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SQUARE SHOULDER AND SLOT MILLS

Order No. Dimensions(mm) ¥R & Screw
i a, =t RF

U100-D10-100L | 10 16 100 30 11 1

U100-D11-100L | 11 16 100 30 1 1

U100-D12-100L 12 16 100 30 11 3) M2 5xCEx4 05

U100-D13-100L 13 16 100 30 1 1

U100-D14-100L | 14 16 100 30 11 2

U100-D15-100L 15 16 100 30 1 2 APGT 1202GDR

U100-D16-100L | 16 16 100 30 1 2

U100-D17-100L 17 20 100 30 11 2

U100-D18-100L | 18 20 100 30 11 2 MESxELing:

U100-D19-100L | 19 20 100 30 11 2

U100-D20-100L | 20 20 100 30 1 2

U100-D10-100S | 10 16 | 100 30 8 1 T7

U100-D11-1008 | 11 16 | 100 30 8 1

U100-D12-1008 | 12 16 | 100 30 8 1 o

U100-D13-100S | 13 16 | 100 30 8 1

U100-D14-100S | 14 16 | 100 30 8 2

U100-D15-100S | 15 16 100 30 8 >

U100-D16-1008 | 16 16 | 100 30 8 2 APGT 0902GDR

U100-D17-100S | 17 20 | 100 30 8 2

U100-D18-100S | 18 20 | 100 30 8 2 M2.5%C6x5.3

U100-D19-100S | 19 20 | 100 30 8 °

U100-D20-100S | 20 20 | 100 30 8 2

U100-D20-1508 | 20 20 | 150 30 8 2

U100-D25-100 | 25 25 | 100 38 14 2

U100-D25-150 25 25 | 150 a8 14 2

U100-D25-200 | 25 25 | 200 38 14 2

U100-D32-110 | 32 32 | 110 40 14 3 XPNT 160412

U100-D32-150 | 32 a2 | 1s0 40 14 3 XPHT 160412 M4xB15x10.0 | T15

U100-D32-200 | 32 a2 | 200 40 14 3 XPHT 160408AL

U100-D40-1156 | 40 32 | 115 50 14 4

U100-D40-150 | 40 32 | 150 50 14 4

U100-D40-200 | 40 a2 | 200 50 14 4

KOVA



Fig.1 ist##tHI(Grooving) Fig.2 {ElEZ&tHl(Shoulder Cutting)

Ad

Rd=D RD=0.5D
Ad=Max. D.O.C. _.I_Rd Ad=Max. D.0.C.

fEI BE #HE J1EE Tool dia.@20

B gz gyuEE S8 UR JNEE S5 OF OHEE S8

. : ngert  DOC Speed Fead Spee Feed D.0.C. Speed Feed
Waork materials  Hardness ... AFig:}
arade (mm} (m/min) (mmAoath) (mm) ) (mmAcoth) (mm) (mdmin) (mmfoocth)

[ss!ﬂcﬁ%mm HB20ORIF | | 1 5 50-70 | 005-008 | 5 | 80~100 | 00801 | 5 | 80~100 | 0.05-008
Low Carbon steel | BElow HB200 2 8 60-80 | 00801 | 11 | 100~120 | 0.08-01 | 11 | 100-120 | 0.08-01
. TR SEW | HB2soT s Lt 5 | s50-70 005 | 5 | 60-80 | 00501 | 5 | 60-80 | 005
C:ﬂ';,,"“sgg?“ Below HB250 2 & 60~80 | 0.05-008 | 11 | 80~100 | 0.05-0.08 | 8 | BO~100 | 0.05-0.08
IEH HB2ssL T 1 5 40-60 0.05 5 50-70 | 0.05~0.1 5 50~70 0.05
Téffi'f;; Below HB255 Jo800 | 2 & 50~70 005-008 | 6 60~80 | 0.05-008 | & BO~B0 .U.US-{J.DEI
i *?P%ﬁ?& —_ Jceto | 1 4 50~70 | 00501 | & 60-80 | 01015 | 4 6080 | 0.08~0.1
Nodular cast iron KT9 2 8 60~80 0.1 11| 80~100 0.1 1 | so-100 0.1
ImiE HB1S0LIT | Josto 1 5 60~80 0.08~01 6 70-80 | 0.12-0.15 5 70~80 0.1~0.2
5 C;;?r;n Below HB150| KT9 2 8 70-90 0.1 11| 80-100 012 1 | eo-100 0.12

U100 tDHI#E{4 (Cutting Conditions) : AXP

mnI Tool dia.@25  JJE#& Tool dia®30 7B Tool dia 040
BE yr guze oSO8 OF UNEE DOEE U2 U9EE U8R

REIH BE #E

Insert DO.C. C ).0C. Spead Feed DOC. Speed Fead
Work materials Hardness _ {Fig. )
Grade {mm) {mimin) (mmAocth) (mm)  (mimin)  {mmA (mimin)  (mmiftooth)

! %&iﬂgm1 HBR0OLUT | | 1 |35 | 100150 | 0402 | 35 | 100-150 | 01-02 | 3-5 | 100150 | 0.1-02
Low Carbon steel | BElow HB20O 2 | 35 | 120180 | 01-~08 | 35 | 120~180 | 01~03 | 8-5 | 120~180 @ 0.1~03
B Tﬁ;%ﬁ Bl::i;ﬁ:lil.{z'];o S— 1 3~5 100~120 0.1-0.15 | 3~5 100~120 0.1~0.15 3~5 | 100~120 | 0.1~0.15
‘Alloy stoel 2 | 35 | 120~150 | 01~025 | 35 | 120~150 | 0.1~0.25 | 3-5 | 120~150 | 0.1~0.25
ET-Sﬁ;ﬂ; HB255LI T ez | 1 3-5 | 80~100 | 0.1~0.16 | 8-5 | 80~100 | 0.1~015 | 3-5 | 80~100 | 0.1~0.15
Tool stee| | Below HB255 2 3-5 | 100~120 | 0.1-025 | 3-5 | 100~120 | 0.1~0.25 | 3-5 | 100~120 | 0.1~025
SEMERE 1 | 35 | 120~180 | 01-0.2 | 3-5 | 120~180 | 01~02 | 3-5 | 120~180 | 0.1-02
M| (FCD) HBze0 | TNSS15 | | |
Nadular cast iron 2 | 3-5 | 150~200 | 01~025 | 3-5 | 150~200 | 0.1~0.25 | 3-5 | 150-200 @ 0.1~0.25
K (zﬁéﬁ) HB150LLF _— 1 3~5 | 150~200 | 0.15~025 | 3~5 | 150~200 | 0.15-0.25 | 3~5 | 150~200 | 0.15~0.25
Castiron | Below HB150 2 | 35 | 180~200 | 0.15-0.3 | 3-5 | 180-200 | 0.15-03 | 3-5 | 180~200 | 0.15-0.3
" T ) . 1 | 5-8 | 400~600 | 015-03 | 5-8 | 400~600 | 0.15-03 | 5-8 | 400-600 @ 0.15-0.3
Aluminum Alloy 2 5-8 | S00~800 | 0.15-035 | 5-8 | 500~800 | 0.15~-0.35 | 5-8 | 500~B0OQ | 0.15~0.35
= o
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DRILL AND MILL TOOL

020~40

Order No. Dimensions(mm) #& 18 Inserts
B R D L ¢ ERIH
U102-D20 20 20 130 | 35 6 22 QOG/MT1035R M2.5xC6%5.3 T7
uU102-D25 25 25 140 40 7.5 27.5 QOGMT1342R M3xA11x? T8
u102-D32 32 32 150 50 9.5 35.2 QOGMT1651R M4xB15x%10.0 T15
u102-D40 40 40 160 60 12 44 QOGMT2062R M5xB21x11 T20
U102 tD4I&+(Cutting Conditions) : B
SR LSRR8 80.50 -
Do not over 0.50 when each time you want
g A0 L slope manufacture to change depth.
el B T §RAT LRIRS - R MRS LT - - IS ESEMOTUNL -
when you fead in obligue angle with steal, H Please using pecking to manufacture,
Cﬂ we suggest the oblique angle is below 3° " DILRy + FAEA S EMATHERE - SEaiAE
"L [E IR A DA EME M LIs 0% EIRIER E FALDA =
0’}{ JI_G_ﬂ| BR=E - During manufacture, please using the
we also suggest the conditions of cutting atmospheric pressure to help draining the

WA

form is that it |s more safe to set 60%

bits and small pieces, and aluminum alloy,

cutting.

{E#E N0 Lshiny manufacture
G e AR E -

FETOEETEE -

the bed do not move in fransverse,
iRE&EETE -

below form is for reference of cutting depth.

the condition of cutting is the same with drilling.

please use cutting liquid..

B EH

=
amount of axial cuttimg b2

EIFE distance =0.5D1

LIEl  7EE Tool dia 020 TBE Tool dia.032  JIEE Tool dia 040
BE s EEE e EEE  EE EEE
Feed Step Feec Feed Step Feed Step
Work materials  Hardness {mfmin}
(mmirev) {mm)  (mmirev) (mm)  (mmirev) (mm)
i 180
155400 - 510C} =180HB VP15TF (150-220) 0.045 03 Q.05 03 0.055 0.3 0.06 0.3
p | Low Carbon ses
s - 5% 160
(S50C - SCM4dd )| 180-350HB | VP15TF 120.200 0.04 0.3 0.045 0.3 0.05 03 0.055 03
Carbon/Allay steel (120-200)
TR 15
M| (Sus3og) =270HB VP15TF (120-180} 0.04 0.25 0.045 0.25 0.05 0.25 0.085 0.25
Stainless stes| R
fil AR 180
K (FC300) |Tensiestrength| YP15TF 150220 0.05 0.5 0.06 0.5 0.085 05 0.07 0.5
Castlron | =450N/mm’ {1
\Ees _ 500
it Aoy HTI10 (200-800) 0.05 03 0.08 03 0.085 0.3 0.07 0.3
b — o
=SIEEHE 80
H High harchess stee 45-55HRC | VP15TF (50-120) 0.03 0.25 0.035 Q.25 0.04 0.25 0.045 0.25
® =



| I AN « 2760H -
When cut to A3, 2 cutter cutting
EiEAT « RE— RS TR SRS S -

< F When beyond A3, only in 1 cutter relation, be careful of 0.O.C.and speed. &01 |
| ﬂl— —AIEHIRT « I IR SR - AR 270 - TR ¥E o
9 g 1| 'E The probability of tool crack increase when using 1 cutter cutting,, suggest miom 4501 \\ THD
. — to use 2 cutter cutting, 301 T
) Tool dia Sltimm}) 1.501 |
Ae 4l - ] ?

L] 50% 100%

A3 - apHIR TSR S REET D=SIRTHE EREE

A3 - the size of ap record in tool standards form

U102 tDEIEH (Cutting Conditions) :
{8l&£3%Hl (Shoulder Cutting)

E0EI J [ JEAE Tool di JIEE Tool dia @32  TE{E Tool
EE ge oy T R BOER WE UE SDEs UE S7ER
Ad  Ae  Fesd
(rmimin)
(mm) {mm) (mmAoeath} (mm) (mm) (mm) (mmtooth) (mm) (mm) (mmiool)
iR = B 10 | 030 75 |125| 035 95 | 16 | 040 12 | 20 | 050
| (8540051000 =180HB | VP15TF (150-220) G-1d | 7 025 [7.5-17| 8 028 [05-22] 11 | 032 [12-28] 13 [ 040
|Low Carten steel [14-22| 4 | 018 [17-27| 5 | 020 [22-36] 6 | 025 [26~44[ 7 | 030
A - S8 B 10 | 025 75 |125| 030 95 | 16 | 0.35 12 | 20 | 040
| (850G - S0M440)|  180-350HB | VP1STF {123&2300} 6-14 | & | 020 [7.5-17] 7 025 |9.5-22] 10 | o028 [12-28] 12 | 0432
eyl [14-22[ 3 | 016 [17-27| 4 | 018 [e2-35] 5 | 020 |28-44] 6 [ 025
N SEH B 10 | 025 75 |125| 030 95 | 16 | 035 12 | 20 | 0.40
M| (3U3304) =270H8 | VP1ISTF (120-180) 6-14 | & | 020 [7.5-17 7 025 |o5-22] 10 | 028 [12-28] 12 | 032
Stainiass steel 14~22| 3 0.18 [17-27| 4 0.18 |[22-35| 5 020 [28B~44| & | 025
i HltsEE B 10 | 030 7.5 [125] 035 95 | 18| 040 12 | 20 | 050
K| (FCcaoo) | Tensilestrength| VP15TF 16 614 | 7 0258 [7.5-17| 8 028 [9.5-22) 11 | 0482 [12-28| 13 | 040

; 150-220
Cast Iran = 450N/mm?* ¢ 14-22| 4 0.18 |17=2¥| & 020 |22~35| & 025 |2B~-44| 7 0.30

e 500 | & | 14| 035 |75 [175| 040 | o5 | 25| 045 | 12 | 28 | 085
M Al min?m.ﬁil ~ HTi10 (200-800) | G-14 | 10 0.30 7.5-17 125 0.33 9522 16 0.37 12-28| 20 .45
el o 14~22| B 0.23 17=27 | 7.5 0.25 22~35( 10 0.30 28~44| 12 0.35

=FE 80 ] 6 0.20 7.5 7 0.22 9.5 8 0.25 12 10 0.30
H iigh hardiness stagl 45-55HRC | VP15TF (50-120) G144 4 018 |[7.B-17| 4 0.18 |9.5-22 § 0.20 [12-28| 6 0.24
|Figh 14-22| 2 0.12 17~27| 2 0.14 |22-35| 2 016 |28~44| 2 0.18

EE#tHI (Grooving Cutting)

IRl DRE Tool dia

1B+ e ;
RE Bl TR : TE  mOUHE 0E
n Ad Feed Ad Feed Ad
k materials Hardness ‘ {mimin)
larage {mrm) (mmtooth) (i) {mmAcoth) (i) {mmitaoth) (mim)
BB w0 & | o018 [ 75 | 020 [ o5 | 025 | 12 | 030
| (85400 -5102)  =180HEB | VP15TF (150-220) 14 0.14 7.5~17 0.16 9.5-22 0.20 12-28 0.25
| Low Carton steal | 14-22 0.10 17-27 012 22-35 0.14 28~44 0.18
B oom N 0.16 7.5 0.18 9.5 0.20 RE 0.25
{8500 - SCM440)| 180-350HB | VPISTF a 2::8200} 6~14 0.12 7.5-17 0,14 9.5-22 0.16 12-28 0.20
| Carbordhlioy stesi 14-22 010 1727 0.10 22-35 0.12 2844 0.14
e | ) 018 75 018 9.5 020 12 0.25
M| (5US304) =270HB | VPISTF “2;!_5?30} 6-14 012 7.5-17 0.14 9.5-22 | 0.16 12-28 0.20
Stainless steel 14-22 010 17-27 0.10 22-35 0.12 ZHd4 0.14
sl MHEEE & 018 7.5 0.20 a5 0.25 12 0.30
K| (FC300) | Tensilestrength| VR1STF (15:3?0220. 614 014 75-17 0,16 9.5-22 0.20 12~28 0.25
Cast Iron = 450N/mm® 14-22 010 17-27 012 22-35 0.14 28-44 018
ae _ —— & 0.20 7.5 0.22 95 0.27 12 0.32
N | pumramator| HTHO | oongooy | 6-14 | 016 | 76-17 | 018 | 522 | 022 | 12-28 | 027
| 14-22 0.12 17-27 0.14 22-35 0.16 28~44 0.20
i 80 & 012 7.5 0.14 a5 0.16 12 0.1a
H _Hﬁw&%u 45-55HRC | VPISTF | 557500) [ 51a 0.10 7517 | 042 §5-22 | 0.2 12-28 014

KOVA



U102 tDEI## (Cutting Conditions) :
7\ Dl (Hole Cutting)

TR IVENSFRERETTE
cutting tools center trajectory

de=DH-01
de=DH-D1

H—ERtDE P=x xdcxtand’
cutting amount for every cycle

L -
!
l S
K
‘\'-\.._ L
TETiED1

FEHTER VI ER.2D1 ~ AN TIER.8D1
the least of manufacture diameter for hole shape is 1.201 andmaximum is 1.801
AT TR - EREERLEL -

In order to draining the bits and small pieces, to use the atmospheric pressure is necessary.

"N
EEFFIBW
dc |
_2 ;

)

Work materials

BE

Hardness

Insart

Grade

D

{rmim)

(DN 88 & 0T 1L e i3 A LA )

when you manufacture the aluminum alloy, it |s necessary to use cutting liquid,

JE&E Tool dia @20
mAEE EiS

Ad Feed Ad

(i) (mm/rav)

—AE

{mmipass}

DTS

(]

{mm)

{mm)}

(mmirey)

[mmipass)

B 2 10 [ 018 | o044 | 125 | 020 | 085
(55400+510C} =180HB | VP15TF (150~220) 30 15 0.16 1,10 38 19 0.18 1.43
b Low Carbon steel a6 20 0.14 1.76 45 25 0.18 220
e R | 160 24 10 016 0.33 an 12.5 018 0.41
(550G + SCM440)| 180~350HB | VP1STF (120200 30 15 014 0.82 38 19 .16 1.07
Carbanitlioy stael ~200) a6 20 012 1.32 a5 25 0.14 1.65
TehaE = 24 4 0.16 0.22 30 5 0.18 0.27
M| {(SUS304) =270HB WP15TF (120~180) 30 7 014 0.55 33 9 0.16 0.71
Stainless stes| 35 10 0.12 0.88 45 125 .14 1.10
i MR 85 24 14 0.18 0.55 30 18 0.20 0.69
K| (FC00) |Tensiestength| VP1STF | jonopy | 30 7 018 | 137 38 21 018 | 178
Cast Iron Z450N/mm® a6 20 014 219 45 25 016 274
24 14 0.20 0.44 30 18 022 0.55

EEE : 500
N Aluminum A = HTi10 200~800" 30 1r __0.18 110 53 21 0.20 1.43
Uiy ¢ =R 36 20 0.16 176 45 25 0.18 220
24 4 012 0.22 30 5 0.14 027
H Hfﬁgﬁfml 45-55HRC | VP1STF {5{:??20) 30 010 055 38 9 012 071
36 10 0.08 0.88 45 12.5 0,10 1.10

HRHIH

Work materials

EE

Hardness

TEE Tool dia 132
BARE ]
Ad Feed

{mim) (mmjrey)  (mm

{EhmeR 180 as 16 0.25 0.66 48 20 0.30 0.88
(55400 810G} =180HB VP1STF (150~220) 48 24 0.22 1.76 B0 a0 0.26 219

p Low Carbon steel 58 32 0.20 2.85 a2 40 0.22 3.51
e =8 160 38 18 0.20 0.49 48 20 0.25 0.66
(SBOC « SCMd40)| 180~350HB | VP1STF (120~200) 48 24 0.18 1.32 B0 a0 0.22 1.65
Carboniloy sted 58 32 016 | 214 72 40 020 | 263
TikiE - 38 ] 0.20 0.33 48 8 0.25 0.44

M| (SUS304) =270HB VP15TF (120~180) 48 1 0.18 0.88 B0 14 0.22 110
Stainless steel 58 16 0.18 1.43 72 20 0.20 1.75
55 R 180 38 -] 0.25 0.52 48 28 .30 1.10

K| (FCaoo) |Tensiestength| WP1STF (150220 48 27 0.22 219 80 a4 0.26 2.74
Cast Iron = 450N/mm” 58 32 0.20 3.57 iz 40 0.22 4.39

38 22 0.27 0.65 48 28 0.32 .88

o

N ﬁluﬁn?m%xllﬂy - HTi10 (2005?;30) 48 27 0.24 1.78 B0 34 0.28 219
. | =8 32 0.22 2.85 72 40 024 [ 351

38 B 0.16 0.33 48 ;] 018 0.44

H Hi hﬁﬁﬁil 45~55HRC | VP15TF {50?20) 48 1" 0.14 0.88 &0 14 0.16 1.10
v 58 16 0.12 1.43 72 20 0.14 1.75

KOVA



“&yqnq DY

SIDE MILL TOOL

020~40

Order No. Dimensions(mm) #% Inserts Screw Key
B R ERIR i S
U104-D20x35 20 20 . 110 35 15 1
U104-D25x50 25 25 125 50 15 2
bl il e =6 171 %) 15 5 XDGT1550 M4xB15x10.0 Ti5
U104-D32x50 32 3z 150 50 15 2
U104-D32xB0 32 32 200 80 15 2
U104-D40xB0 40 42 170 80 15 3

U104 tDEI{E#E(Cutting Conditions)

HI EE MY tIHIEE BIEG
Work materials Hardness Insert Grade (mimin) {mm/tooth)
N Nurﬁﬁilby ” TF15 1000 {200~300) 0.3 (0.1~0.5)
BESE
Nickel alloy ~ VP15TF 40 (30~60) 0.1(0.1~0.3)
S
(TR =
Healproof alloy - VP15TF 30 (20~40) 0.15(0.1~0.2)
T8
M {5US304) =270HB VP15TF 140 (120~160) 0.2 (0.1-0.3)
Stainlass steal
{Ef= i
(85400 - S10C) =180HB VP15TF 180 (150~200) 0.15(0.1~0.2)
p Low Carbon steal
il - S%W =280HB VP15TF 150 (120~200) 0.15(0.1~0.2)
(S45C -~ SCM440) | o e : i ; A 2
Carbon/Alloy stesl 280-350HRC VP15TF 140 (120~160) 0.15(0.1-0.2)
=R
H (SKD) 40~60HRC VP15TF 70 (50~-100) 0.1 (0.05~0.15)
High hardness steal

KOVA
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CARBIDE INSERT CUTTER TOOL

“Su1086

210~25

Order No. Dimensions(mm) #% & Inserts
A
B R D d1 d2 FEHRIR
U106-D10x110 | 10 10 9.8 110 60 — FS397 -
100,
U106-D10x140 10 10 98 140 75 M3xP0.5x6.9
U106-D12x110 | 12 12 11.8 110 60 FS301
5 RNM-120... T10
U106-Di2x160 | 12 12 1.8 160 95 M5xP0.5x9 1
U106-D16x140 | 16 16 15.8 140 70 FS392
fesbde itk e : ANM-160... T15
U106-D16x160 | 16 16 15.8 160 90 M5xP0.5x%12.85
U106-D20x145 | 20 20 19.8 145 75 —
U106-D20x180 20 20 19.8 180 105 RNM-200... T20
e o i 3 M5xP0.5x12.85
U106-D20x250 | 20 20 | 198 250 170
U106-D25x166 | 25 25 24.8 166 90 " Fa03 .
U106-D25x220 | 25 25 24.8 220 140 -250... MEXPO.75X20.45 0
U106-D25x300 | 25 25 24.8 300 220

U104LD#1iE4(Cutting Conditions) *

“E, o [ mmirev
R BE e R FocaRum

tRRKE (mm)
JEED (mm)

Work materials Hardness {m/min)
16
R 0.4 045 0.5 05 0.5
{ FC250 ~ FC300 ) 1 B 2
o Cast Iron 8O- A 0.3 0.4 0.5 0.7 0.8
s 0.35 0.35 0.4 0.4 0.4
( 850C ~ §55C ) 170~300HB 200
Gk sl 0.3 0.3 0.4 0.5 0.6
HAMEIR 0.35 0.35 0.4 0.4 0.4
K | ( FCDE0O ~ FCD700 ! 180-280HB 200
Modular cast iranl 0.3 0.3 0.4 0.5 0.6
EEmE 0.32 0.32 0.36 0.36 0.36
(SCM440 ) 180~280HB 180
Low alloy stesl 0.3 03 0.4 0.5 0.6
s 0.28 0.28 0.32 0.32 0.32
P {HPM - NAK ) 280~400HB 150
Mold stes| 0.3 0.3 0.4 0.5 0.6
THi# 0.28 0.28 0.32 0.32 0.32
(SKDE1 - SKD11) 180~255HB 150
Toal staal 03 03 0.4 0.5 06
SREE 0.23 0.23 0.25 0.25 0.25
H| (SKD&1-sKD11) 40~55HRC 80
High hardness staal 03 0.3 0.3 0.4 0.5
iR 0.23 0.23 0.25 0.25 0.25
M| [ SUS304 -~ SUS3IE ] 150~250HB 130 - . —
Stainlass steal 0.3 0.3 0.4 0.5 0.6
- aeme. 0.4 0.4 0.5 05 0.5
s 80~150HB 250 -
ronze ~ Brass alloy 05 0.6 0.8 1.0 12
M
e 04 0.4 0.5 0.5 0.5
: 30~100HB 300
Alurlewen: Alle 0.5 0.6 0.8 1.0 12
o I

KOVA



_ SEEREH]
L) E s
u 1 2 @ SQUARE SHOULDER MILLS

d
7 ©100-160

% L
!

|

B

Order No. Inserts
LC ERIR i 5k
U120-D50 50 22 40 20 14 4
U120-D63 63 22 45 22 14 5
XPNT 160412
U120-D80 80 27 50 22 14 6
| XPHT 160412 M4xB15x10.0 T15
U120-D100 100 32 50 24 14 8
XPHT 160408AL
U120-D125 125 40 54 26 14 9
U120-D160 160 40 56 26 14 12

U120 tI8IELECUTTING PARAMETERS)

5 8 FC2s

Ve{mimin) [fz(mm/ooth)

B8 E ALUM
Vo[_mlfmin} fz{m{‘tuoth_]

R =] B # t1 8 W #lS45C Ak SUS304
INSERT GRADE  ap(mm) ae(mm) Qe e e

SEE TN7525 | 0.5DOC | 05D [185~280(0.12~0.30| - = = = = =
XPHT TN5515 | 0.5DOC | 0.5D " - - - [180~300|0.12~0.35| - =
XPHT.AL THM 0.5D0C | 0.5D - - o B o —~  |250~300(0.12~0.40

DOC; A EHMFEMAX. Depth of Cut), D: Z)iE(Cutting Diameter)

= @
KOVA



= =R HEE/J
' SHOULDER MILLING CUTTER

Order No. Dimensions(mm) #R 18 Cut Inserts

A g D edges  FATA
U123-D50 50 22 40 20 9.0 5 ENHQ 100408 L M4xB15x10 Ti5
U123-DB3 63 22 45 22 12.0 5
lea e 80 £r o 22 | 420 7 ENHQ 120610.L M5XB21x11 T20
U123-D100 100 32 50 24 12.0 8
U123-D125 125 40 54 26 12.0 10

U123 D8I {F(Cutting Conditions) :

REH i M UM SR
Work materials Hardness Insert Grade Speed (m/min) Feed (mm/tooth)
E i .
HB200LA T
{55400 - S10C) NX-66 i —_—
Low Carbon steel Below HB200
S
HB25010 F
(SCM440 ) .
J Alloy steel Below HB250 NXx-86 120~200 0.1~0.25
THRE .
(SKD) HB255LL T .
Tool steel Below HB255 NX-66 120~200 0.1~0.25
% .
K { FC300) HB150LL T g
Cast Iron Below HB150 hp:A8 150~250 0.15-0.3



np  EOREDE]
—'ll SHOULDER MILLING CUTTER

Order No. 1B Inserts Screw Key
2 3R FEBIE e =

U124-D50 50 | 22 40 20 7.5 7 ENHQ 08T306.L M3XA11x7 T8

U124-D63 63 22 45 22 9.0 7

U124-D80 80 27 S0 22 90 10 ENHQ 100408 L MaxB15x10 Ti5

U124-D100 100 32 50 24 9.0 12

U124-D125 125 40 54 26 9.0 13

U124 tDHI#E{4(Cutting Conditions)

M B 184 U 7R
Work materials Hardness Insert Grade Speed (m/min) Feed (mmftooth)
{Eap o
HB200LL T
(58400 ~ S10C) NX-65 o o
Low Carbon steel Below HB200 6 50~250
P (SCMAs0) HB25011 T s S -
Alloy steel Below HB250 -0,
TEW -
(SKD) HB255LL T 3 s
Tool steel Below HB255 NX-66 120~200 0.1~0.25
B i
{ FC300) HB150LLF : s
8 Cast Iron Below HB150 NX-66 150~250 0.15~0.3

KOVA



& N0 TEEk /)
FACE MILL FOR HIGH SURFACE FINISH

C
—
W
a0

bt D1

g 080-160 | 0215315
|
i |
M

[ _[

f
D

Order No. Dimensions(mm) R 1& Cut Cartridge / Inserts Wedge R  Key
B % L edges FEJIF (JJEE) Screw B HF

U128-D80 80 60 27 50 4

U128-D100 100 70 32 50 4

TN =T % pr = 2 SNHT1605-A15 M5xB21x11

U128-D160 160 100 50.8 50 4 T20

U128-D215 215 1016 | 47.625 55 4 U128-1 MBxP1.0x15

U128-D265 265 1016 | 47.625 55 4 U128-2 5/16-24UNF

U128-D315 315 1016 | 47.625 55 4 SNHT1605-A15 M5XB21x11



Order No.
B R

E#% /], 45°

By

(MAX. Cutting depth)

E AR

FACE MILL, 45°

18 Cut

edges

U132-D80 80 27 6 50 4
U132-D100 100 32 6 50 5
U132-D125 126 | 40 6 63 6
U132-D160 160 40 6 63 7

Inserts Washer 25
, Screw 2
BRI Screw B TSk
SEET13T3-JH
SEMT13T3-JH | STASX445N
SEGT13T3-JP
WEEW1aTaaG | WCSS08507H
(WIPER)

U132 JHIf~HCutting Conditions) ¢

#HIE iEE LIEREE L LRl thEpAl
Work materials Hardness {m/min) i Bk B8
(mmitooth) (mm/tooth) (mmitooth)
s F7030 280 (210 ~350) | 0.15(0.1~02) | 0.2(0.1~0.3) 0.3(0.2 ~0.4)
£ S5400 - 510G ) =180HB VP15TF 250 (200 - 300) | 015(01-02) | 0.2(0.1-0.3) 03(02~04)
Low Carbon steel
NX4545 180 (130~ 230) | 0.15(0.1~02) | 0.2(01 ~0.3) -
Fr0a0 250 (200 ~300) | 0.15(0.1~0.2) | 0.2(0.1~0.3) 0.3(0.2~0.4)
P 180-~280HB VP15TF 220(170~270) | 0.15(0.1~0.2) | 0.2(0.1-03) | 03(02~04)
HiE - S5E I
( S45C - SCM440) NX4545 150 (120 ~180) | 0.15(01~0.2) | 0.2(0.1~0.3) -
Carbon - Alloy steel F7030 180 (130 ~230) | 0.15(0.1~02) | 0.2(0.1~03) 03(0.2~0.4)
280~350HE VP15TF 140 (100 ~180) | 0.15(0.1~0.2) | 0.2(0.1~0.3) | 03(0.2~04)
NX4545 100 (80 ~ 120) 0.15(0.1-02) | 0.2(01-0.3) -
-5 b o - b
B ShEs VP15TF 220 (170~ 270) | 0.15(0.1~02) | 0.2(0.1~0.3) 0.3 (0.2 ~04)
Stainless steal NX4545 150 (120 ~ 180) 0.15(01 ~0.2) 0.2(01 ~0.3) -
BREEE Nickel alloy = VP15TF 40 (20 ~ 50) 015(01~02) | 0.2(0.1-0.3) -
" - i F5010 200 (150 ~ 250) - 0.2(0.1~0.3) 0.3(0.2 ~0.4)
(FC250  FCD400) | Tepsile strength F5020 200 (150 ~ 250) - 0.2(01~03) 03(02~04)
Castiron =450N/mm2 '
VP15TF 180 (130~ 250) | 0.15(0.1~0.2) | 0.2(0.1 ~0.3) 0.3(0.2~0.4)
H . H*Ehﬁfﬁ%@mﬂ_' Z40HRC VP15TF 80 (60 ~ 100} . 0.1(0.05~0.15) | 0.15(0.1~02) | 02(0.1~03)
o
N mufﬁﬁ‘nﬁuw B HTi10 300~ 015(01=02) | 02(0.1-03) 0.3(0.2~04)

KOVA




— R IE
U ’IJ 5 SHELL TYPE HELICAL CUTTERS

Order No.. Screw
U150-D25-25 25 25 44 100 25 2 6 XDHT 090308
U150-D27-15 27 32 27 110 15 2 4 O — M2 5xABxT 1 T
u150-D27-22 27 32 35 110 22 2 6
U150-D32-43 3z 32 65 125 | 43 2 5
U150-D40-43 40 32 65 125 43 3 g9
5 XPNT 160412
U150-D40-86 40 42 105 | 200 | 86 3 18 or MaxB15x10.0 .
U150-D50-72 50 50.8 100 200 72 4 20
XPHT 160412
U150-D50-100 50 50.8 120 220 100 4 28
U150-D50-157 50 50.8 180 280 157 4 44

U150 D& CUTTING PARAMETERS)

kR B t1® 8| B & s4sC TE# SKD i% &8 FC25

INSERT (CIT\RIR: IO I  ve(mimin) | fz(mmicoth) | Ve(mmin) | fzmmiooth) | Veimimin) | fzimmboath)
_— JC5030 | 0.5DOC | 0.5D | 80~120 | 0.08~0.12 | 80~100 | 0.08-010 | - -
JCE10,KT9 | 0.5D0C | 0.5D - - - - 80~120 | 0.10~0.20
XDHT TN7525 | 05DOC | 05D | 150-200 |0.12~020 | - - - -
sl TN5515 | 0.5DOC | 0.5D - - | = | = 150~250 | 0.12~0.25

DOC: B AFHENE(MAX. Depth of Cut), D: ZIE(Cutting Diameter)

KOVA



+HE)EIEE /)

HELICAL CUTTERS

Order No. Dimensions(mm) # 18 Cut Inserts
B OSR D edges  {FRTIAH
U152-D32-40 32 32 108 | 40 2 16 ENHQ 060304.L | M2 5xABx7.1 T7
U152-D40-43 40 32 120 | 43 2 14 ENHQ 08T306.L M3XA11X7 T8

Su180 |

d

#8 LD Bl £5% 70

SHELL TYPE HELICAL CUTTERS ¥or ROUGHING

©50-80

MR

ap

Order No. Dimensions(mm) #% 18 Cut
Bl &= D d L edges
U160-D50 50 22 65 43 4 12
U160-D63 63 | 254 | 65 43 5 15
U160-D63L 63 | 254 | 80 58 5 20
U160-D80 80 | 3175 | 80 58 6 24
U160-DBOL 80 | 3175 | 95 72 6 30

J§

Inserts Screw Key

ERIDR B wm=F
XPNT 160412

or MaxB15x10.0 T15
XPHT 160412

U160 tTHEIEIF(CUTTING PARAMETERS)

R
INSERT

B
GRADE

TN7525
TN5515

HiE U8R

ap(mm) ae(mm) R

ik &8 S45C

fz(mm#ooth)

A SUS304 i 8 FC25

10.5D0C
0.5D0C

150~200

0.12~0.20

Velm/min) | fzimmAcoth) | Velmimin) | fz(immicoth)
80~100 | 0.10~0.15 = .
150~250 | 0.12~0.25

DOC: BATMENFEMAX. Dept

KOVA

hof Cut), D: Z0iE(Cutting Diarmeter)

D



fHE) Bl &% )
SHELL-END MILL

Suige

L8181 6181 e —
N

T [egE =
e || |l | ereosrso
o o SK40.5K50
AlB|B[B|B|C

Order No. Dimensions(mm) & 18 Inserts Screw Key
iR D SRR b R
U182-D5015A 50 15 242 ENHQO08T304 RIL
M3xA11x7 T8
U182-D6316A 63 16 3+3 ENHQO8T304 RIL
U182-D8022A 80 22 3+3 ENHQ120604 R/L
M5xB21x11 T20
U182-D10022A 100 22 4+4 ENHQ120604 AL

Order No . Dimensions(mm) #& Screw
i iR Eh
U182-D5015B 50 15 242 ENHQO8T300 RiL
M3xA11x7
U182-D6316B 63 16 343 ENHQOBT300 R/L
U182-DB022B 80 22 343 ENHQ120600 RIL
MsxB21x11
U182-D100228 100 22 4+4 ENHQ120600 RIL

Order No. Dimensions(mm) #%
2O

U182-D5015C 50 15

U182-D6316C 63 15

U182-D8022C 80 15

U182-D10022C 100 15

KOVA



B ) i %)

FACE AND COPY MILLS

=

Order No. Dimensions(mm) #% Cut Inserts Screw Key
i edges  {ERTIH B wm=

U200-D20-50 20 25 110 50 2 R—— —— -
U200-D20-100 20 25 160 100 2
U200-D26-60 26 32 120 60 2
U200-D26-110 26 az 170 110 2
U200-D32-80 32 32 140 80 a HEMIOREMD
U200-D32-130 32 32 190 130 3 MapEneEd T8
U200-D40-80 40 32 140 80 3
U200-D40-130 | 40 a2 190 130 3 EEMYE20eME

U200 tIE1EE(CUTTING PARAMETERS)

kR #HE tE tE i i@ s45C TEiE SKD &M Fcas

INSERT CL D S SV MEET IO voimimin) | fz(mmaooth) | Velmmin) | fzimmiooth) | Velmimin) | fzimmAocth)
JC5025 | 0.05DOC 100~140 |0.08~0.12 | 80~120 | 0.08~0.12 | 100~150 | 0.12~0.18

RN KT9 0.0sD0C| 1D i S = = 100~150 | 0.10~0.15

DOC: S\MAENEEE(MAX, Depth of Cut), D: ZfE(Cutting Diameater)

KOVA



——— Bl 7)) um $5x5 /)
= =M=
— L_JJ__E.!JE | FACE AND COPY MILLS

QOrder No. Dimensions(mm) % 1§ Cut Inserts Screw Key
B R edges EREIR e wRF
U202-D16-108 | 16 35 16 20 108 2
U202-D16-150 | 16 35 20 20 150 2 ROHXOA2NG M2 Gt 4 w
U202-D20-110 | 20 5 | 20 23 110 2 '
s rEs | z = = e 2 RDHX1003MO M3.5xB11x9.2 | T10

U202 tDEIEE(CUTTING PARAMETERS)

AR # R MR U8R i & S45C A8 SUS304 B EFCc2s

INSERT CLRPISRE LU RE TN vomimin) | fzmmfcoth) | Vefmimin) | fzmmioth) | Voimimin) | fz(mmiooth)

g JC5030 | 0.05D0C| 1D 250 0.25 170 0.25 245 0.3
UMS,DX25 0.05DOC| 1D 145 0.15 100 0.15 150 0.16

DOC: BATEHLREMAX. Depth of Cut), D: ZDEE(Cutting Diameter)

KOVA



—_ B 7DE# 7D
E: U%% | FACE AND COPY MILLS

Order No. Dimensions(mm) & 18 Cut Inserts

28R D edges ERIR bl
U220-D50 50 22 45 40 4
U220-063 P > o 0 . RPMW1203MO M4xB15x10.0 | T15
U220-D80 80 27 60 50 6
U220-D100 | 100 40 70 50 7 RPMWA604MO M5xB21x11 T20
U220-D125 125 40 85 50 8

U220 tIEHEE(CUTTING PARAMETERS)

7B A B ® thE B # S45C TE# SKD B rces  IEE®:ALUM

INSERT L€ 121N ISR o] () BTG v o mimin) 1z(mmitooth) | Vo(mimin) | fz{mmicoth) | Vefmimin) |tz{mm/tooth) | Ve(mimin) | fz{mmtoath)
JC5025 | 0.05DOC| 1D [100~1400.08~0.12|80~120 |0.08~0.12] 150 | 0.15 i -
RPMW UMS,DX25 0.05D0C| 1D < = - |100~150[0.10~0.15| - %
KT9 0.0sboc| 1D = - 2 - " 300 0.15

DOC: EmAENEFEMAX. Depth of Cut), D: THE(Cutting Diameter)

e @
KOVA



— BINEEE LT
———— 8 == =)
Ty Ugag‘ MULTI-FUNCTION FACE MILLS

d

. 950~125
[ L !
3 | /-f’

1 B
[ 1]

!

i _'l

Dz

B}

Order No . Dimensions(mm) #2 1§ Cut Inserts Screw Bl B o Key
2R D1 P Sdges ERTIR TIR1EM B R
U222-D50 50 | 383 | 22 50 2 3 | oousn | TS43 |AMS4|95240 | assa| Tis
U222-D63 63 511 | 22 50 2 3
u222-D80 80 68.1 27 63 2 4 JOM AJSA0
- — | TSs4 |AMSS ASS3| T20
U222-D100 100 | 88.1 3z 63 2 5 140520 14725
U222-D125 125 | 1132 | 40 63 2 5

SIEESET)
2 l 8= I
=u224 |  MULTI-FUNCTION MILLS

L1

N - A @20~40

D1
D2
Ol
|
,217
|
|
|
|
|
!
I
d

Order No . Dimensions(mm) # 18§ Cut Inserts Screw g0 B go Key
iU edges @EJIF JRE it =
| 0
U224-D20 20 | 114 | 20 | 130 | 50 | 15 2 Oﬂgaz—o TS33 | - : - | T8
JI AJS30
U224-D25 25 | 149 | 25 | 140 | 60 2 | oM. | Ts851 |ams3| 42530 | ass2| T8
U224-D32 32 [ 208 | 32 | 150 | 70 2
| JOM_ 1 1o43  amsa|AIS40 | agen| T1s
U224-D40 40 | 283 | 32 | 150 | 50 3 120420 12T15



1

=

98 #H Bt lif £t /)
BALL NOSE CUTTERS For ROUGHING

Order No. Dimensions(mm) #3 Cut Inserts Screw
B R D edges  ERJIR b
U260-D20-160 20 25 160 22 80 4 22267104
M2.5xABX7 .1 T7
U260-D20-200 20 25 200 22 100 4 APGT0802GDR
U?_GQDEEPTSQ 25 a2 160 25 BQ 4 22267106~
U260-D25-200 25 32 200 25 100 4 APGT0902GDR M2 5xABX7 1 Ti#
U260-D32-160 32 32 160 28 80 4 22267108+ M4xB15x10.0 T8
U260-D32-200 32 22 200 28 100 4 APGTO902GDR
U260-D40-200 40 42 200 38 100 5
22267110+ M4AxB15x10.0 T15
U260-D40-250 40 42 250 38 150 5
SPNT 120408 M5xB21x11 T20
U260-D40-300 40 42 300 38 200 5
U260-D50-200 50 508 | 200 46 100 6
22267114+ M5xB21x11
U260-D50-250 50 50.8 | 250 46 150 8 T20
SPNT 120408 M5xB21x11
U260-D50-300 50 50.8 300 46 200 6

U260 tDEHEL(CUTTING PARAMETERS)

DR # B xR R & sSCMm4 THif SKD i # FC25

INSERT (C1a VDTSR (VR EI  voimimin) | fzmmitooth) | Ve(mimin) | fzimmifcoth) | Ve(mimin) | fz{mmooth)
TPC35 | 0.4DOC | 05D | 130~160 |0.12~0.22 | 100~150 | 0.10~0.20 T

222071 THM 0.4DOC | 0.5D - - - - 100~160 | 0.10~0.18

DOC; \MATHEFEMAX. Depth of Cut), D: ZHE(Cutting Diameter)

KOVA




= EKAZ 7] (—wmem)
= | &=L
ca U% :J@ | BALL NOSE CUTTERS FoR FINISHING (2 CUTTING EDGES)

Order No. Dimensions(mm) #& 1& £ b Inserts Screw
B R BRI 1k

U280-D08 8 10 150 20 RD08 M2.5x3.5L
U280-D10 10 12 150 | 38 | RD10 M3x4 3L
U280-D12 12 16 160 60 RD12 M3x5.6L
U280-D16 16 20 170 | 70 | RD16 Mdx7 7L
U280-D20 20 25 190 g0 | 2 ! RD20 M5x9.2L.
U280-D25 25 32 210 100 RD25 M6x11.9L
U280-D30 30 32 220 | 110 | RD30 M6x14.8L
U280-D32 a2 32 220 110 RD32 M6x15.8L

U280 IEIEE(CUTTING PARAMETERS)

il 8 E UE & #@s4aCc FEEHSUS304  EE FC25 REM SKDSKT
INSERT C12 7NN ol gl TRV v cimyimin) fzimmitooth) | Velmimin) | iz(mmitooth) | Velm/min) | i2(mmaooth) | Ve(mimin) | tz(mmMcoth)
0.2 01 | 200 0.1 180 0.1 220 | 012 | 150 | 0.08
DOC: AT UFEMAX. Depth of Cut), D: Z{E(Cutting Diameter)

-2 e =
KOVA



ERFZ 7]
BALL NOSE CUTTERS For FINISHING

Order No. Dimensions(mm) # &
B SR D

U285-D08 8 10 150 20
U285-010 10 12 150 38
U285-D12 12 16 160 60
U285-016 16 20 170 70
1U285-D20 20 25 190 80
U285-D25 25 32 210 100
u285-D30 30 32 220 110
U285-D32 32 32 220 110

Screw

PR
RHO8 M2 5x3 5L
RH10 M3x4.3L
RH12 M3x5.6L
RH16 Max7.7L
RH20 M5x9.21
RH25 M6x11.9L
RH30 M6Bx14.8L
RH32 M6Bx15.8L

U285 tDHIfE+(CUTTING PARAMETERS)

R
INSERT

MR

il

e &K
GRADE  ap(mm) ae(mm) [Tri!

S45C Fghilf SUS304 G B FC25  {EEH SKD SKT
fz{mmitooth) | Ve(mimin) | fzimmAooth) | Veim/min) fz{mmAooth) | Ve{m/min) | fzimmioaoth)
200 0.1 180 0.1 220 0.12 150 0.08

DOC: |ATEHMELEMAX, Depth of Cut), D: 71{E(Cutting Diameter)

KOVA



| =1g
120 | SHORT HOLE DRILLS
£

L2

016-54

# Depth of hole max 8xD

Order No. Dimensions(mm) #% 18 Inserts Screw Key

B R ERADR b RF

1618-16
U480-1618 16~18 144 | 163 1618-17
1618-18
1921-19
U480-1921 19~21 168 | 187 1921-20 | MBxA11x7 T8
1921-21
2204-22
U480-2224 22-24 40 192 | 211 2224-23
2224-24
2527-25
U4B0-2527 25~27 216 | 235 2527-26
2527-27
2830-28
U4B0-2830 28~30 32 240 | 259 58 2830-29
2830-30
3133-31
U480-3133 31~33 264 | 283 3133-32
3133-33
3436-34
U4B0-3436 34~36 288 | 307 3436-35
3436-36
3739-37
U4B0-3739 37-39 312 | 331 3739-38
3739-39
4042-40
U4B0-4042 40~42 336 | 355 4042-41
4042-42
4345-43
U4B0-4345 43-45 360 | 379 4345-44
4345-45
4648-46
U4B0-4648 46~48 384 | 403 4648-47
40 55 ! | B0 4648-48
4951-49
U480-4951 49~51 408 | 427 4951-50
4951-51
5254-52
U4B80-5254 52~54 432 | 451 5254-53
5254-54

M4xB15x10.0 T15

M5xB21x11 T20

KOVA



& uasgs

FEEIER

SHORT HOLE DRILLS

[

d
di

016-54

Order No .

B R

Dimensions(mm) #R 18

Inserts

ERIA

# Depth of hole max 10xD

U485-1618

16~18

U485-1921

19~21

U485-2224

22~24

U485-2627

25~27

L485-2830

28~30

U485-3133

31-~33

U485-3436

34~36

L485-3739

37-~39

U485-4042

40~42

a2

40

180

1618-16

1618-17

1618-18

210

229

1921-19

1921-20
1921-21

240

259

2224-22

2224-23

2224-24

M3xA11x7

T8

270

289

2527-25

2527-26

2527-27

300

319

2830-28

‘ebelndd
2830-30

M4xB15x10.0

TE

50

330

349

3133-31

3133-32

3133-33

360

379

3436-34

3436-35

3436-36

M4axB15x10.0

T15

390

409

3738-37

3739-38
3739-39

420

439

4042-40

4042-41

4042-42

U485-4345

43~45

L485-4648

46~48

U485-4951

49~51

L485-5254

52~54

40

55

450

459

4345-43

4345-44

4345-45

480

499

60

4648-46

4648-47
4648-48

510

529

4951-49

4851-50

4951-51

540

559

5254-52

5254-53

5254-54

MsxB21x11

T20

KOVA



4“‘[{

uaso,

EEIESLE
SHORT HOLE DRILLS

[

# Depth of hole max 2xD

Order No. Dimensions(mm) #R 18 Inserts Screw
8 iR ERIR bl

U490-D16 16 32 51

U490-D17 17 34 53

U490-D18 18 36 55 WCMX 030208 M2.5xABX7 .1 i
U490-D19 19 a8 57

U490-D20 20 40 59

U490-D21 21 42 61

Ejzi-gﬁﬁ f_j i :g ﬁ WCMX 040208 M3xA11x7 T8
U490-D24 24 48 67

U490-D25 25 50 69

U490-D26 26 52 71

U490-D27 27 54 73

e = = = WCMX 050308 M3xA11X7 T8
1490-D29 29 30 58 77

U490-D30 30 60 79

U490-D31 31 62 | 81

U490-D32 32 64 83

U490-D33 33 66 85

U490-D34 34 68 87 WCMX 06T308 M3.5xB11x9.2 T10
U490-D35 35 70 89

U490-D36 36 50 72 91

U490-D37 37 74 93

U490-D38 38 76 95

U490-D39 g 78 a7

U490-D40 40 80 99

U490-D41 a4 82 | 101

U490-D42 42 84 | 103

U490-D43 43 86 | 105

U490-D44 44 88 | 107

10 D42 A3 L WCMX 080412 M4xB15x10.0 T15
U490-D46 46 g2 | 1M

U490-D47 a7 894 | 113

U490-D48 48 96 | 115

U490-D49 49 40 > 98 117

U490-D50 50 100 | 119

U490-D52 52 104 | 123

U490-D55 55 10 | 129

U490-D58 58 16 | 135

r25) —

KOVA



fEEIVESLE
SHORT HOLE DRILLS

iz

= Depth of hole max 3xD

Order No . Dimensions(mm) & 1§ Inserts Screw
B9 BB biEA
Us00-D16 16 48 67
Us00-D17 17 51 70
U500-D18 18 54 73 WCMX 030208 M2.5xA8X7.1 T7
U500-D19 19 57 76
Us00-D20 20 60 79
Us00-D21 21 63 82
U500-D22 22 66 85
HEGhS = il 5 i WCMX 040208 M3xA11x7 T8
U500-D24 24 72 91
US00-D25 25 75 94
U500-D26 26 78 97
U500-D27 27 81 100
US00-D28 28 84 103 WCMX 050308 M3xA11x7 T8
U500-D29 29 32 87 106
Us00-D30 30 90 109
U500-D31 a3 93 112
Us00-D32 a2 96 115
U500-D33 33 99 118
US00-D34 34 102 | 121 WCMX 06T308 M3.5xB11x9.2 T10
U500-D35 35 105 | 124
U500-D36 36 - 108 | 127
U500-D37 37 111 130
Us00-D38 38 114 | 133
US00-D39 39 17 | 136
U500-D40 40 120 | 139
US00-D41 41 123 | 142
U500-D42 42 126 | 145
U500-D43 43 129 | 148
US00-D44 44 132 151
U500-D45 45 135 | 154
e = s WCMX 080412 M4xB15x10.0 T15
U500-D47 47 141 | 160
U500-D48 48 i bE 144 | 163
U500-D49 49 147 | 166
US00-D50 50 150 | 169
U500-D52 52 156 | 175
US500-DS5 55 165 | 184
US00-D58 58 174 | 193

KOVA



{4 b2

Y
=]

016-58

IBEEINESLE
SHORT HOLE DRILLS

6&:}-

="

4

e
- d

= Depth of hole max 4xD

Order No. Dimensions(mm) #& & Inserts Screw
E:” aﬁ. D | | 1 ﬁﬁi ;UFIL mzu Wit
U510-D16 16 64 | 83
Us10-017 17 68 | 67
U510-D18 18 72 91 WCMX 030208 M2.5xA8x7.1 Ti7
U510-D19 19 76 95
U510-D20 20 80 99
U510-D21 2| 84 103
U510-D22 22 88 107
U510-D23 >3 i o i WCMX 040208 M3xA11x7 T8
U510-D24 24 96 115
US10-D25 25 100 | 19
U510-D26 26 104 123
U510-D27 a7 108 127
EAGD5E = 55 15 WCMX 050308 M3xA11x7 T8
Us510-D29 29 32 116 135 58
U510-D30 30 120 | 139
U510-D31 31 124 | 143
U510-D32 3z 128 147
U510-D33 33 132 151
U510-D34 34 136 155 WCMX 08T308 M3.5xB11x9.2 T10
U510-D35 35 140 159
U510-D36 36 50 144 163
U510-D37 37 148 167
U510-D38 38 152 171
U510-D39 39 156 | 175 |
U510-D40 40 160 179
Us10-D41 41 164 183
Us10-D42 42 168 187
U510-D43 43 172 | 194
Us10-D44 44 176 | 185
it ] 45 180 199 WCMX 080412 M4xB15x10.0 Ti5
U510-D46 46 184 203
U510-D47 47 188 207
U510-D48 48 i s 192 211 &
U510-D49 49 196 215
U510-D50 50 200 219
U510-D52 52 208 227
U510-D55 55 220 239
U510-D58 58 232 251

U490, U500, U510 tIBIE(CUTTING PARAMETERS)

R R SUS304 §8 #i FC25

INSERT Ve(mimin) | fz(mmirev) Ve(mimin) | fz{mmirey) Vejmimin) | fz(mmirev)
JC5040 150~180 | 0.10~0.18 | 80~120 | 0.10~0.15 | 150~180 | 0.10~0.20
JCazsy 120~150 | 0.10~0.15 - - - -
JCa1sv 120~150 | 0.10~0.15 - - - -

KOVA



e eI
| =
E: U4gj§ I TOP CUT DRILLS

, s T ] 1425

# Depth of hole max 2xD

Order No. Dimensions(mm) #R & Inserts Screw Key

T - BERTIR TN E
U495-D14 14 28 48

U495-D15 15 30 50

U495-D16 16 32 52 LPGX07T204 M2.2xC3x5.46
U495-D17 17 ' 34 53

U495-D18 18 36 54

U495-D19 19 38 56

U495-D20 20 | ¥ | * [a [m | ¥ v
U495-021 21 2 | 60

U495-p22 22 44 64 LPGX100308 M2 5xAB8X7 .1
U495D23 23 46 | 66

U495-D24 24 48 | 68

U495-D25 25 50 70

U495 tIHHEE(CUTTING PARAMETERS)

i # S45C ki SUS304 §3 i FC25

Ve{mimin) fz{mmirev) Ye(m/min) {z{mmirev) Ve{mdmin) fz{mmiray)
150~180 | 0.10~0.18 | 80~120 | 0.10~0.15 == ==

' e - - 150~180 | 0.10~0.18

AR B
INSERT GRADE

KOVA



2 014-25

-LH
di

EEIESLE
TOP CUT DRILLS

2 Depth of hole max 3xD

Key
k=

Order No. Dimensions(mm) # 18 Inserts Screw
B ERIE i
U505-D14 14 [ ' 42 | 62

U505-D15 15 45 65

U505-D16 16 ' 48 68 LPGXD7T204 M2.2xC3x5.46
U505-D17 17 | 51 71

U505-D18 18 54 73

U505-D19 19 57 74

U505-D20 20 . a2 e 60 78 =

U505-D21 21 63 81

U505-D22 22 66 84 LPGX 100308 M2.5xABX7 1
U505-D23 23 69 87

Us0s-D24 24 . 72 90

U505-D25 25 75 93

T

U505 tDHEIEEF(CUTTING PARAMETERS)

AR B8 % 3 S45C A SUS304 i i FC25
INSERT GRADE Velmmin) | fammiev) | Veimimin) | feimmiev) | Velmimin) | fzimmiey)
150~180 | 0.10~0.18 | 80~120 | 0.10~0.15 > =
~ o = “ 150~180 | 0.10~0.18

KOVA



:2)==P
CHAMFERING MILLS

s Ny 016-32

Order No.

Inserts
2SR ERIR
Us20-D16 16 333 | 865 | 25 80 28 1
U520-D25 25 423 | 865 | 32 90 a5 2 SPMT120408
Us20-D32 32 | 493 | BB5 | 32 | 100 40

Screw Key

17 =

M5xB21x11 T20

_%U:E__.}EEI :2)==PA

CHAMEFERING MILLS

%-1 040-63
L
!

Order No .. Dimensions(mm) & 18§ Inserts Screw Key
B R L ERIR e &=

U525-D40 40 573 | 22 40 8.65 3

U525-D50 50 67.3 | 22 40 | 8.65 | 4 SPMT120408 M5xB21x11 T20

Us25-D63 63 80.3 22 40 8.65 5]

KOVA



- — ZINEEE /)
= |5
e UJ5 = !J | MULTI-FUNCTION FACE MILLS

Order No. Dimensions(mm) % 18 Cut Inserts

D
US60-D50 50 4163|3112 | 22 |50 25| 7 |3 | 4
Us&0-D63 63 (5463 4412 22 50 (26| T 3 5
OEMX12T3 M3 5xB11x9.2 T10
US60-D80 80 |7163 6112 | 27 |50 |25| 7 | 3 | 6
Us&0-D100 100 | 91.63 | 8112 32 50 (25| T 3 T
US60-D125 | 125]1138|9973 | 40 |63 |3 | 9 | 4 | 8 OENX 1705
Us&0-D180 160 | 1488 (13473 | 40 63 | 3 g 4 9 MExB21x11 el

o . ZINBEEEE )
= | |,._._‘ =, b=
. U 555 I MULTI-FUNCTION FACE MILLS

Y 032-50
—
a8
E I X 1
L;‘_:-]; °
[ 1
T ¥
e
A —

Order No. Dimensions(mm) R 1§ Inserts Screw Key

N D (01 [D2[d|L| | |at Ll K 05

U5S65-D32 a2 236(13.1| 32 |125] 45 |25
U565-D40 40 131.7|21.2| 32 [125| 45 |25
US65-D50 50 |41.9(|31.4| 32 |125| 45 |25

OEMX12T3 M3.5xB11x9.2 T10

i e =

[ I O

U560, 565 LIMI{EE(CUTTING PARAMETERS)

kK # B8 b i# R & 8sS45C FEEHISUS304 @i FC25 BRI SKD,SKT
INSERT (€158 SRR o1 Y BTG v cim/min) fz{mmitooth) | Ve(mimin) | tz(mmitooth) | Ve(m/min) | fz(mmboath) | Ve{mimin) {fz(mmitooth)
UP20M,AP20M 120~2100.15~0.25[120~210|0.10~0.20 100~1700.15~0.25 | 100-170 |0.10~0.20

531 ==
KOVA



- TR
U538
~ Useo | TSLOT MILLS

e 825-50

Order No. Inserts Screw Key
B SR ERIR ey i =

US80-D25-11 | 25 | 11 | 25 | 12 | 34 | 110 | 1+1 TSB25 RIL M3.5xA11x7 T8

USB0-D32-14 | 32 | 14 | 32 | 15 | 42 | 120 | 141 TSB32 RIL

U580-D40-18 | 40 | 18 | 32 | 19 | 52 | 130 | 141 TSB4ORL | M4xB15x10.0 | Ti5

USB0-DS0-22 | 50 | 22 | 42 | 25 | 64 | 140 | 242 TSB50 RIL

- TEJ)
. B = }_,—
= usge | TSLOT MILLS

S _._ A

Order No. Dimensions(mm) & #& Cut Inserts Screw

B %R edges  {FRJIF TR

US82-D25-11 | 25 | 11 | 25 | 12 | 34 | 110 | 1+1 | ENHQ 08T306 RiL

USB2.D3214 | 82 | 14 | 82 | 15 | 42 | 120 | 1s1 | ENHQOBT306 RL | |OXATIXT B
US82-D40-18 | 40 | 18 | 32 | 19 | 52 | 130 | 2+2 | ENHQ 100408 R | M4xB15x10 T15
Us82-D50-22 50 22 42 25 64 140 242 ENHQ 120610 R/L MEXB21%11 T20

KOVA



B imEt ) / EKJJ 7= sopY
THROW AWAY ENDMILL / BALL NOSED CUTTER

€usan,

ey

Order No . Dimensions(mm) #R & Order No. Dimensions(mm) #& 1§
7 Al
B R D d | L £ D d | L
U600-D16 156 | 20 31 75 UB0O-D1EL | 156 | 20 63 115
UB00-D20 19.6 25 48 98 U600-D20L 19.6 25 77 135
UB00-D25 246 32 43 114 UB00-D25L 24.6 a2 106 170

WMl
i £t 7

ENDMILL

BV
BRAZ 7D
BALL NOSED

RE-R |
R A i $% /J

ENDMILL WITH

CUTTER

CORNER RADIUS

[m]
Order No. Dimensions(mm) OB

B OWR D R | L
UJa00-WM160 16 - 10 40
JE00-WM200 20 - 12 42
UG00-WM250 25 - 15 46
JB00-BM160 16 8 10 40
UJa00-RM200 20 10 12 42
UB00-RM250 25 125 15 46
UJe00-RB160-4R 16 4 10 40
UJs00-RB200-5R 20 5 12 42
U600-RB250-6R 25 6 | 15 46

KOVA



== THEATVFRER)
MICRO REAMER

"
C
@
Of

o

[

A

Order No. Dimensions(mm) #& 18 Cut Inserts Screw Key
O edges  EREH e B=F
U655-D08 8 %6 | 80 | 75 | 120

UB55-D09 9 16 30 75 120

U655-D10 10 16 30 75 120

U6s5-D11 | 11 6 | 80 | 75 120

U655-D12 12 16 30 75 | 120

U655-D13 13 16 30 75 120

U655-D14 14 16 30 75 120

UB55-D15 15 20 30 75 130

Uess-D16 | 16 20 | 30 | 75 | 130 |

Uess-D17 | 17 20 | 30 | 75 130

U655-D18 18 20 30 75 130

UB55-D19 19 20 30 75 130

R = = = = T 1 XPGN-1502 M3xAT1x7 T8
Ues5-D21 | 21 20 | 35 | o5 150

Uess-D22 | 22 20 | 35 | o5 150

U655-D23 23 20 35 95 150

UB55-D24 24 20 35 g5 150

U655-D25 25 20 35 95 150

U655-D26 26 25 35 95 160

Uess-D27 | 27 25 | 35 | o5 160

UB55-D28 28 25 35 95 160

U655-D29 29 25 35 95 | 160

U655-D30 30 25 35 95 160

U655-D31 31 25 35 95 | 160

Uess-D32 | 82 25 | 35 | 95 | 160

KOVA




- LB
S| ==
U aU | SIDE MILLING CUTTER

Order No . Dimensions(mm) #% Cut Inserts Screw Key
iR edges =d=208) =y IRk RF
UB80-DB0-12 80 12 17 27 40 3x2
-DB0-14 7 4
Una oen g0 L 5 2 0 b ENHQOBT306 RiL M3xA11x7 T8
UB80-D100-12 100 12 27 27 40 4x2
Uss0-D100-14 100 14 27 27 40 4x2
UB80-D100-16 100 16 27 27 40 4x2 ENHQ100408 R/IL M4xB15x10 T15
Ue80-D125-12 125 12 a7 32 46 7x2
ENHQOBT306 R/L M3xA11x7 T8
UB80-D125-14 125 14 ay 32 46 7x2
uUe80-D125-16 125 16 a7 3z 46 6x2
ENHQ100408 R/L M4xB15x10 T15
UBB80-D125-18 125 18 a7 32 55 6x2
UBB80-D160-12 160 12 50 40 55 ox2
ENHQOBT306 R/L M3xA11x7 T8
UB80-D160-14 160 14 50 40 55 ax2
UBB80-D160-16 160 16 50 40 55 8x2 ENHO100408 BIL MAE 510 .
X 1
U680-D160-18 | 160 | 18 50 40 55 | 8x2 R % ?
UB80-D160-20 160 20 50 40 55 7x2
UB80-D160-22 160 22 50 40 55 7x2 | ENHQ120810 R/L M5xB21x11 T20
UBB0-D160-24 160 24 50 40 55 7x2
® o

KOVA



SIDE MILLING CUTTER

Order No. Dimensions(mm) #% 18 Cut Inserts Screw Key
il 5 edges ERIR ERHh wRF
L!ﬁ_32~D1"q | 10 11 36 | 84 . 16 B2 1x3 MQSKAE)WT | 17

; 111, 4 1 1x
R e e s "™ sesarr |
Usg2-D40 40 | 2.65~4.15 50 110 32 (318 3x3 M3.5xA11x7 T8

KOVA



{81 £5 /)
I .J "' 5,
Uaga | SIDE MILLING CUTTER

o g
iz

d

L= = ——

Order No. Dimensions(mm) # 18 Cut Inserts Screw Key
B8R a edges  {FETIH b T
UGB5-D100-4 | 100 | 4 | 12 | 25 | 27 | 48 | ex2 23506599 M3x3.5x90° -
Uess-D100-5 | 100 | 5 | 12 | 25 | 27 | 48 | 6x2 23506600 M3x4.3x90°
U6ssD100-6 | 100 | 6 | 12 | 25 | 27 | 48 | sx2
UessD100-7 | 100 | 7 | 12 | 25 | 27 | 48 | 3x3 23506601 M4x5.2x90° s
U6ssD100-8 | 100 | 8 | 12 | 25 | 27 | 48 | 3x3 |
UEB5-D100-10 | 100 | 10 | 12 | 25 | 27 | 48 | 5X2 | 23506602 |  Mdx8.2x90°
U6B5-D130-4 | 130 | 4 | 12 | a5 | 40 | 58 | 7x2 23506599 M3x3.5x90°
Uess-D130-5 | 130 | 5 | 12 | 35 | 40 | 58 | 7x2 23506600 M3xd.3x90° 18
U685-D130-6 | 130 | 6 | 12 | 35 | 40 | 58 | ex2 | '
Ue85-D130-7 | 130 | 7 | 12 | 35 | 40 | 58 | 4x3 23506601 M4x5.2x90°
U685-D130-8 | 130 | 8 | 12 | 35 | 40 | 58 | 4x3 | T15
UBB5-D130-9 | 130 | 9 | 12 | 35 | 40 | 58 | 6x2 | ' .
U685-D130-10 | 130 | 10 | 12 | 35 | 40 | 58 | 6x2 e st
Ues5-D160-4 | 160 | 4 | 12 | 45 | 40 | e8 | 9x2 23506599 M3x3.5x90"
U685D160-5 | 160 | 5 | 12 | 45 | 40 | 68 | 9x2 | 23506600 |  MB3x4.3x90° L
Ues5-D160-6 | 160 | 6 | 12 | 45 | 40 | e8 | Bx2
U685-D160-7 | 160 | 7 | 12 | 45 | 40 | 68 | 5X3 23506601 Mdx5.2x90°
UEB5-D160-8 | 160 | 8 | 12 | 45 | 40 | 68 | 5x3
U685-D160-10 | 160 | 10 | 12 | 45 | 40 | 68 | 8X2 | 23506602 Max8.2x90° T15
U685-D200-6 | 200 | 6 | 12 | 60 | 50 | 72 | 9x2 s—— —
U685-D200-8 | 200 | 8 | 12 | 60 | 50 | 72 | 6X3
U685-D200-10 | 200 | 10 | 12 | 60 | 50 | 72 | 9x2 23506602 Mdx8.2x90°



i 15 B30 /)
SPECIAL FORM CUTTER

€en

Order No. Dimensions(mm) #3 Inserts

8 8 ERIR

14x6.35xR15
12x6.35xR6

SH-120-35R-6 R/L 120

Screw

M5xB21x11

s EWET
Erpaj ‘| I SPECIAL FORM CUTTER

Order No. Dimensions(mm) #% 18 Screw
B R B
TPSM-136 RIL 136 40 35 54 14x6.35xR15 M5xB21x11 T20



BPGET...BE/SUITABLE : U100.U150.U260)

Order No. B 5E Grade ¥ B L D S r d

APGTO0902GDR JC5030 9525 | 635 | 238 | 04 2.8
JCB10

APGT1202GDR KT9 127 | 635 | 238 | 04 28

LI, c@m/suImABLE : U100.U120.U150.U160)

Order No. BY 5% Grade ¥ B {28 D AN BRG | ell 8

XDHT090308 967 | 635 | 15 | 318 | 08 | 28

XPHT160408 TN7525 16.13| 952 | 11 | 476 | 08 | 4.4

v XPHT160408AL TN5515 16.13| 98 | 11 | 466 | 08 | 44
XPNT160412 THM 16.13| 952 | 11 | 476 | 1.2 | 4.4

XPHT160412 1613|952 | 11 | 476 | 1.2 -4.4

SEDD...GE%.’SUITABLE: U132)

Order No. B g8 Grade ¥ B

SEMT13T3AGSN-JM £7030
AP15TF

SEMT13T3AGSN-JH 13.4 3.97 1.9
NX4545

SEGT13T3AGFR-JP HTi10

SINIET...sm/suTABLE : U128)

WS Order No. B! &R Grade 1 B
N il
= s SNHT1605-A15 KAL 16 6.5 5.4

PRNIMY ...ca=/sumaBLE : U130)

Order No. B 58 Grade ¥ B

NIT
PNMY-543 UmMs 16.28 6.4 1.2
KT9
® =



RD |:| |:| «»s (EFI/SUITABLE : U200.U202.U220)

Order No. B &8 Grade ¥ B D A S d
RPMWO0802MO 80 11 2.38 2.8
RPMW1003MO 10.0 11 318 4.4
ARPMW1203MO JC5025 12.0 11 3.18 4.4
RPMW1604MO JCB610 16.0 11 4.76 5.5
RDHX0702MO KTg 7.0 15 2.38 28
RDHX1003MO DX25 10.0 15 3.18 3.9
RDHX12T3MO 12.0 15 3.97 3.9
RDHX1604MO 16.0 15 476 50
222671 ...c8/m/SUITABLE : U260)
& Order No. B 5% Grade ¥ B D B A S d
/K_.?\ 22267104 6.35 Tl 11 2.78 2.8
. 22267106 9.52 11.33 15 . 3.18 4.4
TTM
22267108 10.4 12.65 15 4.76 4.4
TPGC35
22267110+ 12.7 15.53 15 476 4.4
22267114+ 12.7 15.05 1 4.76 5.5
SB[ ][ ...c8m/sUITABLE : U260.U560.U565)
Order No. & 8% Grade ¥ & D S r d
SPNT120408 EER 127 | 476 | 08 55
“/. SPMT120408 S 127 4.76 08 5.5
=D... @BE/SUITABLE : U280)
Order No. B 5% Grade ¥ B D S d
RDO8 B8 25 28
B} RD10 10 3 3.5
RD12 12 3 3.5
RD16 16 4 4.5
KAL
RD20 20 5 5.5
RD25 25 6 6.5
RD30 30 7 6.5
RD3az2 32 7 6.5

KOVA




@O...c@Em/SUITABLE : U102)

& Order No. B &% Grade ¥4 B2
QOMT1035R-M2 10.6 7 3.5 0.8
@ = QOMT1342R-M2 13.1 87 42 08
VP15TF
QOMT1651R-M2 165 1 5.1 08
L1 g
QOMT2062R-M2 204 | 136 6.2 08
KDGT...BB/SUITABLE : U104)
Order No. B 58 Grade 1 B L1 L4 S F R
XDGT155004 22 16 5 1.5 0.4
) .
— XDGT155008 22 | 16 5 | 11 | o8
» C? XDGT155016 22 | 16 | 5 | 04 | 16
]L L__I - XDGT155020 TF15 217 16 5 0.2 2.0
s
XDGT155030 20 | 16 5 | 06 | 30
XDGT155040 19 | 18 5 | 05 | 40
XDGT155050 18 | 18 5 | 04 | 50
E=INIVL...c&m/suITABLE : U106)
Order No. B! % Grade ¥ B A B T R
ANM-100- 10 85 26 03
RNM-120- 12 10 3 05
1.0
i A KAL 16 12 4 .
BNM-200- 20 15 5 2.0
RNM-250- 25 185 6 3.0
JO/JD...Em/SUTABLE : U222/U224)
Order No. B 5§ Grade ¥4 B A D S F R
JOMWOB0320ZZSR-FT 13 8 |a18| 14 | 2
JOMWO09T320ZDSR-FT 15 | 9525 | 397 | 18 | 2
FH7020
JOMW120420ZDSR-FT 15 | 12 | 478 | 25 | 2
VP15TF
JOMW140520ZDSR-FT 15 | 14 | 586 | 28 | 2
VP30RT
JOMT120420ZDSR-ST 15 | 12 | 476 | 25 | 2
| JOMT140520ZDSR-ST 15 | 14 |sss| 28 | 2




==, c@m/suITABLE : U2ss)

Order No. BY 5§ Grade ¥ B D S d
RHO8 B 2 28
RH10 10 2.5 3.5
1 RH12 12 28 35
= RH16 KAL 16 3 45
LS__I RH20 TTIZ25 20 4 55
RH25 25 5 6.5
RH30 30 5 6.5
RH32 32 5 6.5
|:| |:| |:| |:| « o« ((EFR/SUITABLE : U480.U485)
Order No. B 58 Grade #4 B L S d
1618-- 16~18 4 3.3
1921+ 19~21 4 3.3
2224 2224 4 33
2527 2527 48 43
2830--- 28~30 48 43
3133 31~33 4.8 4.3
KAL
3436-- 34~36 4.8 4.3
MAL
3739 37~39 6.35 54
4042+ 40~42 6.35 54
4345 43-45 6.35 54
4648-- 46~48 7.92 54
4951--- 49~51 7.92 54
5254 52~54 7.92 5.4
WEIMIK... @m/sutaBLE : U490.U500.U510)

Order No. & &% Grade #4 B D S d
WCMX030208 5.56 238 2.8
WCMX040208 THM 6.35 2.38 3.1
WCMX050308 TPC35 7.94 3.18 3.2
WCMX06T308 TN7525 9.53 3.97 3.7
WCMX080412 12.7 4,786 4.3

KOVA




LPGEX... @m/SUmABLE : U495.U505)

-

S = Order No. BY 35§ Grade ¥ B L D S r d
i _&)_}D E i LPGX07T204 TPC35 75 | 58 | 278 | 04 | 25

. I i TN7525
L 5 LPGX100308 TN5515 10 75 | 318 | 08 2.8

Order No. B 8§ Grade ¥ B&

é[ OEMX12T3 KAL 127 | 397 | 10 38

|_§J OEMX1705 AL 17.0 50 1.0 55

TSB...@m/suImABLE : U580)

Order No. B! &E Grade ¥ B L B} s d
TSB25 RIL 8 8 3.97 33
TSB32 RIL JC5030 10 10 476 4.4
TSB40 R/L KT9 12 10 6.35 4.4
TSBS0 R/L 12 10 6.35 4.4
(EFESR.TPSM)
Order No. B! &% Grade ¥ B D R r S d
R _
Gy o 14x6.35xR15 14 15 08 | 635 586
LS =
MAL
KAL
]

KOVA



