 200 45 28 26 224
45 190 32 28 26 224
6 200 36 28 26 224
45 190 32 315 28 25
6 19 36 315 28 25
9 200 40 315 28 25
135 220 50 315 28 25
3 190 32 355 31 28
6 190 36 355 31 28
9 200 40 355 31 28
12 200 46 355 31 28
6 200 36 355 31 28
9 20 40 355 31 28

BALT mm

LY

e The form, size and technical requirements of

theintegral content-cutting tap meet international

ISOstandards and national GB standards.

e The accuracy of the tapsis by H1, H2, H3.

Lc

(Item No.)

iﬁ?

309

d1

RS S R B gy dk - >

M1%0.8

AL mm

Mg | UIHER | 2k | Bk | @R
Specmcat\ons (ut mgconeleng OveralHength Lengtholhead Shank diameter Handlesquare

48x5

52%2 6

52x3 9

52x5 15
56x2 6

56x4 12
56x5 15
58%2 6

58x%3 9

58x4 12
60x2 6

60x3 9

60x4 12
60 16.5
64x2 6

64x3 9

64x4 12
64 18
68x2 6

68%3 9

68x4 12
68 18
70x2 6

70x3 9

70x4 12
70x6 18

355 28
ZOO 36 355 31 28
220 40 355 31 28
250 56 355 31 28
200 36 40 34 31.5
220 40 40 34 31.5
250 45 40 34 315
200 36 45 38 355
220 40 45 38 355
220 45 45 38 355
200 36 45 38 355
220 40 45 38 355
230 45 45 38 355
250 56 45 38 355
220 36 45 38 355
220 40 45 38 355
250 56 45 38 355
2500 56 45 38 355
220 36 45 38 355
230 45 45 38 355
250 56 45 38 355
280 63 45 38 355
230 36 45 38 355
250 45 45 38 355
280 56 45 38 355
300 63 45 38 35.5




Shell Type Chip Taps EXRBHIZH

Shell Type Chip Taps 243
=T N B HI 22 243

« EXARTHZEOEN. RIMNEARERFEER SO
FREFIESR GB FriE. sleeve content-cutting tap conform to international

\RY]

The form, size and technical requirements of the

ISO standards and national GB standards.

L

Lc
Lcf Lk

124

%2 (ltemNo.) : 243 B mm %2 (Item No. B mm

) 3
g | HER | 2K | BoK | W2 D] Mg | HER | 2K | BaK | FE WA
Specifications | Cutting conelength | Overalllength | Length of thread | Shank diameter e square Specifications | Cutting cone length | Overall length | Length o thread | Shank diameter Handle square
k cf
9

[ [t | d [ k] o] [ [t | d [ k] o]
M56x2 6 215 50 40 31 315 M95x3 290 80 50 42 40
M56x3 9 225 63 40 31 31.5 M95x4 12 290 80 50 42 40
M56x4 12 225 63 40 31 31.5 M95x6 18 305 90 50 42 40
M56x5.5 16.5 250 80 40 31 31.5 M100x2 6 295 70 56 46 45
M60x2 6 215 50 40 31 31.5 M100x3 9 310 80 56 46 45
M60x3 9 225 63 40 31 31.5 M100x4 12 320 90 56 46 45
M60x4 12 225 63 40 31 31.5 M100x6 18 335 100 56 46 45
M60x5.5 16.5 250 80 40 31 315 M105x2 6 295 70 56 46 45
M64x2 6 230 50 45 38 35.5 M105x3 9 310 80 56 46 45
M64x3 9 240 63 45 38 35.5 M105x4 12 320 90 56 46 45
M64x4 12 255 70 45 38 35.5 M105x6 18 335 100 56 46 45
M64x6 18 265 80 45 38 35.5 M110x2 6 295 70 56 46 45
M68x2 6 230 56 45 38 35.5 M110x3 9 310 80 56 46 45
M68x3 9 240 63 45 38 35.5 M110x4 12 320 90 56 46 45
M68x6 18 255 80 45 38 355 M110x6 18 335 100 56 46 45
M72x2 6 265 56 45 38 355 M120x2 6 310 70 56 46 45
M72x3 9 230 63 45 38 35.5 M120x3 9 310 80 56 46 45
M72x4 12 255 70 45 38 35.5 M120x4 12 320 90 56 46 45
M72x6 18 255 80 45 38 35.5 M120x6 18 335 100 56 46 45
M76x2 6 255 63 50 40 42 M125x2 6 310 70 56 46 45
M76x%3 9 270 63 50 40 42 M125x3 9 310 80 56 46 45
M76x4 12 270 80 50 40 42 M125x4 12 320 90 56 46 45
M76x6 18 290 90 50 40 42 M125x6 18 330 100 56 46 45
M80x2 6 255 63 50 40 42 M130x2 6 355 70 56 46 45
M80x3 9 270 63 50 40 42 M130x3 9 355 80 56 46 45
M80x4 12 270 80 50 40 42 M130x4 12 365 90 56 46 45
M80x6 18 290 90 50 40 42 M130x6 18 380 100 56 46 45
M85x2 6 275 70 50 40 42 M140x2 6 355 70 56 46 45
M85x3 9 290 80 50 40 42 M140x3 9 355 80 56 46 45
M85x4 12 290 80 50 40 42 M140x4 12 370 90 56 46 45
M85x6 18 305 90 50 40 42 M140x6 18 380 100 56 46 45
M90x2 6 275 70 50 40 42 M150x3 9 355 80 56 46 45
MO0x3 9 290 80 50 40 42 M150x4 12 370 90 56 46 45
MO0x4 12 290 80 50 40 42 M160x4 12 370 90 56 46 45
MO0x6 18 305 90 50 40 42 M160x6 18 380 100 56 46 45
M95x2 6 275 70 50 40 42

.06 -



Thread Forming Taps (HSS) 247
REZH (HSS) 247

o BEREZENFAFEER GB IRE. e The type of the thread forming tap conform to GB
» GEAENMLEKEEN, F5HN, Bes. BEUE. standard.
e Suitable for processing mild steel, stainless steel,

aluminum alloy, copper and other material.

—»—I« l1
PAARHAAAAAA - e -O‘

A

(ltem No.) : 247 BAI: mm

AR Y236 ESN VAR FEHEK BESR
Nominal size Thread pitch Overall length Length of flutes Extrusion cone length Accuracy class

0.40 3P/7P I
0.40 3P/7P [l
0.45 36 TS 3P/7P |
M2.2 0.45 36 15 3P/7P [l
0.45 36 15 3P/7P |
M2.5 0.45 36 15 3P/7P [l
M3 0.50 40 17 3P/7P |
0.50 40 17 3P/7P [l
0.60 40 17 3P/7P |
M35 0.60 40 17 3P/7P [l
M4 0.70 45 20 3P/7P \
0.70 45 20 3P/7P I
M5 0.80 50 22 3P/7P [
0.80 50 22 3P/7P [l
M6 1.00 55 24 3P/7P \
1.00 55 24 3P/7P [
M8 1.25 65 25 3P/7P I
1.25 65 25 3P/7P [
M10 1.50 70 25 3P/7P I
1.50 70 25 3P/7P [
M12 1.75 80 25 3P/7P I
1.75 80 25 3P/7P [l

\ﬂ%ﬂﬂlﬁ@@%%ﬂ%ﬁﬁ%, II’*'Jjj?]DIK%*%H Bo, BEFEMTRAEZEEA, B | &, B ELES NN TBEAMMIRAELL,
FRELHFERS A 7P (BFL) . 3P (REAL) .

Type | is for processing nonferrous metal and mild steel, type Il is for processing stainless steel. type | and type Il thread forming tap are
divided into through hole processing and bland hole processing. Thread forming tap codes are 7P(through hole) and 3P (bland hole).



High Performance Thread Forming Taps = MERE

High Performance Thread Forming Taps (HSS-Co) 248
SR EL# (HSS-Co) 248

o SMHEPTE4HENFI/EER GBIRE. e High-performance thread forming taps type form
conform to GB standard.

Y

mﬂ —— | e e .
| bl e )

Y
—

A A

RS (ltem No.) : 248 B mm

NIRRT 4236 2K UIEIS PR
Nominal size Thread pitch Overall length Length of flutes Extrusion cone length
M2 40 13 4p

0.40
M2.5 0.45 44 16 4p
M3 0.50 46 20 4p
M3.5 0.60 48 20 4p
M4 0.70 52 21 4P
M5 0.80 60 23 4P
M6 1.00 62 25 4p
M8 1.25 72 22 4p
M10 1.50 80 24 4p
M12 1.75 89 29 4p

THERE: Brafs. IR REBIAZETITR,
By d=M10, H2 %, FRIZH 248-M10x1-H2,
Order Description: Please mark item No. , specification and thread tolerance range class for order.

Example: for d=M10, H2 class , marker with 248-M10-H2.

.08 -



Powder Metallurgy Spiral Groove Tap (HSS-PM) 261 262
MARATIBIEELHEE (HSS-PM) 261 262

s BRETERWLE, BRHRSENLE, BPM B
RN L2,

o IRpEREL2HETIAN TAERE HRCA0 LATRHINM ,

s WMEAASEBRE4LEEEATEAAMEEALN
W,

s MRASLERSUSER H1. H2. H3 =R AETHIS,

#E (Coating)
- (Material): FAX-38 TIALN

#E (Coating)
## (Material): FAX-38 TIALN

24| (Grinding)
¥ (Material): FAX-38

55 (Iltem No.) : 261 BAI: mm
PRRT 4] £ N UIEN

. d [ p | L | I |
M5 0.80 58 12
M6 1.00 66 14
o M8 1.25 72 12
Coarse M10 1.50 80 14
Thread M12 1.75 89 16
M14 2.00 95 20
M16 2.00 102 20

TRREE: BFEmREsS. s, AZHR . REITK,
Pl d=M5, H2 . iRE. FRICH 261-M5-H2- K=,
MRS EELERTERITE. TREAH2MNE.

Order instructions: Order by product number, specification,
tolerance band level, coating. Example: d=M5, H2 grade,
coating. Marked 261-M5-H2-coated.

Powder metallurgy straight groove taps require special orders
and an order cycle of 2 months.

s Powder metallurgy high-speed steel tap, referred to as
powder high-speed steel tap, or PM high-speed
steel tap.

s Spiral groove taps can process steel with a hardness of
HRC40 or less.

s Powder metallurgy spiral groove taps are usually used
for tapping blind holes or interrupted surface holes.

s Powder metallurgy tap thread accuracy is manufactured

according to H1, H2, H3 three tolerance belts.

R — =

<l . I
Y
|
< L >
(Iltem No.) : BAL: mm
’\FR"J' T»?EE USRS
]
M5x0.5 0450 58 8
M6x0.75 0.75 66 10
M8x1.0 1.00 72 12
M8x0.75 0.75 66 12
M10x1.25 1.25 80 14
M10x1.0 1.00 80 14
AT M10x0.75 0.75 73 14
‘ M12x1.5 1.50 89 16
FineThiead 11557 25 125 89 16
M12x1.0 1.00 80 16
M14x1.5 1.50 95 20
M14x1.25 1.25 95 20
M14x1.0 1.00 87 20
M16x1.5 1.50 102 20
M16x1.0 1.00 92 20




Solid Carbide Drills BB RE SIS

Solid Carbide Drills 301
BAEREEMEE 301

o EEIMINE. AEWE, FHE 58SV, e Suitable for processing steel, stainless steel, cast
o FHFARE: (3. 5D iron, alloy,etc.
* Drilling hole depth: (3. 5)D

SN w TS I

FL

B mm

. 301
PIRRS FL L &
Nominal size Remarks
1.0 50

%S (ltem No.)

D1.0 4 3
D11 11 4 45 50
D1.2 1.2 4 45 50
D1.3 1.3 4 45 50
D1.4 1.4 4 45 50
D1.5 1.5 4 45 50
D1.6 1.6 4 6 50
D1.7 1.7 4 6 50
D1.8 1.8 4 6 50
D1.9 1.9 4 6 50 =ER
D2.0 2.0 4 9 50
D2.] 21 4 9 50
D2.2 2.2 4 9 50
D2.3 2.3 4 9 50
D2.4 2.4 4 9 50
D2.5 2.5 4 9 50
D2.6 2.6 4 9 50
D2.7 27 4 9 50
D2.8 2.8 4 9 50




%S (Item No.)

AR

Nominal size

- 301

D2.9
D3.0
D31

D3.2
D3.3
D3.4
D3.5
D3.6
D3.7
D3.8
D3.9
D4.0
D41

D4.2
D4.3
D4.4
D4.5
D4.6
D4.7
D4.8
D4.9
D5.0
D51

D5.2
D5.3
D5.4
D5.5
D5.6
D5.7
D5.8
D5.9
D6.0
D6.1

D6.2
Dé6.3
D6.4
D6.5
D6.6
D6.7
D6.8
D6.9

2.9
3.0
31

3.2
3.3
3.4
3.5
3.6
3.7
3.8
3.9
4.0
4.1

4.2
4.3
4.4
4.5
4.6
4.7
4.8
4.9
5.0
51

52
53
5.4
55
5.6
57
5.8
59
6.0
6.1

6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9

O 0O O O O O O O W WO O O O O O O O O O & O OO O OO O oo oo oo oo oo A B B B B D D D M b B>

50
50
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
65
65
65
65
65
65
65
65
65
65
70
70
70
70
70
70
70
70
70

BT mm

i

Remarks

— [Ir/R
—fa=

.37



Solid Carbide Drills BIMERESE MR

"S5 (Item No.) : 301 BAI: mm

AR =y

Nominal size Remarks

D7.0 70 8 21 70
D71 7 8 24 70
D7.2 72 8 24 70
D73 73 8 24 70
D7.4 74 8 24 70
D75 75 8 24 70
D7.6 76 8 24 70
D77 77 8 24 70
D7.8 78 8 24 70
D7.9 79 8 24 70
D8.0 8.0 10 24 70
D8] 81 10 27 80
D8.2 8.2 10 27 80
D8.3 8.3 10 27 80
D8.4 8.4 10 27 80
D8.5 8.5 10 27 80
D8.6 8.6 10 27 80
D8.7 87 10 27 80
D8.8 8.8 10 27 80
D8.9 8.9 10 27 80
D9.0 9.0 10 27 80 =B&
D9.1 9. 10 30 85
D9.2 9.2 10 30 85
D9.3 9.3 10 30 85
D9.4 9.4 10 30 85
D9.5 9.5 10 30 85
D9.6 9.6 10 30 85
D9.7 97 10 30 85
D9.8 9.8 10 30 85
D9.9 9.9 10 30 85
D10.0 10.0 12 30 85
D10 1011 12 33 90
D10.2 10.2 12 33 90
D10.3 10.3 12 33 90
D10.4 104 12 33 90
D10.5 10.5 12 33 90
D10.6 10.6 12 33 90
D10.7 10.7 12 33 90
D10.8 10.8 12 33 90
D10.9 10.9 12 33 90
D11.0 11.0 12 33 90

.32 -



%= (Item No.)

. 301

BT mm

AR -3
Nominal size REINENS

D11.1 111 12 36 95

D11.2 11.2 12 36 95

D11.3 11.3 12 36 95

D11.4 11.4 12 36 95

D11.5 11.5 12 36 95 —ma

D11.6 11.6 12 36 95

D11.7 11.7 12 36 95

D11.8 11.8 12 36 95

D11.9 11.9 12 36 95

D12.0 12.0 14 36 95

35 (ltem No.) : 301 BAL: mm

QWR# FL L =
Nominal size Remarks

D2.0 2.0 4 18 60

D21 2.1 4 18 60

D2.2 2.2 4 18 60

D2.3 2.3 4 18 60

D2.4 2.4 4 22 60

D2.5 2.5 4 22 60

D2.6 2.6 4 22 60

D2.7 2.7 4 22 60

D2.8 2.8 4 22 60

D2.9 2.9 4 22 60

D3.0 3.0 4 28 65

D31 31 4 28 65

D3.2 3.2 4 28 65 hER

D33 3.3 4 28 65

D3.4 3.4 4 28 65

D3.5 3.5 4 28 65

D3.6 3.6 4 28 65

D3.7 3.7 4 28 65

D3.8 3.8 4 36 75

D3.9 3.9 4 36 75

D4.0 4.0 6 36 75

D41 41 6 36 75

D4.2 4.2 6 36 75

D4.3 4.3 6 36 75

D4.4 4.4 6 36 75




Solid Carbide Drills BIMERESE MR

"S5 (Item No.) : 301 BAI: mm

AR =y

Nominal size Remarks

D4.5 4.5 6 36 75
D4.6 4.6 6 36 75
D4.7 4.7 6 36 75
D4.8 4.8 6 44 80
D4.9 4.9 6 44 80
D5.0 5.0 6 44 80
D51 51 6 44 80
D5.2 52 6 44 80
D5.3 5.3 6 44 80
D5.4 54 6 44 80
D5.5 55 6 44 80
D5.6 5.6 6 44 80
D5.7 57 6 44 80
D5.8 58 6 44 80
D5.9 59 6 44 80
D6.0 6.0 8 44 80
D6.1 6.1 8 53 90
D6.2 6.2 8 53 90
D6.3 6.3 8 53 90
De6.4 6.4 8 53 90
D6.5 6.5 8 53 90 hER
D6.6 6.6 8 53 90
D6.7 6.7 8 53 90
D6.8 6.8 8 53 90
D6.9 6.9 8 53 90
D70 70 8 53 90
D71 71 8 53 90
D72 72 8 53 90
D73 73 8 53 90
D74 74 8 53 90
D75 75 8 53 90
D76 7.6 8 53 90
D77 77 8 53 90
D78 78 8 53 90
D79 79 8 53 90
D8.0 8.0 10 61 100
D81 8.1 10 61 100
D8.2 8.2 10 61 100
D8.3 8.3 10 61 100
D8.4 8.4 10 61 100
D8.5 8.5 10 61 100

.34 .



"5 (Item No.) : 301 BAI: mm

KRR &
Nominal size Remarks
D8.6 8.6 10 61 100
D8.7 8.7 10 61 100
D8.8 8.8 10 61 100
D8.9 8.9 10 61 100
D9.0 9.0 10 61 100
D91 9.1 10 61 100
D9.2 9.2 10 61 100
D9.3 9.3 10 61 100
D9.4 9.4 10 61 100
D9.5 9.5 10 61 100
D9.6 9.6 10 61 100
D9.7 9.7 10 61 100
D9.8 9.8 10 61 100
D9.9 9.9 10 61 100
D10.0 10.0 12 61 100
D10.1 10.1 12 71 120
D10.2 10.2 12 71 120
D10.3 10.3 12 71 120 hER
D10.4 10.4 12 71 120
D10.5 10.5 12 71 120
D10.6 10.6 12 71 120
D10.7 10.7 12 71 120
D10.8 10.8 12 71 120
D10.9 10.9 12 71 120
D11.0 11.0 12 71 120
D111 111 12 71 120
D11.2 11.2 12 71 120
D11.3 11.3 12 71 120
D11.4 11.4 12 71 120
D11.5 11.5 12 71 120
D11.6 11.6 12 71 120
D11.7 11.7 12 71 120
D11.8 11.8 12 71 120
D11.9 11.9 12 71 120
D12.0 12.0 14 71 120

T8 EE: BRI RES,

#l: 301-D9.0

Order Description: Please mark item No.
Example: 301-D9.0



Solid Carbide End Mills BAREREEI

o ATFMIHMZE TERE S2WE AFNEEMER,
o IR WmIOIEDN

o BJEAB: 35°

o T 47]

25 (temNo.) : 3

Solid Carbide End Mills 302
BINERSSIMEET] 302

Used for processing carbon steel, tool steel, alloy
steel, stainless steel,etc.

Cut : Center Cutting

Helix angle B: 35°

Number of flutes: 4 Flutes

02 BAL: mm
AR
: : L2 Ly
Nominal size
D3 9 40

3
D4 4
D5 5
D6x16 6
D6x20 6
D8 8
D10 10
D12 12
D14 14
D16 16
D18 18
D20 20

12 50
15 50
16 50
20 60
20 64
22 70
25 75
32 90
32 90
38 100
38 100

TTHRIRE: BRI RES.

f5: 302-D3

Order Description: Please mark item No.
Example: 302-D3



Stainless Steel Square Shoulder Milling Cutter 303
AWM EHET] 303

. EATAEN. %o
« R, REFTD. RET]

=8 AN

SEMRMNT

A
Oz =mme

=5 (ltem No.)

FL

alloy, superalloy and other materials.

It is suitable for processing stainless steel, titanium

BN mm

ARRT T S22
Nominal size Number of teeth Shape

D4
D5
D6
D8
D10
D12
D16

3
4
5
6

8
10
12
16

4
4
6
6

8
10
12
16

10
12
15
20
25
26
40

50
50
50
60
75
75
100

A M DN DD DN DN

i%
T3k
325
T3
35k
T3
3o

THRIRE: BRTRHES
f5: 303-D4

Order Description: Please mark item No.

Example: 303-D4

.37




Stainless Steel Arc Milling Cutter AEWE

Stainless Steel Arc Milling Cutter 304
AN ENEET] 304

o ERETAEN. e, 8RESEIMENNT e Itis suitable for processing stainless steel, titanium
o RMTI. RETT. RET alloy, superalloy and other materials.
s anti-stick blade. unbreakableblade.

anti-vibration blade

ST

FL

L

== (Item No.) Bf7: mm

. 304
AR FL L T 2N
Nominal size Number of teeth Shape
D3 6 50 4 =G

3 4 0.2
D4 4 4 0.5 10 50 4 =g
D6 6 6 0.2 12 50 4 =g
D6 6 6 0.5 12 50 4 =g
D6 6 6 1 12 50 4 g
D8 8 8 0.5 20 60 4 =g
D8 8 8 1 20 60 4 )\
D10 10 10 0.5 25 75 4 )\
D10 10 10 1 25 75 4 )
D12 12 12 0.5 26 75 4 )\
D12 12 12 1 26 75 4 )\
D16 16 16 0.5 34 100 4 )\
D16 16 16 1 34 100 4 )

T8 EE: BETRES,

5 : 304-D4-0.5

Order Description: Please mark item No.
Example: 304-D4-0.5



Cast Iron Square Shoulder Milling Cutter 305
HE BB 305

o ERTNHE. FHRSEHRHMI

3= (Item No.)

other materials.

FL

It is suitable for processing steel parts, cast iron and

B mm

AR R
Nominal size Number ofteeth Shape

4
D5 5
D6 6
D8 8
D10 10
D12 12
D16 16

4
6
6
8

10

12
16

12
15
18
22
26
34

50
50
60
75
75
100

A A DD DM D

%&

TR 8E . BB RRES

f: 305-D4

Order Description: Please mark item No.
Example: 305-D4




Cast Iron Arc Milling Cutter FELE Nt ]

Cast Iron Arc Milling Cutter 306

#HEk[EIATET] 306

o ERETHNMH. FERHEMEHMNT e |tis suitable for processing steel parts, cast iron and
other materials.

f, " g@ _______ —o

He (ltem No.) B mm

306
AR FL L T R
Nominal size Number of teeth Shape
6 50 =)

D3 3 4 0.2 4

D4 4 4 0.5 10 50 4 )
D6 6 6 0.2 14 50 4 )\
D6 6 6 0.5 14 50 4 )\
D6 6 6 1 14 50 4 G
D8 8 8 0.2 20 60 4 G
D8 8 8 0.5 20 60 4 )
D8 8 8 1 18 60 4 )
D10 10 10 0.5 22 75 4 G
D10 10 10 1 22 75 4 5
D12 12 12 0.5 26 75 4 = 5R
D12 12 12 1 26 75 4 =5
D16 16 16 0.5 34 100 4 5
D16 16 16 1 34 100 4 =5

TR 8E: BETRES,

5] : 306-D4-0.5

Order Description: Please mark item No.
Example: 306-D4-0.5
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Die Steel Square Shoulder Milling Cutter 307
BEENAEHET] 307

s EHETEEN. BN HRCO4 SEHEE9 T e ltis suitable for processing die steel, hardened steel

HRC64 and other materials.

FL
L
®S (ltem No.) : B mm
NIRRT T L2
Nominal size Number of teeth Shape
D6 6 6 14 50 4 5025&

TR BRTRRES

Bl 307-D4

Order Description: Please mark item No.
Example: 307-D4



Die Steel Arc Milling Cutter R AN ER

Die Steel Arc Milling Cutter 308
EEWEIRPET] 308

o EETEEN. FEN HRCO4 S REINNT e |tis suitable for processing die steel, hardened steel
HRC64 and other materials.

FL

#=2 (Item No.) B mm

. 308
AFRRT FL L HH AR
Nominal size Number of teeth Shape
D4 4 4 0.2 10 50 EHE)\

4
D6 6 6 0.5 15 50 4 G
D8 8 8 0.5 20 60 4 G
D10 10 10 0.5 25 75 4 G
D12 12 12 0.5 30 75 4 EE)
D16 16 16 0.5 34 90 4 =)

T8 8E: BETRES,

f: 308-D4-0.2

Order Description: Please mark item No.
Example: 308-D4-0.2

4D .




Die Steel Ball End Milling Cutter 309
EEMBRSLEET] 309

o ERTEEN. EEN HRC64 SHRHINN T

=5 (Item No.) @ 309

AFRRT
Nominal size
D2 2 4 1
D4 4 4 2
D6 6 6 3
D8 8 8 4
D10 10 10 5
D12 12 12 6

10
14
18
22
26

It is suitable for processing die steel, hardened steel

HRC64 and other materials.

BT mm

- 7
R FL ]

) EE Ak

Number of teeth Shape
50 2 BRsk
50 2 BRsk
50 2 Bk
60 2 Bk
75 2 Bk
75 2 BRsk

1TERIE8E . BRI mRmS .

5] 309-D4-2

Order Description: Please mark item No.
Example: 309-D4-2

.43 .



Aluminum Square Shoulder Milling Cutter A

Aluminum Square Shoulder Milling Cutter 310
wmAABYE] 310

s ERTHEM. BAESSMEHMI e It is suitable for processing aluminum parts,

aluminum alloys and other materials.

TN N ]
o < e

%= (ltemNo.) : 310 BA1: mm

AWRRYT FL L T 27N
Nominal size Number of teeth Shape

D4 4 4 12 50 3 sk

D6 6 6 18 50 3 sk

D8 8 8 24 60 3 sk

D10 10 10 30 75 3 sk

D12 12 12 36 75 3 sk

D16 16 16 48 100 3 sk

TR E: BETRES.

f5: 310-D4

Order Description: Please mark item No.
Example: 310-D4



Universal Milling Cutter 311
EABET] 311

o EBERTNHE. FHRSEHARNMI

B5 (ltemNo.) : 311

AFRRT
Nominal size
D4 4
D6 6
D8 8
D10 10
D12 12
D16 16

10
12
16

10
14
20
25
30
40

It is suitable for processing steel parts, castiron and

other materials.

- - _ee,— - — e —— _»'O
FL
L
BAL mm
L T I
Number of teeth Shape

50 sk

50 4 sk

60 4 sk

75 4 sk

75 4 sk
100 4 sk

T8 BE . BT mES,

fl: 311-D4-2

Order Description: Please mark item No.
Example: 311-D4-2
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ERKERBMERSEHH

W

Cutting Data For Solid Carbide Drills With Standard Length
EKEZRRBERSSHTEISH

HNSEETIEIZE  Cutting data for drill with external coolant

f}]‘ﬁ"JLF' Cutting speed 40
MAFEE m/min) Feeds f (mm/rev) for diameter ranges (mm)

Type ofsteet R 11-14 14-17 17-20
Appllcatlon range Values

WiF K58 < 210HB(700N/mm?)

Steel and cast steel up to 700 N/mm’ 80-120 0.08-0.16 0.14-0.25 0.20-0.30 0.25-0.35 0.30-0.40 0.35-0.45
2

e 30HRC(1000L\J/mm ) 60-110 85 0.07-0.14 012-018 0.15-0.22 0.20-0.25 0.25-0.30 0.30-0.40

From 700 up to 1000 N/mm

W K458k < 35HRC(1300N/mm?)

From 1000 up to 1300 N/mm’ 50-80 70 0.06-0.12 0.10-0.16 0.15-0.20 0.18-0.25 0.20-0.28 0.22-0.30
2

PR zER < 40HRC(1600N/mim) 20-55 40 0.03-0.07 0.06-0.10 0.08-0.12 0.10-0.15 012-018 014-018

Steel over 1300 N/mm?*

Wk, BERTRESR
Castiron GG 15- GG 40 50-120 80 0.10-0.20 0.18-0.32 0.30-0.38 0.35-0.45 0.40-0.50 0.45-0.55
GGG 42-GGG 70

TRETE AR

Stainniess , acid and heat

resistant steel , cast steel 50-80 70 0.07-0.14 0.12-0.25 0.16-0.25 0.20-0.28 0.25-0.32 0.30-0.35
lerratic (Ni < 2%) ball

bearing steel , anneated

ha%. £h%. FoskiEce

) 100-150 120 0.10-0.20 0.18-0.32 0.30-0.38 0.35-0.45 0.40-0.50 0.45-0.55
Atum\mum magneslum and zinc alloys
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Cutting Data For Solid Carbide Straight Shank Endmill With Standard Length
ERKEBRERASERMLTITIEISH

MgE (47)) 4z-Side milling

Ae
Ae<0.D (D <3 N
) € (D<@3) Ae <0.05D
Ae<0.2D (D < ¢3)
Depth of cut I/ Ap Ap <1.0D
Ap <1.5D L
W Hk A& TEN MER AR
TH#R CARBON STEEL (-30HRC) ALLOY STEEL TOOL STEEL HARDENED STEEL
Work material AISI 1049 SCM PRE-HARDENED STEEL (45-55HRC)
CAST IRON FC250 (30-45HRC) AISI H13NAK AISI H13
Dia n Vi n \2 n Ve
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

1 30000 900 20000 600 15000 180
2 15000 900 10000 600 8000 180
3 10000 900 7000 600 5000 180
4 7500 900 5200 600 4000 180
5 6000 900 4200 600 3200 180
6 5000 900 3500 600 2700 180
8 4000 780 2800 520 2000 160
10 3200 680 2200 450 1600 140
12 2700 620 1900 410 1300 120
16 2000 550 1400 350 1000 170
20 1600 490 1100 340 800 140
25 1300 400 900 280 650 120

o TEIRTVISABNNTERS SN, FRIFKEETEIRSEER,

o MBEMIHMS THLRENRNMEREZSARERNAERES, BEERELRRNHL RS,

o WMREBIHANMNI, BEKE 1/3HARELT,

e Incutting austenitic stainless , the use of non-water-soluble cutting fluid is esecially effecttive ;

e [f the rigidity of the machine or the clamping of the work piece is poor , or chattering is generated , please reduce the
speed and the feed proportionately ;

* When plunging, please set the feed at 1/3 or below of reference values .



mERKERBMERSEERLRITEISH

Cutting Data For Solid Carbide Straight Shank Endmill With Standard Length
NERERNERSESERILTNTIESH

FFiE (47)) 4Z-Slotting

Ae
g Ae=D Ae =D
De /;:i]fcut A LIDID = @) | A Ap < 0.00D ($0.5< D < d2)
’ Ap <0.2D (D = $2) | |Ap AP<01D (D > d2)

BN R aeW TEN FEN LR
TR CARBON STEEL (-30HRC) ALLOY STEEL TOOL STEEL HARDENED STEEL
Work material AISI 1049 SCM PRE-HARDENED STEEL (45-55HRC)
CAST IRON FC250 (30-45HRC) AISI H13NAK AISI H13
Dia n v, n v, n Vi
(mm) (min™) (mm/min) (min™) (mm/min) (min™") (mm/min)
1 30000 720 20000 480 15000 144
2 15000 720 10000 480 8000 144
3 10000 720 7000 480 5000 144
4 7500 720 5200 480 4000 144
5 6000 720 4200 480 3200 144
6 5000 720 3500 480 2700 144
8 4000 624 2800 416 2000 128
10 3200 544 2200 360 1600 112
12 2700 496 1900 328 1300 96
16 2000 440 1400 280 1000 136
20 1600 392 1100 272 800 112
25 1300 320 900 224 650 96

o TEIRVIEABNNTERS S, ERIFKEETEIRSEEI,

o MBEMIHMS THLRENRNMAEZSARIERTRRERES, BEERHERRNAHRE;

o WMREEAFAINT, BEEERE 1/3HLRELT,

e Incutting austenitic stainless , the use of non-water-soluble cutting fluid is esecially effecttive ;

e [f the rigidity of the machine or the clamping of the work piece is poor , or chattering is generated , please
reduce the speed and the feed proportionately ;

* When plunging, please set the feed at 1/3 or below of reference values .
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Cutting Definition And Calculation Of Carbide Alloy Cutting Tool
BRETTAENHEXRITE

2¥ HEAR
parameter Calculation Formulas

HwOER D (mm)

Mills diameter

BHEER n [min-1]

RPM n=V,. 1000/ (Dm)

PIHREE V. [m/min]

Cutting speed V=D .1. n/1000

FEHEE f, [nm/Z]

Feed rate per tooth =y (Boln)
FEHALS F [mm/rev)]
_ F=f,.Z
Feed rate per revolution
grmee e ,
HEEE V. [mm/min] W % el
Feed speed
& ElE i
SEYIHEIE Q [cm3/min] Q= a,.v.

Metal removal rate

ZETIRE a. [mm]
Radial depth of cut

HOYIR a, [mm]
Axial depth of cut

s WEASTENMSHENIXE THIIENR:
1. EMAIE): &K 0.02mm

2. 2RYIEl: &K 0.01mm

o REERERIVET), XFTRENENEMSRE, B26HEE, NS, MTIBRPAZTERIMEE, 28N IHEE.
BBKERD 20%, =EETJEZFED 50%

e The runout of solid carbide tool should reach following index:
1.Normal cutting: max is 0.02mm
2.High speed cutting: maxis 0.0Tmm

e Short end mills are recommended to reduce tool overhang amount, the shorter overhang is to be used and the high
rigidity will be higher, and it is not easy to produce vibration and deformation during machining, and machining accuracy

will be increased. If 20% of overhang length is reduced, 50% tool deformation will be reduced.

.49 .
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Difference And Selection Between Down Milling And Reverse Milling
JEEAN ¥ HE 8 ZE Bl FIER

uk

A

<= -

| TS ie) LR T[]

%% Reverse Milling 1% Down Milling

Iges, BTS2 RN, FHE, 18I 22/,

ERESMRERELNAREANES,

FERNHEINGEE, DESRESBREATHERFBYE, FFUAAEARMNIEBEN TH. (URLEBESE. 58, Bk, BEE. BREEE)
W??}W%EEQ%/ﬂEEI#Z@mE%E,ﬂﬁEMI%EﬁW%ﬁN%@ﬁM,ﬁ%ﬂﬁ%%ﬁﬁm,%ﬁﬁwﬁﬁﬁﬁ,%
HEEEES,

PHE, IBHERE, JATAFERINER, RINGFEELHIRAEMMIREEWL,

FEE, BTFHRIERELHNKFETITOSITHEREFRER, MUTESLIISREN—MERZELE, MR8 SR80
BRSHAERO—E,; RERERT, HNDNIHOKFEERNAE —ERENITIEFasREE, AMmBENEKRBERN, XiE
BMEy, $rEEFINIREH —ERE LNRETA,

FHEESHIBERBSN A BHEXAT R,

Cutting edge receives pressure stress when down milling, cutting edge receives tensile stress when reverse milling.

Compressive strength of carbide alloy is much better than its tensile strength.

When down milling by end mills, the cutter starts cutting from part surface each time, so it is not suitable for milling hard-skinned
part. (e.g. after heat treatment, nitriding, carburizing, coating, carbide alloy and so on)

When down milling, cutting from thick to thin, cutter and workpiece are squeezing together, friction between cutter and processed
surface is small when they slide relative to each other, so the wear of cutter is reduced, the surface hardening is reduced and
surface roughness is higher.

When reverse milling, chip becomes thicker from thin, strong friction produced by cutting, more heat and processed surface
hardening created than down milling.

When reverse milling, milling cutter acts on the horizontal cutting direction of workpiece which is opposite to workpiece feed
direction, so worktable ball screw and one side of screw nut are closely fitted. When milling force direction is the same as feed
direction during down milling, worktable will shifting when the horizontal force of the workpiece reaches a certain degree under
limit condition, so as to leave transmission clearance to the rear side, this periodic shifting will seriously affect processing quality
and damage tool to a certain extent.

Reverse milling is used for milling thin wall parts or square shoulder with high precision.





