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Milling

Operating
pattern

Face milling

Series/Shape

Approach angle
| Max. cutting
depth.(inch)

Applicable insert

Application
overview

Features

FMAO1 SEET12T3-DF/DM/DR General face milling + Diameter range ©2.00"~12.00" )
Kr=45° SEET12T3-CF/ICM/CR |  the following material: | * Large rake angle designed makes cutting
apm=0.236|  SEET12T3-EF/EM Steel, alloy steel, e MR-
SEET12T3-LH/W isrfrllnlzli Sfﬂ?::j#] ‘;Tot v available inserts with different chipbreaker
Kr=45° o ’ » Adopting wiper inserts improve surface
P200-201 | gpmax=0.384 SEET18T6-DM/EM/W high temperature alloy quality
FMAO2 G If il + Diameter range ©2.00"~@5.00"
SEET12T3-DF/DM/DR thznlerlecl)w?:e ming . * Large rake angle designed makes cutting
g material: more light and fast
Kr=45° SEET12T3-CF/CM/CR Steel, alloy steel, I I L . .
max=0.236 SEET12T3-EF/EM stainless steel, cast : W|Qe aplpllcatlo_ns ca achlgve 4]
ap ’ a iron aluminumy alloy, available inserts with different chipbreaker
’ ’ . iff tial pitch
o0 SEET12T3-LH/W high temperature alloy \%gra;:;i and differential pitch, reduce
FMAO3 Kr=45° SECIN1203AFOO + Diameter range ©@3.00"~@12.00"
apmax=0.217 SECIR1203AFOIO] General face milling + Large rake angle makes cutting more light
steel, stainless steel, and fast
Kr=45° SELIN1504AFLIOI cast iron » Top clamping achieves better reduces
P205 | apmax=0.295 SECR1504AFO0 vibrations resistance
FMAO4 -~ + Diameter range@2.00"~ @6.00"
Kr=45° OFKT05T3-DF/DM Eti;ceel r:;!?ﬁ_;:eel’ alloy |, High economy milling tool with 8 cutting
apmax=0.138 OFKTOST3-LH alum}num allo : edges
Y + Screw clamping, high precision
P208 + Diameter range @5.00"~@8.00"
_AEo - * High economy milling tool with 8 cutting
Kr=45 Face milling steel, alloy
_ OFKRO0704-DF/DM ) edges
apmex=0.197 steel and cast iron » Top clamping is easy to assemble and
P211 disassemble
FMA11 o + Diameter range @2.00"~@12.00"
Kr=45 SNEG1205ANR-GM/HGR/W * Double-sided chipbreaker milling insert has
apmax=0.216 eight cutting edges and high economy
+ Large rake angle design and unique chip
General face milling breaker structure of insert lead to low power
Kr=45° steel, stainless steel, consumption
apmax=0.275 S AGENREE AR high-temperature alloy, » Double negative rake angle structure and
cast iron super thick insert has higher safety and
outstanding toughness, which can realize
Kr=45° great depth cutting
apmax=0.354 SNEG1907ANR-HGR * Insert has excellent machining performance
P215-216 with wiper edge
FMA12 + Diameter range @2.50"~@12.00"
+ High Performance Face Mill with 16 edges
Kr=45° ONHUO060404ANN-GL for outstanding economy
- General face milling + Double negative rake angle, in combination
=0.157 H D
apmex ONHUOB0408ANN-GM/GH steel, stainless steel, with helical insert structure, achieves
cast iron double positive axial angle, which will help
reduce cutting resistance and improve chip
Kr=45° evacuation
P219 | apmax=0.197 ONHU08TE24R-GM * Unique 3-dimentional edge
1z/ m
g - Diamet 2.00"~212.00"
PNEG110512-GL - lameler range e o
Kr=45° General face milling for + 10 cutting edges high economy milling cutter
=0.217 PNEG110530-GM steel, stainless steel * 45° approach angle balanced design
apmax=0). PNEG110530-GH and cast iron » Great capability of anti-vibration ensures
higher surface quality
P2221
FMDO02 Kr=67"  bNEG110512RIL-CF/CMICR
apmax=0.197
—R7° e ’ * Diameter range ©@2.00"~@12.00"
Kr=67" | bNEG110512R/IL-PF/PMPR| Face miling of castiron | "o omy milling tool with 10 cutting
apmax=0.276 and steel edges
Kr=67°
P225-226 | agmax=0.256 PNEG110512-KH/KM/KL
FMDO3 Kr=60° o + Diameter range ©5.00"~@12.00"
a marxzo 472 LNKT2007DN-ZR Heavy-duty face milling + Double positive rake angles can reduce
P ) of steel, alloy steel, cutting forces
Kr=60° stainless steel and cast * Inserts are mounted upright, suitable for
_ LNKT2510-ZR iron heavy machining with high cutting depth
pP229 | apmax=0.669 + Easy to assemble and clamp inserts
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Milling

i Approach angle S
Operatin . ; . . Application
perating Series/Shape Max. cutting depth. ~ Applicable insert PP . Features
pattern : overview
(inch)
FMDO04 « Diameter range ©@5.00"~@12.00"
* High-economy milling tool with 10 cutting
edges
Kr=67° PNGU170712R-GR Rough milling of steel + Double negative rake angle, in combination
apmax=0.472 N and cast iron with helical insert structure, achieves
p PNGU170712-HDR
double positive axial angle, which will help
reduce cutting resistance and improve
P231 chip evacuation
FMEO4 + Diameter range ©@5.00"~@12.00"
Ki=75 Heavy-duty face milling » Double positive rake angles can reduce
r=75° of steel, alloy steel, the cutting force
apmax=0.472 LNKT1S06EN-ZR stainless steel and cast * Inserts are mounted upright, suitable for
iron heavy machining at high cutting depth
P233 « Easy to assemble and clamp inserts
FMPO1
TPON2204PDO -  Diameter range ©@3.00"~@12.00"
Kr=90° Face milling steel, . o i
TPKN2204PDFO] alloy steel and cast R e e e nllling
apmax=0.709 iron « Top clamping is easy to assemble and
TPKN2204PDTO disassemble
P235
FMPO2 « Diameter range ©@2.00"~@10.00"
Kr=90° SEET09T308PER-APF/ « Kr 90°, for square shoulder milling
apmax=0.285 APM/APR Face milling steel, " e e clodkire Gense i
) close pitch and extra close pitch
alloy steel, stainless High S high KoDi
steel. cast iron and AL « High precision insert, high work-piece
Kr=90° SEET120308PER-APF/ aIon‘ surface quality
r= APM/APR » Optimized chipbreaker and grade, for
apmax=0.425 finish machining, semi-finish machining
P237 SEET120308-LH and rough machining
m o
=8 FMPO3 Kr=90 LNKT1506EN-ZR
= apmax=0.512 .
E * Diameter range @5.00"~@12.00"
o Kr=90° * Double positive rake angles can reduce
o apmax=0.669 LNKT2007DN-ZR Heavy-duty face milling the cutting force
E of steel and alloy steel * Inserts are mounted upright, suitable for
heavy machining at high cutting depth
Kr=90° « Easy to assemble and clamp inserts
apmax=0.866 LNKT2510-ZR
P240
FMP12 Kr=90° WNHUO60404PNR-GM - Diameter range ©2.00"~ @6.00"
apmax=0.224 | \WNHUOB0408PNR-GM + 90° approach angle can be used for
shoulder milling, face milling, groove
milling, etc
WNHU080608PNR-GM « Six cutting edges
. v » Double negative angle of the tool body
Kr:_go Bl S AR e combined with unique insert structure
apma=0.303 |  WNHU080616PNR-GM to achieve double positive tool angle,
P243 WNHUO080608PNR-LH Steel, alloy steel, reducing cutting forces
cast iron and AL alloy
FMP12 » Diameter range @1.00"~@2.00"
* 90° approach angle can be used for
shoulder milling, face milling, groove
kr=00° | WNHUOB0404PNR-GM il 619
apmax=0.224 | WNHU060408PNR-GM e el
» Double negative angle of cutter body
combined with unique insert structure
to achieve double positive tool angle,
P244 reducing cutting forces
FMRO1 )
_ * Diameter range @1.00"~@2.00"
apmax=0.197 RCKT10T3MO-DM Cavity profile milling » R-type inserts possess stronger cutting
steel, alloy steel, edges
stainless steel, high- « Suitable for machining curved surface of
temperature alloy and mould
apmax=0.236 RESIEOSMCGIRIMBRERE  .qt iron « Economical milling cutters with screw
NM clamping
P246
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Milling,

Face milling tools

. Approach angle .
Operatin . ; . . Application
peraing Series/Shape Max. cutting depth. ~ Applicable insert PP : Features
pattern ] overview
(inch)
FMRO2
apmax=0.236 |RCKT1204MO-DM/DR/ER/NM F - « Diameter range @2.50"~@6.00"
ace milling and R-t . .
A ) . » R-type inserts possess stronger cutting
cavity profile milling
steel, alloy steel oD
apmax=0.315 |RCKT1606MO-DM/DR/ER/NM o ’ « Suitable for machining curved surface of
stainless steel, mould
E:ﬁ:;:ﬂpcearzﬁrrgn * Economical milling tools with screw
apmax=0.394 | RCKT2006MO-DR/ER/NM clamping
P249
FMRO3
apmax=0.157 RDKW0803MO » Diameter range @1.00"~@2.00"
Cavity profile milling * R-type inserts possess stronger cutting
RDKW10T3MO steel, alloy steel, edges
apmax=0.197 stainless steel, « Suitable for machining curved surface of
RDKT10T3MO-NM high-temperature mould
alloy and cast iron * Economical milling tools with screw
apmax=0.236 RDKW1204MO clamping
()] P253
=
= |FMRO4 =
IS apmax=0.236 NANAALS IS Face milling and + Diameter range ©@2.00"~@6.00"
[ cavity profile milling * R-type inserts possess stronger cutting
g apmax=0.315 RDKW1605MO steel, alloy steel, edges
[ stainless steel and « Suitable for machining curved surface of
ti Id
b | Bomas=0.304 RDKW2006MO castiron mou
FMRO5 apmax=0.125 RPMW2T200 « Diameter range @0.625"~@1.75"
. ) - » R-type inserts possess stronger cutting
Cavity profile milling
steel, alloy steel egiD
apmax=0.180 RPMW3(2.5) o ’ « Suitable for machining curved surface of
stainless steel and mould
-0.250 RPMW43 castiron » Economical milling cutters with screw
posg | FPTEY: clamping
2umax=0.250 RPMW43 + Diameter range @2.00"~@8.00"
P ' Face milling and * R-type inserts possess stronger cutting
cavity profile milling edges
apmax=0.315 RPMW50500 steel, alloy steel, « Suitable for machining curved surface of
stainless steel and mould
- apmax=0.375 RPMW64 cast iron . (I:_I;:rc:]rpl)ti)nr;ncal milling tools with screw
Square shoulder milling tools
Operatin . Approach angle / Max. . . Application
peraiing Series/Shape Ppre ge Applicable insert PP . Features
pattern cutting depth.(inch) overview
EMPO1 T ti des: Straight shank
—00° L « Two mounting modes: Straight shan
Kr=90 ARSI IR AL and Weldon shank, Diameter range
apmax=0.433 APKT11T300O-ALH ) . - 20.50"~@2.50"
Multi-function milling o -
« Kr 90°, for square shoulder milling, slot
steel, alloy steel, L -
o ) milling, ramp milling etc
c stainless steel, cast Wi . | itable for f
= iron and Al alloy * Wiper inserts also suitable for face
E Kr=90° APKT160408-APF/APM milling
_ « Inserts with 3D helical cutting edge, less
= apmax=0.630 APKT160408-ALH cutting force
g P263-264
2 EMPO2
g Kr=90° APKT11T300O-APF/APM
S ama=0.433 |  APKT11T30IC-ALH . - Diameter range £2.00"~28.00°
=) Face milling steel, * Kr 90°, for square shoulder milling
g alloy steel, stainless * Wiper inserts also suitable for face
steel, cast iron and milling
—ano Al alloy « Inserts with 3D helical cutting edge, less
Kr=90 APKT160408-APF/APM cutting force
apmax=0.630 APKT160408-ALH
P269
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Milling

. Approach angle / Max. . . Application
Series/Shape Ppro o Applicable insert PP . Features
cutting depth.(inch) overview
EMPO03
Adopting large cutting * Diameter range@2.00"~@4.00"
Kr=90° APKT11T300-APF/APM depth, for milling steel, » End milling tools with positive helical
alloy steel, stainless angle, good chip removal
apmax=1.535 APKTMT3OO-ALH steel, cast iron and Al « For side face milling and slot machining
alloy « Close pitch, high machining efficiency
P272
EMP04
Adopting large cutting * Diameter range @0.75"~@1.50"
Kr=90° APKT11T3000-APF/APM depth, for milling steel, « End milling tools with positive helical

P273

apmax=1.157~2.283

APKT11T30O0O-ALH

alloy steel, stainless
steel, cast iron and Al
alloy

angle, good chip removal
* For side face milling and slot machining
« Close pitch, high machining efficiency

EMP09 7oy

P277

P278-279

P280

P281

Kr=90° + Diameter range ©1.00"~@1.50"
LNKT08040C0PNR-GM/GL . . - + 2 kinds of interface of straight shank and
g fore ’ + With 90° approach angle, the cutter can be
alloy steel, stainless . L L
Kr=90° steel and cast iron used in shoulder milling, chamfer milling
=0 453 LNKT12060C0PNR-GM/GL and other tangential machining, and the
apmax=0. cutter can stand greater cutting force
Kr=90°
LNKT08040C0PNR-GM/GL
apmax=0.315 )
+ Diameter range ©1.50"~@6.00"
Kr=90° Face milling for steel, + With 90° approach angle, the cutter can be
B LNKT1206000PNR-GM/GL | alloy steel, stainless used in shoulder milling, chamfer milling
apmax=0.453 steel and cast iron and other tangential machining, and the
Kr=90° cutter has better rigidity
r=
LNKT160700PNR-GM/GL
apmax=0.591
Kr=90 Large cutting depth * Diameter range ©@1.50"~@3.00"
r=90° milling for steel, alloy * Used in side milling and slot machining
apmax=1.7 SRl BIR EA e e = steel, stainless steel * Spiral cutting-edge design ensures
and cast iron easier and faster cutting
+ Diameter range @1.00"~@1.25"
Kr=90 Large cutting depth * Greater nose strength and shaper cutting-
r=90°

apmax=1.215~1.5

LNKTO08040C0PNR-GM/GL

milling for steel, alloy
steel, stainless steel
and cast iron

edge

+ Used in side milling and slot machining

+ Tangential inserts clamping style improves
the capability of cutting force bearing

EMP13

P285

Kr=90°
apmax=0.441

ANGX110500PNR-GM/
LH

Kr=90°
apmax=0.571

ANGX15060C0PNR-GM/
LH

Face milling steel,
alloy steel, stainless
steel and cast iron

+ Diameter range ©2.00"~@6.00"

+ Kr 90°, for square shoulder milling

» Double negative rake angle of the tool
body in combination with extra thick
insert achieves double positive tool
angle, which will help reduce cutting
resistance and greatly improve impact
resistance

» Properly designed cutting edge with
high precision control can achieve high
quality 90osquare shoulder milling

EMP13

P286

Kr=90°
apmax=0.441

ANGX110500PNR-GM/
LH

Kr=90°
apmax=0.571

ANGX15060C0PNR-GM/
LH

Multi-function milling
steel, alloy steel,
stainless steel and
cast iron

» Two mounting modes: Straight shank
and Weldon shank, Diameter range
@0.75"~@1.50"

» Kr90°, for square shoulder milling, slot
milling, ramp milling ect

» Double negative rake angle of the tool
body in combination with extra thick
insert achieves double positive tool
angle, which will help reduce cutting
resistance and greatly improve impact
resistance

» Properly designed cutting edge with
high precision control can achieve high
quality 90osquare shoulder milling
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Milling

Profile milling tools

Operatin . Approach angle / Max. . . Application
perating Series/Shape pproach ang Applicable insert PP . Features
pattern cutting depth. overview
BMRO2 » Diameter range @0.625"~@1.00"
Profile machining * Applied for profile finish machining
o ) ROHXOIO steel, stainless steel * Good assembly stability
= Cutting depth: and cast iron - Insert with two cutting edges, perfect
% pogg | see the detailed economical efficiency
information
o BMRO4 ' ' _
= about tool  Diameter range @0.625"~@1.25"
E specifications Profile machining » High precision, for finish profile machining
o P ZoHXOO steel, stainless steel » Two types of chipbreaker, used in different
and cast iron machining condition
» High assembling precision, good stability
P290
Special milling tools
Operatin . Approach angle / Max. . . Application
peraing Series/Shape pproach ang Applicable insert PP . Features
pattern cutting depth. overview
XMRO1
 Diameter range@0.75"~@6.00"
P294 Face and profile » Two mounting types: Straight shank and
milling steel, Arbor mounting
N\ —_ stainless steel, high- * The cutting forces are decomposed
g S ILREL DAL temperature alloy effectively, realize cutting with high feed
Q and cast iron in cavity rate
= ) applications « For plunge milling
2 Cutting depth: + Double clamping, firm and reliable
= P295 | see the detailed
/ g’ information
% about tool
—_ specifications * Diameter range @0.75"~@4.00"
) » Two mounting types: Straight shank and
8 P297 Face and profile Arbor mounting
‘% WPGTOOZSR milling steel, stainless * The cutting forces are decomposed
WPGTOOZSR-PM steel and cast iron in effectively, realize cutting with high feed
cavity applications rate
« For plunge milling
» Double clamping, firm and reliable
P298

Operating
pattern
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SeriesiShape il
CMAO01
Kr=45°
P303
CMDO1
Kr=60°
P304

Applicable insert

SPMT 120408

Application
overview

Chamfer machining
steel, alloy steel,
stainless steel and
cast iron

Features

+ Diameter range ©0.50"~@J1.25"
+ With the function of milling small surface
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Milling N

Coated Cemented Carbide CVD

Combination of high toughness and Applicable for semi-finish and
YBM251 strength substrate and the coating rough milling P, M type
comprised of TiCN. thin Al203, TiN M10~30 materials

Combination of high-toughness GE»

gradient substrate and coating Suitable for rough milling of P,
YBM253 composed of TICN and ultra fine M-type material
Al203 M10~30

Combination of high toughness
YBM351 substrate and the coating composed
of TiCN, thin Al203, TiN M20~35

Applicable for rough milling P, M
type materials

Good combination of substrate with

YBD152 high wear-resistance and coating @ fsirl:ilstibrlr:"fi?: ﬂgfls':_f ni sr:;grial
composed of TICN and thick Al203 9 yP

Good combination of substrate with

YBD252 high wear-resistance and coating @ fsir:lstibrlrillfit:mr rz;ngljtan: r?]eartrz;ial
composed of TICN and thick Al203 9 orA-typ

E——
Combination of high toughness,
YBC302 high strength substrate and coating @ Suitable for rough and semi-
composed of TiCN, thin Al203 and finish milling of P type material
TiN
— '

Coated Cemented Carbide PVD

Fine grain carbide substrate+Nano Applicable for finish and semi-finish milling K type
YBG102 coating material
Carbide substrate with excellent m PVD grade with wide application,widely applicable
YBG202 deformation resistance +Nano coating M10~30 for semifinish milling type P,M,S materials
S05~20
YBG205 g;t;::ge carbide substrate + Nano P Suitable for rough milling of P, M type material
Substrate with high toughness and @ Applicable for rough milling type P and M
YBG302 strength + Nano-coating M25~40 materials
YBG152 Substrate with reasonable hardness ‘m Applicable for rough and semi-finish milling type K
and strength + Nano coating material
m Substrate with good toughness and @ PVD grade with wide application,widely applicable
strength +TiAIN Nano coating M10~30 for semifinish milling type P,M materials
Substrate with marvelous anti- Grade for S material’'s general machining, suitable
j(ES203 deformation capability + nano coating $10~20 for S material’s milling
Substrate with both good toughness S20~30 Grade for S material’s roughing, especially

and strength + nano coating suitable for milling Ti-alloy
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Milling

Cermet

| P05~20 4

Wide application of finish milling P, M, K

YNG151 M05~20 i .
ype materials
L K05~20 2
L P01~20 2
YNG151C M01~20 Wide appli(.:ation of finish milling P, M, K
type materials
L K01~20 2

P—
Cemented Carbide
N
L_P25~40

Applicable for roughing

YC30S milling Code P, M type materials
M25~40
Applicable for finishing milling type
YDO51
@ K material
Applicable for semi-finish and finish
YD101 N05~25 " .
milling type N material
@ Applicable for rough and semi-finish type
YD201 K material, and for rough milling type N
N1 5~30 material

1970



m Approach angle g Sequence number of series

FM | Face mil . o
ace miling P 90 % o Cutting diameter @D

Side and face milling tool:diameter
X cutting edge width

EM Square shoulder milling

E 75°
HM | Helical end miling

Arbor/spindle Mounting
SM | Side and face miling D 60° %ﬁou (as follow figure)

Atype of mounting| X P | Weldon shank

A
BM Profile milling A a5 %450 B |B type of mounting| G | Straight shank
c Morse adapter

% ’

CM | Chamfer milling C type of mounting MW with a conical

hole and without
D type of mounting a flat end

XM | Special miling
*

@- -0

Arbor/spindle Mounting

@125, 1.50
20.75,1.00 -
1
: |
0.787 ]
1.299| 0,866 I !
1.457 1,575 |
A : 1.969 B ! 5'328
A 2.480 i
: . 2.756
i |
©0.4330.531 ;
20.709.9,787 @1.496,1.772,2.205 _
. 22,253 24,56
f &l
4.000 7.000
4.000
2,50
. ;
| ] | i |
| 32 y | ! ! ' . 2756
Cc ! D iR i _LY/ I 3150
| [/ | & ; /I :
08 | . _llz0709]
A 21.339 21.024
1 @125 5
™~ ' I
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Milling

Arbor hole size(inch)
(as follow figure)

[ ]

©, ©,
]

fo

o | & | 7T | 1w | 15 | 200 | 25

-Bé@-@ﬂﬂf

A\
Cutting edge length of insert .

Inscribed Insert shape b
circle
c b R J T L Number of teeth
0.219 — | — | — | — 1|09 | — (number of flute for corn-shaped milling tools)
0.250 06 |07 | — | — | 11| —
Cutting direction
0.375 09 | 11109 | 09 | 16 | — (Default:Right  L:left)

0.500 12 | 16 [ 12 | 12 | 22 | —

0.625 eRRIRNIONNISR R R Internal cooling structure [

0.750 19| — [ 19 | 19 | 33 | —

1.000 25 | — | 25 | 25 | 44 | 2




Milling

Y 0

Face milling tools @

FMAO1 [Am@ ] |

Coarse pitch

Specification of tools

FMAO1

A type of mounting

D1

Dimensions(inch)

B type of mounting

TN gy HERE

Cod]

Type
- @b 2 od 5 apmax (Numberzof teeth) Int%;frice
-2.00"-A0.75"-SE12-04 2.000 2.510 0.750 1.750 0.236 4 A
-2.50"-A0.75"-SE12-05 2.500 3.010 0.750 1.750 0.236 5 A
-3.00"-A1.00"-SE12-06 3.000 3.510 1.000 2.000 0.236 6 A
-4.00"-B1.25"-SE12-07 4.000 4.510 1.250 2.000 0.236 7 B
-5.00"-B1.50"-SE12-08 5.000 5.510 1.500 2.500 0.236 8 B
-6.00"-B1.50"-SE12-07 6.000 6.510 1.500 2.500 0.236 7 B
-6.00"-B1.50"-SE12-10 6.000 6.510 1.500 2.500 0.236 10 B
-8.00"-C2.50"-SE12-08 8.000 8.510 2.500 2.500 0.236 8 C
-8.00"-C2.50"-SE12-12 8.000 8.510 2.500 2.500 0.236 12 C
-10.0"-C2.50"-SE12-10 10.000 10.510 2.500 2.500 0.236 10 C
-10.0"-C2.50"-SE12-14 10.000 10.510 2.500 2.500 0.236 14 c
-12.0"-D2.50"-SE12-18 12.000 12.510 2.500 2.750 0.236 18 D
-4.00"-B1.25"-SE18-04 4.000 4.510 1.250 2.500 0.384 4 B
-5.00"-B1.50"-SE18-05 5.000 5.510 1.500 2.500 0.384 5 B
-6.00"-B1.50"-SE18-06 6.000 6.510 1.500 2.500 0.384 6 B
-8.00"-C2.50"-SE18-08 8.000 8.510 2.500 2.500 0.384 8 C
-10.0"-C2.50"-SE18-10 10.000 10.510 2.500 2.500 0.384 10 C
-12.0"-D2.50"-SE18-12 12.000 12.510 2.500 3.000 0.384 12 D
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Milling

Face milling tools @

FMAO1 [EAm@™@ ] |

A type of mounting B type of mounting

C type of mounting

| D1
2D

Close pitch

Specification of tools

Dimensions(inch)

Type
- @b ik od 5 apmax (Numberzof teeth) Imgrfrice
FMAO1 | -2.00"-A0.75"-SE12-05 2.000 2.510 0.750 1.750 0.236 5 A
-2.50"-A0.75"-SE12-06 2.500 3.010 0.750 1.750 0.236 6 A P —
-3.00"-A1.00"-SE12-08 3.000 3.510 1.000 2.000 0.236 8 A
-4.00"-B1.25"-SE12-10 4.000 4.510 1.250 2.000 0.236 10 B
-5.00"-B1.50"-SE12-12 5.000 5.510 1.500 2.500 0.236 12 B
-6.00"-B1.50"-SE12-16 6.000 6.510 1.500 2.500 0.236 16 B S
-8.00"-C2.50"-SE12-20 8.000 8.510 2.500 2.500 0.236 20 o]
-10.00"-C2.50"-SE12-24 10.000 10.510 2.500 2.500 0.236 24 C
-4.00"-B1.25"-SE18-06 4.000 4.510 1.250 2.500 0.384 6 B
-5.00"-B1.50"-SE18-07 5.000 5.510 1.500 2.500 0.384 7 B
-8.00"-C2.50"-SE18-12 8.000 8.510 2.500 2.500 0.384 12 o]
-10.00"-C2.50"-SE18-14 10.000 10.510 2.500 2.500 0.384 14 o]
Insert screw Shim |Shim screw| Wrench Wrench Sketch of installation
Diameter Insert
oD specifrication
Gg23ﬂg245 SEET12T3-00 160M3.5x10 - - -
WT15IS

25", 06" SEET12T3-00 160M3.5x12 S13BS SM5x7XA WH35L

28", 210"

24"~@8" SEET18T6-00 160M5x17 S18BS SM8x9XA WT20IT WH50L

2010



Milling

Y/ 0

Face milling tools @

FMAOZ n M] m \—] —] A type of mounting

B type of mounting

D1

Coarse pitch differential

Specification of tools

Dimensions(inch)

Type z Int
erface
@b 21Dy od L apMa | Number of teeth)  form
FMAO2 | -2.00"-A0.75"-SE12-04 2.000 2.510 0.750 1.750 0.236 4 A
-2.50"-A0.75"-SE12-05 2.500 3.010 0.750 1.750 0.236 5 A
-3.00"-A1.00"-SE12-05 3.000 3.510 1.000 2.000 0.236 5 A
-4.00"-B1.25"-SE12-07 4.000 4.510 1.250 2.000 0.236 7 B
\ -5.00"-B1.50"-SE12-08 5.000 5.510 1.500 2.500 0.236 8 B
—
Spare parts
i Insert screw Wrench Sketch of installation
Diameter Insert
@D specifrication
@2.00"~@5.00" | SEET12T3-00 160M3.5x10 WT15IS
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Milling

Selection of inserts

od

Dimensions(inch) Coated grade Cermet

cari

[@]
N‘—MFNNNNLOONNN«)«)\—F
oL LIV L vl Mo|lo|lo OV |ISW LV V|||
L joic| s [ ed | bs | R |3|SS125858 3880888008328
MMM @O@OoooooOooOomoMM|Z 20000
S>> > > > > > > > > > > |>|>|>|>|>|>|>|>
SEET12T3-DF | 0.528|0.528 | 0.156 | 0.161 | 0.100 Yfe) ° ¢)
SEET12T3-CF | 0.528|0.528 | 0.156 | 0.161 | 0.100 o ° o) ¢)
SEET12T3-EF | 0.528|0.528 | 0.156 | 0.161 | 0.100 ° O
SEET12T3-DM | 0.528 | 0.528 | 0.156 | 0.161 | 0.100 30 o) °
SEET18T6-DM | 0.709 | 0.709 | 0.24 |0.217 | 0.059 ) ° °
SEET12T3-CM | 0.528 | 0.528 | 0.156 | 0.161 | 0.100 ° °
SEET12T3-EM | 0.528 | 0.528 | 0.156 | 0.161 | 0.100 ° ° °
SEET18T6-EM | 0.709 | 0.709 | 0.240 | 0.217 | 0.059 o) 0
SEET12T3-DR | 0.528 | 0.528 | 0.156 | 0.161 | 0.100 ° ° ° ° —
SEET12T3-CR | 0.528 | 0.528 | 0.156 | 0.161 | 0.100 ° ° °
SEET12T3-LH | 0.528 | 0.528 | 0.156 | 0.161 | 0.100 ° Ol e
D\
SEET12T3-W | 0.702|0.528 | 0.156 | 0.161 | 0.372 [19.685 @ | @ ° ° °
SEET18T6-W | 0.976 | 0.709 | 0.240 | 0.217 | 0.433 |19.685
zlcgoo
\\/// = \
A
L | N
\\\ s
\J
y 5
29°

@ Always stock available O Produce according to order
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Milling

Y 0

pbreake ele 0 0 A(
Classification Function For finishing For semi-finishing For roughing
P -DF -DM -DR
M,S -EF -EM
K -CF -CM -CR
AL -LH
Recommended cutting parameters
Cutting parameters
Workpiece material Har:gess Insert grade f(IPT)
V(SFPM)
-DF -DM -DR
YBM251
YBM253 900(700-1200) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBC302 900(700-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
Low-carbon steel. -
Soft steel <180 YBG205 900(650-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YB9320 900(650-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG302 750(550-1200) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBM251
YBM253 800(700-1000) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
P High-carbon steel, 180-280 YBG205 800(600-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
Alloy steel
Y YB9320 800(600-1200) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG302 700(500-1100) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBM251
YBM253 700(600-1000) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG205 700(550-1100) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
Alloy tool steel 280-350
YB9320 700(550-1100) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
YBG302 600(400-1000) | 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
-EF -EM
YBM251
YBM253 500(400-800) 0.006(0.004-0.008) 0.008(0.004-0.012)
M ) YBG205 500(360-900) 0.006(0.004-0.008) 0.008(0.004-0.012)
Stainless steel <270
YB9320 500(360-900) 0.006(0.004-0.008) 0.008(0.004-0.012)
YBG302 450(300-800) 0.006(0.004-0.008) 0.008(0.004-0.012)
-CF -CM -CR
Cast iron 180-250 YBG102 700(400-1000) 0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
-LH
YD101 1000-
Al alloy steel - 0.010(0.004-0.016)
YD201 1000-
-EF -EM
High-temperature
alloy <400 YBG102 150(60-200) 0.004(0.004-0.008) 0.006(0.004-0.012)
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Milling

Face milling tools @

A type of mounting B type of mounting
FMA03 ﬂ M‘ m D1

@D1
2D
ap| | | '
IR G o o 27
Lod L_J L_JdL_g
1.1 1 1 J | § 1 1 IIII
od

Specification of tools

Dimensions(inch)

Type
- @b 2 od L apmax (Numberzof teeth) lntf?):frice
FMAO3 -3.00"-A1.00"-SE12-04 3.000 3.858 1.000 2.000 0.217 4 A
-4.00"-B1.25"-SE12-05 4.000 4.858 1.250 2.000 0.217 5 B P —
-5.00"-B1.50"-SE12-06 5.000 5.858 1.500 2.500 0.217 6 B
-6.00"-B1.50"-SE12-08 6.000 6.858 1.500 2.500 0.217 8 B
-8.00"-C2.50"-SE12-10 8.000 8.858 2.500 2.500 0.217 10 C
-10.0"-C2.50"-SE12-12 10.000 10.858 2.500 2.500 0.217 12 C S
-12.0"-D2.50"-SE12-15 12.000 12.858 2.500 2.500 0.217 15 D
-3.00"-A1.00"-SE15-04 3.000 3.858 1.000 2.000 0.295 4 A
-4.00"-B1.25"-SE15-05 4.000 4.858 1.250 2.000 0.295 5 B
-5.00"-B1.50"-SE15-06 5.000 5.858 1.500 2.500 0.295 6 B
-6.00"-B1.50"-SE15-08 6.000 6.858 1.500 2.500 0.295 8 B
-8.00"-C2.50"-SE15-10 8.000 8.858 2.500 2.500 0.295 10 C
-10.0"-C2.50"-SE15-12 10.000 10.858 2.500 2.500 0.295 12 C
-12.0"-D2.50"-SE15-15 12.000 12.858 2.500 2.500 0.295 15 D
pare pa
Locator Wedge Wedge screw Locator screw Wrench Sketch of installation
LSE 12R/L
(Suitable for 12mm inserts) WT20T
WO1R/L DM8x21X LOM5x15.1
LSE 15RIL WH40T
(Suitable for 15mm inserts)
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Milling

h .

Selection of inserts

emented

Dimensions(inch) Coated grade Cermet Ccarbide

(@]
N[ = (D= NN NN WO | o N|NN[o|om|[=|=
oW W IV MW MOCIOCIOINIQIV VIS W V|||
O < - - — | —
L |@C| bs | S IBISISI25/8|0/00|2300|8|8 0088 LR
OO @OMM@O@O@O@Oo@O@o@ooomnZ/Z2 0000
S>> > > > > > > > > > > > > > > > > > >
SEEN1203AFTN | 0.500 | 0.500 | 0.071 | 0.125 @) [}
SEKN1203AFFN| 0.500 | 0.500 | 0.071 | 0.125 [ J
SEKN1203AFN | 0.500 | 0.500 | 0.071 | 0.125 O O
SEKN1203AFTN| 0.500 | 0.500 | 0.071 | 0.125 [ [ ]
SEKR1203AFN | 0.500 | 0.500 | 0.071 | 0.125
SEKN1504AFN | 0.625 | 0.625 | 0.063 | 0.187
N\ SEKN1504AFTN| 0.625 | 0.625 | 0.063 | 0.187 [} [} O [}
SEKR1504AFN | 0.625 | 0.625 | 0.063 | 0.187 [ [ J
E—

@ Always stock available O Produce according to order
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Milling

Recommended cutting parameters

Cutting parameters

Workpiece material | Hardness HB Insert grade
V(SFPM) f(IPT)
YNG151 1400 (1100-1600) 0.008 (0.004-0.016)
YBM251 900 (700-1100) 0.008 (0.004-0.016)
Low-carbon YBM351 700 (600-1000) 0.01 (0.006-0.012)
steel. Soft steel =1 YBG202 900 (650-1200) 0.008 (0.004-0.012)
YBG302 900 (650-1200) 0.008 (0.004-0.012)
YC30S 450 (300-700) 0.011 (0.004-0.016)
YNG151 1300 (1000-1600) 0.008 (0.004-0.016)
YBM251 800 (650-1000) 0.008 (0.006-0.016)
High-carbon YBM351 650 (500-900) 0.010 (0.006-0.012)
180-280
steel, Alloy steel YBG202 800 (600-1100) 0.008 (0.004-0.012)
YBG302 800 (600-1100) 0.008 (0.004-0.012)
YC30S 400 (260-650) 0.011 (0.004-0.016)
YNG151 1100 (1000-1500) 0.008 (0.004-0.016)
YBM251 700 (600-1000) 0.008 (0.004-0.016)
YBM351 600 (500-800) 0.01 (0.006-0.012)
Alloy tool steel 280-350
YBG202 700 (550-1100) 0.008 (0.004-0.012)
YBG302 700 (550-1100) 0.008 (0.004-0.012)
YC30S 300 (200-600) 0.011 (0.004-0.016)
YNG151 700 (500-900) 0.008 (0.004-0.016)
YBM251 400 (300-700) 0.008 (0.004-0.016)
Stainless steel <270 YBM351 450 (300-800) 0.01 (0.006-0.012)
YBG202 450 (300-800) 0.008 (0.004-0.012)
YBG302 450 (300-800) 0.008 (0.004-0.012)
YBG102 700 (400-1000) 0.008 (0.004-0.012)
Cast iron 180-250 YBD252 650 (490-820) 0.008 (0.004-0.016)
YD201 300 (260-500) 0.01 (0.004-0.016)
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Milling

Y 0

Face milling tools @

FMAO4 [Iwm3d ]

Screw clamping

Specification of tools

A type of mounting

D1

B type of mounting
@D1 |

Dimensions(inch)

Type
- 2 od L apmax (Numberzof teeth) Intg:;ce
FMAO4 | -2.00" -A0.75" -OF05-04 2.000 2.356 0.750 1.750 0.138 4 A
— -2.00" -A0.75"-OF05-05 2.000 2.356 0.750 1.750 0.138 5 A
-2.50" -A0.75"-OF05-05 2.500 2.856 0.750 1.750 0.138 5 A
-3.00"-A1.00"-OF05-06 3.000 3.356 1.000 2.000 0.138 6 A
-4.00"-B1.25"-OF05-07 4.000 4.356 1.250 2.000 0.138 7 B
-5.00"-B1.50"-OF05-08 5.000 5.356 1.500 2.500 0.138 8 B
-6.00"-B1.50"-OF05-10 6.000 6.356 1.500 2.500 0.138 10 B
-6.00"-C1.50"-OF05-10 6.000 6.356 1.500 2.500 0.138 10 o}
Insert screw Wrench Sketch of installation
Adaptable tool holders
@2", @2.5" 160M4x8.4 WT15IS
3", @4", @5", @6" 160M4x10 WT15IS

0208



Milling

Selection of inserts

{ Cemented

Dimensions(inch) Coated grade Cermet ™ arbide

O
Insert shape Type §§§§§§§§§ﬁ§§§§§§§m\—r‘—
L @Clbs | S | R IBSISZSE B 0OOORNG 00660082
MO M@Oo@Oo@o@Ooooom|Z2Z20|a00
S>> > > > > > > > > > |>|>|>|>|>|>>|>>
OFKTO05T3-DF | 0.207 | 0.500 | 0.156 | 0.173 | 0.020 Ole
OFKTO05T3-DM | 0.207 | 0.500 | 0.156 | 0.173 | 0.020 @) ( AN J [ BN J
OFKTO05T3-LH | 0.207 | 0.500 | 0.156 | 0.173 | 0.020 O
P—
@ Always stock available O Produce according to order
N
pbreake ele o 0 A 04 0 e
Function For finishing For semi-finishing
Classification
P
M -DF -DM
K
AL -LH
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Milling

Y 0

Recommended cutting parameters
Cutting parameters
. . Hardness gp
Workpiece material Insert grade fPT
L2 V(SFPM) R
-DF -DM
YBM251 900(700-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
Low-carbon steel, <180 YBG202 900(650-1200) 0.008(0.004-0.012) 0.01(0.004-0.016)
Soft steel
YBG302
YB9320 750(550-1200) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBM251 800(650-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
H'gh':l"l"bm steel, 180-280 YBG202 800(600-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
oy steel
YBG302
YB9320 700(500-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBM251 700(600-1000) 0.008(0.004-0.012) 0.008(0.004-0.016)
Alloy tool steel 280-350 YBG202 700(550-1100) 0.008(0.004-0.012) 0.008(0.004-0.016)
YBG302
VB9320 600(400-1000) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBG202 450(300-800) 0.006(0.004-0.012) 0.008(0.004-0.016)
M Stainless steel <270 YBM251 490(390-820) 0.006(0.004-0.012) 0.008(0.004-0.016)
YBG302
VB9320 500(400-800) 0.006(0.004-0.012) 0.008(0.004-0.016)
m Cast iron 180-250 YBG102 700(400-1000) 0.008(0.004-0.012) 0.01(0.004-0.016)
E—
-LH
Aluminium alloy - YD101 1000- 0.006(0.002-0.012)
S/
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Milling

Face milling tools @

FMAO4 [wm([d

B type of mounting
@D1

C type of mounting

Top clamping

Specification of tools

Dimensions(inch)

Type z Interface
@b 2ink od L apM&X | Number of teeth)| ~ form
-5.00"-B1.50"-OF07-08 5.000 5.469 1.500 2.500 0.197 8 B
-6.00"-B1.50"-OF07-10 6.000 6.469 1.500 2.500 0.197 10 B
-8.00"-C2.50"-OF07-12 8.000 8.469 2.500 2.500 0.197 12 c 7
N
Spare parts
Locator Wedge Wedge screw Locator screw Wrench Sketch of installation

LOFO7R/L WO2R/L DM8x21X LOM5x%15.1 WH20T WH40T
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Selection of inserts

Cemented
carbide

Dimensions(inch) Coated grade Cermet

O
AN = D= NN NN WD [SNR RSN ol
B L lecl s | r IEBIEIBIZIRIEIRIZIRIZIZIRIEISIR2|2 5 5s
. O|IZ2|=2|Z2/ /000000 |n| n|Q 0| o N
OononOoONoonoaoaonononaanlZZooon
SIS > > > > > > > > > >|>>>|>>|>|>
OFKR0704-DF | 0.293 | 0.706 | 0.187 | 0.031 ® O o
OFKR0704-DM | 0.293 | 0.706 | 0.187 | 0.031 ® O|e O|0|@ [ ]
@ Always stock available O Produce according to order
EE—
—
ppored = S [< 0 O A 04 U e
Function For finishing For semi-finishing
Classification
P
M -DF -DM
K
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Milling

Recommended cutting parameters

Cutting parameters

Workpiece material | Hardness HB | Insert grade f(IPT)
V(SFPM)
-DF -DM
YBM251
YBM253 900(700-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
Low-carbon steel. 180 YBG202 900(650-1200) 0.008(0.004-0.012) 0.01(0.004-0.016)
Soft steel =
YBM351 700(600-1000) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBG302 750(550-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBM251
YBM253 800(650-1000) 0.006(0.004-0.012) 0.008(0.004-0.016)
High-carbon steel YBG202 800(600-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
N 180-280
Alloy steel
YBM351 650(500-900) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBG302 700(500-1100) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBM251
YBM253 700(600-1000) 0.006(0.004-0.012) 0.008(0.004-0.016)
YBG202 700(550-1100) 0.006(0.004-0.012) 0.008(0.004-0.016)
Alloy tool steel 280-350
YBM351 600(500-800) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBG302 600(400-1000) 0.008(0.004-0.012) 0.01(0.004-0.016)
YBG202 500(360-900) 0.006(0.004-0.012) 0.008(0.004-0.016)
Stainless steel <270 YBG302 450(300-800) 0.006(0.004-0.012) 0.008(0.004-0.016)
YBM251 500(400-800) | )
YBM253 750(550-1000) 0.006(0.004-0.012) 0.008(0.004-0.016)
YBG102 700(400-1000) 0.008(0.002-0.012) 0.01(0.004-0.016)
Cast iron 180-250
YBD252 600(500-800) 0.008(0.002-0.012) 0.01(0.004-0.016)

Iy
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Vﬂ_hjout‘st‘anding,economy
highperformance

and

0214

O x 2=8edge

Comprehensive upgrading of -GM
geometry, good chip breaking
performance, large rake angle,
reduced cutting force.

New -HGR geometry, high edge
strength, excellent breakage

resistance.

Insert with wiper, smoother
surface roughness.

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

0.354in
0.275in
0.216in

Maximum
cutting depth

SNEG1205ANR-GM/HGR ~ SNEG1506ANR-GM/HGR ~ SNEG1907ANR-HGR



Milling

Face milling tools @

A type of mounting B type of mounting

FMA11 (23 | o1

D type of mounting

D1

I @D1
2D

S s et
| ITI [ |
od

Specification of tools

Dimensions (inch)

Type
- @D o od L @pmax (Numberzofteeth) Intf?)rrfrice
FMA11 -2.00"-A0.75"-SN12-04C 2.000 2.453 0.750 1.750 0.216 4 A
Coarse pitch | .2.50"-A0.75"-SN12-05C 2.500 2.953 0.750 1.750 0.216 5 A
-3.00"-A1.00"-SN12-06C 3.000 3.453 1.000 2.000 0.216 6 A
-4.00"-B1.50"-SN12-07 4.000 4.453 1.500 2.500 0.216 7 B
-5.00"-B1.50"-SN12-08 5.000 5.453 1.500 2.500 0.216 8 B
-6.00"-B2.00"-SN12-10 6.000 6.453 2.000 2.500 0.216 10 B
-2.00"-A0.75"-SN15-04C 2.000 2.602 0.750 1.750 0.275 4 A S
-2.50"-A0.75"-SN15-05C 2.500 3.102 0.750 1.750 0.275 5 A
-3.00"-A1.00"-SN15-06C 3.000 3.602 1.000 2.000 0.275 6 A
-4.00"-B1.50"-SN15-07 4.000 4.602 1.500 2.500 0.275 7 B
-5.00"-B1.50"-SN15-08 5.000 5.602 1.500 2.500 0.275 8 B
-6.00"-B2.00"-SN15-10 6.000 6.602 2.000 2.500 0.275 10 B
-8.00"-C2.50"-SN15-12 8.000 8.602 2.500 2.500 0.275 12 C
-10.00"-C2.50"-SN15-14 10.000 10.602 2.500 2.500 0.275 14 c
-12.00"-D2.50"-SN15-18 12.000 12.602 2.500 2.500 0.275 18 D
-5.00"-B1.50"-SN19-07 5.000 5.720 1.500 2.500 0.354 7 B
-6.00"-B2.00"-SN19-09 6.000 6.720 2.000 2.500 0.354 9 B
-8.00"-C2.50"-SN19-11 8.000 8.720 2.500 2.500 0.354 11 C
-10.00"-C2.50"-SN19-13 10.000 10.720 2.500 2.500 0.354 13 C
-12.00"-D2.50"-SN19-16 12.000 12.720 2.500 2.500 0.354 16 D
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Milling

Y 0

Face milling tools @

A type of mounting B type of mounting
FMA11 (3 ]

| @D1 |

D type of mounting

@D1 D1

Specification of tools
Dimensions (inch)

Type
- @D o od L apmeax (Numberzof teeth) Intfeo:frice
FMA11 -2.50"-A0.75"-SN12-06C 2.500 2.953 0.750 1.750 0.216 6 A
— Close pitch -3.00"-A1.00"-SN12-07C 3.000 3.453 1.000 2.000 0.216 7 A
-4.00"-B1.50"-SN12-09 4.000 4.453 1.500 2.500 0.216 9 B
-5.00"-B1.50"-SN12-10 5.000 5.453 1.500 2.500 0.216 10 B
-6.00"-B2.00"-SN12-12 6.000 6.453 2.000 2.500 0.216 12 B
-2.50"-A0.75"-SN15-06C 2.500 3.102 0.750 1.750 0.275 6 A
— -3.00"-A1.00"-SN15-07C 3.000 3.602 1.000 2.000 0.275 7 A
-4.00"-B1.50"-SN15-09 4.000 4.602 1.500 2.500 0.275 9 B
-5.00"-B1.50"-SN15-10 5.000 5.602 1.500 2.500 0.275 10 B
-6.00"-B2.00"-SN15-12 6.000 6.602 2.000 2.500 0.275 12 B
-8.00"-C2.50"-SN15-15 8.000 8.602 2.500 2.500 0.275 15 c
-10.00"-C2.50"-SN15-18 10.000 10.602 2.500 2.500 0.275 18 c
-12.00"-D2.50"-SN15-22 12.000 12.602 2.500 2.500 0.275 22 D
-5.00"-B1.50"-SN19-09 5.000 5.720 1.500 2.500 0.354 9 B
-6.00"-B2.00"-SN19-11 6.000 6.720 2.000 2.500 0.354 11 B
-8.00"-C2.50"-SN19-14 8.000 8.720 2.500 2.500 0.354 14 C
-10.00"-C2.50"-SN19-17 10.000 10.720 2.500 2.500 0.354 17 C
-12.00"-D2.50"-SN19-20 12.000 12.720 2.500 2.500 0.354 20 D
Diameter - Insert screw Wrench Sketch of installation
@D Insert specification
22.00" ~@6.00" SNEG1205ANR-GM/HGR/W 160M3.5%10 - WT15IS
22.00" ~@12.00" SNEG1506ANR-GM/HGR/W 160M5x13 WT20IT -
25.00" ~@12.00" SNEG1907ANR-HGR 143M6x16 WT25IT -
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Milling

Selection of inserts

¢ Cemented

Dimensions(inch) Coated grade Cerme carbide

O
L jowe| s [bs oo | r BBIEBEREENIERLEEE gz s
SEEEEEEEEEEEEEEEEEE S
SNEG1205ANR-GM [0.299/0.472|0.187|0.041/0.181|0.031| ® [ ] [ ] [ BN} OO
SNEG1506ANR-GM [0.370/0.591|0.218|0.051|0.217|0.035| ® [ ] [ ] [ BN} OO
SNEG1205ANR-HGR [0.299/0.472|0.187|0.041/0.181|0.031| ® [ ] ® O [ ]
SNEG1506ANR-HGR [0.370/0.591|0.218|0.051|0.217|0.035| ® [ ] ® O [ ]
SNEG1907ANR-HGR [0.476/0.748|0.276|0.066|0.283|0.039| ® [ ] ® O o
SNEG1205ANR-W 0.626/0.472|0.187| 0.16 |0.181]0.236 [ ]
SNEG1506ANR-W 0.783/0.591|0.218|0.196|0.217 [ ]
o
L
S

@ Always stock available O Produce according to order

N\
Recommended cutting parameters

. . Cutting data
Workpiece material Hardness HB Grade -
V(SFPM) f(IPT) apmax(inch)
Low carbon steel YBM253 YBC302
Soft steel <180 YBG205 YB9320 880 (720-1200) |0.008 (0.004-0.016)
High carbon steel YBM253 YBC302
Alloy steel 180-280 YBG205 YB9320 850 (650-1050) |0.008 (0.004-0.016) 0.216(SN12)
YBM253 YBC302
Alloy tool steel 280-350 YBG205 YB9320 780 (590-1000) |0.008 (0.004-0.016) 0.275(SN15)
) YBD152 880 (490-980) 0.012 (0.004-0.02) 0.354(SN19)
Castiron 180-250 YBD252 650 (490-820) | 0.016 (0.008-0.024)
High-temperature alloy <400 YBS203 YBS303 300 (200-400) |0.006 (0.003-0.012)
Products of company A -HGR/YBG205
(Comparison of tool life)
Test
Workpiece material: NAK80 Group 1
Operation: Face milling
Tool: FMA11-5.00"-B1.50"-SN12-08 Life 22 minutes Breakage 35 minutes, wear 0.0008in
Insert: SNEG1205ANR-HGR/YBG205
Cutting data: Vc=650 SFPM, fz=0.08IPT, Test
Ap=0.08in, Ae=2.0in
Group 2
Life 27 minutes Breakage 35 minutes, wear 0.0004 in
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m 7],@ Series, Kr:45°

High Performance Face Mill with 16 edges, for
outstanding economy.

Unique 3-dimentional edge

Double negative rake angle, in combination
with helical insert structure, achieves

double positive axial angle, which will help
reduce cutting resistance and improve chip

evacuation.

0.197in

@ x 2=16edges 0:457in

Maximum
cutting depth

ONHU0604000JANN-OO ONHUO08T624R-GM
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Milling

Face milling tools @

Atype of mounting Bt f ti
FMA1 2 n w m . ype of mounting

@D

@D: ‘

| @D

Specification of tools

Dimensions (inch)

Type
od L apmax (Numberzof teeth) |ntfil;f:106

FMA12 -2.00"-A0.75"-ON06-04C 2.000 2.591 0.750 1.500 0.157 4 A
Coarse pitch | -2.50"-A1.00"-ON06-05C 2.500 3.091 1.000 2.000 0.157 5 A
-3.00"-A1.00"-ON06-07C 3.000 3.591 1.000 2.000 0.157 7 A
-4.00"-A1.25"-ON06-08C 4.000 4.591 1.250 2.000 0.157 8 A
-5.00"-B1.50"-ON06-10 5.000 5.591 1.500 2.500 0.157 10 B
-6.00"-C1.50"-ON06-12 6.000 6.591 1.500 2.500 0.157 12 c
-2.50"-A0.75"-ON08-05 2.500 3.091 0.750 1.750 0.197 5 A
-3.00"-A1.00"-ON08-06 3.000 3.591 1.000 2.000 0.197 6 A
-4.00"-B1.25"-ON08-07 4.000 4.591 1.250 2.500 0.197 7 B
-5.00"-B1.50"-ON08-08 5.000 5.591 1.500 2.500 0.197 8 B
-6.00"-B2.00"-ON08-10 6.000 6.591 2.000 2.500 0.197 10 B
-8.00"-C2.50"-ON08-12 8.000 8.591 2.500 2.500 0.197 12 c
-10.00"-C2.50"-ON08-14 10.000 10.591 2.500 2.500 0.197 14 c
-12.00"-D2.50"-ON08-16 12.000 12.591 2.500 2.500 0.197 16 D

Close pitch -2.00"-A0.75"-ON06-05C 2.000 2.591 0.750 1.500 0.157 5 A
-2.50"-A1.00"-ON06-07C 2.500 3.091 1.000 2.000 0.157 7 A
-3.00"-A1.00"-ON06-09C 3.000 3.591 1.000 2.000 0.157 9 A
-4.00"-A1.25"-ON06-11C 4.000 4.591 1.250 2.000 0.157 1 A
-5.00"-B1.50"-ON06-14 5.000 5.591 1.500 2.500 0.157 14 B
-6.00"-C1.50"-ON06-18 6.000 6.591 1.500 2.500 0.157 18 C

Diameter - Insert screw Wrench Sketch of installation
@D Insert specification
©2.00"~26.00" ONHUOBLILICIHANN-GM/ IRM4X10 WT15IS
GL/GH
@2.50"~312.00" ONHU08T624R-GM 160M5X13 WT20IT
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Milling

Selection of inserts

h .

Cemented
Coated grade Cermet ™ Zrbide
@)
(32} N NN N W o N NN oo ==
od SSa80 008300600882
m MMM oomomomMmMm|Z|(Z2 00 0AQ
> S>> > 1> > > |>>|>>|>5>>>>
ONHU060404ANN-GL |0.242|0.625|0.218|0.236|0.016|0.047 ) ) (3K
ONHU060408ANN-GM |0.242|0.625|0.218|0.236|0.031(0.039 ) )
ONHUO08T624R-GM  |0.251/0.791|0.248|0.209|0.094| -
ONHU060408ANN-GH |0.242|0.623(0.218|0.236|0.031|0.039 ) ) o0
.
Note: ONHUO8T508-PF. ONHUO8T508-PM also compatible. ® Always stock available O Produce according to order
Inserts can be assembled in both left and right side.
Recommended cutti
— Cutting data
Workpiece material Hardness HB Grade Cutting speed )
¥ 9sp f(IPT) apmax(in)
(SFPM)
YB9320
Low carbon steel <180 YBM253 900(700-1100) 0.008(0.004-0.012)
YBG205
YBM253
Alloy steel 180-350 :((EBscgsazgg 800(600-1000) 0.006(0.004-0.012) 0.157(ON06)
. YBM253 750(600-950) 0.197(ON08)
Stainless steel <270 YBG205 0.006 (0.004-0.012)
YB9320 500(360-900)
Cast iron 180-260 YBD152 900(500-950) 0.008(0.004-0.012)

Case (Cast iron machining)

0220

Workpiece: Cylinder

Workpiece material: Gray cast iron (HB250)

Machining location: Milling 4 sides

Tool: FMA12-6.00"-C1.50"-ON08-10

Insert: ONHU08T624R-GM/YBD 152

Cutting data: Vc=500 SFPM, fz=0.01IPT,
ap=0.12in, ae=6in

System of cooling: External

lifetime(pcs/edge)

A Tool life comparison

FMA12

Doubled tool life of FMA12
series compared to similar
product of company A.

Product of
company A
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BSpirallcuttingzedgeldesignlensuresfeasiegdandifastefcuttings
Eptimize cifp brealker cnsures e nese sitengih and fnproves
thelcapabilityloffantizbreakagey

BVultifseriesfofichiplbreakersifor{differentkindslofimachiningy

-GM: First choice for P material X% 2=10cutting edges
Big nose radius design. Strengthened cutting edge design

-GL: Suitable for stable machining

Suitable for low cutting force and low machine
power machining

-GH: High anti-breakage capability

High inserts strength inhibits the breakage effectively

Pafr with ¢he brand-new grade

V0820 arsures lengar euttding e -GHI-GM|-GL
ane) e stElbe meddning.



Milling "N

Face milling tools @

FMA14 Om3

Specification of tools

A type of mounting

D1

B type of mounting
D1 |

*T—“?"‘-'—'F"" T
' 1

ﬂ:‘.ﬂ:‘?‘

Dimensions (inch)

od

Type
- @D o L e apmax (Numberzof teeth) Inﬁ‘z:face
FMA14 | -2.00"-A0.75"-PN11-04 2.000 2.657 2.000 0.750 0.217 4 A
— Coarse pitch | .2.50"-A0.75"-PN11-05 2.500 3.157 2.000 0.750 0.217 5 A
-3.00"-A1.00"-PN11-06 3.000 3.657 2.000 1.000 0.217 6 A
-4.00"-B1.25"-PN11-07 4.000 4.657 2.000 1.250 0.217 7 B
-5.00"-B1.50"-PN11-08 5.000 5.657 2.500 1.500 0.217 8 B
-6.00"-B1.50"-PN11-10 6.000 6.657 2.500 1.500 0.217 10 B
— -8.00"-C2.50"-PN11-12 8.000 8.657 2.500 2.500 0.217 12 c
-10.00"-C2.50"-PN11-14 10.000 10.657 2.500 2.500 0.217 14 c
-12.00"-D2.50"-PN11-16 12.000 12.657 3.000 2.500 0.217 16 D
Close pitch | -2.00"-A0.75"-PN11-05 2.000 2.657 2.000 0.750 0.217 5 A
-2.50"-A0.75"-PN11-06 2.500 3.157 2.000 0.750 0.217 6 A
-3.00"-A1.00"-PN11-08 3.000 3.657 2.000 1.000 0.217 8 A
-4.00"-B1.25"-PN11-10 4.000 4.657 2.000 1.250 0.217 10 B
-5.00'-B1.50"-PN11-12 5.000 5.657 2.500 1.500 0.217 12 B
-6.00'-B1.50"-PN11-14 6.000 6.657 2.500 1.500 0.217 14 B
-8.00'-C2.50"-PN11-16 8.000 8.657 2.500 2.500 0.217 16 c
-10.00'-C2.50"-PN11-18 10.000 10.657 2.500 2.500 0.217 18 c
-12.00'-D2.50"-PN11-26 12.000 12.657 3.000 2.500 0.217 26 D
Insert screw Wrench Sketch of installation
Insert specification
PNEG110000-GL/GM/GH 160M4x10 WT15IS
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Milling

Selection of inserts

¢ Cemented

Dimensions(inch) Coated grade Cermet ™2 pide

8}
N[~ | M~ NN N[N WO o/ NN N | |~ |=
OV WYL LWL OICOIF QWL LIS OV W -« «
N 0|« - - - | —
L |@IC S Jed | r amax @IS ISISIFIROO OR300 0083828
MM ONOoMOoMOooOooomoomomo(Z2 20000
US> > > I > > > > > > > > > > > > > |> >
PNEG110512-GL |0.295|0.625/0.219/0.183|0.047| 0.217 [} [ BN}
PNEG110530-GM |0.295|0.625/0.219|0.183/0.118| 0.217 [} [ BN}
PNEG110530-GH |0.295(0.625|0.219|0.183(0.118| 0.217 [ J [ BN J
e Inserts can be assembled in both left and right side. @ Always stock available O Produce according to order
Recommended cutti  —
Cutting data
Workpiece Hardness max
P . Grade -GM -GL -GH ap.
material HB (in)
V(SFPM) | Fz(IPT) |V(SFPM)| Fz(IPT) |V(SFPM)| Fz(IPT)
YB9320 YBG205
Low carbon steel <HB180 VBM253 320~820 | 0.006~0.02 | 320~820 |0.004~0.016 | 320~750 |0.008~0.025 N
YB9320 YBG205
High carbon steel 180~280 320~750 | 0.006~0.02 | 320~750 |0.004~0.016| 320~750 |0.008~0.025
YBM253
YB9320 YBG205
Alloy steel 180~280 320~720 |0.006~0.016 | 320~720 |0.004~0.012 | 320~720 | 0.008~0.02
YBM253
YB9320 YBG205 0.217
Tool steel 280~350 320~720 | 0.006~0.02 | 320~720 |0.004~0.012| 320~720 | 0.008~0.02
YBM253
YB9320 YBG205
Stainless steel <270 290~590 |0.004~0.012| 290~590 |0.004~0.016 | 290~590 |0.008~0.024
YBM253
Cast iron, Ductile iron
. . . 180~250 | YB9320 YBG205| 320~780 |0.006~0.016| 320~850 |0.004~0.012| 320-780 | 0.008~0.02
High-nickel cast iron
Wear comparison
Workpiece material: 42CrMo PNEG110530-GM Slmll(?grp:}rg;j#yckfrom
Tool: FMA14-5.00"-B1.50"-PN11-08 Machining time 135min i
Insert: PNEG110530-GM/YB9320 Results: Under the same
Cutting data: Ve=450SFPM, f2=0.0161PT, Wear on the processing conditions, Our
0.079in. a6=2.835i flank face FMA14 has obviously better
ap=0.u7%In, ag=2.coom tool life than the similar product
Machine tool: 3-axis machining center from Company A. It has better
Cutting method: Dry cut Wear on the performance on the anti-
rake face breakage and wear resistance.
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style, geed selif-locking
@
can]

enoughliesistanceltolmakelsure High strength

thelstabilityfduringlmachiningy screw locking
67° approach
angle

Wide chip breaker
and big rake angle

meetsdifferent
differenimachinelpower]
Wiper
Insertskare) \With! ony
whish fineYsurfacelquality Double sided
underddifferentifeed|rate® cutting edges
Great{economyjafeaturesfand
mdld serfies ef iy General face milling for steel
for Kind eof machining and cast iron
Circumstancesy P €l ER
©x2=10 cutting edges
General face milling
LY LY LAL for cast iron
AP AU AR @x2=10 cutting edges
EKH)
Spiral cutting-edge structure, double rake angle and
variable beveling design make the inserts meet the
need of different cutting depth machining perfectly.
m 10 cutting ed_ges design improves the price
performance ratio.
Strengthened nose design, cutting edges’ toughness is
improved, great wear resistance and long cutting life.
CKIS Low cutting resistance design inhibits vibration

perfectly. Pair with FMD02 to realize high efficient
machining of cast iron.
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Milling

Face milling tools @

F M Doz E m A type of mounting B type of mounting
D

@D1 |

anf || 2o |
L P
i
) |
ed
C type of mounting D type of mounting
’ @D1 | D1 )
ap| |1 Q.D |
L N ,_l
I I [
Ll Ny I I
od od ]

Specification of tools

Dimensions(inch)

Type
- oD 2 od 5 apmax (Numberzofteeth) Intf(ce)r;f;ce
FMDO2 | -2.00"-A0.75"-PN11-04 2.000 2.398 0.750 1.750 0.197/0.256/0.276 4 A
Coarse pitch | .5 50"-A0.75"-PN11-05 2.500 2.898 0.750 1750 | 0.197/0.256/0.276 5 A
(unequal pitch) 5 50m.A1.00"-PN11-06 3.000 3.308 1.000 2000 | 0.197/0.256/0.276 6 A
-4.00"-B1.25"-PN11-07 4.000 4398 1.250 2.000 0.197/0.256/0.276 7 B
-5.00"-B1.50"-PN11-08 5.000 5.398 1.500 2.500 0.197/0.256/0.276 8 B
-6.00"-B1.50"-PN11-10 6.000 6.398 1.500 2.500 0.197/0.256/0.276 10 B
-8.00"-C2.50"-PN11-12 8.000 8.398 2.500 2.500 0.197/0.256/0.276 12 c N—
-10.00"-C2.50"-PN11-14 10.000 10.398 2.500 2.500 0.197/0.256/0.276 14 c
Close pitch | .2 00"-A0.75"-PN11-05 2.000 2.398 0.750 1.750 0.197/0.256/0.276 5 A
-2.50"-A0.75"-PN11-06 2.500 2.898 0.750 1.750 0.197/0.256/0.276 6 A
-3.00"-A1.00"-PN11-08 3.000 3.398 1.000 2.000 0.197/0.256/0.276 8 A
-4.00"-B1.25"-PN11-10 4.000 4398 1.250 2.000 0.197/0.256/0.276 10 B
-5.00"-B1.50"-PN11-12 5.000 5.398 1.500 2.500 0.197/0.256/0.276 12 B
-6.00"-B1.50"-PN11-14 6.000 6.398 1.500 2.500 0.197/0.256/0.276 14 B
-8.00"-C2.50"-PN11-16 8.000 8.398 2.500 2.500 0.197/0.256/0.276 16 c
-10.00"-C2.50"-PN11-18 10.000 10.398 2.500 2.500 0.197/0.256/0.276 18 c
-12.00"-D2.50"-PN11-26 12.000 12.398 2.500 2.500 0.197/0.256/0.276 26 D
Diameter Insert screw Wrench Sketch of installation
@D
©2.00"~212.00" 160M4x10 WT15IS
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Milling

V '

Face milling tools @

FMDO02 [1[3

A type of mounting B type of mounting
| @D1 |

Specification of tools

Dimensions(inch)

Type A Interface
@b o od . apmax (Number of teeth)) ~ form
FMDO2 | -3.00"-A1.00"-PN11-10 3.000 3.398 1.000 1.750 0.197/0.256/0.276 10 A
Extra close
pitch -4.00"-B1.25"-PN11-14 4.000 4.398 1.250 2.000 0.197/0.256/0.276 14 B
-5.00"-B1.50"-PN11-18 5.000 5.398 1.500 2.500 0.197/0.256/0.276 18 B
SE— -6.00"-B1.50"-PN11-22 6.000 6.398 1.500 2.500 0.197/0.256/0.276 22 B
—
Spare parts
. Wedge Insert screw Wrench Sketch of installation
Diameter
@D
23.00"~26.00" W18N DM6x20A WT15IT
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Milling

Selection of inserts

emented

Dimensions(inch) Coated grade Cermet Ccarbide

()
N = o= N NN WD o|N NN o o= =
o|Ww|w|lwWw 0 O 0O IF|IQIV W o oL LV W v v
O N N N = NN =N ~ | v
L |@L.C| S |ed | bs |amax| 3|5 /5|2 500006000 6o o8
oo oM O oo@o@oomomoma@nZZ/0|/a/al0
> > > 1> U > > [ > > > > > > > | > |>|>|>|>

PNEG110512R-CF |0.213|0.625|0.219|0.183|0.063| 0.197

PNEG110512L-CF |0.2130.625|0.219|0.183|0.063| 0.197

PNEG110512R-CM|0.213|0.625|0.219(0.183|0.063| 0.197

PNEG110512L-CM |0.213|0.625|0.219(0.183|0.063 | 0.197

PNEG110512R-CR |0.213|0.625|0.219(0.183|0.063 | 0.197

® & & & o o YBDI52

PNEG110512L-CR |0.213|0.625|0.219|0.183|0.063| 0.197

@ Always stock available O Produce according to order

Selection of inserts

emented

Dimensions(inch) Coated grade Cermet ccarbide

(@]
N[= Q= NN NN W o NNN G| S=
OV VW L WL O oo ol 0| W[ ||
L j@lc| s | ed | bs |amax3IS1SI2/519 5888368880 08228
NMOMOMOoOOooooOoOoooooomm |22 0000
S>> > > > > > > > > > > > 5> >|>>
PNEG110512R-PF |0.296|0.625|0.219|0.183 | 0.056 | 0.276 | @ [
PNEG110512L-PF | 0.296 |0.625|0.219|0.183 |0.056 | 0.276 | @ o
PNEG110512R-PM [0.296 | 0.625 [0.219|0.183 |0.056 | 0.276 | @ [
PNEG110512L-PM | 0.296 | 0.625 |0.219|0.183|0.056 | 0.276 | @ [
PNEG110512R-PR |0.296 | 0.625 |0.219|0.183|0.056 | 0.276 | @ [
PNEG110512L-PR |0.296|0.625|0.219|0.183 | 0.056 | 0.276 | @ [

@ Always stock available O Produce according to order
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Milling

l/

Selection of inserts

Dimensions(inch) Coated grade Cermet Cga""r'gmgd
O
N[ [ NN NN WD o NNN O O ==
Ol WIWL L W OCIOIQOINIQIL VL ICIOIL WV V|||
L |@ic| s |ed | r jamax3ISISISIFIE 0008300630088 88
MO MNMMOMO@O@O@Ooomo@ooOooomZ2Z000lo
S>> |> > >|> > > > |> > > > >>>>>>
PNEG110512-KL |0.256 | 0.625|0.219|0.183 | 0.047 | 0.256 o0
PNEG110512-KM | 0.256|0.625|0.219 |0.183|0.047 | 0.256 )
PNEG110512-KH | 0.256 |0.625|0.219|0.183 | 0.047 | 0.256 )
e Inserts can be assembled in both left and right side. @ Always stock available O Produce according to order
—
—
Recommended cutting parameters
Cutting parameters
Workpiece material |Hardness HB| Insert grade f(IPT) )
V(SFPM) apmax(ln)
PF PM PR
Low carbon steel,
<180 900(700-1100) |0.006(0.004-0.008) | 0.008(0.004-0.012) |0.012(0.008-0.016)
Soft steel
High-carbon steel,
gh-earbon stee 180-280 YBC302 | 850(650-1000) | 0.006(0.004-0.008) | 0.008(0.004-0.012) |0.012(0.008-0.016)| 0.295
Alloy steel YBM253
Alloy tool steel 280-350 800(600-950) |0.006(0.004-0.008)|0.008(0.004-0.012) | 0.012(0.008-0.016)
CF CM CR
Cast iron 180-250 YBD152 900(500-1000) 0.197
0.006(0.004-0.008) | 0.008(0.004-0.012) | 0.012(0.008-0.016)
KL KM KH
YBD152 900(500-1000) | 0.01(0.004-0.016) | 0.012(0.008-0.02) |0.016(0.008-0.024)
Gray cast iron 180-250 0.256
YBD252 800(500-900) | 0.01(0.008-0.016) | 0.012(0.008-0.02) |0.016(0.008-0.024)
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Milling

Face milling tools @

FMDO3 (Om(3

B-type coupling

Specification of tools

Dimensions(inch)

Type b |
nterface
D
N ik ad L @M | Number ofteeth))  form

FMDO3 -5.00"-B1.5"-LN20-06 5.000 6.053 1.500 2.500 0.472 6 B
-6.00"-C1.5"-LN20-08 6.000 7.053 1.500 2.500 0.472 8 C Y —
-8.00"-C2.5"-LN20-10 8.000 9.053 2.500 2.500 0.472 10 C
-10.00"-C2.5"-LN20-12 10.000 11.053 2.500 2.500 0.472 12 C
-12.00"-D2.5"-LN20-15 12.000 13.053 2.500 2.500 0.472 15 D

D —

-5.00"-B1.5"-LN25-05 5.000 6.172 1.500 2.500 0.669 5 B
-6.00"-C1.5"-LN25-06 6.000 7.172 1.500 2.500 0.669 6 (o}
-8.00"-C2.5"-LN25-08 8.000 9.172 2.500 2.500 0.669 8 C
-10.00"-C2.5"-LN25-10 10.000 11.172 2.500 2.500 0.669 10 C
-12.00"-D2.5"-LN25-12 12.000 13.172 2.500 2.500 0.669 12 D

Spare parts

Shim Shim screw | Insert screw Wrench Sketch of installation
Insert specifrication
LNKT2007DN-ZR LLN20R-ZR 160M3x7 160M4x15 WT15IS WTO09IS
LNKT2510-ZR LLN25R-ZR | 160M3.5x10.4 160M5%17 WT20IT WT15IS
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Milling

Selection of inserts

Cemented

Dimensions(inch) Coated grade Cermet ™2 pide

O
N[ |- NN NN W ol NN N (||
O WV IW LI WOIOIO I NIQLILISISIL WL V|||«
L Iw | s | ed BISISIZ 58000800 0a 3008828
DO D00 on0ananannaanannzzo ool
SIS > > > > > > > > > |>|>|>>>>>|>|>
LNKT2007DN-ZR | 0.787 | 0.669 | 0.313 | 0.181 O |0 [ ]
LNKT2510-ZR 0.984 | 0.709 | 0.375 | 0.217 O @] [ ]
@ Always stock available O Produce according to order
Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade 2l
V(SFPM) f(IPT)
Low carbon steel. YBG302 600 (500-1000) 0.02 (0.008-0.031)
. <180
Soft steel YBM351 600 (500-1000) 0.02 (0.008-0.031)
High-carbon steel. 150,250 YBG302 500 (400-900) 0.02 (0.008-0.031)
Alloy steel YBM351 450 (400-900) 0.02 (0.008-0.031)
YBG302 400 (250-800) 0.018 (0.008-0.024)
— Alloy tool steel 280-350
YBM351 300 (250-800) 0.018 (0.008-0.024)
YBG302 400 (250-650) 0.018 (0.008-0.024)
Stainless steel <270
YBM351 300 (250-650) 0.018 (0.008-0.024)
YBD152 700 (500-1000) 0.02 (0.008-0.031)
Cast iron 180-250 YBD252 680 (500-1000) 0.02 (0.008-0.031)
YBG302 650 (500-1000) 0.02 (0.008-0.031)

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

Time ( min)

(Comparison of machining time)

40
Workpiece material: ASTM A743
CA-6NM(HB200) 30
Cooling system: Dry cutting

Machine: NC floor type boring and milling 20
machine, spindle power=30KW
Cutting parameters: Vc=400 SFPM 10
ap=0.472in
z=0.022IPT 0
ae=9in FMDO03 Similar product of company A
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Milling

Face milling tools @

F M D04 ﬂ m B type of mounting

@D1
| @D
2] ||
1k
r
od
C type of mounting D type of mounting
@D1 | | @D1 |
QD \ @D |
ap| ap, !

-

Specification of tools

Dimensions(inch)

Type Z |
nterface
@b 2ok od L apMaX | Number ofteeth)|  form
FMDO4 | -5.00"-B1.50"-PN17-06 5.000 5.496 1.500 2.500 0.472 6 B
-6.00"-B2.00"-PN17-08 6.000 6.496 2.000 2.500 0.472 8 B P —
-8.00"-C2.50"-PN17-10 8.000 8.496 2.500 2.500 0.472 10 C
-10.00"-C2.50"-PN17-12 10.000 10.496 2.500 2.500 0.472 12 C
-12.00"-D2.50"-PN17-14 12.000 12.496 2.500 2.500 0.472 14 D
D\ —
Spare parts
i Insert screw Wrench Sketch of installation
Diameter Insert
2D specifrication
@5.00" ~@12.00" | PNGU170712R-GR/HDR 143M6x16 WT25IT
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Selection of inserts

i

Dimensions(inch)

Coated grade

¢ Cemented

Cermet ™Carbide

0232

O
N [ D~ NN NN WO o NN N D™=
OV LIV V| WL O IQOIQC I IQIW VIO OSIL WV W ||
L |@1c| s |ed bs | r IBISISIS5 80008300 83008828
D00 O0oNnooonnanaooan/zzZ2oaonon
S>> > >|> > > > > > > > >>>>>>
PNGU170712R-GR |0.554 |0.925|0.312|0.283|0.049 |0.047 | @ ° )
PNGU170712-HDR | 0.554|0.925|0.312|0.283|0.049|0.047 ®
@ Always stock available O Produce according to order
Recommended cutting parameters
. . Cutting parameters
Workpiece material | Hardness HB Insert grade
V(SFPM) f(IPT)
Low carbon steel,
<180 400(300-450) 0.012(0.008-0.016)
Soft steel
High-carbon steel. YBC302
180-280 YBM253 350(300-400) 0.008(0.004-0.012)
Alloy steel YBG302
Alloy tool steel 280-350 300(200-400) 0.008(0.004-0.012)
Cast iron 180-250 YBD152 500(300-600) 0.012(0.008-0.016)




Milling

Face milling tools @

FM Eo4 ﬂ I!l m B-type coupling

C-type coupling

. @D1 ,
@D

Specification of tools

Dimensions(inch)

Type Z I
nterface
@b 2y ed L M| Number ofteeth)|  form
FMEO4 | -5.00"-B1.5"-LN15-06 5.000 5.388 1.500 2.500 0.472 6 B
-6.00"-B1.5"-LN15-08 6.000 6.388 1.500 2.500 0.472 8 B [ —
-8.00"-C2.5"-LN15-10 8.000 8.388 2.500 2.750 0.472 10 C
-10.00"-C2.5"-LN15-12 10.000 10.388 2.500 2.750 0.472 12 c
-12.00"-D2.5"-LN15-16 12.000 12.388 2.500 3.150 0.472 16 D
N
Spare parts
. Shim Shim screw Insert screw Wrench Sketch of installation
Diameter Insert
@D specifrication
95.00"~@12.00" | LNKT1506EN-ZR LLN15-ZR 160M3x7 160M4x12 WT15IS, WT09IS
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Selection of inserts

Dimensions(inch) Coated grade Cermet ng:gPdtgd

[8)
N[ (|- NN NN WD o NN N (o[> |=
OV VLIV B WL OoO|Iolo N OOV W oo OO ||| |
LW | s | ed 8IS SIS 5800086006600 S8¢28
MO0 OMMOMoOoMOoOoMOMo@Moo@oomoao(Z2Z20|/a0Aa
S>> > > > > > | > |> > [>|>|>|>>|>>|>|>|>
LNKT1506EN-ZR 0.625 | 0.551 | 0.25 | 0.181 O |0 [ ]
@ Always stock available O Produce according to order
Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade A
\ V(SFPM) f(IPT)
Low-carbon steel. 150 YBG302 600 (500-1000) 0.02 (0.008-0.031)
Soft steel YBM351 600 (500-1000) 0.02 (0.008-0.031)
High-carbon steel. YBG302 500 (400-900) 0.02 (0.008-0.031)
/ 180-280
Alloy steel YBM351 450 (400-900) 0.02 (0.008-0.031)
YBG302 400 (250-800) 0.018 (0.008-0.024)
Alloy tool steel 280-350
YBM351 300 (250-800) 0.018 (0.008-0.024)
YBG302 400 (250-650) 0.018 (0.008-0.024)
Stainless steel <270
YBM351 300 (250-650) 0.018 (0.008-0.024)
YBD152 700 (500-1000) 0.02 (0.008-0.031)
Cast iron 180-250
YBG302 650 (500-1000) 0.02 (0.008-0.031)

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

Face milling tools @

FMP01 E I!Ijm Atype of mounting B type of mounting
@D ) @D .
e S
ap d {1l ap_i_ 0:-- o] |
L L L=
=F== .
I | 1 1!
|ed | | ed ]
C type of mounting D type of mounting
i @D ) ) @D .
aﬁiT S SRwiicR a0 RS
: RaTg Sy : NI T O
RN e ,

Specification of tools
Dimensions(inch)

Type . L apmax V4 Interface
(Number of teeth) form
FMPO1 | -3.00"-A1.00"-TP22-04 3.000 1.000 2.500 0.709 4 A
-4.00"-B1.25"-TP22-06 4.000 1.250 2.500 0.709 6 B
-5.00"-B1.50"-TP22-08 5.000 1.500 2.500 0.709 8 B
-6.00"-B1.50"-TP22-10 6.000 1.500 2.500 0.709 10 B
-8.00"-C2.50"-TP22-12 8.000 2.500 2.500 0.709 12 (0]
-10.00"-C2.50"-TP22-16 10.00 2.500 2.500 0.709 16 ©
-12.00"-D2.50"-TP22-20 12.00 2.500 2.750 0.709 20 D
Diameter Locator Wedge | Wedge screw | Locator Screw| Wrench Sketch of installation
oD
23.00"~34.00" LTP4R1/L1 WO4R/L WM8x17 LOM5x15.1 WT20T
25.00"~@12.00" LTP4R/L WO4R/L WM8x22 LOM5x15.1 WT25T
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Milling

V '

Selection of inserts

Cemented
carbide

Dimensions(inch) Coated grade Cermet

@)
SEHEEHBEHEEEEEEEEEEEEEE
TPKN2204PDFR |0.866 |0.500|0.187 [0.055 | 0.028 | 11° @) @)
TPKN2204PDFL |0.866|0.500|0.187 [0.055|0.028 | 11° @) @)
TPKN2204PDR |0.866|0.500|0.187|0.055|0.028 | 11° [} [ BN J [ J [} O e
TPKN2204PDL |0.866|0.500|0.187|0.055|0.028 | 11° [}
TPKN2204PDTR |0.866 |0.500|0.187 |0.055|0.028 | 11° [ ]
TPKN2204PDTL |0.866|0.500|0.187 [0.055|0.028 | 11° ®
@ Always stock available O Produce according to order
E——
Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade
— V(SFPM) f(IPT)
YBM351 700 (600-1000) 0.008(0.003-0.012)
Low-carbon steel, Soft steel <180 YBG202 900 (650-1200) 0.008(0.004-0.012)
YC30S 450 (300-700) 0.009(0.004-0.012)
YBM351 650 (500-900) 0.008(0.003-0.012)
P High-carbon steel. Alloy steel 180-280 YBG202 800 (600-1100) 0.008(0.004-0.012)
YC30S 400 (250-650) 0.009(0.004-0.012)
YBM351 600 (500-800) 0.008(0.003-0.012)
Alloy tool steel 280-350 YBG202 700 (550-1100) 0.008(0.004-0.012)
YC30S 300 (200-600) 0.009(0.004-0.012)
YBM351 450 (300-800) 0.008(0.003-0.012)
Stainless steel <270
YBG202 450 (300-800) 0.008(0.004-0.012)
YBG102 700 (400-1000) 0.008(0.004-0.012)
Cast iron 180-250 YBG302 500 (400-650) 0.014(0.004-0.016)
YD201 300 (250-500) 0.01(0.006-0.016)
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Milling

Face milling tools

FMPO2 [wm[3 ]

A type of mounting B type of mounting

Specification of tools

Dimensions(inch)

Type
@b 20 L pmax (Numberzof teeth) Intg::wce

FMPO2 | -2.00"-A0.75"-SE09-05 2.000 0.750 1.500 0.285 5 A
-2.50"-A1.00"-SE09-06 2.500 1.000 1.500 0.285 6 A
-3.00"-A1.00"-SE09-08 3.000 1.000 2.000 0.285 8 A
-4.00"-B1.25"-SE09-10 4.000 1.250 2.000 0.285 10 B Y —
-5.00"-B1.50"-SE09-12 5.000 1.500 2.500 0.285 12 B
-6.00"-C1.50"-SE09-14 6.000 1.500 2.500 0.285 14 ©
-2.00"-A0.75"-SE12-03 2.000 0.750 1.500 0.425 3 A
-2.00"-A1.00"-SE12-04 2.000 1.000 1.500 0.425 4 A
-2.50"-A1.00"-SE12-04 2.500 1.000 1.500 0.425 4 A N—
-2.50"-A1.00"-SE12-05 2.500 1.000 1.500 0.425 5 A
-2.50"-A1.00"-SE12-06 2.500 1.000 1.500 0.425 6 A
-3.00"-A1.00"-SE12-08 3.000 1.000 2.000 0.425 8 B
-4.00"-B1.25"-SE12-10 4.000 1.250 2.000 0.425 10 B
-5.00"-B1.50"-SE12-08 5.000 1.500 2.500 0.425 8 B
-5.00"-B1.50"-SE12-12 5.000 1.500 2.500 0.425 12 ©
-6.00"-C1.50"-SE12-12 6.000 1.500 2.500 0.425 12 ©
-6.00"-C1.50"-SE12-15 6.000 1.500 2.500 0.425 15 ©
-8.00"-C2.50"-SE12-10 8.000 2.500 2.500 0.425 10 ©
-8.00"-C2.50"-SE12-16 8.000 2.500 2.500 0.425 16 ©
-10.00"-C2.50"-SE12-12 10.00 2.500 2.500 0.425 12 (o]
-10.00"-C2.50"-SE12-18 10.00 2.500 2.500 0.425 18 (o]

i Shim Insert screw | Shim screw Wrench Sketch of installation
Diameter Insert
@D specification
32.00"~26.00" SE09 160M3x7 WTO09IS
22.00" 160M3.5x10
SE12 WT15IS
22.50"~310.00" S12BSX 160M3.5%12 SM5x7XA WH35L
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Milling

Selection of inserts

r
A

; ; ; Cemented
Dimensions(inch) Coated grade Cermet ™ arbide
O
N[ @[ NN NN N NN || ==
QIRR8IL L2 NS RS9 WV ==
L |@lC| s [ ed | r |BSIS2I5 5000 K06 005800828
DD 0o0onononononnaonoonzzZooaln
S>> > 1> > > > > > > |>|>>>>>>>>>
SEET09T308PER-APF | 0.375|0.375|0.158 | 0.13 |0.031 [ AN ] [} [}
SEET120308PER-APF | 0.524 | 0.524 | 0.159 | 0.161 | 0.031 [ BN [ ] [ ]
SEET09T308PER-APM | 0.375|0.375|0.158 | 0.13 |0.031
SEET120308PER-APM | 0.524 | 0.524 | 0.159 | 0.161 | 0.031
SEET09T308PER-APR | 0.375|0.375|0.158 | 0.13 |0.031
SEET120308PER-APR | 0.524 | 0.524 | 0.159{ 0.161 | 0.031
—
SEET120308-LH 0.5240.524|0.159|0.161 | 0.031 [ ]
/ @ Always stock available O Produce according to order
ake ele 0 0 P( O e
Classification U For finishing For semi-finishing For roughing
P -APF -APM -APR
" i/ L/ L/
K I I
-LH
" N/
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Milling

Recommended cutting parameters

Cutting data

Workpiece Hardness Insert f(IPT)
material HB grade V(SFPM)
-APF -APM -APR
Low carbon steel 160 YBG202 |900(650-1200) 0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
soft steeel YB9320  |900(650-1200) 0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YBM351 |750 (660-1000)]  0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
High carbon steel
aloy steel 180-280 YBG202 (800 (600-1150)|  0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YB9320 |800 (600-1150)|  0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YBM351 [700 (600-1000)]  0.004(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
Alloy tool steel 280-350 YBG202 700 (550-1100)|  0.004(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YB9320 |700 (550-1100)|  0.004(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YBM351 | 500 (400-800) 0.004(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
Stainless steel <270 YBG202 | 500 (350-900) 0.004(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YB9320 | 500 (350-900) 0.004(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
YBG202 | 500 (400-650) 0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
Cast iron 180-250
YBD152 {900 (500-1000)]  0.006(0.004-0.008) 0.008 (0.004-0.012) 0.012 (0.008-0.016)
-LH
Al alloy steel - YD101 1000-

0.01 (0.004-0.016)
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Milling

Y 0

Face milling tools @

FM P03 a w m B-type coupling

Specification of tools

Dimensions(inch)

Type od L apmax 4 Interface
(Number of teeth) form
FMPO3 | -5.00"-B1.5"-LN15-06 5.00 1.50 2.50 0.512 6 B
— -6.00"-C1.5"-LN15-08 6.00 1.50 2.50 0.512 8 ©
-8.00"-C2.5"-LN15-10 8.00 2.50 2.75 0.512 10 (0]
-10.00"-C2.5"-LN15-12 10.00 2.50 2.75 0.512 12 (0]
-12.00"-D2.5"-LN15-16 12.00 2.50 3.15 0.512 16 D
— -5.00"-B1.5"-LN20-06 5.00 1.50 2.50 0.669 6 B
-6.00"-C1.5"-LN20-08 6.00 1.50 2.50 0.669 8 C
-8.00"-C2.5"-LN20-10 8.00 2.50 275 0.669 10 @
-10.00"-C2.5"-LN20-12 10.00 2.50 2.75 0.669 12 c
-12.00"-D2.5"-LN20-15 12.00 2.50 3.15 0.669 15 D
-5.00"-B1.5"-LN25-05 5.00 1.50 2.50 0.866 5 B
-6.00"-C1.5"-LN25-06 6.00 1.50 2.50 0.866 6 (o}
-8.00"-C2.5"-LN25-08 8.00 2.50 2.75 0.866 8 C
-10.00"-C2.5"-LN25-10 10.00 2.50 2.75 0.866 10 C
-12.00"-D2.5"-LN25-12 12.00 2.50 3.15 0.866 12 D
Shim Shim screw Insert screw Wrench Sketch of installation
Insert specification
LNKT1506EN-ZR LLN15-ZR 160M3x7 160M4x12 WT15IS WTO09IS
LNKT2007DN-ZR LLN20R-ZR 160M3x7 160M4x15 WT15IS WTO09IS
LNKT2510-ZR LLN25R-ZR 160M3.5x10.4 160M5x17 WT20IT WT15IS

0240



Selection of inserts

Milling

. . : Cemented
Dimensions(inch) Coated grade Cermet ™ arbide
[8)
N[ (M~ NN NN WO ol N NN om|=|=
O WL K W OIOIOI IOV LIOCIOIL IV V|||
L |@lc| s | ad BISISI2 580|008 30083008828
NO0oNM@Oo@OoOooOo@Oooom|(Z2 20000
S>> > > > > > > > >>|>|>>|>>>>>
LNKT1506EN-ZR 0.625 | 0.551 | 0.25 | 0.181 O |0 [ J
LNKT2007DN-ZR 0.787 | 0.669 | 0.313 | 0.181 O [ J
LNKT2510-ZR 0.984 | 0.709 | 0.375 | 0.217 O O [ J
@ Always stock available O Produce according to order
Recommended cutting parameters
Cutting parameters
Workpiece material Hardness HB Insert grade el
V/(SFPM) f(IPT)
Low-carbon steel. 180 YBG302 600 (500-1000) 0.02 (0.008-0.031)
Soft steel YBM351 600 (500-1000) 0.02 (0.008-0.031)
High-carbon steel. 180280 YBG302 500 (400-900) 0.02 (0.008-0.031)
Alloy steel YBM351 450 (400-900) 0.02 (0.008-0.031)
YBG302 400 (250-800) 0.018 (0.008-0.024)
Alloy tool steel 280-350
YBM351 300 (250-800) 0.018 (0.008-0.024)
YBG302 400 (250-650) 0.018 (0.008-0.024)
Stainless steel <270
YBM351 300 (250-650) 0.018 (0.008-0.024)
YBD152 700 (500-1000) 0.02 (0.008-0.031)
Cast iron 180-250 YBD252 680 (500-1000) 0.02 (0.008-0.031)
YBG302 650 (500-1000) 0.02 (0.008-0.031)

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

Tool type: FMP03-8"-C2.5"-LN25-08
Insert type/grade: LNKT2510-ZR/YBG302

The, tool operates easily and fast; at high: cutting
depth, with: good! chip, breaking: performance. Cutting
efficiency, is; doubled, and! tool life, increases, to, 1-2

times, that; of the original.

Workpiece material: 45"
Hardness(HB): 190
Cooling system: Dry cutting
Cutting parameters: Vc=420SFPM, ap=0.047in,
f2=0.02IPT, ae=5.51in

2410



0242

Tool specification: FMP12-3.00"-A1.00"-WNO08-05C

Insert specification/grade: WNHUO080608PNR-GM/YBD152

Part Name: Turbine Housing

Workpiece material: QT450

Hardness: HB230-280

Cooling : Dry cutting

Machine: Vertical machining center

Cutting data: Vc=850SFPM, ap=0.04in, fz=0.004IPT, ae=1.18in
Milling style: Down milling Area of machining: End surface

1200 [

1000

800

Tool life (pcs)

600"

Similar products of
company A

arison of tool |



Milling

Face milling tools

FMP12 ﬂ m _] A type of mounting B type of mounting

Specification of tools

Dimensions(inch)

Type
- oD & L apmax (Numberzof teeth) In’i%rl"f:qce
FMP12 | -2.00"-A0.75"-WN06-05C 2.00 0.75 1.75 0.224 5 A
-2.50"-A0.75"-WN06-06C 2.50 0.75 1.75 0.224 6 A P —
-2.50"-A1.00"-WN06-06C 2.50 1.00 2.00 0.224 6 A
-3.00"-A1.00"-WN06-07C 3.00 1.00 2.00 0.224 7 A
-4.00"-B1.25"-WN06-09 4.00 1.25 2.00 0.224 9 B
-5.00"-B1.50"-WN06-11 5.00 1.50 2.50 0.224 11 B S
-6.00"-C1.50"-WN06-14 6.00 1.50 2.50 0.224 14 (6]
-2.50"-A0.75"-WN08-05C 2.50 0.75 1.75 0.303 5 A
-2.50"-A1.00"-WN08-05C 2.50 1.00 2.00 0.303 5 A
-3.00"-A1.00"-WN08-06C 3.00 1.00 2.00 0.303 6 A
-4.00"-B1.25"-WN08-08 4.00 1.25 2.00 0.303 8 B
-5.00"-B1.50"-WN08-10 5.00 1.50 2.50 0.303 10 B
-6.00"-C1.50"-WN08-12 6.00 1.50 2.50 0.303 12 (6]
Diameter Insert Insert tightening screw Wrench Sketch of installation
@D specifrication
22.00"~26.00"| WNHU06OOOOPNR-GM 160M3x%9 WTO9IS
92.50"~@6.00" | WNHUOSOOOOPNR-GM/LH 160M4x10 WT15IS
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Milling

h .

Face milling tools

FMP12 [J3 )

L

@D od

ap

Specification of tools

Dimensions(inch)

L @D d L L 2
2 ! apMaB | (Number of teeth)
-1.00"-XP1.00"-WN06-02C 1.00 1.00 4.0 1.25 0.224 2
-1.25"-XP1.00"-WN06-03C 1.25 1.00 4.5 1.50 0.224 8
-1.50"-XP1.25"-WN06-04C 1.50 1.25 45 1.50 0.224 4
-2.00"-XP1.50"-WN06-05C 2.00 1.50 4.5 1.50 0.224 5
s\
are parts
;
. Insert tightening screw Wrench Sketch of installation
Diameter Insert
2D specifrication
21.00"~@2.00" | WNHUOBOOOOPNR-GM 160M3x9 WTO09IS
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Selection of inserts

Milling

: . . Cemented
Dimensions(inch) Coated grade Cermet ™ arbide
@)
N\—m‘—NNNNmoNNNmm‘—‘—
oL LWL L L olo|lo OB W S SV W Y| ||«
L @il s |ed bs| r |3SSI2 58688 850883008528
MO MOMOOM@OooomooOooooommmMmZZ20oa0ala
S>> > > > > > > > > ||| >
WNHU060404PNR-GM | 0.224|0.375|0.157|0.138|0.053 |0.016 ° ° )
WNHU060408PNR-GM | 0.2240.375|0.1570.138 | 0.053 |0.031 ™ ° o0
WNHU080608PNR-GM | 0.303| 0.500 | 0.213 | 0.173 | 0.063 | 0.031 ° ™ )
WNHU080612PNR-GM | 0.303|0.500| 0.213 | 0.173 | 0.063 |0.047 ° ™ )
WNHU080616PNR-GM | 0.303|0.500| 0.213 | 0.173 | 0.063 |0.063 ° ° [ 3
WNHU080608PNR-LH | 0.303|0.5000.213|0.173|0.063 | 0.031 °
@ Always stock available O Produce according to order
Recommended cutting parameters
. . Cutting parameters
Workpiece material Hardness HB Insert grade -
V(SFPM) f(IPT) apmax(in)
L bon steel YBM253
°""'gﬂ‘;’t‘; lee . <180 YBG205 900 (700-1150) 0.008 (0.004-0.016)
YB9320
Hiah-carbon steel YBM253
9 /fﬁ‘c: "Srt‘eife 180-280 YBG205 850 (650-1100) 0.008 (0.004-0.016)
Y YB9320
YBM253 0.224(WN06)
Alloy tool steel 280-350 YBG205 750 (600-1000) 0.008 (0.004-0.016)
YB9320 0.303(WN08)
Cast iron 180-250 YBD152 900 (500-1000) 0.008 (0.004-0.016)
Al alloy steel - YD101 1000- 0.01 (0.004-0.016)
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Milling

Face milling tools

FMRO1 ([Om([3 ]

od

Specification of tools

Dimensions(inch)

LA @D R d L L %
2 ! A& Number of testh)
-1.00"-XP0.75" -RC10-02 1.00 0.197 0.75 1.75 4.00 0.197 2
-1.25"-XP1.00"” -RC10-02 1.25 0.197 1.00 2.50 4.75 0.197 2
-1.50"-XP1.25" -RC12-03 1.50 0.236 1.25 2.50 4.75 0.236 3
-2.00"-XP1.25" -RC12-03 2.00 0.236 1.25 2.50 4.75 0.236 3
E——
—
Spare parts
. Insert screw Wrench Sketch of installation
DRI Insert specifrication
@D P
©1.00"~@1.25" RCKT10T3MO-DM 160M4x8.4 WT15S
©1.50"~22.00" RCKT1204MO-00 160M3.5%10 WT15S
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Milling

Selection of inserts

Cemented
carbide

Dimensions(inch) Coated grade Cermet

O
N[ @~ NN NN W NN NN
oW WL WL L WMOoIo|o O L OIS W IV V|||
eic | S od 1BSIS2 5858888005300 3828
MMM @OoooooOooOooOoooommMmZ2Z20a/ajla
S>> 1> > > > > > > > |>|>|>|>|>>>>|>|>
RCKT10T3MO-DM 0.394 0.156 0.173 [ J [ BN )
RCKT1204MO-DM 0.472 0.187 0.157 [ J ® O [ BN J [}
RCKT1204MO-DR 0.472 0.187 0.157 O [}
RCKT1204MO-ER 0.472 0.187 0.157 [
RCKT1204MO-NM 0.472 0.187 0.157 (@] O |0
@ Always stock available O Produce according to order
Recommended cutting parameters
Cutting parameters
Workpiece material | Hardness HB|Insert grade f(IPT
g : V(SFPM) (IPT)
-DM -DR -ER
YBM251 900(700-1100) 0.008(0.004-0.02) | 0.012(0.008-0.032)
"°""'§a’b°" steel, <180 YBM351 700(600-1000) 0.01(0.004-0.02) | 0.012(0.008-0.032)
oft steel
YBG302 900(650-1200) 0.008(0.004-0.02) 0.012(0.008-0.032)
YBG202 800(650-1000) 0.008(0.004-0.02) | 0.012(0.008-0.032)
High-carbon steel. YBM251
Alloy steel 180-280 YBG302 650(500-900) 0.01(0.004-0.02) 0.012(0.008-0.032)
YBM351 800(600-1100) 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBC302 700(600-1000) 0.008(0.004-0.016) | 0.012(0.008-0.032)
Alloy tool steel 280-350 YBG202 600(500-800) 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBM251
YBO301 700(550-1100) 0.008(0.004-0.016) | 0.012(0.008-0.032)
YBM251 500(400-800) 0.008(0.004-0.016) 0.012(0.008-0.024)
YBM253 500(300-800) 0.008(0.004-0.016) 0.012(0.008-0.024) 0.012(0.008-0.024)
M Stainless steel <270
YBG351 500(300-700) 0.008(0.004-0.016) 0.012(0.008-0.024)
YBG202
YBG205 500(360-900) 0.008(0.004-0.016) | 0.012(0.008-0.024)
m Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.02) 0.012(0.008-0.032)
High-temperature <400 VBS203 -NM
Il = - .
alloy YBS303 300(200-400) 0.006(0.004-0.012)
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Milling

Y 0

Ramp milling, helical interpolation milling

Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter

Insert | “oip(in) | depth ap(in) | depth o° Lum(in) @D (in) (in)
® Ramp milling
1.00" 0.197 14.4 0.768 1.575 0.197
RCKT10**
_ %
Lm= tano
@:Plunge angle 1.25" 0.197 8.4 1.339 2126 0.197

@ Helical interpolation
milling

% L p
1.50" 0.236 10.3 1.307 2.677 0.236

E——
/ RCKT12**
D
®®D1
2.00" 0.236 71 1.890 3.465 0.236
P=tanaxmxD1
a:Helix angle

Reduce the feed rate when plunging and circular milling.
"Attention"—drilling can form long chips.
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Milling

Face milling tools

- 8

FMRO2 (Owm[[d@ |

Specification of tools

A type of mounting

@D

B type of mounting

2!

Dimensions(inch)

Type VA Int
erface
R od L apmax (Number of teeth)) ~ form
FMRO02 | -2.50"-A0.75" -RC12-04 2.50 0.236 0.75 2.00 0.236 4 A
-3.00"”-B1.00" -RC16-05 3.00 0.315 1.00 2.00 0.315 5 B
-4.00"-B1.25" -RC16-06 4.00 0.315 1.25 2.50 0.315 6 B
-5.00"-B1.50" -RC20-07 5.00 0.394 1.50 2.50 0.394 7 B
-6.00"-B1.50" -RC20-08 6.00 0.394 1.50 2.50 0.394 8 B [ p—
N
Spare parts
i Insert screw Wrench Sketch of installation
Diameter Insert specifrication
@D P
@2.50" RCOO1204MO-010 160M3.5%10 WT15IS
23.00"~24.00" RCOO1606MO-0101 160M5x13 WT20IT
@5.00"~@6.00" RCOO2006MO-010 143M6x16 WT25IT
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Milling

h .

Selection of inserts

Cemented

Dimensions(inch) Coated grade Cermet ™~ 2rbide

S}
SRESEEEISIRSEEESESEERSES
RCKT1204MO-DM | 0.472 0.187 0.157 [ ] ® O [ BN J ®
RCKT1606MO-DM | 0.630 0.250 0.219 ®
RCKT1204MO-DR | 0.472 0.187 0.157 O
RCKT1606MO-DR | 0.630 0.250 0.219 ® [ BN J
RCKT2006MO-DR | 0.787 0.250 0.258 ® ol@ ®
RCKT1204MO-ER | 0.472 0.187 0.157 ®
RCKT1606MO-ER | 0.630 0.250 0.219 ®
E— RCKT2006MO-ER | 0.787 0.250 0.258 ®
RCKT1204MO-NM | 0.472 0.187 0.157 ( BN J L] OO0
RCKT1606MO-NM | 0.630 0.250 0.219 [ 3K ) OO
RCKT2006MO-NM | 0.787 0.250 0.258 ® ( 2K J 0|0

@ Always stock available O Produce according to order

0250



Workpiece material

Hardness HB

Milling

Recommended cutting parameters

Cutting parameters

Insert grade f(IPT)
V(SFPM)
-DM -DR -ER
YBM251 900(700-1200) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBM351
Low—gaorft:cgr:esetleel\ <180 YBG302 700(600-1000) |  0.01(0.004-0.02) | 0.012(0.008-0.032)
YBG202
YB9320 900(650-1200) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBM251 800(650-1000) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
— YBM351
High-carbon steel, 180-280 YBG302 650(500-1000) |  0.01(0.004-0.02) | 0.012(0.008-0.032)
Alloy steel
YBG202
YB9320 800(600-1200) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBM251 700(600-1000) | 0.008(0.004-0.016) | 0.012(0.008-0.032)
YBM351
Alloy tool steel 280-350 YBG302 600(500-800) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
YBG202
YB9320 700(550-1100) | 0.008(0.004-0.016) | 0.012(0.008-0.024)
YBM251 500(400-800) | 0.008(0.004-0.016) | 0.012(0.008-0.024)
YBM253 500(300-800) | 0.008(0.004-0.016) | 0.012(0.008-0.024) | 0.012(0.008-0.024)
Stainless steel <270 YBM351 500(300-700) | 0.008(0.004-0.016) | 0.012(0.008-0.024)
YBG202
YBG205 500(350-900) | 0.008(0.004-0.016) | 0.012(0.008-0.024)
YB9320
Cast iron 180-250 YBG302 700(400-1000) | 0.008(0.004-0.02) | 0.012(0.008-0.032)
-NM
High-temperature <400 YBG212 150(60-200) 0.004(0.004-0.008)
alloy
YBS203
YBS303 300(200-400) 0.006(0.004-0.012)
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Milling

Y 0

Ramp milling, helical interpolation milling

Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter

Insert | “oin(in) | depth ap(in) | depth o° Lum(in) @D (in) (in)
@® Ramp milling
RCKT12** 2.50" 0.236 5.1 2.657 4.488 0.236
@D
— i 3.00" 0.315 5.6 3.190 5.669 0.315
L= tano
a:Plunge angle
RCKT16*
. Helical InterPOIatlon 4.00" 0.315 4.1 4.362 7.244 0.315

milling

/ 5.00" 0.394 4.2 5.362 9.055 0.394
/ @D

@D1 RCKT20**

P=tangxmxD1
o:Helix angle

6.00" 0.394 3.0 7.512 11.810 0.394

Reduce the feed rate when plunging and circular milling.
"Attention"—drilling can form long chips.
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Milling

N 8
Face milling tools
FMRO3 (m[[d )
e ] O
R L1 .

Specification of tools

Dimensions(inch)

Type z

R od L L 3P| Number of teeth)
-1.00"-XP1.00"” -RD08-02 0.157 1.00 1.75 4.00 0.157 2
-1.25"-XP1.25” -RD10-02 1.25 0.197 1.25 250 475 0.197 2
-1.50"-XP1.25" -RD12-03 1.50 0.236 1.25 250 475 0.236 3
-2.00"-XP1.25" -RD12-03 2.00 0.236 1.25 2.50 4.75 0.236 3

Spare parts \

. Insert screw Wrench Sketch of installation
ol Insert specifrication
@D p
@1.00" RDKW0803MO 160M3x7 WTO09IP
@1.25" RDKW10T3MO
160M4x10 WT15IP
©1.50"~22.00" RDKW1204MO




Milling

h .

Selection of inserts

Cemented
carbide

Dimensions(inch) Coated grade Cermet

O
N[O (NN NN WY o|N NN || 2=
OV WL LW WO IO NIV OISV WL M| ||
gl.c S ed 8212 25/8/0/0/0/20|00 38008828
MMM M@OooM@OMoOo@o@oao|Z2/Z20|/a0|jAa
S>> > > > > > > > > |>|>|>|>|>|>>>>|>
RDKW0803MO 0.315 0.125 0.134 @) [ BN J O
RDKW10T3MO 0.394 0.156 0.173 [ J [ BN J
RDKW1204MO 0.472 0.186 0.173 [ ) [ [ BN J [}
RDKT10T3MO-NM 0.394 0.156 0.173 O O |0
@ Always stock available O Produce according to order
\ Recommended cutting parameters
. . Cutting parameters
Workpiece material |[Hardness HB Insert grade
V(SFPM) f(IPT)
YBM251 900(700-1200) 0.008(0.003-0.018)
/ Low-carbon YBM351
steel. Soft steel <180 YBG302 700(600-1000) 0.01(0.006-0.018)
YBG202 900(650-1200) 0.008(0.004-0.018)
YBM251 800(650-1000) 0.008(0.003-0.018)
High-carbon YBM351
steel. Alloy steel 180-280 YBG302 650(500-1000) 0.01(0.006-0.018)
YBG202 800(600-1200) 0.008(0.004-0.018)
YBM251 700(600-1000) 0.008(0.003-0.018)
YBM351
Alloy tool steel 280-350 - -
Oy tool stee YBG302 600(500-800) 0.01(0.006-0.018)
YBG202 700(550-1100) 0.008(0.003-0.018)
YBM251 500(400-800) 0.008(0.004-0.018)
M Stainless steel <270 YBM351 500(300-700) 0.01(0.004-0.018)
YBG202
YBG205 500(350-900) 0.008(0.004-0.018)
m Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.018)
High-temperature YBS203
alloy <400 YBS303 300(200-400) 0.006(0.004-0.012)
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Milling

Ramp milling, helical interpolation milling

@® Ramp milling

;
|
o eifd

7

@D

Lin= P
™ tana
a:Plunge angle

@ Helical interpolation
milling

7

@D
D1
P=tangxmxD1

a:Helix angle

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

Reduce the feed rate when plunging and circular milling.

"Attention"—drilling can form long chips.
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Milling

Y 0

Face milling tools

FMRO4 [(wm[{d

Specification of tools

A type of mounting

ap|

B type of mounting

Dimensions(inch)

Type z |
nterface
> od = M3 | Number of testh))  form
FMRO4 | -2.00"-A0.75"-RD12-04 2.00 0.236 0.75 2.00 0.236 4 A
-2.50"-A0.75"-RD12-04 2.50 0.236 0.75 2.00 0.236 4 A
-3.00"-A1.00"-RD16-05 3.00 0.315 1.00 2.00 0.315 5) A
-4.00"-B1.25"-RD16-06 4.00 0.315 1.25 2.00 0.315 6 B
\ -5.00"-B1.50""-RD20-06 5.00 0.394 1.50 2.50 0.394 6 B
-6.00"-B1.50"-RD20-07 6.00 0.394 1.50 2.50 0.394 7 B
— Spare parts
. Insert screw Wedge Wedge Screw Wrench Sketch of installation
Diameter Insert
gD specifrication
@2.00"~@2.50" | RDKW1204MO 160M3.5%10 WD-204 160M4x10 WT15IT
23.00"~@4.00" | RDKW1605MO 160M5x13 WD-207 160M5x13 WT20IT
@5.00"~@6.00” | RDKW2006MO 143M6x16 - - WT25IT
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Milling

Selection of inserts

Cemented
carbide

Dimensions(inch) Coated grade Cermet

O
N[~ (M|~ | NN NN 0D o/ N NN | ™| |=
O W WL WL L WMOoIo|o OB IL SIS W W V|||
olc | S ed B1SI2 2585882858880 08228
O NoON@Oo@on0@0oaoodnnzZZ2o000|0
S>> 1> > > > > > > > |>|>|>>|>>>>>|>
RDKW1204MO 0.472 0.187 0.173 [ ] ([ ] [ BN J [
RDKW1605MO 0.630 0.219 0.217 (@] [ORK ) (@)
RDKW2006MO 0.787 0.250 0.256 (@] (@]
@ Always stock available O Produce according to order
Recommended cutting parameters
Workpi terial Hardness Insert arad Cutting parameters
orKkpiece materia nse rade ) —
s HB 2 V(SFPM) f(IPT)
YBM251 900(700-1200) 0.008(0.003-0.018)
Low-carbon YBM351
steel. Soft steel <180 YBG302 700(600-1000) 0.01(0.006-0.018)
YBG202 900(650-1200) 0.008(0.004-0.018) N\
YBM251 800(650-1000) 0.008(0.003-0.018)
High-carbon YBM351
steel. Alloy steel 180-280 YBG302 650(500-1000) 0.01(0.006-0.018)
YBG202 800(600-1200) 0.008(0.004-0.018)
YBM251 700(600-1000) 0.008(0.003-0.018)
YBM351
Alloy tool steel 280-350 YBG302 600(500-800) 0.01(0.006-0.018)
YBG202 700(550-1100) 0.008(0.004-0.018)
YBM251 500(400-800) 0.008(0.003-0.018)
) YBM351
Stainless steel <270 YBG302 500(300-700) 0.01(0.004-0.018)
YBG202
VBG205 500(350-900) 0.008(0.004-0.018)
Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.018)
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Milling

Y 0

Ramp milling, helical interpolation milling

® Ramp milling

@D

__ @
L= Fana
a:Plunge angle

@ Helical interpolation

milling

%ﬁp

Vary

@D
D1

P=tangxmxD1
o:Helix angle

Insert Diameter | Max.cutting Max.cutting | Min.length | Min.diameter |Max.diameter
@D(in) | depth ap(in) depth a° Lm(in) @D1(in) (in)
2.00" 0.236 71 1.890 3.465 0.236
P
RDKW12**
2.50" 0.236 5.1 2.638 4.488 0.236
3.00" 0.315 5.6 3.209 5.669 0.315
RDKW16**
4.00" 0.315 4.1 4.350 7.244 0.315
5.00" 0.394 4.2 5.360 9.055 0.394
RDKW20**
6.00" 0.394 3.0 7.480 11.810 0.394

Reduce the feed rate when plunging and circular milling.

"Attention"—drilling can form long chips.

D258



Milling

- 8
Face milling tools

FMRO5 [Owm[d

od

Specification of tools

Dimensions(inch)

1B d L L Z
e ! M| (Number of teeth)
FMRO5 | -0.625"-XP0.75"-RP2-02 0.625 0.75 1.75 4 0.125 2
-0.750"-XP0.75"-RP2-02 0.750 0.75 1.75 4 0.125 2
-0.875"-XP0.75"-RP2-03 0.875 0.75 1.75 4 0.125 3
-0.875"-XP0.75"-RP3-02 0.875 0.75 1.75 4 0.180 2
-1.000"-XP0.75"-RP3-02 1.000 0.75 1.75 4 0.180 2 [ p—
-1.250"-XP1.00"-RP3-03 1.250 1.00 2.75 5 0.180 3
-1.250"-XP1.00"-RP4-02 1.250 1.00 2.75 5 0.250 2
-1.500"-XP1.25"-RP4-03 1.500 1.25 2.75 5 0.250 3
D —
-1.750"-XP1.50"-RP4-04 1.750 1.50 2.75 5 0.250 4
Spare parts
i Insert screw Wrench Sketch of installation
Diameter Insert
2D specification
RPMWO06T200
20.625"~@0.875" 160M2.2x5.5 WTO7IP
RPMW2T200
RPMWO09T300
20.875"~@31.250" 160M3x7 WTO9IP
RPMWS3(2.5)
RPMW12T400
@1.250"~1.750" 160M4x8.4 WT15IP
RPMW43
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Milling

Y 0

- 8
Face milling tools

A type of mounting B type of mounting

FMRO5 (Owm([d

=1

Specification of tools

Type Z Interface
(Number of teeth) form
FMRO5 | -2.00"-A0.75"-RP4-05 2.00 0.75 1.75 0.250 5 A
E— -2.50"-A0.75"-RP4-06 2.50 0.75 1.75 0.250 6 A
-3.00"-A1.00"-RP4-07 3.00 1.00 2.00 0.250 7 A
-3.00"-A1.00"-RP5-05 3.00 1.00 2.00 0.315 5 A
-4.00"-B1.50"-RP5-07 4.00 1.50 2.50 0.315 7 B
—
-5.00"-B1.50"-RP5-08 5.00 1.50 2.50 0.315 8 B
-5.00"-B1.50"-RP6-07 5.00 1.50 2.50 0.375 7 B
-6.00"-B2.00"-RP6-08 6.00 2.00 2.50 0.375 8 B
-8.00"-C2.50"-RP6-09 8.00 2.50 2.50 0.375 9 ©

Spare parts

) Insert screw Wedge Wedge Screw Wrench Sketch of installation
Diameter Insert
@D specification
RPMW120400
22.00"~@3.00" 160M4x8.4 WD-204 160M4%10 WT15IP
RPMW43
RPMW160500
23.00"~35.00"
RPMW50500
160M5x13 WD-208 160M5x13 WT20IP
RPMW190600
25.00"~@8.00"
RPMW64

0260



Milling

Selection of inserts

S

Cemented
carbide

Dimensions(inch) Coated grade Cermet

O
Insert shape §§§§%§S§§8§$§88§§m‘-‘-‘-
aLc | S ed (8IS 258000200060 0s 828
Mmoo MomMmaM@oM@omMooon@oMomoomZ|Z2 00400
S>> (> > [> > > > > |>|>>|>>|>>>>>>
RPMW2T200 0.250 | 0.101 | 0.098 Oo|@® @)
RPMW3(2.5) 0.375 | 0.156 | 0.134 o|le @)
RPMW43 0.500 | 0.187 | 0.173 O|® @)
RPMW50500 0.625 | 0.219 | 0.217 o|e® @)
RPMW64 0.750 | 0.250 | 0.256 o|e® (@)
@ Always stock available O Produce according to order
Recommended cutting parameters ) —
. ., | Hardness Cutting parameters
Workpiece material Insert grade d
HB V(SFPM) f(IPT)
YBG202 900(650-1200) 0.008(0.004-0.018)
Low-carbon
<180
steel, Soft steel
YBG302 700(600-1000) 0.010(0.006-0.018) \
) YBG202 800(600-1200) 0.008(0.004-0.018)
High-carbon
180-280
steel, Alloy steel
YBG302 650(500-1000) 0.010(0.006-0.018)
YBG202 700(550-1100) 0.008(0.004-0.018)
Alloy tool steel 280-350
YBG302 600(500-800) 0.010(0.006-0.018)
YBG302 500(300-700) 0.010(0.004-0.018)
Stainless steel <270 YBG202
500(350-900) 0.008(0.004-0.018)
YBG205
Cast iron 180-250 YBG302 700(400-1000) 0.008(0.004-0.018)

2610



Milling

4 1o

Ramp milling, helical interpolation milling

® Ramp milling

@D

ap

L= fana

a:Plunge angle

@ Helical interpolation
milling

%ﬁp

Jar%

aD
D1

P=tanaxmxD1

o:Helix angle

Z_

Insert Diamfater Max.cuttir}g Max.cutting Min.Ie_ngth Min.diar_neter Max.d.iameter
@D(in) depth ap(in) depth o° Lm(in) @D1(in) (in)
0.625" 0.118 13.0 0.512 1.012 0.118
RPMW2** 0.750" 0.118 9.0 0.748 1.26 0.118
0.875" 0.118 6.5 1.035 1.516 0.118
0.875" 0.185 15.0 0.689 1.380 0.185
RPMW3** 1.000" 0.185 13.0 0.803 1.630 0.185
1.250" 0.185 9.5 1.106 2.130 0.185
1.250" 0.248 13.0 1.142 2.004 0.248
1.500" 0.248 9.0 1.567 2.504 0.248
1.750" 0.248 6.5 2177 3.004 0.248
RPMW4**
2.000" 0.248 7.0 2.020 3.504 0.248
2.500" 0.248 5.3 2.670 4.504 0.248
3.000" 0.248 4.0 3.547 5.504 0.248
3.000" 0.299 5.0 3.421 5.402 0.299
RPMW5** 4.000" 0.299 3.7 4.626 7.402 0.299
5.000" 0.299 2.7 6.346 9.402 0.299
5.000" 0.374 3.5 6.114 9.252 0.374
RPMW6** 6.000" 0.374 2.7 7.929 11.252 0.374
8.000" 0.374 2.0 10.709 15.252 0.374

Reduce the feed rate when plunging and circular milling.
"Attention"—drilling can form long chips.
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