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About GESAC

ENEERBMEEARAE, MIT1989F, B—XPIIERNEXSHEALL, REFHENRK
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BHENE.

FETEST U HENTREMRRAN L, UKSE. QFHNEERES, ENEERARTERINK
BH%X, NeAFPRESESENLLBHRTRMRS, MIATLIERASER. WEE. i
BinE, #RETRRNTRMNTENRRAR, EREH2XO+Z M TULEERMMEX, 25
BRSN,
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YWmE” , “ERBEREREI , ‘ERMERIME” , ‘ERER#THR ARMEMETER
PIZUIRE, WA SR s TR o SRS | SeEERE”

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint venture
with national high-tech, affiliated with XTC, which is one of six major rare earth groups in China.
GESAC is committed to research & development, production and professional solutions providing
of high-quality tungsten powder materials, cemented carbide, precision cutting tools and other
tungsten products. Up to now, GESAC has become world-famous manufacturer and supplier of
tungsten powder, cemented carbide and precision cutting tools products.

With the Integrated Product Development of complete tungsten industry chain, as well as a
pragmatic and innovative management concept, GESAC has always maintained a strong momentum
of development, providing the cost effective tungsten powder products and services for global users,
offering the excellent products and perfect solutions for solving high hardness, high temperature
resistance and wear resistance topics. Our brand "Golden Egret" has become one of the leading brand
in the market, enjoying famous reputation in more than 40 countries and regions.

GESAC owns three production bases, three overseas sales branches and one R&D center. We
undertook and completed several development programs independently, including the “National
Science and Technology Support Programs” , the “National Torch Program Projects” , and the

“National Key Projects” and so on. GESAC was awarded as "Key Enterprise for Strategic Emerging
Industry ", “Innovative Enterprise” and "Enterprise with Advanced Technology ".
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Tong'an Plant in 2009
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Tungsten Powder & Carbide Plant
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Haicang Plant in 2006
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Tungsten Powder Plant
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Huli Plant in 1989
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Administrative Headquarters
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Carbide Rods & Cutting Tools Plant
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Wuyuanwan R&D Center in 2008
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Aerospace

MEHE MR EH AT ERENITIL
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TEM=TNARBERESNES
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Aviation manufacturing field is one of the industries with highly
intensive advanced technology. The parts and components
of the products are complex in shape and structure, diverse in
material and strict in processing accuracy.

GESAC is committed to the research and development of
aviation high-quality cutting tools. Nowadays, it has formed
a series of cutting tools such as SA series for aluminum alloy
processing, ST series for titanium alloy processing, SN series for
high-temperature alloy processing and SD series for composite
material processing. Dedicated to provide the most challenging
professional processing solutions the aerospace industry for
aerospace industry.

GESAC aviation tool is the key to the aerospace manufacturing,
and we will achieve the success of intelligent manufacturing
togetherin the future.
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HRSA Turning Inserts
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Indexable Milling Cutters

FHIT R RESET

Grades of Milling Insert

FHEHMTEESEI TR

Shoulder Milling& T Groove Milling

B/ &5AsEI TR

Round Insert Milling Tools

PO TEHI TR

High Feed Milling Tools
TARIER R

Drills Index -Tool Series

SA210RFISEE BN TILTET]

High Efficiency Endmills for

Aluminum Alloys

SA300RFIMM =TSR aEERINLILHT]

High Speed Endmills for

Aluminum Alloys
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ST210%kEE =M TIIHET)
High Performance Endmills for
Titanium Alloys

ST300 KEESMINLILFHT]
High Efficiency Endmills for
Titanium Alloys

W SS6007=52E I T 55 T)

SS600 Endmills for High Strength Steels
SN200B BB TS IEREIN LI 55T

High Performance Endmills for Heat
Resistant Super Alloy
STB200%EE kA HET)

Taper Ball Nose

SD200=MREE &M KN T 557

High Performance Endmill for Composite
SAMESMEREIN T PCOILHET)

High Performance PCD Endmills for
Composite

FLINLT

Holemaking

D612 EMINT L E,
Triple-angle Drills for Composite Material

R733-C EMINTIRT)

Reamer for Composite Material

D973 Er+ERBEEMEIIN TR
Twist Drills for Composite and Metal
D573 Ef+ZBBEMEHITY fL3h
Core Drills for Composite and Metal
R733-CM EM+& BB EMEINTIRT]
Reamer for Composite and Metal

PR
Appendix

TIHRER
Workpiece Material Table

LESFHOMI NG R TR
Metric Scale list
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maEER HKET BN
Aircraft Aluminum Alloy Web Titanium Alloy Slideway

MIEE Rz e ETAR/ AR 0 T

Rough/Finishing Milling

MIEE K2 ERER I T
Finishing Milling

AT
Cavity Rough Milling

fMIEE Rz R EIR A0 T

Finishing Milling

T POEREIARTR - B - ST2L0/STI00R B8]
igh Efficiency Series Endmi Igh Speed >eries High Feed Milling o Endmill
* SA300BEARFIILHET) SOMTAMKML13 EEARIT

Face Rough Milling

High Speed Series Endmill 3
7m0y - EHT
ﬂ A ! Facing Milling

! RPET+MPB100

/
i)

TEERE /AR T
T-Groove Rough/Finishing

© BRTEUET]
High Speed T-Groove Cutter

—_— -

MEEHE0T AUTRMEEFAE 1T AYTRMEERSIN T
Semi-Finishing Semi-Finishing with Large Cutting Depth Finishing with Large Cutting Depth

FLInT
Drilling

* BBHET] © R * ST210K718E7]
Shoulder Milling Corn Milling Endmill with Long Cutter
* TEINTRFESS APKT+MEB190 APKT+MHB190

Aluminum Twist Drills

) m——INS

006 — GESAC GESAC _ 007
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DIE=ET REIHALE

Fuselage Skin Engine Casing

LT | L TR Sl
Drilling Roughing ZHIINT b Torus Milling

~
=

* D6L2ARFI-47] L E s * SD200F= N BT #7) M * SN200-R4E KI5
Drill | Fine-Cross-Nick - EM¥4EINT RS | '\ Corner Endnills
- RT33-CEMINTET] Semi-Finishing | .
Reamer ; . ESIEIIT R B ——
) 3 Finishing Series ! 3
— 1 -
: Yo
| |

« SN200-B4Ek3L3I$t 7]
Ball Endmills

g T

Grooving

* G-Notch’%iE57%!
Shallow Grooving Series

HBemEMEPCD

PCD End mill * CZRIERY!
Side Milling Deep Grooving Series
+ SD300-GD9900 PCDIL %] + D968SHTI3DMIEE
PCD Endmill + SD200AZFESIEET] Series 3D Twist Drills
+ GD9900 PCD#2%h Herringbone

PCD Countersink Drill i i

s —

-3
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Finishing
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- GZAFIIMTIA Indexable Turning Cutters

Grooving Series

* STB200EEIRKT]
Taper Ball Nose

B

Roughing

AR EHIIIT

Turing

* SN200RFITIE

. EMESEINT 5] Series Endmills

Semi-finishing Series
ESTEMLE) T
Finishing Series

010 — GESAC
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Grades of Turning Insert

i
Grade

PNTRE
Turning Type

CUTTING TOOL FOR AEROSPACE

L5

Microstructure

B =
Characteristics

CUTTING TOOL FOR AEROSPACE | fi=tEITA

EmaTEIREHTIAR
HRSA Turning Inserts

GS3115

ERAEEH
Superalloy Turning

o XATHARKEREEER, BENENME
MBS RS, ERTHERT=EEEH
EEWMENELLIH

Micro-grain carbide substrate with excellent wear
resistance and plastic deformation resistance,
suitable for middle and high speed continuous
cutting of stainless steel and HRSA.

GS3125

ERAEEH
Superalloy Turning

o SLFEEAIMEE TR EENNER, Lasii
=18 TAIN RE, WFERSHEN eI,
SEREN, BRTERESETEIHIRE TR
EHHENT, FERNtERTEPHEENINTI.
Substrate with excellent heat resistance and
plastic deformation resistance, match new TiAIN
coating get excellent oxidation resistance and
adhesive wear resistance. Both suitable for middle
speed cutting of HRSA and parts of titanium alloy.

GS9125

HKETEH

Titanium alloy Turning

s RETBAMIMNEEMS, RATRENASR
N aEM, ERTREZNFEINT.
Recommended grade for general cutting of
titanium alloy, fine grain carbide substrate
without coating, and suitable for semi-finishing of
titanium alloy.

012 — GESAC

EFERRASISERSEEHITIA
Geometry of Inserts

o EHTERAEEIEIMITIA

Finishing of HRSA.

oK AIRIFRITIEIZIT, BRUBVNA FIBER.

Special rake face can reduce the crater wear effectively.

o TJRER, MIKRERES.

Sharpen cutting edge can get high quality of the machined
surface.

o R FETHI T IR B HEB BT, BEIR AR REE R,
Curved cutting edges make good chip control and reduce the
groove wear.

EMER RIS EEEEHITIA
Geometry of Inserts

o EATERAEEZFBMITHEL

Semi-finishing of HRSA.

o XAMAIAIRIT, AIRIETRBEMTIBIZENE,

Double rake angles design, keep the tool nose shape and strong.

o TIRER, FAMRIETIANIRERES.

Sharpen cutting edge can get high quality of the machined surface.
ORIFIREELISIT, TRE T ATRYIRM#HLA N T,

Unique groove design to meet different cutting depth and feed requirements.

ESIEBREASSRESEEFHITIA
Geometry of Inserts

o TIRER, LNAIFE, FR5IEIHEN.

Sharpen cutting edge decreased the cutting force, which would cause the deformation of the workpiece.

o [EIN ) HAISITHET BRI, MHER~L, RSNIRARE.

Arc cutting edge inclination is easy for chip flowing and burr controlling, improving the quality of the machined
surface.

® JIREIIR AT B R MR IR T AR S TR BB RISR

Heave at the chip breaker near the tool nose strengthen the nose.

GESAC 013
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TIF A CNMG . p

Specifications

EH280°H 1L b
N e e e e Diamond 80° with Hole s
Edit) EREE 80°ET 55°&T 35°ET 60°7\ =
Groove Application Diamond 80° Diamond 55° Diamond 35° Hexagon 60°
R res
. BRASHENTA ’ TIF 9N TSRS Dimension (mm) Grade
E L Shapes Insert Type
Finishing of HRSA L D s d1 R GS3115  GS3125  GS9125
CNMG-EF DNMG-EF VNMG-EF CNMG120408-EF 12.9 12.7 4.76 5.16 0.8 ©) () ®
CNMG120412-EF 12.9 12.7 476 5.16 12 @) o ([ J
EM SRaEFEINTA
Semi-finishing of HRSA CNMG120404-EM 12.9 12.7 476 5.16 0.4 O O
CNMG120408-EM 12.9 12.7 476 5.16 0.8 ) O
CNMG-EM DNMG-EM VNMG-EM WNMG-EM CNMG120412-EM 129 12.7 476 5.16 1.2 O O
@1 EETF Stock OFEFME Available upon Order
BReEE - FREINLIA
ES Finishing/ Semi-finishing of
HRSA
VBMT-ES
GiNEES VCGT-ES

DNMG

EW55° B,
Diamond 55° with Hole

R~F s
TIE 4N TSRS Dimension (mm) Grade
Shapes Insert Type
L D S dl R GS3115  GS3125  (GS9125

DNMG150408-EF 155 12.7 4,76 5.16 0.8 O O O
DNMG150412-EF 155 12.7 4.76 5.16 1.2 O O
DNMG150608-EF 155 12.7 6.35 5.16 0.8 O O O
DNMG150612-EF 155 12.7 6.35 5.16 12 O @) O
DNMG150408-EM 155 12.7 4.76 5.16 0.8 O @)
DNMG150412-EM 155 12.7 4.76 5.16 12 O @)
DNMG150608-EM 155 12.7 6.35 5.16 0.8 O O
DNMG150612-EM 155 12.7 6.35 5.16 12 O @)

@1TfZETF Stock OFFAE Available upon Order

014 _ GESAC GESAC 015
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VNMG

EH35°B7L

Diamond 35° with Hole

CUTTING TOOL FOR AEROSPACE

Rt k&8s
TIESMNE TIERS Dimension (mm) Grade
Shapes Insert Type
L D S dl R GS3115  GS3125  (GS9125
’ VNMG160408-EF 16.6 9.525 4,76 3.81 0.8 O o O
VNMG160412-EF 16.6 9.525 476 3.81 12 O o O
’ VNMG160404-EM 16.6 9.525 4.76 3.81 0.4 @) O
VNMG160408-EM 16.6 9.525 4.76 3.81 0.8 O O
@1 EETF Stock OFEFNE Available upon Order
T80, 11-1
Hexagon 80° with Hole
Ls_|
R~ h2s
TIE SN TSRS Dimension (mm) Grade
Shapes Insert Type
L D ‘ S ‘ dl R ‘ GS3115 ‘ GS3125 ‘ GS9125
WNMG080408-EM 8.7 12.7 4,76 5.16 0.8 o O
WNMG080412-EM 8.7 12.7 4.76 5.16 1.2 O O

016 — GESAC

@EETF Stock OFEFAE Available upon Order

CCMT

EH80°EFL

Diamond 80° with Hole

CUTTING TOOL FOR AEROSPACE | fi=tEITA

o“%

R~F WS
T SNE TSRS Dimension (mm) Grade
Shapes Insert Type
L D S dl R GS3115  GS3125  (GS9125
CCMTO9T308-ES 9.7 9.525 3.97 4.4 0.8 O O
@FRAEETF Stock OFFIE Available upon Order
EH35°F/TL
Diamond 35° with Hole
Rt W8S
TSN TSRS Dimension (mm) Grade
Shapes Insert Type
L D S dl R GS3115  GS3125  (GS9125
’ VBMT160404 16.6 9.525 4,76 4.6 0.4 O @)
VBMT160408 16.6 9.525 476 4.6 0.8 [ ] O
@1EETF Stock OFEFNE Available upon Order
EH35°FB5L
Diamond 35° with Hole
R~ hEs
TSN T AR Dimension (mm) Grade
Shapes Insert Type
L D S dl R GS3115  GS3125  (GS9125
’ VCGT160404 16.6 9.525 4,76 4.6 0.4 O O
VCGT160408 16.6 9.525 476 4.6 0.8 O O

@ EETF Stock OFEFNE Available upon Order

GESAC 017
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kSt A ter ST A

Parting and Grooving Operations Parting and Grooving Operations
G-NotchRFIEREETIMTIETI A GZRYmmEEMIETIR”
Series of Parting Series of Parting

FGIEEY

Grooving IR DRI, HEERES
Unique design of convex point, enhance
the power of chips control.

PRI EMIRER R RS FEIEE, IHIEIE ], BERS
An outstanding couple design for best An open design of geometry to gets the
stability and precision. smaller cutting resistance, and makes

the chips control easier. TTEETIET], HIEIEF!]
No-width of cutting edge guarantees the
sharp of the blade.

HERMEE, MEMRLE
Gradient type of chip breaker arm, ensure
the effect of chip break.

OR#EEY
Grooving
IRSHIVELTE (UG, YIHIRRE
V positioning groove and the cutter bar
matched up well, and ensured the stability
TTIFEIIENT], TIHIEF of cutting.
No-width of cutting edge guarantees
the sharp of the blade.

O, tIEI7IEN, Fos

Optimized edge for long tool life and
sharp cutting edge.

RSB R Y, HIE ZThRETIREIN T

Unique design of grooving, to ensure

multi-function cutting processing. AeiANRERE, HERY, ERFHEMT
Bigger rake angle and the chip groove ensure the
smoothness of chip flow

018 — GESAC GESAC 019
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GNGP

GNSR/L

PR TR , SNELTIFF B
Positive Rake Angle of Grooving 3 . Cylindrical Cutter Bar
R = ol R B
Eéng |£§t§$%e Dimensions(mm) |£§ts Grade Olr—{jy;\rﬁg Dimension %E@ Accessories Sisz
i P w R T S M D GS3115 i H B F U 12 B4 cp Imser EZ{_‘ S%Z{N Spfrier
GNGP2M100L 1.00 0.09 127 5.56 3.81 8.74 2 ) GNSRI616H2 16 16 20 100 19 9 35 GN2R 720500762978 730109003291 720309000813 @
GNGP2M100R 1.00 0.09 127 5.56 381 8.74 2 ® GNSR2020k2 20 20 25 125 19 9 35 GN2R 720500762978 730109003291 720309000813 @
GNGP2M150L 1.50 0.19 279 5.56 381 8.74 2 ) GNSR2525M2 25 25 32 150 19 9 35 GN2R 720500762978 730109003291 720309000813 @
GNGP2M150R 1.50 0.19 2.79 5.56 381 8.74 2 ° GNSR2020K3 20 20 25 125 32 13 53 GN.3R 720500762980 730109003295 720309000814 @
GNGP2M200L 2.00 0.19 2.79 5.56 3.81 8.74 2 ) GNSR2525M3 25 25 32 150 32 13 53  GN3R 720500762980 730109003295 720309000814 @
GNGP2M200R 2.00 0.19 2.79 5.56 381 8.74 2 ® GNSL1616H2 16 16 20 100 19 9 35 GN2L 720500762979 730109003291 720309000813 @
GNGP2M250L 2.50 0.19 279 5.56 381 8.74 2 ) GNSL2020K2 20 20 25 125 19 9 35 GN2L 720500762979 730109003291 720309000813 @
GNGP2M250R 2.50 0.19 2.79 5.56 381 8.74 2 ® GNSL2525M2 25 25 32 150 19 9 35 GN2L 720500762979 730109003291 720309000813 @
GNGP3M150R 15 0.19 2.39 8.74 4.95 16.1 3 ) GNSL2020K3 25 20 25 125 32 13 53  GN.3L 720500762981 730109003295 720309000814 @
GNSL2525M3 25 25 32 150 32 13 53  GN3L 720500762981 730109003295 720309000814 @

020 — GESAC

@1ITEETF Stock OFFE Available upon Order

@1TfZETF Stock OFFAE Available upon Order
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GZ-FG | L | GZER/L

PR KTIA SNERITIHF
Square Grooving Cylindrical Cutter Bar

| 1
- Tmax /21 o
,4[

d1

R~ s R~ 25T RF
2 = Dimension (mm) Grade Dimension (mm) Screw Spanner
TIF 9 THFES me ERTIE
Shapes Insert Type Type Insert 7\
A
L D s d1 R GS9125  GS3125 e 5 ] s Trmax V
GZD3002-FG 204 3 46 23 0.2 ° °
e 204 3 46 23 04 PS PS GZER/L2020-3T20 20 20 125 21 20 6Z3 - SCAM5X20 TH40L
6ZD4002-FG 24 4 48 33 0.2 o i GZER/L2525-3T20 25 25 150 26 20 Gz3 - SCAM6X20 TH50L
— GZD4004-FG 24 4 48 33 0.4 ° o
. 9 5 i 3 " ° ° GZER/L3225-3T20 EY) 25 170 2% 20 673 - SCAM6X20 TH50L
GZD5004-FG 2% 5 48 33 04 ° o GZER/L2020-4T25 20 20 125 21 25 o SCAM6X20 THS0L
GZD6002-FG 26 6 48 42 02 ® ° a4
GZER/L2525-4T25 25 25 150 2% 25 SCAM6X20 TH50L
GZD6004-FG 26 6 48 42 0.4 ° o GZ5 -
GZ4 -
@HREETF Stock OFEFIAE Available upon Order GZER/L3225-4T25 & = 170 26 25 GZ5 - SCAMEX20 TH50L
GZER/L2525-6T32 25 25 150 26 ) GZ6 - SCAM6X20 TH50L
GZER/L3225-6T32 ) 25 170 2% 3 GZ6 - SCAM6X20 TH50L

@FRAEETF Stock OFFIE Available upon Order

GZ-OR L

PIEE KT
Round Grooving

d1

R~ )
TIE- 9N TSRS Dimension (mm) Grade
Shapes Insert Type
L D S dl R GS3115
GZD3015-OR 21 3 4.6 2.3 15 o
GZD4020-OR 24 4 4.8 33 2.0 [ ]
GZD5025-OR 24 5 4.8 33 2.5 [ ]
GZD6030-OR 24 6 4.8 4.2 3.0 [ ]

@EETF Stock OFEFNE Available upon Order

022 _ GESAC GESAC 023
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PHIT A RS ETT

Grades of Milling Insert

&S T A WTE 251 B =
Grade Turning Type Microstructure Characteristics

SEFAHEH MT-TICN+ ARO3 RERE = REMS
BEReTER, REMEME. IERREEY, &
BFAERNEES TR 5.

+ The new upgrade MT-TiCN+AI203 coated on
micro-grain carbide substrate of high strength,
keeping greatly improved wear resistance,
superior toughness and thermal stability.

« Suitable for stainless steel and materials of
difficult machinability under semi-finishing and
rough condition.

REEHMINT

GM2140 Stainless Steel Milling

&= TIAISIN ZB AR RE=S2EAREREEE
&, BERIFNMELESHIMERARELE, EAT
M. NEWA A S SEMEN TR SRR T
HiHlo

+ The new TIAISiN coatings on super micro-grain
carbide, greatly improved wear resistance.

« Suitable for semi-finishing to rough of steel
materials.

REEMINT

GM4135 Stainless Steel Milling

= TAIN AR S St HARKER S S RS
B, RERFNMELESHME, SATREESH
INTAA IR RS EIAE AN THEH

« The latest TiAIN coating on super micro-grain
carbide substrate of superior toughness has high
adhesion strength, excellent wear resistance and
toughness.

« Suitable for materials of difficult machinability
such as titanium under semi-finishing and rough
conditions

AN
- GS4130 SRE®nT

‘ Titanium Alloy Milling

TRRARKERAEMS, RIFMMELESH)
EFRE, EETH. EEFEEEENFIEREMNI,
« Uncoated cemented carbides grade for milling

» Suitable for rough to semi-finishing of non-
ferrous metals such as copper, aluminum, etc.

ﬂ Z—F % Tﬁ /:E/jlﬁ \ﬁ |J 7] ﬁ GNO1s EESMT

Aluminum Alloy Milling

GESAC _ 025
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A BYAMTARSHITIA
Shoulder Milling& T Groove Milling

XDHTta A7 B HtHITIA
Shoulder Milling for Aluminum Alloys

Ruifigit, B/, THERR
Large rake angle, reduce cutting resistance

KHIHI711%3T, HEARTIRINI IR
Long cutting edge design, satisfy
the deep processing conditions

SDETSEFATEEH IR
Groove Aluminum Alloy Milling

RETA. RTDREGNSIT, BFRES,
ReMNIRERERNIREE

Large rake angle and large tip radius
design, reduce vibration and achieve
high quality surface and hign cutting
stability

026 — GESAC

EESRfEfIRt, Re7]8E
Double flank angle, enhance
cutting edge strength

Bhe7)i%it, A BHHIBNA
FEIER0° 5k

Helical cutting edge,

achieve real 90°step at square
shoulder milling

EERNENEHRA, RIESHNTEE
Accurate peripheral grinding
technology, assure processing
accuracy

XDHT

mARBHWIIRA

Shoulder Milling Insert for Aluminum Alloy

155

Ordering Code

MEH190

B RS

Screw Thread Series

TS
Ordering Code
MEH190025R02M12XD19

MEA190032R03M16XD19
MEA190040R03M16XD19

XDHT190402FR-AL
XDHT190404FR-AL
XDHT190408FR-AL
XDHT190412FR-AL
XDHT190416FR-AL
XDHT190420FR-AL
XDHT190425FR-AL
XDHT190432FR-AL
XDHT190440FR-AL
XDHT190450FR-AL

I=EE TER
Diameter Blades

25 2
32 3
40 3

®D1

25
32
40

L1

19
19
19
19
19
19
19
19
19
19

CUTTING TOOL FOR AEROSPACE | fi=tEITA

Rt

Dimension (mm)

L2

9.50
9.50
9.50
9.50
9.50
9.50
9.50
9.50
9.50
9.50

RF
Dimension (mm)
®DA ®d3 L1
M12 24 45
M16 29 52
M16 32 52

L2

67
75
75

=R
TR
Depth

ap
18
18
18

Y —i|
] o)
L1
ks
Grade
S r GN9125
476 0.2 Y
476 04
476 0.8 °
476 12 )
476 16 O
476 20 PS
476 2.5 O
4.76 32 PS
476 4.0 °
476 5.0 o
@1 EETF Stock OFFE Available upon Order
— .
oy == —152
@)X
L1
L2
[G
LEE T Accessories B
Inserts 257 - Stock
Screw Spanner
?5 HJ}E; gi(')%%'\g 720300960290 @
>((r3 Tf; (P)i(')%()?'\g 720300960290 @
= Tf; Do 720300060200 @

@FRAEETF Stock OFFE Available upon Order
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Balm
?DA

MEH190

BEWRRT
Straight Shank Series

D1
|
|
obm_|

: MEH190

—1 DR
Spindle Series

Tep ]

#D1

Rt o R Rt o R
TS B T Dimension (mm) Depth TR T] A Accessories T iTE= B TIEL Dimension (mm) Depth TCERT]E Accessories ETE
Ordering Code Diameter Blades Inserts e E Stock Ordering Code Diameter Blades Inserts w257 wE Stock
®D1  ddm L L1 ap SarEw Spanner ®D1 | ®dm | DA x ap Screw Spanner
XDHT19  PSIGOM XDHT19  PSI6OM
MEH190025R02P25XD19 25 2 5 25 w65 18 o) (e 720300960290 O MEH190040R03A16XD19 40 3 40 3 16 50 18 Y PORUL 720300060200 @
XDHT19  PSI6OM
MEH190025R02P25XD19A50 25 2 25 25 121 50 18 )ERDT}‘? o 720300960290 O MEH190050R04A22XD19 50 4 50 43 22 50 18 ‘pioa gaoggs 720300960290 @
= XDHT19  PSI60M
MEH190025R02P25XD19A63 25 2 25 25 165 63 18 DHTIS PSIGOM - ohas60060000 O MEH190063R04A22XD19 63 4 63 48 22 S0 18 gy gagpss (20300960290 - @
(R<4) 040072
< XDHT19  PSI6OM
MEH190032R02P32XD19 Y 2 32 32 125 65 18 )((Eleg gi(')%%'\g 720300960290 O MEH190063R05A22XD19 63 5 8 48 22 50 18 ‘peg  oagpss 120300960290 O
YDHT19  PSIcOM MEH190080R04A27XD19 80 4 80 5821 os0 1g Y DRSR 7120300960290 O
MEH190032R02P32XD19A80 7 2 w165 8 18 ey 0N 720300060290 O (R<4) 040085
MEH190032R03P32XD19 ) 3 32 32 125 65 18 DHTIY PSIGOM 255300060000 O HEFISO0R0RESAZPO19 * 5% 8 0B R<a) oaoss 720300960290 O
(R<4) 040072 XDHT19  PSI60M
(R4l 040073 MEH190100R04A32XD19 100 4 00 78 3 s0 1g R DRSR 7120300060290 O
MEH190032R03P32XD19A80 32 3 32 32 165 80 18 < 720300960290 O XDHT19  PSI60M
(R<4) 040072 MEH190100R05A32XD19 100 5 100 78 32 50 18 ‘pou oz0gs (20300960290 O
@177 Stock ORHE Available upon Order MEHIOOIZSROSAMOXDLY 125 5 125 88 40 63 18 ol PR 720300060000 O
MEH190125R06A40XD19 125 6 125 8 40 63 18 DHTII PSIGOM 255300060000 O

(R<4) 040085

@R AEETF Stock OFFAAE Available upon Order
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MEH190

HSKEORX RS
HSK Series
Rt o Bt
TEe O T Dimension (mm) De;;th TCER T Accessories BT
Ordering Code Match Blades Inserts @47 Stock
®D1 ®DA L1 2 L3 ap Serew #®F Spanner
MEHIS002SROZHE3AXDIOASO  HSKE3A 2 25 63 90 64 50 18 (@5 [%%0Y 720300060200 O
MEHIO002SRODHEIAXDIOAG3  HSKEA 2 25 63 100 74 63 18 (ni s FSO 720300060200 O
MEHIS003ROHEIAXDIOAG3  HSKEA 2 32 63 100 74 63 18 (ni s CO% 720300060290 O
MEHIO003RODHEIAXDIOASD  HSKEA 2 32 63 120 94 80 18 (ni s FSO 720300060200 O
MEHIO003ROHEIAXDIOAG3  HSKEA 3 32 63 100 74 63 18 (ni, OO 720300060290 O
MEHIO003ROSHEIAXDIOASD  HSKE3A 3 32 63 120 94 80 18 (qi, CoOW 720300060290 O
MEHIO0D40ROSHEIAXDIOAG3  HSKE3A 3 40 63 100 74 63 18 |ni, CO% 720300060290 O
MEHIO0D40ROSHEIAXDIOASD  HSKG3A 3 40 63 120 94 80 18 (ni, FSO 720300060290 O
MEHIO00S0ROSHEAXDIOAIO0 HSKE3A 3 50 63 140 114 100 18 2110 C90ON 720300960290 O
@1TEETF Stock OFEFE Available upon Order

030 — GESAC

XDHT &% ANtk

Machining of Ribbed Plate
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Cutting Speed

JIEES XDHT190432FR-AL-GN9125
Type MXH190-040R03H63A-XD19
TV D40*R3.2°120*37

Size

InTatkst

Workpiece 1Y

THIRE

13300rpm (1670m/min)

HARE :

gz 10500mm/min(0.26mm/z)
IR Bp=INT

Cutting Method Cavity Milling

TIRE
Cutting Depth

ap=24 mm, ae=1lmm

REIA
Cooling Method

A WL

Emulsion. Inner Cooling

o N A O

GESAC AAT]

Cutting Time (h)

GESAC 031




fn=tEJTHA | CUTTING TOOL FOR AEROSPACE CUTTING TOOL FOR AEROSPACE | fi=tEITA

SDET MSA/MST juct
/ a S R
% 8|
£ £, N
TR BERR RS B
T Groove Milling Insert for Aluminum Alloy Straight Shank Series B
s
R~ &S R RATIR feft
TIE 9N TR RIS Dimension (mm) Grade iTi5e BR T Dimension (mm) Depth A Accessories EfE
Shapes Insert Type Ordering Code Diameter Blades Inserts w257 E Stock
D S r GN9125 oDl ®D2 L1 L2 R ap [— Spanner
SDET09T350 9.525 3.97 5.0 O MSA190040R04P255D09 40 4 40 25 125 70 5 15 SDET09  PSI60M030072 720300960237 O
SDET120430 13.3 4.96 3.0 O MSA190070R06P25SD09 70 6 70 25 125 70 5 15 SDET09 PSI60M030072 720300960237 O
SDET120450 13.3 4.96 5.0 @] MSA190075R06P25SD09 75 6 75 25 120 65 5 20 SDET09  PSI60M030072 720300960232 O
SDET120460 13.3 4.96 6.0 O MST520040R04P25SD12 40 4 40 20 125 70 5 20 SDET12 PSI60M040085 720300960232 O
SDET150560 16.475 5.76 6.0 O MST320040R04P20SD12 40 4 40 20 125 70 3 20 SDET12 PSI60M040085 720300960232 O
@157575 Stock OBFE Available upon Order MST320045R04P25SD12 45 4 45 25 100 50 3 20 SDET12 PSI60M040085 720300960232 O
MST320065R06P255D12 65 6 65 25 110 50 3 20 SDET12  PSI60M040085 720300960232 O
MST620065R06P20SD12 65 6 65 20 130 70 6 20 SDET12 PSI60M040085 720300960232 O
MST620065R06P255D12 65 6 65 25 130 70 6 20 SDET12  PSI60M040085 720300960232 O
MST118050R04P25SD12 50 4 50 25 125 70 5 18 SDET12 PSI60M040085 720300960232 O
MST125065R04P25SD15 65 4 65 25 125 70 6 25 SDET15 PSI60M050130 720300960520 O

@17 ZETF Stock OFFAE Available upon Order
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= L /R
E7]R &I HHEITIA RPZA % % 4
Round Insert Milling Tools * A v ,5[
RP Series L L
/
{\
=palay D REE
Round Inserts
KIERIAIGIT, THIBES RRE AT, IIIRE
Positive rake angle design make MEom R~ WS
cutting easier. Special positioning structure and high TIRNE TRES iSO il Grade
processing stability. Shapes InSEE 12
D S dl GM2140 GM4135 GS4130
RPET08T2MO0-GM 8 2.78 2.94 @) O O
RPMT1003M0OT-GM 10 3.97 4.4 O O O
RPMT10T3M0-GM 10 3.97 4.4 @) O O
RPMT1204M0-GM 12 4.76 4.4 @) O @)
0 RPET1204M0-MM 12 4.76 4.4 O @ O
RPMX10T3MO-KM 10 3.97 3.9 @) @ O
RPMT1204MOT-KM 12 4.76 4.4 O [ O
TIHITIRE S 5
High cutting edge strength. @ RPET1606M0-SM 16 6.35 5.5 O [ J O

@1 EETF Stock OFEFME Available upon Order

SRR, MEES, 8
FAlEer

New carbide substrate, high wear
resistance and good universality.
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RCA7! A A MPB100 e
=] mily
Se o .I A Y i . [j i
eries N -
NZ: DU :
I m—— . .
BT D R Spindle Series on
Round Inserts
R hEs . R_v
TIR9NE NEES Dimension (mm) Grade T8RS BR 7 Dimension (mm) RAUR  TERTIA BEx 7
Shapes Insert Type Ordering Code Diameter Blades Depth Inserts Shape Stock
D S d1 GM2140 GM4135 GS4130 ®D1  ddm H W T
MPB100040R05A16RP08 40 5 40 16 40 8.4 6.3 4 RP**08T2 Figl O
RCET10T3MO-EM 10 397 44 O O O MPB100040R04A16RP10 40 4 40 16 40 8.4 6.3 5 RP**1003 Figl O
MPB100050R04A22RP10 50 4 50 22 50 104 6.3 5 RP**1003 Figl O
MPB100050R04A22RP12 50 4 50 22 50 10.4 6.3 6 RP**1204 Figl O
MPB100063R05A22RP12 63 5 63 22 50 104 6.3 6 RP**1204 Figl O
RCET1606M0-EM 16 6.35 5.5 O O @) MPB100063R04A22RP16 63 4 63 22 40 10.4 6.3 8 RP**1606 Figl O
MPB100080R06B27RP16 80 6 80 27 50 124 7 8 RP**1606 Fig2 O
MPB100100R07B32RP16 100 T 100 32 50 144 8 8 RP**1606 Fig2 O
MPB100125R08B40RP16 125 8 125 40 63 16.4 9 8 RP**1606 Fig2 O
RCMT1606MOT-KM 16 6.35 55 O o O
@17 fZETF Stock OFFAE Available upon Order

@ITEETF Stock OFEFUE Available upon Order
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= | = =
Q
BT EWR AT BaART :
Cylindrical Straight Shank Series Screw Thread Series e
R~F - RY
TS BHZ 7% Dimension (mm) SRR LEIA &Ry e TS BEZ  TH Dimension (mm) BAR  TETIA =
Ordering Code Diameter Blades Depth Inserts Shape Stock Ordering Code Diameter Blades Depth Inserts Stock
®D1 = &dm L L1 oD D1 L M
MPB100016R02P16RP08S 16 2 16 16 120 40 4 RP**08T2 Fig3 O MPB100025R02M12RP12 25 2 25 21 35 12 6 RP**1204 O
MPB100016R02P16RP08 16 2 16 16 160 60 4 RP**08T2 Fig3 O MPB100032R02M16RP12 32 2 32 29 43 16 6 RP**1204 O
MPB100020R02P20RP08 20 2 20 20 160 60 4 RP**08T2 Fig3 O MPB100032R03M16RP12 32 3 32 29 43 16 6 RP**1204 O
MPB100025R03P25RP08 25 3 25 25 160 60 4 RP**08T2 Fig3 O MPB100040R03M16RP12 40 3 40 29 43 16 6 RP**1204 O
MPB100020R02P20RP10 20 2 20 20 160 50 5 RP**1003 Fig3 O MPB100040R04M16RP12 40 4 40 29 43 16 6 RP**1204 O
MPB100025R02P20RP10 25 2 25 20 160 50 5 RP**1003 Figd O MPB100042R04M16RP12 42 4 40 29 43 16 6 RP**1204 O
MPB100025R02P20RP10L 25 2 25 20 200 50 5 RP**1003 Figd O @57 Stock OBHE Available upon Order
MPB100025R02P25RP12 25 2 25 25 160 50 6 RP**1204 Fig3 O
MPB100032R02P25RP12 32 2 32 25 160 50 6 RP**1204 Figd O
MPB100032R02P25RP12L 32 2 32 25 200 50 6 RP**1204 Figd O
MPB100040R02P32RP16 40 2 40 32 200 80 8 RP**1606 Figd O
@1 EETF Stock OFFE Available upon Order
Ddm
W
B il
MPT100 P
DR T I, ©
Spindle Series g ©
D1
Ry
THS BEZ 7 Dimension (mm) SR EEA =
Ordering Code Diameter Blades Depth Inserts Stock
D1 ®dm H W T
MPT100040R04A16RP10 40 5 40 16 40 8.4 6.3 5 RPMX10T3 O
MPT100050R04A22RP10 50 4 50 22 50 10.4 6.3 5 RPMX10T3 O
MPT100050R06A22RP10 50 6 50 22 50 10.4 6.3 5 RPMX10T3 O
MPT100063R06A27RP10 50 6 63 27 50 12.4 T 5 RPMX10T3 O

@FRAEETF Stock OFFIE Available upon Order
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B ERRT! BAHART L ©
Cylindrical Straight Shank Series Screw Thread Series g —
R _R¥
TS BZ 7% Dimension (mm) BAUIR TETA B fEf7 THS BZ 7% Dimension (mm) BAUIR  TETIA 17
Ordering Code Diameter Blades Depth Inserts Shape Stock Ordering Code Diameter Blades Depth Inserts Stock
oDl ddm L L1 oD D1 L M
MPT100020R02P20RP10 20 2 20 20 160 50 5 RPMX10T3 Figl O MPT100020R02M10RP10 20 2 20 18 30 10 5 RPMX10T3 O
MPT100020R02P20RP10L 20 2 20 20 200 50 5 RPMX10T3 Figl @ MPT100025R02M12RP10 25 2 25 21 35 12 5 RPMX10T3 O
MPT100025R02P20RP10 25 2 25 20 160 50 5 RPMX10T3 Fig2 O MPT100025R03M12RP10 25 3 25 21 35 12 5 RPMX10T3 O
MPT100025R02P25RP10 25 2 25 25 160 50 5 RPMX10T3 Figl O MPT100032R03M16RP10 32 3 32 29 43 16 5 RPMX10T3 O
MPT100025R02P25RP10L 25 2 25 25 200 50 5 RPMX10T3 Figl O MPT100032R04M16RP10 32 4 32 29 43 16 5 RPMX10T3 O
MPT100025R03P25RP10 25 3 25 25 160 50 5 RPMX10T3 Figl @ 05 Stock O Available upon Order
MPT100032R03P32RP10 32 3 32 32 160 50 5 RPMX10T3 Figl O
MPT100032R04P32RP10 32 4 32 32 160 50 5 RPMX10T3 Figl O

@1 EETF Stock OFEFAE Available upon Order

REZBYURETHIIIT

Titanium Track Milling

|| =
TAES RPMT1204M0T-KM-GM4135
Insert Type
[y
Material Teis
HIHRE ;
Cutting Speed ST
HARE .
Feed Speed 200mm/min
TIHIA EIETEHI
Method Full groove milling
TIHIE _ _
Cutting Parameter ap=L.5mm, ae=32mm
GESAC ART)
REA NS OKFLIZHD) o
Cooling Water emulsion cooling Milling Time (h)
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R3HA EEH T B S
Higjf;_FeSd Milling Tools SDMT %\
BT AT/

Hight Feed Insert Series ‘
S

ATJIRHALBRTIRETHEITIR
4-Edge High Feed Milling Tools for Titanium
R &S
TIE 9N TSRS Dimension (mm) Grade
Shapes Insert Type
D S R GS4130 GM2140 GM4135
AFEIENT), KIS E R BTt 7R EBRES
4 cutting edges, realize economical and The unique design ensures the sharpness SDMTO9T307-SM 9 3.50 0.7 ® o ®
efficient milling. and strength of the cutting edge.
SDMT120512-SM 12.7 5.56 1.2 O O ([ J
SDMTO09T320-SL 9.525 3.97 2 ([ J o O

@1 EETF Stock OFEFME Available upon Order

MKM113 =L
BTN AT L2
Screw Thread Series u
R~f [
e =z 7 Dimension (mm) TCERTI A Accessories BT
st v O R 1TSS BHE 7 7] T
N s . e IR BT, RRRBET, Ordering Code Diameter Blades Inserts i2eT RE Stock
M ETAIRIT, BETIENR TKES ODL D2 L1 12 M Serow spanner
E. B The unique chip removal slot decreases PSI60M030072-
. . . MKM113025R03M12SD09 25 3 25 125 33 55 12 SDMT09-SM PTIO9PSXD [ )
Tapered front angle design make cutting the accumulation, and makes the process 5 (|)42|\l/IOIS><D72
easier. safe and stable. MKM113032R04M16SD09 32 4 32 17 40 63 16 SDMT09-SM Soiglgé% : PTIO9PSXD ()
MKM113035R05M16SD09 35 5 35 17 40 63 16 SDMT09-SM PS(I)i%I\l/Igé(;ODD PTIO9PSXD [ )

@1 EETF Stock OFRFME Available upon Order
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CUTTING TOOL FOR AEROSPACE

2D1
I
|
|
|
802

Le

ERNART <
Straight Shank Series
R~ [
TS B TIEL Dimension (mm) ITE T Accessories T
Ordering Code Diameter Blades Inserts Stock
25T RF
ODL|®D2| L1 | L2 | M Screw Spanner
MKM113025R03P255D09 25 3 25 25 110 60 — SDMT09-SM Ps(ga%nfgéoxogz- PTIO9PSXD O
MKM113032R04P32SD09 32 4 3 32 132 80 — SDMT09-SM Ps(;i%nfgéc;(ogz- PTIO9PSXD °
MKM113035R05P32SD09 35 5 35 32 190 140 — SDMT09-SM PS(')ig'\l/'gé?(ODn’ PTIO9PSXD 0
@1ITEETF Stock OFEFUE Available upon Order
DEHTC RS
Spindle Series
2dA
Bam
R~ Bt
752 B T Dimension (mm) ITE T Accessories R
Ordering Code Diameter Blades Inserts - Stock
oDl ddm ®dA H M &l R
Screw Spanner
MKM213040R0SA16SD09 40 5 40 35 16 40 — SDMT09-SM Ps(;ignfgéf;(ong PTIO9PSXD o
MKM213050R06A22SD09 50 6 50 42 22 40 — SDMT09-SM Pséig“{'gé?g} PTIO9PSXD °
MKM213063R08A22SD09 63 8 63 52 22 40 — SDMT09-SM Pséi%“fgé?gz’ PTIO9PSXD o
MKM213052R05A22SD12 52 5 50 42 22 40 — SDMTI2-sM ol6OMO40085- pryyopeypy °
055141SXD
@ EETF Stock OFEFNE Available upon Order
044 _ GESAC

CUTTING TOOL FOR AEROSPACE | fn=stIHI T A
MKL113 s :
By A7 -
Screw Thread Series P
L1
R~ [
iTES BHR TIEL Dimension (mm) TET] S Accessories ETE
Ordering Code Diameter Blades Inserts Stock
25T RF
®D11®D2| L1 | L2 | M Screw Spanner
MKL113025R02M12SD09 25 2 25 125 58 36 12 SDMT09-SL Psg)i%hggéiog & priopsxp O
MKL113032R04M16SD09 32 4 32 17 63 40 16 SDMT09-SL Pséi%“égéiog 6 pri10PSXD O
MKL113035R04M16SD09 35 4 35 17 63 40 16 SDMTO9-SL oI6OMO3S076- o gpeyp O
04808ISXD
@17 fEETF Stock OFFAE Available upon Order
L2
N L1
BERAT
Straight Shank Series
R~ Bt
iTiee BE T Dimension (mm) TR Accessories EfE
Ordering Code Diameter Blades Inserts Stock
oDl OD2 L1 12 M ] &5
Screw Spanner
MKL113025R02P255D09 25 2 25 25 110 60 — SDMT09-SL Pst')i%'\é'géiog & priopsxp O
MKL113032R04P32SD09 32 4 32 32 192 140 — SDMT09-SL Pséi%“ggéiog & priopsxp °
MKL113035R04P32SD09 35 5 35 32 192 140 —  SDMT09-SL Pséi%'\é'géiog & priopsxp O

@1 EETF Stock OFRFME Available upon Order
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REZBYURETHIIIT FRic 15t BH

Titanium track milling Guidelines to lcons
[N U LIV L v U
|| =
A r%’jpe SDMT09T307-SM-GS4130
: MR | 15O A WG e R =
TR Tc18 i 5 ISO Standard Shank By 28 Helix Square
Material . - _ otk
Shank —, vl o} = N
IS0 AR AR B omien B =x
EIHIRRE V=35m/min ISO Standard Shank By 307 Helix 7] & Corner Radius
Cutting Speed TR
Endteeth
N N AlCNIRZ 352 NER Type Rk
éi’%%i g F=1800mm/min Sl A/ Coating wﬁ 35° Helix Ba,,n Ballnose
s . TIREIR
I A T itz 150 AICrSiN ﬁ{grgfm”?gt, m igwﬁﬁf% g Square with
Method Cavity rSiN Coating m elix Chamfer
Y4B 100 rian IR 45" R #
; ap=0.5mm, ae=30mm 110 120 [ TIAIN Coati o Lyali
Cutting P, t i oating 45° Helix Steels
utting Parameter e [ ]
50 Helix
B SN (L) amiv BRRLEES S m WehER M 17
Cooling Emulsion nano Nano Coating AlTiN m Variable Helix Stainless Steels
0
N GESAC AAE) _
TR 110min o 72 MU Acen/TiSINSE 15740 [IBVCes ek
Tool Life Tool Life (min) Coating TiSiN AICIN/TiSIN Coating m Variable Helix T Castlron
by
’ AITIN/TISINGK Z R : Workpiece JEgRARL
‘}Iigliw Nano Coating AITiN/ m \i//z%iﬁtﬁ?Helix Material m Non-ferrous
TiSiN [ ] Materials
BREeE. KEE
| JINMZ 22 o g e | R -resi
CNCERIZ-TIRF RS WS  TiAICTSIN W 3”5 ﬁflﬁ’H i B Heatresistant
] . ; m ariable Relix Super Alloys,
CNC Programming Tip radius parameter Titanium Alloys
Y
HRENERE =
Normal Diamond T%?%EE% ) 'EJ.E@EM?H
B Variable Helix High Hardened
Coating [ Materials
BARENARE o
m Ultra-Fine Grain iﬁﬁeﬁé?dmills
Diamond Coating
Mgk 2 J]3IHET)
For Side Milling 2 Flute Endmills
IH
3 I K
\ Ronaek bab=v ‘ 370587
> Cutting For Slotting 3Q | 3FluteEndmills
- \ Condition 8% -
] T A BREETY
For Profile Milling heel 4 4 Flute Endmills
SEE AR Flutes -l
Approximate corner R
Y =omimn 5 7N %7]
By 20" Helix 5 Flute Endmills
TR EAERES IS e B 1A 69 N
Insert Approximate Round Corner R(mm) Remains K(mm) Helix Helix 15° Helix 6 Flute Endmills
SDMT09T307-SM 17 0.8 20° RIS ’IE‘ 12 TIET)
SDMTO9T320-SL 2.8 10 . 20° Helix i ‘ 12 Flute Endmills
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TJERVNBER (RAR5)

Drills Index -Tool Series

TR
Workpiece Material
SR &7 - R<x  THEBE
T P Bk R TIREMRINE gows  ROCE Twpdc K 1234 | 56 123 | 123 | 133 4 > 123 4 12 34 >
Workpiece  Flutes Endteeth Coating Description Type Range Dimension Paramet%rs =FEL
Hitarel R Page Page BN LT BREAS - . Hardened
S sem  xHm wa B4R AR EAMK Het | #a®  mEA  mER o
Citsen | Aloy Szl Stainloee Steel Cast Iron Aluminium ~ Copper  Graphite, = Resistant = Titanium Hardened Hardened
Steel Allo Y Bl (59 Sitee Alloys Alloys  Composite  Super Alloys Steel Steel TR
SAOY Materials = Alloys Hardened
Steels
< 35HRC < 48HRC < 35HRC 45-55HRC = 55-65HRC > 65HRC
SA210 MR Ea TSI LILHET]
High Efficiency Endmill for Aluminium Alloy
F ' [ | 3 MKFE R L —_— .
-3 & 3 Flutes Corner Radius with Reduced Neck SA210-BW | D12~D25 o4 %6 © o
i F“ [ 3 TIHE Ak == -
BE® .3 & 3 Flutes Corner Radius with Reduced Nec SAZ10-HF D8~D20 & 26 © ©
Aluminium
Alloy | SA300 fi=taaEE@RINTIIHET]
High Speed Endmills for Aluminium Alloy
[ ] 2 NKFE A . — ) -
& 2 Flutes Corner Radius with Reduced Neck SA300-RN2 | D6~D25 28 60 © o
F‘ [ | 3 KBS —
‘3J & 3 Flutes Corner Radius with Reduced Neck SA300-RN3 | D6~D32 29 61 © ©
ST210 ShaE s MeeIN LiI%T]
High Performerce Endmills for Titanium Alloys
ilz?jtgebskSquare SN ST210-54  D2~D20 63 71 O O @ O @)
4 TIEMAk 5
B C e Comer Radius s ST210-R4 ~ D2~D20 65 71 O O ©) O O
4 TJKIE Ak 5
AlCrN 4 Flutes Corner Radius with Reduced Neck ST210-RN4 | D12~D25 68 n O O © O ©
H®E® N .
e 5 TKTIRARBX -
T't:l?é;m P 5 Flutes Corner Radius with Long Cutter ST210-RL5 | D16~D25 10 ” O © © O ©
4 TJERK .
4 Flutee Ball Nose ) ST210-B4  D2~D16 69 72 O O ©) O @)
M TALEET]
Endmill for Titanium Alloys
4 KA RBL 5
4 Flutes Corner Radius with Reduced Neck ST300-RN4 /| D12-D20 14 76 © O © O ©
5 TR Ak 5
5 Flutes Corner Radius with Reduced Neck ST300-RN> | D16~D25 » m © © © © ©

O HEEiEE Most Suitable O 3&# Suitable
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TJERVNBER (RAR5)

Drills Index -Tool Series

T
Workpiece Material
SR &7 - R<t% TS
THHE ﬂ%ﬁgf Tk B TIE &R RN ] §$§t§r it Cu?tjing 1234 56 123 123 123 4 5 123 4 12 34 5
Workpiece Elliee Eanlteeth Coating Description Type Range Dlrrlg’ens,lon Parametars - SN
Material e &ge Page B A%, | BEf - - Hardened
B .o xam  aw  BA% @A EAPN  Hat  #a:  BEW mER ool
Carbon  Alloy Steel stainless Steel Cast Iron Aluminium ~ Copper | Graphite, = Resistant = Titanium = Hardened = Hardened >
Steel Allo Alloys Alloys  Composite  Super Alloys Steel Steel RN
#Alley Materials ~ Alloys Hardened
Steels
<35HRC < 48HRC < 35HRC 45-55HRC | 55-65HRC = > 65HRC
SS600 =R T 5]
Endmill for High strength steels
E—XXFW!I M T , _ N
:—;aﬁ;;'ﬂ .4 4 Flutes Square NN | SS600-S4 D4 ~ D20 79 82 O ©) O ©) O ©)
strength TR S )
steels {4] g AITIN ?Hz?tfémerRa s AR SS600-R4 | D4~ D20 80 82 ) © o © O @)
:4‘ “ jg?jifBauNose > SS600-B4 R3~RI10 81 83 @) ©) © © O ©
Ballnose
SN200 BMeEmRE =M LTARY
=g o< High Performerce Endmill for HRSA
=/m/ 5k
Heat =423
Resistant r4‘ g jrfz?e?g(:)rnerRa divs RS | SN200-R4 | D6~DIS 85 87 @) O @) ©) ©)
Super
Alloys 'Po Y L NN 47
:4‘ - Bl - Fluces Ball Nose fe—ibaa»  SN200-B4  D6~D16 86 88 O O @) O O
s Tapk STB200 SEBKTIMI RS
Difficult-to-| 1@Per ball nose series
machine s 3 b
Material {4} “ AITIN i?ﬁfﬁ;ﬁﬁfﬂuose G | STB200F4 | RL5-RS 90 92 O o) © o o
SD200 EtReE &MEINITRY
High Performance Endmill for Composite
. GieEl — N
& m Right-hand Helix,Fine-cross-nick SD200-KDA | - D2~D12 % » ©
!. BiEEE R
m Withouthelix,Fine—cross—np SD200-KDB|  D4~D12 % 9 ©
!l IR = N
S5tk m Left-hand Helix,Fine-cross-nick SD200-KDC | D4~D12 % % ©
Composite )
Materil &l m %g?u{;ﬁ;ﬁz?one S=—smwmms  SD200-JD2 D4-DI2 97 100 o
Y HR 47 NFRALEET] ~
r4 ‘! M 4 Flutes Herringbone e———memem | SD200-JD4  D4~DI2 98 100 @)
SD300 = MEEE &M KNI RS
High Performance PCD Endmill for Composite
[ | 2 7] %7 v SD300-
; ——— ~
& 2 Flutes Endmill Gbgooo =~ D220 102 103 © © © ©

O HEEiEE Most Suitable O &4 Suitable
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SA210%%5EE
High Efficiency Endmills for Aluminum Alloys

CUTTING TOOL FOR AEROSPACE

SN TILEET]

SA210-BWEiREY
High Speed Type

SA210-BW-20030 HEL =42z N T

Cavity Machining of Frame

o ERREEMENIARRERIZIT,

Wavy tooth design, suitable for aluminum alloy
machining.

o XABEATIRERIT, ISR BRERR.
Peripheral edge vibration absorber design,excellent
shock absorber effect

o hTEEHN=20000RPM, G=2.5,

Dynamic balance grade N=20000RPM, G=2.5.

o SR IEN=12000~20000rpmo

Applicable speed N=12000~20000rpm.

SA210R5se &I TiLTkT]

High Efficiency Endmills for Aluminum Alloys

CUTTING TOOL FOR AEROSPACE | fi=tEITA

|| =

JIRES SA210-BW-20030
Type

TIEHNE D20*R3*20*70*125
Size

Ikl 7075

Workpiece Material

SA210-HFEE®REY
Low Speed Type

———

SA210-HF-20015 FAER 0L

Machining of Radar Panel

o ARITIE. FETIEHIEA, BEETIHIE.

Front and back cutting surfaces are polished to reduce the
cutting resistance.

o NHMBBEGITBIZAHIBRES, HESTBERE,
Special chip pocket design, increasing chip removal capacity
and meetting high metal removal rate.

o RRRVIDIRIGIT, BISRITARTIHL

Special vibration resistance design to achieve smooth cutting.
o J&FAEIEN=4000~6000rpm,

Applicable speed N=4000~6000rpm.

|| =

JIRES SA210-HF-20015
Type

TIE S D20*R1.5*30*38*104
Size

InTAzkt 7075

Workpiece Material

R '
Speed 14000rpm (879m/min)
s v 4
Feed Rate 7500mm/min(0.18mm/z)
36
TIHIA gt .
Cutting Method Side milling
34
33
R _ _ ;
Cutting Depth ap=10mm, ae=6mm :
30
; A GESAC
BB AU S
Cooling Method Emulsion, External Cooling ToolLite (b

iR )

Speed 4000rpm (251.2m/min)

A ‘

ﬁé%%ge 4000mm/min(0.33mm/z)
20

IR BT 15 1

Cutting Method Cavity Milling >
10

TIRE
Cutting Depth

ap=15.4mm, ae=20mm

052 _ GESAC

REIA
Cooling Method

KEAMIR, TN

Water based emulsion, external

cooling

GESAC AR

Tool Life (h)

GESAC _ 053
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SA210-BW

CUTTING TOOL FOR AEROSPACE

ITVKHEAK
3 Flutes Corner Radius with Reduced Neck
g
Q|
i B i
Lc
L1 .
- B AE
T8RS EF
Ordering Code b r ke L d2 L d Stock
SA210-BW-12010 12 1 16 50 115 100 12 O
SA210-BW-16030 16 3 20 63 155 115 16 O
SA210-BW-20030 20 3 20 70 19 125 20 O
SA210-BW-25030 25 3 25 75 24 135 25 O
@ /%77 Stock OFFE Available upon Order 5 ]
12<D<16 803
16<0<25 G,
&fizunit (mm)
T %} Workpiece Material
RN HKad EREE BE AE® bt
Stainless Steel Titanium Alloys HRSA Aluminium Alloys Copper Alloys Graphite
© ©

O&iE#& Most Suitable () i&% Suitable

054 _ GESAC

SA210-HF

3TIKINE AR

3 Flutes Corner Radius with Reduced Neck

Y

CUTTING TOOL FOR AEROSPACE |

M= TR

Lc
L1
L
= U
TS 17
Ordering Code = r fe 4 d2 L d Stock
SA210-HF-08005 8 0.5 12 19 7.5 63 8 @
SA210-HF-10008 10 0.8 15 22 9.5 2 10 [ ]
SA210-HF-12010 12 1 18 26 115 83 12 [ )
SA210-HF-16012 16 12 24 32 15.5 92 16 [ ]
SA210-HF-20015 20 1.5 30 38 19 104 20 [ ]
B 3= f
@ /%77 Stock OFETAE Available upon Order ) AETol
D16 B3
16<p<20 | 9§,
&1iunit (mm)
T {44% Workpiece Material
A HKeaT BREE Sa% HE® A%
Stainless Steel Titanium Alloys HRSA Aluminium Alloys Copper Alloys Graphite
© O
ORi&#A Most Suitable () i&% Suitable
GESAC _ 055
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HEETHIZ
Recommended Cutting Parameters

SA210-BW

fBEAluminum Alloys— 1%k Slotting

SA300RFIMM=E R G TS EMIILHT]

High Speed Endmills for Aluminum Alloys

CUTTING TOOL FOR AEROSPACE | fi=tEITA

o ERTFMZ=RaEMANE®RTIBINM I,

Suitable for high speed machining of aerospace aluminium
alloy.

o BERIGITHINE RENEAES S, TIRThTFHEaE
N=25000RPM, G2.5,

TIRE TIHERE Tz =3 i Special symmetry design and precision with balance
Workligg\ﬁterial Cutting Depth Cutting Speed Tool Diameter 12 16 20 25 ) N=25000RPM , G2.5 good for high speed cutting.
P (mm) (m/min) (mm) * SRBARERSTAR, BERBRMELFIST.
i Ultra-fine cemented carbide, enhance both wear resistance
Speed 20000 15000 12000 10000 and toughness.
PPN <75%D 800 (min-1) o MRIFHEFITIHITIST, THIMERS, eI EMT
m B ap= 1% AR HRERB,
Feed Rate 6000 5400 4680 3900 Unique sharp cutting edges design, increasing cutting
(mm/min) efficiency and surface quality.
il vl
SA300-RN2 R5IINTiEZEAR
Machining of Connection Box
BEEAluminum Alloys— It Side Milling
JEAS
8 , A300-RN2-2
Workpi ) Cutting Depth Cutting Speed Tool Diameter 12 16 20 25
orkpiece Material (mm) (m/min) (mm)
i i D20*R3°35%60*110
ap<1D Speed 20000 18000 16000 12000 Size
o (min-1)
BEE 950 LR
ae<1D Feed Rate 7800 8100 7200 5760 T4 7075
(mm/min) Workpiece Material
R :
Speed 23600rpm (1480m/min)
HARE :
SA2 10' H F Feed Rate 9000mm/min(0.19mm/z)
BEEAluminum Alloys—— &% Slotting
4
TIHIAH BURSFEIN T
Cutting Method Cavity Finishing
—. VIRE YRR 7 0
Workpiece Material Cutting Depth = Cutting Speed ~ Tool Diameter 8 10 12 16 20
orkpiece Materia () (mjmin) (mm) AR B
R Cutting Depth ElRPRit i
36
(Sng)iene_;ﬂ) 6000 6400 6000 5000 4000 GESAC ANE)
BaSE ap<T75%D 250 —— i
HARE REIAH &R WL Tool Life (h)
Feed Rate 2150 2880 3200 3700 4000 Cooling Method Emulsion. Inner Cooling
(mm/min)
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SA300-RN2

CUTTING TOOL FOR AEROSPACE

2T KHE Ak
2 Flutes Corner Radius with Reduced Neck -
—=
C
Ul _ ‘ (U* _ | M ——
= w =
Lc
L1
L
e O = O YLy
o e
Lc Fig2
L1
L
TS ES 77
Ordering Code v r Le t d2 L d Figure No  Stock
SA300-RN2-06010 6 1 15 30 55 65 6 1 O
SA300-RN2-08010 8 1 16 27 75 63 8 1 O
SA300-RN2-10030 10 3 15 32 9.5 2 10 1 O
SA300-RN2-12030 12 3 18 55 11.5 100 12 1 O
SA300-RN2-16030 16 3 25 60 15.5 110 16 1 O
SA300-RN2-20030 20 3 35 60 19.4 110 20 1 O
SA300-RN2-20030-IC 20 3 38 75 19.4 125 20 2 O
SA300-RN2-25030 25 3 45 70 24.4 130 25 1 O
SA300-RN2-25030-IC 25 3 38 55 24.4 105 25 2 O
@/%E7F Stock OFEFIRE Available upon Order B ATl
p<16 803
16<D<25 Soa
gfizunit (mm)
T %} Workpiece Material
TEER Hes SaaE AET HEe A&
Stainless Steel Titanium Alloys HRSA Aluminium Alloys Copper Alloys Graphite
© ©

O&iE#& Most Suitable () i&% Suitable

058 _ GESAC

SA300-RN3

CUTTING TOOL FOR AEROSPACE |

M= TR

3TV AR
3 Flutes Corner Radius with Reduced Neck
C
- ¢ _—
L1
L mam] o |20 U
h6 . Helix
TS 17
Ordering Code = r fe 4 d2 L d Stock
SA300-RN3-06010 6 1 15 30 5.5 65 6 O
SA300-RN3-08010 8 1 16 27 7.5 63 8
SA300-RN3-10030 10 3 15 32 9.5 72 10 O
SA300-RN3-12030 12 3 18 55 11.5 100 12 O
SA300-RN3-16030 16 3 25 60 155 110 16 O
SA300-RN3-20030 20 3 35 60 194 110 20 O
SA300-RN3-25030 25 3 45 70 24.4 130 25 O
SA300-RN3-32030 32 3 40 120 31 183 32 O
@ /%77 Stock OFETAE Available upon Order 5 ATl
p-16 B3
16<p<32 | 8.,
&fiunit (mm)
T {44% Workpiece Material
TEHW HRE® ERe® S AEE faE
Stainless Steel Titanium Alloys HRSA Aluminium Alloys Copper Alloys Graphite
© O
ORi&#A Most Suitable () i&% Suitable
GESAC — 059
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HEETHIZ
Recommended Cutting Parameters

SA300-RN2 a,

P AO AL

=R aEAluminium Alloy— 1% Side Milling

TIRE R p
- ; HIHRE 742
Tkt Cutting " 4
Workpiece Material Depth CuEtmg S_p;eed Tool Diameter 6 8 10 12 16 20 25
(mm) m/min (mm)
R
0447075, ap<0.15D Speed 20000 ' 20000 = 20000 | 20000 & 20000 20000 @ 16000
7050% 835 (min-1)
Aluminum Alloy (370~1300) LA TREE
7075,7050, et 2e<0.5D FeedRate | 3200 4000 5200 & 6000 6600 | 6800 & 7560
(mm/min)

=B & EAluminium Alloy—&E$ESlotting

IRE : .
- ) YIHRE DALES
LEEME CUtting ¢ ting Speed  Tool Diameter 6 8 10 12 16 20 25
Workpiece Material Depth ( in)
(mm) m/min (mm)
R
59447075, ap<0.2D Speed 16000 15000 | 12000 = 10000 8000 | 7000 = 6000
7050% 385 (min-1)
Aluminum alloy (300~471) SHELATRRE
7075,7050, etc ae=1D Feed Rate 3200 3600 3360 3200 3040 @ 2940 = 3000
(mm/min)

060 — GESAC

CUTTING TOOL FOR AEROSPACE | fi=tEITA

HEEFTIHIZE
Recommended Cutting Parameters

SA300-RN3

=B & EAluminium Alloy——1MIEE Side Milling

RE . p
. : PIHIERE 7
Work%li:jhﬁterial CD“;t't”hg CuttingSpeed ToolDiameter 6 8 10 12 16 20 25 32
P (mFr)n) (m/min) (mm)
iR
8aw7075, | ap<0.25D Speed 20000 20000 20000 20000 20000 20000 16000 12000
7050% 785 (min)
Aluminum Alloy (370~1200) BHAERE
7075,7050,€tC | 2e<0.5D FeedRate 4800 6000 7200 8400 9000 9000 10000 10800
(mm/min)

ar
fn=faEAluminium Alloy—#&%#:Slotting

RE . p
s . PIHIRE 77

Lfmf CUtting ¢ ting Speed  Tool Diameter 6 =~ 8 10 12 16 20 25 32

Workpiece Material Depth ( in)

T m/min (mm)
IR

8247075, ap<0.2D Speed 16000 | 15000 12000 10000 | 8000 = 7000 = 6000 = 4000
705055 400 (min-1)
Aluminum Alloy (300~500) B EEE

7075,7050, etc ae=1D Feed Rate 4800 5400 @ 5040 4800 4560 @ 4410 4500 & 3000
(mm/min)
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ST210k &= 4aENN TiIFtT]

High Performance Endmills for Titanium Alloys

ST210-SAREsRAE NI T
Slotting of TC4

o EATRAEZURTEMME S EEIHIIN L,

Suitable for high performance machining of titanium alloy
and stainless steel.

o RATENE. TR, BRNFIRDNSLE, 25
MIRERE,

Variable helix and differential flute pith design, reduces
vibration and improves surface quality.

* ROENNEAIRI, 7N0RES, BJREYRIMNI.
Eccentric relief design, improves tool stability.

Cooling Method Emulsion, External Cooling

=
Qpﬂfﬁ ST210-54-12030 VB (mm) o CESAC —4— AAT
0.50
045
.
?ifm% D12°30*75%d12 040
035 ;
A
030
o 025
iy . TC4
Workpiece Material 0.20
015
s 0.10 —
Speed 1592RPM (60m/min) 0.05 Pa—— = &
000 T T T T T T
0 4 10 14 18 2 26 30
HARE i Cutting Length (m)
Feed Rate 318mm/min (0.05mm/z)
THIBER &
Cutting Method Slotting
== ap=4mm, ae=12mm
Cutting Depth ?
REA Ak N2

After cutting 30m

062 — GESAC

ST210-S4

A7)
4 Flutes Square

CUTTING TOOL FOR AEROSPACE | fi=tEITA

’ 1 e
Lc
L
=i~ L L o
o - = ..
LC
L
1S 5 . ] g s i
Ordering Code Figure NO Stock
ST210-S4-02006 2 6 50 4 1 o
ST210-S4-02506 2.5 6 50 4 1 [ J
ST210-S4-03009 3 9 50 4 1 o
ST210-S4-03509 35 9 50 4 1 [ J
ST210-S4-04011 4 11 50 4 2 o
ST210-S4-04511 4.5 11 50 4 1 O
ST210-S4-05013 5 13 50 6 1 o
@/E7F Stock OFEFNE Available upon Order ) AZTol
D<6 802
6<D<16 | 85
0
b-16 -0.04
{ifunit (mm)
T ¥ Workpiece Material
1234 5 123 4
. 5eW EEa -
Carbon Steels, Alloy Steels Alloy Steels St .T%ﬂﬂst | T(;A ;CB TBB
<35HRC <48HRC ainiess >tee
O O O @) ©) ©)

ORi&#A Most Suitable () i&% Suitable
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ST210-S4 ST210-R4

4TF ATIEf
4 Flutes Square 4 Flutes Corner Radius
¢
T T
. = —— A I b ————=ADN
Lc LL_C-
L L
e =gl L ( =gl UL o
ke — — L A
LC
L LC
L
1S 5 " ] g ms A TS 5 ; " ) g Es 7
Ordering Code Figure NO Stock Ordering Code Figure NO Stock
ST210-S4-06016 6 16 50 6 2 o ST210-R4-02002 2 0.2 6 50 4 1 O
ST210-S4-08020 8 20 60 8 2 ST210-R4-03003 3 0.3 9 50 4 1 O
ST210-S4-10025 10 25 2 10 2 (] ST210-R4-03005 3 0.5 9 50 4 1 O
ST210-S4-12030 12 30 75 12 2 (] ST210-R4-04005 4 0.5 11 50 4 2 o
ST210-54-14032 14 32 80 14 2 O ST210-R4-04010 4 1 11 50 4 2 o
ST210-S4-16036 16 36 100 16 2 o ST210-R4-05005 5 0.5 13 50 6 1 O
ST210-54-20045 20 45 100 20 2 L @/E7F Stock OFEFIE Available upon Order ATl
@F%ETE Stock OFEFE Available upon Order 5 ATl D<16 803
b<6 B0 b>16 B4
6<D<16 803 Efilunit (mm)
0
b-16 -0.04
Bfizunit (mm)
T 444} Workpiece Material T ¥ Workpiece Material
1234 5 123 4 1234 5 123 4
. &EW AEW - WM. AW BEW -
Carbon Steels, Alloy Steels Alloy Steels Sta‘ﬂfﬁteet EA (1T+CB TBB Carbon Steels, Alloy Steels Alloy Steels St ':I_szgte | T(;A ;CB TBB
<35HRC <48HRC ' <35HRC <48HRC al ©
O O O O ©) O O O O @ O ©)
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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ST210-R4 ST210-R4

4TI 4TIEf
4 Flutes Corner Radius 4 Flutes Corner Radius
o pram— p p—
Lc Lc
L L
{ . : =Y o G
| —— SO S m ] =] C
LC LC
L L
ITIRS ES ET7 TS Es ETF
Ordering Code v ¢ L d Figure NO Stock Ordering Code v r Le - d Figure NO Stock
ST210-R4-06005 6 0.5 16 50 2 o ST210-R4-10020 10 2 25 2 10 2 O
ST210-R4-06010 6 1 16 50 2 ST210-R4-12010 12 1 30 75 12 2 ([
ST210-R4-08005 8 0.5 20 60 2 @ ST210-R4-12020 12 2 30 75 12 2 O
ST210-R4-08010 8 1 20 60 2 (] ST210-R4-12030 12 3 30 75 12 2 o
ST210-R4-10005 10 0.5 25 2 2 o ST210-R4-16010 16 1 36 100 16 2 o
ST210-R4-10010 10 1 25 2 2 o ST210-R4-16020 16 2 36 100 16 2 O
@ /=77 Stock OFFE Available upon Order 5 Tl ST210-R4-16030 16 3 36 100 16 2 ®
<16 903 ST210-R4-20010 20 1 45 100 20 2 [
D>16 S04 ST210-R4-20020 20 2 45 100 20 2 O
&1iunit (mm) ST210-R4-20030 20 3 45 100 20 2 o
@/E7F Stock OFEFIE Available upon Order AZTol
D<16 803
D>16 S04
Bfiunit (mm)
T4 Workpiece Material T {418 Workpiece Material
1234 5 123 4 1234 5 123 4
BN, &= AsM - . 5eW EE= -
Carbon Steels, Alloy Steels Alloy Steels St Zl_{%@gt | EA (1T+CB TBB Carbon Steels, Alloy Steels Alloy Steels St 'Zl_%ﬂgt | T(;A GT*CB TBB
<35HRC <48HRC ainiess stee <35HRC <48HRC ainiess stee
O O O ©) ©) O O O O @) O ©
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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ST210-B4
47)Bkk
4 Flutes Ball Nose

ST210-RN4

471K INE Ak
4 Flutes Corner Radius with Reduced Neck

Lc Lc
L1 L
: b~ U L ||

de

m

RS ERF T8RS ERF
Ordering Code D £ Le L1 d2 L d Stock Ordering Code = X ke L d Stock
8 g

ST210-RN4-12010 12 1 24 45 11 90 12 O ST210-B4-02004 2 1 4 50 6 O

ST210-RN4-12030 12 3 24 45 11 90 12 @) ST210-B4-03006 3 15 6 50 6
ST210-RN4-16010 16 1 30 60 15 110 16 O ST210-B4-04008 4 2 8 50 6 [ )
ST210-RN4-16030 16 3 30 60 15 110 16 @) ST210-B4-05010 5 2.5 10 50 6 O
ST210-RN4-20010 20 1 40 65 19 115 20 O ST210-B4-06012 6 3 12 50 6 [ )
ST210-RN4-20030 20 3 40 65 19 115 20 O ST210-B4-08014 8 4 14 60 8 [ ]
ST210-RN4-25030 25 3 50 75 24 135 25 O ST210-B4-10018 10 5 18 75 10 [ )
@/%E7F Stock OFETFAE Available upon Order D AZTol ST210-B4-12022 12 6 22 75 12 O
p<is -8 . ST210-B4-16030 16 8 30 100 16 O
D>16 78'04 ST210-B4-20038 20 10 38 100 20 O

#fiunit (mm) @/%E7F Stock OFRTFARE Available upon Order 0 ATl
R=1 +0.02
fifunit (mm)
T 444} Workpiece Material T ¥ Workpiece Material
1234 5 123 4 1234 5 123 4
. &EW AW - . 5eW EEa -
Carbon Steels, Alloy Steels Alloy Steels St Zl_%@gt | EA (1T+CB TBB Carbon Steels, Alloy Steels Alloy Steels St 'Zl_%ﬂ)gt | T(;A ;CB TBB
<35HRC <48HRC ainiess >tee <35HRC <48HRC ainiess >tee
O O O ©) ©) O O O O © ©) ©)
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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ST210-RL5

STIKTIRE A K
5 Flutes Corner Radius with Long Cutter

bpi—,mm DI

= o UL

1S EF
Ordering Code v r ke L d Stock
ST210-RL5-16005 16 0.5 48 100 16 @)
ST210-RL5-16005A 16 0.5 80 130 16 O
ST210-RL5-200005 20 0.5 60 110 20 O
ST210-RL5-20005A 20 0.5 100 150 20 @)
ST210-RL5-25005 25 0.5 75 155 25 O
ST210-RL5-25005A 25 0.5 125 205 25 @)
@ /%77 Stock OFREFARE Available upon Order B ATl
D<16 803
D>16 S04
gfirunit (mm)
T 444} Workpiece Material

P M

CUTTING TOOL FORAEROSPACE | fi=tHITA
HEETIHIZ
Recommended Cutting Parameters a
e
ST210—S4. R4, RN4 *
- . .
k&% Titanium Alloys — {5k Side Milling
g RE s p
TeE hs oM i
Workpiece & Cutting Speed Tool 2 3 4 5 6 8 10 12 16 20
Material Depth (m/min) Diameter(mm)
(mm)
ap<1.5D %ﬁf’nﬂefd 9555 6370 | 4780 § 3820 3185 2390 1910 1590 @ 1195 955
PPN=Ea 60
Titanium Alloy (40~100) HAEE
2e<0.25D FeedRate | 380 305 | 285 305 320 335 | 345 350 310 305
(mm/min)
ap<15D ngﬂ?ﬂ?ged 12740 8490 6370 5095 4245 | 3185 2545 2020 1590 1275
THN 80
Stainless Steel (60~110) HARE
2e<0.25D Feed Rate 760 | 575 | 510 | 510 @ 510 @ 510 | 510 @ 485 | 445 @ 430
(mm/min)
ST210—S4. R4. RN4
EL& = Titanium Alloys — #&%: Slotting
-t NAE=1 e .
TEHE A o N
Workpiece 8 Cutting Speed Tool 2 3 4 5 6 8 10 12 16 20
) Depth . .
Material (m/min) Diameter(mm)
(mm)
ap<1D %E%msn?f)ed 6370 4245 3185 2545 | 2120 1590 1270 1060 795 = 635
Ka® 40
Titanium Alloy (30~60) A ERE
ae=1D Feed Rate 255 | 200 190 170 170 190 |+ 200 @ 210 190 190
(mm/min)
ap<1D Eﬁisﬁle)ed 9555 6370 | 4775 | 3820 3185 2390 1910 1590 @ 1195 955
T 60
Stainless Steel (50~70) A RES
ae=1D Feed Rate 380 305 285 | 305 @ 320 335 | 345 350 | 310 @ 305
(mm/min)

1234 5 123 4
. aEW AW xs
Carbon Steels, Alloy Steels Alloy Steels Staiﬂe{;}sﬂsteel EA O[T+CB TBB
<35HRC <48HRC
©) O O ©) ©) (@)

OfRE& Most Suitable () i&% Suitable
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HEELIHI SR

Recommended Cutting Parameters

ST210-B4

£ &E Titanium Alloys — {AFE#: Profiling

CUTTING TOOL FOR AEROSPACE

ey TR e N
Workpiece Depthg Cutting Speed  Tool Diameter 6 8 10 12 16
Material (mm) (m/min) (mm)
R
ap<0.2D Speed 3715 2785 2230 1860 1390
Had 70 (min-1)
Titanium Alloy (60~80) FHATRRE
2e<0.3D Feed Rate 670 610 535 480 445
(mm/min)
de
&= Titanium Alloys — Ml Side Milling
TIRE - )
4 ; TIHRE 74z
Tk Cutting . 3
- . Cutting Speed Tool Diameter 16 20 25
Workpiece Material [()ri?rtw? (m/min) (mm)
R
ap<5D Speed 795 635 510
PN=ra 40 (min-1)

Titanium Alloy (20~60) HHARE

2e<0.05D Feed Rate 275 255 255

(mm/min)

072 — GESAC

ST300 &= TILHET]
High Efficiency Endmills for Titanium Alloys

CUTTING TOOL FOR AEROSPACE | fi=tEITA

ST300&RFISRAEREII LT

Endmills Machining of Titanium Frame

o EATFMERETMEB SR L.
Suitable for high efficiency machining of aerospace titanium alloys.
o RABAREMR. THRARRIHETOMERA, AEBKIIAES®,
Ultra-fine cemented carbide substrate, special R coating and advanced
edge processing technology, superior wear resistance, longer tool life.
FEBEHETE. BIERET, AEERREMRNE, REEES.
#nequal flute spacing and eccentric relief design, super vibration
reduction performance.
MFVEBS NS, BEBNEEMRE, RAIMRENE, BEMR
FigF,
Special internal cooling holes and U type flute design, excellent cooling
effect and chip evacuation, high material removal rate.
AREARTIEADARNBMINLTER, HoIRIMEE— AL,
Apply for high efficiency machining at large depth and large width,
realizing rough and finishing milling with one tool.

| =
JIEAS ST300-RN5-20030
Type
TIEHE D20*R3*40*65*115*d20
Size
nITAAEl TC4

Workpiece Material

gilid 1911rpm (120m/min)
SIS )

ﬁé%%ge 764mm/min (0.08mm/z)
I = B

Cutting Method Cavity milling

IRE

Cutting Depth ap=30mm, ae=1mm

REAR KR IN%
Cooling Method Emulsion, External Cooling

GESAC ART]

Milling Time (h)
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ST300-RN4 ST300-RN5

471K INE Ak 57 KRB L
4 Flutes Corner Radius with Reduced Neck 5 Flutes Corner Radius with Reduced Neck
< ¢
S— : ~ - i ——
° T 4\ (- \ 1.\,_\ - ° - :)\ i sl > By
% ‘ Lc | Lc
Ke)

L -
| el L L =Rl L

e 0w w e e om e 0w e e e om
ST300-RN4-12010 12 1 24 38 11.4 90 12 O ST300-RN5-16010 16 1 32 47 154 100 16 O
ST300-RN4-12030 12 3 24 38 114 90 12 O ST300-RN5-16030 16 3 32 47 154 100 16 O
ST300-RN4-16010 16 1 32 47 154 100 16 O ST300-RN5-20010 20 1 40 67 19.4 117 20 O
ST300-RN4-16030 16 3 32 47 15.4 100 16 O ST300-RN5-20030 20 3 40 67 19.4 117 20 O
ST300-RN4-20010 20 1 40 57 19.4 115 20 O ST300-RN5-25030 25 3 50 82 24.4 138 25 O
ST300-RN4-20030 20 3 40 57 19.4 115 20 O @ /%77 Stock OFFE Available upon Order AETol

@/ZE=TF Stock OFEFRE Available upon Order ATl D<16 803
D<16 S b>16 S04
D>16 S04 E(iunit (mm)

&fizunit (mm)

T {##4% Workpiece Material T % Workpiece Material
1234 5 123 4 1234 5 123 4
. 52w - . 52w -
Carbon Steels, Alloy A“.:.ﬁ%ﬂ MW " T e Carbon Steels, Alloy AW TEMW " T 8
oy Steels . Alloy Steels .
Steels Stainless Steel 8 B Steels Stainless Steel 8 B
<35HRC < 48HRC ° a <35HRC < 48HRC ° “
O O O @] @) @) O O O @) © ©
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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HEELIHI SR

Recommended Cutting Parameters

HEEYHIZH
Recommended Cutting Parameters

ST300-RN4 ST300-RN5

Wa® Titanium Alloys — fll% Side Milling

K& Titanium Alloys — % Side Milling

TR TIRE PIHIRE 7z T TIRE TIHIRE UakES
Workpi . Cutting Depth  Cutting Speed Tool Diameter 12 16 20 ; ) Cutting Depth  Cutting Speed Tool Diameter 16 20 25
orkpiece Material (mm) G i) il Workpiece Material (mm) (m/min) (mm)
R R
ap<1.5D Speed 2650 1990 1590 ap<1.5D Speed 1990 1590 1270
100 (min-1) 100 (min-1)
K (80~120) BHARRE T (80~120) AR
2e<0.2D Feed Rate 740 635 605 2e<0.2D Feed Rate 795 755 605
(mm/min) (mm/min)
R R
B ap<15D Speed 2650 1990 1590 ap<1.5D Speed 1990 1590 1270
100 (min-1) B 100 (min1)
i (80~120) s i (80~120) iR
2e<0.2D Feed Rate 690 635 570 2e<0.2D Feed Rate 795 715 570
(mm/min) (mm/min)
R R
ap<15D Speed 2120 1590 1270 ap<1.5D Speed 1590 1270 1020
30 (min-1) 30 (min-1)
e (60~100) A RE 8 (60~100) HARE
2e<0.2D Feed Rate 550 510 460 ae<0.2D Feed Rate 635 570 460
(mm/min) (mm/min)
K& Titanium Alloys — #&%% Slotting &% Titanium Alloys — #&%t Slotting
iy TIRE IHRE 7= o5 TIRE TIHRE UakES
Tkt : " g Tkt : X ]
Workpiece Material Cuttl(rrll;ng)epth CuEtrlr?/ngiﬁ?ed Tool(lr)nlfnTeter 12 16 20 Workpiece Material CUttE?r%rr?)epth Cugtg/grjﬁ;eed Tool(l%l;r?eter 16 20 25
R R
ap<1D Speed 2120 1590 1275 ap<1D Speed 1590 1275 1020
30 (min-1) 30 (min-1)
T (60~100) i T (60~100) AR
ae=1D Feed Rate 595 510 485 ae=1D Feed Rate 635 605 485
(mm/min) (mm/min)
R R
B ap<1D Speed 2120 1590 1275 ap<1D Speed 1590 1275 1020
80 (min-1) B 80 (min-1)
T (60~100) FHATRRE Te (60~100) AR
ae=1D Feed Rate 550 510 460 ae=1D Feed Rate 635 570 460
(mm/min) (mm/min)
R R
ap<1D Speed 1460 1095 875 ap<1D Speed 1095 875 700
50 (min-1) 50 (min-1)
™ (40~60) A e (40~60) i
ae=1D Feed Rate 380 350 315 ae=1D Feed Rate 435 395 315
(mm/min) (mm/min)
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SS600/=52E NN TiZ5tT]
SS600 Endmills for High Strength Steels

SS600-54

4 7]k
4 Flutes Square

NEW

o BATIMISREN. TEEUAEN. KaTH

Suitablefor processing high strength steel, precipitated hardened - _ _ j w
stainless steel, titanium alloy, etc.
o IBHMAEME, TIORES, M7 Lt
Excellent Slot Milling performance, high edge strength L
S S A R e
« FERETENER, THILEERE _ . - E el | v 2222 L
Unequal helical non-isometric design, stable cutting process ne %
o MYLERBIEIRIT, IBENRENABEN Lc
Parabolic chip groove with excellent chip removal capabilityprocess L
ITIRS EF
Ordering Code = ke L d Stock
SS600-S4-04011 4 11 50 4 o
SS600-S4-64011 4 11 50 6
SS600-54-06016 6 16 50 6 ()
N SS600-S4-08020 8 20 60 8 ( J
SS600-RARTIFRHEMR AN L
SS600-R4 Endmills for Machining Hinge Plate 55600-54-10025 10 » £ 10 bt
SS600-S4-12026 12 26 83 12 o
SS600-54-16032 16 32 92 16 o
ARES SS600-R4-16015
Type -R4- SS600-54-20038 20 38 100 20 ( J
@ /%77 Stock OFHIE Available upon Order o
m < 0
JEAE D16R15"32°92*d16 <12 B4
D>12 Soa
fiunit (mm)
INTAR#}
Workpiece Material LS
R )
Speed 1300RPM (65m/min)
HARE :
Feed Rate 130mm/min (0.025mm/z) .
5 T 424t Workpiece Material
TIHIA 5
Cutting Method Slotting L5 M
1
1234 5 123 123 123 4
TIRE _ _ 05
Cutting Depth ap=fmm, ae=16mm Wi, S iy TED ik maae A
0 Carbon Steets, Alloy Steels Alloy Steels Stainless Steel Castiron HRSA Titanium Alloys
GESAC ARE]
REFH AR N2 (©) (@) (@) @) O ©)
Cooling Method Emulsion,External Cooling Processing Quantity (pcs)
OREE Most Suitable () 3i&# Suitable
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SS600-R4

4Rk

SS600-B4

A7)k
4 Flutes Ball Nose
o <
Lc
L Lc

—_———m
™ YN RS
l4‘ AITIN Helix Ealll

Ord;—rIi%g%éode v = fe L d Sjtﬁosz OrdgEerg?ode v = Le - d S%)?fk
SS600-R4-04005 4 0.5 11 50 4 o SS600-B4-06012 6 3 12 50 6 O
SS600-R4-64005 4 0.5 11 50 6 SS600-B4-08014 8 4 14 60 8 O
SS600-R4-06005 6 0.5 16 50 6 (] SS600-B4-10018 10 5 18 75 10 O
SS600-R4-06010 6 1 16 50 6 [ J SS600-B4-12022 12 6 22 75 12 O
SS600-R4-08005 8 0.5 20 60 8 (] SS600-B4-16030 16 8 30 100 16 O
SS600-R4-08010 8 1 20 60 8 [ J SS600-B4-20030 20 10 38 100 20 O
55600-R4-10005 10 0-5 2 » 10 ot @ /%7 Stock OFFUE Available upon Order B AETol
SS600-R4-10010 10 1 25 75 10 [ J R>3 + 0020
SS600-R4-12005 12 0.5 26 83 12 o e firunit (mm)
SS600-R4-12010 12 1 26 83 12 [ J
SS600-R4-16010 16 1 32 92 16 (]
SS600-R4-16020 16 2 32 92 16 [ J
SS600-R4-20010 20 1 38 100 20 o
SS600-R4-20020 20 2 38 100 20 [ J
@/E7F Stock OFEFNRE Available upon Order AZTol
D<12 S0
D>12 S04
E{iunit (mm)
T {445 Workpiece Material T ###} Workpiece Material
P M K H P M K H
1234 5 123 123 123 4 1234 5 123 123 123 4
WN. aEW aEM - [P PN M. AW EEal PN N
Carbon Stie;;’_l éAC“Oy Steels AILOZBSJEGCIS StairTl\:fs%mSteel C:ftfi%on 'EIITR;AE Tita rﬁjﬁ%ﬂoys Carbon Stge;;h?clloy Steels AILOXBS}EEIS Staiﬁ:]fj mSteel Ca??r&on EJI-/IDIFIQSAﬁ Titarﬁj;%lloys
©) (©) ©} O O (©) (©) ©) O (@) O ©)
O&RIE& Most Suitable (O i&# Suitable ORIES Most Suitable O 3&& Suitable
080 — GESAC GESAC _ 081
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EFTHISE
Recommended Cutting Parameters
. e
S$S600-S4/R4 "
S8 NFor High Strength Steels——ll#£Side milling
— LIHRE ;
. IRE : DALES
THEME cutting Depth| CUHIN8 | o0l Diameter | 4 6 8 10 12 16 20
Workpiece Material Gt Speed (mm)
(m/min)
R
R ap<1.5D Speed 6730 4245 3185 2545 2020 1590 1275
™ 80 (min-1)
M Sti;gleelss (60~110) AR
2e<0.25D Feed Rate 510 510 510 510 485 445 430
(mm/min)
R
das ap<15D Speed 4780 3185 2390 1910 1590 1195 955
A= 60 (min-1)
Tit
B Alloys (40-100) | smemm
2e<0.25D Feed Rate 285 320 335 354 350 310 305
(mm/min)
de
S$S600-S4/R4 as
S5 For High Strength Steels—— &%t Slotting
- LIHRE y
. TIRE : 7z
Tkt : Cutting g
Workpiece Material Cuttl(r;qng)epth Speed TOOI(?r;iqTeter 4 6 8 10 12 16 20
(m/min)
R
P ap<15D Speed 4775 3185 2390 1910 1590 1195 955
\{ . _l
; 60 (min-1)
M | stinless (50~70) | mamE
ae<1D Feed Rate 285 320 335 345 350 310 305
(mm/min)
R
B Hae ap<1.5D Speed 3185 2120 1590 1270 1060 792 635
AE 40 (min-1)
Tit
o oo [
ae<1D Feed Rate 190 190 190 200 210 190 190
(mm/min)

082 — GESAC

HEEFTRIZR

Recommended Cutting Parameters

CUTTING TOOL FOR AEROSPACE

| fI=THITA

e
S5aENFor High Strength Steels ——{AE!EtProfiling
— PHIRE p
RS - 77
TEME | cutting Depth| SUHIN8 | o0l Diameter | 6 8 10 12 16 20
Workpiece Material G Speed (mm)
(m/min)
L2350
. ap<0.2D Speed 5300 | 3980 | 3180 | 2650 | 1990 | 1590
;F_ﬁlfm 100 (min-1)
Mg 0120 [
2e<0.2D Feed Rate 1100 | 1100 | 1080 | 1050 | 1030 | 1020
(mm/min)
iR
ap<0.2D Speed 3715 | 2785 | 2230 | 1860 | 1390 | 1110
Tﬁéﬁ ’ 70 (mpin-l)
Pkl (60~80) | memmee
2e<0.2D Feed Rate 670 610 535 480 445 352
(mm/min)
GESAC 083
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SN200= R EREMIILTET] SN200-R4
High Performance Endmills for Heat Resistant Super Alloy AT B S

4 Flutes Corner Radius

o ERTEEASMEAEMNI. BT,
u Suitable for roughing and finishing of HRSA.
o MAFHTIENGIT, RIETJEEBSRINE, MEMRENLR. © -

FEIX

Special edge design, guarantees high rigidity and reduces vibration.

w o BHNEEGALNIE, BIN7ORE, RIEVHIRERS,.
Special disposing of endmill cutting edge, improves edge strength and L ‘ ] m
guarantees surface quality. @ E m Em

Ordg—rIii%(llode = & ke L d Sjtﬁcfk
SN200-R4-06005 6 0.5 15 50 6 O
SN200-R4-08010 8 1 19 63 8 O
SN200-R4-10010 10 1 22 2 10 O
SN200‘R4 /_?r\\@JEEMﬂjﬂETEmDDI SN200-R4-12010 12 1 26 83 12 O
Endmills for Scallops of Engine Casing Machining SN200-R4-16010 16 1 2 92 16 O
SN200-R4-18010 18 1 32 92 18 O
e . @75 Stock OFEHE Available upon Order 5 P
Type b<12 803
D>12 Boa
JEAE (®12R1*26"83"d12 i o
INTAR#}

Workpiece Material RENE™ 41(48HRC)

R )
Speed 800RPM (30m/min)
HEERE )
Feed Rate 100mm/min (0.03mm/z)
T %} Workpiece Material
TIEIA Mk
Cutting Method Side milling M
1234 5 123 123 4
UIRE
5 =10 mm, ae=2-12mm & N
Cutting Depth ap c B, AW il \ s R
BESP GESAC ARTF] Carbon Steels, Alloy Steels Alloy Steels ot ';fl_%mSt | 'EJQDESAE Titarﬁjﬁ%ﬂo .
<35HRC <48HRC ainless Stee y
. . Processing Quantity (pcs) -
ESIVEED SR, S04 g Quantity {p O o O o o
Cooling Method Emulsion. External Cooling

OfRE# Most Suitable () i&F Suitable
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SN200-B4 RIS
ATEREL Recommended Cutting Parameters

< ae
4 Flutes Ballnose T

%
éE % “ -:HE'A@, For HRSA— UUT; Side Milli g

[=]/m 3
‘ Lc
L E
{43 AT m T B PUEINAE L
Workpiece Material Cutting Depth = Cutting Speed  Tool Diameter 6 8 10 12 16 18
P (mm) (m/min) (mm)
=230
iTEe b R Lc L d iz ap<1D Spged 1325 995 795 660 495 440
Ordering Code Stock SRS A 25 (min-1)
Fe-based HRSA (15~35) AR
SN200-B4-06012 6 3 12 50 6 O 2e<0.1D Feed Rate 160 160 190 = 185 = 160 = 175
SN200-B4-08014 8 4 14 60 8 O (mem/min)
iR
SN200-B4-10018 10 5 18 70 10 O ap<1D Speed 1060 795 | 635 530 400 350
SN200-B4-12022 12 6 22 75 12 O B BEEROE 20 (min-1)
Co-based HRSA (15~30) SHLATREE
SN200-B4-16026 16 8 26 90 16 O ae<0.1D Feed Rate 125 125 | 150 @ 145 | 125 | 140
(mm/min)
@/E7E Stock OFBFAAE Available upon Order R AZTol IR
ap<1D Speed 1325 995 795 660 495 440
R=3 +0.020 ’3%%—,?—;%6% P 95 (n’?in’l)
#iunit (mm) e Ran (15~30) AR
ae<0.1D Feed Rate 160 160 190 185 160 175
(mm/min)
SN200-R4 /]
= BE% For HRSA—#&HE Slotting
. TIRE THIRE 7=
TR ’ " g
Workpiece Material Cutting Depth  Cutting Speed  Tool Diameter 6 8 10 12 16 18
(mm) (m/min) (mm)
R
ap<0.5D Speed 1060 795 635 530 400 350
BESEAE 20 (min-1)
Fe-based HRSA (10~30) HATRE
<
T 4#4#F Workpiece Material aes1D ('T,ii?/iitne) 105 » %0 » 80 »
n M B B ap<0.5D Efﬂsn?f)ed 795 | 600 475 400 = 300 = 260
HEEREEE 15
1234 5 123 123 4 Co-based HRSA (10~25) PR
Wi A g ~ ae<1D Feed Rate 65 60 60 60 60 55
. e =il RGN = Hat (mm/min)
Carbon Steels, Alloy Steels Alloy Steels Stainless Steel HRSA Titanium Alloys
<35HRC <48HRC =2
. ap<0.5D Speed 1060 795 635 530 400 350
O o 0O © © mEsEas | 0 ey
Nickel -based
10~30 AR
ORIEA Most Suitable O &% Suitable HRSA 2e<1D ( ) ;Eég%:g;e 105 95 ) 95 30 75
(mm/min)
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HEETHIZ
Recommended Cutting Parameters

SN200-B4

EmaszFor HRSA—1HELHE Profiling

STB200EEBKkK I Ft 7]

Taper Ball Nose

CUTTING TOOL FOR AEROSPACE | fi=tEITA

IRE 3 p
: TIHIRE UakES
Workliﬁg\jlj i CD“;t't”hg Cutting Speed  Tool Diameter 6 8 10 12 16
P (mrr)n) (m/min) (mm)
iR
ap<0.04D Speed 2120 1590 1270 1060 795
HESESS 40 (min-1)
Fe-based HRSA (30~50) AR
2e<0.04D Feed Rate 255 285 305 340 320
(mm/min)
R
ap<0.04D Speed 1855 1390 1115 930 695
B BEEHESE 35 (min-1)
Co-based HRSA (25~45) AR
2e<0.04D Feed Rate 220 220 265 260 280
(mm/min)
iR
ap<0.03D Speed 2120 1590 1270 1060 795
e 4 ey
Nickel -based
e Ren (30~50) AR
2e<0.03D Feed Rate 255 285 305 320 320
(mm/min)

088 — GESAC
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STB200-F4{AAZAEIN T
Profiling Machining

o ERATHEMFIFEMI. BIiNL.

Suitable for semi-finishing and finishing of blisks and blades.
o SEEDBTIRITRINEIR T, SE&ARMMI,

Taper avoidance design and vibration suppression design,
suitable for large overhang processing.

o RABATKREAENSIERETAIKFERA, BEESMENL,
RIETJEINTAZE.

Ultra-fine cemented carbide and special coating, high wear
resistance, longer tool life.

s SREEE, BEAFFERBEL0IImm, HERELI,
High precision profile, Radius tolerance£0.01mm, Taper
tolerance£3".

TEES
STB200-F4-06002008
Typ VB (mm) —e— GESAC e A
0.25
TR R3"2°10"80*d8 02 - /’
Size »
INTA% »
Workpiece Material GHA169 0t :/./‘/
0.05
IR :
1600RPM (30m/min)
Speed 0 T T T T T
0 2 4 6 8 10 12 14
HARE q Cutting Length (m)
Food Rate 128mm/min (0.02mm/z)
TIHIA R abizois
Cutting Method Profiling

TIRE
Cutting Depth

ap=0.48mm, ae=0.8mm

REAR
Cooling Method

&R N2
Emulsion, External Cooling

After Cutting 8m
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STB200-F4 STB200-F4

AT HEFEIREK LT T ] AT)HEE IR I TET)
4 Flutes Taper Ball Nose 4 Flutes Taper Ball Nose

=lgl}1 U =gl |1 U
hé m Ballnose h& Helix  fl Ballnose

TS ETF TS EF
Ordering Code o = ee L d Stock Ordering Code c R Le - d Stock
STB200-F4-04002006 2 2 10 80 6 @) STB200-F4-03003006 3 15 10 80 6 O
STB200-F4-06002008 2 3 10 80 8 O STB200-F4-04003006 3 2 10 80 6 O
STB200-F4-08002010 2 4 15 100 10 O STB200-F4-05003008 3 2.5 10 80 8 O
STB200-F4-10002012 2 5 20 120 12 O STB200-F4-06003010 3 3 10 100 10 O
@ /%77 Stock OFBFAE Available upon Order T STB200-F4-08003012 3 4 15 120 12 O
R 001 STB200-F4-10003016 3 5 20 120 16 O
a +3 @/%E7TF Stock OFRFARE Available upon Order
AZETol
#fizunit (mm) R +0.01
a +3
&fiunit (mm)
T 4#4#F Workpiece Material T ##4%F Workpiece Material
1234 5 123 123 4 1234 5 123 123 4
WM. &EW a2l [NEDN & wmw. a=W aEW PN &
Carbon Stizl;hRAclloy Steels AILOZ/;—TEE[S Stainless Steel HRSA Titanium Alloys Carbon Stzzl;—lékclloy Steels All(ozf?}j;ils Stainless Steel HRSA Titanium Alloys
O O @) © © O O © @] ©
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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HEELIHI SR

Recommended Cutting Parameters

SD200= 4 REE G FHIN TILHET)

High Performance Endmill for Composite

STB200-F4

H#E IRk Taper Ball Nose——1{A &%t Profiling

T

Workpiece Material

TIRE
Cutting Depth
(mm)

TIHIRE
Cutting Speed
(m/min)

77
Tool Diameter
(mm)

10

M

TEM
Stainless Steel

ap<0.2D

ae<<0.2D

100
(80~120)

R
Speed
(min-1)

10600

7960

6370

5300

3980

3180

HARE
Feed Rate
(mm/min)

1160

1020

1020

1100

1100

1080

ESaa®

HRSA

ap<0.03D

2e<0.03D

35
(25~45)

230
Speed
(min-1)

3715

2785

2225

1855

1390

1115

HARE
Feed Rate
(mm/min)

295

245

230

220

220

265

HeE®
Titanium Alloys

ap<0.2D

ae<<0.3D

70
(60~80)

R
Speed
(min-1)

7430

5570

4450

3715

2785

2230

HARE
Feed Rate
(mm/min)

740

670

715

670

610

535

092 _ GESAC

SD200-KDA R 5IUINTCFRP

Endmills for CFRP

o WEFMTIAISIT, BRINRIEM ITH L TREHMER. &
HEMR,

The fine-cross flute design, without burr and delamination on
the top and bottom of the workpiece.

o JJEAXREXRAENARBEA, RARATIAMER L,
Longer tool life with diamond coating.

s XBS5ENAFEEBRIMENN EREEEG—AS
BmEY, CNEAEEEKNE.

Using special substrate, higher wear resistance, and longer
tool life.

TIEES
Type

SD200-KDA-06014

ERELER
Without burr delamination on the top

TIEHE
Size

D6714795*d12

A%
Workpiece Material

BR4T4£(T800) CFRP(T800)

IR .

Speed 5000RPM (95m/min)

HARE . TRELER

Feed Rate STyl (ECemm) Without burr delamination on the bottom
IS B

Cutting Method Slotting

TIRE
Cutting Depth

ap=4mm(#%/E 3mm), ae=6mm

eglakao
Cooling Method

R
Air cooling
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SD200-KDA

FREENARE

Fine-cross-nick Diamond Coating

- | B
Lc
L
el uon | L ||
h6
TS EF
Ordering Code = Le L d Stock
SD200-KDA-02008 2 8 45 4 O
SD200-KDA-04010 4 11 50 4
SD200-KDA-06014 6 14 95 12 [ ]
SD200-KDA-06015 6 15 60 6 o
SD200-KDA-08020 8 20 60 8 @
SD200-KDA-10025 10 25 75 10 o
SD200-KDA-12030 12 30 85 12 O
@/E7E Stock OFBFARE Available upon Order 5 ATl
D<10 B4
0<0<12 Y

T {444 Workpiece Material

Efiunit (mm)

M

1234 5 123
W, 5EW AT =P A Ao
M BEE AEE SEME
Carbon Steels, Alloy Steels Alloy Steels ] :
<35HRC < 48HRC Stainless Steel Aluminum Alloys Copper Alloys CFRP/GFRP
O

O&RiEE Most Suitable O &% Suitable

094 _ GESAC

SD200-KDB

FRBENARE

Fine-cross-nick Diamond Coating

CUTTING TOOL FOR AEROSPACE | fi=tEITA

A - — == al L ——
Lc
L
Ll
h6

TS 77

Ordering Code v ke - d Stock
SD200-KDB-04016 4 16 60 6 O
SD200-KDB-06020 6 20 60 6 O
SD200-KDB-06025 6 25 65 6 O
SD200-KDB-08022 8 22 65 8 O
SD200-KDB-08032 8 32 75 8 O
SD200-KDB-10032 10 32 75 10 O
SD200-KDB-12032 12 32 85 12 O

@/E7F Stock OFBFRAE Available upon Order o AZTol
10<0<12 | Y
gfizunit (mm)
T ##4%} Workpiece Material
1234 5 123
W, AW ek PN - P
TN BE® AEE S&ik
Carbon Stze‘%l;,_' é%CIIOy Steels A“(‘)z'gs;géls Stainless Steel Aluminum Alloys Copper Alloys CFRP/GFRP

©

O&iEE Most Suitable (O 3&% Suitable
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SD200-KDC

ERrEEREENERE

Left Hand Helix Fine-cross-nick Diamond Coating

o — -

Ordginﬁjg%clode = Le L d S%)Tfk
SD200-KDC-04016 4 16 60 6 O
SD200-KDC-06020 6 20 60 6
SD200-KDC-06025 6 25 65 6 O
SD200-KDC-08022 8 22 65 8 O
SD200-KDC-08032 8 32 75 8 O
SD200-KDC-10032 10 32 75 10 O
SD200-KDC-12032 12 32 85 12 O

@7z Stock OFFAE Available upon Order 5 =

D<10 Boa

0<0<12 | Joe
fiunit (mm)
T {444 Workpiece Material
P M N
1234 5 123
B, A=W AEW o . "
Carbon Sti%l;;—i é\éloy Steels AILOX;':EEIS Stainz_l\:fsﬁzteel Alumfﬁfm%\lloys Cop%pﬁeér Aﬁlloys C%FQ%/EI?;P
O

O&RiEE Most Suitable O &% Suitable

096 — GESAC

SD200-JD2

N ANFRENERE
Herringbone Two Flute Cutter

CUTTING TOOL FOR AEROSPACE |

M= TR

- _
Lc
L
=@ L
h6
TS 77

Ordering Code v ke - d Stock
SD200-JD2-04010 4 10 50 4 O
SD200-JD2-06015 6 15 50 6 O
SD200-JD2-08020 8 20 60 8 O
SD200-JD2-10025 10 25 75 10 O
SD200-JD2-12030 12 30 75 12 O

@7z Stock OFFE Available upon Order 5 ]
D<10 $o4
o<o<12 9
#{iunit (mm)
T ##4%} Workpiece Material
1234 5 123
W, AW W N - PR
TEN Bae wMEs =y vp o
Carbon Stzesl;,_' é&clloy Steels A“(‘)ng'jgecls Stainless Steel Aluminum Alloys Copper Alloys CFRP/GFRP

©

O&iEE Most Suitable (O 3&% Suitable

GESAC _ 097




fn=tEJTHA | CUTTING TOOL FOR AEROSPACE CUTTING TOOL FOR AEROSPACE | fi=tEITA

SD200-JD4 BB
AT NS RERE Recommended Cutting Parameters o

Herringbone Four Flute Cutter

dp
= e SD200-KDA. KDB. KDC
Lc et S &34 For CFRP——1lI %% Side Milling
L
A | viRe . )
Workpi : Cutting Speed ~ Tool Diameter 4 6 8 10 12
orkpiece Material Depth (myimin) {mim)
(mm)
R
ap<2D Speed 11140 7430 5570 4460 3715
T8RS D Lc L d E1E TRt 140 (min-1)
Ordering Code Stock CFRP (80~200) AR
ae<0.2D Feed Rate 665 445 445 445 370
SD200-JD4-04010 4 10 50 4 @) (mm/min)
SD200-JD4-06015 6 15 50 6 O 230
ap<2D Speed 11940 7960 5970 4775 3980
SD200-JD4-08020 8 20 60 8 O e 150 (min-1)
SD200-JD4-10025 10 25 75 10 O GFRP (100~200) AR
2e<0.2D Feed Rate 710 475 475 475 400
SD200-JD4-12030 12 30 75 12 O (mm/min)
@7z Stock OFFAE Available upon Order 5 Tl
D10 S04
0<0<12 | 96

gfizunit (mm)

SD200-KDA. KDB. KDC

et e S &%) For CFRP——1&%% Slotting

RS S p
. ; TIHRE 717
Tk Cutting ; .
Workpiece Material Depth Cut(tmg Sp()aed Tool Diameter 4 6 8 10 12
(mm) m/min (mm)
iR
ap<1D Speed 11140 7430 5570 4460 3715
A ] 120 (min-1)
CFRP (80~160) HARE
ae=1D Feed Rate 385 255 285 305 320
T4 Workpiece Material (mm/min)
L2350
n M m ap<1D Speed 11940 7960 5970 4775 3980
IRIBLT A 150 (min-1)
1234 5 123 GFRP (100~200) HHATREE
e e ae=1D Feed Rate 480 320 360 380 400
oo, m=R M RS mas e e (mm/min)
arbon EGB)E’HR c oy >teels <°[{8H§ES Stainless Steel Aluminum Alloys Copper Alloys CFRP/GFRP
©

OfRE& Most Suitable () i&% Suitable
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EETIEA = &R M AENN TPCD I HE7)
Recommended Cutting Parameters High Performance PCD Endmills for Composite

SD200-JD2

o BT M. BIBTESEAMBIAEMNTI. FHBMI. Bl
EK?%?’EE@MHH For CFRP UH'Jfﬁ Side MI“Iﬂg zélzit;iltj;‘?;;fzje;&igrh milling, semi-finishing and finish of carbon fiber,
o ERAMEMBIFNRERESESR, FARRRENT DA,
iR . ) ( . ‘i Super wear-resistant composite materials and unique edge treatment.
Tt Cutting RRE nE \ — RIEMERERBIEAN, EKIEEH,
- . Cutting Speed = Tool Diameter 4 6 8 10 12 ) ]
Workpiece Material I?eptf; {mymin) (mm) #nhance surface quality and tool life.
mm
iR
ap<2D Speed 11140 7430 5570 4460 3715
BRET4E 140 (min-1)
CFRP (80~200) AR
2e<0.2D Feed Rate 220 150 140 135 110
(mm/min)
230
ap<2D Speed 11940 7960 5970 4775 3980
WAL 4 150 (min-1)
GFRP (100~200) AR
ae<0.2D Feed Rate 240 160 150 145 120
(mm/min)
oI Yy = A NIN
SD300 RYPBEIBLFAE SRR IIL
Endmills for Trimming of Glass Fiber Composite Sheet
de
| =
ELS SD300-GD9900
Typ
SD200-JD4 a
bt 42 S 44%) For CFRP—III%E Side Milling ?if*m% D12*12*100*d12
TRe INTA%} IR LR INAE R S S MK
T Cutting TIHNRE nE Workpiece Material Glass fiber reinforced resin material
Workpiece Material Depth Cugtgw/g;,iﬁ)eed TOOI(%;H;Eter 4 £ : = =
(mem) R 11000RPM (414m/min)
R Speed
ap<2D Speed 11140 7430 5570 4460 3715
BreF o 140 (min-1) PHARE :
CFRP (80~160) A Feed Rate ATyt (X0 vt )
2e<0.2D Feed Rate 445 300 250 225 185
(mm/min) TIHIA M
R Cutting Method Side milling 2000
ap<2D Speed 11940 7960 5970 4775 3980 1800
I 4 150 (min-1) TIRE =~ -
GFRP (100~200) AR Cutting Depth ap=2mm, ae=3-4mm 1600
ae<0.2D Feed Rate 475 320 265 240 200 1400
(mm/min) AHB S
Cooling Method Air-mist cooling 1200
1000
mT%E J1E%dn 1820m. GESAC ALRE]
e Our tools can manchine more than
Machining Effect 1820m
) Cutting Length(m)
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HEEYHIZH
Recommended Cutting Parameters

SD300-GD9900
27]F3K
2 Flutes Square

SD300-GD9900

BE%E For Nonferrous Metal— 1t Side Milling

TIRE - p
. : TIHIRE UAEES
TR Cutting g ]
- . Cutting Speed = Tool Diameter 6 8 10 12 16 20
Workpiece Material ?r?w?r:? sy o (mm)
iR
ap<2D Speed 13270 |+ 11775 | 11145 @ 10615 8000 6000
Ji RS &R o
Ord;—f'ri?ﬁ%l - D Le L1 rffiﬁi?ceiifﬂﬂ (2539250) (TA'” Y
& Matrix Composites HAARE
2e<0.2D Feed Rate 2650 2350 2230 2120 2400 2400
SD300510202006070 2 6 7 50 4 1 @) (mm/min)
SD300S10402006080 4 6 8 50 4 1 O m IR
ap<2D Speed 12000 | 10000 8000 8000 5000 3000
SD300SB0602006080 6 6 8 50 6 2 O soas 150 (min-1)
SD300SB0802010150 8 10 15 70 8 2 @) Aluminum Alloys (100~250) HATRE
2e<0.1D Feed Rate 2400 2000 1600 1600 1500 1200
SD300SB1002010150 10 10 15 70 10 2 O (mm/min)
SD300SG1202015250 12 15 25 80 12 3 O
SD300SG1502015250 15 15 25 80 14 3 O
SD300SN2002020350 20 20 35 100 20 4 O
@/E7F Stock OFBFNE Available upon Order D ATl
D<20 +0.02
Stiunt (o SD300-GD9900
S &ML For CFRP——E#E Face Milling
TIRE o p
o5 : TIHRE 7112
wOrinﬁm: - C;;t't”hg Cutting Speed  Tool Diameter 6 8 10 12 16 20
P (mFr)n) (m/min) (mm)
R
KRS RS AR ap<0.1D Speed 13270 | 11775 | 11145 @ 10615 8000 6000
=R e == 400 (min-1)
Reinforced Resin TR
Matrix Composites (250-450) R
2e<0.6D Feed Rate 2650 2350 2230 2120 2400 2400
T 44} Workpiece Material (mm/min)
iR
m n ap<0.1D Speed 12000 | 10000 8000 8000 5000 3000
BE® 150 (min-1)
193 4 5 4 Aluminum Alloys (100~250) BHAERE
2e<0.6D Feed Rate 2400 2000 1600 1600 1500 1200
BE HEE A&, 26K b= (mm/min)
Aluminium Alloys Copper Alloys Graphite, Composite Materials Titanium Alloys
© O © O

OfRiE% Most Suitable

102 — GESAC

() 3i&% Suitable

GESAC — 103




D612EMIN T &L

Triple-angle Drill for Composite Material

CUTTING TOOL FOR AEROSPACE | fi=tEITA

D612-Y3N-0635fn= E M ERFLIN T

Hole Making for CFRP

o ERATE LA L/ IIBA AR FRIEHIIN Lo
Suitable for all kinds of carbon fiber / glass fiber
reinforced plastic manual drilling.

o RIFHIEERIGIT, PIHRIEELHI TN,

The unique tip design ensures smooth and smooth
drilling.

o JHITIO%H, RARATIETBIRERME,
Cutting edge sharp can be processed out of excellent
export / import quality.

NRES D612-Y3N-0635 EESMNT 50 MUBERE @8I 5 MFLHIER.
Type TER R
Triple-angle drill goog drilling  Common twist dirll appear burr
result after 50 holes,no burr and strip
7
j?ﬁ%)ﬁﬁ D6.35*40*100*d6.35
Size
InITATEL
Workpiece Material CFRP
iR N=3000 rpm
Speed Vc=60m/min
BGRE Vf=240mm/min
Feed Rate Fn=0.08mm/rev
TIHIA FhHIIBTL
Cutting Method Through hole
TIRE B
Cutting Depth H=T5mm
FmFIE HAORE. ERL FLERASE
Life Decision Burr,strip rather big hole diameter
e Atlas (Nmax=3200RPM)
Machine
kR PHIASES, fLEAK, TER
; Cutting sound normal,qualified hole
Cutting Effect diame%er,no burr ‘
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D612-Y3N D612-Y3N

47)/67) 471/67) B
4 Flute/6 Flute Triple-angle Drill 4 Flute/6 Flute Triple-angle Drill
D D
f L e f L —
I = : C | = : CS
L Lc * l_ Lc *
0AL DAL
o | 3D | = s | 3D
T8RS . %S TS - %S
Ordering Code D (mm) D{in) Le UAL d Linenumber Ordering Code D (mm) D{in) ke ok d Linenumber
D612-Y3N-0249 2.49 0.0980 15 60 2.49 — D612-Y3N-0500 5.00 0.1969 35 100 5.00 —
D612-Y3N-0270 2.70 0.1063 15 60 2.70 — D612-Y3N-0505 5.05 0.1988 35 100 5.05 8#
D612-Y3N-0300 3.00 0.1181 18 60 3.00 — D612-Y3N-0522 522 0.2055 35 100 522 5#
D612-Y3N-0320 3.20 0.1260 20 75 3.20 — D612-Y3N-0600 6.00 0.2362 40 100 6.00 —
D612-Y3N-0326 3.26 0.1283 20 75 3.26 30# D612-Y3N-0635 6.35 0.2500 40 100 6.35 —
D612-Y3N-0400 4.00 0.1575 30 75 4.00 — D612-Y3N-0794 7.94 0.3126 40 100 7.94 —
D612-Y3N-0409 4.09 0.1610 30 75 4.09 204 D612-Y3N-0953 9.525 0.3750 40 100 9.53 —
D612-Y3N-0450 4.50 0.1772 30 75 4.50 16# D612-Y3N-1270 12.70 0.5000 40 100 12.70 —
D612-Y3N-0480 4.80 0.1890 30 75 4.80 12# » )
funit (mm
D612-Y3N-04826 4.826 0.1900 30 75 4.83 —
D612-Y3N-0491 491 0.1933 30 75 491 104
Bzunit (mm)
T {44% Workpiece Material T %} Workpiece Material
1234 5 6 123 12 3 4 5 1234 5 6 123 12 3 4 5
. W AWM. TEN  PHSHEG/DREN . HisRe®, HERes HEREE EPN P, BN, &= Aasf. TEN  PHSHEMN/IRER - Bismes, HERes FEBE® e JEPEN
Carbon Steels, Alloy Steels, PH and Ferrite/ Sgifflﬁmss Wrought Aluminium Alloys, Cast Aluminium Co %Hel:rlAﬁllo o C%r: ?:ie Carbon Steels, Alloy Steels, PH and Ferrite/ ngflzmss Wrought Aluminium Alloys, Cast Aluminium Co {HecrlA%llo s Cfmm ?:i’tie
Alloy Steels Tool Steels Martensitic Stainless Steell Cast Aluminium Alloys Alloys (ZpZOOHB)y Matzrial Alloy Steels Tool Steels Martensitic Stainless Steell Cast Aluminium Alloys Alloys (EPZOOHB)y Matirial
(<35HRC) (35-48HRC) (<35HRC) ee (Si<12%) (Si>12%) (<35HRC) (35-48HRC) (<35HRC) ee (Si<12%) (Si>12%)
©) ©
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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R733-C EMINIT] R733-C

Reamer for Composite Material N
P 471 /671571
4 Flute/6 Flute Reame

o ERTRIMETE/ BT EIE BB RISEE TN ERHIMN T,

Suitable for all kinds of carbon fiber / glass fiber reinforced plastic high precision manual hinge processing. E 2 2 o =
o EATFXFLEEEN N TEEEERRSHIREIIN T, t’—ygEZf

Suitable for hole geometric accuracy and processing roughness demanding reaming. ‘ MA

o WMIRIGIT I B RGN T B R ASEE. L2

Double ladder design can effectively increase the scope of application. LC
0AL bl HELICA

TS D(mm) | D (Gin) D1 L1 D2 12 Le OAL d el
Ordering Code Linenumber
R733-C-0326 3.26 0.128 3.10 6.5 - - 35 75 3.26 304
R733-C-0357 3.57 0.141 3.26 6.5 3.45 13.0 35 75 3.57 28t
R733-C-0400 4.00 0.157 345 6.5 3.86 13.0 35 75 4.00 -
R733-C-0417 4.17 0.164 3.86 6.5 4.00 13.0 40 100 4.17 -
R733-C-0450 4.50 0.177 4.17 6.5 4.39 13.0 40 100 4.50 -
R733-C-0485 4.85 0.191 4.50 6.5 4.70 13.0 40 100 4.85 114
R733-C-0500 5.00 0.197 4.70 6.5 4.85 13.0 40 100 5.00 -
R733-C-0536 5.36 0.211 4.85 6.5 5.20 13.0 40 100 5.36 6t
gfiunit (mm)
T %} Workpiece Material
1234 5 6 123 12 3 4 5
. &EW W TEW | PHSHEM/DKMEN - Bismes, HERes FEBE® s PPN
Carbon Steels, Alloy Steels, PH and Ferrite/ Sgiir?l%emss Wrought Aluminium Alloys, Cast Aluminium o {HeErIA%llo . Cfmm Tjiie
Alloy Steels Tool Steels Martensitic Stainless Steell Cast Aluminium Alloys Alloys (EPZOOHB)y MatZrial
(<35HRC) (35-48HRC) (<35HRC) ee (Si<12%) (Si>12%)
©

O&iEE Most Suitable (O 3&% Suitable
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R733-C DIT3EM+E B E BRI TFIEEh

47671557 Twist Drills for Composite and Metal
4 Flute/6 Flute Reame

o JERTIRET e IR LEIE R BRI E BB RIRM AR
F Lo

Suitable for carbon fiber / glass fiber reinforced plastic and
metal laminated board material manual hole.

e GATM=TE. Ka®. TENLEEMEL

Suitable for aviation aluminum, titanium alloy, stainless
steel metal materials.

o RAZIHMBEELIEIT, BINTIHIINIIRE M,
Double edge and self centering design increases process
stability.

o WEMAMEFA,

D1 —

Fa

Vi
M E
MT

] —

LC

1JHS : %S Recommended with the use of drilling sleeve.
Ordering Code D(mm) D (in) D1 L1 D2 L2 Lc OAL d Linenumiber g
R733-C-0556 5.56 0.219 5.18 6.5 5.40 13.0 40 100 5.56 /32
R733-C-0595 5.95 0.234 5.56 6.5 5.79 13.0 40 100 5.95 15/64
R733-C-0600 6.00 0.236 5.56 6.5 5.85 13.0 40 100 6.00 -
=l = /=22 c= = £
R733-C-0635 635 0250 595 75 6.20 15.0 40 100 6.35 1/4 fn=2m+ERBERREHHT WINL
R733-C-0794 794 0313 754 75 767 150 45 120 7.94 5/16 CFRP+Metal Stacks Hole Making
R733-C-0953 9.53 0.375 9.00 7.5 9.30 15.0 50 120 9.53 3/8
R733-C-1270 12.70 0.500 12.00 7.5 12.40 15.0 60 150 12.70 1/2
name DI13-Y5N-0326
Bfunit (mm) D573-Y3N-0450
Type R733-CM-0485
T )
FRP+T
Workpiece Material ¢ I
IR )
Vc=2
Sl c=20m/min
BHARE N
Feed Rate Fn=0.05mm/rev
LIEIA 3
Cuttng Method e ole T SOMUBTER, FEM NI 70 MUBHILER
goog drilling result after appear burr after 70 holes
50 holes, no burr
RS .
N i i = + +
T 44 Workpiece Material it Tt H=6.5mm+5mm(CFRP+Ti)
RHAR N
1234 5 6 123 12 3 4 5 Cooling Method s/~non
. S a&M. TAW PHS R /S KR - MisiEeE, HeRe® HERa® g PN
Carbon Steels, Alloy Steels, PH and Ferrite/ Sgi{rﬁ?ss Wrought Aluminium Alloys,  Cast Aluminium| . %ﬂe:r.Aﬁ“o s C%n?)gjijtle .
Alloy Steels Tool Steels Martensitic Stainless steell Cast Aluminium Alloys Alloys (ZpZOOHB)y Matperial HnfIE HORE. Efl. ILREAS
(<35HRC) (35-48HRC) (<35HRC) ee (Si<12%) (Si>12%) Life Decision Burr}strip rather b|g hole diameter
O
OfREA Most Suitable () 3&4 Suitable ﬁﬁ;ﬁ% Atlas (Nmax=3200RPM)
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D973-Y5N D973-Y5N

FRIEEL FRIEEL

Twist Drills Twist Drills

d Wﬁ d Wb
LC v LC v

0AL 0AL
=ZEn =ZEn

Ord;—rIiLr?g%Clode z D{in) L ol d Lineﬁiber Ordg;ﬂ%%(llode o D(in) = oA d Lineér)\%ﬁw ber
D973-Y5N-0250 2.50 0.0984 25 75 2.50 — D973-Y5N-0470 4.70 0.1850 40 100 4.70 13#
D973-Y5N-0270 2.70 0.1063 25 75 2.70 — D973-Y5N-0483 4.83 0.1900 40 100 4.83 —
D973-Y5N-0300 3.00 0.1181 25 75 3.00 — D973-Y5N-0500 5.00 0.1969 40 100 5.00 —
D973-Y5N-0310 3.10 0.1220 25 75 3.10 — D973-Y5N-0556 5.56 0.2190 40 100 5.56 —
D973-Y5N-0326 3.26 0.1285 35 75 3.26 30# D973-Y5N-0595 5.95 0.2344 40 100 595 15/64
D973-Y5N-0400 4.00 0.1575 35 100 4.00 — D973-Y5N-0600 6.00 0.2362 40 100 6.00 —
D973-Y5N-0409 4.09 0.1610 40 100 4.09 20# D973-Y5N-0635 6.35 0.2500 40 100 6.35 1/4
D973-Y5N-0417 4.17 0.1640 40 100 4.17 — D973-Y5N-0750 7.50 0.2953 45 120 7.50 —
D973-Y5N-0794 7.94 0.3125 45 120 7.94 5/16

gfizunit (mm)

gfizunit (mm)

T 4#4%F Workpiece Material T #4%} Workpiece Material
1234 5 6 123 12 3 4 5 1234 1234 5 6 123 12 3 4 5 1234
CNEE BERE, HOES HE/BRE . A% BEBeS, HEBRE Hat/mEa
e AW, TAN  PHSH%EAK/DRMEN & HEEE®E PN P & o a2, TEWN  PHSHHEK/ZREN . & HSRE® EP Jor N &
#Carbon Alloy Steels, PH and Ferrite/ A Wrought Aluminium | Cast Aluminium i BEMR | Tinium #MCarbon Alloy Steels, PH and Ferrite/ o Wrought Aluminium - Cast Aluminium e SEHB T Titanium
Steels, Alloy b Stainless All All Copper Alloys Composite | v Steels, Alloy e : Stainless Al All Copper Alloys Composite |\ ©
Steels Tool Steels Martensitic Stainless Steell loys, Alloys (<200HB) Material atloy, Heat- Steels Tool Steels Martensitic Stainless Steell loys, Alloys (<200HB) Material alloy, Heat-
(35-48HRC) (<35HRC) Cast Aluminium Alloys | (Si>12%) resistant < (35-48HRC) (<35HRC) Cast Aluminium Alloys | (Si>12%) resistant
(<35HRC) (Si<12%) Super Alloys (<35HRC) (Si<12%) Super Alloys
O O @) © © © © O O © @] O © O
O&RiEE Most Suitable O &% Suitable O&iEE Most Suitable (O 3&% Suitable
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DST3EM+ERBEEMEIINTIY fL14 D573-Y5N

Core Drills for Composite and Metal

¥ FLEL
Core Drills
o JEATFCFRP/GFRPHIZEEERMEIF oY Flo D Dl
Suitable for manual reaming of CFRP / GFRP and metal laminates. d r
o ERTMTH. KEad:. THENLEEMEL, —& E;
‘ L1

o = VJEMFIERRIRIT, IEINTIEIIN TARE .

Suitable for aviation aluminum, titanium alloy, stainless steel metal materials. ‘

LC

Three-blade structure and drill tip design to increase processing stability. ‘ n
o RIEFRAHEEER. oA .m HELICA ]

Recommended with the use of drilling sleeve.

T8RS - %5
Ordering Code D(mm) D(in) = b ke ol d Linenumber
D573-Y3N-0400 4.00 0.157 3.26 8.0 40.0 80 4.00 —
D573-Y3N-0409 4.09 0.161 3.37 8.0 40.0 80 4.09 20#
D573-Y3N-0417 4.17 0.164 3.37 8.0 40.0 80 4.17 —
D573-Y3N-0437 4.37 0.172 4.10 8.0 40.0 80 4.37 17#
D573-Y3N-0450 4.50 0.177 4.10 8.0 40.0 100 4.50 —
D573-Y3N-0470 4.70 0.185 4.17 8.0 40.0 100 4.70 13#
D573-Y3N-0485 4.85 0.191 4.37 8.0 40.0 100 4.85 11#
D573-Y3N-0500 5.00 0.197 4.37 10.0 50.0 100 5.00 —

gfizunit (mm)
T %} Workpiece Material
1234 5 6 123 12 3 4 5 1234
B, A% HsRe®, HeRe HKE®/BERE
hie: AWM. TEN  PHSHHEM/IRAEN - = HERER =P JEp &
iMCarbon Alloy Steels, PH and Ferrite/ T%@ﬂ Wrought Aluminium | Cast Aluminium eE E':'MH Titanium
Steels, Alloy L ) Stainless Copper Alloys | Composite )
Steel Tool Steels Martensitic Stainless <teell Alloys, Alloys (<200HB) | Material alloy, Heat
ees (35-48HRC) (<35HRC) el cast Aluminium Alloys | (Si>12%) resistant
(<35HRC) (Si<12%) Super Alloys
O O @) O O © ©

O&iEE Most Suitable (O 3&% Suitable
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D573-Y5N R733-CM EM+EBMEHIN TR

7Lk Reamer for Composite and Metal

Core Drills

D D1 - o IEATFCFRP/GFRPIIE BB BRI SIS EFhIRHI I Lo
Suitable for high precision manual reaming of CFRP / GFRP and metal laminates.

—Q% o IERTFXIFLIVAHEEIN TAEAEE Z SRR EBIRHEIIN Lo
‘ ‘ L1 Suitable for hole geometric accuracy and processing roughness demanding reaming.

. o REWNBESI, TERENTIRMAEE,

‘ Double ladder design can effectively increase the scope of application.
0AL HELICA ! 3! ¢ g P i

-
.

Ord;—rIinﬁg%Clode D(mm) D(in) b L Le OAL d Linegr%f_nber
D573-Y3N-0518 5.18 0.204 4.85 10.0 50.0 100 5.18 6#
D573-Y3N-0556 5.56 0.219 4.70 10.0 50.0 100 5.56 —
D573-Y3N-0595 5.95 0.234 5.56 10.0 50.0 100 595 —
D573-Y3N-0625 6.25 0.246 5.95 10.0 50.0 100 6.25 —
D573-Y3N-0754 7.54 0.297 6.35 10.0 50.0 100 7.54 —
D573-Y3N-0767 .67 0.302 6.35 10.0 50.0 120 .67 —
D573-Y3N-0930 9.30 0.366 8.40 10.0 50.0 120 9.30 —

gfizunit (mm)

T {44%} Workpiece Material

1234 5 6 123 12 3 4 5 1234
B, A% WiGEAEE, HEES Kas/BRE
- - AW, TAEW PHS SR/ LA & HERAE® PPN =g &
#Carbon Alloy Steels, PH and Ferrite/ REN Wrought Aluminium | Cast Aluminium i BEME T onium
Steels, Alloy L B Stainless All All Copper Alloys ' Composite llov. Heat
Steels Tool Steels Martensitic Stainless Steell loys, Alloys (<200HB) Material alloy, Heat-
(35-48HRC) (<35HRC) Cast Aluminium Alloys | (Si>12%) resistant
(<35HRC) (Si<12%) Super Alloys
O O @) © © © ©

O&RiEE Most Suitable O &% Suitable
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R733-CM

47]/67]5%7]
4 Flute/6 Flute Reame

R733-CM

47]/67]57]
4 Flute/6 Flute Reame

E D om D1 _ E D oD D _
t %ng t T~ A%F/‘f
—T—— e =

L2 L2
- e - s
AL HELICA 0AL HELICA
TS f %S T8RS . %5
Ordering Code D(mm) D (in) L b = L e L d Linenumber Ordering Code B(mm) D (in) = = = - ke ol d Linenumber
R733-CM-0326 3.26 0.128 3.10 6.5 - - 35 75 3.26 304# R733-CM-0536 5.36 0211 4.85 6.5 5.20 13.0 40 100 5.36 6#
R733-CM-0357 3.57 0.141 3.26 6.5 345 13.0 35 75 3.57 284# R733-CM-0556 5.56 0.219 5.18 6.5 5.40 13.0 40 100 5.56 /32
R733-CM-0400 4.00 0.157 3.45 6.5 3.86 13.0 35 75 4.00 - R733-CM-0595 5.95 0.234 5.56 6.5 5.79 13.0 40 100 5.95 15/64
R733-CM-0417 4.17 0.164 3.86 6.5 4.00 13.0 40 100 4.17 - R733-CM-0600 6.00 0.236 5.56 6.5 5.85 13.0 40 100 6.00 -
R733-CM-0450 4.50 0.177 4.17 6.5 4.39 13.0 40 100 4.50 - R733-CM-0635 6.35 0.250 5.95 7.5 6.20 15.0 40 100 6.35 1/4
R733-CM-0485 4.85 0.191 4.50 6.5 4.70 13.0 40 100 4.85 11# R733-CM-0794 7.94 0.313 1.54 7.5 7.67 15.0 45 120 7.94 5/16
R733-CM-0500 5.00 0.197 4.70 6.5 4.85 13.0 40 100 5.00 - R733-CM-0953 9.53 0.375 9.00 7.5 9.30 15.0 50 120 9.53 3/8
) R733-CM-1270 12.70 0.500 12.00 7.5 12.40 15.0 60 150 12.70 1/2
Bfiunit (mm)
Efiunit (mm)
T 4#4%F Workpiece Material T #4%} Workpiece Material
1234 5 6 123 12 3 4 5 1234 1234 5 6 123 12 3 4 5 1234
CNEE HERAL, WEES HE/BRE . A% BEEAS, AEEE Hat/mEa
- - aEW. TAW PHS SR/ LA < HERAE® PEDN =g o 2 EeW. TAWN PHS SR AE/S KA e HERa® g P &
iNCarbon Alloy Steels, PH and Ferrite/ 7[_.%’%”% Wrought Aluminium  Cast Aluminium HEE EamH Titanium MCarbon Alloy Steels, PH and Ferrite/ AW Wrought Aluminium | Cast Aluminium HEE EamH Titanium
Steels, Alloy Tool Steel Martensitic Staini Stainless Allovs Allovs Copper Alloys Composite | ©7 Steels, Alloy Tool Steel Martensitic Staini Stainless Alloys Allovs Copper Alloys Composite | ©
Steels 00 eels artensitic Staintess Steell . y > d 3% (<2OOHB) Material Y; Steels 00 eels artensitic stainless Steell ! y 5 d Y (<2OOHB) Material Yv
(35-48HRC) (<35HRC) Cast Aluminium Alloys | (Si>12%) resistant (35-48HRC) (<35HRC) Cast Aluminium Alloys | (Si>12%) resistant
(<35HRC) (Si<12%) Super Alloys (<35HRC) (Si<12%) Super Alloys
O O @) © © @) © O O @) O O © ©

OfRiE% Most Suitable
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() 3i&% Suitable

OfRE# Most Suitable

() 3i&& Suitable
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HEETHIZ
Recommended Cutting Parameters

CUTTING TOOL FOR AEROSPACE

HEEFTIHIZE
Recommended Cutting Parameters

DOT3EM+EBEBEMEIN TM{E3h

Twist Drills for Composite and Metal

= ~
DE2EMIT BT
Triple-angle Drill for Composite Material
tﬂﬁﬂﬁlﬁ Hing
s o i W
Application Workpiece Material
m/min ft/min mm/rev inch/rev
e CFRP. GFRP 60 197 0.08 0.0031
Drilling
CFRP: Fer4a@ b 2Bk} Carbon fiber reinforced plastic
GFRP: IIBLT 45210 2BEL Glass fiber reinforced plastic
LiEEANMREFNNETE, BathERR, REMIREN.;
Please use the pneumatic tools with better rigidity, drill set, ensure processing
stability
2B/ NS TIEINTEY, 1& 2R/ N JR#EAE20%-30%.
When using the small size cutting tool, reduce the tool feed 20%-30%
= £
R733-CEMINT5R]
Reamer for Composite Material
t))‘ﬁ'JiEE Hng
o oA T o
Application Workpiece Material
m/min ft/min mm/rev inch/rev
B m CFRP. GFRP 60 197 0.08 0.0031
Reaming

CFRP: Fef4aR1k 2Bk} Carbon Fiber Reinforced Plastic
GFRP: IIBLT432102EEL Glass Fiber Reinforced Plastic
LiEEANMRIFNRETE, BatERR, RENIREN.;
Please use the pneumatic tools with better rigidity, drill set, ensure processing

stability

2AER/ NS TR TR, &R N TR #H 48 820%-30%,
When using the small size cutting tool, reduce the tool feed 20%-30%

120 — GESAC
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TIHIRE priz |
s 1t T ol
Application Workpiece Material
m/min ft/min mm/rev inch/rev
CFRP+iE&E
m Aluminium 60 197 0.08 0.0031
Alloys
CFRP+E£&
m B £Titanium 20 66 0.05 0.0020
alloy
S| BE®
o0 Aluminium 60 197 0.08 0.0031
Drilling
Alloys
HKEE
B Titanium 15 49 0.05 0.0020
alloy
W
M Stainless 15 49 0.05 0.0020
Steel
CFRP: Féf4Esm{b B4} Carbon Fiber Reinforced Plastic
GFRP: MIBLT 4RV EEEL Glass Fiber Reinforced Plastic
LiEEARNMERIFHINE TR, EaEMSH, RIENIREN,;
Please use the pneumatic tools with better rigidity, drill set, ensure processing
stability
2AERNS TR TR, &SR N T E#H44 £20%-30%,
When using the small size cutting tool, reduce the tool feed 20%-30%
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HEETHIZ
Recommended Cutting Parameters

DST3EM+EBEBEMEN FL1h

Core Drills for Composite and Metal

t)J_H'JiE!E
A TR Cutting Speed

pri el <]

feed
(fn)

Application Workpiece Material (m/min)
m/min ft/min

mm/rev

inch/rev

CFRP 60 197

0.08

0.0031

CFRP+2&
Aluminium 60 197
Alloys

0.08

0.0031

CFRP+58&
£Titanium 20 66

ShHHI) alloy

0.05

0.0020

Drilling 884

Aluminium 60 197
Alloys

0.08

0.0031

BNk
Titanium 15 49
alloy

0.05

0.0020

TEN
Stainless 15 49
Steel

DB BB

0.05

0.0020

CFRP: Frer4aR{KZERL Carbon Fiber Reinforced Plastic

GFRP: BT 4321V ZEKL Glass Fiber Reinforced Plastic
LEFERRNMEFHIRNE TR, EathEMA, MIEMIREN,;

Please use the pneumatic tools with better rigidity, drill set, ensure processing
stability

2AEFA/NETIRIITEY, & HR/ N TR ¥4 £20%-30%,

When using the small size cutting tool, reduce the tool feed 20%-30%

122 _ GESAC
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HEEYHIZH
Recommended Cutting Parameters
= N 7
R733-CMAFIEM+EBAMEINTIRT]
Reamer for Composite and Metall
PIHRE priz i<
A TR Cutting Speed feed
Application Workpiece Material {m/min) (f)
m/min ft/min mm/rev inch/rev
m CFRP 60 197 0.08 0.0031
CFRP+5EA&®
m Aluminium 60 197 0.08 0.0031
Alloys
CFRP+5 &
ma FTitanium 20 66 0.05 0.0020
Ehi) alloy
Drilling BaS
m Aluminium 60 197 0.08 0.0031
Alloys
HEE
n Titanium 15 49 0.05 0.0020
alloy
TR
M Stainless 15 49 0.05 0.0020
Steel

CFRP: FreF4s@ b 2Bk} Carbon Fiber Reinforced Plastic

GFRP: IIB4Fefsa b8k Glass Fiber Reinforced Plastic
LiEFEARNMERIFHIN TR, EatEMSH, RIEMIREN;

Please use the pneumatic tools with better rigidity, drill set, ensure processing
stability

2EFANS TR TR, & MR N T B 44 £20%-30%,

When using the small size cutting tool, reduce the tool feed 20%-30%
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THMREE

Workpiece Material Table

5=

PEHR
ISO Material
Group

MC GESAC

T8

Workpiece Material

==}
Content

TR E
Tensile Strength
N/mm?

EREE

Brinell Hardness
HB

EEEE

Rockwell

Hardness
HRC

W
Steels

P1

BN, KUI/8
Low-carbon Steels, Long

Chipping

C<0.25%

<530

<125

P2

B, 52tE, ZUIN

Low-carbon Steels, Short

Chipping, Free-cutting
Steels

C<0.25%

<530

<125

P3

Slus sG]
High-carbon Steels, Midium-
carbon Steels

C>0.25%

>530

<220

<25

P4

a2, TEN
Alloy Steels, Tool Steels.

C>0.25%

600-850

<330

<35

P5

a%M, TAW
Alloy Steels, Tool Steels.

C>0.25%

850-1400

340-450

35-48

P6

HFREREN, SEERE
W, PHAREEW
Ferritic Stainless Steels,
Martensitic Stainless
Steels,
PH Stainless Steels

C=(0-0.4)%

600-900

<330

<35

p7

BREGRATHEN, IK
BRI, PH REW,
High-strength Ferritic
Stainless Steels,
Martensitic Stainless
Steels, PH Stainless Steels.

C=(0.1-0.6)%

900-1350

330-450

35-48

M

W
Stainless Steels

M1

BEAETEN,
Austenitic Stainless Steels

C=(0.05-0.15)%

<600

130-200

M2

ERENRKAENFERH
ki
High-Strength Austenitic
Stainless Steels and Cast
Stainless Steels

€=(0.05-0.15)%

600-800

150-230

<25

M3

WA
Duplex Stainless Steels

C=(0.05-0.20)%

<800

135-275

<30

7253
Cast Iron

K1

Grey Cast Iron

125-500

120-290

<32

K2

RENTEENSEHF,
IREFHFEL
Moderately Difficult Alloy
Castiron, Nodular Cast
Iron.

<600

130-260

<28

K3

HMTHEEEHEER, KE
ek

Difficult High-alloy Cast
Iron, Nodular Cast Iron

>600

180-350

<43
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TR

Workpiece Material Table

ZESFE DN ATIRT &

Metric Scale List

. Fs éﬁ%%a_? /J\%&?EH_T ’&%URTI ﬁ%ﬂl%ﬁ? /J\%ﬁ%a_'\ ’LE%'JRT_f FRFR /J\%ﬂl%a_? ’&%URT
IR . _ PR 5 B BEREE NO. Wire Decimal Metric Fractional Decimal Metric Letter Decimal Metric
: TRt 2 : : Rockwell
ISO Material MC GESAC - . Tensile Strength  Brinell Hardness . . . .
G Workpiece Material Content Hardness 1-40# in mm in in mm A-Z in mm
roup N/mm? HB HRC
1 1# 0.2280 5.79 1/64 0.0156 0.40 A 0.2340 5.94
BGHEES
N1 Wrought Aluminium Alloys <520 60-90 2 2# 0.2210 5.61 1/32 0.0313 0.79 B 0.2380 6.05
SEEEAad . 3 3 0.2130 541 3/64 0.0469 1.19 C 0.2420 6.15
N2 Cast Aluminium All Si<12% <350 70-100
as %’2%“'1; oys 4 a4 0.2090 531 1/16 0.0625 1.59 D 0.2460 6.25
sk )
N3 Cast Aluminium Alloys Si12% 200-320 60-120 5 54 0.2055 5.22 5/64 0.0781 1.98 E 0.2500 6.35
H B-A
N4 c 5, C%H E&All 200-650 60-200 6 64 0.2040 5.18 3/32 0.0938 2.38 F 0.2570 6.53
OP%‘*; ﬁpj;ﬂ oys 7 # 02010 | 511 7/64 | 01094 278 G 0.2610 6.63
s, &
AEitE Graphite, CFDK, CFRP 8 8t 0.1990 5.05 1/8 0.1250 3.18 H 0.2660 6.76
f N5 Graphite, C it 600-1500
Non-ferrous rapnite, Lomposite 9 ot 0.1960 4.98 9/64 0.1406 3.57 | 0.2720 6.91
Materials Materials
SBEE AME(MMCs) 10 104 0.1935 491 5/32 0.1563 3.97 J 0.2770 7.04
N6 GFK, CFK <700 <10 11 11# 0.1910 4.85 11/64  0.1719 437 K 0.2810 7.14
Aluminium-based
HEBEAS 13 13# 0.1850 4.70 13/64 = 0.2031 5.16 M 0.2950 7.49
S1 Iron-based Heat-resistant 500-1200 160-260 25-48
Alloys 14 144 0.1820 4.62 7/32 0.2188 5.56 N 0.3020 7.67
B o Cobal %gﬁﬁéﬁ 10001450 150.450 2543 15 15# 0.1800 4.57 15/64 0.2344 5.95 0 0.3160 8.03
t tresistant g - -
e 16 164 | 01770 450 1/4 | 02500 635 P 03230 820
H"mﬁﬁ%’&éﬁ\ %i(séﬁ BESEEE 17 17# 0.1730 4.39 17/64 0.2656 6.75 Q 0.3320 8.43
eat-resistant Super Nickel- Heat-resi -17 160-4 Z
Rloya, - Per] 53 Nickelaseq Hestresistant p00-1700 00-450 8 18 18 | 01695 431 932 02813 7.4 R 03390 861
Titanium Alloys, - HRHEE 19 19# 0.1660 4.22 19/64 0.2969 7.54 S 0.3480 8.84
S4 TltanlumA?lr;(j/STltanlum 900-1600 300-400 33-48 20 204 0.1610 409 5/16 03125 794 T 0.3580 9.09
RN 21 21# 0.1590 4.04 21/64 0.3281 8.33 u 0.3680 9.35
HI Hardened Steels 45-95
N 22 22 0.1570 3.99 11/32 0.3438 8.73 V 0.3770 9.58
VRN
H2 M) Szl 55-60 23 23# 0.1540 3.91 23/64 | 03594 9.13 W 0.3860 9.80
VTR 24 24# 0.1520 3.86 3/8 0.3750 9.53 X 0.3970 10.08
= H3 Hardened Steels 60-65
ERRERIE —— 25 254 0.1495 3.80 25/64 0.3906 9.92 Y 0.4040 10.26
HardenedMaterials Ha VTN 65
Merdened) Sicels 26 264 0.1470 3.73 13/32 0.4063 10.32 z 0.4130 10.49
27 27# 0.1440 3.66 27/64 0.4219 10.72
28 28# 0.1405 3.57 7/16 0.4375 11.11
29 20# 0.1360 3.45 29/64 0.4531 11.51
30 30# 0.1285 3.26 15/32 0.4688 11.91
31 314 0.1200 3.05 31/64 0.4844 12.30
32 32# 0.1160 2.95 1/2 0.5000 12.70
33 334 0.1130 2.87
34 344# 0.1110 2.82
35 35# 0.1100 2.79
36 36# 0.1065 2.71
37 37# 0.1040 2.64
38 38 0.1015 2.58
39 394 0.0995 2.53
40 40# 0.0980 2.49
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