R s Milling

Face milling tools ~ o Q " é 0
FMRO1 [m3 |

od

Specification of tools

Dimensions(inch)

Type 7 Mounfi
ounting
@b B od . apMEB | (Number of teeth)|  type
-1.00"-XP0.75" -RC10-02 1.00 0.197 0.75 1.75 4.00 0.197 2
-1.25"-XP1.00" -RC10-02 1.25 0.197 1.00 2.50 475 0.197 2
-1.50"-XP1.25" -RC12-03 1.50 0.236 1.25 2.50 475 0.236 3
-2.00"-XP1.25" -RC12-03 2.00 0.236 1.25 2.50 4.75 0.236 3
Spare parts
i Insert screw Wrench Sketch of installation
Diameter T
Insert specifrication
‘” v 3
21.00"~@1.25" RCKT10T3MO-DM 160M4x8.4 WT15S ;-
21.50"~@2.00" RCKT1204MO-0101 160M3.5%10 WT15S
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Milling ¥ AT

/

Selection of inserts

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

5 [ stee! ©o QOO ©O
2 Ml Stainless steel OYW LQOLLB DO C
= E R .
g (3 castiron QOO ®
g Ferrite materials (DN
o
= Heat-resistant steel O OOOL Y&
Dimensions(inch) Coated grade Cermet Cg?rgln(}:d
o = O
SRS ES88/218 38|66 |
a1.c S ed 352880000 g e s s o a2s
NNMMOoNoOOMoOoooOooOomoMmZ/Z2 00
S > > > > > > > >|>>|>>>>|>
RCKT10T3MO-DM 0.394 0.156 0.173 ( BN ]
RCKT1204MO-DM 0.472 0.187 0.157 O ( BN ] [}
RCKT1204MO-DR 0.472 0.187 0.157 [ BN )
RCKT1204MO-ER 0.472 0.187 0.157 O
RCKT1204MO-NM 0.472 0.187 0.157 O [ ] o0
@ Recommended grade O Produce according to order
—
Recommended cutting parameters
Cutting parameters
Workpiece material | Hardness HB|Insert grade f(IPT
‘ 5 E V(SFPM) (IPT)
g -DM -DR -ER
YBG205H
YBM251 900(700-1100) 0.008(0.004-0.02) 0.012(0.008-0.032)
"°W'S°a"b°” steel, <180 YBM351 700(600-1000) 0.01(0.004-0.02) | 0.012(0.008-0.032)
oft steel
YBG302 900(650-1200) 0.008(0.004-0.02) 0.012(0.008-0.032)
YBG205H
YBG202 800(650-1000) 0.008(0.004-0.02) 0.012(0.008-0.032)
High-carbon steel, YBM251
Alloy steel 180-280 YBG302 650(500-900) 0.01(0.004-0.02) 0.012(0.008-0.032)
YBM351 800(600-1100) 0.008(0.004-0.02) 0.012(0.008-0.032)
YBC302 700(600-1000) 0.008(0.004-0.016) | 0.012(0.008-0.032)
Alloy tool steel 280-350 Yﬁfggg; 600(500-800) 0.008(0.004-0.02) 0.012(0.008-0.032)
YBM251
YBC301 700(550-1100) 0.008(0.004-0.016) | 0.012(0.008-0.032)
YBM251 500(400-800) 0.008(0.004-0.016) 0.012(0.008-0.024)
YBM253 500(300-800) 0.008(0.004-0.016) 0.012(0.008-0.024) 0.012(0.008-0.024)
M Stainless steel <270
YBG351 500(300-700) 0.008(0.004-0.016) 0.012(0.008-0.024)
YBG202
YBG205 500(360-900) 0.008(0.004-0.016) | 0.012(0.008-0.024)
YBG205H
m Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.02) 0.012(0.008-0.032)
-NM
High-temperature <400 YBS203
alloy YBS303 300(200-400) 0.006(0.004-0.012)
YBG205H
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Milling toolsx M]]mg
Ramp milling, helical interpolation milling

Insert Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter
@D(in) depth ap(in) depth a° Lm(in) @D1(in) (in)
® Ramp milling
|
|
a° Y a 1.00" 0.197 14.4 0.768 1.575 0.197
I
Z
*E* RCKT10
__

L= fana

@:Plunge angle 1.25" 0.197 8.4 1.339 2.126 0.197
@ Helical interpolation
milling
1.50" 0.236 10.3 1.307 2.677 0.236
—
RCKT12**

2.00" 0.236 71 1.890 3.465 0.236

P=tanaxm<D1

o.:Helix angle

Reduce the feed rate when plunging and circular milling.
"Attention"—drilling can form long chips.
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Milling o LLTT8
Face milling tools SR LS é <

F M Roz ﬂ M] m J A type of mounting B type of mounting

| R @D !

@
i’ !

Specification of tools

Dimensions(inch)

Type 7 Mouni
ounting
R od L aprmax (Number of teeth) type
FMRO2 | -2.50"-A0.75" -RC12-04 2.50 0.236 0.75 2.00 0.236 4 A
-3.00"-B1.00" -RC16-05 3.00 0.315 1.00 2.00 0.315 5 B
-4.00"-B1.25" -RC16-06 4.00 0.315 1.25 2.50 0.315 6 B
-5.00"-B1.50" -RC20-07 5.00 0.394 1.50 2.50 0.394 7 B
-6.00"-B1.50" -RC20-08 6.00 0.394 1.50 2.50 0.394 8 B
Spare parts
. Insert screw Wrench Sketch of installation
Diameter Insert specifrication
@D P oo /f }
22.50" RCOO1204MO-00 160M3.5%10 WT15IS
23.00"~24.00" RCOO1606MO-000 160M5x13 WT20IT
©5.00"~26.00" RCOO2006MO-00 143M6x16 WT25IT
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BTTAN illing

Selection of inserts

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

5 [ stee! QO QOO ©0©
é IVl Stainless steel (D) QLVVWE OO
g (3 castiron QOO ®
g Ferrite materials (DR
§ Heat-resistant steel QOOOLY H
Dimensions(inch)
NmNmNLnNLouIaonm‘—e
oo | s | W BUEEESERESEEEIE.:
SHEEHEEHEEEEEEEEEEE
RCKT1204MO-DM 0.472 0.187 0.157 (@) ( 2N J [ ]
@ RCKT1606MO-DM 0.630 0.250 0.219 [}
RCKT1204MO-DR 0.472 0.187 0.157 ol e e
@ RCKT1606MO-DR 0.630 0.250 0.219 oo
v RCKT2006MO-DR 0.787 0.250 0.258 (O J [}
RCKT1204MO-ER 0.472 0.187 0.157 [ ] ([ ]
’ RCKT1606MO-ER 0.630 0.250 0.219 [}
RCKT2006MO-ER 0.787 0.250 0.258 [ ]
RCKT1204MO-NM 0.472 0.187 0.157 [} (X ) 0|0
\Gr RCKT1606MO-NM 0.630 0.250 0.219 [ ] o0
RCKT2006MO-NM 0.787 0.250 0.258 ® e e OO

@ Recommended grade O Produce according to order
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Milling ¥ AT

Recommended cutting parameters

Cutting parameters

Workpiece material | Hardness HB Insert grade HIPT)
V(SFPM)
-DM -DR -ER
YBM253
YBC302 900(700-1200) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBM253
Low-carbon steel, <180 YBG302 700(600-1000) |  0.01(0.004-0.02) | 0.012(0.008-0.032)
Soft steel VBG202
YB9320
YBG205 900(650-1200) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBG205H
YBM253
YBC302 800(650-1000) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBM253
High-carbon steel, YBG302 650(500-1000) |  0.01(0.004-0.02) | 0.012(0.008-0.032)
Alloy steel 180-280
Y YBG202
YB9320
YBG205 800(600-1200) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBG205H
YBM253
YBC302 700(600-1000) | 0.008(0.004-0.016) | 0.012(0.008-0.032)
\\;ggggg 600(500-800) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
Alloy tool steel 280-350
YBG202
YB9320
YBG205 700(550-1100) | 0.008(0.004-0.016) | 0.012(0.008-0.024)
YBG205H
YBM253 500(300-800) | 0.008(0.004-0.016) | 0.012(0.008-0.024) | 0.012(0.008-0.024)
Stainless steel <HB270 zggggg
YB9320 500(350-900) | 0.008(0.004-0.016) | 0.012(0.008-0.024)
YBG205H
Cast iron 180-250 YBG302 700(400-1000) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
-NM
igh- YBG212
Figh-temperature <400 YBG205H 150(60-200) 0.004(0.004-0.008)
alloy
YBS203
YBS303 300(200-400) 0.006(0.004-0.012)
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@ Ramp milling

ya’ i

@D

__ %
L= Gana
a.:Plunge angle

@ Helical interpolation
milling

%ﬁp

|

7

oD
D1

P=tanaxm=D1
a:Helix angle

Ramp milling, helical interpolation milling

Milling toolsx M]]]Hg

Insert Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter
@D(in) depth ap(in) depth a° Lm(in) @D1(in) (in)
RCKT12** 2.50" 0.236 5.1 2.657 4.488 0.236
3.00" 0.315 5.6 3.190 5.669 0.315
RCKT16**
4.00" 0.315 4.1 4.362 7.244 0.315
5.00" 0.394 4.2 5.362 9.055 0.394
RCKT20**
6.00" 0.394 3.0 7.512 11.810 0.394

Reduce the feed rate when plunging and circular milling.

"Attention"—drilling can form long chips.
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Milling & T

Face milling tools

SO I S S -

FMRO3

Specification of tools

PLU KIS

ap
O
@D
©
R L1

Dimensions(inch)

ad

L R d L L Z
e ! 3P| Number of teeth)
-1.00"-XP1.00" -RD08-02 0.157 1.00 1.75 4.00 0.157 2
-1.25"-XP1.25" -RD10-02 1.25 0.197 1.25 2.50 4.75 0.197 2
-1.50"-XP1.25" -RD12-03 1.50 0.236 1.25 2.50 4.75 0.236 3
-2.00"-XP1.25" -RD12-03 2.00 0.236 1.25 2.50 4.75 0.236 3
Spare parts
) Insert screw Wrench Sketch of installation
AR Insert specifrication
@D p v I"’_,--' - ﬂ"'\\“
21.00" RDKW0803MO 160M3x7 WTO9IP
@1.25" RDKW10T3MO
160M4x10 WT15IP
©1.50"~@2.00" RDKW1204MO
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Selection of inserts

Milling tools\ _/Wl]lmg

U Good working conditions

%) General working conditions (=) Adverse working conditions

EGSteel OO 0000 06
M Stainiess steel () VOVLLE VOO
m Cast iron @ @ @ @ @

Ferrite materials

Workpiece mate

Heat-resistant steel

Dimensions(inch)

Cemented

Cermet i

= )
N NN N WD N W o|N OO =
OV O OI0IQI0IN|IQIQO|IO L V| |
21.c S od RS EIRIRIRIRICIEEIR I IECIEE
MOMMOMMOoOoOoomomm Z|Z 00
bbb P b PP b P PP S g
RDKW0803MO 0.315 0.125 0.134 ) @)
n RDKW10T3MO 0.394 0.156 0173 )
v RDKW1204MO 0.472 0.186 0173 0 °
RDKT10T3MO-NM 0.394 0.156 0173 o) olo

Workpiece material

Hardness HB

Insert grade

Recommended cutting parameters

@ Recommended grade O Produce according to order

Cutting parameters

V(SFPM) f(IPT)

iggégi 900(700-1200) 0.008(0.003-0.018)

P v <180 Vots0s 700(600-1000) 0.01(0.006-0.018)
¥SE§8§ 900(650-1200) 0.008(0.004-0.018)

iggéé‘i 800(650-1000) 0.008(0.003-0.018)

High/iﬁi;bé’tlesf eehl 180280 Votao 650(500-1000) 0.01(0.006-0.018)
¥Eg§8§ 800(600-1200) 0.008(0.004-0.018)

?3@533 700(600-1000) 0.008(0.003-0.018)

Alloy tool steel 280-350 zggggg 600(500-800) 0.01(0.006-0.018)
¥38§8§ 700(550-1100) 0.008(0.003-0.018)

iﬁgigi 500(400-800) 0.008(0.004-0.018)

Stainless steel <270 YBM253 500(300-700) 0.01(0.004-0.018)
¥38§8§ 500(350-900) 0.008(0.004-0.018)

m Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.018)
High-tzwc?; ratre <400 ngggg 300(200-400) 0.006(0.004-0.012)

D287



® Ramp milling

@D

__ %
Ln= fana
o:Plunge angle

@ Helical interpolation
milling

7

@D
D1
P=tanaxn=D1

a:Helix angle

M[]]ﬂg I Milling tools

Ramp milling, helical interpolation milling

Insert Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter
@D(in) depth ap(in) depth a° Lm(in) @D1(in) (in)
RD**08** 1.00" 0.157 8.8 1.016 1.634 0.157
RD**10** 1.25" 0.197 8.4 1.340 2.126 0.197
1.50" 0.236 10.3 1.300 2.677 0.236
RD**12**
2.00" 0.236 71 1.890 3.465 0.236

Reduce the feed rate when plunging and circular milling.

"Attention"—drilling can form long chips.
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R\ Milling
Face milling tools ~ o Q - é Q

F M R04 ﬂ M] a Atype of mounting B type of mounting

\ E

Specification of tools

Type Z Mounting
(Number of teeth) type
FMRO4 | -2.00"-A0.75"-RD12-04 2.00 0.236 0.75 2.00 0.236 4 A
-2.50"-A0.75"-RD12-04 2.50 0.236 0.75 2.00 0.236 4 A
-3.00"-A1.00"-RD16-05 3.00 0.315 1.00 2.00 0.315 5 A
-4.00"-B1.25"-RD16-06 4.00 0.315 1.25 2.00 0.315 6 B
—
-5.00"-B1.50"-RD20-06 5.00 0.394 1.50 2.50 0.394 6 B
-6.00"-B1.50"-RD20-07 6.00 0.394 1.50 2.50 0.394 7 B

Spare parts

. Insert screw Wedge Wedge Screw Wrench Sketch of installation
Diameter Insert
oD specifrication w p w ’/y /)‘
22.00"~@2.50" | RDKW1204MO 160M3.5%10 WD-204 160M4x10 WT15IT
@3.00"~@4.00" | RDKW1605MO 160M5x13 WD-207 160M5x13 WT20IT
©25.00"~@6.00" | RDKW2006MO 143M6x16 - - WT25IT




Milling P4 T

/

Selection of inserts

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

5 [ stee! ©o QOO ©O
g M Stainlesssteel () () VOOV OO
£ S -
g (3 castiron QOO ®
g Ferrite materials Y ®
o
= Heat-resistant steel DOOLOYE Y &
Dimensions(inch) Coated grade Cermet Cce?rgln(}:d
© - -8
Sgggﬁgsggggggmmvr
a1.C S ed Glsalalalolooo g8 s s o e’
NMNMOoNoOOoOoooOooOomomoMmZ/Z2 00
S>> 5> (> > > >>>>5 5> >
RDKW1204MO 0.472 0.187 0.173 ( BN ] [}
‘ RDKW1605MO 0.630 0.219 0.217 O @ O
V RDKW2006MO 0.787 0.250 0.256 o

@ Recommended grade O Produce according to order

Recommended cutting parameters

. .| Hardness Cutting parameters
Workpiece material Insert grade
HB V(SFPM) f(IPT)
YBM253
YBC302 900(700-1200) 0.008(0.003-0.018)
Low-carbon steel, YBM253
Soft steel <180 YBG302 700(600-1000) 0.01(0.006-0.018)
YBG202
YBG205 900(650-1200) 0.008(0.004-0.018)
YBM253
YBC302 800(650-1000) 0.008(0.003-0.018)
High-carbon steel, YBM253
Alloy steel 180-280 YBG302 650(500-1000) 0.01(0.006-0.018)
YBG202
YBG205 800(600-1200) 0.008(0.004-0.018)
YBM253
YBC302 700(600-1000) 0.008(0.003-0.018)
YBM253
Alloy tool steel 280-350 YBG302 600(500-800) 0.01(0.006-0.018)
YBG202
YBG205 700(550-1100) 0.008(0.004-0.018)
YBM253
YBG302 500(400-800) 0.008(0.003-0.018)
Stainless steel <270 YBM253 500(300-700) 0.01(0.004-0.018)
YBG202
YBG205 500(350-900) 0.008(0.004-0.018)
Castiron 180-250 YBG302 700(400-1000) 0.008(0.004-0.018)
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Milling toolsx M]]mg
Ramp milling, helical interpolation milling

Insert Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter
@D(in) depth ap(in) depth a° Lm(in) @D1(in) (in)
® Ramp milling
2.00" 0.236 71 1.890 3.465 0.236
RDKW12**
@D 2.50" 0.236 5.1 2.638 4.488 0.236
__ %
Ln= fana
o:Plunge angle
3.00" 0.315 5.6 3.209 5.669 0.315
o Helical interpolation | . .
milling
%: p 4.00" 0.315 4.1 4.350 7.244 0.315 , T
oD 5.00" 0.394 4.2 5.360 9.055 0.394
[4]0]]
P=tanaxm<D1
o.:Helix angle RDKW20
6.00" 0.394 3.0 7.480 11.810 0.394

Reduce the feed rate when plunging and circular milling.
"Attention"—drilling can form long chips.
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ﬂ[]]]]ﬁg I Milling tools
Face milling tools ~ o Q - é Q

FMRO5 ([(Owm([d

od

Specification of tools

Dimensions(inch)

L d L L “
e ! M (Number of teeth)
FMRO5 | -0.625"-XP0.75"-RP2-02 0.625 0.75 1.75 4 0.125 2
-0.750"-XP0.75"-RP2-02 0.750 0.75 1.75 4 0.125 2
-0.875"-XP0.75"-RP2-03 0.875 0.75 1.75 4 0.125 3
-0.875"-XP0.75"-RP3-02 0.875 0.75 1.75 4 0.180 2
—
-1.000"-XP0.75"-RP3-02 1.000 0.75 1.75 4 0.180 2
-1.250"-XP1.00"-RP3-03 1.250 1.00 2.75 5 0.180 3
-1.250"-XP1.00"-RP4-02 1.250 1.00 2.75 5 0.250 2
— -1.500"-XP1.25"-RP4-03 1.500 1.25 2.75 5 0.250 3
-1.750"-XP1.50"-RP4-04 1.750 1.50 2.75 5 0.250 4
Spare parts
) Insert screw Wrench Sketch of installation
Diameter Insert
@D specification v >
RPMWO06T200 ]
@0.625"~30.875" 160M2.2x5.5 WTO7IP /./‘
RPMW2T200
=
i~
RPMWO09T300
@0.875"~31.250" 160M3x7 WTO9IP
RPMW3(2.5) -
i L 3
RPMW12T400 e -
@1.250"~31.750" 160M4x8.4 WT15IP
RPMW43
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R\ Milling
Face milling tools ~ ° Q - é 0

A type of mounting B type of mounting

FMRO5 (Owm([d

x
é.“:’

Specification of tools

Dimensions(inch)

Type z Mountin
9
@b 2 L M| (Number of teeth) type
FMRO5 | -2.00"-A0.75"-RP4-05 2.00 0.75 1.75 0.250 5 A
—
-2.50"-A0.75"-RP4-06 2.50 0.75 1.75 0.250 6 A
-3.00"-A1.00"-RP4-07 3.00 1.00 2.00 0.250 7 A
-3.00"-A1.00"-RP5-05 3.00 1.00 2.00 0.315 5 A
-4.00"-B1.50"-RP5-07 4.00 1.50 2.50 0.315 7 B
-5.00"-B1.50"-RP5-08 5.00 1.50 2.50 0.315 8 B
-5.00"-B1.50"-RP6-07 5.00 1.50 2.50 0.375 7 B
-6.00"-B2.00"-RP6-08 6.00 2.00 2.50 0.375 8 B
-8.00"-C2.50"-RP6-09 8.00 2.50 2.50 0.375 9 ©
Spare parts
i Insert screw Wedge Wedge screw Wrench Sketch of installation
Diameter Insert
@D specification | g o v | ¥ /ﬁ
RPMW120400
22.00"~@3.00" 160M4x8.4 WD-204 160M4x10 WT15IP
RPMW43
RPMW160500
©3.00"~35.00"
RPMW50500
160M5x13 WD-208 160M5x13 WT20IP
RPMW190600
25.00"~28.00"
RPMW64
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Milling P4 T

/

Selection of inserts

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

5 [ stee! ©o QOO ©O
& M Stainless steel () () VOV VOO
£ S -
g (3 castiron QOO ®
g Ferrite materials Y ®
o
= Heat-resistant steel DOOLOYE Y&
Dimensions(inch) Coated grade Cermetcg;"rgmgd
- T [9)
Insert shape §g$§§3§§§8§88§§‘-‘-
a1.c S ed o= alalajolooloa s 6 ool
Qoo oo oaoaoananzzolo
S>> > > > > > >|> > > >>>>>
RPMW2T200 0.250 0.101 0.098 [ORN O
RPMW3(2.5) 0.375 0.156 0.134 O @ O
RPMW43 0.500 0.187 0.173 ole @)
RPMW50500 0.625 0.219 0.217 ole )
RPMW64 0.750 0.250 0.256 [ONN O

@ Recommended grade O Produce according to order

Recommended cutting parameters

. .| Hardness Cutting parameters
Workpiece material Insert grade
HB V(SFPM) f(IPT)
YBG202 900(650-1200) 0.008(0.004-0.018)
Low-carbon steel, YBG205
<180
Soft steel
YBG302 700(600-1000) 0.010(0.006-0.018)
. YBG202 800(600-1200) 0.008(0.004-0.018)
High-carbon steel, YBG205
180-280
Alloy steel
YBG302 650(500-1000) 0.010(0.006-0.018)
YBG202
VBG205 700(550-1100) 0.008(0.004-0.018)
Alloy tool steel 280-350
YBG302 600(500-800) 0.010(0.006-0.018)
YBG302 500(300-700) 0.010(0.004-0.018)
Stainless steel <270 YBG202
500(350-900) 0.008(0.004-0.018)
YBG205
Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.018)
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® Ramp milling

@D

_
Ln= fang
a:Plunge angle

@ Helical interpolation
milling

%ﬁp

7

oD
[]o]]

P=tanu=xmxD1
o:Helix angle

Ramp milling, helical interpolation milling

Milling

Insert Diamgter Max.cuttir_\g Max.cutting Min.le_ngth Min.diar_neter Max.d_iameter
@D(in) depth ap(in) depth o° Lm(in) @D1(in) (in)
0.625" 0.118 13.0 0.512 1.012 0.118
RPMW2** | 0.750" 0.118 9.0 0.748 1.26 0.118
0.875" 0.118 6.5 1.035 1.516 0.118
0.875" 0.185 15.0 0.689 1.380 0.185
RPMW3** | 1.000" 0.185 13.0 0.803 1.630 0.185
1.250" 0.185 9.5 1.106 2.130 0.185
1.250" 0.248 13.0 1.142 2.004 0.248
1.500" 0.248 9.0 1.567 2.504 0.248
1.750" 0.248 6.5 2177 3.004 0.248
RPMW4**
2.000" 0.248 7.0 2.020 3.504 0.248
2.500" 0.248 5.3 2.670 4.504 0.248
3.000" 0.248 4.0 3.547 5.504 0.248
3.000" 0.299 5.0 3.421 5.402 0.299
RPMW5** | 4.000" 0.299 37 4.626 7.402 0.299
5.000" 0.299 27 6.346 9.402 0.299
5.000" 0.374 35 6.114 9.252 0.374
RPMW6** 6.000" 0.374 2.7 7.929 11.252 0.374
8.000" 0.374 2.0 10.709 15.252 0.374

Reduce the feed rate when plunging and circular milling.

"Attention"—drilling can form long chips.
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FIVIRAAL....

Anti-rotation designed insert, gets Q

stable processing and long life.

Insert can be indexed 8 times, (o)
good cost performance.

Two rear angle specifications Q
of 11 degrees and 15 degrees,
cover 08, 10, 12 kinds of sizes,
wide application range.

o &

C{ ap )]

e

=/

Anti-rotation surface

P> Case for FMR11

asel

Material: H13(HRC44-48)

Testing tool: FMR11-2.00"-A0.75"-RP12-06C

Testing insert: RPKT1204MO-M/YBG205H

Cutting parameters: Vc=804SFM, Fz=0.035IPR,
ap=0.008", ae=1.57"

Conclusion: The FMR cutter gets better surface quality and
longer tool life than the similar tool from company K.
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ase2
Material: S136(HRC40-45)
Testing tool: FMR11-1.25"-XP1.25"-RP10-02C
Testing insert: RPKT10T3MO-MM/YBS303

Cutting parameters: Vc=591SFM, Fz=0.024IPR,
ap=0.02", ae=0.59"

Conclusion: RPKT10T3MO-MM/YBS303 gets 13% longer
tool life than the similar insert from company H.



Face milling tools

BTTAN illing

C3IOVEe ©

FMR11 Om3 ]

Specification of tools

]
i

Dimensions(inch)

Type z
D/2DA1 ad L L1 apmax (Number of teeth)

FMR11 |-1.00"-XP1.00"-RD10-03C 1.000 1.000 4.500 1.500 0.197 3

-1.25"-XP1.25"-RD10-03C 1.250 1.250 5.000 1.500 0.197 &

-1.50"-XP1.25"-RD10-04C 1.500 1.250 5.000 1.500 0.197 4

-1.25"-XP1.25"-RD12-03C 1.250 1.250 5.000 1.500 0.236 3

-1.50"-XP1.25"-RD12-04C 1.500 1.250 5.000 1.500 0.236 4

-1.00"-XP1.00"-RP10-03C 1.000 1.000 4.500 1.500 0.197 3

-1.25"-XP1.25"-RP10-03C 1.250 1.250 5.000 1.500 0.197 3

-1.50"-XP1.25"-RP10-04C 1.500 1.250 5.000 1.500 0.197 4

-1.25"-XP1.25"-RP12-03C 1.250 1.250 5.000 1.500 0.236 3

-1.50"-XP1.25"-RP12-04C 1.500 1.250 5.000 1.500 0.236 4

Diameter Insert Insert screw Wrench Sketch of installation
oD specification v */
ROOO1000-H/M/MM
©1.00"~21.50" 160M3.5x8 WT15IP

ROOO1200-H/M/MM
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Face milling tools

OCIOVEe ©

FMR11 Om3 ]
~—

Specification of tools

@D/ZDA1

Dimensions(inch)

Type z
2DiED1 %) L apmax (Number of teeth)
FMR11 -2.00"-A0.75"-RD10-07C 2.000 0.750 1.750 0.197 7
-2.50"-A0.75"-RD10-08C 2.500 0.750 1.750 0.197 8
-2.00"-A0.75"-RD12-06C 2.000 0.750 1.750 0.236 6
-2.50"-A0.75"-RD12-07C 2.500 0.750 1.750 0.236 7
-3.00"-A1.00"-RD12-08C 3.000 1.000 2.000 0.236 8
-2.00"-A0.75"-RP10-07C 2.000 0.750 1.750 0.197 7
-2.50"-A0.75"-RP10-08C 2.500 0.750 1.750 0.197 8
-2.00"-A0.75"-RP12-06C 2.000 0.750 1.750 0.236 6
-2.50"-A0.75"-RP12-07C 2.500 0.750 1.750 0.236 7
-3.00"-A1.00"-RP12-08C 3.000 1.000 2.000 0.236 8
Diameter Insert Insert screw Wrench Sketch of installation
oD specification v y-"'
ROOO1000-H/M/MM
©2.00"~@2.50" 160M3.5x8 WT15IP
ROOO1200-H/M/MM
23.00" ROOO1200-H/M/MM 160M4x8.4 WT15IS
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Selection of inserts

) Good working conditions (LX) General working conditions (=) Adverse working conditions
5 [ stee! ©o QOO ©O
% IVl Stainless steel OYW QOLWLLVW® PO O
£ . S -
.g m Cast iron (DI DIRES) ®
g Ferrite materials (DN
o
= Heat-resistant steel SO OH DD Y&
Dimensions(inch) Coated grade (W Cg;r;gmgd
. T o
Insert shape S8 88 g8glggrlggge |-
@1.c S ed AN 18IS alalalololoo|88la e e o2 R
0OO0ONoOO0@oo0@0@0oo@onZZon
S>> (> > > (> > > > > > > > > > >
RPMW10T3MO-H 0.394 0.156 0.161 11° [ J [ J
RPMW1204MO-H 0.472 0.187 0.173 11° [ J [ J
RDMW10T3MO-H 0.394 0.156 0.161 158 [ J [ J
RDMW1204MO-H 0.472 0.187 0.173 15° [ J [
RPMT10T3MO-M 0.394 0.156 0.161 11° [ [ BN J
RPMT1204MO-M 0.472 0.187 0.173 11° [ [ ( X J
RDMT10T3MO-M 0.394 0.156 0.161 15° [ [ ( X J
RDMT1204MO-M 0.472 0.187 0.173 15° [ [ ( X J
RPMT10T3MO-MM 0.394 0.156 0.161 11° [ [ BN J
0T3MO =
RPMT1204MO-MM 0.472 0.187 0.173 11° [ ( X J
RDMT10T3MO-MM 0.394 0.156 0.161 15° [ ( X J
RDMT1204MO-MM 0.472 0.187 0.173 15° [ ( X J
@ Recommended grade O Produce according to order

Recommended cutting parameters

. _ | Hardness Cutting parameters
Workpiece material Insert grade
HB V(SFPM) f(IPT)

Low-carbon steel, <180 YBG205H 880(650-1150) 0.008(0.004-0.016)
Soft steel

High-carbon steel, | 44 g, YBG205H 780(590-1150) 0.008(0.004-0.016)
Alloy steel

Alloy tool steel 280-350 YBG205H 720(550-1100) 0.008(0.004-0.016)

Stainless steel <270 YBG205H 520(360-880) 0.008(0.004-0.016)

Cast iron 180-250 YBD252 700(400-1000) 0.008(0.004-0.016)

Hamr:t';‘:;“t <400 YBS203 YBS303 320(200-400) 0.006(0.004-0.012)
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