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Diameter

Tip Angle

Flute
Length

Overall
Length

Shank
Diameter

Tip Diameter
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AlLength

Tip Angle
Length

Stock

60° 6 50 6 0.6 0.17 2.25 o
3 90° 6 50 6 0.6 0.17 1.37 [
120° 6 o0 6 — - 0.87 [
60° 8 60 6 0.8 0.23 3.00 [
4 90’ 8 60 6 0.8 0.23 1.83 [
120° 8 60 6 — = 1.16 [
60° 10 60 6 1.0 0.29 3.75 [
5 90° 10 60 6 1.0 0.29 2.29 [
120° 10 60 6 — — 1.44 [
60° 15 60 6 1.2 0.35 4.50 [
6 90’ 15 60 6 1.2 0.35 2.75 [
120° 15 60 6 — — 1.73 [
60° 20 70 8 1.6 0.46 6.01 o
8 90’ 20 /0 8 1.6 0.46 3.66 [
120° 20 70 8 - - 2.31 L
60° 25 90 10 2.0 0.58 7.51 [
10 90’ 25 90 10 2.0 0.58 4.58 o
120° 25 90 10 — — 2.89 [
60° 30 90 12 2.4 0.69 9.01 o
12 90’ 30 90 12 24 0.69 5.49 [
120° 30 90 12 — — 3.46 [
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