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o Slotting Cutters / Circular Knives o Screw Slotting Cutters

High Speed Steel S TRl R High Speed Steel
~ Slotting Cutters — “zg“ s — Screw Slotting Cutters
45%0.3 15.87 10,300 90 AH2Q 2T HE(HITAHE)
45X0.4 15.87 8,200 90
e 45x0.5 15.87 7,300 90
—— 45%0.6 15.87 6,500 90
45%07 15.87 6,500 90
45%0.8 15.87 6,500 90
E 45%09 15.87 6,500 90
% 45x1.0 15.87 6,900 90
| D 4512 15.87 7,200 90
—tHt- 45%15 15.87 7,400 90
" 4520 15.87 9,300 9
/] 45%25 15.87 9,400 90 X = =2 = (T )mm 22 () W % (D)mm o 4 (T
4530 15.87 12,000 90 (OD)mm No. mm
70 #1 7.35 20,900 25.4 72T
High Speed Steel : # 6.54 20,900
Circular Knives (¥ gLto| ) " #3 5.83 20,900
: #4 519 20,900
.. #5 462 20,900 : :
: #6 412 20,000 : :
: #7 366 17,800 : :
: #8 326 17,800 : :
: #9 291 15,000 : :
(SA-TYPE)  (SB-TYPE)  (SC-TYPE)  (SD-TYPE)  (SE-TYPE)  (SF-TYPE)  (SG-TYPE)  (SH-TYPE) ' #10 2.59 14,000 ' '
.. 1 230 14,000 .. :
7 % (5A) 7h 2 (W) 7 % (5A) 7t (W) 7 % (5A) 7t (W) " #e 205 13,000 : "
: #3 183 12,000 : '
75%1.0 11,900 100%1.0 18,500 125X 1.0 40,000 : i o 12000 " :
75%12 11,000 100x1.2 20,900 125%1.2 41,000 " e s 000 : :
75%X1.5 12,000 100x1.5 21,200 125x1.5 42,000 !
75%2.0 13.200 100x2.0 21,600 125%2.0 43,000 e 129 9,680 : :
75%25 14,400 100x25 20,800 125%25 48,000 " 7 115 9,680 : :
75X3.0 14,900 100X3.0 21,000 125%3.0 51,000 #e 102 9,200 : "
75%35 19,000 10035 26,400 125%35 58,000 " i L 9,200
75%4.0 23,900 100X4.0 28,000 125%4.0 68,000 ' #20 0.81 9,000
; #21 0.72 9,000
=7 (5A) 723 (W) =7 (5A) 723 (W) ez 0.64 9,000
#23 0.57 9,100
150%1.0 60,000 200x1.0 90,000 i 051 9,300
150%1.2 62,000 200%12 92,700 P s o
150%15 63,000 20015 93,000 426 040 10.100
150%2.0 65,000 200%2.0 94,200 e 05 T
150%2.5 68,000 200%25 110,000 15 o 13000
150%3.0 73,000 200%3.0 129,000 = o2 3800
150%35 83,000 20035 135,000 ' ’
150X4.0 98,000 200%4.0 150,000 #30 025 15,300




o Metal Slitting Saws

© Metal Slitting Saws

D Solid Carbide
—— Metal Slitting Saws

(EXB) HE &Y 2

High Speed Steel
Metal Slitting Saws (8 HE)

—

Figure
e
E‘D“ =
,\‘r‘__\ Z
{SAY Figure
—T
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(sB) (s (SA)
HRZXIZ 2ol S It 2 W 3 22 | HRXS 2o =y It 2 W 3| 22 HRXE 25 Tt | W3 22 HRNE LS JrE | W 3| =24 (uRiEesw tE (U3 22
(©D)mm | (T )mm (W) (ID)mm | (NT) (©D)mm | (T)mm (W) (ID)mm | (NT) (OD)mm | (T)mm (W) (ID)mm | (NT) |(OD)mm| (T)mm (W) (ID)mm| (NT) [(OD)mm | (T)mm (W) (ID)mm | (NT)
0.5 13,700 2.5 46,000 0.3 | 38,500 20 | 68,000 25 | 165,000
08 11,900 48 3.0 48,000 o ,
o 0 iy 25,500 05 | 36,300 5 | 75800 30 | 203,000
12 0.8 3.0 35
2 11800 25 4.0 52’888 - 37,000 83,000 12 216,000 254 (3&
: 12,000 4.5 53, 10 | 38,000 75 | 35 | 91,000 254 (20) 4.0 | 230,000
2.0 12,600 40 5.0 58,000 48 15.87 | 90
o 13.800 e 62.000 45 12 41000 280 %2 40 | 98,600 45 | 256,000
£ 30 14,300 254 6.0 73,000 15 | 41,000 45 | 106,000 50 | 279,000
5.0 16,400 08 62,000 20 | 44,000 50 | 114,000 08 | 127,000
4.0 18,000 10 55,000
i 8,300 . 15 57.000 25 | 47,000 0.3 | 80,000 10 | 135,000
5.0 20,300 15 58,000 68 30 | 49,000 05 | 78,000 12 | 160,000
55 22,500 2.0 58,000
o 23,500 )e 55,000 03 | 55,000 08 @ 76,800 15 | 174,000
05 23,000 150 3.0 59,000 25.4 0.5 | 48,000 1.0 | 81,500 2.0 | 207,800
08 20,900 85 60,000 08 | 47,000 12 | 82,000 150 25 | 240,000 254 (i
L S350 56 40 eS000 56 10 | 49,000 88,000 275,000
12 19,300 45 69,000 014 8, 30 | 2rs,
15 19,500 5.0 75,000 12 | 53,000 100 | 20 | 110,000 @ 254 | 20 35 | 308,600
’ 70 254 | T2 (80)
2.0 20,900 5.5 80,000 48 15 | 56,000 (56) 25 | 116,000 40 | 343,000
00 |28 21,000 - 6.0 88,000
50 23,000 . " 0.8 89,600 20 | 62,000 30 | 130,000 45 | 376,000
35 25500 1.0 86,000 25 | 69,000 35 146,000 50 | 409,000
4.0 27,700 1.2 87,000 88 30 | 76,000 40 | 158,000 10 | 320,000
45 28.900 15 87,000
50 32 000 . 20 88.000 35 82,000 45 | 178,000 15 | 396,000
55 33,000 25 90,000 03 | 56,000 50 | 188,000 20 | 485,000
0.9 34,000 200 | 59 98,000 204 05 49,000 08 | 102,000 25 | 550,000 68
05 49,000 35 120,000 200 254 4eo)
08 43,000 40 140,000 75 0.8 | 49,800 sy | T2 1.0 | 108,000 3.0 | 616,000
1.0 41,000 68 45 155,000 72 10 | 52800 | ©9 | 425 | 12 | 127.000 254 | MO 35 | 704,000
125 42,000 254 50 166,000 ’ ’ 8 :
e T o5 D 12 | 57,000 15 | 136,000 40 | 770,000
2.0 44,000 56 6.0 170,000 15 60,000 20 | 148,000 50 | 902,000




o Side Milling Cutters o Side Milling Cutters

High Speed Steel v Carbide
- side Milling Cutters ~ side Milling Cutters
AfO|E & HEY x3 MoIE HEY

—

2D

T
HRZNE 2SH| ST | W F | E2 (HRNE 2SN 27F W 24 [tRNE|LusH = | WE | 22 RIS (2SN W3 =4 (BRNS LS JtH 0 W3 =22 (urussas otz |43 e
(OD)mm | (T)mm (W) (D)mm/| (NT) [(©D)mm| (T)mm (W) (ID)mm| (NT) |(OD)mm| (T)mm (W) (ID)mm | (NT) (OD)mm | (T)mm (W) (D)mm| (NT) [(OD)mm | (T)mm (W) (ID)mm | (NT) |(OD)mm| (T)mm (W) (ID)mm | (NT)
2 | 42,000 15 | 108,000 9 | 165800 ., | ., 3 45000 14 | 81,000 8 86,000
3 | 38800 16 119,000 0 | 172,800 | 4 | 48,000 15 | 84,000 9 | 87,000
4 | 38900 100 | 17| 180,000 11| 179,200 5 | 50000 oo 6 B0 10| 93,000
5 | 39,500 18 | 135,000 12| 182,400 6 | 53,000 17 90,000 11| 95,000
6 | 40000 254 24 19 | 140,000 13 | 186,400 2 | 98000
7| 44,000 20 | 150,000 5o 1 218800 7| 54,000 | SZU00 = | 99000
8 | 45,000 2 | 116,200 15 281200 ., o 8 | 56,000 20 | 96,000 150 : 254 | 18
9 | 49000 3 | 103,800 6 | 262300 | 9 | 57,000 3 | 68,000 14 | 103,000
10 | 49,700 4 | 103,800 17 | 275,200 10 | 58,000 4 | 70,000 15 | 104,000
75 | 11 | 51,800 5 | 106,300 18 | 282,000 75 | 1 | 59000 @ 254 12 5 | 71,000 16 | 112,000
12 | 54,500 6 108,2800 254 | 30 19 | 288.900 2 | 61000 6 | 74000 7 | 114,000
13 57,000 7 | 111,200 20 | 310,900 B | o | R 18 | 115,000
14 | 58,000 8 | 113,700 3 | 339460 20 | 125,000
5 59,000 9 | 116,200 4 | 339460 14 | 65,000 § | 81,000
54| 2 3 | 170,000
16 | 62,000 10 | 125,000 5 | 305920 53 65,000 9 || 4 | 160.000
17 | 67,000 125 | 11 130,000 6 | 306980 ., | . 16 | 71,000 10 | 89,000 -1 42’000
18 | 75,000 12 | 133,000 7 | 309,060 17 | 73,000 11| 92,000 ’
125 254 | 16 6 | 142,000
19 | 83,000 13 | 135,000 8 | 315970 18 | 75,000 2 | 97,000
20 | 86,000 14 | 145000 9 | 322130 7| 142,000
66,000 167,000 328,420 2 |_(o R 8 | 142,830
2 15 10 s
; ’ 254 | 28 J 3 | 52 14 101,000
3| 57,000 6 | 189,900 0| 334,270 02999 ’ 0 | 142,830
4 | 57,000 7 190,000 o002 341,020 4 | 55,000 15 | 103,000 0 | 142,830
5 | 58000 18| 194,600 13 | 347,760 5 | 57,000 16| 104,000 200 | 11 | 143500 254 24
6 | 60,000 | 254 28 19 | 199,300 14 | 374,750 6 | 60,000 17| 106,000 12 144.800
7 | 63,000 20 | 214500 15 | 431200 7 | 63,000 18 | 108,000 3 | 125.480
100 8 70,000 2 165,900 16 | 489,480 054 | 36 100 @8 65,000 @254 14 20 | 120,000 {4 | 169,390
9 | 72,000 3 | 154,200 17 | 513,540 o | 68000 5 80,000 = 176000
10 | 76,000 4 | 154,200 18 | 526,140 o T 70,000 + T 81000 :
| 80,000 150 | 5 | 155700 254 34 19 | 539190 : : 16 | 181,350
> | 88000 s 1 157700 20 | 580130 11| 70,000 150 | 5 @ 82,000 254 18 7 | 182,010
3 90,000 254 | 26 7 161,200 12 | 75,000 6 83,000 18 | 182,670
14 93,500 ) 165,100 13 78,000 7 84,000 20 | 194,630




o Step Drills/Angle Milling Cutters o Carbide Angle Cutters Pilot Drills

Single Angle Miling Cutters Double Angle Milling Cutters

~ | HSS 4= %= uy HE HSS OS %2 ugy HE Single Angle Miling Cutters Double Angle Milling Cutters

= Carbide ¥2 92 &% 7iH Carbide HE ¥2 &3 3iH

HI

|

D D \%; 7 X
+ @D - Iz
T N/ D
T
HRZXIZ(OD)mm| = M (mm 72 (W) HRZXIZOD)mm| S Ml (Tmm It 23 (W) ' 3 — ]
10 60,000 10 79,000 0
12 61,000 12 80,000
14 63,000 14 85,000 Dia(D) T NT 2T I W) Dia(D) T NT 2T IR W)
75 16 65,000 100 16 90,000
18 67,000 18 130,000 45" 1 94,200 45" 1 118,000
20 69,000 20 135,000 . .
! 2 16 12 0 16 14 0 114
22 83,000 22 140,000 & 6 90,800 100 ® ,000
90° | 89,400 90° | 105,200
, DY 7 HP(L) I (W)
SEC-Step Drills ;
6 .,
s-2| 8| 65 20,000 High Speed Steel
o — HSS Carbide Pilot Drills(Oil Hole & Standard)
24 BB 71 (W)
D7 HY(L) I (W)
1 6
10mm i
65 | 20,500 110 ]
umm - 5-31 12 | 75 | 37,000
18mm i
116
18
= HSS-C08%(SKH59) = Solid Carbide(X %)
D7 HP() I (W) D7 HYL) I (W) T T
|5 | 1_";;_)1 ﬁ(f Standard Type Oil-Hole Type 1_";;_)1 E(L’)&.’ Oil-Flow Type
- TICN / TN TICN / TN NON | Tin/TAIN
13| 6 30 12,000 23,000 6 30 38,000 43,000
% 8 35 15,000 25,000 8 35 38,000 43,000
44,000 s-5| 21| 100 | 98,000 10 35 17,000 24,000 10 35 37,000 42,000
123 12 38 21,000 29,000 12 38 40,000 57,000
% 16 45 24,000 35,000 16 45 69,000 78,000
311 20 45 53,000 20 45 109,000 120,000
33 25 48 67,000
% 30 53 93,000
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© High Speed Steel Countersinks o T-Cutters

Countersinks(Hole %) ) High Speed Steel
= o - T-Cutters L
@d1
= 3 357 | 2zo
:";g% Npmir?cl 7t AW ?{;%iﬁ'ly ?Shonko Overolll ‘
P chrBeter TICN ATH/ELA D|or[r)12eter Lerljec:;th |
AEER L 10 13,000 | 28 | 6 50 f. "1
15 18,000 6-14 8 60
b2 <>“ D 20 25000 @ 818 | 10 65
L 25 42000 | 10-23 | 12 75 aoof | lgai od
90° 30 62,000 12-28 12 85
b BaAE Y Uk A”Y F2 ABELC % | 92000 | 1433 12 | 90 = ]
O Y MEY 7450| 7S LI 40 130,000 | 16-38 12 95 .
b O AR HEEZIF Q4 LY 45 160,000 | 18-43 12 100 2
50 200,000 | 20-48 | 12 110 HSS (M2)
2|3 (D) It (W) D1 dl 02 d L NT
Counfersinks(3|: M| Iéwél) 10(%1) 7,300 6.0 4.0 10 10 50 8
- IKRER3 2 8,000 7.0 45 10 12 50 8
I 357 | 220
ZE | Nominal ot =) | HBEH chgShcmko Overall 13 9,000 7.5 45 10 12 55 8
Angle | pigmeter TICN Capacity | pigmeter | Length
‘ 2 el B L 14 9,000 8.0 47 10 2 55 8
10 14,000 | 2-9 6 50 :
5 . 19.800 | 2-14 g . 15 9,600 9.0 55 10 12 60 10
20 28,600 3-19 10 60 16 10,000 10.0 6.5 10 12 60 10
25 43,000 | 3-24 | 12 65 , .
o0° 20 63000 | o2 | o 18 12,000 11.0 4.0 10 1 60 1
pa 2 35 91,000 | 7-34 | 12 75 19 13,000 15 75 10 12 60 10
bﬁji%: 40 130,000 | 8-39 | 12 80 20 13,000 12,5 8.0 10 12 60 10
7 *f% 45 160,000 = 9-44 | 16 85 ’ ' :
’35 &1 50 196,000 | 12-49 | 16 90 22 15,000 135 85 10 12 60 12
7tsd
24(H?) 17,000 14,5 9.0 12 12 60 12
S FHRHY3 26 20,000 16.0 10.0 12 12 60 12
Xl 74 =17 | 20
:Llp E = 0 jl_ ::(W) 51‘8‘?:’.'-?4 )g e SIS
N | = : Shank (0] Il
Angle Digpégg, . iotﬁ/cjly Diogﬁzgter Lg%?h 28 22,000 17.0 105 15 12 65 12
- 0 12,000 b ; o 30 29,000 18.0 11.0 20 12 65 14
15 17,000 | 2-14 8 55 32 30,000 20.0 15 20 12 65 14
D2 <>a b 20 200U el I R 00 35 37,000 230 15 22 2 67 14
25 38,000 | 3-24 12 65
Ls 90° 30 55,000 | 4-29 | 12 70 38 44,000 24.0 15 22 12 70 16
35 80,000 5-34 12 75
| | 0l Cloks 25 ’ 40 58,000 26.0 15 22 12 75 16
wEiJ - E; E%JNHSH ¥Ef+°%uq' 40 125,000 | 6-39 12 80
P;é';f?::;tﬂ’é%(LH’é%”é*W%Ol 45 157,000 | 7-44 | 12 g5 15 78,800 30.0 13.0 22 16 75 16
SE-H -4 12
b X407} 20[3HLC} 50 190,000 | 849 90 50 95,000 34.0 15.0 22 16 85 18




o HSS T-Slot Cutters (Straight & Stagger tooth) o T-Angle Cutters ( 607/ 45’ )

D High Speed Steel
7 HSS T-Slot Cutters

SEEEESEYEEEE

High Speed Steel
T-Angle Cutters( 60°/45°)

L
as/e0 ]
@D & e lod
@d1 g2
N 7k (W) o S ) SR 2+ NN e T . i " g
2|3 (D) o S =4 (NT) dl d 02 L oDia. = 60° 45° 60° 45°

o 12500 . L5 12 o 5 10(@1) 10,500 8 8 45 | 25 2 50 42 0
12 10,500 8 8 55 | 35 2 50 45 3

15 16,600 26,000 8 55 2 10 65
3 11,800 8 8 55 | 35 13 55 5.0 12
e 17,500 27,600 8 6.5 12 10 65 14 11,900 8 8 60 | 40 13 55 55 12
i8 19,500 28,000 8 75 P 10 70 15 13,000 8 0 65 | 45 1 60 6.0 12
20 22,500 32,000 8 8.0 P 10 70 16 13,500 8 10 / 5 1 60 7.0 12
18 15,000 8 0 8 5 1 60 85 12

» 25,500 35500 0 85 P 10 75
20(52) 16,700 8 10 8 6 15 65 95 o’
24 30,000 48,500 0 9.0 P " 80 " o o o . 5 5 o5 o5 .
25 32,000 51,000 10 95 2 2 80 24 21,000 0 P 10 6 16 70 10.0 2
N 35,000 53,000 0 00 o 12 5 25 21.800 10 12 s 7 16 70 105 2
28 28,000 10 2 | 125 8 16 75 1.0 6

28 38,000 58,000 0 10.0 2 15 80
30 33,000 10 14 13 | 85 17 75 115 16
30 47,000 64,000 12 1.0 2 20 85 " 35,000 s y " o . s s 6
35 54,000 78,000 12 15 2 20 90 35 44,000 2 14 5 | 105 18 80 13 0
- 5,000 120,000 12 s 12 ” % 38 55,000 14 14 16 11 18 80 135 | 20
40 68,000 14 14 18 1 18 85 45 | 20

40 80,000 140,000 2 115 2 20 100
45 93,000 14 16 21 13 19 90 45 | 20
45 120,000 160,000 14 13.0 16 22 105 5 — " " o u 2 o5 . s
50 137,000 195,000 14 5.0 16 22 10 60 170,000 18 8 30 15 20 10 17 25




o Carbide T-Cutters / Carbide T-Angle( 607/ 45°) © Carbide NC Spotting Drills / Long NC Spotting Drills

Carbide Carbide (£3)
) Carbide T-Cutters %) LN Spotting Drills
(BRAZED 15.0~50.0) - (X7%90°/120° BRAZED 8.0~25.0)
7 = 5t = o= | % 7 = e % | %
(D) (W) (NT) (L) (D) (W) (1) (L)
0 50,000 8 50 2 15,000 8 40
- 67,000 8 60 3 14,000 0 15
5 68,000 8 70 4 15,500 = 45
" 69,000 8 70 . 23,000 . -
18 6 70
50,000 6 28,000 20 50
20 55,000 6 70
8 40,000 25 80
2 67,000 6 75
. 15000 : . 0 60,000 25 80
30 80,000 8 %0 2 80,000 25 %
3 86,000 8 100 77@ 16 110,000 30 100
9 I D _
40 107,000 8 100 @ d 20 150,000 3 20
45 115,000 10 110 ] 25 240,000 40 130
50 123,000 0 110

) Carbide Long (X%)

—7 NC Spotting Drills
Carbide BRAZED (90°/120°)

7 T-Angle Cutters (60°/45°)

R T o M %
(D) (W) (2) L
73 ot 3 oy 83 | 2%
(D) (W) L (d) (NT) 4 29,000 12 100
20 55,000 75 16 4 ? 5 47,000 15 120
25 56,000 75 16 4 6 63,000 20 130
30 63,000 80 16 4 8. 61,000 25 140
3 72,000 8 20 4 . L . 0 88,000 25 170
L 40 87,000 90 20 6 ‘ 12 99,000 25 170
[« ° ° 4 95 25 6
45°/60 5 96,000 D ﬁ a 16 160,000 30 200
P 50 108,000 100 25 6 J
20 250,000 35 200
55 108,000 110 25 6
dI»-.- R | A Ip 60 150,000 110 32 8
70 166,000 130 32 8
A




o Hi-Spiral Chucking Reamer -7°

High Speed Steel
Hi-Spiral Chucking Reamer-7°

2Io|E P 2H—-7°(SKH55)

o (s

45°
| d1l
LT .

— Q1
g >
. L .
2D 7t = 0 L di 01 NT 2D
Dia. (W) Length of Flutes Overall Length Number of Flutes Shank Dia.
2 13,000 15 55 1.9 25 3 D
2.5 12,000 15 55 2.3 25 3 D
& 8,200 20 65 2.8 25 3 D
35 11,000 20 70 2.8 30 3 3
4 8,800 20 75 35 30 3 4
45 11,000 20 75 43 35 3 45
8 9,300 25 85 45 35 3 5
55 13,000 25 85 4.5 35 3 5
6 9,500 30 100 5.5 40 3 6
6.5 13,500 30 100 57 40 3 6
7 13,000 35 110 6.5 40 3 7
7.5 15,000 35 110 6.5 40 3 7
8 13,000 35 120 7.5 45 3 8
8.5 16,000 35 120 7.6 45 3 8
9 17,000 40 125 85 45 3 9
9.5 23,000 40 125 8.6 45 3 9
10 17,800 40 135 9.3 50 3 10
10.5 23,500 40 135 9.6 50 3 10
11 21,000 40 140 9.6 55 3 10
1.5 23,500 40 140 9.6 55 3 10
12 23,000 45 150 11 55 3 12
12.5 28,000 45 150 1.5 55 3 12
13 28,000 45 155 1.6 60 3 12
13.5 32,000 45 155 1.6 60 3 12
14 30,000 50 160 13 60 4 14
14.5 34,000 50 160 13.5 60 4 14
15 33,000 50 165 13.6 60 4 14
156.5 38,000 50 165 13.6 60 4 14
16 38,000 55 170 15 60 4 16
16.5 45,000 55 170 15.5 60 4 16
17 42,000 55 175 15.5 65 4 16
18 45,000 60 180 17 65 4 18
19 49,000 60 190 17 65 4 18
20 54,000 60 195 19 70 4 20
22 62,000 60 205 19 75 4 20

2D b= 0 L di 0 NT @D
Dia. (W) Length of Flutes Overall Length Number of Fiutes Shank Dia.
2 13,000 15 55 1.9 25 3 D
21-29 17,000 15 55 25 3 D
2.5 12,000 15 55 2.3 25 3 D
3 11,700 20 65 2.8 25 3 D
3.1-3.9 17,800 20 65 25 3 D
35 11,000 20 70 2.8 30 3 3
4 11,000 20 75 3.5 30 3 4
41-4.9 16,000 20 75 30 3 4.0-4.5
45 11,000 20 75 4.3 35 3 45
5 12,000 25 85 4.5 35 3 5
51-5.9 17,000 25 85 35 3 5.0-5.5
55 13,000 25 85 45 35 3 5
6 13,000 30 100 55 40 3 6
6.1-6.9 18,000 30 100 40 3 6.0-6.5
6.5 13,500 30 100 5.7 40 3 6
7 15,000 35 110 6.5 40 3 7
7.1-7.9 19,000 35 110 40 3 7
7.5 15,000 35 110 6.5 40 3 7
8 16,000 35 120 7.5 45 3 8
8.1-8.9 22,000 35 120 45 3 8
8.5 16,000 35 120 7.6 45 3 8
9 22,000 40 125 8.5 45 3 9
9.1-9.9 22,000 40 125 45 3 9
9.5 23,000 40 125 8.6 45 3 9
10 22,000 40 135 9.3 50 3 10
10.1-10.9 27,000 40 135 50 3 10
10.5 23,500 40 135 9.6 50 3 10
11 23,000 40 140 9.6 55 3 10
11.1-11.9 29,000 40 140 55 3 10
1.5 23,500 40 140 9.6 55 3 10
12 27,000 45 150 11 55 3 12
12.1-12.9 33,000 45 150 55 3 12
12.5 28,000 45 150 1.5 55 3 12
13 31,000 45 155 1.6 60 3 12
13.5 32,000 45 155 1.6 60 3 12
14 33,000 50 160 13 60 4 14
14.5 34,000 50 160 13.5 60 4 14
15 38,000 50 165 13.6 60 4 14
15.5 38,000 50 165 13.6 60 4 14
16 45,000 55 170 15 60 4 16
16.5 45,000 55 170 15.5 60 4 16
17 48,000 55 175 15.5 65 4 16
18 51,000 60 180 17 65 4 18
19 53,000 60 190 17 65 4 18
20 60,000 60 195 19 70 4 20
22 68,000 60 205 19 75 4 20




o HSS Super(60°’) Spiral Chucking Reamer o HSS Super(60’) Spiral Chucking Reamer

D High Speed Steel High Speed Steel
~J HSS Super(60°) Spiral Chucking Reamers ES HSS Super(60°) Spiral Chucking Reamers
AIIO| 2 XY 2|H—60 (SKH55) Morse Taper ShankskHss)

2D ot = 0 L di 01 NT @D

Dia. (W) Length of Flutes Overall Length Number of Flutes Shank Dia.

2 20,000 15 55 19 25 3 D

25 25,000 15 55 2.3 25 3 D

3 17,000 20 65 2.8 25 3 D

35 18,000 20 70 28 30 3 3 = HSS-C05%(SKH55)

4 18,000 20 75 35 30 3 4

45 19,000 20 75 43 35 3 45 2B it A a% 2% MORSE g5
5 19,000 25 85 45 35 3 5 (©) W) L) (4) N (NT)
55 20,000 25 85 4.5 35 3 5 8 45,000 156 33

6 20,000 30 100 55 40 3 6

65 23,000 30 100 57 40 3 6 9 47,000 162 36

7 23,000 35 110 6.5 40 3 7 10 48,000 168 38

75 25,000 35 110 6.5 40 3 7

8 25,000 35 120 75 45 3 8 i 53,000 17 4 M

85 37,000 35 120 7.6 45 3 8 12 59,000 182 44

9 31,000 40 125 85 45 3 9 3e(3Flute)

’ 13 62,000 182 44

95 34,000 40 125 86 45 3 9

10 34,000 40 135 9.3 50 3 10 14 67,000 189 47
105 37,000 40 135 9.6 50 3 10 s 85,000 204 5

11 37,000 40 140 9.6 55 3 10

15 43,000 40 140 9.6 55 3 10 16 91,000 204 52

12 43,000 45 150 11 55 3 12 7 92,000 204 =
125 48,000 45 150 15 55 3 12

13 48,000 45 155 116 60 3 12 18 95,000 214 56 MT2
13.5 52,000 45 155 1.6 60 3 12 19 97.000 214 56

14 52,000 50 160 13 60 4 14 :
145 58,000 50 160 135 60 4 14 & 0Dy 214 58 A2FIUte)
15 58,000 50 165 13.6 60 4 14 29 128,000 214 58
155 66,000 50 165 13.6 60 4 14

16 66,000 55 170 15 60 4 16 24 178,000 240 % T3
16.5 70,000 55 170 155 60 4 16 25 196,000 250 68

17 70,000 55 175 155 65 4 16

18 74,000 60 180 17 65 4 18

19 80,000 60 190 17 65 4 18

20 88,000 60 195 19 70 4 20

22 95,000 60 205 19 75 4 20




High Speed Steel \ Carbide(x=32|H)
—— HSS Hand Reamers-Straight & Spiral FluteskHs1) —— 45 Hi-Spiral Chucking Reamers

/

pi—
@{ D - }rad

- L
(8mm£-E{ BRAZED)
@D b= L T 0 N ad
= HSS(SKH51) = HSS(SKH51) Dia (W) OverallLengih | Charnfer Length | Length of Fiutes | Number of Fiutes Shank Dia.
o= It A (W) X % =3 a= It A (W) X % oA 2.0~25 37,500 45 1 4 D
() | 12" spiral | Shaight (0 (0) () | 12" spiral | Shaight (0 (0) 2.6~3.0 37,500 45 15 4 D
3.1~35 37,500 55 15 4 D
1.0-14 10,000 50 15 135 17,400 17,000 160 80 3.6~3.9 37,500 55 15 4 D
15-1.9 6,400 55 25 14 20,100 | 18.800 165 85 4 37,500 75 20 4 4
T 45 37,500 80 25 4 45
3.0-34 4,400 75 40 16 25,900 24,000 185 95 5.5 47,000 90 25 4 55
6 45,000 95 30 4 6
~ 30,700 :
35-39 4,400 75 40 17 : 29,600 190 100 65 55,000 o 20 . 6
4.0-44 | 4,000 4,000 85 45 18 33,800 32,500 200 105 7 53,000 110 30 4 7
45-49 4000 | 4,000 85 45 19 41400 | 39000 | 20 105 75 57,000 1o 30 4 !
8 54,000 120 35 4 7
50-54 | 4600 4,500 90 45 20 45,000 41,300 220 110 85 57,000 120 35 4 8
5559 | 4600 4,500 90 45 21 44600 | 230 120 9 66,000 130 40 4 8
95 67,000 130 40 4 9
6.0-6.4 5,500 5,000 100 50 22 54,700 235 120 10 67,000 135 40 4 10
6569 | 6,400 5,500 100 50 23 62,000 250 130 105 79,000 135 40 4 10
11 79,000 145 45 4 10
75-7.9 6,800 6,500 110 55 25 83,000 260 130 12 80,000 155 45 4 12
125 107,000 155 45 4 12
8.0-8.4 7,100 6,600 115 60 26 96,000 270 130 3 107,000 155 45 4 "
85-89 | 7,200 7,000 115 60 28 113,000 290 140 135 108,000 155 45 4 16
0094 9400 | 9200 | 125 65 30 120,000 305 140 14 D000 169 50 4 16
145 133,000 165 50 4 16
95-99 | 9700 9,200 125 65 32 150,000 315 150 15 133,000 165 50 4 16
10.0-104 | 11200 = 10400 130 70 35 180,000 | 315 160 155 137,000 165 50 4 16
16 137,000 175 55 4 16
10.5-10.9 | 11,300 10,700 130 70 38 234,000 325 165 16.5 160,000 175 55 4 16
110-114 = 11800 | 11,500 140 75 40 290,000 | 335 170 17 160,000 180 55 4 16
175 180,000 180 55 4 16
11.5-11.9 11,900 11,500 140 75 42 310,000 330 165 18 180,000 185 60 4 16
120-124 | 14,100 13,000 150 75 45 315,000 340 170 18.5 190,000 185 60 4 16
3,000 390,000 19 190,000 185 60 4 16
13 17,400 15,500 160 80 50 400,000 355 180 20 200,000 200 60 4 20




wwuw.seoulsec.com

N
N

o Carbide Super (60°) Spiral Chucking Reamers

Carbide (X3)
Carbide Super (60°) Spiral Chucking Reamers
Straight & Morse Taper Shank

= Carbide (= 3)-Straight Shank = Carbide(=3)-Morse Taper Shank

7oA ot 3 2y ¥ 83|, 4 7oA ot % 2% 2% =25 44
(D) (W) () (2) (D) (W) (N () | (NT)

2 48,000 46 10 D 12 158,000 182 | 34

25 48,400 46 10 D 13 160,000 182 | 34 MT1
3 33,000 57 15 D 14 170,000 189 37 2
35 34,000 57 15 D 15 210,000 204 | 40 =

4 46,000 75 15 4 | Solid 16 233,000 204 | 42

45 48,000 80 18 | 45 |Carbide 17 247,000 204 | 42 o
5 58,000 86 | 20 5 18 260,000 214 | 46

55 60,000 86 | 20 | 55 19 290,000 214 | 46 g

6 61,000 93 | 23 6 20 327,000 214 | 50

6.5 62,000 93 | 23 | 65 25 409,000 250 | 56 MT3
7 68,000 109 26 7

75 69,000 109 | 26 | 75

8 72,000 17 | 28 8

85 73,000 17 | 28 | 85

9 81,000 125 | 30 9

95 83,000 125 | 30 | 95

10 96,000 133 32 10

10.5 100,000 133 | 32 10

1 100,000 142 | 35 10

15 110,000 142 | 35 12

12 120,000 151 | 36 12 | Top >S5 0[2[2 ZEMES FE00 2o MZELICH
125 130,000 151 | 36 12 | Solid > VAT 10%= BEL|C

13 140,000 151 | 38 12 | Carbide ErTp—

135 140,000 151 | 38 14

14 150,000 160 | 40 14

15 170,000 162 | 40 14

16 190,000 170 | 42 16

17 210,000 175 | 42 16

18 220,000 182 | 45 18

19 260,000 189 | 45 18

20 290,000 195 | 48 | 20

o Counter Bores HSS / Carbide Counter Bores

Carbide Counterbore

= Carbide(X %)

70 tEM [ M ar[ b [ L[]
3 5,000 4 | 32 ] 65 60 | 6
4 5,500 4 43 8 | 0 8
5 7,700 4 | 53 94 80 | 8
6 8,500 4 64 | 1| 90 | 10
7 9,500 4 74 25 95 | 10
8 11,500 4 84 | 14 | 100 | 1
9 14,500 4 94 | 16 | 105 | 12
10 16,500 4 05| 175 | 10| 12
i 20000 | 4 | 115 | 185 115 | 12
2 22000 | 4 | 138 | 20 | 125 | 1
13 26000 | 4 | 4 | 22 | 130 1
14 44000 | 4 | 15 | 24 | 130 | 12
16 50000 4 | 16 | 255 140 12
16 55000 | 4 | 17 | 21 | 45 12
17 67,500 4 18| 28 | 150 | 12
18 68,700 4 19 | 29 | 150 | 1
19 95500 | 4 | 20 | 30 155 | 16
20 98000 | 4 | 21 | 31 155 | 16
21 115000 | 4 | 22 | 32 | 160 | 16
22 | 123000 | 4 | 23 | 33 160 16
23 | 130000 4 | 24 | 345 160 | 16
24 | 150000 | 4 | 25 | 3 175 | 16
25 | 165000 4 | 26 | 40 175 | 16
26 | 170000 | 4 27 | 41 180 | 20
27 | 180,000 = 4 | 28 42 | 180 | 20
26 200000 @ 4 29 | 435 180 | 20
29 | 230000 @ 4 30 | 45 180 | 20
30 | 280,000 | 4 31 46 | 180 20

720 | tAEM) | B WL L PloEB(d]) | @4XF0) | d2 [g2nn | 41 | ¢ | D
M3 31,000 0 |13 32 65 4 | 3|1
M4 38,000 15 43 80 6| 4 |35 15 |
M5 48,000 50 53 95 8 4 Sold
M6 63,000 60 6.4 110 0| 4 Carbide
M8 85,000 65 84 140 | 12| 4
M10 46,000 110 105 75 | 4
M12 50,000 125 13.0 200 | 12| 4 -
M1 60,000 130 16.0 240 | 12| 4 Soned
M16 70,000 145 17.0 20 | 2| 4 Corbide
M18 80,000 150 19.0 200 | 12| a4
M20 88,000 165 21,0 30 | 16| 4

WOod°Oas|noas mmm

N
(&)



o Cutters Fraise

X ZJ| HIOIE

(Cutters) FRAISE ZAM0H| QU0IA HAIZ
Fraiseltt Zfgie Matuh Xiolol Hls) Ssio 71 BRHAKIP)
mArE el A X B4 nf2t ZEHERSIC (BNl 1 wse
A X2 JINGI0l U BTSICL U Ti2E BAIB
oIS BS0IE MZZS| MBY MBS B2 7152 TIsto]
ooz S5 FOHYLICL 5 TAE SHEE OIBAER, XE
7172) Ok, x = 1) OlS0IH #= Cutterel ZE0| nfah, 212t
Rigle] HTRIZ HBSO U HS BAIBLIC

30°

CE1) D|MTHE % Fraise F40| M2 HAXA (Fraisett

HARLE(V) =

1 28l 0l&(s) =

FEMETI| 3.7kW2| 22

V = HALEE m/min
a = ZAmm

S =0/ mm

(s)=1 HEmm/&

Q = ZAEY or/min

Fraise 2|8 X F&2| f22| 3|H+

1000

Disel ol s

ZFE0| mhE 3™ X

Fraise | METAL SLITTING SAWS | SIDE MILLING CUTTERS | PLAIN MILLING CUTTERS SHELL END MILLS
LA E ?E’éﬁﬁmm 3 20 75 75
V 25~20 25~20 25~20 25~20
a 30 12 3 3
T E S 210~130 100~55 * 190~110 X 190~120 X
(s) 0.1~0.08# 0.12~0.08 0.24~0.17 0.30~0.24
Q 1.89~11.7 2.64~14.5 52~30 52~32
V 25~20 25~20 25~20 25~20
a 25 12 3 3
kel S 85~170 70~50% 105~55 X 110~60 X
(s) 0.08~0.05 0.08~0.02 0.13~0.09 0.17~0.12
Q 15.3~6.4 18.5~13.2 28~15 30~16
V 16 16 16 16
a 25 12 3 3
Ex=T S 40 30% 40%* 40%
(s) 0.03 0.06 0.08 0.10
Q 3.0 7.9 1 1
V 40~120 40~120 40~120 40~120
_ a 30 12~10 3 3
g;j; S 270~610 140~260 * X 185~200 X 190~205 X
(s) 0.06~0.08 0.10~0.06 0.15~0.05 0.19~0.07
Q 24~55 37~52 50~55 51~56
\Y 200 1984 1344 1982
a 30 12 3 3
e S 750% 260X 255X 265 X
(s) 0.04 0.04 0.06 0.05
Q 68 69 69 72




