Vi Indexable milling tools code key \
o p= : B >
Cutter type Approach angle — @ Series code
FM | Face milling 90° . .
P | o % & Cutting diameter @D
EM Square shoulder |
milling Side and face milling tool: diameter

X cutting edge width
HM | Helical end milling E 75°

Coupling structurebe

SM | Side and face milling —® (see below)

BM Proﬁle ml"lﬂg D Guﬂ A“type Coupllng x' Weldon Shank

B-type coupling | @ |Straight shank

Morse adapter
with a conical |
x hole and without
D-type coupling a flat tail

Chamfer milling

C-type coupling |MW

o 0 | »

T-slot milling
Coupling size(mm)
(see below)

CM

a 45°
Xm Special milling = 9 %
= =

Aluminum alloy
L high speed milling % )

3 _"
=3
3 o |
-4

ol
23
0 ..'.

fay apo2 sjoo} Buijjiw sjgexapu|

Coupling structure of arbor

922,27 ©27,32,40
7 _ :
20 - | 3
o 33 22 / ® 3 / = =|—!—I—
£ 7 o 40 £ | ;
— | - |
S A/ AR, % s s EE
' i i
1 " T 2 / :
s - s 7 :
< £50,63,80 f] @38,45,56
' | ©100,125,160
@50- @80 arbor face milling cutter as per GB5342-96 @100- @160 arbor face milling cutter as per GB5342-96
101.8 1778
[ @60 . 101.6
va + -
o ] v ; / | / o 7 0 v
s T A7 ¢ gnr Ny
= i | : = | %2 / I 1 ZH ;
: R/ 72 AT BN N
21 ' 1 : -
8 oz, 2 | £ ool =
"?‘ ©200,250 - Ilf' I @315 =
6] f‘ L (a]
@200- @250 arbor face milling cutter as per GB5342-96 Dz@315 arbor face milling cutter as per GB5342-96
For coupling methods of Weldon shank, straight shank and Morse taper shank, efc., see technical information of tooling systems.
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- ™ i | rt Arar ¥ [ : . : s -,
" Insertshape .Inserfaglnelaémnoe Length of cutting edge
Diameter
: N 0 prrind Insert shape
Q8o < inscribedcirde| € | D | R | 8 | T | L
c & B 5 5566 | — | —|—|—|o0a|—
O D c 7 6350 |06 | 07| — |— | 11|—
R s p o 9525 | 09| 11|09 | 09| 16 | —
i 12700 | 12 | 15|12 | 12 | 22 | —
o\ ([ ] D | s
T L 15.875 | 16 | 19 | 15 | 15 | 27 | —
E 20°
<:> Q 19050 | 19| — | 19 [ 19 | 33 | —
F 25° _
25400 | 25 25 | 25 | 44 | 2
LS H 0/ 4 J b =

oo
o
o
>
o
o
£

milling tools

T |

o0z mea

2]

Indexable milling tools code key

Number of teeth f Cutting direction ‘ ’.:Inlemal cooling structurs|

(number of flute in the case of helicalend mills)  (R:Right  L:Left  Rstyle as the default)
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tligh-spaad ani High-peaeision
vitiling Tools

case of AMPO1 series
high-speed high-precision milling tools

Area of machining: Bottom surface of cylinder
housing

Machine: Machining center

Coolant: Internal

Workpiece material: Aluminum alloy (HB 110)
Operation: Face milling

Cutting data: n= 11141r/min, fz=0.1mm/z

@Comparison of tool life

Number of workpiece machined(pieces)

16000 Results:
Product stil
usable ZCC-CT: 12000 pcs

12O =~ == === (Still usable)

—————————————————————— Product of company A: 3500 pcs

2CC-CT Company A



§>>Specification of tools

C-type coupling
: BD

B-type coupling

BD

DC

DCON

D-type coupling

BD

| Dc i

AMAO1

-050-A22-SE12-03C A A 50 64 22 40 3 A 0.17
-063-A27-SE12-04C A A 63 77 27 40 4 A 0.27
-080-A27-SE12-05C A Fa 80 94 27 50 5 A 0.49
-100-A32-SE12-06C A A 100 114 32 50 6 A 0.84
-125-B40-SE12-08C A Va 125 139 40 63 B B 1.20
_150_B4O_SE12_100 ‘ & 160 .......... 1}’3 ................... 4 0 .................... 5 3 ................... 10 .................... B ........... 211
-160-C40-SE12-10C A Vit 160 173 40 63 10 Cc 215
-250-C60-SE12-14C A VA 250 263 60 63 14 C 4.96
-315-D60-SE12-16 A FaY 315 328 60 80 18 D 868
-400-D60-SE12-18 AN P 400 413 60 80 18 D 101
-500-D60-SE12-20 Vit Vi 500 513 60 80 20 D 14.3

AStock available

p>> Spare parts

/\Make-to-order

Cutter with a diameter of 250mm or more have no internal cooling, and cutter with a diameter of

200mm or more have no dynamic balance, Type A and Type B connectors are equipped with internal
cooling screws.

@50 AMAO101 v
M8=8(GB77-85) WT15IP
263
80 0
Mdx12-TP | MBx12(GB77-85) | [120M3=10X | 160M4x8.4 AMAD102 WTO9P u
@100-@160 U
WT151S
2200 -
@250-@500 - AMAD103
Tools com Grade selec@ ) Techni@
B26-B27 | B19-B23 ) B271-B276 |
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High-speed and high-precision miiling tools :
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SEHT12T3AFFN-AL

{0 Good working condition {22 Nermal working condition (5 Bad working conditi;\

g High hardness

Emmm ® @
g m Non-ferrous metal & =

materials &

YCBO012

*Recommended grade (always

stock available) @Available grade (always stock available} < 'Make-to-order

/‘>>Selection of inserts

(25) Good working condition (12 Normal working condition (25 Bad working condition

= High hardness

! materials ©

e -
8 [d castiron © ®
=

g m Non-ferrous metal &) &

YCDO11 | YCBO11 | YCBO12 | YD201
SEHT12T308AFFN-PCD *
SEHT12T308AFFN-CBN 127 3.97 4.4 2 o &)
CEN insert edge can be treated as per  *Recommended grade (always stock available) @Available grade (always stock available)  Make-to-order

machining requirements

B>> Recommended cutting parameters

Cutting parameters

Workpiece material Insert material
V(m/min) fz(mmiz)
Aluminum alloy YCDo11 1500(800-3000) 0.1(0.08-0.3)
(Si content=<12%) YD201 600(300-1000) 0.15(0.05-0.3)
Cast iron YCBO11 800(500-1200) 0.2(0.1-0.5)
Hardened steel YCBO12 150(100-500) 0.15(0.1-0.5)
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OAL _,

Close even pitch

High-speed and high-precision miiling tools .U E:l¥

N S

Face milling Charnfering

B-type coupling

B

p>> Specification of tools

AMPO1 -050-A22-AP12-03C A A 50 22 40 3 A 017
_063,A27_AP12_056 .......... ‘ .......... & 53 .......... 2? .......... 43 5 A 02?
-080-A27-AP12-06C A PN 80 27 50 6 A 0.49
-125-B40-AP12-08C A Py 125 40 63 8 B 1.20
_150_B4D_AP12_1BC ........... ‘ .................. & 160 40 53 m B 211
-160-C40-AP12-10C A JaN 160 40 63 10 c 215
-200-C40-AP12-12C A A 200 60 63 12 c 3.36
-250-C60-AP12-14C A Fay 250 60 63 14 c 4.96
-315-D60-AP12-16 A P 315 60 80 16 D 868
-400-D60-AP12-18 P 400 60 80 18 D 10.1
-500-D60-AP12-20 A 500 60 80 20 D 14.3

AStock available /. Make-to-order

Cutter with a diameter of 250mm or more have no internal cooling, and cutter with a diameter of

200mm or more have no dynamic balance, Type A and Type B connectors are equipped with internal

cooling screws.

B>> Spare parts

@50-063 M8x8(GB77-85) AMPO101 | WT15IP
@80-@160 MBx12(GB77-85)
M4x12-TP 120M3x10X | 160M4x8.4 | AMP0O102 WTO9P
@200 s WT15IS
@250-@500 = AMPO103
Tools com Grade selec@ . Techni@
B26-B27 (B19-B23 | " B271-B276 |
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High-speed and high-precision miiling tools :




Indexable Milling Tools //d

. B> Selection of inserts

{0 Good working condition {22 Nermal working condition (5 Bad working conditi;\
11° 2 High hardness "
o W = g materials ©
= c 3 £ .
< .E m Cast iron © (=)
B S [ Nonferousmetal (29 o)

YCBOM

APHT12T304PPFR-AL

*Recommended grade (always stock available) @Available grade (always stock available)  (Make-to-order

P J>> Selection of inserts
(25 Good working condition (L2 Normal working condition (2 Bad working condition

High hardness G
materials ; L

|00y Bu1w

m
o
o |
>
i
=8
il

2
&
8 (3 castiron © @
g [:] Non-ferrous metal & @)

sj0o} Buijuw uoisioaud-ybiy pue pasds-ybiH

YCDO011 | YCBO11 | YCBO12 | YD201
APHT12T304PPFR-PCD 1207 3.97 4.4 3 *
APHT12T304PPFR-CBN 12.7 3.97 4.4 2 O O
APHT12T304-W 12.7 3.97 4.4 1 »* * *

*Recommended grade (always stock available) ®@Available grade (always stock available)  Make-to-order

B>> Recommended cutting parameters

Cutting parameters
Workpiece material Insert material
V(m/min) fz(mm/z)
Alurinamaioy YCDO1 1500(800-3000) 0.1(0.08-0.3)
(Si content=12%) YD201 600(300-1000) 0.15(0.05-0.3)
Cast iron YCBO11 800(500-1200) 0.2(0.1-0.5)
Hardened steel YCB012 150(100-500) 0.15(0.1-0.5)
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Face milling tools

§>>Specification of tools

FMAO1 M3 ] ]

\ Indexable Milling Tools

~

KAPR:45° Faos miing o
. A-type coupling B-type coupling
= DCX y % DCX Y

DC

FMAO1

Coarse
pitch

-050-A22-SE12-04 A i 50 61 22 40 6 4 A 0.3
-063-A22-SE12-05 A Ay 63 74 22 40 6 5 A 0.5
-080-A27-SE12-06 A | & 80 91 27 50 6 6 A 12
-100-B32-SE12-07 A Al 100 107 32 50 6 7 B 1.52
-125-B40-SE12-08 A ul 125 136 40 63 6 8 B 26
-160-B40-SE12-07 A AN 160 174 40 63 6 7 B 4.548
-160-B40-SE12-10 A A 160 170 40 B3 5] 10 B 4.92
-200-C60-SE12-08 A Vil 200 214 60 83 6 8 {1 6.175
-200-C60-SE12-12 A | A | 200 210 60 63 6 12 c 76
-250-C60-SE12-10 A Vi 250 264 60 63 6 10 C 12.596
-250-C60-SE12-14 A | A | 200 260 60 63 6 14 c 135
-315-D60-SE12-18 A Fay 315 325 &0 70 6 18 D 208
-100-B32-SE18-04 A | 100 120 10.4 4 B
e T i e e e o e
-160-B40-SE18-06 iy 160 180 40 83 10.4 ] B 5.01
I s s o s ot o . o A2
.250-C60-SE18-10 A | 250 270 60 63 10.4 10 c 131
e ot = e B e i

AStock available

/. Make-to-order

B> Spare parts

@50-@315 SEET1200-
@100-8315 SEET1800-

160M3.5%12

160M5%17

S13BS

S18BS

SMExTXA

SMEx9XA

WT151S

WT20IT

WH35L

WH50L

Tools com

B26-B27

Grade selec@

Techni@

[ B19-B23 |

| B271-B276 |
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Face milling tools -




Indexable Milling Tools /

Face milling tools U7y Fm-m a.ammga
FMAO1 Mm@ ] ] o = : e

~

|_aPmx

OAL

C-type coupling D-type coupling

e | z DC

p>> Specification of tools

3

5

g |- i

w ® FMAOQ1 -050-A22-SE12-05 A | A 50 63 22 40 6.0 5 A 0.427

;n_ Close pitch s e T e P e e

g -080-A27-SE12-08 A | A 80 93 27 50 6.0 8 A 1.37

g e e e e e - = e - e

g -125-B40-SE12-12 A | A 125 136 40 63 6.0 12 B 3.666
-160-B40-SE12-16 A | A 160 174 40 63 6.0 16 B 5.21
-200-C60-SE12-20 A | A 200 214 60 63 6.0 20 c 9.32
-250-C60-SE12-24 A | A 250 264 60 63 6.0 24 c 15.892
-100-B32-SE18-06 A | A 100 114 32 63 10.4 6 B 2.98
-125-B40-SE18-07 A | A 125 144 40 63 10.4 7 B 3.803
-200-C60-SE18-12 A | A 200 220 60 63 10.4 12 G 7.191
-250-C60-SE18-14 A | 2 250 265 60 63 10.4 14 o] 14.9

AStock available /\Make-to-order

B> Spare parts

@50-@315 SEET1200- 160M3.5x12 S13BS SME*TXA WT15IS WH35L

2100-@315 SEET1800- 160M5=17 S18BS SME=9XA WT20IT WH50L

Tools mm Grade selec@ Techni@

B26-B27 [ B19-B23 | | B271-B276 |

e T
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W Indexable Milling Tools

~—F>>Selection of inserts N
o () Good working condition (%) Normal working condition (' Bad working condition
T e 5 [gstee W . ooe QO
c_ ﬂ‘\ % M stainless steel () (&) QOO -0 )
: X £ = T e e — = =
(o9, aff gQs= = eeee = @
0 .r" jﬁc/ %mNon-ferrous metal &
L = Heatresistantaloy, Ti aloy Ceee )
sSpasNsssgs 8o
S dB8loda80d 3002
M O M M M| @M MO @ M @O @M O Z |60 0
> > > > >|> > > > > > >|[> > > >
. |SEET12T3-DF | 134 | 134 | 3.97 | 41 | 255 | — |% * O @ O
I[ .‘I SEET12T3-CF | 134 | 134 | 397 | 41 | 255 | - O * *
SEET12T3-EF | 134 | 134 | 397 | 41 | 255 | - * o @ 0
SEET12T3-DM| 134 | 134 | 397 | 41 | 2585 | - |% * * © 0 Y .
279
| SEET18Te-DM| 180 | 180 | 61 | 55 | 15 s ke a9
B |ttt nnna et nantan s s ko e om0 iR s i o S et s T O . - - | .- S, . RO . .. .. S o - . >
| [ _J I SEET12T3-CM| 134 | 134 | 397 | 41 | 255 | - * % M o B
=F
SEET12T3-EM| 134 | 134 | 397 | 41 | 255 | - * * O O
]
SEET18T6-EM| 180 | 180 | 61 | 55 | 15 = O O 8
o=
SEET12T3-DR| 134 | 134 | 397 | 41 | 255 | - |% * * %
!..}'! SEET12T3-CR| 134 | 134 | 397 | 41 | 255 | - * * * 8
e = | w
SEET12T3.LH | 134 | 134 | 397 | 41 | 255 | - O *
e
SEET12T3-W | 1782 | 134 | 3.97 | 4.1 946 | 500 | * * * *
SEET18T6-W | 2478 | 180 | 61 | 55 | 11.0 | 500 * @)
] ic
L
-—

*Recommended grade (always stock available) @Available grade (always stock available)  Make-to-order

[
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B>> Recommended cutting parameters

Cutting parameters
Workpiece material |Hardness HB| Insert grade flmmiz)
V(m/min)
-DF -DM -DR
YBM253
VBC302 270(220-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Low-carbon steel, YBG205
<180 270(200-360 0.15(0.1-0.2 0.2 (0.1-0.3 0.3(0.2-0.4
Soft steel YB9320 ( ) ( ) ( ) ( )
YBG302
YEM253 230(170-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBM253
YBO302 240 (200-320) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
High-carbon steel, YBG205
180-280 240 (180-350 0.15(0.1-0.2 0.2 (0.1-0.3 0.3(0.2-0.4
Alloy steel YB9320 ( ) ( ) ( ) ( )
YBG302
YBM253 220 (150-330) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBM253
= YBC302 220 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
=3 Alloy tool steel 280-350 YEG203 220 (170-340) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
39 ¥ YB9320 PRI B abie
- YBG302
=B 5 & Y
el VEMpES 190 (130-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
%‘l -EF -EM
3 YBM252 150 (120-240) 0.15(0.1-0.2) 0.2 (0.1-0.3)
—5_-_ - e - 4 -
@ M . . YBG205 5 . .
§ Stainless steel =270 YB9320 160 (110-270) 0.15(0.1-0.2) 0.2 (0.1-0.3)
o
YBG302 140 (100-250) 0.15(0.1-0.2) 0.2 (0.1-0.3)
-CF -CM -CR
YBG105 210 (120-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Cast iron 180-250
YBD152 240 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
-LH
¥YD101 300-
Al alloy steel -- 0.25(0.1-0.4)
YD201 300-
-EF -EM
High-temperature
alloy =400 YBG105 50(20-60) 0.1(0.1-0.2) 0.15(0.1-0.3)
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Workpiece material: 1Cr18Ni9Ti (HB180)
Cooling system: Dry cutting
Machine: Vertical machining center
Cutting parameters: Vc=160m/min ;
a=1mm Tool type: FMAO1-080-A27-SE12-06
1ol En iz Insert type/grade: SEET12T3-EM/YBG302
a2:=60mm i

milling tools

o
o
o
>
L]
o
=

Face milling tools

@ Comparison of insert abrasion
Surface roughness of workpiece:
ZCC-CT: Ra1.2
Similar overseas products:
Ra1.6

Similar overseas products

17'30"

29'30"

33'30"
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KAPR:45°

Faca milling Chamfering
N\
A-type coupling B-type coupling
* x|
= DCX .
% b

OAL

D-type coupling
2 Dex
&[] be
2 = T
5 g - T :
! 2 I

DCON

:% p>> Specification of tools
a -
S
0 ;
%" FMAO3 -080-A27-SE12-04 A A 80 103 27 50 55 4 A . 18
% -100-B32-SE12-05 A A 100 122 32 50 5.5 5 B 2.4
g 1253405512-06 ‘ ﬂ 125 14? 40 53 = 55 6 B 44
. -160-B40-SE12-08 A ) 160 181 40 63 55 8 B 6.4
200-CSO-SE121D ..... ‘ ..... ,5 ....... 2 66 .............. 2 21 S o 55 ............... 10 ................. c ................. e; 5 .......
-250-C60-SE12-12 A A 250 270 60 63 5.5 12 c 14.1
31EDBO-SE1215£\ ” & ......... 315 ............ 35 3 ........... é I 63 ............... 55 .............. 1.5. ....... D 222
-080-A27-SE15-04 A A 80 103 27 50 75 4 A 17
-100-B32-SE15-05 A Py 100 122 a2 50 7.5 5 B 2.3
-125-B40-SE15-08 A A 125 147 40 63 75 6 B 42
-160-B40-SE15-08 A A 160 181 40 63 7.5 8 B 6.1
200-060-3515-10 ....... ‘ ......... ﬂ ...... 2 BE: .............. 2 21 S o ?5 ............... 10 ................. c ................. é 3 .......
-250-C60-SE15-12 A A 250 270 60 63 7.5 12 c 136
-315-D60-SE15-15 A A 315 353 60 63 7.5 15 D 21.8

AStock available /\Make-to-order

B3> Spare parts

@S L P

@280-2315 SE12 LSE12R/L

WT20T
WH40T

DM8x21X LOMS5*15.1

280-@315 SE15 LSE15RI/L

Tools cm Grade wlec@ Techni@

B26-B27 ( B19-B23 | [ B271-B276 |

B38



s (&) Good working condition () Normal working condition Bad working condition
s [Jstee ©O OO ©©
c B e ” % M Stainless steel (LM Qe w e ©Q
Sy g [[§castiron CEIEEE) @
bt ) 200 < |
i y £ Non-ferrous metal ==
5 I I
= Heatresistantalloy, Traloy ST Y Q
gt 8]
Type 8288838838583 3|55
e ol vl -
L § | BCH I3 <S5835388383 alool2i
m m | m M| Mmoo m o2 Z2[0 0
Dl 3 fob| e fe| 3= R > > B = iE ) =
SEEN1203AFTN 12.7 12.7 3.18 1.8 @ ®
o
SEKN1203AFFN 12.7 12.7 318 1.8 *
L SEKN1203AFN 12.7 12.7 3.18 1.8 @ @ s
— 1 ‘o5
SEKN1203AFTN 127 12.7 3.18 | 1.8 *x * @ * K L o
: 2 N 1 g B BN 0N - T 0 B e S ® o
o c
s SEMR1203AN-M 127 12.7 3.3 - ® =
1 ___ =
I P
SEKR1203AN-M 127 127 33 - @ 8
& g
=
sr— SEKN1504AFN 15875 | 15875 | 476 16 |®@ ® 8
- 1 w
e SEKN1504AFTN 15.875 | 15.875 4.76 | 18 * X * @
= SEMR1504AN-M 15.875 15.875 4.9 - ®
= SEKR1504AN-M 15.875 15.875 4.9 - ®

*Recommended grade (always stock available) @Available grade (always stock available) 'Make-to-order
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Indexable Milling Tools V/

B>> Recommended cutting parameters

B40

Cutting parameters

Workpiece material Hardness HB Insert grade
V(m/min) flmm/z)
YNG151 430 (340-500) 0.2 (0.1-0.4)
YBM253
270 (220-350 0.2(0.1-0.4
Low-carbon steel, <150 YBC302 ( ) ( )
Soft steel YBM253 220 (180-300) 0.25 (0.15-0.3)
YBG202
GeAG 270 (200-360) 0.2 (0.1-0.3)
YNG151 400 (320-480) 0.2 (0.1-0.4)
YBM253
240 (200-320 0.2(0.1-0.4
High-carbon steel, 180-280 YBC302 { ) ( )
Alloy steel YBM253 200 (160-280) 0.25 (0.15-0.3)
YBG202
s 240 (180-350) 0.2 (0.1-0.3)
YNG151 350 (300-450) 0.2 (0.1-0.4)
YBM253
seny 220 (180-300) 0.2 (0.1-0.4)
Alloy tool steel 280-350
YBM253 180 (150-250) 0.25 (0.15-0.3)
YBG202
—— 220 (170-340) 0.2 (0.1-0.3)
YNG151 220 (160-280) 0.2 (0.1-0.4)
e —— <270 YBM253 130 (100-220) 0.2 (0.1-0.4)
YBG202
YBO302 140 (100-250) 0.2 (0.1-0.3)
YBG105 210 (120-300) 0.2 (0.1-0.3)
Cast iron 180-250 YBD252 200 (150-250) 0.2 (0.1-0.4)
YD201 100 (80-160) 0.25 (0.1-0.4)




FMAO04 (I m 3 ]

Screw clamping

p>> Specification of tools

Chamfering

A-type coupling

B-type coupling

B>> Spare parts

L

160M4=8.4

160M4x10

Tools com

B26-B27

Grade selec@

Techni@

| B271-B276 |

FMAQO4 -050-A22-OF05-04 A A 50 56 3.5 4 0.3
-050-A22-OF05-05 i Pa 50 56 3.5 5 0.4
.osa.Azz.opos.oa : & 5359 355 ....... 0 5 .......
-080-A27-0OF05-06 VY 80 86 35 6 08
A00-B32.0F05.07 | A | A | 100 | 106 as | 7 12
-125-B40-0OF05-08 A Fal 125 130 35 8 27
-180-340.0F05-10‘ & 150 135 35 10 51
-160-C40-OF05-10 Fa% P 160 165 35 10 4.1

AStock available /.Make-to-order
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Face milling tools




~

(&) Good waorking condition (11! Normal working condition (< Bad working condition
PR v = oooe 00
% “Stamlesssteel Qo _ @ lﬁ'.'ﬁ @ @ Qe
gyt = GO 22 @
E‘III e L] ee
=l ooy e

*Recommended grade (always stock available) @Available grade (always stock available) Make-to-order
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}>> Recommended cutting parameters

Cutting parameters
) : Hardness
Workpiece material Insert grade f(mm/z)
HB V(m/min)
-DF -DM
YBM253 270 (220-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Luv-cation wiel <180 YBG202 270 (200-360) 02(0.1-0.3) 0.25 (0.1-0.4)
Soft steel oo
e 230 (170-350) 0.2 (0.1-0.3) 0.25(0.1-0.4)
YBM253 240 (200-320) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
High-eaboratesh | uany YBG202 240 (180-350) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Alloy steel = T
VB9320 220 (150-330) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBM253 220 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Alliy 160l stasl 280350 | YBG202 220 (170-340) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
YBG302
e 190 (130-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4) o2
o 0
YBG202 160 (110-270) 0.15 (0.1-0.3) 0.2 (0.1-0.4) s
L~
YBG302 2=
Stainless steel <270 140 (100-250 0.15 (0.1-0.3 0.2 (0.1-0.4 =
M i stee YB9320 ( ) ( ) ( ) s
YBM253 150 (120-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4) -§
=
Cast iron 180-250 YBG105 210 (120-300) 0.2(0.1-0.3) 0.25 (0.1-0.4) =
=
[+1]
-LH @
- - SR LL
Al alloy steel ‘ - [ YD101 300- 0.15 (0.05-0.3)

Case for FMAO4

Workpiece material: 42CrMo (HB280)
Cooling system: Dry cutting

£

@Insert wear comparison

: ; : - Flank wear VB(mm)
Cutting machine tools: vertical machining center

Tool: FMAD4-100-B32-OF05-07
Insert; OFKTO5T3-DM/YBG202 03 ‘

Cutting parameters: V-=180m/min, ap=1mm, fz=0.2mm/z, a.=60mm

0.25

:ﬁ

0.15 I - -
|
|

(=]
L]
N

0.05)- "
Surface roughness of workpiece being processed: T “5p 20 20 %  Time (min)
- a— . il
Z2CC-CT: Ral.2 ' Similar foreign zcc.cT
Similar foreign products: Ra1.6 products
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Indexable Milling Tools y/

LRGN RGBS KAPR:45° peswie Oy

FM A04 ﬂ M a J __] A-type coupling B-type coupling

DCX

B

) == | m‘t—w-m 3

k)

Screw clamping

3 s
= p>> Specification of tools
a
3
S
0 J
%1 FMAO4 -050-A22-0D06-04C A | & 50 60 2 40 4 4 A 0.284
3 Coarse pitch
S -063-A22-0D06-05C POl [ 63 73 22 40 4 5 A 0.409
- : st et b B e L B
‘g— -080-A27-0D06-06C & | X 80 90 27 50 4 6 A 1.017
5 -100-A32-OD06-07C A || & 100 110 32 50 4 7 A 1.536
-125-B40-0D06-08 A | A 125 135 40 63 4 8 B 2031
-160-C40-0D06-10 A | A 160 170 40 63 4 10 c 3.838
Close pitch -050-A22-0D06-05C & | & 50 60 2 40 4 5 A 0.298
.063-A22-OD06-06C A | & 63 73 22 40 4 6 & 0.425
-080-A27-OD06-07C & [ o 80 ) 27 50 4 7 A 1.025
-100-A32-0D06-09C A Py 100 110 32 50 4 9 A 1.521
-125-B40-0D06-10 Al 125 135 40 63 4 10 B 2919
-160-C40-0D06-12 A | a 160 170 40 63 4 12 ¢ 3.825

AStock available  /\Make-to-order

p>> Spare parts

Ll

@50-263 WT201P
@80-2125 160M5%13 Wr201S
@160 WT20IT

Tools mm Grade selec@ Techmm

B26-B27 [ B19-B23 | | B271-B276 |

T )
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(& Good working condition (&) Normal working condition (% Bad working condition

g s W ©eee ©6

% M Stainless steel @ e @ Q:?C‘:; ©

§ Lgosstion . boee

E‘ mNon-ferrous metal @
= | Heslressantaloy Tialoy EE o'
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R SN ey >
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m | m m =
_ > > > > p
ODHTO060508-GL | 65 (15875 556 | 54 | 08 | 16 ® e ® @
ODHTO060508-GM | 65 (15875 556 | 54 | 08 | 16 ee [ BN L ]
ODMTO060512-GM | 65 |[15875| 556 | 54 | 1.2 ~ ® e ® e @
= |ODHTO060508-GH | 6.5 |15.875 556 | 54 | 08 | 16 [ N ] ® 0
-
_— /
9 ODHTO060508-LH | 65 (15875 55 | 54 | 08 | 16 ® e
*Recommended grade (always stock available) @Available grade (always stock available)  'Make-to-order
B>> Recommended cutting parameters
Cutting parameters
. . Hardness
Workpiece material Insert grade . flmm/z)
HB V(m/min)
-GL -GM -GH
YBM253 270(220-350)
Low-carbon steel,
—— <180 YBG205 270(200-360) 0.15 (0.1-0.2) 0.25 (0.15-0.35) 0.3 (0.15-0.4)
YB9320 270(200-380)
YBM253 240(200-320)
High-carbon steel,
= Alloy steel = 180-280 YBG205 240(180-350) 0.15 (0.1-0.2) 0.15 (0.1-0.3) 0.25 (0.15-0.4)
YB9320 240(180-350)
YBM253 220{180-200)
Alloy tool steel 280-350 YBG205 220(170-340) 0.15 (0.1-0.2) 0.15 (0.1-0.3) 0.25 (0.15-0.4)
YB9320 220(170-340)
YBM253 230(180-300)
M Stainless steel <270 YBG205 150(120-250) 0.15 (0.1-0.2) 0.15 (0.1-0.3) 0.25 (0.15-0.4)
YB9320 150(120-250)
u Castiron 180-250 ¥YBD152 200(150-250) 0.15 (0.1-0.2) 0.25 (0.15-0.35) 0.3 (0.15-0.4)
High-temperature
9 a"p <400 YBS303 100(60-120) i 0.15 (0.1-0.25) =
oy
-LH
¥D101
Aluminium alloy 5 300- 0.15 (0.05-0.3)
YD201
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Face milling tools




HURRICAN__ |

Ne_ Generation of Hl('h Economy At 4.8

\ Mll;lmg Tools

B

16 cutting edges
high economy

®~x2=16 edges

Double negative rake angle structure, both axial and radial
direction, super thick insert with outstanding toughness.

Has good wiper capability, especially under the high feed rate,
the wiper effect is better in comparison with similar tools.

The unique hole design makes the insert clamp more secured.

Tool diameters from 25 to 315mm and 3 geometries available,
-PF, -PM and -W (wiper).
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Face milling tools Q¢UPLS Fm'mﬂng

~
FM Ao7 m “!] m . A-type coupling
al [
. 2 2
DCON
D-type coupling
% g : DCX
g < _ <
g\ TS
A 1 g W M B
DCON
B>> Specification of tools 2 §
. Stock Basic dimensions(mm) m se
FMAO7 .050-A22-ON06-05 A | A~ 50 62 | 22 | 40 4 5 A 0.3 2
-063-A22-ON06-06 A |~ 63 75 2 | 40 4 6 A 05 e
e e e E
-100-B32-ON06-08 Ao | 10 112 2 | 63 4 8 B 1.9 ki
-125-B40-ON06-09 A | A 125 137 40 63 4 9 B 35
-160-C40-ON06-11 A FaN 160 172 40 ‘ 63 4 1 C 43
-200-C60-ON06-13 A | A | 200 212 60 | 3 4 13 c 6.4
-250-C60-ON06-15 A | A 250 262 60 | 63 4 15 ¢ 13.4
-315-D60-ON06-17 A | A 315 327 60 80 4 17 D 21.9
-063-A22-ON08-05 A | A 63 78 2 | 40 5 5 A 05
-080-B27-ON08-06 Al A 80 95 27 50 5 6 B 0.9
-100-B32-ON08-07 A | A 100 115 32 50 5 7 B 18
-125-B40-ON08-08 A | A 125 140 40 63 5 8 B 3.1
-160-C40-ON08-10 Al o] w0 | 15 0 | 63 13 10 o 41
-200-C60-ON08-12 A | a| 200 215 60 | 63 5 12 c 6.1
-250-C60-ON08-14 A | o | 250 265 60 | 63 5 14 C 12.0
-315-D60-ON08-16 A | A 315 330 g0 | 8o 5 16 D 21.0
AStock available /Make-to-order
p>>Spare parts
@50-@315 | ONHUO6LOOO-PF/PM 160M4x10 = WT151S
@63-2315 | ONHU0BCICIOIO-PF/PM/W 160M5%13 WT201T -~
Tools com Grade setec@ Technicﬁ—a_j
B26-B27 ( B19-B23 B271-B276
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p>> Specification of tools

>

OAL

Face milling Chamfering
‘\
o | APMX
= : I_-
< - v_'_._‘:.l 3 ? = _‘ =]
e o 4
N ) 5 o

FMAO7  _025-xP20-ON06-02 | A | A 25 a7 20 95 45 2 02
-040-XP25-ON06-03 A A 40 52 25 106 50 3 0.4
-032-XP25-ON08-02 A | A 32 47 25 11 55 2 0.4
-040-XP25-ON08-03 A | A 40 55 25 111 55 3 0.5
-osoxpzs-on e e o o P P e P o

A Stock available £\ Make-to-order

p>>Spare parts

@25 -@40

ONHU0EODOOO-PF/PM

|

160M4x10 -

@32 -@50

ONHU0BOOOO-PFIPM

160M5%13

B48
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\ Indexable Milling Tools

B
Case for FMAOQ7

L

g

milling tools

o
r=1
s
>
o
o
£

Part: Gear pump body Tool type: FMAQ7-100-B32-ON08-07

Workpiece material: HT400 Insert type/grade: ONHUOBTS08-PM/YBD 152
Hardness: HRC22 i
Cooling system: Dry cutting
Machine: Vertical machining center
Cutting parameters: Ve=267m/min
ap=1.5mm
f=0.42mm/z
ae=80mm
Milling style: Down milling
Area of machining: End surface

Face milling tools

Abrasion on
rake face

ZCC-CT similar product of company A

Abrasion on
clearance face

similar product of company A
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() Good working condition (L) Normal working condition () Bad working condition A
3 (s ©ww VOO ©O
% HStainlssssteeI Qe . @@ @e . @@
§ mCaStiron (0} g@@@ | | @
E‘" EF Non-ferrous metal o
g .Hmmmm'“mr. SN N O NN S S SN N O SO .|

(4]
o W o ol = Lol O byl @ el o[BS W el e
S 8loB03% 88 aloolg .
> > > > y|> > > > > > >|F Fs 5
ONHUO60408-PF | 658 |15875| 476 | 44 | 083 |  * *
ONHUO08T508-PF 8.37 202 577 53 083 | % * *
ONHUO60408-PM | 658 |15875| 476 | 44 | 083 | % % *

ONHUO08T508-PM 837 | 202 | 579 53 083 | * K

|00y Bu1w

ONHU08T508-W

s{00} Buifiw soe4

p>> Recommended cutting parameters

Cutting parameters
Hardness
Workpiece material Insert grade ; Apmax(mm)
& HB s Ve(mimin) | f(mmiz)
ONHUOBOOOO-PF/PM | ONHUOBOOODO-PF/PM
ncarhian aaal, YBG105 YBM253
=180 YBG202 YBC302 |270(220-350) | 0.2 (0.1-0.4) 4 5
Soft steel YBG205
. YBG105 YBM253
High-carbon steel,
9 slee 180-280 | YBG202 YBC302 | 260 (200-320) | 0.2 (0.1-0.4) 4 5
Alloy steel YBG205
YBG105 YBM253
Alloy tool steel 280-350 | YBG202 YBC302 | 240 (180-300) | 0.2 (0.1-0.4) 4 5
YBG205
YBM253
i = - 2(0.1-0.
Stainless steel 270 ———— 230(180-300) | 0.2(0.1-0.3) 4 5
Cast iron 180-250 | YBD152 270 (150-300) | 0.4 (0.1-0.5) 4 5

Mote: The recommended feed rate per tooth for inserts with wiper fz=0.25mm/z.
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Face miling

p>> Specification of tools

C-type coupling

4 L]
2o
0 O
W-i-l
* o
(1]

8 £
A=
TS

Face milling tools

FMAO8 .100-B32-ON06-12W2 A 100 1111 32 63 1.0 1042 B 3
e e B e e B 4 ey
e R o e g o . e B e o
-200-C60-ON06-24W4 A 200 211.1 60 63 1.0 20+4 (o 103
-250-C60-ON06-30W5 A 250 2611 60 63 1.0 2545 c 15.1
-315-D60-ON06-36W6 A 315 326.1 60 80 1.0 3046 D 27.2

AStock available  /\Make-to-order

B>> Spare parts

g

g

ONHU0B0408-CM
XEEC120904

@100-@315 W1EN |DMEx20A

WT18IT
WHS50L

LOCATOR-XEEC12

M6x18(GB70-85)

ADJO1

Tools com Grade selec@

B26-B27 ( B19-B23 )

e O

Techni@

| B271-B276 |
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YBC302

() Good working condition (L) Normal working condition () Bad working condition
5 [Jstee QO EEEE]
“ Stainless steel .@ %;i" @ @ (L0 @
mCastlron . Qe
E] Non-ferrous metal . T
B' _____ memmrm. ..... = \g)‘:é”\; t:vg,

YBM253
YBD203
YBD252
YBG202
YBG205
YBG302
YBS203
YBS303
YNG151

Lo
Ll

ce

YD101
YD201

ONHU060408-CM

@ YBD152
@® | YBG105
@ YB9320

*Recommended grade (always stock available)

®Available grade (always stock available)

Make-to-order

/—b>8electlon of inserts

) Good worklng condltlon @Normai worklng condrtlon wBad worklng condltmn
5 [Jsee oo EEEA
2 “ Stainless steel QY @ ﬂ.‘é) @ 'Gﬂ'
jQcm  woee |
E‘ mNon-farmus metal | _ |
2 [ bestrostntaoy Ty ooy e

©

@

YBM253

XEEC120904

® | YBD152
® |YBG105

*Recommended grade (always stock available)

j>> Recommended cutting parameters

@Available grade (always stock available)

“Make-to-order

Workpiece material Hardness HB Insert grade

Cutting parameters

Ve(m/min)

fz(mm/z)

Cast iron 180-250 ¥BD152 YBG105

250 (150-300)

0.06-0.25

Note: The recommended feed per tooth of the Wiper insert is fz<0.25mm/z.
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\With|@utstanding|Economy;
‘and|High|Performance

O x 2=8 edge

Cutter body with PVD coating
for superior corrosion and
heat resistance resulting in
longer service life.

Comprehensive upgrading of -GM

geometry, good chip breaking

' performance, large rake angle,
reduced cutting force.

New -HGR geometry, high
edge strength, excellent
/' breakage resistance.

4 Insert with wiper, smoother
Isurface roughness.

Complete range of insert
specifications and geometries,
for different cutting depths and
different machining demands.

9.0mm
7.0mm

Optimized design of pitch and ™~

Double negative structure, b ) )
; = E chip pocket, for unobstructed e t 3 Maximum
excellent impact resistance. i ) ~ cutting depth
chip flow, and higher cutting

efficiency.

NR-GM/HGR  SMNEG1506ANR-GWHGR NEG1207TANR-HGR

-W special wiper geometry, wiper designed
with large arc to improve surface quality
the workpiece.

Large effective wiper length, more suitable for semi- .
finishing/finishing of large-diameter cutter heads.

Wiper length

SNEG1205ANR-W SNEG1506ANR-W




KAPR:45° Face milling Chamfering

B
A-type coupling B-type coupling

DCX ;

OAL
OAL

[ gl

DCON
C-type coupling D-type coupling
x
= DCX | = DCX
z ne 2 DC

OAL

p>> Specification of tools

3,
5
Y FMA11  -063-A22-SN12-05C A 63 75.2 22 40 55 5 A 0.55
Ry Coarse pitch _n80.A27-SN12-06C A 80 922 27 50 55 6 A 1.14
g, -100-B32-SN12-07 A 100 122 32 50 55 7 B 1.42
L e R < - e s e i o - e
g -160-C40-SN12-10 A 160 172.2 40 63 55 10 ¢ 4.06
-063-A22-SN15-05C A 83 78.4 22 40 7.0 5 A 0.56
080-A27-SN15-06C A 80 95.4 27 50 7.0 6 A 1.06
e e . e o ot =
-125-B40-SN15-08 A 125 140.4 40 63 7.0 8 B 2.70
e e e S - g st
-200-C60-SN15-12 A 200 215.4 60 63 7.0 12 c 5.46
-250-C60-SN15-14 A 250 265.4 60 63 7.0 14 ¢ 1.26
-315-D60-SN15-18 A 315 330.4 60 80 7.0 18 D 20.00
-125-B40-SN19-07 A 125 144.4 40 63 9.0 7 B 3.00
-160-C40-SN19-09 A 160 179.4 40 63 9.0 9 c 4.25
-200-C60-SN19-11 A 200 219.4 60 63 9.0 11 c 6.18
-250-C60-SN19-13 A 250 269.4 60 63 9.0 13 c 11.55
-315-D60-SN19-16 A 315 334.4 60 80 9.0 16 D 20.90

AStock available /+Make-to-order

p>> Spare parts

263 -@160 SNEG1205ANR-GM/HGR/W 160M3.5%10 -

@63 -@315 SNEG1506ANR-GM/HGR/W 160M5%13 WT20IT

2125-@315 | SNEG1907ANR-HGR 1430616 WT25IT
Tools mm Grade selec@ Technim \
B26-B27 ( B19-B23 ) ( B271-B276 |

B54 '



\ Indexable Milling Tools

Face milling tools VLT LL Fm'ﬂ.ng cn?,m

B
FM A1 1 ﬂ m _] < A-type coupling B-type coupling
= DCX . =S DCX .
& be - DC )
El L2 ]
S 3
[ gm |
DCON DCON
C-type coupling D-type coupling
x :
= DCX , B DCX
g | o |z DC
I8 £ K
=1 — e
< SN
o

p>> Specification of tools

V'
2o
0 O
w-l-l
* o
(1]

8 £
A=
TS

FMA11 -063-A22-SN12-06C A 63 | 742 | 2 | 4 | 55 | 6 A 0.58

Close pitch _5g0.A27-SN12-08C A 80 91.9 27 50 55 8 A 1.16 §"
-100-B32-SN12-10C A 100 .2 32 50 5.5 10 B 171 =
-125-B40-SN12-12C A 125 136.2 40 63 55 12 B 3.29 =
e e s P e g e e e e g
-063-A22-SN15-06C A 83 78.3 22 40 7.0 6 A 0.56
-080-A27-SN15-07C A 80 95.3 27 50 7.0 A 1.05
-100-B32-SN15-08C A 100 115.3 32 50 7.0 8 B 1.67
-100-B32-SN15-09C A 100 115.3 32 50 7.0 9 B 1.67
-125-B40-SN15-10C A 125 140.3 40 63 7.0 10 B 3.10
-160-C40-SN15-12 A 160 175.3 40 63 7.0 12 c 4.20
e o e i e i e el =
-200-C60-SN15-15 A 200 215.3 60 63 7.0 15 c 5.84
T g e = e it e i —fetite
-315-D60-SN15-22 A 315 330.3 60 80 7.0 22 D 20.59

AStock available £ Make-to-order

p>> Spare parts

¥

@63-@160 | SNEG1205ANR-GM/HGRIW 160M3 5%10 . WT151S
@63 -0315 | SNEG1506ANR-GM/HGRW 160M5x13 WT20IT =
@125 -@315 | SNEG1907ANR-HGR 143M6x16 WT25IT -
Tools com Grade selec@ . Techni@ _
B26-B27 (B19-B23 | " B271-B276 |

B55
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Indexable Milling Tools y/

/—>> Selection of inserts

() Good working condition (L) Normal working condition () Bad working condition \
s [@see 0O ©ee® ©6
% [M Stainless steel (O] WLV Qo
g[@ostin QOO O ERERRC
..E'_" E:BNon-ferrnus metal (Lo
= et rosetant sty Tialoy o @ ]

S HOE B RS

SNEG1205ANR-GM | 76 | 120|476 |1.05| 46 | 06 |k * & ( * * ) )
SNEG1506ANR-GM | 94 | 150 (554 | 130 | 55 | 09 (& * * (O * * O
SNEG1205ANR-GR | 76 120 (476 [1.05| 46 | 06 | & % * * ®
SNEG1506ANR-GR | 94 (150|554 [130| 55 | 09 | & * * * ®
SNEG1907ANR-GR | 121 [19.0| 7.0 [167 | 72 | 1.0 | & * * * *
SNEG1205ANR-HGR | 76 120|476 |1.05| 46 | 08 (% * * (0 (O * Kk
SNEG1506ANR-HGR | 94 | 15.0 (554 | 130 | 55 | 09 | * K () (0 * *
SNEG1907ANR-HGR | 12.1 [19.0 | 7.0 [167 | 72 | 1.0 | & * * 0 * Kk
SNEG1205ANR-W 169 | 120 | 476 | 407 | 46 | 06 ®
SNEG1506ANR-W 19.9 | 150 | 554 | 497 | 55 | 0.9 ®

90°

5 i

*Recommended grade (always stock available)

B56

@Available grade (always stock available) Make-to-order



N Indexable Milling Tools

b>> Recommended cutting parameters

Cutting parameters

Workpiece material Hardness HB Insert grade
V(m/min) fimmiz) apmax(mm)
Low-carbon steel, YBM253 YBC302
= - 2 (0.1-0.
P 180 YBG205 YB9320 270 (220-350) 0.2 (0.1-0.4)
High-carbon steel, YBM253 YBC302
e 180-280 YBG205 YB9azo | 280 (200-320) 0.2 (0.1-0.4)

YBM253 YBC302
Alloy tool steel 280-350 YBG205 YB93zo | 240 (180-300) 0.2(0.1-0.4) 5.5(SN12)

7.0(SN15)
YBD152 270 (150-300) 0.3(0.1-0.5) 9.0(SN19)
Cast iron 180-250
YBD252 200 (150-250) 0.4 (0.2-0.6)
) v
2 o
a2
Hard-to-cut material <400 YBS203 YBS303 100 (60-120) 0.15 (0.08-0.3) g o
2=
S

s
g
=]
£
=
@
o
o
w

| Case for FMA11

Workpiece material: NAKBO

Operation; Face milling

Tool: FMA11-125-B40-SN12-08

Insert: SNEG1205ANR-HGR/YBG205

Cutting parameters: Ve=200m/min, fz=0 2mm/z, Ap=2mm, Ae=50mm

@Tool Life Comparison

B57



| _ Series)
IHighlRenformancelkace Millingwithi16/Edges;
folOutstandinglEconomy,

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

cutter body, with the spiral insert
cutting edge, realizes the positive axial

/ forward angle, reduces the cutting force
and is conducive to chip removal.

Unique 3-dimentional edge

B58



KAPR:45°

A-type coupling

p>> Specification of tools

FMA{2 -050-A22-0N0G-04C A 50 59 22 40 4 4 A 0.309

Coarse pitch .063-A27-ON06-05C A 63 72 27 50 4 5 A 0.645
e g ocnpesd i o - e e e
-100-A32-ON06-08C A 100 1Mo | 32 50 4 8 A 1.599
-125-B40-ON06-10 A 125 135 | 40 83 4 10 B 3114
-160-C40-ON06-12 A 160 170 40 83 4 12 c 4.504
-200-C60-ON06-18 A 200 210 | 60 63 4 18 c 6.35
-250-C60-ON06-20 A 250 260 60 63 4 20 c 12.47
-315-D60-ON06-22 r'y 315 325 . 60 80 4 22 D 21.25
-400-D60-ON06-28 A 400 410 80 80 4 28 D 39.78
-063-A22-ON09-04C A 63 % | 22 50 55 4 A 0.7
080-A27-ON09-05C A 80 % | 27 50 55 5 A 1.1
-100-A32-ON09-06C A 100 13 32 50 55 B A 16
-125-B40-ON09-08 A 125 138 | 40 83 55 8 B 3.1
-160-C40-ON09-10 A 160 173 40 83 55 10 c 3.982
-200-C60-ON09-12 ke 200 | 303 | 60 63 55 12 | ¢ | aeer
-250-C60-ON09-16 A 250 260 | 60 83 5.5 16 c 11.89
-315-D60-ON09-20 A 315 | 35 | 60 80 55 20 D 20,97
-400-D60-ON09S-24 Fi} 400 410 60 80 55 24 D 38.69

AStock available LMake-to-order
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Indexable Milling Tools y/

Face milling tOOIs KAPR=45° Face milling Chamfering
) )
A-type coupling B-type coupling
FMA12 (w3 | X box

OAL
OAL

T o,

DCON

D-type coupling

p>> Specification of tools

3
=
8 — |
ny FMA12 050-A220N06-05C | 4 | & | 80 | 8 | 2 | - 4 S A2
o Coarse pitch  .063-A27-ON06-07C Al A 63 72 27 50 4 7 A 0.695
: oobpzromete (A |al oo | e | ar | en | 4 ] o [ w | e
= -100-A32-ON06-11C A | A | 100 110 32 50 4 11 A 1.616
Ei Ambaoneid IATx[ v | | e LB o LB
= -160-C40-ON06-18 A| Al 160 170 40 83 4 18 c 4568
-063-A22-ON09-06C Ao 63 76 22 50 55 6 A 0.84
e i e S gy e e g e i g
-100-A32-ON09-10C Al A 100 13 32 50 55 10 A 1.809
e AN e s el e R
-160-C40-ON09-15 Al A 160 173 40 63 55 15 c 4303
e o o o P e o
Finishing  -125-B40-ON0B-14W2 A 125 138 40 63 4 1242 B 3626
-160-B40-ON06-18W3 A 160 173 40 63 4 1543 B 4787
-200-C60-ON06-24W4 A 200 303 60 63 4 20+4 c 6.231
AStock available /\Make-to-order
p>> Spare parts

v

250-263 .
: ONMU06OOOO-GM/GH
................ ga;;g;25 ONHUGGDDDDANN'GM;GHIGL IRM4 10 Wr1515
2639125 ONMU09OIOOO-GMIGH I
@160-8400 ONHU09TICICIANN-GM/GH/GL

125 ONMUO0SOIOOO-GM/GH i WT15IS
ONHUOSOOICICIANN-GM/GH/GL | DM6x20A TRMARLG fimein
©160-2200 ONHUOB04AN-W MEx1.0A WT15IT

Tools m Grade select{ng:igg Technim
B26-B27 [ B19-B23 | | B271-B276 |
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I Good working condition k:T_‘, Normal working condition (< Bad working_ condition
o PEX O VOO © O
2 M Stainless steel Lo YYWLUE g o
g mCasl iron ] @Q’D) © | <Y
g2 Non-ferrous metal (L5
E Heatfesisiantakoy, Tialoy | o mee e '
Insert ' oo I oo B o 1B o s D I [
e e HERE R
_ ICIEI R IR R RS S RS S
.. ONHUO0B0404ANN-GL | 6.15 |[15.875| 554 | 6 | 04 | 12 () e 0 )
e ao|202 i ?| o 12| .5 | o .;
ONHUOGO40BANN-GM | 6.15 15875( 554 | 6 (08 | 1 | @ @ o0 o
a ONMUO060408-GM 6.15 |15.a?5 554 | © | 8| - ®©® o0 ..
@)= EnenEn o8 1 G-R 5 E B
ONMU09T512-GM 80 | 202 | 58 | 7 12| - ewe oo '
ONMU060408-GH 6.15 15.875| 554 B 0.8 - ® 0 @ e .:
ONHUOGO40BANN-GH | 6.15 15875/ 554 | 6 08 | 1 @ @ o0 'y
ONHUO9TS08ANN-GH | 80 (202 [ 58 | 7 | 08 |12 @ @ L) °
ONMUOSTS12GH | 80 |202| 58 | 7 | 12| - | ® ® __ ) __
ONHUOB04AN-W 6.15 [15875( 497 | 6 | 08 | - | N : R EE R
| l l |
oinserlts are suitable for both left *Recommended grade (always stock available) @Available grade (always stock available)  (Make-to-order
and right cuts
B>> Recommended cutting parameters
Cutting parameters
Workpiece material Har:;ess Insert grade -GL -GM -GH
Ve(mimin)| fmmiz) | Ve(mimin)| f(mmiz) | Vemimin) | f(mmiz) S
Low catbon steel | <180 :33?2503 YBG205 | 5701500.350)| 0.2(0.1-0.3) | 270(220-350) | 02(0.1-0.4) | 270(220-350) | 0.3(0.2:0.5)
Mloystesl | 180-350 :23"5?2503 YBG205 |540(180.320) | 0.15(0.1-0.3) | 240(180-300) | 02(0.1-0.4) | 240(180-300) | 0.3(0.2-0.5)
Stainlesssieel | <270 3331322503 ¥BA20a ?;EE:?E;SEI 0.15 (0.1-0.3) | 160(110-270) | 0.15(0.1-0.3) | 160(110-270) | 0.2(0.1-0.3) ;:gg:g:;
Castiron 180-260 |YBD152 270(150-300)| 0.2(0.1-0.3) | 270(150-300) | 0.3(0.1-04) | 270(150-300) | 0.4(0.2-0.5)
Harc-to-cut materiall <400  |YBS303 100(60-120) |0.15(0.08-0.3)| 100(60-120) | 0.15(0.1-0.25)| 100(80-120) =

Case for FMA12

S0 £ SDpcsa‘edQé.

—

25 | { 22;:c5:'edg—g>

% Tool Life comparison

Being compared to

204

Workpiece: Elevator brake

Number of machined workpiece(pes/edge)

Workpiece material: Alloy steel(HB190-240) 1B the similar product

Machining location: Panel 10 of company A, our
' g FMA12 has longer

Tool: FMA12-160-C40-ON09-10 - c.utﬁng to0! [ife:

Insert: ONHUOSTS08ANN-GM/YB9320 b Skt Mo

Cutting data: Ve=300m/min, £=0.25mm/z, a;=3.5mm, a.=120mm FMA12 S::n?:;: ,fq

System of cooling: External
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The General Milling§lool withH
efficiency Multiple Cutting Edges

> The balanced design with 45 > The upgraded new design
clearance angle to achieve of the chipbreaker which is
low cutting resistance for suitable for different machining
high-effective machining of steel and nodular cast iron

> The pentagon design with
10 effective cutting edges
which are suitable for both
left and right cut, also
provide high economical
effect and stability

>The great anti-vibration
tool ensures the good
surface quality

ybreakerddesignfensuresithelstrength!

ndition

-GL: Emphasis on stable machining
Suitable for low cutting forces and the insufficient machine load situation x D=
-GM: First choice for P material machining 6 2 1oedge
The large radius cutting edge with optimized cutting edge design
-GH: Emphasis on anti-breakage machining
The high strength of the cutting edge significantly control the breakage risks
Tolcombinefwithinew; YB9320kto¥achieveliongftool

life'and/



\ Indexable Milling Tools

Face milling tools 7V ¥y Fsmitg  Cremising
~

M A-type coupling B-type coupling
FMA14 (w3 y

p>> Specification of tools 23
L=
T E
FMA14 -050-A22-PN11-04 | A 50 66.7 50 22 55 4 A 0.571 é"
Coarse pitch _0g3-A22-PN11-05 | A 63 797 50 22 55 5 A 077 o
-080-A27-PN11-06 | A 80 9.7 50 27 55 6 A 1.09 =
-100-B32-PN11-07 | A 100 116.7 50 32 5.5 7 B 1.48 3
-125-B4O-PN11~08 ....... ‘ g T 63 ................ 40 ................ 55 8 .................. B 339 [V
-160-B40-PN11-10 | A 160 176.7 63 40 5.5 10 B 593
.200.C60-PN11-12 | A | 200 2167 | 63 | 60 55 12 ¢ | ez
-250-C60-PN11-14 | A 250 266.7 63 60 5.5 14 c 11.84
-315.D60-PN11-16 | A | 315 | 3317 80 60 55 16 D 198
Close pitch  -050-A22-PN11-05 | A 50 66.7 50 22 5.5 5 A 06
063-A22-PN11-06 | A 63 79.7 50 22 55 8 A 09
-080-A27-PN11-08 | A 80 96.7 50 27 55 8 A 12
-100-B32-PN11-10 | A 100 116.7 50 32 55 10 B 1.9
g ot et . P e L e S
-160-B40-PN11-14 | A 160 176.7 63 40 55 14 B 6.4
R e B oo et e s o e
-250-C60-PN11-18 | A 250 266.7 63 60 5.5 18 c 18.0
R e o S e e e o

AStock available  /.Make-to-order

B>> Spare parts

@50-063 WT15IP
@80-@125 PNEG110500-GLIGM/GH 160M4x10 WT151S
@160-0315 WT15IT
Tools com Grade selec@ . Techni@ _
B26-B27 (B19-B23 | " B271-B276 |

B63
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& Good working condition (L' Normal working condition

< Bad working condition

PR ©e QOo® ©0
Ic EE %E M stainless steel e LY &g
8 [[qcastiron (ORI~ i
RE L 5 E‘ Non-ferrous metal &
)
= Heatresistant aloy, Tialoy &)@ e %) 63
1 e g w Mmoo | o 9 o g = 8 8 i b .-, -
L e | s S8 30038833 3| o2
O D00 D OO0 06000 @ =2 2|00
> > > > > > > > > > > |5 5|> =
PNEG110512-GL | 75 15.875 | 5.56 4.64 1.2 m ® *x
PNEG110530-GM 75 15875 | 556 4.64 3.0 [ ] ®
PNEG110530-GH | 75 15.875 | 5.56 4.64 3.0 @ @ *

sinserts are suitable for both left
and right cuts

*Recommended grade (always stock available)

B>> Recommended cutting parameters

@Available grade (always stock available)

_Make-to-order

Cutting parameters
Workpiece |Hardness
1SO 2 Insert grade -GL -GM -GH apmax
material HB
V(m/min) | Fz(mm/z) | V(m/min) | Fz(mm/z) | V(m/min) | Fz(mm/z)
¥B9320 YBG205
Low-carbon steel | <HB180 100~250 0.1~0.4 100~250 0.15~05 100~230 0.2~0.6 5.5mm
YBM253
¥B9320 YBG205
High-carbon steel| 180-280 100~230 0.1~0.4 100~230 0.15~0.5 100~230 0.2~06 5.5mm
¥YBM253
¥B9320 YBG205
Alloy steel 180-280 100~220 0.1~0.3 100~220 0.15~0.4 100~220 0.2-0.5 5.5mm
| YBM253
YB9320 YBG205
Tool steel 280-350 100~220 0.1~03 100~220 0.15~0.5 100~220 0.2~0.5 5.5mm
YBM253
_ ¥B9320 YBG205
Stainless steel <270 90~180 0.1~0.4 90-180 0.1~0.3 90~180 0.2~06 5.5mm
YBM253
Castiron, Ductile
iron, High nickel | 180-250 | YB9320 YBG205| 100~260 0.1~0.3 100-240 0.15~0.4 100-240 0.2~0.5 5.5mm
cast iron
L
Case for FMA14 ) _ Comparison of insert abrasion
= ¥ similar product of
‘ _ PNEG110530-GM company A
Workpiece material: 42CrMo J ; .
Time 135min 65min
Tool: FMA14-125-B40-PN11-08 Result: Our FMA14 not anly
Insert: PNEG110530-GM/YB9320 has obvious better toal life Atyadonion
Cutting data: Vc_=140mfmif, fz=0.4mm/z, than the similar product oA e
____‘ap=2mm, ac=72mm from Company A, but also
!aclr_'::' 3'?’::’ rgaczl:‘:_]f MBS have better performance
ooli stem: utti .,
o L ¥ on anti-breakage and wear- Abrasion on
resistance. rake face

B64




AN Indexable Milling Tools

Face milling tools 7Py Fsmitg  Cremising
~

FMA17 a __] A-type coupling B-type coupling

p>> Specification of tools 23
. 2=
R | L . E
FMAA47 -050-A22-SN12-04C A | A 50 65 22 40 6.5 4 A 0.384 §
Coarse pitch _p§3-A22-SN12-06C A | A 63 78 22 40 6.5 6 A 0717 o
-080-A27-SN12-07C A | A 80 95 27 50 6.5 7 A 1.085 z
-100-A32-SN12-08 A |~ | 100 115 32 50 6.5 8 A 1.558 3
-125-840-5N12'10 ................ ‘ L\ . 125 ............. 1 40 ............ 40 ....... 63 .............. 6 ..5 ................. 1 0 .................. B ............... 3012 L
-160-C40-SN12-12 A | A 160 175 40 83 8.5 12 c 4.358
e e e i i e e < = : e
-250-C60-SN12-20 A | A | 250 265 60 83 6.5 20 c 12.360
-315-D60-SN12-22 A|n| 315 330 60 80 6.5 22 D 21224
-400-D60-SN12-28 A | & | 400 415 60 80 6.5 28 D 39.535
Close pitch  -050-A22-SN12-06C A | A 50 65 22 40 6.5 6 A 0381
-063-A22-SN12-08C A| A 63 78 22 40 6.5 8 A 0717
-080-A27-SN12-10C A | A 80 95 27 50 6.5 10 A 1.105
e ] T R i S . L e
-125-B40-SN12-16 A | A 125 140 40 83 6.5 16 B 3.103
L i e e B s s e e S e
-200-C60-SN12-24 A | A | 200 215 60 83 6.5 24 c 6.569

AStock available /Make-to-order

p>> Spare parts

@50-@863 WT15IP
280-3160 SNGX12050000-GL/IGMIGH/ IRM4x10 WT15IS
2200-@2400 WT15IT
Tools com Grade selec@ . Techni@ _
B26-B27 (B19-B23 ) | B271-B276 |
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& Good working condition (L' Normal working condition 10, Bad working condition
s [Jstee QO QOO © O
“7"’ £ M stainless steel QLWWe e
il E
{ § mCastimn O (] &
:E' Non-ferrous metal (A0 o]
S o I I |
= Heatresistant aloy, Tialoy &)@ e %) 63
ons(mm) 'CVD Coating PVD Coating
Insert shape Type 28 33829223885 6le
L || s |[BS| Dt S 588|888 68 8loalg g
' ' 0 0O 0O Mmm@ocb@omm @D @O O o2 2|80 0
e = = = = o o = =D == >
SNGX1205ANN-GL | 127 | 127 | 65 | - | 59 | 08 e *
SNMX120512-GL 127 | 127 | 65 | - | 59 | 12 W *
~ | SNGX1205ANN-GM | 12.7 | 127 6.5‘ - | 59 | 08 ) - @
— St el L G L el . B 8
. SNMX1205ANN-GM | 12.7 | 127 | 65 | - | 59 | 08 ) * ®
SNMX120512-GM 127|127 | 65 | - | 59 | 12 ® 0 * ®
gl | SNGX1205ANN-GH | 127 [ 127 | 65 | - | 59 | 08 o0 *
SNMX120512-GH 127 | 127 | 65 | - | 59 | 12 ® 0 *
5 SNGX1205ANN-LH | 127 | 127 | 65 = 59 08 ®
15 | 127 | 48 | 432 | 59 | 12 &
-
SNGX1205ANN-W
0
einserts are suitable for both *Recommended grade (always stock available) @Available grade (always stock available) < /Make-to-order
left and right cuts
B>> Recommended cutting parameters
Cutting parameters
: ; Hardness gp
ISO Workpiece material HB Insert grade Ve(mimin) fz(mm/z)
I | . G6m | 6L | GH | -H
Low-carbon steel, Soft steel <180 |YBM253 YB9320| 270(220-350) | 0.2(0.1-0.4) | 0.15(0.1-0.3) | 0.3(0.2-0.5) ~
High-carbon steel, Alloy steel | 180-280 |YBM253 YB9320| 260({220-320) | 0.2(0.1-0.4) | 0.15(0.1-0.3) | 0.3(0.2-0.5) &
Alloy tool steel 280-350 |YBM253 YB9320| 240(180-300) | 0.2(0.1-0.4) | 0.15(0.1-0.3) | 0.3(0.2-0.5) -
Stainless steel <270 |YBM253 YB9320| 160(110-270) | 0.15(0.1-0.3) | 0.1(0.08-0.2) | 0.2(0.1-0.3) =
Casatiron, Ductle Iron, Highnickel) 45000 Ivap1S2 270(150-300) | 0.3(0.1-0.4) | 0.2(0.1-0.3) | 0.4(0.2-0.5) -
cast iron
Difficult-to-machine materials <400 |YBS303 100(60-120) | 0.15(0.1-0.25) - = ~
Aluminium alloy —  |ypazo1 300- 0.15 (0.05-0.3)
B Number of machined workpiece(pcs/edge)
A
Case for FMA17 15
A |

Workpiece: Gear box housing

The material of workpiece: HT250{HB220)

Tool: FMA17-160-C40-SN12-12

Insert: SNGX1205ANN-GM/YBD152

Cutting parameter; Ve=160m/min, fz=0,15mm/z, ap=2mm, ae=100mm
Type of cooling: External cooling

B66
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The optimized design of

the acute angle clamping

method has good self- > B 0 ENg
locking performance and ' -
high clamping precision a

which provides enough _
resisting power to g -}
ensure the stability of the

machining.

The open flute and large
rake angle design could
satisfy the machining
requirement of different
machine load.

The inserts with wiper design
which helps to achieve the stable
surface quality under different feed
rate.

The good economical effect and . e
abundant chipbreaker selections could
sfy multiple working conditions. 3
4 E e < L s J
R ¥ _  /BGCEECVECR
| - ~ s
1 < :
: » Ane . .
ey - i
. New chipbreaker for cast iron el 3 S
%) /) g st (7 A R
3 e
. g~ .
l H . d ] L L]
Eoplmﬂz&d cutting edge design >  sldouble-rake angle an perfe
hasis on anti-breakage machining { fitrere g dep (]
l m (] ono |
= K M 4 3 an perfo A p-to-co atio
General machining chipbreaker. The first = ’ sy,
choice for cast iron machining ! { m oP A et J
’ ¥ = st 3 B pne 0 - a8 are
-KL _
Emphasizing low cutting force machini'ng_ . - m - " 2 . % - - .‘ . " .
te prevent vibration and control burrs to 4 2 N0
ensure the surface quality. A ) ' '. '. = DL ; s =

5
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Face milling

FMDO2 [J[3

!

p>> Specification of tools

A-type coupling

B-type coupling

DCX

B

FMDO2 .050-A22-PN11-04 A| A 50 60.1 22 50 se575 | 4 A 06

Coarse pitch

(unequal pitch) -063-A22-PN11-05 A [ A 63 73.1 22 50 5/6.5/7.5 5 A 0.8
-080-A27-PN11-06 A | A 80 90.1 27 50 5/6.5/1.5 6 A 1.1
-100-B32-PN11-07 A | A 100 110.1 32 50 5/6.5/7.5 7 B 1.8
-125-B40-PN11-08 A [~ 125 135.1 40 63 5/6.5/1.5 8 B 29
1GOB4OPN1110 B 7 ot o e B e e R
200-CBOPN1112 P s o i i S e
-250-C60-PN11-14 A | A 250 260.1 60 83 5/6.5/7.5 14 c 13.4

Close pitch  .050-A22-PN11-05 A | A 50 60.1 22 50 5/6.5/7.5 5 A 0.6
-063-A22-PN11-06 Al A 63 73.1 22 50 5/6.5/7.5 6 A 0.9
-080-A27-PN11-08 A | A 80 90.1 27 50 5/6.5/7.5 8 A 1.2
-100-B32-PN11-10 A | A 100 1101 32 50 5/6.5/75 10 B 19
-125-B40-PN11-12 A | A 125 135.1 40 63 5/6.5/7.5 12 B 32
-160-B40-PN11-14 A2~ 160 1701 40 63 5/6.5/7.5 14 B 6.4
-200-C60-PN11-16 A [ A 200 2101 60 63 5/6.5/7.5 16 ol 8.5
-250-C60-PN11-18 A A 250 260.1 60 63 5/6.5/7.5 18 B 18.0
315D60PN1126 Rl B i T B e e e

AStock available AMake-to-order

p>> Spare parts

@50 -@315

PNEG1105120-CF/CM/CR

¥

/'

160M4=10

WT151S

B68

Tools mm

B26-B27

Grade selec@

[ B19-B23 )

. J

Technim

| B271-B276 |



p>> Specification of tools

B-type coupling
z DCX ,
& D

OAL

=

FMDO2
Extra close
pitch

AStock available

p>> Spare parts

@80 -@160

-080-A27-PN11-10 A . Tal 1 80 [ 90.1 27 50 5/6.5/7.5 10 A 1.3
-100-B32-PN11-14 A [ A 100 110.1 32 50 5/6.5/7.5 14 B 1.6
-125-B40-PN11-18 A | A 125 1351 40 63 5/6.5/7.5 18 B 3.2
-160-B40-PN11-22 A | A 160 1701 40 63 5/6.5/7.5 22 B 58
-200-C60-PN11-28 A | A 200 2101 60 63 5/6.5/7.5 28 Cc 9.7
-250-C60-PN11-36 A | A 250 260.1 60 63 5/6.5/7.5 36 c 19.8

AMa

el

DMEB=20A

Tools com

B26-B27

Grade selec@

[ B19-B23 |

Techni@

| B271-B276 |
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7 B3> Selection of inserts

(&) Good working condition (£} Normal working condition () Bad working condition \
5 [ Gl ©eoe ©0
M stainless steel W 00O Qe
2 (qcastiron | eeee | @
g‘ mN"an-fer"rous.n'seta! | . . w@

cooe

= Heatresistant alloy, Tialloy

[3)

S B § 28888 8¢g 8 8 3|s bl —

SRR R LR

| _E)—>->->—>-'>—>—>->—>—>—§>—>—>—
PNEG110512R-CF | 54 |[15.875| 556 | 464 | 16 5 [ ]
PNEG110512L-CF | 54 |15875| 5.56 | 464 | 16 5 [ ]
PNEG110512R-CM | 54 [15.875| 556 | 464 | 16 5 [ ]
PNEG110512L-CM | 54 |[15.875| 5.56 | 464 | 16 5 B
PNEG110512R-CR | 54 [15.875| 5.56 | 464 | 16 5 (2]
PNEG110512L-CR | 54 |15.875| 556 | 464 | 16 5 2

*Recommended grade (always stock available)

@Available grade (always stock available)

'Make-to-order

/—>>Selection of inserts

_ @ Good working con_'_l_ditiqn @qua_l work ing co_r_-ditic_m @Ba_d wpming cqnditiqn _
7 s o) ©wee ©©
: : M stainless steel wWe (ST Lo
gl 00O i
g mNon-ferrous metal (5]

Work

croe ws

Heat resistant alloy, Ti alloy

: €

o
R EEIC RIS R S
PNEG110512R-PF | 7.5 15875 556 | 464 | 14 | 75 | @
PNEG110512L-PF | 7.5 [15875 556 | 464 | 14 | 75 [ @
PNEG110512R-PM | 7.5 (15875 556 | 464 | 14 | 75 |[* @
PNEG110512L-PM | 7.5 (15875 556 | 464 | 14 | 75 | @
PNEG110512R-PR | 7.5 (15875 656 | 464 | 14 | 75 | % @
PNEG110512L-PR | 7.5 [15875| 556 | 464 | 14 | 75 |* @

*Recommended grade (always stock available)

B70

®Available grade (always stock available)

Make-to-order



\ Indexable Milling Tools

/—b> Selection of inserts ~
(&) Good working condition (£} Normal working condition () Bad working condition
Steel @)Q—D @ WOoe @@

M stainless steel (&) (&) QOO ©Q
Cast iron . @@ @@ .

__lfNan-ferrous metal [

XE]D]

"

®e

L]

Workpiece material

Heat esiiantally Tiaky | o

=
S B § 28888 8¢g 8 8 3|ld bl ~
8:238/2832223|2%:2s
| _ _ _§3>->->->->->->->->->->->->>->-
PNEG110512-KL | 65 |15.875| 556 | 464 | 1.2 | 65 L ] [ ]
PNEG110512-KM | 6.5 (15.875| 556 | 464 | 1.2 | 65 o @
Y .
99
28
PNEG110512-KH | 6.5 [15.875| 556 | 464 | 1.2 | 65 [ ] ® e
2=
TS
elnserts are suitable for both *Recommended grade (always stock available) @Available grade (always stock available)  ('Make-to-order é"
left and right cuts o
£
E
@
®
[V
B>> Recommended cutting parameters
Cutting parameters
; Hardness | Insert
Workpiece material fz(mmi/z
e HB grade | \(m/min) i) apmex(Mm)
-PF -PM -PR
Lovhn <180 TEMZED s (220-350) 0.15(0.1-0.2) 0.2(0.1-0.3) 0.3(0.2-0.4) 7.5
steel, Soft steel YBC302
High-carbon YBM253
180-280 0-320 0.15(0.1-0. 2(0.1-0. 0.3(0.2-0.4 :
steel, Alloy steel 80-28 YBC303 260 (200-320) 15 (0.1-0.2) 0.2(0.1-0.3) 3(0.2-0.4) 7.5
YBM253
Alloy tool steel | 280-350 240 (180-300) 0.15(0.1-0.2) 0.2(0.1-0.3) 0.3(0.2-0.4) 7.5
YBC302
-CF -CM -CR
Cast iron 180-250 50
YBD152 | 270 (150-300) 0.15(0.1-0.2) 0.2(0.1-0.3) 0.3(0.2-0.4)
-KL -KM -KH
Grey cast iron 180~250 YBD152 |270 (150~300) 0.25(0.1~0.4) 0.3(0.2~0.5) 0.4(0.2~0.6) 6.5
YBD252 |240 (150~280) 0.25(0.2~0.4) 0.3(0.2~0.5) 0.4(0.2~0.8)
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Number of machined parts

B72

g

3

8

8

Application case

ZCC-CT

Cutting parameters:
D=100mm, ap=3~5mm,
Ve=243m/min, =0.15mm/z,
T=145~155 piece

similar product of company A

Cutting parameters:
D=100mm, ap=3~5mm),
Ve=243m/min, z=0.12mm/z,
T=120~133 piece

Tool type: FMDO02-100-B32-PN11-10

. Insert type/grade: PNEG110512R-CR/YBD152
L i e ( The inserts without clearance angle to have a total of 10 cutting edges)
{ ® Comparison of insert abrasion
40 i : A )
20 | : " _ .
0 H . . ’ " , N

ZCC-CTinsert similar product s

8 8

of company A ZCC-CTinsert after 80 minutes Insert of company A after 48 minutes

machining machining

Application case

Workpiece . PNEG110512-KM/YBD152
il CreY cestion250 Inset  pNEG110512-KH/YBD252
Tool type  FMDO02-125-B40-PN11-08 Cutting method single pitch dry cut

Time (min)
200 200
180 180
160 160
140 140
120 120
100 100
80 80
80 80
40 40
20 20
o . o
PNEG110512-KH  Similar product of PNEG110512-Ky Similar preduct of
company A company A
Abrasion comparision Abrasion comparision
Cutting parameters: Vc=240m/min, Cutting parameters: Vc=300m/min,
fz=0.3mm/z, Ap=3mm, Ae=70mm fz=0.2mm/z, Ap=2mm, Ae=70mm



\ Indexable Milling Tools

Face milling tools @\ 1

Face miling

A-type coupling B-type coupling
DCX
[B]e;

APMX

OAL
OAL

C-type coupling D-type coupling
< DeX Z Dex
< he <

DCON

p>> Specification of tools ‘ 23
=
Gl
FMDO2 -080-A27-HN09-10 A | & P 50 6 10 A 11 é
-100-B32-HN09-14 A TN 100 32 63 6 14 B 26 _g
e R e e e e e el e B g
-160-B40-HN09-22 A | & 160 40 63 6 22 B 56 &
e e e I o T e
-250-C60-HN09-36 A | & 250 60 63 5 36 c 10.3
P e e e e e e BT R i o

AStock available £ Make-to-order

B>> Spare parts

o

280-@315 W18N DME=20A WT1SIT

Tools com Grade selec@ Techni@

B26-B27 [ B19-B23 | | B271-B276 |

B73



Indexable Milling Tools /

/——I>>Selection of inserts ~
90¢ () Good working condition (L) Normal working condition () Bad working condition
" 5 5 [gstee! EE) VOVO® © o
% M Stainless steel w Q.:J" C @@@@ @@ .
RE § m Cast iron (DD @@ (%)
.E'm Non-ferrous metal L) &
o 92 o4 ooy g 8 N o om 2
S O b o g 8 8 8 8 38 | -
2Saddad8d83a alool2r
Q0D MmO @O0 606060 @Oa0|/Z2 2|00
=) = B - Bl = EEl = = e 2 lELF
HNEX090512-DF 9.16 15.875 5.56 1:2 *
b HNEX090512-DM 9.16 15.875 5.56 1.2 *
=5
2SS NI, R I (U N RS S ) [ [
8o
S o
w 4
_ HNEX090512-DR | 916 | 15875 | 5.56 12 ) *
@
&
=
g
g’ *Recommended grade (always stock available) @Available grade (always stock available) < Make-to-order
B2> Chipbreaker selection for FMD02 milling inserts
Classification Function For finishing For semi-finishing For roughing
K -DF -DM -DR
>> Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade f(mm/z)
V(m/min)
-DF -DM -DR
YBD152 180 (110-250) 0.15(0.1-0.2) 0.2(0.1-0.3) 0.3(0.2-0.5)
Cast iron 180-250
YBD252 130 (110-200) 0.2(0.1-0.2) 0.25(0.1-0.3) 0.3(0.2-0.5)
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Face milling tools @IV T %

FMDO3 ﬂ !!] m B-WPED?:P""'Q

Face milling

B

OAL

C-type coupling

s DCX.
& e

OAL
OAL

p>> Specification of tools

V'
2o
0 O
W-i-l
* o
(1]

8 £
A=
TS

FMDO3 .125-B40-LN20-06 A | A 125 153 40 63 12 8 B 45 §"

T T ey i S i P S P i s S o T é"

-200-C60-LN20-10 A | A 200 227 60 70 12 10 e 105 E

8

-250-C60-LN20-12 A | A 250 276 60 70 12 12 c 13.4 8
-315-D60-LN20-15 A | A 315 339 60 80 12 15 D 26.2
-125-B40-LN25-05 A | & 125 154 40 63 17 5 B 4.5
-160-C40-LN25-06 A | A 160 189 40 63 17 6 [ 6.9
-200-C60-LN25-08 A | A 200 229 60 70 17 8 c 105
~250-C60-LN25-10 A | A 250 278 60 70 17 10 c 167
-315-D60-LN25-12 A | A 315 346 60 80 17 12 D 273
-400-D60-LN25-16 A | A 400 427 60 80 17 16 D 47.1

AStock available /Make-to-order

p>> Spare parts

= e _;

LNKT2007DN-ZR LLN20R-ZR 160M3x7 160M4x15 WT151S WT101S

LNKT2510-ZR LLN25R-ZR 160M3.5%10.4 160M5=17 WT201T WT151S

Tools com Grade selec@ Technical(da;_aj

B26-B27 ( B19-B23 | | B271-B276 |
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() Good working condition (L) Normal working condition () Bad working condition

3 [ v QOOe ©0
= | 1 “ Stainless steel (O] ©ewe e
I | H E 1L - .
PO T | e 0000 ¢
=

Heat resistant alloy, Ti alloy

YBC302
YBM253
YBD203
YBD252
YBG105
YBG202
YBG205
YB9320

* | YBG302
YBS203
YBS303
YNG151
YNG151C
YD101 |
YD201

1 | YBD152

&
st

LNKT2007DN-ZR 20 17 7.94 48
Lo]
I 0_1 LNKT2510-ZR 25 18 9.525 5.5 ] o H

+*Recommended grade (always stock available) ~@Available grade (always stock available)  (’Make-to-order

B>> Recommended cutting parameters

. . Cutting parameters
Workpiece material Hardness HB Insert grade -
V(m/min) f(mm/z)
Low-carbon steel, <180 YBG302 180 (150-300) 0.5(0.2-0.8)
Soft steel - YBM253 180 (150-300) 0.5 (0.2-0.8)
igh- YBG302 150 (120-280 0.5(0.2-0.8
High-carbon steel, 180.280 ( ) ( )
Alloy steel YBM253 140 (120-280) 0.5(0.2-0.8)
YBG302 120 (80-250) 0.45 (0.2-0.6)
Alloy tool steel 280-350
YBM253 100 (80-250) 0.45 (0.2-0.6)
YBG302 120 (80-200) 0.45 (0.2-0.6)
Stainless steel =270
YBM253 100 (80-200) 0.45 (0.2-0 8)
YBD152 220 (150-300) 0.5(0.2-0.8)
Castiron 180-250 YBD252 210 (150-300) 0.5(0.2-0.8)
YBG302 200 (150-300) 0.5 (0.2-0.8)

Note: Cutting parameters can be adjusted according to the Max. power of machine.

[ Case for FMDO03

@ Comparison of machining time
Workpiece material: ASTM A743 CA-6NM(HB200) Time (min)

Cooling system: Dry cutting 40 ¢
Machine: NC floor type boring and milling machine,

spindle power=30K\W
Cutting parameters: ‘ 3 L 30 ¢
Ve=120m/min |
ap=12mm 20
z=0.55mm/z
2:=230mm

10/

Tool type: FMD03-315-D60-LN25-12
Insert type/grade: LNKT251

FMDO03 Similar product of
company A
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Face milling tools W7V Y5k Faosmilng
FME02 m Mjm A-type coupling B-type coupling
,a, F "

—

"'a’!

"“A 1 -

'\\

[ St

OAL

p>> Specification of tools

Tupe Stock Basic dimensions(mm) N‘* frds Type of Weight
8 " oc | pex [ pcon [ oal [ aemx | Tz |cowing | (ka)
FMEOQO2 -050-A22-SP12-04 A 50 54 22 40 8 4 A 0.3
. b
-063-A22-SP12-05 5 63 66 22 50 6 5 A 06 28
R | | : ; 3 p 7 % o
-080-A27-SP12-06 A 80 83 27 50 6 6 A 0.9 15: =
-100-B32-SP12-07 A 100 103 32 50 6 7 B 1.4
. . .. anf P srsssssnssTananmea ssssssansnanae - . crsssssnntmans wafesesmsannsnnnne . ﬂ
-125-B40-SP12-08 A 125 128 40 63 8 8 B 25 8
AStock available L Make-to-order g
IS
@
8
L
B3> Spare parts
Diameter
@50-@125 160M5%13.2 WT201S

Tools com Grade setec@ Tecnni@

B26-B27 [ B19-B23 B271-B276
B77



Indexable Milling Tools /

/—b>$election of inserts

\
() Good working condition (L) Normal working condition () Bad working condition
s @oee ©O ©ooe ©0
; HStainlesssteel (O] QYo e Qe
8 [[Jcastiron QO ()
..E'_" mNon-ferrnus metal L) &
= Heatressant aloy Tialoy OVY |©¢

&)
g2 923888 g 88 8|b bl -
S o8B8lada283 3lco 2R
m M M O 0| M M@ @ M o o mo|Z2 Z |6 0O
= s il e iEl riElx = EE e
SPKW1204EDFR 127 12.7 4.76 556 @)
SPKW1204EDSR | 12.7 12.7 4,76 5,56 &}
S SPKT1204EDR 12.7 12.7 4,76 556 *
S
o = [ T [ | [SSeTeT— VST F————— ev— SN SOV B S —
o
o
i *Recommended grade (always stock available) @Available grade (always stock available)  'Make-to-order
o
)
3
é‘:
g B> Cutting edge treatment selection for FME02 milling inserts
@ —— i
e For finishing For semi-finishing For roughing
P EDFR EDR EDSR
M EDFR EDR
K EDFR EDR
B>> Recommended cutting parameters
. - Cutting parameters
Workpiece material Hardness HB Insert grade :
V(m/min) flmm/z)
L bon steel,
owrearbon stee <180 YBG202 270(200-360) 0.2 (0.1-0.3)
Soft steel
High-carbon steel,
180-280 YBG202 240 (180-350) 0.2 (0.1-0.3)
Alloy steel
Alloy tool steel 280-350 YBG202 220 (170-340) 0.2 (0.1-0.3)
Stainless steel =270 YBG202 160 (110-270) 0.2 (0.1-0.3)
Cast iron 180-250 YBG202 160 (120-200) 0.2 (0.1-0.3)
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Face miling

P B

"".c._pi

FMEO3 [ m[3

APMX

DCX

OAL

APMX

B-type coupling

APMX

OAL

D-type coupling

DCX

DC 1

p>> Specification of tools

Ri ||| {E DC
FMEO3 -080-A27-SP12-04 A Pt 80 84 27 50 B 4 A 1.1
-100-B32-SP12-06 A A 100 104 32 50 B 6 B 1.9
—125-340—51512-08 ‘- P 125 129 I 40 53. B . 8 B . 35
-160-B40-SP12-10 a | o | 160 164 40 63 6 10 B | 57
.200.050_3;:1212 o ‘ & ..200. 203 sl 50 53 i 12 . C 82
-250-C60-SP12-16 A Fa 250 253 80 83 8 16 G 13.8
-315-D60-SP12-20 A A 315 318 60 70 B 20 D 235
-080-A27-SP15-04 A Fa) 80 84 27 50 8 4 A 1.0
-100-B27-SP15-06 A A 100 104 27 50 8 6 B 1.8
-125-B40-SP15-08 r'y A 125 129 40 63 8 a B 33
-160-B40-SP15-10 A A 160 164 40 B3 8 10 B 5.4
.zoo.csa_sp15.12 o ‘ ‘ ..200. 204 s 50 53 . 12 . 79
-250-C60-SP15-16 A A 250 253 60 63 8 16 c 136
-315-D60-SP15-20 A F'y 315 318 I 60 70 8 20 D 23] ......
AStock available 2 Make-to-order
p>> Spare parts
Diameter Locator | Wedge |Wedge Screw|Locator screw|  Wrench m
- AR A AR ~

280-2100 VWB=17 ’

@125-@315 ST LePizRIL osmik ‘J\II'MS;QZ . LOMS5x15.1 ﬁi:l f ,‘ N

@80-@315 SP15 LSP15R/L WO4R/L VWMgx22

Tools com Grade setec@ Technicﬁ—a_j

B26-B27 | B19-B23 B271-B276

B79
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/—b>SeIection of inserts

Indexable Milling Tools ///d

() Good working condition (L) Normal working condition () Bad working condition A
5 [gstee! QO QOO ©o
% M Stainless steel (O] WLV Qo
8 [[Qoastion Ve ' ' @
& Minonte | Q&
§ E:[l on-ferrous meta | - .UIQQ)

Heat resistant alloy, Ti alloy

Q
“HoHECHEOBEOHE

SPKN1203EDER | 127 | 127 | 318 | 1 | 14 o
SPKN1203EDEL 127 | 127 | 3.18 1 1.4 (@)
SPKN1203EDFR 127 | 127 | 3.18 1 1.4 * O [ ]
SPKN1203EDFL | 127 | 12.7 | 318 | 1 14 o0 o)
SPKN1203EDSKR | 127 | 127 | 3.18 1 1.4 O
SPKN1203EDSKL | 127 | 127 | 3.18 1 1.4 O

W |SPKN1203EDTKR | 127 | 127 | 3.18 1 14 @] * @]
SPKN1203EDTKL ...... iz.? 127 | 318 | 1 1.4 i | 45 O
SPKN1203EDS31R | 12.7 12.7 | 3.18 1 1.4 O
SPKN1203EDS31L. 127 | 127 | 318 1 | N e
SPKN1203EDT31R | 127 12.7 | 3.18 1 1.4 & * @]
SPKN1203EDT3L | 127 | 12.7 3.18 1 14 | I O o
SPKR1203EDR-GM| 127 | 127 | 3.18 1 14 * * [ ]
SPKR1203EDL-GM| 127 | 127 | 3.18 1 1.4 * * ®
SPMR1203EDSR-M| 12.7 | 127 | 3.8 = 13 @ * @

g SPMR1203EDSL-M| 127 | 127 | 3.18 = 13 |@ % @
SPKN1504EDER | 15.875 | 15.875 | 4.76 1 1.4 @)
SPKN1504EDEL | 15875 | 15.875 | 476 1 1.4 (@)
SPKN1504EDFR | 15.875 | 15.875 | 4.76 1 1.4 O O O
SPKN1504EDFL | 15.875 | 15.875 | 4.76 1 1.4 D @ 9
SPKN1504EDSKR | 15.875 | 15.875 | 4.76 1 14 O
SPKN1504EDSKL | 15.875 | 15.875 | 4.76 1 1.4 O

-_— SPKN1504EDTKR | 15875 | 15675 | 476 | 1 1.4 %* O °
SPKN1504EDTKL | 15.875 | 15.875 | 4.76 1 14 (0] O ®
SPKN1504EDS32R | 15675 15875 | 476 | 1 | 14 o
SPKN1504EDS32L | 15.875 | 15.875 | 4.76 1 1.4 o
SPKN1504EDT32R | 15675 | 15875 | 476 | 1 | 14 | * 0 °
SPKN1504EDT32L | 15.875| 15.875 | 4.76 1 1.4 @} 0 ®

Ordering guide: SPKN1203EDT3 1 R chamfering angle 20° , chamfering wi?ih 0.15mm. For other edge shapes, see inseris code key standard.
B — T
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(& Good working condition () Normal working condition (= Bad working condition

‘Heat resistant alloy, Ti ‘I' alby

. [Jstee! (2X=] Yooe
g M stainless steel @@ Ll o w @ @
]l Qe  eooe
E’ mNnn-ferrous meta!

:®:@>
)

Q
o Mo S . O o O " SO T O S o S ST+ T [ el oo
ammomgaowcggﬁe,_,_
2808/0338383300|28
M mom@o@@M@DOD@ODOD@Oao@noE 200
|> > > > >[> > > > > > >|> >|> >
SPKR1504EDR-GM| 15.875 | 15.875 | 4.76 1 14 * * ®
SPKR1504EDL-GM | 15.875 [ 15.875 | 476 1 1.4 * * ®
SPMR1504ESR-M | 15.875 | 15.875 | 4.76 - 12 @ * @
SPMR1504ESL-M | 15.875 | 15.875 | 4.76 - 12 |@ * @

/—>>Selection of inserts

*Recommended grade (always stock available)

®Available grade (always siock available)

[ Make-to-order

(2) Good working condition (£} Normal working condition (2 Bad working condition )
5 (oo C5) ©0oe ©0
% M stainless steel e | ww@@ 0o |
g[@ostn QO OO ©
Q‘ mNnn-ferrous metal | | | @@
= | " Heat resisant alo, Tialoy Bove o T

€]
S e a28 2g 898 3% 5| -
S5 28g@a323d200|g8
M M M M OO GO @O @ @ alz z|o o
> > > > >|> > = > > > >|> >|> >
inserts with | SPEX1203EDL-1| 15 | 127 | 127 | 318 | 10 | 500 ™
wiper L L T TR SRR SR R
L SPEX1203EDR-1| 15 127 | 127 | 318 10 500 [ ]
W SPEX1504EDL-1| 182 |15875(15.875| 476 | 10 | 500 ®
SPEX1504EDR-1| 18.2 [15.875/15.875| 4.76 10 500 [ ]
*Recommended grade (always stock available) @Available grade (always stock available) < Make-to-order
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p>> Cutting edge treatment selection for FMEO3 milling inserts

Treatment of cutting edge Recommended selection
SPOOEDERI/L Honing edge is suitable for semi-finish and finish machining of steel and stainless steel.
SPOOEDFRIL Sharp cutting edge is suitable for finish machining of cast iron materials.
SPOCEDSKRIL After chamfering and honing, the edge has strong anti-breakage capability, suitable for rough
SPOOEDSOOR/L machining of steel parts under poor working conditions.
SPOOEDTKRIL The Chamfered edge is suitable for semi-finishing and finishing machining of steel, stainless
SPOCOEDTOORIL steel and cast iron materials.
3D chipbreaker can reduce cutting force, reinforce the capability of chip control, and improve
SPOCEDR/L-GM insert life. It is widely applied in semi-finish machining of steel, stainless steel and cast iron
materials.

B>> Recommended cutting parameters

Cuttin rameters
Workpiece material Hardness HB Insert grade Virmimin) il o)
YBG202 270(200-360) 0.2 (0.1-0.4)
Laieaieen skl . YBG302 230 (170-350) 0.24 (0.1-0.3)
Soft steel h :gggg; 270(220-350) 0.2 (0.1-0.4)
YBM253 220 (180-300) 0.25 (0.15-0.3)
YBG202 240 (1 80-350; 0.2 ('{:1_1—0_3) )
i sl YBG302 220 (150-330) 0.24 (0.1-0.3)
Alloy steel e VM 240 (200-320) 0.2 (0.1-0.4)
YBC302
YBM253 200 (160-280) 0.25 (0.15-0.3)
YBG202 220 (170-340) 0.2 (0.1-0.3)
YBG302 190 (130-300) 0.24 (0.1-0.3)
Alloy tool steel 280-350 ::,E;ggs; 220 (180.300) 02 (0.1-0.4
YBM253 180 (150-250) 0.25 (0.15-0.3)
YBG202 160 (110-270) 0.2 (0.1-0.3)
Stainless steel <270 YBG302 140 (100-250) 0.24 (0.1-0.3)
YBM253 140 (100-240) 0.25 (0.15-0.3)
YBG105 210 (;20-300}" 0.12 (5.0&-0.3')'
Cast iron 180-250 YBG302 160 (120-200) 0.2 (0.1-0.3)
YD201 100 (80-180) 0.24 (0.15-0.4)

—




p>> Specification of tools

Face milling

B-type coupling

OAL

C-type coupling

OAL

Y .
2o
0 O
W-i-l
* o
(1]

8 £
A=
W E

Face milling tools

FMEO4 _125840-LN15-06 Ao 12 137 40 63 12 6 B 38
-160-B40-LN15-08 A TN 160 170 40 63 12 8 B 6.6
-2w-oso-LN15-w ........... ‘ & .......... 200 .............. 203 ....... 50 .......... ? 0 .................. 1 2 m ................. C ................. 95 ........
-250-C60-LN15-12 A TAN 250 257 60 70 12 12 c 13.4
-315-D60-LN15-16 A FAN 315 328 60 80 12 16 D 252
AStock available  /\Make-to-order

2125-@315

p>> Spare parts

&

LLN15-ZR

180M3x7

160M4%12

WT151S, WT09IS

Tools com

B26-B27

Grade selec@

B19-B23 |

Techni@

| B271-B276 |

B83




Indexable Milling Tools /

/—b>$election of inserts ~
() Good working condition (L) Normal working condition () Bad working condition

s s s @oee ©O . ©eoe  ©0

il Va D 4 HStainlesssteel Qe QYo e e
g . {—-B-—-4 DEF.EI. E ; S | e — § 1 ! + | ! ! ; I
© g [L=am @ eeee @882 e
o] Qe | | || || || 00

= (a8

* Heatresistantalloy, Tialloy 2]

[3)
NﬂNmNmchNmm""
§§.“38298333§59255
oo Bloo o 8 3 o 0|2 8]
M Do DODOOODO@OMOOOZ 2|00
Sy iElIFE RS SR SIEEE s
LNKT1506EN-ZR G 63 *

*Recommended grade (always stock available) @Available grade (always stock available)  ( Make-to-order

2
S
«Q
-
o
2
wn

a -
g B>> Recommended cutting parameters
3
= . . Cutting parameters
2 Workpiece material Hardness HB Insert grade op
§ Ve(m/min) fz(mm/z)
@ Loviaiban stnl YBG302 180 (150-300) 0.5 (0.2-0.8)
' <180
Soft steel YBM253 180 (150-300) 0.5 (0.2-0.8)
e YBG302 150 (120-280) 0.5 (0.2-0.8)
High-carbon steel, 180-280
Alloy steel YBM253 140 (120-280) 0.5 (0.2-0.8)
YBG302 120 (80-250) 0.45 (0.2-0.6)
Alloy tool steel 280-350
YBM253 100 (80-250) 0.45 (0.2-0.6)
YBG302 120 (80-200) 0.45 (0.2-0.6)
Stainless steel <270
YBM253 100 (80-200) 0.45 (0.2-0.6)
YBD152 220 (150-300) 0.5(0.2-0.8)
Cast iron 180-250
YBG302 200 (150-300) 0.5 (0.2-0.8)

Note: Cutting parameters can be adjusted according to the Max. power of machine.
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\ Indexable Milling Tools

ETCR GG RCLIEN kaAPR:75° Facoming
B
A-type coupling B-type coupling
FME17 O w3 | 5 . oex
& DC o | DC
5_{ = g g
e y 3 =
o] - _ - o
DCION DCION
C-type coupling D-type coupling
251 DX
O
<]

$>> Specification of tools Peon 23
*
g
T E
FME17 -050-A22-SN12-04C A | A 50 60 22 40 8.0 4 A 0.361 §
Coarse pitch _gg3.222.SN12-05C Ala| e 73 22 40 8.0 5 A 0.520 4
-080-A27-SN12-06C A|2]| e 90 27 50 8.0 6 A 1101 %
-100-A32-SN12-08C A | A | 100 110 32 50 8.0 8 A 1663 g
-125-B40-SN12-10 Ao | 125 135 40 63 8.0 10 B 3.099 &
-160-C40-SN12-12 A A 180 170 40 63 8.0 12 o 4535
-200-C60-SN12-14 A | A | 200 210 80 63 8.0 14 c 6.450
i e = e o e e R o
-315-D60-SN12-22 A|lo| 315 325 60 80 8.0 22 D 21.932
e S e R = e e . e
Close pitch  .050-A22-SN12-05C A | A 50 80 22 40 80 5 A 0.337
-063-A22-SN12-07C A|lo| 83 73 22 40 8.0 A 0,530
e e - o e — =
-100-A32-SN12-11C A | A 100 110 32 50 8.0 11 A 1.577
e i B S e e - . =
-160-C40-SN12-18 Ala| 160 170 40 63 8.0 18 c 4647
-200-C60-SN12-22 A | A | 200 210 60 63 8.0 22 e 6.552

AStock available £ Make-to-order

B> Spare parts

@50-063 WT151P
@80-@125 SNOX1205000-GLIGMIGHW TRM4x10 WT151S
@160-@400 WT15IT
Tools com Grade selec@ . Techni@ _
B26-B27 (B19-B23 | " B271-B276 |
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& Good working condition (L

' Normal working condition (2

2 Bad working condition

N

I s [Jstee QO QOO © O
Z M stainless steel @ e QUVWe i M)
5 -
8 [[qcastiron (ORI~ i
E‘ Non-ferrous metal (]
=] | I
= Heatresistant aloy, Tialoy &)@ e %) 63
Insert shape| o e &3 e Yle s gy &
L [ 1c | s |BCH| D1 332883308888 3|anl2y
O 0D M O M @O@@O@Om@WMa@OoO@QOBo 2 (a0
il - BT S-SRl Il T e
SNGX1205ENN-GL | 127 | 127 | 65 | - | 59 | 08 ® e %*
SNMX120512-GL | 127 | 127 | 65 | - | 59 | 1.2 e e *
SNGX1205ENN-GM | 12.7 | 127 | 85 - 59 | 0.8 o0 * ®
SNMX120512-GM | 127 | 127 | 65 | - | 59 | 12 0 * S
SNGX1205ENN-GH | 127 | 127 | 65 | - | 59 | 08 o0 *
SNMX120512-GH | 127 | 127 | 65 | - | 59 | 12 [ ) *
137 [ 127 | 48 | 460 | 59 | 12 @
90°
1 Ic
"" SNGX1205ENN-W i
75°
w
T BCH

sinserts are suitable for both
left and right cuts

B>> Recommended cutting parameters

*Recommended grade (always stock available)

@Available grade (always stock available)

_Make-to-order

Cutting parameters
ISO Workpiece material |Hardness HB Insert grade . fz(mmiz)
Ve(m/min) T
-GL GM |  -GH
Low-carbon steel, Soft steel <180 YBM253 YB9320 | 270(220-350) 0.15(0.1-0.3) 0.2(0.1-0.4) 0.3(0.2-0.5)
High-carbon steel, Alloy steel|  180-280 YBM253 YB9320 | 260(220-320) 0.15(0.1-0.3) 0.2(0.1-0.4) 0.3(0.2-0.5)
Alloy tool steel 280-350 YBM253 YB9320 | 240(180-300) 0.15(0.1-0.3) 0.2(0.1-0.4) 0.3(0.2-0.5)
Stainless steel <270 YBM253 YB9320 160(110-270) 0.1(0.08-0.2) 0.15(0.1-0.3) 0.2(0.1-0.3)
T fiat :
Castiron, Ductile iron, High | 4 50 YBD152 270(150-300) 0.2(0.1-0.3) 0.3(0.1-0.4) 0.4(0.2-0.5)
nickel cast iron
Difficult-to-machine materials =400 YBS303 100(60-120) - 0.15(0.1-0.25) -
h MNumber of machined workpiece(pcs/edge)

Case for FME17

Workpiece: Transmission
The material of workpiece: 40Cr(HRC25-40)
Processing part, Upper face

Tool: FME17-125-B40-SN12-10
Insert: SNGX1205ENN-GM/YB9320

Cutting parameter: Vc=255m/min, fz=0.08mm/z, ap=5mm, ae=75mm

Type of cooling: External cooling

B86
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\ Indexable Milling Tools

KAPR:90° Facemiling  Stepshawider millng
\
X A-type coupling X B-type coupling
2 De z De
~— s
N TSI T |
2 2 VRIEEI=—dl/F&
3 SHISS o WIXF U
I g
DCON DCON l
X C-type coupling | D-type coupling
=
%l bC al | Dc :
1] ; 4
g 1 H é bl = =
b i
w0
p>> Specification of tools % 3
: ' s 2
Type £
R | L DC =
FMPO1 -080-A27-TP22-04 A | A 80 27 50 18 4 A 12 3
-100-B32-TP22-06 A & 100 32 0 | 18 | 8 B 17 g
-125-B40-TP22-08 A A 125 40 63 18 8 B 3.2 3
1 i 1 o
-160-B40-TP22-10 | A | & 160 40 63 B8 | 10 B 5.1 =
-200-C60-TP22-12 A | & 200 60 63 18 12 c 7.4
-250-C60-TP22-16 A | & 250 60 &8 | 18 16 c 12.3
-315-D60-TP22-20 A A 315 60 70 18 20 D 21.9

AStock available £ Make-to-order

p>> Spare parts

280-2100 LTP4R1/L1 W17
WT20T
T I S —— LOM5x15.1
@125-9315 LTP4RIL VWM8x22 WT25T

Tools com Grade setec@ Technicﬁ:j

B26-B27 ( B19-B23 B271-B276 |
B87
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Indexable Milling Tools y/

/—D>Selection of inserts

() Good working condition (L) Normal working condition () Bad working condition \
s [@see 0O ©ee® ©6
% [M Stainless steel (O] WLV Qo
g[@ostin QOO O ERERRC
..E'_" E:BNon-ferrnus metal (Lo
= et rosetant sty Tialoy o @ ]

Q
8§ 8 888882 38 8 8|b bl -
30820032068 3l0oleR
O 0O O 0O O\ @O @ M @O mWm@@p 2 2| 0
_ | R P | > x> R E
TPKN2204PDFR 22 2.7 476 1.4 0.7 [}
TPKN2204PDFL 22 12.7 478 1.4 07 &
TPKN2204PDR 22 12.7 4.76 1.4 07 @ @ ® * 0 @&
TPKN2204PDL 22 12.7 478 14 07 | @ ®
TPKN2204PDTR 22 12.7 476 1.4 07 | @®
TPKN2204PDTL 22 12.7 476 1.4 07 | @
TPMR2204PDSL 22 12.7 476 1.4 07 (O O
TPMR2204PDSR 22 127 | 478 14 07 |0 O
*Recommended grade (always stock available) @Available grade (always stock available)  Make-to-order
B>> Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade
V{m/min) flmm/z)
YBC302 270 (220-350) 0.2 (0.1-0.4)
Low-carbon steel,
<180 YBM253 220 (180-300) 0.2 (0.08-0.3)
Soft steel
YBG202 270 (200-360) 0.2 (0.1-0.3)
YBC302 240 (200-320) 0.2 (0.1-0.4)
Eigh-carkon Sl 180—280 YBM253 200 (160-280) 0.2 (0.08-0.3)
Alloy steel
YBG202 240 (180-350) 0.2 (0.1-0.3)
YBC302 220 (180-300) 0.2(0.1-0.4)
Alloy tool steel 280—350 YBM253 180 (150-250) 0.2 (0.08-0,3)
YBG202 220 (170-340) 0.2 (0.1-0.3)
YBM253 140 (100-240) 0.2 (0.08-0.3)
Stainless steel =270
YBG202 140 (100-250) 0.2 (0.1-0.3)
YBG105 210 (120-300) 0.2 (0.1-0.3)
Castiron 180—250 YBG302 160 (120-200) 0.35(0.10-0.4)
YD201 100 (80-160) 0.24 (0.15-0.4)

B8s



p>> Specification of tools

FMPO2 ] ™3

KAPR:90° Facemiling  Step shouices millng
\
A-type coupling B-type coupling
z z
O] . (e]
T
DCON
C-type coupling
=
=
. DC 0
i S
o

FMPO2 -040-A16-SE09-04 A 40 18 40 87 4 A 02

Coarse pieh -050-A22-SE09-05 A 50 22 40 6.7 5 A 0.3
-osa-nzz-seos-os e ‘ 53 22 ; . 40 a? s = A 05
-080-A27-SE09-08 A 80 27 50 6.7 8 A 0.9
100-332-5&09-08 ‘ ................ 1 00 ................... 32 ..................... 50 .................... a ? .......... a ........... B ..................... 1? ..........
-125-B40-SE09-12 A 125 40 63 6.7 12 B 26
-050-A22-SE12-03 A 50 22 40 10.8 3 A 03
-063-A22-SE12-04 A 63 22 40 10.8 4 A 0.4
-080-A27-SE12-04 A 80 27 50 10.8 4 A 0.9
-100-B32-SE12.-05 A 100 32 50 10.8 5 B 12
-125-B40-SE12-06 A 125 40 63 10.8 6 B 3.1
160-040'&12-08 A ................ 1 60 ................... w .................... 63 .................. 103 .................... é ...................... c ..................... ; 1 ..........
-200-C60-SE12-10 A 200 60 63 10.8 10 (o 5718
-250-C60-SE12-12 A 250 60 63 10.8 12 c 11.1

AStock available S Make-to-order
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B> Specification of tools

FMPO2 -040-A16-SE09-06 A 40 16 40 6.7 8 A 022

s -050-A22-SE09-07 A 50 22 40 6.7 7 A 0.313
-063-A22-SE09-08 A 83 22 40 6.7 8 A 0.479
-080-A27-SE09-10 A 80 27 50 6.7 10 A 1.079
-100-B32-SE09-10 A 100 32 50 6.7 10 B 17
-050-A22-SE12-04 A 50 22 40 10.8 4 A 03
-063-A22-SE12-05 A 63 22 40 10.8 5 A 04
-080-A27-SE12-06 A 80 27 50 10.8 6 A 08
-100-B32-SE12-07 A 100 32 50 10.8 7 B 1.2
-125-B40-SE12-08 A 125 40 63 10.8 8 B 3.0
-160-C40-SE12-12 A 160 40 63 10.8 12 C 39

Extra close  -050-A22-SE12-05 A 50 22 40 10.8 5 A 0.2

et -063-A22-SE12-06 A 63 22 40 10.8 8 A 04

-080-A27-SE12-08 A 80 27 50 10.8 8 A 08
-100-B32-SE12-10 A 100 32 50 10.8 10 B 1.2
A%B40SE1212 | A | 125 | 4 | e | 108 2 | B 25
-160-C40-SE12-15 A 160 40 63 10.8 15 C 4.061
-2msu-SE12-16 ‘ ............... 200 .................... 60 .................... 63 ................... ma .................... 1 6 ..................... c .................... 61 ...........
-250-C80-SE12-18 A 250 60 63 10.8 18 c 10.9
.315-Dm-se12.24 ‘ ............... 315 ................ 60 .................... 63 ................... 103 .................. 24 ................... D 216

AStock available /Make-to-order

p>> Spare parts

@50-0125 SE09 = 160M3x7 = WT09IS =
@50 - 160M3.5%10 - -
SE12 WT151S
@63-@315 512B8X 160M3.5%12 SM5%T7xA WH35L

B30

Tools m@

B26-B27

Grade selec@

[ B19-B23 |

Technim

| B271-B276 |



R\ Indexable Milling Tools

/-b>8election of inserts ~N
() Good working condition (L) Normal working condition () Bad working condition
5 Qsee o | oeee 0o
4 “ Stainless steel (O QYo e (N
8 [[Jcastiron VOO ()
..E'_" E:BNon-ferrnus metal (Lo
= Heatresisiant alloy, T aloy S ¢ Q¢
sgagglagsgngalss
= S T Rl B
ESa88cd33888 22|28
O p OO @MmMao®Do®®oaolZz Z2ao0
> > > > >|> > > > > > x> >|> ¥
SEETO09T308PER-APF | 9.525 | 9525 | 401 | 3.3 | 08 * [ ] *
! ‘ SEET120308PER-APF 13.308 | 13.308 | 4.04 4.1 08 * @ *
| SEETO9T308PER-APM | 9.525 | 9525 | 4.01 3.3 0.8 * ® * 4
= (o)
2
'. SEET120308PER-APM | 13.308 |13.308 | 4.04 4.1 08 * [ ] e é §
....................................................................... sassssnasssnafansnsssnssnnsfaianascsnnnnedurnrnanascrarnninsisnnrisrerenssadisasnnnnnnnnnnns : .g,
£
| SEETO9T308PER-APR | 9.525 | 9525 | 401 | 33 | 08 * ] *
: : s
l. SEET120308PER-APR [13.308|13.308 | 4.04 | 4.1 0.8 * L ] * 8_,
=8 g
€
SEET120308-LH 13.3 | 133 | 405 | 441 08 * §
L) B
; e f TR SO R SRR

*Recommended grade (always stock available) @Available grade (always stock available) Make-to-order

B> Chipbreaker selection for FMP02 milling inserts

Function i .. N T
Classification For finishing For semi-finishing For roughing
P -APF -APM -APR
o =1 FR———, '—=—_a
" 'S —7 ® J] !e ‘/]
. B e _
K
Non-ferrous metals
-LH
" {

Ba1



Features of

Milling Tool Series

Inserts designed with new geometries and
coated grades for optimized high efficiency
machining in different working conditions.

Unique geometric design
~ resulting in true 90° square
shoulder cutting.

Upgraded insert structure, greatly
improves tool life.

Large positive rake angle
resulting in easier cutting
with less tool pressure.

Screw down clamping resulting in
better chip evacuation.



B>> Recommended cutting parameters

Cutting parameters
Workpiece material Hardness HB Insert grade . flmmv/z)
V(m/min)
-APF -APM -APR
YBG202 270(200-360) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
Cutting parameters =180
YB9320 270(200-360) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
YBM253 240 (200-320) | 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
High-carbon steel, — D -
180-280 YBG202 240 (180-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
Alloy steel .
YB9320 240 (180-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
YBM253 220 (180-300) |  0.1(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
Alloy tool steel 280-350 YBG202 220 (170-340) 0.1(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
¥YB9320 220 (170-340) ' 0.1(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
YBM253 150 (120-240) 0.1(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
Stainless steel <270 YBG202 160 (110-270) 0.1(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
YB9320 160 (110-270) 0.1(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)
YBG202 160 (120-200) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Castiron 180-250
YBD152 270 (150-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3 (0.2-0.4)

_Case for FMPOZ

Workpiece material: 45
Hardness: 175-190 (HB)
Cooling: Air cooling
Tool; FMP02-100-B32-SE12-10
Insert: SEET120308PER-APM (YB9320)
Data:
Data 1: Ve=200m/min, fz=0.15mm/z,
Ap=7mm, Ae=5mm
Data 2: Ve=200m/min, fz=0.25mm/z,
Ap=7mm, Ae=5mm

| ® SEET120308PER-APM inserts tests

Data 1: Data 2;
Ve=200m/min, fz=0.15mm/z Ve=200m/min, fz=0.25mm/z
Chipbreaker| ap=7mm, Ae=5mm Ap=Tmm, Ae=5mm
pUnpuL Surface machined LD Surface machined
value value
-APM 0.006 0.006
Products
of 0.012 0.012
company F 7
A
Products
of
company 0.013 0.015
B

(\

Product of

Results:

company B | jonger tool life.

Comparing with competitors,
SEET120308PER-APM inserts
can get better surface quality and

-

o
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Face milling tools



Indexable Milling Tools ///d

Face milling tools 7V 0% m 3;?%
; I
FMP03 a _E] a B-type coupling

C-type coupling

p>> Specification of tools

2
5
«Q
-
o
2
w

%" FMPO3 .125-B40-LN15-06 A | A 125 40 63 13 6 B 32
3 -160-C40-LN15-08 A | A 160 40 63 13 8 c a4
% -200-C60-LN15-10 A | A 200 60 70 13 10 c 75
§ -250-C60-LN15-12 A | A 250 60 70 13 12 c 12.2
-315-D60-LN15-16 A | A 315 60 80 13 186 D 237
-125-B40-LN20-06 A | A 125 40 63 17 6 B 33
-160-C40-LN20-08 A | A 160 40 63 17 8 o] 5.3
-200-C60-LN20-10 A | A 200 60 70 17 10 c 8.8
L e e b e e e e e
-315-D60-LN20-15 A | A 315 60 80 17 15 D 239
-125-B40-LN25-05 A | A 125 40 63 22 5 B 3.3
-160-C40-LN25-06 A | A 160 40 63 22 6 c 5.1
-200-C60-LN25-08 A | A 200 60 70 22 8 o
P e e o T R 5 I S
-315-D60-LN25-12 A | A 315 60 80 22 12 D 21.9

AStock available /\Make-to-order

B> Spare parts
LNKT1506EN-ZR LLN15-ZR 160M3x7 [60M4x12 WT15IS WTO08IS
LNKT2007DN-ZR LLN20R-ZR 160M3x7 [60M4x15 WT15IS WT09IS
LNKT2510-ZR LLN25R-ZR | I60M3.5x10.4 1B0M5x17 WT20IT WT15IS
Tools mm Grade selec® Technim )
B26-B27 [ B19-B23 | . B271-B276 |

B94 '



() Good working condition (L) Normal working condition () Bad working condition R
s [Jstee QO QOO ©o
EEE_ 'ﬁ M stainless steel QO | @.{;} @ .@-@ -
A 8 [[{castion CCIE )
S E‘ Zj[ Non-ferrous metal ((OFe
g .Hmmmm'“mr. S I | ;‘g e —: n Rl

_ o
33 3888838 g8 838 8|s 5|
3So88gQ03838 3 3|8 al2R
O m OO M@MM®OD@®dDOOaOOB@omZ2 200
> > > > »>|> > > > > > >|> >|> >

LNKT1506EN-ZR 15.875 14 6.35 48 O O *

| @) l LNKT2007DN-ZR 20 17 | 794 | 4 0 0 %

LNKT2510-ZR 25 18 9.525 55 O *
*Recommended grade (always stock available) @Available grade (always stock available) Make-to-order

B>> Recommended cutting parameters

) 3 Cutting parameters
Workpiece material Hardness HB Insert grade s
V(m/min) filmmi/z)
O . YBG302 180 (150-300) 0.5 (0.2-0.8)
Soft steel YBM253 180 (150-300) 0.5 (0.2-0.8)
5 YBG302 150 (120-280) 0.5 (0.2-0.8)
High-carbon steel, 180-280
Alloy steel YBM253 140 (120-280) 0.5 (0.2-0.8)
YBG302 120 (80-250) 0.45 (0.2-0.6)
Alloy tool steel 280-350
YBM253 100 (80-250) 0.45 (0.2-0.6)
YBG302 120 (80-200) 0.45 (0.2-0.6)
Stainless steel <270
YBM253 100 (80-200) 0.45 (0.2-0.6)
YBD152 220 (150-300) 0.5 (0.2-0.8)
Castiron 180-250 YBD252 210 (150-300) 0.5 (0.2-0.8)
YBG302 200 (150-300) 0.5 (0.2-0.8)

Note: Cutting parameters can be adjusted according to the Max. power of machine.

| Case for FMPO3

Workpiece material: 45"

Hardness(HB): 190

Cooling system: Dry cutting

Cutting parameters: Vc=130m/min, ap=12mm, fz=0.5mm/z
a:=140mm

B95
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Face milling tools -



(=) Double negative angle of the

cutter, combined with unique insert
structure, to achieve double positive
tool angle, which is beneficial to
reducing cutting force;

(® 6-flute cutting double-sided slot
milling inserts, enabling high-
quality 90° square shoulder milling, /
face milling and slot milling;

(® Insert with wiper enables large feed
and better surface finish.

Tool specification: FMP 12-080-A27-WN08-05C

Insert specification/grade: WNHUO0B0608PNR-GM/YBD 152
Part Name: Turbine Housing

Workpiece material: QT450

Hardness: HB230-280

Cooling: Dry cutting
Machine: Vertical machining center
Cutting data: Ve=260m/min, ap=1.0mm, z=0.1mm/z, ae=30mm

Milling style: Down milling Area of machining: End surface




Face miling  Stepshouider miling  Siot milfing

B-type coupling
DC

[ 3R
e
‘U

ey

p>> Specification of tools

o2
R[] L[ bc [ pbcon | oa | apmx 58
FMP12  -050-A22WN06-05C | A | A 50 22 40 57 5 A g %
-063_A22WN06-060 ...... ‘ ,,,,,,,,, /\ ............... é 3 ...................... 2 2 ..................... ;6 ..................... 5 -; ...................... é_ ........................ A ........... : -
-080-A27-WN086-07C A A 80 27 50 57 7 A %
-100-B32-WN06-09 A Ay 100 32 50 5.7 ) B ;-E:E
-125-B40-WN06-11 A A 125 40 63 57 1 B :8:
-160-C40-WN06-14 A P 160 40 63 57 14 c
-063-A22-WN08-04C A A 63 22 40 77 4 A
-100-B32-WN08-06 A A 100 32 50 77 8 B
-125-B40-WN08-08 A AN 125 40 63 77 8 B
.1 so- CanN 03_10 ________ = ;\ ___________ ) ‘.‘. 6 _____________________ 53 ___________________ 77 __________________ 10 ______________________ C ___________
-200-C60-WN08-12 A AN 200 60 63 77 12 c
-ZSD-CEO-WNOS-‘i;I A . I.r.'“\. éSO ] 60 I 63I ?? 14 ” c
-315-D60-WN08-18 A A 315 60 70 77 18 D
AStock available  /.Make-to-order
B>> Spare parts
o
@50 -@63
WNOU06 160M3%9 WT091IS
280 -@1860
Coen
280 -@125 wNOuos 160M4x10 WT151S
2160 -@315
Tools com Grade setec@ Techni@
B26-B27 | B19-B23 B271-B276

B97
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Indexable Milling Tools //

Face milling tools 7V "5

Face miling Stepshoudermiling  Slot milling:

FMP12 (J[3 |

p>> Specification of tools

OAL |

B

FMP12  -025-XP25-WN06-02C A 25 25 100 30 5.7 2 XP
~ .032-XP25-WN06-03C A 32 25 120 40 57 3 XP
-040-XP32-WNO06-04C A 40 32 140 40 57 4 XP
-050-XP40-WN06-05C A 50 40 169 40 57 5 XP

AStock available  /.Make-to-order

DIVOe B

Step shoulder Stepshouder miing  Ramp miling  Helical machining  Plunge milling

/QCH-*WN*M*Series
PLIINES

PR atiiviuivieleh

p>> Specification of tools

N

QCH -25-WN06-M12-02 A 25 12.5 35 57 12 2 0.12
WNOU06040OOPNDO-

-32-WN06-M16-03 A 32 17 45 57 16 oo 3 0.23

-40-WN06-M16-04 A 40 17 45 57 186 4 0.26

AStock available /\Make-to-order
B3> Spare parts

160M3%9

o

@25-@40 WNOU08 160M3x9

B9s

Tools cm

B26-B27

Grade semc@

Technic@

| B19-B23 | [ B271-B276 |




Indexable Milling Tools

/—>>Selection of inserts
80°

() Good working condition (L) Normal working condition () Bad working condition -\
3 (s o) VOO ©O
E “ Stainless steel @ LU {c’;' @@
§ Cast iron QOB @
AN | FEa |

Non-ferrous metal )| s

N | | | we
= Heatresisiant alloy, T aloy > &

&)

seasglssssseslsal. .

BS508|lc0 B3B3 oloalel

m MmO M Mmoo MM oo oo o Mm@ Z 2|00

sdfels eal o el e e s | = el Hha
WNHUOBO404PNR-GM | 57 [0525 40 | 35 | 135 | 04 ¥ [k *
WNHUOBO408PNR-GM | 57 [9525 40 | 35 | 135 08 * * * *
‘ WNHUO80608PNR-GM | 7.7 | 12.7 | 54 | 44 | 16 | 08 * K * *
WNHUOB0612PNR-GM | 7.7 | 127 | 54 | 44 | 16 | 12 B * *
WNHUDB0616PNR-GM 7.7 127 | 54 4.4 16 16 * K * Kk
WNMUOGO0408PNN-GM | 57 |9525 40 | 35 | 1.35 | 08 * K * *
WNMUO80608PNN-GM T |27 | 54 4.4 16 0.8 * W * X

L. | WNHUOS0B0S8PNR-LH | 7.7 | 127 | 54 | 44 | 16 | 08 *

*Recommended grade (always stock available)

B>> Recommended cutting parameters

@Available grade (always stock available) Make-to-order

. . Cutting parameters
Workpiece material Hardness HB Insert grade =
V{m/min) fimm/z) apmax(mmy)
Low-carbon steel, YBM253
=180 YBG205 280(220-360) 0.2 (0.1-0.4)
Soft steel YB9320
. YBM253
High-carbon steel,
g 180-280 YBG205 260 (200-340) 0.2 (0.1-0.4)
Alloy steel YB9320
YBM253
Alloy tool steel 280-350 YBG205 240 (180-320) 0.2(0.1-0.4)
YB9320 5.7(WNO6)
7.7(WND8)
YBM253
M Stainless steel =270 YBG205 160 (110-220) 0.15(0.1-0.3)
YB9320
E Castiron 180-250 YBD152 280 (150-320) 0.2(0.1-0.4)
" Aluminium alloy il YD101 300- 0.25(0.1-0.4)
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Face milling tools -




B

OAL
OAL

3 _ 'Y ; .
=3 p>> Specification of tools
a g
-2
S o
[
& FMP17 .050.A22-SN12-04C Al a 50 22 40 105 4 A 0.296
8 Coarse pitch
3 -063-A22-SN12-05C Al A 63 22 40 10.5 5 A 0.462
=
‘g. -080-A27-SN12-07C A | A 80 27 50 10.5 7 A 1.000
“ -100-A32-SN12-08 Al a 100 32 50 10.5 8 A 1577
-125-B40-SN12-10 A| A 125 40 63 105 10 B 3.043
-160-C40-SN12-12 A | A 160 40 63 105 12 & 4344
-200-C60-SN12-14 A| A 200 60 63 105 14 c 6.552
-250-C60-SN12-18 A | A 250 60 63 105 18 & 13.025
-315-D60-SN12-22 Al A 315 60 80 10.5 22 D 21.935
-400-D60-SN12-28 A | A 400 60 80 105 28 D 41661

AStock available £\ Make-to-order

B100



KAPR:88° Facemiling  Step shoudermiling  Siot miing

B
A-type coupling B-type coupling

OAL

p>> Specification of tools

V'
2o
0 O
W-i-l
* o
(1]
8 £
A=
TS

FMP17 .050.A22-SN12-05C A | A 50 22 40 105 5 A 0.288 2
Close pitch =
-063-A22-SN12-07C A | A 83 22 40 105 7 A 0.466 2
-080-A27-SN12-09C A | & 80 27 50 105 9 A 1.020 g
o
-100-A32-SN12-11C A P 100 32 50 10.5 1 A 1.592 -
-125-B40-SN12-14 A | & 125 40 63 105 14 B 3.033
-160-C40-SN12-18 A Py 160 40 63 105 18 o3 4.431
-200-C60-SN12-22 A | A 200 60 63 105 22 c 6.711
Finishing - _125.840-SN12-14W2 A 125 40 63 105 1242 B 2.996
cutterhead
-160-C40-SN12-18W3 A 160 40 63 105 1543 c 4.667
-200-C60-SN12-24W4 A 200 60 63 105 20+4 c 8.949

AStock available £\ Make-to-order

p>> Spare parts

&

IRM4x10

SNGXOOPNN-GH/GL/IGM
SNNMXOOO-GH/GL/GM

@160-@400

v &

SNGOOXPNN-GH/GLIGM
@2125-2200 SNMXOOO-GHIGL/GM IRM4 %10 DM6x20A | ADJ-MB*1.0A
SNCU120420-W4
Tools com Grade selec@ s Technical(da;_aj _
B26-B27 (B19-B23 ) [ B271-B276 |

B101
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7 p>>Selection of inserts R

S & Good working condition (L' Normal working condition !,3 Bad working condition
RE |~ - : T : e ——
EGStaaI Qe Loy ©©
R '*-E %E M stainless steel Qe ©ewe Qo
a 1 § mcastiron QL (&)
:g' Non-ferrous metal | i .'x'_',." i)
= Heatresistant aloy, Tialoy &)@ e %) 63
Insert shape| Type i | s 2838888888852l
L |Ic S o030 S8 H Blo ol 8
O o0 o oo @O @Oo@Oa@@m@MmMaOa|lg |8 0
S e e O3 e GG Se G e 0= e lEEe Be SR e
; SNGX1205PNN-GL 127 | 127 | 65 - 59 [ N | Zi
SNMX120512-GL 127 | 127 | 65 - 59 | 12 ® e O %
' SNGX1205PNN-GM | 127 | 127 | 65 | - | 59 | 08 C O * @
SNMX120512-GM 127 | 127 | 65 - 59 | 12 B O * ®
gl | SNGX1205PNN-GH | 127 [ 127 | 65 | - | 59 | 08 o0 O %
SNMX120512-GH 127 | 127 | 65 - 59 1.2 [ Y ] JI %
a SNCU120420-W4 12.7 | 127 | 4.8 - 59 | 2.0 L]
1286 | 127 | 48 | 428 | 59 | 12
90
ic
SNGX1205PNN-W P
89°
| s
e |nserts can be mounted left or right. *Recommended grade (always stock available) @Available grade (always stock available) Make-to-order
* The W4 wiper inserts for adjustable tool holders.
* The W wiper inserts can be mounted directly on the cutting teeth.
B>> Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB | Insert grade . fz{mm/z)
Ve(m/min)
-GL -GM -GH
LW;:;";:;‘“" <180 YBM253 YB9320 | 270(220-350) 0.15(0.1-0.3) 0.2(0.1-0.4) 0.3(0.2-0.5)
Higt=carbar stusl, 180280 | YBM253 YBY320 | 260(220-320) 0.15(0.1-0.3) 0.2(0.1-0.4) 0.3(0.2-0.5)
Alloy steel I | | [ 1
Alloy tool steel 280-350 ¥YBM253 YB9320 | 240(180-300) 0.15(0.1-0.3) 0.2(0.1-0.4) 0.3(0.2-0.5)
Stainless steel <270 YBM253 YB9320 | 160(110-270) 0.1(0.08-0.2) 0.15(0.1-0.3) 0.2(0.1-0.3)
Cast iron, Ductile iron, High - -
kel castiah 180-250 YBD152 270(150-300) 0.2(D.1-0.3) . 0.3(0.1-0.4) | 0.4(0.2-0.5)
hard-to-cut material <400 ¥YBS203 YBS303 | 100(60-120) - 0.15(0.1-0.25) -
. y
A
Case for FMP17 =

Workpiece: Truck axle housing
Workpiece material: QT600(HB250)
Tool type: FMP17-100-A32-SN12-08C
Insert: SNGX1205PNN-GM/YB9320
Cutting parameters: Vc=267m/min, fz=0.18mm/z,

ap=1.5mm, ae=90mm
Cooling: External coolant

Number of machined
workpiece(pcs/edge)

ZCCCT  Similar products of
company A
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A\ Indexable Milling Tools

»

Face milling tools ﬁ&, 3 MHQW ﬁ,ﬂg
FMRO1 (M3 |

B

|
| :'.J
!
[
DCON

p>> Specification of tools

FMRO1 -020-XP20-RC10-02 A 20 20 00 | 30 5 s | 2 0.1 o
-025-XP20-RC10-02 A 25 20 100 30 5 5 2 02 28
-032-XP25-RC10-03 A 32 25 120 35 5 5 a 0.5 g g
-025-XP20-RC12-02 A 25 20 100 30 5] 5] 2 0.2 N 5
-032-XP25-RC12-03 A 32 25 120 35 5] 6 3 0.4 é
-040-XP32-RC12-03 A 40 32 120 40 5] 6 3 0.7 %
-040-XP32-RC12-04 A 40 32 120 40 6 6 4 06 8

[V

AStock available S Make-to-order

B3> Spare parts

L

@20-@32 RCOO10T3MO-DM 160M4x8.4 WT1sIP

@25 -@40 RCOO1204Mm0-00 160M3.5%10 WT15IP

Tools com Grade selec@ Techni@

B26-B27 ( B19-B23 | | B271-B276 |
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Case for FMRO1 | nﬁ,
U4 " g

- |

-

Workpiece material: 42CrMo (HRC35)
Cooling system: Dry cutting

Machine: Vertical machining center
Cutting parameters:

Ve=200m/min
ap=3mm | Tool type: FMR01-025-XP20-RC10-02
f=0.2mm/z Insert type/grade: RCKT10T3MO-DM/YBG202

@Comparison of insert abrasion

£CC-CT Similar overseas products

heiy

- 22minutes later 22minutes later




N Indexable Milling Tools

Face milling tools ﬁg&) 3 e é o

Face miling Helical machining  Cavity milling

~
FM Roz a M] m m _] A-type coupling B-type coupling

OAL
OAL

p>> Specification of tools

FMRO2 -050-A22-RC12-03 A 50 2 | 40 6 6 3 A 0.29 :

Coarse pitch  063-A22-RC12-04 A 83 27 50 6 8 4 A 0.41 gﬁ
-080-B27-RC12-05 A 80 27 50 6 6 5 B 0.81 2o
-100-B32-RC12-06 A 100 32 50 6 6 6 B 125 22

A 63 22 40 8 8 4 A
..... : e e : : : é

-100-B32-RC16-06 A 100 32 50 8 8 6 B 1.18 2
-125-B40-RC16-07 A 125 40 63 8 8 7 B 249 €
-080-A27-RC20-04 A 80 27 50 10 10 4 A 0.77 ki
-100-B32-RC20-05 A 100 32 50 10 10 5 B 1.07
-125-B40-RC20-06 A 125 40 63 10 10 6 B 242
-160-B40-RC20-06 A 160 40 63 10 10 6 B 417

Close pitch ~ -050-A22-RC12-05 A 50 22 40 6 6 5 A 0.27
-063-A22-RC12-06 A 63 27 s0 | 6 6 6 A 0.38
-080-B27-RC12-07 A 80 27 50 6 6 7 B 0.79
-100-B32-RC12-08 A 100 32 50 6 6 8 B 123
-063-A22-RC16-05 A 63 22 40 8 8 5 A 0.34
-080-B27-RC16-07 A 80 27 50 8 8 7 B 0.72
-100-B32-RC16-08 A 100 32 50 8 8 8 ] 117
-125-B40-RC16-09 A 125 40 63 8 8 9 B 247
-080-A27-RC20-05 A 80 27 50 10 10 5 A 0.74
~100-B32-RC20-06 A 100 32 50 10 10 6 B 1.07
-125-B40-RC20-07 A 125 40 63 10 10 7 B 2.39
-160-B40-RC20-08 A 160 40 63 10 10 8 B 4.06

AStock available /.Make-to-order

B3> Spare parts

¥

@50 -@100 RCOO1204MO-00 160M3.5%x10 WT15IS -

@63 -@125 RCOO1806MO-00O 160M5x13 - WT20IT

2125 -@180 RCODO2006MO-00O 143MB% 16 - WT25IT
Tools com Grade selec@ . Techni@ _
B26-B27 (B19-B23 ) | B271-B276 |

B105



/——b>Selection of inserts N

g () Good working condition (L) Normal working condition () Bad working condition
- PR EE) Lo ©o
it M stainless steel QO LOLe 9
of T . [[{castion QOO @
= SN I O R O R A
= Heatresisiantalloy, Tialoy ) @&
o O NN A N 5 N om ooz 9
sSz88 888888253888
P22 88388823alE¢slasd
= E rlE|rE rEE E FE
e RCKT10T3MO-DM 10.0 3.97 44 @ *x
RCKT1204MO-DM 12.0 4,76 4.0 O o *x [ ]
5 . . . .
? RCKT1606MO-DM 16.0 6.35 556 ®
L =]
g RCKT1204MO-DR 12.0 476 40 ® *x
oo RN 0 W ceeeeaee s e e . B o
= @ RCKT1606MO-DR 16.0 6.35 5.56 o o *x
==
g RCKT2006MO-DR 20.0 6.35 6.55 ol ox e
3
? RCKT1204MO-ER 12.0 4.78 4.0 *
w
g ' RCKT1606MO-ER 16.0 6.35 5.56 *
o
RCKT2006MO-ER 20.0 6.35 6.55 *
RCKT1204MO-NM 12.0 4.76 4.0 [ @2 O O
RCKT1606MO-NM 16.0 6.35 5.56 Q O 0 O

+*Recommended grade (always stock available) @Available grade (always stock available) — © Make-to-order

B106



AN\ Indexable Milling Tools

b>>Recommended cutting parameters

Cutting parameters

A L]
2o
£ 0
W‘.'.
» o
(]

g
E:
TS

. : Hardness | Insert
Workpiece material . flmmiz)
HB grade V(m/min)
-DM -DR -ER -PCBN -NM
YBM253
vBCagy | 270(220-350) | 02(0.1-0.5) 0.3 (0.2-0.8)
YBM253
Low-carbon steel. | 1180 | ypaagy | 220 (180-300) | 0.25(0.1-05) | 03 (0.2-0.8) 0.25 (0.1-0.5)
Soft steel
YBG202
YBG205 | 270 (200-360) | 0.2(0.1-0.5) 0.3 (0.2-0.8) 0.2 (0.1-0.5)
YB9320
YBM253
vBCagy | 240(200-320) | 02(0.1-0.5) 0.3 (0.2-0.8)
'| HB180-280 (160-280) 25(0.1-0.5) 0.3 (0.2-0.8) 0.25 (0.1-0.5)
Alloy steel YBG302
YBG202
YBG205 | 240 (180-350) | 0.2(0.1-0.5) 0.3 (0.2-0.8) 0.2 (0.1-0.5)
¥YB9320
YBM253
vBCagy | 220(180-300) | 02(0.1-0.4) 0.3 (0.2-0.6)
YBM253
Alloy tool steel |HB280-350| ypG302 180 (150-250) | 0.2(0.1-0.5) 0.3 (0.2-0.8) 0.2 (0.1-0.5)
YBG202
YBG205 | 220 (170-340) | 0.2(0.1-04) 0.3 (0.2-06) 0.2 (0.1-0.4)
¥B9320
¥YBM253 | 150 (100-220) | 0.2(0.1-0.4) 0.3(0.2-08) | 0.3(0.2-08) 0.2 (0.1-0.4)
. ﬁ‘_ '
Stainless steel HB270 YBG202
YBG205 | 160 (110-270) | 0.2(0.1-0.4) 0.3 (0.2-06) 0.2 (0.1-0.4)
YB9320
YBG302 | 210 (120-300) | 0.2(0.1-0.5) 0.3 (0.2-0.8) 0.2 (0.1-0.5)
YCBO11 | 800 (500-1200) 0.2(0.1-0.5)
Cast iron HB180-250
¥YBD152 | 240 (180-300) | 0.2(0.1-0.3)
¥BD252 | 220 (180-300) 0.2 (0.1-0.3)
Hardened steel | =HRC45 | YCBO012 | 150 (100-500) 0.15(0.1-0.5)
Difficult-to- YBS203
<400 100 (60-120 0.15(0.1-0.3
machine materials YBS303 ( ) ( )
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Indexable Milling Tools /

Face milling tools &&gq & - é o

FMRO3 [Im[[3 |

/

B

d]
s
DCON

QAL

}>> Specification of tools

" FMRO3 -016-XP16-RD08-02 | 4 16 16 100 25 4 4 2 0.1

= -020-XP20-RD08-02 | A 20 20 100 30 4 4 2 02

% -025-XP25-RD08-02 | A 25 25 100 30 4 4 2 03

o -025-XP25-RD08-03 | A 25 25 100 30 4 4 3 02

%1 -020-XP20-RD10-02 A 20 20 100 30 5 5 2 0.2
% ot I e e D e o e o e I -

% -032-XP32-RD10-02 A 32 32 120 40 5 5 2 0.7
5 e e B e R S P R e e

-025-XP25-RD12-02 A 25 25 100 30 B 6 2 02

e e BT o e i s o s =

-040-XP32-RD12:03 | A 40 32 120 40 6 6 3 07

-040-XP32-RD12-04 A 40 32 120 40 8 6 4 0.6

AStock available /\Make-to-order

p>> Spare parts

o
@16-@225 . RDKWOB03MO 160M2x7 WTO8IP
RDKW10T3MO
232-250 | RDKWIOT3MO-NM 160M4x10 WT15IP
RDKW1{204MO

Tools mm Grade selec@ Techni@

B26-B27 [ B19-B23 | | B271-B276 |

e T
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N Indexable Milling Tools

Face milling tools ﬁg&) 3 e é o

Face miling Helical machining  Cavity milling

—N
FMRO4 O™ (3
A-type coupling B-type coupling
x
=
a DCX |
= S : RE
- - i
3 g NN

2
FMRO4 A 50 22 40 6 6 3 A 28
M iliscni il A e e e . - - - ie
-080-B27-RD12-05 A 80 27 50 6 6 5 B : =
.063-A22-RD16-04 A 63 22 40 8 8 4 A 0.32 o
-080-B27-RD16-05 A 80 27 50 8 8 5 B 0.67 ‘CS';,
“i-easnDiads L B s A N NSO .. S . T - ¥ - e %
-125-B40-RD16-08 AN 125 40 63 8 8 8 B 2.55 §
-125-B40-RD20-06 " 125 40 63 10 10 6 B 233 -
e e e e . e . e
Close pitch  -050-A22-RD12-05 it 50 22 40 B 6 5 A 0.23
e A e e . O g e e
-080-B27-RD12-07 P 80 27 50 5] 6 7 B 0.78
e e It B S e e e
-080-B27-RD16-07 i 80 27 50 8 8 7 B 0.66
-100-B32-RD16-08 A 100 32 50 8 8 8 B 118
-125-B40-RD16-10 ik 125 40 63 8 8 10 B 2.51
-125-B40-RD20-08 A 125 40 63 10 10 8 B 245
-160-B40-RD20-10 N 160 40 63 10 10 10 B 3.98

AStock available £ Make-to-order

p>> Spare parts

$ o ¢

@50-280 ROKW1204MO 160M3.5%10 WD-204 160M4x10 WT15IP -
@63 -@125 RDKW1805MO 160M5x=13 WD-207 160M5%13 - WT20IT
@125 -@160 RDKW2006MO 143M6=16 - - - WT25IT

Tools com Grade selec@ Techni@

B26-B27 (B19-B23 | " B271-B276 |

B109



Indexable Milling Tools /

Face milling tools &&gq & - é o

Face miling Helical machining  Cavity milling

-
QCH-*RD*M*Series

P k]
fm_I_.

p>> Specification of tools

3 QCH -16-RD07-M8-02 A 16 B.5 25 8 2 0.027

§ -16-RD07-M8-03 A 16 85 | 25 8 3 0.030

g -20-RD07-M10-03 A 20 105 30 10 RDKW0702MO 3 0.058
" 22RD07M1I}-03 ............. /_\ 2210530 ......... m .................. 3 ................. oosn .......

%1 -25-RD07-M12-03 A 25 125 35 12 3 0.093
% 20RD10M1IJI)2 ............ A e 10 .................................................................... I S

%’: -22-RD10-M10-02 A 22 105 35 10 2 0.065
& 25RD10M1202 ................... & e L T el o

-32-RD10-M16-03 A 32 17 45 16 3 0.183
-32RD10M15-D4 & e e I P S

-25-RD12-M12-02 A 25 125 35 12 2 0.086

-32-RD12-M16-03 A 32 17 45 16 RDKW1204MO 3 0.193

-40-RD12-M16-04 A 40 17 45 16 4 0.218

-32-RD16-M16-02 A 32 17 45 16 2 0.156
........................................................... RDKW1605MO

-40-RD16-M16-03 A 40 17 45 16 3 0.220

AStock available /s Make-to-order

p>> Spare parts

P
@16-@25 RDKWO700 160M2.5%6.5T WTOBIP =
@20-@32 RDKW1000O 160M4x8 WT15IP =
225-240 RDKW1200 160M4x10 WT15IP ==
@32-@40 RDKW1600 160M5%13 = WT201T
Tools cm Grade serec@ Technicm
B26-B27 | B19-B23 | [ B271-B276 |

B110



\ Indexable Milling Tools

/—b>Select|on of inserts

() Good working condition (L) Normal working condition () Bad working condition h
5 [gstee! QO VOO ©Oo
E “ Stainless steel QO @ewe (N
8 [[Jcastiron VOO ()
E‘" EjNon—ferrnus metal (Lo
= | Hoatresisantaloy Tiakoy O ©e
o M oy e g o W ™ o oo | 1(-)
S O v o nle oo S o &8 8 W o -
S8 8000835 3 00l28
O 0 MO OO 00 O060oa@0| 22|00
| | kel el el el = s B R
RDKWO0803MO 8 3.18 34 ® X @
RDKW10T3MO 10 3.97 ® *x
. RDKW1204MO 12.0 4.76 4.4 ® *x
v RDKW1605MO 16.0 5.56 55 O*x O _
RDKW2006MO 20.0 6.35 6.5 @] 2 _g
[
*Recommended grade (always stock available) @Available grade (always stock available)  ( Make-to-order e
T =
- =
p>>Recommended cutting parameters T E
: . | Hardness Cutting parameters =
Workpiece material Insert grade - HE 5]
HB V(m/min) f(mmi/z) 2
YBM253 YBC302 270 (220-350) 0.2 (0.08-0.45) é
Low-carbon steel, =
=180 YBM253 YBG302 220 (180-300) 0.25 (0.15-0.45) @
Soft steel =
YBG202 YBG205 270 (200-360) 0.2 (0.1-0.45) -
YBM253 YBC302 240 (200-320) 0.2 (0.08-0.45)
High-carbon steel,
9 " 180-280 YBM253 YBG302 200 (160-280) 0.25 (0.15-0.45)
Alloy steel
YBG202 YBG205 240 (180-350) 0.2 (0.1-0.45)
YBM253 YBC302 220 (180-300) 0.2 (0.08-0.45)
Alloy tool steel 280-350 YBM253 YBG302 180 (150-250) 0.25 (0,15-0.45)
YBG202 YBG205 220 (170-340) 0.2 (0.1-0.45)
YBG205 150 (120-240) 0.2 (0.08-0.45)
YBM253 YBG302 150 (120-240) 0.2 (0.08-0.45)
M Stainless steel =270
YBM253 150 (100-220) 0.25(0.1-0.45)
YBG202 YBG205 160 (110-270) 0.2 (0.1-0.45)
n Castiron 180-250 YBG302 210 (120-300) 0.2 (0.1-0.45)
Difficult-to-
i_ ) . =400 YBS203 YBS303 100 (60-120) 0.15(0.1-0.3)
machine materials

Abrasion comparison after 0 minutes cavity milling
[ Case for FMR04 =

Workpiece material: 42CriMo (HRC35)
Cooling system: Dry cutting

Machine: Vertical machining center

Tool type: FMR04-063-A22-RD12-04

Insert type/grade: RDKW1204MO/YBG202
Cutting parameters: Ve=200m/min, ap=3mm,

fe=0.3mm/z ZCC-CT Similar overseas products

S
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Face milling tools P&&?@m & - é o

FMR11 w3

B

APMX

."_.._ '_""""""""""""E'

RE LH

Dc
DCON

QAL

p>> Specification of tools

Hl | Fvr11 ooemeowoceoen | 4 | om | o | om0 | o s |2 | o
a5 -025-XP25-RD10-03C(30,180) A 25 25 180 30 5 3 0.575
S -032-XP32-RD10-03C(30,180) A 32 32 180 30 5 3 0.982
o -040-XP32-RD10-04C(30,200) A 40 32 200 30 5 4 1.200
§ -025-XP25-RD12-02C(30,180) i 25 25 180 30 6 2 0.565
= -032-XP32-RD12-03C(30,180) A 32 32 180 30 6 3 0.970
% e e o e e R e T ot
.5 -020-XP20-RP10-02C(30,160) A 20 20 160 30 5 2 0.335
-025-XP25-RP10-03C(30,180) A 25 25 180 30 5 3 0.586
-032-XP32-RP10-03C(30,180) A 32 32 180 30 5 3 0.982
-040-XP32-RP10-04C(30,200) A 40 32 200 30 5 4 1.175
-025-XP25-RP12-02C(30,180) A 25 25 180 30 6 2 0.577
-032-XP32-RP12-02C(30,180) A 32 32 180 30 6 2 0.980
-032-XP32-RP12-03C(30,180) A 32 32 180 30 6 3 0.980
-040-XP32-RP12-04C(30,200) A 40 32 200 30 6 4 1.162

AStock available /Make-to-order

B3> Spare parts

ROOO1000-H/MMM
@20-240 160M3.5%8 WT15IP
ROOO1200-HM/MM

Tools mm Grade selem@ Techni@

B26-B27 ( B19-B23 | | B271-B276 |
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Profile miling Side milling{R)  Ramp milling

Face miling Helical machining  Cavity milling

_\

OAL

p>> Specification of tools

g oy
FMR1T _ 00AlGRDIOG6C @\ & x| - L (T I 8 ol e A 28
-050-A22-RD10-07C A 50 22 40 5 7 0.300 s g
-063-A22-RD10-08C A 63 22 40 5 8 0.500 G
-040-A16-RD12-05C A 40 18 40 6 5 0.180 @
........ R e e o %
=
O il RN WR. R (WU .. WO NN . BURRR (e .. F LT — . _— o O z
-063-A22-RD12-07C A 63 2 40 6 7 0.410 8
-080-A27-RD12-08C A 80 27 50 8 8 1.000 -
-040-A16-RP10-06C A 40 16 40 5 6 0.190
-050-A22-RP10-07C A 50 22 40 5 7 0.290
-063-A22-RP10-08C A 63 22 40 5 8 0.480
-040-A16-RP12-05C N 40 16 40 6 5 0.160
-050-A22-RP12-06C A 50 2 40 6 6 0.270
-063-A22-RP12-07C " 63 22 40 5 7 0.450
-080-A27-RP12-08C A 80 27 50 6 8 1.000

A Stock available £ Make-to-order

B3> Spare parts

@

RODO1000-H/M/MM

240-263 160M3.5%8 WT15IP
RODOO1200-H/M/MM

@80 ROODO1200-H/M/MM 160M4x8.4 WT151S

Tools com Grade selec@ Technical(da;_aj

B26-B27 ( B19-B23 | | B271-B276 |
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Indexable Milling Tools /

Face milling tools &&gq & - é o

Face miling Helical machining  Cavity milling

N
QCH-*M*(FMR11)Series

@w( =

= |

L=
THSZWS

DCON

p>> Specification of tools

5 QCH  -25-RD10-M12-03(FMR11) | A 25 125 | 35 12 2 0.027
5 -32-RD10-M16-03(FMR11) | A 32 17 45 16 RDCIC10T3MO-C10] 3 0.030
g -42-RD10-M16-05(FMR11) | A 42 17 45 16 3 0.058
Ce -25-RD12-M12-02(FMR11) | A 25 125 | 35 12 3 0.060
%1 -32-RD12-M16-05(FMR11) A 32 17 45 16 RDOO1204MO-0I0 3 0.093
% 42RD12MW05(FMR1“ e e IR i S
%’: -25-RP10-M12-03(FMR11) | A 25 125 | 40 12 2 0.065
- 32RP10-M16-03{FMR11} ......... e o I i e N i o
-42-RP10-M16-05(FMR11) | A 42 17 45 16 3 0.183
-25-RP12-M12-02(FMR11) | A 25 125 | 40 12 4 0.210
-32-RP12-M16-03(FMR11) | A 32 17 45 16 RPOICI1204MO-0I00 2 0.156
-42-RP12-M16-05(FMR11) | A 42 17 45 16 3 0.220

AStock available £ Make-to-order

B> Spare parts
@25-@42 RDODO10T3 1B60M3.5%8 WT15IP
@25-242 RDOO1204 160M4=8.4 WT15IP
225242 RPOO10TS 1BOM3.5%8 WT151P
@25-242 RPOO1204 150M4 =8 .4 WT15IP

Tools mm Grade select{gui; Techni@

B26-B27 [ B19-B23 | | B271-B276 |

W
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() Good working condition (L) Normal working condition () Bad working condition
5 [@see oI Lo ©0
4 HStainless steel (O QYo e @@
& o i i —t R L e
8 [[Jcastiron VOO ()
E‘_"El]Non-ferrnus metal ) &
S Heatresisiant alloy, Tiaoy (<)
S2gsaleseg s s alss
L vl o - - |5 5
BSod8l0008 00 3|0 alea
M O M o0 OO0 O 0 Moo @o|l2 Z2(6a a
> 5> 1Bl > (BB S - B - 2| | ¢ B
RPMW10T3MO-H 10.0 3.97 4.1 11° &
RPMW1204MO-H 12.0 4.76 4.4 11° o
RDMW10T3MO-H 10.0 3.97 4.1 15° ®
RDMW1204MO-H 12.0 476 4.4 15° ®
RPMT10T3MO-M 10.0 397 4.1 11 @ { I
RPMT1204MO-M 12.0 476 4.4 11° [ ] [ I ]
RDMT10T3MO-M 10.0 3.97 4.1 15° & ® 0
RDMT1204MO-M 12.0 476 4.4 15° [ o e
RPMT10T3MO-MM 10.0 3.97 4.1 11° [ ] ® e
& RPMT1204MO-MM | 120 | 476 44 11° ® o e
RDMT10T3MO-MM 10.0 3.97 4.1 15% L ] e e
RDMT1204MO-MM 12.0 476 4.4 15° ® e e
*Recommended grade (always stock available) @Available grade (always stock available)  Make-to-order
b>>Recommended cutting parameters
’ » : Cutting parameters
Workpiece material Hardness HB Insert grade =
V(m/min) f(mm/z)
L roe el <180 YBG205 270(200-360) 0.2(0.1-0.4)
Soft steel
High-carbon steel,
7 f stee 180-280 YBG205 240(180-350) 0.2(0.1-0.4)
Alloy steel
Alloy tool steel 280-350 YBG205 220(170-340) 0.2(0.1-0.4)
M Stainless steel <270 YBG205 160(110-270) 0.2(0.1-0.4)
Difficult-to-machine
. <400 YBS203 YBS303 100(80-120) 0.15(0.1-0.3)
materials
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Face milling tools
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