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Specification of tools

Dimensions(inch)

1 @D d L L z
2 ! (Number of teeth)
CMAO1 | -0.50"-G0.75"-SP12-01 0.50 0.75 4.00 1.50 1
Straight

shank -1.00"-G1.00"-SP12-02 1.00 1.00 5.00 1.50 2
-1.25"G1.25"-SP12-03 1.25 1.25 7.00 1.50 3
Weldon | _0,50"-XP0.75"-SP12-01 0.50 0.75 4.00 1.50 1
-1.00"-XP1.00"-SP12-02 1.00 1.00 5.00 1.50 2
-1.25"-XP1.25"-SP12-03 1.25 1.25 7.00 1.50 3

Spare parts

Screw Wrench Sketch of installation
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Specification of tools

Dimensions(inch)

1 @D d L L z
2 ! (Number of teeth)
CMDO1 | -0.50" -G0.75" -SP12-01 0.50 0.75 4.00 1.50 1
Straight
shank -1.00” -G1.00" -SP12-02 1.00 1.00 5.00 1.50 2
-1.25" -G1.25" -SP12-03 1.25 1.25 7.00 1.50 3
Weldon | .9,50" -XP0.75" -SP12-01 0.50 0.75 4.00 1.50 1
shank
-1.00” -XP1.00" -SP12-02 1.00 1.00 3.00 1.50 2
-1.25" -XP1.25" -SP12-03 1.25 1.25 7.00 1.50 3
Spare parts
Screw Wrench Sketch of installation
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Selection of inserts

AN Milling

<A

20 Good working conditions () General working conditions (%) Adverse working conditions
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=4 % M Stainless steel () (=) OV OO
- E = -~ - -
S .g m Cast iron OOBO ®
r i £ Ferrite materials (DR
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= Heat-resistant steel ODOOOL YHES
Dimensions(inch)
Insert shape alolalolaloalo s Nmm“g
ol b|lolw|S|ooo|R 9|83 |w v«
ai.c | L r s °d 181515|818/2/0/8|0/8 38 30028
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SPMT120408 0.500 0.500 0.31 0.337 0.217 (]
@® Recommended grade O Produce according to order
Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade
Cutting speed(SFPM) Feed speed (IPT)
YBM253
Low-carbon steel, Soft YBC302 600(300-800) 0.01(0.004~0.016)
teel <180 YBM253
stee
YBG302 500(300-650) 0.012(0.004~0.02)
YBM253
-7 .012(0.004~0.01
High-carbon steel, YBC302 500(300-700) 0.012(0.004~0.016)
Alloy steel 180-280 YBM253
oy stee _
YBG302 400(300-600) 0.012(0.004~0.02)
YBM253
YBC302 400(260-600) 0.012(0.004~0.016)
Alloy tool steel 280-350 VBM253
YBG302 300(260-500) 0.012(0.004~0.02)
YBM253
YBC302 400(260-600) 0.012(0.004~0.016)
Stainless steel <270 VBM253
YBG302 300(260-500) 0.012(0.004~0.02)
Cast iron 180-250 YBG302 400(300-600) 0.016(0.004~0.02)
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Common problems and solutions for milling

Main points of solution and Selection . - Machine
inspection of tool Cutting condition Tool shape clamping
material system
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face shape of cutting edge
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roughness milling tool S
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parallelism | Improper technique
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