CATALOGUE

CONG TY CO PHANDUNG CU SO 1
Coéng nghé mél tdm cao mall



GIOI THIEU CONGTY

Cong ty ¢ phan Dung cu sé 1,tién than la Nha may ché tao dung cu cit got, dugc Lién

X6 (ch) gitp d& xay dung, ngay 25/3/1968, véi nhiém vy san xuat cac loai dung cu cat

~

got kim loai phuc vu cho nganh Co khi ché tao trong ca nudc.

Vi vi tri 1a nha san xudt dung cu cat s6 1 va duy nhat cta Viét nam hién nay, chinh sach

chat lugng clia ching téi la:
1. Cung cép san phdm cé chat lugng 6n dinh, gia ca phu hgp va dich vu vuat troi, thoa
man nhu cau hagp ly ctia khach hang véi nguyén tac: “Hop tac cling phat trién’.

2. Hgp ly héa san xudt hién tai, ting dung cong nghé ky thuat cao dé dap (ng muic chat

lugng, gid ca phu hgp vai yéu cau clia khach hang.
3. Chu trong xay dung, phat trién thuang hiéu nham tang cudng niém tin cta khach
hang.

~

4. Nang cao chat lugng nguén nhan luc, cai thién diéu kién lam viéc, doi séng vat chat,
tinh than cho CBCNV, ddm bdo moi thanh vién trong céng ty thau hiéu va thuc hién

dung trach nhiém, quyén han ctia minh.
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5. Thudng xuyén xem xét dé€ duy tri hiéu qua va cai tién lién tuc hé théng quan ly chat
luong.

Hién nay, cdng ty da dau tu xay dung nha may mdi véi day chuyén thiét bi céng nghé
san xuat dung cu cat cta Buc, Thuy si, Uc,... hién dai ngang tdm quéc té, dap tng nhu

cau clia nén co khi trong nudc va héi nhap qudc té, nang cao chat lugng sdn pham, ha

~

gia thanh san phdm dung cu cat, d stc canh tranh vai hang nhap ngoai, ngay trén thi

truong Viét nam, xiing dang véi thuong hiéu ctia cong ty da xay dung 45 nam qua.

Chu tich hoi déng quan tri

Giam déc
Hoang Trung Lap




ABOUT US

Tools Joint Stock Company No1, the former Manufacturing Cutting Tools Factory, was
established with assistance from the (former) Soviet Union on 25/03/1968. Our prod-
ucts are cutting tools that have been used by various mechanical engineering compa-
nies in Vietnam.

As the leading cutting tools manufacturer in Vietham presently, our quality policy is as
following:

1. Providing products with stable quality, reasonable prices as well as the best service in
order to satisfy customer’s demand with the slogan: “Cooperating to develop together”.
2. Optimizing current production, applying high technology to meet customer’s
requirement about quality and price.

3. Focusing on building, developing brand in order to enhance belief from customers.
4. Improving the quality of human resource, providing better working condition,
increasing physical as well as mental life for our employees. Ensuring that all members
of our company understand and implement their own rights and responsibilities.

5. Regularly monitoring of the quality management system in order to maintain its
effectiveness and continuously develop our system.

Currently, our Company has built a new factory equipped with modern technology
CNC machines imported from Germany, Switzerland, Australia, at international level for
cutting tools production. With these modern machines, we can satisfy the domestic

market demand, improving the product quality, reducing the cutting tools price and

TOOLS JOINT STOCK COMPANY NO. 1

being competitive with importing products in Vietnam market, to be deserved with the

brand which has been built in 45 years.

President of Management Board

Director
Hoang Trung lap




@ NANG LUC - CAPABILITIES

2~ Hé théng may moc hién dai, déng bd nhap khiu tu Duc, Thuy Sy, Uc, V...

2= Modern CNC Machines imported from Germany, Switzerland, and Australia, Italia...
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VAT LIEU GIA CONG - WORKPIECE MATERIAL

Classification
(Phan loai)

Workpiece materials into material groups
(Nhém vat liéu phoi theo tiéu chuan cac nwérc)

TRUNG QUOC

MY

NGA

GB

AISI/SAE

rocTt

Very soft low-carbon steels.
(Thép cacbon thap cwc mém)

Purely ferritic steels.
(Thép Ferrit hoan toan)

St 36

Ck 10

C10
GS-45
GS-38
RSt 37-2
St37-3

Hl

C15
GS-20Mn5
St44-2
St44-3
StE 320-3Z
Hll

Ck 25

10
10

Q235C

15
Q275(C5)

25

1106
1010
1010
A27 65-35

A570 36
A573-81 65
A515 65
1015

1022

A36
A573-81

1025

10
10

CT.3KM-4

S10C
S10C

SGV 410, 450, 480, 490
S15C

SMnC 420

SM 400A

SMH 400 A, B, C

SGV 410, 450, 480
S25C

Free-cutting Steels
(Thép dé cat got)

400 - <700

9 SMn 28
9SMnPb 28
158 20

9 SMnPb 36
35S 20
458 20

1213
(12L13)
1115
(12L14)
1140
1146

SUM 22
SUM22L
SUM 32

Structure steels
(Thép ket cau)

Ordinary carbon steels with
low to medium carbon
content (<0,5%C)

(Thép Cacbon thwong, ham
lwong C thap hodc trung
binh <0.5%C)

450 - <550

Ck 15
GS-52

C 35E
CK 35
GS-60

C 45E
C55E

Ck 45

19 Mn 16
ASt 45
ASt 52
St 52-3
17 MnV 6
StE 380

15
ZG270-500
35
35
ZG310-570
45
55
45

1015
485-275
1035
1035
80-40
1045
1055
1045
AS537 1
A662 C
A738

A572-60
A572-60

S 15CK
SC 480 (SC49)
S35C

$35C

S45C

$55C

S45C

SGV 410, 450, 480

SM490A,B,C

Carbon steels with high
carbon content (>0.5%C)
( Thép Cacbon cao >0.5%C)

Medium hard steels for
toughening

(Thép do ctrng trung binh cé
do bén cao)

Ordinary low-alloy steels
(Thép hgp kim thap thong
thwong)

Ferritic and martensitic
stainless steels

(Thép khong gi Ferit va
Mactenxit)

550 - <700

Ck 45
Ck 60
Ck 67
Ck 75
Ck 101
558i7

16 CrMo 4 4
10 CrMo 9 10
25 CrMo 4
50 Crv 4

34 CrMo 4
31 CrMo 12
42 CrMo 4
42CrMo 4
41Cr4
55Cr3

100 Cr 6

21 NiCrMo 2
16 MnCr 5
15 Mo 3

42 CrAIMo 7
X6 Cr 13
G-X7 Cr 13
G-X10Cr 13
X6 CrMo 4

ML45Mn
45
60
65

55Si2Mn
40Mn2
ML20Cr

25CrMo
50CrVA
35CrMo

42CrMo
40CrMnMo
40Cr
55CrMnA
GCr15
G20CrNiMo
15CrMn

1Cr12
0Cr13
ZG 1Cr13
1Cr13

1045
1045
1060
1065
1078
1095
9255
1340
5120
A387 12-2
A182 F-22
4130
6150
4135

4140
4142
5140
5155
E52100
A534 8620H
5115
A204A
403
405
(4108)
410

P4

50XPA
35XM

40Xrm
40X

1WX15
15X
08X13

15X130
12X13

SWRCH45K
S45C

SuP2
SUP 4

SMn 438

SCM 420
SUP 10
SCM 435

SCM440
SCM440
SCr440

SUP 9(A)
SUJ2,SUJ 4
SNCM 220(H)

SUS 403
SUS 405
SCS 1

SUS 410
SUS 405




VAT LIEU GIA CONG - WORKPIECE MATERIAL

Classification
(Phan loai)

Rm
(N/mm?)
(Gi®i han

bén)

Workpiece materials into material groups

(Nhém vat liéu phoi theo tiéu chuan cac nwérc)

puUc

TRUNG QUOC

My

NGA

NHAT

DIN

GB

AISI/SAE

rocr

JIS

X6 CrAl 13

X6 Cr 17

X6 CrMo 17
X12CrS 13
X12 CrMoS 17
X5 CrTi 12

X5 CrTi17

0Cr13Al
1Cr17
1Cr17Mo
Y1Cr13
YCr17

405
430
434
416
430F
409
430Ti

12X7

08X17T

SUS 405
SUS 430
SUS 434
SUS 416
SUS 430F
SUH 409
SUS 403LX

Normal tool steels
(Thép dung cu thong thwdng)

Harder steels for toughening

(Thép clrng c6 dd bén cao)

Martensitic stainless steels.
(Thép khong gi Mactenxit)

700 - <900

C105W1

90 CrSi 5
115CrvV 3

40 CrMnMo 8 6
100 MnCrW 4
X45 NiCrMo 6 7
31 NiCrMo13 4
34 CrNiMo 6

32 CrNiMo 14 5
45 WCrV 7
X20Cr13
X30Cr13
X38Cr13

X22 CrMoV 121
X20 CrNi 17 2

T10A
9SiCr

9CrWMn

2Cr13
3Cr13

1Cr17Ni2
8Cr17

12X13
30X13
40X13

14X17H2

SKS3

SNCM 447

SUS 420 J 1
SUS 420 J 2
(SUS 420 J 2)

SUS 431
SUS 440 B

Difficult tool steels
(Thép dung cu kho gia céng)

High-alloy steels with high
hardness

(Thép hop kim cao cé dd
clrng cao)

Martensitic stainless steels
(Thép khong gi Mactenxit)

900 - <1200

X210 Cr 12
40CrMnMo 7
X40 CrMoV 5 1
X100 CrMoV 5 1
X100CrMoV12 1
X210 CrU’ 12
55NiCrMoV 6
50 NiCr 13

20 MoCr 4
S6/5/2

S6/5/2/5

S2/9/2

X18 CrN 28
X20CrMoWV12 1
X10 CrNi 15
X105 CrMo 17

Cr12
5CrMnMo
4Cr5MoSiv1
Cr5Mo1V
Cr12Mo1V1

5CrNiMo

W6Mo5Cr4V2
W6Mo5Cr4V2Co5
W2Mo9Cr4Vv2

2Cr12NiMoWV

X12
5Xr'mM
4X5Me1C

5XHM

SKD 1

SKD 61
SKD 12

SKD 2
SKT4

SKH 9
SKH 55

SUH 446
SUH 616

SUS 440C

Difficult tools steels
(Thép dung cu kho gia cong)

High-alloy steels with high
hardness

(Thép hgp kim cao c6 do
clrng cao)

Martensitic stainless steels
(Thép khong gi Mactenxit)

G-X120 Mn 12

ZGMn 13-2

A128 75

SCMnH 1

Easy austenitic stainless
steels.
(Thép khong gi Austenit)

Free-cutting stainess steels
(Thép khéng gi dé cét got)

X5 CrNi 18 10
X6 CrNi 18 11
X10 CrNi 18 9
X2 CrNi 18 10
X5 CrNi 18 12
X12CrNi 189
X12CrNi17 7

0Cr19Ni9
E308-15
Y1Cr18Ni9
0Cr19Nit1
1Cr18Ni12
1Cr18Ni9
1Cr17Ni7

8X18H10
07X-20H9

03X18H11
12X18H12Ti
12X18H9

SUS 304
SUS 304 H
SUS 303
SUS 304 L
SUS 305
SUS 302
SUS 301




VAT LIEU GIA CONG - WORKPIECE MATERIAL

Classification
(Phan loai)

Rm
(N/mm?)
(Gi&i han

bén)

Workpiece materials into material groups
(Nhém vat liéu phoi theo tiéu chuan cac nwérc)

TRUNG QUOC MY NGA

GB AISI/SAE FoCT

Calcium-treated stainless
steels

(Thép khong gi dwoc xt ly
canxi)

X6 CrNi 18 9

ZGOCr18Ni9 03X18H11J1

Moderately difficult stainless
steels.

(Thép khéng gi twong déi kho
gia cong)

Austenitic and duplex
stainless steels.

(Thép khong gi Austenit va
Duplex)

X6 CrNiTi 18 10

X6 CrNiNb 18 10
X5 CrNiMo 17 13 3
X8CrNiMoTi 17 12 2
X5 CrNiMo 17 2 2
X2 CrNiMo 17 13 2
X6CrNiMoTi 17 12 2
X2 CrNiMo 18 14 3
X5 CrNiMo 17 13
X12 CrNi 25 20

X2 CrNiMo 18 16 4
X4 CrNiMo 16 5

X2 CrNiN 18 10

X6 CrNi 22 13

G-X6 CrNi Mo 18 10

OCr18Ni11Ti
0Cr18Ni11Nb
0Cr18Ni12Mo2Ti
0Cr18Ni12Mo2Ti
0Cr17Ni12Mo2

321 09X18H10T
347 08X18H12b
316 8X17H13M2T
316Ti 8X17H15M2T
316 -

oCrisNi12Mo3Ti | 316t

00Cr17Ni14Mo2
0Cr19Ni13Mo3
0Cr25Ni20
00Cr19Ni13Mo3

- 8X17H15M3T
316L 03X17H14M2
317

3108
317L

00Cr18Ni10N
0Cr23Ni13
ZGOCr18Ni12Mo2
Ti

304LN
3098
CF-8M

SUS 321
SUS 347
SUS 316

SUS 316
SUS 316 L

SUS 316 L
SUS 317
SUH 310
SUS 317 L

SUS 304 LN
SUS 309 S
SCS 14

Difficult stainless steels.
(Thép khong gi kho gia cong)

Austenitic and duplex
stainless steels.

(Thép khong gi Austenit va
Duplex)

X1 CrMoTi 18 2

X3 CrMnNiN 18 8 7
X8 CrNiNb 11
(G-)X5 CrNi 13 4

X5 NiCrTi 25 15

X2 CrNiMoN 17 13 5
X12 NiCrSi 16

X15 CrNi 23 13

X15 CrNiSi 25 20

S44400 =
202 12X17M9AI14
S30815 =
CAB-NM =
660 -
(S31726) .
330 =
309 20X20H14C2
310 20X25H20C2

1Cr18Mn8Ni5N

0Cr15Ni25Ti2MoV
B

1Cr16Ni35
2Cr23Ni13
2Cr25Ni20

SUS 444
SUS 202
SCS 5

SUH 660

SUH 330
SUH 309
SUH 310

Very difficult stainless steels.
(Thép khong gi rat khé gia
cong)

Austenitic and duplex
stainless steels.

(Thép khong gi Austenit va
Duplex)

X4 CrNiMo 27 5 2
X2 CrniN 23 4

X5 CrNiNb 18 10
X2CrNiMoN 17 13 2
X2CrNiMoN 17 13 2
X2 CrNiMoSi 15

X2 CrNiMoN 22 5 3
X1NiCrMoCu25 20 5
X2NiCrMoCu25 20 5
X1 CrNiMoN 20 18 7
X2 CrNiMoN 18 13 4
X2 CrNiMoN 25 22 7
X3 CrNiMoN 25 7 4
X5 NiCrN 35 25

X5 CrNiCuNb 17 4

0Cr26Ni5Mo2 329

o $32304
= S§830415
00Cr17Ni13Mo2N 316LL
00Cr17Ni13Mo2N 316LN
§31500
$31803
CN-7M
No8904
S31254
S§31753

$32750

0Cr17Ni14Cu4Nb S$17400

SUS 329 J 1

SUS 316 LN
SUS 316 LN

SUS 630

Medium hard cast iron.
(Gang duc trung binh ctrng)

Grey iron
(Gang xam)

GG-15
GGG-40
GGG-40.3
GGG-35.3
GTS-45-06
GTS-55-04

HT150 A48-25B
QT400-15 60/40/18
- 60/40/18

A220-40010
A220-50005

KTZ450-06
KTZ550-04

FC 15
FCD 40

FCMP 45
FCMP 55

Low-alloy cast iron.
(Gang duc hop kim thép)

Grey iron
(Gang xam)

GG-20

GG-25
GGL-NiCr 20 2
GGG-50
GGG-60
GGG-NiMn 137
GTS-55-04
GTS-65-02

HT200
HT250

A48-30B
A48-40B
A436 Type 2
80/55/06
80/55/06

QT500-7
QT600-3

A220-50005
A220-70003

KTZ550-04
KTZ650-02

FC 20

FC 25
FCA-NiCr20 2
FCD 50

FCD 60
FCDA-NiMn13 7
FCMP 55
FCMP 60




VAT LIEU GIA CONG - WORKPIECE MATERIAL

Workpiece materials into material groups
R, (Nhém vat liéu phai theo tiéu chuan cac nwérc)
Classification (N/mm?) _
(Phan loai) (Gi&i han TRUNG QUOC MY NGA
bén)

GB AISI/SAE rocTt

Moderately difficult alloy cast
iron.
(Gang duc hgp kim twong dbi

i ot & GG-30 HT300 A48-45B FC 30
6 gia cong)

GGG-70 QT700-2 100/70/03 FCD 70
GGG-NiCr 20 2 @ A43D2 FCDA-NiCr20 2
GTS-65-02 = A220-70003 FCMP 60
GTS-70-02 KTZ650-02 A220-80002 =
GTS-70-02 KTZ700-02 A220-90001 FCMP70

Moderately difficult malleable
cast iron.

( Gang déo twong dbi kho gia
cong)

Nodular cast iron
(Gang cau)

Difficult high-alloy cast iron
(Gang duc hop kim cao kho

gia cong) GG-35 HT350 A48-50B FC 35

GG-40 A48-60B FC 40

PTG EIOECe: GTS-70-02d KTZ700-02 A220-90001 FCMP 690

(Gang déo kho gia cong)

Nodular cast iron
(Gang cau)

Free-cutting non-ferrous
materials. o
(Hop kim phi sat dé cat got)

Aluminum with<16% Si
(Nhém <16%Si)

Brgss, Zinc, Magnesium
(Bong thau, kém, Magié)

Non- ferrous materials.
(Hop kim phi sat)

Aluminum with>16% Si
(Nhém >16%Si)

Bronze, Cupro-nickel.
(Bdng thanh, hop kim déng —
niken)

Nickel-, Cobalt- and Iron-
based superalloys with
hardness

< 30HRC.

(Nickel, Coban va siéu hop
kim nén sét, d6 cirng
<30HRC)

Incoloy 800, Inconel 601,
617, 625.
Monel 400

Nickel-, Cobalt- and Iron-
based superalloys with
Hardness

> 30HRC.

(Nickel, Coban va siéu hop
kim nén sét, d6 cing
>30HRC

Incoloy 925, Inconel 718,
750-X, Monel K-500

Titanium based alloys.
( Hop kim Titan)
Ti-6Al-4V







DAO PHAY NGON - END MILLS

Vat liéu dao Dao phay Loai dao phay ngén — Types of End Mill Kich thwéc danh nghia - Dimension
Tools Material ngén

- 02: dAu vudng 2 me cét / square end, 2 - 100: dudng kinh phan cét dao phay
- T: HSS-Co End Mills flutes 10.0 mm / Tool diameter is 10.0mm

- C: Carbide - 04: dAu vudng 4 me cét / square end, 4 - 50: ban kinh dao phay dau cau, ban
flutes kinh géc dao phay corner radius 5.0

‘ . mm / Corner Radius part of Ball Nose
- 06: dau vudéng 6 me cat / square end, 6 & Corner Radius End Mill

flutes

‘ . - 0545: phan vat goéc clia dao phay vat
- 12: dau vudng 2 me cat nhém / square g6c 0.5x45° / Chamfer part of Corner
end, 2 flutes for aluminum Chamfer End Mill

- 22: d3u cau 2 me cét/ ball nose, 2 flutes

- 24: d3u ciu 4 me cat/ ball nose, 4 flutes

- 26: dau ciu 2 me cat nhdm / ball nose, 2
flutes for aluminum

- 42: ban kinh géc 2 me ct / corner
radius, 2 flutes

- 44: ban kinh géc 4 me cat / corner
radius, 4 flutes

- 62: vat géc 2 me cat / corner chamfer, 2
flutes




DAO PHAY NGON PAU VUONG - SQUARE END MILL

T102 - C102 Series
2 me cat, ludi cit dén tam, dau vudng, dudi tru, géc ranh xoan 30°

2 flutes, center cutting, square end, straight shank, helical angle 30°

Thiét ké cho phay ranh, phay héc trén vat liéu thép théng dung, thép cacbon, thép dung cu

Designed for slotting, pocketing on general steels, cacbon steels, tool steels

Ma san pham ‘
Ordering Code
HSS-Co | Carbide
T102-030 C102-030
T102-040 C102-040
T102-050 C102-050
T102-060 C102-060
T102-080 C102-080
T102-100 C102-100
T102-120 C102-120
T102-160 C102-160

Pon vi- Unit: mm

Ghi chu: Lp phu va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU VUONG - SQUARE END MILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

Vat liéu gia cong
Work Material

Do cirng
Hardness

<17HRC

T102 Series

Thép khong gi
Stainless steels
17HRC - 20HRC

20HRC - 30HRC | 30HRC - 35HRC

DPwong kinh dao
Diameter

N F

N F N F N F

45

40 35 20

55

50 40 30

75

60 50 35

80

70 50 40

90

80 60 45

90

80 70 45

100

90 70 50

100

80 60 45

7

Vat liéu gia cong
Work Material

Do cirng
Hardness

20HRC - 30HRC

C102 Series

Thép khong gi
Stainless steels

30HRC - 35HRC | 35HRC-40HRC | 40HRC-45HRC | 45HRC-50HRC

DPuwong kinh dao
Diameter

N F

N F N F N F N F

94 83 5000 80 2000 32

130 3900 101 1700 44

162 147 3600 129 1500 54

3300 158 1400 67

185 2500 160 1100 70

185 2000 160 900 72

190 1700 170 700 75

1300 130 550 55

20HRC - 40HRC: t=0.15d4

40HRC — 50HRC: t=0.05d,

%

N: T6c do quay clia dao (vong/phut) / Revolution per minute - RPM
F: T6c do tién dao (mm/phut) / Feed rate (mm/min)

t: chiéu sau cat (mm) / Depth of cut (mm)

* Cha y: Ché d6 cét sé thay d6i tuy theo may va cac iing dung cu thé clia khach hang

* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




DAO PHAY NGON PAU VUONG - SQUARE END MILL

T104 - C104 Series

4 me cét, ludi cit dén tam, dau vuong, dudi tru, géc ranh xoén 30°

4 flutes, center cutting, square end, straight shank, helical angle 30°

Thiét ké cho phay ranh, phay vai trén cac vat liéu thép théng dung, thép cacbon, thép dung cu

Designed for slotting, shoulder milling on general steels, cacbon steels, tool steels

M4 san pham
Ordering Code
HSS-Co Carbide ‘
T104-030 C104-030
T104-040 C104-040
T104-050 C104-050
T104-060 C104-060 10
T104-080 C104-080 16
T104-100 C104-100 19
T104-120 C104-120 22
T104-160 C104-160 26

Daon vi - Unit: mm

Ghi chi: Lép phu va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU VUONG - SQUARE END MILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

Vat liéu gia cong
Work Material

Do cirng
Hardness

<17HRC

17HRC - 20HRC

T104 Series

20HRC - 30HRC

30HRC - 35HRC

Thép khéng gi
Stainless steels

Pwong kinh dao
Diameter

N F

N F

N F

N F

65

60

55

25

90

75

60

40

105

90

85

45

105

85

55

120

60

120

60

850 135

70

650 135

75

W=di

7,

t=1,5ds va w = 0.05d,

Vat liéu gia cong
Work Material

Do cirng
Hardness

20HRC- 30HRC

30HRC-35HRC

C104 Series

35HRC - 40HRC

40HRC-45HRC

45HRC-50HRC

Thép khéng gi
Stainless steels

35HRC

Pwong kinh dao
Diameter

F

N F

N F

N F

N F

N F

240

5900 160

144

2000 57

5700 162

350

5000 234

181

1700 79

4800 226

470

4500 290

232

1500 97

4300 282

590

4200 360

284

1400

4050 349

597

3200 370

288

1100

3100 356

600

2500 373

290

900

2400 359

610

2100 378

306

700

2000 365

460

1600 290

234

550 e

1550 279

20HRC - 40HRC: t=0.15d

40HRC - 50HRC: t=0.05d,

20HRC - 40HRC, t = 1,5d; va w = 0.05d,

40HRC - 50HRC, t = 0.05d; va w = 0.025d

N: T6c dé quay cua dao (vong/phut) / Revolution per minute - RPM

F: T6c d6 tién dao (mm/phut) / Feed rate (mm/min)

t: chiéu sau cat (mm) / Depth of cut (mm)

* Chu y: Ché do cat sé thay déi tuy theo mdy va cac tng dung cu thé clia khach hang
* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




DAO PHAY NGON PAU VUONG - SQUARE END MILL

T106 - C106 Series

6 me cét, ludi cit dén tam, dau vuong, dudi tru, géc ranh xoén 30°

6 flutes, center cutting, square end, straight shank, helical angle 30°

Ung dung cho phay tinh trén vat liéu thép théng dung, thép cacbon, thép dung cy, thép hgp kim

Recommended for finishing milling on general steels, cacbon steels, tool steels, alloy steels

T106-100 C106-100 22
T106-120 C106-120 26
T106-160 C106-160 32
T106-180 C106-180 32
T106-200 C106-200 38

Don vi - Unit: mm

«  Ghi chi: Lép phi va cdc kich thuéc theo yéu cdu, khdch hang vuilong lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU VUONG - SQUARE END MILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T106 Series

Vat liéu gia cong Thép khong gi
Work Material Stainless steels

Do cirng
Hardness
DPwong kinh dao
Diameter
10 20 30 15 10
12 20 30 15 10
16 18 27 14 11
18 18 26 13 11
20 40 25 32 25

<17HRC 17HRC - 20HRC | 20HRC - 30HRC | 30HRC - 35HRC

N F N F N F N F

t=1,5d; va w = 0.05d,

C106 Series

Vat liéu gia cong 5
et q Thép khong gi
Work Material

' Stainless steels

Do cirng
Hardness
DBwong kinh dao
Diameter
10
12
16
18
20

20HRC - 30HRC | 30HRC -35HRC | 35HRC-40HRC 40HRC-45HRC 45HRC-50HRC

N F N F N F N F N F

20HRC - 40HRC, t = 1,5ds va w = 0.05d,

40HRC - 50HRC, t = 0.05d; va w = 0.025d

N: T6c dé quay ctia dao (vong/phut) / Revolution per minute - RPM
F:T6c d6 tién dao (mm/phut) / Feed rate (mm/min)
t: chiéu sau cat (mm) / Depth of cut (mm)

* Cha y: Ché d6 cét sé thay d8i tuy theo may va cac iing dung cu thé clia khach hang

* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




DAO PHAY NGON PAU VUONG - SQUARE END MILL

T112-C112 Series

2 me cét, luGi cit dén tam, dau vuong, dudi tru, gia cdng nhém, goc ranh xoén 40°

2 flutes, center cutting, square end, straight shank, aluminum machining, helical angle 40°

Thiét k& cho gia cong nhém, hop kim nhém, kim loai mau va nhua

Designed for aluminum machining, alloy aluminum, non ferrous metals and plastics

Ma san pham
Ordering Code
HSS-Co Carbide ‘

T112-030 C112-030
T112-040 C112-040
T112-050 C112-050
T112-060 C112-060 10
T112-080 C112-080 16
T112-100 C112-100 19
T112-120 C112-120 22

Pon vi - Unit: mm

Ghi chu: Lép phu va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phan bdn hdang.

Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU VUONG - SQUARE END MILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T112 Series C112 Series

Vat liéu Vat lieu
Material Material

Do cirng Do cirng
Hardness Hardness

DPwong kinh dao DPwong kinh dao
Diameter Diameter

3xR1.5 3xR1.5
4 x R2.0 4 xR2.0
5 x R2.5 5xR2.5
6 x R3.0 6 x R3.0
8 x R4.0 8 xR4.0
10 x R5.0 10 x R5.0
12 x R6.0 12 x R6.0

Z

N: T6c dé quay cua dao (vong/phut) / Revolution per minute - RPM

F: T6c d6 tién dao (mm/phut) / Feed rate (mm/min)
t: chiéu sau cat (mm) / Depth of cut (mm)

* Chu y: Ché do cat sé thay déi tuy theo mdy va cac tng dung cu thé clia khach hang
* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




Chinh Phl_IC moi vat liéu

Conquering all material




DAO PHAY NGON PAU CAU - BALL NOSE END MILL

T122 - C122 Series

< PN N A e ~ < (]
2 me cat, dau cau, dudi tru, goc ranh xoan 30

2 flutes, ball nose, straight shank, helical angel 30°

Ung dung trong nganh gia cdng khuén mau, phay nhing bién dang dic biét trén vat liéu thép théng dung

Application range for Die Mold making, milling of special contour on general steels

v
d2

+

M3 san pham ‘
Ordering Code
HSS-Co Carbide |
T122-03015 C122-03015 3xR1.5
T122-04020 C122-04020 4 xR2.0
T122-05025 C122-05025 5xR2.5
T122-06030 C122-06030 6 x R3.0
T122-08040 C122-08040 8 x R4.0
T122-10050 C122-10050 10 x R5.0
T122-12060 C122-12060 12 xR6.0

Bon vi - Unit: mm

« Ghi chui: Lép phii va cdc kich thudc theo yéu cdu, khdch hang vuilong lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU CAU - BALL NOSE END MILL

CHE PO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T122 Series

Vat liéu
Material

Do cirng
Hardness
DPwong kinh dao
Diameter
3xR1.5 80 60 20 800 15
4 x R2.0 70 25 600 20
5x R2.5 80 30 500 25
6 x R3.0 90 35 400 25
8 x R4.0 40 350 25
10 x R5.0 45 300 30
12 x R6.0 40 250 30

<17HRC 17HRC - 20HRC | 20HRC - 30HRC | 30HRC - 35HRC

N F N F N F N F

dy=3-5mm:t=0.2mm

% di=6-12mm:t=0.3mm

w= 02d1

C122 Series

Vat liéu
Material

Do cirng

Hardness
Pwong kinh dao

Diameter
3xR1.5 4500 150 3800 125
4x R2.0 4200 180 3600
5xR2.5 3680 180 3100
6 x R3.0 3180 190 2700
8 x R4.0 2470 220 2050
10 x R5.0 2040 225 1750
12 x R6.0 1750 245 1400

20HRC - 30HRC | 30HRC - 35HRC | 35HRC-40HRC 40HRC-45HRC 45HRC-50HRC

N F N F N F N F N F

di=3-5mm:t=0.2mm

// di=6-12mm: t=0.3 mm

w = 0.2d;

N: T6c d6 quay ctia dao (vong/phut) / Revolution per minute - RPM
F: T6c do tién dao (mm/phut) / Feed rate (mm/min)
t: chiéu sau cat (mm) / Depth of cut (mm)

* Chu y: Ché do cat sé thay déi tuy theo may va cac ing dung cu thé clia khach hang

* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




DAO PHAY NGON PAU CAU - BALL NOSE END MILL

T124 - C124 Series

< N PN Ao 7 ~ < o
4 me cat, dau cau, dudi tru, goc ranh xoan 30

4 flutes, ball nose, straight shank, helical angle 30°

Ung dung trong nganh gia cdng khuén mau, phay nhiing bién dang d3c biét trén vat liéu thép théng dung

Application range for Die Mold making, milling of special contour on general steels

BE BA
d:

T124-03015 C124-03015 3xR1.5
T124-04020 C124-04020 4 xR2.0
T124-05025 C124-05025 5xR2.5
T124-06030 C124-06030 6 x R3.0 10
T124-08040 C124-08040 8 x R4.0 16
T124-10050 C124-10050 10 x R5.0 19
T124-12060 C124-12060 12 x R6.0 22

Pon vi - Unit: mm

«  Ghi chu: Lép pha va cdc kich thuéc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU CAU - BALL NOSE END MILL

CHE PO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T124 Series

Vat liéu
Material

Do cirng

Hardness
DPuwéng kinh dao

Diameter
3xR1.5 80 60 20 800 15
4 x R2.0 70 25 600 20
5 x R2.5 80 30 500 25
6 x R3.0 50 400 35
8 x R4.0 55 350 35
10 x R5.0 70 300 35
12 x R6.0 60 250 35

<17HRC 17HRC - 20HRC | 20HRC - 30HRC | 30HRC - 35HRC

N F N F N F N F

di=3-5mm:t=0.2mm

// di=6-12mm:t=0.3 mm

w = 0.2d4

C124 Series

Vat liéu
Material

b6 cirng

Hardness
Pwong kinh dao

Diameter
3xR1.5 4500 255 3800
4 x R2.0 4200 306 3600
5xR2.5 3680 308 3100
6 x R3.0 3180 323 2700
8 x R4.0 2470 374 2050
10 x R5.0 2040 382 1750
12 x R6.0 1750 416 1400

20HRC - 30HRC | 30HRC -35HRC | 35HRC-40HRC 40HRC-45HRC 45HRC-50HRC

N F N F N F N F N F

dy=3-5mm:t=0.2 mm

// dy=6-12mm:t=0.3 mm

w = 0.2d,

N: T6c dé quay cua dao (vong/phut) / Revolution per minute - RPM
F: T6c d6 tién dao (mm/phut) / Feed rate (mm/min)

t: chiéu sau cat (mm) / Depth of cut (mm)

* Chu y: Ché do cat sé thay déi tuy theo may va cac ing dung cu thé clia khach hang
* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




T126 - C126 Series

2 me cét, dau cau, duéi tru, gia cdng nhém géc ranh xoén 40°

2 flutes, ball nose, straight shank, machining aluminum, helical angle 40°

Ung dung trong nganh gia cdng khuén mau, phay nhiing bién dang dic biét trén vat liéu nhém, kim loai mau

Application range for Die Mold making, milling of special contour on aluminum, non ferrous metals

v A
d2 di

+

Ma san pham ‘
Ordering Code
HSS-Co Carbide |
T126-03015 C126-03015 3xR1.5
T126-04020 C126-04020 4 xR2.0
T126-05025 C126-05025 5xR2.5
T126-06030 C126-06030 6 x R3.0 10
T126-08040 C126-08040 8 xR4.0 16
T126-10050 C126-10050 10 x R5.0 19
T126-12060 C126-12060 12 xR6.0 22

Bon vi - Unit: mm

«  Ghi chu: Lép phii va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON PAU CAU - BALL NOSE END MILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T126 Series C126 Series

Vat liéu Vat liéu
Material

Material

Do cirng Do cirng
Hardness

Hardness

Pwong kinh dao

Pwong kinh dao
Diameter

Diameter

3xR1.5
4 xR2.0
5xR2.5
6 x R3.0
8 xR4.0
10 x R5.0
12 xR6.0

3xR1.5
4 x R2.0
5 x R2.5
6 x R3.0
8 x R4.0
10 x R5.0
12 x R6.0

d1=3-=5mm:t=02mm
d1 =6-12mm: t= 0.3 mm
w=0.2d1

N: T6c dé quay ctia dao (vong/phut) / Revolution per minute - RPM
F: T6c d6 tién dao (mm/phut) / Feed rate (mm/min)
t: chiéu sau cat (mm) / Depth of cut (mm)

* Chu y: Ché do cat sé thay déi tuy theo mdy va cac tng dung cu thé clia khach hang
* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




Chat luong 6“ dll‘\h
Stable Quality




DAO PHAY NGON BAN KINH GOC
CORNER RADIUS END MILL

T144 Series

4 me cat, dudi tru, ludi cat dén tam, ban kinh géc, goc ranh xoén 30°

4 flutes, straight shank, center cutting, corner radius, helical angle 30°

Ung dung gia cdng thép dung cu, thép hap kim, thép lam khuén

Designed to machine tool steels, alloy steels, mold steels

R

4
ds

B :‘T

Ma san pham
Ordering Code
HSS-Co

T144-06005 6 x R0.5
T144-06010 6 xR1.0 10
T144-06020 6 x R2.0 10
T144-08010 8 xR1.0 16
T144-08020 8 xR2.0 16
T144-10005 10 x RO.5 19
T144-10010 10 x R1.0 19
T144-10020 10 x R2.0 19
T144-12010 12xR1.0 22
T144-12020 12 x R2.0 22
T144-16010 16 x R1.0 26
T144-16020 16 x R2.0 26
T144-16030 16 x R3.0 26

bon vi- Unit: mm

«  Ghi chu: Lép pht va cdc kich thuéc theo yéu cau, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON BAN KINH GOC
CORNER RADIUS END MILL

T142 Series

2 me cét, duéi tru, lugi cat dén tam, ban kinh géc, géc ranh xoén 30°

2 flutes, straight shank, center cutting, corner radius, helical Angle 30°

Ung dung gia céng thép thédng dung, thép dung cy, thép hgp kim, thép lam khuén

Designed to machine general steels, tool steels, alloy steels, mold steels

B
d2

Ma san pham
Ordering Code d; xR
HSS-Co
T142-06020 6 x R2.0
T142-08020 8 x R2.0
T142-10030 10 x R3.0
T142-12040 12xR4.0

Pon vi- Unit: mm

« Ghi chu: L6p phd va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




T142 — T144 Series

Vat liéu
Material

Do cirng
Hardness
Pwong kinh dao
Diameter
6 1400 90 1200 70 900 50
8 1100 100 1000 65 750 45
10 900 100 850 70 600 60
12 750 100 700 75 500 55
16 600 100 500 80 400 60

<17HRC 17HRC - 20HRC | 20HRC - 30HRC | 30HRC - 35HRC

N F N F N F N F

N: T6c dé quay cta dao (vong/phut) / Revolution per minute - RPM
F: T6c d6 tién dao (mm/phut) / Feed rate (mm/min)

* Cha y: Ché d6 cdt sé thay d6i tuy theo may va cac iing dung cu thé clia khach hang

* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




DAO PHAY NGON VAT GOC
CORNER CHAMFER END MILL

T164 Series

4 me cét, duoi tru, ludi cit dén tam, vat géc 45° géc ranh xodn 30°

4 flutes, straight shank, center cutting, chamfer 45° helical angle 30°

Ung dung gia cong vat mép trén thép théng dung, thép dung cu, thép hgp kim, thép lam khuén

Designed to machine chamfer part on general steels, tool steels, alloy steels, mold steels

Y
d o

C x 45°

M3 san pham
Ordering Code
HSS-Co
T164-0400145 0.1 x45°
T164-0500545 0.5 x 45°
T164-0601045 1.0 x 45°
T164-0801545 1.5 x 45°
T164-1002045 2.0 x 45°
T164-1202545 2.5 x45°

Vat
Chamfer

Pon vi- Unit: mm

«  Ghi chu: Lép phi va cdc kich thudc theo yéu cdu, khdch hang vuilong lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON VAT GOC
CORNER CHAMFER END MILL

T162 Series

2 me cét, dudi tru, ludi cit dén tam, vat géc 45° géc ranh xoén 30°

2 flutes, straight shank, center cutting, chamfer 459 helical angle 30°

Ung dung gia cong vat mép trén thép théng dung, thép dung cu, thép hgp kim, thép lam khuén

Designed to machine chamfer part on general steels, tool steels, alloy steels, mold steels

C x 45°

2 /'y
d2 o

T

M3 san pham
Ordering Code
HSS-Co
T162-0400145
T162-0500545
T162-0601045
T162-0801545
T162-1002045
T162-1202545

Bon vi- Unit: mm

«  Ghi chua: Lép phi va cdc kich thuéc theo yéu cdu, khdch hang vuilong lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DAO PHAY NGON VAT GOC
CORNER CHAMFER END MILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T162 - T164 Series

Vat liéu
Material

Do cirng
Hardness
DPwong kinh dao
Diameter N F N F N F

4 1900 40 1500 30 1300 20
5 1500 60 1200 45 1050 25
6 1300 70 1000 50 900 30
8 990 75 750 50 700 35
10 790 80 630 55 540 40
12 650 80 530 55 450 40

<17HRC 17HRC - 20HRC | 20HRC - 30HRC | 30HRC - 35HRC

N: T6c d6 quay clia dao (vong/phlit) / Revolution per minute - RPM
F: T6c do ti€n dao (mm/phut) / Feed rate (mm/min)

* Cha y: Ché d6 cét sé thay d8i tuy theo may va cac iing dung cu thé clia khach hang

* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




MUI KHOAN DUOI TRU




MUI KHOAN DUOI TRU - STRAIGHT SHANK DRILLS

o I 050100

Vat liéu dao Mii khoan Loai mui khoan - Types of Drill Kich thwée danh nghia - Dimension
Tools Material dudi try ] o
Straight Shank - 02: mii khoan xoan / Twist Drill - 030: Buwong kinh phan cat mdi khoan

- T: HSS-Co Drills xo&n dudi try 3.0mm / Drill Diameter is
- 06: mii khoan bac / Step Dirill 3.0mm

=10: mii khoan tam / Center Dirill - 050: dwong kinh phan cit bac 1 clia
mdi khoan bac 5.0mm / Diameter 1 of
Step Drill is 5.0mm

- 100: dwong kinh phan cat bac 2 clia
mi khoan bac 10.0mm / Diameter 2 of
Step Drill is 10.0mm

- 016: dwdng kinh phan cét ciia mii
khoan tam 1.6mm / Diameter 1 of
Center Dirill is 1.6mm

- 050: dwdng kinh phan than mdi
khoan tam 5.0mm / Body diameter of
Center Dirill is 5.0




MUI KHOAN XOAN - TWIST DRILL

T202 - C202 Series
10D, duéi tru, 2¢=118°/ 130°/ 140°
10D, straight shank, point angle= 118°/ 130°/ 140°

Ung dung khoan trén cac vat liéu thép thong dung, thép cacbon, thép dung cu, thép lam khudn

Suitable for drilling on general steels, cacbon steels, tool steels, mold steels

N
d2
}

Mai san pham
Ordering Code
HSS-Co
T202-020
T202-030
T202-040
T202-050
T202-060
T202-070
T202-080
T202-090
T202-100
T202-110
T202-120

61
75
86
93
109
117
125
133
142
151

© (0[N || [W(N
© | o (N|o|ja ||l (N

-
o
-
o

-
-
-
-

-
N
-
N

Bon vi - Unit: mm

«  Ghi chu: Lép pht va cdc kich thuéc theo yéu cau, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




MUI KHOAN XOAN - TWIST DRILL

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

T202 Series

Thép khong gi
Stainless steels

Vat liéu
Material
30HRC - 38HRC

B cirng 16HRC -23HRC | 23HRC — 30HRC

Hardness
Du’o’rrg kinh dao N s
Diameter

N S N S

N: T6c dé quay ctia dao (vong/phut) / Revolution per minute - RPM
S: Téc do tién dao (mm/vong) / Feed per Revolution (mm/rev)

* Chu y: Ché do cat sé thay déi tuy theo may va cac tng dung cu thé clia khach hang
* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




MUI KHOAN BAC - STEP DRILL

T206 series
Goc bac 1: 118°/ 130°/ 1409 g6c bac 2: 9071805 dudi tru
Step angle 1: 118°/ 130°/ 140°, step angle 2: 90%180°, straight shank

Ung dung khoan trén cac vat liéu thép thong dung, thép cacbon, thép dung cu, thép lam khuén

Suitable for drilling on general steels, cacbon steels, tool steels, mold steels

N
d>

t

Ma san pham
Ordering Code
HSS-Co

T206-033060 . 9

T206-042080 . 8 11
T206-050100 13
T206-068120 g 15
T206-085160 . 19
T206-103180 23

Pon vi- Unit: mm

« Ghi chu: Lép pht va cdc kich thuéc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




MUI KHOAN TAM - CENTER DRILLS

T210 series
Goéc 2¢: 120°% goc con: 60°/ 120°
Point angle: 1209 cone angle: 60°/120°

Ung dung khoan tam trén cac vat liéu thép thong dung, thép cacbon, thép dung cu

Suitable for machining on general steels, cacbon steels, tool steels

M3 san pham
Ordering Code
HSS-Co

T210-010040
T210-016050 . 40
T210-020060 45
T210-025080 . 50
T210-030080 55
T210-040100 4 65
T210-050100 78

Pon vi- Unit: mm

« Ghi chu: Lép pht va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




éﬁié ca hap Iy

Reasonable price







Y

DOA MAY - MACHINE REAMERS

Y

Y — HE

Y

Y

Vat liéu dao
Tools Material

- T: HSS-Co

Doa may

Machine Reamer

Loai doa may- Types of Reamers

- 06: ranh thang, gia cong 16 thong /
Straight fluted, for through hole

- 08: ranh xoén, gia cong 16 téc /
Spiral fluted, for blind hole

Kich thwéc danh nghia - Dimension

- 1150: Bwong kinh phan cét dao doa
11.50mm / Reamer diameter is 11.50




DOA MAY RANH THANG - STRAIGHT FLUTED REAMERS

T306 series
6 me cat, dudi tru, huéng cat phai, gia céng 16 théng

6 flutes, plain shank, right hand cutting, for through holes

Ung dung gia céng tinh 16 dat d6 chinh xac H7

Appplication for making accurate holes H7

i
d2

M3 san pham
Ordering Code
HSS-Co

T306-0500
T306-0550
T306-0600
T306-0650
T306-0700
T306-0750
T306-0800
T306-0850
T306-0900
T306-0950
T306-1000
T306-1050
T306-1100
T306-1150
T306-1200
T306-1300
T306-1400
T306-1500
T306-1600
T306-1700
T306-1800
T306-1900
T306-2000

26
26
28
31
31
33
33
36
36
38
38
41
41
44
44
47
50
52
54
56
58
60

O[O [(O(O|DH ||| O

-
o

-
o

-
o

-
o

N
N

-
N

N
N

N
SN

—_
N

-
(o]

-
(e}

N
oo

-
oo

N
o

N
o

Pon vi - Unit: mm

«  Ghichu: Lép pha va cdc kich thuéc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




DOA MAY RANH XOAN - SPIRAL FLUTED REAMERS

T308 Series
6 me cat - xoan trai, cat phai, duéi tru, gia céng 16 tac

6 flutes - left hand spiral flutes, right hand cutting, plain shank, for blind holes

Ung dung gia céng tinh 16 dat dé chinh xac H7
Appplication for making accurate holes H7
d> d

1

M3 san pham
Ordering Code
HSS-Co

T306-0500
T306-0550
T306-0600
T306-0650
T306-0700
T306-0750
T306-0800
T306-0850
T306-0900
T306-0950
T306-1000
T306-1050
T306-1100
T306-1150
T306-1200
T306-1300
T306-1400
T306-1500
T306-1600
T306-1700
T306-1800
T306-1900
T306-2000

26
26
28
31
31
33
33
36
36
38
38
41
41
44
44
47
50
52
54
56
58
60
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Pon vi- Unit: mm

«  Ghi chui: Lép phi va cdc kich thudc theo yéu cdu, khdch hang vuilong lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.







TA RO MAY - MACHINE TAPS

—
]

Vat liéu dao Ta ré6 may Loai Ta ré6 may — Types of Taps Kich thwéc danh nghia - Dimension
Tools Material Machine Taps

- 02: ranh hwéng thoat phoi, buédc - 03: Ky hiéu Ta r6 M3 / M3 Taps
-T: HSS-Co tiéu chuén / Spiral point Taps,
standard pitch - 050: Budc ren la 0.5mm / Pitch is
0.5mm

- 04: ranh hwéng thoat phoi, buwéc
nho / Spiral point Taps, small pitch

- 06: ranh théng, bwéc tiéu chuén /
Straight fluted, standard pitch

- 08: ranh thang, buéc nhé /
Straight fluted, small pitch

10: ranh xodn, bwéc tiéu chuén /
Spiral fluted Taps, standard pitch

12: ranh xoan, buwdc nhé / Spiral
fluted Taps, small pitch




TA RO RANH HUGNG THOAT PHOI
SPIRAL POINTED TAPS

T402 Series

Budc tiéu chuan, ren hé mét I1SO

Standard pitch, ISO metric thread

Phu hgp cho gia céng 16 thong, cat thép théng thudng, nhua, nhém, va kim loai mau

Suitable for tapping through holes on general steels, plastic, aluminum and non ferrous metals

P e0°

B ¥
d> di

kN E

M3 san pham - o
Ordering Code o Dusm vudéng S0 ranh
HSS-Co ‘ quare No of flutes
T402-03050 M3x0.5
T402-04070 M4x0.7
T402-05080 M5x0.8
T402-06100 M6x1
T402-08125 M8x1.25
T402-10150 M10x1.5
T402-12175 M12x1.75
T402-14200 M14x2
T402-16200 M16x2
T402-18250 M18x2.5
T402-20250 M20x2.5
T402-22250 M22x2.5
T402-24300 M24x3

Al |lW|W[WIW[W|W|W[W|[W

Pon vi - Unit: mm

Ghi chu: Lép pha va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




TA RO RANH HUGNG THOAT PHOI
SPIRAL POINTED TAPS

T404 Series
Budc nhd, ren hé mét 1ISO
Small pitch, ISO metric thread

Phu hgp cho gia cong 16 thong, cat thép théng thudng, nhya, nhém, va kim loai mau

Suitable for tapping through holes on general steels, plastic, aluminum and non ferrous metals

P e0°

i ¥
d> di

kN L | b

Ma san pham
Ordering Code
HSS-Co
T404-03035 M3x0.35
T404-04050 M4x0.5
T404-05050 M5x0.5
T404-06050 M6x0.5
T404-06075 M6x0.75
T404-08050 M8x0.5
T404-08075 M8x0.75
T404-08100 M8x1
T404-10075 M10x0.75
T404-10100 M10x1
T404-10125 M10x1.25
T404-12100 M12x1
T404-12125 M12x1.25
T404-12150 M12x1.5
T404-14100 M14x1
T404-14125 M14x1.25
T404-14150 M14x1.5
T404-16100 M16x1
T404-16150 M16x1.5
T404-18100 M18x1
T404-18150 M18x1.5
T404-18200 M18x2
T404-20100 M20x1
T404-20150 M20x1,5
T404-20200 M20x2
T404-22100 M22x1
T404-22150 M22x1,5
T404-22200 M22x2
T404-24100 M24x1
T404-24150 M24x1,5
T404-24200 M24x2

DPubi vuéng S6 ranh
Square No of flutes
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Pon vi - Unit: mm

« Ghi chu: Lop pha va cdc kich thuéc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




TA RO RANH THANG - STRAIGHT FLUTED TAPS

T406 Series

Budc tiéu chuan, ren hé mét

Standard pitch, ISO metric thread

Phu hgp cho gia cong 16 thong trén vat liéu thép théng dung: thép cacbon, thép dung cy, thép hgp kim, gang

Suitable for tapping through holes on general steels: cacbon steels, tool steels, alloy steels, cast iron

-

60°

v
d:
+

Ma san pham
Ordering Code
HSS-Co
T406-03050 M3x0.5
T406-04070 M4x0.7
T406-05080 M5x0.8
T406-06100 M6x1
T406-07100 M7x1
T406-08125 M8x1.25
T406-10150 M10x1.5
T406-12175 M12x1.75
T406-14200 M14x2
T406-16200 M16x2
T406-18250 M18x2.5
T406-20250 M20x2.5
T406-22250 M22x2.5
T406-24300 M24x3

Pubdi vuéng S6 ranh
Square No of flutes

ARO[V W W WW|W|W|W

Pon vi - Unit: mm

«  Ghi chu: Lép pht va cdc kich thudc theo yéu cdu, khdch hang vuilong lién hé b phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




TA RO RANH THANG - STRAIGHT FLUTED TAPS

T408 Series

Budc nho, ren hé mét

Small pitch, ISO metric thread

Phu hop cho gia cong 16 théng trén vat liéu thép thong dung: thép cacbon, thép dung cu, thép hap kim, gang

Suitable for tapping through holes on general steels: cacbon steels, tool steels, alloy steels, cast iron

P 60

i
di

<

Ma san pham
Ordering Code
HSS-Co
T408-03035 M3x0.35
T408-04050 M4x0.5
T408-05050 M5x0.5
T408-06050 M6x0.5
T408-06075 M6x0.75
T408-08050 M8x0.5
T408-08075 M8x0.75
T408-08100 M8x1
T408-10075 M10x0.75
T408-10100 M10x1
T408-10125 M10x1.25
T408-12100 M12x1
T408-12125 M12x1.25
T408-15150 M12x1.5
T408-14100 M14x1
T408-14125 M14x1.25
T408-14150 M14x1.5
T408-16100 M16x1
T408-16150 M16x1.5
T408-18100 M18x1
T408-18150 M18x1.5
T408-18200 M18x2
T408-20100 M20x1
T408-20150 M20x1.5
T408-20200 M20x2
T408-22100 M22x1
T408-22150 M22x1.5
T408-24100 M24x1
T408-24150 M24x1.5
T408-24200 M24x2

Pubi vudng S6 ranh
Square No of flutes
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Pon vi- Unit: mm

« Ghi chu: L6p pht va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




TA RO RANH XOAN - SPIRAL FLUTED TAPS

T410 Series

Budc tiéu chuan, ren hé mét, ranh xoan 40°

Standard pitch, ISO metric thread, helical angle 40°

Phu hgp cho gia cong 16 tac trén vat liéu thép thong dung: thép cacbon, thép dung cu, thép hgp kim

Suitable for tapping blind holes on general steels: cacbon steels, tool steels, alloy steels

v
d:
+

P e0°
| P

Ma san pham - -
Ordering Code BPudi vudéng S0 ranh

HSS-Co Square No of flutes

T410-03050 M3x0.5
T410-04070 M4x0.7
T410-05080 M5x0.8
T410-06100 M6x1
T410-08125 M8x1.25
T410-10150 M10x1.5
T410-12175 M12x1.75
T410-14200 M14x2
T410-16200 M16x2
T410-18250 M18x2.5
T410-20250 M20x2.5
T410-22250 M22x2.5
T410-24300 M24x3

AR |IPDR|WO[W[W[WOWW|W|W|W|W

Pon vi - Unit: mm

«  Ghi chu: Lop pha va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




TA RO RANH XOAN - SPIRAL FLUTED TAPS

T412 Series
Budc nho, ren hé mét ISO, ranh xoan 15°

Small pitch, ISO metric thread, helical angle 15°

Phu hop cho gia cong 16 tac trén vat liéu thép théng dung: thép cacbon, thép dung cu, thép hgp kim

Suitable for tapping blind holes on general steels: cacbon steels, tool steels, alloy steels

P 60°

Ma san pham
Ordering Code
HSS-Co

T412-03035 M3x0.35
T412-04050 M4x0.5
T412-05050 M5x0.5
T412-06075 M6x0.75
T412-08075 M8x0.75
T412-08100 M8x1
T412-10100 M10x1
T412-10125 M10x1.25
T412-12100 M12x1
T412-12125 M12x1.25
T412-12150 M12x1.5
T412-14100 M14x1
T412-14125 M14x1.25
T412-14150 M14x1.5
T412-16100 M16x1
T412-16150 M16x1.5
T412-18100 M18x1
T412-18150 M18x1.5
T412-20100 M20x1
T412-20150 M20x1.5
T412-22150 M22x1.5
T412-24150 M24x1.5
T412-24200 M24x2

Pudi vudng S6 ranh
Square No of flutes

AR DARP|IO(W| VO W(W|WWW|W([W[W|W(W|W|W|[W

Pon vi - Unit: mm

« Ghi chu: Lép phii va cdc kich thudc theo yéu cdu, khdch hang vui long lién hé bé phdn bdn hang.

« Note: Please kindly contact sales department for requesting in coating and special tool’s dimension.




THONG TIN KY THUAT CHOTA RO
TECHNICAL SECTION FORTAPS

BANG TRA KICH THUGC BUGNG KINH LO KHOAN TRUGC KHI TARO
RECOMMENDED TAP DRILL SIZES

Pwérng kinh 16 khoan (mm)

Kich c& ren

M3x0.35 2.7
M3x0.5 2.5
M3.5x0.6 2.9
M3.5x0.35 3.2
M4x0.7 3.3
M4x0.5 3.5
M4.5x0.75 3.8
M4.5X0.5 4.0
M5x0.8 4.2
M5x0.5 4.5
M6x1 5.0
M6x0.75 5.3
M6x0.5 5.5
M7x1 6
M7x0.75 6.3
M7x0.5 6.5
M8x1.25 6.8
M8x1 7
M8x0.75 7.2
M8X0.5 7.5
M9X1.25 7.8
M9x1 8
M9X0.75 8.2
M10x1.5 8.5
M10x1.25 8.8
M10x1 9
M10x0.75 9.2
M10x0.5 9.5
M11x1.5 9.5
M11x1 10
M11x0.75
M12x1.75
M12x1.5
M12x1.25
M12x1
M12x0.5




THONG TIN KY THUAT CHOTA RO
TECHNICAL SECTION FORTAPS

M14x2 12 12.210
M14x1.5 12.676
M14x1 13 13.153
M15x1.5 13.673
M15x1 14 14.153
M16x2 14 14.210
M16x1.5 14.676
M16x1 15 15.153
M17x1.5 15.676
M17x1 16 16.153
M18x2.5 15.744
M18X2 16 16.210
M18x1.5 16.676
M18x1 17 17.153
M20x2.5 17.744
M20x2 18 18.210
M20x1.5 18.676
M20x1 19 19.153
M22x2.5 19.744
M22x2 20 20.210
M22x1.5 20.673
M22x1 21 21.153
M24x3 21 21.252
M24x2 22 22.210
M24x1.5 22.676
M24X1 23 23.153
M25x2 23 23.210
M25x1.5 23.676
M25x1 24 24.153
M26x1.5 24.676
M27x3 24 24.252
M27X2 25 25.210
M27x1.5 25.676
M27x1 26 26.153
M28x2 26 26.210
M28x1.5 26.676
M28x1 27 27.153
M30x1.5 26.771
M30x3 27 27.252
M30x2 28 28.210
M30x1.5 28.676
M30x1 29 29.153

D1: Budng kinh I6n nhat (Max) va dudng kinh nho nhét (Min) cta 16 can khoan.




THONG TIN KY THUAT CHOTA RO
TECHNICAL SECTION FORTAPS

CHE DO CAT KHUYEN DUNG - RECOMMENDED CUTTING CONDITIONS

Téc do cat (m/ph)
Tapping speed (m/min)
Taro ranh xoan Taro ranh thing cé A Taro ranh thang
Spiral fluted Taps Spiral point Taps Straight fluted Taps

Vat liéu gia cong
Workpiece Material

Thép cacbon thap <0.2%C
Low carbon steels
Thép cacbon trung
binh 0,25-0,4%C
Medium carbon steels
Thép cacbon cao o
High carbon steel Rl
Thép hop kim
Alloy steels et
Thép dung cu SKD
Tool steels
Thép duc
Cast steels 9e
Gang
Cast iron ac
Gang chiu kéo
High tension cast iron A
Thép tang ctrng
Hardened steels N2
Nhom
Aluminum AL
qu'klm nhom AC, ADC
Aluminum alloys
bong cu
Copper
DPong dic
Brass casting
Thép khong gi
Stainless steels

* Cha y: Ché d6 cét sé thay ddi tuy theo may va cac iing dung cu thé clia khach hang
* Attention: Cutting conditions should be changed in order to fit different machines & certain applications




Nang cao tuGi bén dung cu
~improving tools life
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