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Precision tools, especially special customized tools

Precision machining tool manufacturer * Boring tools
* Grooving
- Established in 2016 * Threading
+ Located in Jinshan Industrial Zone, Shanghai P.R. China. + Customized contour forming tools

+ Other customized tools
The company specializes in providing tungsten carbide, cermet tools research and development,
production, sales and service. Mainly serve aerospace, automotive, consumer electronics,
pneumatic hydraulic industry, engineering machinery and precision machinery customers.

IRz A STy

AERETEMN ShHRS, SRS, BRA%, EHRY.
HERETF FH, FREZEMM

c ERR: REHHERE, HORMISTER M.

- SERE: RER, REREBMN

- ks Z =801+,

Application area

+ Automotive precision components: power system, transmission system, steering system, control system.
+ Consumer electronics: precision components for mobile phones and watches.

+ Aerospace: engine components, fuel injection components.

« Pneumatic hydraulic: precision components such as hydraulic valves and pumps.

+ Other precision components.

0 001 002 ©



EFESP Patent Certificate

L RS T AT L w)

EBTHEERZERSE EBTMEE EXBRISSELEBTHSS

EHTRARE

LIS RDE (PVD) BHRE
B TREEADZ bl

A ef il
LbFEHRELEGRRE

EBYESSIAR

BB EERERINEES FREEEAFRINEES

O o003

FONHAE

ORI

"ﬁ,“‘ EAST CHINA UNIVERSITY OF SCIENCE AND TECHNOLOGY

MEIR AR REE
ES)TE=E

EFREBTKRE

LideRP LAF LCEaph@BBESTIEBRLOH
$E L] AEA LK P

EBNARAKRT

— TR E IR/ \FLEET] —TIETIR

EFESP Patent Certificate
———————— F O NHAE

—FWARL LTI

MEEGTIA

—ThRR BT

— RS T — SR BT S K5HT)
A B A B oy B
S B RE FIE B

B
EEUIET]
AP %
S B &L & FE B

—MEI B ESRIVFLET]

S 0 2% U E S B S RIUE S

?@» » &
EEESRAFLET] —FhEEENFLEET]
—HELEET] HEeR A/ NFLEET]
004 O



A :
B Contents e SCRINEFERSETIA SC Series e
L L e L L e
Tt Holder P008
AFLEET] Boring P010
RFLLIRET] Grooving P019
RFLIEST] Threading P029
IhEE ) Face grooving P035
Ty Chamfering P038 FHNEM S, TIRBEFMNIER
(E3
BT Back boring P039 Designed for special positioning
T T] Pre-parting off PO40 with excellent tool strength and
1 rigidity
BMO7 RFITIHF BMO7 Holder P043
BMO7 Z5IRFLEET] BMO7 Boring p044
BMO7 ZRFIRFLIIRET] BMO7 Grooving P047
BMO7 RFIRFLIRST] BMO7 Threading P050
BMO09 Z&5ITIFF BMO09 Holder P055
BM09 RFIAFLIIRET] BMO09 Grooving P056
TItF Holder P060
REBNESEMREE, KEIRE -
CIE=DA Front turning P062 0.04mm, fR[AEE+/-0.03mm, &
I=EED)) Back turning P063 D IRZ+0.03mm
Very high repeatability with length
YIERT] Parting off P064 tolerance+-0.04mm, radial
a7y Grooving P0G6 tolerance+-0.03mm, center height
tolerance+0.03mm
BaT] Threading P068
DCGT J1H DCGT Insert PO71
TNGG 71K TNGG Insert PO72
VBGTNCGT 1K VBGT/VCGT Insert PO73
CCGT 71K CCGT Insert PO74
BERTIA Back turning PO75
LAl Parting off P076
- . RAAFLIET: AEREETIA, &
BT R Grooving PO77 EEREFYIRE,
TIHF Holder P0SO Double internal bore design:
coolant reaches the cutting edge to
tItET] Grooving P081 carry away cutting heat and chips
B327 &5+ B327 Milling holder P084
M327/M627 RFIEHET] M327/M627 Groove milling ~ P085
M327/M627 R 5IBLEET] M327/M627 Thread milling ~ P090
M327/M627 ZFIEIfAEET] M327/M627 Chamfer milling  P094
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SCRYIEKERSETIA SC Seri
—erIeSF anE JIH Holder F anE

REIRALNTIFF
Steel holder in Metric with internal coolant

@ L5 Stock
O 28 2 Weeks

@y
(w)

S Order Number

LF H JE1Z Stock

BSC.A10.04
BSC.A10.05
BSC.A12.04
BSC.A12.05
BSC.A12.06
BSC.A16.04
BSC.A16.05
BSC.A16.06
BSC.A16.07

BSC.A16.08
Small Cut &% BSC.A20.04

- BEENVETIEI RS BSC.A20.05
wENHMRMNEREE EMEE BSC.A20.06
- R TIEEE N TITIE BSC.A20.07
- BITA00RIT R BT BSC.A20.08

BSC.A22.04

BSC.A22.05
Small Cut series BSC.A22.06
BSC.A22.07
BSC.A25.04
BSC.A25.05
BSC.A25.06
BSC.A25.07
BSC.A25.08
BSC.A25.10

O

10 65 8

12 70 10

16 75 14

20 90 18

22 110 18

+ High precision
+ Extremely high axial and radial repeatable positioning accuracy
- Eliminate repetitive tool setting work when changing tools

+ More than 400 standard products in stock 25 110 23
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Y L
7J# Holder _FoanE 2

LF

»d

“b IS MIIHF
Steel holder in inch with internal coolant

@ I 52 Stock
O 2/ 2 Weeks

BSC.A0750.04
BSC.A0750.05
BSC.A0750.06
BSC.A0750.07
BSC.A0750.08
BSC.A1000.04M
BSC.A1000.05M
BSC.A1000.06M
BSC.A1000.07M
BSC.A1000.08
BSC.A1000.10

19.05 110 17.05

254 110 234
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M#L3#£7] Boring FONHAE i

LF 5:1 Drmin |
— = =
L1 _
' " 201
L2 ! 8° "‘7\

a
1 i j <ZjD L
We. | * } ERESHT)
o ir r/ 5 [Tmox Carbide boring tool

BETREF @ I 53 Stock
Right hand shown O 28 2 Weeks

R/LSC4.098.00.0301 0 0.06 0.25 0.21 4 27.3 ®/0

R/LSC4.098.00.0401 0.4 1.6 0 0.07 0.35 0.15 0.30 13 4 27.3 /0

R/LSC4.098.00.0502 0.5 2 0 0.08 0.45 0.2 0.37 13 4 27.3 /0

R/LSC4.098.00.0602 0.6 2.5 0 0.09 0.55 0.25 0.46 13 4 27.3 /0

R/LSC4.098.00.0703 0.7 35 0 0.1 0.65 0.3 0.56 13 4 27.3 /0

R/LSC4.098.00.0804 0.8 4 0 0.1 0.75 0.35 0.64 13 4 27.3 ®/0

R/LSC4.098.00.0905 0.9 0 0.1 0.85 0.4 0.73 13 4 27.3 /0

010 ®



M7FL$¥7] Boring FONHAE )i

L LF Dmin

i ¥ L D

-
* LT r—/‘ 20‘! TM BRASHT]

[Tmax Carbide boring tool
ETREF @ I 52 Stock
Right hand shown O 28 2 Weeks

R/LSC4.098.05.1004 4 27.3 /0

R/LSC4.098.05.1006 6 13 27.3 /0

R/LSC4.098.10.1004 4 13 273 /0
1 0.1 0.1 0.9 0.45 0.70 4

R/LSC4.098.10.1006 6 13 27.3 ®/0

R/LSC4.098.05.1706 6 13 27.3 /0
1.7 0.05 0.2 15 0.7 1.20 4

R/LSC4.098.05.1709 9 13 27.3 ®/0

R/LSC4.098.10.1706 6 13 27.3 /0
1.7 0.1 0.2 15 0.7 1.20 4

R/LSC4.098.10.1709 9 13 27.3 o/

R/LSC4.098.05.2206 6 13 27.3 /0
2.2 0.05 0.2 2 1.0 1.60 4

R/LSC4.098.05.2209 9 13 27.3 /0

R/LSC4.098.10.2206 6 13 27.3 /0

R/LSC4.098.10.2209 2.2 9 0.1 0.2 2 1.0 1.60 13 4 27.3 ®o/0

R/LSC4.098.10.2213 13 18 323 /0

0O o11

M#L3#£7] Boring FONHAE i

LF Dmin
e g
L1
L2
a ° '7\ Db
RF Ny *
—+ o ] oo
* ﬂ‘ 20° WB * BRATHT]
J Tmax . .
Carbide boring tool
BRAEF @ I 52 Stock
Right hand shown O 2]8 2 Weeks
R/LSC4.098.03.2710 27.3 ®/0
R/LSC4.098.05.2710 10 13 27.3 /0
2.7 0.05 0.2 2.5 1.2 2.10 4
R/LSC4.098.05.2715 15 18 323 /0
R/LSC4.098.15.2710 10 13 27.3 /0
2.7 0.15 0.2 2.5 1.2 2.10 4
R/LSC4.098.15.2715 15 18 323 /0
R/LSC4.098.03.3210 10 0.03 13 27.3 ®/0
R/LSC4.098.05.3215 3.2 15 B 0.2 2.95 1.50 2.55 18 4 323 /0
R/LSC4.098.05.3220 20 . 23 37.3 /0
R/LSC4.098.15.3210 10 13 217.3 /0
R/LSC4.098.15.3215 3.2 15 0.15 0.2 2.95 1.50 2.55 18 4 323 /0
R/LSC4.098.15.3220 20 23 313 /0
R/LSC4.098.15.3715 3.7 15 0.15 0.2 3.45 1.7 3.05 18 4 323 /0
012 ©®



M#L3#7] Boring _FOﬂHﬂE Faii

LF Dmin
P
s ii— {
Ll
L2
& R v
LA DA +
1 (= ] ¢
* g/ o | * BRASET]
: Hatle ) L. Carbide boring tool
BETrREF @ B Stock
Right hand shown O 2/8 2 Weeks
R/LSC4.098.03.4210 27.3 ®/0
R/LSC4.098.05.4215 15 18 32.3 ®/0
4.2 0.3 3.95 1.95 3.45 4
R/LSC4.098.05.4220 20 0.05 23 37.3 ®o/0
R/LSC4.098.05.4225 25 28 42.3 ®/0
R/LSC4.098.15.4210 10 13 27.3 ®o/0
R/LSC4.098.15.4215 15 18 32.3 ®/0
4.2 0.15 0.3 3.95 1.95 3.45 4
R/LSC4.098.15.4220 20 23 37.3 ®o/0
R/LSC4.098.15.4225 25 28 42.3 ®/0
R/LSC5.098.05.5220 20 23 423 ®o/0
5.2 0.05 0.5 4.95 2.45 4.30 5
R/LSC5.098.05.5230 30 33 52.3 ®o/0
R/LSC5.098.20.5210 10 13 32.3 ®/0
R/LSC5.098.20.5220 20 23 42.3 ®/0
R/LSC5.098.20.5225 25 28 47.3 ®/0
5.2 0.2 0.5 4.95 2.45 4.30 5
R/LSC5.098.20.5230 30 33 52.3 ®/0
R/LSC5.098.20.5235 35 38 57.3 ®o/0
R/LSC5.098.20.5240 40 43 62.3 ®/0

O 013

M#L3#£7] Boring FONHAE i

LF Dmin
r
x| '
L
L2
& = | e
R L N |
' = o
* ‘ﬁ/ 20/i Semoe s * BRAEE®ET]
' e wh Carbide boring tool
BrRAEF @ I 5K Stock
Right hand shown O 2/8 2 Weeks
R/LSC6.098.05.6220 423 ®/0
R/LSC6.098.20.6215 15 18 37.3 ®/0
R/LSC6.098.20.6220 20 23 423 ®/0
R/LSC6.098.20.6225 6.2 25 0 0.5 5.95 2.95 5.35 28 6 47.3 ®/0
R/LSC6.098.20.6230 30 ' 33 52.3 o/
R/LSC6.098.20.6235 35 38 57.3 ®/0
R/LSC6.098.20.6240 40 43 62.3 /0
R/LSC7.098.20.7225 25 28 47.3 ®o/0
R/LSC7.098.20.7230 30 33 52.3 ®/0
R/LSC7.098.20.7240 7.2 40 0.2 0.5 6.95 3.45 6.25 43 7 62.3 ®/0
R/LSC7.098.20.7245 45 48 67.3 /0
R/LSC7.098.20.7250 50 53 72.3 ®/0
014 ©



M7FL$¥7] Boring FONHAE )i

LF Dmin .
s _____R( N
L1 L‘_<7
L2
a o = ===
R :
i o
E/ 70 HEEEE
Tmax WB With Chip Breaker
BEREEET)

Carbide boring tool

BRABF @ I F Stock

Right hand shown O 2/8 2 Weeks
R/LSC4.098A08.4230 3.55 52.3 o/0
R/LSC4.098A15.4210 103 0.1 3.8 13 273 o/0
R/LSC4.098A15.4220 42 203 015 01 395 195 338 23 4 373 o/0
R/LSC4.098A15.4225 25.3 0.4 345 28 423 o/0
R/LSC4.098A20.4215 153 02 0.8 3.05 18 323 o/0
R/LSC5.098A08.5240 4 008 03 455 48 67.3 o/0
R/LSC5.098A20.5210 102 0.1 4.75 13 323 o/0
R/LSC5.098A20.5215 15 0.6 4.25 18 37.3 o/0
R/LSC5.098A20.5220 > 203 02 0.1 . 23 > 423 /0
R/LSC5.098A20.5225 25.4 0.1 475 28 473 o/0
R/LSC5.098A20.5230 30.5 0.1 33 52.3 /0

0O 015

M#L3#£7] Boring FONHAE i

Dmin

= =
* r_ﬂ/ 7.f - * RS
[Tmax_ wB With Chip Breaker
BREaEET]
Carbide boring tool
BrRABF @ I %% Stock
Right hand shown O 28 2 Weeks
R/LSC6.098A08.6245 72.3 /0
R/LSC6.098A20.6215 15.2 18 37.3 o/0
R/LSC6.098A20.6220 20.3 0.15 23 423 o/0
R/LSC6.098A20.6225 o2 254 02 Do | R | A 28 ° 473 ®/0
R/LSC6.098A20.6230 30.5 0.15 33 52.3 o/0
R/LSC6.098A20.6240 40 0.6 525 43 62.3 o/0
R/LSC7.098A08.7255 55 0.08 035 6.5 63 82.3 o/0
R/LSC7.098A20.7225 25.4 28 473 o/0
R/LSC7.098A20.7230 12 305 02 el e o 6.60 33 ! 52.3 ®/0
R/LSC7.098A20.7240 40.6 0.25 43 62.3 o/0
016 ©



W¥L3#7] Boring _FOﬂHﬂE Faii

LF Dmin

L2
a P
_‘ é %0 ‘\\. ‘ ‘
TRy ; oo
i
* ﬂ/ 20° L -------------- * 90" {8
r/ [Imax We 90° cutting edge angle
BREE®#T]
Carbide boring tool
BrAEF @ ML Stock
Right hand shown O 28 2 Weeks
R/LSC4.090.15.3212 0.15 0.2 2.95 1.45 2.55 29.3 ®/0
R/LSC4.090.15.4215 4.2 15 0.15 0.3 3.95 1.95 3.45 18 4 323 ®/0
R/LSC5.090.20.5210 10 13 32.3 ®o/0
R/LSC5.090.20.5215 5.2 15 0.2 0.5 4.95 2.45 4.25 18 5 37.3 ®/0
R/LSC5.090.20.5220 20 23 42.3 ®o/0

O o017

P¥L$#7] Boring FONHAE i

LF Dmin
m rd
! \ -
L1
L2
a o™ f~_ ¢ |
A +
! A== \ - ] oD
/ _
* Lﬂ/ |y e * ATRIBARY
RlioS 47° minor cutting edge angle
WRAaEET)
Carbide boring tool

BETREF @ 5 Stock
Right hand shown O 2/ 2 Weeks

R/LSC4.E98.15.4220 0.15 0.8 3.95 1.95 2.95 4 37.3 /0

R/LSC5.E98.15.5225 5.2 25 0.15 1 4.95 2.45 3.75 28 5 47.3 ®/0

R/LSC6.E98.15.6230 6.2 30 0.15 1.8 5.95 2.95 3.95 33 6 52.3 /0

R/LSCT.E98.20.7240 7.2 40 0.2 2.5 6.95 3.45 4.2 43 T 62.3 ®/0

018 ©®



RFLi#&7] Internal grooving FONHAE i

—_—

Dmin
> T ra
j B |
L1 T \\\5
L2
o & |
1y 1 !
co—— §
* jLP o ¢D
s005  LWB e EREEAFLET
Tmax
Carbide grooving tool ID
BETREF @ I Stock
Right hand shown O 2/8 2 Weeks
R/LSC4.G050.2006 27.3 ®/0
R/LSC4.G050.2009 2 0.5 9 0.4 1.75 0.85 1.15 13 4 27.3 ®/0
R/LSC4.G050.2012 12 18 323 ®/0
R/LSC4.G070.3008 8 11 25.3 ®/0
R/LSC4.G070.3012 3 0.7 12 0.6 2.75 1.35 1.95 15 4 29.3 o/
R/LSC4.G070.3016 16 19 333 /0
R/LSC4.G100.4210 10 13 27.3 /0
R/LSC4.G100.4215 4.2 1 15 0.8 3.95 1.95 2.95 18 4 323 /0
R/LSC4.G100.4220 20 23 37.3 /0

O 019

RIFLi&7] Internal grooving FONHAE i

—_—

Dmin
gl T ra
1 |

Ll \\\5

5 L2 — i

R 1 1

o — /D
Ig L L f
J w005  (WB e WREERFLIET]
Tmax
Carbide grooving tool ID
ETREF @ I3 Stock
Right hand shown O 2/8 2 Weeks
R/LSC5.G100.5210 323 /0
R/LSC5.G100.5215 15 18 37.3 /0
R/LSC5.G100.5220 20 23 423 /0
5.2 1 1 4.95 2.45 3.8 5
R/LSC5.G100.5225 25 28 47.3 /0
R/LSC5.G100.5230 30 33 52.3 /0
R/LSC5.G100.5235 35 38 57.3 ®/0
R/LSC5.G150.5210 10 13 323 /0
R/LSC5.G150.5215 15 18 37.3 /0
R/LSC5.G150.5220 20 23 42.3 /0
5.2 1.5 1 4.95 2.45 3.8 5
R/LSC5.G150.5225 25 28 47.3 /0
R/LSC5.G150.5230 30 33 52.3 /0
R/LSC5.G150.5235 35 38 57.3 /0
R/LSC5.G200.5210 10 13 323 /0
R/LSC5.G200.5215 15 18 37.3 /0
R/LSC5.G200.5220 5.2 2 20 1 4.95 2.45 3.8 23 5 42.3 /0
R/LSC5.G200.5225 25 28 47.3 /0
R/LSC5.G200.5230 30 33 52.3 /0
020 ©®



RFLi#&7] Internal grooving FONHAE i

—_—

Dmin
- T /g
1 = |
L1 - 1§
L2
N e
1 1 1
g 7 ¢0
f Lg}\
j w005 WB e EREEAFLIET]
Tmax
Carbide grooving tool ID
BETREF @ I3 Stock

Right hand shown O 2/8 2 Weeks

R/LSC6.G100.6210 323 ®/0
R/LSC6.G100.6215 15 18 37.3 ®/0
R/LSC6.G100.6220 20 23 42.3 o/0
R/LSC6.G100.6225 6.2 1 25 1.8 5.95 2.95 4 28 6 47.3 ®o/0
R/LSC6.G100.6230 30 33 52.3 /0
R/LSC6.G100.6235 35 38 57.3 ®/0
R/LSC6.G100.6240 40 43 62.3 /0
R/LSC6.G150.6210 10 13 323 ®/0
R/LSC6.G150.6215 15 18 37.3 /0
R/LSC6.G150.6220 20 23 42.3 /0

6.2 1.5 1.8 5.95 2.95 4 6

R/LSC6.G150.6225 25 28 47.3 ®/0
R/LSC6.G150.6230 30 33 52.3 /0
R/LSC6.G150.6235 35 38 57.3 ®/0
R/LSC6.G200.6210 10 13 323 o/
R/LSC6.G200.6215 15 18 37.3 o0
R/LSC6.G200.6220 6.2 2 20 1.8 5.95 2.95 4 23 6 423 ®/0
R/LSC6.G200.6225 25 28 47.3 ®/0
R/LSC6.G200.6230 30 33 52.3 ®/0

0 021

RIFLi&7] Internal grooving FONHAE i

—_—

Dmin
cac— [ |
L1 {
i L2 —
K 1 1
1 fiE=== ¢D
Lix s h@}» ------- BHRASNTLIET]
Carbide grooving tool ID

BRAEF @ I 5% Stock

Right hand shown O 2/8 2 Weeks
R/LSC7.G100.7210 32.3 /0
R/LSC7.G100.7215 15 18 37.3 /0
R/LSC7.G100.7220 20 23 423 /0
R/LSC7.G100.7225 7.2 1 25 25 695 345 43 28 7 473 /0
R/LSC7.G100.7230 30 33 52.3 /0
R/LSC7.G100.7235 35 38 57.3 /0
R/LSC7.G100.7240 40 43 62.3 /0
R/LSC7.G150.7210 10 13 32.3 /0
R/LSC7.G150.7215 15 18 37.3 /0
R/LSC7.G150.7220 20 23 423 /0
R/LSC7.G150.7225 7.2 15 25 25 695 345 43 28 7 473 /0
R/LSC7.6150.7230 30 33 52.3 /0
R/LSC7.G150.7235 35 38 57.3 /0
R/LSC7.G150.7240 40 43 62.3 /0
R/LSC7.G200.7210 10 13 32.3 /0
R/LSC7.G200.7215 15 18 37.3 /0
R/LSC7.G200.7220 20 23 423 /0
R/LSC7.G200.7225 "2 ’ 25 e 28 ! 473 o/0
R/LSC7.G200.7230 30 33 52.3 /0
R/LSC7.G200.7235 35 38 57.3 /0

022 ©®



RFLi#&7] Internal grooving FONHAE i

—_—

Dmin
- T /'
1 e |
L1 T 1
L2
a P
1 1 1
L o — T ¢D
f L
ﬂ +0.05 &@7» """""" FEEE
Tmax
For circlip grooves
FREERFLIET]
Carbide grooving tool ID
ShVaESES @ I Stock
Right hand shown O 28 2 Weeks
R/LSC4.G078.4210 27.3

R/LSC4.G078.4215 15 18 323 o / (]

4.2 0.78 0.8 3.95 1.95 2.95 4
R/LSC4.G078.4220 20 23 373 /0
R/LSC4.G078.4225 25 28 42.3 o/
R/LSC5.G078.5210 10 13 323 ®/0
R/LSC5.G078.5215 15 18 37.3 ®/0
R/LSC5.G078.5220 20 23 42.3 ®/0

5.2 0.78 1 4.95 2.45 3.8 5
R/LSC5.G078.5225 25 28 473 /0
R/LSC5.G078.5230 30 33 52.3 o/
R/LSC5.G078.5235 35 38 57.3 /0
R/LSC5.G117.5210 10 13 323 ®/0
R/LSC5.G117.5215 15 18 373 /0
R/LSC5.G117.5220 20 23 42.3 /0

52 1.17 1 4.95 2.45 3.8 5
R/LSC5.G117.5225 25 28 47.3 ®/0
R/LSC5.G117.5230 30 33 52.3 /0
R/LSC5.G117.5235 35 38 57.3 ®/0
R/LSC5.G157.5210 10 13 323 ®/0
R/LSC5.G157.5215 15 18 37.3 ®/0
R/LSC5.G157.5220 5.2 1.57 20 1 4.95 2.45 3.8 23 5 423 /0
R/LSC5.G157.5225 25 28 47.3 /0
R/LSC5.G157.5230 30 33 52.3 /0

O 023

RIFLi&7] Internal grooving FONHAE i

—_—

Dmin

2L

‘JQ
-
le:

. TEETH

For circlip grooves

L e
{

J +0.05 @

TMox| e W 0

BERAaEATLIET]
Carbide grooving tool ID

BrRAGEF @ M5 Stock

Right hand shown O 2/8 2 Weeks
R/LSC5.6198.5210 32.3 /0
R/LSC5.G198.5215 15 18 37.3 o/0
R/LSC5.G198.5220 52 198 20 1 495 245 38 23 5 423 o/0
R/LSC5.G198.5225 25 28 473 o/0
R/LSC5.G198.5230 30 33 52.3 o/0
R/LSC6.G078.6210 10 13 32.3 o/0
R/LSC6.G078.6215 15 18 37.3 o/0
R/LSC6.G078.6220 20 23 423 o/0
R/LSC6.G078.6225 e 25 . N 28 ° 473 o/0
R/LSC6.G078.6230 30 33 52.3 o/0
R/LSC6.G078.6235 35 38 57.3 o/0
R/LSC6.G117.6210 10 13 323 o/0
R/LSC6.G117.6215 15 18 37.3 o/0
R/LSC6.G117.6220 20 23 423 o/0
R/LSC6.G117.6225 62 117 25 1.8 595 295 4 28 6 473 /0
R/LSC6.G117.6230 30 33 52.3 o/0
R/LSC6.G117.6235 35 38 57.3 o/0
R/LSC6.G117.6240 40 43 62.3 o/0

024 ©



RFLi#&7] Internal grooving FONHAE i

—_—

Dmin
- T /'
1 e |
L1 T 1
L2
a P
1 1 1
L o — g o
% L
i 005 TM o I
Tmax
For circlip grooves
BERAaEATLIET]
Carbide grooving tool ID
BETREF @ I153 Stock

Right hand shown O 2/8 2 Weeks

R/LSC6.G157.6210 323 ®/0
R/LSC6.G157.6215 15 18 37.3 ®/0
R/LSC6.G157.6220 20 23 42.3 ®/0
R/LSC6.G157.6225 6.2 1.57 25 1.8 5.95 2.95 4 28 6 47.3 /0
R/LSC6.G157.6230 30 33 52.3 o/
R/LSC6.G157.6235 35 38 518 /0
R/LSC6.G157.6240 40 43 62.3 /0
R/LSC6.G198.6210 10 13 323 /0
R/LSC6.G198.6215 15 18 373 /0

6.2 1.98 1.8 5.95 2.95 4 6

R/LSC6.G198.6225 25 23 47.3 ®/0
R/LSC6.G198.6235 35 28 57.3 /0
R/LSC7.G078.7210 10 13 323 ®/0
R/LSC7.G078.7215 15 18 373 /0
R/LSC7.G078.7220 20 23 423 /0
R/LSC7.G078.7225 7.2 0.78 25 25 6.95 3.45 4.30 28 7 473 /0
R/LSC7.G078.7230 30 33 523 /0
R/LSC7.G078.7235 35 38 513 ®/0
R/LSC7.G078.7240 40 43 62.3 /0

O 025

RIFLi&7] Internal grooving FONHAE i

—_—

Dmin

2L

‘JQ
-
le:

S ~EETH
For circlip grooves

L e
{

J +0.05 @

TMox| e W 0

EREERFLET]
Carbide grooving tool ID

BrRABF @ I3 Stock

Right hand shown O 2/8 2 Weeks
R/LSC7.G117.7210 32.3 /0
R/LSC7.G117.7215 15 18 37.3 /0
R/LSC7.G117.7220 20 23 423 o/0
R/LSC7.G117.7225 72 117 25 25 695 345 430 28 7 473 o/0
R/LSC7.G117.7230 30 33 52.3 o/0
R/LSC7.G117.7235 35 38 57.3 o/0
R/LSC7.G117.7240 40 43 62.3 o/0
R/LSC7.G157.7210 10 13 32.3 o/0
R/LSC7.G157.7215 15 18 37.3 o/0
R/LSC7.G157.7220 20 23 423 o/0
R/LSC7.G157.7225 72 157 25 25 695 345 430 28 7 473 o/0
R/LSC7.G157.7230 30 33 52.3 o/0
R/LSC7.G157.7235 35 38 57.3 o/0
R/LSC7.G157.7240 40 43 62.3 o/0
R/LSC7.G198.7210 10 13 32.3 o/0
R/LSC7.G198.7215 15 18 37.3 o/0
R/LSC7.G198.7220 20 23 423 o/0
R/LSC7.G198.7225 72 198 25 2 S 28 ! 473 e/0
R/LSC7.G198.7230 30 33 52.3 o/0
R/LSC7.G198.7235 35 38 57.3 o/0

026 ©



E 1 (Y e [=] i [T e
RFLIET] Internal grooving FONHAE i AFL#&E7] Internal grooving FONHNAE i

LF

Dmin D
[ ¢ —| g
L1 L1
o 12 o . 12 o
EEN ] ! KN 1 +
= 7D Ny pI—s 9D
H R R H s L ffffffff ( ST )
TrgR a e Full radius Tmax] — e Full radius
- J
BRaENFLIET] ( RERBTH A
Carbide grooving tool ID 9 For circlip grooves )
e
BREERFIET]
BETRAREF @ I3 Stock 9 Carbide grooving tool ID
Right hand shown O 2/8 2 Weeks
om0 e
R/LSCA4.R100.4215 1 15 395 195 295 18 4 23 @/@ Right hand shown © 2 2 Weeks
R/LSC5.R100.5220 5.2 1 0.5 ®/0
R/LSC5.R200.5220 52 2 1 ®/0 R/LSC4.R058.4215 1.17 0.58 3.95 1.95 2.95 323 ®o/0
R/LSC6.R100.6225 6.2 1 0.5 /0 R/LSC5.R058.5220 1.17  0.58 ®/0
R/LSC6.R150.6225 6.2 15 075 25 18 595 295 395 28 6 473 ®o/0 R/LSC5.R081.5220 52 163 081 20 1 Acs | 245 | 31 | 23 5 423 /0
R/LSC6.R200.6225 B3 2 1 o/0 R/LSC5.R099.5220 1.98  0.99 ®/0
R/LSC7.R100.7230 7.2 1 0.5 ®o/0 R/LSC6.R058.6225 117 0.58 ( JX J
R/LSC7.R150.7230 7.2 15 0.75 30 25 6.95 3.45 4.30 33 7 52.3 ®/0 R/LSC6.R081.6225 6.2 1.63 0.81 25 1.8 5.95 2.95 3.95 28 6 47.3 ®/0
R/LSC7.R200.7230 72 2 1 o/0 R/LSC6.R099.6225 1.98  0.99 ®/0
R/LSC7.R058.7230 1.17  0.58 ®/0
R/LSCT7.R081.7230 7.2 1.63 081 30 2.5 6.95 345 425 33 7 52.3 ®/0
R/LSC7.R099.7230 198 0.99 ®/0

O 027 028 ©®



AFLIZELT] Internal threading FONHAES i

LF Dmin

|
—

Q
<=

2 1SO 60° SEEFFEY
Metric I1SO 60° Partial profile

BETREF @ I3 Stock

Right hand shown O 2/8 2 Weeks
R/LSC4.H050VM.4215 ---F-EEE---E ®/0O
RSC5.HO50VM.5215 5.2 15 0.5 0.75 04 0.06 495 245 375 18 5 37.3 (]
RSC5.HO70VM.5115 5.1 15 0.7 1 045 0.09 485 240 3.65 18 5 37.3 o
R/LSC5.H100VM.4815 4.8 15 1 125 055 012 455 225 355 18 5 37.3 ®/0O
RSC6.H100VM.6215 6.2 15 1 125 060 0.12 595 295 3.95 18 6 37.3 o
R/LSC6.H125VM.6215 6.2 15 1.25 1.5 065 014 595 295 3.95 18 6 37.3 ®/0O
R/LSC6.H150VM.6215 6.2 15 1.5 1.75 0.8 0.18 595 295 3.95 18 6 37.3 ®/0O

0 029

AFLIELT] Internal threading FONHAES i

LF Dmin

_________

1
a |0
Tj‘@ TWB boeo Y 381150 60°2 T
f S R | S 1 :

Metric I1SO 60° Full profile

BErRAEF @ I Stock

Right hand shown O 28 2 Weeks
RSC4.HO50MM.4215 ----E-!E--E ([
RSC4.HO70MM.4215 4.2 15 0.7 0.5 0.08 3.9 1.9 3.2 18 4 323 ([
RSC4.HO80MM.4015 4 15 0.8 0.5 0.1 3.75 1.85 3 18 4 323 o
RSC5.HO50MM.5215 5.2 15 0.5 0.4 0.06 495 245 445 18 5 37.3 o
RSC5.H075MM.5115 5.1 15 0.75 0.5 0.09 4.85 2.4 4.15 18 5 37.3 ([
RSC5.H100MM.4815 4.8 15 1 0.6 0.12 445 225 355 18 5 37.3 ([
RSC6.H100MM.6215 6.2 15 1 0.6 0.12 595 295 495 18 6 37.3 ([ J
RSC6.H125MM.6215 6.2 15 1.25 0.7 0.15 595 295 4.8 18 6 303 o
RSC6.H150MM.6215 6.2 15 1.5 0.8 0.18 5.95 2.95 4.5 18 6 37.3 ([
RSC6.H175MM.6215 6.2 15 1.75 0.9 0.21 5.95 2.95 43 18 6 37.3 o
RSC6.H200MM.6215 6.2 15 2 1 025 595 295 4.1 18 6 37.3 o

030 O



RFLIZLT] Internal threading FONHANEHiii
]

LF Dmin
r/ M-
24 11
L1
1
L2 10:1
1 1 '
o I E== 7 o0
| 60° UN 60° £ 5F 5!
f wB CF .
UN 60 ° Full profile
BRAEF @ I 55 Stock
Right hand shown O 2]3 2 Weeks
RSC4.H320UN.4015 0.55 3.75 1.85 2.95 323 o
RSC4.H280UN.4015 4 15 28 0.6 0.11  3.75 185 295 18 4 32.3 (]
RSC4.H240UN.4215 4.2 15 24 0.65 0.13 3.95 1.95 3.05 18 4 323 ®
RSC5.H200UN.5215 5.2 15 20 0.7 0.16 495 245 395 18 5 37.3 (]
RSC6.H180UN.6215 6.2 15 18 0.75 0.18 595 295 485 18 6 37.3 o
RSC6.H160UN.6215 6.2 15 16 0.80 0.2 595 295 475 18 6 37.3 o

O 031

AFLIELT] Internal threading FONHAES i

LF Dmin

o L2
| = * % - </j D
1 W | WH B 55°2F 8
f Whitworth 55° Full profile
(BSW, BSF, BSP)
ShVaESES @ L Stock
Right hand shown O 28 2 Weeks
RSC5.H28WH.5215 ---0!-54-952-45!- 37.3 [ )
RSC5.H26WH.5215 5.2 15 26 0.15 0.8 0.63 495 245 375 18 5 37.3 ( J
RSC5.H24WH.5215 5.2 15 24 0.15 0.8 0.68 495 245 375 18 5 37.3 [ )
RSC6.H28WH.6215 6.2 15 28 0.12 0.8 058 595 295 395 18 6 37.3 (]
RSC6.H26WH.6215 6.2 15 26 0.13 0.8 0.63 595 295 3.95 18 6 37.3 o
RSC6.H24WH.6215 6.2 15 24 0.15 0.8 0.68 595 295 3.95 18 6 37.3 ([
RSC6.H22WH.6215 6.2 15 22 0.16 1 0.74 595 295 3.95 18 6 37.3 o
RSC6.H20WH.6215 6.2 15 20 0.17 1 0.81 595 295 3.95 18 6 37.3 O
R/LSC6.H19WH.6215 6.2 15 19 0.18 1 0.86 595 295 3.95 18 6 37.3 O/0

032 ©®



RIFLIRLT] Internal threading FONHAE i

LF Dmin

2 | 51
1 ! 1
a A \ | #D A
* NPT 60°3BE F 8
L\— —————— ——-—Q
f WB NPT 60° Partial profile
(NPSC, NPTR, LINE PIPE)
BETREF @ 53 Stock
Right hand shown O 2/ 2 Weeks
RSC6.H27NT.6215 27 0.07 5.95 295 425 18 37.3
R/LSC6.H18NT.6215 6.2 15 18 0.1 1 5.95 2.95 3.95 18 6 37.3 o / O

O 033

RFLIBLT] Internal threading FONHAE i
/]

LF Dmin

E
L2 1
a I~ " |- 10 : 1
il 1 !
* "_\—_-:\ . @ D 30°
- L I ISO30° B 4BLL
f WB CF i , )
Metric I1SO 30° Trapezoidal
BRAEF @ 5 Stock
Right hand shown O 2/8 2 Weeks
RSC6.H150TR.6220 1.5 0.47 2.95 42.3
RSC6.H200TR.6220 6.2 20 2 0.75 0.6 2.95 4.55 23 6 42.3 ([
RSC7.H300TR.7230 7.2 30 3 1.10 0.96 3.45 4.6 33 7 52.3 o
034 ©



i“" E H .
im[EHE 7] Face grooving FONHAE i

LF @ Dex min

Tmax TRSEE

a r +
[ J »D
T e !
v 1 BRA S IHEET]
Carbide grooving tool axial
BRAEF @ I3 Stock
Right hand shown O 2]3 2 Weeks
R/LSC6.F100.6215A 0.15 5.95 2.95 37.3 ®/0
R/LSC6.F150.6215A 6.2 1.5 0.15 3 5.95 15 2.95 18 6 37.3 /0
R/LSC6.F200.6215A 6.2 2 0.15 4 5.95 15 2.95 18 6 37.3 ®/0
R/LSC6.F250.6215A 6.2 25 015 5 5.95 15 2.95 18 6 37.3 ®/0
R/LSC6.F300.6215A 6.2 3 0.15 6 5.95 15 2.95 18 6 37.3 ®/0

O 035

iR mE+& 7] Face grooving FONHAE i

: LF @Dexmin

Tmax

T

I EREEIhEET]
Carbide grooving tool axial

BETREF @ I T Stock
Right hand shown O 2/8 2 Weeks
R/LSC8.F200.8015A 1.57 8 44.3 @®/0O
R/LSC8.F250.8010A 10 2.5 0.2 10 1.82 15 8 39.3 ®/0
R/LSC8.F300.8010A 10 3 0.2 10 2.07 15 8 39.3 ®/0
R/LSC8.F300.8015A 15 3 0.2 15 2.07 20 8 443 ®/0
R/LSC8.F400.8010A 10 4 0.2 10 2.49 15 8 39.3 @®/0
R/LSC8.F400.8015A 15 4 0.2 15 2.49 20 8 443 ®/0
R/LSC10.F300.10020A 20 3 0.2 20 2.07 28 10 52.3 ®/0
R/LSC10.F300.10025A 25 3 0.2 25 2.07 33 10 57.3 ®/O
R/LSC10.F300.10030A 30 3 0.2 30 2.07 38 10 62.3 ®/0
R/LSC10.F400.10020A 20 4 0.2 20 2.7 28 10 52.3 ®/O
R/LSC10.F400.10025A 25 4 0.2 25 1.65 33 10 57.3 ®/0
R/LSC10.F400.10030A 30 4 0.2 30 2.7 38 10 62.3 ®/0O
R/LSC10.F500.10020A 20 5 0.2 20 3.1 28 10 52.3 ®/0
R/LSC10.F500.10025A 25 5 0.2 25 3.1 33 10 57.3 ®/0O
R/LSC10.F500.10030A 30 5 0.2 30 3.1 38 10 62.3 ®/0O

036 ©



i“" E H .
i E#E7] Face grooving FONHAE i

LF ¢ Dex min

Tmax PEICR

Q
——

T L e ] |
r L1 BRaEmEET]

Carbide grooving tool axial

BRAAEF @ I 55 Stock
Left hand shown O 2J& 2 Weeks
R/LSC6.F100.6215B 0.15 5.95 2.95 37.3 ®/0
R/LSC6.F150.6215B 6.2 1.5 0.15 3 5.95 15 2.95 18 6 37.3 ®/0
R/LSC6.F200.6215B 6.2 2 0.15 4 5.95 15 2.95 18 6 37.3 ®/0
R/LSC6.F250.6215B 6.2 2.5 0.15 5 5.95 15 2.95 18 6 37.3 ®/0
R/LSC6.F300.6215B 6.2 3 0.15 6 5.95 15 2.95 18 6 37.3 ®/0

O 037

ffifa7] Chamfering FONHAE i
[/

LF Dmin
| i
il |
L'l w1
a - S S—
o 1 1 o .
1 = N— %D *
I P P . f ’ BRAENILERT]
Carbide chamfering ID

BRAEF @ M52 Stock
Right hand shown O 2/8 2 Weeks

R/LSC5.T045.20.5215 373 ®/0

R/LSC5.T045.20.5220 >2 20 02 01 9 24 3 22 423 e/0

R/LSC6.T045.20.6220 20 22 423 ®/0

6.2 0.2 0.7 595 295  3.95 6
R/LSC6.T045.20.6225 25 27 473 e/0
R/LSC7.T045.20.7220 20 22 423 ®/0
72 0.2 0.7 695 345 425 7
R/LSC7.T045.20.7240 40 42 62.3 e/0
038 O



#$¥7] Back boring FONHAES Ftllr 7] Pre-parting off FONHNAE i

LF

LF

Dmin Dmin
5 | ‘4 |
2 73
a - pee B S
b T4 i 1 1 K i ‘
- = N oD — -
TN T e LN .
; Tmax [WB EREERNFLEET] Tmax \ 45° WERaEAFLIRIE, Y
Carbide back boring * AIRFLEIA, ERTMER
Carbide Pre-cutting-off
BRAEF @ 153 Stock
) . BRNET @ 1% Stock
Right hand shown O 2]3 2 Weeks .
Right hand shown O 28 2 Weeks
R/LSC5.X100.5215 37.3 @®/0
RSC5.B090.15.5230 5.2 28.5 0.2 1 2 495 245 3.8 31 5 52.3 (]
RSC5.X100.5220 20 23 42.3 O
RSC6.B090.15.6230 6.2 28.5 0.2 1.8 2 595 295 4 31 6 52.3 @ 5.2 1 0.7 4.95 2.45 3.75 5
R/LSC5.X100.5225 25 28 47.3 ®/0
RSC7.B090.15.7230 1.2 27.5 0.2 2.5 3 6.95 345 4.10 30 T 52.3 (]
RSC5.X100.5230 30 33 52.3 O

O 039 040 @



$#7] Broaching EONHAE
|

7]

s —RERINTHME, 318, BRS
* RN LAY El

- RER&EMNAR,

* FBK, IITHOFERI A ER.

* FHXYSEFR TRITH,

Broaching

- Machine keyway, subline with once fixing.

- Lower machining time.

+ Lower machine set time.

- Suitable for lathe, machining center and broaching machine.
+ Customized upon request.

O 041

BM#Z%!7] & BM Series
[

Boring Medium &7%1

- BEERRIBIRSY

- REHEFNENTORE

- TR/ INTIE) D AN TAERERE

- BT 100N BT E R ETF

Boring Medium series

+ High-precision inner diameter cutting series
« Extremely high sharpness and edge quality
+ Minimal cutting force and roughness to be machined

+ More than 100 types of standard products are in stock

NHAE

042 O



BMO07%%17J#F BMO7 Holder FONHAE i
- /]

BMBO7.AX X.X X5NTI+F
BMBO07.AX X.X X Steel holder
LF

BMBO7.EX X.X X BER&ETIF
— BMBO7.E X X.X XTungsten carbide holder

' 1

DSIZE @D

}7

L2 REIRNALTIF
Holder in Metric with internal coolant
&/MNIFLE (Dmin) WIIF TIE, BRAEF @ I 55 Stock
Bore @ from the inserts pages. Right hand shown O 28 2 Weeks

BMBO07.A16.16 o
BMB07.A16.24 16 24 105 07 o
BMBO07.E12.24 12 24 95 07 O
BMBO07.E12.32 12 32 103 07 O
BMBO07.E12.48 12 48 118 07 O

O 043

BMO07Z%51$#%,7] BMO7 Boring FONHAEHi

PSIZE

R o Tmax $EF.7]
Boring tools
BETREF @ I T Stock
Right hand shown O 2/8 2 Weeks
R/LBM07.093.02.10 10 ®/0
R/LBM07.093.A02.10 o7 10 0.2 1.8 5.6 10 ®/0O

044 ©



BMO07Z%1$¥%,7] BMO7 Boring FONHAE
/]

Tmax
o 7]
Boring tools
BETREF @ I3 Stock
Right hand shown O 2]3 2 Weeks

R/LBMO07.E93.02.10

O 045

BMO7£%IE$##¥1.7] BMO7 Back boring FONHAE Hiii
]

@SIZE

HHEFLT
Back boring

BETREF @ I T Stock
Right hand shown O 2/8 2 Weeks
RBM07.B030.02.10 @®/0
RBMO07.8030.02.11 30° 0.2 2.6 6.8 ®/0O
046 ©



BMO7Z%t]1#&€7] BMO7 Grooving FONHAE i

Tmax
R YIH87]
Grooving

BETREF @ I3 Stock

Right hand shown O 2]3 2 Weeks
R/LBM07.G100.00.10 1.00 C0.04 ®/0
R/LBM07.G100.00.11 o7 1.00 C0.04 2.8 6.8 11 ®/0
R/LBM07.G100.00.12 07 1.00 C0.04 3.1 7.4 12 ®/0
R/LBM07.G150.00.10 o7 1.50 C0.04 1.8 5.8 10 @®/0O
R/LBM07.G150.00.11 07 1.50 C0.04 2.8 6.8 11 ®/0
R/LBM07.G150.00.12 07 1.50 C0.04 3.4 7.4 12 ®/0
R/LBM07.G200.00.10 o7 2.00 C0.04 1.8 5.8 10 ®/0
R/LBM07.G200.00.11 07 2.00 C0.04 2.8 6.8 11 @®/0O
R/LBM07.G200.00.12 07 2.00 C0.04 34 1.4 12 ®/0
R/LBM07.G250.00.10 07 2.50 C0.04 1.8 5.8 10 ®/0
R/LBM07.G250.00.11 07 2.50 C0.04 2.8 6.8 11 @®/0O
R/LBM07.G300.00.10 07 3.00 C0.04 1.8 5.8 10 /0
R/LBM07.G300.00.11 07 3.00 C0.04 2.8 6.8 11 @®/0O
R/LBM07.G318.00.10 o7 3.18 C0.04 1.8 5.8 10 ®/0
R/LBM07.G318.00.11 07 3.18 C0.04 2.8 6.8 11 ®/0

0O o047

BMO7#%1]#&7] BMO7 Grooving FONHANE i

‘ O SIZE

Tmax
R
REEER
For circlip grooves

BrRaF @ I % Stock

Right hand shown O 2/ 2 Weeks
R/LBM07.G070.00.10 0.73 C0.04 ®/O
R/LBM07.G080.00.10 07 0.83 C0.04 1.3 5.8 10 ®/O
R/LBM07.G090.00.10 07 0.93 C0.04 1.5 5.8 10 ®/O
R/LBM07.G120.00.10 07 1.20 C0.04 1.8 5.8 10 ®/O
R/LBM07.G140.00.10 07 1.40 C0.04 1.8 5.8 10 ®/O
R/LBM07.G170.00.10 07 1.70 C0.04 1.8 5.8 10 ®/O

048 ©



BMO7#5%]#&7] BMO7 Grooving FONHAES i

Tmax
E3NET)
= Full radius

BETREF @ I3 Stock

Right hand shown O 2]3 2 Weeks
R/LBM07.R080.04.10 @®/0
R/LBM07.R120.06.10 o7 1.2 0.6 1.8 5.8 10 ®/0
R/LBM07.R180.09.10 07 1.8 0.9 1.8 5.8 10 @®/0
R/LBM07.R200.10.10 o7 2.0 1.0 1.8 5.8 10 ®/0

O 049

BMO7 #5484 7] BMO7 Threading FONHAE i

BT ARI60°3E E oF B
Threading Metric 1ISO 60°
Partial profile

BETREF @ I T Stock

Right hand shown O 2/8 2 Weeks
R/LBM07.H050VM.10 0.50 0.75 @®/0
R/LBMO07.H100VM.10 o7 1.00 1.25 0.1 5.8 0.8 10 ®/0O
R/LBM07.H150VM.10 o7 1.50 1.75 0.2 5.8 11 10 @®/0
R/LBMO7.H200VM.10 o7 2.00 2.50 0.3 5.8 1.6 10 ®/0
R/LBMO7.H250VM.10 07 2.50 3.00 0.3 5.8 2.0 10 @®/0

050 @



BMO7 #%51424%7] BMO7 Threading FONHAE i

c BTG R BT
Threading Metric 1ISO 60° Full profile

BETREF @ 153 Stock

Right hand shown O 2]3 2 Weeks
R/LBMO7.H100MM.10 o7 1.00 0.54 0.12 5.8 10 ®/0O
R/LBM07.H150MM.10 07 1.50 0.81 0.19 5.8 10 @®/0
R/LBMO7.H175MM.10 o7 1.75 0.95 0.22 5.8 10 ®/0O
R/LBMO07.H200MM.10 07 2.00 1.08 0.25 5.8 10 @®/0O
R/LBMO7.H250MM.10 o7 2.50 1.35 0.31 5.8 10 ®/0O

0O 051

BMO7 & %1124¢7] BMO7 Threading FONHAE i

CF Ti IR TIUN 60° 2 5F 5
Threading UN 60° Full profile

BTREF @ I 5% Stock

Right hand shown O 2/8 2 Weeks
R/LBMO7.H320UN.10 0.42 0.10 ®/0O
R/LBMO7.H280UN.10 o7 28 0.49 0.11 5.8 10 ®/0O
R/LBMO7.H240UN.10 07 24 0.57 0.13 5.8 10 @®/0
R/LBMO7.H200UN.10 o7 20 0.68 0.15 5.8 10 ®/0O
R/LBMO7.H180UN.10 07 18 0.76 0.17 5.8 10 @®/0
R/LBMO7.H160UN.10 o7 16 0.86 0.19 5.8 10 ®/0
R/LBMO7.H140UN.10 07 14 0.98 0.22 5.8 10 ®/0

052 @



BMO7£%#24¢7] BMO7 Threading FONHAE i

IR TIE 55 £ 8
Whitworth 55° Full profile
(BSW, BSF, BSP)

BrAEF @ 53 Stock

Right hand shown O 2/ 2 Weeks
R/LBMO7.H190WH.10 0.85 0.18 ®/O
R/LBMO7.H140WH.10 07 14 1.16 0.24 5.8 10 @®/0O
R/LBMO7.H110WH.10 o7 11 1.48 0.31 5.8 10 ®/0O

O 053

BMO7£%#24(7] BMO7 Threading FONHAES i

————————

CF h BRI TINPT 60° 28
NPT 60° Full profile
(NPSC, NPTR, LINE PIPE)

BRAEF @ I Stock
Right hand shown O 28 2 Weeks
R/LBMO7.H180NT.10 1.19 0.05 ®/O
R/LBMO7.H140NT.10 07 14 1.48 0.07 5.8 10 ®/0O
054 @



BMO9%5U7]#F BMOS Holder FONHAE 37

BMBO09.AX X . X X fNT]+F
BMBO09.AX X.X X Steel holder

LF

BMBO09.EX X.X XFERAZJTIFF
. BMBO09.E X X.X X Tungsten carbide holder

' +

DSIZE ®»D
L AHIRA TN
Holder in Metric with internal coolant
&/IIIFE (Dmin) WIIATE. ErAEeF @ I 53 Stock
Bore @ from the inserts pages. Right hand shown O 2]3 2 Weeks
BMB09.A16.20 [
BMB09.A16.34 16 34 114 09 o
BMB09.E16.34 16 34 105 09 O
BMB09.E16.45 16 45 115 09 o
BMB09.E16.64 16 64 135 09 [
0 055

BMO09Z51t]1#&7] BM09 Grooving FONHAE Hiii

DSIZE

Tmax
: 7
W Grooving

BETRAREF @ I8 Stock

Right hand shown O 2/8 2 Weeks
R/LBM09.G100.00.14 1.00 C0.04 ®/0O
R/LBM09.G150.00.14 09 1.50 C0.04 4 9 14 ®/0O
R/LBM09.G150.00.16 09 1.50 C0.04 5.5 10.5 16 ®/0
R/LBM09.G150.00.17 09 1.50 C0.04 6.5 11.5 17 @®/0
R/LBM09.G150.02.14 09 1.50 0.20 4 9 14 ®/0
R/LBM09.G200.00.14 09 2.00 C0.04 4 9 14 ®/0O
R/LBM09.G200.00.16 09 2.00 C0.04 55 10.5 16 ®/0
R/LBM09.G200.00.17 09 2.00 C0.04 6.5 11.5 17 @®/0O
R/LBM09.G200.02.14 09 2.00 0.20 4 9 14 ®/0O
R/LBM09.G200.02.16 09 2.00 0.20 55 10.5 16 ®/O
R/LBM09.G250.00.14 09 2.50 C0.04 4 9 14 ®/0
R/LBM09.G250.00.16 09 2.50 C0.04 55 10.5 16 ®/0O
R/LBM09.G250.00.17 09 2.50 C0.04 6.5 115 17 ®/0O
R/LBM09.G250.02.16 09 2.50 0.20 55 10.5 16 ®/0O
R/LBM09.G300.00.14 09 3.00 C0.04 4 9 14 ®/0
R/LBM09.G300.00.16 09 3.00 C0.04 5.5 10.5 16 ®/0O
R/LBM09.G300.00.17 09 3.00 C0.04 6.5 11.5 17 ®/0
R/LBM09.G300.02.16 09 3.00 0.20 5.5 10.5 16 ®/0O
R/LBM09.G318.00.14 09 3.18 C0.04 4 9 14 ®/0

056 ©



BM09%51#&7] BM09 Grooving FONHANE i

Tmax
R t
REELTH
For circlip grooves

BRAEF @ 153 Stock

Right hand shown O 2]3 2 Weeks
R/LBM09.G070.00.14 0.73 C0.04 1.20 9 @®/0O
R/LBM09.G080.00.14 09 0.83 C0.04 1.30 9 14 ®/0
R/LBM09.G090.00.14 09 0.93 C0.04 1.50 9 14 ®/0
R/LBM09.G120.00.14 09 1.20 C0.04 4.00 9 14 ®/0
R/LBM09.G140.00.14 09 1.40 C0.04 4.00 9 14 ®/0O
R/LBM09.G170.00.14 09 1.70 C0.04 4.00 9 14 ®/0O

O 057

BMO09Z51t]1#&7] BM09 Grooving FONHANE i

OSIZE

Tmax

=EIY Pl
Full radius

BTREF @ I T Stock
Right hand shown O 2/8 2 Weeks

R/LBM09.R080.04.14 4 9 ®/O
R/LBM09.R120.06.14 09 12 0.6 4 9 14 ®/O
R/LBM09.R180.09.14 09 18 0.9 4 9 14 /O
R/LBM09.R200.10.14 09 2.0 1.0 4 9 14 ®/O
R/LBM09.R220.11.14 09 2.2 11 4 9 14 ®/O
058 ©



225F%51I5M=E 7] H 225 external tools JJ#F Holder

LF
N "
B NI
Steel holder in Metric

BETrAEF @ I T Stock

Right hand shown O 2/8 2 Weeks
R/LTH225.1010.01 10 10 125 8 ®/0
R/LTH225.1212.01 12 12 125 8 /0
R/LTH225.1616.01 16 16 125 8 /0
R/LTH225.2020.01 20 20 125 8 o/0

225 %51

- BFEEIMEYIHIRT

- thmpEAEMTIORE

« TR NI D AN N TAEREE
- BT 100X BT E MR ETF

225 series

+ High-precision outer diameter cutting series

+ Extremely high sharpness and edge quality

+ Minimal cutting force and roughness to be machined
+ More than 100 types of standard products are in stock

O 059 060 ©



Y L
7J# Holder _FoanE 2

LF
H
7 B
' NEIRTIAE R T8I E 5
Steel holder in Metric For Parting off
BRAEF @ I3 Stock
Right hand shown O 2]3 2 Weeks
RTH225.1010.X.01 ®/0
RTH225.1212.X.01 12 12 20 125 8.5 ®/0

O o061

89¥37] Front turning FONHAE i
/]

i

AH\/
o F1137]
S Front turning

BETREF @ I T Stock
Right hand shown O 2/8 2 Weeks
R/LT225.F003 0.03 4 ®o/0
R/LT225.F005 3.2 0.05 4 ®o/0
R/LT225.F010 32 0.10 4 o/0
R/LT225.F020 3.2 0.20 4 o/0
062 O



J5137] Back turning FONHAE i

R/LT225.B...
APMX R

60°
I=E=p)]
Back turning

BrAEaF @ I 5% Stock

Right hand shown O 2JE 2 Weeks
R/LT225.B003 0.03 4 ®o/0
R/LT225.B005 3.2 0.05 4 ®/0
R/LT225.B010 3.2 0.10 4 ®/0
R/LT225.8020 3.2 0.20 4 o/0

O 063

{7 7] Parting off f

e —— ONHAE i

LT225.C..R RT225.C..R
W £0.02 W +0.02
R R R R
AN ‘ T &
Tmax a-R &/— Tmax
; = a-R O
ol ' || i

S S
%))
LT225.C..L RT225.C...L Parting off
W £0.02 W +0.02
R /R R R
(:-L Tmax ¢§-L Tmax
S S
@ M52 Stock
O 2 2 Weeks
R/LT225.COTOR 0.70 0.05 /0
R/LT225.C100R 3.2 1.00 0.05 6.3 15° e/
R/LT225.C150R 3.2 1.50 0.05 6.3 15° ®o/0
R/LT225.C200R 3.2 2.00 0.05 8.5 15° /0
R/LT225.C150R20 3.2 1.50 0.05 6.3 20° /0
R/LT225.C200R20 3.2 2.00 0.05 8.5 20° /0
R/LT225.CO70L 3.2 0.70 0.05 43 15° ®o/0
R/LT225.C100L 3.2 1.00 0.05 6.3 15° ®/0
R/LT225.C150L 3.2 1.50 0.05 6.3 15° ®/0
R/LT225.C200L 3.2 2.00 0.05 8.5 15° ®/0

064 ©



17 7] Parting off f

R/LT225.C...N
W 0,02
R
Tmax
S
IR 7]
R/LT225.C..T Parting off
W +0.02
R R
T N Tmax
APMX _ )
S

BrAEaF @ 5% Stock

Right hand shown O 2] 2 Weeks
R/LT225.CO7ON 0.70 0.05 ®/0
R/LT225.C100N 3.2 1.00 0.05 6.3 ®o/0
R/LT225.C150N 3.2 1.50 0.05 6.3 ®/0
R/LT225.C200N 3.2 2.00 0.05 8.5 ®/0
R/LT225.C100T 3.2 1.00 0.05 6.3 1.5 /0
R/LT225.C150T 3.2 1.50 0.05 6.3 3 ®/0
R/LT225.C200T 3.2 2.00 0.05 8.5 3 ®/0
R/LT225.C250T 3.2 2.50 0.05 8.5 3 ®/0

O 065

tJ#87] Grooving FONHAE i

W +0.02
R R
Tmax
| 7
s Grooving
BETREF @ I T Stock
Right hand shown O 2/8 2 Weeks
R/LT225.G050 0.50 0.05 o/
R/LT225.G075 3.2 0.75 0.05 2.5 ®/0
R/LT225.G100 3.2 1.00 0.05 2.7 ®/0
R/LT225.G125 3.2 1.25 0.05 2.7 ®/0
R/LT225.G150 3.2 1.50 0.05 3.7 o/
R/LT225.G175 3.2 1.75 0.05 3.7 ®/0
R/LT225.G200 3.2 2.00 0.05 3.7 o/
R/LT225.G250 3.2 2.50 0.05 3.7 ®/0
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- . o,
JIfE7] Grooving FONHAE

W
R
Tmax
N B tRET]
8 Grooving Full radius
BETREF @ I3 Stock
Right hand shown O 2]3 2 Weeks
LT225.P080 0.80 0.40 [ J
LT225.P125 3.2 1.25 0.625 4.0 [ J
LT225.P160 3.2 1.60 0.80 4.0 [ J
LT225.P250 3.2 2.50 1.25 4.0 [ ]

O 067

484X7) Threading FONHAE i

R R R
: A
60°
S| S S BT AR 60°3EE F A
-C -N -A Threading Metric 1ISO 60°
Partial profile
BETREF @ I T Stock
Right hand shown O 2/8 2 Weeks
R/LT225.T60A 0.05 0.60 ®/0
R/LT225.T60C 3.2 0.4 1.0 0.05 2.6 o/0
R/LT225.T60N 3.2 0.4 2.0 0.05 1.59 ®/0
068 O



¥84%7] Threading EONHAE FETHJTIA Tools for Swiss type lathe EONHAE

E
R
H
60° BRI T NH60° 2 TF A
S Threading Metric 1ISO 60° Full profile
BrAEaF @ I 5% Stock
Right hand shown O 2]3 2 Weeks
R/LT225.MMF01.020A 0.20 0.03 0.12 0.23 ®/0
R/LT225.MMF01.025A 3.2 0.25 0.04 0.15 0.28 /0
R/LT225.MMF01.030A 3.2 0.30 0.04 0.19 0.28 ®/0
R/LT225.MMF01.035A 3.2 0.35 0.05 0.22 0.32 ®/0
R/LT225.MMF01.040A 3.2 0.40 0.06 0.25 0.38 ®/0
R/LT225.MMF01.045A 3.2 0.45 0.06 0.28 0.38 ®/0
R/LT225.MMF01.050A 3.2 0.50 0.07 0.31 0.48 ®/0
R/LT225.MMF01.070A 3.2 0.70 0.10 0.43 0.38 ®/0
R/LT225.MMF01.075A 3.2 0.75 0.11 0.46 0.38 /0
R/LT225.MMF01.080A 3.2 0.80 0.11 0.49 0.38 ®/0
R/LT225.MMFO01.100A 3.2 1.00 0.12 0.61 0.38 /0
R/LT225.MMF01.125A 3.2 1.25 0.15 0.77 0.38 ®/0
R/LT225.MMF01.150A 3.2 1.50 0.22 0.92 0.38 /0
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DCGTJ]kK DCGT Insert

FONHAE

FIMEFMUNRE, E5TEW, KEeE, SSTAEWFENT, BINTEE,

Both sharpness and strength,suitable for stainless,titanium,alloy tool steel semi-finishing,finishing geometry.

TIRIEAR AR, RREREMERRE, HERARITRINIHERK,

The tool tip is refined to match the coating of different properties to meet the processing needs of different working conditions.

0702005EN-SMF 6.35 2.38 <0.05 o o
070201EN-SMF 6.35 2.38 <0.1 (] o
070202EN-SMF 6.35 2.38 <0.2 o [ ]
DCGT 11T3005EN-SMF 9.525 3.97 <0.05 (] [ J

11T301EN-SMF 9.525 3.97 <0.1 o o
11T302EN-SMF 9.525 3.97 <0.2 [ ) o
11T304EN-SMF 9.525 3.97 <0.4 @ ([ ]

FRERS: FH650M RES: FH550T

Grade: FH650M Grade: FH550T

REEE: hiEG REEG: BE

Color: Bronze Color: Black

NEEE: FEW. W, ®KEE CEMIMH) NFSERE: REEM303. SHIW. W CBRML)

Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)

O o7l

TNGGJ]K TNGG Insert
———— F O NHAE

FIEFMENACEYIELAERES, EREE

Both sharpness and a wide range of chip handing capacity,a wide range of applications.

TIRIEARIE, LEREMERARE, BEABIAHINIHERK,

The tool tip is refined to match the coating of different properties to meet the processing needs of different working conditions.

160401EN-DSF 9.525 4.76 <0.1 ([ o
TNGG 160402EN-DSF 9.525 4.76 <0.2 ([ J o
160404EN-DSF 9.525 4.76 <0.4 o o
RES: FH650M REBRES: FH550T
Grade: FH650M Grade: FH550T
AREHE: HRe HEEE: RE
Color: Bronze Color: Black
RAEE: AEN. 5. ®KEE GEMIR) RIFASEE: AEEN303. SHIW. MW CBAM4LF)
Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)
072 ©



VBGT/VCGT7]R/ VBGT/VCGT Insert

FIMEFMUNRE, E5TEW, KEeE, SSTAEWFENT, BINTEE,

Both sharpness and strength,suitable for stainless,titanium,alloy tool steel semi-finishing,finishing geometry.

TIRIEAR AR, RREREMERRE, HERARITRINIHERK,

The tool tip is refined to match the coating of different properties to meet the processing needs of different working conditions.

1103005EN-SMF 6.35 3.18 <0.05 (] [ J
VBGT 110301EN-SMF 6.35 3.18 <0.1 { ] [ J
110302EN-SMF 6.35 3.18 <0.2 { ([ ]
1103005EN-SMF 6.35 3.18 <0.05 ([ J ([
VCGT 110301EN-SMF 6.35 3.18 <0.1 { ] [ J
110302EN-SMF 6.35 3.18 <0.2 ([ J ([
REES: FH650M RES: FH550T
Grade: FH650M Grade: FH550T
AEHE. hRe ARG RE
Color: Bronze Color: Black
MAEE: FER. a2, KE: CGEMIMAR) RIFSEE: FEEWN303. SHIM. FREN GEAMSF)
Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)
0 073

CCGT7]H/ CCGT Insert

FONHAE

FIMEFMNRE, SEFTW, KEE, SETAEWHHBMNI, BIMTER,

Both sharpness and strength,suitable for stainless,titanium,alloy tool steel semi-finishing,finishing geometry.

TISAEAML IR, REAEMENTE, BEFRIIMNMIER.

The tool tip is refined to match the coating of different properties to meet the processing needs of different working conditions.

060201EN-SMF 6.35 2.38 <0.1 o o
060202EN-SMF 6.35 2.38 <0.2 o o
060204EN-SMF 6.35 2.38 <0.4 o o
CCGT 09T3005EN-SMF 9.525 3.97 <0.05 o o

09T301EN-SMF 9.525 3.97 <0.1 o o
09T302EN-SMF 9.525 3.97 <0.2 o (]
09T304EN-SMF 9.525 3.97 <0.4 o (]

FRERS: FH650M REBRES: FH550T

Grade: FH650M Grade: FH550T

AEEE: Gt ARG BRE

Color: Bronze Color: Black

MAEE: AFEW. 5. KEaE CEMIMRD) RZFSEREE: AEEWM303. SHIM. i CERME)

Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)
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33715 Back turning FONHANE i
]

FINEFERATEE B ERE S, ERERS .
Both sharpness and a wide range of chip handing
capacity,a wide range of applications.
TIREALALIE, REFRMRENRE, HEAEL
MBI THER.

The tool tip is refined to match the coating of
different properties to meet the processing needs
of different working conditions.

15FR4005 7.0 3.97 0.05 o [ J
15FR4015 7.0 3.97 0.15 o [ J
FH-ABS
15FR4005M 7.0 3.97 <0.05 [ J [ ]
15FR4015M 7.0 3.97 <0.15 (] [ J
15FR4005 7.0 3.97 0.05 O O
15FR4015 7.0 3.97 0.15 @) O
15FR4005M 7.0 3.97 <0.05 O ©)
15FR4015M 7.0 3.97 <0.15 O O
FH-ABW
23FR4005 7.0 3.97 0.05 [ J o
23FR4015 7.0 3.97 0.15 [ J o
23FR4005M 7.0 3.97 <0.05 o o
23FR4015M 7.0 3.97 <0.15 ([ o
60FRO0 8 2.5 0.00 (] [ J
FH-TBP 60FR05 8 2.5 <0.05 ([ J ([
60FR10 8 2.5 <0.10 { ] [ J
60FRO5 9.4 3.5 <0.05 O O
FH-TBPA 60FR10 9.4 3.5 <0.1 O O
60FR15 9.4 3.5 <0.15 O O
FRERS: FH650M RES: FH550T
Grade: FH650M Grade: FH550T
AEEE: LG REHG: BE
Color: Bronze Color: Black
NAEEE: FFEW. W, ®KEaE CEMIMH) MFESERE: REEM303. SHIW. W CBRML)
Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)

O 075

171K Parting off e
° FONHAE [iii

FIEF N ACETIBAERES, EREE

Both sharpness and a wide range of chip handling capacity,a wide range of applications.

TISKEAML IR, REAEMENTRE, BEFRIIMNMIZER,

The tool tip is refined to match the coating of different properties to meet the processing needs of different working conditions.

07FR/L-U 0.70 4.5 0.04 o o
10FR/L-SHU 1.00 4.1 0.05 o (]
10FR/L-U 1.00 6.7 0.05 o (]
15FR/L-U 1.50 6.7 0.08 o { ]
FH-CTP 20FR/L-U 2.00 6.7 0.08 o (]
10FR/LN-SHU 1.00 4.1 0.05 o (]
10FR/LN-U 1.00 6.7 0.05 o o
15FR/LN-U 1.50 6.7 0.08 o (]
20FR/LN-U 2.00 6.7 0.08 { ] [ ]
10FR/L-U 1.00 6.7 0.05 () o
15FR/L-U 1.50 9.2 0.08 ® (]
20FR/L-U 2.00 9.2 0.08 { [ J
FH-CTPA  O7FR/LN-U 0.70 45 0.05 ( o

10FR/LN-U 1.00 6.7 0.05 () o
15FR/LN-U 1.50 9.2 0.08 ([ [
20FR/LN-U 2.00 9.2 0.08 (] [ J

FRERES: FH650M REBRES: FH550T

Grade: FH650M Grade: FH550T

AEEE: Gt ARG BE

Color: Bronze Color: Black

MAESEE: AFEW. 52N, KEaE CEIMIMRY) RZFSEREE: AEEWM303. SHIM. i CERME)

Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)
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JE45 71K &% Special insert series

%tEJ]R Grooving

FEEMNMRAEEYI B RS, EREE .

Both sharpness and a wide range of chip handling capacity,a wide range of applications.

TIREANRIE, TERAEMERENRE, BEARIRAMNMIHER.

The tool tip is refined to match the coating of different properties to meet the processing needs of different working conditions.

o~ EEe R~ Size (mm) AREREE Grade
Shape Order number
W B TR FH650M FH550T
32ER033U-005M 0.33 0.8 <0.05 () [
32ER050U-005M 0.5 12 <0.05 ([ J ([
32ER060U-005M 0.6 15 <0.05 o [
32ER065U-005M 0.65 15 <0.05 ([ J ([
32ER070U-005M 0.7 1.5 <0.05 o o =
32ER075U-005M 0.75 2.0 <0.05 ( J [ J ElF*mD,#ggu
32ER080U-005M 0.80 2.0 <0.05 o ([ J A BB A N E SN T
FH-TGF 32ER090U-005M 0.90 2.0 <0.05 (] [ J CEETHE
32ER095U-010 0.95 2.0 0.1 o o . BETASS
32ER100U-010 1.00 2.0 0.1 { (] AR A
32ER120U-010 1.20 2.0 0.1 ([ J o C S SRR TR
32ER125U-010 1.25 2.0 0.1 (] o
32ER150U-010 1.50 2.0 0.1 o ([
32ER200U-010 2.00 25 0.1 ) ° .. .
32ER250U-010 2.50 3.0 0.1 ° ° Special insert series
+ For high-volume production.
HREMS: FH650M REMS: FH550T - Shorter cycle times.
Grade: FH650M Grade: FH550T - Extremely high tool life.
AEHE. hRe TEHE. RE - Very low unit cost.
Color: Bronze Color: Black « Customized according to actual working conditions.
MAEE: FER. a2, &E: CGEMIMAR) RASEE: FEEW303. SHIMW. #N CEAMLF)
Application: Stainless,Alloy,Titanium(Heat resistant alloy) Application: Stainless303,Easy cut steel,Steel(General application)
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GBA#&7] GBA Grooving EONHAE 71#F Holder
|

o)

Tmax

los]

0

#S Order Number

KGBAR/L 1616K22
KGBAR/L 2020K22
KGBAR/L 2525M22

GBA 7%

- RIEMIRT
- BRIMERE
-

cBRITIAS®

GBA series

+ Shallow groove processing series
* High rigidity and high strength

- Good economy

« Extremely long tool life

O 079

20
25

25
25
30

16
20
25

FONHAE

NHINTIAF
Steel holder in Metric
BrRaF @ I F Stock
Right hand shown O 2/8 2 Weeks
LF Tmax JE1F Stock
125 5 ®/0O
125 5 ®/0
125 5 ®/0O
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tJt87] Grooving FONHAE i

W
2-R
tIET]
Grooving
BETREF @ I3 Stock
Right hand shown O 2]3 2 Weeks
GBA43R/L 125-010 1.25 ®/0O
GBA43R/L 125-020 1.25 0.2 2 ®/0O
GBA43R/L 140-020 14 0.2 35 ®/0O
GBA43R/L 145-020 1.45 0.2 2 ®/0
GBA43R/L 150-010 15 0.1 35 ®/0O
GBA43R/L 150-020 1.5 0.2 3.5 ®/0
GBA43R/L 170-020 1.7 0.2 3.5 ®/0O
GBA43R/L 175-020 1.75 0.2 3.5 ®/0O
GBA43R/L 185-020 1.85 0.2 3.5 ®/0O
GBA43R/L 195-020 1.95 0.2 35 ®/0O
GBA43R/L 200-010 2 0.1 3.5 ®/0O
GBA43R/L 200-020 2 0.2 35 ®/0O
GBA43R/L 225-020 2.25 0.2 3.5 ®/0O
GBA43R/L 230-020 2.3 0.2 35 ®/0O
GBA43R/L 250-010 2.5 0.1 5 ®/0
GBA43R/L 250-030 2.5 0.3 5 ®/0O
GBA43R/L 265-030 2.65 0.3 5 ®/0O
GBA43R/L 280-030 2.8 0.3 5 ®/0O
O 081

tJ#87] Grooving FONHAE i

2-R

E7]
Grooving
BTREF @ I T Stock
Right hand shown O 2/8 2 Weeks

GBA43R/L 300-010 5 ®/O
GBA43R/L 300-030 3 03 5 ®/O
GBA43R/L 325-030 3.25 0.3 5 ®/0O
GBA43R/L 330-030 33 03 5 ®/0O
GBA43R/L 350-010 35 0.1 5 ®/0O
GBA43R/L 350-030 35 03 5 ®/O
GBA43R/L 400-010 4 0.1 5 ®/0O
GBA43R/L 400-040 4 0.4 5 ®/0O
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M327Z%171 8 M327 series cutting tools
|

FONHAE

O 083

B327%&%171#F B327 Milling holder

@ SIZE

LF

L2

2 Order Number

B327.A12.15SC.R06
B327.A12.21EC.R06
B327.A12.30EC.R06
B327.A12.42EC.R06
B327.A16.18SC.R09
B327.A16.32EC.R09
B327.A16.45EC.R09
B327.A16.64EC.R09
B327.A16.24SC.R12
B327.A16.42EC.R12
B327.A16.60EC.R12
B327.A16.85EC.R12
B327.A16.42EC.R14
B327.A16.60EC.R14
B327.A16.85EC.R14
B327.A20.35SC.R14

12
12
12
12
16
16
16
16
16
16
16
16
16
16
16
20

L2

15
21
30
42
18
32
45
64
24
42
60
85
42
60
85
35

NHAE

B327.AX X.X X SC.RX X 0 JI#F

B327.AX X.X XSC.RX X Steel holder
B327.AX X.X XEC.RX XWER&x= I
B327.AX X.X XEC.RX XTungsten carbide holder

B32TRFIAKITIFF

B327 Milling holder in Metric

BErAEeF
Right hand shown

LF

74
80
90
100
80
100
110
130
80
100
130
160
100
130
160
100

SIZE

@ I %3 Stock
O 2R 2 Weeks

06
06
06
06
09
09
09
09
12
12
12
12
14
14
14
14

[E7F Stock
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M327/M627Z 5 $EHE 7] M327/M627 Groove milling FONHAE i M327/M627 % 5I$%187] M327/M627 Groove milling FONHAE i

PSIZE PSIZE
1 !
Tmax Tmax
@DC R ” R * s pE T @bC R " R f SEHET)
Groove milling Groove milling
M327...G.... M327...G....
BETREF @ I 53 Stock BETRAEF @ IL5T Stock
Right hand shown O 2]A 2 Weeks Right hand shown O 2/8 2 Weeks

M327R06.G100.D10.00 9.7 1.0 0 15 3 06 o M327R12.G150.D22.02 21.7 15 0.2 4.5 3 12 [ J
M327R06.G150.010.02 9.7 1.5 0.2 1.5 3 06 ([ M327R12.G200.D22.02 21.7 2.0 0.2 4.5 3 12 [ J
M327R06.G200.010.02 9.7 2.0 0.2 15 3 06 o M327R12.G250.D22.02 21.7 2.5 0.2 4.5 3 12 [ J
M327R06.G250.010.02 9.7 2.5 0.2 1.5 3 06 o M327R12.G300.D22.02 21.7 3.0 0.2 4.5 3 12 [ J
M627R09.G150.D18.01 17.7 1.0 0.1 35 6 09 ([ M327R12.G400.D22.02 21.7 4.0 0.2 4.5 3 12 [ J
M327R09.G150.D18.02 17.7 1.5 0.2 3.5 3 09 ([ M627R12.G150.D22.01 21.7 1.5 0.1 6.5 6 12 [ J
M627R09.G200.D18.02 17.7 2.0 0.2 35 6 09 o M627R12.G200.D22.02 21.7 2.0 0.2 6.5 6 12 [ J
M327R09.G200.D18.02 17.7 2.0 0.2 3.5 3 09 ([ M627R12.G250.D22.02 21.7 2.5 0.2 6.5 6 12 o
M627R09.G250.D18.02 17.7 2.5 0.2 35 6 09 o M627R12.G300.D22.02 21.7 3.0 0.2 6.5 6 12 [ J
M327R09.G250.D18.02 17.7 2.5 0.2 3.5 3 09 o M627R12.G400.D22.02 21.7 4.0 0.2 6.5 6 12 [ J
M627R09.G300.D018.02 17.7 3.0 0.2 35 6 09 o M327R14.G150.D28.00 27.7 1.5 0 6.5 3 14 [ J
M327R09.G300.D18.02 17.7 3.0 0.2 3.5 3 09 o M327R14.G200.D28.02 27.7 2.0 0.2 6.5 3 14 (]
M327R14.G250.D28.02 27.7 2.5 0.2 6.5 3 14 [ ]

M327R14.G300.D28.02 27.7 3.0 0.2 6.5 3 14 (]

M327R14.G350.D28.02 27.7 3.5 0.2 6.5 3 14 [ ]

M327R14.G400.D28.02 27.7 4.0 0.2 6.5 3 14 [ J

M627R14.G150.D35.01 34.7 1.5 0.1 10 6 14 [ ]

M627R14.G200.D35.02 34.7 2.0 0.2 10 6 14 [ ]

M627R14.G250.D35.02 34.7 2.5 0.2 10 6 14 [ ]

M627R14.G300.D35.02 34.7 3.0 0.2 10 6 14 [ J

0 085 086 ©



M327/M627Z5IEkiE 7] M327/M627 Groove milling FONHAE i M327/M627 & 5I$kFET] M327/M627 Groove milling FONHAE [Giii
/]

PSIZE @SIZE
)
! — 1
Tmax Tmax
e T R * EEHT) e AN ? SERIEH:T)
Circlip groove milling Wie Full radius circlip groove milling
M327...G.... M327...R....

BETREF @ ;B Stock BETREF @ 5 Stock

Right hand shown O 2/8 2 Weeks Right hand shown O 2/8 2 Weeks
M327R06.G070.010.00 9.7 0.74 0 15 3 06 o M327R06.R220.D10.11 9.7 2.2 1.1 2.5 3 06 [ J
M327R06.G080.D10.00 9.7 0.84 0 1.5 3 06 ([ M327R09.R220.D18.11 17.7 2.2 11 3.5 3 09 [ J
M327R06.G090.D10.00 9.7 0.94 0 1.5 3 06 o M327R12.R100.D22.05 21.7 1.0 0.5 4.5 3 12 [ J
M327R06.G110.D10.00 9.7 1.18 0 1.5 3 06 o M327R12.R200.D22.10 21.7 2.0 1.0 4.5 3 12 [ J
M327R09.G110.D18.00 17.7 1.21 0 3.5 3 09 o M327R12.R300.D22.15 21.7 3.0 1.5 4.5 3 12 [ J
M327R09.G130.D18.00 17.7 141 0 3.5 3 09 ([ M327R12.R400.D22.20 21.7 4.0 2.0 4.5 3 12 [ J
M327R09.G160.D18.00 17.7 1.71 0 3.5 3 09 ([
M327R12.G160.D22.00 21.7 1.71 0 4.5 3 12 o
M327R12.G185.D22.015 21.7 1.96 0.15 4.5 3 12 ([
M327R12.G215.D22.02 21.7 2.26 0.2 4.5 3 12 o
M327R12.G265.022.015 21.7 2.76 0.15 4.5 3 12 ([
M327R12.G315.D22.015 21.7 3.26 0.15 4.5 3 12 ([
M327R12.G415.D22.015 21.7 4.26 0.15 4.5 3 12 ([
M327R12.G515.D22.015 21.7 5.26 0.15 4.5 3 12 o

O 087 088 @



M327/M627 & 51$k1E 7] M327/M627 Groove milling F OnH ﬂE r_j.M

®DC R R I RS L)
W With chamfer circlip grooves milling
M327...GC....

ETREF @ I 5E Stock

Right hand shown O 28 2 Weeks
M327R12.GC110.D22.00 21.7 1.18 0 0.49 3 12 ([
M327R12.GC130.D22.00 21.7 1.38 0 0.67 3 12 o
M327R12.GC160.D22.00 21.7 1.68 0 0.83 3 12 o
M327R12.GC185.022.015 21.7 1.93 0.15 1.23 3 12 o
M327R12.GC215.D22.015 21.7 2.23 0.15 1.47 3 12 o
M327R12.GC265.022.015 21.7 2.73 0.15 1.47 3 12 o
M327R12.GC315.D22.02 21.7 3.23 0.2 1.72 3 12 ([ J
M327R12.GC415.022.02 21.7 4.23 0.2 1.97 3 12 { ]
M327R12.GC130.08.022.00 21.7 1.38 0 0.83 3 12 o
M327R12.GC160.08.D22.00 21.7 1.68 0 0.97 3 12 (]
M327R12.GC265.18.D022.015 21.7 2.73 0.15 1.72 3 12 { ]
M327R12.GC415.25.D022.02 21.7 4.23 0.2 2.47 3 12 (]

O 089

M327/M627 A FIIRLNEET] M327/M627 Thread milling FONHAE i

bane )

/ x 1
:\ \ PSIZE W
| ! & <
\. J/,/ e
ooc / o ABNISO60 BEFR
Metric ISO 60° Partial profile
M327...VM....
BETrREF @ B Stock
Right hand shown O 2/8 2 Weeks
M327R06.H100VM.D12 11.7 1 2.0 0.12 3 06 [ )
M327R09.H100VM.D18 17.7 1 2.0 0.12 3 09 ()
M627R09.H100VM.D18 17.7 1 2.0 0.12 6 09 @
M327R12.H100VM.D22 21.7 1 2.0 0.12 3 12 (]
M627R12.H100VM.D22 21.7 1 2.0 0.12 6 12 [ J
M327R06.H250VM.D12 11.7 2.5 3.0 0.31 3 06 [ ]
M327R09.H250VM.D18 17.7 2.5 3.5 0.31 3 09 [ ]
M627R09.H250VM.D18 17.7 2.5 3.5 0.31 6 09 [ ]
M327R12.H250VM.D22 21.7 2.5 4.5 0.31 3 12 [ ]
M627R12.H250VM.D22 21.7 2.5 4.5 0.31 6 12 [ )
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M327/M627 R FILELExT] M327/M627 Thread milling FO n H ﬂE r_juh

@bC

M327..MM...

Wil

==
®SIZE e
!
Tﬂ ABIISO60° 48 FFEY

Metric 1SO 60° Full profile

BErAEeF
Right hand shown

@ I %3 Stock
O 2R 2 Weeks

M327R09.H150MM.D18
M627R09.H150MM.D18
M327R09.H200MM.D18
M627R09.H200MM.D18
M327R09.H300MM.D18
M627R09.H300MM.D18
M327R09.H350MM.D18
M627R09.H350MM.D18
M327R12.H150MM.D22
M327R12.H175MM.D22
M327R12.H200MM.D22
M327R12.H300MM.D22
M327R12.H350MM.D22
M327R12.H400MM.D22
M327R12.H450MM.D22

O 091

177
17.7
177
17.7
177
17.7
177
17.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7

15
2.0
2.0
3.0
3.0
3.5
3.5
13
1.75
2.0
3.0
3.5
4.0
4.5

0.81 0.18 3 o
0.81 0.18 6 09 o
1.08 0.25 3 09 o

1.8 0.25 6 09 (]
1.62 0.37 3 09 o
1.62 0.37 6 09 {
1.89 0.43 3 09 o
1.89 0.43 6 09 o
0.81 0.18 3 12 o
0.95 0.21 3 12 o
1.08 0.25 3 12 o
1.62 0.37 3 12 o
1.89 0.43 3 12 o
2.17 0.5 3 12 o
2.44 0.56 3 12 o

M327/M627 A FIIRLNEET] M327/M627 Thread milling FONHAE i

@bC

M327....UN....

CFk

Wil

BSIZE W’l}"ll"l}"l

!
L UN60° & FF 5!
H

UN60° Full profile

BETREF @ I5E Stock
Right hand shown O 2/8 2 Weeks

M327R09.H20UN.D18
M327R09.H18UN.D18
M327R09.H16UN.D18
M627R09.H16UN.D18
M327R09.H14UN.D18
M627R09.H14UN.D18
M327R09.H12UN.D18
M627R09.H12UN.D18
M327R09.H11UN.D18
M627R09.H11UN.D18
M327R09.H10UN.D18
M327R09.HO8UN.D18
M627R09.HO8UN.D18

177
17.7
177
17.7
177
17.7
177
17.7
177
17.7
177
17.7
177

18
16
16
14
14
12
12
11
11
10
8

8

0.69 0.16 3 ()
0.76 0.18 3 09 [ )
0.86 0.2 3 09 [
0.86 0.2 6 09 ()
0.98 0.22 3 09 [
0.98 0.22 6 09 ()
1.15 0.26 3 09 [
1.15 0.26 6 09 ()
1.25 0.28 3 09 [
1.25 0.28 6 09 ()
1.38 0.32 3 09 [
1.72 0.4 3 09 o
1.72 0.4 6 09 [ J
092 ©



M327/M627 R FILELExT] M327/M627 Thread milling FO n H ﬂE ’.._-I_.“.

I il J\ l‘ | ‘“\ '
Ea——
L
®SIZE
55°‘<.IF\7
E - *
¢DC R R H BR55°2F T
R Whitworth 55°full profile milling
M327...WH....

BrAEF @ I 5% Stock

Right hand shown O 2JE 2 Weeks
M327R06.H19WH.D12 11.7 0.18 1.15 0.86 3 ( }
M327R09.H19WH.D18 17.7 19 0.18 1 0.86 3 09 ( ]
M327R06.H14WH.D12 11.7 14 0.24 1.3 1.16 3 06 ( ]
M327R09.H14WH.D18 17.7 14 0.24 1.2 1.16 3 09 ( ]
M327R06.H11WH.D12 11.7 11 0.31 1.6 1.48 3 06 ( ]
M327R09.H11WH.D18 17.7 11 0.31 1.45 1.48 3 09 ( ]

O 093

M327/M627 2 5I{E £ $£ 7] M327/M627 Chamfer millingF ONHAE Fit

g
ﬁ @SIZE

®DC 2-45° Tmax ElfasT]
Chamfer milling
M327...C....
BETREF @ I Stock
Right hand shown O 2/8 2 Weeks
M327R06.C120.D12 10.1 11.7
M327R12.C200.D22 18.3 21.7 1.70 3 12 o
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W A 7T4E Special Application W 748 Special Application
Ik B 7748 Special Applicati FONHAE Yk 7748 Special Applicati EONHAE

BERASHE (RE) 7

INEHIMTIAR High pressure internal cooling tools
Small parts machining
< REEETIR
< INFLEETD - YiE « Cooling directly to the edge
+ Boring tools - Grooving - & B15.8mm
< INFLYIRE - LIHT * Width up to 15.8
* Grooving « Parting off - AILAERIEEE
- [E=! « IR « Grinding chip breaking
* Front turning * Thread turning - RENINEES
== « Higher efficiency

- SRR

+ Multiple internal cooling forms

- Back turning

SMEAETIA
HVFLEEFL High efficiency combination tools
Ultra-small bore boring
I TREARF2-61F

- Improve processing efficiency by 2-6 times
- BE7IE&Ew

- Ultra high tool life

< BRI

* Reduce machine tool investment
cEEAHELEF

- Suitable for mass production

* FRFAHRF =R

« Improving machine tool utilization

+ &/10.3mm

* Minimum D0.3mm

- BRENEFTIR

+ High quality and sharp edge

- BRIMIRERE

« High quality machined surface
- MTIERERXT]

- Tool change without tool setting

Z7I0%#A,
Multi edges boring tool EARAE T R Ak L T)
Special grooving and forming tools
< BT < BRTIR
* Better economic efficiency - Sharp edge « INTAERIEF 2-4(5
« FNTIR2-4MTHEIT - SRENIMELF « Improve processing efficiency by 2-4 times
+ 2-4 cutting edges - Better rigidity - 18 (3B YHBEHRTIERI
< T ERERXTT] « The accuracy of the groove is guaranteed by the tool
* Tool change without tool setting - BE7R&E®
- ERBAMELM « Ultra high tool life

- Suitable for ultra large batch production

O 095 09% @



NAKRAZRETIAMENXE—D, RITHENTARSHURREFER, BEAILURE
AEPHMINE, BRMAE, BEBENARANZS. EFE—IETNA, FENMISHMN
RS, ERABERERER.

MEEATEBRARN], PRHS5EEMEF

Application technology is a key step to test tool performance. Whether the tool designed and

manufactured can meet customer requirements, whether it can improve customer processing

efficiency and reduce costs, all need the support of application technology. The same tool,

different processing parameters and strategies, the results may be very different.

If you have any needs, please contact us and look forward to cooperating with you.
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