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Rough-tooth Taper Shank End Mill
D = 10 ~ 50;  L = 100 ~ 200       Sheet 1 of 2 sheets

 

  UOS:▽6

[image: image8.jpg]2~3
A _20 y / 0.10
e 0.05
B ' |
= \/A — R2 . /——
_ /S ] \VA
iy \ANANRRS
=) S & )
‘i ! N
=
LB @
h Lz |5 L
/ 004 | A
- e
~— R 7
w /l
§ S = = J
3__
(3
l2 |k L





Example of mark: 

    D = 18 Rough-tooth taper shank end mill
         End mill 18  Q / JR D208 – 82

    D = 18, R = 1 Rough-tooth taper shank end mill
        End mill  18 x 1  Q / JR D208 - 82

  China North Industries Corp.    19    Issued      19     Executed

                                    —— Ⅴ—— 203  / 20                 

                                                  Q / JR D208－ 82
                                                 Sheet 2 of 2 sheets

                              
                                                                                                                                        mm

	D
	L
	l
	Morse cone
	R
	D2
	r
	Number of tooth

Z
	θ
	θ1
	r1
	r2
	h
	F
	f
	d0
	d1
	l2
	l3
	W1
	W2

	Basic size
	Limit deviation

(h10)
	
	
	
	Tolerance range

h12
	Tolerance range

h13
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	10
	0

-0.058
	100
	30
	No.1

D1 = 12.2

l1 = 57
	0.2 ~ 0.3
	D – 0.5
	0.5
	5
	80º
	23º45′
	0.4
	1
	2.8
	1
	0.3 ~ 0.9
	1
	5
	1.5
	37
	0.04
	0.02

	12
	0

-0.070
	
	
	
	
	
	
	
	
	
	0.5
	
	3.2
	
	
	
	6
	
	
	
	

	14
	
	115
	32
	No.2

D1 = 18

l1 =69
	
	D – 1
	
	
	
	
	0.6
	
	3.8
	
	0.4 ~ 1.2
	
	7
	
	39
	
	

	16
	
	120
	
	
	
	
	
	
	
	
	0.7
	
	4.2
	
	
	
	8
	
	43
	
	

	18
	
	
	36
	
	
	
	
	6
	75º
	21º15′
	0.8
	1.25
	4.6
	
	
	1.5
	9
	
	
	
	

	20
	0

-0.084
	125
	40
	
	
	D – 3
	
	
	
	
	1
	
	5
	1.2
	
	
	10
	2.5
	48
	
	

	22
	
	150
	45
	No.3

D1 = 24.1

l1 =86
	
	D – 1.5
	1
	
	
	
	1.2
	1.5
	5.4
	
	0.6 ~ 1.4
	
	11
	
	55
	0.05
	0.025

	25
	
	155
	
	
	0.2 ~ 5
	
	
	
	
	
	1.5
	
	5.9
	
	
	2
	12.5
	3
	60
	
	

	28
	
	
	50
	
	
	D – 4.5
	
	8
	68º
	16º45′
	1
	
	6.2
	1.5
	
	
	14
	3.5
	
	
	


	30
	
	185
	
	No.4

D1 = 31.6

l1 =109
	
	D – 1.5
	
	
	
	
	1.2
	
	6.7
	
	
	
	15
	
	66
	0.06
	0.03

	32
	0

-0.100
	
	55
	
	
	
	1.5
	
	
	
	1.4
	2
	7.3
	
	0.8 ~ 1.6
	
	16
	
	
	
	

	36
	
	190
	60
	
	
	D – 5.5
	
	
	
	
	1.8
	
	7.9
	
	
	
	18
	4
	70
	
	

	40
	
	195
	65
	
	
	D – 9.5
	
	
	
	
	2.2
	
	8.6
	2
	
	
	20
	
	76
	
	

	45
	
	200
	70
	
	
	D – 14.5
	2
	
	
	
	2.5
	
	9.5
	
	1 ~ 2
	2.5
	22.5
	5
	80
	
	

	50
	
	
	
	
	
	D – 19.5
	
	
	
	
	2.8
	
	10.4
	
	
	
	25
	
	
	
	


Note: Size “r1” in table refers to round angle of cutting tool Ⅱ.

1. Material: 

  (1) Working part: W18Cr4V YB 12 – 77 or other equal high-speed steel. 

  (2) Shank part: (weld mill): 45 GB 699 – 65.

2. Heat treatment: 

  (1) Working part: HRC 63 ~ 66.

  (2) Shank part: HRC 35 ~ 45;

3. Central hole shall be in line with GB145 – 59.

4. Morse cone shall be in line with GB1443 – 78.

5. Under special circumstance, it is possible to select mill diameter D exceeding standard diameter space. Manufacturer shall manufacture it at the closest parameters. 
Intermediate diameter shall be in line with larger diameter parameter. In this case, tolerance of mill diameter D shall be in line with “h9” GB 1801 – 79.

6. Technical specification is in accordance with Q / JR D020 – 82.

7. This standard is mainly applicable for end milling of concave slot and two vertical planes.
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Double-head End Mill without End Tooth

D = 25 ~ 80;  L = 125 ~ 180         Sheet 1 of 2 sheets
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                                                        Q / JR D218 – 82                                                 Sheet 2 of 2 sheets

                                                                                                                                       mm
	D
	L
	R
	m
	D1
	D2
	Morse cone
	D4
	L1
	L2
	L3
	B
	R1

	
	
	Tolerance range

h12
	
	
	
	
	
	
	
	
	Basic size
	Limit deviation (d11)
	

	25
	125
	0.02 ~ 5
	2
	18
	
	No.3

D3 = 24.1

l = 86
	10
	5
	10
	
	
	
	6.5

	35
	130
	
	
	28
	
	
	16
	6
	
	
	
	
	9.5

	40
	135
	
	3
	32
	
	
	21
	
	
	12
	27
	-0.065

-0.195
	12

	50
	165
	
	
	40
	
	No.4

D3 =31.6
l = 109
	27
	8
	
	15
	32
	-0.08

-0.24
	15

	63
	170
	
	
	50
	
	
	37
	
	
	
	
	
	21.5

	80
	180
	
	
	60
	50
	
	50
	10
	18
	
	36
	
	28


                                                        Continuation                                                    mm
	D
	B1
	Number of tooth Z
	H
	θ
	h
	h1
	h2
	B2
	R2
	d
	Blade

	
	
	
	
	
	
	
	
	
	
	
	Type
YB 850 - 75
	L。
	B。
	C。

	25
	2.5
	4
	3
	115º
	3
	2.5
	
	
	
	1.5
	A410
	10
	6
	3.5

	35
	3
	
	4
	120º
	
	3
	2
	4
	2
	2
	A412
	12
	8
	4.5

	40
	
	5
	
	110º
	4
	
	
	
	
	2.5
	
	
	
	

	50
	4
	
	5
	
	
	4
	2.5
	5
	2.5
	
	A416
	16
	10
	5.5

	63
	5
	6
	
	105º
	
	5
	
	
	
	3
	
	
	
	

	80
	6
	
	7
	
	5
	
	
	
	
	
	A420
	20
	12
	7


1. Material: 
  (1) Blade: YT 14 YB849  75.

  (2) Cutter body: 45 GB699 – 65.

2. Heat treatment: cutter body HRC 35 ~ 45.

3. Morse cone is in accordance with GB 1443 – 78.

4. Central hole is in accordance with GB 145 – 59.

5. If there is not R in mark, working end shall be manufactured at m x 45º.
6. Technical specification is in accordance with Q / JR D020 – 82.

7. This standard is mainly applicable for end milling of high-speed machined plane, two vertical planes and concave slot.
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Face and Side Milling Cutter with Straight Teeth

D = 63 ~ 100; B = 5 ~ 25        Sheet 1 of 4 sheets
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 Q / JR D235 – 82     
          Sheet 2 of 4 sheets
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Example of mark: 
    D = 63, B = 14, A type face and side milling cutter with straight tooth with grade Ⅱlimit deviation of B;
     Mill 63 x 14 – A  Q / JR D235 – 82

    D = 63, B = 14, grade Ⅱ type limit deviation of B, R = 0.5 B type face and side milling cutter with straight tooth;
    D = 63, B = 14, grade Ⅰ type limit deviation of B, R = 0.5 A type face and side milling cutter with straight tooth;

     Mill 63 x 14Ⅰ x 0.5 – A  Q / JR D235 – 82

D = 63, B = 14, grade Ⅰ type limit deviation of B, R = 0.5 B type two-piece suit face and side combined milling cutter with straight tooth;

Combined milling cutter Ⅱ 63 x 14Ⅰ x 0.5 – B  Q / JR D235 – 82
——Ⅴ——   203  / 64
 

                             Q / JR D235 – 82     
                                            Sheet 3 of 4 sheets






mm

	D
	B
	d
	d1
	b
	t
	r
	d2
	l
	l1
	r1
	R
	A type
	B type
	W1
	W2
	W3

	
	Basic size
	Limit deviation
	Basic size
	Limit deviation

(H7)
	
	Basic size
	Limit deviation

(C12)
	
	
	
	
	
	
	Tolerance range

h12
	d3
	l2
	Number of tooth
Z
	β
	δ
	F
	r2
	d3
	t2
	Number of tooth
Z
	h
	θ
	δ
	h
	h1
	
	
	

	
	
	Ⅰ
	Ⅱ
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	63
	5
	+0.04

0
	±0.05
	
	22
	+0.021

0
	
	+0.19

+0.07
	24.1
	0.5
	35
	0.5
	
	1
	0.2 ~ 2.5
	48
	1
	16
	80º
	4º11′
	1.2
	0.5
	51
	1
	14
	7.5
	40º
	1.6
	0.4
	0.3
	0.03
	0.05
	0.025

	
	6
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	1.5
	
	
	
	
	
	
	1.2
	
	
	
	
	
	
	
	
	

	
	8
	+0.05

0
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2
	
	
	
	
	
	
	1.4
	
	
	
	
	
	
	
	
	

	
	10
	
	
	
	
	
	
	
	
	
	
	0.8
	
	
	
	
	
	
	75º
	
	
	
	
	1.6
	
	
	
	
	
	
	
	
	

	
	12
	+0.07

0
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2.5
	
	
	
	
	
	
	1.8
	
	
	
	
	
	
	
	
	

	
	14
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2
	
	
	
	
	
	
	
	
	

	
	16
	
	
	
	
	
	
	
	
	
	
	1
	
	
	
	
	
	
	
	
	
	
	
	2.2
	
	
	
	
	
	
	
	
	

	80
	6
	+0.04

0
	
	
	27
	
	
	
	29.4
	0.8
	40
	0.5
	
	1.5
	
	60
	1.5
	18
	80º
	4º41′
	1.4
	1
	67
	1.2
	16
	8.5
	
	1.8
	0.5
	0.4
	
	
	

	
	8
	+0.05

0
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2
	
	
	
	
	
	
	1.4
	
	
	
	
	
	
	
	
	

	
	10
	
	
	
	
	
	
	
	
	
	
	0.8
	
	
	
	
	
	
	75º
	
	
	
	
	1.6
	
	
	
	
	
	
	
	
	

	
	12
	+0.07

0
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2.5
	
	
	
	
	
	
	1.8
	
	
	
	
	
	
	
	
	

	
	14
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2
	
	
	
	
	
	
	
	
	

	
	16
	
	
	
	
	
	29
	
	
	
	
	1
	5
	
	
	
	
	
	
	
	
	
	
	2.2
	
	
	
	
	
	
	
	
	

	
	18
	
	
	
	
	
	
	
	
	
	
	
	6
	
	
	
	3
	
	
	
	
	
	
	2.5
	
	
	
	
	
	
	
	
	

	100
	8
	+0.05

0
	
	
	32
	+0.025

0
	
	+0.23

+0.08
	34.8
	
	45
	0.5
	
	
	
	75
	2
	20
	80º
	4º17′
	1.6
	
	84
	1.4
	18
	10
	35º
	2
	0.6
	0.5
	0.04
	0.06
	0.03

	
	10
	
	
	
	
	
	
	
	
	
	
	0.8
	
	
	
	
	
	
	75º
	
	
	
	
	1.6
	
	
	
	
	
	
	
	
	

	
	12
	+0.07

0
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2.5
	
	
	
	
	
	
	1.8
	
	
	
	
	
	
	
	
	

	
	14
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	2
	
	
	
	
	
	
	
	
	

	
	16
	
	
	
	
	
	
	
	
	
	
	1
	
	
	
	
	
	
	
	
	
	
	
	2.2
	
	
	
	
	
	
	
	
	

	
	18
	
	
	
	
	
	34
	
	
	
	
	
	6
	
	
	
	3
	
	
	
	
	
	
	2.5
	
	
	
	
	
	
	
	
	

	
	20
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	22
	
	
	
	
	
	
	
	
	
	
	1.2
	8
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	25
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1. Material: W18Cr4V YB 12 – 77 or other equal high-speed steel.

2. Heat treatment: HRC 63 ~ 66.

3. Among 2-piece suit combined mill, difference between two pieces shall not be more than 0.05. Keyway shall be ensured that two mills are staggered half a pitch mutually. 

4. Under special circumstance, it is possible to select mill width B larger than standard width space. Manufacturer shall manufacture it at the closet parameters. Intermediate width shall be in line with larger width parameter.

5. Technical specification is in accordance with Q / JR D020 – 82.

6. This standard is mainly applicable for machining of concave slot. If width accuracy of slot is higher, limit deviation of B shall be in line with grade Ⅰ. Generally grade Ⅱ shall be used.

                                      —— Ⅴ—— 203 / 66
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Face and Side Taper Shank Slot Mill

D = 14 ~ 32; B = 6 ~ 20       Sheet 1 of 2 sheets
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Example of mark: 

      D = 32, B = 17, l = 10, R = 2 right-handed face and side taper shank slot mill
         Slot mill 32 x 17 x 10 x 2  Q / JR D252 – 82

      D = 32, B = 17, l = 10, R = 2 left-handed face and side taper shank slot mill

         Slot mill  left 32 x 17 x 10 x 2  Q / JR D252 – 82
  China North Industries Corp.    19    Issued      19     Executed

——Ⅴ——   203  / 79
 

Q / JR D252 – 82               Sheet 2 of 2 sheets
           
Table 1                          mm

	D
	L
	B
	l
	R
	D1
	d
	d1
	Morse cone
	Number of tooth

Z
	r
	L2
	d0

	Basic size
	Limit deviation
(h11)
	
	Tolerance range
h8
	
	Tolerance range h12
	Basic size
	Limit deviation (h13)
	
	
	
	
	
	
	

	14
	0

-0.110
	75
	6 ~ 8
	5
	0.2 ~ 5
	6
	0

-0.18
	8
	10
	No.1

D2 = 12.2

L1 = 57
	10
	0.5
	20
	1

	
	
	80
	
	10
	
	
	
	
	
	
	
	
	35
	

	16
	
	75
	
	5
	
	7
	0

-0.22
	
	12
	
	12
	
	20
	

	
	
	80
	
	10
	
	
	
	
	
	
	
	
	35
	

	18
	
	85
	6 ~ 10
	8
	
	8
	
	10
	
	
	
	
	32
	

	
	
	90
	
	15
	
	
	
	
	
	
	
	
	40
	

	20
	0

-0.130
	95
	6 ~ 12
	8
	
	9
	
	
	14
	No.2

D2 = 18

L1 = 69
	
	
	32
	

	
	
	100
	
	15
	
	
	
	
	
	
	
	
	40
	

	22
	
	95
	
	8
	
	10
	
	12
	
	
	
	
	32
	1.5

	
	
	100
	
	15
	
	
	
	
	
	
	
	
	40
	

	25
	
	105
	6 ~ 20
	8
	
	
	
	14
	16
	
	14
	
	32
	

	
	
	110
	
	15
	
	
	
	
	
	
	
	
	40
	

	28
	
	105
	
	8
	
	
	
	16
	18
	
	
	
	32
	

	
	
	110
	
	15
	
	
	
	
	
	
	
	
	40
	

	30
	
	105
	
	10
	
	11
	0

-0.27
	18
	20
	
	
	
	32
	

	
	
	115
	
	20
	
	
	
	
	
	
	
	
	45
	

	32
	0

-0.160
	105
	
	10
	
	
	
	20
	22
	
	16
	0.8
	35
	

	
	
	115
	
	20
	
	
	
	
	
	
	
	
	45
	


Note: Value R in table can be used only when it is in line with 2R <
[image: image5.wmf]B

2

.
	B
	6
	>6 ~ 6.5
	>6.5 ~ 7
	>7 ~ 8
	>8 ~ 10
	>10~ 12
	>12~ 14
	>14~ 15
	>15~ 17
	>17~ 19
	>19~ 20

	h
	0.8
	1.2

	F
	0.8
	1
	1.2


1. Material: 

 (1) Working part: W18Cr4V YB12 – 77 or other equal high-speed steel;

 (2) Shank part: (weld mill): 45 GB699 – 65.

2. Heat treatment:

 (1) Working part: HRC 63 ~ 66.

 (2) Shank part: HRC 35 ~ 45.

3. When manufacturing left-handed slot mill, slot angle and front angle of left and right end teeth shall be reverse to right-handed slot mill.
4. Central hole shall be in accordance with GB 145 – 59.

5. Morse cone shall be in accordance with 1443 – 78.

6. Technical specification is in accordance with Q / JR D020 – 82.

7. This standard is mainly applicable for end milling of T slot and general rectangular slot with width B ≤ 20mm.

                                      —— Ⅴ—— 203 / 80
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Fine-tooth Metal Saw

D = 63 ~ 200; B = 1 ~ 5       Sheet 1 of 2 sheets
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Example of mark: 

           D = 80, B = 1.5 fine-tooth metal saw  
               Metal saw 80 x 1.5 Q / JR D256 – 82

           D = 80, B = 3 A type fine-tooth metal saw
               Metal saw  80 x 3 - A Q / JR D256 – 82

           D = 80, B = 3 B type fine-tooth metal saw

               Metal saw 80 x 3 – B Q / JR D256 – 82
  China North Industries Corp.    19    Issued      19     Executed
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Q / JR D256 – 82               Sheet 2 of 2 sheets
           
mm

	D
	B
	B1
	d
	d1
	
[image: image7.wmf]j


	b
	B2
	t
	γ
	R
	F
	r
	r1
	C
	Number of tooth

Z
	W1
	W2
	W3

	
	Basic size
	Limit deviation
	
	Basic size
	Limit deviation

(H&)
	
	
	Basic size
	Limit deviation

(C12)
	Basic size
	Limit deviation
	
	
	
	
	
	
	
	
	
	
	

	63
	1
	±0.08
	
	16
	+0.018

0
	
	15′
	
	
	
	
	
	5º
	1.5
	0.6
	
	
	0.1
	32
	0.10
	0.06
	0.08

	
	1.5
	
	
	
	
	
	20′
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	2
	
	1.4
	
	
	
	30′
	4
	+0.19

+0.07
	
	
	17.7
	
	
	
	0.5
	
	0.2
	
	
	
	

	
	2.5
	
	1.8
	
	
	
	40′
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	3
	
	
	
	
	
	1′
	
	
	
	
	
	8º
	
	
	
	
	
	
	
	
	

	
	3.5
	±0.10
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	80
	1
	±0.08
	
	22
	+0.021

0
	
	20′
	
	
	
	
	
	5º
	
	0.8
	
	
	0.1
	
	
	
	0.10

	
	1.5
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	2
	
	1.4
	
	
	
	30′
	6
	+0.19

+0.07
	
	
	24.1
	
	
	
	0.5
	
	0.2
	
	
	
	

	
	2.5
	
	1.8
	
	
	
	40′
	
	
	
	
	
	
	2
	
	
	
	
	
	
	
	0.08

	
	3
	
	
	
	
	
	
	
	
	
	
	
	8º
	
	
	
	
	
	
	
	
	

	100
	1.5
	
	
	27
	
	
	15′
	
	
	
	
	29.4
	5º
	1.5
	1
	
	
	0.1
	40
	
	
	0.10

	
	2
	
	1.4
	
	
	
	20′
	
	
	
	
	
	
	
	
	0.8
	
	0.2
	
	
	
	

	
	3
	
	1.8
	
	
	
	30′
	
	
	
	
	
	8º
	2
	
	
	
	
	
	
	
	0.08

	
	3.5
	±0.10
	2.5
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	4
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	125
	2
	±0.08
	1.4
	
	
	45
	15′
	
	
	2.2
	+0.04

0
	
	5º
	
	1.2
	
	0.2 ~ 0.8
	
	
	
	
	0.12

	
	2.5
	
	1.8
	
	
	
	20′
	
	
	2.7
	
	
	
	
	
	
	
	
	
	
	
	

	
	3
	
	
	
	
	
	30′
	
	
	3.2
	+0.048

0
	
	8º
	
	
	
	
	
	
	
	
	0.08

	
	3.5
	±0.10
	2.5
	
	
	
	40′
	
	
	3.7
	
	
	
	
	
	
	
	
	
	
	
	

	
	4
	
	
	
	
	
	
	
	
	4.2
	
	
	
	
	
	
	
	
	
	
	
	

	160
	2
	±0.08
	1.4
	32
	+0.025

0
	50
	15′
	8
	+0.23

+0.08
	2.2
	+0.04

0
	34.8
	5º
	2.5
	1.5
	
	
	
	50
	0.12
	0.08
	0.20

	
	2.5
	
	1.8
	
	
	
	
	
	
	2.7
	
	
	
	
	
	
	
	
	
	
	
	

	
	3
	
	
	
	
	
	20′
	
	
	3.2
	+0.048

0
	
	8º
	
	
	
	
	
	
	
	
	0.15

	
	3.5
	±0.10
	2.5
	
	
	
	30′
	
	
	3.7
	
	
	
	
	
	
	
	
	
	
	
	

	
	4
	
	
	
	
	
	
	
	
	4.2
	
	
	
	
	
	
	
	
	
	
	
	

	200
	2.5
	±0.08
	1.8
	
	
	
	15′
	
	
	2.7
	+0.04

0
	
	5º
	
	
	
	
	
	
	
	
	0.20

	
	3
	
	
	
	
	
	
	
	
	3.2
	+0.048

0
	
	8º
	
	
	
	
	
	
	
	
	

	
	3.5
	±0.10
	2.5
	
	
	
	20′
	
	
	3.7
	
	
	
	
	
	
	
	
	
	
	
	

	
	4
	
	
	
	
	
	30′
	
	
	4.2
	
	
	
	
	
	
	
	
	
	
	
	0.15

	
	5
	
	3.5
	
	
	
	40′
	
	
	5.2
	
	
	
	
	
	
	
	
	
	
	
	


1. Material: W18Cr4V YB 12 – 77 or other equal high-speed steel.
2. Heat treatment: B ≤ 1  HRC 62 ~ 65; B > 1  HRC 63 ~ 66.

3. Technical specification is in accordance with Q / JR D020 – 82.

4. This standard is mainly applicable for cutting off bar stock on horizontal milling machine.
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Mark of example: 


    D = 63 hard alloy end mill


        End mill 63 Q / JR D218 – 82


    D = 63, R = 1 hard alloy end mill


       End mill 63 x 1 Q / JR D218 - 82














D=35~63 type





































































































UDC


Q / JR  D208– 82


Replace  Q / JR


























UDC


Q/JR D218 － 82


Replace  Q/JR


























UDC


Q/JR D235 – 82


Replace  Q/JR

















UDC


Q/JR D252 – 82


Replace  Q/JR














UDC


Q/JR D256 – 82


Replace  Q/JR
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