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EARRAEES (HSS/HSS-E) 001
Parallel Shank Twist Drills (HSS/HSS-E) 001

o EMIMEEAIEN. RIMIAREKRGFEEPR SO ® The style, dimension and technical requirements of the
parallel shank twist drills conform to international ISO
and national GB standards.

IREFIEZ GB frt,

ZLH (Rolling)
#E (Material) : WeMo5Cr4V2

LE4| (WS ) Grinding (Double Clearance Angle)
18 (Material) : WoMoSCraV2/HSS-E( &§hmi&iH /Containing cobalt)

% (Coating)

##+ (Material) : W6MoSCr4v2Co TiN o) A S ——
; 7 o < I1 N

24| (Grinding) L

A
4

1} (Material) : WoMoSCraV2/HSS-E( &N /Containing cobalt)

B mm (ltem No.) : 0 B mm %S (ltem No.) Bf7 - mm

01 01 - 001
B UAL-S B K B VAL
Diameter Overall Iength Length of flutes Diameter OveraII Iength Length of flutes Diameter OveraII Iength Lengthofflutes
o [ . [ i W D0 [ L [ I |

(Item No.) : 0

0.20 19 2.5 0.75 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 8% 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 ) 0. 98 34 12 2. 05 49 24
0.45 20 5 1. 00 34 12 2.10 49 24
0.48 20 5 1.05 34 112 2. 15 53 27
0. 50 22 6 1. 10 36 14 2.20 53 27
0. 52 22 6 1.15 36 14 2.25 93 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




%S (Item No.) : 001 B4 mm (Iltem No.) : 001 By mm (ltem No.) : 001 B mm
EACARA e
Diameter | Overall length Length of flutes Diameter | Overall length Length of flutes D|a meter | Overall Iength Length of flutes
2. 70 61 33 6. 90 109 69 11. 40 142 94
2.75 61 %) 7.00 109 69 11. 50 142 94
2.80 61 33 7.10 109 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 3 7.40 109 69 11. 90 151 101
3.00 61 33 7.50 109 69 12. 00 151 101
3. 10 65 36 7.60 117 75 12. 10 151 101
3.20 65 36 7.70 117 75 12. 20 151 101
3.30 65 36 7.80 117 75 12. 30 151 101
3.40 70 39 7.90 117 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 &Y 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
4.10 75 43 8. 60 125 81 13.10 151 101
4.20 75 43 8.70 125 81 13.20 151 101
4. 30 80 47 8. 80 1125 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 47 9.10 125 81 13. 60 160 108
4.70 80 47 9. 20 1125 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
5.10 86 B2 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 1133 87 14. 75 169 114
5.40 93 57 9.90 133 87 15. 00 169 114
5.50 93 57 10. 00 133 87 115, 245) 178 120
5.60 93 57 10. 10 133 87 15.50 178 120
5.70 93 57 10. 20 135 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 11. 10 142 94 20. 00 205 140
6. 70 101 63 11.20 142 94
6. 80 109 69 11. 30 142 94

TERA - mrRRms. WS B8 &R/ FRETE. 6 D=10 xS’ 001-10-HSS-E- FiRiR.
Order Description: Please mark item No.+ specification,material,coating/no coating.
Example: for D=10 ,marker for 001-10-HSS-E-no coating.

E O LHSS-E RFEWEEN 2 2EFIEEERI< 20 (M 3. 2ENIESITERT , BEEWEM.
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.



HMKFAEES (HSS) 004

Long Parallel Shank Twist Drills (HSS) 004

o EMEMEHANFERX. RIFESER GB irE. ® The style and dimension of the long parallel shank twist

drills conform to national GB standards.

< L »
%S (Iltem No.) : 004 BBA7 1 mm w5 (ltem No.) : 004 BBA7 0 mm
Ef:l: 7K ETI VAN
1. OO 56 33 4. 00 119 78
1. 10 60 37 4. 10 119 78
1. 20 65 41 4. 20 119 78
1. 30 65 41 4. 30 126 82
1. 40 70 45 4.40 126 82
1. 50 70 45 4. 50 126 82
1. 60 76 50 4. 60 126 82
1.70 76 50 4.70 126 82
1. 80 80 53 4. 80 132 87
1.90 80 o) 4. 90 132 87
2.00 85 56 5.00 132 87
2.10 85 56 5.10 132 87
2. 20 90 59 5. 20 132 87
2. 30 90 59 5.30 132 87
2.40 95 62 5.40 139 91
2.50 95 62 5. 50 139 91
2. 60 95 62 5. 60 139 91
2.70 100 66 5.70 139 91
2. 80 100 66 5.80 139 91
2.90 100 66 5.90 139 91
3.00 100 66 6. 00 139 91
3. 10 106 69 6. 10 148 97
3. 20 106 69 6. 20 148 97
3.30 106 69 6. 30 148 97
3. 40 112 73 6. 40 148 97
3.50 112 73 6. 50 148 97
3. 60 112 73 6. 60 148 97
3.70 112 73 6. 70 148 97
3. 80 119 78 6. 80 156 102
3.90 119 78 6. 90 156 102




4%E (ltem No.) : 004 BBy : mm %5 (Item No.) : 004 BB : mm

B2 VALS B ES UALS
Dlameter OveraII Iength Length of flutes Dlameter Overall |ength Length of flutes

00 156 102 10. 10 184 121
10 156 102 10. 20 184 121
20 156 102 10. 30 184 121
30 156 102 10. 40 184 121
40 156 102 10. 50 184 121
50 156 102 10. 60 184 121
60 165 109 10. 70 195 128
70 165 109 10. 80 195 128
80 165 109 10. 90 195 128
90 165 109 11. 00 195 128
00 165 109 11.10 195 128
10 165 109 11. 20 195 128
20 165 109 11.30 195 128
30 165 109 11. 40 1195 128
40 165 109 11. 50 195 128
50 165 109 11. 60 195 128
60 175 115 11.70 195 128
70 175 115 11. 80 195 128
80 175 115 11.90 205 134
90 175 115 12. 00 205 134
00 175 115 12. 10 205 134
10 175 115 12. 20 205 134
20 175 115 12. 30 205 134
30 175 115 12. 40 205 134
40 175 115 12.50 205 134
50 175 115 12. 60 205 134
60 184 121 12.70 205 134
70 184 121 12. 80 205 134
80 184 121 12.90 205 134
90 184 121 13. 00 205 134
10. 00 184 121

.@.wso@@@@@@.@mm@mmm@mmmsssssss.ﬂ.\l.«]

TEIRE | & RRsS. WEITER.
5 : 8.2 fxie/9 004-8.2,
Order Description: Please mark item No. and specification for order.

Example: for ¢ 8.2 ,marker with 004-8.2.



HEMIRAE RS (HSS) 008-01

Taper Shank Twist Drills (HSS) 008-01

o HEEAREEIAIFE . RIUFMEAREZKRGESER 1SO ® The style, dimension and technical requirements of the

_ - . taper shank twist drills conform to international ISO and
TRAEERNER GB frte. national GB standards.

&%l (Rolling)
¥ (Material) : WOMo3Cr4V

o

#E (Coating)
¥ (Material) : WoMo5Cr4V2Co TiCN

EE#] (Grinding)
#%} (Material) - WIMo3Cr4V( aJi&/Z /Coating option)

432 (Item No.) : 008-01 {7 mm #%= (Item No.) : 008-01 Ef7 : mm #= (Item No.) : 008-01 B mm

B | 2K ESLN £K

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

length length flutes shank length flutes
o [ L | n | W o [ . [ | Mo | [ | & | |
3.00 114 33 1 8. 50 156 75 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 17.75 228 130 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




#52 (Item No. ) : 008-01 {7 mm 472 (ltem No.) : 008-01 {7 mm 432 (ltem No.) : 008-071 B mm
B2 2K

Diameter | Overall

5 [ . [« | B o [ | Mo [ [ i
19. 25 238 140 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 B
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
27. 50 291 170 3 46. 50 364 215 4 89. 00 524 270 6
27.75 291 170 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 B 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

TERE - mrRRmsS. W RE/ TRETE, 6] ¢4 15ich 008-01-14- FiRiE.
Order Description: Please mark item No. and specification for order. Example: for ¢ 14 ,marker with 008-01-14.
i EHIEIIE/NTF 020, Note: Ground bit size less than ¢ 20.



HER KA RS (HSS) 008-02

Lengthened Taper Shank Twist Drills (HSS) 008-02

o HEMIMMAEERAIE . RIFEER GB fnk, ® The style and dimension of the lengthened taper shank

twist drills conform to national GB standards.

%5 (ltem No.) : 008-02 {7 1 mm @5 (ltem No.) : 008-02 BB 1 mm %5 (Item No.) : 008-02 B{7 . mm
BR

Diameter Length of | Morse taper Length of | Morse taper

length flutes length e length flutes
> | . | n | WMo | . | : | o[ ¢ & |

6. 00 225 145 1 12.00 260 180 1 17.75 305 205 2
6. 20 230 150 1 12. 20 260 180 1 18. 00 305 205 2
6. 50 230 150 1 12.50 260 180 1 18.25 310 210 2
6. 80 235 155 1 12. 80 260 180 1 18. 50 310 210 2
7.00 235 155 1 13.00 260 180 1 18.75 310 210 2
7.20 239 11505 1 13. 20 260 180 1 19. 00 310 210 2
7.50 235 155 1 13.50 265 185 1 19. 25 320 220 2
7.80 240 160 1 13. 80 265 185 1 19. 50 320 220 2
8. 00 240 160 1 14. 00 265 185 1 19. 75 320 220 2
8.20 240 160 1 14. 25 290 190 2 20. 00 320 220 2
8. 50 240 160 1 14. 50 290 190 2 20. 25 330 230 2
8. 80 245 170 1 14.75 290 190 2 20. 50 330 230 2
9.00 245 170 1 15. 00 290 190 2 20. 75 330 230 2
9.20 245 170 1 (15825 295 195 2 21.00 330 230 2
9.50 245 170 1 15. 40 295 195 2 21.25 335 235 2
9. 80 250 170 1 15. 50 295 195 2 21.50 335 235 2
10. 00 250 170 1 15.75 295 195 2 21.75 335 235 2
10. 20 250 170 1 16. 00 295 195 2 22.00 335 235 2
10. 50 250 170 1 16. 25 300 200 2 22.25 335 235 2
10. 80 255 175 1 16. 50 300 200 2 22.50 340 240 2
11. 00 255 175 1 16. 75 300 200 2 22.75 340 240 2
11. 20 255 175 1 17.00 300 200 2 23.00 340 240 2
11. 50 255 175 1 17.25 305 205 2

11. 80 252 175 1 17. 50 305 205 2

THEIRA | e miBs. METE. 6 0 920 fRici 008-02-20,
Order Description: Please mark item No. and specification for order.

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



HERE KM Ae s (HSS) 008-03

Extra Long Taper Shank Twist Drills 008-03

o HEMRBEMEHEATEER GB Nk, e Extra Long Taper Shank Twist Drills conform to GB
standard.

RS (Item No.) :008-03 BB : mm S (Iltem No.) : 008-03 BB : mm
B 2K UEES EECHER BiR 2K UAESS RHER
Diameter Overall length Diameter Overall length
— 5 | [ | N o> [ 1 | & |
6. 00 200 110 1 11.00 400 310 1
6. 00 250 160 1 12. 00 250 160 1
6. 00 315 225 1 12. 00 315 225 1
6. 50 200 110 1 12. 00 400 310 1
6. 50 250 160 1 13.00 250 160 1
6. 50 315 225 1 13. 00 315 225 1
7.00 200 110 1 13. 00 400 310 1
7.00 250 160 1 14. 00 250 160 1
7.00 315 225 1 14. 00 315 225 1
7.50 200 110 1 14. 00 400 310 1
7.50 250 160 1 15. 00 315 215 2
7.50 315 225 1 15. 00 400 300 2
8. 00 200 110 1 15.00 500 400 2
8. 00 250 160 1 16. 00 315 215 2
8. 00 315 225 1 16. 00 400 300 2
8. 50 200 110 1 16. 00 500 400 2
8. 50 250 160 1 17.00 315 215 2
8. 50 B 225 1 17. 00 400 300 2
9.00 200 110 1 17.00 500 400 2
9. 00 250 160 1 18. 00 315 215 2
9. 00 315 225 1 18. 00 400 300 2
9. 50 200 110 1 18. 00 500 400 2
9. 50 250 160 1 19. 00 315 215 2
9.50 B 225 1 19. 00 400 300 2
10. 00 250 160 1 19. 00 500 400 2
10. 00 315 225 1 20. 00 B 215 2
10. 00 400 310 1 20. 00 400 300 2
11. 00 250 160 1 20. 00 500 400 2
11.00 315 225 1 21.00 315 215 2




%5 ( Item No. )

B

Diameter

21.00

21.
22.
22.
22.
23.
23.
23"
24.
24.
24.
25.
25.
25.
28.
28.
28.
30.
30.
30.

00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00

- 008-03

K K RFCHER
Overall length | Length of flutes | Morse taper shank

— | & | N o
32.
32.
32.
35,
35.
B
38.
38.
38.
40.
40.
40.
42.
42.
45.
45,
48.
48.
50.
50.

400
500
315
400
500
Sl
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
25
375
505

B mm

W W W W W W W WwwWwwwwibhNdDdNdDNDNDNDDND DN

1TERIREA - 4
B - 20 txic /3 008-03-20,

.

7 on

RS, T,

455 (Item No. ) : 008-03

B

Diameter

00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00
00

B : mm
2K URES R
Overall length | Length of flutes | Morse taper shank
I TS R
400 250 4
500 350 4
630 480 4
400 250 4
500 350 4
630 480 4
400 250 4
500 350 4
630 480 4
400 250 4
500 350 4
630 480 4
500 350 4
630 480 4
500 350 4
630 480 4
500 350 4
630 480 4
500 350 4
630 480 4

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

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



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

o EIPHEROEEAIIZEL. RYMRAERGEERR
ISO #RAEMEZR GB iR,

e The style, dimension and technical requirements of
the center drills without protective taper conform to
international ISO and national GB standards.

/7\ !
ﬁ ' &=
“ S

5 (Item No.) : 020

B LTS

BAT © mm

Diameter  [Shank Diameter| Overall length | Length of flutes

_d | D0 | L | | |
1.0 3.15 31.5 1.3
1.25 3.15 31.5 1.6
1.6 4 35.5 2.0
2.0 5 40 2.5
2.5 6.3 45 3.1
3.0 8 50 3.9
3.15 8 50 3.9
4.0 10 56 5.0
5.0 12.5 63 6.3
6.0 16 71 8.0
6.3 16 71 8.0

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

o PRI, RIFIBARERFGER SO
tREFEZR GB R/,

® The style, dimension and technical requirements of the
center drills with protective taper conform to international
ISO and national GB standards.

42
=
N
=
L—
/]
' D
X 7,
‘n/
di1
- D »

fm= (Item No.) : 021 B mm

BR il N TS VADS

Diameter |Minor diameterof|  Shank Length of

protective taper | Diameter flutes
4 | d | D | L | I

1.0 2.12 4 35.5 1.3
1.25 2. 65 5 40 1.6
1.6 3.35 6.3 45 2.0
2.0 4.25 8 50 295
2.5 5.3 10 56 3.1
3.0 6.7 11.2 60 3.9
3.15 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




EARSBET] (HSS) 101 102 103
Parallel Shank End Mills (HSS) 101 102 103

o EWRMELTIRIER. RIFIARERFFESER SO ® The style, dimension and technical requirements of the
IREMEZR GB frit,

parallel shank end mills conform to international ISO and
national GB standards.

A A
\ AN ) .
, v v
[
< L >
Bz . mm

me Diameter nk Diameter | Overall length | Length of flutes No.of Teeth
Coarse Medium Fine
40 8 3 4

3 3
4 4 43 11 3 4
5 5 47 13 3 4
M Coarse G 6 57 13 3 4
101 7 8 60 16 3 4 5
8 8 63 19 3 4 5
ik Medium 9 10 69 19 3 4 5
102 10 10 72 22 3 4 )
11 12 79 22 3 4 6
45 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

TR - RRsS. WETE. f) 0 6 ¥l f7c) 101-6,
Order Description: Please mark item No. and specification for order.

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



HEANSIBET] (HSS) 104 105 106
Morse Taper Shank End Mills (HSS) 104 105 106

o HMVEL B, RIMIMARZERFTESERISO ® The style, dimension and technical requirements of the

_ — morse taper shank end mills conform to international ISO
\, EE =] \, .
RAEIESR GB e and national GB standards.

ERRE

>
>

B . mm

B ESN VALS 5
=1 Diameter Overall length | Length of flutes EIECHEIR No.of Teeth
Item No. Morse taper shank b=heS] =207 5] S
L 1 . .
Coarse Medium Fine
12 96 26 3 4 5

1
13 96 2 1 3 4 5

14 111 2 2 3 4 5

16 117 52 2 3 4 5

Wit Coarse 18 117 32 2 3 4 6
Lo 20 123 38 2 3 4 6

22 140 38 2 3 4 6

b Vodiun 2 147 45 3 3 4 6
08 25 147 45 3 3 4 6

2 147 45 3 3 4 6

o 28 147 45 3 3 4 6
Atk Fine 32 178 53 4 4 6 8
106 36 178 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

IR | e miBs. METE. A @14 #iE 7ch 104-14,
Order Description: Please mark item No. and specification for order.

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



EANGEFRERET] (HSS) 124

Keyseat Cutters With Parallel Shank (HSS) 124

o HIRREBHINFEN. RIFGEERIIRE, ® The style and dimension of the keyseat cutters with
, N arallel shank conform to enterprise standards.
o EMREGIEEAZESN 8, d8 B, ’ ’

® The two kinds of diameter tolerance of the keyseat cutters
with parallel shank are e8 and d8.

4B (Item No. ) : 124 By mm

B2 Wiz ESS UALS
Diameter Shank Diameter Overall length Length of flutes NE
Tolerance
d1 L

OOOOOOOOI

2 2 40
3 3 40

4 4 40

5 5 40

6 6 45 10

8 8 50 14 e8
10 10 60 18 48
12 12 65 22

14 14 70 24

16 16 75 28

18 18 80 32

20 20 85 36

BN | @RS, MBMAEITE, 6 D=@5 e8 RE , 1RCH 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.



HEmEERE B ] (HSS) 125

Keyseat Cutters With Morse Taper Shank (HSS) 125

o HEMHEEEE AN, RIFERIIRE, ® The style and dimension of the keyseat cutters with morse
, . taper shank conform to enterprise standards.
o HRRESIEEAZS N €8, d8 IR, g ’

® The two kinds of diameter tolerance of the keyseat cutters
with morse taper shank are e8 and d8.

RCE#

S (Item No. B mm

) 125
B EN VAL:S
Diameter Overall length Length of flutes B NE
1
12 96 24

1
14 110 24 9
16 115 28 2
18 120 32 2
20 125 36 2
99 125 36 2 o
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

JERE - B RRS. IETMRETE, §) D=p14 e8 X% , #RICH 125-14-€8,
Order Description: Please mark item No. , specification and tolerance for order.

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



EMPHLAET] (HSS) 130

Parallel Shank Machine Reamers (HSS) 130

o EHWMIBRIINENX. RIFESER GB irE. ® The style and dimension of the parallel shank machine
o WTIMEEZRA H7. HS. HO. reamers conform to national GB standards.

® The accuracy grades of the meamers are H7+ H8+ HO9.

e——— - ) of E =  —l

A A
Y

= (ltem No.) : 1 BAf7 . mm e (ltem No.) 1 BB mm

=E K e B VAL:S iz
Diameter OveraII Iength Lengthofﬂutes Shankdlameter Dlameter OveraII Iength Length of flutes Shankdlameter

1.0 8 2 2. 7 61 15 2. 7
1.1 35 8 2 2.8 61 15 2.8
1.2 35 8 2 2.9 61 15 2.9
1.3 35 8 2 3.0 61 15 3.0
1.4 40 8 2 3.5 70 18 3.5
1.5 40 8 2 4.0 75 19 4.0
1.6 43 9 1.6 4.5 80 21 4.5
1.7 43 9 1.7 5.0 86 23 5.0
1.8 46 10 1.8 5.5 93 26 5.6
1.9 46 10 1.9 6.0 93 26 5.6
2.0 49 11 2.0 7.0 109 31 7.1
2.1 49 11 2.1 8.0 117 58] 8.0
2.2 53 12 2.2 9.0 125 36 9.0
2.3 53 12 2.3 10.0 133 38 10.0
2.4 57 14 2.4 11.0 142 41 10.0
2.5 o7 14 2.5 12.0 151 44 10.0
2.6 57 14 2.6

THRIRE : e nwsS. SISIIBESRITE, 6 D=@10H7 & , #RCr 130-10-H7,
Order Description: Please mark item No. , specification and accuracy grade for order.

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



HEMPLAE ] (HSS) 131

Morse Taper Shank Machine Reamers (HSS) 131

o EMNIABRIINF L. RIYFEEZR GB iRk, ® The style and dimension of the morse taper shank

N W machine reamers conform to national GB standards.
o WIIWBESHRE H/. H8. HI,
® The accuracy grades of the meamers are H7~ H8. HO9.

L1

4
4
-

s (ltemNo.) 1 B . mm w5 (ItemNo.) 1 B . mm

BF URLS T B UALN 1wE
Dlameter OveraII Iength Lengthofﬂutes hankdlameter Diameter OveraII Iength Lengthofflutes S nkdlameter

5.5 138 1 264 3
6 138 26 1 25 268 68 3
7 150 31 1 26 273 70 3
8 156 85 1 27 277 71 3
9 162 36 1 28 277 71 3
10 168 38 1 30 281 73 3
11 175 41 1 32 317 7 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 92 2 40 oo8 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

TERA  mrRRws. BERT5H.

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



KBIRIPLE 224 (HSS/HSS-E) 221 222
Coarse Shank Machine Taps (HSS/HSS-E) 221 222

o i ——H. “xx—H. BN 3S5ULERT ® Tapsare in groups : one or two taps for each group. Three
L N NN taps are contained in the group for those with pitches
TR=%—4H , AP BT, ; s ’

above 3.5mm.

o EERREIAET | MIBZEAHL Hel H3. ® The thread tolerance range of the taps: H1+ H2+ H3.
o ZHEBEATAHIRL , B AHESIETT ERA1E ® The general taps are right-hand thread. Please specify if
STRR any left-hand thread taps are needed.
B
E=4) (Grinding)

#EL Material) : W6Mo5Cr4V?2

#E (Coating) < I > )
#HF Material) : W6Mo5Cr4Vv2Co TiN <« >
A : _ N
U e il P
24| (Grinding)
TR} (Material) : W6MoSCrdV2/HSS-E( &N /Containing cobalt)
%= (Item No.) : 221 B mm MS (ltem No. ) : 221 BT - mm

AFRRT

Nominal size

0.
.1 0.
B ML2 0.25 38.5 5.5 MAF M3 0. 50 48 11
Coarse  M1.4 0. 30 40 7 Coarse  M3.5 0. 60 48 13
Thread ML. 6 0.35 41 8 Thread M4 0.70 53 13
ML. 8 0.35 41 8 M5 0.80 58 16
M2 0. 40 41 8 M6 1 66 19
#%S (ltem No. ) B mm = (Item No.) : 2 B mm
RIRRT L] VLS PIRRT it UARS
Nomlnal size | Thread p|tch Overall Iength Length of flutes Nomlnal size | Thread pltch OveraII Iength Length of flutes
Al M4><0 5 0 5 53 13 QFHWE M6><0‘ 75 0. 75 66 19
1ne
Thread M5X0. 5 0.5 58 16 Thread




RRMLF 224 (HSS/HSS-E) 223 224
Fine Shank Machine Taps (HSS/HSS-E) 223 224

o MAZLHRIFNX. RIMBEARERFFERR SO ® The style, dimension and technical requirements of the
. . . machine taps conform to international ISO and national
WEFEZR GB 1R, GB standarZs.
I —— . VoL —
o i ——fH X —H. BB 3S5UERT e Tapsare in groups : one or two taps for each group. Three

T =%—40 , AT SRS TS A, taps are contained in the group for those with pitches
above 3.5mm.
o ZZMERVIRNVNETS ALY HIL H2. H3,

44 b4 Z
o ZEBREFGNEBA, MREIRAET RIS ® The general taps are right-hand thread. Please specify if
XA, any left-hand thread taps are needed.

® The thread tolerance range of the taps: H1~ H2+ H3.

gl (Milling)
#E (Material) : WoMo5Cr4V?2

_—
F v‘—@% -----------

%2 (Coating) :—IJ )

##} (Material) - W6Mo5Cr4v2Co TiN

wsb688800066866464040

M ' SSH®ZH'HHJ? !‘."7
LEEH (Grinding)
1% (Material) : WeMo5CraV2/HSS-E( &N /Containing cobalt)

w5 (ltem No.) : 22

3
RRRT | 2B VALS RFERT | 1REE ESN VAL
Nomlnal size | Thread pltch OveraII Iength Length of flutes Nommal size | Thread pltch Overall Iength Length of flutes

7 mm (ltemNo.) :2 {7 : mm

M7 1 66 19 M24 3 130 45
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

biiVn M11 1.5 85 25 biiva 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




(ltemNo.) :2 BBA7 0 mm RS (Item No.) : 224 B : mm
"%’"RT m%&ri ES0N VLSS ’\?”R_I PEEE UARS
. R
M7X0. 75 o. 75 66 19 M28X 1.5 1. 5 127 37
M8 X 1 1 72 22 M28 X 1 1 120 25
M8 X 0. 75 0.75 66 19 M30X 3 3 138 48
M9 X 1 1 72 22 M30 X 2 2 127 37
M9 X 0. 75 0.75 66 19 M30X1.5 1.5 127 37
MIOX1.25  1.25 80 24 M30X 1 1 120 25
M10X 1 1 80 24 M32X 2 2 137 37
M10X0.75  0.75 73 20 M32X1.5 1.5 137 37
M11X1 1 80 22 M33X 3 3 151 51
M11X0.75  0.75 80 22 M33 X 2 2 137 37
MI2X1.5 1.5 89 29 M33X 1.5 1.5 137 37
MI12X1.25  1.25 89 29 M36 X 3 3 162 57
M12X 1 1 80 22 M36 X 2 2 144 39
M14X1.5 1.5 95 30 M36X 1.5 1.5 144 39
M14X1.25  1.25 95 30 M38X 1.5 1.5 149 39
M14X 1 1 87 22 M39 X 3 3 170 60
M16X 1.5 1.5 102 32 M39 X 2 2 149 39
MA MI6X1 1 92 22 A M39X1.5 1.5 149 39
Fine  M18X2 2 112 37 Fine  M40X3 3 170 60
Thread MI18X1.5 1.5 112 37 Thread ~ M40X 2 2 149 39
M18X 1 1 97 22 M40X 1.5 1.5 149 39
M20 X 2 2 112 37 M42 X 3 3 170 60
M20X 1.5 1.5 112 37 M42 X 2 2 149 39
M20 X 1 1 102 22 M42X 1.5 1.5 149 39
M22 X 2 2 118 38 M45 X 3 3 187 67
M22X1.5 1.5 118 38 M45 X 2 2 165 45
M22 X 1 1 109 24 M45X 1.5 1.5 165 45
M24 X 2 2 130 45 M48 X 3 3 187 67
M24X 1.5 1.5 130 45 M48 X 2 2 165 45
M24 X 1 1 114 24 M48X% 1.5 1.5 165 45
M25 X 2 2 130 45 M50 % 3 3 187 67
M25X 1.5 1.5 130 45 M50 X 2 2 165 45
M26X 1.5 1.5 120 35 M50% 1.5 1.5 165 45
M27 X 2 2 127 37 M52 X 3 3 200 70
M27X 1.5 1.5 127 37 M52 X 2 2 175 45
M27 X 1 1 120 25 M52X 1.5 1.5 175 45
M28 X 2 2 127 37

TR e mims. . RETRI. RB/ MRETE. f - d=M12. H2 & 8. RE
PRI 223-M12-H2-HSS- iR 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.
i 2EFHEATRR T < 20 A9E,

Note: all the grinding size refers to the engineering of the specifications of the 20 or less.



4

|

2

EEMIHE2ZEGE (HSS) 234
American Standard Taps (HSS) 234

o ZEWREZHERIF . RIGEVIMITIL JB Rk, ® The style and dimension of the American standard taps
o _ N s conform to mechanical industry JB standards.
o AEFREEITELEREANS| B4 EF IS, i e
.. . ® The American standard taps manufactured by our works
o ZHERN—N—H , RERFNA TR 2K 34, 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.

A A AR S AR NN

>
>

7 AN
f WL L LR L]

e (Item No.) : 234 B4 - inch 2 (Item No.) : 234 84y :inch
Nomlnal size OveraII Iength Length of flutes Nominal size Overall length Length of flutes
I I S R N

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
3/87-16 2-15/16 1-1/4 3/87-24 2-15/16 1-1/4
7/167-14 3-5/32 1-7/16 7/16”-20 3-5/32 1-7/16
1/27-13 3-3/8 1-21/32 1/27-20 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
3/47-10 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
17-8 5-1/8 2-1/2 1712 5-1/8 2-1/2
1-1/8"-17 5-7/16 2-9/16 1-1/8"-12 5-7/16 2-9/16
il=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 1-3/87-12 6-1/16 3
1-1/2"-6 6-3/8 3 1-1/2"-6 6-3/8 3

TR | & RRS. WEMBYAETITE. § 0 d=1/4"-20 24 , #Rc)y 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.



s (HSS/HSS-E) 235 236
Gun Taps (HSS/HSS-E) 235 236

o MR, RIFFENMATI JB tR/kE, ® The style, dimension of the gun taps conform to
o AEMIH HI H2. H3. mechanical industry JB standards.

o IERLPR—IRIHIBRIMNBRLINTIERIA £
ZRTEFIRLINT |, sEBRIIHIEEIEp A2

® 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

YR |, SCISMEacIE o B, EeiHEBINEE thread processing, and achieve high efficient thread
s . cessi ithout chip block issue. And front chi
o TR LI E HEE processing wit p p
L%T DEXNEMLESEED , AMERESS removal function avoids chip scratch on the processed
T EBEINTAM =, thread, so that it has high precision machining features.

o BEENMIKEN , A=iN, THENW , HFNEHL

Suitable for processing carbon steel, alloy steel, stainless
steel, cast steel and other material.

_.ii — - E— A
E s (i = .

%2 (Coating)
#7#E (Material) : WoMo5Cr4V2Co TiN L

A
Y

” -

et
£B#) (Grinding)
w7} (Material) : W6MoSCraV2/HSS-E( &% /Containing cobalt)

435 (Item No. ) : 235 B mm
Nominal size Thread pitch Overall length Length of flutes
d p L I
M3 0.5 48 16.5
M3.5 0.6 50 19, &
M4 0.7 53 19
M5 0.8 58 23
M6 1.0 66 19
M8 1.25 72 22
M10 1.5 80 24

THERE  mimsS. M. AZHRE. M8 RE/ 2EHTE, 6] d=M3 [ H2&K. ##. RE.
RIS 235-M3-H2-HSS- iR 2,
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.



FE M 224 (HSS/HSS-E) 238 239
Reinforced Shank Spiral Fluted Taps (HSS/HSS-E) 238 239

o IEPERBZLHERIFER. RIKFEER GBinfk. ® The style and dimension of the spiral flute taps conform
N o to national GB standard.
o IZIFBLLHEEERTIIMSREEIMG L, XL
® Spiral flute taps are usually uesd for blind holes and
& :
SERMEILIINLE, intermittent surface holes tapping on the ductile metal parts.
o ZHHRAUBEIZ HI. H2. H3 ZMAEHHIE, ® The accuracy of the taps isby H1+ H2+ H3.

24| (Grinding)
#HF (Material) : W6Mo5Cr4Vv?2

>|
>

-c RS S S—— — e —
#E (Coating) | ]
#HF (Material) : W6Mo5Cr4V2Co TiN < >
S )
24 (Grinding)
W (Material) - W6MoSCraV2/HSS-E( &5EEiN /Containing cobalt)
w5 (Item No.) : 238 B mm (ltemNo.) : 2 B : mm

Mg | AFRRYT| 8 £K VALS
Specn‘lcatlons Nomlnalsue Threadpnch Overa\llength Lengthofflutes

M3><0 35 3 0 o. 35 48 13.0

M3.5%0.35 3.5 0.35 50 15.0

A M4 4 0.70 53 15.0 05 MAX0.5 4 0. 50 53 15.0
Coarse  M4.5 4.5 0.75 53 15. 0 Fine M4.5X0.5 4.5 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 M6 X 0. 5 6.0 0. 50 66 22.5

M6 X 0. 75 6.0 0.75 66 22.5

BRI mmS. WS, RETRG. RN RE/ 2EHITER. 6 d=MIB3 . H2 R L RE.
FRIEA 238-M3-H2-HSS- 1R 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.



MR 24 (HSS/HSS-E) 240 241
Thin Shank Spiral Fluted Taps (HSS/HSS-E) 240 241

o IZfERELZZHREIN. RIMFEER GB ink.

o ZIFBLEBERTIIMERETM L XIEFLaHT
SREREILAII L,

o ZZHEREUEREIZ H1. H2. H3 =FQZESHIE,

( Item No. ) B : mm
g |2 \f"'R_J' @EE 2K UAEN
M7 7 1 00 66 19
, M8 8 1.25 72 22
HE o 10 1. 50 80 24
Coarse = 19 12 1.75 89 29
Thread =314 14 2. 00 95 30
M16 16 2. 00 102 32
( Item No. ) B : mm
fﬂf“ y. \?"R__f J‘EEE 2K UARIN
l
M7 X0. 75 7 0. 75 66 19
M8 X 0. 75 8 0.75 66 19
M8X 1 8 1.00 72 22
MI0X0.75 10 0.75 73 20
MIOX 1 10 1.00 80 24
MIOX1.25 10 1.25 80 24
a40F Mi2x1 12 1.00 80 22
Pine MIZX1.25 12 1.25 89 29
Thread M12X1.5 12 1.50 89 29
MI4X1 14 1.00 87 22
MI4X1.25 14 1.25 95 30
MI4X 1.5 14 1.50 95 30
MI6X 1 16 1. 00 92 22
MI6X 1.5 16 1.50 102 32
MISX 1 18 1.00 97 22

TRIRE  wrmims. s, RZWE5). ME. RR/ MRETE

FREA 241-M10X1-H2-HSS- iR 2.

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

® Spiral flute taps are usually uesd for blind holes and
intermittent surface holes tapping on the ductile metal parts.

® Theaccuracy of the tapsisby H1+ H2+ H3.

452 (Item No. ) 7 mm
g | NFRRY| 1REE 2K I
Speciﬂcations Nomlnal size | Thread pltch Overall Iength Length of flutes
M18 18 2 50 112 37
s M20 20 2. 50 112 37
A M22 22 2.50 118 38
gﬁarsz M24 24 3.00 130 45
B 00 27 3.00 135 45
452 (Item No. ) 7 mm

ME | ATRRT | 488E SN UARS
Spemﬂcatlons N0m|na|5|ze Thread p\tch Overall Iength Lengthofflutes

M18><1 5 18 1.50 112 37
MI8X 2 18 2.00 112 37
M20% 1 20 1.00 102 22
M20X1.5 20 1.50 112 37
M20X 2 20 2. 00 112 37
M22X1 22 1.00 109 24
4F W22X1.5 22 1.50 118 38
Fine M22X2 22 2.00 118 38
Thread M24X 1 24 1.00 114 24
M24X1.5 24 1.50 130 45
24X 2 24 2. 00 130 45
M27X 1 27 1.00 120 25
M27X1.5 27 1.50 127 37
M2TX 2 27 2.00 127 37

o B d=M10X14HEF. H2 . #HL RE

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

Example: for d=M10 X1 fine thread H2 level,material , coating , marker with 241-M10 X 1-H2-HSS-coating.



55° R Ea 2z (HSS) 242
55° Taper Pipe Thread Taps (HSS) 242

o [FEEEBRMLHERNITR. RIRFESTMITILBIRE, ® The style and dimension of the taper pipe thread tap

conform to emechanical industry JB standard.

-1:16

L
o | —= S——c—c——c—o—c
A

T AN /

AR et

: - S POPIIPPNIAIID
ATTERRRREREERRRST

= (Item No. ) : 242 B mm

PIRRT FE 1256 &K VAL
Nominal size No.of thread(per in.) Thread pitch Overall length Length of flutes
—

d(inch)

Rel/16 28 0. 907 52 14
Rel/8 28 0. 907 59 15
Rel/4 19 1.337 67 19
Re3/8 19 1. 337 75 21
Rel/2 14 1.814 87 26
Re3/4 14 1. 814 96 28
Rel 11 2.309 109 33
Rel 11 2. 309 119 36
Rel+ 11 2.309 125 37
Re2 11 2.309 140 41

BHiRB  mEmRs. RRRIITE,
5 : 242-Rc1/16,
Order Description: Please mark item No. , nominal size for order.

Example: 242-Rcl/16.



4

55° RMEEa 24 (HSS) 243
55° Cylindrical Pipe Thread Taps (HSS) 243

o HHREEBHEINEN. RIFGEERIIRE, ® The style and dimension of the keyseat cutters with morse

taper shank conform to enterprise standards.

AALAAOL IO

{ X A
F’"Y{Yt;’e";f Wddiig
AN O|l—k —— e —=

..... PN
o L

422 (ltem No.) 2 B : mm

PR TE 1255 £K VAL
Nominal size No.of thread(per in.) Thread pitch Overall leng Length of flutes

e | e s v

G1/16 0.9

G1/8 28 0. 907 59 15
G1/4 19 1.337 67 19
G3/8 19 1.337 75 21
G1/2 14 1.814 87 26
G5/8 14 1.814 91 26
G3/4 14 1.814 96 28
G7/8 14 1.814 102 29
Gl 11 2.309 109 33
Gl+ 11 2.309 116 34
61t 11 2.309 119 36
G1+ 11 2. 309 125 37
613 11 2.309 132 39
G2 11 2.309 140 41

BiRW  FrmiRs. ARTITER. 4 0 243-G1/16,
Order Description: Please mark item No. , nominal size for order.

Example: 243-G1/16.



Ptz (HSS) 247
Thread Forming Taps (HSS) 247

o PIEZHERIFAFEER GB ink, ® The type of the thread forming tap conform to GB
s s ey 4o dard.
o BAMTEHEN , FHEN  BES. BT, e

e Suitable for processing mild steel, stainless steel,
aluminum alloy, copper and other material.

P> <

o e S R e

d1

S (Item No.) : 247 B . mm

PRRT L diE] VAL RS BEER
Nominal size Thread pitch Overall Iength Length of flutes Extrusion cone length Accuracy class

0.4 3p/7pP
0. 40 36 15 3p/7P H
M2, 2 0.45 36 15 3p/7pP I
0.45 36 15 3p/7P II
V2.5 0.45 36 15 3p/7pP |
0.45 36 15 3p/7P II
\3 0.50 40 17 3p/7pP I
0.50 40 17 3p/7P II
\3. 5 0.60 40 17 3p/7pP |
0.60 40 17 3p/P II
\d 0.70 45 20 3p/7pP I
0.70 45 20 3p/7pP II
. 0.80 50 22 3p/7pP I
0.80 50 22 3p/7P I
\6 1. 00 55 24 3p/7pP I
1. 00 55 24 3p/7pP II
\8 1.25 65 25 3p/7pP I
1. 25 65 25 3p/7P I
M10 1. 50 70 25 3p/7pP I
1. 50 70 25 3p/7pP II
\12 1.75 80 25 3p/7pP I
1.75 80 25 3p/1P I

I’*”#j?]ﬂlﬁ@% FOEERSR , [TEAIN IR, 25, RIBRINTEAZE®EA , B 18, 1B ELES M@
T RBAL  HFELEASH 7P (BFL) . 3P (F@f ) .

Type [ is for processing nonferrous metal and mild steel, type Il is for processing stainless steel. type I 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).



FPERES E22 4 (HSS-E) 248
High Performance Thread Forming Taps (HSS-E) 248

o SR ELHENFATEER GB k. e High-performance thread forming taps type form

conform to GB standard.

Y

it — . ‘ -
i) e

A A
A

H2 (ltem No.) : 2 ==

i :
PIRRT g5 UARsS IE
Nominal size Thread pitch Overall Iength Length of flutes Extrusion cone length

M2 0. 40 40 13 4P
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

TERE  rRRs. ERBHAEFITE
B - d=M10, H2 %% , #5279 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.



maed HIReE 28 (HSS-E) 252

Spiral Flute Taps For Aluminum Alloy (HSS-E) 252

o #HNEWAH2 BERATFEKBRBEE. HEE. ® Taps tolerance is H2, normally used for long chip material

=\ FHFWEIE AL FLIZELY, such as aluminum alloy and copper alloy. Tapping for
N . _ bland hole thread with counterbore is not allowed.

o ZERIIZEN. RIMRARERGEER ISO #REH

E=R GB R/, ® Form, dimensions and technical requirement of Taps

conform to ISO standard and GB standard.

>|
>

L

ii&% ___________
| >

(ltem No.) : 2 A7 : mm

RIRRT ¥R VALS
Nominal size Thread pitch Overall Iength Length of flutes

M4 0.7 63 7
M5 0.8 70 8
M6 1.0 80 10
M8 1. 25 90 14
M10 1.5 100 16
M12 1.75 110 18
M14 2.0 110 20
M16 2.0 110 22

BRiR  rrmims. ST,
Bl - d=M3 , #7798 252-M3,
Order Description: Please mark item No. , specification for order.

Example: for d=M3, marker with 252-M3.



AL HiRherd 2248 (HSS-E) 253

Spiral Flute Taps For Stainless Steel (HSS-E) 253

o ZLWRETHHZ, BERTAHEMN. ZILATH
BRI E FLERLL,

o R, RIMBAREBRFESER SO iR
FIEZR GB R,

8= (Iltem No.) : 253

® Taps tolerance is H2, normally used for stainless steel.
Tapping for bland hole thread with counterbore is not
allowed.

e Form, dimensions and technical requirement of Taps
conform to ISO standard and GB standard.

AT © mm

Nominal size Thread pitch
M3 0. 35
M3 0.5
M3.5 0.35
M3. 5 0.6
M4 0.5
M4 0.7
M4. 5 0.5
M4. 5 0.75
M5 0.5
M5 0.8
M5.5 0.5
M6 0.5
M6 0.75
M6 1
M7 0.75
M7 1
M8 0.75
M8 1
M8 1.25

M9 0.75

2K VALS
Overall length Length of flutes
L
48 11

48 11
50 13
50 13
53 13
53 13
53 13
53 13
58 16
58 16
62 17
66 19
66 19
66 19
66 19
66 19
66 19
72 2
72 22
66 19




422 (Item No. ) : 253 B mm

PRRT e iiS] ESN VAL
Nominal size Thread pitch Overall length Length of flutes

M11 0.75 80 22
M11 1 80 22
M11 1.5 85 25
M12 1 80 22
M12 1. 25 89 29
M12 1.5 89 29
M12 1.75 89 29
M14 1 87 22
M14 1. 25 95 30
M14 1.5 95 30
M14 2 95 30
M15 1.5 95 30
M15 2 95 30
M16 1 92 22
M16 1.5 102 32
M16 2 102 32
M17 1.5 102 32
M18 1 97 22
M18 1.5 112 37
M18 2 112 37
M18 2.5 112 37
M20 1 102 27
M20 1.5 112 37
M20 2 112 37
M20 2.5 112 37
M22 1 109 34
M22 1.5 118 38
M22 2 118 38
M22 2.5 118 38
M24 1 114 24
M24 1.5 130 45
M24 2 130 45
M24 3 130 45
M25 1.5 130 45




LNl

Solid Carbide Drills 301

o EGINTINE. FEHEWE. FHkE. G2EFH.

o HFLURE : (2-3)D
o BHIHI L INESED
o IZFFF LR 30°

= (Iltem No.) : 301

PR

Nominal size

D3 3

D3.3 3.3
D3. 4 3.4
D3.5 3.5
D3. 7 3.7
D4 4

D4. 2 4.2
D4.3 4.3
D4.5 4.5
D4. 65 4. 65
D4. 8 4.8
D5 5

D5. 1 5.1
D5. 2 5.2
D5.5 9.5
D5.8 5.8
D6 6

D6. 1 6.1

ol o1 o1 O

5.5
5.5
9.5

6.5

140°

SR A kel 301

Suitable for processing steel, stainless steel, cast iron,

alloy,etc.

Drilling hole depth: (2-3)D

Cooling mode: outside cooling

Helix angle 8 :

30"

B . mm

40
46
49
52
52
52
55
55
58
58
58
62
62
62
62
66
66
66
70




422 (Item No. ) : 301 B mm

PR

Nominal size

7
D6. 75 6.75 7 23 74
D6. 9 6.9 7 25 T4
D7 7 7 25 4
D7.1 7.1 7.5 25 4
D7.4 7.4 7.5 25 74
D7.5 7.5 7.5 25 74
D7.8 7.8 8 27 79
D8 8 8 27 79
D8. 1 8.1 8.5 27 79
D8. 4 8.4 8.5 27 79
D8.5 8.5 8.5 27 79
D8. 6 8.6 9 29 84
D8. 7 8.7 9 29 84
D8. 8 8.8 9 29 84
D9 9 9 29 84
D9. 3 9.3 10 29 84
D9. 5 9.5 10 29 84
D9. 6 9.6 10 31 89
D9. 8 9.8 10 31 89
D10 10 10 31 89
D10. 25 10. 25 11 31 89
D10. 4 10. 4 11 31 89
D10.5 10.5 11 31 89
D10. 6 10. 6 11 31 89
D10.8 10.8 11 33 95
D11 11 11 55 95
D11.2 11.2 12 33 95
D11.5 11.5 12 33 95
D11.8 11.8 12 33 95
D12.0 12 12 35 102
D12. 25 12. 25 13 35 102
D12.7 12.7 13 35 102
D12.8 12.8 13 35 102
D13 13 13 39 102
D13. 1 13.1 14 35 102
D13.5 13. 5 14 37 107
D13.8 13.8 14 37 107




%= (Iltem No. ) : 301

PIRRT
Nominal size
D14 14 14
D14. 25 14. 25 15
D14. 5 14.5 15
D14. 75 14. 75 15
D14.8 14. 8 15
D15 it5 15
D15. 1 15.1 16
D15.5 15, & 16
D15.8 15.8 16
D16 16 16

Bf7 - mm

107
111
111
111
111
111
115
115
115
115

TJERE | BETRRS.

1 : 301-D16

Order Description: Please mark item No.
Example: 301-D16



BB B oree )] 302

Solid Carbide End Mills 302

o ATFIIImINE. THME SEWE. FHINE ® Used for processing carbon steel, tool steel, alloy steel,
SRR stainless steel,etc.
e IR/JiE . I ® Cut: Center Cutting
o IEFEMA B 35° e THelixangle B : 35
o I 47] ® Number of flutes: 4 Flutes
I1 N
A
— a) S = - - -
2
S (ltem No.) : 302 Bz . mm
RIS
Nominal size
D3 3 9 40
D4 4 12 50
D5 5 15 50
D6 X 16 6 16 50
D6 X 20 6 20 60
D8 8 20 64
D10 10 22 70
D12 12 25 75
D14 14 32 90
D16 16 32 90
D18 18 38 100
D20 20 38 100

TEIREA | BT miRS.

f5) : 302-D3

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



P BE B AR 5T B < L DT I 2 8
Cutting Data For Solid Carbide Drills With Standard Length

HNSERIIEIZEL  Cutting data for drill with external coolant

Wm & Cutting speed T
REESS /min) Feeds f (mm/rev) for diameter ranges (mm)

Type of steel 3
tﬂg/a Haes --- - - .
Application range Values

B 2 54k < 210HB (T00N/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
Steel and cast steel up to 700 N/mm
2
b S < BOHRCOOOOT/M ) 60-110 85 0.07-0.14 0.12-0.18 0.15-0.22 0.20-0.25 0.25-0.30 0.30-0.40
From 700 up to 1000 N/mm
V=7 2
?WH& k< 35HRC(1300N§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
From 1000 up to 1300 N/mm
Gk < 8
B 5 < 4OHRC (1600/iun') 20-55 40 0.03-0.07 0.06-0.10 0.08-0.12 0.10-0.15 0.12-0.18 0. 14-0.18

Steel over 1300 N/mm”

IR BRER R AT
Cast iron 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
666 42 ~ GGG 70

IR AR AN

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

Hee. BEE. HEEIMES
Aluminium, magneslum and zinc 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
alloys




Pl I B B ARRE i LWL B T DT B 24K
Cutting Data For Solid Carbide Straight Shank Endmill With Standard Length

Mk (470) 4Z-Side milling

Ae
Ae <0.1D (D < @3 i
R Do Ae < 0.05D
Ae < 0.2D (D < 3) 4
Depth of cut L Ap Ap < 1.0D
Ap < 1.5D e
B SHER A8 TEN TN PR
T8 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 \2 n \A n \2
(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 630 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

© WIEIRSERERIIFERS SN | ERIFKETEIREER

© WIRINTHRE TH RN A ESEREIT R A S | BIEEARICR SRR |

+ WMRIBFABINTL , BEEE 1/3 HERELUT,

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

*  If 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 .



PR3 BB ARRE i LWL BE T V) B 24K
Cutting Data For Solid Carbide Straight Shank Endmill With Standard Length

FHE (47)) 4Z-Slotting

Ae

Ae = D Ae = D
Ap < 0.1D (D < ¢2)
Ap <0.2D (D = ¢2)

R

<o. 5<D<
Depth of cut Ap < 0.00D (90.5 <D < ¢2)

Ap<0.1D (D> ¢2)

BN 5k AN TER HER
T8 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 Vi 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

© WRIEXERFRIOFERS SN ERIEKETTRIREER

© WIRMTHRE TH RN R ESERIFI S A HAE | BIERFBGIR SRR |

© WIRBSFHEBINI , BEEE 1/3 #HEEREUT,

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

*  If 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 .



i J5 < T B DT e SOR R

Cutting Definition And Calculation Of Carbide Alloy Cutting Tool

24 HEAR

parameter Calculation Formulas

BEITEAR

Mills diameter D (mm)

FPEE n o [min-1]

RPM n=V, « 1000/ (D= )

PIEERE V. [m/min]

Cutting speed VoD« n/1000

ks e £, [mm/z]

Feed rate per tooth S

At E F o [mn/rev. ]

. F=f,
Feed rate per revolution

o 7
BHEAHEE V. [mm/min]

Feed speed Vi=f, e« z « n=f « n

SEUIZE Q  [em3/min]

—a_ e a_ e V.
Metal removal rate O=a. ’ !

BV a.  [mm]
Radial depth of cut

HEYNR  a, [mm]
Axial depth of cut

© EREETERHERIAT TS |
1. EHDE - &K 0.02mm
2. 2IEE  &A 0.0Imm
©  REGAEERINGT)  XHAREDENSHEE, SFE NS | IMTEREPTZERDNER | BeTHEE.
BERIKERD 20% , 2ETDEZRLD 50%
e The runout of solid carbide tool should reach following index:
1. Normal cutting: max is 0.02mm
2. High speed cutting: max is 0.01mm

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.



IR BE 35 50 Y 2 0 A sk ¢

Difference And Selection Between Down Milling And Reverse Milling

A

<= -

YV seasE A T5TE)

Ji25% Reverse Milling 1%5% Down Milling

o SRR PDRVDZRIERS]  EGERS , IR ZRHIN ],
+ EREESVMEERELTRDREEARS,

© ERMBDINER  DEESXREEHETEHREFRTE  TURERRINIEERNT 4, (IRHETE, 2. 2k, &
BREEE)

+ IiRsERd , YIRIEREERTE | NS THZEEERE , JJESINIEREEXN B ERD/N , 8 TIERERE/) , REEL
RERRK, EHEEEES.

c BHER BEERE  TJRTINFERIIER | RN EE SRS TREEN.

o BHRS , BTHRIMERELHRK RIS RS TR E B EER U TFE LI SBEN—MIAEEWE. mikiE)
BRI DRI B S LB —5 , RRIERT , BTN THAPKFEFEB ORI —EREN TFasREE NS
EapEEEARM, XMEERTER , BrEmNIREF —CRE LNRETA.

© BEIEERZHIBERSLBRRATH,

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

i

St

*  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.
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