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— Diameter Overall Shank Stock
Length Diameter
0.3 20 120 6 [
~ 0.5 20 120 6 °
i 6 1 20 120 6 O
Square 2Flute 1.5 20 1 20 6 ‘
REZH 2 20 120 6 L
Square Multi ,\ 0.3 30 ] 30 8 '
I 4 0.5 30 130 8 [
s, 2 5 1 30 130 8 °
55095 Y 1.5 30 130 8 L
Roughing L: 2 30 ] 30 8 .
— 3 30 130 8 °
IR 0.3 35 150 10 L J
— 0.5 35 150 10 L
R § 1 35 150 10 0
cnutais 0 10 1.5 35 150 10 o
%tj/y § 2 35 150 10 L J
Combination ) 3 35 ] 50 1 O .
FNSE o 0.3 40 150 12 o
For Aluminium % 0.5 40 150 12 .
FoEE o 1 40 150 12 L
e = 12 1.5 40 150 12 [ ]
— 2 40 150 12 [
155% o
A 3 40 150 12 [ )
For Special 4 40 '| 50 '| 2 .
5 40 150 12 L J
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