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_ Cutter body available in coarse pitch,
(@) close pitch and either hand;

0

Paired with the insert’s large rake angle and curved
~geometry, the double negative structure of the cutter
'@ body leads to smooth cut and chip evacuation;

0

§ 0 Ground inserts with wiper produce superior surface quality;

sr . A wide selection of chipbreakers available to meet
__various high efficiency cutting demands of ISO P, M,
@ K, S workpiece materials.

Finishing cutter with micro-adjustable

wiper inserts, applicable for machining
conditions demanding high quality
machined surface.

l FMP1/7 Kr:88°

e Highly-functional milling cutter, the
top choice tool to avoid interference
between cutter body, work-piece
and tool holder in machining.

0.413 inch

apmax=0.41 3inch

=(S L Light cutting chipbreaker

* Excellent cutting edge sharpness, suitable for
light to medium cutting;

* Smooth cut with high surface brightness ~ -G' V| Medium cutting chipbreaker
alleviates the edge burring. Q

» The chipbreaker has great cutting edge
sharpness and strength, ideal for medium
cutting and universal purpose.

(G Heavy-duty cutting chipbreaker

» Strong cutting edge with excellent impact resistance, ideal

‘ for roughing and bad machining condition.




FMAl7 Kr:45°

¢ Innovative cutting force balance
design results in high stability
and anti-vibration performance.

\\
N

“ 0.265 inch

apmax=0.265 inch

FME1/7 Kr:75°

e Coarse-pitch cutter body, easily

y
adaptable to low machine power
and poor working condition.

* Close-pitch cutter body, ideal for
stable and high efficiency cutting
condition with high machine power.

apmax=0.315 inch

// FMP17 Application case

/£ FMA17 Application case ? Processing workpiece: truck axle housing
Machining workpiece: gearbox housing Workpiece materials: QT600(HB250)

// FME17 Application case Workpiece materials: HT250(HB220) Tool: FMP17-4.00"-A1.25"-SN12-08C
! Machining workpiece: automobile steering knuckle Tool: FMA17-6.00"-B2.00"-SN12-12 Insert: SNGX1205PNN-GM/YB9320
Workpiece materials: 40cr(HRC25-40) Insert: SNGX1205ANN-GM/YBD152 Cutting parameters: Vc=875 SFPM,fz=0.007 IPT,
Machining part: Upper end face Cutting parameters: Vc=525 SFPM,fz=0.006 IPT, ap=0.059inch,ae=3.543inch
Tool: FME17-5.00"-B1.50"-SN12-10 ap=0.079inch, ae=3.937inch Cooling mode: external coolant supply
Insert: SNGX1205ENN-GM/YB9320 Cooling mode: external coolant supply |

Cutting parameters: Vc=836 SFPM,fz=0.003 IPT,
| ap=0.197inch,ae=2.952inch
Cooling mode: external coolant supply
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) Milling cutter
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Face milling ~ Chamfer machining

' FMA17 PLU[« S

Kr:45°

Atype coupling B type coupling

D type coupling

D1
@D

| @D1
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P Tool specification

T

S Basic dimension(in) Number of ~Coupling
@D1 ad apmax Inserts method
FMA17 -2.00"-A0.75"-SN12-04C 2.00 2.559 0.75 1.50" 0.256 4
Coarse-pitch  -2.50"-A0.75"-SN12-06C 2.50 3.071 0.75 1.50" 0.256 6 A
-3.00"-A1.00"-SN12-07C 3.00 3.740 1.00 2.00" 0.256 7 A
-4.00"-A1.25"-SN12-08C 4.00 4.528 1.25 2.00" 0.256 8 A
-5.00"-B1.50"-SN12-10 5.00 5.512 1.50 2.50" 0.256 10 B
-6.00"-B2.00"-SN12-12 6.00 6.890 2.00 2.50" 0.256 12 B
-8.00"-C2.50"-SN12-18 8.00 8.465 2.50 2.50" 0.256 18 C
-10.00"-C2.50"-SN12-20 10.00 10.433 2.50 2.50" 0.256 20 (6
-12.00"-D2.50"-SN12-22 12.00 12.992 2.50 3.00" 0.256 22 D
Close-pitch  -2.00"-A0.75"-SN12-06C 2.00 2.599 0.75 1.50" 0.256 6 A
-2.50"-A0.75"-SN12-08C 2.50 3.070 0.75 1.50" 0.256 8 A
-3.00"-A1.00"-SN12-09C 3.00 3.740 1.00 2.00" 0.256 9 A
-4.00"-A1.25"-SN12-12C 4.00 4.528 1.25 2.00" 0.256 12 A
-5.00"-B1.50"-SN12-16 5.00 5.512 1.50 2.50" 0.256 16 B
-6.00"-B2.00"-SN12-18 6.00 6.890 2.00 2.50" 0.256 18 B
-8.00"-C2.50"-SN12-24 8.00 8.465 2.50 2.50" 0.256 24 C
Inserts L-left handed

Tool diameter specification (make-to-order)

FMA17-2.00"- A0.75"- SN12-04 L C
N~

Tool specification Tool interfface Number Internal
of Inserts coolant

P Spare parts

>

22.00"-22.50 SNGX1205ANN-GL/GM/GH WT15IP
93.00"-235.00" SNMX1205ANN-GM IRM4x10 WT15IS
26,00 312.00" SNMX120512 -GL/GM/GH WT15IT
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Kr:75°

A type coupling B type coupling
D1

C type coupling
@Dt

P Tool specification

Specification Basic dimension(in) Number of ~Coupling

@D1 ad apmax Inserts method
FME17 -2.00"-A0.75"-SN12-04C 2.00 2.362 0.75 1.50" 0.315 4 A
Coarse-pitch  -2.50"-A0.75"-SN12-05C 2.50 2.874 0.75 1.50" 0.315 5 A
-3.00"-A1.00"-SN12-06C 3.00 3.543 1.00 2.00" 0.315 6 A
-4.00"-A1.25"-SN12-08C 4.00 3.937 1.25 2.00" 0.315 8 A
-5.00"-B1.50"-SN12-10 5.00 5.351 1.50 2.50" 0.315 10 B
-6.00"-B2.00"-SN12-12 6.00 6.693 2.00 2.50" 0.315 12 B
-8.00"-C2.50"-SN12-14 8.00 8.268 2.50 2.50" 0.315 14 C
-10.00"-C2.50"-SN12-18 10.00 10.236 2.50 2.50" 0.315 18 (03
-12.00"-D2.50"-SN12-22 12.00 12.795 2.50 3.00" 0.315 22 D
Close-pitch  -2.00"-A0.75"-SN12-05C 2.00 2.362 0.75 1.50" 0.315 5 A
-2.50"-A0.75"-SN12-07C 2.50 2.874 0.75 1.50" 0.315 7 A
-3.00"-A1.00"-SN12-09C 3.00 3.543 1.00 2.00" 0.315 9 A
-4.00"-A1.25"-SN12-11C 4.00 4.331 1.25 2.00" 0.315 11 A
-5.00"-B1.50"-SN12-14 5.00 5.315 1.50 2.50" 0.315 14 B
-6.00"-B2.00"-SN12-18 6.00 6.693 2.00 2.50" 0.315 18 B
-8.00"-C2.50"-SN12-22 8.00 8.268 2.50 2.50" 0.315 22 ©

Inserts L-left handed

Tool diameter specification (make-to-order)

FME17-2.00"- A0.75"- SN12-04 L C
N~

Tool specification Tool interface Number Internal
of Inserts coolant

P Spare parts

——_—
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@2.00"-@2.50" WT15IP

. . SNGX1205ENN-GL/GM/GH
@3.00"-@5.00 SNVX120512-GLIGM/GH IRM4x10 WT15IS
@6.00"-@12.00" WT15IT ‘
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Face milling  Step shoulder  Slot milling

L FMP17 P IS|

Kr:88°

A type coupling B type coupling
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® Tool specification

Specification B:Z'C d'me”S'O”(L'”) Nlli:;t:trs of ?:tﬂlgrljg
FMP17 -2.00"-A0.75"-SN12-04C 2.00 0.75 1.50" 0.413 4 A
Coarse-pitch -2.50"-A0.75"-SN12-05C 2.50 0.75 1.50" 0.413 5 A
-3.00"-A1.00"-SN12-07C 3.00 1.00 2.00" 0.413 7 A
“4.00"-A1.25" -SN12-08C 4.00 125 2.00" 0.413 8 A
-5.00"-B1.50"-SN12-10 5.00 1.50 2.50" 0.413 10 B
-6.00"-B2.00"-SN12-12 6.00 2.00 2.50" 0.413 12 B
-8.00"-C2.50"-SN12-14 8.00 2.50 2.50" 0.413 14 C
-10.00"-C2.50"-SN12-18 10.00 2.50 2.50" 0.413 18 ©
-12.00"-D2.50"-SN12-22 12.00 2.50 3.00" 0.413 22 D
Close-pitch  -2:00"-A0.75"-SN12-05C 2.00 0.75 150" 0.413 A
-2.50"-A0.75-SN12-07C 2.50 0.75 1.50" 0.413 A
-3.00"-A1.00"-SN12-09C 3.00 1.00 2.00" 0.413 A
“4.00"-A1.25"-SN12-11C 4.00 125 2.00" 0.413 1 A
-5.00"-B1.50"-SN12-14 5.00 1.50 2.50" 0.413 14 B
-6.00"-B2.00"-SN12-18 6.00 2.00 2.50" 0.413 18 B
-8.00"-C2.50"-SN12-22 8.00 2.50 2.50" 0.413 22 C
-5.00"-B1.50"-SN12-14W2 5.00 1.50 2.50" 0.413 12+2 B
26.00"-C1.50"-SN12-18W3 6.00 150 250" 0.413 15+3 c
-8.00"-C2.50"-SN12-24W4 8.00 2.50 2.50" 0.413 20+4 C
Inserts L-left handed

Tool diameter  specification (make-to-order)

04 L C_Internal

FMP17-2.00"- A0.75"- SN12- 14 W 2 coolant
Tool specification  Tool interface ETW_
umber Wiper
P Spare parts of Inserts

v Vel

92.00-02.50° SNGXOOPNN-GH/GL/GM Wr1sIP

@3.00"-25.00" IRM4x10 WT15IS
SNMXOOO-GH/GL/GM

@6.00"-012.00" WT15IT

SNGXOOPNN-GH/GL/GM
ADJ-

25.00"-@8.00" SNMXOOO-GH/GL/GM IRM4x10 | DM6X20A MBX1.0A WT15IT
SNCU120420-W4 )
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BFMA17 inserts o
() Good working condition () General working condition (=) Poor working conditions
< [Jseeel © ® ®© © ©
Z M stainless steel ® &= (1) ()
@ - - -
8 Cast iron i ® @) ®
K] )
2 Non-ferrous metal @
= Heat resistant alloy, Ti alloy D D D =
Basic dimension(in) CVD coating PVD coating Ceme!“ed
carbide
Inserts —— T
shape Specification % g § % § u§ S o o .
L glCc S ad 6 S a a0 o0 8 @ @]
m m [an] m o m m o m [a]
> > > > > > > > > >
SNGX1205ANN-GL |0.500|0.500|0.256 |0.232|0.031 | 0.256 [ J [ J O *
SNMX120512-GL 0.500|0.500|0.256 |0.232|0.047 | 0.256 [ J [} O *
SNGX1205ANN-GM |0.500| 0.500 | 0.256 | 0.232| 0.031 | 0.256 [ J [ J O * [ J
SNMX1205ANN-GM | 0.500| 0.500 | 0.256 | 0.232| 0.031 | 0.256 [ J [} O * [}
SNMX120512-GM 0.500|0.500|0.256 | 0.232 | 0.047 | 0.256 [} [} O * [}
SNGX1205ANN-GH |0.500|0.500|0.256|0.232|0.031 | 0.256 [ J [} O *
SNMX120512-GH 0.500|0.500|0.256 |0.232]0.047 | 0.256 [ [ O *
SNGX1205ANN-LH |0.500|0.500|0.256 |0.232|0.032 | 0.256 [}
SNGX1205ANN-W |0.591|0.500|0.189|0.232|0.047 | 0.256 [ J
@ Same insert for both RH and LH cutters. *Recommended grade @Optional grade OMake-to-order
BFME17 inserts o

ted

Basic dimension(in) CVD coating PVD coating carbide

(= Specification T
shape P 8 B3 8 3 g g g S 3 o
@L.c s 6 S a8 alo o 8 & 8|8
m m o m o m o m m [a)
> > > > > > > > > >
SNGX1205ENN-GL |0.500 | 0.500 | 0.256 |0.232 | 0.031 | 0.315 e o o %
SNMX120512-GL | 0.500 | 0.500 | 0.256 |0.232 | 0.047 | 0.315 e o o x
SNGX1205ENN-GM | 0.500 | 0.500 | 0.256 | 0.232 | 0.031 | 0.315 e o o % °
SNMX120512-GM | 0.500 | 0.500 | 0.256 | 0.232 | 0.047 | 0.315 e o o x °
SNGX1205ENN-GH | 0.500 | 0.500 | 0.256 | 0.232 | 0.031 | 0.315 e o o *x
SNMX120512-GH | 0.500 | 0.500| 0.256 | 0.232 | 0.047 | 0.315 e o o x

SNGX1205ENN-W |0.539 |0.500 | 0.189|0.232 |0.047 | 0.315

@ Same insert for both RH and LH cutters.
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Basic dimension(in) CVD coating PVD coating
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cemented
carbide

Inserts

shape

Specification
L gI.C S @

YBC302
YBD252
YBG105

m °
SNMX120512-GL 0.500

® 0. ® 0 O O YBMV253
® ®© 0 0 O YBDlI52

@ Same insert for both RH and LH cutters. *Recommended grade @Optional grade OMake-to-order
[Recommended cutting parameters o
- ' Cutting parameters
Wor piece Hardness Inserts grade GL GM GH
materials HB Vc (SFPM)
fz (IPT) fz (IPT) fz (IPT)

steel, alloy steel

YBM253, YB93

Cast iron, ductile
K iron, high nickel YBD152 880(500-980) 0.008(0.003-0.008) | 0.012(0.004- 0.016(0.008-0.02)
cast iron
Difficult-to-cut YBS303
. materials YBGZOSH 320(200 <)

Aluminium alloy

Low carbon YBM253, YB9320
ool il el NBao05 880(720-1150) | 0.006(0.004-0.012) | 0.008(0.004-0.016) | 0.012(0.008-0.02)
P High carbon  REPRICE : - _ 0.008(0.004-0.016) | 0.012(0.008-0.02)

ZCC USA Inc.

36 22 W. Liberty Rd. Ann Arbor, Ml 48103
Tel: 734-997-3811 Fax: 734-997-3820
E-Mail: info@zccusa.com
Hittp://www.zccusa.com






