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WHO
WE
ARE

COMPANY PROFILE

Incorporation Date : 28 June 2016
Register Capital : 3,000,000 Baht
Registration Number : 0135559012482
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We specialize in high-precision cutting tools with
excellent quality and high efficiency. To achieve the high-
est level of satisfaction, We are supported by world-re-
nowned brand manufacturers and we have been appointed
as their official distributor.
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LOOK BEYOND
OUR VISION & MISSION
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As a leading company in the Business Services industry.
Committed to success and sustainable growth.
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Focus on the selection of quality products to
satisfaction of our customers is of most impor-
tance.
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Develop a management system to provide fast
and efficient service.
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Create a sustainable partnership with customers

and suppliers.
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High Precision Drill M(‘S 7 t) (|S High Precision Tools

Tools for mICRO mACHINING Tools for mICRO mACHINING

I N D RILL Article Tool Drawing and Range Series | Article | Tool Drawing and Range Series
Steel Steel
Non- : Cast
Low/ Plastics High sS
% Ferrous . I
[“"'"“:][ -][ o][“"’:][ J["’"c]
1580-SN ..,_Z._."—".__ NG Fointing Orills F500-SN ' [hread Whirlers
. T581-5N o S
_ p0.050-5.00 M0.6-M1.6
@ =] AXIS || |2
. i ..|
: T579-SN wes Countersink Drills |~ F502-SN s ~ Thread Whirlers
Dia Tolerance 1
Uncoated : h6
N (o 60.20- 6.00 MI8 - M6
Coated : 20,003 l ;2;4 \ | éle ‘w_uml |f::i_fm':ﬂ]| ;
ol <040mm  pd 20 40mm
_ T3OT-SN Stub Length T302-5K Standard Length T303-SN Long Length - T301-SN ,me @ Taper
od _ 00 h6 I L [ | L . [302-SN INDRiLL Fo05-3N Thread Whirlers
00l o003 300 i1 38 T303-5N " W0.6-M16
0020 0063 300 02 % 00.015-3.00 MOG-HiLE
0,030 [+0.003) 300 0.3 38
0.040 (+0003) 300 04 38
0.050 (-0.004) 3.00 D5 a8
0060 (0004) 300 06 38
000 (0004 300 07 38 TSN — ]NDHILI:" S a :
0080 (0004) 300 i ki z * i 3847- NoTaVers
000 (0004 300 08 % T312-SN H'rﬁ:]SPm“mm >
01 300 08 3 10 38
0l 300 08 3 10 % T313-SN 60.30-3.00 40.05-020
01 300 10 30 15 38
013 300 10 38 15 38
04 .00 10 Kh 15 38
B15 100 1o i 70 18
0 00 10 3 20 8 T305-5C /T310-SC INDri. Cool
oy e i = 2 - TIGSC /TI0SE | e 112 Performance | C676-5N Chamfering Cutters
e 300 it » % 8 1325-SC /T330-SC - ravghCeclan
020 300 15 a0 25 38 00.80-6.00 rilis 83.00-600
021 100 15 3 25 38
022 300 15 38 25 38
023 100 20 a8 40 38
0.24 3.00 20 38 40 i8
05 300 20 1 40 38
0.26 300 20 38 40 a8 e -
027 300 20 3 40 3 ES00-SN 101 £1d Mils FA01-SN o ———— | S0t (s
028 300 20 38 40 38 -
029 300 20 1 40 18 15-2.
030 300 15 i a0 38 55 3 LR 04.00-6.00
IR} 3.00 15 18 a0 a8 55 a8
032 300 5 18 30 18 55 38
0.33 3.00 15 18 KEI] a8 55 38
0.34 300 15 38 30 18 55 18
035 300 15 3 30 i 55 38 .
036 00 5 i 10 3 55 38 F966-SN e —— [ F950-SN Teper End Mils
031 300 15 38 30 18 55 38 F967SN 2/ 4 Fute 2 Flute
038 300 15 38 30 i 55 38 SRE= 00050 - 6.00
0.9 300 15 38 10 1 55 k1 HE 80.20-6.00
040 300 15 38 10 38 6.0 18
041 3.00 20 38 40 Rh} 60 a8
047 300 20 38 40 ki) G0 38
043 300 20 18 40 38 a0 38
0.44 300 20 18 40 7 &0 38
3'3: 300 53 gg :g i ;g gg E305-SN e e Variable Helix BoeSN J— 55
. 300 . ; % ; e ] : - - i To
04 200 20 18 40 1 &0 3B E307-SN End Mills Digital Denistry
048 300 20 1 40 3 60 38 61.00-6.00 i
049 300 20 3 40 18 0 ] 80.30-400
050 200 20 18 40 18 50 38
051 300 25 18 10 18 50 38
052 300 25 18 40 18 60 a8
0.53 300 25 18 40 38 60 8
054 100 25 8 40 38 6 38 _ Ba””j:u E”d “|||) E lJ M” o
055 300 2 % 50 % 80 % B972-SN e — ’ E9B4-SN i—
056 300 25 K 50 B a0 38 ——— 4Flule P S . flute
057 100 75 1 50 38 a0 3 i
059 300 25 38 50 3 80 3 0 0.0 -6.00 6015 -0.50
059 300 25 18 50 38 80 3
1.60 | 300 25 38 | 38 80 38

04 05



High Precision Endmill

06

2 Flute
End Mills

E966-SN

Series Endmill

Series | Dia range (mm)

£823-SN
£305-5N ‘
E307-SN
EJ10-SN ‘
£966-SN
E967-SN ‘

£968-SN

B970-5N
B870-SN

B972-SN

G847-SN ‘

0.10-12.00

100-12.00

100-12.00

100-12.00

0.05-6.00

0.20-6.00

1.00-6.00

0.20-6.00

0.20-6.00

0.05-020

Description

Single Flute End Mills

High Performance
End Mills

High Performance
End Mills

High Performance
Square End Mills

2 Flute End Mills

4 Flute End Mills

3 Flute End Mills

2 Flute Ballnose
End Mills

4 Flute Ballnose
End Mills

Engravers

AXIS

Tools for mICRO mACHINING

Steel Steel
Non- : Cast
[Ungﬂ:deJ [FW‘J“SJ [Al‘fu'fehd] [ 8 ] [ Iron
[ ] [ ] q q

Titaniu

J(==(

Alloy

m

il

Nickel
Alloy
§

Lahl

e
-

JESE

vy

h10
0.05
0.08
010
0.20

0.30

0.50
0,60
070
0.80
0.90
1.00
120

140

180

200

2,50

300

400

5.00

6.00

0.1
015
0.15
0.25

0.2

03

04

06

06

09

08

12

1.0

15

18
14
21
1.6
24
18
21
20
3.0
24
36
28
42
30
45
32
48
36
5.4
4.0
6.0
a0
18
6.0
8.0
8.0
120
10.0
15.0
12.0
18.0

38

38

38

38

38

38

38

38

38

38

38

38

38

38

38

38

38

38

38

50

50

50

50

300

300

300

300

3.00

300

3.00

300

J00

3.00

300

300

300

300

3.00

3.00

3.00

300

3.00

6.00

6.00

600

6.00

A )I y
Tools for mICRO mACHINING

Bone Plates

High Precision Tools

XX XD

Operation  : Drilling and Chamfering Work Material : Titanium Alloys / Stainless Steel

o o . .
INDmiL Taper Lollypop Variable Helix
INDRiL 2 Flute End Mills Thread Whirlers Cutters End Mills
—————  p— — Y —e
311N

T312-SN E966-SN F505-SN B990-SN E305-SN

1313-SN E307-SN
i <«
Hip Implants o
'9" __

Operation  :Milling Work Material : CoCr Alloys / Titanium Alloys

o Variable Helix 2 Flute miCRO
INDRuE End Mills Ballnose End Mills Ballnose End Mills
l b, — # S,
T311-SN
T312-N E305-SN B70-SN BO72-SN
1313-SN £307-SN

Titanium

Platinum

Gold

Silver




Carbide EndMill Economy Serie+5.

3F SQUARE FOR AL

)DLC HRC 55| | &R @35 |§

|

D1 : —— d
. L L1

Diame Cive g

mm mm mm mm

1 3 4 50

1.5 = 4 50

2 6 4 50

25 8 4 50

3 9 3 50

3 9 4 50

3.5 11 4 50

4 12 4 50

5 13 5 50

5 13 6 50

6 15 6 50

7 20 8 60

8 20 8 60

8 24 8 60

9 25 10 75

10 25 10 75

10 30 10 75

11 30 12 75

12 30 12 75

i2 35 12 75

13 45 14 100

14 45 14 100

15 45 16 100

16 45 16 100

18 45 18 100

20 45 20 100

TSN HAC S5 A @35’ S|

Ea i

4F sQuUARE

P
M
= @
: e =
H -
L2
Diamete e Overall Le
mm mm mm mm
1 3 -4 50
1.5 5 4 50
2 6 - 50
2.5 8 4 50
3 9 3 50
3 9 B 50
3.5 11 -4 50
4 12 4 50
5 13 5 50
5 13 6 50
6 15 6 50
7 20 8 60
8 20 8 60
8 24 8 60
9 25 10 75
10 25 10 75
10 30 10 75
11 30 12 Fis?
12 30 12 75
12 35 12 75
13 45 14 100
14 45 14 100
15 45 16 100
16 45 16 100
18 45 18 100
20 45 20 100
FEATURES
; o1l @ Irregular helix angle
g
5 & AITIN-NANO
© 2
g v
§ e
By TiCN
N TIAIN
@ TiN
3 [Improved productivty with effective
400 600 800 1000 1200 1400

Oxidation start temperature (°C)

machining due to less vibration] a



Carbide End Mill Ball Nose

TF ForAL sl & @70
TISlN |[HRC.53 @ . @ | S R R<1.5 1. 5<R<3 R=3
= _ o . ‘ ' £ :
_’ ~ #:— Id I

_ Tol 0 0 0
7/ 7/ -0. 015 -0. 015 -0. 02
Applicable: spindle speed: 8000 rpm suitable for processing ; The rotational speed of tungsten steel material is above 15000rpm
materials: aluminium alloy doors and windows, curtain walls, plastic steel profiles, aluminium plate, etc.

m W W

P
M |
8*3*12*60 8*6*14 (35) *80 8*5*20 (45) *100 10*10*16*80 R
84" 12°60 8°7*14 (35) *80 8*6*16 (45) *100 10710730 (65) "100 - .
8*5*14*60 8*8*14*80 8*6*16 (60) *100 10*10*30*100 - D .. — Lo
86" 1460 8°8°20*80 8*6"20 (45) *100 10" 10°40" 100 =
8*7*14*60 8*8*30*80 8*6*30 (50) *100 10*10*30*120 - Le
8*4"14*80 8*4*16*100 8*8*30 (60) *100 10*10*40*120 L
8*5*14*80 8*5*16*100 8*8*16*100 12*12*30*100 m
8*6*14*80 8*6*16*100 8*8*30*100 12*12*30%120
8*7*14"80 8*4*16 (45) *100 8*8*45*100 12*12*40%120
8*4*14 (35) "80 8*5*16 (45) *100 8*8*30 (80) *120
8°5*14 (35) *80 8*5*16 (60) *100 8*8*30*120
Diameter Cutting Length Overall Length
2F Straight Flute = £l = it
= . ‘ 1 0.5 4 50
k-—*——wT =S——1 1.5 0.75 4 50
e = . ‘ - =
2.5 1.25 4 50
3 1.5 3 50
Diameter Flute Length | Overall Length Shank Diameter Flute Length  Overall Length Shank 3 1.5 q 50
b 2 [ b0 6 6 | 12 S0 6 35 1.75 4 50
b 15 50 6 6 I 15 50 b 4 2 4 50
[} 17 50 6 b 17 50 6
6 22 ' 50 6 6 22 50 6 ) 2.5 2 20
8 22 | B0 8 8 22 50 8 5 2.5 6 50
8 25 60 8 8 25 60 8 6 3 6 50
8 28 60 8 8 | 28 60 8 7 3.5 8 60
8 32 &0 8 8 | 32 60 8 8 4 8 60
8 B s e | 70 g 10 5 10 75
8 38 75 8 8 38 75 8
T e S 1 - -
8 52 90 8 8 52 90 8
8 62 | 100 8 8 L 62 100 8 16 8 16 100
8 72 120 8 8 72 120 8 18 9 18 100
8 100 150 8 8 100 150 8 20 10 20 100
10 32 | 75 10 10 32 75 10
10 42 8 10 10 42 85 10
10 52 100 10 I
10 62 110 10 o | 6 | M0 | 10
10 72 120 10 a 2 20 2
10 82 | 120 10 10 L 120 10 ;
0 105 150 10 10 105 150 10 y
12 52 100 12 iz 62 ik i2
12 62 100 12 12 62 100 12
12 72 | 120 12 12 72 120 12
12 82 120 12 12 82 120 12
- | 128 e




Carbide End Mills For Stainless Steel

4F Corner Radius

4F Square

0
‘NACOi wees e </ |I|S | e R ‘NACOl mces A/ D D=12 D> 12
J Il | : ' : Tol 0 0
Ill) ' f‘ f.' 'l{) ' /‘ f' -0. 015 ~0. 02
P
e d — xi e %
= = ;| E—— 1

n L

Diameter  Cutting Length Shank Overall Length

mm mm mm mm
1 3 4 50
1.5 4 4 50 _ _
> 6 2 50 Diameter Radius  Cutting Length Shank Overall Length
2.5 8 4 50 mm mm —mm mm mm
3 8 2 2 1 0.2 3 4 50
3 8 4 50
1.5 0.2 5 o 50
35 10 4 50
4 12 4 50 2 0.2 6 4 50
5 13 5 50 2 0.5 6 4 50
5 13 6 50 25 0.2 8 4 50
G 15 6 50 2.5 0.5 8 3 50
< 20 8 £0 3 0.5 8 3 50
8 20 8 60 3 0.2 9 4 50
9 25 10 60 0 §_ 9 50
10 25 10 75 3 . 4
11 30 12 75 4 0.2 10 4 50
12 30 12 75 4 0.5 10 4 50
14 45 14 100 4 1 10 4 50
16 45 16 100 5 0.5 13 5 50
;3 2 E 2 N S R B 0
_ 5 0.5 13 6 50
i 5 1 13 6 20
- . . . 6 0.2 15 6 50
Suitable for stainless steel. cast iron high-efficiency processing series. Excellent vibration resistance 6 0 g 15 6 50
The special tool design is very suitable for stainless steel, cast iron materials processing ‘ ' . ' 6 1 1 5 6 5 0
@ amtable for efficient processing of high- 8 0.5 20 8 60
ardness steel parts.
8 1 20 8 60
Can process stainless steel 10 05 2> 10 >
quenched and tempered steel and 10 1 25 10 5
generally heat-treated steel. 12 0.5 30 12 75
12 1 30 12 75

O Suitable for finishing.




Carbide End Mills HRC bb CMTeéc Carbide End Mills HRC 60

CESM3-A / CES3-A CEBS2.A MESS2-A /| MESM2-A MEMHM4-F /| MEMH4-F

M520 ULTRA CARBIDE END MILLS- Square Type- 2F- Micro M520 ULTRA CARBIDE END MILLS FOR STAINLESS- High
Diameter Helix- Square Type- 4F

Y T EIP 10009 m:

"YT

@ 05

BEMER Bright Firishing —
IR Bright Firshing =5 LML Bright Frishing - :::i:::mmm 6
{1\l P o AR Firishing o e & '
s o A z e oores ° nE Ak £ BE | e
7R mi —p * 7iE i 25 P8 | mmowmmw Dlmeter | Langm | OAL Ta: |[Cmiouete
7 : 2R SIBLET WA ¥ e 25 e BT ; Cutting Shank ‘ '
Diameter E::;’E OAL. 5;?:“ Coated Order No. R Cutting OAL Shank | o Order No. Diameter L Reigth OAL. Dia, | Coated Order No. 3.0 8 50 4 MEMHMA40300F
: Length Dia. o = = e MESS20020A 4.0 10 50 4 | MEMHM40400F
2.0 5 50 4 CESM30200A 0.1R 0.4 50 3 CEBS20010A 0‘25 0'5 o 3 T
25 6 50 4 CESM30250A 0.15R 0.6 | 50 3 CEBS20015A 0' o 0' - 5 5 MIESS20030A 4.0 10 50 6 | MEMH40400F
3.0 8 50 4 CESM30300A 0.2R 0.8 | 50 3 CEBS20020A 0'35 0'7 = 3 e 5.0 13 50 6 MEMH40500F
3.5 9 50 4 CESM30350A 0.25R 1.0 | 50 3 CEBS20025A i o = 5 VESS20040A 6.0 15 50 6 | MEMH40600F
4.0 10 50 4 CESM30400A 0.3R 1.2 | 50 3 CEBS20030A 0'50 1'0 = 5 AR 8.0 20 60 8 MEMH40800F
0.35R 14 | 50 3 CEBS20035A 0-60 1'5 co 5 MIESS20060A 10.0 25 75 10 | MEMH41000F
20 9 %0 ) CES30200A 0.4R 16 | 50 3 CEBS20040A e 55 = - S 12.0 30 75 12 MEMH41200F
25 6 50 6 CES30250A 0.45R 18 | 50 3 CEBS20045A 0'30 2'0 = 3 MESS20080A
3.0 8 50 6 CES30300A 0.5R 20 | 50 3 CEBS20050A — =R = z R
3.5 9 50 6 CES30350A 0.6R 2.4 | 50 3 CEBS20060A 1'00 3'0 o - VESS20100A
4.0 10 S0 6 CES30400A 0.7R 2.8 _ 50 3 CEBS20070A 1'50 4'0 = : R
45 1 50 6 CES30450A : :
5.0 13 50 6 CES30500A CEB3-A 2.00 5.0 50 3 MESS20200A MES4-A
55 14 50 6 CES30550A =50 &8 2 2 WESIPOPA M520 ULTRA CARBIDE END MILLS- Square Type- 4F
. 3.00 8.0 50 3 MESS20300A R -
1Y J0069SSE
0.20 0.4 50 4 MESM20020A -
0.25 0.5 50 4 MESM20025A
CELFM4-A /| CELF4-A | CEFF4-A 0.30 06 0 4 MESM20030A L
- 0.35 0.7 50 4 MESM20035A !
\ 0.40 0.8 50 4 MESM20040A
0.50 1.0 50 4 MESM20050A
—3 . EHIR Bright Finishing o]
. @ @ @ @ 09 0.60 15 50 4 MESM20060A pre s &
Cutting | . L Oright Fnlatieg. | ; 0.70 20 50 4 MESMZ20070A i Semi Fnishing []
% Finishing - —
st o 0.80 2.0 50 4 MESM20080A TEEE Foushing
% Roughig (o]
) HiE Cﬁig R S'f:fk HIRET R Diameter Length O.AL. Dia. Coated Order No.
R Length AL Dia. Coated OrderNo: 3.0 8 50 6 MES40300A
s o 1.0R 4 50 6 CEB30100A 35 9 50 6 MES40350A
188t Finisning o 1.5R 6 50 6 CEB30150A MESS4-A | MESM4-A 4.0 10 50 6 MES40400A
b 9 20R 8 50 6 CEB30200A 45 11 50 6 MES40450A
25R 10 50 6 CEB30250A M520 ULTRA CARBIDE END MILLS- Square Type- 4F 5.0 13 50 6 MES40500A
78 | A | 2R | g | mmmmen - - - - — LYY Y 55 14 5 6 | wesiosson
Diameter Langth OAL. o Coated Order No. Citing | custng. 6.0 15 50 6 MES40600A
: CEBML4-A /| CEBL4-A 6.5 16 60 8 MES40650A
1.0 5 50 4 CELFM40100A 70 s o 5 MESI0700A
20 10 50 4 CELFM40200A m ?'5 18 &0 8 MESA0750A
i'o L p : cEt:MmamA P ™ ! 8.0 20 60 8 MES40800A
9 = £ . # Lt : @ @ 05 85 20 75 10 MES40850A
M Eright Fnshing [=) 9.0 22 75 10 MES40900A
i'g ;‘; gg : gEt:m:: :: ::::M g 9.5 22 75 10 MES40950A
= = = - TR . | b rooti - 10.0 25 75 10 MES41000A
6.0 30 75 6 CELF40600A : / nE Lt L = i 4 SEECR I
/ ; e Cutting E Shank BEETIRIRSE 11.0 25 75 12 MES41100A
1gg ﬁ 1£ 130 ggtiﬁg: Diameter Length O.AL. Dia. Coated Order No. 15 25 75 12 MES41150A
A BIER Bright Firiahing O
12.0 45 100 12 CELF41200A [ Friong Lo 1.0 3 S0 3 MESS40100A 120 30 » 12 MES41200A
14.0 70 150 14 CELF4140014A e 9 15 4 50 3 MESS40150A L S L 1 RESAIORTIAL
14'0 5 A T TR B ouion == 20 5 50 3 MESS40200A 14.0 30 75 14 MES4140014A
= 7 15, 1
16.0 70 150 16 CELF41600A ¥E CJJE 28 S‘fiﬁ BTG 25 g =2 = S 20 o % i HESAIH0A
utting T ank 3.0 8 50 3 MESS40300A 16.0 35 100 16 MES41600A
18.0 75 150 20 CELF41800A R Length oA Dia. LGeed Qtdor Ho- T 5 5 5 R
222 :: :3 22 gitzggi 1.0R 4 75 4 CEBML40100A 5 ; - Z ESva0100A 200 a5 100 % VIES42000A
- 1-125: : 75 : gzzng:;ﬁ 15 3 50 4 MESM40150A 25.0 45 100 25 MES42500A
5 75
2.0 5 50 4 MESM40200A
10.0 55 100 10 CEFF41000A 1.75R 7 75 4 CEBML40175A
2.5 6 50 4 MESM40250A
12.0 55 100 12 CEFF41200A 20R 8 75 4 CEBMLA40200A 30 s 0 " MESMA0300A
16.0 80 150 16 CEFF41600A -
200 90 150 20 CEFF42000A 30R 2 75 s CEBLA0300A 23 2 ) a WEERMA08 A

14 15
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CUTTING EFFECTED LENGTH=3xd
X 5H18° ZRAE  oIURE -

3 Drill, Tip Angle =118°

request.

X Bt 7B AEREMEREE -

ison

X Special Tolerance( ¢ )is on request.

!

’}S.M,J T

'<.-A 1¢3L;:§r 5"?\.“' \3

ort Flute

@ (@

mfd J.‘ET:-I(eranoe % P _ @ @ @ @ 51
; . B7IETHEMRR HTARZT B IRR
WF ﬁﬁﬁ %LE ﬁf 7JF§H Uncoated Coated
Order No. Order No.
3.0 16.0 46 3.0 2 CDS20300 CDS20300F
34 16.0 49 3 2 CDS20310 CDS20310F
3.2 18.0 49 3.2 2 CDS20320 CDS20320F
33 18.0 49 3.3 2 CDS20330 CDS20330F
3.4 20.0 52 3.4 2 CDS20340 CDS20340F
35 20.0 52 3.5 2 CDS20350 CDS20350F
3.6 20.0 52 3.6 2 CDS20360 CDS20360F
3.7 20.0 52 37 2 CDS20370 CDS20370F
3.8 22.0 55 3.8 2 CDS20380 CDS20380F
3.9 22.0 55 3.9 2 CDS20390 CDS20390F
4.0 22.0 55 4.0 2 CDS20400 CDS20400F
4.1 22.0 55 4.1 2 CDS20410 CDS20410F
4.2 22.0 55 4.2 2 CDS20420 CDS20420F
4.3 24.0 58 4.3 2 CDS20430 CDS20430F
4.4 24.0 58 4.4 2 CDS20440 CDS20440F
45 24.0 58 4.5 2 CDS20450 CDS20450F
4.6 24.0 58 4.6 2 CDS20460 CDS20460F
4.7 24.0 58 4.7 2 CDS20470 CDS20470F
4.8 26.0 62 4.8 2 CDS20480 CDS20480F
4.9 26.0 62 4.9 2 CDS20490 CDS20490F
5.0 26.0 62 5.0 2 CDS20500 CDS20500F
5.1 26.0 62 5.1 2 CDS20510 CDS20510F
5.2 26.0 62 5.2 2 CDS20520 CDS20520F
53 26.0 62 5.3 2 CDS20530 CDS20530F
5.4 28.0 66 5.4 2 CDS20540 CDS20540F
55 28.0 66 5.5 2 CDS20550 CDS20550F
5.6 28.0 66 5.6 2 CDS20560 CDS20560F
5.7 28.0 66 5.7 2 CDS20570 CDS20570F
5.8 28.0 66 5.8 2 CDS20580 CDS20580F
5.9 28.0 66 5.9 2 CDS20590 CDS20590F
6.0 28.0 66 6.0 2 CDS20600 CDS20600F
6.1 31.0 70 6.1 2 CDS20610 CDS20610F
6.2 31.0 70 6.2 2 CDS20620 CDS20620F

CMTéc
MSHIDA1-A /| MSHIDA2-A /| MSHIDA3-A

ULTRA CARBIDE MULTIPURPOSE THREAD MILLS-17/2/
3TEETH- HELIX FLUTE(DRILL-CHAMFER-THREAD)- HARD
MATERIALS CUTTING- INTERNAL(ISO Metric)

i O POO OO Ess

cbC

\.J
J

RBIDE CENTER DRILLS

>0S >em-

N |“L1

b ) -
d : d
T - 3

Ta |
n k '
_/:_ 1 A_b /\ diFE) Tolerance( 2338}
Myl [ +0.02
on |@E | 7@ | T 28 | mE | @e | T | sEemes TE HE 2E we | 0 %?iﬁé?%
Thread | Pitch | Dia. L2 L D c Teeth Coated Order No. d L1 1 D OrderNo
M0.8 |0.20 | 0.60 2.4 50 4 0.10 1 MSHIDA100604-020A 1.00 16 32 3.0 | CDC010060
M09 |0.225| 0.66 | 27 | 50 | 4 | 042 | 1 | MSHIDA100604-022A 125 19 32 30 CDC012560
M1.0 (025 | 0.73 3.0 50 4 0.15 1 MSHIDA100704-025A 1.60 2.4 32 4.0 | CDC016060
M12 |025 | 092 | 36 | 50 | 4 |045| 1 |MSHIDA100904-025A 2.00 29 0 50 CDC020060
M14 030 | 105 | 42 | 50 | 4 | 019 | 1 |MSHIDA101004-030A 250 36 45 60 |  CDC025060
M1.6 |0.35 1.21 | 4.8 50 4 0.22 1 MSHIDA101204-035A 3.00 3.9 60 8.0 CDC030060
M20 040 | 155 | 60 | 50 | 4 |025| 1 |MSHIDA201504-040A 315 39 60 80 |  CDC031560
M25 |045 | 200 | 7.5 50 4 0.29 1 | MSHIDA202004-045A 4.00 5.0 75 10.0 : CDC040060
M3.0 |050 | 244 | 90 | 60 | 6 |033| 1 |MSHIDA202406-050A 5.00 63 75 120 | CDC050060
a0 070 | 320 120 | 60 | 6 | 045 | 1 | MSHIDA203206-070A
M5.0 |0.80 | 400 |150 | 60 | 6 | 053 | 1 | MSHIDA204006-080A
ME.0 |1.00 | 4.85 ! 18.0 75 6 0.65 2 MSHIDA304806-100A
CSHI2-A CRD4 / CRD6
MICRO GRAIN CARBIDE DRILL- THREAD- CHAMFER- HELIX oc M - REAMERS- Short Flute- 4/6F

FLUTE- INTERNAL(ISO Metric)

se0scm-

& 42
L1 INd
e S —
d2 s
L2 | N
| | |
M m._
N L d(4E) Tolerance(/2%)
/.. 62 +0.004
ﬁmrb £l 6< +0.005
Exterrd
R 4 TIETRBARSR
Thread | %8 | 70 d2 | L1 | L2 | Nd | NL ER AE| SERESR g A& | AR £ | WE | AW EIUn:oatﬁ
Pitch | Dia. L | D | Coated Order No. d L1 L2 L D F
BFM Order No.
M6 [1.00| 50[4.85 1.0 [145| 66| 95| 60 | 8 | CSHI205008-100A 298 | 150 20 50 40 4 CRD40298
M8 [1.25| 68|645 1.3 |18.2| 9.0|16.8| 75 | 10 | CSHI206810-125A 299 | 150 20 50 40 4 CRD40299
M10 |1.50 | 8.5(8.08| 1.5 |23.4|11.0|11.6| 80 | 12 | CSHI208512-150A 300 | 150 20 50 4.0 4 CRD40300
M12 [1.75(103[9.74| 1.5 |27.1[135[17.9| 90 | 14 | CSHI210314-175A 301 | 150 20 = AO TG CREGOS0]
302 | 150 20 50 40 4 CRD40302
CEFM-D / CEF-D
CARBIDE END MILLS FOR COMPOSITES- Square Type
LaS CEC2-A

@ (5] 67

g Eight Fnshing | = ‘
i Fnishing. —
ik Semi Firsshing | o
iz g 2R mE DIA SEIRETER 4R
d L1 L D Coated Order No.
40 20 60 4  CEFMB80400D
60 25 60 6  CEF110600D
80 25 60 8  CEF140800D
Lo SN . S| S 0 |NICERIonn
120 | 32 100 2 CEF171200D

=
Dy Ew..o.u
[tting.

MICRO GRAIN CARBIDE V-pointed END MILLS- 2F

>SS Ee

QEE!F————w-

[ A= | Tolrance(a®)

[ e | e |

E& . nE WE | TR
Tip Di?m‘fm Cutting 025_ Shank Coated
Angle Length AL Dia. Order No.

90 3.0 6.0 50 6 CEC2030090A
%0 4.0 8.0 50 6 CEC2040090A
90 5.0 10.0 75 6 CEC2050090A
%0 6.0 12.0 75 6 CEC2060090A
120 3.0 6.0 50 6 CEC20300C0A

Carbide Tools
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Turning Inserts ' LTHUAREAL H IHUAREAL Turning Inserts

55°DNLIL]

Working condition: @ Stable & Average 1 Tough

L LA o0
Q Steel seon e ° b
;ﬁ M stainless steel ° el
5 - e
g o Cast iron @
§ Non-ferrous metal L)
Heat resistant super alloys Sl
Titanium alloy
Dimension (mm) cvD PVD mﬁmm&
Processing  Insert shape Type gfﬁﬁﬁﬁ&&ﬂ&ﬁ?&ﬁoa!o%
LE | IC s DI | RE phobabororrNnaxeor
[ i o o i o o o o o o o o o o ol e o 0
IIIIIIIIIIIIIII|II
DNMG150404-GC | 155 | 127 | 476 | 516 | 04 [rxs k% |
Finishing DNMG150408-GC = 155 | 127 | 476 | 516 | 0.8 |4 % % % #
ey Working condition: @ Stable & Average n Tough I ] ‘ ] !
o DNMG150404-GF 155 | 127 | 476 | 516 | 0.4 | %+ % ¢
0 Steel ee Rl o ° o | "Stlusitnniutntiiofhns B P FUUSMI MR I It - B08 hal B B BN W .
_ — > DNMG150408-GF | 155 | 127 | 476 | 516 | 08 |# % 3 * %
. 5 [ EINIsnIn ~ > 1
g M Stainless steel o | [wi® © &  oweisossGF | 155 | 127 | 635 | 516 | 04 [f k% K %
R e N I O I L S O I I e O L L e S [ P S P S R S IR O BN e DR N eN | e
£ W
; 0 o » DNMG150608-GF | 155 | 127 | 6.35 | 516 | 08 |i % % % 3
S - DNMG110412-GM 116 | 9.525 476 | 3.81 | 1.2 |3 % ¥ % i
Non-ferrous metal L 1 L I oo gt || e ||| s || e ||| s || = G -0 B B B N
2 b HERERERNEN DNMG150404-GM | 155 | 127 | 476 | 516 | 04 |4 * % % %
Heat resistant super alloys oo DNMG150408-GM 155 127 @ 476 | 516 | 0.8 [& k & k #
Titanium alloy Semi- . ; | ! :
_________________________ . ] i DNMG150412-GM | 1565 | 127 | 476 | 516 | 1.2 | % 7 k i
Dimension (mm) CVD PVD &mCerrneJ finishing > SIS ee L T o b L S B
_ DNMG150604-GM 155 127 | 635 | 516 | 0.4 | % ¥ % i
Processing  Insert shape Type BLRLBRB88R 88 ogloB DNMG150608-GM | 155 | 127 | 635 | 516 | 0.8 | % % * &%
o oy g (] g oy g oy g O e O] T = |
LE | 1€ | S | DI | RE nooxoo-oktrbibXX0O- DNMG150612-GM 1565 127 | 6.35 | 516 @ 1.2 [fr % % % %
rI I rIrI|rXrIr¥rXErrrIr I rrx
| ! : J e e e . DNMG150404-BM | 155 | 127 | 476 | 516 | 04 7
CNMG120404-GM | 129 | 127 476 516 04 x4k % DNMG150408-BM 155 127 | 476 | 516 | 0.8 % K
Dt eI A T S R PR g et Semi- | ~Cgm>>. | DNMG150412-BM | 155 | 127 | 476 | 516 | 12 ‘e K
CNMG120412-GM | 129 | 127 | 476 | 516 | 12 Jrxxkx | | | finishing V‘&J . DNMG150604-BM 155 | 127 | 635 | 546 | 04 | | x|
Semi CNMG160606-GM | 161 |15875| 635 | 635 | 08 |y % % X ¥ DNMG150608-BM | 155 | 127 | 635 | 516 | 08 Yok
m- s O | o oolclieEeielEin ]| R Il B N EE N |
finishing _CNMa160612-GM | 16.1 ]15'87_5 635|838 | 12 Peksekk | ] DNMG150612-BM 155 127 | 635 | 516 | 1.2 | i *
CNMG160616-GM | 161 |15875| 6.35 | 635 | 16 | %k % DNMG 150404 1655 | 127 | 476 | 516 | 04 *
 CNMG190608-GM | 193 | 1905 | 635 | 7.04 | 08 |jeksek s | | B . DNMG150408 - 155 | 127 | 476 | 516 | 08 | "B B REBER R
| CNMG190612-GM | 19.3 | 1905 | 635 | 794 | 12 stk | | | Castiron | DNMGs0412 | - 155 | 127 | 476 | 506 | 12 | " NN NR
CNMG190616-GM | 19.3 } 19.05 | 635  7.94 16 % % 4 Kk i machining . DNMG150604 - 155 127 635 | 516 04 | B B B R EE
CNMG120404-BM 129 127 | 476 | 516 04 7 K DNMG150608 | 155 | 127 | 635 | 516 | 0.8 *
Semi- - 476 | 516 | 08 | | B . | DNMG 150612 165 127 635 | 516 | 1.2 *
finishing 476 | 516 | 1.2 e
e e T [ B e R W Recommended grade < Available grade
. + Recommended grade 5% Available grade Apphcable t°°l5
Applicable tools : S § S
P —— — — " | KAPR:93° " { KAPR:62.5° { KAPR:93° 1 { KAPR:62.5° ‘:
{ KAPR:75° ' { KAPR:95° ' { KAPR:95° 4 g g g g l
Page: AB0 ;1 | Page: A0, . Page: A66 , - Page:A67 |
L. ol i i A A it Page: ABS PDJNR/L PDPNN MDJNR/L MDPNN
PCBNR/L PCLNR/L MCLNR/L
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Turning Inserts ' LTHUAREAL H IHUAREAL Turning Inserts

Working condition: @ Stable W Average & Tough

90°SN[L]L] 60°TNLILI

Working condition: @ Stable & Average # Tough 0 Steel ol : e
Steel O - ° 'Y . = ' = '
_ 0 = Wi Ic E M Stainless steel e
& : olé 5 |9
§ M Stainless steel ° s . ‘3 . =
I Cast iron
: | Qo= - | ° : "
: ron
1 g o RE L S Non-ferrous metal o9
-
S Non-ferrous metal LAt Heat-resistant alloy
. Heat resistant super alloys — — Ticniam alloy il
i & [ Y ] T B o = | |
Titanium alloy Basic dimension (mm) CvD PVD CE:,? j:d | Cermet
Dimension (mm) CVD PVD Cemetle o et i '
aite | " Machining | |nsert shape Type SR IR ] P P
i T 0w N W W Wwn Wi Ww N ww O type LE IC S DI RE SE%SEEF‘QH’HEQUU
Processing  Insert shape ype Ow—mmc‘:w—mow—mwmwgggm' e i L e s - S -
LE IC S DI RE SEEQEEZEKF:EE%sz:i & T sk T lEE| T [l T j6kd T I%) T (i35 T
[ o o i w i o oSl o i o i o o o o o g o o i s i o
L LA I IfE I EIZE I LTI T I 3 J
7 , _ | Finishing TNMG160404-GF 165 | 9525 | 476 | 3.81 | 04 % 3t *
Finishing| /P __SNMG120404-BF | 127 | 127 | 476 | 516 | 04 | | . N . TNMGL60408-GF | 165 | 9.525 | 476 | 381 08 * % %
Lu SNMG120408-BF 127 | 127 | 476 | 516 08 x% B B B @ | | e e e e e = [ o o i &
| |
| SNMG120404-GM | 127 | 127 | 476 | 516 | 04 [ExEExER I B M B B W i — ﬁ' TNMG160404-BF | 165 9525 | 476 | 381 | 04 K
1 » , -
Sl Mo NNy I 8 0 BB | L5800 TNMG160408-BF | 165 | 9.525 | 476 | 3.81 | 08 # *
finishing SNMG120412-GM 127 | 127 | 476 | 516 1.2 [% %k ¥ kof == ' {- S ===aang
o : 05 | 6. 94 | 12 [rkdok
[ SGIINaE oM [ ASES 199 OB e | T e X ] e & TNMG160404-GM 16.5 J 9525 | 476 381 | 04 % ¢ %k
. ﬁ_* * e s B = = = <= 00 e B ey e ——————————————— e - — — et — — SR JO A e - - _
SNMG190616-GM _| 19.05 | 19.05 | €35 | 7.94 1.6 = . Semi- TNMG160408-GM 165 | 9525 | 476 | 3.81 | 08 * i %
< o s | AR b
= B it e o B BT R e e e S Va8 T B | finishing TNMG160412-GM 16.5 ] 9525 | 476 | 3.81 @ 12 % i %
i = . _ . . . _ % | | | | | W | oo sdoo oo e et
rs_e';]‘ d 9| | SN\MG120408-BM | ° 127 | 127 | 476 1516 | 08 g 4 W W W T T | TNMG220412-GM 22 127 | 476 | 516 @ 12 % ¢ %
inishin a8 SNMG120412-BM 127 | 127 | 476 | 516 12 3
—_— eitlemB biatdll B0 | 476 |2 . . _ I A a TNMG160404-BM 165 ‘9.525 476 | 381 | 04 e
' . | Semi- 2 ~ TNMG160408-BM 165 | 9525 | 476 | 381 | 08 | + %
_____ SNMA120404 [ 127 | 127 1476 1516 | 04 i B H™H B B & W & finishing Z:-..I ,_)..I\. TNMG160412-BM 16.5 Jg.szs 476 | 381 | 12 4 ¥
SNMA120408 127 | 127 476 | 516 | 08 * [ — — I i SN fent .20 T
SNMA120412 127 | 127 | 476 | 516 | 1.2 * TNMA160404 165 9525 476 3.8l | 0.4 *
Cas:]_'r?“ precShisisoete T BBt eps eSSl ol B of B W B W W [ R TNMA160408 | | 165 |9525| 476 | 381 | 08 | x| | |
machinin * jeisstiieentatiiEReSseEE . v = = = |
g SNMA150612 15875 15875 635 635 12 _ — TNMALEO412 165 9525 | 476 | 381 | 12 x
SNMA150616 15.875/15.875 6.35 | 635 | 16 : machining eS| TNMA220408 | 22 | 127 | 476 | 516 | 08 | + B N
_____ SNMA190612 | 19.05 _T_Q:[_’fr’____‘“:_"_3_5_’____7_'_9‘_‘?__.___‘_'_2_________________;__________________ . TNMA220412 | 22 127 | 476 516 | 12 % | T
SNMA190616 19.05 | 19.05 6.35  7.94 | 16 R sl s iEE .
SNMM190612-GZ 19.05 | 19.05 | B6.35 7.94 1.2 * * T T 1
| _ .
- SNMM190616-GZ | 19.05 | 19.05 635  7.94 | 16 * % | Fugh S sl et e
machining | SNMM190624-GZ | 16.05 | 19.05| 635 | 7.94 | 24 [kiikil | B B B B 0 , machining - | TNMG160412-GR | . 165 | 9525 | 476 | 381 | 12 |# % | | 1T 7
SNMM250924-GZ | 254 | 254 | 9525 9012 | 24 | * % R @ 00T EEEEBE -
SNMM250932-GZ | 254 @ 254 9525 912 32 @ Kk Kk
i ! 5 Recommended grade Available grade
4 Recommended grade <7 Available grade Appllcable tools * & * g
Applicabletools — — ———
JP S ——— R —— B o B ——— { KAPR:90° 4 KAPR:60° % { KAPR:90° { KAPR:90° b KAPR:93° % KAPR:90"
[ KAPR:75° i [ KAPR:45° KAPR:75° " KAPR:T5° " { KAPR:75° { KAPR:45° } | ' : ' i i !
L pegess ) W Pagecass, | WP pageass! i W pagerzji WO pagearz) i WP pagerars
. Page:ASL .. PageiAbl, . Page:A62; Page:A68 /. Page: A3/ PageeA / PTENR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTFNR/L
PSBNR/L PSDNN PSKNR/L MSBNR/L MSKNR/L MSDNN
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Turning Inserts ' LTHUAREAL H IHUAREAL Turning Inserts

Q se HHE s | sis
° 5
i) . () e e
35 VB&VC D D Working condition: @ Stable & Average # Tough ﬁ M Sttioiess St | | e v
QSteel oo ? o g (9 costion :
_ 2
§ M stainless steel bt e s Non-ferrous metal oo
E Heat resistant super alloys " e ®
g 0 Cast iron : Titanium alloy | L _
:3 ‘ Dimension (mm) cvD PVD [a“’_EJcm
S Non-ferrous metal L | carbide
Heat eSStk alloy o “ype | Insertshape Tyee | number BN ALLRR8L5 g8
Titanium alloy | ofteeth| IC |PDX PDY| S | D1 PNA S oo eRhhodnnseis
o ; Cemented, EIEIFIEIIEIEITTET:s
Basic dimension (mm) CVvD PVD carbide | Cermet | | _ | | _
Machining — = 16ER100ISO | 1.00 |9.525 0.7 | 0.7 | 3.52 40  60° % *
Insert shape Type i) w mn w0 o nlw 0l b o 1 ; - - : .
= 16ER125IS0 | 1.25 |9.525 09 | 0.8 | 352 40 | 60° * *
Bpe te |1ic | s [ o |re|an |5 38538585 E883S (TGERI2SISO | 125 |9.525) 09 | 08 | 352 40 | 60°
“H-EBoE8 - HoHHE T6ERTS0ISO | 150 |9.525 10 | 08 352 40  60° o
_ - e T e 16ER175150 | 1.75 19525 1.2 | 09 |3.52| 4.0 | 60° ¥ %
VBGT160402-AK ‘15.5 9.525_415‘ 44 | 02 | 50 % S | | e N 2 ] L, N S
- = : - - 16ER2001S0 | 2.00 |9.525 1.3 | 1.0 | 352 40  60° ok
VBGT160404-AK 16,5 9.525 4.76 44 | 04 | 50 * ¥ - ; - :
......................... 1][‘ i~ 16ER250150 | 250 9525 15 | 1.2 | 352 4.0 6 1 *
VBGT160408-AK 165 9525 476 | 44 | 08 | 5.0 * External 5 - : - |
~veotioaozak  |1oleas(sasl 28 oz lzol T | thread Eﬁ Il W e Wl Ll ] B B _ * 2
Finishing =l ssinaid B B i S s =ty S e L - I . Bl == | 22ER3501S0 | 3.50 f12.700! 23 | 16 4.55[ 5.0 | 60° i ¥
. VCGT110304-AK l%l_-*?,_ﬁ_-35 | 3:13] 2'8_[ 9‘4_‘ LS O N U O . 4 R 22ER400ISO | 4.00 12700 23 | 1.6 | 465 50 60° | e
... NCGT160402/K | ?;5:5_,?:5_?_5_!_?:?5_ a8 WEa) ) b B | x> 0 22ER450IS0 | 4.50 12700 2.4 | 1.7 '4Zss'i"'5'.d'i”sbé' BB EERBLEO
[_____‘{Q?I%‘?P_"'_Q‘_‘:’?‘E____J_%?:?__?’:???_._f‘;??_]__“_-_”f____?_-i‘__‘___?;‘? ______________________________________ x| 22ERS00ISO | 5.00 12700 24 | 17 | 465 50 e0° | | wox
| VCGT160408-AK 165 9525 476 44 | 08 | 7.0 * | 22ERSS0ISO | 5.50 12700 25 | 1.6 | 465 50 | 60° v %
| VBMTLI0304TM 110 635 318| 28 | 04 | 50 k ok | ok | | 226R60050 | 600 12700 27 | 17 | 465 50 60 | anG
l VBMT160404-TM [15.5 9,525 4.75] 4.4 [ 0.4 \ 50 % ¥ % # % Operation Pitch/ - BB E W
VBMT160408TM | 165 9.525 476 44 | 08 | 50 1k ¥ % % type HESLShepR Tipe number BrRNALLNR8L2K8egon
_______________________________ e e e == e == e | ofteeth| IC |PDX |PDY| S D1 | PNA DXL EEESD EQ%%‘:‘:’E
Sermi- o[..._v_B_M_T_l_ss}sfl%fw____l_%sa_--f’_ 9525 476| 44 | 12 | 50 k wok | - wex || FEFTFIFIFIFIRIEIE
finishing | VCMT110304-TM _11._0[5.35:3.18 28 |04 [ 70 ke vwok| | | Ak | | | i 1 Tiiraoaeo. | 100 163 ] 07 | 07 | 305 3, EEEEEFEER
‘ _ VCMT110308-TM lll'o_\_535..3'13_l 28 [_0»8 ‘ 7o fkwk | owokl ] T uRi2sso | 125 |63s| 09 |08 |305| 32 60| 00 | x|
_ VCMT160404-TM }?:§_|_?;5_??_|_f‘_-?_5_ 4404 |70 Pkwok | wk| 1IRIS0ISO | 150 | 635 1.0 | 08 | 305 32 e | | a%x
| veMTIo008TM | 1659525 476 | 44 | 08 | 70 [k kx| wek || jemicoso | 100 |es2s 07 | 07
VCMT160412-TM | 16,5 |_9.525| 476 | 44 | 12 | 70 ke k| | ek | || | 16IR125IS0 | 125 9525 09 | 08
% Recommended grade s Availzble grade _T6RIS0S0 | 150 9525 10
16IR175I1S0 1.75
memal gy | 16R20050 | 200 9525 13 | 1.0
thread NS & | 6R2s050 | 550 9. 51
: 16IR300IS0 | 3.00 '
Applicabletoots & odg» . N 0000 fanee e i
22IR3501S0 3.50 _
N 22IR4001 4.00
{ KAPR:93° : (22IR400IS0 | 400 |
| | 22IR450150 | 4.50
22IR5001S0 | 5.00
Y Paee AT 22IR5501S0 | 5.50
SCOO-SVQCR/L SOIO-SVUCR/L
E’ KAPR:107.52 'i i KAPR:93" } Internal thread
i E ; E Internal thread
:.\ Page: A8 ,r’: Page:ABll,ﬂ: 307
SOO-SVQBR/L SCIO-SVUBR/L

1%47"
External thread

o External thread External thread

7"
External thread

External thread
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B o

PTA16R150-S

24

shallow groove machining

shallow groove machining (profile)

Pipe-

stripping
machining

THF16R025-005

THF16R150-010
THF16R175-010
THF16R200-010

THF16R225-010

THF16R250-010
THF16R300-010

THF16L025-005

THF16L050-005

THR16R200-100R

THR16R300-150R

THR16L200-100R

THR16L300-150R
THR22R100-050R

THR22R200-100R
THR22R250-125R
THR22R300-150R

THR22L150-075R

THR22L.200-100R

THR22L400-200R
SPUB190409-BG

SPUB190412-BG
SPUB190415-BG
SPUB190420-BG

SPUB190425-BG
SPUB190432-BG

Parting &

grooving

Back
turning

Ultra
finishing

Ultra
finishing

Ultra
finishing

Pipe-

stripping
machining

PTA16R200-S

PTA16L150-S

PTA16L200-S

PTA16L300-S
PTA16R150-S-16R

PTA16R200-S-16R
PTA16R300-S-16R
PTA16L150-S-16R

HBS15R4005
HBS15R4015

WBGT060101L-XF
WBGT060102L-XF

WBGTO060104L-XF

TNGG160404R-XS

TNGG160404L-XS

TNGG160408L-XS

TBGTO60101R

TBGTO60101L

TBGT060102R
TBGT060102L

TBGT060104L
HDUB250414-BG

HDUB250417-BG

 HDUB250422-BG

HDUB250430-BG

HDUB250450-BG

051 Hh i
HADSTO

Drilling Inserts

® Good working condition @ Normal working condition s Bad working condition

CVD Coating | PVD Coating Cating
Parameters
Specification
Shape Description .
ﬂm{mﬂaﬁﬂm:m& 2|
BEEaEen 3889050
IC ‘ T ‘ r l ad ‘ a I‘I :|:|I:|::|:'I T T|z|z = x| (mm) (mm/r)
SPMG050204DG 115 4.3 0.8 45 16.5° EiE . 0.04-0.15
' SPMG060204DG 9.8 4.3 0.8 | 4.05 | 17.5° v 0.04-0.16
| ‘ . SPMGO7T308DG 7.94 | 3.97 | 0.8 | 2.85 |15.5° v 0.04-0.20
— SPMG090408DG 6 [2.38| 0.4 | 261 14° v 0.06-0.25
SPMG110408DG 5 238 | 0.4 | 225 | 14° | 0.06-0.28
2
® Good working condition @ Normal working condition nBad working condition
. : Cutting
CVD Coating | PVD Coating Prar s
Specification
Shape Description
nin|mmnlolonlolo|—nnn Ap Fn
HNNMHN!NHNI"‘!I"‘!N\NN
GaEaBEsannan
IC ‘ i l r ‘ ad ‘ a TELIZEL LT 2D EE (mm) (mm/r)
WCMX030204 5,56  2.38 0.8 2.8 T L 0.04-0.15
WCMX030208 5,56 |238| 0.8 | 2.8 7 L 0.04-0.15
WCMX040204 6.35 2.38 | 0.8 3 7 v 0.04-0.16
.f'\ WCMX040208 6.35 | 2.38 0.8 7 [ 0.04-0.16
WCMX050308 7.94  3.18 0.8 3.4 7 L4 0.04-0.20
WCMX06T308 9525|397 | 0.8 | 3.8 7 v | 0.06-0.25
WCMX080412 12,7 | 476 | 1.2 | 4.4 7 v 0.06-0.28

A
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Insert For Aluminum Wheel CBPTools @ CoBPTools Insert For Aluminum Wheel Hub

GDMABLOE-AL b4 W 3000 &.00 - &89 - 400 -
A-type processing I ]
‘[""‘=" I
GDMAB4DE-AF b4 kS 30.00 | &.00 = 6,89 = 4.00 =
L4
e ’ B 7._ = - _ A B-type processing
- 27 ({. _ GIP600-300-AL * 18.00 | 6.00 = 650 = 3.00 =
- 3 .
""J ,FF \\
\ H 7 b
D-type processing . ‘ R b
W v b %
s r i* "
* J e * GIP&00-300-LHC * 57 18.00 | &.00 - 6.50 = 3.00 =
b . %
A I 4
-
r’ 3
GIPATYZ-36V-1.2-LH +* 3000 | &.00 - 7.00 - 1.20 -
Aluminum
wheel hub H
machining
VCGT160408-N3 L3 - - 2.525 | 476 4,40 0.80 7
-
/’ﬂ VCGT160412-N3 * - - |9525| 476 | 440 | 120 | 7
( g VCGT220530-N3 * - - 1270 | 554 55O 3.00 7
VCGT220030E-N3 " * - = 1270 | 556 | 5,60 | 3.00 7
Large rake angle, shlarp culting edge with open Large rake angle, sha..rp cutlingedge with Large rake angle, sharp culling edge with VCGT160408-N1 * B B o595 | 476 | 440 | 120 4
chipbreaker closed chip breaker dosed chipbreaker
VCGT1604172-N1 L3 .525 | 4.76 4,40 1.20 7
a7
VWCGT220520-N1 & 1270 | 5.56 5.50 2.00 7
YCGT220530-N1 * k- 1270 | 556 | 5,50 | 3.00 7
VCGT220630E-N1 * 7 1270 | 556 | 5,60 | 3.00 7
VCGET160412-LHK * # = 9.525 | bbe | b0 | 1.20 7
Large rake angle, shamp cutting edge with open Large rake angle sharp cuttingedge with
chipbreaker closed chilp breaker Largsrake-angls, large clsaranceangls /@;7 VCGT220530-LHK % * 1270 | 556 | 550 | 300 | 7
i
= / VPGT220576-LHK & 1270 | 556 5.50 1.60 11
- I
R‘ VPGTZ220612E-LHC * = = 1270 | &35 | 5,50 | 1.20 11 =
[1:] {
— L] :
éJ"" % 2 g4
. \ r
Wave mode chip pocker, sharp cutting edge Sharp eutting edge, wide chip pocket Lerdsrakearale shampcingedae willionen

chip breaker
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Insert For Aluminum Wheel

Grooving and Cut-off Series Inserts

“
GDMALDO

VCGTOO

“

GDMALCIO
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R right hand knife
L left hand knife
Pictured: right hand knife

Rright hand knife
L left hand knife
Pictured: right hand knife

H1

R/L:
R right hand knife
L left hand knife
Pictured: right hand knife
R (444
u H
oD
E
k3 13 _
/ o
L
R/L:
R right hand knife

L left hand knife
Pictured: right hand knife

TKF12R/L100-S 1.00 | 3.00 | 870 | 5.00 0 | c.05
TKF12R/L150-5 1.50 | 3.00 | 870 | 5.00 0 | 0.05
TKF12R/L200-5 200 | 3.00 | 870 | 5.00 o | cos
TKF12R/L250-5 250 | 3.00 | 870 | 5.00 0° 0.05 %
TKF16R/L100-S 1.00 | 4.00 | 9.50 | 5.00 0° | 005
TKF16R/L150-5 1.50 | 4.00 | 9.50 | 5.00 0° | 005 1 :
TKF16R/L200-S 2,00 | 4.00 | 9.50 | 5.00 o* | c.05
TKF16R/L250-S 250 | 4.00 | 9.50 | 5.00 0 | c.os
TKF12R/L100-5-16DR 1.00 | 3.00 | 870 | 500 | 1&° | c.05
TKF12R/L150-5-16DR 1.50 | 3.00 | 870 | 500 | 16° [ 0.05 *
TKF12R/L200-5-16DR 2.00 | 3.00 | 870 | 500 [ 16° | 0.05
TKF12R/L250-5-16DR 2,50 | 3.00 | 870 | 500 [ 16" | 0.05 * qﬁ
TKF16R/L100-S-16DR 1.00 | 400 | 9.50 | 500 | 1&° | 0.05 *
TKF16R/L150-5-16DR 1.50 | 4.00 | 950 | 500 | 16° [ 0.05 o @ \\
TKF16R/L200-S-16DR 200 | 400 | 9.50 | 500 | 16° | 0.05 *
TKF16R/L250-5-16DR 250 | 4.00 | 9.50 | 500 | 16° | 005 *

TGF32R/L-100-010 2.525 3.18 4.40 2.00 1.00 0.10 b3
TGF32R/L-200-010 2.525 3.18 4.40 2.00 2.00 01¢ R 3
TGF43R/L-100-010 12.70 476 5.50 4.00 1.00 010 *
TGF43R/L-200-D010 12.70 476 5.50 4.00 2.00 01o e

ZGF7R100 556 | 736 | 5.56 | 3.08 | 258 | 100 | 0.20 *
L
ZGF7R150 556 | 7.36 | 5.56 | 3.08 | 258 | 150 | 0.20 * '_ilél g
ek
7GF7R200 556 | 7.36 | 5.56 | 5.08 | 2.58 | 200 | 0.20 * J [/ i
21 5
ZGF7R250 556 | 736 | 5.56 | 308 | 258 | 250 | 0.20 *
ZGFER100 5.56 10.16 6.15 3.87 2.58 1.00 0.20 +
ZGF8R150 556 | 1016 | 6.15 | 3.87 | 2.58 | 150 | 0.20 *
ZGFaR200 5.56 10.16 6.15 3.87 2.58 2.00 0.20 +
7GF8250 556 (1016 | 615 | 3.87 | 258 | 250 | 0.20 * LA
-
ZGF9R100 6.35 12.95 7.74 4.66 2886 1.00 0.20 * :E
ZGFIR150 635 | 1295 | 7.74 | 466 | 288 | 150 | 0.20 * :
ZGF?R200 6.35 12.95 T.74 4.66 2.86 2.00 0.20 +
ZGF9R250 635 [12.95 | 7.74 | 266 | 286 | 250 | 020 *




Millimg Insert CoBPTools @ CoOBPTools Cermet Inserts

Mold Machining Mill APMT Series Insert

Application |Geometries Shape BPJ6215 BPJ6225 BPJ6315 Feed speed Drepth of axial cutting
L 51 TNGG160402R-51 * * 0.08-0.2 0.1-0.8
TNGG1604021L-51 * * 0.08-0.2 0.1-0.8
&
TNGG160404R-51 * * 0.08-0.2 0.1-0.8
TNGG160404L-S1 * * 0.08-0.2 0.1-0.8
TNGG160408R-51 * +* 0.08-0.2 0.1-0.8
TNGG160408L-51 * * 0.08-0.2 0.1-0.8
P1 TNGG160402R-P1 * # 0.03-0.15 0.2-1.0
TNGG160402L-P1 * % 0,.03-C,15 0.2-1.0
\ TNGG160404R-P1 * & 0.03-0.15 0.2-1.0
APMT1135PDER-M2 M2 | 62 | 35|28 | 08 O I S I I (S I
P APMT1604PDER-M2 | 172 | 93 |276 | 44 | 08 el x| x|e|*]| == L TNGG160404L-P1 * = 0.03-C.15 0.2-1.0
TNGG160408R-P1 * i 0.03-0,15 0.2-1.0
APMT1135PDER-EM M2 | 62 | 35|28 08 * * S —— * ” — —
e
APMT1604PDER-EM [ 17.25| 2.3 | 53 | 44 | o8 +* * i
TNGG160402R-C1 * * 0.12-0.25 0.8-1.8
TNGG1604021-C1 * & 0.12-0.25 0.8-1.8
APMT1135PDER-H2 112 | 62 | 35 |28 | 08 O T T I I (R I
g APMT1604PDER-H2 | 1715 | 9.3 | 476 | 44 | 0.8 | w | x| | w | %] e | = TNGGTA0A04R61 * ® G025 w18
APMT1604PDER-H6 | 1715 | 9.3 | 476 | 44 | 3.1 * * S TNGG1480404L-C1 * E 0.12-0.25 0.8-1.8
Precision-ground
insert
TNGG160408R-C1 * & 0.12-6.25 0.8-1.8
TNGG160408L-C1 +* & 0.12-0.25 0.8-1.8
SNGG120402R-C1 * i 0.12-0.25 0.8-1.8
XOMT1202R6-MM | 11,47 [ 518 | 2 |238| 6 | 05 * * * | @ | | SNEeRREAR L] ¢ % bl BiB-18
XOMT1503Re-MM | 151 | 6.83| 28 |31e| 8 | os e * x|, i SNGG1264021-C1 * * 0.12-0.25 0.8-1.8
KOMT19T3R10-MM | 19.04 | 859 | 35 397 10 | 1 w * x| BB L & i B B
: YNGG160402R-C1 * & 0.12-0.25 0.8-1.8
W VNGG160404R-C1 * b 0.12-0.25 0.8-1.8
TPGHORC202 -5 * # 0.03-0.12 0.1-0.8
TPGHO90202L-5 * # 0.03-0.12 0.1-0.8
SPKN1203FDSR-SU - - 1270 | 218 | 2.0 1.0 A R \ SRR % 5 s G
SPKN1504EDSR-SU = 2 15.88 | 4.76 | 2.60 | 1.20 v |k | w | ok | % | v | w
! TPGH110302L-S % % 0.03-0.12 0.1-0.8
TPGH110304-5 * * 0.03-0.12 0.1-0.8
TCGT110202L-5 * # 0.03-0.12 0.1-0.8
TCGT110204L-5 * # 0.03-0.12 0.1-0.8
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HSS Forming Taps For Steel

HSS Spiral Fluted Taps For Non-metal

Type:s £
- />>\
| ' t

fl Ln

F

L

=
%ﬁ— - =y 5 o m
|_|_‘_] L
© High-speed steel material; 2P chamfers,for blind hole @ High-speed steel material;
@YCTC50 coating, smqoth chip removal, excellent wear resistance. 4P chamfers,for through hole O TICN-AL coating, excellent wear resistance.
© Suitable for processing non-ferrous metals, ADC, AC, ZDC, MC,
Cu. BSC. etc. © Suitable for processing carbon steel and alloy steel below 30HRC.

EO0B800=0 7]
v | .
4p 25 -

M2X0.4 P2 2.5P 7 80 9 6 3 25 5 2 --

M2x0.4 P2 25P 7 100 g & 3 25 5 2 M1x0.25 RH4 1: 32 45 = J 3
M2.5x0.45 P2 2.5P T 80 9 6 3 25 o 2 M1x0.25 RH4 P 2 31 15 - 3 25 3
M2.5%0.45 P2 25p T 100 g9 6 3 25 5 2 M1.2%0.25 RH4 AP 1 12 45 =y 3 2.5 3

M3x0.5 P2 2.5P T 80 12 T 4 32 6 3 M1.2%0.25 RH4 2p = 31 35 Ee 3 2.5 =

M3x0.5 P2 2.5P T 100 12 7 4 Ll 6 5t M14x0.3 RH4 ap 1 37 65 a 3 25 z]

M3x0.5 P2 2.5P 7 120 12 7 4 32 6 3 B R4 2p S - — 25 3

M3Ix05 P2 2.5P 7 150 12 T 4 33 6 3 M16X0.35 RH4 4p 1 37 g o 3 2.5 3

M3.5X06 P2 235 T Mk 7 % 2ok 5 3 M16X0.35 RH4 2p SIS e — 25 | 3

M3.5X0.6 P2 2.5P T 100 13 7 4 3.2 6 3 ML7%0.35 RH4 4p 1 37 8 = 3 25 3

M3.5X0.6 P2 2.5P T 120 13 i 4 32 6 3

M3.5%0.6 P2 25p T I o 3 m;;; 2‘35 E:: iE i igf‘ ? A B i ;? 2

M4 x0.7 P2 2.5P 7 80 14 i 5 4 i 3 i ;

M4X 0.7 P2 25 T I R e s 4 7 3 Lt RHS i 200 IS8 el il e 2T

M4 X0.7 P2 2.5P 7 120 14 7 5 4 7 3 M2.3x 0.4 RHS 4P 1 4 10 =3 2o 3

MaX0.7 09 55p 7 150 14 7 5 4 7 3 M2.3x04 RHS 2P 2 435 10 = 3 2.5 3

M5X08 P2 2.5P 7 8 16 9 55 45 7 3 M2.520.45 RS 45 L 45 13 =k b 3

M5x0.8 P2 2.5p 7100 16 9 55 45 7 3 M2.5x0.45 RH5 2P 2 45 13 = 25 3

M5X0.8 P2 2.5P 7 120 16 9 55 45 7 3 M2.6x0.45 RH5 4P 14 13 - 3 25 3

M5%0.8 P2 2.5p 7 150 16 9 55 45 7 3 M2.6%0.45 RH5 2P 20 43s 13 - 3 2.5 3

MEX 1 P2 2.5P 7 80 195 95 6 45 7 3 M3x0.5 RHT 4p 1 50 16 = 4 3.2 6

MEX1 P2 2.5P T 100 195 95 6 4.5 T 3 M3x0.5 RHT 2P 2 48 16 =i 4 32 &

Mex1 P2 2.5P 7 120 19.5 9.5 6 45 7 3 M3.5X0.6 RHT 4p 1 50 16 = 4 32 6

MEX1 P2 2.5P T 150 19.5 95 B 45 ié 3 M3.5x0.6 RHT 2R 2 48 16 — 4 3.2 6

MTX1 P2 2.5P 7 100 13 10 6.2 5 8 3 M4 X 0.7 RH7 4P 1 57 18 = 5 4 7

MTX1 P3 2.5P 7 120 13 10 6.2 5 8 3 M4 0.7 RHT 2P 2 55 18 = 5 “ T =
MTX1 P3 2.5P 7 150 13 10 6.2 5 8 3 M5=0.8 RH7 4p 1 66 20 £ 55 45 7

M8 X 1.25 P3 2.5P % 100 72 15 6.2 5 8 3 M5%0.8 RH7 2p 2 63.5 20 = 5 45 7

M8 1.25 P32 2.5P 5 120 22 15 6.2 5 8 3 MEX 1 RH7 4P 1 69 27 — 6 45 7 2
M8Xx1.25 P3 2.5P 5 150 22 15 6.2 K] 8 3 M1 RHT Ip b Bt 27 = 6 45 i 2
MBx1 P2 2.5P 5 100 22 15 6.2 5 8 3 i . . . .
ST P3 25p 5 120 93 15 62 5 8 3 Tolerances under 6H standard. Other tolerances and Special tap chamfer custom are available. More details, Please check with point of sales.
MEx1 P3 2.5P B 150 22 15 6.2 5 8 3

M10Xx1.5 P4 2.5P 5 100 24 19 7 55 8 3

alloy steel | carbon steel| high carbon | <HRC35 ‘ sus

alloy steel

carbon steel | high carbon | <HRC35 SUS FC FCD AL Cu ADC Ti Ni >HRC35
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HSS Spiral Pointed Taps For Stainless Stee

HT Straight Fluted Taps For Cast Iron

Type:3

—ke R
- l ;

| | [ue
L

© High-speed steel material;
© YC-T50 coating, excellent wear resistance.
© Suitable for gray cast iron, ductile cast iron mass continuous processing

© High-speed steel material;
©YC-200 coating, suitable for difficult to machine stainless steel,
excellent processing characteristics and wear resistance.

D Suitable for stainless steel 200 series, 300 series, etc. threading, high processing accuracy

Unit:mm . . Unit:mm

. (mm) Dimensions -.-.—
L fl In d k
66 16 9 55 45 T

Troe
. M5X0.8 P3 2.5P 3 3
Ei;iészs Ei ?E i ii ;: g ii ; g M6 1 P3 25p 3 69 19.5 95 6 45 7 3
MLAX03 b1 5p 1 37 9 3 25 3 2 MTx1 P3 2.5P 3 78 13 10 6.2 5 g 3
ML6%0.35 ) 5p 1 37 ] 3 25 3 2 M8x1.25 P4 2.5P ) T0 22 15 6.2 5 8 3
M2X0.4 P2 5p 1 45 11 3 25 3 2 M& =1 P4 2.5P 5 70 22 15 6.2 5 8 3
M2.5%0.45 P2 5p 1 45 12 R 3 95 2 D) M10* 1.5 P5 25P 5 75 24 19 T %) 8 4
M3X0.5 P2 5p 3 50 12 7 4 32 6 3 M10x1.25 P4 2.5p 5 75 24 19 7 55 8 4
M3.5%0.6 P2 5p R 7 4 32 6 3 M10x1 i = ol 3 [ER 197 3.5 8 %
M4 x0.7 P2 5p 3 57 14 7 5 4 7 3 M12x1.75 P5 2.5P L 82 29 17 85 6.5 9 4
M5 0.8 P2 5P 3 66 16 9 [ 45 7 5 M12x1.5 P5 2:5P 5 82 29 17 85 65 9 4
MEX1 P2 5p 3 69 19.5 95 6 45 7 3 M12 % 1.25 P5 2,5P 5 82 29 17 8.5 6.5 9 4
M7 X1 P3 5P 3 78 13 10 6.2 5 8 = M12x1 P4 2.5P 5 82 29 17 85 6.5 g 4
M8x1.25 P3 5o 5 70 22 15 62 5 8 3 M14x2 P& 2.5P 5 88 20 31 10.5 8 11 4
M8 X1 P3 5P 5 70 22 15 6.2 5 8 3 M14 % 1.5 P5 2.5P ] 88 20 31 105 8 IE 4
M10x1.5 P4 5P 5 75 24 19 7 55 8 3 M14%1.25 P5 25P 5 88 20 31 10.5 8 11 4
M10x1.25 P3 5P 5 75 24 15 7 55 8 3 M14 %1 P4 2.5P =] 88 20 31 105 8 11 4
M10x1 P3 5P 5 75 24 19 7 55 8 3 M16x2 P6 2.5P 5 50 20 32 125 10 13 4
M12X1.75 P4 5P 5 82 29 17 85 6.5 9 3 M16x1.5 P5 2.5P 5 90 20 32 125 10 13 4
M12x1.5 P4 5P 5 82 29 17 85 6.5 9 3 M16x1.25 P5 2.5P 5 90 20 32 125 10 13 4
M12x1.25 P4 5P 5 82 29 17 85 6.5 9 3 M16x1 P4 25P 5 90 20 3, 125 10 13 4
M12xX1 P3 5P 5 82 29 17 85 6.5 9 3 Tolerances under 6H standard. Other tolerances and Special tap chamfer custom are available. More details, Please check with point of sales.
M14x2 P5 5P 5 88 20 31 10.5 8 11 3
M14x1.5 P4 5P 5 a8 20 31 10.5 8 11 3
M14x1.25 P4 5P 5 88 20 31 105 8 11 3
M14x1 P3 5P 5 88 20 31 105 8 11 3
M16X2 P5 5P 5 95 20 2 125 10 13 3 m K K \ \ \ S S H
M16x1.5 P4 5P 5 a5 20 32 125 10 13 3 — I R
M16x1.25 P4 5p 5 95 20 32 125 10 13 3 alloy steel | carbonsteel| high carbon | <HR(35 ‘ Sus FC FCD AL Cu ADC Ti Ni >HRC35
Ml6x1 P3 5P 5 95 20 32 125 10 13 =
Tolerances under 6H standard. Other tolerances and Special tap chamfer custom are available. More details, Please check with point of sales. - = = = - [ [ - - - - - -

alloy steel | carbon steel | high carbon | <HRC35 ! SUS FC FCD AL Cu ADC Ti Ni =>HRC35
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Carbide Taps Non-metal HT Straight Fluted Taps For Cast Iron

Type:s

.'_Ln
T
L
L
Typess ;
|| _1_I‘ Type:s {
1 [ —— =
L . fusf
L
© Solid carbide material.
© Suitable for high-speed, long tool life mass production. © High-speed steel material;
(@) Various coating selection, suitable for Aluminum alloy, Magnesium alloy, @ YC-T50 coating, excellent wear resistance.
Copper alloy, Cast Aluminum, Cast Zinc alloy. © Suitable for gray castiron, ductile cast iron mass continuous processing

threading, high processing accuracy

[ : | .
080 | m
Unitmm L
’ Unit:mm

66 16 9 55 4.5 7

M4 0.7 P2 25P 13 63 13 8 45 34 6 3

M5 0.8 P2 25P 13 70 15 10 6 45 8 3 M5%0.8 P3 25pP 3 3
MEX 1 P2 2.5P 13 80 7 13 6 49 8 3 M6 X 1 P3 250 3 69 195 95 & 45 7 3
M7X 1 P3 25P 3 80 17 bz 7 55 8 3 M7 %1 P3 2 5p o 78 13 10 632 g g 3
M8x1 P3 25P 5 90 16 19 8 62 9 3 M8x 125 P4 25p 5 0 2 15 62 5 8 3
M8 125 P3 25P 5 90 16 19 8 6.2 9 1] M8X1 pa 25p 5 70 29 15 62 5 g 3
M10x1.5 P4 25P 5 30 18 21 10 g 11 3 M10X15 L JEp g 75 24 19 7 55 g 4
M10%1.25 P3 25p h 80 18 21 10 8 11 = M10X1.25 P4 25p 5 75 2 19 - o5 g 4
WMiZX115 F4 M. B . - 3 M1051 P4 250 5 5 24 19 7 55 8 4
mi;i 1’;5 E: iig 2 ig g : g ; ig i M12x1.75 P5 2.5P 5 82 29 17 a5 6.5 9 4
Ml4><2' P5 2:5P 6 110 % o 1 9 12 3 M12x1.5 P5 2.5P 5 82 29 17 8.5 6.5 9 4
MI4%15 P4 95p 6 110 7 N 11 9 19 3 M12x1.25 PS5 25p 5 82 29 17 85 6.5 9 4
M14% 125 p3 25p 6 110 2 _ 11 9 1 3 M12x1 P4 25p 5 82 29 17 85 6.5 9 4
M16x2 P5 25p 6 10 27 - 12 9 12 3 Mltece He A 8 2 el s 9 Lk 4
MIEX 15 P4 35p 5 110 ) = 12 9 12 3 M14 1.5 P5 25p 5 88 20 31 10.5 8 11 4
M16%1.25 P3 5P 6 110 18 — 12 g 12 3 M141.25 P5 2.5P 5 88 20 31 10.5 8 11 4
M18x25 P6 25p 6 125 30 = 14 11 14 4 M14x1 P4 2.5P 5 88 20 31 10.5 8 11 4
M18x2 P5 25P 6 125 26 — 14 11 14 4 M16x2 =) 25P 5 90 20 32 125 10 13 4
M18x1.5 P4 25P 6 125 25 = 14 11 14 4 M16%1.5 P5 2.5P 5 90 20 32 12.5 10 13 4
M20%2.5 P 25p 6 140 32 — 16 12 15 il M16x1.25 P5 25P 5 90 20 32 12.5 10 13 4
M20x2 P5 25P 6 140 27 = 16 12 15 4 M16x1 P4 25P 5 50 20 32 125 10 13 4
M20x 1.5 P4 25P 6 140 25 = 16 12 15 4 Tolerances under 6H standard. Other tolerances and Special tap chamfer custom are available. More details, Please check with point of sales.
M22%2.5 P& 25P 6 140 32 £ 18 145 17 4

M22x2 P5 25P 6 140 27 - 18 145 17 4

M22x15 P4 25P 6 140 25 = 18 145 17 il

M24%3 P& 25P 6 140 34 - 18 14.5 17 4

M24 2 P5 25P 6 140 7 == 18 145 17 4

M24X 1.5 P4 2.5P 6 140 27 = 13 145 17 4

M2TXx3 P& 25P 6 160 36 = 20 18 19 4

M30%3.5 By 25P 6 180 40 == 22 18 21 Il

Tolerances under 6HX standard.Other tolerances and Special tap chamfer custom are available. More details, please check with point of sales.

alloysteel | carbonsteel| high carbon | <HR(33 sus FC FCD AL Cu ADC Ti Ni >HR(33

<HRC35 SUS

alloy steel ‘ carbon steel | high carbon
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Carbide Rod Coolant Holes ONL NI Carbide Rod Coolant Holes

Sintered [F ‘ e Sintered

r . - --... = = = =S ._ = %
o = = o - ‘_i L
TR Length
Lead Length

123  +0.6~+1.2 +0.15~+0.45 ¢12(h6) 1.40 *0.15 5.85 +0.40 6530 330
123 +0.6~+1.2 +0.15~+0.45 ¢12(h6) 1575 =0.20 5.85 *+040 6530 330
123  +0.6~+t1.2 +0.15~+t0.45 &12(h6) 170 £0.20 6.30 +£040 6530 330

D(mm) Sintered Ground d(mm) TOL. TK(mm) TO L(+5mm) AK46 AK40
D(mm) d{mm) 3 TK(mm) L. PITCH L{#5mm)
42 +0.0/+0.2 ®4(h6) 080  +0.10 1.9 +0.20 330 » S'"terEd R"“ghG””d Gm”"d
33 +0.4~+1  +0.05~+0.35 $3(h6)  0.40 +0.10 120 +0.10 1632 330
5.2 +0.0/+0.2 ¢5(h6) 0.80 +0,10 1.92 +0.20 330 [ ]
43 +0.4~+1 +0.05~+0.35 4(h6)  0.60 +0.10 130  £0.10 21.77 330
2 0/+0.2 h 1. +0.1 2.90 +0.2 330
g 00t 6 hel o0 P 020 e 43  +04~+1 +0.05~+0.35 o4(h6) 050  +010 165 +0.15 2177 330
72 +0.0/+0.3 $7(hé) 100  £0.10 3.40 +0.30 330 ® 43  +04~+1 +0.05~+035 ¢4(h6) 070  £0.10 210  £0.15 2177 330
8.2 +0.0/+0.3 $8(h6) 1.00  +0.10 3.85 +0.30 330 & 53  +0.5~+11 +0.05~+0.35 ®5(h6)  0.70 +0.10 240  +015 2721 330
9.2 +0.0/+0.3 9 (h6) 1.40 +0.15 3.85 +0.30 330 ® 6.3 +0.5~+1.1 +0.15~+0.45 ¢6(hs) 0.50 +0.10 1.60 +0.15 3265 330
63  +0.5~+1.1 +0.15~+0.45 ¢6(h6 0.50 +0.10 1.80  +015 3265 330
102 +0.0/+0.3 10(h6) 140  +015 4.85 +0.30 330 ® P6(he)
63  +0.5~+1.1 +0.15~+045 ¢6(h6)  0.60 +0.10 130  +0.10 3265 330
11.2 +0.0/+0.3 ¢11(h6) 1.40 +0.15 5.85 +0.40 330 [ ]
63  +0.5~+1.1 +0.15~+0.45 ¢6(h6)  0.70 +0.10 240  +015 3265 330
2 HWDe  p12(h) DI e e e =040 9 * 63  +05~+L1 +0.15~+045 @6(h6) 080  +010 270 +020 3265 330
132 +0.1/+0.4 13 (h6) 175 4020 5.85 +0.40 330 ® 63  +05~+1.1 +0.15~+045 @¢6(h6)  0.90 +0.10 260 +020 3265 330
14.2 +0.1/+0.4 ¢14(h6) 1.75 +0.20 6.85 +0.40 330 @ 73 +0.5~+1.1 +0.15~+0.45 @7(h6) 1.00 *0.10 3.50 +0.30 38.09 330
— o -+ =
" +0.1/40.4 15(h6) TENET s o 330 ° 83  +40.6~+1.2 +0.15~+0.45 ¢8(h6)  0.70 +0.10 240  +015 4353 330
83  +0.6~+1.2 +0.15~+0.45 ¢8(h6)  1.00 +0.10 310  +030 4353 330
16.2 +0.1/+0.5 16 (h6) 2.00 +0.20 7.85 +0.40 330 &
83  +0.6~+1.2 +0.15~+0.45 ¢8(h6)  1.00 +0.10 340  +030 4353 330
+ 7.85 i 330
465 H.1/405  @L7(he) 200/ =020 =l b 83  +0.6~+L2 +0.15-+0.45 @8(h6) 1.00  +0.10  3.80 +030 4353 330
182 +0.1/+0.5 $18(h6) 200 020 8.85 +0.40 330 ® 83  +0.6~+12 +0.15~+0.45 o¢8(h6) 115  +0.15 370 =030 43.53 330
19.2 +0.1/40.5 19 (h6) 200  +020 8.85 +0.40 330 ® 83  +0.6~+1.2 +0.15~+0.45 @8(h6)  1.25 +0.15 380  +030 4353 330
93  +0.6~+1.2 +0.15~+0.45 @9(h6)  1.40 +0.15 450  +0.30 4897 330
212 +0.1/+0.5 $21(h6) 250  +0.30 9.80 +0.40 330 ®
103  +0.6~+1.2 +0.15~+0.45 ¢10(h6)  0.80 +0.10 240  £015 5441 330
222 +0.2/40.6 22 (h6) 2.50 +0.30 10.80 +0.50 330 ®
103  +0.6~+1.2 +0.15~+0.45 ¢10(h6)  1.00 +0.10 350  £030 54.41 330
232 +0.2/+0.6 $23 (h6) 2.50 +0.30 10.80 +0.50 330 ® 103  +0.6~+1.2 +0.15~+0.45 @10(h6) 1.40 +0.15 4.50 £0.30 54.41 330
242 +0.2/+0.6 $24 (h6) 3.00 +0.30 11.75 -+£0.50 330 [ ] 103  +0.6~+1.2 +0.15~+0.45 ¢10(h6) 1.30 +0.15 4.80 030 5441 330
25.2 +0.2/+0.6 $25 (h6) 3.00 +0.30 1175 +0.50 330 o 10.3 +0.6~+1.2 +0.15~+0.45 ¢|10{h6} 1.40 =0.15 4.90 +0.30 54.41 330
+0.6~+ + ~ +0, ;i = ) :
%5 02408 026 (16} v Bios e e 55 ° 113  +0.6~+1.2 +0.15~+045 ¢11(h6) 1.40 0.15 4.90 030 59.86 330
113  +0.6~+1.2 +0.15~+0.45 ¢11(h6) 1.40 +0.15 570 +040 59.86 330
28.2 +0.2/+0.6 $28 (h6) 3.00 030 13.75 +0.50 330 &
123  +0.6~+1.2 +0.15~+0.45 ¢12(h6)  1.00 +0.10 300 +020 6530 330
302 +0.5/+1.1  $30(h6) 300 %030 1375 050 St ® 123  +0.6~+12 +0.15-+045 ¢12(h6) 100 =010 350 +030 6530 330
+0.5/+1.1 32 (h6) 300  +030 ; +0.50 330 ® 123 +0.6~+1.2 +0.15~+0.45 ¢12(h6)  1.00 +0.10 380 +030 6530 330
(
(
(
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Carbide Rod ONL ONL Blanks for Preforms

Rod with steps
-
Processing range: Diameter £15.0-€32.0mm, length 100-160mm,

Dimensional tolerance:

Blanks for T-slot endmilis

Application range: T-slot endmills

D({mm) Sintered Ground L(+5mm) D(mm) Sintered Ground L(+5mm) o Diameter+0.4/0mm, bench diameter d+0.3mm
Length +2.0/0mm; bench length C+0.3mm

2.2 +0.0/+0.2 $2(h6) 330 13.2 +0.1/+0.4 $13(h6) 330
32 +0.0/+0.2 $3(h6) 330 142 +0.1/+0.4 $14(h6) 330
37 +0.0/40.2 - 330 14.7 +0.1/+0.4 - 330 LA = L5 e — =
4.2 +0.0/+0.2 4(h6 330 15.2 +0.1/+0.4 15(h6 330

/ 4(h6) / L LD12 125 1~3 14.2 89.3 3800
4.7 +0.0/+0.2 - 330 16.2 +0.1/+0.5 $16(h6) 330
52 +0.0/+0.2 ®5(h6) 330 172 +0.1/+0.5 ®17(h6) 330 x S

CxX45° o/

57 +0.0/+0.2 - 330 18.2 +0.1/+0.5 $18(h6) 330 b - _/'/
6.2 +0.0/+0.2 d6(h6) 330 19.2 +0.1/+0.5 $19(h6) 330 i
6.7 +0.0/+0.2 -- 330 20.2 +0.1/+0.5 $20(h6) 330
T.2 +0.0/+0.3 &7(h6) 330 21.2 +0.1/+0.5 $21(h6) 330 £ [
77 +0.0/40.3 = 330 222 +0.2/+0.6 $22(h6) 330 ©. ‘

it ampenen |t ) st ey
6.0

9.2 +0.0/+0.3 ®9(h6) 330 252 +0.2/+0.6 ®25(h6) 330 hé 55 - 0.5 3 —
9.7 +0.0/+0.3 - 330 262 +0.2/+0.6 $26(h6) 330 en o - e o 3 i
102 +0.0/+0.3 ®10(h6) 330 212 +0.2/+0.6 ®27(h6) 330 - = = — e . .
107 +0.0/+0.3 - 330 282 +02/+0.6 $28(h6) 330 50 e 0 o 46 3 —_—
112 +0.0/40.3 ®11(h6) 330 292 +0.5/+1.1 ®29(h6) 330 60 i = = B = s
117 +0.1/+0.4 o 330 30.2 +0.5/+1.1 $30(h6) 330 100 o 100 o ok . 01038
122 +0.1/+0.4 ¢12(h6) 330 22 +0.5/+1.1 $32(h6) 330 5 " ” S o . i s
127 +0.1/+0.4 - 330 332 +0.5/+1.1 ®33(h6) 330 o . 120 - - . 010,38
14.0 hé 84 0+1 0.8 7 0+0.38
Giatonee®: | Craniw | focyoid | Hunarinh 7 ; e T 14.0 h6 120 07+1 08 7 0°+0.38
16.0 hé 93 0+1 0.8 8 0°+0.38
s 16.0 h6 140 0+1 08 8 0+0.38
ﬂ 9 03 1450 938 1960 3800 9.2 18.0 he 93 0+1 08 9 040,38
.ﬂ 10 0.8 1445 91.8 1580 3600 105 18.0 he 160 041 08 9 0-40.38
AK46 10 0.6 14.40 923 1660 3800 10.2 20.0 hé 105 0+1 1.0 10 0+0.38
AKA4F 12 0.4 14.15 92.6 1720 4200 9.8 20.0 hé 160 0+1 1.0 10 0-+0.38
m 12 0.7 14.20 914 1560 4000 11.0
W 12 07 14.15 91.2 1520 4000 112
K 10 04 14.40 93.0 1800 3800 95
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PCD Material

PCD grades and characteristics

Grain Available
Grade Size Dia
(um) (mm)
DCO1 < 52
DCO02 2 52
DCO05 5 58
DM10 10 58
DM25 25 58
DM32 30+2 58

PCD performa

DCO1 <1um
DC02 2um
DCO05 5pm
DM10 10um
DM25 25um
DM32 3042 um

nce

Chip resistance

Characteristics

Ultra—fine grain size, super chip
resistance, excellent electrical
conductivity and high-wear
resistance

High chip resistance and high
electrical conductivity

Good chip resistance and great
electrical conductivity

Good balance of chip resistance
and electrical conductivity,
better wear resistance

Good electrical conductivity
and high wear resistance

Mixed grain size, excellent wear
resistance and good strength

PCD available dimensions

Total Thickness(H) PCD Layer Thickness(T)

Standard Thinner Ultrathin Thicker

Standard 1.6 mm 2.0mm

Thinner 0.8mm 1.0mm
Ultrathin 0.4 mm

Thicker 4.0mm 4.2mm

3.2mm

1.2mm

0.5mm 0.65mm

4.8 mm

0.5mm 0.3mm 0.2mm

Wear resistance

Microstructure

Applications

Aerospace, optics, electronics and other
ultra—precision processing and ultra—high
finish machining

High precision processing in 3C industries
and automobile, low silicon aluminum alloy,
copper compounds and alloy, high edge
sharpness and good degree of finish

Low silicon aluminum and copper alloy,
plastics,and the processed materials need
high surface finish with good wear resistance §

Universal application in metal working
industry (aluminum alloys <14%of Si),
machining of non-ferrous metals with
better wear processing requirement.

Medium to high silicon content aluminum
alloy, carbide, metal matrix composites,
graphite and ceramics

For high wear resistance materials,
high silicon aluminum alloys,high
strength cast iron

Electrical conductivity

ﬁmﬁﬁfﬂﬁﬁiiﬂilﬂl.
IO MR
FIEIEI R
HEE HlﬂD[ﬂﬂD[ﬂﬂ
EICaE] I

O
N | ;HMBQ

1.0 mm

.

/ !

Tungsten Carbide PCD Layer

PCBN Material

PCBN grades and characteristics

Available
Dia o Characteristics
(mm) °

Grade Applications Microstructure

., . Suitable for interrupted machining of gray
Ultimate wear resistance and

NB900 4 52 ~90% g 3 : cast irons, ductile cast irons and high
high chip resistance abrasion required working conditions
High universality in interrupted machining,
s Good balance of strength gray irons finish machining, valve seat
NB800 2 52 85% and wear resistance alloys, powder metallurgy components,
interrupted cutting of quenched steels
Continuously and lightly interrupted
NBB600 3 52 ~60%  Excellent chip resistance cutting of quenched steels, high strength
cast irons
o High speed continuous cutting, cold
NB300 <2 52 ~50% Sarent Bilinal stablliby cng work tool steels, high hardness steel

wear resistance
components

PCBN available dimensions

Available| CNB Layer Lot Th[:%lr(]ness(H}
Thickness(T)

(mm) -
1.0 1.2 1.6 2.0 2.5 3.2 4.8 t T
H
0.7—0.9 ® pid [ ] [ ] [ ] l
52 0.6—0.8 @ =] (= /
0.5—0.7 (] (0] @

Tungsten Carbide

CBN Layer
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bt O '(F OREVER o o
Grinding Tools .. Industrial Knives

esin ybrid etal =
1A1 2
V1 5
Circular Shear
12V
Single or Double
Shear Blades
1A1 Resin Bond Diamond&Cbn 1V1 Taper Edge Electroplated 14A1 Resin Bond Diamond&Cbn
Grinding Wheel Diamond Grinding Wheel Grinding Wheel

11V9 Resin Bond Diamond&CBN 12V9 Resin Bond Diamond&CBN
Grinding Wheels Grinding Wheel

Copper-foil Cutting Knives
L-Copper-foil Cutting Knives

] e e e Grinding Wheels for Linear Guide
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HSS/Carbide Saw Blades F-HAO. NG
S Leopard

STANDARD'S

HSS LEOPARD circular saw blade, with higher adhesive resistance and
heightened degree of hardness, which highly recommended for

cutting standard metal pipes or tubes in automatic and semi-
automatic machines. Its diameter varies between 250 mm and 500 mm.

TCT CIRCULAR SAW BLADE
e High quality tungsten carbide tips
D (mm) B (mm) d (mm) Z Pin Hole
e Clean cuts with fewer sparks and burrs
. _ 250 1.2/1.6/2.0/2.5 32 ATAW/BIBW 2/8/45+2/11/63
e Cool cutting, good finish
) _ . 275 1.0/1.2/1.6/2.0/2.5 32 AJAW/B/BW 2/8/45+2/11/63
e Designed with varying tooth counts and rake angles
) o 300 1.2/1.6/2.0/2.5 32/40 A/AW/B/BW/HZ 2/8/45+2/11/63, 2/8/45+2/9/50+2/11/63
for specific applications
. ) 315 1.6/2.0/2.5 32/40 A/AW/BIBW/HZ 2/8/45+2/11/63, 2/8/45+2/9/50+2/11/63
e Safer alternative to abrasive cut-off wheels
325 16/2.0/2.5 32/40 AJAW/B/BW/HZ 2/8/45+2/11/63, 2/8/45+2/9/50+2/11/63
350 2.0/2.5/3.0 32/40 AJAW/B/BW/CB 2/8/45+2/11/63, 2/8/55+4/12/64
375 2.02.5/3.0 32/40/50 AJAW/B/BW/CB 2/8/45+2/11/63, 2/8/55+4/12/64

- ‘ 400 2.0/2.5/3.0A 32/40/50 AJAW/B/BW/CB 2/8/45+2/11/63, 2/8/55+4/12/64
* 450 32/40/50 A/AW/B/BW/CB

2.5/3.0 4/15/80, 4/14/85+4/15/80
500 3.0/3.5 32/40/50 AJAW/B/BW/CB 4/15/80, 4/14/85+4/15/80
WPC Floor Aluminum Non-ferrous Gypsum Board Laminate Plastic
Size (inch) D (mm) B (mm) d (mm) Teeth aw Blade
10' 255 3.0 25.4/30 100T
10' 255 3.0 25.4/30 1207 Each TCT saw blade has its own specifications, to ensure the sharpest
12' 305 3.0 25.4/30 100T cut and the longest life, every saw is specifically designed for each
application. HAOJING offers TCT saw blade mounted with TCT tips for
12' 305 3.0 25.4/30 1207 ; : ;
cutting along and across the grain of natural massive wood. Its
14' 355 3.2 25.4/30 100T diameter varies between 250 mm and 500 mm.
14' 355 3.2 25.4/30 1207
16' 405 3.5 25.4/30 100T
16' 405 3.5 25.4/30 1201 D (inch) D (mm) B (mm) d (mm) Teeth
18' 455 4.0 25.4/30 100T
4" 105 1.5/1.8 20.0 ATB, 24/30/40/482
18' 455 4.0 25.4/30 120T
20' 500 4.4 25.4/30 1207 6" 160 2.0 20.0 ATB, 24/482Z
20 500 44 25.4/30 1447 6.5" 165 20 20,0 ATB, 24/48Z
22 550 4.8 25.4/30 1207
7" 180 1.6 254 ATB, 40/602
22 550 4.8 25.4/30 1447
24" 600 48 25.4/30 120T 7.5" 190 23 20,0 ATB, 24/482
24" 600 4.8 25.4/30 1447 8" 200 1.7 254 ATB, 40/60/80/1002
* Non-standard size can be customized. Please consult for details. 9" 230 2.0 254 ATB, 40/60/80/100Z
10" 254 2.1 25.4 ATB, 40/60/80/100/1202
12 300 23 25.4/30.0 ATB, 40/60/80/100/120Z
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//:
%_
ER11 ER20 ER25 ER32 ER 40
AT EBISR e dEE AIERIR HeFr it E AITERIR defrEE ATERIR e Fr et E AT BRI FeHFGEE
Ordercode |Clampingrange | Ordercode | Clampingrange| Ordercode | Clamping range | Ordercode | Clamping range | Ordercode | Clamping range

ER11-3 3.0-25 ER20-3 3-2 ER25-3 3-2 ER32-3 3-2 ER40-4 4-3

-3.5 3.5-3.0 4 4-3 -4 4-3 -4 4-3 -5 5-4

-4 4.0-3.5 -5 5-4 -5 5-4 -5 5-4 -6 6-5

—4.5 4.5-4.0 -6 6-5 -6 6-5 -6 6-5 -7 7-6

-5 5.0-4.5 -7 7-6 -7 7-6 -7 7-6 -8 8-7

-5.5 5.5-5.0 -8 8-7 -8 8-7 -8 8-7 -9 9-8

-6 6.0-5.5 -9 9-8 -9 9-8 -9 9-8 -10 10-9

-6.5 6.5-6.0 -10 10-9 -10 10-9 -10 10-9 -11 11-10

-7 7.0-6.5 -1 11-10 -11 11-10 -1 11-10 -12 12-11

-12 12-11 -12 12-11 -12 12-11 -13 13-12

-13 13-12 -13 13-12 -13 13-12 -14 14-13

-14 14-13 -14 14-13 -15 15-14

ER 16 -15 15-14 -15 15-14 -16 16-15

BRI & BISE i -16 16-15 -16 16-15 -17 17-16
Ordercode | Clamping range -17 17-16 -18 18-17
ER16-3 3-2 -18 18-17 -19 19-18
-4 4-3 -19 19-18 -20 20-19

5 5-4 -20 20-19 -21 21-20

-6 6-5 -22 22-21

-7 7-6 -23 23-22

-8 8-7 -24 24-23

[BT3 Toper] G -9 9-8 -25 25-24
II 11 B 11 *Ti— -10 10-9 -26 26-25

s

L i .
Yy
ATE . b Jets 6l o BE(Kg) | L
Order Code Clamping range Weight
BT30-ER11-60 60 05
~100 100 1 i 0.6
—ER16-45 45 05
—60 60 30 2.0-10 0.6 &
-100 100 0.7 ; [ EL': A
~ER20-60 %0 34 2.0-13 02 :
-100 100 ’ 0.8
ER25-60 60 06

50



Haozhi
Industrial

To become a company that design and manufacture

@ HAOZHI Machine Part

core functional components for the world's top-level
machines.

Motorized Spindle Direct Drive Spindle Rotary Table (DD/Harmonic)

Ball Bearing (€33mm~@280mm) S : ; :
Air Bearing (80Krpm~400Krpm) *  Machining Center (BT30/BT40/BT50) *  4-Axis rotary table

Turning (A2-4/A2-5/A2-6/A2-8) +  5-Axis rotary table

&%w$

=2=

Milling/Turning/Grinding

Linear motor

Servo motors

Reducer

Spindle
| +  Harmonic Linear Motor (new launch) Tool Holder and Collet
= ' , ﬁ RV ( under R&D) +  HSK/BT/BBT/ISO
e - . e Driver
Rotary table Machine Tool Control system

Customize Parts

Y S ITITITIS.

ACCESSORY

aunsadidSuAsunsu

gunsaduiasqiuncumug)
IWolasuUs:ansnwnisinnuyaiinsoi4ans

!
s Driver Control System
’ '

No coggi R od ke machani Low voltage drive H niel
m.::?;fmﬁr otary encoder  Brake mechanism  Low voltage driver Robotl cs DlVlSIOn

BEARINGS

Hight Precision « Reliable Performance
For Industrial Applications

N SOFT JAW

HIGH RELIABLE
PRECISION PERFORMANCE APPLICATION

52
A \\N




Breaking the rulea
for exceiience!

WLL8UO HUASHENG

UNIVERSAL COATING SYSTEM
FOR COMPONENTS & Tooi w MD SERIES

ADVANCED PVD COATING TECHNOLOGY COATIN G EQ UI P M E N T manufacturing and regrinding processes.

FOR SUPERIOR PERFORMANCE We can customize coating centers and own flexible

F 0 R c UTTI N G To 0 LS production system to customize high-quality coating,

integrated supply and demand. Our turnkey solution
adapts to various application, with unique
advantages for you.

SUPER VALUE CHOICE

MD500

COATS BOTH
PARTS AND
TOOLS

Versatile solution for
a wide range of

application ALWAYS FULL BATCH
CONTROLLABLE QUALITY
Consistent coating quality for
every single batch.

HIGH

EFFICIENCY

Optimized cycle time
with consistent
high-quality results

EXCLUSIVE COATING

Proprietary coating technology
for superior performance.

PVD
DEPOSITION
OF WC/C

Excellent adhesion
and long-lasting

) INDEPENDENT DEVELOPED

Indipendent R&D and innovation
for core competitiveness.

performance
EXCLUSIVE COATING
E)APSEYR;$E Tailored solutions to meet
_ ifi ds.
User-friendly interface I ’ S . y e JOLE SPEC L JICetR
for smooth and / UNIFORM  ,  / ENHANCED PRECISE , ENVIRONMENT,
efficient operation COATING DURABILITY CONTROL/ FRIENDLY /

FAST RETURN

Efficient process with shorter
delivery time.

COATING SOLUTIONS

PVD HIPIMS

HFCVD DLC ta-c CAPACITY FOR

'\ THE FUTURE

One-Stop Coating Solitions Partner ( \ HIGH STABILITY S  ASTER RETURH
stable & reliable Great flexibility Higher productivity
; S production system process more cost savings
MAXIMIZE TOOL LIFE - y |||} REDUCE COST GLOBAL SUPPORT

y Reduce wear and Consistent performance 4 || Lower tooling cost and Reliable service and
Y Increase productivity ¥ and excellent surface finish - J less downtime || 1| ” technical support

-




ACCESSORY

" ABRASIVE

onpasS ABUASIYE

maiin

1UNTE
Flap Disc Abrasives

NSEATHNIWUAN

Water Proof Paper Abrasives

Items name

Grit size

CW11T, CW12L, C947H

9"xi1”

80-2000

ANSIUNIU NSEATENSIINIU
Rolls Abrasives

Type Items name Grit size

XEAK, Xaaow

FIUNT TS AU XCao1T 40, &0, 80, 100 up
Feolina
KETTR, Xgaow

TUNTIEMAI LT XCao11 A7 4 57, 40, B0, 80, 100 up
Ecoling

N —
-

56

——

Width size Length max Grit size
1" - 527 50000 mm 24-2000
NITAENIUNAN

Disc Abrasives

Grit size

40, 60. 80, 100 up

40, 60. 80, 100 up

dnviane / Velcro

Type Items name

nm / PSA 5"
CompassPro

dnvanm / Velcro

n11 / PSA 5"
E26. E27

dnviane / Velcro

nm / PSA 5"
CW11T, Cw12L

40, 60, 80, 100 up

« UIBamANUaoN0
« NS:OVIBORANIUEDN0
« 9UnsqiigA Clean room

.

Mitutoyo «JSIZE

MEASUREMENT TOOLS

VERNIER DIGITAL

/SAFETY GLOVES

DIAL INDICATOR

ZERO SETTER

White Cotton Gloves
FEATURES

« Soft & Comfortable
« Breathable

« Lightweight

« General Handling

SPECIFICATIONS

«» Material: Cotton

« Type: Knitted

« Weight (12 Pairs): 400 / 500 / 600
/700 g

FEATURES

« Excellent Flexibility
« Abrasion Resistant
« Comfortable Fit

SPECIFICATIONS

« Liner: 13G Polyester

« Coating: White PU Palm
« Excellent Dexterity

FEATURES

« Cut Resistant

« Abrasion Resistant
« Anti-slip Grip

SPECIFICATIONS

« Liner: 13 Gauge

« Coating: Nitrile Foam
« Cut Level: 3 /5

FEATURES

« High Cut Resistance

« Excellent Abrasion Resistance
« Excellent Grip

SPECIFICATIONS

« Liner: 136 HPPE
« Coating: PU Palm
« Size: 6-11



" Impact Driver

Double-End Phillips Bit ) €

Tip Size mm Part Number
o &N PH1 45mm DBD6PH145
PH2 45mm DBD6PH245
PH3 45mm DBD6PH345
PH1 50mm DBD6PH150
PH2 50mm DBD6PH250
PH3 50mm DBD6PH350
PH1 65mm DBD6PH165
PH2 65mm DBD6PH265 ] - 1
PH3 e St Cordless Impact Drill Cordless Impact Drill
PH2 75mm DBD6PH275
PH2 100mm DBD6PH2100
PH2 150mm DBD6PH2150
PH2 200mm DBD6PH2200
PH2 250mm DBD6PH2250
PH2 300mm DBD6PH2300
Electric Screwdriver Bit ] \ )
. _ 108 _ |
: ! . |

”—U:? |]_m|d—_9 Pneumatic Impact Wrench Counting Function Electric Screwdriver

Specifications Clamp Holder L d | Head

D4*40*D1.2*20*0# 04 40 1.2 20 PHO

DA4*40*D1.4*20%0# D4 40 14 20 PHO

D4*40*D1.5%20*0# D4 40 % 20 PHO

D4*40*D1.6%20*0# 4 40 1.6 20 PHO

e L o
= w’: — . 198
- 14.5 |

Intelligent Counting Electric Screwdriver Electric Screwdriver

®5*50*H6.0 ®5 50 H6.0

®5*60*®2.5*25*H1.5 ®5 60 2.5 25 H1.5

®5*60*H2.0 ®5 60 H2.0

D5*60*P2,5*25*H2.0 P5 60 2.5 25 H2.0 1

®5*60*P3.0*25*H2.0 D5 60 3.0 25 H2.0 .._

Pneumatic Screw- '
58 driver 59
S



