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| NEFIE. BV XS51F YT
| BEDOHARARICEIDEEDH L . A L—ZXHYH!
| IRREBHNARL—F | HEEBE FELIF(T

| Blade diameter, blade thickness, our range has all sizes!
| A smooth cut with no vibrations, thanks to the unique blade shape!
| Blade shape: Right blade straight | Material: Solid saki-muku type

X #
Blade diameter
(@D)

10~ 16

18~ 28

30~ 45

50~ 60

15 MIYAKAWA INDUSTRY CO.,LTD.

NE
Blade thickness
(L1)

0.5~3 ‘

3.5~ 6 ‘

IvIOE
Shank diameter

(@d)

N
Tolerance

W o T OmR

A #H
Model Shape of blade Number of blades Material
HAE010~012 8 H 16 10/A @20 124K
KECC BIAU—k 025~@30 14¥A 040 168(F @50~0060 181X BESE
Right blade straight Blade diameter ©10-012 8 blades ©16 10 blades ©20 12 blades Solid alloy

225-330 14 blades ©40 16 blades @50-260 18 blades

PSS XNE IvIOR
Blade diameter | Blade thickness | Neck diameter| Neck length | Total length |Shank diameter | Number of blades
(@D) (L1) (@d)

X # HE EE:3 BR 2R | IVVIR| A
Blade diameter | Blade thickness | Neck diameter | Neck length | Total length | Shank diameter | Number of blades
(@D) (L1) (d1) (L2) (L) (ad) (N)

16 14
16 16
20 18
20 18

kTR B} 3= & CER R &

Non-ferrous metals Carbon steel Alloys Heat-treated steel
Al.Cu SCM.SKD.SUS304 HPM.NAK
1R T o TR
o &) Bl 3% Y1 E R 2 TR
diameter Cutting speeq ] Cutting SPee‘? Depth of work
(15~35m/min) ) (8~16m/min)
(@D) — N
[E1E 30 xD
Number of rotations Feed Number of rotations Feed Number of rotations Feed Number of rotations Feed
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)

470~1100 30~95 | 380~760 15~55 | 320~630 10~45 | 255~510 520

400~930 30~95 | 320~630 15~565 | 265~530 10~45 | 210~420 5~20 1.2

300~720 40~120 | 240~500 20~70 | 200~400 15~65 | 160~350 8~25 1.6

240~550 40~145 | 190~380 20~80 | 160~310 15~65 | 125~250 10~30 2
190~440 50~170 | 155~300 25~90 | 120~255 20~75 | 100~200 15~35 2.5
115~275 60~200 | 95~190 30~105 | 80~160 25~80 65~125 15~40 4
90~220 65~220 | 75~150 35~120 | 65~125 30~100 | 50~100 20~45 5
80~185 60~220 | 65~130 30~130 | 50~100  30~100 40~85 20~45 6

1 @10~@20F THET1MME FORFRIFEDZ10% FFTTEATEL,
2 @25~@40F CTHE.SmmEI FORMIFEDZE15% NI TTEATEL,

3 050~@60F CHE2MmME FOREIFEDZ20% FFTTHEATEL.

1 For pieces with @10-020 blade thickness of 1mm and below, reduce the feed by 10%.
2 For pieces with @25-@40 blade thickness of 1.5mm and below, reduce the feed by 15%.
3 For pieces with @50-@60 blade thickness of 2mm and below, reduce the feed by 20%.

BN+ HE+HE (H:KECC-50-1.2)

571001 0)[Xo il aTelVATOXTo1 (g naTole [ aIU gl oI TANYIaITWeI{e [IeTals Ml Model + blade diameter + blade thickness (ex. KECC-50-1.2)

CEN BT DEIEECA B
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5 4 nE ] AR BI 1 &
H] B %od%? Shape of blade Number of blades Material
A n ~ A ry N BIERILIO
2 2 4 (5EmA30° FENEGRIL25) 2t A mVAV]V AE 07 8
CCCH . . : . :
Right blade right contortion 30 2 blades Cobalt high-speed steel

(apex angle 30° is right blade right contortion 25°)

| 5iEAGREHN04YL TES L VTV
| RELESREQME RS PEID . ZENH T
| Bt EHi&VHHEPEMEORL VI TICEHZHREE! . .

| IRk ERIERIL30 (kisAa30° 3EIERIL25Y) e f
| BE28A | #E:2NIVN\L R | FEi304.080D29 1T K

| Our range has 4 types of apex angles: &N T L

| Consistently high degree of precision in positioning and chamfering, can be used for die-stamping!
| Due to the good feeding, you can even operate on difficult curved surfaces and slopes.

| Shape of blade: Right blade right contortion 30° (apex angle 30° is right blade right contortion 25°)
| Number of blades: 2 | Cobalt High-speed steel | 2 types of blade diameter: @4 and @8

@ ‘

5% Uit A

Apex angle
(8)

ﬂ
od

DR

(@d)

15
60° 60° 11
90° 45° 11 3 8 2
120° | 30° 11
30° 75° 25
60° 60° = 100 12 2
90° 45° 19
120° | 30° 19

A\ 30°60°(F V5 —UVIMIHHREE Ao
A\ At 30° and 60° centering is not possible.

MEJHEISHESER Cutting conditions reference table

TR % 5 8l =k EER=R
Non-ferrous metals Carbon steel Alloys Heat-treated steel
3 &(@D) Al.Cu FC.FCD.S50C SCM.SKD.SUS304 HPM.NAK
g (@) o) Bl 5% /= o) Bl 5% /= 1) Bl 5% 1 o) Bl 3%
Blade Cutting speed Cutting speed Cutting speed Cutting speed
diameter (15~25m/min) (12~16m/min) (10~14m/min) (8~12m/min)
AP [EIE e XD [O#5%% XD (E1:re3 ED [CIEREL
Number of rotations Feed Number of rotations Feed Number of rotations ~ Feed Number of rotations Feed
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
4-30 1100~2000 20~40 950~1250 15~25 800~1150 15~25 600~1000 10~20
4-60 1100~2000 50~85 950~1250 40~50 800~1150 30~45 600~1000 25~40

4-90 1100~2000 60~100 950~1250  50~65 800~1150  40~60 600~1000  30~60
4-120 1100~2000 75~125 950~1250  60~80 800~1150  50~70 600~1000  40~60

8-30 590~1000 15~25 470~650 10~15 400~560 10~15 300~480 5~10
8-60 590~1000  30~60 470~650 256~35 400~560  20~30 300~480 15~25
8-90 590~1000  40~65 470~650 30~45 400~560  25~40 300~480 20~35
8-120 590~1000  45~90 470~650 45~65 400~560  35~55 300~480 30~45

1 ARIFHLETHERETHD. V- DFEE PRI, BEDEIC LD TRELES L,
2 HEERESENOERDIF EXDEZEE CSEATEL,
3 EEUNEUDE S UIHREZEELTLIEE L,

1 The figures in this table are intended as a rough guide. Adjust the level of chamfering according to the rigidity and solidity of the material.
2 Reduce the level of feeding when chamfering a curved or sloping surface etc.
3 If you feel vibrations, reduce the cutting speed.

CIENBDEIEE AL BI+IE+5CinA (51:CCCH-8-60)

Example of how to enter model number when ordering. Model + blade diameter + apex angle (ex. CCCH-8-60)

17 MIYAKAWA INDUSTRY CO.,LTD. CUTTING TOOL 18




BEmEI=—J—7F—RAhvE8—

Solid Double-ended Mini Corner R Cutter

" Rob

A RZIR

Shape of blade

Number of blades

Material

BHIZXNL—b

Right blade straight

2 A
2 blades

BT

Superfine particle

Carbide Two Rulers Mini Corner R Cutter

| IMEREEDINITHHRET

| BEE20— 3 —{ERLR DT HIEFH!!

| FINT/ELD1RETOKIN TESEDEREFHRULET .
| BRAIFRMICEDREGZRI!

| ARARBAZARL—b | FE:2485

| Can be used for mini R chamfering work.
| Double-ended 2 corner use makes it economical!

| No prep work needed, just ready to go! Guaranteed to reduce your working time.

| Long lifespan, thanks to the superfine particle material.
| Shape of blade: Right blade straight | Number of blades: 2

o

19 MIYAKAWA INDUSTRY CO.,LTD.

®D2

R~ &

R dimension

(D)

0.5 0.9 10 2.2 4
1 1.43 10 3.7 60
1.5 1.92 10 5.2 6
2 1.9 10 6.2 8
2.5 2.89 15 8.2
2.87 15 9.2 70 10
3.84 18 12.2 80 14
3.81 18 14.2 90 16

Small diameter | Below neck

IO
Large diameter | Total length |Shank diameter
(@d)

WHIZRAESER Cutting conditions reference table

R A

R dimension
(R)
(&3
Large diameter
(@D2)
IR
Small diameter
(@D1)
PIOR
Shank diameter

(@d)

nE

Tolerance

IEHRER R 5% =k
Non-ferrous metals Carbon steel Alloys
Al.Cu FC.FCD.S50C SCM.SKD.SUS304
RIN& B HI E = B HI E = $1 Hl &E & $1 HI &E
R dimension Cutting speed Cutting speed Cutting speed Cutting speed
(®)) (15~36m/min) (12~24m/min) (10~18m/min) (8~16m/min)
[E1E 3 [EIE 2 [E1E 3 [C]%5%8
Number of rotations Feed Number of rotations Feed Number of rotations Feed Number of rotations Feed
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
0.5 1770~3860 30~140 | 1400~2800 20~-80 1180~2000 20~70 940~1800 10~40
1 1290~2800 25~120 1000~2200 20~60 860~1600 15~60 680~1400 10~30
15 1290~2800 25~120 1000~2200 20~60 860~1600 15~60 688~1400 10~30
P 830~2000 25~100 670~1400 15~60 600~1000 10~50 440~900 5~25
25 830~2000 20~100 670~1400 15~60 600~1000 10~50 440~900 525
3 620~1450 20~100 500~1000 10~50 450~800 10~50 330~700 5~20
4 430~1000 20~100 350~650 10~50 350~600 10~40 230~500 5~20
5 360~950 20~100 300~500 10~50 250~600 10~40 200~400 5~20

1 AREHLETHERETHD. T—I DEE Pl BRDRICK> THREELEEL),

2 HE-EREFENOHEED(F. XD EBZEBCTERLIEEL.

3 EEUNEUDISEF UEIEREZEEL TLIEEL

1 The figures in this table are intended as a rough guide. Adjust the level of chamfering according to the rigidity and solidity of the material.

2 Reduce the level of feeding when chamfering a curved or sloping surface etc.
3 If you feel vibrations, reduce the cutting speed.

CEN BT DEIEECA B

BIX+RE(HI:MRCT-3)

Model + R dimension (ex. MRCT-3)

Example of how to enter model number when ordering.

CUTTING TOOL 20



— — - — — e - S ————— >~ — -; — -
" — | —
NARSEL FHM77E ————— —e— = ——
— e —— SEIH LA XA =
zl\u— I~~/¥/7_ .n= | — . — — _— H! ‘:. ‘-. o N \‘--lrr:ru‘
Milling cutter bore for u - . - Countersink with dril
hexagonal hole bolt Strai with plate screws
Counterbore Wlth Stralght Sha Screw Countersink With Drill
B X IRR : CTE AR ST # B
Model Shape of blade Number of blades Material Model Shape of blade Number of blades Material
Right blade right contortion 12° Straight shank 4 blades High-speed steel Right blade right contortion 25° (D1) Straight shank 2 blades High-speed steel

| RENRKRIVNDEEZEHD DD EITUHY 5T —
| ARREIERIL12" | AH4AEA | HEIN\(RX | BESIVFYT

| Counterbore cutter for sinking the head of a hexagonal hole bolt.
| Shape of blade: Right blade right contortion 12°
| Number of blades: 4 | Material: High-speed steel | Range of all kinds

od

®D2

FUOTE| ERAE | £ (=3 & &k | IvVoR
Nominal | Diameter of guide i i Shank diameter
dimension | (@D1) (L) (@d)
3.2 3 5.9 7 37
4.2 4 7.4 10 44 6
5.2 5 8.9 13 51
6.2 6 10.4 15 58 8
8.2 8 13.4 16 67 10
10.3 10 16.8 16 74
12.4 12 18.8 20 83 12
14.4 14 24 20 90
16.5 16 26 22 100
18.5 18 28 24 104 16
21 21 30 26 109

BUJEIZESER Cutting conditions reference table
R K 3R i axif

Non-ferrous metals Carbon steel Alloys

Al.Cu FC.FCD.S50C SCM.SKD.SUS304

O~ $ HI & = 8 HI & B Y HI & =
Nominal Cutting speed Cutting speed Cutting speed

nE

Tolerance

IEES
Diameter of guide
(@D1)

dimension (12~20m/min) (7~10m/min) (6~9m/min)

[EIE e ED [=TE e ED [EIE e

=
Number of rotations Feed Number of rotations Feed Number of rotations Feed Blade diameter

(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (@D2)
3 755~1080 60~170 | 540~860  25~90 | 430~650  15~50 e
4 600~860 50~140 | 430~690  25~75 | 345~515  15~40 shank diameter [ )
5 500~715  45~125 | 360~570  20~65 | 285~430  10~35 (@d)
6 430~615 40~110 | 305~490  20~60 | 245~365  10~35
8 330~475  30~95 | 240~380  15~50 190~285  10~230
10 265~380  30~85 190~305  15~45 150~230  10~25
12 235~340  30~80 170~270  10~40 135~200  10~25
14 185~265  25~70 135~210  10~35 105~160  10~20
16 170~245  25~70 120~195  10~35 100~150  10~20
18 160~230  20~65 115~180  10~35 90~135  10~20
20 150~210  20~65 1056~170  10~35 85~125 5~15

X +HFUE (FI:BSFH-18)

Model + nominal dimension (ex. BSFH-18)

CANROREBTL AL

Example of how to enter model number when ordering.

21 MIYAKAWA INDUSTRY CO.,LTD.

| R"&IFERDTUN T Z RIS IVNR S DiEsHITHIT!!
| IRKEAERIL 25° | AE2A | #HEI\(X

| Combine your work with drilling and boring! Can be used for sinking plate screw holes!
| Shape of blade: Right blade right contortion 25°
| Number of blades: 2 | Material: High-speed steel

== _.
_—\

®oD2

FU~E| RULER | RUILR

/N
Nominal |Drill diameter| Drill length |Blade diameter | Blade length | Total length | Shank diameter Téﬁerﬁce
dimension | (@D1) (L1) (L)
M3 !‘U)l/{::
M4
M5
M6 Blade diameter
e (@D2)
DA
MEJEISFRHESER Cutting conditions reference table Shank diameter

(@d)

TR B 3% i CEE R & &

Non-ferrous metals Carbon steel Alloys Heat-treated steel
Al.Cu FC.FCD.S50C SCM.SKD.SUS304 HPM.NAK
FFOHE Y1 HI & = Y1 HI & = B0 HIE = B HI & =
Nominal Cutting speed Cutting speed Cutting speed Cutting speed
dimension (12~20m/min) (7~10m/min) (6~9m/min) (8~12m/min)
[EIE e XD [E1E 731 XD [ClE5%8 XD [E1E 3
Number of rotations Feed Number of rotations Feed Number of rotations Feed Number of rotations Feed
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
M3 680~1060 65~200 510~765 30~95 425~595 20~55 340~510 10~30
M4 535~840 60~180 400~600 30~90 335~470 20~50 270~400 10~30
M5 425~665 55~170 320~480 25~80 265~370 20~50 210~320 10~30
M6 365~570 50~160 275~410 25~80 230~320 15~45 180~275 10~25
M8 275~430 50~150 205~310 25~75 170~240 15~40 140~205 10~25

CENEFDEIBEC AL BXHFOE (B:NDFH-M4)

Model + nominal dimension (ex. NDFH-M4)

Example of how to enter model number when ordering.

CUTTING TOOL 22
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AR V)

Chamfering machines

= — * Smooth R Chamfering Machin:

BR- BB EMFE DR DImEFRKICRERODIN L ZHIEVNET &
FERDI—ICHE BRI Sy I DFREZEINZ  BNIBABENRZESNE T,
In making bridges, steel framework, shipbuilding and so on with steel bars,

R chamfering work can even out paintwork or help prevent cracks forming in paintwork,
giving excellent protection against corrosion.

N\U5c547 | Handytype Curved surface N\ 547 | Handytype Curved surface

wEE  OQP TH rirr Cral ok s 135 ot morking o) wEs | MEMIO

N IND—TRENMLT

Stable high power work

& &

Ty —-0—->—0[IH4H

BODSEEEAN!! FyIUEUI.

From slipping to rotating! ;;Lf;‘;?i)s@éi The center roller's rigidity
HTIRDEER T DT EICKD. (3 dimensional diagram) has been increased.
tﬂﬁU'T&*ﬁED“I’ﬁ]J:bibfco International patent

no. 1762189
Cutting is improved by
the rotation of the backing plate.

TIVFHYH— Multi-cutter

1EBEDOHYY—T. 4EHEDOEID
(R3.R2.C2. CHMIICHITTERT
(R2.C2.C1gATaz/siiy) ¢z

F v TAAREFE DE M
Shortening

when replacing the chip
Fv TN AL—XIC
EOFRUI

One kind of cutter suitable for four kinds
of work (R3, R2, C2, C1)(R2, C2, C1 are
optional)(see note 1)

1iEEDHYY—T AEED
HENTICHRTEXRT .

One kind of cutter suitable
for four kinds of work.

ON\AND—E—F—FRAICKD YJHIEICEN. KORAL—XFHEHEIIHNTEXT,

Chip replacement is smoother.

HEDE Chamfering weight
B/\INTARE Board thickness of small work

R3(R2,C2,C1iNLalgE) £

R3 (R2, C2, C1 can be worked) (see note 1)

6.0mm (7> whINIE9.0mm) 2

6.0mm (for flat work 9mm) (see note 2)

@NyF—(FyITRILY —) DERDEEICIED I Ufco @FH THIRZR L. B’ (U DM ISEE ZLIFE U,

1.Thanks to its high power motor, cutting is excellent and a smooth curved surface can be achieved.

2.The cutter's (chip holder's) quick-release has become easier to use.
3.The backing plate has been improved with a wider meltdown range.

RV

ERAYS—

ERFYT
Ere s
LEEER
HEED
58

Small work radius =Ry IR0} r=l:%)

R13.5L1E (JNER@27) i For R3 work (standard) | R13.5 and over (hole diameter @27)

R2,C2,C1IITIDHE

R15BIE(NEZ@30) | For R2, C2, C1 work R15 and over (hole diameter @30)

Cutter use 2@ SICEIER)

2 blades (right rotation)

Chip use FZEISE WAL ')

Solid R chip (2)

Number of rotations [le1elo[0]aslg R

9000min™'

Full-load current [wa¥i¥:\

7.4A

NSV BEEZSR 50/60HZEA  EE100V

Single-phase AC 50/60 Hz shared Voltage 100V

Wattage g0}

720W

WEklnd 2 6kg(O—RERL)

2.6kg (without cord)

E1)C2. C1EmD(F. CAREYY—O0—5—BLUCHFYIDNETT , R2EDIFEAS A F—ER2AEYY—O0—>—ER2AFVIDNUETT .
A2) 75y NI EFERF DI TED MDA S NIARRED, B ZERICIRETOIN T ZRKRLE T .

Note 1) C2 and C1 chamfering require a C center roller and C chip. R2 chamfering requires a special liner, R2 center roller and R2 chip.
Note 2) With flat work the lower part of the work surface should be kept closed and the element weighted.
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HEDE
R/AVINTIRE
RAVINITHEE
fEREAYSY—
EREFYT

[O]EREL
EBEER
HEEN
Ei

Small work board thickness

[QQENERNCAE M RE---R2,R3 CH:--C2,C3 ¢

R surface: R2, R3 Csurface: C2, C3 (seenote 1)

6.0mm (7> vhiNTE9.0mm) (F2)

6.0mm (for flat work 9.0mm) (See note 2)

Small work radius  JRP4S)

R25

Cutter use Y ES[€=FIER)

3 blades (right rotation)

Chip use IR RYPACYY)

Solid R type (3)

(e dedeeiends 1200min-1~4000min-T (6EZpL) ¢£3)

1200min'~4000min'(6 levels) (see note 3)

Full-load current EREONY:\

10.6A

FOVERVEOAN BiiE3S 50/60HzEAH  EBE100V

Single-phase AC 50/60 Hz shared Voltage 100V

WZLell 1010W

1010W

AR 4. 4kg(O—RERL)

4.4kg (without cord)

ADNZNZENSFHOFYI BV —0—5— 514 F—HWUETT,
A2) 75 YNNI E(FERF DI TED MDA ENIARED, B ZERICIRE COIN T ZRRLE T .

¥3)EEREE1200~4000min- ' D6ERRESBDFE I H . FBS [513700min " COTHEREHELE T,
Note 1) Various speciality chips, central rollers and liners will be required.

Note 2) With flat work the lower part of the work surface should be kept closed and the element weighted.
Note 3) There are 6 levels of rotation from 1200 ~ 4000min~', however we recommend using level 5 3700min™".
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BRI E - EfnlF EDHIR DimiR CREED M I ZEHEVE T E
FERHII—(CRHE BRI SO DFREZINZ  BNIBABEWNRZESNE T,
In making bridges, steel framework, shipbuilding and so on with steel bars,

R chamfering work can even out paintwork or help prevent cracks forming in paintwork,
giving excellent protection against corrosion.

Portable Beveller . Iﬁ—_t
MArX-Lite =73

se=p/\ 37
&fin. 1B
Great works for

chamfering steel-plates for
bridges and shipbuilding

B4EE(EHR Main Specifications

ENDIESE GQENNEEVETERE R ---R3 (4 3/3>/C1,C2) R3 (Options:C1,C2)
BRINITH/IMRE  Min.chamfering thickness [eKolaglas} 9Imm

BRAVIDTHEE Min.chamfered radius =54 R17

ERAYY— Cutter to be used JR¥'& ] 3-blade cutter

ERFvT Tips to be used W53V Cemented Carbide tips (3 pieces)
3= Pl G 11,000min- 1482 1 11,000min" (see note 1

fERES SRR IEE e 0.49~0.68Mp a 0.49~0.68Mp a

EUHESE IR 0.53m3/min 0.53m3min

58 Uk #93.1kg 3.1kg

A EARMGICKDEEHITEDDET

H)CDHYOJICEEERE. REARDE. THRD 1 BEFERLEEITIENEDTITD TS TE TS,
Note 1) With working condition, rom changes.

Note) The contents of this catalog are subject to change without notice.
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Portable Beveller I?—‘t
MArx-m Z7:2

se=r/\ 37
Eftn. B2 H
Great works for

chamfering steel-plates for
bridges and shipbuilding

B 4EEEEAR Main Specifications
HEDERE GEMEMPEVEIELE RiE---R3(74+723>C1,C2) R3 (Options:C1,C2)
BRINITH/IMRE  Min.chamfering thickness [E¢Kolaglat} 9mm

UL eSS Min.chamfered radius =34 R17

fERAYS— Cutter to be used JRVS) 3-blade cutter

ERFvT Tips to be used W #EEaNw) Cemented Carbide tips (3 pieces)
e EEnA GEREEEL 10,000min-148y 1 10,000min" (see note 1

ERES USRIV E Y 0.49~0.68Mp a 0.49~0.68Mp a

EHES LAGLEVTERY  0.45m3/min 0.45m3min

58 LEeld £93.3kg 3.3kg

A1 EARGIC KD EEHIEEDDET,

) ZOHYOJCEEERE. RENRDA. D | BEFERLEEITIENEDFID TS TE TS,
Note 1) With working condition, rom changes.

Note) The contents of this catalog are subject to change without notice.
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WEURUVF v T—EF Handling Chips: reference table

~ Handling Chips: reference table -

FyvIH B OE # & FEHI—F—%
Chip diagram Model number Material Number of corners
EEME A=l
NMF-2R-SMTO Solid M type 4 corners
Tind—h~+BIEMiE 41— —
NMF-2R-SMTG Tin coat + solid M type 4 corners
=Xl 41—F—
NMF-2R-SGSO Cerias A¥eorners
iBEME 41—F—
NMF-3R-SMTO Solid M type 4 corners
Tind—h~+iBEMiE 43— —
NMF-3R-SMTG Tin coat + Solid M type 4 corners
PY—Xwh =] ==
NMF-3R-SGSO —— A oI eTs
iBiEME 41—F—
NMF-4R-SGTO solid M type 4 corners
=239 L —a—
NMF-4R-SGSO e ) TS
iBiEME Eal—zi=
NMV-2R-SMTO Solid M type 8 corners
HEiEME Co—r—
NMV-3R-SMTO-H Solid M type 8 corners
NMF-3R-KGSO
. P—xwh 43—F—
Cermet 4 corners
NMF-4R-KGSO
NMT-3R-KGSO
. Y—Xwh 41— —
Cermet 4 corners
NMT-3.5R-KGSO
P—Xwh ==
° NMF-C-SGSO Cermet 8 corners
EEME =
’ NMV-C-SMTO-H Solid M type 8 corners
=X EE—sR—
. NMF-C-KGSO Germiet 8 corners
P—Xwh 85—
' NMT-C-KGSO (s 8 corners
Tind—h+BEMIE Ai—3i=
TMF-C-SGTG-H Tin coat + solid M type 2 corners
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HRBEEFDCREICHBRALT

Newly available to meet
your requirements!

1 MIYAKAWA INDUSTRY CO.,LTD.

/ \g; /BDFH

Rokkaku-chin

BDFH

oRUILRRAIFMIETIUNIL—IIETRT

Hole drilling and counterboring are completed in one process step.

o;KIL MERINAIIN IRV M EREBD
YOUNIbh—IfETRT
Bolt part clearance hole processing and bolt head
counterboring are completed in one process step.

B X PSR 2K A
Model BDFH Number of blades 2 blades
T RZAK aBAERILV B N R
Shape of blade Right blade right contortion Material high-speed steel
U & RUILER FUILER PSKES A& 2R IvIDR
Nominal Drill diameter | Drill length | Blade diameter | Blade length | Total length | Shank diameter © 7_0
dmenson | (@D1) | (L1) | (@D2) | (L2) (L | (8d) 5 I;NN|_7S[
M3 3.4 13 6.5 25 65
M4 45 B 8 35 75 g . 2 :
M5 5.5 22 9.5 40 85 8 t ‘
M6 6.6 25 11 45 90
M8 9 28 14 55 100 Ae
M10 11 30 17.5 60 110 TolEen
M12 14 32 20 65 115 T
M14 16 35 23 75 125 2 ol diamier (2D1) hg
M16 18 40 26 85 135 P
M18 20 45 29 95 145 Blde dameter (D2 1

CUTTING TOOL 2



AERICHRTFBHZH T

HTEZZ2[CBEVIEKRBDER!

A\BDORWV EDER

OUINNZEERF CHNLEVLIICERELTTEL. @ —ADSIRERDERICE INADFRFICEEMNVEVLIISERLTTEL.

ABDRII EDER

OO FFICIFUH T TEDF X, EINEDHBE DI ZTOT T,

OfIEDHDBFINILY —ZFERAL. LoD D EERICTF vyFIUTTELV. @TEDEEHARPISEDAFFIICHTHELTHNT TS,
A\ ERLDEFE

@115 00 DUJHIRHEAERDFRMAIMERERFZZRUC. —DDERELTCEHLTHDET,

SKURBEOMIU CORARIET DT EDGOR I D TEARICIFNTREN/N—REANR-REHZEALTTEL,

OUIEHRELID  BENEETTHETDIENBOEIDTERLC TSV, @VIBIFRF CHSHENTTEL,
OEAFRDITEZENCHSHENTTEL. OFARICERE. BRRINFELELCSESICIERZRIELT. ZORRZMORNTTEL,
@ T EDINENELIE oI SERZERIELTTRE L,

OLIEIHEFARICHU CREFDDZECER T TV AXEMEIEIHEZ CEA DS IFFHMIC I DFIE, SINFICTRDERLTTEL,
OUIEISAFIF MBI WEIM I TAZEE. VIRNH. thiABEF(CINUTCELEISHREUTTREL,
ONILICKBDTREDREZR R LTEDOWNEFTEAFCHTHEELTTEL, @LEZARROBENLSHIERAUD. BHELIEOUENT FEL,

A\ The following must be read before use.

Guide for safe use before using Miyakawa cutting tools.

A\ Cautions when handling the tool

@Do not touch the cutting blade directly with your bare hands. @When removing from the case, ensure you do not touch the cutting blade with your bare hands.

A\ Cautions when setting up the tool
@Before setting up the tool, inspect it for any visual signs of damage or cracks.
@Use an appropriate solid holder and chuck it firmly and steadily. @Always check the rotation direction of the tool before setting up.

A\ Caution when using the tool

Even when working in accordance with the conditions table breakages may suddenly occur, so when in use,
a safety cover, safety goggles and safety shoes should always be used.

@Be careful to avoid injuries caused by flying chips and by getting caught in the machinery. @Don't touch chips with your bare hands.
@®Never touch the tools when they are in use.

@If you hear an unusual sound or feel unusual shaking during use, stop the machine immediately and remove the cause.

@If the cutting function of the tool deteriorates, stop using it.

@A suitable amount of cutting oil may be used for its intended purpose.
When using insoluble cutting oil, take sufficient care to avoid sources of heat, smoke and ignition.

@Adjust the cutting conditions according to the rigidity of the machine, the work material, the work configuration, the cutting oil, the quantity of cutting and so on.
@In order to avoid producing defective pieces when working, check the tool's dimensions before use.
@®Do not alter this tool or use it for anything other than its primary purpose.

@In the catalogue's table of basic cutting conditions, the conditions have been compiled as a guide for the careful consideration of the efficiency etc. of the operation.

° FAETURIVNERU USRS TS5 A R NEFY BDEH = ceeeeeevenneees P1
New product: Countersink with drillfor use with hexagonal hole bolt  Rokkaku-chin

OHSSANL—h v FrvFIdU—v Sh Reamer SRMH  cereeerrennenns P5
HSS Straight Shank Chucking Reamer

OHSS/\ 1 ~\UAILU-~T Exy Reamer HRMH  -eceeeeeeneees P7
HSS High Helical Reamer

OBIE/ \ A \UAILU-T Exy Reamer HRMC  -eeeereeeenens P11
Solid High Helical Reamer

@3N EIRD 15— AUUH—3  CSTH  weeveemeeeens P14
Three Blade Chamfering Cutter Counter 3

@iEEF——R vy — Key cut KECC ~ weeeevreencenns P15
Solid Key Seat Cutter

o/ \EEH—ERDAY S — w5 —4 CCCH  wreveemeeneens P17
Mini Center Chamfering Cutter Center 4

OBFME=—_1—F—RHvy— Rob MRET= * =l itiees ok P19
Carbide Double-ended Mini Corner R Cutter

O ATIRILNEILD TS5 A ZRAR —b v T VAV=: e BSFH  -eceeecessennne P21
Milling cutter bore for use with hexagonal hole bolt Straight shank  Rokkaku-chin

OM/NRIARVILERD TS AR faUER NDERS & s aiariies P22
Countersink with drill for use with plate screws Nejiro

OEHY D ngD\REWDﬁE ............... P23
Chamfering machines Smooth R Chamfering Machine
HBNF /=525 @ ¢ ¢ a6 a8l @ & s.6ia 866 & 006 a8 0o e ees e s ele S icioton: P29
Handling Chips: reference table

® © © © © © © 0 0 06 06 0 0 0 0 o e o o

® ® 0 06 0 06 0 0 0 0 ¢

o=l

Multi-axis Miyakawa

since 1963

ST T VF AN

Multi-axis attachment Mini Axis Gap 8mm

4SJ96C-6 B\RIBMM 0 a4 IBEERIN S S

Process in-die tapping

AR &\

s , P 1, " "
g R =
= - . == “E -
s ‘5 g ;_// —— / W
3 :: :__// ‘.»"; &

finZEtER FR7BAEE

Drilling machine for aircraft parts

InDie360

—

2%48  Panoramic view of the company.

3 MIYAKAWA INDUSTRY CO.,LTD.

N

S [giag d N
EHSOREROE ooy IRERERE ns e DHT I —INEIERIE BRSBTS~
Smooth R chamfering machine trimming machine Roll splitter Auto-loading chamfering machine Process line for bridge parts

e

CUTTING TOOL
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B AR A E PSSt % B Yy —mIR
Model Shape of blade Angle Number of blades Material Shape of center
Ly - 01.5~02.6% T4 T 21.5~010.1F T
- p » BAZANL—F 02.7~012.6E T T JNILRINL R 01.5~02.9%F T60°
= = ANU—=bov2 o > () 012.7~014F T8 A 010.2~014FXT/\1 X 03~0143FT60° [
- - SRMH 45° 00
0 = Right blade straight 01,5-02.6 4 blades 21.5-010.1 21.5-02.9 60° convex
Straight shank 02.7-012.6 6 blades Cobalt High-speed steel @3-014 60° concave
XTe R a s - ©12.7-014 8 blades 210.2-014 High-speed steel
PIRES B R A R E$=3 DAL X # PIRES Bff R A& E$ =3 IPIOR X
Blade diameter| Feed length | Blade length | Total length | Shank diameter [Number of blades Blade diameter| Feed length | Blade length | Total length | Shank diameter |Number of blades
s . ° (@D) (T) (L1) (L) (@d) (N) (@D) (T) (L1) (L (@d) (N)
| AR BIAZAU—b RITA45 15 [P " " o 78 1 0 oo ; -
| IH:01.5~02.6F THIF . 02.7~012.6FTEHH., 012.7~014F TSHT L — 9
. - : 6
. - \ = EEYEE
| #88:01.5~010.1FTI/NIWF\C R ©010.2~014F T\ | BiBEREA re I L I 51 N I .
I Shape of blade: Right blade straight, feed angle 45° 21 20 80 18 2‘2 !
| Number of blades: ©1.5-32.6 4 blades, ©2.7-012.6 6 blades, @12.7-314 8 blades 2.2 03 ) 4 8.5
= - . 150
| Material: @1.5-@10.1 Cobalt High-speed steel, @10.2-@14 High speed steel 2.3 25 90 8.6
— 24 2.2 8.7 1 40 7 6
| Specialized for plated through holes.
25 25 90 2.2 4 &9 160
2.6 ’ 8.9
2.7 0.3 9
2.8 30 110 2.5 6 9.1
2.9 9.2 1 40 160 7 6
3 9.3
3.1 25 9.4
3.2 0.3 30 110 6 9.5 7
3.3 2.8 9.6
3.4 9.7 1 40 160 6
3.5 9.8 8
3.6 i 9.9
3.7 0.4 30 110 6 10
3.8 3.5 10.1
3.9 10.2 1 40 160 8 6
4 10.3
4.1 110 10.4
4.2 0.4 30 3.5 6 10.5
4.3 120 10.6 40 160
4.4 10.7 1 8 6
4.5 0.4 35 10.8 45 170
4.6 ) 10.9
4.7 30 120 6 11
4.8 Le 4 11.1 ¢
4.9 11.2 1 45 170 6
5 4 11.3 9
5.1 11.4
5.2 0.5 30 120 6 11.5
5.3 4.5 11.6
5.4 11.7 1 45 170 9 6
gz 120 4.5 ::g
WJHIRHESER Cutting conditions reference table . d
ke R b 5% 6 A HEH X & — 0 % ° — 170
Nonferrous metals Ca}r\bén\ steel I:]Alloys Heat-treated steel Blade dia:meter = 5.8 130 5 12.1
AL.Cu FC.FCD.S50C SCM.SKD.SUS304 HPM.NAK U—<ER (@D) Tolerance 5.9 12.2 1 45 9 6
X & ) Ml 338 1) 4l 338 B2 1) 4l 338 R ) Ml 3 B Reamer 6 12.3 180
dizlrfgie . Cutting?)ezi Cutting);)eegd Cuttingjg)eii Cutting?)ezi substitution 6.1 30 12.4
(oD) (12~20m/min) (7~10m/min) (6~9m/min) (4~6m/min) (mm/AR) 6.2 130 12'5
B %0 BN D EEM D B o : 07 ° 6 :
Number of\rmations Il;ed Number ofrotations ::Zed Number ofrmat\'ons Il;ed Number ofrmations Feed blade diameter) 6.3 35 12.6 9 6
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) 6.4 12.7 1 45 180
P 1910~3180 100~285 |1110~1590 60~140 | 955~1430 50~130 | 635~955 35~85 0.08 6.5 12.8 10 8
A 1270~2120 115~320 | 740~1060 65~160 | 635~955 60~145 | 425~635 40~95 0.1 6.6 130 5 12.9
4 950~1590 90~255 | 560~800 50~130 | 475~715 45~115 | 320~480 30~75 0.1 6.7 0.7 35 6 13
5 760~1270 75~215 | 445~635 45~105 | 380~570 40~100 | 255~380 25~65 0.1 6.8 140 6 13.1
6 630~1060 65~190 | 370~530 40~95 | 320~480 35~85 | 210~320 20~55 0.1 6.9 13.2 1 45 180 10 8
7 540~910 60~170 | 320~455 35~85 | 270~410 30~75 | 180~275 20~50 0.1 approx. 0.01 7 13.3
8 470~770 55~155 | 280~400 30~80 | 240~360 30~70 | 160~240 15~45 0.1 Yy 7.4 13.4
PAPLZAES : z
9 425~710 50~145 | 250~355 30~70 | 210~320 25~65 | 140~210 15~40 0.15 approx. 0.01 7.2 0.7 35 140 6 6 13.5
10 380~630 45~135 | 220~320 30~65 | 190~285 25~60 | 130~190 15~40 0.15 (@d) 7.3 13.6 45 180
12 310~530 40~120 | 190~265 25~60 | 160~240 20~55 | 105~160 15~35 0.15 7.4 13.7 9 10 8
14 250~425 35~100 | 150~210 20~50 | 125~190 20~50 85~125 10~30 0.15 7.5 13.8
0.7 35 140 50 190
1 YIHPBDEHIRIFFTRCITOT RS, 2 FryI(FEEDOEVEDZETHEATEV. 3 T PEBOBILEIC IO TIFREZZEZDNENDDET 7.6 ) 6 6 13.9
1 Use a sufficient amount of cutting oil. 2 Use a high precision chuck. 7.7 1 40 150 14 1 50 190 10 8

3 The conditions need to be changed according to the rigidity of the material being worked and the machine. %0.01E00 1 AIBEA R DTS .

CHENBFDOBRIESC AL B +HR (FI:SRMH-12) %+0.01 size is a specialist product.

5 MIYAKAWA INDUSTRY CO.,LTD. Example of how to enter model number when ordering. Model + blade diameter (ex. SRMH-12) CUTTING TOOL 6




HSSNIAYBNY)—7
HSS High Helical Reamer

Exy Rea

| EE—
| ESS—
e e
— IR e
-

High Helical Reamer

| BHEXRIL60 BRiTARE 02~03.9F T2 93.91~020.05FT1° 30’
| 92~05.9F T2 H ., 85.91~017.5F T3IWH. 817.6~020.05F T4HH

| 60°DERILVAICED . IHIERZERLEEVEBL. N\=vY Y IRIF!

| BiENEH

| Right blade, left contortion 60° Feed angle ©2-03.9 2°, ©3.91-@20.05 1°30"

| 92-95.9 2 blades, @5.91-@17.5 3 blades, @17.6-020.05 4 blades

| For a 60° extreme contortion angle, it lowers the cutting resistance without causing vibrations,
| Especially for plated through holes

for good burnishing!

WEJHIZRASER Cutting conditions reference table

T

. ——
" . - 2 - ——
E— —_—
L -
-
o
(= % e 3 LS
- ¥

67 02~03.9=2"
®3.91~020.05=1° 30’

T e @
S| |

L1

JEHRER % 3 s Al R BSkES R
Non-ferrous metals Carbon steel Alloys Heat-treated steel Blade diameter RE
e Al.Cu FC.FCD.S50C SCM.SKD.SUS304 HPM.NAK | —<EYt (@D) jloletance
= 5 | 5 il 3 3 Reamer
2% [ opam apzE apzE spzs | L GG
(15~25m/min) (9~13m/min) (8~12m/min) (5~8m/min) (mm/AR)
e = = = X mm/
Numbe@rfﬁmaﬂons Feed Numb% ff:ftlations Feed Numbe@r]fff}aﬁons Feed Numbeﬁrlfff)%ations ijedD blade(diameter) 2~26
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2 2500~4000 130~330 [1400~2100 70~175 |1270~1930 63~160 | 790~1280 40~110 0.08 2.7~5.9
3 1600~2700 150~380 | 950~1400 80~195 | 850~1280 70~180 | 530~850 43~120 0.1
4 1250~2000 120~300 | 700~1050 60~160 | 630~970 55~145 | 400~650 35~95 0.1 6~17.5
5 1000~1600 100~250 | 550~840 50~130 | 510~780 46~120 | 310~520 30~80 0.1
6 850~1350 80~220 | 480~700 45~115 | 420~650 40~110 | 260~430 25~70 0.1 17.6~ 20
7 730~1200 70~200 | 400~600 40~105 | 360~550 37~95 | 225~380 23~65 0.1 SR
8 630~1000 60~180 | 350~520 38~95 | 320~490 34~85 | 200~320 20~60 0.1 [
9 550~900 60~170 | 310~480 35~90 | 280~430 32~80 | 170~290 20~55 0.15
10 500~800 55~160 | 280~420 30~80 | 250~400 30~75 160~260 19~50 0.15
12 430~680 50~140 | 230~350 30~75 | 220~320 27~70 130~220 17~45 0.15
14 370~580 50~130 | 200~300 28~70 180~280 25~65 110~185 15~42 0.15
16 320~500 40~130 | 180~260 26~65 | 160~240 23~60 | 100~160  14~40 0.15
18 290~460 40~120 | 160~230 24~60 140~220 22~55 90~145 14~38 0.15
20 260~400 40~110 | 140~210 23~58 125~200 20~583 80~130 13~35 0.2

1 YHPADEHEEFFERICITOTTIEL, 2 FryvIEBEEDEVEDZSHEATEW. 3 TP PEMORIEICIOTEFEZZEZDUENHDET

1 Use a sufficient amount of cutting oil. 2 Use a high precision chuck.
3 The conditions need to be changed according to the rigidity of the material being worked and the machine.

7  MIYAKAWA INDUSTRY CO.,LTD.

— T . — T
W E—— - W e T T
B FRZAK A E DS % & (DAt VN
Model Shape of blade Angle Number of blades Material Shape of center
TEZIL60° ) 02~ @5.9% T2 N .
fbu—hyv‘/a 02~0@3.9% T2 05.91~017.5% T3H JNVRINA R | 92~02.995FT60° O
HRMH Riaht blad 03.91~0@20.05% 1" 30’ 017.6~@20.05% T48HA ©3~020.05% T60° [
~~ Lot s Blace, o 02-03.9 2° ©2-05.9 2 blades ~ Cobalt 29-52.99 60° convex
Straight shank 23.91-320.05 1°30' 05.91-917.5 3 blades High-Speed Steel | 33.520.05 60° concave
raight shan 217.6-020.05 4 blades

X7
Blade diameter
(@D)

2

2.1
2.2
2.3
2.4

—
—
——
—
~—
—
~—

2.5
2.6
2.7
2.8
2.9

3

3.1
3.2
3.3
3.4

3.5
3.6
3.7
3.8
3.9

4
4.1
4.2
4.3
4.4

4.5
4.6
4.7
4.8
4.9

5

5.1
5.2
5.3
5.4

5.5
5.6
5.7
5.8
5.9

6

6.1
6.2
6.3
6.4

6.5
6.6
6.7
6.8
6.9

7

71
7.2
7.3
7.4

7.5
7.6
7.7
7.8
7.9

8
8.1
8.2

BfftR AR E$3 PAPA4:S X #8 PR ES BftR AR =R DAL X8
Feedlength | Bladelength | Totallength | Shankdiameter | Numberofblades Blade diameter| Feed length | Bladelength | Totallength | Shankdiameter | Numberofblades
(T) (L1) (L) (@d) (N) (@D) ap (L1) (L) (@d) (N)
2 8.3 8.3
21 8.4 9.5 35 125 8.4 3
15 60 2.2 2 8.5 815
2.3 8.6 8.6
2.4 8.7 9.5 35 135 8.7 3
2.8 8.8 8.8
2.6 8.9 8.9
15 60 2.7 2 9 9
2.8 9.1 9.1
2.9 9.2 915 35 135 9.2 3
3 9.3 9.3
3.1 9.4 9.4
22 70 3.2 2 9.5 9.5
3.3 9.6 9.6
3.4 9.7 9.5 40 150 9.7 3
3.5 9.8 9.8
3.6 9.9 9.9
24 80 3.7 2 10 10
3.8 10.1 10.1
3.9 10.2 9.5 40 150 10.2 3
4 10.3 10.3
4.1 104 10.4
24 80 4.2 2 10.5 10.5
4.3 10.6 10.6
4.4 10.7 9.5 40 155 10.7 3
4.5 10.8 10.8
4.6 10.9 10.9
25 90 4.7 2 11 11
4.8 11.1 11.1
4.9 11.2 9.5 40 155 11.2 3
5 11.3 11.3
5.1 114 11.4
25 90 52 2 11.5 11.5
5.3 11.6 11.6
5.4 11.7 9.5 40 160 11.7 3
5.5 11.8 11.8
5.6 11.9 11.9
30 100 5.7 2 12 12
5.8 12.1 12.1
5.9 12.2 9.5 40 160 12.2 3
6 123 12.3
6.1 124 12.4
30 100 6.2 3 12,5 12.5
6.3 12.6 12.6
6.4 12,7 915 45 165 12.7 3
6.5 12.8 12.8
6.6 12,9 12.9
30 110 6.7 3 13 13
6.8 13.1 13.1
6.9 13.2 9.5 45 165 13.2 3
7 13.3 13.3
7.1 13.4 13.4
30 110 7.2 3 13.5 13.5
7.3 13.6 13.6
7.4 13.7 915 45 170 13.7 3
25 13.8 13.8
7.6 13.9 13.9
30 110 7.7 3 14 14
7.8 14.1
7.9 14.2 9.5 45 170 16 3
8 14.3
35 125 8.1 3 14.4
14.5 9.5 45 180 16 3

CEN BT DEIEECA B

Example of how to enter model number when ordering.

BH+H=RE (fl:HRMH-12)
Model + blade diameter (ex. HRMH-12)

CUTTING TOOL

8



| EE—
| ERSm—
—
— | Ere—
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HSS/\T AURIY— —_— - —
HssHli;h:l:lica;'ReamZ- Exy Reamer HRMHI\ = MEMO

-
-
-
e
e

High Helical Reamer

PR B R A& =R IYIOR X W7 Bt R A E 2R SR HE | e - - el S T SR SRR AT R VRS W b e e
Blade Feed Blade Total Shank Number of Blade di = Feed Blade Total Shank diameter Number of
diameter length length length diameter blades Bk GlRTEE length length length blades
(@D) (T) (L1) (L) (0d) (N) (2D) (1) | 1) | (L) (ad) DR S A F L e R e e W S TR TR
14.6 2.01~2.05 57 15 60 2.01~2.05 o
14.7 95 45 180 16 3 2.95~2.99 22 70 2.95~2.99
148 3.01~3.05 5.7 22 70 3.01~3.05 > BY 0 R - - 3 - - - - - - - - TR - - SRR —" - S - — W
14.9 3.95~3.99 6.55 24 80 3.95~3.99
15 4.01~4.05 76 24 80 4.01~4.05 o
15.1 4.95~4.99 . 25 90 Adfe=8L | — [ S Sk e s At aiaiateiaiaiaiet Sl Sainbeiaieiaieiniainiaieieis - | S Y. e B O Laweme 0000
15.2 9.5 45 180 16 3 5.01~5.05 76 25 90 5.01~5.05 2
153 5.95~5.99 ' 30 100 5.95~5.99 Sl o JEECE O B Al . | T . .. YR
154 6.01~6.05 7.6 30 100 6.01~6.05 3
15.5 6.95~6.99 9.5 110 6.95~6.99
15.6 7.01~7.05 95 30 110 7.01~7.05 3 eSSy SRS - k- R - - SR - L - - - -
15.7 11.5 45 180 16 3 7.95~7.99 ’ 85 125 7.95~7.99
15.8 8.01~8.05 125 8.01~8.05
15.9 8.95~8.99 9.5 35 135 8.95~8.99 A R e Y . N L% -GN
16 9.01~9.05 35 9.01~9.05
16.1 9.95~9.99 95 40 150 9.95~9.99 S04 o 1 e 5 ' W
16.2 11.5 45 180 16 8 10.01~10.05 10.01~10.05
16.3 10.95~10.99 95 = 156 10.95~10.99 &
16.4 11.01~11.05 VIS 4 | s aF o &8 o8 4 e @ @ EE . RN LS W e | WS WENNENEEN W
16.5 11.95~11.99 95 40 160 11.95~11.99 3
16.6 12.01~12.05 95 40 165 12.01~12.05 3
16.7 11.5 50 185 16 3 12.95~12.99 ) 45 12851280 7 s s & e B @ B o aeiaiataieieiieinteinieiniainteietin e ntal B Lol 0 wainiaietel -~ Waiaiaial <~ WA
16.8 13.01~13.05 13.01~13.05
. 3
16.9 13.95~13.99 95 = 170 13195=13.99)1 W [Ree Ag BR—ae e BEe Eaaaes T W e
17 16 14.01~14.05 170
171 14.95~14.99 9.5 40 180 L e
17.2 115 50 185 3 15.01~15.05 S T . . O s i SRS | 0 TN D
17.3 20 15.95~15.99 115 = 180 16 3
174 16.01~16.05 45 180
. 16
175 3 16.95~16.99 | IR LS R ——— e - RS - S e ]S LR - -
17.6 17.01~17.05 16 3
1.7 RS 50 185 20 . 17.95~17.90 | I A 20 200 [ A g ES————— s T LR
17.8 18.01~18.05
185
17.9 18.95~18.99 1.5 50 & 4
18 19.01~19.05 50 118 S L e & ____'F eSS T (SRS B W T
18.1 19.95~19.99 e 55 190 20 4
18.2 11.5 50 185 20 4 20.01~20.05 11.5 55 190 20 4
18.3 | I I D I = 00 o g SRR e I ey e ¥ S S Sl — — s el e R e il
184
IR e (S S— O — g o — Rk o e B | P W m e
18.6
18.7 11.5 50 185 20 4
i8¢ | 1 5 I | = g comae e Sl e | B s s s R ;B ——— = SR R S SR <
18.9
19
10.1 | ) I ... o —————————— e .. S I B . e di R G+ S = o -
19.2 11.5 50 185 20 4
LR || [ R — Al —— el e e —) | | g ym e e
19.4
19.5
19.6 | L ] R R (s S e e owec il conm AP SN SPGB o o - Sl SN i S—————— 5
19.7 11.5 659) 190 20 4
19.8
19.9 I D o i o = - 20ttt ittt —olaiaiat. ittt e R e
20 11.5 59) 190 20 4
¥ _FEERSD0.01 V0T A X (SRFEWIRERDE T,
piBihcmdimensionsind:lilsicpsiareiayallableiasis pecialiorde DO Cls m———————————————— S e—  m— — ] ——e s W [ e e W% ——
CAENRFOREFC AL BH+H=R (fl:HRMH-12)
Example of how to enter model number when ordering. Model + blade diameter (ex. HRMH-12)
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| BAERIL60° 02~03.5F T2 H . 03.6~014F T3IHN RITAE2" 30’

| 1513 MEFEEEHEICENCBMAT =iRA!

| ZEMADHSHABME T BLLVEEIMICHE! | S@NER

| Right blade, left contortion 60° @2-03.5 2 blades, @3.6- @14 3 blades Feeding angle 2°30"

| The material is tough and resistant to abrasion, for when you need exceptional superfine particles!

| From carbon steel to heat-treated steel, this is ideal for wide range of work materials!
| Specialized for plated through holes.

e e | IR T b

oD

2°30° j
o
©

WEIHIRESER Cutting conditions reference table
FRER X 3R 5 =&

Non-ferrous metals Carbon steel Alloys
Al.Cu FC.FCD.S50C SCM.SKD.SUS304
2
2 ) Ml £ Ml V) HR =
LBl Cutting speed Cutting speed Cutting speed
(15~40m/min) (12~18m/min) (11~16m/min)

[EIE 2 [E1E 3 [EIE 3 [E1E 3
Number of rotations Feed Number of rotations Feed Number of rotations Feed Number of rotations Feed
(rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)

Heat-treated steel
HPM.NAK
B0 HIE =
Cutting speed

(8~12m/min)

BakES
Blade diameter T /|A =
olerance
U— B (2D)
Reamer
substitution

(mm/X=R)
(mm/
blade diameter)

2~25

diameter

(eD)

2.6~6

6.1~10.5

/2] 2300~6300 130~400 | 1900~2800 80~200 |1750~2520 70~180 [1270~1900 55~120 | 0.08
BN 1600~4200 150~500 | 1250~1900 100~240 |1160~1690 90~210 | 840~1250 65~140 | 0.1
.0 ]1220~3100 120~400 | 950~1450 80~180 | 870~1270 70~170 | 630~950 50~110 | 0.1 =
N 950~2500 100~320 | 750~1100  60~150 | 700~1010  60~140 | 500~760  45~95 | 0.1 “
)| 810~2100 80~250 | 630~950 50~120 | 580~850 50~110 | 420~630 35~70 | 0.1 oot
(AN 700~1800 70~220 | 540~800 40~100 | 500~720 40~100 | 360~550 30~65 | 0.1
1| 620~1600 60~200 | 470~710  40~90 | 430~630 40~90 | 310~470 30~60 | 0.1
N 510~1400 60~190 | 420~630  40~90 | 380~560 35~85 | 280~420 25~55 | 0.15
[} ] 450~1250 55~180 | 380~550 30~80 | 350~500 35~80 | 250~380 25~50 | 0.15
{PIN 400~1000 50~160 | 310~470  30~70 | 290~420 30~70 | 210~320 20~50 | 0.15
(L8| 330~900 50~150 | 270~400 30~70 | 250~360 30~65 | 180~270 20~45 | 0.15

1 UHPRADOEHEEFFERICITOTTIEL, 2 FryvIEEEDEVEDZSHEATEW. 3 TP PEMOEIEICIOTEIFEZEZ DUENHDET

1 Use a sufficient amount of cutting oil. 2 Use a high precision chuck.
3 The conditions need to be changed according to the rigidity of the material being worked and the machine.
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B AR A E DIt Yy —miR
Model Shape of blade Angle Number of blades Material Shape of center
. BT
BRERIL60 02~@3.5% T2 H O5F TY U RH#H 02~02.6%T60° O
HRMC ARU—b2vV o 2° 30’ 03.6~014F T3WAH 05.1h S LT ik 02.7~014F T60° [1]
Right blade left contortion 60° 22-03.5 2 blades Superfine particles 02-02.6 60° convex
Straight shank ©3.6-014 3 blades Up to @5 solid specification 02.7-214 60° concave
From @5.1 saki-muku specification
PIRES BYR A& 2R DvIORE X # PIRES B R A& R IR X
Blade diameter| Feed length | Blade length | Total length | Shank diameter [Number of blades Blade diameter| Feed length | Blade length | Total length | Shank diameter |Number of blades
(@D) (T) (1) (L) (@d) (N) (@D) (T) (L1) (L) (@d) (N)
P 8
2.1 10 55 2 8.1 125 8
2.2 4.6 2 8.2 7 25 3
2.3 12 60 25 8.3 135 10
24 8.4
25 25 8.5
2.6 8.6
2.7 4.6 12 60 2 8.7 7 25 135 10 3
238 < 8.8
29 8.9
3 9
3.1 Uz 3 9.1 25 135
3.2 4.6 60 ) 9.2 7 10 &
3.3 18 3.5 9.3 29 150
3.4 9.4
3.5 315 2 9.5
3.6 9.6
3.7 4.6 18 60 4 3 9.7 7 29 150 10 8
3.8 9.8
3.9 9.9
4 10
41 4.6 18 60 4 10.1 150 10
4.2 3 10.2 7 29 3
4.3 5 22 75 4.5 10.3 155 12
4.4 10.4
4.5 4.5 10.5
4.6 10.6
4.7 5 22 75 3 10.7 7 29 155 12 3
4.8 2 10.8
4.9 10.9
5 1
5.1 22 75 ) 11.1 155
5.2 5 3 11.2 7 29 12 3
5.3 25 100 6 11.3 160
5.4 11.4
5.5 11.5
5.6 11.6
5.7 ) 25 100 6 3 11.7 7 29 160 12 3
5.8 11.8
5.9 11.9
6 12
6.1 5 100 6 12.1 160
6.2 25 3 12,2 7 29 12 3
6.3 7 110 8 12.3 165
(X 12.4
6.5 12.5
6.6 12.6
6.7 7 25 110 8 3 12,7 7 29 165 12 3
6.8 12.8
6.9 12.9
7 13
741 110 13.1 112 1=
7.2 7 25 8 3 13.2 7 29 3
7.3 125 13.3 170 16
7.4 13.4
7.5 13.5
7.6 13.6
7.7 7 25 125 8 S 13.7 7 29 170 16 3
7.8 13.8
[£) 13.9
14 7 29 170 16 8

—_—

<E

XEFDEIEEC A

Example of how to enter model number when ordering.

B +HIZE (fl:HRMC-12)
Model + blade diameter (ex. HRMC-12)
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glﬁui’:l:g:;{al,?;l;ea:er Exy Reamer HRMC : - - p— . : - X : @Sl

-||r-|ll [l l\'*ﬂ'l (] - = 9 4 ,l.r-k-—

Carbide Top Solid High Helical Reamer Countersmk With Straight Shank

p <) s~ )i B K ARZIK A % B
X & o E 3 & 25 o8 | AW :
Blade digmeter Fe%d length | Blade length | Total length Shjntjamgter Number;‘blades Model Shape of blade Number of blades Material
(@D) (T) (L1) (L) (@d) (N) CSTH A AU—bhIv2o 3WH mPAVI VAR 0 8
2.01~2.05 10 55 2 Right blade straight shank 3 blades Cobalt high-speed steel
2.95~2.99 i s 2
3-01~3-05 46 w we om o 0y w
3.95~3.99 8 60 ., . | R—ILETHEEVDIFELELVWETLED! | BUARIKOIEH2RAIVUHTEEA!
4.01~4.05 . | 2 ] o Ao 3 = - 5
4.95~4.99 - | IEEGHKIEZ VI | AE3IWA 160°.90°02517! | @7-60°, @7-90°(FMEEY 1 T CTHREHEAN!!
75 5
g'g;:g'gg 5 3 | No vibrations and a beautiful finish even when boring!
6.01~6.05 25 100 6 | Thanks to the unique shape of the cutting blade, you will not have a 2 dimensional blade tip!
g'zf“'g'gg - 118 < | The tool's lifespan has been considerably increased! | Number of blades: 3
7.05~7.99 8 | 2 types: 60° and 90° | Being double-ended, ©7-60° and @7-90° are economical!
125

8.01~8.05 . 25 3
8.95~8.99 135 0 4% 10-90W
9.01~9.05
9.95~9.99 [
10.01~10.05 150 10 H
10.95~10.99 7 29 155 3
11.01~11.05 12 oE 12-90W
11.95~11.99 160 20
12.01~12.05 160
12-95~12-99 12 EEr—— Al o
13.01~13.05 7 29 R 3
13.95~13.99 0 i

14.01~14.05 A
©

/E
L.

,_
®D2

IF O & SimA R & IR A& 1 &= 2R IO X
Nominal dimension| Apexangle | Cha mfering Small diameter | Large diameter | Shaft length | Total length |Shank diameter | Number of blades
(D2-68) 8) range (@D1) (@D2) cen) (L) (@d) (N)

<

7-90 | 3
new!10-90W | @2~09 = 10 T 60 10 3
new!12-90W | @2~@11 = g ||Cedsens [ 7 12 3
7-60 | @2~07 - 8 55 8 3
10-90 | 22~210 - 11 52 60 8 3
12-90 @2~@12 = 13 51 60 8 3
15-90 \ 23~@15 — 16 54 65 10 3
20-90 ‘ ©5~@20 8 21 58 70 10 8
25-90 \ 05~@25 8 26 65 80 12 8
30-90 \ Q7~230 5 31 69 85 12 3 )
15-60 | 23~015 - 16 48 65 10 3 R
25-60 \ 05~@25 8 26 57 80 12 8
WHIZRAESER Cutting conditions reference table
IEHERE i 5% 5 =4
Non-ferrous metals Carbon steel Alloys
Al.Cu FC.FCD.S50C SCM.SKD.SUS304
& § Bl = ] Bl = E § Bl &
Blade Cutting speed Cutting speed Cutting speed
diameter (10~30m/min) (6~25m/min) (5~15m/min) 1 AEFBLECHERIETHD.
b@%‘;ﬂ %= dD b@%‘%ﬂ = dD b@%};& %= dD J—2 DIEE PRl EEDEIC K> TRELEEL,
Number of rotations Fee Number of rotations Fee Number of rotations Fee S— = Taah =y . )
(rpm) (mm/min) (rpm) (mm/min) (rpm) G Lol 2 EEUNEUSIEEF HREZEELTEE,
7 450~1300 130~400 | 280~1150 80~350 230~700 70~210 | 1 The figures in this table are intended as a rough guide.
15 200~650 60~200 130~550 40~170 100~320 30~100 Adjust the level of chamfering according to the rigidity
- N lidity of th terial.
3 LA DO.01 YA XSRHRBBEEDET . I3 130~400  40~120 | 100~320 _ 30~100 60~200  20~60 |SMS! Lo TA iR e
% Other dimensions in 0.01 steps are available as special order products.
CENB OB AL BK+HRE (Fl:HRMC-12) CENEOREB AL B +EUHE (H1:CSTH-12-90)
Example of how to enter model number when ordering. Model + blade diameter (ex. HRMC-12) Example of how to enter model number when ordering. Model + nominal dimension (ex. CSTH-12-90)
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