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Zigong Xingyu Cemented Carbide Dies & Tools Co., Ltd
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Telephone:+86-813-5107175
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Company Introduction

Zigong Xingyu Cemented Carbide Dies&Tools Co.,Ltd is a professional
supplier of tungsten carbide and all kinds of customized tungsten carbide wear
parts.Which integrates Research & Development,Production,Marketing and
Services.Our company was founded in 1999 and located in Zigong city,Sichuan
province of China.We have more than 20 years experience in researching and
manufacturing of tungsten carbide products such as carbide
molds&dies,bushings,valve seats,nozzles,inserts&cutting tools,carbide rods and

bars,carbide plates&strips and other customized tungsten carbide wear parts etc. Raw Material Wet Mix Milling Pressing

With high-purity cemented carbide raw materials, we can produce various
products as per customer special requirements, OEM/ODM are both
welcome.With high-tech equipment and strict quality test system,we have won a
good reputation of high quality in both domestic and overseas market.Our
tungsten carbide products have been exported to many countries around the
world.Being reliable and professional is our value of service.Providing customers
with high satisfaction services and high quality products is always our mission.

Sincerely welcome the friends all over the world to contact us for a WIN-WIN

: Inspection & Testing Machining HIP Sintering
cooperation!



@ FOCUS ON CEMENTED CARBIDE PARTS
Tungsten Carbide Rod XYM] AND DIES MANUFACTURING

Grade Solid Blank Rod

Chemical : o |
P _\_\______
Clemmoemeit Mechanical Property e X
Grade |ISO Grade H :
Density | Hardness
mm

Specification D*L Diameter Tolerance Length Tolerance

. 0.25 . 70

YG6 K10 94 6 14.9 91 1420 ¢1.0-2.5%330 . 0.15 . 30
) . 040 . 70

©3.0-9.5.5%330 . 020 Y

10.0-15.0+330 * 030 t 70

P L0015, + 030 + 3.0

YG6X K10 935 6 149 915 1600 $155-19,5'330 L o8 30
. . 0.70 . 70

©20.0-29.5%330 " ou . 30

Single Straight Hole Rod
YGS8 K30 92 8 14.9 90 1600

d
[ ] p
YGI0 K40 90 10 147 89 1900 % i Frerem ey,

mm
Outer Inner Length oD ID Length

YGIOX K40 89 10 147 895 2200 oo
@ 2-7 330 3.0

+0.6 +0 +7.0
(0.4-3.0 +02 202 +3,
_ +0.7 +0 +7.0
@8-11 ¢ 0.4-7.0 330 +03 -0.2 +30
YG15 K30 85 15 14.7 87 2100 ¢12-19 (90.4-10.0 330 ol o 19
) +1.0 +0 +7.0
(pzo_ao ¢0.4-10.0 330 .05 03 .30
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Tungsten Carbide Rod

Double Hole Rod

Outer Diameter [Double Inner Hole| Pitch- 1'1w Length | OD Tolerance| ID Tolerance | Pitch-raw Length Tolerance
(mm) Diameter (mm) TK(mm) (mm) (mm) (mm) TK(mm) (mm)

4-11 90.8-1.4 1.72-4.85 :gg +0.10 +0.20
912-19 91.75-2.0 5.85-8.85 330 8'1 +0.15 +0.25
©20-24 92.5 9.80-11.75 330 + 8'2 +0.20 +0.30
925-30 ©3.0 11.75-13.75 330 8'2 +0.25 +0.35
Carbide Plate

" -+

Width “dlih Thickness
) Tolerance b
a(mm; a(mm) (mm)
a*b*l +0.4
Specification o +0.2 =3
a*b*1
0.5
8~14 * 2~5
+0.3
14~34 +0.6 14~34
+0.4

03l

Thickness

Length
Tolerance L(mm)
b (mm) '
+0.35
+0.15 330
+0.15
+0.2

+7.0

+3.0
+7.0
+3.0
+7.0
+3.0
+7.0
+3.0

Length
Tolerance
L(mm)

+3.0
+0.0
+3.0
+0.0
+7.0
+3.0

STB STANDARD SIZE

Style
STB-12
STB-12A
STB-13A
STB-13
STB-22L
STB-24A
STB-24C
STB-24D
STB-24B
STB-24L
STB-26A
STB-26C
STB-16L
STB-28A
STB-28B
STB-28D
STB-28L
STB-210L
STB-212L
STB-216L

Other types of strips may be offered according to customer's requirement

1/32
1/32
3/64
3/64
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16
1/16

Width
(inch)

1/16
1/16
3/32
3/32
1/16
1/8
1/8
1/8
1/8
1/8
3/16
3/16
3/16
1/4
1/4
1/4
1/4
5/16
3/8
1/2

Length
(inch)

1
11/2
13/16
1
6
1
11/4
11/2

11/4
3

S oo o O

Style
STB-416L
STB-420
STB-420L
STB-424
STB-424L
STB-428
STB-432
STB-432L
STB-436
STB-440
STB-448
STB-456
STB-512C
STB-516
STB-520
STB-524
STB-528
STB-532
STB-536
STB-540

Thickness
(inch)

1/8
1/8
1/8
1/8
1/8
1/8
1/8
1/8
1/8
1/8
1/8
5/32
5/32
5/32
5/32
5/32
5/32
5/32
5/32
5/32

Width
(inch)

1/2
5/8
5/8
3/4
3/4
7/8
1
1
11/8
11/4
11/2
13/4
3/8
1/2
5/8
3/4
7/8

11/8
11/4

T

mm

STB STANDARD SIZE

Thickness
(inch)

Length
(inch)

12
6

12
6

12
6
6

=
IS

o o o o o o o o o o o
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FOCUS ON CEMENTED CARBIDE PARTS

Cutting Tools XYM] AND DIES MANUFACTURING
Grade Type A
C(E)Irllf:)r:;:it Mechanical Property o 176 - S
Grade |ISO Grade : - 4'50
Density | Hardness TRS <
wC L g/cm’ HRA >N/mm? L
T44:>>
YIS P30 85 10 13.20 89.50 1430 .
" -------
A5 0.36 0.32 0.28
YT14 P20 78 8 11.30 90.50 1270 A6 6.0 4.0 2.5 2.5 0.75 0.73 0.64 0.57
A8 8.0 5.0 3.0 3.0 1.52 1.49 13 1.14
A10 10.0 6.0 4.0 4.0 3.0 2.9 2.6 2.28
YT15 P10 79 6 11.60 91.00 1180 Al12 12.0 8.0 5.0 5.0 6.0 5.9 5.2 4.6
Al6 16.0 16.0 6.0 6.0 12.2 11.9 10.5 9.2
A20 20.0 12.0 7.0 7.0 215 211 18.5 16.3
YT30 PO5 66 - 9.70 92.50 890
Type B
YG3X KOl 965 3 15  91.5 1700 e —
e
- 4’5%\
YG6X K10 935 6 149 915 1600 sl
e | o | sne| 6 | aae | e | s -------
BS 0.36 0.32 0.28
B6 6.0 4.0 2.5 2.5 0.75 0.73 0.64 0.57
BS 8.0 5.0 3.0 3.0 1.52 1.49 1.30 1.14
YG6 K15-K20 93 6 14.9 91 1420 B 10 10.0 6.0 4.0 4.0 3.0 2.9 2.6 2.28
B 12 12.0 8.0 5.0 5.0 6.0 5.9 5.2 4.6
B 16 16.0 10.0 6.0 6.0 12 .2 11.9 10.5 9.2
YGS8 K30 92 8 14.9 90 1600 B 20 20.0 12.0 7.0 7.0 21.5 21.1 18.5 16 .3
B 25 25.0 14.0 8.0 8.0 36 .0 35.3 31.0 27 .2

o051 1106



Cutting Tools

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Type C Type E

r o

] ]80// 1%/ ]
[

L—

] 45& -
I
1/6 S J_S 45& |
‘1/63 J_
mm s
Dimension

Type

mm
Type Dimension Approx per piece weight(g)
----- s
C5 0.34 E4 10.0 4.0 2.5 / 1.3 1.3 1.2 1.0
3.0
c6 6.0 4.0 on: 0.8 0.8 0.7 0.6 ES5 12.0 5.0 / 2.4 2.3 2.0 1.8
E6 14.0 6.0 3.5 / 3.8 3.7 3.3 3.0
C8 8.0 5.0 3.0 1.6 1.6 1.4 1.2 E8 16.0 8.0 4.0 9o 6,3 6.2 5‘4 4‘8
C10 10.0 6.0 4.0 3.2 3.1 2.7 2.4 E10 18.0 10.0 5.0 9° 10.8 10.5 9.3 8.1
: : 6.0 9° : : . .
C12 12.0 8.0 5 0 6.4 6.3 5 49 E16 20.0 12.0 16.96 16.5 14.5 12.7
E12 22.0 16.0 7.0 9° 27.4 26.8 23.5 20.6
Cl6 16.0 10 .0 6.0 12.9 12.6 11.1 9.7 £20 25 0 50.0 30 = pe g 371 324
C20 20.0 12 .0 7.0 22 .7 22.2 19.5 17.1 E25 28.0 25.0 9.0 9° 65.2 63.9 56.1 49.2
C25 25.0 14 .0 8.0 37 .8 37.0 32.5 28.4
Type G
Type D
R 10°
T / \
! \
I A° / /,’ \\
I 45°\ L M'J's 7
:/65 L
L s J mm
» PTT——— P S T S (T M
ype ______—- G8 8.0 12.0 1.0 2.9 2.8 2.5 2.2
A e G10 10.0 14.0 4.0 15 4.5 4.4 3.8 3.4
D3 3.5 3.0 1.3 1.2 11 1.0 : ‘ : 2‘5 ; . . .
D4 45 10.0 4.0 14° 26 25 29 1.9 G12 12.0 17.0 5.0 3.5 8.8 8.6 7.6 6.6
DS 55 12'0 5.0 140 47 4.6 40 36 616 160 200 60 45 168 165 145 127
D6 65 140 60 140 77 76 66 58 G20 20.0 24.0 60 . 259 254 223 195
D8 8.5 16.0 8.0 14° 15.4 151 13.2 116 G25 25.0 28.0 8.0 6.0 50.7 45.6 437 38.2
D10 10.5 18.0 10.0 14° 26.2 25 7 225 19.7 G30 30.0 34.0 10.0 8.0 95.2 93.3 81.8 71.7
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Cutting Tools

Type K
12°
=
45&\_
wes L
L s
Type Dimension
B O T
K2 15.0 2.1
K3 3.5 15.0 4.0 3.1 3.0
K4 4.5 15.0 4.0 3.9 3.8
KJ5 5.5 15.0 4.0 4.8 4.7
K6 6.5 15.0 4.0 5.7 5.6
K7 7.5 15.0 4.0 6.5 6.4
K8 8.5 20.0 6.0 14.8 14.5
K9 9.5 20.0 6.0 16.5 16.2
K10 10.5 20.0 6.0 18.2 17.9
K12 12.8 20.0 6.0 21.7 21.3

1.9
2.6
3.4
4.1
4.9
5.6
12.7
14.2
15.7
18.6

Approx per piece weight(g)

1.7
2.3
3.0
3.6
4.3
5.0
11.1
12.4
13.7
16.4

1.The tolerance of length(L),width(T),thickness(S),radius(R)of the inserts as specified in

the following table.

Dimension <6 <6~12 <12~25
+0.3 +0.4 +0.6
Tolerance 0.0 0.0 0.0

2.The tolerance of flatness as specified in the following table.

Dimension <18 <18~30
Tolerance 0.12 0.15

<25~20
+1.0
0.0

mm
<50
+2.0
0.0
mm
>30
0.2

TypeAl

A106

A108 8.0
A110 10.0
A112 12.0
All4 14.0
All6 16.0
Type A2

% | R
:
20°
Re

Type

Dimension

e | Dmewsin | Awposperpicceweishi@ |
------- e

7.0
6.0
10.0
12.0
10.0

3.0
3.5
4.0
4.5
5.5

@ FOCUS ON CEMENTED CARBIDE PARTS
AND DIES MANUFACTURING

XYM]

Ex45&

T‘%
\

Dimension

0.8
0.8
0.8
0.8

2.6

2.9

6.8
10.7
12.3

2.5

2.8

6.6
10.5
12.0

2.1
2.4
5.7
8.9
10.5

Approx per piece weight(g)

1.9
2.2
5.2
8.1
9.7

mm

Approx per piece weight (g)

A208

A210
A212
A216

A220

A2127
A216Z

A220Z

10.0
12.0
16.0
20.0

8.0
10.0
14.0

18.0

3.0
4.5
6.0
7.0

8.0
4.5
6.0
7.0

1.0
1.0
6.0

1.0

/

0.8
0.8

2.8
5.4
13.0

23.7

2.8
5.3
12.8
233

2.5
4.5
11.3

20.8

2.2
4.2
10.4

18.7

110



@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Cutting Tools

Type A3 Type AS

S & o
° N i3 5 Re =1)@
AN
5 Re 8° 8° Re 5° AN Al
‘ Wt\ i} . /’ﬁ 1% B
£ kS = N
L 3 0.8x45° 0.8 x 45°

mm

eg
TLs
&
; S
2;

o\

4

08x 45 08x45°

-------- s

A310 10.0 mm
Type Appros per picewcigh(

o e |
e e 2 BT e e N P O X N Y T8 T e
A315 A315Z 15.0 9.0 6.0 9.0 0.8 9.3 9.1 7.6 7.0 A515 A515Z 150 100 4.5 100 45° 40° 7.2 7.0 5.9 5.3

A320 A320Z 200 11.0 7.0 11.0 12.8 17.5 17.2 14.8 12.9 N S 120 = 4'0 120 45 o0 114 113 98 86

A325 A3257 25.0 14.0 8.0 14.0 0.8 32.0 31.5 27.0 24.8
Type A4 1872
.
mm
Approx.per picce weight (9 -

R R 0 M e

A410 A410Z 100 6.0 3.5 6.0 1.0 0.8 24 24 1.8 1.7 A6l2 A6l12Z 12.0 2.8 2.5
A412 A4127Z 12.0 8.0 4.5 8.0 1.0 0.8 5.0 4.9 4.2 3.9 A 615 A 615 Z 15.0 10.0 4.0 10.0 6.1 6.0 5.3 4.7
A416 A416Z  16.0 10.0 5.5 10.0 1.0 0.8 10.4 10.2 8.6 7.9 A618 A6182Z 18.0 12.0 45 120 10.0 98 86 7.6

A420 A420Z 20.0 12.0 7.0 125 1.0 0.8 19.4 19.0 17.0 15.5
A425 A425Z 250 15.0 8.5 16.0 1.0 0.8 37.0 36.4 325 29.7
A430 A430zZ 30.0 l6.0 6.0 16.0 1.0 0.8 36.0 354 30.0 27.7
A430A A430AZ 300 16.0 9.5 16.0 1.0 0.8 54.2 53.2 47.0 433

110 112



Cutting Tools

Type B1

@ FOCUS ON CEMENTED CARBIDE PARTS

XYM] AND DIES MANUFACTURING

Type B3

1310

; ;
PR L%fﬁ»& /\T T/\ oaxg-%g ]fo ][{’
\ . Re=15 > < l(’ ‘\}
| 0.8x45° 8 —A 0B x45°
3 S
<
mm mm
I N N B B N N S I S N R T
B108 B312 B312z  12.0
B112 B112Z 12.0 8.0 4.0 1.0 5.4 5.3 4.7 4.2 B315 B315Z 15.0 10.0 5.0 1.0 5.0 8.0 7.9 6.3 5.8
A116 A116Z 16.0 10.0 5.0 1.0 12.2 12.0 11.4 92 A318 A315Z 18.0 12.0 6.0 1.0 6.0 13.4 13.3 10.6 10.3
A120 A120Z 20.0 14.0 50 1.0 25.8 255 221 19.4 A322  A3227 220 16.0 7.0 1.0 10.0 22.4 22.2 18.4 16.6
A120A  Al120AZ 20.0 16.0 7.0 1.5 30.9 30.4 26.6 23.4
Al125 A1257 25.0 14.0 5.0 1.5 32.0 315 28.2 24.8
Type B4
Type B2
ai
140 ' S e
L & \0.8 x 45° \i
- i °
b 0.8 x 45°
T s
mm
Dimension Type
e ﬂ“-“--- vs
---“---- Y3
00 B428 28.6 10.0 10.0 35.0 77.0 76.0 60.9 53.6
B433 33.0 12.0 10.0 35.0 106.0 104.0 82.3 72.4
B210 10.0 10.0 3.5 5.0 0.8 4.5 4.4 3.6 3.2
A446 46.5 15.0 12.0 41.5 248.0 246.0 195.0 171.8
B212 12.0 12.0 4.5 6.0 0.8 8.3 8.1 7.1 6.4
B214 14.0 16.0 5.0 8.0 0.8 16.5 16.2 14.0 12.7
B216 16.0 20.0 6.0 10.0 0.8 26.8 26.3 23.5 21.6
B220 20.0 25.0 7.0 125 0.8 47.7 46.8 41.3 38.1

4
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Cutting Tools

Type Cl1

C110 10.0
Clle 16.0
C120 20.0
C122 22.0
C125 25.0
Type C2

C215
C218
C223
C228
C236

-

4.0
6.0
8.0
10.0
12.0

Dimension

3.0
4.0
5.0
6.0
7.0

Dimension

10°

10°

Ex 45°
-

Approx per piece weight (g)

4.0
8.2
13.7
213

--ﬂ---- Y13

15.0
18.0
23.0
28.0
36.0

10.0
14.0
18.0
28.0

3.1
4.9
7.7
13.1

5.0
5.0
6.0
7.0

9.3
17.3
34.3
79.4

9.1
17.0
33.8
78.0

7.9
15.0
29.5
67.5

7.2
13.8
27.2
62.1

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Type C3

14°

i

150 |[E————|1.5° 0.8 x 45° J
T |10

ﬂ-“----
C303 12.0
C304 14.0 4.5 4.0 0.8 3.4 3.3 29 2.7
C305 17.0 5.5 5.0 0.8 6.4 6.2 5.4 5.0
C306 17.0 6.5 6.0 0.8 9.1 8.8 7.6 6.9
C308 20.0 8.5 7.0 0.8 15.9 15.6 13.7 12.2
C310 22.0 10.5 8.0 0.8 24.4 24.0 21.7 19.8
C312 22.0 12.5 10.0 0.8 36.7 36.0 32.0 29.5
C316 25.0 16.5 11.0 1.2 61.2 60.2 54.0 49.1
Type C4

|| 12{7
|
\ | MLJ
T . s
1"%‘ mm

------
C402 20.0 12.0 13.2 13.0 11.7 10.8
C425 25.0 16.0 4.0 5.0 21.1 20.7 17.8 16.4
C430 30.0 20.0 5.5 6.0 38.7 38.0 33.0 30.4
C435 35.0 25.0 7.5 6.0 55.3 54.3 48.0 443
C442 42.0 35.0 12.5 8.0 128.0 127.0 110.0 98.1

o



FOCUS ON CEMENTED CARBIDE PARTS

Cutting Tools XYM] AND DIES MANUFACTURING

Type C5 Type D2

I O > . 1{;/
bee——=m  F e ... i

T Approx per piece weight (g) T Approx per piece weight (g)

ype ype

e T s e e e s | e Lo s e | vee [ ves [vs [ viis
2.0 9.0 8.7 8.4 7.0 6.0 7.0 3.0 1.7 1.6 1.5 14

E

€539  39.0 4.0 4.0 2L /
C545  45.0 6.0 4.0 3.0 15.7 15.7 13.7 12.0 D208 8.0 4.0 30 4 15 14 12 11
D210 10.0 5.0 3.0 / 2.3 2.2 18 17
D210A 10.0 10.0 3.0 / 45 44 3.9 36
Type D1 D212 12.0 6.0 3.0 / 33 3.2 26 2.4
D212A 12.0 12.0 35 0.8 7.2 7.1 6.1 5.6
D214 14.0 7.0 35 0.8 438 47 4.0 3.7
—_ D214A 14.0 12.0 35 0.8 8.4 8.3 7.2 6.6
°’Wbl g ; D216 160 70 35 08 5.3 5.2 46 44
£ D216A 16.0 12.0 35 0.8 9.6 9.4 8.2 7.5
D218 18.0 5.0 3.0 / 42 41 3.5 3.1
Rel D218A 18.0 7.0 35 0.8 6.2 6.0 5.2 438
D218B 18.0 12.0 35 0.8 10.7 10.5 9.5 8.7
D220 20.0 10.0 4.0 0.8 113 111 9.8 9.0
D222 22.0 6.0 3.0 / 5.9 5.8 5.2 46
D222A 22.0 14.0 4.0 0.8 17.6 17.3 15.3 14.3
L D224 24.0 14.0 40 0.8 189 187 16.2 14.9
Type Approx per piece weight(g) D226 26.0 10.0 5.0 0.8 181 17.8 155 139
| Right | Left | L | T | S | R | R| YG6 | YG8 | YT | VT o26a 260 140 5o os 254 250 25 207
D110 / 100 80 25 8.0 0.5 3.2 3.1 2, 2.4 D228 28.0 10.0 4.0 0.8 15.7 15.4 13.7 12.0
D112 / 120 100 3.0 10.0 05 4.8 4.7 3.9 3.6 D228A 28.0 14.0 4.0 0.8 225 223 20.2 17.3
D115 D115Z 150 120 3.5 125 05 8.4 8.2 6.7 6.1 D230 30.0 14.0 5.0 0.8 30.2 29.6 26.0 24.0
D120 D120Z 200 16.0 4.0 16.0 1.0 16.8 16.5 142 131 D232 320 12.0 50 0.8 27.3 27.0 23.7 20.8
D125 DI125Z 250 200 5.0 200 1.0 29.1 285 252 223 D232A 32.0 14.0 4.0 0.8 253 25.0 22.5 20.7
D130 DI130Z 30.0 200 6.0 200 10 432 425 368  33.9 D236 36.0 14.0 4.0 08 340 334 29.3 258
D238 38.0 12.0 5.0 0.8 329 325 28.2 24.8

1710 118
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Cutting Tools

Type E1

\#’

Dimension

E105

E106 6.0 6.0
E107 7.0 6.0
E108 8.0 7.0
E109 9.0 8.0
E110 10.0 9.0

15
1.5
1.8
2.0
2.0

0.7
0.8
13
1.7
2.3

0.7
0.8
13
1.7
2.2

Approx per piece weight (g)

5.0 5.0 1.5 0.5 0.5 0.5 0.5

0.6
0.8
11
15
1.9

0.6
0.7
1.0
14
1.7

Type E2

Type

E210
E211
E213
E214
E215
E216
E217
E218
E219
E220
E221
E222
E223
E224
E225
E226
E227
E228
E229
E230
E231
E233
E236
E239
E242
E244
E247
E250
E252

10.8
11.8
13.0
14.0
15.0
16.0
17.0
18.0
19.0
20.0
21.0
22.0
23.0
24.0
25.0
26.0
27.5
28.5
29.5
30.5
31.5
335
36.5
39.5
42.0
44 .0
47.0
50.0
52.0

\ [

IO

10.0
11.0
12.0
13.0
14.0
15.0
16.0
17.0
18.0
18.0
18.0
18.0
18.0
22.0
22.0
22.0
22.0
24.0
24.0
24.0
26.0
26.0
26.0
28.0
28.0
28.0
30.0
30.0

Dimension

2.5
2.5
2.5
2.5
3.0
3.0
3.0
3.0
3.5
3.5
35
4.0
4.0
4.5
4.5
4.5
4.5
5.0
5.0
5.0
5.0
5.0
5.0
6.0
6.0
6.0
6.0
6.0

~ 14

.
AN
R.

lmﬂ

1.0
1.0
1.0
1.0
1.0
15
15
1.5
1.5
15
15
15
15
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0

3.3
3.8
4.6
5.2
7.3
8.2
9.1
10.3
13.6
143
14.7
17.7
18.4
26.2
26.3
29.5
30.0
38.5
39.0
40.0
46.0
50.0
53.0
72.5
75.0
78.0
89.0
91.0

Ll

3.3
3.8
4.5
5.1
7.2
8.1
9.0
10.2
134
14.1
145
17.5
18.2
25.7
26.0
29.2
29.0
37.5
38.0
39.0
45.5
49.0
52.0
71.0
74.0
77.0
88.0
90.0

Approx per piece weight(g)

T
9.0 2.0 1.0 2.1 2.0 1.8 1.6

2.6
3.3
3.8
4.4
6.1
6.9
7.8
8.7
11.2
11.7
11.2
145
15.0
19.8
20.5
21.5
22.0
28.0
29.0
29.5
345
37.0
39.0
54.0
56.0
59.0
68.0
82.5

2.4
3.0
3.5
4.0
5.5
6.2
7.0
7.8
10.1
10.6
11.0
131
13.6
17.8
18.3
193
19.8
253
26.3
26.8
30.7
33.2
35.2
49.1
51.0
53.5
61.5
72.6
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Cutting Tools

Type E3
-
lw\\.:] Ex45°H
R I N
mm
---------
E312 120 20.0 /
E315 15.0 3.5 20 15 20.0 / 14 14 1.2 11
E315A 15.0 7.0 20 25 25.0 / 24 23 21 20
E320 20.0 4.5 25 25 25.0 0.5 29 2.8 2.7 25
E320A 20.0 6.0 3.5 25 25.0 0.5 53 53 4.2 3.9
E320B 20.0 9.0 25 3.5 30.0 0.5 5.6 5.6 4.5 4.1
E325 25.0 8.0 3.0 3.5 30.0 0.5 7.1 7.1 6.9 6.1
E325A 25.0 15.0 3.0 3.5 30.0 0.5 131 129 11.2 10.0
E330 30.0 10.0 4.0 3.5 30.0 0.5 153 150 129 11.6
Type E4
30
\/ %C Mi
kkihtt::i?::::::::::LZEQ 5m5°~‘ﬂffﬂ
= 2 J LL
mm
e
_ ----------
E415 15.0 15.0

E418 18.0 5.0 2.5 3.5 20.0 15 0.5 29 2.8 2.2 2.0
E420  20.0 6.0 3.0 5.0 25.0 15 0.5 41 4.0 34 3.0
E425 25.0 8.0 3.5 6.0 25.0 20 0.5 8.0 79 7.0 6.1
E430  30.0 10.0 4.0 8.0 30.0 2.0 0.5 131 12.9 114 10.2

2110

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Type ES

ﬁx ﬁ @

N

mm
ype
E515 15.0 20.0 /
E518 18.0 3.0 15 25.0 15 / 12 12 0.9 0.8
E522 22.0 3.5 2.0 25.0 15 / 2.0 2.0 16 15
E525 25.0 4.0 2.5 30.0 2.0 / 34 3.3 2.8 2.6
E530 30.0 5.0 3.0 30.0 2.0 0.5 6.0 5.9 51 4.6
E540 40.0 6.0 35 30.0 2.0 0.5 11.7 115 9.5 8.7
Type F1
. 1X45°
/ ) |
Re
-—-—F D
L
mm

Type
n————— YTIS

F108 15.0

F112 12.0 20.0 15 22.5 22.0 194 17.0
F115 15.0 24.0 1.5 41.0 40.2 35.3 31.0
F118 18.0 28.0 2.0 68.5 67.1 58.9 51.8
F124 24.0 35.0 2.0 152.0 149.0 130.7 115.0
F130 30.0 40.0 2.5 255.0 250.0 219 .3 193.0
F136 36.0 50.0 2.5 470.0 460 .6 404 .2 355.7
F140 40.0 60.0 3.0 760.0 744 8 653.6 575.0
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Cutting Tools

Type F2
j
. —-— 1
\‘ B
s
mm
Type Approx per piece weight(g)
I A N N T R e
F216 16.0
F216A 16.0 10.0 5.0 5.0 11.0 10.8 9.9 8.7
F216B 16.0 120 6.0 6.0 15.7 155 13.6 11.9
F218 18.0 25 25 13 18 17 13 1.2
F220 20.0 3.0 3.0 1.5 2.6 25 23 21
F225 25.0 5.0 4.0 25 74 7.3 6.2 5.7
F230 30.0 6.0 5.0 3.0 135 133 10.8 9.9
F230A 30.0 8.0 5.0 4.0 174 17.2 16.8 153
F230B 30.0 10.0 5.0 5.0 22.0 21.8 244 21.8
F230C 30.0 120 6.0 6.0 314 31.0 393 364
Type F3

L n

e Dimension Approx per piece weight(g)
T N T B L

F303 10.0

F304 4.5 12.0 3.0 29 24 21

F305 5.5 15.0 5.6 5.5 4.8 43

F306 6.5 18.0 9.2 9.0 7.9 6.9

F307 7.5 20.0 13.8 13.6 11.9 104
F308 8.5 22.0 20.0 19.7 17.2 15.2

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Specificatons

1.The tolerance of flatness as specified in the following table.

mm
18 218-30 30
05 0.20 025

2.The length(L),width(T,B),thickness(S),the diameter of in circle(D),e and K as specified in
the following table.

mm
dimensions Tolerence(%) Olerence of t for type E1 and E2
I,t,b,s,D,e.k

<2.5 0.20 -0.10 ~ +0.30
>2.5~5.0 0.25 -0.20 ~ +0.30
>5.0~11.0 0.35 -0.20 ~ + 0.50
>11.0~11.8 0.50 -0.40 ~ +0.60
>18.0~25.0 0.60 -0.40 ~ +0.70
>25.0~35.0 0.80 -0.50~ +1.00
>35.0~45.0 1.00 -0.50 ~ +1.30
>45.0~55.0 1.10 -0.50 ~ +1.40
>55 1.30

3.The tolerance of the connecting radius between the two supporting sides as specified in
the following table.

Dimensionsm Tolerance Dimensions « Tolerence

-0.50 ~ +0.00 >14~18 -1.00~0.00
>6~10 -0.60 ~ +0.00 >18~24 -1.20~0.00
>10~14 -0.80 ~ +0.00 >24~30 - 0.60~0.00
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o @ FOCUS ON CEMENTED CARBIDE PARTS
Mining Tool XYMJ AND DIES MANUFACTURING

Grade Type T10

Chemical

Mechanical Property

Component H
ISO Grade
Density | Hardness
g/cm HRA > N/mm2 . S

YG4C 15.05 90.8 1790
cat
Y68 K0 92 8 1468 897 2240 S IS T S I
T1003 3.0 150 15 Used for scraping drill bits of oil
T1006 6.0 200 40 Evi:;l drilling and self-grinding core
T1008 8.0 20.0 6.0
YG8C  K20-K30 92 8 14.62 88.1 2350
Type T11
YG11C G20 89 11 14.3 87.1 2410
YGI3C G20-G30 87 13 1415 867 2700 VA D
YG15 G30 85 15 14.05 88 2300 \/
Dimension
S
T1108 8.5 3.0 Used for core bits drilling
medium to soft rock
T1112 12.0 4.0
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@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Mining Tool

Type T12 Type T30

250

! 90°
R T Ll
< ] I

Type Application Type Application
I e s
T3005 5.0 10.0
T 1208 8.5 17.5 3.0 Used for core bits drilling
medium to soft rock T3007 7.0 10.0
Uiz 120 kil coll T3007A 70 15.0 Used for core drill bits for
) ) drilling hard rock formation
T3007B 7.0 20.0
T3010 10.0 15.0
Type T20 T3010A 10.0 20.0
Type T40
¥
()
B ° 100°
H ’
|
y
B N LA -
l
B S

Dimension .
Application

IR T
Type Application
well drilling
1006 60 200 60 14010 — — £ 40 Used for rotary percusiion
72008 80 200 60 T4012 12,0 16.0 8.0 40 drill bits of broken
formation
UL D 200 8.0 T4014 14.0 16.0 8.0 4.0
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o @ FOCUS ON CEMENTED CARBIDE PARTS
Mining Tool XYM] AND DIES MANUFACTURING

Type T50 Technical Requirement
1.The tolerance grade,physical and power properties and metallographical structure of
products as per relative standards.

2.The product's type and demension should be conformity with the item 3.3.
3.The tolerance of products as per the following.

a.The flatness of supporting surface of products should be not larger than 0.1mm,for T50-
type,not l;arger than 0.3mm.the flatness of non-supporting surface should be in conformity
with table 1.
' e L B Table 1 mm
v

Thickness <10 >10~20 >20

Flatness

0.08 0.10 0.15 0.25

. . 0.08 0.08 0.12 0.25
Dimension

| vwmewon | T
- . e - - .

T5010 10.0 1.8 >6.0 0.08 0.10 0.20
Used for self-grinding drill bits for
15015 150 18 drilling medium hard rock formation
T5020 20.0 20 b.The tolerance of length,width,height,thickness,diameter of carbide products should be in

conformity with the table 2

Table 2 mm

tolerance
Dimension

Common class Supior class

<25 +£0.20 +0.15
>2.5~5.0 +0.30 +0.20
>5.0~11.0 £0.35 £0.25
>11.0~18.0 £0.50 £0.35
>18.0~26.0 £0.60 £0.40

4.For product's working face,the depth of flaking edge or corner should not larger than
0.3mm;and for unworking surface, not larger than 0.5mm.

5.The tolerance of product's angle is +2.

6.The surface should be sand blasted without defects such as scaling,pore,lamination and
crack.

7.The croess-section should be homogeneous without defects such as lamination ,crack,
uncompacted, hole, dirty, balck-ness ,decarbonization.
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Mining Tool

Type KO

Type

K113
K115
K117
K119
K120
K122
K124

ex45°

4

R=0.5$

P 1x45° 7

f—

Dimension

8.0
8.0
8.0

1x45°

1x45°

110°

1 x45°

Dimension

30
30
30

13.0
15.0
17.0
19.0
20.0
22.0
24.0

12.0
12.0
14.0
140
16.0
16.0
16.0

8.0
8.0
8.0
10.0
10.0
10.0

20.0
20.0
20.0
22.0
23.0
25.0
27.0

Type K10

i -----

K1016
K1020
K1026
K1030
K1032
K1034
K1036
K1036A
K1038
K1038A
K1040
K1040A
K1040B
K1043
K1043A
K1043B
K1046
K1046A
K1049
K1054

16.0
20.0
26.0
30.0
32.0
34.0
36.0
36.0
38.0
38.0
40.0
40.0
40.0
43.0
43.0
43.0
46.0
46.0
49.0
54.0

12.0
12.0
12.0
15.0
15.0
15.0
15.0
15.0
15.0
15.0
15.0
15.0
18.0
15.0
18.0
18.0
15.0
18.0
18.0
18.0

30

Dimension

6.0
6.0
8.0
8.0
8.0
8.0
10.0
8.0
10.0
8.0
10.0
10.0
10.0
8.0
10.0
10.0
10.0
10.0
10.0

30.0
40.0
50.0
80.0
80.0
80.0
80.0
80.0
120.0
120.0
120.0
120.0
120.0
120.0
120.0
120.0
160.0
160.0
160.0
160.0

Note:The permitted tolerance is0.5mm if the R is less than 50.

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

110°

Application

10.0
13.0
15.0
16.0
17.0
18.0

18.0 For making rock-

19.0 drilling bits of single type
’ and the drill bits with a

19.0 leading edge.

20.0
20.0
20.0
215
215
215
23.0
230
24.5
27.0
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Mining Tool

Type K20

Type

K2012
K2013
K2014
K2015
K2017
K2019
K2020
K2020A
K2022
K2024
K2026
K2028
K2030
K2032
K2035
K2041
K2045
K2053

e x 45°

1 x 45°

Dimension

110°

12.0
13.0
14.0
15.0
17.0
19.0
20.0
20.0
220
24.0
26.0
28.0
30.0
32.0
35.0
41.0
45.0
53.0

12.0
12.0
12.0
12.0
14.0
14.0
16.0
18.0
16.0
16.0
16.0
16.0
18.0
18.0
20.0
22.0
250
25.0

8.0
8.0
8.0
8.0
8.0
10.0
10.0
10.0
10.0
10.0
10.0
12.0
12.0
15.0
17.0
19.0
20.0

16.0
16.0
17.0
20.0
20.0
22.0
23.0
23.0
25.0
27.0
29.0
31.0
35.0
38.0
45.0
51.0
57.5
59.0

1.0
1.0
1.0
1.0
1.0
15
15
15
15
15
15
15
2.0
2.0
2.0
20
2.0

For making single-
type bits,crossbits,three-
teeth type and X-type bits
and diving bits

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Type K21

ox45° 110°
<>
/Q\
H
————— -L 3° 1x 45°
13
S
R=0.5S

Dimension

K2114 14.0 12.0 20.0
K2116 16.0 12.0 8.0 22.0 1.0
K2118 18.0 14.0 10.0 225 1.0
K2120 20.0 16.0 10.0 285 1.0
K2126 26.0 16.0 10.0 35.0 15
K2126A 26.0 18.0 10.0 35.0 15 For making dril bits of
K2128 28.0 16.0 10.0 35.0 1.5 cross-type,theree-teeth
K2128A 28.0 18.0 10.0 35.0 15 gapﬁii‘;ddfv'fggiﬁfo
K2130 30.0 16.0 12.0 38.0 15
K2130A 30.0 18.0 12.0 38.0 15
K2132 32,0 16.0 12.0 44,5 2.0
K2132A 32,0 18.0 12.0 44,5 20
K2135 35.0 16.0 12.0 51.0 2.0
K2135A 35.0 18.0 12.0 51.0 2.0
K2139 39.0 18.0 14.0 57.5 2.0
K2143 43.0 20.0 14.0 63.5 2.0
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Mining Tool

Type K30

K3008
K3010
K3012
K3014
K3016
K3016A
K3018

Dimension
b |

8.0
10.0
120
14.0
16.0
16.0
18.0

1 x 45°

140
16.0
16.0
18.0
20.0
22.0
20.0

110°

N

1x45°

mm

Application

For making uncontinuous drill bits
of single type,three-teeth type and
cross type.

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Technical Requirement

1.The chemiacl compositions,physical and mechnical properties and metallographical
structure of carbide bits as per Q/74469685-6 or other relative standards

2.The tolerance of carbie bits as specified in the following table.
a.The flatness of supporting surface of blank shold be no more than 0.1mm,un-supporting
surface should be in conformity with table 1. mm

Thickness 10~20 >20~40 >40
Flatness

<6 0.12 0.25 0.3

>6-10 0.1 0.2 0.25

>10-20 0.08 0.15 0.2

b.The tolerance of length,height,thickness,diameter of carbide bits should be in conformity
with the following table,Among them,the tolereance of length og KO type is 0~ + 1.0mm.the
tolerance of height of K10-type, K20-type,K21-type,K22-type, K23-type is 0.8mm~0mm,and
the thickness,0~ + 1.0mm,the tolerance of height of KO-type is 0.5mm~0.2mm,the thickness

is0.6mm~0mm. mm
>5.0~11.0 +0.35 +0.25
>11.0~18.0 £0.50 +£0.35
>18.0~26.0 +0.60 £0.40
>26.0~34.0 +0.80 +0.45
>34.0~45.0 £1.00 +£0.50
>45.0~55.0 +1.10 +0.60

3.The tolerance of carbide bit's angle as specified in the following table.

mm
<5° 0°~1°
>5°~15° +1°
>15° +2°

4.For blank's working face,the depth of flaking edge or corner should not larger than
0.3mm; and for unworking face,not larger than 0.5mm

5.The surface of the blank should be sand blasted without defects such as
scaling,pore,lamination and crack,and passivation treatment should be made if requeste

6.The cross-section of blank should be homogeneous without defects such as
lamination,crack,uncompacted,pore,dirty,blackness,decarbonization

7.1f changed,not notice.

136



Mining Tool

Type M11

T

1x45° T

M1112 12.0 18.0 15.8 3.0 For making rotary
drill bits used to
drill coal and soft

M1113 13.4 26.0 23.8 3.0 rock formation

Type M12

1 x45° J

Type Application
8 | & | s | R | o | B
M1216 16.0 22.0 7.0 6.0 15° 1.0
Used as teeth of the
M1220 20.0 27.0 8.0 7.0 15° 1.0 equipmnet for
M1222 22.0 22.0 7.5 9.0 10° 15 cavation
M1230 30.0 35.0 12.0 8.0 8° 1.0

371

@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Type M13
a
H
B
mm
- Aot
€ 1cation
M1306 6.0 5.0 14 130°
M1311 11.0 9.0 2.0 130°
M1313 13.0 10.0 25 130°
M1315 15.0 10.0 25 130° .
. Used for rotary drill bots
M1317 17.0 13.0 3.0 130 and as the teeth pf the
M1319 19.0 13.0 3.0 130° equipment for cavation.
M1322 220 15.0 35 130°
M1326 26.0 18.0 45 130°
M1333 33.0 220 3.0 130°
M1345 450 27.0 9.0 130°
Type M14
il H
1x45 1T |7
B Ls.]

1x45° A

5]
mm
] e
& 1cation
s I T N T R =
M1427R 27.5 22.0 4.5 10.0 30° 35°
M1427L 275 22.0 45 10.0 35° 30° Used as teeth of
the equipment for
M1445R 45.0 21.0 9.0 15.0 31° 17° cavation.
M1445L 45.0 21.0 9.0 15.0 17° 31°
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Mining Tool

Type M20

82°

ax45°

Dimension

Application
For making rotary
M1112 12.0 18.0 15.8 3.0 drill bits used to drill
coal and soft rock
M1113 13.4 26.0 23.8 3.0 formation
Type M21
R8
S

mm
) Aot
e ication
| p [ v [ R ] at [ a2 [ E [ B | o
M2110A 10.0 18.0 8.0 53° 53° 1.0 30°
M2110B 10.0 20.0 5.5 50° 58° 10 45° Used as teeth of
M2112A 12,0 200 6.5 32° 40° 1.0 45° the equipment for
cavation and

M2112B 12.5 25.0 10.0 46° 46° 1.0 30° single corn bits.

M2115 15.0 22.0 11.0 45° 45° 2.5 30°

M2118 18.0 20.0 144 37° 37° 15 45°

391
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XYM] AND DIES MANUFACTURING

Type M24

Dimension

e | Dmemsn .
. b | ® | b | R | r | -
M2417A 17.0 26.5 12.0 26.0 1.75 Used as teeth of the
M2417B 17.0 295 15.0 26.0 1.75 equipment for cavation

Note:Value h is only for reference,not for checking
Technical Requirment

1.The carbide grade,physical and mechenical properties and metallographical structure of products
as per relative standards.

2.The demensions of carbide products used for coal drilling should be in conformity with this
standard.

3.The tolerance of the demensions of carbide products used for coal drilling should be in conformity
with the follows.
a.The tolerance of the width,height,thickness and e of carbide products should be in conformity with
table 1.

Tablel mm
< +0.20 £0.15
>3~8 +0.30 +0.20
>8~12 +0.35 +0.25
Srente 20,20 £0.30
>18~25 +0.50 +0.35
>25~35 +0.50 +0.45
>35~50 +1.00 +0.60

Table2 -

>8~12 +£0.30 £0.25
>12~18 £0.40 £0.30

b.The linearity of non-supporting face should be in conformity with the follows.
b.1.The lineraity of supporting face shoulde be not larger than 0.1mm;and M10 and
M11,not larger than 0.15mm.
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o @ FOCUS ON CEMENTED CARBIDE PARTS
Mining Tool XYMJ AND DIES MANUFACTURING

Type Q Type Z

% B

| 7

N IBeR

| h |

| . L e

; \ Tr

\ —T \

\/\_l 8° 5o
D D ~
mm mm
: ;
e e

Q0810 8.0 10.0 7.1 4.2 1.5 70810 8.0 10.0 6.5 3.0 15 70°
Q0812 8.0 120 9.1 4.2 15 70812 8.0 12.0 85 3.0 15 70°
Q1010 10.0 10.0 6.2 5.2 15 71011 10.0 11.0 7.1 44 15 70°
Q1012 10.0 12.0 8.2 5.2 15 71013 10.0 13.0 91 44 15 70°
Q1014 10.0 14.0 10.2 5.2 15 71015 10.0 15.0 9.9 4.0 15 70°
Q1214 12.0 14.0 9.4 6.2 15 71215 12.0 15.0 10.2 5.1 15 70°
Q1216 12.0 16.0 114 6.2 15 71218 12.0 18.0 13.0 4.8 15 70°
Q1218 12.0 18.0 134 6.2 15 71416 14.0 16.0 95 47 15 70°
Q1313 13.0 135 8.4 6.7 15 71418 14.0 18.0 125 6.0 15 70°
Q1315 13.0 135 10.4 6.7 15 71420 14.0 20.0 137 5.0 15 70°
Q1416 14.0 16.0 10.5 7.2 1.5 71422 14.0 220 15.7 5.0 15 70°
Q1417 14.0 17.0 11.1 7.6 15 71625 16.0 25.0 17.3 5.0 2.0 70°
Q1420 14.0 20.0 14.5 7.2 15
Q1422 14.0 22.0 16.5 7.2 1.5 Note:Value a in the table is only for reference ,not for the checking of finished products.
Q1517 15.0 17.0 111 7.6 2.0
Q1618 16.0 18.0 11.6 8.2 2.0
Q1623 16.0 23.0 16.6 8.2 2.0
Q1625 16.0 25.0 18.6 8.2 2.0
Q1825 18.0 25.0 17.7 9.2 2.0
Q1827 18.0 27.0 19.7 9.2 2.0
Q2030 20.0 30.0 20.0 10.2 20
Q2540 25.0 40.0 29.8 12.7 20
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Mining Tool

Technical Requirement

1.The chemical,physical and mechanical properties and metallographicl structure of the
blank of carbide drill bits as per Q/74469685-6 or relative standards.
2.The tolerance of the diameter and height shouldbe in conformity with table 1.

Tablel mm

2o = ]
Dimension Tolerance Dimension Tolerance

+0.35 <10 +0.25
<13.0
+0.10 >10.0~18.0 +0.30
+0.45
Common Class >13.0~22.0 0.10 >18.0~25.0 +0.35
22.0 1055 25.0 0.45
> . > . +0.
+0.10
A +0.25 <11.0 +0.15
<
: T +0.05 >11.0~18.0 +0.20
Superior Class
+0.30 >18.0~25.0 +0.25
>18.0~25.0 +0.05 >25.0 £0.30

3.The tolerance of radius of the drill bits blankis 0~ + 0.5mm,and eis + 0.2~ + 0.4mm.

Table2 mm
<5° 22dl®
>5°~15° 4£2”
>15° +3°

4 .For blank's working face,the depth of flaking edge or corner shold not larger
than 0.3mm;and for unworking surface,not larger than 0.5mm.

5.The surface of the blank should be sand blasted without defects shuch as
scaling,pore,lamination and crack,and passivation treatment should be made if the
diameteris larger than 12mm.

6.The cross-section of blank should be honogeneous without defects such as
lamination , crack , uncompacted, hole, dirty,blackness,decarbonization.

7.The form and dimensions of the pore will ot be checked,what will only be
checkedisifitis present or not.

8.l1f changed,no notice.
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@ FOCUS ON CEMENTED CARBIDE PARTS
XYM] AND DIES MANUFACTURING

Main products series

mm
Chamfered Not Chamfered
NA NA-08501C YG10CB
NA-08501CL
NC-08504 NC-97501
NC NC-08506 NC-97501-1.125 YG10CB
NC-08503 NC-93504
NF-12501C NF-14502
NF NF-12501CL NF-14502L Yeloce
NR-07502 NR-93501
NR NR-03501C NR-03501 YG10CB
NR-13502

Type NA

L+0.010 T:0.005

Dimension (nch)

NA-08501C 1.000 0.370 0.560
NA-08501CL 1125 0.370 0.560

44



o @ FOCUS ON CEMENTED CARBIDE PARTS
Mining Tool XYMJ AND DIES MANUFACTURING

Type NC Type NR

0.010 0.010

L+0.010 T+0.005

W+0.05
W+0.005

L+0.010 T+0.005

NC-08504 1.000 0.365 0.635 NR-07502 1.000 0.360 0.538
NC-08506 1.125 0.365 0.635 NR-03501C 1.000 0.360 0.750
NC-08503 1.000 0.365 0.750 NR-93501 1.000 0.360 0.538
NC-97501 1.000 0.365 0.635 NR-03501 1.000 0.360 0.750

NC-97501-1.125 1.125 0.365 0.635 NR-13502 1.000 0.365 0.810
NC-93504 1.000 0.365 0.810

Type NF

W+0.005

L+0.010 M

Dimension (inch)

Type _

NF-12501C 1.000 0.365 0.750
NF-12501CL 1125 0.365 0.750
NF-14502 1.000 0.365 0.562
NF-14502L 1.125 0.365 0.562
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