Milling ¥ 4TS

Face milling tools

K45

N

FMAO1 [Am@. ] |

Coarse pitch

Specification of tools

FMAO1

A type of mounting

C type of mounting

D1

@D

Dimensions(inch)

B type of mounting

Cod]

Type i
- 28 ed L apmax (Numberzof teeth) Mc;;g;lng
-2.00"-A0.75"-SE12-04 2.000 2.510 0.750 1.750 0.236 4 A
-2.50"-A0.75"-SE12-05 2.500 3.010 0.750 1.750 0.236 5 A
-3.00"-A1.00"-SE12-06 3.000 3.510 1.000 2.000 0.236 6 A
-4.00"-B1.25"-SE12-07 4.000 4.510 1.250 2.000 0.236 7 B
-5.00"-B1.50"-SE12-08 5.000 5.510 1.500 2.500 0.236 8 B
-6.00"-B1.50"-SE12-07 6.000 6.510 1.500 2.500 0.236 7 B
-6.00"-B1.50"-SE12-10 6.000 6.510 1.500 2.500 0.236 10 B
-8.00"-C2.50"-SE12-08 8.000 8.510 2.500 2.500 0.236 8 c
-8.00"-C2.50"-SE12-12 8.000 8.510 2.500 2.500 0.236 12 C
-10.0"-C2.50"-SE12-10 10.000 10.510 2.500 2.500 0.236 10 C
-10.0"-C2.50"-SE12-14 10.000 10.510 2.500 2.500 0.236 14 C
-12.0"-D2.50"-SE12-18 12.000 12.510 2.500 2.750 0.236 18 D
-4.00"-B1.25"-SE18-04 4.000 4.510 1.250 2.500 0.384 4 B
-5.00"-B1.50"-SE18-05 5.000 5.510 1.500 2.500 0.384 5 B
-6.00"-B1.50"-SE18-06 6.000 6.510 1.500 2.500 0.384 6 B
-8.00"-C2.50"-SE18-08 8.000 8.510 2.500 2.500 0.384 8 C
-10.0"-C2.50"-SE18-10 10.000 10.510 2.500 2.500 0.384 10 C
-12.0"-D2.50"-SE18-12 12.000 12.510 2.500 3.000 0.384 12 D
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Y AN Milling

Face milling tools @ - “
FMAO1 Owm@ ] ]

A type of mounting B type of mounting

C type of mounting

| D1
ap} || oD

Close pitch

Specification of tools

Dimensions(inch)

Type Z M i
ounting
D L
2D od M Number of teeth))  type
FMAO1 | -2.00"-A0.75"-SE12-05 2.000 2.510 0.750 1.750 0.236 5 A
-2.50"-A0.75"-SE12-06 2.500 3.010 0.750 1.750 0.236 6 A
-3.00"-A1.00"-SE12-08 3.000 3.510 1.000 2.000 0.236 8 A
-4.00"-B1.25"-SE12-10 4.000 4.510 1.250 2.000 0.236 10 B
-5.00"-B1.50"-SE12-12 5.000 5.510 1.500 2.500 0.236 12 B
-6.00"-B1.50"-SE12-16 6.000 6.510 1.500 2.500 0.236 16 B
-8.00"-C2.50"-SE12-20 8.000 8.510 2.500 2.500 0.236 20 C
-10.00"-C2.50"-SE12-24 10.000 10.510 2.500 2.500 0.236 24 C
-4.00"-B1.25"-SE18-06 4.000 4.510 1.250 2.500 0.384 6 B
-5.00"-B1.50"-SE18-07 5.000 5.510 1.500 2.500 0.384 7 B
-8.00"-C2.50"-SE18-12 8.000 8.510 2.500 2.500 0.384 12 C
-10.00"-C2.50"-SE18-14 10.000 10.510 2.500 2.500 0.384 14 C
Spare parts
Insert screw Shim |Shim screw Wrench Sketch of installation
Diameter Insert
oD specifrication v ﬂ v /’ (’
2", @32.5"
SEET12T3-00 160M3.5%10 - -- -
23", o4" )
WT15IS
5", 26" SEET12T3-00 160M3.5%12 S13BS SM5x7XA WH35L
8", 310" ’
24"~08" SEET18T6-0000 160M5%17 S18BS SM8x9XA WT20IT WH50L




Milling S & T

Face milling tools @ N S
FMAO2 a M] a J _] A type of mounting

B type of mounting

D1
2D
1

Coarse pitch differential

Specification of tools

Dimensions(inch)

Type i
- @D i) od 5 apmax (Numberzofteelh) Mc;;;(talng
FMAO2 | -2.00"-A0.75"-SE12-04 2.000 2.510 0.750 1.750 0.236 4 A
-2.50"-A0.75"-SE12-05 2.500 3.010 0.750 1.750 0.236 5 A
-3.00"-A1.00"-SE12-05 3.000 3.510 1.000 2.000 0.236 5 A
-4.00"-B1.25"-SE12-07 4.000 4.510 1.250 2.000 0.236 7 B
-5.00"-B1.50"-SE12-08 5.000 5.510 1.500 2.500 0.236 8 B
Diameter Insert Insert screw Wrench Sketch of installation
2D specifrication v /"
©22.00"~@5.00" | SEET12T3-00 160M3.5%10 WT15IS

_"' j

D222



Mm@mﬁ!!k ﬂﬁ%ﬁ@g

Selection of inserts

(0 Good working conditions (%) General working conditions (=) Adverse working conditions

2o s [ stee! Qo QOVO® ©O
— & M Stainless steel (=) (&) QO )0 00
=
od] | ] m Cast iron VOB @
0
g Ferrite materials W]
o
= Heat-resistant steel QOOYWE Y &
Dimensions(inch)
Sb| B S IBlc|loolaolRo8 8lblb| |
a2 = =<
L j@c| s [ ed | bs | R IBISFHINIGINORG GO0
Do onoonooonnananzZzolo
b b bbb P b= b b b P P b e b b
SEET12T3-DF 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - [ ] O [ ] O
. SEET12T3-CF 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - O O O
S SEETA2TIEF 0.528 | 0.528 | 0.156 | 0.161 | 0.100 | - ° o
SEET12T3-DM 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - [ ] O @] [ ]
SEET18T6-DM 0.709 | 0.709 | 0.24 | 0.217 | 0.059 - [ BN J [ ]
- SEET12T3-CM 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - [ ] o
SEET12T3-EM 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - ( ]
SEET18T6-EM 0.709 | 0.709 | 0.240 | 0.217 | 0.059 - O O
—
SEET12T3-DR 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - [ ]
- SEET12T3-CR 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - [ ]
“—
SEET12T3-LH 0.528 | 0.528 | 0.156 | 0.161 | 0.100 - Ol @
-
SEET12T3-W 0.702 | 0.528 | 0.156 | 0.161 | 0.372 | 19.685 | @ [ ] o [ )
SEET18T6-W 0.976 | 0.709 | 0.240 | 0.217 | 0.433 | 19.685
al.c
—~
-_—

@ Recommended grade O Produce according to order
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M]]]ﬂg I Milling tools

pbreake gle 0 0 A(
Classification Function For finishing For semi-finishing For roughing
P -DF -DM -DR
M,S -EF -EM
K -CF -CM -CR
AL -LH
Recommended cutting parameters
Cutting parameters
. . Hardn
Workpiece material a ﬂBess Insert grade f(IPT)
V(SFPM)
-DF -DM -DR
YBM253 900(700-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBC302 900(700-1200) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
Low-carbon steel, <
Soft steel <180 YBG205 900(650-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YB9320 900(650-1200) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG302 750(550-1200 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016
m— ( ) ( ) ( ) ( )
YBM253 800(700-1000) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
High-carbon steel, 180-280 YBG205 800(600-1200) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
Alloy steel
Y YB9320 800(600-1200) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG302 700(500-1100) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBM253 700(600-1000) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG205 700(550-1100) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
Alloy tool steel 280-350
YB9320 700(550-1100) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG302 600(400-1000) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
-EF -EM
YBM253 500(400-800) 0.006(0.004-0.008) 0.008(0.004-0.012)
M ) YBG205 500(360-900) 0.006(0.004-0.008) 0.008(0.004-0.012)
Stainless steel <270
YB9320 500(360-900) 0.006(0.004-0.008) 0.008(0.004-0.012)
YBG302 450(300-800) 0.006(0.004-0.008) 0.008(0.004-0.012)
-CF -CM -CR
Cast iron 180-250 YBG105 700(400-1000) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
-LH
YD101 1000-
Al alloy steel - 0.010(0.004-0.016)
YD201 1000-
-EF -EM
High-temperature
alloy <400 YBG105 150(60-200) 0.004(0.004-0.008) 0.006(0.004-0.012)
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Milling too/sx M]]]Hg

Face milling tools @ N W

A type of mounting B type of mounting
FMAO3 Om3 o
ap‘ 2D
L + S
i
# M, | T | T
ad

D type of mounting
@D1
e —— ap‘ I 2D |
Y T
L Lt et
Lpd Lo L-fgL-od
] | 1.1 11 J | 11 III J
ad

Specification of tools

Dimensions(inch)

Type ,
= @b (210 od = apmax (Numberzof teeth) MC;;;;IHQ
FMAO3 | -3.00"-A1.00"-SE12-04 3.000 3.858 1.000 2.000 0.217 4 A
-4.00"-B1.25"-SE12-05 4.000 4.858 1.250 2.000 0.217 5 B
-5.00"-B1.50"-SE12-06 5.000 5.858 1.500 2.500 0.217 6 B
-6.00"-B1.50"-SE12-08 6.000 6.858 1.500 2.500 0.217 8 B
-8.00"-C2.50"-SE12-10 8.000 8.858 2.500 2.500 0.217 10 c
-10.0"-C2.50"-SE12-12 10.000 10.858 2.500 2.500 0.217 12 C
-12.0"-D2.50"-SE12-15 12.000 12.858 2.500 2.500 0.217 15 D
-3.00"-A1.00"-SE15-04 3.000 3.858 1.000 2.000 0.295 4 A
-4.00"-B1.25"-SE15-05 4.000 4.858 1.250 2.000 0.295 5 B
-5.00"-B1.50"-SE15-06 5.000 5.858 1.500 2.500 0.295 6 B
-6.00"-B1.50"-SE15-08 6.000 6.858 1.500 2.500 0.295 8 B
-8.00"-C2.50"-SE15-10 8.000 8.858 2.500 2.500 0.295 10 c
-10.0"-C2.50"-SE15-12 10.000 10.858 2.500 2.500 0.295 12 c
-12.0"-D2.50"-SE15-15 12.000 12.858 2.500 2.500 0.295 15 D
pare pa
Locator Wedge Wedge screw Locator screw Wrench Sketch of installation
o Y & & 2
LSE 12RIL
(Suitable for 0.472 inch inserts) WT20T
WO1R/L DM8x21X LOM5x15.1
LSE 15RIL WH40T
(Suitable for 0.591 inch inserts)
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WMilline ¥ L1

Selection of inserts

s () Good working conditions (%) General working conditions () Adverse working conditions
s [ stee! HO VOO ©0O
2 IVl Stainless steel ©O Lowwe B0
E . - R Y
é m Cast iron VOB @
g Ferrite materials (D
o
= Heat-resistant steel QWYL WY Y&
Dimensions(inch) Coated grade Cermetcgg‘rgi'}}:d
T O
Insert shape §§$§§8§§§8§88§§‘—\—
L a1.c bs S |G|=|a|ala|o0|oo| 83|36 ool
NN Ooo@OQ0oo0o@ndnZ 200
S>> > |> > > > |>|>|>>>>>
SEEN1203AFTN 0.500 0.500 0.071 0.125 O [}
SEKN1203AFFN 0.500 0.500 0.071 0.125 [}
SEKN1203AFN 0.500 0.500 0.071 0.125 O
SEKN1203AFTN 0.500 0.500 0.071 0.125 [ 2N A J [ BN J [ [}
SEMR1203AN-M 0.500 0.500 - 0.130
SEKR1203AN-M 0.500 0.500 - 0.130 [
E—
SEKN1504AFN 0.625 0.625 0.063 0.187
SEKN1504AFTN 0.625 0.625 0.063 0.187 [ BN J ( BN ]
SEMR1504AN-M 0.625 0.625 - 0.193 [
SEKR1504AN-M 0.625 0.625 - 0.193 [

@ Recommended grade O Produce according to order




Workpiece material

Hardness HB

 viting s\ QU

Recommended cutting parameters

Insert grade

Cutting parameters

V(SFPM) f(IPT)
YNG151 1400 (1100-1600) 0.008 (0.004-0.016)
VBM253 900 (700-1100 0.008 (0.004-0.016
Low-carbon <180 vBC302 ( ) ( )
steel, Soft steel < YBM253 700 (600-1000) 0.01 (0.006-0.012)
VBG202 900 (650-1200) 0.008 (0.004-0.012)
YBG302 900 (650-1200) 0.008 (0.004-0.012)
YNG151 1300 (1000-1600) 0.008 (0.004-0.016)
VBM253 800 (650-1000 0.008 (0.006-0.016
High-carbon 180-280 vBC302 ( : ( )
steel, Alloy steel - YBM253 650 (500-900) 0.010 (0.006-0.012)
VBG202 800 (600-1100) 0.008 (0.004-0.012)
YBG302 800 (600-1100) 0.008 (0.004-0.012)
YNG151 1100 (1000-1500) 0.008 (0.004-0.016)
iggggg 700 (600-1000) 0.008 (0.004-0.016)
Alloy tool steel 280-350 YBM253 600 (500-800) 0.01 (0.006-0.012)
VBG202 700 (550-1100) 0.008 (0.004-0.012)
YBG302 700 (550-1100) 0.008 (0.004-0.012)
YNG151 700 (500-900) 0.008 (0.004-0.016)
YBM253 400 (300-700) 0.008 (0.004-0.016)
Stainless steel <270
YBG202 450 (300-800) 0.008 (0.004-0.012)
YBG302 450 (300-800) 0.008 (0.004-0.012)
YBG102 700 (400-1000) 0.008 (0.004-0.012)
Cast iron 180-250 YBD252 650 (490-820) 0.008 (0.004-0.016)
YD201 300 (260-500) 0.01 (0.004-0.016)
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j‘/]]]j]]g ﬁm_
Face milling tools [Kr:45° - S

A type of mounting B type of mounting

FMA04 (Im@d ] oD | o |

Screw clamping

Specification of tools

Dimensions(inch)

Type ;
= 2Dk od . apmax (Numberzofteeth) Mc;;;‘telng
FMAO4 | -2.00"-A0.75"-OF05-04 2.000 2.356 0.750 1.750 0.138 4 A
-2.00"-A0.75"-OF05-05 2.000 2.356 0.750 1.750 0.138 5 A
-2.50"-A0.75"-OF05-05 2.500 2.856 0.750 1.750 0.138 5 A
-3.00"-A1.00"-OF05-06 3.000 3.356 1.000 2.000 0.138 6 A
-4.00"-B1.25"-OF05-07 4.000 4.356 1.250 2.000 0.138 7 B
-5.00"-B1.50"-OF05-08 5.000 5.356 1.500 2.500 0.138 8 B
-6.00"-B1.50"-OF05-10 6.000 6.356 1.500 2.500 0.138 10 B
-6.00"-C1.50"-OF05-10 6.000 6.356 1.500 2.500 0.138 10 o]

Spare parts

Insert screw Wrench Sketch of installation
Adaptable tool holders v /’ -
@2", @2.5" 160M4x8.4 WT15IS
93", @4", @5", @6" 160M4x10 WT15IS
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N\ Milling

Selection of inserts

(0 Good working conditions (%) General working conditions (=) Adverse working conditions

s [ stee! Qo QOVO® ©O
2 Ml Stainless steel OO QLVLE B
.g m Cast iron QOO ®
g Ferrite materials (DHE
o
= Heat-resistant steel OWOLWE O
Dimensions(inch) Coated grade Cermetcggggmgd
T O
Insert shape Type §§%§§8§§§8§88§§F‘-
L @1.C S ed R 13|=5|2/8/0/0/0 03366002
D Nononodadoanaaanlzzalo
S>> > 1> > > > > > |>|>|>>>>|>
OFKTO05T3-DF 0.207 0.500 0.156 0.173 0.020 [}
OFKTO05T3-DM 0.207 0.500 0.156 0.173 0.020 @] [ ] [ AY J
OFKTO05T3-LH 0.207 0.500 0.156 0.173 0.020 O
@ Recommended grade O Produce according to order
polred = 1€ U U A\ o =
Function For finishing For semi-finishing
Classification
P
M -DF -DM
K
AL -LH
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/

Recommended cutting para

M]]]ﬂg I Milling tools

Cutting parameters

Workpiece material Harlt-ilgess Insert grade f(PT)
V(SFPM)
-DF -DM
YBM253 900(700-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
Low-carbon steel, <180 YBG202 900(650-1200) 0.008(0.004-0.012) 0.01(0.004-0.016)
Soft steel
YBG302
VB9320 750(550-1200) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBM253 800(650-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
H'ghAﬁarm” steel, 180-280 YBG202 800(600-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
oy steel
YBG302
VB9320 700(500-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBM253 700(600-1000) 0.006(0.004-0.012) 0.008(0.004-0.016)
Alloy tool steel 280-350 YBG202 700(550-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
YBG302
VBY320 600(400-1000) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBG202 450(300-800) 0.006(0.004-0.012) 0.008(0.004-0.016)
M Stainless steel <270 YBM253 490(390-820) 0.006(0.004-0.012) 0.008(0.004-0.016)
YBG302
VB9320 500(400-800) 0.006(0.004-0.012) 0.008(0.004-0.016)
m Cast iron 180-250 YBG105 700(400-1000) 0.008(0.004-0.012) 0.01(0.004-0.016)
-LH
Aluminium alloy - YD101 1000- 0.006(0.002-0.012)
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[FIIACE oz "5 ™"

Positive axial angle and radial
angle pocket, with large rake
angle insert design, which
achieve low cutting force and
good chip control.

Coarse pitch and close pitch
available.

Kr:45°

|

Chipbreaker for Aluminum

LH chipbreaker

Large rake angle design with sharp cutting edge;

Polished rake face, precision ground the periphery.

Chipbreakers for
universal purpose

GL chipbreaker

Focus on cutting edge sharpness, suitable for light and medium cutting.

GH chipbreaker

Focus on strength, suitable for heavy cutting and bad condition.

GM chipbreaker

Focus on both sharpness and strength, suitable for medium cutting.
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M]]]ﬂg I Milling tools

Face milling tools @

“ >

FMAO4 Am@A ] )

Screw clamping

Specification of tools

A type of mounting

B type of mounting

Dimensions(inch)

Type M ;
@D @D1 ad L apmax z ounting
(Number of teeth) type
FMAO4 | -2.00"-A0.75"-OD06-04C 2.000 2.394 0.750 1.750 0.157 4 A
Coarse pitch
-2.50"-A0.75"- - 2.500 2.894 . . .

— 2.50"-A0.75"-0D06-05C 0.750 1.750 0.157 5 A
-3.00"-A1.00"-OD06-06C 3.000 3.394 1.000 2.000 0.157 6 A
-4.00"-A1.25"-0D06-07C 4.000 4.394 1.250 2.000 0.157 7 A
-5.00"-B1.50"-OD06-08 5.000 5.394 1.500 2.500 0.157 8 B

/ -6.00"-B2.00"-0D06-10 6.000 6.394 2.000 2.500 0.157 10 B
Close pitch | -2.00"-A0.75"-0D06-05C 2.000 2.394 0.750 1.750 0.157 5 A
-2.50"-A0.75"-0D06-06C 2.500 2.894 0.750 1.750 0.157 6 A
-3.00"-A1.00"-OD06-07C 3.000 3.394 1.000 2.000 0.157 7 A
-4.00"-A1.25"-0D06-09C 4.000 4.394 1.250 2.000 0.157 9 A
-5.00"-B1.50"-0D06-10 5.000 5.394 1.500 2.500 0.157 10 B
-6.00"-B2.00"-0D06-12 6.000 6.394 2.000 2.500 0.157 12 B
Spare parts
Insert screw Wrench Sketch of installation
Adaptable tool holders v ) /’ \
&
22", @2.5" WT20IP q T
u r
23", @4", @5" 160M5%13 WT20IS "
a6 WT20IT

D232



N\ Milling

Selection of inserts

(0 Good working conditions (%) General working conditions (=) Adverse working conditions

s [ stee! o QOVO® ©O
& M Stainless steel (=) (&) QLVLY B
.g m Cast iron VOB ()]
g Ferrite materials (OHE
o
= Heat-resistant steel QUL VY (D
I O
Insert shape RIS R R R .
L j@lc| S | ed | R | bs 8IS 5850000208 30028
nmooOmNooOoooOooOomoomZ 200
> = 5> > > > == === 5> >
ODHTO060508-GL | 0.256 | 0.625 | 0.219 | 0.213 | 0.031 | 0.063 ( BN ] [ BN )
Ry _\"‘u\.'t\ ODHT060508-GM | 0.256 | 0.625 | 0.219 | 0.213 | 0.031 | 0.063 ® e O [ BN J [ J
' o _I"
ODMTO060512-GM | 0.256 | 0.625 | 0.219 | 0.213 | 0.047 - ® e O [ BN ] [}
ODHT060508-GH | 0.256 | 0.625 | 0.219 | 0.213 | 0.031 | 0.063 ® e O [ BN )
ODHT060508-LH 0.256 | 0.625 | 0.219 | 0.213 | 0.031 | 0.063 ( BN J

@ Recommended grade O Produce according to order
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Milling S & T

Recommended cutting parameters

Cutting parameters
Workpiece material |HardnessHB| Insert grade f(IPT)
V(SFPM)
-GL -GM -GH
YBM253 900(700-1100)
Low-carbon steel, | 4q, YBG205H 900(650-1200) | 0.006 (0.004-0.008) | 0.01 (0.006-0.014) |0.012 (0.006-0.016)
Soft steel
YB9320 900(650-1200)
_ YBM253 800(650-1100)
H'g';ﬁigb;';;tee" 180-280 YBG205H 800(650-1100) | 0.006 (0.004-0.008) |0.006 (0.004-0.012) | 0.01 (0.006-0.016)
YB9320 800(650-1100)
YBM253 700(600-1000)
Alloy tool steel | 280-350 YBG205H 700(550-1000) | 0.006 (0.004-0.008) |0.006 (0.004-0.012) | 0.01 (0.006-0.016)
YB9320 700(550-1000)
YBM253 750(600-1000)
M Stainless steel <270 YBG205H 490(400-820) | 0.006 (0.004-0.008) |0.006 (0.004-0.012) | 0.01 (0.006-0.016)
YB9320 490(400-820)
Cast iron 180-250 YBD152 650(490-820) | 0.006 (0.004-0.008) |0.006 (0.004-0.012) |0.012 (0.006-0.016)
High-temperature
oy <400 YBS303 330(200-400) - 0.006 (0.004-0.01) -
-LH
YD101
Al alloy steel - 1000- 0.006 (0.002-0.012)
YD201

I Case for FMA04

Workpiece material: 45# steel
Insert: ODHT060508-GM/YB9320

5007

400 -

300+

Cutter body: FMA04-3.00"-A1.00"-OD06-06C

Number of processed parts (pieces)

200+
Cutting parameters: VC=656$FPM’ 1004 The tool life of ZCC-CT's product is
ap=0.08in, longer than competitor A under same
f=0.008IPT 0- cutting parameters.
ZCC-CT Product of
company A

Workpiece material: Inconel

Insert: ODHT060508-GM/YBS303

Cutting parameters: Vc=492SFPM,
ap=0.02in,
f=0.006IPT

Under the same working conditions, ZCC-CT product has
stable cutting, better machined surface quality and
dimensional accuracy.

D234



>

F IA ) Series Face Mills

\Withjoutstandingfeconomyjand]|
highjperformance)

Cutter body with PVD coating 0x2=8edge
for superior corrosion and heat | h
resistance resulting in longer — Comprehensive upgrading of -GM

service life. geometry, good chip breaking
performance, large rake angle,
reduced cutting force.

New -HGR geometry, high edge
g\. strength, excellent breakage
resistance.

‘ . .
Jan Insert with wiper, smoother
surface roughness.

Complete range of insert specifications

and geometries, for different cutting

depths and different machining demands.

0.275in

/ ~
Optimized design of pitch and \o. . )
H = Maximum
Double negative structure, chip pocket, for unobstructed . cutting depth

excellent impact resistance.

chip flow and higher cutting BANR-GMHGR ~ SNEG1506ANR-GM/HGR ~ SNEG1907ANR-HGR

efficiency.

-W special geometry for wiper inserts, large
arc design, improved workpiece quality.

Extra long wiper, more suitable for semi-finishing and
finishing with large diameter cutters.

o/
Qs Q7 ..

SNEG1205ANR-W SNEG1506ANR-W




Milling ¥ 4TS

Face milling tools @

N >

FMA11 Om3 )

Specification of tools

FMA11

Coarse pitch

A type of mounting
D1

Dimensions (inch)

B type of mounting

@D1 |

D type of mounting

2D1

Type ;
- @D o od L apmax (Numberzof teeth) Mc;;ggng
-2.00"-A0.75"-SN12-04C 2.000 2.453 0.750 1.750 0.216 4 A
-2.50"-A0.75"-SN12-05C 2.500 2.953 0.750 1.750 0.216 5 A
-3.00"-A1.00"-SN12-06C 3.000 3.453 1.000 2.000 0.216 6 A
-4.00"-B1.50"-SN12-07 4.000 4.453 1.500 2.500 0.216 7 B
-5.00"-B1.50"-SN12-08 5.000 5.453 1.500 2.500 0.216 8 B
-6.00"-B2.00"-SN12-10 6.000 6.453 2.000 2.500 0.216 10 B
-2.00"-A0.75"-SN15-04C 2.000 2.602 0.750 1.750 0.275 4 A
-2.50"-A0.75"-SN15-05C 2.500 3.102 0.750 1.750 0.275 5 A
-3.00"-A1.00"-SN15-06C 3.000 3.602 1.000 2.000 0.275 6 A
-4.00"-B1.50"-SN15-07 4.000 4.602 1.500 2.500 0.275 7 B
-5.00"-B1.50"-SN15-08 5.000 5.602 1.500 2.500 0.275 8 B
-6.00"-B2.00"-SN15-10 6.000 6.602 2.000 2.500 0.275 10 B
-8.00"-C2.50"-SN15-12 8.000 8.602 2.500 2.500 0.275 12 C
-10.00"-C2.50"-SN15-14 10.000 10.602 2.500 2.500 0.275 14 C
-12.00"-D2.50"-SN15-18 12.000 12.602 2.500 2.500 0.275 18 D
-5.00"-B1.50"-SN19-07 5.000 5.720 1.500 2.500 0.354 7 B
-6.00"-B2.00"-SN19-09 6.000 6.720 2.000 2.500 0.354 9 B
-8.00"-C2.50"-SN19-11 8.000 8.720 2.500 2.500 0.354 1 C
-10.00"-C2.50"-SN19-13 10.000 10.720 2.500 2.500 0.354 13 c
-12.00"-D2.50"-SN19-16 12.000 12.720 2.500 2.500 0.354 16 D
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R\ Milling
Face milling tools @ - S

A type of mounting B type of mounting
FMA11 w3 |

| D1 |
@D

D1

Specification of tools
Dimensions (inch)

Type :
= @b @D ed L apmax (Numberzof teeth) Mfi;;;mg
FMA11 -2.50"-A0.75"-SN12-06C 2.500 2.953 0.750 1.750 0.216 6 A
Close pitch -3.00"-A1.00"-SN12-07C 3.000 3.453 1.000 2.000 0.216 7 A e
-4.00"-B1.50"-SN12-09 4.000 4.453 1.500 2.500 0.216 9 B
-5.00"-B1.50"-SN12-10 5.000 5.453 1.500 2.500 0.216 10 B
-6.00"-B2.00"-SN12-12 6.000 6.453 2.000 2.500 0.216 12 B
-2.50"-A0.75"-SN15-06C 2.500 3.102 0.750 1.750 0.275 6 A
-3.00"-A1.00"-SN15-07C 3.000 3.602 1.000 2.000 0.275 7 A
-4.00"-B1.50"-SN15-09 4.000 4.602 1.500 2.500 0.275 9 B
-5.00"-B1.50"-SN15-10 5.000 5.602 1.500 2.500 0.275 10 B
-6.00"-B2.00"-SN15-12 6.000 6.602 2.000 2.500 0.275 12 B
-8.00"-C2.50"-SN15-15 8.000 8.602 2.500 2.500 0.275 15 c
-10.00"-C2.50"-SN15-18 10.000 10.602 2.500 2.500 0.275 18 c
-12.00"-D2.50"-SN15-22 12.000 12.602 2.500 2.500 0.275 22 D
-5.00"-B1.50"-SN19-09 5.000 5.720 1.500 2.500 0.354 9 B
-6.00"-B2.00"-SN19-11 6.000 6.720 2.000 2.500 0.354 1 B
-8.00"-C2.50"-SN19-14 8.000 8.720 2.500 2.500 0.354 14 C
-10.00"-C2.50"-SN19-17 10.000 10.720 2.500 2.500 0.354 17 C
-12.00"-D2.50"-SN19-20 12.000 12.720 2.500 2.500 0.354 20 D
Diameter - Insert screw Wrench Sketch of installation
@D Insert specification v /h /’
©2.00"~26.00" SNEG1205ANR-GM/HGR/W 160M3.5x10 - WT15IS - ‘
22.00"~@12.00" SNEG1506ANR-GM/HGR/W 160M5x13 WT20IT -
25.00"~@12.00" SNEG1907ANR-HGR 143M6x16 WT25IT -
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Milling S & T

Selection of inserts

@Good working conditions Q_') General working conditions @ Adverse working conditions

ac * 5 [ see 0o ©0Lee ©0
5 M Stainlesssteel () (1) QLVLVLE VL
E
ad - : T 60 (D o
. é m Cast iron QOB ®
T bs s g Ferrite materials e
(<}
= Heat-resistant steel OOV OLE o &
Dimensions(inch)
1) 5 —
IS 3288282835 5|
L |@lC] S | bs | ed | r |BIS58 50000033002
N0 o000 o00ona0onanoanan2 a0
S>> > > > > > > > > >|>>|> >
SNEG1205ANR-GM 0.299 | 0.472 | 0.187 | 0.041 | 0.181 | 0.031 @ |® | ® | O [} [ J OO
SNEG1506ANR-GM 0.370 | 0.591 | 0.218 | 0.051 | 0.217 | 0.035 @ | ® @ | O [ (] 0|0
SNEG1205ANR-HGR 0.299 | 0.472 | 0.187 | 0.041 | 0.181 | 0.031 |® ® @ O | O [ (]
SNEG1506ANR-HGR 0.370 | 0.591 | 0.218 | 0.051 | 0.217 | 0.035 @ @® |® O | O [ ] [ J
SNEG1907ANR-HGR 0.476 | 0.748 | 0.276 | 0.066 | 0.283 | 0.039 | @ | @ | ® O [ (]
SNEG1205ANR-W 0.626 | 0.472 | 0.187 | 0.16 | 0.181 | 0.236 [ ]
. SNEG1506ANR-W 0.783 | 0.591 | 0.218 | 0.196 | 0.217 | 0.035 [
i :
@
@ Recommended grade O Produce according to order
Recommended cutting parameters
i . Cutting data
Workpiece material Hardness HB Grade -
V(SFPM) f(IPT) apmax(inch)
Low carbon steel YBM253 YBC302
< - . .004-0.
Soft steel 180 YBG205 YB9320 880 (720-1200) | 0.008 (0.004-0.016)
High carbon steel YBM253 YBC302
Alloy steel 180-280 YBG205 YB9320 850 (650-1050) | 0.008 (0.004-0.016)
Alloy tool steel 280-350 YBM253 YBC302 780 (590-1000) |0.008 (0.004-0.016) 0.216(SN12)

YBG205 YB9320
YBG205 YB9320 720 (520-820) 0.007 (0.004-0.016)

0.275(SN15)
Stainless steel <270

YBM253 750 (590-980) | 0.009 (0.005-0.013) 0.354(SN19)
. YBD152 880 (490-980) | 0.012 (0.004-0.02)
Castiron 180-250 YBD252 650 (490-820) | 0.016 (0.008-0.024)
High-temperature alloy <400 YBS203 YBS303 | 300 (200-400) | 0.006 (0.003-0.012)

Products of company A -HGR/YBG205

(Comparison of tool life)

Test
Workpiece material: NAK8O Group 1
Operation: Face milling
Tool: FMA11-5.00"-B1.50"-SN12-08 Life 22 minutes Breakage 35 minutes, wear 0.0008in
Insert: SNEG1205ANR-HGR/YBG205
Cutting data: Vc=650 SFPM, fz=0.08IPT, Test

Ap=0.08in, Ae=2.0in
Group 2
Life 27 minutes Breakage 35 minutes, wear 0.0004 in
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Series) Kr:45°

High,PerformancelEacelMilling[Cutters,with,16,edges, for;
outstanding’economy, :

't
"‘li'

Adjustment screw of wiper insert

The wiper insert of the finishing cutter can
be finely adjusted in the axial direction and
is used in processing situations with high
surface quality requirements.

The double negative structure of the
I cutter body, with the spiral insert
’ cutting edge, realizes the positive axial
rake angle, reduces the cutting force
and is conducive to chip removal.

Unique 3-dimentional edge



]]ﬂg i Milling tools
Face milling tools @

N S

FMA12 Om3@ |

Specification of tools

A type of mounting
D1

@D

C type of mounting

i D1

B type of mounting

Dimensions (inch)

D240

Type ;
- @b od 5 apmax (Numberzof teeth) Mci;;:—:!ng
FMA12 -2.00"-A0.75"-ON06-04C 2.000 2.394 0.750 1.750 0.157 4 A
— ) Coarse pitch |5 50".A1.00"-ON06-05C 2.500 2.894 1.000 1.750 0.157 5 A
-3.00"-A1.00"-ON06-07C 3.000 3.394 1.000 2.000 0.157 7 A
-4.00"-A1.25"-ON06-08C 4.000 4.394 1.250 2.000 0.157 8 A
-5.00"-B1.50"-ON06-10 5.000 5.394 1.500 2.500 0.157 10 B
-6.00"-C1.50"-ON06-12 6.000 6.394 1.500 2.500 0.157 12 C
-2.50"-A1.00"-ON09-04C 2.500 3.012 1.000 1.750 0.216 4 A
-3.00"-A1.00"-ON09-05C 3.000 3.512 1.000 2.000 0.216 5 A
-4.00"-A1.25"-ON09-06C 4.000 4.512 1.250 2.000 0.216 6 A
-5.00"-B1.50"-ON09-08 5.000 5.512 1.500 2.500 0.216 8 B
-6.00"-B2.00"-ON09-10 6.000 6.512 2.000 2.500 0.216 10 B
-8.00"-C2.50"-ON09-12 8.000 8.512 2.500 2.500 0.216 12 c
-10.00"-C2.50"-ON09-16 10.000 10.512 2.500 2.500 0.216 16 c
-12.00"-D2.50"-ON09-20 12.000 12.512 2.500 2.500 0.216 20 D
Note: ONHUO08 inserts do not fit in any FMA12-**-ON09-* cutters.
Diameter | - Insert screw Wrench Sketch of installation
@D nsert specification v /ﬁ
22.00"~@6.00" ONfu%“g;(SE'DDENi'_%T;g; /GH IRM4x10 WT15IS
92.50"~@12.00" om_%%“gg%?ggf@g\gg; /GH IRM5x13 WT20IT




R\ Milling
Face milling tools @ N N

A type of mounting B type of mounting
FMA12 Om@d ]

@D

C type of mounting D type of mounting
D1 | @D1

Specification of tools

Dimensions (inch)

Type :
= @b od . apmax (Numberzof teeth) MC;;g‘telng
FMA12 -2.00"-A0.75"-ON06-05C 2.000 2.394 0.750 1.750 0.157 5 A
Closepitch |5 50.A1.00"-ON06-07C 2.500 2.894 1.000 1.750 0.157 7 A —
-3.00"-A1.00"-ON06-09C 3.000 3.394 1.000 2.000 0.157 9 A
-4.00"-A1.25"-ON06-11C 4.000 4.394 1.250 2.000 0.157 1 A
-5.00"-B1.50"-ON06-14 5.000 5.394 1.500 2.500 0.157 14 B
-6.00"-C1.50"-ON06-18 6.000 6.394 1.500 2.500 0.157 18 ¢
-2.50"-A1.00"-ON09-06C 2.500 3.012 1.000 1.750 0.216 6 A
-3.00"-A1.00"-ON09-07C 3.000 3.512 1.000 2.000 0.216 7 A
-4.00"-A1.25"-ON09-10C 4.000 4.512 1.250 2.000 0.216 10 A
-5.00"-B1.50"-ON09-12 5.000 5.512 1.500 2.500 0.216 12 B
-6.00"-B2.00"-ON09-15 6.000 6.512 2.000 2.500 0.216 15 B
-8.00"-C2.50"-ON09-18 8.000 8.512 2.500 2.500 0.216 18 (e}
Note: ONHUO08 inserts do not fit in any FMA12-**-ON09-* cutters.
Insert screw Wrench Sketch of installation

Diameter

@D Insert specification v )

" " ONMU0600OO-GM/GH
22.00"~36.00 ONHUO6OOOOANN-GL/GM/GH IRM4x10 WT15IS

", " ONMU09ODOOO-GM/GH
22.50"~@12.00 ONHUO09OOOOANN-GL/GM/GH IRM5%13 WT20IT




Milling S 4 T

Selection of inserts

20 Good working conditions () General working conditions (=) Adverse working conditions

D242

Insert: ONHUO9T508ANN-GM/YBD152
Cutting data: Vc=500 SFPM, fz=0.01IPT,

ap=0.12in, ae=6in

System of cooling: External

FMA12

Product of
company A

s [ stee! Qo QOVO® ©O
& M Stainless steel (=) (=) QLVLLE B
.g m Cast iron VOB @
g Ferrite materials (DA
o
= Heat-resistant steel OO YL Y&
Dimensions(inch) Cermetcgg'rgmgd
© = -8
Smﬁggggggggggmm‘_‘_
L |@C| s | ed | r | bs |BS58 80000806 aa0:28
moOoMOoN@OMOMoOooMOooOoomoMmZ| 200
S>> > > > (> > > > |>|>>|>[>|>|>
ONHU060404ANN-GL | 0.242 | 0.625 | 0.218 | 0.236 | 0.016 | 0.047 ( AN J [ ] [ ] [ ]
ONHUO09T508ANN-GL | 0.315 | 0.795 | 0.228 | 0.276 | 0.031 | 0.047 ® e O [} [} [}
ONHUO060408ANN-GM | 0.242 | 0.625 | 0.218 | 0.236 | 0.031 | 0.039 ® e O ® ® ()
ONMU060408-GM 0.242 | 0.625 | 0.218 | 0.236 | 0.031 - ® e O [} [ ]
ONHUO9T508ANN-GM | 0.315 | 0.795 | 0.228 | 0.276 | 0.031 | 0.047 ® 0 O [ ] [ ] [ ]
ONMU09T512-GM 0.315 | 0.795 | 0.228 | 0.276 | 0.047 - ® e O [ ] [ ]
ONMU060408-GH 0.242 | 0.625 | 0.218 | 0.236 | 0.031 - ® e O [} [} [}
ONHUO060408ANN-GH | 0.242 | 0.625 | 0.218 | 0.236 | 0.031 | 0.039 ® e O () ° ()
ONHUO09T508ANN-GH | 0.315 | 0.795 | 0.228 | 0.276 | 0.031 | 0.047 ® e O [} [ ] [}
ONMU09T512-GH 0.315 | 0.795 | 0.228 | 0.276 | 0.047 - [ 3K ® ®
@ Recommended grade O Produce according to order
Recommended cutting parameters
Cutting data
Worlt(pl.etie Har::;ess Grade GL M GH
materia : - - i
Cutting speed Cutting speed Cutting speed apmax(in)
ey | TP | Tisrewy | P T ierpwy | fOPT)
Low carbon < YBM253 YBG205 i 0.008(0.004- . 0.008(0.004- i 0.012(0.008-
et <180 | yBo320 880(720-1100)| "¢ oo |880(720-1100)| "7y 5 ™ |880(720-1100)| T oy
; YBM253 YBG205 i 0.006(0.004- : 0.008(0.004- i 0.012(0.008-
Alloy steel | 180-350 | o 780(590-1050)| 7 451" |780(590-1050) | "™ 1780(590-1050) |
Stainless steel| <270 | YBM253 YBG205 750 (590-1050)| 0.006 (0.004- | o (360-880) 0.006(0.004- | 5 (360-880) 0.008(0.004- | 0.157(ON06)
= YB9320 520 (360-880) 0.012) 0.012) 0.012) 0.216(ON09)
. g . 0.008(0.004- . 0.012(0.004- . 0.016(0.008-
Cast iron 180-260 | YBD152 880(590-1050) 0012) 880(590-1050) 0016) 880(590-1050) 0.02)
Hard-to-cut . .
arertoeut - <400 | yBs303 320(200-400) | %008 (0:003- | 355,500.400) | 0-008(0-004- | 354500.400) -
material 0.012) 0.01)
104 Tool life comparison
Workpiece: Cylinder QE .
Workpiece material: Gray cast iron (HB250) 2 Dm':bled tool life of F!VI/-}12
- . - . o series compared to similar
Machining location: Milling 4 sides =3
o product of company A.
Tool: FMA12-6.00"-B2.00"-ON09-10 %



| A\
|
High efficiency and multiple cutting edge'qeneralimilling cutter
> 45° approach angle balanced > Brand new optimized chip breaker,
design realizes low cutting suitable for steel and cast iron.
resistance and high efficiency
machining.

> Double sided pentagon, 10
cutting edges, both great
stability and economy
performance.

>Greater anti-vibration -
capability ensures better |I

surface quallty.// 3

I r"‘ W
O}
-._h |

Spirallcuttingzedgeldesignlensuresfeasiegandjfastercuttingy

Optiun2ee) iy breeler casures (e ness sirengih and inproves e
capabilityloffantizbreakage®

BMultilseriesfofichiplbreakerslfodifferentikindsfofimachining¥

-GM: First choice for P material

Big nose radius design. Strengthened cutting edge design
-GL: Suitable for stable machining

Suitable for low cutting force and low machine

power machining

-GH: High anti-breakage capability

High inserts strength inhibits the breakage effectively

Raigwithithe] Y(B9320

TS leneer cuiting Bie and mere -GHI|-GM|-GL
stablelmachining}



Milling ¥ 4TS
Face milling tools @ N W

A type of mounting B type of mounting

FMA14 ﬂ MJ a @D: | 2D+ |

o 1 o0

od

C type of mounting D type of mounting

‘;‘":n:':f""'ﬂ;‘n:':n‘

ﬂd

Specification of tools

Dimensions (inch)

Type -

- oD v L gd apmax (Numberzofteeth) Mc;;ggng
FMA14 |-2.00"-A0.75"-PN11-04 2.000 2.657 2.000 0.750 0.217 4 A
| Coarse pitch | -2, 50"-A0.75"-PN11-05 2.500 3.157 2.000 0.750 0.217 5 A
-3.00"-A1.00"-PN11-06 3.000 3.657 2.000 1.000 0.217 6 A
-4.00"-B1.25"-PN11-07 4,000 4.657 2.000 1.250 0.217 7 B
-5.00"-B1.50"-PN11-08 5.000 5.657 2.500 1.500 0.217 8 B
4 -6.00"-B1.50"-PN11-10 6.000 6.657 2.500 1.500 0.217 10 B
-8.00"-C2.50"-PN11-12 8.000 8.657 2.500 2.500 0.217 12 c
-10.00"-C2.50"-PN11-14 10.000 10.657 2.500 2.500 0.217 14 c
-12.00"-D2.50"-PN11-16 12.000 12.657 3.000 2.500 0.217 16 D
Close pitch | =2.00"-A0.75"-PN11-05 2.000 2.657 2.000 0.750 0.217 5 A
-2.50"-A0.75"-PN11-06 2.500 3.157 2.000 0.750 0.217 6 A
-3.00"-A1.00"-PN11-08 3.000 3.657 2.000 1.000 0.217 8 A
-4.00"-B1.25"-PN11-10 4.000 4.657 2.000 1.250 0.217 10 B
-5.00'-B1.50"-PN11-12 5.000 5.657 2.500 1.500 0.217 12 B
-6.00'-B1.50"-PN11-14 6.000 6.657 2.500 1.500 0.217 14 B
-8.00'-C2.50"-PN11-16 8.000 8.657 2.500 2.500 0.217 16 c
-10.00'-C2.50"-PN11-18 10.000 10.657 2.500 2.500 0.217 18 o]
-12.00'-D2.50"-PN11-26 12.000 12.657 3.000 2.500 0.217 26 D
Insert screw Wrench Sketch of installation

Insert specification
g o & 4 .

PNEG11O0000O-GL/GM/GH 160M4x10 WT15IS ! H
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Selection of inserts

(0 Good working conditions (%) General working conditions (=) Adverse working conditions

s [ stee! Qo QOVO® ©O
& M Stainless steel (=) (&) (DD ) OO0
g N -
.g m Cast iron VOB @
g Ferrite materials W]
o
= Heat-resistant steel SN OHOFOID (N
Dimensions(inch) Coated grade Cermetcgg‘rgmgd
EEE R R R EREEEE
L j@c | S ed rojamax | GiSI58800 0080 e 3eo2
NN oo oo nnZZaoo
S>> > > > > > > > > > > > >~
PNEG110512-GL 0.295 | 0.625 | 0.219 | 0.183 | 0.047 | 0.217 [ ] [ ] [ ]
e
E‘ﬁ . | PNEG110530-GM 0.295 | 0.625 | 0.219 | 0.183 | 0.118 | 0.217 [} [} [}
L]
@ PNEG110530-GH 0.295 | 0.625 | 0.219 | 0.183 | 0.118 | 0.217 [} [} [}
«Inserts can be assembled in both left and right side. @ Recommended grade O Produce according to order
.
Recommended cutting parameters
Cutting data
Workpiece Hardness apmax
o . Grade -GM -GL -GH b
material HB (in)
V(SFPM) | Fz(IPT) |V(SFPM)| Fz(IPT) |V(SFPM)| Fz(IPT)
YB9320 YBG205
Low carbon steel <HB180 VBM253 320~820 | 0.006~0.02 | 320~820 |0.004~0.016 | 320~750 | 0.008~0.025
YB9320 YBG205
High carbon steel 180~280 320~750 | 0.006~0.02 | 320~750 | 0.004~0.016 | 320~750 | 0.008~0.025
YBM253
YB9320 YBG205
Alloy steel 180~280 320~720 | 0.006~0.016 | 320~720 |0.004~0.012 | 320~720 | 0.008~0.02
YBM253
YB9320 YBG205 0.217
Tool steel 280~350 320~720 | 0.006~0.02 | 320~720 | 0.004~0.012 | 320~720 | 0.008~0.02
YBM253
YB9320 YBG205
Stainless steel <270 290~590 | 0.004~0.012 | 290~590 |0.004~0.016 | 290~590 | 0.008~0.024
YBM253
Cast iron, Ductile iron
. . . 180~250 | YB9320 YBG205 | 320~780 | 0.006~0.016 | 320~850 | 0.004~0.012| 320-780 | 0.008~0.02
High-nickel cast iron

Wear comparison
Similar product from
PNEG110530-GM Company A
Machining time 135min 65min

Insert: PNEG110530-GM/YB9320 Results: Under the same
Cutting data: Vc=450SFPM, fz=0.016IPT, Wear on the processing conditions, our
0,079 0 8351 rear face FMA14 has obviously better

ap=n. 01T, 8e=£.539M tool life than the similar product

Workpiece material: 42CrMo
Tool: FMA14-5.00"-B1.50"-PN11-08

Machine tool: 3-axis machining center from Company A. It has better
performance on the anti-
breakage and wear resistance.

Cutting method: Dry cut Wear on the
rake face
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Milling ¥ 4TS

Face milling tools @

- 9

FMA17 w3 ] )

Specification of tools

A type of mounting

B type of mounting

D type of mounting

@D1

@D

Dimensions (inch)

Type Z .
@D D1 ad L apmax (Numberof teath) Mounting type
FMA17 | -2.00"-A0.75"-SN12-04C 2.000 2.591 0.750 1.750 0.256 4 A
= Coarse pitch | 3 50"-A0.75"-SN12-06C 2.500 3.091 0.750 1.750 0.256 6 A
-3.00"-A1.00"-SN12-07C 3.000 3.591 1.000 2.000 0.256 7 A
-4.00"-A1.25"-SN12-08C 4,000 4.591 1.250 2.000 0.256 8 A
-5.00"-B1.50"-SN12-10 5.000 5.591 1.500 2.500 0.256 10 B
/ -6.00"-B2.00"-SN12-12 6.000 6.591 2.000 2.500 0.256 12 B
-8.00"-C2.50"-SN12-14 8.000 8.591 2.500 2.500 0.256 14 c
-10.00"-C2.50"-SN12-20 10.000 10.591 2.500 2.500 0.256 20 c
-12.00"-D2.50"-SN12-22 12.000 12.591 2.500 2.500 0.256 22 D
Close pitch | -2.00"-A0.75"-SN12-06C 2.000 2.591 0.750 1.750 0.256 6 A
-2.50"-A0.75"-SN12-08C 2.500 3.091 0.750 1.750 0.256 8 A
-3.00"-A1.00"-SN12-09C 3.000 3.591 1.000 2.000 0.256 9 A
-4.00"-A1.25"-SN12-12C 4.000 4.591 1.250 2.000 0.256 12 A
-5.00"-B1.50"-SN12-16 5.000 5.591 1.500 2.500 0.256 16 B
-6.00"-B2.00"-SN12-18 6.000 6.591 2.000 2.500 0.256 18 B
-8.00"-C2.50"-SN12-24 8.000 8.591 2.500 2.500 0.256 24 c
Diameter <ot soecificati Insert screw Wrench Sketch of installation
@D pecification v }
22.00"~@2.50" WT15IP
23.00"~@6.00" SNGXT205HHHI-GL/GM/GH IRM4x10 WT15IS
LH/W
28.00"~312.00" WT15IT
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Selection of inserts

(0 Good working conditions (%) General working conditions (=) Adverse working conditions

s [ stee! Qo QOVO® ©O
2 IVl Stainless steel OO OOOOO ®O00
.g m Cast iron VOB @
g Ferrite materials L&
S S
= Heat-resistant steel QOOYWE Y &
Dimensions(inch)
(52 w0 w0 % Q
S'ﬂ%g%ogooggggmm‘_‘_
L j@lC S | bs | oad | R ISSF8 80000 R0 66002
MO MOMOMo@OMMOomo@MmM@|ZZ 00
S>> > > > > > > > > > 5> >
SNGX1205ANN-GL | 0.500 | 0.500 | 0.256 - 0.232 | 0.031 ® 0 O [ AY J
SNMX120512-GL 0.500 | 0.500 | 0.256 - 0.232 | 0.047 (N ) ®
SNGX1205ANN-GM | 0.500 | 0.500 | 0.256 - 0.232 | 0.031 ® 0 O [ AY J [ ]
SNMX1205ANN-GM | 0.500 | 0.500 | 0.256 - 0.232 | 0.031 ® 0 O [ ] [ ]
SNMX120512-GM 0.500 | 0.500 | 0.256 - 0.232 | 0.047 ( AN J [ AY J [ J
SNGX1205ANN-GH | 0.500 | 0.500 | 0.256 - 0.232 | 0.031 ® e O [ ]
SNMX120512-GH 0.500 | 0.500 | 0.256 - 0.232 | 0.047 [ BN ) [ )
SNGX1205ANN-LH | 0.500 | 0.500 | 0.256 - 0.232 | 0.031 [}
—
0.591 | 0.500 | 0.189 | 0.170 | 0.232 | 0.047 ®
® N
SNGX1205ANN-W
(2)
«Inserts can be assembled in both left and right side. @ Recommended grade O Produce according to order
Recommended cutti
. Cutting data
Workpiece Hardness 9
material HB St Ve(SFPM) f(IPT)
¢ -GM -GL -GH -LH
Low-carbon steel, Soft steel | <180 |YBM253 YBG205H YB9320 | 880(720-1150) | 0.006(0.004-0.012) | 0.008(0.004-0.016) | 0.012(0.008-0.02) -
P High-carbon steel, Alloy steel | 180-280 | YBM253 YBG205H YB9320 |850(720-1050) | 0.006(0.004-0.012) | 0.008(0.004-0.016) | 0.012(0.008-0.02) -
Alloy tool steel 280-350 | YBM253 YBG205H YB9320 | 780(590-980) | 0.006(0.004-0.012) | 0.008(0.004-0.016) | 0.012(0.008-0.02) -
M Stainless steel <270 | YBM253 YBG205H YB9320 | 520(360-880) | 0.004(0.003-0.008) | 0.006(0.004-0.012) | 0.008(0.004-0.012) -
C:.S‘ iron, Ductile iron, | 145 55, YBD152 880(490-980) | 0.008(0.004-0.012) | 0.012(0.004-0.016) | 0.016(0.008-0.02) -
igh nickel cast iron
High-temperature alloy <400 YBS303 330(200-400) - 0.006(0.004-0.01) - -
Aluminium alloy - YD201 980- 0.006 (0.002-0.016)

Workpiece: gear box housing

Number of machined workpiece(pcs/edge)

The material: HT250(HB220)

Tool: FMA17-6.00"-B2.00"-SN12-12

Insert: SNGX1205ANN-GM/YBD152

Cutting parameters: Vc=550SFPM, fz=0.0061PT, ap=0.079in, ae=3.937in

Type of cooling: external cooling

ZCC-CT  Similar prouduct
of company A



