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MILLING
TOOLS

CBN END MILLS

i-Xmill END MILLS

i-SMART END MILLS

X5070 NANO SOLID CARBIDE END MILLS

4G Mill SOLID CARBIDE END MILLS

X-POWER PRO SOLID CARBIDE END MILLS
TitaNox-POWER SOLID CARBIDE END MILLS
JET-POWER SOLID CARBIDE & HSS-PM END MILLS
V7 PLUS SOLID CARBIDE END MILLS

ALU-POWER HPC SOLID CARBIDE END MILLS
ALU-POWER SOLID CARBIDE & HSS-PM END MILLS
D-POWER GRAPHITE SOLID CARBIDE END MILLS (DIAMOND COATED)
CRX S SOLID CARBIDE END MILLS

K-2 SOLID CARBIDE END MILLS

ONLY ONE COATED PM60 END MILLS
TANK-POWER HSS-PM END MILLS

GENERAL HSS (8% Cobalt) END MILLS

HSS-E MILLING CUTTERS

TECHNICAL DATA
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CONTENTS Contents / MILLING TOOLS

CBN END MILLS CBN
CBN(Cubic Boron Nitride) Machining High Hardened Steels up to HRc70 / Mirror Finish END MILLS
i-Xmills, CARBIDE INSERT END MIL
Various Applications Type of Inserts Available for Ge END MILLS
High Hardened Steels, Stainless Steels and Graphite
i-Smart MODULAR TYPE END MILLS R
For General Steels, Hardened Steels and Cast Iron END MILLS
CBN END MILLS X5070 NANO SOLID CARBIDE END MILLS X5070
For High Hardened Steels (HRc45 to HRc70) / High Speed Machining and Dry Cutting END MILLS
4G Mill SOLID CARBIDE END MILLS 4G MILL
High Speed Cutting for Pre-Hardened Steels up to HRc55 END MILLS
CARBIDE EXCHANGEABLE END MILLS X-POWER PRO SOLID CARBIDE END MILLS BO R
For Pre-Hardened Steels up to HRc55 END MILLS
TitaNox-POWER SOLID CARBIDE END MILLS liEite
High Speed Machining for Exotic Materials: Titaniuml and Stainless Steels END MILLS
JET-POWER SOLID CARBIDE & HSS-PM END MILLS JET-POWER
For Exotic materials like Stainless Steels, Nickel Alloys and Titanium END MILLS
V7 PLUS SOLID CARBIDE END MILLS V7 PLUS
High Performance Carbide End Mills for Steels, Cast Iron and Stainless Steels END MILLS
ALU-POWER HPC SOLID CARBIDE END MILLS
For Aluminium, Aluminum Die Cast, Non-ferrous Alloys and Plastics END MILLS
SOLID CARBIDE END MILLS ALU-POWER SOLID CARBIDE END MILLS £
For Aluminium Alloys and Silent Cutting END MILLS
D-POWER GRAPHITE SOLID CARBIDE END MILLS (DIAMOND COATED) S
For Graphites END MILLS
CRX S SOLID CARBIDE END MILLS CRXS
DLC Coated End Mills for Copper END MILLS
K-2 SOLID CARBIDE END MILLS K-2
General Purpose / Conventional or High Speed Milling / Wet & Dry Cutting END MILLS

ONLY ONE
COATED PMg0
END MILLS

TANK-
POWER
END MILLS

GENERAL
END MILLS

ONLY ONE COATED PM60 END MIL
Perfect Solution of Carbide Chipping under Vibrations

HSS END MILLS T Toughmos e Soiness oo, Gotoon sl

GENERAL HSS END MILLS

General Purpose / Coating Available

HSS MILLING CUTTERS

TECHNICAL DATA General Works. Avalable Dovetal, WooduffKGHESEHT
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SELECTION GUIDE

i-Xmill Insert

'I SERIES XMB110A | XMB120C | XMB260T | XMB130A
FLUTE 2 2 2 2 2 2
HELIX ANGLE 30° 0° - - - -
M I LLI N G TOO LS CUTTING EDGE BALL CORNER BALL BALL BALL BALL
SHAPE NOSE RADIUS NOSE NOSE NOSE NOSE
SIZEMIN R0.2 D05 R4.0 R4.0 R4.0 R4.0
SIZE MAX R15 D20 R165 R16.5 R16.5 R16.5
PAGE c35 c36 C42 C42 C42 c43
LENGTH -
SURFACE TREATMENT |  Uncoated Uncoated AITiN AITiN
GENERAL PRE-HARDENED HIGH HARDENED STAINLESS
PURPOSE STEELS STEELS STEELS
fll f \
i= Please visit ﬂ a ﬂ
globalyg1.com/mat © : Excellent
: for material search O Good
»
0 aterial Descriptio B R
125 ©
190 13 ©
Non-alloy steel 250 25 ©
270 28 ©
300 32 ©)
P | 6 | 180 10 ©
Low alloy steel 275 2 ©
8 | v 300 32 ©
9 | 350 38 ©
High alloyed steel, 200 15 o
11 and tool steel 325 35 ©
12 200 15 ©
M 13 Stainless steel 240 23 ©
14 180 10 ©
Grey cast iron 180 10 ©
16 v 260 26 ©
X 160 3 ©
Nodular cast iron 250 25 ©
19 ) 130 ©
Malleable cast iron 230 2 ©
Aluminum- 60
wrought alloy 100
23 . ) 75
uminum-cast, 9
alloyed
130
Copper and 110
Copper Alloys 90
(Bronze / Brass) 100
7k NonMetallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRP GFRP etc.
200 15
Hoat Resi 280 30
eat Resistant 250 25
Super Alloys
350 38
320 34
. 400 Rm
Titanium Alloys 1050 Rm
550 55 ©) ©) ) ©
Hardened steel 630 60 © © ©
ZO  Chilled Castlron 400 42 O
/AN Hardened Castlron 550 55 © © ©
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i-Xmill Insert

i-Xmill Holder

2 2 2 2 2 2 2 - - - - - -
BALL BALL (ORNER (ORNER CORNER CORNER ORNR | BALL  BAL  BAL | CORNER  CORNER  CORNER
NOSE NOSE RADIUS RADIUS RADIUS RADILS RADUS | NOSE | NOSE  NOSE | RADIUS | RADIUS | RADIUS
R4O R4O D8O D8O D8O D8O D8O - - - - - -
R165 R165 D330 D330 D330 D330 D330 - - - - - -
43 43 Ca4 Ca4 C44 C49 49 C54 (55 (56 C57  C58 (58
FULL RADIUS - HIGH FEED - STRACHT  STRACHT mapemneck Thecdt STRCHT | maperngc
GENERAL GENERALPURPOSE  PRE-HARDENED | HIGH HARDENED  GENERAL
pURPOSE | CRAPHITE  pyFsSTeRS  STEELS STEELS PURPOSE | CRAPHITE ﬁ\
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SELECTION GUIDE

7606

i-Smart Modular Head

Ny XSEMD98 | XSEMES9 | XSEME60 | XSEMEOQ1

XSEME68

XSEME36

FLUTE 2 3 4 4 6 4
M I LLI N G TOO LS HELIX ANGLE 30° 30° 30° [M&%P{?}?ELIX) 457 (MlﬁﬁP{Esr(i)ELlX)
CUTTING EDGE BALL BALL BALL CORNER C(ORNER SQUARE
SHAPE NOSE NOSE NOSE RADIUS RADIUS
SIZE MIN R5.0 R5.0 R5.0 D10.0 D10.0 D10.0
SIZE MAX R16.0 R16.0 R16.0 D320 D320 D320
PAGE C68 C69 C70 7 C72 C74
LENGTH | CENTER MATCH CENTER MATCH CENTER MATCH - - -
[l g
G! !i i
ol Please visit ;
globalyg1.com/mat © : Excellent
w¥: formaterial search O Good
0 0 aterial Descriptio B R
125 (@) O O O O O
190 13 @) O @) O @) o)
Non-alloy steel 250 25 O O O © @) ©)]
270 28 © © © © © ©
300 32 © © © © © ©
P [ 6 | 180 10 @) O @) O o @)
Low alloy steel 275 29 © © © © © ©
| 8 | 300 32 © © © © © ©
| 9 | 350 38 ©) © © © © ©
High alloyed steel, 200 15 o) O o) O @) o)
11 and tool steel 325 35 © © © © © ©
12 200 15
M 13 Stainless steel 240 23
14 180 10 O
Grey cast iron 180 10 © © © © © ©
16 260 26 O O O O @) O
Nodular cast iron 160 3 © © = © © ©
250 25 @) O O O @) O
19 Malleable cast iron 130 O O O O O O
230 21 @) O @) O ) @)
Aluminum- 60
wrought alloy 100
23 i 75
Aluminum-cast, %0
alloyed
130
Copper and 110
Copper Alloys 90
x| (Bronze/ Brass) 100
Non Metallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRR GFR.etc.
200 15
. 280 30
Hseat Resistant 250 25
uper Alloys
350 38
320 34
Titanium Alloys :&%RRn;
Hardened steel >0 > 2 e 2 2 < ©
H 39 630 60 O @) O @) O O
ZUN Chilled Castlron 400 42 © © © © © ©
Y Hardened Castlron 550 55 @) O O O O O
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i-Smart Modular Holder
XSEME75 G8B59 | G8B54 | G8A46 | GBA54 | GBA28 | GBA38 | GBAS3 G8A5S9 G8D62
6 - - - 4 4 2 2 2 2 2 3 4
45° - - - 0° 0° 30° 30° 30° 30° 30° 30° 30°
SQUARE ~ R ~ CORNER CORNER BALL BALL BALL BALL BALL BALL BALL
RADIUS RADIUS NOSE NOSE NOSE NOSE NOSE NOSE NOSE
D10.0 - - - D2.0 D2.0 R0.05 R0.25 R0.05 RO.5 R0.2 R1.5 R1.5
D32.0 - - - D12.0 D16.0 R2.0 R1.0 R6.0 R12.5 R1.0 R10.0 R10.0
75 c76 c77 c78 89 €90 91 c95 €96 98 99  C100  C101
STRAIGHT STRAIGHT TAPER HIGH FEED
- NECKTYPE NECKTYPE NECKTYPE HIGH FEED LONG SHANK RIB PROCESSING | RIB PROCESSING - EXTENDED NECK| MINIATURE | Center Match | Center Match
Carbide - i | i | e Gt e s
l I
mibl 1
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o
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©
© O O O O O ® O O O
o a
©
© O O o) ) o) O O o) o B
©) O O ) ¢) O O O ) o B
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© O ) ) e} O O ) ) o)
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O © © © © © © © © o B
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SELECTION GUIDE

4G Mills

'I H03y GBA60 | GBA36 | GBA52 | GBAS0 | GBA47 G8B08 | G8A39 G8A02 | G8D63 SEMD98 | SEM846 | SEM846  SEMD99| SEME61 | SEMEO1 | SEME64
/ FLUTE 2 2 2 2 4 4 4 6 2 2 4 688 6&8 2 2 2 2 2 4 4
HELIXANGLE |  30° 30° 30° 30° 30° 30° 30° 45° 30° 30° 30° 45° 45° 30° 30° 30° 30° 30° /30° 7°/30°
MILLINGTOOLS CUTTINGEDGE |  CORNER CORNER CORNER CORNER CORNER CORNER CORNER CORNER BALL BALL BALL CORNER CORNER (MUCLI)I:;:;IX) (MUCLI)IPRL;:;“X)
SHAPE |  RADIUS RADIUS RADIUS RADIUS RADIUS RADIUS RADIUS RADIUS SQUARE SQUARE SQUARE SQUARE SQUARE NOSE NOSE NOSE RADIUS RADILS RADIUS RADILS
SIZEMIN| D05 D03 D05 D03 D30 D1.0 D60 D60 DO.1 DO.1 D10 D60 D60 R0.05 R0.05 R025 D02 D02 D1.0 D1.0
SIZEMAX | D120 D200 D20 D20 D120 D200 D120 D200 D40 D200 D200 D250 D25.0 R125 R6.0 R1.0 D200 D200 D200 D200
PAGE | C102 c107 C109 c110 camn c112 c113 Cc114 c115 c119 C120 c121 c122 C150 C156 C166 C169 Cc177 C196 C203
LENGTH | RBPROCESSNG | EXTENDEDNECK  RBPROCESSNG ~ MINATURE  EXTENDEDNECK | EXTENDEDNECK | EXTENDEDNECK  EXTENDEDNECK RIBPROCESSING | EXTENDEDNECK EXTENDEDNECK | LONG LENGTH EXE@G%NG ; EXTENDED NECK E’égﬂggﬁ:ﬁg" ; EXTENDEDNECK| - EXTENDED NECK
SURFACE TREATMENT cga'\lt’i?\g CoBaln'tJi?\g CoBe!lt'li?\g cg.-l‘t"i?]g CoBalngier!\g cgalult’i?mg cg.-l‘t"i?]g COBaI#i?\g cga'\lt'i?\g RS
f
i Please visit |
globalyg1.com/mat © : Excellent
vk formaterial search 0O:Good |
O D De ptio B R m m l ﬂ
125 O O O O @) O @)
19 13 O @) @ O O O ©
Non-alloy steel 250 25 O O O © © © ©
270 28 © © © © © © ©
300 32 O O O O O O O O O O O O O © © © © © © ©
P [ 6 | 180 10 o) o) o) o) o) o) o @
Low alloy steel 275 29 © © © © © © ©
| 8 | v 300 32 @) @) @) @) O @) @) @) @) @) @) @) @) © © ©) © © © o H
| 9 | 350 38 O @) @) o) @) @) @) O O @) @) @) @) © © © © © © o @
High alloyed steel, 200 15 O O O O O O O
1 and tool steel 325 35 O O @) O (@) O O O O (@) O O @) © © © © © © ©
12 200 15 b
M 13 Stainless steel 240 23
14 180 10
Grey cast iron 180 10 O O O O O O O
16 260 26 O (@) O O O O O
Nodular cast iron 160 3 O O O O O O O
250 25 O (@) O O O (@) O
19 Malleable cast iron 130 O O O O O O O
230 21 O @) O @) ©) o @)
Aluminum- 60
wrought alloy 100
23 ) 75
Aluminum-cast, %0
alloyed
130
Copper and 110
Copper Alloys 90
x| (Bronze/ Brass) 100
NonMetallicMaterials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRP GFRP etc.
200 15
. 280 30
Hseat Resistant 250 25
uper Alloys
350 38
320 34
Titanium Alloys :&%RRT;
550 55 ©) © © © © © © © © © © © © @) O @) @) O @) O
Hardened steel
H 39 630 60 © © © © © © © © © © © © © »
Z(08 Chilled CastIron 400 42 O O O O O O O O O O O O O © © © © © © © L)
/A Hardened CastIron 550 55 © © © © © © © © © © © © © @) O O O @) O O 4
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SELECTION GUIDE 4G Mills
'I 342y SEME35 | SEME35| SEME35| SEME70| SEM845 | SEME36 SEME71
FLUTE| 2 2 2 2 2 4 4 4 4 6
MILLING TOOLS HELIXANGLE |  30° 30° 30° 30° 300 2RO s, 30 30° 45°
CUTTINGEDGE | suaRe | SOUARE | SQUARE = SQUARE | SQUARE = SQUARE | SQUARE = SQUARE  SQUARE | SQUARE
SIZEMN| Dol Dol | Dol DIO | Dol | D08 @ D0 D10 | DO D60
SIZEMAX| D250 = D40 =~ D30 | D250 D120 D250 D200 D250 D120 = D200
PAGE| C218 (€221 (222 (€223 (€229 (238 (240 (244 (250 (255
NG | EXTENDED SharpComer LONG | EXTENDED
LENGTH| - |4mmShank 3mmShank  \every | pgck © Removal  LENGTH | NECK -

ol Please visit
globalyg1.com/mat © : Excellent
w¥: formaterial search O:Good

1 125
190 13
Non-alloy steel 250 25
270 28
300 32
| 6 | 180 10
Low alloy steel 275 2
8 | 4 30 32
| 9 | 350 38
High alloyed steel, 200 15
and tool steel 325 35
12 200 15
M 13 Stainless steel 240 23
14 180 10
Grey cast iron 180 10
260 26
. 160 3
Nodular cast iron 50 =
Malleable cast iron lig e
Aluminum- 60
wrought alloy 100
= Aluminum-cast, i
alloyed I %0
130
Copper and 110
Copper Alloys 90
(Bronze/Brass) 100
74ek NonMetallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRR GFR.etc.
200 15
. 280 30
Hseat Resistant 250 25
uper Alloys
350 38
320 34
Titanium Alloys :&%RRT;
550 55
Hardened steel 630 €0
Z()8 Chilled Cast Iron 400 42
“§8 Hardened Castlron 550 55
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4 0 0 DUC 0 0
U /6 L0, Q q q 01Q Q q
... .'.: .... O U O DOV .. O O O o‘ O Y
4&5 4&5 485 2 2 2 2 4 2 2 4
°~45° 44°~45° °~45° o o o o o o o o
(MULTIPLEHELIX) | (MULTIPLEHELIX) | (MULTIPLE HELIX) 30 30 30 30 30 30 30 30
CORNERRADIUS | CORNERRADIUS | CORNER RADIUS BALL BALL BALL BALL BALL C(ORNER CORNER CORNER
ROUGHING ROUGHING ROUGHING NOSE NOSE NOSE NOSE NOSE RADIUS RADIUS RADIUS
D6.0 D6.0 D6.0 RO.5 RO.5 R0.25 RO.5 R1.0 D40 D1.0 D2.0
D20.0 D20.0 D20.0 R8.0 R10.0 R3.0 R4.0 R8.0 D120 D6.0 D120
C257 C258 C259 C332 C333 C334 C336 C337 C338 C339 C341
SHORTLENGTH | LONGLENGTH LONGLENGTH | SHORTLENGTH | LONGLENGTH | RIBPROCESSING |  TAPERNECK LONG LENGTH LONGLENGTH | RIBPROCESSING |  STUBLENGTH

ﬁ
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SELECTION GUIDE X-Power Pro
'I SERIES
/G FLUTE 4 2 2 3 4 4
HELIX ANGLE ° ° ° ° ° °
M I LLI N G TOO LS CUTTING E:GE CO::;IER = = = = ~
SHAPE RADIUS SQUARE SQUARE SQUARE SQUARE SQUARE
SIZEMIN D3.0 D04 D04 D1.0 D20 D20
SIZE MAX D20.0 D20.0 D6.0 D16.0 D25.0 D20.0
PAGE C342 C343 C345 C348 C349 C350
LENGTH LONG LENGTH SHORT LENGTH RIB PROCESSING SHORT LENGTH SHORT LENGTH LONG LENGTH
O : Excellent m H | | |
O Good ‘
I |
@) O @) O (@) @)
@) O @) O (@) @)
@) O @) O (@) @)
© © © © © ©
© © © © © ©
| 6 | O o) O o) o) O
Low alloy steel 275 2 © © © © © ©
| 8 | 300 32 © © © © © ©
| 9 | 350 38 © ©) © © © ©
High alloyed steel, 200 15 O ) O o) o) O
and tool steel 325 35 © ©) © © © ©
12 200 15 @) O O ©)
M 13 Stainless steel 240 23 O O O O
14 180 10 O O O ©)
Grey cast iron 180 10 © © © © © ©
16 260 26 @) @) O O O @)
17 Nodular cast iron 160 3 O O O O O O
250 25 O O O O O O
19 Malleable cast iron 130 O o O O O O
230 21 O @) O @) o) O
Aluminum- 60
wrought alloy 100
23 i 75
Aluminum-cast, %
alloyed
130
Copper and 110
Copper Alloys 90
x| (Bronze/ Brass) 100
Non Metallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRP GFRP etc.
200 15
. 280 30
Hseat Resistant 250 25
uper Alloys
350 38
320 34
Titanium Alloys :&%RRT;
550 55 @) @) @) @) @) @)
- 39 Hardened steel 630 60
I8 Chilled Cast Iron 400 42 © © © © © ©
S Hardened Castlron 550 55 \ O @] O @) O O
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- _— - 40 28 30 24 6 HE5Z
- - = / 29 3 2 HES
688 6 384 4 5 5 5 5 5
s e w |, SN Rl wem S e
SQUARE SQUARE ROUGHING CORNER CORNER R SQUARE SQUARE oG
D60 D60 D60 D60 D60 D60 D60 D60 D60
D200 D250 D200 D250 D250 D250 D250 D250 D250
c351 C352 C353 C380 C382 c383 C385 C386 c387
WNGLENGTH  ExtRALONGLENGTH | LowGLevory | ONGLENSPHDOUBLE quopripvery  woNGLENGTH | SHORTLENGTH | LONGLENGTH -
|
‘ | | | | |
0 O ) O O O O O
o} O O o o} o) o} o)
o} O O o o} O o} O
© © © O o} O O O
© © © O o} O O O
o} O O O O O O o} B
© © © O O O o) )
© © © O O o} o) o) B
© © © O O o} O ) B
o) O o) o) o o) O o)
© © ©) 0 o o o)
@) © © © © © @) 2
@) © © © © © O
@) © © © © © @)
O O @) O O O O O
O O @) O O O O (@)
O O O @) O O O (@)
O O O (@) O (@) @) (@)
@) O O O @) O @) (@)
@) O O O @) O O O
(@) O O O O O
(@) (@) (@) O (@) O
(@) @) (@) O @) O
O O @) O @) O
O O @) O @) O
© © © © © ©
© © © © © ©
O O O
39
© © © 0
O O O 4
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SELECTION GUIDE Jet-Power
'I SERIES
FLUTE 2 4 6&8 MultiFlute Multi Flute Multi Flute Multi Flute
HELIX ANGLE 35° 35° 45° 30° 45° 45° 45°
MILLING TOOLS CUTTING EDGE
SHAPE SQUARE SQUARE SQUARE ROUGHING ROUGHING ROUGHING ROUGHING
SIZE MIN D1.0 D2.0 D6.0 D6.0 D6.0 D4.0 D6.0
SIZE MAX D25.0 D25.0 D25.0 D25.0 D20.0 D25.0 D20.0
PAGE C396 C398 C400 C401 C402 C403 c404
LENGTH | SHORTLENGTH | SHORTLENGTH | LONGLENGTH LONG LENGTH SHORT LENGTH LONG LENGTH LONG LENGTH
SURFACE TREATMENT TiAIN TiAIN TiAIN TiAIN TiAIN TiAIN TiAIN
: 0 Please visit
fikEEh globalyg1.com/mat © : Excellent
Zew¥ formaterial search O:Good
L2 Material Description |
1 125 O @) @) O O O O
190 13 O O (@) O O O O
Non-alloy steel 250 25 © © © © © © ©
270 28 © © © © © © ©
300 32 © © © © © © ©
| 6 | 180 10 O O @) @) O o o)
Low alloy steel 275 29 © © © © © © ©
| 8 | 300 32 © © © © © © ©
| 9 | 350 38 © © © © © © ©
High alloyed steel, 200 15 O o) o) o) O o) o)
and tool steel 325 35 © © © © © © ©
12 200 15 O O O O O O O
M 13 Stainless steel 240 23 @) O O O O O O
14 180 10 © © © © © © ©
Grey cast iron 180 10
v 260 26
. 160 3
Nodular cast iron 250 25
19 . 130
Malleable cast iron 230 2
Aluminum- 60
wrought alloy 100
23 Alumi 75
uminum-cast, 9
alloyed
130
Copper and 110
Copper Alloys 90
(Bronze / Brass) 100
74 NonMetallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRP GFRP etc.
200 15 @) O O o) )
HeatResistant 220 30 @) O O o) )
eat Resistan
Super Alloys 250 25 O ) @) O O
350 38 @) O @) ©) )
320 34 o o o o o
Titanium Alloys 400 Rm © © © © © © )
¥ 1050 Rm © ©) © © © © ©
- Hardened steel :gg :g
I8 Chilled Cast Iron 400 42 O O O O O O O
ZYM Hardened Castlron 550 55 \
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(MULTl:l.E HETJX) (MULT”:LE HETJX) (MULTI;LE HE°|.|X) (MULTl:‘LE HET.lX] (MUI.Tl;LE HE°|.|X) (MULTl:l.E HETJX) (MULTl:{E HELIX) 45° 45° 45° 45°
BALL CORNER CORNER CORNER CORNER CORNER CORNER
NOSE RADIUS RADIUS RADIUS SQUARE SQUARE SQUARE RADIUS RADIUS RADIUS SQUARE
RIS D30 D30 D30 D30 D30 D30 D60 D6.0 D6.0 D60
RI25 D200 D250 D200 D200 D250 D200 D250 D250 D250 D250
ca18 ca19 €420 ca21 C424 C425 C426 c428 €429 C431 €432
LONG LENGTH with LONG LENGTH BXTRA EXTRA
LONGLENGTH | SHORTLENGTH | LONG LENGTH S syomrienern  Loneinr | ONLENGTH T onguengry o TR R LoNGLENGTH
CHIPSPLITTER
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SELECTION GUIDE p Alu-Power HP Alu-Power
’ MH56 = EMB72 H24 H 5H2 H2 E5742
Y SEAS 457 EMB73 | JAM24 | JAH25 | JAH22 | JAH23 £908 SE7 : ES711
FLUTE 6 6 5 3 3 3 3 2 3 2 2 3 1 2 2 3 3 3 3
HELIX ANGLE 45° 45° 41°~45° 37° 37° 37° 37° 50° 40° 30° 25° 45° 30° 45° 45° 45° 45° 30° 30°
MILLINGTOOLS CUTTINGEDGE | sopge SQUARE SQUARE (ORNER (ORNER SQUARE SQUARE BALL BALL CORNER | CORNER | CORNER | qoijpe  uaRE | SQUARE | SQUARE  SQUARE  ROUGHING | ROUGHING
SHAPE 0 Q Q RADIUS RADIUS 0 Q NOSE NOSE RADIUS RADIUS RADIUS
SIZEMIN D6.0 D6.0 D6.0 D6.0 D6.0 D3.0 D6.0 R3.0 R1.0 D4.0 D2.0 D3.0 D20 D3.0 D3.0 D3.0 D3.0 D6.0 D6.0
SIZE MAX D25.0 D25.0 D25.0 D20.0 D20.0 D25.0 D20.0 R10.0 R8.0 D20.0 D20.0 D20.0 D120 D20.0 D20.0 D20.0 D20.0 D25.0 D20.0
PAGE | (433 C434 C435 C444 C447 C450 C451 C458 C459 C460 C461 C462 c463 C464 C465 C466 C467 C468 C469
LENGTH | |t | Lone ey | LONGLENGTH - EXTENDED NECK . EXTENDED NECK NECK NECK NECK NECK | LONGLENGTH - SHORTLENGTH | LONGLENGTH | LONGLENGTH ~ NECK | LONGLENGTH = NECK
SURFACE TREATMENT Y-Coating Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated
DLC DLC DLC
CHIP SPLITTER
V7 INOX
- P — “._
9 6 W W - @ Y
| ) & ! ) l ' / / £
;] 1 - ] (1 | ]
i \ Fl J 1 &
_ 1 A \
E‘ Please visit
Ex7 globalyg1.com/mat © : Excellent
&= wik formaterial search O Good
L2 Material Description
1 © © © O
© © © O
Non-alloy steel © © O O
270 28 © © O O
300 32 © © 0
6 | 180 10 © © © o @
75 29 o © O O
n Low alloy steel 300 3 o © o n
9 | 330 38 © © e g
High alloyed steel, 200 15 o © © o) O
and tool steel 325 35 © © O
12 200 15 © o © 0
M 13 Stainlesssteel 240 23 © © ©
14 180 10 © © ©
. 180 10 © © O O O
Grey cast iron 260 % o © o o o
. 160 3 © © O O O
Nodular cast iron 50 = ° © o o o
19 ) 130 © © @) © ©
Malleable cast iron 230 e o © o o o
Aluminum- 60 © ©) © © © © © © © © © © © © © ©
wrought alloy 100 © © © © © © © © © © © ©) © © © ©
23 Aluminum-cast 75 © © © © © © © ©)] © © © © © © © ©
dloyed % o o © © © © © © © © © © © © © ©
130 O O O O O O O O O O O O O O O O
Copperand 110 O O O O O O O
Copper Alloys 90 O O O O O O O
28 (Bronze / Brass) 100 ®) O O @) O O O
NonMetalic Materials O o) o) O ©
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRP GFRP etc.
200 15 O e) @)
280 30 0 O o}
Heat Resistant
Super Alloys 250 % O o O
350 38 O o) @)
320 34 o o o
, 400 Rm @) @) ©
Titanium Alloys 1050 Rm o o °
550 55
- 39 Hardened steel 630 €0 » )
ZN  Chilled Cast Iron 400 42 9
2§ Hardened Castlron 550 55 \ 4
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SELECTION GUIDE

D-Power Graphite

'I SERIES
FLUTE 2 2 2 2 2 2 3
HELIXANGLE |  30° 30° 30° 30° 30° 30° 30°
MILLING TOOLS
CUTTINGEDGE |  BALL BALL BALL BALL BALL BALL BALL
SHAPE |  NOSE NOSE NOSE NOSE NOSE NOSE NOSE
SIZEMIN|  Ro1 RO2 R1.0 R1.0 R1.0 ROS R10
SIZEMAX|  R30 R20 R6.0 R6.0 R6.0 R10 R6.0
PAGE C478 C480 C481 C482 C483 C484 C485
LENGTH | MNATURENECK | MNiATURENEcK | SMORTLENGTH - LONGRENGTH oy peacuneck  mapenneck  SHORTLENGTH

SURFACE TREATMENT

O : Excellent

% globalyg1.com/mat
O:Good

s wty formaterial search

| 6 |

Low alloy steel 275 2
8 | 4 30 32
| 9 | 350 38
High alloyed steel, 200 15
and tool steel 325 35
12 200 15
M 13 Stainless steel 240 23
14 180 10
Grey cast iron 180 L
260 26
. 160 3
Nodular cast iron 50 =

19 . 130
Malleable cast iron 230 e

Aluminum- 60

wrought alloy 100

Aluminum-cast, i

alloyed I %0

130

Copper and 110

Copper Alloys 90
(Bronze / Brass) 100

WIWIWIW W W W WIWINININININININININN
O IN|O|LAWIN 2|0V |NOV(L|BD WIN|=|O

Non Metallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRRGFRP etc.
200 15
IE—— 280 30
eat Resistant 250 25
Super Alloys
350 38
320 34
. 400 Rm
Titanium Alloys 1050 Rm
550 55
Hardened steel 630 €0

Z[)8 Chilled Cast Iron 400 42
“§8 Hardened Castlron 550 55

Diamond Diamond
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00000

O O O
@) ©) ©)
O O O
O @) ©)
(©) @) O
© © ©
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O0000
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D-Power Graphite

SGED28 | SGED27 | SGED29 | SGED31 | SGED30
2 2 3 3 4 2 2 2 2 2 2
30° 30° 40° 40° 30° 30° 30° 30° 30° 30° 30°
CORNER CORNER CORNER CORNER CORNER BALL BALL CORNER
RADIUS RADIUS RADIUS RADIUS RADIUS - NOSE NOSE RADIUS SQUARE SQUARE
D02 D10 D20 D20 D60 D05 ROS R0.25 D10 D10 D05
D60 D20 D120 D120 D120 D120 R60 R6.0 D120 D120 D120
€486 c488 €489 €490 €491 C492 C497 C498 €500 €502 €503
MINISTURENECK | TAPERNECK | SHORTLENGTH | LONGLENGTH NECK LON%%EQGTH EXTENDEDNECK | EXTENDED NECK ; EXTENDED NECK
l . 1
E
12
O O @) @) O O O @) O O O
O O O O (@) O O O O O O
O O O O @) O
O O O O O O
O (@) (@) O O @)
© © © © ©
© © © © ©
© © © © ©
© © © © © © O O (@) O O

/G YG-1CO,, LTD.

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

C19



SELECTION GUIDE

'I SERIES G9438 | G9454
/G FLUTE 2 2 2 2 2 2 2 4 2 2 4 4 2 2 2 2

HELIX ANGLE 30° 30° ~30° ~30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° =30°
MILLING TOOLS
CUTTING EDGE BALL BALL BALL BALL BALL BALL BALL BALL CORNER CORNER CORNER CORNER SQUARE SQUARE SQUARE SQUARE
SHAPE NOSE NOSE NOSE NOSE NOSE NOSE NOSE NOSE RADIUS RADIUS RADIUS RADIUS
SIZE MIN R1.0 RO.5 R1.0 R1.0 R15 R15 RO.2 R1.0 D20 D3.0 D20 D3.0 D10 D3.0 D1.0 D20
SIZE MAX R10.0 R10.0 R10.0 R10.0 R10.0 R10.0 R20 R10.0 D120 D120 D120 D120 D20.0 D20.0 D20.0 D20.0
PAGE C514 C515 C516 C517 c518 c519 C520 C522 c523 C525 C526 C528 c529 C530 531 C532

EXTRA

LENGTH | SHORTLENGTH | SHORTLENGTH | SHORTLENGTH | LONGLENGTH | LONGREACH LONG LENGTH

RIB PROCESSING SHORTLENGTH SHORTLENGTH LONG REACH SHORT LENGTH LONG REACH SHORT LENGTH SHORT LENGTH SHORTLENGTH SHORTLENGTH

T l I
= M m m m M ﬁ m m m m
HERS globalyg1.com/mat © : Excellent
f=whe formaterial search O Good
D,
O al De ptio
125 o o © © o © o o © o © © © © © ©
19 13 © © © © © © © © © © © © © © © ©
Non-alloysteel 250 25 © © © © © © © © © © © © © © © ©
270 28 © © © © © © © © © © © © © © © o @
300 32 © © © © © © © © © © © © © © © ©
P 6 | 180 10 © © © © © © © © © © © © © © © © 6|
owalovsieal | 25 2 © © © © © © © © © © © © © © © ©
B Y 30 3 © © © © © © @) © © © © © ©) © ©) o @
9 | 350 38 © © © © © © © © © © © © © © © © 9|
High alloyed steel, 200 15 © © © © © © © © © © © © © © © ©
11 and tool steel 325 35 © © © © © © © © © © © © © © © ©
12 200 15 @) O O O O O O @) O ©) O @) O (@) O @) 1
M 13 Stainless steel 240 23 O O O O O O O O O O O O O O O O
14 180 10 O O O O O O O O O O O O O O O O
e 10 O @) ) O O @) O O ¢) O @) o @) O @) O
16 260 26 O O O O O O O O O O O O O O O O
Nodular castiron 16° 3 O O O O O o} O O O O O O O O O O
250 25 O O o O O O O O O O O O O O O O
Bt 0 0 o o o o o o o 5 5 o 5 o 5 o 5 o
Aluminum- 60 o) o) ©) @) o) o) ¢) o) @) @) @) @) @) @) @) @)
wroughtalloy 100 O O O O O O O O e} O O O O O O O
23 | e} e} O O O O O O O O O O O O O O
Aoyed 90 O O O O O O O O O O o O O O O o
130 O O O O O O O O O O o} O O O O O
Copperand 110 O O O O (@) O O O O O O O O O O O
Copper Alloys 90 O O O O O O O O O O O O O O O O
(Bronze/Brass) 100 O O O O @) ©) O O @) O O O O O O O
mm”h‘;"“?a?;":' o © O © © © © ©
30 Graphite, CFRP GFRR etc.
200 15 @) O O e) o) @) @) O ¢) O @)
Hoat Resi 280 30 O O o o o O O o o o o
Se:;ef;';g:‘ %0 25 o) o) O o) o) o o) o) o) O o)
350 38 o) O O o) @) O @) O @) O @)
320 34 o) @) O @) @) @) @) @) @) @) @)
Tieanium Allovs 200 RM o) O O @) @) O @) O @) O @)
¥ 1050 Rm o) o) o) o) o) o o) o) o) o) o)
Hardened steel :gg :g »
UMD ChiledCastion 400 42 o o ® @ o o o o o o o o o o o [
ZYM Hardened Castlron 550 55 4
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SELEcTION cUIDE NN Z R
Y/ S0 G9527 | G9445 | GIGAS | G9452 | G9BBO | Goa10 | G9GA6
/ G FLUTE 2 2 2 2 2 3 3

MILLING TOOLS . :TE::: é\:;s: =30 =30 =30 30 30 30 30
SEDGE | square SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE
SIZEMIN| D35 D20 D30 D30 D04 D05 D30
SIZEMAX| D200 D200 D200 D200 D40 D200 D200
PAGE| (533 C534 535 €537 C538 C541 C543
LENGTH | ONGLENGTH | LoNGLeNGTH | soRriect | XTRGLONG R pRocEssiNG | THROWAWAY | THROW AWAY
SURFACE TREATMENT TIAIN TIAIN

: i Please visit
TR globalyg1.com/mat
S wts formaterial search

O : Excellent
O Good

L2 Material Description

g

.

1 125
190 13
Non-alloy steel 250 25
270 28
300 32
| 6 | 180 10
Low alloy steel 275 2
8 | 4 30 32
| 9 | 350 38
High alloyed steel, 200 15
and tool steel 325 35
12 200 15
M 13 Stainless steel 240 23
14 180 10
Grey cast iron 180 10
260 26
. 160 3
Nodular cast iron 50 =
Malleable cast iron lig e
Aluminum- 60
wrought alloy 100
= Aluminum-cast, i
alloyed I %0
130
Copper and 110
Copper Alloys 90
(Bronze/Brass) 100
7k NonMetallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRR GFR.etc.
200 15
. 280 30
Hseat Resistant 250 25
uper Alloys
350 38
320 34
Titanium Alloys :&%RRn;
550 55
- 39 Hardened steel 630 €0
ZN  Chilled Cast Iron 400 42
2§ Hardened Castlron 550 55 ‘
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G9425 G9G47 G9439 G9528 G9433 G9G48 G9447 G9G49 G9432
3 3 3 3 3 3 3 3 4
30° 30° =30° =30° =30° =30° 45° 45° 30°
SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE
D10 D30 D20 D35 D30 D30 D3.0 D30 D10
D200 D200 D200 D200 D200 D200 D20.0 D200 D200
C544 €545 €546 C547 C548 €549 €550 €551 €552
SHORTLENGTH SHORT LENGTH SHORTLENGTH LONG LENGTH LONGLENGTH LONGLENGTH LONGLENGTH LONGLENGTH SHORTLENGTH
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SELECTION GUIDE Only One
'I SERIES A 4 Y iy OAL 9400
'] 1/ 90 O
FLUTE 4 4 4 4 4 4 4 4 4 486 Multi Flute 2 2 2 3 4
HELIX ANGLE 30° 30° = 30° = 30° = 30° = 30° Multiple Helix | Multiple Helix 30° 30° 45° 30° 30° 30° 30° 30°
MILLING TOOLS CUTTING EDGE BALL
HAPE | SWUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE ROUGHING DRILLMILL NOSE SQUARE SQUARE SQUARE
SIZE MIN D30 D10 D20 D35 D20 D30 D3.0 D3.0 D30 D3.0 D6.0 D30 ROS5 D10 D10 D10
SIZE MAX D200 D200 D200 D200 D200 D200 D20.0 D20.0 D200 D200 D250 D200 R125 D250 D250 D250
PAGE| (553 C554 €555 C556 C557 C558 €559 C560 C561 €562 C563 C564 C586 C587 C588 C589
LENGTH | SHORTLENGTH SHORTLENGTH | SHORTLENGTH | LONGLENGTH | LONGLENGTH | LONGLENGTH SHORTLENGTH | LoNGLeNTH | EXTRLONG 1 SHORTLENGTH o g - SHORIEGH  SHORTLENGTH SI.(IgeTtL.rEg%H ST&'E\TteLrE?uGJH
PM60 PM60 PM60 PM60
r :
' ¥ H }
\ I
'| y i
Please visit
HERS globalyg1.com/mat © : Excellent
s wty formaterial search O Good
1 125 © © © © © © © © © O © © © © © ©
190 13 ©) © © © © © © © ©) O © © © © © ©)
Non-alloysteel 250 25 © © © © © © © © © O © © © © © ©
270 28 © © © © © © © © © O © © © © © ©
300 32 © © © © © © © © © ® © © © © © ©
| 6 | 180 10 © © © © © © © © © O © © © © © o @
L 275 29 © © ©) ©) ©) ©) © ©) ©) ) © © © ©) ©) ©)
ow alloy steel
| 8 | 300 32 © © © ©) ©) © © © © @) © © © © © o @
9 | 350 38 © © © © © © © © © © © © o o o o B
High alloyed steel, 200 15 © © © © © © ©) © © @) © © © © © ©
andtoolsteel 325 35 © © © © © © © © © © © © O O O O
12 200 15 O O O O O O O @) (@) O O © © © © n
M 13 Stainless steel 240 23 O O O O O O O O O O O © © © ©
14 180 10 @) O O @) O O O O O O O © ©)] © ©
ey astion 180 10 O @] @) @) O O O O O O O O © © © ©
v 260 26 O O O O O O O O O O o O © © © ©
Nodular castiron 16° 3 O @) O O @) O O ) @) @) @) ©) ) © © ©
250 25 O O @) O @) @) O @) O @) @) @) ©) © ©) ©
19 Malleable cast iron 130 O O O O O O O O O © © © © © © ©
230 2 o) o) o o) o) o o o) o) o) o) O ©) © © ©
Aluminum- 60 O O O O O ©) O O O
wrought alloy 100 O O @) O @) @) O ©) o
= Aluminum-cast, 75 O o O O (©) ©) O (@) O
alloyed I ) o @) O (@) ©) O O 0O )
130 @) @) O @) @) O O O o)
Copperand 110 O O O O O O O O O O O O
Copper Alloys 90 O O O O O O O O O O O O
(Bronze / Brass) 100 O O O O O O O O O O O O
29 DNon%IImatgﬁls O O O O O O O
iy
200 15 @) @) O @) @) O @) O O O
HestResistant 250 30 O o O O O O O O O o
Sejpef;;ois 250 25 O O O O O O O O O O
350 38 @) @) O @) @) O @) o @) O
320 34 o o o o o o o o) o o
36 . 400 Rm O O O @) O O O O O O
Titanium AlloYS 550 fm e O 0o 0 O 0 o O e ¢
| 38 | 550 55 @)
- 39 Hardened steel 630 60 o 3
I8 Chilled Cast Iron 400 42 O O O O @) O O O O O O O O 4
/AM Hardened Castlron 550 55 ‘ O 4
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SELECTION GUIDE OnlyQ Tank-Power
'I SERIES VGO2 g 0/ 08 0
/ FLUTE 4 4 Multi Flute Multi Flute Multi Flute Multi Flute 2 2
HELIX ANGLE 01370 o g o o o o o
MILLNGTOOLS  crmvcenct| s e i o | mome | mome | B | 0
SHAPE SQUARE SQUARE ROUGHING ROUGHING ROUGHING ROUGHING NOSE NOSE
SIZE MIN D3.0 D2.0 D6.0 D6.0 D6.0 D6.0 RO.5 R1.0
SIZE MAX D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 R125 R125
PAGE| (€590 591 C592 C593 C594 C595 C608 C609
x| SN | WIS SIS SO | INCECH ST s vt
PM60 PM60 PM60 PM60 PM60 PM60 HSS-PM HSS-PM
ol Please visit i ﬁ E 1 ﬂ
globalyg1.com/mat © : Excellent
w¥: for material search O Good
O 0 Descriptio .
i ol
125 © © © © ©)] © © ©
190 13 © © © © © © © ©
Non-alloy steel 250 25 © © © © © © © ©
270 28 © © © © © © © ©
300 32 © © © © © © © ©
P | 6 | 180 10 © © © © © © © ©
Lowallovsieel 275 29 © © © © © © © ©
8 | ( 30 32 © © © © © © © ©
| 9 | 350 38 O o) O @) @) O ) o)
High alloyed steel, 200 15 © © © © © © © ©
11 and tool steel 325 35 O O O O O O O O
12 200 15 ©) © © © © © © ©
M 13 Stainless steel 240 23 © © © © © © © ©
14 180 10 © © © © © © © ©
e 10 © © ©) ©) © ©) © ©
16 260 26 © © © © © © © ©
Nodular cast iron 160 3 © © © © © © © ©
250 25 © © © © © © © ©
19 Malleable cast iron 130 © © o o ) 0 ) ©
230 21 © © © © © © © ©
Aluminum- 60
wrought alloy 100
23 ) 75
Aluminum-cast, %
alloyed
130
Copperand 110 O O O O O O O O
Copper Alloys 90 O O O O O O ©) O
(Bronze/Brass) 100 O O @) O @) O O O
75| NonMetallic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRR GFRR etc.
200 15
. 280 30
Hseat Resistant 250 25
uper Alloys
350 38
320 34
Titanium Alloys :&%RRT;
550 55
Hardened steel 630 60
Z8  Chilled Cast Iron 400 42 O O O O O O
ZYM Hardened Castlron 550 55
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2 2 3 3 4 4 MultiFlute  Multi Flute Multi Flute Multi Flute Multi Flute| Multi Flute

30° 30° 30° 30° 30° 30° 30° 30° 45° 30° 30° 30°
SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE ROUGHING ROUGHING ROUGHING ROUGHING ROUGHING ROUGHING
D1.0 D1.0 D1.0 D1.0 D1.0 D2.0 D6.0 D6.0 D4.0 D6.0 D6.0 D10.0
D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 D25.0 D25.0
C610 c61 C612 C613 C614 c615 €616 C617 c618 €619 €620 €621

SHORTLENGTH | LONGLENGTH | STUBLENGTH | SHORTLENGTH | SHORTLENGTH | LONGLENGTH | SHORTLENGTH | LONGLENGTH | SHORTLENGTH | SHORTLENGH | LONGLENGTH | WITHNECK
HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM HSS-PM
¥ i

© © © © © © © © © © © ©

© © © © © © © © © © © ©)

© ©) © © © © © © ©) ©) © ©

© © © © © © © © © © © ©

© © ©) ©) © © © © © © © ©

© © © © © © © ©) © © © o 0

© © © © © © ©) ©) © © © ©

© © © © © © © © © © © o B

O @) O @) @) O @) @) O ¢) O o B

© © © © ©) © © © © © © ©

o) O O o) O ¢) ¢) O ©) o) O o)

© © © © © © © © © © © ©

© © © © © © © © © © © ©

© © © © © © © © © © © ©

© © © © © © © © © © © ©

© ©) © © © © © © © ©) © ©

© © © © © © © © © © © ©

©) ©) © © © © © © © © © ©
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@) O @) O 0 O O O @) O O O
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0 @) @) O o) O O O O ¢) O O
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SELECTION GUIDE HSS End mills
'I Sy E2535 | E2492 | EL612 | E2570 | E2571
FLUTE 2 2 1 2 2 2 2 2
HELIX ANGLE =~ 30° ~30° ~30° ~30° =~ 30° 30° 42° 42°
MILLI NG TOOLS CUTTING EDGE BALL BALL
SHAPE NOSE NOSE SQUARE SQUARE SQUARE SQUARE SQUARE SQUARE
SIZE MIN R1.0 R1.0 D3.0 D1.0 D15 D25 D1.0 D20
SIZE MAX R16.0 R15.0 D10.0 D40.0 D40.0 D40.0 D320 D20.0
PAGE| (643 C644 C645 C646 C649 C651 C653 C654
LENGTH | SHORTLENGTH  LONG LENGTH SHORTLENGTH | LONGLENGTH |~ X1 ONC  HoRTLENGTH - LONG LENGTH
Tool Marterial  HSSCo8 | HSSCo8 HSS-E HSSCo8 | HSSCo8 | HSSCo8 | HSSCo8 | HSSCo8
b x T .
II ‘ L i
L1,
O : Excellent
O Good
© © O © © © O O
© © O © © © O O
© o © © ©
© © © © ©
o o o o) o
| 6 | © © O © © © O O
Low alloy steel 275 2 © © © © ©
8 | 4 30 32 o) o) o) o) o)
9 | 350 38 o o o o o
High alloyed steel, 200 15 ©) © @) © © © o) O
and tool steel 325 35 ®) @) O O @)
12 200 15
M 13 Stainless steel 240 23
14 180 10
Grey cast iron 180 10
G y 260 26
17 X 160 3
Nodular cast iron 250 25
19 . 130
Malleable cast iron 230 2
Aluminum- 60 (@) O © O ©) O © ©
wrought alloy 100 @) @) © @) @) O © ©
23 it " 75 O O © O O O © ©
minumcst, gy © 6 o o o o o | e
130 @) ) ) ) ) ©) @) @)
Copper and 110
Copper Alloys 90
x| (Bronze/ Brass) 100
NonMetalic Materials
Duroplastic, Fiber Reinforced Plastic,
Graphite, CFRP GFRP etc.
200 15
Heat Resi 280 30
eat Resistant BTh e
Super Alloys
350 38
320 34
. 400 Rm
Titanium Alloys 1050 Rm
550 55
- 39 Hardened steel 630 60
2l Chilled Cast Iron 400 42
2§ Hardened Castlron 550 55 ‘

C28
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HSS End mills
E2516 | E2553 E2SET553| E2554 | E2574 | E2595 | E2597 | E2753 | E2762 | E2755 | E2751 | E2752
3 3 3 3 3 3 4 4 4&6 | MultiFlute | Multi Flute 3 Multi Flute | Multi Flute
=30° =30° 30° 30° 30° 30° =30° =30° 45° 30° 30° 37° 30° 30°
SOUMRE | SOUARE | SQUARE | SOUMRE | SQUARE | SOUARE | SQUARE | SQUARE  SQUARE | ot oDME SO SOl
D15 D10 D20 D10 D20 D15 D2.0 D2.0 D20 D6.0 D6.0 D6.0 D6.0 D6.0
D320 = D400 | D400 | D200 | D100 | D100 = D200 D250 | D200 | D400 = D400 = D300 | D500 | D400
C655 | C656 | C658 @ C660 C661 @ C662 & C663 | C664 C665 C666 C667 | C668 | C669 &= C671
SHORTLENGTH | THROW AWAY | LONGLENGTH SHORTLENGTH | LONGLENGTH
STUBLENGTH  SHORTLENGTH LONGLENGTH Tueri e’ err | meoway | STORTUENGTH  ceime v eTeRcUTTNG SHORTLENGTH LONGLENGTH |SHORTLENGTH SHORTLENGTH  LONGLENGTH
Uncoated /| Uncoated/ |Uncoated /| Uncoated/ Uncoated Uncoated/ | Uncoated/ | Uncoated /| Uncoated / |Uncoated /| Uncoated / U ted Uncoated /| Uncoated /
TIAIN TIAIN TiAIN TIAIN nco TIAIN TIAIN TIAIN TIAIN TiAIN TIAIN ncoate TiAIN TiAIN
HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8
© © © ©) © © © © © © ©) © © ©
) © ©) © ) © ©) © © © ©) © © ©
) © © ©) © © © © © © ©) o) © ©
© © © ©) © © ©) © © © © o) © ©
© © © © © © © © © © ) o) © ©
© © © © © © © © © © © © © o A
© © © © © © © © © © © o) © ©
© © © © © © © © © © © o) ©) © B
o) o) O @) o) @) O ) o) @) @) o) o B
© ) © © ©) ©) © © © © © © © ©
¢) ¢) O O ) o) O o) ) O o) o) )
?
(@) (@) O O O (@) O (@) O (@) O © O O
O O O O O O O O O (@) O © O O
@) (@) O O O O O O O (@) O © O (@)
O O (@) O O O O O O O O © O (@)
O O (@) O O O O O O O O O O (@)
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SELECTION GUIDE Milling Cutting Milling Cutting
ML012, ML022 | ML032, ML042
SERIES d d
'I MLT12ML122 | MLT32 ML142 ML062, ML162 |ML072, ML172) ML092
FLUTE - - - - Multi Flute Multi Flute Multi Flute Multi Flute MultiFlute 4
HELIX ANGLE 0° 0° 10°20° 10°-20° 10° - 30° 42 30° 30° 30° 0°
MILLING TOOLS CUTTINGEDGE | poversi cmTees | DOVETAILCUTIERS WOODRUFF TsiorcuRs SPEANDFACEMILLING SIDEAND FACE MILUING GELENOMIL | SHELLENDMILL ROUGHING ROUGHING ROUGHNGRANSHING | CORNERROUNDING
SHAPE KEYSEAT CUTTERS CUTTERS CUTTERS SHELLENDMILL | SHELLENDMILL | SHELLENDMILL CUTTERS
SIZE MIN D160 D160 D105 D125 D50.0 D50.0 D300 D300 D400 D40.0 D400 D80
SIZE MAX D500 D380 D455 D40.0 D125.0 D2000 D160.0 D100.0 D160.0 D160.0 D160.0 D56.0
PAGE C706 c707 c708 C709 an C713 Cc719 C720 721 722 C723 C724
LENGTH|  TpeAGE TypeB,D,F TypeB,D,F TpeMABAD  with STRAIGHTTEETH Wit STIGGERED - for ALUMINUM -
SURFACE TREATMENT Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated Uncoated
HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8 HSS Co8
O : Excellent ‘i ‘i
O Good
1 © © © © © © € O © © © ©
© © © o © © o O © © © o
Non-alloy steel © © © © © © © O © © © ©
270 28 © © © © © © © o © © © ©
300 32 © © © © © © © O O O O
| 6 | 180 10 © © © © © © © O © © © © 6|
Lowallovsteel 275 29 © © © © © © © O © © © ©
8 | ( 30 3 © © © © © © © o o) o) o B
9 | 350 38 O o o o o o o o O o B
High alloyed steel, 200 15 © ©) © © © © © o) © © © ©
and tool steel 325 35 @) @) @) O @) O O @) O O 1
12 200 15 12
M 13 Stainless steel 240 23
14 180 10
Grey cast iron 180 10
v 260 26
: 160 3
Nodular cast iron 250 25
19 ) 130
Malleable cast iron 230 2
Aluminum- 60 O e) O @) ¢) O ©) O @) O )
wroughtalloy 100 O o O o o O © O o O o
23 . N O ¢) O @) @) O © O o) O @)
”";'I:‘o‘;’: e O O O O O O © O O O O
130 O O O O O O © O O O O
Copper and 110
Copper Alloys 90
| (Bronze/Brass) 100
Non Metalic Materials B
Duroplastic, Fiber Reinforced Plastic,
Grephite, R GFRR etc. 0
200 15
r 2030
eat Resistant 250 25
Super Alloys
350 38
320 34
. 400 Rm
Titanium Alloys 1050 Rm
550 55 38
Hardened steel 630 60 = .
Il ChilledCastlron 400 42 40
LA Hardened Castlron 550 53 ‘
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Leading Through Innovation

\

CBN (Cubic Boron Nitride)

- CBN(Cubic Boron Nitride) Machining High Hardened Steels
up to HRc70 Mirror Finish

- CBN (Kubisches Bornitrid) zur Bearbeitung von hochgeharteten Stahlen
bis HRc70 Hochglanzoberflache



SELECTION GUIDE sy m
FLUTE 2 2
HELIX ANGLE 30° 0°
CUTTING EDGE SHAPE RS e

END MILLS 'I/ MILLING SIZEMIN RO.2 D0.5
SIZE MAX R1.5 D2.0

TOOLS

PAGE c35 C36

CBN - .
END MILLS

Cubic Boron Nitride, i |
Machining High Hardened Steels
up to HRc70, Mirror Finish

=]

; n:t globalyg1.com/mat
#ewty formaterial search

©:Excellent O Good
(' Recommended cutting conditions : p. C37 )

O De 5 .. '. ompo 0 e ea eatme B R

About 0.15% C Annealed 125
About045%C  Annealed 190 13
Non-alloy steel  About 0.45% C Quenched &Tempered 250 25
About075%C  Annealed 270 28
About 0.75% C Quenched &Tempered 300 32
P [ 6 | Annealed 180 10
Low allov steel Quenched&Tempered 275 29
n d Quenched &Tempered 300 32
n Quenched &Tempered 350 38
m High alloyed steel, Annealed 200 15
and tool steel Quenched&Tempered 325 35
12 Ferritic / Martensitic Annealed 200 15
M 13 Stainless steel ~ Martensitic Quenched & Tempered 240 23
14 Austenitic 180 10
Grey castiron  "eanitic/ feriti 180 10
16 Pearlitic (Martensitic) 260 26
Nodular cast iron Ferritic 160 3
Pearlitic 250 25

19 5 Ferritic 130
Malleable cast iron Pearlitic 230 o

Aluminum- Not Curable 60

wroughtalloy  Curable Hardened 100

. < 12% Si, Not Curable 75
AUTHAIT-E2 <12%Si, Curable  Hardened 90
alloyed -

> 12% Si, Not Curable 130

Copper and Cutting Alloys, PB>1% 110

Copper Alloys  CuZn, CuSnZn (Brass) 90

(Bronze /Brass)  CuSn, lead-free copper and electrolyticcopper 100
Non Metallic Duroplastic, Fiber Reinforced Plastic

w w WIWIWINININININININININ| N
© (o)} B N =|O|V|(0 | N |bh|WIN|—=|O

Materials Rubber, Wood, etc.
Annealed 200 15
. it Cured 280 30
Ry Heat Resistant Annealed 250 25
Super Alloys .
3 Ni or Co Based Cured 350 38
35 Cast 320 34
Titanium Alloys Pure Titanium 400 Rm
37 Alpha + Beta Alloys Hardened 1050 Rm
Hardened 550 55 © ©
pryy Hardened steel Hardened 630 60 o) ©
Z[)8 Chilled Cast Iron Cast 400 42
Hardened Cast Iron Hardened 550 55 © ©

C34 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

- CBN
76 Exiiil

CBN, 2 FLUTE BALL NOSE

& CBN, 2 SCHNEIDEN STIRNRADIUS
{) CBN, fraise 2 dents, hémisphérique
() CBN, 2 TAGLIENTI, SEMISFERICA

pAchieves stable machining and higher accuracy for duration.

LVUEINS ESB94 s

P Sichert dauerhaft stabile Bearbeitung und héhere Genauigkeit.

pSaves setting time and cost from the reduction of frequent tool P Spart Riistzeit und -kosten durch weniger Werkzeugwechsel.
change. P Verbessert die Wiederholgenauigkeit.
P Improves repeatability in performance. p Eine besondere Werkzeuggeometrie verbessert die Steifigkeit bei
P Special designed geometry improving tool rigidity at High Speed HSC-Bearbeitung.
Cutting. » Engere Radiustoleranz +0.005, héhere Genauigkeit und langere
P Tighter Radius Tolerance of +£0.005mm and higher accuracy with Werkzeuglebenszeit.
longer tool life. R
D3
_ R o f———— g
— i
L3
L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

/)« | SHRINKFTHOLDER  D47-72

‘o R 4N UNCOATED . " © POWERMLLNGCHUCK  D161-176

30 ecommende ERCOLLET CHUCK D73-116
p. C37 ToolHolder SKSLIMCHUCK D183-201

Unit : mm
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R (+0.005) D1 D2 L1 L3 L2 D3
ESB94004012 RO.2 0.4 4 0.3 1.2 50 0.37
ESB94005015 R0.25 0.5 4 0.4 1.5 50 0.46
ESB94006015 RO.3 0.6 4 0.5 1.5 50 0.56
ESB94008020 R0.4 0.8 4 0.6 2 50 0.76
ESB94010025 RO.5 1.0 4 0.6 25 50 0.95
ESB94010040 RO.5 1.0 4 0.6 4 50 0.95
ESB94010060 RO.5 1.0 4 0.6 6 50 0.95
ESB94012030 RO.6 1.2 4 0.8 3 50 1.15
ESB94015030 R0.75 1.5 4 0.95 3 50 1.45
ESB94015040 R0.75 1.5 4 0.95 4 50 1.45
ESB94015060 R0O.75 1.5 4 0.95 6 50 1.45
ESB94020050 R1.0 2.0 4 1.2 5 50 1.95
ESB94020060 R1.0 2.0 4 1.2 6 50 1.95
ESB94030060 R1.5 3.0 4 1.8 6 50 2.85
Tolerance(Mm) Tolerance
+0.005 ‘ h5
© : Excellent O:Good
IS0 ————— M
Dysitﬁg%n Non-alloy steel Low alloy steel Hi%f:]gl{gyoledstggel, Stainless steel Grey cast iron Nw?:grr] cast MalleﬁgLe cast
VDI3323 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend
e e . s

Material — AluminuM- — Aroinum.cast, alloyed Coppgand pesrsAIons Non Metallic Heat Resistant Super Alloys Titanium Alloys  Hardened  Chiled - Hardened

Description - wrought alloy ronzeO/oBDra ) Materials steel Castlron CastIron

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © © ©
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CBN
END MILLS

- CBN
76 Exilil

CBN, 2 FLUTE CORNER RADIUS

& CBN, 2 SCHNEIDEN ECKENRADIUS
() CBN, fraise 2 dents, torique
() CBN, 2 TAGLIENTI, TORICA

P Achieves stable machining and higher accuracy for duration.

pSaves setting time and cost from the reduction of frequent tool
change.

P Improves repeatability in performance.

P Special designed geometry improving tool rigidity at High Speed
Cutting.

P Tighter Radius Tolerance of £0.005mm and higher accuracy with
longer tool life.

—— ﬁ%

CBN R ﬂ&' UNCOATED %
c37 Recommended I8 ERCOLLET CHUCK D73-116
p. ToolHolder SKSLIM CHUCK

P Sichert dauerhaft stabile Bearbeitung und héhere Genauigkeit.

P Spart Rustzeit und -kosten durch weniger Werkzeugwechsel.

P Verbessert die Wiederholgenauigkeit.

P Eine besondere Werkzeuggeometrie verbessert die Steifigkeit bei
HSC-Bearbeitung.

P Engere Radiustoleranz +0.005, hdhere Genauigkeit und langere

Werkzeuglebenszeit. 05 R

oo| I B jm
i "

L3

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

D183-201

Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

R (£0.005)
ESD02005052 R0.05 0.5 4 0.3 2 50 0.46
ESD02005053 R0.05 0.5 4 0.3 3 50 0.46
ESD02010053 R0.05 1.0 4 0.7 3 50 0.95
ESD02010055 R0.05 1.0 4 0.7 5 50 0.95
ESD02010103 RO.1 1.0 4 0.7 3 50 0.95
ESD02010105 RO.1 1.0 4 0.7 5 50 0.95
ESD02015105 RO.1 1.5 4 1.0 5 50 1.45
ESD02015108 RO.1 1.5 4 1.0 8 50 1.45
ESD02015205 RO.2 1.5 4 1.0 5 50 1.45
ESD02015208 RO.2 1.5 4 1.0 8 50 1.45
ESD02020106 RO.1 2.0 4 1.2 6 50 1.95
ESD02020100 RO.1 2.0 4 1.2 10 50 1.95
ESD02020206 RO.2 2.0 4 1.2 6 50 1.95
ESD02020200 RO.2 2.0 4 1.2 10 50 1.95
Radius(mm) Tolerance
+0.005 ‘ h5
© : Excellent O : Good
S ... P | M
Dys"éﬁ&?r'm Non-alloy steel Low alloy steel Hi%t:‘gllgydedgesteelel, Stainless steel Grey cast iron Nod‘i’g{] cast Malleiarg:? cast
VDI3323 1 2 3 4 5 6 7 8 9 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend

IS0 I ——

Material ~ Aluminum- Aluminum-cast, alloyed CopperandCOé)rge;rs?lbys N?/Ina {\gﬁ;algic

Description - wrought alloy (Bronze /
VDI3323 21 22 23 24 25 26 27 28 29
HRc
HB 60 100 75 920 130 110 90 100
Recommend

200 325 200 240 180 180 260 160 250 130 230

Heat Resistant Super Alloys Titanium Alloys Has'f:é}e‘j Chilled Herdened

Castlron CastlIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
© © ©
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RECOMMENDED CUTTING CONDITIONS

'I/G
END MILLS EMPFOHLENE SCHNEIDPARAMETER
2 FLUTE BALL NOSE Yo
RPM = rev./min.

FEED = mm/min.

VoI | Water
65 80 95

Ve 125 155 190 235 250 | 250
_— ok fz 0012 | 0015 | 002 | 002 | 003 | 003 003 | 004 | 004
- - RPM | 51725 | 50930 | 50399 49736 & 49338 | 50399 & 49869 @ 39789 | 26526
FEED | 1241 1528 | 2016 = 1989 | 2960 & 3024 | 2992 | 3183 | 2122

Ve 65 80 95 125 155 190 235 250 | 250

e — fz 0012 | 0015 | 002 | 002 | 003 | 003 003 | 004 | 004
- . RPM | 51725 50930 | 50399 49736 & 49338 | 50399 & 49869 @ 39789 | 26526
FEED 1241 | 1528 | 2016 = 1989 | 2960 | 3024 & 2992 | 3183 | 2122

Ve 65 80 95 125 155 190 235 200 205

o e fz 0012 | 0015 | 002 | 002 | 003 | 003 003 | 0039 | 004

- . RPM 51725 | 50930 | 50399 & 49736 & 49338 | 50399 & 49869 31831 | 21751
FEED 1241 | 1528 | 2016 = 1989 | 2960 | 3024 = 2992 | 2483 | 1740

RO2~R04=  RO2-RO4= Vc 65 80 95 125 155 190 235 200 205
0.005mm  0.005mm fz 0012 | 0015 | 002 | 002 | 003 | 003 003 | 0039 | 004
RO5~R15=  RO5~R15= RPM | 51725 | 50930 | 50399 @ 49736 & 49338 | 50399 49869 @ 31831 | 21751
0.01Tmm 0.0lmm  FEED | 1241 | 1528 | 2016 | 1989 | 2960 | 3024 | 2992 | 2483 = 1740

Ve 65 80 95 125 155 190 235 250 | 250

— ok fz 0012 | 0015 | 002 | 002 | 003 | 003 003 | 004 | 004
- - RPM | 51725 | 50930 | 50399 49736 & 49338 | 50399 & 49869 @ 39789 | 26526
FEED 1241 | 1528 | 2016 = 1989 | 2960 | 3024 = 2992 | 3183 | 2122

ApL
—

7

Ae

M 2 FLUTE CORNER RADIUS

o i e
ISO o Parameter
Vc 80 135 140 140
fz 0.007 0.012 0.017 0.02
RPM 50930 42972 29709 22282
FEED 713 1031 1010 891
Ae 0.1 0.2 04 0.6
Ap 0.01 0.01 0.02 0.03
Vc 80 95 90 20
fz 0.006 0.012 0.018 0.029
RPM 50930 30239 19099 14324
FEED 611 726 688 831
Ae 0.06 0.1 0.2 03
Ap 0.005 0.01 0.02 0.03
Vc 80 135 140 140
fz 0.007 0.012 0.017 0.02
RPM 50930 42972 29709 22282
FEED 713 1031 1010 891
Ae 0.1 0.2 04 0.6
Ap 0.01 0.01 0.02 0.03
Ap
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CARBIDE
INSERT & HOLDER

-Xmill END MILLS

I-Xmills, HM-Wendeplatten Fraser

- Various Applications Type of Inserts Available for General Steels,
Pre-Hardened Steels, High Hardened Steels, Stainless Steels and Graphite
- Fiir die verschiedensten Anwendungen sind Wendeplatten verfiigbar,

fiir allgemeine Stahle, vorgehartete Stahle, hochgehirtete Stahle,
rostfreie Stahle und Graphit



CARBIDE CARBIDE

e A
2 2 2 2 2 2 2 - - - - - -

Rl

END MILLS

SELECTION GUIDE 3129 XMB110A | XMB120C| XMB260T | XMB130A
FLUTE 2 2 2 2
HELIX ANGLE - - - -
CUTTINGEDGE SHAPE|  SALL BAL BAL BAL
'I MILLING SIZEMIN|  R4.0 R4.0 R4.0 R4.0
TOOLS SIZE MAX R16.5 R16.5 R16.5 R16.5
PAGE| (42 C42 C42 c43
0 _ ,
u . : ) :
CA RBIDE INSE RT & AITIN | X-Coating | Z-Coating | AITiN
HOLDER - m , GENERAL  PRE-HARDENED HIGHHARDENED  STAINLESS
PURPOSE STEELS STEELS STEELS
Available for General Steels, Pre-Hardened Steels,
High Hardened Steels, Stainless Steel and Graphite
[ 245 =1 .
i Please visit . .
e globalygl.com/mat ©:Bxcellent O Good ﬂ ﬂ ﬂ
=¥t formaterial search (' Recommended cutting conditions : p. C60 )
Material o
o Composition / Structure / Heat Treatment HB R
Description
About 0.15% C Annealed 125 ©
About 0.45% C Annealed 190 13 ©
Non-alloy steel ~ About 0.45% C Quenched & Tempered 250 25 ©
About 0.75% C Annealed 270 28 ©
About 0.75% C Quenched & Tempered 300 32 ©
Annealed 180 10 ©
Low alloy steel Quenched & Tempered 275 29 ©
y Quenched & Tempered 300 32 ©
Quenched &Tempered 350 38 ©
High alloyed steel, Annealed 200 15 @)
and tool steel Quenched &Tempered 325 35 ©
Ferritic / Martensitic Annealed 200 15 ©
Stainless steel ~ Martensitic Quenched & Tempered 240 23 ©
Austenitic 180 10 ©
Grev cast ifon Pearlitic / ferritic 180 10 ©
y Pearlitic (Martensitic) 260 26 ©
Ferritic 160 3 ©
Nodul i
B reariiic 250 25 ©
X Ferritic 130 ©
Malleable cast iron Pearlitic 530 91 o
Aluminum- Not Curable 60
wroughtalloy  Curable Hardened 100
23 it " < 12% Si, Not Curable 75
HMIMUMTCaSE < 1206 5i, Curable  Hardened 90
alloyed -
>12% Si, Not Curable 130
Copper and Cutting Alloys, PB>1% 110
Copper Alloys  CuZn, CuSnZn (Brass) 90
(Bronze /Brass)  CuSn, lead-free copper and electrolyticcopper 100
29 Non Metallic Duroplastic, Fiber Reinforced Plastic
Materials Rubber, Wood, etc.
Annealed 200 15
FeB
eat e ¢ Based Cured 280 30
33 [l Annealed 250 25
Super Alloys .
Ni or Co Based Cured 350 38
Cast 320 34
Titanium Allovs Pure Titanium 400 Rm
v Alpha + Beta Alloys Hardened 1050 Rm
Hardened steel Hardened >0 > © ©
Hardened 630 60 @)
ZI)8  Chilled Cast Iron Cast 400 42 O
“N§I Hardened Cast Iron Hardened 550 55 ©

C40
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BALL BALL  CORNER | CORNER CORNER | CORNER CORNER | BALL = BALL = BALL CORNER|CORNER CORNER
NOSE NOSE = RADIUS | RADIUS RADIUS | RADIUS = RADIUS | NOSE | NOSE = NOSE | RADIUS  RADIUS RADIUS
R4.0 R4.0 D8.0 D8.0 D8.0 D8.0 D8.0 - - - - - -
R16.5 R16.5 D33.0 D33.0 D33.0 D33.0 D33.0 - - - - - -
c43 c43 C44 C44 C44 C49 C49 C54 | C55 C56 | C57  C58 | C58
FULL RADIUS ; HIGH FEED ; T TR TAPERNECK STE‘E“&HT ST TAPER NECK

Carbide  Steel Steel Carbide Steel Steel
o SOMBE U U0 G0 e w

i
© P ©
© © ©
© © ©
© ©) ©
©) ©
© © © B
© © ©
© g
© B
© O © 10
©
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©
©

©
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i-Xmill

END MILLS




CARBIDE

CARBIDE

XMB110A scres

XMB130A scres

- I-Xmill
7S Enpe

i-Xmill BALL INSERTS
@ -Xmill WECHSELPLATTE mit RUNDER STIRN

() i-Xmill - Plaquette hémisphérique Xl
() i-Xmill Placca emisferica END MILLS

- i-Xmill
7S e

i-Xmill BALL INSERTS
® i-Xmill WECHSELPLATTE mit RUNDER STIRN

Xmill () i-Xmill - Plaquette hémisphérique
END MILLS () i-Xmill Placca emisferica

XMB120C seres
XM B260T SERIES

| XMM110V scues |
XMB1 1 OD SERIES

P Indexable Ball End Mill for economic use
P Three Types of Inserts are available

P Kopierfraser mit Wechselplatte fiir wirtschaftlichen Einsatz.
P Drei Typen von Schneideinséatzen lieferbar

- For General Purpose (~HRc50) - Fir allgemeinen Einsatz (HRc50)

- For Hardened Material (HRc40~HRc65) - Fir gehartete Materialien (HRc40~HRc65)

- For Graphite - Fir graphit
P Special Geometry and Coating for Excellent Performance P Spezielle Geometrie und Beschichtung fiir hochste Leistu

-
=)
D R
Ve
7
K H
( cutting conditions : p.C60 )

GID Plain Shank Page
POWERMILLING CHUCK  D161-176
Recommended

TooHolder [ OIREICCTAGT D73-116

Unit : mm

“ Radius of Mill . .
. Height Thickness
D H T

For Pre-Hardened For High Hardened

> |-

==

NS

I

For General Purpose Steels Steels R
XMB110A080 XMB120C080 XMB260T080 R4.0 8.0 8.0 24
XMB110A100 XMB120C100 XMB260T100 R5.0 10.0 9.5 2.7
XMB110A110 XMB120C110 XMB260T110 R5.5 11.0 10.0 2.7
XMB110A120 XMB120C120 XMB260T120 R6.0 12.0 11.0 3.2
XMB110A130 XMB120C130 XMB260T130 R6.5 13.0 11.5 3.2
XMB110A160 XMB120C160 XMB260T160 R8.0 16.0 13.0 4.2
XMB110A170 XMB120C170 XMB260T170 R8.5 17.0 13.5 4.2
XMB110A200 XMB120C200 XMB260T200 R10.0 20.0 16.0 5.2
XMB110A210 XMB120C210 XMB260T210 R10.5 21.0 16.5 5.2
XMB110A250 XMB120C250 XMB260T250 R12.5 25.0 19.5 6.2
XMB110A260 XMB120C260 XMB260T260 R13.0 26.0 20.0 6.2
XMB110A300 XMB120C300 XMB260T300 R15.0 30.0 23.5 7.2
XMB110A320 XMB120C320 XMB260T320 R16.0 32.0 245 7.2
XMB110A330 XMB120C330 XMB260T330 R16.5 33.0 25.0 7.2

» The ball radius tolerance is £0.0Tmm and the set-up accuracy is £0.02mm.

© : Excellent O : Good

150 M
Dgﬂsﬁg&n Non-alloy steel Low alloy steel Hgﬁml' Stainless steel Grey castiron N°dlijr|gr sl MalleiabLe il
VDI 3323 1 2 8 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRec 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
XMB110A © © © © © © © ©)

XMB120C © O © © © © © © ©
XMB260T
feet N | s |
Material ~ Aluminum- . Copper and CopperAlloys  Non Metallic : f Hardened Chiled Hardened
Description - wrought alloy Aluminum-cast, alloyed (Bronze / é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys ' “gteel™  Gastiron Castlron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 83 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 0 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
XMB110A
XMB120C O
XMB260T © © O ©)

C42 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.

» Indexable Ball End Mill for economic use P Kopierfraser mit Wechselplatte flr wirtschaftlichen Einsatz.
P Three Types of Inserts are available p Drei Typen von Schneideinsatzen lieferbar

- For General Purpose (~HRc50) - Fur allgemeinen Einsatz (HRc50)

- For Hardened Material (HRc40~HRc65) - Fur gehartete Materialien (HRc40~HRc65)

- For Graphite - Fur graphit
P Special Geometry and Coating for Excellent Performance P Spezielle Geometrie und Beschichtung flir hdchste Leistu

for Stainless Steels Full Radius Type for graphite
(Cutting Angle : 220°)

Q]ID Plain Shank Page
POWERMILLNGCHUCK  D161-176

( cutting conditions : p.C60 ) Recommended

=L

IS
=

EOSTIREMI (O ERCOLLET CHUCK D73-116

Unit : mm
For Stainless Steels Folgﬁegsé?df#;z?e For Graphite R D H T
XMB130A080 XMM110V080 XMB110D080 R4.0 8.0 8.0 24
XMB130A100 XMM110V100 XMB110D100 R5.0 10.0 9.5 2.7
XMB130A110 XMM110V110 XMB110D110 R5.5 11.0 10.0 2.7
XMB130A120 XMM110V120 XMB110D120 R6.0 12.0 11.0 3.2
XMB130A130 XMM110V130 XMB110D130 R6.5 13.0 11.5 3.2
XMB130A160 XMM110V160 XMB110D160 R8.0 16.0 13.0 4.2
XMB130A170 XMM110V170 XMB110D170 R8.5 17.0 13.5 4.2
XMB130A200 XMM110V200 XMB110D200 R10.0 20.0 16.0 5.2
XMB130A210 XMM110V210 XMB110D210 R10.5 21.0 16.5 5.2
XMB130A250 XMM110V250 XMB110D250 R12.5 25.0 19.5 6.2
XMB130A260 XMM110V260 XMB110D260 R13.0 26.0 20.0 6.2
XMB130A300 XMM110V300 XMB110D300 R15.0 30.0 23.5 7.2
XMB130A320 XMM110V320 XMB110D320 R16.0 32.0 24.5 7.2
XMB130A330 XMM110V330 XMB110D330 R16.5 33.0 25.0 7.2

» The ball radius tolerance is £0.01mm and the set-up accuracy is £0.02mm.

© : Excellent O :Good

Kepme .. P | M
DeMs?:tﬁgt?nl)n Non-alloy steel Low alloy steel H%W' Stainless steel Grey cast iron NOdli’rlgrr] cast Malleiab::e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
XMB130A [©)] [©)] ©
XMM110V.  © © © © © © ©
XMB110D
Ell Nl s

Material ~ Aluminum- . Copper and CopperAlloys  Non Metallic . : Hardened Chilled Hardened

Description wrought alloy Aluminum-cast, alloyed (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys S Castlron Castlron

VDI3323 21 22 23 24 25 26 27 28 29 30 &l 32 83 34 85] 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 0 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

XMB130A

XMM110V

M O O O O ©

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C43



CARBIDE

Rl
END MILLS

76

i-Xmill

END MILLS

i-Xmill CORNER RADIUS INSERT

& i-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill - Plaquette pour usage général et inox
() INSERTI IN MD, TORICI

P The optimized geometry of the tool achieves better reliability and

less vibration and cutting load.

p Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability

and strength of tool.

P The varied and wide cutting range makes it possible to machine

from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

( cutting conditions : p.C62 )

P Die optimale Werkzeuggeometrie fiir grof3e Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grolRe Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten mdéglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestandigkeit.

Plain Shank Page
. POWERMILLINGCHUCK  D161-176

O ERCOLLET CHUCK D73-116

Recommended
ToolHolder

Height Thickness

For General Purpose &

For Pre-Hardened

Unit : mm

For High Hardened

Stainless Steels Steels Steels
XMR110A080 03 XMR120C080 03 XMR260T080 03 RO.3 8.0 8.0 24
XMR110A080 05 XMR120C080 05 XMR260T080 05 RO.5 8.0 8.0 24
XMR110A080 10 XMR120C080 10 XMR260T080 10 R1.0 8.0 8.0 2.4
XMR110A080 20 XMR120C080 20 XMR260T080 20 R2.0 8.0 8.0 2.4
XMR110A100 03 XMR120C100 03 XMR260T100 03 RO.3 10.0 9.5 2.7
XMR110A100 05 XMR120C100 05 XMR260T100 05 RO.5 10.0 9.5 2.7
XMR110A100 10 XMR120C100 10 XMR260T100 10 R1.0 10.0 9.5 2.7
XMR110A100 15 XMR120C100 15 XMR260T100 15 R1.5 10.0 9.5 2.7
XMR110A100 20 XMR120C100 20 XMR260T100 20 R2.0 10.0 9.5 2.7
XMR110A100 30 XMR120C100 30 XMR260T100 30 R3.0 10.0 9.5 2.7
XMR110A11003 XMR120C11003 XMR260T11003 R0O.3 11.0 9.5 2.7
XMR110A110 05 XMR120C110 05 XMR260T110 05 RO.5 11.0 9.5 2.7
XMR110A11010 XMR120C11010 XMR260T110 10 R1.0 11.0 9.5 2.7
XMR110A110 15 XMR120C110 15 XMR260T110 15 R1.5 11.0 9.5 2.7
XMR110A110 20 XMR120C110 20 XMR260T110 20 R2.0 11.0 9.5 2.7
XMR110A110 30 XMR120C110 30 XMR260T110 30 R3.0 11.0 9.5 2.7

» The corner radius tolerance is £0.015mm and the set-up accuracy is £0.02mm.

» NEXT PAGE

© : Excellent O : Good

IS0 M
Dgﬂsﬁg&n Non-alloy steel Low alloy steel Hg'm&eds;ﬁel' Stainless steel Grey castiron N°dlijr|gr sl MalleﬁgLe il
VDI 3323 1 2 8 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
XMR110A.  © © © [©) © ©) © © © © ©
XMR120C © O © © © © © © ©
XMR260T
1SO s |
Material ~ Aluminum- . Copper and CopperAlloys  Non Metallic : f Hardened Chiled Hardened
Description - wrought alloy Aluminum-cast, alloyed (Bronze / é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys ' “gteel™  Gastiron Castlron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 83 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 920 130 110 0 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

XMR110A

XMR110A scres

XMR120C serees
XM R260T SERIES

XMR120C O
XMR260T © © O ©
C44 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.
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I-Xmill

END MILLS

XMR110A seres

XMR120C serees
XM R260T SERIES

i-Xmill CORNER RADIUS INSERT

& j-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill - Plaquette pour usage général et inox
() INSERTI IN MD, TORICI

» The optimum geometry of the tool to achieve better reliability and

less vibration and cutting load.

» Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability

and strength of tool.

P The varied and wide cutting range makes it possible to machine

from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

( cutting conditions : p.C62 )

p Die optimale Werkzeuggeometrie fiir groRRe Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grof3e Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten moglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestéandigkeit.

Plain Shank Page
. POWERMILLINGCHUCK  D161-176

O ER COLLET CHUCK D73-116

Recommended
ToolHolder

Unit : mm

AITiN X-Coating Z-Coating Radius Diameter

For General Purpose &

For Pre-Hardened

For High Hardened

Stainless Steels Steels Steels

XMR110A120 03 XMR120C120 03 XMR260T120 03 R0O.3 12.0 11.0 3.2
XMR110A120 05 XMR120C120 05 XMR260T120 05 RO.5 12.0 11.0 3.2
XMR110A120 10 XMR120C120 10 XMR260T120 10 R1.0 12.0 11.0 3.2
XMR110A120 15 XMR120C120 15 XMR260T120 15 R1.5 12.0 11.0 3.2
XMR110A120 20 XMR120C120 20 XMR260T120 20 R2.0 12.0 11.0 3.2
XMR110A120 30 XMR120C120 30 XMR260T120 30 R3.0 12.0 11.0 3.2
XMR110A13003 XMR120C130 03 XMR260T130 03 R0O.3 13.0 11.2 3.2
XMR110A130 05 XMR120C130 05 XMR260T130 05 RO.5 13.0 11.2 3.2
XMR110A130 10 XMR120C130 10 XMR260T130 10 R1.0 13.0 11.2 3.2
XMR110A130 15 XMR120C130 15 XMR260T130 15 R1.5 13.0 11.2 3.2
XMR110A130 20 XMR120C130 20 XMR260T130 20 R2.0 13.0 11.2 3.2
XMR110A130 30 XMR120C130 30 XMR260T130 30 R3.0 13.0 11.2 3.2
XMR110A160 03 XMR120C160 03 XMR260T160 03 RO.3 16.0 13.0 4.2
XMR110A160 05 XMR120C160 05 XMR260T160 05 RO.5 16.0 13.0 4.2
XMR110A160 10 XMR120C160 10 XMR260T160 10 R1.0 16.0 13.0 4.2
XMR110A160 15 XMR120C160 15 XMR260T160 15 R1.5 16.0 13.0 4.2
XMR110A160 20 XMR120C160 20 XMR260T160 20 R2.0 16.0 13.0 4.2
XMR110A160 30 XMR120C160 30 XMR260T160 30 R3.0 16.0 13.0 4.2

» The corner radius tolerance is +0.015mm and the set-up accuracy is £0.02mm. » NEXT PAGE

© : Excellent O:Good

ISO ]

DeMs?:tﬁgt?nl)n Non-alloy steel Low alloy steel H%Ws&ﬁd’ Stainless steel Grey cast iron NOdli’rlgrr] cast Malleie:lg:? cast

VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

XMR110A.  © © © © © © © © O © © ©

XMR120C © © © © © © © © ©

XMR260T

1SO

Material Aluminum-
Description  wrought alloy
VDI3323 21 22
HRc

HB 60 100

XMR110A
XMR120C
XMR260T

Aluminum-cast, alloyed Copperand

23
75

(Bronze
24 25 26

0 130 110

27
920

per)AlIuys N&';?gﬁ?g'c Heat Resistant Super Alloys Titanium Alloys Ha;;:lenled Ch'"ed %ﬂstdﬁﬁ
28 29 30 31 32 33 34 B85 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@)
© o O ©

%G YG-1CO, LTD.
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i-Xmill
END MILLS



CARBIDE

Rl
END MILLS

76

i-Xmill

END MILLS

i-Xmill CORNER RADIUS INSERT
@ i-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS

O i-Xmill

() INSERTI IN MD, TORICI

- Plaquette pour usage général et inox

P The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.
p Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.
P The varied and wide cutting range makes it possible to machine
from roughing through to finishing.
P Special coating makes high hardness with high thermal stability

against oxidation.

--a T

( cutting conditions : p.C62

)

XMR110A scres

XMR120C serees
XM R260T SERIES

P Die optimale Werkzeuggeometrie fiir grof3e Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grolRe Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten mdéglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestandigkeit.

ﬂ]l] Plain Shank Page
POWERMILLINGCHUCK  D161-176
Recommended

TooHolder [ OIREICCTAGT D73-116

Unit : mm

Height Thickness

For General Purpose &

For Pre-Hardened

For High Hardened

Stainless Steels Steels Steels
XMR110A170 03 XMR120C170 03 XMR260T170 03 R0O.3 17.0 13.0 4.2
XMR110A170 05 XMR120C170 05 XMR260T170 05 R0O.5 17.0 13.0 4.2
XMR110A170 10 XMR120C170 10 XMR260T170 10 R1.0 17.0 13.0 4.2
XMR110A170 15 XMR120C170 15 XMR260T170 15 R1.5 17.0 13.0 4.2
XMR110A170 20 XMR120C170 20 XMR260T170 20 R2.0 17.0 13.0 4.2
XMR110A170 30 XMR120C170 30 XMR260T170 30 R3.0 17.0 13.0 4.2
XMR110A200 03 XMR120C200 03 XMR260T200 03 RO.3 20.0 16.0 5.2
XMR110A200 05 XMR120C200 05 XMR260T200 05 RO.5 20.0 16.0 5.2
XMR110A200 10 XMR120C200 10 XMR260T200 10 R1.0 20.0 16.0 5.2
XMR110A200 15 XMR120C200 15 XMR260T200 15 R1.5 20.0 16.0 5.2
XMR110A200 20 XMR120C200 20 XMR260T200 20 R2.0 20.0 16.0 5.2
XMR110A200 30 XMR120C200 30 XMR260T200 30 R3.0 20.0 16.0 5.2
XMR110A210 03 XMR120C210 03 XMR260T210 03 R0O.3 21.0 16.0 5.2
XMR110A210 05 XMR120C210 05 XMR260T210 05 RO.5 21.0 16.0 5.2
XMR110A210 10 XMR120C210 10 XMR260T210 10 R1.0 21.0 16.0 5.2
XMR110A210 15 XMR120C210 15 XMR260T210 15 R1.5 21.0 16.0 5.2
XMR110A210 20 XMR120C210 20 XMR260T210 20 R2.0 21.0 16.0 5.2
XMR110A210 30 XMR120C210 30 XMR260T210 30 R3.0 21.0 16.0 5.2
» The corner radius tolerance is £0.015mm and the set-up accuracy is £0.02mm. » NEXT PAGE

© : Excellent O : Good

150 M
Dys%?gfi"('m Non-alloy steel Low alloy steel Hgﬁwl' Stainless steel Grey castiron N°dlijr|gr sl Malleﬁ‘t)):]e il
VDI 3323 1 2 8 4 5 6 8 9 10 1 12 13 14 15 16 17 18 19 20
HRec 13 25 28 32 10 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190
XMR110A © ©
XMR120C
XMR260T

1SO

Material Aluminum-
Description  wrought alloy
VDI 3323 21 22
HRc

HB 60 100

XMR110A

250
©

270 300 180
© © ©

275

300 350 200 325 200 240 180 180 260 160 250 130 230

©
© (@)

Aluminum-cast, alloyed WP%S%%O%')MWS Non Metallic

23
75

24 25 26
920 130 110

27
20

Materials
28 29 30

© © ©
© © © © © © ©
s |
Heat Resistant Super Alloys Titanium Alloys Ha;cti:;}ed C(e:lrs“llﬁn "ézgm
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

100

XMR120C O
XMR260T © © O ©
C46 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.
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I-Xmill

END MILLS

XMR110A seres

XMR120C serees
XM R260T SERIES

i-Xmill CORNER RADIUS INSERT

& i-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill - Plaquette pour usage général et inox
() INSERTI IN MD, TORICI

P The optimized geometry of the tool achieves better reliability and

less vibration and cutting load.

» Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability

and strength of tool.

P The varied and wide cutting range makes it possible to machine

from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

BnEe | ih.

( cutting conditions : p.C62 )

P Die optimale Werkzeuggeometrie flir groe Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine gréRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grof3e Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten moglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestéandigkeit.

%ﬁ-{

Plain Shank Page
POWERMILLINGCHUCK  D161-176

O ER COLLET CHUCK D73-116

Recommended
ToolHolder

Unit : mm

AITiN X-Coating Z-Coating Radius Diameter

For General Purpose &

For Pre-Hardened

For High Hardened

Stainless Steels Steels Steels

XMR110A250 03 XMR120C250 03 XMR260T250 03 R0O.3 25.0 19.5 6.2
XMR110A250 05 XMR120C250 05 XMR260T250 05 RO.5 25.0 19.5 6.2
XMR110A250 10 XMR120C250 10 XMR260T250 10 R1.0 25.0 19.5 6.2
XMR110A250 15 XMR120C250 15 XMR260T250 15 R1.5 25.0 19.5 6.2
XMR110A250 20 XMR120C250 20 XMR260T250 20 R2.0 25.0 19.5 6.2
XMR110A250 30 XMR120C250 30 XMR260T250 30 R3.0 25.0 19.5 6.2
XMR110A260 03 XMR120C260 03 XMR260T260 03 R0O.3 26.0 19.5 6.2
XMR110A260 05 XMR120C260 05 XMR260T260 05 RO.5 26.0 19.5 6.2
XMR110A260 10 XMR120C260 10 XMR260T260 10 R1.0 26.0 19.5 6.2
XMR110A260 15 XMR120C260 15 XMR260T260 15 R1.5 26.0 19.5 6.2
XMR110A260 20 XMR120C260 20 XMR260T260 20 R2.0 26.0 19.5 6.2
XMR110A260 30 XMR120C260 30 XMR260T260 30 R3.0 26.0 19.5 6.2
XMR110A300 03 XMR120C300 03 XMR260T300 03 RO.3 30.0 23.5 7.2
XMR110A300 05 XMR120C300 05 XMR260T300 05 RO.5 30.0 23.5 7.2
XMR110A300 10 XMR120C300 10 XMR260T300 10 R1.0 30.0 23.5 7.2
XMR110A300 15 XMR120C300 15 XMR260T300 15 R1.5 30.0 23.5 7.2
XMR110A300 20 XMR120C300 20 XMR260T300 20 R2.0 30.0 23.5 7.2
XMR110A300 30 XMR120C300 30 XMR260T300 30 R3.0 30.0 23.5 7.2

» The corner radius tolerance is +0.015mm and the set-up accuracy is £0.02mm. » NEXT PAGE

© : Excellent O:Good

ISO ]

DeMs?:tﬁgt?nl)n Non-alloy steel Low alloy steel Hi%%zl{gyotledségel, Stainless steel Grey cast iron NOdli’rlgrr‘ cast Malleie;lg:f cast

VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

XMR110A.  © © © © © © © © O © © ©

XMR120C © © © © © © © © ©

XMR260T

1SO

Material Aluminum-
Description  wrought alloy
VDI3323 21 22
HRc

HB 60 100

XMR110A
XMR120C
XMR260T

Aluminum-cast, alloyed Copp(erand /

23
75

24 25 26
0 130 110

27
920

per)AlIuys N&gmﬁ?g'c Heat Resistant Super Alloys Titanium Alloys Ha;;ier}ed Ch'"ed %ﬁ
28 29 30 31 32 33 34 B85 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@)
© o O ©

%G YG-1CO, LTD.

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr Cc47

CARBIDE

i-Xmill
END MILLS



CARBIDE

Rl
END MILLS

XMR110A scres

- i-Xmill
7S e

i-Xmill CORNER RADIUS INSERT

& i-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill - Plaquette pour usage général et inox
() INSERTI IN MD, TORICI

XMR120C serees
XM R260T SERIES

P The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.

P Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.

P The varied and wide cutting range makes it possible to machine
from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

P Die optimale Werkzeuggeometrie fiir grof3e Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grolRe Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten méglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestandigkeit.

Plain Shank Page
. POWERMILLINGCHUCK  D161-176
i iti : Recommended
(__cutting conditions : p.C62 ) ToolHolder O ERCOLLET CHUCK D73-116
Unit : mm

Height Thickness

For General Purpose &  For Pre-Hardened For High Hardened

- i-Xmill
776G END MILLS

i-Xmill CORNER RADIUS INSERT

& i-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill Plaquette Torique AVEC RAYON de coupe frontale
() INSERTI IN MD, TORICI & TORICI HIGH FEED

P The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.

» Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.

P The varied and wide cutting range makes it possible to machine
from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

p Die optimale Werkzeuggeometrie fiir groRRe Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grof3e Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten moglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestéandigkeit.

T ‘ D Rt T b R
- =
ol 1 o]
=
High Feed :ml] Plain Shank Page
POWERMLLNGCHUCK  D161-176
(__cutting conditions : p.C63 ) R"%;T,‘};TQS:‘" O ERCOLLETCHUCK D73-116
Unit : mm

Corner M|II for
Thickness .
High Feed

For General Purpose

High Feed For Graphite (Rt) apMax.
- XMR110D080 03 RO.3 8.0 8.0 24 04
= XMR110D080 05 RO.5 8.0 8.0 24 04
XMF110V080 08 - RO.8 8.0 8.0 24 04
= XMR110D080 10 R1.0 8.0 8.0 24 04
- XMR110D080 20 R2.0 8.0 8.0 24 0.4
= XMR110D100 03 RO.3 10.0 9.5 2.7 0.5
- XMR110D100 05 RO.5 10.0 9.5 2.7 0.5
XMF110V100 10 XMR110D100 10 R1.0 10.0 9.5 2.7 0.5
- XMR110D100 15 R1.5 10.0 9.5 2.7 0.5
= XMR110D100 20 R2.0 10.0 9.5 2.7 0.5
- XMR110D100 30 R3.0 10.0 9.5 2.7 0.5
= XMR110D110 03 RO.3 11.0 9.5 2.7 0.5
- XMR110D110 05 RO.5 11.0 9.5 2.7 0.5
XMF110V110 10 XMR110D110 10 R1.0 11.0 9.5 2.7 0.5
- XMR110D110 15 R1.5 11.0 9.5 2.7 0.5
= XMR110D110 20 R2.0 11.0 9.5 2.7 0.5
- XMR110D110 30 R3.0 11.0 9.5 2.7 0.5
P The corner radius tolerance is £0.015mm(Rt tolerance is £0.05mm) and the set-up accuracy is £0.02mm. P NEXT PAGE

© : Excellent O :Good

Stainless Steels Steels Steels
XMR110A320 03 XMR120C320 03 XMR260T320 03 RO.3 32.0 23.5 7.2
XMR110A320 05 XMR120C320 05 XMR260T320 05 RO.5 32.0 23.5 7.2
XMR110A320 10 XMR120C320 10 XMR260T320 10 R1.0 32.0 235 7.2
XMR110A320 15 XMR120C320 15 XMR260T320 15 R1.5 32.0 235 7.2
XMR110A320 20 XMR120C320 20 XMR260T320 20 R2.0 32.0 235 7.2
XMR110A320 30 XMR120C320 30 XMR260T320 30 R3.0 32.0 23.5 7.2
XMR110A33003 XMR120C330 03 XMR260T330 03 R0O.3 33.0 23.5 7.2
XMR110A330 05 XMR120C330 05 XMR260T330 05 R0O.5 33.0 235 7.2
XMR110A330 10 XMR120C330 10 XMR260T330 10 R1.0 33.0 235 7.2
XMR110A330 15 XMR120C330 15 XMR260T330 15 R1.5 33.0 235 7.2
XMR110A330 20 XMR120C330 20 XMR260T330 20 R2.0 33.0 23.5 7.2
XMR110A330 30 XMR120C330 30 XMR260T330 30 R3.0 33.0 23.5 7.2
» The corner radius tolerance is £0.015mm and the set-up accuracy is £0.02mm.
© : Excellent O : Good
150
Dyszg?gﬁén Non-alloy steel Low alloy steel Hg"r"g%eds;ﬁel' Stainless steel Grey castiron N°dlijr|gr cast MalleiargLe cast
VDI3323 1 2 4 5 6 8 9 10 12 14 17 18 19 20
HRc 13 28 32 10 32 38 15 15 10 3 25 21
HB 125 190 270 300 180 300 350 200 200 180 160 250 130 230
XMR110A. © © © © © © © ©
XMR120C © O © © © ©
XMR260T

150 I —

Material ~ Aluminum- f Copper and CopperAlloys Non Metallic ; f Hardened  Chiled Hardened
Description - wrought alloy Aluminum-cast, alloyed (Bronze/é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron CastIron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 83 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 0 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
XMR110A

XMR120C O

XMR260T © 0 O ©

C48 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.

ISO M
High all . f
Dygﬁgﬁlm Non-alloy steel Low alloy steel %tgyo?dstesﬁe' Stainless steel Grey cast iron N°d‘i‘r'§,', cast Malleﬁcl;:]e cast
VDI 3323 1 2 4 5 6 7 8 1" 12 13 14 16 19
HRc 13 28 32 10 29 32 38 35 15 23 10 26
HB 125 190 270 300 180 275 300 350 200 325 200 240 180 260 130
XMF110V.  © © © © © © © ©
XMR110D

IS0 e s Y T—
Hardened Chiled Hardened

Material Aluminum- . Copper and CopperAlloys Non Metallic : :

Description  wrought alloy Aluminum-cast, alloyed (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys S CastionilCastinon

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

XMF110V

XMR10D O O O O ©)

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C49

CARBIDE

i-Xmill
END MILLS



CARBIDE

Rl
END MILLS

i-Xmill

76

i-Xmill CORNER RADIUS INSERT

END MILLS

XMR110D scres

& i-Xmill WECHSELPLATTE mit GERADER STIRN UND ECKRADIUS

() i-Xmill Plaquette Torique AVEC RAYON de co
() INSERTI IN MD, TORICI & TORICI HIGH FEED

P The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.

P Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.

P The varied and wide cutting range makes it possible to machine
from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

High Feed

( cutting conditions : p.C63 )

upe frontale

P Die optimale Werkzeuggeometrie fiir grof3e Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grolRe Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten méglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestandigkeit.

@

Plain Shank Page
POWERMILLINGCHUCK  D161-176
Recommended
ToolHolder O ERCOLLET CHUCK D73-116

Unit : mm

“ Corner Mill . for
i Thickness .
High Feed

For General Purpose

High Feed For Graphite (Rt) D H T apMax.
- XMR110D120 03 RO.3 12.0 11.0 2.7 0.6
- XMR110D120 05 RO.5 12.0 11.0 2.7 0.6
XMF110V120 10 XMR110D120 10 R1.0 12.0 11.0 2.7 0.6
- XMR110D120 15 R1.5 12.0 11.0 2.7 0.6
- XMR110D120 20 R2.0 12.0 11.0 2.7 0.6
- XMR110D120 30 R3.0 12.0 11.0 2.7 0.6
- XMR110D130 03 R0O.3 13.0 11.2 2.7 0.6
- XMR110D130 05 RO.5 13.0 11.2 2.7 0.6
XMF110V130 10 XMR110D130 10 R1.0 13.0 11.2 2.7 0.6
- XMR110D130 15 R1.5 13.0 11.2 2.7 0.6
- XMR110D130 20 R2.0 13.0 11.2 2.7 0.6
- XMR110D130 30 R3.0 13.0 11.2 2.7 0.6
- XMR110D160 03 R0.3 16.0 13.0 4.2 0.8
- XMR110D160 05 RO.5 16.0 13.0 4.2 0.8
- XMR110D160 10 R1.0 16.0 13.0 4.2 0.8
XMF110V160 15 XMR110D160 15 R1.5 16.0 13.0 4.2 0.8
- XMR110D160 20 R2.0 16.0 13.0 4.2 0.8
- XMR110D160 30 R3.0 16.0 13.0 4.2 0.8

P The corner radius tolerance is £0.015mm(Rt tolerance is +0.05mm) and the set-up accuracy is £0.02mm.

ISO

D’éﬂsﬁgﬁén Non-alloy steel Low alloy steel

VDI 3323 1 2 & 4 5 6 7 8 9
HRc 13 25 28 32 10 29 32 38

HB 125 190 250 270 300 180 275 300 350
MRV © © © © © © ©
XMR110D

» NEXT PAGE

© : Excellent O:Good

M
Hgf:‘glgydedstgsel, Stainless steel Grey cast iron Nod‘i‘Jgrr] cast Malleiarg!‘e cast
10 1 12 13 14 15 16 17 18 19 20
15 35 15 23 10 10 26 3 25 21

200 325 200 240 180 180 260 160 250 130 230
©

150 I —

Material Aluminum-
Description  wrought alloy (Bronze /
VDI 3323 21 22 23 24 25 26 27 29
HRec
HB 60 100 75 90 130 110 90 100

XME110V
MRIID O O O O ©

Aluminum-cast, alloyed CoPPerand é)perAlloys N&"at“ﬂ_ﬁﬂ'c

Hardened = Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys Sl Castiionl[Castion
30 31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55

200 280 250 350 320 400Rm 1050Rm 550 630 400 550

C50 phone:+82-32-526-0909, www.yg1.kr, E-mail:

yg1@yg1.kr 4G YG-1CO, LTD.

I-Xmill

76

i-Xmill CORNER RADIUS INSERT

END MILLS

XMR110D scres

& i-Xmill WENDEPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill Plaquette Torique AVEC RAYON de coupe frontale

() INSERTI IN MD, TORICI & TORICI HIGH FEED

p» The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.

P Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.

p The varied and wide cutting range makes it possible to machine
from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

=
s
@]“

( cutting conditions : p.C63 )

» Die optimale Werkzeuggeometrie fiir grolRe Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grofl3e Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten mdéglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestandigkeit.

=,
e
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POWERMILLNGCHUCK  D161-176
Recommended
Estitirmeiall (O R COLLET CHUCK D73-116

Unit : mm

Thickness .
High Feed

For General Purpose

High Feed For Graphite (Rt) apMax.
- XMR110D170 03 R0O.3 17.0 13.0 4.2 0.8
- XMR110D170 05 RO.5 17.0 13.0 4.2 0.8
- XMR110D170 10 R1.0 17.0 13.0 4.2 0.8
XMF110V170 15 XMR110D170 15 R1.5 17.0 13.0 4.2 0.8
- XMR110D170 20 R2.0 17.0 13.0 4.2 0.8
- XMR110D170 30 R3.0 17.0 13.0 4.2 0.8
- XMR110D200 03 R0.3 20.0 16.0 5.2 1.0
- XMR110D200 05 RO.5 20.0 16.0 5.2 1.0
- XMR110D200 10 R1.0 20.0 16.0 5.2 1.0
- XMR110D200 15 R1.5 20.0 16.0 5.2 1.0
XMF110V200 20 XMR110D200 20 R2.0 20.0 16.0 5.2 1.0
- XMR110D200 30 R3.0 20.0 16.0 5.2 1.0
- XMR110D210 03 R0O.3 21.0 16.0 5.2 1.0
- XMR110D210 05 RO.5 21.0 16.0 5.2 1.0
- XMR110D210 10 R1.0 21.0 16.0 5.2 1.0
- XMR110D210 15 R1.5 21.0 16.0 5.2 1.0
XMF110V210 20 XMR110D210 20 R2.0 21.0 16.0 5.2 1.0
- XMR110D210 30 R3.0 21.0 16.0 52 1.0
» The corner radius tolerance is £0.015mm(Rt tolerance is £0.05mm) and the set-up accuracy is £0.02mm. » NEXT PAGE
© : Excellent O :Good
1SO M
Dys?:tr?gg(lm Non-alloy steel Low alloy steel Hiq‘ang“gyo?dstesge" Stainless steel Grey cast iron NOdlierg; cast Malleﬁcl;:]e cast
VDI3323 1 2 3 4 5 6 7 8 9 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

XMF110V. © © © © © © ©
XMR110D

fo9 N | s |

Material Aluminum- Aluminum-cast, alloyed Copper and CopperAlloys Non Metallic

Description - wrought alloy (Bronze / Brass) Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc

HB 60 100 75 0 130 10 920 100
XMF110V

MR1IID O O O O ©

I
Hardened Chiled Hardened

Heat Resistant Super Alloys Titanium Alloys S Castion|lCastion
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55

200 280 @ 250 350 320 400Rm 1050Rm 550 630 400 550

%G YG-1CO, LTD.

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C51

CARBIDE

i-Xmill
END MILLS



CARBIDE

Rl
END MILLS

i-Xmill

76

i-Xmill CORNER RADIUS INSERT

& i-Xmill WENDEPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill Plaquette Torique AVEC RAYON de coupe frontale

END MILLS

XMR110D scres

XMR110D scres

I-Xmill

76

i-Xmill CORNER RADIUS INSERT

& i-Xmill WENDEPLATTE mit GERADER STIRN UND ECKRADIUS
() i-Xmill Plaquette Torique AVEC RAYON de coupe frontale

END MILLS

() INSERTI IN MD, TORICI & TORICI HIGH FEED

P The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.

P Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.

P The varied and wide cutting range makes it possible to machine
from roughing through to finishing.

P Special coating makes high hardness with high thermal stability
against oxidation.

High Feed

( cutting conditions : p.C63 )

P Die optimale Werkzeuggeometrie fiir grof3e Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter moglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grolRe Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten méglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte
und Hitzebestandigkeit.

@
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POWERMILLINGCHUCK  D161-176
Recommended
ToolHolder O ERCOLLET CHUCK D73-116

For General Purpose

Unit : mm

Mill for

() INSERTI IN MD, TORICI & TORICI HIGH FEED

» The optimized geometry of the tool achieves better reliability and
less vibration and cutting load.

» Interchangeable with i-Xmill ball holder, but precise cutting is
possible with i-Xmill corner radius holder due to higher stability
and strength of tool.

» The varied and wide cutting range makes it possible to machine
from roughing through to finishing.

P Special coating makes high hardness with high thermal stability

against oxidation.
ER T

High Feed

( cutting conditions : p.C63 )

P Die optimale Werkzeuggeometrie flir groe Betriebssicherheit
und geringe Vibration und Schneidendruck.

P Einsetzbar wie i-Xmill Rundplattenhalter, aber eine groRere
Schnittgenauigkeit ist mit dem Vierkantplattenhalter méglich,
wegen der groReren Steifigkeit und Starke des Werkzeugs.

P Die grof3e Einsatzbreite des Werkzeugs macht den Einsatz
sowohl zum Schruppen als auch zum Schlichten moglich.

P Eine spezielle Beschichtung verleiht der Schneide groRe Harte

und Hitzebestéandigkeit.
=
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POWERMILLNGCHUCK  D161-176
Recommended
Estitirmeiall (O R COLLET CHUCK D73-116

Corner

For General Purpose

Mill . for
D H T

Unit : mm

High Feed For Graphite (Rt) D apMax.
= XMR110D250 03 RO.3 25.0 19.5 6.2 1.25
- XMR110D250 05 RO.5 25.0 19.5 6.2 1.25
= XMR110D250 10 R1.0 25.0 19.5 6.2 1.25
- XMR110D250 15 R1.5 25.0 19.5 6.2 1.25
- XMR110D250 20 R2.0 25.0 19.5 6.2 1.25
XMF110V250 25 - R2.5 25.0 19.5 6.2 1.25
= XMR110D250 30 R3.0 25.0 19.5 6.2 1.25
- XMR110D260 03 RO.3 26.0 19.5 6.2 1.25
- XMR110D260 05 RO.5 26.0 19.5 6.2 1.25
- XMR110D260 10 R1.0 26.0 19.5 6.2 1.25
= XMR110D260 15 R1.5 26.0 19.5 6.2 1.25
- XMR110D260 20 R2.0 26.0 19.5 6.2 1.25
XMF110V260 25 = R2.5 26.0 19.5 6.2 1.25
- XMR110D260 30 R3.0 26.0 19.5 6.2 1.25
= XMR110D300 03 RO.3 30.0 235 7.2 1.6
- XMR110D300 05 RO.5 30.0 235 7.2 1.6
- XMR110D300 10 R1.0 30.0 235 7.2 1.6
- XMR110D300 15 R1.5 30.0 235 7.2 1.6
- XMR110D300 20 R2.0 30.0 235 7.2 1.6
XMF110V300 30 XMR110D300 30 R3.0 30.0 23.5 7.2 1.6

» The corner radius tolerance is £0.015mm(Rt tolerance is £0.05mm) and the set-up accuracy is £0.02mm.

1SO
Material
Description
VDI 3323 1 2
HRc 13

HB 125 190
XMF110V. © ©
XMR110D

Non-alloy steel

3 4 5 6
25 28 32 10
250 270 300 180

© © © ©

Low alloy steel

7 8 9
29 32 38
275 300 350

©

High alloyed steel,
and tool steel
10 1
15 35
200 325

©

Stainless steel

13 14
23 10

200 240 180

150 I —

Material Aluminum-
Description  wrought alloy
VDI 3323 21 22
HRec
HB 60 100

XMF110V
XMR110D O O

Aluminum-cast, alloyed
23 24 25 26 27

Copperand
(Bronze /

75 920 130 110 0

o O

é)perAlloys Non Metallic
Materials
29 30 31 32
15 30
100 200 280
©

Heat Resistant Super Alloys

33 34 35
25 38 34

Titanium Alloys
36 37

» NEXT PAGE

© : Excellent O:Good

; Nodular cast ~Malleable cast
Grey cast iron o0 o
15 16 17 18 19 20
10 26 3 25 21
180 260 160 250 130 230

Hardened  Chiled Hardened
steel Castlron Cast Iron
38 39 40 41
55 60 42 55

250 350 320 400Rm 1050Rm 550 630 400 550

Ch52 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr
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High Feed For Graphite (Rt) apMax.
- XMR110D320 03 R0O.3 32.0 23.5 7.2 1.6
- XMR110D320 05 RO.5 32.0 23.5 7.2 1.6
= XMR110D320 10 R1.0 32.0 23.5 7.2 1.6
- XMR110D320 15 R1.5 32.0 23.5 7.2 1.6
- XMR110D320 20 R2.0 32.0 235 7.2 1.6
- XMR110D320 30 R3.0 32.0 23.5 7.2 1.6
XMF110V320 32 XMR110D320 32 R3.2 32.0 23.5 7.2 1.6
- XMR110D330 03 R0O.3 33.0 23.5 7.2 1.6
- XMR110D330 05 R0O.5 33.0 235 7.2 1.6
- XMR110D330 10 R1.0 33.0 23.5 7.2 1.6
= XMR110D330 15 R1.5 33.0 23.5 7.2 1.6
- XMR110D330 20 R2.0 33.0 23.5 7.2 1.6
- XMR110D330 30 R3.0 33.0 235 7.2 1.6
XMF110V330 32 XMR110D330 32 R3.2 33.0 235 7.2 1.6

» The corner radius tolerance is £0.015mm(Rt tolerance is £0.05mm) and the set-up accuracy is £0.02mm.

© : Excellent O :Good

SO I M
Material High alloyed steel, ! : Nodular cast ~ Malleable cast
Description Non-alloy steel Low alloy steel Siieaca Stainless steel Grey cast iron e e
VDI 3323 1 2 3 4 5 6 7 8 <) 10 1" 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
XMF110V.  © © © © © © © ©
XMR110D

IS0 e s Y T—
Hardened Chiled Hardened

Material Aluminum- . Copper and CopperAlloys Non Metallic : :

Description  wrought alloy Aluminum-cast, alloyed (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys S CastionilCastinon

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

XMF110V

XMR10D O O O O ©)

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C53

CARBIDE

i-Xmill
END MILLS



CARBIDE

Rl
END MILLS

- i-Xmill
7S e

i-Xmill CARBIDE BALL HOLDER - STRAIGHT NECK

& i-Xmill HARTMETAL HALTER fiir WECHSEL PLATTE mit RUNDER STIRN - mit GERADER SCHAFT
() Porte-plaquette i-Xmill en Carbure, entrée droite, pour plaquette a bout hémisphérique
() CORPO FRESA IN MD PER INSERTI SEMISFERICI i-Xmill - CILINDRICO

F .o x © —

L1

L2

Mill Shank Neck Length Length Overall
Diameter | Diameter | Diameter | of Cut |Below Shank| Length LTe'ygeth
D1 D2 D3 L1 L3 L2

% ZBC0801080 8 8 7.6 12 25 130 Regular
* ZBC0802080 | 8 8 7.6 12 40 130 | Regular
+ ZBC0803080 8 8 7.6 12 65 130 | Regular | |
ZBC0804080 8 8 7.6 12 60 150 | Regular
ZBC0805080 8 8 7.6 12 60 200 Long
ZBC0806080 8 8 7.6 12 25 80 Short
*ZBC1001100 | 10,11 | 10 9.5 15 30 140 | Regular
 ZBC1002100 | 10,11 | 10 95 15 50 140 | Regular
 ZBC1003100 | 10,11 = 10 95 15 75 140 | Regular
ZBC1004100 | 10,11 | 10 95 15 60 180 | Regular | | VFTOB | TX3010708
ZBC1005100 10,11 | 10 95 15 60 200 Long
ZBC1006100 10,11 | 10 95 15 30 80 Short
ZBC120001P | 12,13 12 1.4 17 40 200 Long
*ZBC1201120 | 12,13 | 12 1.4 17 35 150 | Regular
*ZBC1202120 12,13 | 12 1.4 17 60 150 | Regular
* ZBC1203120 | 12,13 | 12 1.4 17 85 150 | Regular | | WFTIO  TX3512T10
ZBC1204120 | 12,13 | 12 1.4 17 60 250 Long
ZBC1205120 | 12,13 12 1.4 17 35 100 T
ZBC160001P | 16,17 @ 16 15.0 20 50 150 | Regular
% ZBC1601160 | 16,17 | 16 15.0 20 50 200 Lo
* ZBC1602160 | 16,17 | 16 15.0 20 80 200 long |
* ZBC1603160 | 16,17 = 16 15.0 20 120 200 Lo
* ZBC1604160 | 16,17 @ 16 15.0 20 80 250 Long
ZBC1605160 16,17 @ 16 15.0 20 50 120 Short
ZBC200002P | 20,21 | 20 19.0 25 60 150 | Regular
% ZBC2001200 | 20, 21 20 19.0 25 60 200 Regular
% ZBC2002200 | 20,21 = 20 19.0 25 80 200 | Regular
* ZBC2003200 | 20,21 | 20 19.0 25 100 250 e ® TWBT20 | TX5020720
* ZBC2004200 | 20,21 = 20 19.0 25 150 250 Long
ZBC2005200 | 20,21 | 20 19.0 25 100 300 Lo
ZBC250001P | 25,26 = 25 24.0 30 75 150 | Regular
 ZBC2501250 | 25,26 25 24.0 30 75 200 | Regular
* ZBC2502250 | 25,26 | 25 24.0 30 120 250 | Regular
 ZBC2503250 | 25,26 = 25 24.0 30 190 300 e
ZBC2504250 | 25,26 | 25 24.0 30 120 350 Long
ZBC2505250 | 25,26 = 25 24.0 30 60 300 L)
 ZBC3001320 30,32,33 32 29.0 40 90 250 | Regular
* ZBC3002320 30,32,33 32 29.0 40 150 300 Lo
% ZBC3003320 30,32,33 32 29.0 40 190 300 long | ® TWBT30 TX8030T30
ZBC3004320 30,32,33 32 29.0 40 120 350 Long
ZBC3005320 30,32,33 32 29.0 40 150 400 Long

* Upon request, the broken holder is able to be regenerated * @ Required to use T-HANDLE (TWH600)
* Your carbide holder can be regenerated as YG-1 type upon request * s Stock Item

C54 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.

- I-Xmill
7S Enpe

i-Xmill STEEL BALL HOLDER - STRAIGHT NECK

@ i-Xmill STAHL HALTER fiir WECHSEL PLATTE mit RUNDER STIRN - mit GERADER SCHAFT
() Porte-plaquette i-Xmill en acier, entrée droite, pour plaquette a bout hémisphérique

() CORPO FRESA IN ACCIAIO PER INSERTI SEMISFERICI i-Xmill - CILINDRICO

D3
—— . ®) B — B )

L3

L2

Unit : mm
Mill hank Neck Length Overall
| R B e
D1 D2 D3 L3 L2

% ZBS1201120 12,13 12 10.5 35 90 Short

% ZBS1202120 12,13 12 10.5 55 110 Regular TWFT10 TX3512T10
ZBS120001P 12,13 12 10.5 40 150 Long

% ZBS1601160 16,17 16 14.5 35 95 Short

% ZBS1602160 16,17 16 14.5 65 125 Regular TWFT15 TX4016T15
ZBS160001P 16,17 16 14.5 60 200 Long

% ZBS2001200 20, 21 20 18.0 40 110 Short

% ZBS2002200 20, 21 20 18.0 75 145 Regular o TWBT20 TX5020T20
ZBS200001P 20, 21 20 18.0 80 200 Long
ZBS200002P 20, 21 20 18.0 60 200 Long

% ZBS2501250 25,26 25 22.5 45 125 Short

% ZBS2502250 25,26 25 22.5 90 170 Regular
ZBS2503250 25,26 25 22.5 100 250 Long ® TWBT25 TX6025T25
ZBS250001P 25,26 25 22.5 90 200 Long
ZBS250002P 25,26 25 22.5 60 200 Long

% ZBS3001320 | 30, 32,33 32 27.0 55 140 Short

% ZBS3002320 | 30,32,33 32 27.0 110 195 Regular © TWEBT30 TX8030T30
ZBS3004320 | 30,32,33 32 27.0 150 350 Long
ZBS300001P | 30, 32,33 32 27.0 100 250 Long

* @ Required to use T-HANDLE (TWH600)
* 3% Stock Item
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- i-Xmill
7S e

i-Xmill STEEL BALL HOLDER - TAPER NECK

& j-Xmill STAHL HALTER fiir WECHSEL PLATTE mit RUNDER STIRN - mit KONISCH ABGESETZTEM SCHAFTTEIL
() Porte-plaquette i-Xmill en acier, entrée conique, pour plaquette a bout hémisphérique

END MILLS () CORPO FRESA IN ACCIAIO PER INSERTI SEMISFERICI i-Xmill - CONICO

—————p | =
]

L1

L2

76
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Mill Shank Neck Length
Diameter | Diameter | Diameter | of Cut
D1 D2 D3 L1

i-Xmill CARBIDE CORNER RADIUS HOLDER - STRAIGHT NECK

& i-Xmill HARTMETAL HALTER fiir WECHSEL PLATTE mit ECKRADIUS - mit GERADER SCHAFT
() Porte-plaquette i-Xmill en Carbure, entrée droite, pour plaquette a bout torique
() CORPO FRESA IN MD PER INSERTI TORICI i-Xmill - CILINDRICO

D3

L2

L1

L3

Length
Below
Shank

Overall
Length
Length Type
L2

Unit : mm

Unit : mm
_Mill Shank | Neck |Length Iéee'}gw Overall | Interference Lenath
Diameter|Diameter|Diameter| of Cut | g/-"0 | Length Angle ‘?;(lge Screw No.
D1 D2 D3 L1 L3 L2 e°
Y ZBT0801120 8 12 7.2 12 35 90 4° 437 Short
TWFTO07 | TX2508T07
% ZBT0802120 8 12 7.2 25 55 110 3°37° Regular
Y ZBT1001120 | 10, 11 12 9.0 15 35 90 2°51° Short
TWFT08 | TX3010T08
Y ZBT1002120 | 10, 11 12 9.0 30 55 110 2°17° Regular
% ZBT1201160 | 12,13 16 10.5 17 55 110 3°23° Short TWFT10 | TX3512T10
Y ZBT1601200 | 16,17 20 14.5 20 65 125 2°51° Short
TWFT15 | TX4016T15
ZBT1604200 | 16,17 20 14.5 20 115 200 1°22° Regular
Y ZBT2001250 | 20, 21 25 18.0 25 75 145 3°26° Short
ZBT2004250 | 20, 21 25 18.0 25 115 200 1°55° Regular @®TWBT20 | TX5020T20
ZBT2005250 | 20, 21 25 18.0 25 160 250 1°17° Long
Y ZBT2501320 | 25,26 32 225 30 90 170 4° 03”7 Short
ZBT2504320 | 25, 26 32 22.5 30 160 250 1°53° Regular @®TWBT25 | TX6025T25
ZBT2505320 | 25,26 32 22.5 30 190 300 1°32° Long
Y ZBT3001320 (30,32,33| 32 27.0 40 110 195 1°38° Short
ZBT3004320 30,32,33| 32 27.0 40 160 250 0° 58’ Regular | @ TWBT30 | TX8030T30
ZBT3005320 30,32,33| 32 27.0 40 190 300 0°46° Long

* @ Required to use T-HANDLE (TWH600)
* 5 Stock Item

% ZRC0801080
% ZRC0802080
% ZRC0803080
% ZRC1001100
% ZRC1002100
% ZRC1003100
% ZRC1201120
% ZRC1202120
% ZRC1203120
% ZRC1601160
% ZRC1602160
% ZRC1603160
% ZRC1604160
% ZRC2001200
% ZRC2002200
v ZRC2003200
% ZRC2004200
% ZRC2501250
% ZRC2502250
% ZRC2503250
% ZRC3001320
% ZRC3002320
% ZRC3003320

8
8
8
10
10
10
12,13
12,13
12,13
16,17
16,17
16,17
16,17
20, 21
20, 21
20, 21
20, 21
25,26
25,26
25,26
30,32,33
30,32,33
30,32,33

8

8

8
10
10
10
12
12
12
16
16
16
16
20
20
20
20
25
25
25
32
32
32

7.6
7.6
7.6
9.5
9.5
9.5
11.4
11.4
1.4
15.0
15.0
15.0
15.0
19.0
19.0
19.0
19.0
24.0
24.0
24.0
29.0
29.0
29.0

12
12
12
15
15
15
17
17
17
20
20
20
20
25
25
25
25
30
30
30
40
40
40

25
40
65
30
50
75
35
60
85
50
80
120
80
60
80
100
150
75
120
190
90
150
190

130
130
130
140
140
140
150
150
150
200
200
200
250
200
250
250
250
200
250
300
250
300
300

Regular
Regular
Regular
Regular
Regular
Regular
Regular
Regular
Regular
Long
Long
Long
Long
Regular
Regular
Long
Long
Regular
Regular
Long
Regular
Long
Long

TWFTO07

TWFTO08

TWFT10

TWFT15

@TWBT20

@TWBT25

@TWBT30

TX2508T07

TX3010T08

TX3512T10

TX4016T15

TX5020T20

TX6025T25

TX8030T30

* @ Required to use T-HANDLE (TWH600)
* 3% Stock Item
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7S CZRS 2o

i-Xmill STEEL CORNER RADIUS HOLDER - STRAIGHT NECK

& j-Xmill STAHL HALTER fiir WECHSEL PLATTE mit ECKRADIUS - mit GERADER SCHAFT
() Porte-plaquette i-Xmill en acier, entrée droite, pour plaquette torique
() CORPO FRESA IN ACCIAIO PER INSERTI TORICI i-Xmill - CILINDRICO

D3

—a > >

L1

L3

L2

Unit : mm
Mill Shank Neck Length Length Overall
e e
D1 D2 D3 L1 L3 L2
% ZRS1201120 | 12,13 12 11.0 13 30 110 Regular TWFT10| TX3512T10
% ZRS1601160 | 16,17 16 15.0 15 50 130 Regular
% ZRS1602160 | 16,17 16 15.0 15 65 165 Intermediate TWFT15 | TX4016T15
ZRS1603160 | 16,17 16 15.0 15 65 200 Long
% ZRS2001200 | 20, 21 20 19.0 18 60 140 Regular
% ZRS2002200 | 20, 21 20 19.0 18 80 180 Intermediate | @TWBT20| TX5020T20
ZRS2003200 | 20,21 20 19.0 18 80 250 Long
% ZRS2501250 | 25, 26 25 24.0 23 70 150 Regular
% ZRS2502250 | 25,26 25 24.0 23 90 200 Intermediate | @TWBT25 | TX6025T25
ZRS2503250 | 25,26 25 24.0 23 920 300 Long
% ZRS3001320 30,3233 32 29.0 27 80 160 Regular
% ZRS3002320 |30,32,33 32 29.0 27 100 220 Intermediate | @TWBT30 | TX8030T30
ZRS3003320 30,32,33 32 29.0 27 100 350 Long

* @ Required to use T-HANDLE (TWH600)
* 5 Stock Item

i-Xmill STEEL CORNER RADIUS HOLDER - TAPER NECK

& i-Xmill STAHL HALTER fiir WECHSEL PLATTE mit ECKRADIUS - mit KONISCH ABGESETZTEM SCHAFTTEIL
() Porte-plaquette i-Xmill en acier, entrée conique, pour plaquette torique
() CORPO FRESA IN ACCIAIO PER INSERTI TORICI i-Xmill - CONICO

\g" D3

e ——T O -

L1
Mill Shank | Neck |Length I-Beer}gw Overall | Interference
Diameter|Diameter|Diameter| of Cut Shank Length Angle
D1 D2 D3 L1 L2 0’

L3

L2

Unit : mm

L3
% ZRT0801120 8 12 6.7 10 22 100 9° Regular
TWFT07 | TX2508T07
% ZRT0802120 8 12 6.7 10 50 130 2°43° Long
% ZRT1001120 | 10, 11 12 8.6 13 25 100 40 45, Regular —v= | TesiTTE
% ZRT1002120 | 10, 11 12 8.6 13 50 150 1° 32 Long
% ZRT1202160 | 12,13 16 10.2 15 60 160 2°32° Long TWFT10 | TX3512T10

* % Stock ltem
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RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

ASSEMBLY of i-Xmill
MONTAGE DES i-Xmill

s

A Make sure to clean the insert and insert seat.
Wechselplatte und Plattensitz sorgfaltig reinigen.

A Slide the insert into the slot of the holder.
Tighten the screw using anti-seize compound.
Wechselplatte in den Sitz des Halters einf hren.
Die Schraube fest anziehen und dabei Spezialfett verwenden

=S CLAWNGTORQUE

(D) [N-m]
8.0 1.0
210.0 1.5

212.0, 313.0 2.5

216.0, 17.0 3.5

220.0, @21.0 5.0

@25.0, @26.0 6.0

230.0, @32.0 6.5

* When the screw is worn out, please change the a new screw.

* Wenn das Schraubengewinde verschlissen ist, bitte neue
Schraube verwenden.

* Please tighten up the screw with recommended torque.
(Please refer to the table)

* Die Feststellschraube mit dem empfohlenen Anzugsmoment
anziehen (siehe Tabelle).

* Don't press down the insert, when the screw is tightened.

* Die Wechselplatte nicht nach unten dr,cken, wenn die
Schraube angezogen ist.

CLAMPING DIRECTION

Wrench No.
WRENCH TYPE PRODUCT NO. T-HANDLE No.
WING TWFT10 -
TYPE
TWFT15 =
@ TWBT20
TORX BIT ’
TYPE v ® TWBT25 TWH600
.

@ TWBT30

* @ Required to use T-HANDLE (TWH600)

CUTTING CONDITION
SCHNEIDKONDITIONEN

@Dia.

(RPM) « (1) « (Dia.)

Ve [M/min]

Vf [mm/min]

1000

(RPM) - (f)

RPM [rev/min]

De [mm]

(Vc) « (1000)
() » (Dia.)

RPM = revolution per minute (rev/min)
Vc = surface meter per minute (M/min)
Dia. = diameter of insert (mm)

Vf = feed speed (mm/min)

f = feed per revolution (mm/rev)

De = effective tool diameter (mm)

ap = axial depth of cut (mm)

ae = radial depth of cut (mm)

= 2 /(ap) « (Dia. - ap)

%G YG-1CO, LTD.
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RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

/] =% 1) W98 BALL INSERTS for GENERAL PURPOSE

Ve = m/min.

Fz = mm/tooth
RPM = rev./min.
FEED = mm/min.

76

I-Xmill
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RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

m BALL INSERTS for GENERAL PURPOSE - FULL RADIUS

Ve =m/min.

Fz = mm/tooth
RPM = rev./min.
FEED = mm/min.

CARBIDE

VDI Material Diameter (9) VDI Mate ) Xl
END LS . RE T o | 213 | 617 | 2021 | 2526 | 30323 | ‘- ENDHIS
Vc 160~320 160~360 160~380 160~480 160~580 160~600 160~700 160~320 1 60~360 1 60~380 160~480 160~580 160~600 160~700
1-4 fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60 W Non-alloy steel fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60
RPM 6370~12730 5090~11460 4240~10080 3180~9550 2550~9230 2040~7640 1700~7430 y RPM 6370~12730 5090~11460 4240~10080 3180~9550 2550~9230 2040~7640 1700~7430
Non-alloy steel FEED 2550~5090 2040~4580 1700~4030 1590~5730 1270~7380 1020~7640 850~8910 FEED 2550~5090 2040~4580 1700~4030 1590~5730 1270~7380 1020~7640 850~8910
Yy Vc 120~280 120~300 120~350 120~380 120~420 120~480 120~550 Vc 160~320 160~360 160~380 160~480 160~580 160~600 160~700
fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60 Low alloy steel fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60
RPM 4770~11140 3820~9550 3180~9280 2390~7560 1910~6680 1530~6110 1270~5840 Yy RPM 6370~12730 5090~11460 4240~10080 3180~9550 2550~9230 2040~7640 1700~7430
FEED 1910~4460 1530~3820 1270~3710 1190~4540 950~5350 760~6110 640~7000 FEED 2550~5090 2040~4580 1700~4030 1590~5730 1270~7380 1020~7640 850~8910
Vc 160~320 160~360 160~380 160~480 160~580 160~600 160~700 Vc 160~320 160~360 160~380 160~480 160~580 160~600 160~700
6-7 fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60 nghtalltl)yed fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60
’ RPM 6370~12730 5090~11460 4240~10080 3180~9550 2550~9230 2040~7640 1700~7430 and ioeoe| ,St cel RPM 6370~12730 5090~11460 4240~10080 3180~9550 2550~9230 2040~7640 1700~7430
Low alloy steel FEED 2550~5090 2040~4580 1700~4030 1590~5730 1270~7380 1020~7640 850~8910 FEED 2550~5090 2040~4580 1700~4030 1590~5730 1270~7380 1020~7640 850~8910
y Vc 120~280 120~300 120~350 120~380 120~420 120~480 120~550
fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.25~0.40 0.25~0.50 0.25~0.60
RPM 4770~11140 3820~9550 3180~9280 2390~7560 1910~6680 1530~6110 1270~5840
FEED 1910~4460 1530~3820 1270~3710 1190~4540 950~5350 760~6110 640~7000
NS BALL INSERTS for PRE-HARDENED STEELS /] =% & (0] ) P BALL INSERTS for GRAPHITE
VDI Material Diameter (@) DI Material Diameter (@)
1SO . Parameter ISO o Parameter
3323 | Description 8 | 011 | 1213 | 1617 | 2021 | 2526 | 30,3233 3323 | Description 8 | 101 | 1213 | 1617 | 2021 | 2526 | 303233
Lowalloysteel V¢ 100~220 100~260 100~280 100~350 100~400 100~450 100~500 Ve 300~400 300~400 300~400 300~400 300~480 300~560 300~650
_ 0.15~0.20 0.15~0.20 0.15~0.20 0.20~0.30 0.20~0.40 0.20~0.50 0.20~0.60 Aluminum-  fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.30~0.35 0.35~0.40 0.40~0.50
20 Highalloyedsteel, Rpm | 3980~8750 = 3180~8280 | 2650~7430 ~ 1990~6960  1500~6370 | 1270~5730 | 1060~5310 21~22 wroughtalloy RPM | 11940~15920 | 9550~12730 | 7960~10610 | 5970~7960 | 4770~7640 | 3820~7130 | 3180~6900
and tool steel FEED 1190~3500 950~3310 800~2970 800~4180 640~5090 510~5730 420~6370 FEED 4770~6370 3820~5090 3180~4240 2980~4770 2860~5350 2670~5700 2550~6900
Vc 160~320 160~360 160~400 160~500 160~550 160~620 160~720 Vc 300~400 300~400 300~400 300~400 300~480 300~560 300~650
fz 0.30~0.30 0.30~0.30 0.30~0.30 0.35~0.40 0.35~0.40 0.35~0.50 0.35~0.60 9324 Aluminum-cast, fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.30~0.35 0.35~0.40 0.40~0.50
RPM 6370~12730 5090~11460 4240~10610 3180~9950 2550~8750 2040~7890 1700~7640 aIoned RPM | 11940~15920 | 9550~12730 7960~10610 5970~7960 4770~7640 3820~7130 3180~6900
FEED 3820~7640 3060~6880 2550~6370 2230~7960 1780~7000 1430~7890 1190~9170 FEED 4770~6370 3820~5090 3180~4240 2980~4770 2860~5350 2670~5700 2550~6900
Vc 80~180 80~200 80~220 80~260 80~320 80~360 80~400 Vc 300~400 300~400 300~400 300~400 300~480 300~560 300~650
fz 0.10~0.20 0.10~0.20 0.10~0.20 0.15~0.30 0.15~0.40 0.15~0.50 0.15~0.60 Graphi fz 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.30 0.30~0.35 0.35~0.40 0.40~0.50
RPM 3180~7160 2550~6370 2120~5840 1590~5170 1270~5090 1020~4580 850~4240 raphite RPM 11940~15920 | 9550~12730 7960~10610 5970~7960 4770~7640 3820~7130 3180~6900
FEED 640~2860 510~2550 420~2330 480~3100 380~4070 310~4580 250~5090 FEED 4770~6370 3820~5090 3180~4240 2980~4770 2860~5350 2670~5700 2550~6900
/=740 *™™ BALL INSERTS for HIGH HARDENED STEELS
| EsE
PRy 1o | 203 | 617 | 2021 | 252 | 30323 | -
80~180 80~200 80~220 80~260 80~320 80~360 80~400 T
38-41 0.10~0.15 0.10~0.15 0.10~0.15 0.15~0.25 0.15~0.25 0.15~0.25 0.15~0.30
RPM 3180~7160 2550~6370 2120~5840 1590~5170 1270~5090 1020~4580 850~4240 //
FEED 640~2150 510~1910 420~1750 480~2590 380~2550 310~2290 250~2550
Ae

: Roughing - 0.1 xD
Finishing - Under @12 : 0.25mm
Under @20 : 0.30mm
From @20 : 0.40mm

b ||| -5 &]1) P98 BALL INSERTS for STAINLESS STEELS

VDI | Material e
ISO o Parameter
3323 |  Description 8 [ wom 12,13 16,17 20,21 25,26 30,32,33

: Roughing - Under @16 : 0.025 x D
From @16:0.05xD
Finishing - Under @16 : 0.1mm

Full Radius Type Ball Radius Type

Vc 90~130 90~130 90~130 90~130 90~130 90~130 90~130

M 1214 Stainless steel fz 0.10~0.12 0.13~0.15 0.15~0.20 0.15~0.20 0.15~0.20 0.20~0.25 0.20~0.25 » When the length of overhang exceeds 4xD, we recommend using the carbide shank holder with 20% lower feed
RPM | 3580~5170 2860~4140 2390~3450 1790~2590 1430~2070 1150~1660 950~1380 » When using long (long & intermediate type holder) tools, we recommend reducing the feed rate to 70 ~ 85%.
FEED 720~1290 720~1240 720~1380 540~1030 430~830 460~830 380~690

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD. %G YG-1CO, LTD.
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CARBIDE

Rl

END MILLS

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

Ve = m/min.
'/ 14k [1):W*¥"8 CORNER RADIUS INSERTS for GENERAL PURPOSE & STAINLESS STEELS  Fz- ittt

FEED = mm/min.
VDI Material Diameter (@)
; Parameter
3323 | Description 8 [ w11 | 1213 16,17 20,21 25,26 30,32, 33
Ve 160~300 160~300 160~300 160~300 160~300 160~300 160~300
fz 020~015 | 020~015 | 020~015 | 025020 025020 025020 025~020

1-4 RPM 6370~11940 5090~9550 4240~7960 3180~5970 2550~4770 2040~3820 1700~3180

FEED 2550~3580 2040~2: 1700~2 1590~2 1270~1910 1020~1 ~1270
Non-alloysteel 550~358 040~2860 00~2390 5 390 0 020~1530 850

Vc 120~280 120~280 120~280 120~280 120~280 120~280 120~280
fz 0.20~0.15 0.20~0.15 0.20~0.15 0.25~0.20 0.25~0.20 0.25~0.20 0.25~0.20
RPM 4770~11140 3820~8910 3180~7430 2390~5570 1910~4460 1530~3570 1270~2970
FEED 1910~3340 1530~2670 1270~2230 1190~2230 950~1780 760~1430 640~1190
Vc 160~300 160~300 160~300 160~300 160~300 160~300 160~300
fz 0.20~0.15 0.20~0.15 0.20~0.15 0.25~0.20 0.25~0.20 0.25~0.20 0.25~0.20

RPM 6370~11940 5090~9550 4240~7960 3180~5970 2550~4770 2040~3820 1700~3180
FEED 2550~3580 2040~2860 1700~2390 1590~2390 1270~1910 1020~1530 850~1270
Vc 120~280 120~280 120~280 120~280 120~280 120~280 120~280
fz 0.20~0.15 0.20~0.15 0.20~0.15 0.25~0.20 0.25~0.20 0.25~0.20 0.25~0.20
RPM 4770~11140 3820~8910 3180~7430 2390~5570 1910~4460 1530~3570 1270~2970
FEED 1910~3340 1530~2670 1270~2230 1190~2230 950~1780 760~1430 640~1190

Low alloy steel

Ve 90~130 90~130 90~130 90~130 90~130 90~130 90~130
: fz 0.10~0.10 0.11~0.11 0.12~0.11 0.13~0.13 0.13~0.13 0.13~0.12 0.13~0.12

M 1214 Stainlesssteel povi 35305170 | 2860-4140 | 2390~3450 | 1790~2500 | 1430~2070 | 1150~1660 | 950~1380
FEED = 720~1030 630~910 550~790 450~650 360~520 290~410 240~340

/| ;& 41 [ o988 CORNER RADIUS INSERTS for PRE-HARDENED STEELS

VDI Material Diameter (@)
ISO L Parameter
3323 | Description 8 [ o [ 1213 16,17 20,21 25,26 30,32, 33

Ve 100~280 100~280 100~280 100~280 100~280 100~280 100~280
LmwelgEs 0.12~0.06 0.13~0.06 0.13~0.06 0.15~0.08 0.15~0.08 0.15~0.08 0.15~0.08

S0 Highalloyedsteel, rpm  3080~11140  3180~8910  2650~7430 | 1990~5570 | 1590~4460  1270~3570  1060~2970
andtoolsteel  Feep | 990~1340 800~1070 690~890 600~840 480~670 380~570 320~450

Ve 160~380 160~380 160~380 160~380 160~380 160~380 160~380

1520 fz 0.30~0.20 0.30~0.20 0.30~0.20 0.35~0.30 0.35~0.30 0.35~030 0.35~030

i RPM | 6370~15120 | 5090~12100 | 4240~10080 = 3180~7560 = 2550~6050 = 2040~4840 | 1700~4030
FEED = 3820~6050 | 3060~4840 | 2550~4030 | 2230~4540 = 1780~3630 | 1430~2900 | 1190~2420

Ve 80~220 80~220 80~220 80~220 80~220 80~220 80~220

H 38 fz 0.10~0.05 0.10~0.05 0.10~0.05 0.15~0.06 0.15~0.06 0.15~0.06 0.15~0.06
RPM | 3180~8750 | 2550~7000 | 2120~5840 | 1590~4380 & 1270~3500 = 1020~2800  850~2330

FEED  640~880 510~700 420~580 420~530 380~420 310~340 250~280

\'[1: %111 ™8 CORNER RADIUS INSERTS for HIGH HARDENED STEELS

VDI Material Diameter (@)
ISO e Parameter
3323 | Description 8 [ o | 1213 16,17 20,21 25,26 30,32, 33

80~220 80~220 80~220 80~220 80~220 80~220 80~220
3841 0.10~0.05 0.10~0.05 0.10~0.05 0.15~0.06 0.15~0.06 0.15~0.06 0.15~0.06
RPM 3180~8750 2550~7000 2120~5840 1590~4380 1270~3500 1020~2800 850~2330
FEED 640~880 510~700 420~580 480~530 380~420 310~340 250~280

Cc62 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

Y / I-Xmill
RECOMMENDED CUTTING CONDITIONS
/G END MILLS EMPFOHLENE SCHNEIDPARAMETER

m CORNER RADIUS INSERTS for GENERAL PURPOSE - HIGH FEED Fe=mmin

FEED = mm/min.

VDI Mate Diameter (@)
ISO Parameter
3323 | Descri 8 [ 1o 12,13 16,17 20,21 25,26 30,32, 33

150~200 150~200 150~200 150~200 150~200 150~200 150~200

Non-alloy steel 0.60~0.40 0.75~050 0.90~0.60 120~0.80 1.50~1.00 1.80~140 2.30~1.80
RPM | 5970~7960 | 4770~6370 | 3980~5310 | 2080~3980 & 2390~3180 | 1910~2550 | 1590~2120

Lowalloysteel fgep  7160~6370 | 7160~6370 | 7160~6370 | 7160~6370 = 7160~6370 = 6880~7140 | 7320~7640

s

Ap(Max) 04 0.5 0.6 0.8 1.0 13 1.6
Vc 150~200 150~200 150~200 150~200 150~200 150~200 150~200
High alloyed 0.60~0.40 0.75~0.50 0.90~0.60 1.20~0.80 1.50~1.00 1.80~1.40 2.30~1.80
steel, RPM 5970~7960 4770~6370 3980~5310 2980~3980 2390~3180 1910~2550 1590~2120
and tool steel  FEED 7160~6370 7160~6370 7160~6370 7160~6370 7160~6370 6880~7140 7320~7640
Ap(Max) 04 0.5 0.6 0.8 1.0 13 1.6

N

' |34 K L] » P98 CORNER RADIUS INSERTS for GRAPHITE

VDI Material Diameter (@)
ISO Parameter
3323 | Description 8 [ 1om 12,13 16,17 20,21 25,26 30,32, 33
300~400 300~400 300~400 300~400 300~400 300~400 300~400
Aluminum- 0.20~0.20 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.25 0.25~0.25 0.25~0.25
wrought aIon RPM 11940~15920 | 9550~12730 7960~10610 5970~7960 4770~6370 3820~5090 3180~4240
FEED 4770~6370 3820~5090 3180~4240 2390~3180 2390~3180 1910~2550 1590~2120

21~22

Vc 300~400 300~400 300~400 300~400 300~400 300~400 300~400

2324 Aluminum-cast, fz 0.20~0.20 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.25 0.25~0.25 0.25~0.25
alloyed RPM | 11940~15920 = 9550~12730 | 7960~10610 5970~7960 4770~6370 3820~5090 3180~4240

FEED 4770~6370 3820~5090 3180~4240 2390~3180 2390~3180 1910~2550 1590~2120

Vc 300~400 300~400 300~400 300~400 300~400 300~400 300~400

Graphite fz 0.20~0.20 0.20~0.20 0.20~0.20 0.20~0.20 0.25~0.25 0.25~0.25 0.25~0.25
p RPM | 11940~15920 = 9550~12730 | 7960~10610 5970~7960 4770~6370 3820~5090 3180~4240
FEED 4770~6370 3820~5090 3180~4240 2390~3180 2390~3180 1910~2550 1590~2120

A ae : Roughing-0.1 xD
P 2% Finishing - 0.2mm
T ap : Roughing - Under @16 : 0.025 x D
}‘A—e" From @16:0.05xD
Finishing - Under @16 : 0.1mm
From @16 :0.2mm

High Feed

P When the length of overhang exceeds 4xD, we recommend using the carbide shank holder with 20% lower feed
» When using long (long & intermediate type holder) tools, we recommend reducing the feed rate to 70 ~ 85%.

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr Cc63
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Leading Through Innovation

SOLID CARBIDE

- SMART Enp miLL

i-Smart, Schaftfraser mit auswechselbaren VHM Schneidkopfen

- For General Steels, Hardened Steels and Cast Iron

- Fiir allgemeine Stahle, gehartete Stahle und Gusseisen



CARBIDE CARBIDE

SELECTION GUIDE ) [ [oan | v [ e || [ ows | oaw
2 3 4 4 6 4 ¢ - - ]

FLUTE
HELIX ANGLE 30° 30° 30° (MULTIPLE HELIX) 45° (MULTIPLE HELIX) 45° - - -
CUTTINGEDGESHAPE|  BAL Bl sl O R R SQUARE SQUARE - - -
'I MILLING SIZEMIN R5.0 R5.0 R5.0 D10.0 D10.0 D10.0 D10.0 - - -
TOOLS SIZE MAX R16.0 R16.0 R16.0 D32.0 D32.0 D32.0 D32.0 - - -
PAGE C68 C69 Cc70 c71 C72 C74 C75 Cc76 c77 Cc78
-SMART P CENTERMATCH | CENTERMATCH | CENTER MATCH - - - - STRAIGHT NECKTYPE STRAIGHT NECKTYPE TAPER NECK TYPE -SMART
MODULAR MODULAR
E\DILS Cbide  swel  steel DI
CARBIDE MODULAR s MA RT
HEAD & HOLDER ™ | .
END MILLS , | | a
Ultra-micro Grain Carbide Heads )
with Carbide & Steel Holders h ' ‘ I
£ Please visit ©: Excellent O:Good ]
% globalyg1.com/mat . - ) { E
=¥t formaterial search (' Recommended cutting conditions : p.C79 ) J .
! |
O D = ompo 0 e e e B R
D ptio
About 0.15% C Annealed 125 O O O O O O O
About045%C  Annealed 190 13 0 @) O O O @) O
Non-alloy steel  About 0.45% C Quenched &Tempered 250 25 O O O © O © ©
About075%C  Annealed 270 28 © © © © © © ©
About 0.75% C Quenched&Tempered 300 32 © © © © © © ©
P n Annealed 180 10 O @) O O O O O
Low allov steel Quenched & Tempered 275 29 © © © © © © ©
n y Quenched & Tempered 300 32 © © © © © © ©
| 9 | Quenched &Tempered 350 38 © ©) © © © © ©
High alloyed steel, Annealed 200 15 O O ©) O O O O
and tool steel Quenched&Tempered 325 35 © © © © © © ©
12 Ferritic / Martensitic Annealed 200 15
M 13 Stainless steel  Martensitic Quenched &Tempered 240 23
Austenitic 180 10 O
Grey castiron Pearlitic / ferritic 180 10 O O @) O O O O
Pearlitic (Martensitic) 260 26 @) O O O O O O
Nodular castiron <" 160 3 (©) O O O ®) e 0
Pearlitic 250 25 O O O O O @) O
Malleable cast iron Ferritic 130 O O O © O O O
Pearlitic 230 21 O O O O O O O
Aluminum- Not Curable 60
wroughtalloy  Curable Hardened 100
23 . < 12% Si, Not Curable 75
Aluminum-cast, < 12%Si, Curable  Hardened 90
alloyed -
>12% Si, Not Curable 130
Copper and Cutting Alloys, PB>1% 110
Copper Alloys  CuZn, CuSnZn (Brass) 90
(Bronze /Brass)  CuSn, lead-free copper and electrolyticcopper 100
Non Metallic ~ Duroplastic, Fiber Reinforced Plastic
Materials Rubber, Wood, etc.
Annealed 200 15
Heat Resistant refased Cured 280 30
33 Annealed 250 25
Super Alloys )
Ni or Co Based Cured 350 38
Cast 320 34
Titanium Allovs Pure Titanium 400 Rm
v Alpha + Beta Alloys Hardened 1050 Rm
T Hardened 550 55 @) @) @) ) @) @) @)
Hardened 630 60 O (@) O O (©) O @)
I8 Chilled Cast Iron Cast 400 42 © © © © © © ©
Hardened Cast Iron Hardened 550 55 O O O O (@) O O

C66 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr G YG-1CO, LTD. G YG-1CO,,LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr cC67



CARBIDE

i-SMART
MODULAR
END MILLS

1-Smart
END MILLS

XSEMD98 s:x:es

CARBIDE MODULAR HEAD, 2 FLUTE BALL NOSE (Center Match)

@ Vollhartmetall, 2 Schneiden mit Stirnradius (Schneiden Mittelpunkt)
() CARBURE TETE MODULAIRE, 2 DENTS A BOUT HEMISPHERIQUE (Coupe au Centre)
() TESTINA MODULARE IN MD, 2 TAGLIENTI, SEMISFERICA

R w M (- R
v o N T
y A (%) 0 |\|\\\\t\\\\\\t\\\\\1\ o
s QW |
g k | |
‘ l— L1
L2
\ :lIE POWE:{I:/:ELSI::;:UCK D:wg—e%
@ p.C80 B ERCOLLET CHUCK D73-116
Unit : mm

Radius of Mill Neck Length Length Wrench Coupling Thread
Ball Nose Diameter Diameter of Cut Below Shank Width Diameter
R D1 D2 L1 L2 W d1 M

Y-COATED
XSEMD98100 R5.0 10.0 9.2 10 17.5 8 6.5 M6
XSEMD98120 R6.0 12.0 11.2 12 20.5 10 6.5 Mé
XSEMD98160 R8.0 16.0 15.0 16 255 13 8.5 M8
XSEMD98200 R10.0 20.0 19.0 20 30.0 17 10.5 M10
XSEMD98250 R12.5 25.0 24.0 25 37.0 22 12.5 M12
XSEMD98300 R15.0 30.0 29.0 30 43.0 27 17.0 M16
XSEMD98320 R16.0 32.0 31.0 32 45.0 27 17.0 M16

Tolerance(mm Tolerance(mm
+0.010 ‘ 0~-0.02

© : Excellent O : Good
Sepm ... P | M

DeMsactﬁgt?tI)n Non-alloy steel Low alloy steel Hi%r:\gllﬁdyedgﬁel, Stainless steel Grey cast iron N°dli’r|grr] cast Malleﬁg:? cast

VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommend O O @) © © O © © © O © O O O O O O

cod N | s |

Hardened Chiled Hardened
steel

D!;Asﬂ?g‘?én w/;\(l)llljrgrl]r:uaw&y Aluminum-cast, alloyed mDrg,gﬂg:fé’,gi’;\"oys N&ngﬁg'c Heat Resistant Super Alloys Titanium Alloys Castlron Castlron

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 58] 34 35 36 37 38 39 40 4
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend O O © O

Cc68 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

776G Exind

CARBIDE MODULAR HEAD, 3 FLUTE BALL NOSE (Center Match)

® Vollhartmetall, 3 Schneiden mit Stirnradius (Schneiden Mittelpunkt)
() CARBURE TETE MODULAIRE, 3 DENTS A BOUT HEMISPHERIQUE (Coupe au Centre)
() TESTINA MODULARE IN MD, 3 TAGLIENTI, SEMISFERICA

N
Il \\\\

Il\\\ \

WL

ST

. ] >

|
[}
]

e L

CARBIDE

-SMART
MODULAR
END MILLS

Page

D161-176

5 Z ' :mD Plain Shank
‘ i POWER MILLING CHUCK
30° coatmg C80 Recommended

P ToolHolder O ERCOLLET CHUCK

D73-116

Unit : mm

Radius of Mill Neck Length Length Coupling Thread
Ball Nose Diameter Diameter of Cut Below Shank Diameter
R D1 D2 L1 L2 W d1 M

Y-COATED
XSEME59100 R5.0 10.0 9.2 10 17.5 8 6.5 M6
XSEME59120 R6.0 12.0 11.2 12 20.5 10 6.5 Mé6
XSEME59160 R8.0 16.0 15.0 16 255 13 8.5 M8
XSEME59200 R10.0 20.0 19.0 20 30.0 17 10.5 M10
XSEME59250 R12.5 25.0 24.0 25 37.0 22 12.5 M12
XSEME59300 R15.0 30.0 29.0 30 43.0 27 17.0 M16
XSEME59320 R16.0 32.0 31.0 32 45.0 27 17.0 M16

Radius Mill Dia.
Tolerance(mm Tolerance(mm
+0.010 0~-0.02

© : Excellent O : Good

1SO | ™M

Dysitﬁg%n Non-alloy steel Low alloy steel Hi%f:]gl{gyoledstggel, Stainless steel Grey cast iron
VDI 3323 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130
Recommend O O O © © O © © © O © O O O O O

150 T
Material Aluminum- Aluminum-cast, alloyed Coppgand (30éjperAlloys Non Metallic

Description  wrought alloy rass) Materials
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40

Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn

HRc 15 30 25 38 34 55 60 42
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400
Recommend o O ©

Nodular cast ~ Malleable cast
iron iron

Hardened
Cast Iron
41
55
550

O

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr
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CARBIDE CARBIDE

- 1-Smart - 1-Smart
I/G END MILLS I/G END MILLS | XSEMEO1 scres |

CARBIDE MODULAR HEAD, 4 FLUTE BALL NOSE (Center Match) CARBIDE MODULAR HEAD, 4 FLUTE MULTIPLE HELIX CORNER RADIUS
& \/ollhartmetall, 4 Schneiden mit Stirnradius (Schneiden Mittelpunkt) & \ollhartmetall, 4 Schneiden mit M-Helix und Eckradius
() CARBURE TETE MODULAIRE, 4 DENTS A BOUT HEMISPHERIQUE (Coupe au Centre) () CARBURE TETE MODULAIRE, 4 DENTS TORIQUE, HELICE MULTIPLE
() TESTINA MODULARE IN MD, 4 TAGLIENTI, SEMISFERICA () TESTINA MODULARE IN MD, 4 TAGLIENTI, ELICA VARIABILE, TORICA
-SMART i-SMART
MODULAR w MODULAR
END MILLS R M ‘}« R w R END MILLS
IV - T M ‘k /
Y 02 n\\\\m\ Ml . 0
- il - = ([ -y
— e ‘ ; | | 1
-l i
Plain Shank Page Plain Shank Page
@ CIIE POWER MILLING CHUCK Dwmgrws :"IE POWER MILLING CHUCK D161g—176
. p.C81 RSOl O er CoLLETCHUCK D73-116 27°/30° . p.C81 Rl (O R coLLETCHUCK D73-116
Unit : mm Unit : mm
Ball Nose Diameter Diameter of Cut |Below Shank] Width Diameter Radius Diameter Diameter of Cut Below Shank Diameter
Y-COATED R D1 D2 L1 L2 W d1 M Y-COATED W
XSEME60100 R5.0 10.0 9.2 10 17.5 8 6.5 Mé XSEMEO1100010 RO.1 10.0 9.2 10 17.5 8 6.5 Mé6
XSEME60120 R6.0 12.0 11.2 12 20.5 10 6.5 Mé XSEMEO01100 020 R0.2 10.0 9.2 10 17.5 8 6.5 Mé
XSEME60160 R8.0 16.0 15.0 16 25.5 13 8.5 M8 XSEMEO1100 030 R0O.3 10.0 9.2 10 17.5 8 6.5 M6
XSEME60200 R10.0 20.0 19.0 20 30.0 17 10.5 M10 XSEMEO1100 050 R0O.5 10.0 9.2 10 17.5 8 6.5 Mé
XSEME60250 R12.5 25.0 24.0 25 37.0 22 12.5 M12 XSEMEO1100 100 R1.0 10.0 9.2 10 17.5 8 6.5 M6
XSEME60300 R15.0 30.0 29.0 30 43.0 27 17.0 M16 XSEMEO1100 150 R1.5 10.0 9.2 10 17.5 8 6.5 Mé
XSEME60320 R16.0 32.0 31.0 32 45.0 27 17.0 M16 XSEMEO1100 200 R2.0 10.0 9.2 10 17.5 8 6.5 M6
XSEMEO1100 250 R2.5 10.0 9.2 10 17.5 8 6.5 Mé
XSEMEO1100 300 R3.0 10.0 9.2 10 17.5 8 6.5 M6
Jolerancelnm)Jolerance(mm XSEME01100400 | R4.0 10.0 9.2 10 17.5 8 6.5 M6
+0.010 ‘ 0~-0.02 XSEMEO1120010 RO.1 12.0 11.2 12 20.5 10 6.5 M6
XSEMEO1120 020 RO.2 12.0 11.2 12 20.5 10 6.5 Mé
XSEMEO1120 030 RO.3 12.0 11.2 12 20.5 10 6.5 M6
XSEMEO1120 050 RO.5 12.0 11.2 12 20.5 10 6.5 Mé6
XSEMEO1120 100 R1.0 12.0 11.2 12 20.5 10 6.5 M6
XSEMEO1120 150 R1.5 12.0 11.2 12 20.5 10 6.5 Mé6
XSEMEO1120 200 R2.0 12.0 11.2 12 20.5 10 6.5 M6
XSEMEO01120 250 R2.5 12.0 11.2 12 20.5 10 6.5 Mé6
XSEMEO1120 300 R3.0 12.0 11.2 12 20.5 10 6.5 M6
XSEMEO1120 400 R4.0 12.0 11.2 12 20.5 10 6.5 Mé
XSEMEO1120 500 R5.0 12.0 11.2 12 20.5 10 6.5 M6
XSEMEO1160 050 RO.5 16.0 15.0 16 25.5 13 8.5 M8
XSEMEO1160 100 R1.0 16.0 15.0 16 25.5 13 8.5 M8
XSEMEO1160 150 R1.5 16.0 15.0 16 25.5 13 8.5 M8
p NEXT PAGE
Radius Mill Dia.
+0.02 ‘ 0~-0.03
© : Excellent O : Good © : Excellent O :Good
Sepm ... P | M k| 1SO Y M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:\gm:gel, Stainless steel Grey cast iron N°dli’r|grr] cast Malleﬁg:? cast D&%tﬁgt?tlan Non-alloy steel Low alloy steel Hi%ﬁgl{gydws&lpd, Stainless steel Grey cast iron Nodlijrlgrr‘ cast Malle%):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20 VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230 HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © @] O O O O O Recommend O O © © © O © © © O © O O O O O O
ce@m@ N 9 s | H | IS0
D!;":g?ggén w/?élﬂrgmuawéy Aluminum-cast, alloyed OOD%SRSB(?O@%’;;\"OVS Nﬁ/lnat'\éﬁtaalglc Heat Resistant Super Alloys Titanium Alloys Hagjer;ed ng%n %a;glm Dgﬁgﬁén w’?‘cl,lfgmt;%y Aluminum-cast, alloyed Copperrca)nnczieOogrgesrs)Alloys Nﬁﬂna{‘gﬁt:!'c Heat Resistant Super Alloys Titanium Alloys Haé?:er}ed Cgagitnlergn "ég'gﬁﬁ
VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41 VDI3323 21 22 23 24 25 26 27 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55 HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550 HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O O © O Recommend O O © O
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CARBIDE

i-SMART
MODULAR
END MILLS

G Evyvind "XSEMEO1 e

CARBIDE MODULAR HEAD, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

a Vollhartmetall, 4 Schneiden mit M-Helix und Eckradius
() CARBURE TETE MODULAIRE, 4 DENTS TORIQUE, HELICE MULTIPLE
() TESTINA MODULARE IN MD, 4 TAGLIENTI, ELICA VARIABILE, TORICA

T

L2

GID Plain Shank Page

POWERMILLINGCHUCK  D161-176
Recommended

p.C81 PTIREMI (O ERCOLLET CHUCK D73-116

Y
Coating

Unit : mm

Corner Mill Neck Length Length Wrench Coupling Thread
Radius Diameter Diameter of Cut Below Shank Width Diameter
R D1 D2 L1 L2 W d1 M

Y-COATED
XSEMEO01160 200 R2.0 16.0 15.0 16 255 13 8.5 M8
XSEME01200 050 RO.5 20.0 19.0 20 30.0 17 10.5 M10
XSEMEO1200 100 R1.0 20.0 19.0 20 30.0 17 10.5 M10
XSEMEO01200 150 R1.5 20.0 19.0 20 30.0 17 10.5 M10
XSEMEO01200 200 R2.0 20.0 19.0 20 30.0 17 10.5 M10
XSEME01250 050 RO.5 25.0 24.0 25 37.0 22 12.5 M12
XSEMEO1250 100 R1.0 25.0 24.0 25 37.0 22 12.5 M12
XSEMEO01250 150 R1.5 25.0 24.0 25 37.0 22 12.5 M12
XSEMEO01250 200 R2.0 25.0 24.0 25 37.0 22 12.5 M12
XSEMEO1300 050 RO.5 30.0 29.0 30 43.0 27 17.0 M16
XSEMEO1300 100 R1.0 30.0 29.0 30 43.0 27 17.0 M16
XSEMEO1300 150 R1.5 30.0 29.0 30 43.0 27 17.0 M16
XSEMEO01300 200 R2.0 30.0 29.0 30 43.0 27 17.0 M16
XSEME01320 050 RO.5 32.0 31.0 32 45.0 27 17.0 M16
XSEMEO01320 100 R1.0 32.0 31.0 32 45.0 27 17.0 M16
XSEMEO01320 150 R1.5 32.0 31.0 32 45.0 27 17.0 M16
XSEMEO01320 200 R2.0 32.0 31.0 32 45.0 27 17.0 M16
Tolerance(mm Tolerance(mm
+0.02 0~-0.03
© : Excellent O :Good
1S0 | M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hl%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
150 S T—
D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend o O © O

Y/ 1-Smart
7 END MILLS XSEMEG68 scre

CARBIDE MODULAR HEAD, 6 FLUTE 45° HELIX CORNER RADIUS

® Vollhartmetall, 6 Schneiden mit 45° und Eckradius .
() CARBURE TETE MODULAIRE, 6 DENTS TORIQUE, HELICE A 45°
() TESTINA MODULARE IN MD, 6 TAGLIENTI, ELICA 45°, TORICA

w M
S 5
UL
V' :mD POWE:(I;TLS\EZE:UCK D:f—ewe
[] @ p.C82 R“T‘;T,?;TQSE" ERCOLLET CHUCK D73-116
Unit : mm

Corner Mill Neck Length Length Coupling Thread
Radius Diameter Diameter of Cut Below Shank Diameter
R D1 D2 L1 L2 d1 M

C72 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.

Y-COATED w
XSEME68100 030 RO.3 10.0 9.2 10 17.5 8 6.5 M6
XSEME68100 050 RO.5 10.0 9.2 10 17.5 8 6.5 Mé6
XSEME68100 100 R1.0 10.0 9.2 10 17.5 8 6.5 M6
XSEME68120 030 RO.3 12.0 11.2 12 20.5 10 6.5 M6
XSEME68120 050 RO.5 12.0 11.2 12 20.5 10 6.5 M6
XSEME68120 100 R1.0 12.0 11.2 12 20.5 10 6.5 M6
XSEMEG68160 050 RO.5 16.0 15.0 16 25.5 13 8.5 M8
XSEME68160 100 R1.0 16.0 15.0 16 255 13 8.5 M8
XSEME68160 150 R1.5 16.0 15.0 16 255 13 8.5 M8
XSEME68160 200 R2.0 16.0 15.0 16 255 13 8.5 M8
XSEME68200 050 RO.5 20.0 19.0 20 30.0 17 10.5 M10
XSEME68200 100 R1.0 20.0 19.0 20 30.0 17 10.5 M10
XSEME68200 150 R1.5 20.0 19.0 20 30.0 17 10.5 M10
XSEME68200 200 R2.0 20.0 19.0 20 30.0 17 10.5 M10
XSEME68250 050 RO.5 25.0 24.0 25 37.0 22 12.5 M12
XSEME68250 100 R1.0 25.0 24.0 25 37.0 22 12.5 M12
XSEME68250 150 R1.5 25.0 24.0 25 37.0 22 12.5 M12
XSEME68250 200 R2.0 25.0 24.0 25 37.0 22 125 M12
XSEMEG68300 050 RO.5 30.0 29.0 30 43.0 27 17.0 M16
XSEME68300 100 R1.0 30.0 29.0 30 43.0 27 17.0 M16
XSEME68300 150 R1.5 30.0 29.0 30 43.0 27 17.0 M16
XSEME68300 200 R2.0 30.0 29.0 30 43.0 27 17.0 M16
XSEME68320 050 RO.5 32.0 31.0 32 45.0 27 17.0 M16
XSEME68320 100 R1.0 32.0 31.0 32 45.0 27 17.0 M16
XSEME68320 150 R1.5 32.0 31.0 32 45.0 27 17.0 M16
XSEME68320 200 R2.0 32.0 31.0 32 45.0 27 17.0 M16

Radius Mill Dia.
Tolerance(mm Tolerance(mm

+0.015 0~-0.03
‘ © : Excellent O:Good
SO [ M
D’t\aﬂsegr?gt?clan Non-alloy steel Low alloy steel ngrrl]gllgyoledstesgel, Stainless steel Grey cast iron NOdIiJrIg; cast Malleie:g:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] O © © @] © © © O © O O O O O O
(S0 T T
Material Aluminum- . Copper and CopperAlloys  Non Metallic " f Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze/ grass) Materials Heat Resistant Super Alloys Titanium Alloys ““gteel”  Castlron Castlron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend o O © O
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CARBIDE

-SMART
MODULAR
END MILLS




CARBIDE CARBIDE

4 1-Smart - 1-Smart
7G END MILLS | XSEME36 scees | 7G END MILLS

CARBIDE MODULAR HEAD, 4 FLUTE MULTIPLE HELIX CARBIDE MODULAR HEAD, 6 FLUTE 45° HELIX

@ Vollhartmetall, 4 Schneiden mit M-Helix ® Vollhartmetall, 6 Schneiden mit 45° ) .
() CARBURE TETE MODULAIRE, 4 DENTS HELICE MULTIPLE () CARBURE TETE MODULAIRE, 6 DENTS HELICE A 45°
() TESTINA MODULARE IN MD, 4 TAGLIENTI, ELICA VARIABILE () TESTINA MODULARE IN MD, 6 TAGLIENTI, ELICA 45°
SMART FSMART
MODULAR MODULAR
END MILLS w END MILLS
) M }k — M —
> N
D2 dil = o _ oot
Jm%% o2 n\\\\\\\\\\\\\\\\m\l

5 Y q]ll:' Plain Shank Page
: . POWERMILLINGCHUCK  D161-176
. Coating c83 Recommended

p. ETIII (O ERCOLLET CHUCK D73-116

/ Y Plain Shank Page
' - Coating :lIE POWERMILLINGCHUCK  D161-176
Recommended
— p.C82 PerTimaal (O  ERCOLLET CHUCK D73-116

Unit : mm Unit : mm
Mill Neck Length Length Coupling Thread Mill Neck Length Length Coupling Thread
Diameter Diameter of Cut Below Shank Diameter Diameter Diameter of Cut Below Shank Diameter
Y-COATED D1 D2 L1 L2 W d1 M Y-COATED D1 D2 L1 L2 W d1 M
XSEME36100 10.0 9.2 10 17.5 8 6.5 M6 XSEME75100 10.0 9.2 10 17.5 8 6.5 M6
XSEME36120 12.0 11.2 12 20.5 10 6.5 M6 XSEME75120 12.0 11.2 12 20.5 10 6.5 Mé
XSEME36160 16.0 15.0 16 25.5 13 8.5 M8 XSEME75160 16.0 15.0 16 25.5 13 8.5 M8
XSEME36200 20.0 19.0 20 30.0 17 10.5 M10 XSEME75200 20.0 19.0 20 30.0 17 10.5 M10
XSEME36250 25.0 24.0 25 37.0 22 12.5 M12 XSEME75250 25.0 24.0 25 37.0 22 12.5 M12
XSEME36300 30.0 29.0 30 43.0 27 17.0 M16 XSEME75300 30.0 29.0 30 43.0 27 17.0 M16
XSEME36320 32.0 31.0 32 45.0 27 17.0 M16 XSEME75320 32.0 31.0 32 45.0 27 17.0 M16
Mill Dia. Tolerance(mm) Mill Dia. Tolerance(mm)
0~-0.03 0~-0.03
© : Excellent O :Good © : Excellent O:Good
1S0 | M Kk ] 1SO | M
ngitﬁgt?tl)n Non-alloy steel Low alloy steel H%ﬁmﬁel' Stainless steel Grey cast iron Nodlijrlgrr] cast Malleﬁg:s cast D’;@ﬁggn Non-alloy steel Low alloy steel ngfs]gligyoledstggel, Stainless steel Grey cast iron NOdli’rlg; cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20 VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230 HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O O Recommend O O © © © O © © © O © O O O O O O
150 I - s N N— e . s
D!;Asﬁfggén w/-r\cl;ljjrgmuar{l‘c;y Aluminum-cast, alloyed Oopp(%rlgrr:gecloé)g:rs,;klloys N&r;l\él}ﬁtaalglc Heat Resistant Super Alloys Titanium Alloys Hasr?:é}ed nglﬁn %a;gtm Dgﬁgﬁéﬂ w%lfglmuawc;y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrs)Aﬂoys N&g{‘gﬁ;ﬂlg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41 VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55 HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550 HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend o O © O Recommend o O © O
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CARBIDE CARBIDE

g/ L] Lomart U ZMC e | E/{c] Lomart T

CARBIDE HOLDER - STRAIGHT NECK TYPE STEEL HOLDER - STRAIGHT NECK TYPE
& \/ollhartmetallschaft - zylindrisch & Stahlschaft - zylindrisch
() PORTE-OUTIL CARBURE - Entrée Droite () PORTE-OUTIL ACIER - Entrée Droite
() STELO IN MD, SCARICO CILINDRICO () STELO IN ACCIAIO, SCARICO CILINDRICO
- SMART - SMART
MODULAR MODULAR
END MILLS END MILLS
Coolant Hole M Coolant Hole M
X ]
N ] N ] I —
NE = = N D L ee—— = — - - —
R e o ——= |
L L
Unit : mm Unit : mm
. Shank Overall Neck Neck Thread . Shank Overall Neck Neck Thread
. Mill Diameter Length Length Diameter Size Coolant _ Mill Diameter Length Length Diameter Size Coolant
Diameter Hole Diameter Hole
SD L L1 D M SD L L1 D M
ZMC1001100 10.0 10 70 20 9.5 M6 SPIS0810 2 ZMS1001100 10.0 10 70 20 9 M6 SPIS0810 3
ZMC1002100 10.0 10 100 40 9.5 M6 SPIS0810 2 ZMS1201120 12.0 12 90 30 11 M6 SPIS0810 3
ZMC1003100 10.0 10 130 70 9.5 Mé6 SPIS0810 2 ZMS1601160 16.0 16 100 30 15 M8 SPIS1300 4
ZMC1201120 12.0 12 80 20 11.5 Mé6 SPIS0810 2 ZMS2001200 20.0 20 100 30 19 M10 SPIS1700 5
ZMC1202120 12.0 12 100 40 11.5 M6 SPIS0810 2 ZMS2501250 25.0 25 115 40 24 M12 SP1S2200 5
ZMC1203120 12.0 12 130 70 11.5 M6 SPIS0810 2 ZMS3001320 30.0/32.0 32 125 40 29 M16 SPI1S2700 6
ZMC1601160 16.0 16 100 40 15.5 M8 SPIS1300 3 »The wrench (1pc) for the relevant item is included.
ZMC1602160 16.0 16 150 80 15.5 M8 SPIS1300 3 If more is needed, available for sale.
ZMC1603160 16.0 16 200 120 15.5 M8 SPIS1300 3
ZMC2001200 20.0 20 100 40 19.5 M10 SPIS1700 4
ZMC2002200 20.0 20 150 80 19.5 M10 SPIS1700 4 W h
ZMC2003200 20.0 20 200 120 19.5 M10 SPIS1700 4 renc
ZMC2004200 20.0 20 250 160 19.5 M10 SPIS1700 4 . Mill Clamping
ZMC2501250 25.0 25 150 70 243 M12 SPIS2200 5 Diameter | Torque [N-m]
ZMC2502250 25.0 25 200 100 243 M12 SPIS2200 5
ZMC2503250 25.0 25 250 150 243 M12 SPIS2200 5 8 10.0 6.5
ZMC2504250 25.0 25 300 200 243 M12 | SPIS2200 5 SP150810
ZMC3001320  30.0/32.0 32 150 70 29.0 M16 | SPIS2700 6 10 120 65
ZMC3002320 30.0/32.0 32 200 120 29.0 M16 SPIS2700 6
ZMC3003320 30.0/32.0 32 250 150 29.0 M16 SPIS2700 6 SPIS1300 13 16.0 10
ZMC3004320 30.0/32.0 32 300 200 29.0 M16 SPIS2700 6
ZMC3005320 30.0/32.0 32 350 250 29.0 M16 SPIS2700 6
»The wrench (1pc) for the relevant item is included. SPIS1700 17 20.0 12
If more is needed, available for sale.
»Please refer to the wrench table on the next page.
% SP1S2200 22 25.0 15
30.0
% SP1S2700 27 320 20
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CARBIDE CARBIDE

Y / 1-Smart Y / 7-Smart
/ G END MILLS " ZNT s | / G END MILLS RECOMMENDED CUTTING CONDITIONS

EMPFOHLENE SCHNEIDPARAMETER

STEEL HOLDER - TAPER NECK TYPE -

@ Stahischaft - konisch Instruction Manual

() PORTE-OUTIL ACIER - Entrée Coniquee BEDIENUNGSAMLEITUNG
() STELO IN ACCIAIO, SCARICO CONICO

i-SMART o o Step 1,2 : Clean -SMART
%%D&ng Please be sure to remove dirt and debris ’\EllNo[l))kjﬂlTLAg
on all adjoining surfaces before assembling. (air preferred)
Coolant Hole M . L.
Schritt 1, 2: Reinigen
E— " \ N Achten Sie darauf, Schmutz und Verunreinigungen an allen
eSS0 SD N = T:&L::QU, D angrenzenden Flachen vor dem Zusammenbau zu entfernen.
e ——— (bevorzugt durch Luft)
L1
L o o Step 3, 4 : Assembly
Mount the modular head onto the shank by hand
until it fits then use the supplied wrench to tighten.
Schritt 3, 4: Zusammenbau
Unit : mm Montieren Sie den modularen Kopf von Hand auf den
o | Bt | i | B e | g
SD L L1 D M :
ZMT1001120 10.0 12 100 50 9 M6 SPIS0810 3 Step 5 : Final Check
ZMT1201160 12.0 16 130 70 11 M6 SPIS0810 3 Re-check that there is no gap.
ZMT1601200 16.0 20 150 920 15 M8 SPIS1300 4
ZMT2001250 20.0 25 170 100 19 M10 | SPIS1700 5 Schritt 5, 6: Endkontrolle
ZMT2501320 25.0 32 200 110 24 M12 SPIS2200 5 Uberprifen Sie, dass es kein mehr Spalt sichtbar ist.
ZMT3001320 30.0/32.0 32 200 110 29 M16 SPIS2700 6
» The wrench(1pc) for the relevant item is included.

If more is needed, available for sale.

Notice Mill Diameter Clamping Torque
Wrench Please tighten the screw with designated torque,

too much torque will damage the screw. (D) [N-m]

. ) Achtung 10.0 6.5
m Diameter | Torque [N-m] Ziehen Sie die Schraube mit dem vorgesehenen 12.0 6.5
3 10.0 6.5 Drehmoment an, zu viel Drehmoment wird die : =
: ) Schraube beschadigen. 16.0 10.0
SPIS0810 20.0 12.0
10 12.0 6.5 : ’
25.0 15.0
30.0 20.0
SPIS1300 13 16.0 10 32.0 200
% SPIS1700 17 20.0 12
% SP1S2200 22 25.0 15
30.0
% SPIS2700 27 320 20
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CARBIDE

i-SMART
MODULAR

END MILLS

1-Smart

END MILLS RECOMMENDED CUTTING CONDITIONS

EMPFOHLENE SCHNEIDPARAMETER

Ve = m/min.
||| [} JOSYY 2 FLUTE BALL NOSE KoM v

FEED = mm/min.
I1SO U2l LIS Ae Ap | Parameter Diameter (@)
3323 | Description 0 | 12 | 6 | 20 | 2 | 30 | 32 |
Ve 175 170 168 168 167 167 167
fz 0.199 0212 0238 0264 0270 0299 0300
1-8 0.08D 0.03D  ppy 5580 4510 3340 2670 2130 1770 1660
Non-alloy steel FEED | 2220 1910 1590 1410 1150 1060 995
Ve 168 165 162 162 162 162 162
Low alloy steel N 0.174 0.188 0206 0227 0231 0250 0250
: : RPM 5340 4380 3220 2580 2060 1720 1610
FEED = 1860 1645 1320 1170 950 860 805
Ve 175 170 168 168 167 167 167
fz 0.199 0212 0238 0264 0270 0299 0300
10111 S, halloyed | 0 0030 gem 5580 4510 3340 2670 2130 1770 1660
ghaey FEED = 2220 1910 1590 1410 1150 1060 995
and el el Ve 168 165 162 162 162 162 162
0080 0030 0.174 0.188 0206 0227 0231 0250 0250
. / RPM 5340 4380 3220 2580 2060 1720 1610
FEED = 1860 1645 1320 1170 950 860 805
Ve 175 170 168 168 167 167 167
fz 0.199 0212 0238 0264 0270 0299 0300
0.08D  0.03D ppy 5580 4510 3340 2670 2130 1770 1660
FEED 2220 1910 1590 1410 1150 1060 995
Ve 141 138 136 136 136 136 136
fz 0.160 0.170 0.189 0208 0211 0229 0230
DIOSDR RO.0SDY o)y 4500 3660 2700 2160 1730 1440 1350
FEED = 1440 1245 1020 900 730 660 620
Ve 168 165 162 162 162 162 162
fz 0.174 0.188 0206 0227 0231 0250 0250
0.08D 003D ppy 5340 4380 3220 2580 2060 1720 1610
FEED 1860 1645 1320 1170 950 860 805
Ve 141 138 136 136 136 136 136
fz 0.160 0.170 0.189 0208 0211 0229 0230
4 0.08D  0.03D ppy 4500 3660 2700 2160 1730 1440 1350
FEED = 1440 1245 1020 900 730 660 620

Ap|

“
m 3 FLUTE BALL NOSE Ae

VDI Material Diameter (@)
D I e e T
Vc
fz

307 307 307 307 307 307 307
0201 0225 0234 0238 0248 0259 0268

1-8 0.05SDREO0.02DH ), 9770 8150 6100 4880 3910 3260 3050
Non-alloy steel FEED | 5890 5490 4280 3490 2910 2530 2450

Low all | Ve 257 257 257 257 257 257 257
SLIESTRES 005D 0020 2 0.168 0.187 0.199 0209 0219 0230 0234

g : RPM 8190 6830 5110 4090 3270 2730 2560

FEED = 4130 3830 3050 2560 2150 1880 1800

Ve 307 307 307 307 307 307 307

fz 0.201 0225 0234 0238 0248 0.259 0268

10111 High alloved 005D 002D ppy, 9770 8150 6100 4830 3910 3260 3050
Eled FEED 5890 5490 4280 3490 2910 2530 2450

e el Ve 257 257 257 257 257 257 257
andtool stee B . 0.168 0.187 0.199 0209 0219 0230 0234

! : RPM 8190 6830 5110 4090 3270 2730 2560

FEED 4130 3830 3050 2560 2150 1880 1800

Ve 307 307 307 307 307 307 307

fz 0.201 0225 0234 0238 0248 0259 0268

005D 002D ppy 9770 8150 6100 4880 3910 3260 3050

FEED 5890 5490 4280 3490 2910 2530 2450

Ve 208 208 208 208 208 208 208

fz 0.156 0173 0.180 0.190 0200 0210 0221

QIOSDR ROI02D8 ) 6620 5520 4140 3310 2650 210 2070

FEED 3100 2870 2240 1890 1590 1390 1370

Ve 257 257 257 257 257 257 257

fz 0.168 0.187 0.199 0209 0219 0230 0234

005D 002D ppy 8190 6830 5110 4090 3270 2730 2560

FEED 4130 3830 3050 2560 2150 1880 1800

Ve 208 208 208 208 208 208 208

fz 0.156 0173 0.180 0.190 0200 0210 0221

4 0.05D 002D ppy 6620 5520 4140 3310 2650 2210 2070
FEED 3100 2870 2240 1890 1590 1390 1370

Ap]
%
Ae H

%G YG-1CO,, LTD.
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Y / 7-Smart
RECOMMENDED CUTTING CONDITIONS
/G END MILLS EMPFOHLENE SCHNEIDPARAMETER

Ve = m/min.
||| S0 S 4 FLUTE BALL NOSE KoM v,

FEED = mm/min.
50 VDI Material Ap | Parameter Diameter (2)
3323 | Description 10 [ 12 [ 6 [ 20 | 25 | 30 | 32 |

Ve 341 341 341 341 341 341 341
fz 0.148 0.165 0175 0179 0.186 0.194 0201
005D 002D oy 40850 9050 6780 5430 4340 3620 3390
Non-alloy steel FEED | 6430 5960 4750 3880 3230 2810 2720
Ve 286 286 286 286 286 286 286
Low alloy steel P . 0.126 0.140 0.149 0.156 0.164 0172 0176
: ‘ RPM 9100 7500 5680 4550 3640 3030 2840
FEED = 4590 4260 3300 2840 2390 2090 2000
Ve 341 341 341 341 341 341 341
fz 0.148 0.165 0175 0179 0.186 0.194 0201
10111 R halloved 00 %90 mem 10850 9050 6780 5430 4340 3620 3390
gnaey FEED 6430 5960 4750 3880 3230 2810 2720
and el el Ve 286 286 286 286 286 286 286
B 0.126 0.140 0.149 0.156 0.164 0172 0176
: : RPM 9100 7500 5680 4550 3640 3030 2840
FEED = 4590 4260 330 2840 2390 2090 2000
Ve 341 341 341 341 341 341 341
fz 0.148 0.165 0175 0179 0.186 0.194 0201
005D 002D oy 40850 9050 6780 5430 4340 3620 3390
FEED = 6430 5960 4750 3880 3230 2810 2720
Ve 231 231 231 231 231 231 231
fz 0.117 0.130 0135 0.143 0.150 0.157 0.165
D.0SDNR0.02D8 7350 6130 4600 3680 2940 2450 2300
FEED = 3450 3190 2490 2100 1760 1540 1520
Ve 286 286 286 286 286 286 286
fz 0.126 0.140 0.149 0.156 0.164 0172 0176
005D 002D oy 9100 7500 5680 4550 3640 3030 2840
FEED = 4590 4260 3390 2840 2390 2090 2000
Ve 231 231 231 231 231 231 231
fz 0.117 0.130 0.135 0.143 0.150 0.157 0.165
4 005D 002D oy 7350 6130 4600 3680 2040 2450 2300
FEED = 3450 3190 2490 2100 1760 1540 1520

_Y

Ap

A

m 4 FLUTE CORNER RADIUS - SIDE CUTTING

VDI Material Diameter (@)
3323 | Description el T P Y N T N N T N I T
Vc
fz

156 156 156 156 156 156 156
R 0023 0023 0023 0023 0023 0023 0023
. - RPM 4970 4140 3100 2480 1990 1650 1550
Non-alloy steel FEED 455 380 280 230 180 150 140
Ve 105 105 105 105 105 105 105
Low alloy steel I ¢ 0027 0027 0027 0027 0027 0027 0026
: : RPM 3340 2780 2000 1670 1340 1110 1040
FEED 360 300 25 180 145 120 110
Ve 156 156 156 156 156 156 156
fz 0023 0023 0023 0023 0023 0023 0023
10111 High alloyed 005D 08D ppy 4970 4140 3100 2480 1990 1650 1550
ko FEED 455 380 280 230 180 150 140
and el el Ve 105 105 105 105 105 105 105
0050 o0sp 0027 0027 0027 0027 0027 0027 0026
: : RPM 3340 2780 2000 1670 1340 1110 1040
FEED 360 300 25 180 145 120 110
Ve 156 156 156 156 156 156 156
00> 08p 0023 0023 0023 0023 0023 0023 0023
: : RPM 4960 4140 3100 2480 1990 1650 1550
FEED 460 380 280 230 180 150 140
Ve 63 63 63 63 63 63 63
I, 0021 0021 0022 0023 0023 0024 0024
. : RPM 2020 1680 1250 1000 800 670 630
FEED 170 140 110 % 75 65 60
Ve 105 105 105 105 105 105 105
0050 08p 0027 0027 0027 0027 0027 0027 0026
: : RPM 3340 2780 2000 1670 1340 1110 1040
FEED 360 300 25 180 145 120 110
Ve 63 63 63 63 63 63 63
0021 0021 0022 0023 0023 0024 0024
41 002D 08D ppy, 2020 1680 1250 1000 800 670 630
FEED 170 140 110 9% 75 60

!
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CARBIDE CARBIDE

1-Smart

Y / 1-Smart
END MILLS RECOMMENDED CUTTING CONDITIONS / G RECOMMENDED CUTTING CONDITIONS

EMPFOHLENE SCHNEIDPARAMETER END MILLS EMPFOHLENE SCHNEIDPARAMETER

Ve =m/min. '
[3\'| i} ™8 6 FLUTE CORNER RADIUS - SIDE CUTTING e mmioth ) €34\ | ¥4 ™™ 6 FLUTE - SIDE CUTTING Yo = mmin.

FEED = mm/min. RPM = rev./min.

FEED = mm/min.
1SO L2 s Ae A Parameter Diameter (0) NORMAL SPEED
323 | Descption ° o [ [ w6 | o | s | o | m | vor | Materal Diameter(2)
ISO S Ae Ap | Parameter
302 302 302 3323 | Description 10 ]

SHUART ve o o 10 SHART
MODULAR 1-8 oos0 100 f 90 0008 Pt PP P s g0 Ve 1 1 m m m m m MODULAR
Non-alloy steel fz 0.099 0.099 0.100 0.100 0.100 0.100 0.100
END MILLS y FEED 2940 2790 2400 2010 1615 1440 1350 01D 08D 3530 3045 2205 1765 1410 1180 1100 END MILLS
Low alloy steel b e e e e red e e Non-alloy steel FEED 2100 1750 1325 1060 845 710 660
0.05D 1.0D : . y y - : y Il I Vc 77 77 77 77 77 77 77
RPM 9360 7800 5850 4680 3740 3120 2920 Low alloy stee & 0094 0094 0094 0094 0094 0094 0,094
FEED 1400 1170 880 690 600 540 525 005D 08D o 2450 2040 1530 1290 980 815 265
Vc 302 302 302 302 302 302 302
fz 0.051 0.058 0.067 0.070 0.070 0.075 0.075 GEED (B0 iz o) ot £ Sict Lol
10-11.1 B 005D 10D o 9600 8010 6000 4800 3850 300 3000 Vc 11 111 11 m 11 m m
High alloyed FEED 2940 5700 2400 2010 1615 1440 1350 10114 01D osp 2 0.099 0.099 0.100 0.100 0.100 0.100 0.100
steel : ; : . RPM 3530 2945 2205 1765 1410 1180 1100
b Vc 294 294 294 294 294 294 294 High alloyed
and tool steel 2 0025 0025 0025 0025 0027 0029 0030 | FEED 2100 1750 1325 1060 845 710 660
005D 1.0D . - ) - : ¢ - steel, Ve 77 77 77 77 77 77 77
RPM 9360 7800 5850 4680 3740 3120 2920 and tool steel & 0054 0,054 0094 0,054 0094 0.054 0,054
FEED 1400 1170 880 690 600 540 525 005D 08D o 2450 2040 1530 1230 980 815 265
Vc 302 302 302 302 302 302 302
fz 0.051 0.058 0.067 0.070 0.070 0.075 0.075 SEE [E50 il okl o) B i) Lob
0.05D 1.0D y y y y y ; y Vc 11 111 11 m 1 m m
RPM 9600 8010 6000 4800 3850 3200 3000 & 0099 0099 0100 0100 0100 0100 0100
FEED 2940 2790 2400 2010 1615 1440 1350 01D 08D 3530 2040 2205 1765 1410 1180 1100
Ve 151 51 151 51 15 51 L5 FEED | 2100 1765 1325 1060 845 710 660
fz 0.006 0.006 0.006 0.006 0.007 0.007 0.007
0.02D 1.0D Vc 33 33 33 33 33 33 33
RPM 5760 4800 3600 2880 2305 1920 1800
fz 0.033 0.034 0.034 0.035 0.035 0.036 0.036
FEED 210 180 130 110 90 85 80 005D 06D o 1050 880 655 ot 40 350 330
Ve 294 294 294 294 294 294 294
FEED 210 180 130 110 85 75 70
fz 0.025 0.025 0.025 0.025 0.027 0.029 0.030
0.05D 1.0D Vc 77 77 77 77 77 77 77
RPM 9360 7800 5850 4680 3740 3120 2920
fz 0.09%4 0.094 0.09%4 0.094 0.09%4 0.094 0.094
FEED 1400 1170 880 690 600 540 525 005D 08D pou 2450 2040 1530 1290 980 815 265
Ve L5 151 5] 151 5] 51 L5 FEED | 1380 1150 860 690 555 460 430
fz 0.006 0.006 0.006 0.006 0.007 0.007 0.007
41 0.02D 1.0D Vc 33 33 33 33 33 33 33
RPM 5760 4800 3600 2880 2305 1920 1800
fz 0.033 0.034 0.034 0.035 0.035 0.036 0.036
FEED 210 180 130 110 90 85 80 005D 06D o 1050 380 e S 40 350 330
FEED 210 180 130 110 85 75 70

g[ %7\
m 4 FLUTE - SIDE CUTTING 7 ne

so| VO! | Materil ne | Ap |parmeter Diameter (2) HIGH SPEED
3323 | Description : 0 [ 2 [ e [ 20 [ 25 [ 30 [ 32 |
129 132

Vc 128 130 134 134 134 50 VDI Material Ae A Parameter Diameter ()
s oo o [, 20 e o om o o oo 523 | escipion ‘
Non-alloy steel FEED 6%0 5 a5 335 270 230 25 High alloyed éc 033925 033925 033925 033925 033925 033925 033925
Low alloy steel Ve e 9 8 82 82 82 82 1.2 steel, 005D 06D gy 10570 8810 6600 5290 4230 3520 3300
fz 0,030 0030 0.030 0030 0,031 0032 0032 el Gl
005D 06D o B Bt 500 1500 Tom0 s o0 FEED 6020 5020 3765 3050 2400 2000 1890
Ve 166 166 166 166 166 166 166
FEED 300 250 190 155 130 110 105
fz 0096 0,095 0095 0,095 0095 0,095 0,095
Ve 128 129 130 132 134 134 134 005D 04D ppy, 5200 4410 3300 2645 2114 1761 1651
fz 0,040 0.040 0,040 0,040 0,040 0.040 0,040
10110 0 005D 06D & P e o0 o D R 1350 FEED 3050 2520 1880 1470 1200 1000 940
High alloyed Vc 332 332 332 332 332 332 332
FEED 650 545 415 335 270 230 215
steel, i = = = = 5 5 5 0050 06p 0095 0.095 0095 0.095 0095 0.095 0.095
and tool steel f2 0030 0030 0030 0030 0031 0032 0032 RPM 10570 8810 6600 5290 4230 3520 3300
112 005D 06D o o0 o oo 200 s s s FEED 6020 5020 3765 3050 2400 2000 1890
Ve 166 166 166 166 166 166 166
FEED 300 250 190 155 130 110 105
fz 0.09% 0.095 0095 0.095 0095 0.095 0.095
Ve 66 6 66 6 67 67 67 005D 04D ppy, 5290 4410 3300 2645 2114 1761 1651
M 12-14 Stainlesssteel 005D 06D 2 0035 0035 0035 0035 0035 0035 0035 FEED 3050 2520 1880 1470 1200 1000 940
: : RPM 2100 1750 1310 1050 850 710 670
FEED 300 25 180 150 120 100 95
Ve 128 129 130 132 134 134 134
fz 0,039 0.040 0,040 0,040 0,040 0,040 0,040
0.05D 06D ppy 4080 3430 2590 2100 1700 1420 1330 Ap
FEED 640 545 415 335 270 230 215
Ve 53 53 53 53 53 53 53
fz 0013 0013 0013 0012 0011 0011 0011
0.05D 06D ppy 1700 1400 1050 850 680 560 530 S he
FEED 90 70 55 40 30 25 25
Ve 79 79 80 82 82 82 82
0050 o0ep 2 0030 0030 0,030 0030 0,031 0032 0032
g g RPM 2500 2100 1590 1300 1050 870 820
FEED 300 250 190 155 130 110 105
Ve 53 53 53 53 53 53 53
fz 0013 0013 0013 0012 0011 0011 0011
4 0.05D 06D ppy 1700 1400 1050 850 680 560 530
FEED 920 70 55 40 30 25 25
Ap
— PAL
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Leading Through Innovation

X5070 END MILLS

- For High Hardened Steels (HRc45 to HRc70)
High Speed Machining and Dry Cutting

- Fiir hochgehartete Stahle (HRc45 bis HRc70)
Hochgeschwindigkeitsbearbeitung und Trockenbearbeitung



CARBIDE CARBIDE

SELECTION GUIDE BT GSB5O | G8B54 | GBA46 | GSAS54 G8A2S GBA38G8A59 G8D62 GSAG0 GBA3668A50 G8A47 GSA37 GSB0S GSA39
4 4 2 2 2 2 2 3 4 2 2 2 2 4 4 4 6

FLUTE
HELIX ANGLE 0° 0° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 30° 45°
CUTTING EDGE SHAPE CORNER CORNER BALL BALL BALL BALL BALL BALL BALL CORNER CORNER CORNER CORNER CORNER CORNER CORNER CORNER
RADIUS RADIUS NOSE NOSE NOSE NOSE NOSE NOSE NOSE RADIUS RADIUS RADIUS RADIUS RADIUS RADIUS RADIUS RADIUS
'I M I LLI NG SIZE MIN D2.0 D2.0 R0.05 R0.25 R0.05 RO.5 RO.2 R1.5 R1.5 DO0.5 Do.3 DO0.5 Do0.3 D3.0 D1.0 D6.0 D6.0
/ TOOLS SIZEMAX| D12.0 D16.0 R2.0 R1.0 R6.0 R12.5 115 R10.0 R10.0 D12.0 D20.0 D2.0 D2.0 D12.0 D20.0 D12.0 D20.0
PAGE| (C89 C90 C91 C95 C96 C98 C99 C100 c101 C102 c107 c109 Cc110 cmn C112 c113 C114
SOLID CARBIDE HGHFEED | [\ pROCESSING | PROCESSING - Pt | MINATURE | Center Match CenerMatch peoicsivg ek processivg MMATURE G PRERT P PNk
Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue Blue
X5070 X50 7 0 X5070
END MILLS END MILLS
High Hardened Steels HRc45 to HRc70, I i &
High Speed Machining, Dry Cutting
© : Excellent O:Good
(_ Recommended cutting conditions : p. C123 )
i
O D At ompo o) e ea ea e B R | ‘
De ptio
About 0.15% C Annealed 125
About045%C  Annealed 190 13
Non-alloy steel ~ About 0.45% C Quenched &Tempered 250 25
About075%C  Annealed 270 28
About 0.75% C Quenched &Tempered 300 32 @) O O O O O O O O O O O O O O ©) O
X n Annealed 180 10 E
Quenched & Tempered 275 29
Low alloy steel
8 | Quenched&Tempered 300 32 O o} o} O o o} 0 o} O o o} O e} O e} ¢} o @
| 9 | Quenched &Tempered 350 38 O e) ¢) O O o) O o) O O o) O ©) o O o) o f
High alloyed steel, Annealed 200 15 E
and tool steel Quenched &Tempered 325 35 @) e) e) e) O O O @) O O O @) @) @) @) @) @)
12 Ferritic / Martensitic Annealed 200 15 12
M 13 Stainless steel ~ Martensitic Quenched & Tempered 240 23
14 Austenitic 180 10
Eryesilan Pearlitic / ferritic 180 10
Pearlitic (Martensitic) 260 26
Nodular cast iron Ferritic 160 3
Pearlitic 250 25
19 5 Ferritic 130
Malleable cast iron Pearlitic 230 B
Aluminum-  Not Curable 60
wroughtalloy  Curable Hardened 100
23 ) <12% Si, Not Curable 75
Alumllrum(;cast, <12%Si,Curable  Hardened 90
afoye > 12%Si, Not Curable 130
Copper and Cutting Alloys, PB>1% 110
Copper Alloys  CuZn, CuSnZn (Brass) 90
(Bronze /Brass)  CuSn, lead-free copper and electrolytic copper 100
29 Non Metallic ~ Duroplastic, Fiber Reinforced Plastic E
Materials Rubber, Wood, etc. E
31 Annealed 200 15 El
, Fe Based Cured 280 30
Hseat Resistant Annealed 250 25
uper Alloys .
Ni or Co Based Cured 350 38
Cast 320 34
£ . Pure Titanium 400 Rm 36
Titanium Alloys Alpha + Beta Alloys Hardened 1050 Rm
T Hardened 550 55 © [©) ©) © © [©) © [©) ©) © [ © [ ) © [ ©
Hardened 630 60 © © © © © © © © © © © © © © © © ©
Wl Chilled Cast Iron Cast 400 ) o o} o} o o} o} O o o} o} o} O O o} O o} o @
Hardened Cast Iron Hardened 550 55 © ©)] © © © © © © © © © © © © © © ©
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CARBIDE CARBIDE

SELECTION GUIDE sees 'I/G
2 2 4 6&8 6&8

FLUTE PLAIN SHANK 68359 SERIES
HELIXANGLE, 30° 30° 30° 45° 45°
CUTTING EDGE SHAPE| SQUARE | SQUARE | SQUARE SQUARE | SQUARE
CARBIDE, 4 FLUTE STUB LENGTH CORNER RADIUS HIGH FEED
'I MILLING SIZEMIN| Do1 | D01 | D10 | D60 | D60 @& VOLLHARTMETALL, 4 SCHNEIDEN EXTER KURZ ECKENRADIUS HOCHVORSCHUB
TOOLS SIZEMAX| D4.0 | D200 | D20.0 | D250 | D25.0 () Fraise carbure, 4 dents, torique, grande avance, extra-courte

PAGE C115 C119 (120 C121 (122 () 4 TAGLIENTI, TORICA

PROggESING EXLIEI\&ED EXIE%RED LE?IE?H M%H P Excellent wear resistance at heavy feed rates on high hardened P Hervorragende VerschleiReigenschaften bei hohen Schnittwerten
SOLID CARBIDE material. in geharteten Materialien
| 2 SDt?esri]ggr:sd with reduced clearance angles and short flutes for | 2 l'\:A;tS;%dkLJezitigr:tei(r;:srteriL\J/;/;r;tkeln und kurzen Spannuten fiir hohe
X5070 X50 7 o P High hardness & heat resistance coating for long life in dry P Grol3e Harte u. hitzebestandige Beschichtung fiir lange X5070
END MILLS applications. Lebensdauer bei Trockenbearbeitung e END MILLS

High Speed Machining, Dry Cutting

L2

END MILLS & el i
High Hardened Steels HRc45 to HRc70, [ ﬂ %

} gt e I —
formaterial search (__Recommended cutting conditions : p. C123 ) | % % e
5 e R a ©) POWERMILLNGCHUCK  D161-176
: Mateel o onStucure HestTestment | B | H | ~ 0 poi2s WHE O ST Sk
About 0.15% C Annealed 125 Unit : mm
Non-alloy steel  About 0.45% C Quenched &Tempered 250 25 Radius Diameter | Diameter of Cut |Below Shank| Length Diameter
About075%C  Annealed 270 28 R (+0.005) D1 D2 L1 Ls L2 D3
About 0.75% C Quenched &Tempered 300 32 O @) O O (@) G8B5902005 RO.5 2.0 6 1 6 50 18
P | 6| GIEEE Y 0 G8B5903005 RO.5 3.0 6 1.2 8 50 2.8
Lowalloy steel el i) O G8B5904005 RO.5 4.0 6 15 10 50 38
8 Cudeis i Gibasl] Y | c | o0 0 0| 0 G8B5906005 RO.5 6.0 6 25 12 60 54
E High alloyed steel g::z::: ik 322 ?i = © © = = G8B5906010 R1.0 6.0 6 25 12 60 54
and tool steel Quenched & Tempered 325 35 (@) O (@) O O G8B5908010 R1.0 8.0 8 3.5 16 60 7.2
12 Ferritic / Martensitic Annealed 200 15 G8B5908020 R2.0 8.0 8 35 16 60 7.2
M 13 Stainless steel ~ Martensitic Quenched &Tempered 240 23 G8B5910010 R1.0 10.0 10 4 20 70 9
1 j— 180 0 G8B5910020 R2.0 10.0 10 4 20 70 9
e Pearlitic / ferritic 180 10 G8B5912020 R2.0 12.0 12 5 25 80 11
4 Pearlitic (Martensitic) 260 2% G8B5912030 R3.0 12.0 12 5 25 80 11
Nodular cast iron Ferritic 160 3 Mill Dia. Due to the characteristics of the blue decoration layer, it might be erased
Pearlitic 250 25 Tolerance (mm) | Tolerance (mm) Tolerance during s’hort term use and the color layer might not be uniformed. However,
19 ‘ Ferritic 130 0~ 0.02 ‘ +0.005 ‘ hs it doesn’t affect the performance of the tool.
Malleable cast iron Pearlitic 230 B . U
Aluminum- Not Curable 60
wrought alloy S;rza(;lz N Hardened 17(250 - Reduced clearance angles and
Aluminum-cast, o o o TR (Comparlson of the endteeth shape) short flutes strengthens corner radius
alloyed <12% Si,Curable  Hardened 90 and raducasiCHERSAT
> 12% Si, Not Curable 130
Copper and Cutting Alloys, PB>1% 110
Copper Alloys ~ CuZn, CuSnZn (Brass) 90

(Bronze /Brass)  CuSn, lead-free copper and electrolyticcopper 100 Extra-short flute length for high rigidity

Non Metalli Duroplastic, Fiber Reinforced Plastic ) )
Vterials ° Heavy core with reduced diameter

P

w W w w WIWIWININI[INININININININ| N
O | (o)} B N =|O|V|(0 | Nt |WIN|—=|O

Materials Rubber, Wood, etc. I ter deoth d . iaidit
Annealed 200 15 allows greater deptns ana maximum rigidity
Fe Based
. Cured 280 30 ; . ]
Heat Resistant Hign Feed End Mill Normal End Mill
33 Annealed 250 25
Super Alloys .
Ni or Co Based Cured 350 38
35 Cast 320 34 © : Excellent O: Good
pure Titanium 400 Rm 150 | M
37 Titanium Alloys Aloha + Beta Alloys Hardened 1050 Rm D’t\eﬁs%tr?gt?clm Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast MalleﬁgLe cast
P 4 VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
Hardened 550 55 © © © © © HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
Hardened steel Hard d 630 60 © o o o o HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
ardene Recommend O ©) O (©)
2 Chilled Cast Iron Cast 400 42 O O @) ©) ) 150 T
Material ~ Aluminum- . Copper and CopperAll Non Metallic . . Hardened Chilled Hardened
Hardened Cast Iron Hardened 550 55 © © ©)] © © Descrpton wroughtalloy  Aluminum-cast, alloyed ~PRE 50 /éjr%esrs) R AN Heat Resistant Super Alloys Titanium Alloys - 2GS ~20E Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O @) ©
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CARBIDE

X5070
END MILLS

- X5070
I/G END MILLS PLAIN SHANK

CARBIDE, 4 FLUTE STUB LENGTH CORNER RADIUS HIGH FEED (long shank)

& VOLLHARTMETALL, 4 SCHNEIDEN EXTER KURZ ECKENRADIUS HOCHVORSCHUB
() Fraise carbure, 4 dents, torique, grande avance, extra-courte
() 4 TAGLIENTI, TORICA EXTRA LUNGA

P Excellent wear resistance at heavy feed rates on high hardened » Hervorragende Verschleifteigenschaften bei hohen Schnittwerten
material. in geharteten Materialien

P Designed with reduced clearance angles and short flutes for P Mit reduzierten Freiwinkeln und kurzen Spannuten fir hohe
strength. Festigkeiten konstruiert.

P High hardness & heat resistance coating for long life in dry P GroRe Harte u. hitzebestandige Beschichtung fir lange

applications. Lebensdauer bei Trockenbearbeitung

R , S
E__ — 1“ 7 D]:[I u_g D

LD

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

pC123 oA O SCIT o
Unit : mm
e
Radius Diameter Diameter of Cut Below Shank Length Diameter
R (+0.005) D1 D2 L1 L3 L2 D3
G8B5402005 RO.5 2.0 6 1 6 70 1.8
G8B5403005 RO.5 3.0 6 1.2 8 70 2.8
G8B5404005 RO.5 4.0 6 1.5 10 70 3.8
G8B5405005 RO.5 5.0 6 2 10 70 4.6
G8B5406005 RO.5 6.0 6 2.5 12 90 54
G8B5406010 R1.0 6.0 6 2.5 12 90 54
G8B5408010 R1.0 8.0 8 3.5 16 100 7.2
G8B5408020 R2.0 8.0 8 3.5 16 100 7.2
G8B5410010 R1.0 10.0 10 4 20 100 9
G8B5410020 R2.0 10.0 10 4 20 100 9
G8B5412020 R2.0 12.0 12 5 25 110 11
G8B5412030 R3.0 12.0 12 5 25 110 11
G8B5416030 R3.0 16.0 16 6.5 30 130 15

Due to the characteristics of the blue decoration layer, it might be erased Mill Dia. Corner Radius Shank Dia.
during short term use and the color layer might not be uniformed. Tolerance (mm) | Tolerance (mm) Tolerance

However, it doesn't affect the performance of the tool. 0~-002 ‘ +0.005 ‘ h5

Reduced clearance angles and
short flutes strengthens corner radius
and reduces chattering

(Comparison of the endteeth shape)

i

Hign Feed End Mill Normal End Mill

Extra-short flute length for high rigidity

Heavy core with reduced diameter
allows greater depths and maximum rigidity

© : Excellent O : Good

150 | ———— M
D&ﬁggn Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast Malleﬁgl]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
e e e e . s
D!;As%?ggén w/-r\cl;ljjrgmuawoy Aluminum-cast, alloyed Oopp(%rlgrr:gecloé)g:rs,;klloys N&r;l\él}ﬁtaalglc Heat Resistant Super Alloys Titanium Alloys Hasr?:é}ed nglﬁn %a;gtm
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © o ©

Cc9a0 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, hémisphérique pour usinage de rainure
() 2 TAGLIENTI, SEMISFERICA, SCARICATA PER NERVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Geeignet flr hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

R D2 > /_RD1
f = T = fi

Plain Shank Page
HYDRAULIC CHUCK D15-46

. | | SHRNKFTHOLDER  D47-72

. ‘o R 4N BLUE . » © POWERMILLNGCHUCK D161-176

: 30 ) ecommende ERCOLLET CHUCK 73116
p.C124-125 e O ssimcruc D183-201

Unit : mm
ELITEN Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R (+0.005) D1 D2 L1 L3 L2 D3
G8A46805 R0.05 0.1 4 0.1 0.3 45 0.085
G8A46806 R0.05 0.1 4 0.1 0.5 45 0.085
G8A46002 RO.1 0.2 4 0.2 0.5 45 0.17
G8A46977 RO.1 0.2 4 0.2 1 45 0.17
G8A46958 RO.1 0.2 4 0.2 1.5 45 0.17
G8A46003 R0.15 0.3 4 0.3 1 45 0.27
G8A46959 RO.15 0.3 4 0.3 2 45 0.27
G8A46986 RO.15 0.3 4 0.3 3 45 0.27
G8A46004 RO.2 0.4 4 0.4 1 45 0.37
G8A46960 R0.2 0.4 4 0.4 2 45 0.37
G8A46961 RO.2 0.4 4 0.4 3 45 0.37
G8A46981 RO.2 0.4 4 0.4 4 45 0.37
G8A46987 RO.2 0.4 4 0.4 5 45 0.37
G8A46005 R0.25 0.5 4 0.4 2 45 0.45
G8A46804 R0O.25 0.5 4 0.4 2.5 45 0.45
G8A46962 R0O.25 0.5 4 0.4 4 45 0.45
G8A46963 R0.25 0.5 4 0.4 6 45 0.45
G8A46964 R0.25 0.5 4 0.4 8 45 0.45
G8A46957 RO.3 0.6 4 0.5 2 45 0.55
G8A46988 RO.3 0.6 4 0.5 3 45 0.55
G8A46915 RO.3 0.6 4 0.5 4 45 0.55
G8A46989 R0O.3 0.6 4 0.5 5 45 0.55
Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer » NEXT PAGE
might not be uniformed. However, it doesn't affect the performance of the tool.
Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.012 ‘ h5
© : Excellent O:Good
1SO | M
D’;@ﬁggn Non-alloy steel Low alloy steel ngfs]gligyoledstggel, Stainless steel Grey cast iron NOdli’rlg; Cast MalleﬁgLe Cast
VDI3323 1 2 3 4 5] 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
1S 0 T ]
Dgﬁggn w%lfglmuawc;y Aluminum-cast, alloyed Copp(eérgnnge('iogrgesrs)Aﬂoys N&g{‘gﬁ;ﬂlg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 4
HRe 15 30 25 38 34 55 60 42 55
HB 60 100 75 9 130 10 9 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C91

CARBIDE

X5070
END MILLS
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- X5070
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE for RIB PROCESSING

® VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, hémisphérique pour usinage de rainure
() 2 TAGLIENTI, SEMISFERICA, SCARICATA PER NERVATURE

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

P Excellent workpiece finishes.

P Designed for high precision milling operation.

P Higher wear-resistance.

p Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Exzellente Werkstlickoberflachen.

P Geeignet fir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

R

D3 /-
_ DZI | J m ID1
Jul

L3

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

Z
Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

Recommended ERCOLLET CHUCK D73-116
p.C124-125 e O ssimcruck D183-201
Unit : mm

R (+0.005)

G8A46916 RO.3 0.6 4 0.5 6 45 0.55
G8A46917 RO.3 0.6 4 0.5 8 45 0.55
G8A46990 RO.3 0.6 4 0.5 10 45 0.55
G8A46918 RO.4 0.8 4 0.6 2 45 0.75
G8A46919 RO.4 0.8 4 0.6 4 45 0.75
G8A46008 RO.4 0.8 4 0.6 6 45 0.75
G8A46901 RO.4 0.8 4 0.6 8 45 0.75
G8A46965 RO.4 0.8 4 0.6 10 45 0.75
G8A46920 RO.5 1.0 4 0.8 3 45 0.95
G8A46921 RO.5 1.0 4 0.8 4 45 0.95
G8A46923 RO.5 1.0 4 0.8 5 45 0.95
G8A46010 RO.5 1.0 4 0.8 6 45 0.95
G8A46924 RO.5 1.0 4 0.8 7 45 0.95
G8A46902 RO.5 1.0 4 0.8 8 45 0.95
G8A46925 RO.5 1.0 4 0.8 9 45 0.95
G8A46903 RO.5 1.0 4 0.8 10 45 0.95
G8A46904 RO.5 1.0 4 0.8 12 45 0.95
G8A46926 RO.5 1.0 4 0.8 14 50 0.95
G8A46927 RO.5 1.0 4 0.8 16 50 0.95
G8A46966 RO.5 1.0 4 0.8 20 55 0.95
G8A46982 RO.6 1.2 4 1.0 6 45 1.15
G8A46012 RO.6 1.2 4 1.0 8 45 1.15

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance

P NEXT PAGE

0~-0.012 ‘ h5
© : Excellent O :Good
el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 S T—

Material Aluminum- . Copper and CopperAlloys  Non Metallic : s Hardened Chiled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze/ é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©

Cc92 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, hémisphérique pour usinage de rainure
() 2 TAGLIENTI, SEMISFERICA, SCARICATA PER NERVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Geeignet flr hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

R D > /_RD1
( _— il [ ff

Plain Shank Page
HYDRAULIC CHUCK D15-46

. /)« L SHRINKFTHOLDER  D47-72

: ‘o R 4N BLUE . " © POWERMLLNGCHUCK  D161-176

: 30 ) ecommende ERCOLLET CHUCK D73-116
p.C124-125 AR O sksimcnuck D183-201

Unit : mm
e
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R (£0.005) D1 D2 L1 L3 L2 D3

G8A46983 R0.6 1.2 4 1.0 10 45 1.15
G8A46905 R0.6 1.2 4 1.0 12 45 1.15
G8A46930 R0O.75 1.5 4 1.2 6 45 1.45
G8A46015 R0.75 1.5 4 1.2 8 45 1.45
G8A46931 R0.75 1.5 4 1.2 10 45 1.45
G8A46906 R0.75 1.5 4 1.2 12 45 1.45
G8A46992 R0O.75 1.5 4 1.2 14 50 1.45
G8A46907 R0O.75 1.5 4 1.2 16 50 1.45
G8A46932 R0.75 1.5 4 1.2 20 55 1.45
G8A46939 R1.0 2.0 4 1.6 4 45 1.95
G8A46940 R1.0 2.0 4 1.6 6 45 1.95
G8A46020 R1.0 2.0 4 1.6 8 45 1.95
G8A46941 R1.0 2.0 4 1.6 10 45 1.95
G8A46942 R1.0 2.0 4 1.6 12 50 1.95
G8A46943 R1.0 2.0 4 1.6 14 50 1.95
G8A46909 R1.0 2.0 4 1.6 16 50 1.95
G8A46993 R1.0 2.0 4 1.6 18 55 1.95
G8A46910 R1.0 2.0 4 1.6 20 55 1.95
G8A46944 R1.0 2.0 4 1.6 22 60 1.95
G8A46945 R1.0 2.0 4 1.6 25 60 1.95
G8A46967 R1.0 2.0 4 1.6 30 70 1.95
G8A46948 R1.5 3.0 6 2.4 12 50 2.85

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer » NEXT PAGE

might not be uniformed. However, it doesn't affect the performance of the tool.

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance

0~-0.012 ‘ h5
© : Excellent O:Good
Fopm P M
Dysitﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 T
Material ~ Aluminum- - Copper and CopperAlloys Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze/ é)rass) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O O ©

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C93
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76

PLAIN SHANK I 1,71 V2 [ { e

CARBIDE, 2 FLUTE BALL NOSE for RIB PROCESSING

® VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, hémisphérique pour usinage de rainure
() 2 TAGLIENTI, SEMISFERICA, SCARICATA PER NERVATURE

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

P Designed for high precision milling operation.

P Higher wear-resistance.

L [FEEE) -

p Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

P Geeignet fir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

R

D3 /-
S ID1
Jal

L3

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

Radius of
Ball Nose

Recommended ERCOLLET CHUCK D73-116
p.C124-125 e O ssimcruck D183-201
Unit : mm

Mill Shank Length Length Overall Neck
Diameter Diameter of Cut Below Shank Length Diameter
R (+0.005) D1 D2 L1 L3 L2 D3

G8A46984 R1.5 3.0
G8A46030 R1.5 3.0
G8A46985 R1.5 3.0
G8A46911 R1.5 3.0
G8A46968 R1.5 3.0
G8A46969 R1.5 3.0
G8A46970 R1.5 3.0
G8A46950 R2.0 4.0
G8A46040 R2.0 4.0
G8A46912 R2.0 4.0
G8A46913 R2.0 4.0
G8A46971 R2.0 4.0
G8A46972 R2.0 4.0
G8A46973 R2.0 4.0
G8A46974 R2.0 4.0
G8A46975 R2.0 4.0

[e)We RN e NN e RN e)Nie)Rie N e) R o) NN Nie)Nile)Rife i e) Ui o))

(o)}

24 14 55 2.85
24 16 55 2.85
24 18 60 2.85
24 20 60 2.85
24 25 65 2.85
24 30 70 2.85
24 35 80 2.85
3.2 12 60 3.85
3.2 16 60 3.85
3.2 20 65 3.85
3.2 25 70 3.85
3.2 30 70 3.85
3.2 35 80 3.85
3.2 40 90 3.85
3.2 45 90 3.85
3.2 50 100 3.85

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.012 ‘ h5
1ISO
DeMsacf&?én Non-alloy steel Low alloy steel
VDI3323 1 2 3 4 5 6 7 8 9
HRc 13 25 28 32 10 29 32 38
HB 125 190 250 270 300 180 275 300 350
Recommend O O O
1ISO
Material Aluminum-

Description - wrought alloy

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

P NEXT PAGE

© : Excellent O : Good

M
High alloyed steel, f ; Nodular cast ~Malleable cast
and ool steel Stainless steel Grey cast iron iron iron
1 12 13 14 15 16 17 18 19 20
35 15 23 10 10 26 3 25 21

200 325 200 240 180 180 260 160 250 130 230

Aluminum-cast, alloyed Oopp(eérlgrr:gecloé)g:rs;\"oys Nﬁ/lnat'\éﬁgglc

VDI3323 21 22 23 24 25 26 27 28 29 30

HRc
HB 60 100 75 920 130 110 90 100
Recommend

O

Hardened Chiled Hardened
steel

Heat Resistant Super Alloys Titanium Alloys

Castlron Castlron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

© © O ©

C94

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO,, LTD.

76

CARBIDE

PLAIN SHANK [ €171 1.7 e

CARBIDE, 2 FLUTE BALL NOSE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, hémisphérique pour usinage de rainure
() 2 TAGLIENTI, SEMISFERICA, SCARICATA PER NERVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

QLLILD
: 30 ~

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Geeignet flr hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

X5070
END MILLS

! R
. 2 >
D[] | i s b
‘ L2

HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

© POWERMLLNGCHUCK  D161-176

Recommended ERCOLLET CHUCK D73-116
p.C124-125 ToolHolder AORRICINETTY D183-201
Unit : mm

Mill Shank Length Length Overall Neck
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

Radius of

Ball Nose

R (+0.005)
G8A54005 R0.25 0.5
G8A54901 R0.25 0.5
G8A54006 RO.3 0.6
G8A54902 RO.3 0.6
G8A54008 R0.4 0.8
G8A54903 R0.4 0.8
G8A54010 RO.5 1.0
G8A54904 RO.5 1.0
G8A54905 RO.5 1.0
G8A54012 RO.6 1.2
G8A54906 RO.6 1.2
G8A54015 RO.75 1.5
G8A54907 R0O.75 1.5
G8A54908 R0O.75 1.5
G8A54020 R1.0 2.0
G8A54909 R1.0 2.0
G8A54910 R1.0 2.0

[e)Wie ke N e NN e) NN o) N Nie Wi RNe) WK e )N e)Rie)Rife i e) Wi e))

[e)}

0.5 1.5 50 0.45
0.5 33 50 0.45
0.6 2 50 0.55
0.6 4 50 0.55
0.8 2.5 50 0.75
0.8 5.5 50 0.75
1 3.3 50 0.95
1 6.7 50 0.95
1 12 50 0.95
1.2 4.4 50 1.15
1.2 8 50 1.15
1.5 5 50 1.45
1.5 9.7 50 1.45
1.5 15 50 1.45
2 6 50 1.95
2 13 50 1.95
2 20 60 1.95

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.012 h5
© : Excellent O:Good
ISO M
Dysitﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
IS0 s |
Material ~ Aluminum- - Copper and CopperAlloys Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed (BronzeoloBDrass) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55

HB 60 100 75 0 130 110 90 100
Recommend

200 280 250 350 320 400Rm 1050Rm 550 630 400 550

© © o ©

/G YG-1CO,, LTD.
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CARBIDE, 2 FLUTE BALL NOSE

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique
() 2 TAGLIENTI, SEMISFERICA

PLAIN SHANK 1.1 W1 Jeme

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

P Designed for high precision milling operation.

P Higher wear-resistance.

p Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

P Geeignet fir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

R
(=]
L

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

L SHRINKFTHOLDER  D47-72
R R 4N BLUE © POWERMLLNGCHUCK  Di61-176

- Recommended ERCOLLET CHUCK D73-116
p.C126-127 ToolHolder  RORRIGTIaTTS! D183-201

R0.05~R3  R4~R6
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A28001 R0.05 0.1 4 0.2 - 40 -
G8A28002 RO.1 0.2 4 0.3 - 40 -
G8A28003 RO.15 0.3 4 0.5 - 40 -
G8A28004 RO.2 0.4 4 0.6 - 40 -
G8A28005 R0O.25 0.5 4 0.7 - 40 -
G8A28006 RO.3 0.6 4 0.9 - 40 -
G8A28007 R0O.35 0.7 4 1.1 - 40 -
G8A28008 R0O.4 0.8 4 1.2 - 40 -
G8A28009 R0.45 0.9 4 1.4 - 40 -
G8A280104S RO.5 1.0 4 1.5 3 50 0.95
G8A28010 RO.5 1.0 6 1.5 3 50 0.95
G8A280154S R0O.75 1.5 4 2 4 50 1.45
G8A28015 R0O.75 1.5 6 2 4 50 1.45
G8A280204S R1.0 2.0 4 2.5 5 50 1.95
G8A28020 R1.0 2.0 6 2.5 5 50 1.95
G8A280254S R1.25 25 4 3 7 50 2.4
G8A28025 R1.25 25 6 3 7 50 2.4
G8A28030 R1.5 3.0 6 4 10 60 2.85
G8A28035 R1.75 3.5 6 4.5 10 60 3.35
G8A28040 R2.0 4.0 6 5 10 60 3.85
G8A28045 R2.25 4.5 6 55 10 60 4.35
G8A28050 R2.5 5.0 6 6 12 60 4.85
Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer p NEXT PAGE

might not be uniformed. However, it doesn’t affect the performance of the tool.

S Mill Dia. Shank Dia.
Tolerance (mm)ToIerance (mm)| Tolerance

up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O :Good
el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%ml, Stainless steel Grey cast iron Nodt#grr] cast Malleﬁ(l))l]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 S T—

Material ~ Aluminum- . Copper and CopperAlloys  Non Metallic : : Hardened Chiled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze /é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©

C96 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

76

CARBIDE, 2 FLUTE BALL NOSE

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique
() 2 TAGLIENTI, SEMISFERICA

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

, R I
' f) IS

‘ L2

PLAIN SHANK [ ¢T.]1 W1 : e

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Geeignet flr hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

Plain Shank Page
HYDRAULIC CHUCK D15-46

/)« | SHRINKFTHOLDER  D47-72
go R R 4N BLUE : " © POWERMILLNGCHUCK D161-176

: ecommende ERCOLLET CHUCK D73-116
p-C126-127 TooHolder  NOARTCTITIAY D183-201

R0.05~R3  R4~R6
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

R (+0.005)
G8A28055 R2.75 5.5 6 6.5 12 60 535
G8A28060 R3.0 6.0 6 7 15 60 5.85
G8A28903 R3.0 6.0 6 9 30 90 5.85
G8A28901 R4.0 8.0 8 9 15 60 7.7
G8A28080 R4.0 8.0 8 9 15 80 7.7
G8A28904 R4.0 8.0 8 12 30 100 7.7
G8A28902 R5.0 10.0 10 11 25 60 9.7
G8A28100 R5.0 10.0 10 11 25 80 9.7
G8A28905 R5.0 10.0 10 15 30 100 9.7
G8A28120 R6.0 12.0 12 14 25 80 11.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn't affect the performance of the tool.

Size dius Mill Dia. Shank Dia.
ToIerance (mm)Tolerance (mm) Tolerance

up to R3 +0.005 0~-0.0
over R3 +0.010 0~-0015
© : Excellent O:Good
Fopm P M
Dys%tﬁgt?clm Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#grr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 T
Material ~ Aluminum- - Copper and CopperAlloys Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed Oon Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O O ©

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C97
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X5070
END MILLS



CARBIDE CARBIDE

PLAIN SHANK [ 1011 Lo R

'I/G PLAIN SHANK 'I/G

CARBIDE, 2 FLUTE STUB LENGTH BALL NOSE with EXTENDED NECK CARBIDE, 2 FLUTE MINIATURE BALL NOSE

& VOLLHARTMETALL, 2 SCHNEIDEN EXTRA KURZ STIRNRADIUS mit ABGESETZTEM SCHAFTTEIL & VOLLHARTMETALL, 2 SCHNEIDEN MINI STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique, détalonnée, extra-courte () Fraise carbure, 2 dents, hémisphérique, micro-fraise
() 2 TAGLIENTI, SEMISFERICA TAGLIENTE CORTO CON SCARICO ESTESO () 2 TAGLIENTI, SEMISFERICA MINI
P Designed to machine high hardened materials. p Geeignet zum Frasen hochgeharteter Stahle. P Designed to machine high hardened materials. P Geeignet zum Frasen hochgeharteter Stahle.
p Suitable for dry cutting, high speed cutting thanks to P Geeignet zum Trockenfrasen und HSC-Frasen dank » Suitable for dry cutting, high speed cutting thanks to P Geeignet zum Trockenfrasen und HSC-Frasen dank
newly developed raw-material and new coating. neuentwickeltem Material und Beschichtung. newly developed raw-material and new coating. neuentwickeltem Material und Beschichtung.
» Excellent workpiece finish. P Excellente Werkstlickoberflachen. » Excellent workpiece finish. » Excellente Werkstiickoberflachen.
X5070 P Designed for high precision milling operation. P Geeignet fir hochprazises Frasen. » Designed for high precision milling operation. P Geeignet fiir hochprazises Frasen. X5070
END MILLS » Higher wear-resistance. P Hohere Verschleilfestigkeit. » Higher wear-resistance. » Hohere Verschleilfestigkeit. END MILLS
D3 ‘ R
I
, TSk . =" () T e
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L3 L2
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Plain Shank Page
HYDRAULIC CHUCK D15-46

/)« | SHRINKFTHOLDER  D47-72
‘o R 4N BLUE . " © POWERMILLNGCHUCK  D161-176

’ 30 ) ecommende ERCOLLET CHUCK D73-116
p.C126-127 ToolHolder AORRICINETTY D183-201

Unit : mm Unit : mm

Plain Shank Page
HYDRAULIC CHUCK D15-46

o L SHRINKFTHOLDER  D47-72
R R 4 BLUE © POWERMLLNGCHUCK  Di61-176

- N\ Recommended ERCOLLET CHUCK D73-116
p.C126-127 ToolHolder  RORRIGTIaTTS! D183-201

R0.5~R3  R3.5~R12.5

e
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter Ball Nose Diameter Diameter of Cut Length

R D1 D2 L1 L3 L2 D3 R (£0.005) D1 D2 L1 L2
G8A38010 RO.5 1.0 4 1 2.2 50 0.95 G8A53004 R0.2 04 6 0.4 50
G8A38012 R0.6 1.2 4 1.2 2.6 50 1.15 G8A53005 R0.25 0.5 6 0.5 50
G8A38015 RO.75 1.5 4 1.5 3 50 1.45 G8A53006 R0O.3 0.6 6 0.6 50
G8A380204S R1.0 2.0 4 2 4 50 1.95 G8A53008 R0.4 0.8 6 0.8 50
G8A38020 R1.0 2.0 6 2 4 50 1.95 G8A53010 RO.5 1.0 6 1.0 50
G8A38030 R1.5 3.0 6 3 6 60 2.85 G8A53012 R0.6 1.2 6 1.2 50
G8A38040 R2.0 4.0 6 4 8 70 3.85 G8A53015 R0O.75 15 6 1.5 50
G8A38050 R2.5 5.0 6 5 10 80 4.85 G8A53020 R1.0 2.0 6 2.0 50
G8A38060 R3.0 6.0 6 6 12 20 5.85 Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
G8A38070 R3.5 7.0 8 7 14 920 6.7 ’ might not be uniformed. However, it doesn'’t affect the performance of the tool.
G8A38080 R4.0 8.0 8 8 16 100 7.7
G8A38090 R4.5 2.0 10 9 18 100 8.7 Mill Dia.
G8A38100 R5.0 10.0 10 10 20 100 9.7 Tolerance (mm) _ Tolerance
G8A38120 R6.0 12.0 12 12 24 110 11.7 0~-0.012 ‘ h5
G8A38140 R7.0 14.0 14 14 28 110 13.7
G8A38160 R8.0 16.0 16 16 32 140 15.7
G8A38180 R9.0 18.0 18 18 36 140 17.7
G8A38200 R10.0 20.0 20 20 40 160 19.7
G8A38250 R12.5 25.0 25 25 50 180 24.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn'’t affect the performance of the tool.

Size dius Mill Dia. Shank Dia.
Tolerance (mm)Tolerance (mm)| Tolerance

up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O :Good © : Excellent O:Good
el ... P M I S Fopm P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%ml, Stainless steel Grey cast iron Nodl#grr] cast Malleﬁ(l’):]e cast Dys%tﬁgt?clm Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#grr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20 VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230 HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend @) @) O @) Recommend O O O O
e N /s | H_ | 150 T
Material ~ Aluminum- . Copper and CopperAlloys Non Metallic : . Hardened Chiled Hardened Material ~ Aluminum- - Copper and CopperAlloys Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze/ é)rg:s Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron Description wrought alloy Aluminum-cast, alloyed Oon Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41 VDI3323 21 22 23 24 25 26 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55 HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550 HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) © Recommend © © O ©)

c98 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr G YG-1CO, LTD. /G YG-1CO,,LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr c99



CARBIDE CARBIDE
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PLAIN sHANK [ ctc] ) [3y JHes
CARBIDE, 4 FLUTE BALL NOSE - Center Match

& VOLLHARTMETALL, 4 SCHNEIDEN STIRNRADIUS - Schneiden Mittelpunkt
() Fraise carbure, 4 dents, hémisphérique - coupe au centre

'I/G PLAIN SHANK

CARBIDE, 3 FLUTE BALL NOSE - Center Match

& VOLLHARTMETALL, 3 SCHNEIDEN STIRNRADIUS - Schneiden Mittelpunkt
() Fraise carbure, 3 dents, hémisphérique, coupe au centre

X5070

END MILLS

() 3 TAGLIENTI, SEMISFERICA

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

P Designed for high precision milling operation.

P Higher wear-resistance.

{ J

3 F[O[B]E L -
JSF[B[B=TEL -

l{ o[ ==

p Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

P Geeignet fir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

() 4 TAGLIENTI, SEMISFERICA - 4 TAGLIENTI A CENTRO FRESA

» Applied center match type & special new design on ball center
shape.

» Excellent high wear resistance and high performance.

» Applied for high speed and feed.

P Increased the surface roughness.

= == R —10

P» Neues Design der Kugelschneidengeometrie
p Hohe Verschleil¥festigkeit, hohe Leistung.
P Geeignet fir hohe Schnittgeschwindigkeiten und hohe Vorschiibe
P verbessert deutlich die Oberflachenrauhigkeit
X5070

END MILLS

n

L1

|

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

/)« L SHRNKFTHOLDER  D47-72

] R R 4N BLUE © POWERMILNGCHUCK D161-176

30° Recommended ER COLLET CHUCK D73-116
p.C129 ToolHolder  RORRIGHMIENTAR D183-201

Recommended ERCOLLET CHUCK D73-116
p.C128 e O ssimcruck D183-201
R15~R3  R4~R10 R15~R3  R4~R10
Unit : mm Unit : mm

Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2

Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2

G8A59030 R1.5 3.0 6 8 60 G8D62030 R1.5 3.0 6 8 60
G8A59040 R2.0 4.0 6 8 70 G8D62040 R2.0 4.0 6 8 70
G8A59050 R2.5 5.0 6 10 80 G8D62050 R2.5 5.0 6 10 80
G8A59060 R3.0 6.0 6 12 920 G8D62060 R3.0 6.0 6 12 90
G8A59080 R4.0 8.0 8 14 100 G8D62080 R4.0 8.0 8 14 100
G8A59100 R5.0 10.0 10 18 100 G8D62100 R5.0 10.0 10 18 100
G8A59120 R6.0 12.0 12 22 110 G8D62120 R6.0 12.0 12 22 110
G8A59160 R8.0 16.0 16 30 140 G8D62160 R8.0 16.0 16 30 140
G8A59200 R10.0 20.0 20 38 160 G8D62200 R10.0 20.0 20 38 160

Size dius Mill Dia. Shank Dia.
Tolerance (mm)Tolerance (mm)| Tolerance

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

She dius Mill Dia. Shank Dia.
ToIerance (mm)Tolerance (mm)|  Tolerance

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

up to R3 +0.005 0~-0.012 up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015 over R3 +0.010 0~-0.015
© : Excellent O :Good © : Excellent O:Good
ISO M ISO M
Dysautﬁ':n Non-alloy steel Low alloy steel H%WI' Stainless steel Grey cast iron NOdti’rlgrr] cast Malle;arg::e cast DMuitﬁSfén Non-alloy steel Low alloy steel ngfr]]gllgyoledstggel, Stainless steel Grey cast iron NOd?Jgrr] cast Malleﬁ(l)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20 VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230 HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @) O @) Recommend O O O O
1SO I 1SO s |
Material ~ Aluminum- . Copper and CopperAlloys Non Metallic : . Hardened Chilled Hardened Material ~ Aluminum- - Copper and CopperAlloys Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze /é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys Castlron Castiron Description wrought alloy Aluminum-cast, alloyed Oon Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron | Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41 VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55 HRc 15 30 25 38 34 55 60 42 55

HB 60 100 75 920 130 110 90 100
Recommend

200 280 250 350 320 400Rm 1050Rm 550 630 400 550
© © O ©

C100 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO,, LTD.

HB 60 100 75 0 130 110 90 100
Recommend

200 280 250 350 320 400Rm 1050Rm 550 630 400 550
© © O ©

/G YG-1CO,, LTD.

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C101



CARBIDE

X5070
END MILLS

- X5070
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS for RIB PROCESSING

® VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, torique pour usinage de rainure
() 2 TAGLIENTI, TORICA, SCARICATA PER ENRVATURE

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. P Excellente Werkstlickoberflachen.

P Deep slotting is possible by reduced neck. p Abgesetzter Schaft fiir gréRere Reichweite.

P Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

P Higher wear-resistance. p Hohere VerschleiRfestigkeit.

e M/R DN o =
— (Q/ j e
BHCr DL

p Geeignet zum Frasen hochgeharteter Stahle.
P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

Recommended ERCOLLET CHUCK D73-116
p.C130-131 e O ssimcruck DI83-201

205~06  @8~g12
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A60936 R0.05 0.5 4 0.7 1.5 45 0.45
G8A60932 R0.05 0.5 4 0.7 25 45 0.45
G8A60935 R0.05 0.5 4 0.7 4 45 0.45
G8A60931 R0.05 0.6 4 0.9 2 45 0.55
G8A60933 R0.05 0.6 4 0.9 3 45 0.55
G8A60934 R0.05 0.6 4 0.9 4 45 0.55
G8A600060102 RO.1 0.6 4 0.9 2 45 0.55
G8A600070104 RO.1 0.7 4 1 4 45 0.65
G8A600080102 RO.1 0.8 4 1.2 2 45 0.75
G8A60008 RO.1 0.8 4 1.2 4 45 0.75
G8A60924 RO.1 0.8 4 1.2 6 45 0.75
G8A609254S RO.1 1.0 4 1.5 4 50 0.95
G8A609264S RO.1 1.0 4 1.5 6 50 0.95
G8A600100204 RO.2 1.0 4 1.5 4 50 0.95
G8A600100206 R0.2 1.0 4 1.5 6 50 0.95
G8A609114S R0.2 1.0 4 1.5 8 50 0.95
G8A600100304 RO.3 1.0 4 1.5 4 50 0.95
G8A600100306 RO.3 1.0 4 1.5 6 50 0.95
G8A60980 R0.3 1.0 4 1.5 8 50 0.95
G8A60925 RO.1 1.0 6 1.5 4 50 0.95
G8A60926 RO.1 1.0 6 1.5 6 50 0.95
G8A60010 R0.2 1.0 6 1.5 4 50 0.95

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

Size Corner Radius Mill Dia. SIELLIER
Tolerance (mm) Tolerance (mm) Tolerance

P NEXT PAGE

up to @6 +0.010 0~-0.0
over @6 +0.015 0~-0015
© : Excellent O :Good
el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O

cod N | s |

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(eérlgrr:gecloé)g:rs;\"oys Non Metallic Hardened Chiled Hardened

Description - wrought alloy Materials Heat Resistant Super Alloys Titanium Alloys " “gtee]™  Castlron Castlron

VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © © o ©

C102 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, torique pour usinage de rainure
() 2 TAGLIENTI, TORICA, SCARICATA PER ENRVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. » Excellente Werkstiickoberflachen.

P Deep slotting is possible by reduced neck. P Abgesetzter Schaft fiir grofRere Reichweite.

P Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

p» Higher wear-resistance. p Hohere Verschleilfestigkeit.

P Geeignet zum Frasen hochgeharteter Stahle.
P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

D3 /B
Dzl l ﬁ:[m
L el

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

. / / SHRINK FIT HOLDER D47-72
d R R /1< BLUE © POWERMLLNGCHUCK  D161-176
- 30° Recommended ERCOLLET CHUCK D73-116
p.C130-131 ToolHolder  RORRIGHMIENTAR D183-201

905~06  @8~@12
Unit : mm
s
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A60910 R0.2 1.0 6 1.5 6 50 0.95
G8A60911 R0.2 1.0 6 1.5 8 50 0.95
G8A60912 R0O.3 1.0 6 1.5 4 50 0.95
G8A60930 R0O.3 1.0 6 1.5 6 50 0.95
G8A600100308 RO.3 1.0 6 1.5 8 50 0.95
G8A600154S R0.2 1.5 4 2.5 4 50 1.45
G8A6001502064S RO.2 1.5 4 25 6 50 1.45
G8A6001502084S RO.2 1.5 4 2.5 8 50 1.45
G8A609134S RO.2 1.5 4 2.5 10 50 1.45
G8A609144S R0.2 1.5 4 2.5 12 50 1.45
G8A609154S R0O.3 1.5 4 25 4 50 1.45
G8A6001503064S RO.3 1.5 4 2.5 6 50 1.45
G8A6001503084S RO.3 1.5 4 2.5 8 50 1.45
G8A60015 R0.2 1.5 6 2.5 4 50 1.45
G8A600150206 RO.2 1.5 6 25 6 50 1.45
G8A600150208 RO.2 1.5 6 2.5 8 50 1.45
G8A60913 RO.2 1.5 6 2.5 10 50 1.45
G8A60914 R0.2 1.5 6 2.5 12 50 1.45
G8A60915 R0O.3 1.5 6 25 4 50 1.45
G8A600150306 RO.3 1.5 6 2.5 6 50 1.45
G8A600150308 RO.3 1.5 6 2.5 8 50 1.45
G8A609274S RO.2 2.0 4 3 6 50 1.95

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer » NEXT PAGE

might not be uniformed. However, it doesn't affect the performance of the tool.

Size Corner Radius Mill Dia. Shank Dia.
Tolerance (mm) Tolerance (mm) Tolerance

up to 6 +0.010 0~-0.0
over J6 +0.015 0~-0015
© : Excellent O:Good
Fopm P M
D’;A;tﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
1S 0 e
Material ~ Aluminum- CopperandOo perAlloys  Non Metallic : . Hardened Chilled Hardened
Descripion wrought alloy Aluminum-cast, alloyed é’ Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O O ©

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mailyg1@yg1.kr  C103

CARBIDE

X5070
END MILLS



CARBIDE

X5070
END MILLS

- X5070
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS for RIB PROCESSING

® VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, torique pour usinage de rainure
() 2 TAGLIENTI, TORICA, SCARICATA PER ENRVATURE

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. P Excellente Werkstlickoberflachen.

P Deep slotting is possible by reduced neck. p Abgesetzter Schaft fiir gréRere Reichweite.

P Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

P Higher wear-resistance. p Hohere VerschleiRfestigkeit.

e M/R DN o =
— (Q/ j e
BHCr DL

p Geeignet zum Frasen hochgeharteter Stahle.
P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

Recommended ERCOLLET CHUCK D73-116
p.C130-131 e O ssimcruck DI83-201

205~06  @8~g12
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A6002002084S RO.2 2.0 4 3 8 50 1.95
G8A6002002104S RO.2 2.0 4 3 10 55 1.95
G8A6002002124S RO.2 2.0 4 3 12 55 1.95
G8A609164S R0.3 2.0 4 3 6 50 1.95
G8A6002003084S RO.3 2.0 4 3 8 50 1.95
G8A6002003104S RO.3 2.0 4 3 10 55 1.95
G8A6002003124S R0.3 2.0 4 3 12 55 1.95
G8A6002003164S R0.3 2.0 4 3 16 55 1.95
G8A609174S RO.5 2.0 4 3 6 50 1.95
G8A600204S RO.5 2.0 4 3 10 55 1.95
G8A609184S RO.5 2.0 4 3 12 55 1.95
G8A60927 RO.2 2.0 6 3 6 50 1.95
G8A600200208 RO.2 2.0 6 3 8 50 1.95
G8A600200210 RO.2 2.0 6 3 10 55 1.95
G8A600200212 RO.2 2.0 6 3 12 55 1.95
G8A60916 R0.3 2.0 6 3 6 50 1.95
G8A600200308 RO.3 2.0 6 3 8 50 1.95
G8A600200310 RO.3 2.0 6 3 10 55 1.95
G8A600200312 R0.3 2.0 6 3 12 55 1.95
G8A600200316 RO.3 2.0 6 3 16 55 1.95
G8A60917 RO.5 2.0 6 3 6 50 1.95
G8A60020 RO.5 2.0 6 3 10 55 1.95

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

Size Corner Radius Mill Dia. SIELLIER
Tolerance (mm)|Tolerance (mm) Tolerance

P NEXT PAGE

up to @6 +0.010 0~-0.0
over J6 +0.015 0~-0015
© : Excellent O :Good
ol ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O

cod N | s |

Material Aluminum- Aluminum-cast, alloyed OopperandCIOé)perAlloys Non Metallic Hardened Chiled Hardened

Description - wrought alloy d (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys " “gtee]™  Castlron Castlron

VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © © o ©

C104 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, torique pour usinage de rainure
() 2 TAGLIENTI, TORICA, SCARICATA PER ENRVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. » Excellente Werkstiickoberflachen.

P Deep slotting is possible by reduced neck. P Abgesetzter Schaft fiir grofRere Reichweite.

P Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

p» Higher wear-resistance. p Hohere Verschleilfestigkeit.

P Geeignet zum Frasen hochgeharteter Stahle.
P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

D3 /B
Dzl l ﬁ:[m
L el

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

. / / SHRINK FIT HOLDER D47-72
d R R /1< BLUE © POWERMLLNGCHUCK  D161-176
- 30° Recommended ERCOLLET CHUCK D73-116
p.C130-131 ToolHolder  RORRIGHMIENTAR D183-201

905~06  @8~@12
Unit : mm
s
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A60918 RO.5 2.0 6 3 12 55 1.95
G8A600300208 R0.2 3.0 6 4 8 55 2.85
G8A600300210 RO.2 3.0 6 4 10 55 2.85
G8A600300212 RO.2 3.0 6 4 12 55 2.85
G8A600300216 RO.2 3.0 6 4 16 55 2.85
G8A600300308 R0.3 3.0 6 4 8 55 2.85
G8A60919 R0O.3 3.0 6 4 10 55 2.85
G8A600300312 RO.3 3.0 6 4 12 55 2.85
G8A600300316 RO.3 3.0 6 4 16 55 2.85
G8A60030 RO.5 3.0 6 4 10 55 2.85
G8A600300512 RO.5 3.0 6 4 12 55 2.85
G8A60901 RO.5 3.0 6 4 16 55 2.85
G8A60902 RO.5 3.0 6 4 20 55 2.85
G8A600400212 R0.2 4.0 6 5 12 55 3.85
G8A600400216 RO.2 4.0 6 5 16 55 3.85
G8A600400220 RO.2 4.0 6 5 20 55 3.85
G8A600400310 RO.3 4.0 6 5 10 55 3.85
G8A60920 R0O.3 4.0 6 5 12 55 3.85
G8A600400316 R0O.3 4.0 6 5 16 55 3.85
G8A600400320 RO.3 4.0 6 5 20 55 3.85
G8A60040 RO.5 4.0 6 5 12 55 3.85
G8A60903 RO.5 4.0 6 5 16 55 3.85

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer » NEXT PAGE

might not be uniformed. However, it doesn't affect the performance of the tool.

Size Corner Radius Mill Dia. Shank Dia.
Tolerance (mm) Tolerance (mm) Tolerance

up to 6 +0.010 0~-0.0
over J6 +0.015 0~-0015
© : Excellent O:Good
Fopm P M
D’;A;tﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
1S 0 e
Material ~ Aluminum- CopperandOo perAlloys  Non Metallic : . Hardened Chilled Hardened
Descripion wrought alloy Aluminum-cast, alloyed é’ Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O O ©

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mailyg1@yg1.kr  C105

CARBIDE

X5070
END MILLS



CARBIDE

X5070
END MILLS

- X5070
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS for RIB PROCESSING

® VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, torique pour usinage de rainure
() 2 TAGLIENTI, TORICA, SCARICATA PER ENRVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. P Excellente Werkstiickoberflachen.

P Deep slotting is possible by reduced neck. P Abgesetzter Schaft fiir grofRere Reichweite.

p» Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

P Higher wear-resistance. P Hohere Verschleillfestigkeit.

P Geeignet zum Frasen hochgeharteter Stahle.
P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

o] I

| i

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

{2 % [l Bl

Recommended ERCOLLET CHUCK D73-116
p.C130-131 e O ssimcruck DI83-201

205~06  @8~@12
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A60904 RO.5 4.0 6 5 20 55 3.85
G8A600401012 R1.0 4.0 6 5 12 55 3.85
G8A600401016 R1.0 4.0 6 5 16 55 3.85
G8A60921 R0.3 6.0 6 7 20 60 5.85
G8A60060 RO.5 6.0 6 7 20 60 5.85
G8A60905 R1.0 6.0 6 7 20 60 5.85
G8A60906 R1.5 6.0 6 7 20 60 5.85
G8A600602020 R2.0 6.0 6 7 20 60 5.85
G8A60922 RO.3 8.0 8 9 25 60 7.7
G8A60929 RO.5 8.0 8 9 25 60 7.7
G8A60080 R1.0 8.0 8 9 25 60 7.7
G8A60907 R1.5 8.0 8 9 25 60 7.7
G8A600802025 R2.0 8.0 8 9 25 60 7.7
G8A60923 RO.3 10.0 10 1 32 70 9.7
G8A601000532 RO.5 10.0 10 11 32 70 9.7
G8A60100 R1.0 10.0 10 11 32 70 9.7
G8A60908 R1.5 10.0 10 11 32 70 9.7
G8A601002032 R2.0 10.0 10 1 32 70 9.7
G8A601200538 RO.5 12.0 12 12 38 80 11.7
G8A60120 R1.0 12.0 12 12 38 80 11.7
G8A60909 R1.5 12.0 12 12 38 80 11.7
G8A601202038 R2.0 12.0 12 12 38 80 11.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

Size Corner Radius Mill Dia. SIELLIER
Tolerance (mm)|Tolerance (mm) Tolerance

up to @6 +0.010 0~-0.0
over J6 +0.015 0~-0015
© : Excellent O :Good
ol ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O

cod N | s |

Material Aluminum- Aluminum-cast, alloyed OopperandCIOé)perAlloys Non Metallic Hardened Chiled Hardened

Description - wrought alloy d (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys " “gtee]™  Castlron Castlron

VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © © o ©

C106 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE STUB LENGTH CORNER RADIUS with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN EXTRA KURZ ECKENRADIUS mit ABGESETZTEM SCHAFTTEIL
() Fraise carbure, 2 dents, torique, détalonnée, extra-courte
() 2 TAGLIENTI, TORICA, TAGLIENTE CORTO CON SARICO ESTESO

P Geeignet zum Frasen hochgeharteter Stahle.
P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. » Excellente Werkstiickoberflachen.

P Deep slotting is possible by reduced neck. P Abgesetzter Schaft fiir grofRere Reichweite.

P Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

p» Higher wear-resistance. p Hohere Verschleilfestigkeit.

R
D3 /—
D2 [I | D1
= ——
L2 —

Plain Shank Page
HYDRAULIC CHUCK D15-46

. / / SHRINK FIT HOLDER D47-72
i R R /1< BLUE © POWERMLLNGCHUCK  D161-176
- 30° Recommended ERCOLLET CHUCK D73-116
p.C137-139 ToolHolder  RORRIGHMIENTAR D183-201

203~06  @8~020
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A36003 - 0.3 3 0.45 - 40 -
G8A36004 - 0.4 3 0.6 - 40 -
G8A36005 R0.05 0.5 3 0.7 - 40 -
G8A36907 R0.05 0.5 4 1 - 40 -
G8A36006 R0.05 0.6 3 0.9 - 40 -
G8A36908 R0.05 0.6 4 1.2 - 40 -
G8A36909 R0.05 0.7 4 1.4 - 40 -
G8A36008 R0.05 0.8 3 1.2 - 40 -
G8A36910 R0.05 0.8 4 1.6 - 40 -
G8A36911 R0.05 0.9 4 2 - 40 -
G8A36010 RO.1 1.0 3 1.5 - 40 -
G8A36901 RO.1 1.0 4 1.5 - 40 -
G8A36903 RO.1 1.0 6 1.5 - 40 -
G8A36015 RO.1 1.5 3 2.2 - 40 -
G8A36904 RO.1 1.5 6 2.2 - 40 -
G8A36020 RO.1 2.0 3 3 6 40 1.95
G8A36902 RO.1 2.0 4 3 6 40 1.95
G8A36905 RO.1 2.0 6 3 6 40 1.95
G8A36025 RO.1 25 3 4 6 40 24
G8A36906 RO.1 2.5 6 4 6 40 24
G8A36030 RO.1 3.0 6 4 7 45 2.85
G8A36035 RO.1 3.5 6 5 9 45 3.35

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer » NEXT PAGE

might not be uniformed. However, it doesn't affect the performance of the tool.

Size Corner Radius Mill Dia. Shank Dia.
Tolerance (mm) Tolerance (mm) Tolerance

up to 6 +0.010 0~-0.0
over J6 +0.015 0~-0015
© : Excellent O:Good
Fopm P M
Dysitﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 T
Material ~ Aluminum- CopperandOo perAlloys  Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed é’ Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O O ©
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CARBIDE

X5070
END MILLS



CARBIDE

X5070
END MILLS

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE STUB LENGTH CORNER RADIUS with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN EXTRA KURZ ECKENRADIUS mit ABGESETZTEM SCHAFTTEIL
() Fraise carbure, 2 dents, torique, détalonnée, extra-courte
() 2 TAGLIENTI, TORICA, TAGLIENTE CORTO CON SARICO ESTESO

'I/G PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS for RIB PROCESSING

® VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents, torique pour usinage de rainure
() 2 TAGLIENTI, TORICA, SCARIATA PER NERVATURE

P Designed to machine high hardened materials.
p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
» Excellent workpiece finish.
P Deep slotting is possible by reduced neck.
P Corner radius for preventing the chipping in high speed machining.

p Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

p Abgesetzter Schaft fiir gréRere Reichweite.

P Schneidkantenschutz durch definierten Radius.

P Designed to machine high hardened materials.
» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
» Excellent workpiece finish.
P Deep slotting is possible by reduced neck.
p» Corner radius for preventing the chipping in high speed machining.

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Abgesetzter Schaft fiir grofRere Reichweite.

P Schneidkantenschutz durch definierten Radius.

P Higher wear-resistance. p Hohere VerschleiRfestigkeit.

ol f

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

o | % [0l e e

Recommended ERCOLLET CHUCK D73-116
p.C137-139 e O ssimcruck DI83-201

90.3~06  @8~g20
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

G8A36040 RO.1 4.0 6 5 9 45 3.85
G8A36045 RO.1 4.5 6 6 10 45 4.35
G8A36050 RO.2 5.0 6 6 11 50 4.85
G8A36060 RO.2 6.0 6 7 14 50 5.85
G8A36080 RO.2 8.0 8 9 18 60 7.7
G8A36100 RO.2 10.0 10 12 25 75 9.7
G8A36120 RO.3 12.0 12 15 30 75 11.7
G8A36160 RO.3 16.0 16 18 38 90 15.7
G8A36200 RO.3 20.0 20 24 45 100 19.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn'’t affect the performance of the tool.

Size Corner Radius Mill Dia. Shank Dia.
Tolerance (mm) Tolerance (mm)|  Tolerance

up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%ml, Stainless steel Grey cast iron Nodt#grr] cast Malleﬁ(l))l]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 S T—

Material ~ Aluminum- . Copper and CopperAlloys  Non Metallic : : Hardened Chiled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze /é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©

C108 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

p» Higher wear-resistance. p Hohere Verschleilfestigkeit.

of | SR

L3

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

v SHRINKFTHOLDER  D47-72
R /1< BLUE © POWERMLLNGCHUCK  D161-176
Recommended ERCOLLET CHUCK D73-116
p.C132 ToolHolder AORRICINETTY D183-201

s

Unit : mm
Radius Diameter Diameter of Cut Below Shank Length Diameter
R (£0.010) D1 D2 L1 L3 L2 D3
G8A52005 R0.05 0.5 6 0.7 1.5 50 0.45
G8A52901 R0.05 0.5 6 0.7 3.3 50 0.45
G8A52006 R0.05 0.6 6 09 2 50 0.55
G8A52902 R0.05 0.6 6 0.9 4 50 0.55
G8A52008 R0.05 0.8 6 1.2 2.5 50 0.75
G8A52903 R0.05 0.8 6 1.2 55 50 0.75
G8A52010 RO.10 1.0 6 1.5 3.3 50 0.95
G8A52904 RO.10 1.0 6 1.5 6.7 50 0.95
G8A52012 RO.10 1.2 6 1.8 4.4 50 1.15
G8A52905 R0O.10 1.2 6 1.8 8 50 1.15
G8A52015 RO.15 1.5 6 2.2 5 50 1.45
G8A52906 RO.15 1.5 6 2.2 9.7 50 1.45
G8A52020 RO.15 2.0 6 2.2 6 50 1.95
G8A52907 RO.15 2.0 6 2.2 13 50 1.95

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn't affect the performance of the tool.

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance

0~-0.012 ‘ h5
© : Excellent O:Good

Fopm P M
Dys%tﬁgt?clm Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#grr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20

HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed CopperandOonperAlloys Non Metallic Heat Resistant Super Alloys Titanium Alloys Hardened Chilled Hardened

Description  wrought alloy Materials steel Castlron Castlron

VDI3323 21 22 23 24 25 26 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © © @) ©
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CARBIDE
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END MILLS



CARBIDE

X5070
END MILLS

76

PLAIN SHANK I 1.1 157 | Jres

CARBIDE, 2 FLUTE MINIATURE CORNER RADIUS
@ VOLLHARTMETALL, 2 SCHNEIDEN MINI ECKENRADIUS

() Fraise carbure, 2 dents, torique, micro-fraise
() 2 TAGLIENTI, TORICA MINI

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

P Deep slotting is possible by reduced neck.

P Corner radius for preventing the chipping in high speed machining.

P Higher wear-resistance.

<[ % |2 B

p Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

p Abgesetzter Schaft fiir gréRere Reichweite.

P Schneidkantenschutz durch definierten Radius.

pHohere Verschlei¥festigkeit.

R

o =%,
| L2 /E'_

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

p.C133 Recommended I8 ERCOLLET CHUCK D73-116

ToolHolder

SKSLIM CHUCK D183-201

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

G8A50003 - 0.3
G8A50004 - 0.4
G8A50005 R0.05 0.5
G8A50006 R0.05 0.6
G8A50008 R0.05 0.8
G8A50010 RO.10 1.0
G8A50012 RO.10 1.2
G8A50015 RO.15 1.5
G8A50020 RO.15 2.0

6 0.45 50
6 0.6 50
6 0.7 50
6 0.9 50
6 1.2 50
6 1.5 50
6 1.8 50
6 2.2 50
6 2.2 50

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance

0~-0.012 ‘ hs
ISO
DeMsacf&?én Non-alloy steel Low alloy steel
VDI 3323 1 2 3 4 5 6 7 8 9
HRc 13 25 28 32 10 29 32 38
HB 125 190 250 270 300 180 275 300 350
Recommend @) @) O
ISO

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(eérlgrr:gecloé)g:rs;\"oys Non Metallic

Description - wrought alloy

HRc
HB 60 100 75 90 130 110 90 100

Recommend

Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

© : Excellent O : Good

M
H%mﬁel, Stainless steel Grey cast iron Nodl#grr] cast Malleﬁl’):]e cast
10 1 12 13 14 15 16 17 18 19 20
15 35 15 23 10 10 26 3 25 21
200 325 200 240 180 180 260 160 250 130 230
O
s |

Heat Resistant Super Alloys Titanium Alloys Hasr?er}ed ng%n "ché'efj:ﬁ
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

© © O ©

76
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PLAIN SHANK [ €. 1 V2 )y g

CARBIDE, 4 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 4 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTEIL

() Fraise carbure, 2 dents, torique, micro-fraise
() 4 TAGLIENTI, TORICA

p» Designed to machine high hardened materials.
» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
» Excellent workpiece finish.
P Deep slotting is possible by reduced neck.
p» Corner radius for preventing the chipping in high speed machining.
P Higher wear-resistance.

R o R
{ D2
{ 1 ) LBI.A.
1 L2

% %
O - -l

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Abgesetzter Schaft fiir grofRere Reichweite.

P Schneidkantenschutz durch definierten Radius.

P Hohere Verschleilfestigkeit.

4

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINKFITHOLDER D47-72

© POWERMLLNGCHUCK  D161-176

@3~06  @8~@12

Recommended ERCOLLET CHUCK D73-116
p.C134 ToolHolder AORRICINETTY D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
D1 L3 L2 D3

R (20.010) D2 L1
G8A47916 R0O.3 3.0 6 4 12 55 2.85
G8A47917 RO.3 3.0 6 4 16 55 2.85
G8A47918 RO.3 3.0 6 4 20 55 2.85
G8A47030 RO.5 3.0 6 4 10 55 2.85
G8A47901 RO.5 3.0 6 4 16 55 2.85
G8A47902 RO.5 3.0 6 4 20 55 2.85
G8A47919 RO.3 4.0 6 5 12 55 3.85
G8A47920 RO.3 4.0 6 5 16 55 3.85
G8A47921 RO.3 4.0 6 5 20 55 3.85
G8A47040 RO.5 4.0 6 5 12 55 3.85
G8A47903 RO.5 4.0 6 5 16 55 3.85
G8A47904 RO.5 4.0 6 5 20 55 3.85
G8A47922 R1.0 4.0 6 5 12 55 3.85
G8A47060 RO.5 6.0 6 7 20 60 5.85
G8A47905 R1.0 6.0 6 7 20 60 5.85
G8A47906 R1.5 6.0 6 7 20 60 5.85
G8A47910 RO.5 8.0 8 9 25 60 7.7
G8A47080 R1.0 8.0 8 9 25 60 7.7
G8A47907 R1.5 8.0 8 9 25 60 7.7
G8A47913 R2.0 8.0 8 9 25 60 7.7
G8A47911 RO.5 10.0 10 11 32 70 9.7
G8A47100 R1.0 10.0 10 11 32 70 9.7
G8A47908 R1.5 10.0 10 11 32 70 9.7
G8A47914 R2.0 10.0 10 11 32 70 9.7
G8A47912 R0O.5 12.0 12 12 38 80 11.7
G8A47120 R1.0 12.0 12 12 38 80 11.7
G8A47909 R1.5 12.0 12 1 2 38 80 11.7
G8A47915 R2.0 12.0 12 11.7
Due to the characteristics of the blue decoration layer, it might be Corner Radius Mill Dia. Shank Dia.
erased during short term use and the color layer might not be
uniformed. However, it doesn't affect the performance of the tool. up to @6 +0.010 0~-0012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
Dysitﬁgt?én Non-alloy steel Low alloy steel Hi%f:]gl{gyoledstggel, Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
IS0 s |
Dgﬁgt?én w’:‘&rgml;ﬁ?éy Aluminum-cast, alloyed Copperand OonperAIons Nf\’ﬂr;{‘gﬁtaalg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55

HB 60 100 75 0 130 110 90 100
Recommend

200 280 250 350 320 400Rm 1050Rm 550 630 400 550
© © O ©

/G YG-1CO,, LTD.
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PLAIN SHANK I 1.1 1, iy g

CARBIDE, 4 FLUTE STUB LENGTH CORNER RADIUS with EXTENDED NECK

& VOLLHARTMETALL, 4 SCHNEIDEN EXTRA KURZ ECKENRADIUS mit ABGESETZTEM SCHAFTTEIL
() Fraise carbure, 4 dents, torique, détalonnée, extra-courte
() 4 TAGLIENTI, TORICA, TAGLIENTE CORTO CON SCARICO ESTESO

P Designed to machine high hardened materials.
p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
» Excellent workpiece finish.
P Deep slotting is possible by reduced neck.
P Corner radius for preventing the chipping in high speed machining.
P Higher wear-resistance.

R ‘ D3 /B
: = .
| - Lal'A'

L | % [0 e

» Geeignet zum Frasen hochgeharteter Stahle.

» Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

p Abgesetzter Schaft fiir gréRere Reichweite.

P Schneidkantenschutz durch definierten Radius.

p Hohere VerschleiRfestigkeit.

4

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

@1~06  28~020

Recommended ERCOLLET CHUCK D73-116
p.C140 e O ssimcruck D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

R (£0.010)
G8A37010 RO.1 1.0 3
G8A37901 RO.1 1.0 6
G8A37015 RO.1 1.5 3
G8A37902 RO.1 1.5 6
G8A37020 RO.1 2.0 3
G8A37903 RO.1 2.0 6
G8A37025 RO.1 2.5 3
G8A37904 RO.1 2.5 6
G8A37030 RO.1 3.0 6
G8A37035 RO.1 3.5 6
G8A37040 RO.1 4.0 6
G8A37045 RO.1 45 6
G8A37050 RO.2 5.0 6
G8A37060 RO.2 6.0 6
G8A37080 RO.2 8.0 8
G8A37100 RO.2 10.0 10
G8A37120 RO.3 12.0 12
G8A37160 RO.3 16.0 16
G8A37200 RO.3 20.0 20

1.5 - 40 -
1.5 - 40 -
2.2 - 40 -
2.2 - 40 -
3 6 40 1.95
3 6 40 1.95
4 6 40 24
4 6 40 24
4 7 45 2.85
5 9 45 3.35
5 9 45 3.85
6 10 45 4.35
6 11 50 4.85
7 14 50 5.85
9 18 60 7.7
12 25 75 9.7
15 30 75 11.7
18 38 920 15.7
24 45 100 19.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer

Size Corner Radius Mill Dia. SIiELLBIER
Tolerance (mm) Tolerance (mm)|  Tolerance

might not be uniformed. However, it doesn'’t affect the performance of the tool.

up to @6 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O :Good
ISO M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%ml, Stainless steel Grey cast iron Nodt#grr] cast Malleﬁ(l))l]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
1SO s |

Material ~ Aluminum- . Copper and CopperAlloys  Non Metallic
Description wrought alloy Aluminum-cast, alloyed (Bronze/é)rg:s) Materials

VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 920 130 110 90 100
Recommend

Heat Resistant Super Alloys Titanium Alloys Hasr?er}ed ng%n "ché'efj:m
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

© © O ©

C112 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO,, LTD.

76

CARBIDE

PLAIN SHANK [ ¢:] 2 {0 ]: Jemmn

CARBIDE, 4 FLUTE CORNER RADIUS with EXTENDED NECK
@& VOLLHARTMETALL, 4 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 4 dents, torique, détalonnée

() 4 TAGLIENTI, TORICA, TAGLIENTE CORTO CON SCARICO ESTESO

P Designed to machine high hardened materials.
» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
» Excellent workpiece finish.
P Deep slotting is possible by reduced neck.
p» Corner radius for preventing the chipping in high speed machining.
p» Higher wear-resistance.

/R

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Abgesetzter Schaft fiir grofRere Reichweite.

P Schneidkantenschutz durch definierten Radius.

X5070
END MILLS

P Hohere Verschleilfestigkeit. R
D3 /—
D2 g § D1
|t
L3
L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINKFITHOLDER D47-72

© POWERMLLNGCHUCK  D161-176

Recommended ERCOLLET CHUCK D73-116
p.C134 ToolHolder AORRICINETTY D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

R (20.010)
G8B0806005090 RO.5 6.0 6 9 20 90 5.85
G8B0806010090 R1.0 6.0 6 9 20 90 5.85
G8B0808005100 RO.5 8.0 8 12 25 100 7.7
G8B0808010100 R1.0 8.0 8 12 25 100 7.7
G8B0810005100 RO.5 10.0 10 15 32 100 9.7
G8B0810010100 R1.0 10.0 10 15 32 100 9.7
G8B0810020100 R2.0 10.0 10 15 32 100 9.7
G8B0812005110 RO.5 12.0 12 18 38 110 11.7
G8B0812010110 R1.0 12.0 12 18 38 110 11.7
G8B0812020110 R2.0 12.0 12 18 38 110 11.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer

Size Corner Radius Mill Dia. Shank Dia.
Tolerance (mm)|Tolerance (mm)  Tolerance

might not be uniformed. However, it doesn't affect the performance of the tool.

up to 6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O:Good
ISO M
Dys%tﬁgt?clm Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#grr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
IS0 s |
Material ~ Aluminum- - Copper and CopperAlloys Non Metallic . . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed Oon Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron |Cast Iron
VDI3323 21 22 23 24 25 26 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55

HB 60 100 75 0 130 110 90 100
Recommend

200 280 250 350 320 400Rm 1050Rm 550 630 400 550
© © O ©

/G YG-1CO,, LTD.
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I/G END MILLS PLAIN SHANK

CARBIDE, 6 FLUTE 45° HELIX CORNER RADIUS with EXTENDED NECK

& VOLLHARTMETALL, 6 SCHNEIDEN 45° RECHTSSPIRALE ECKENRADIUS mit ABGESETZTEM SCHAFTTEIL
() Fraise carbure, 6 dents, torique, hélice 45°, détalonnée
() 6 TAGLIENTI, TORICA, ELICA 45°, SCARICATA

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish. P Excellente Werkstlickoberflachen.

P Deep slotting is possible by reduced neck. p Abgesetzter Schaft fiir gréRere Reichweite.

P Corner radius for preventing the chipping in high speed machining. P Schneidkantenschutz durch definierten Radius.

P Higher wear-resistance. p Hohere VerschleiRfestigkeit.

» Geeignet zum Frasen hochgeharteter Stahle.
» Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

Plain Shank Page
HYDRAULIC CHUCK D15-46

SHRINK FIT HOLDER D47-72
BLUE © POWERMILLNGCHUCK  D161-176

. Recommended ERCOLLET CHUCK D73-116
p.C141 e O ssimcruck D183-201

26 78~320
Unit : mm
Radius Diameter Diameter of Cut Below Shank Length Diameter
R (£0.010) D1 D2 L1 L3 L2 D3
G8A39916 R0.25 6.0 6 6 14 50 5.85
G8A39060 R0O.5 6.0 6 6 14 50 5.85
G8A39901 RO.5 6.0 6 13 - 70 -

* G8A39910 RO.5 6.0 6 26 - 70 =
G8A39080 RO.5 8.0 8 8 24 60 7.7
G8A39902 R0O.5 8.0 8 19 - 90 -

* G8A39911 RO.5 8.0 8 36 - 90 -
G8A39903 RO.5 10.0 10 22 - 100 -
G8A39100 R1.0 10.0 10 10 30 70 9.7
G8A39904 R1.0 10.0 10 22 - 100 -

* G8A39912 R1.0 10.0 10 46 - 100 -
G8A39905 RO.5 12.0 12 26 - 110 -
G8A39120 R1.0 12.0 12 12 30 75 11.7
G8A39906 R1.0 12.0 12 26 = 110 =

+ G8A39913 R1.0 12.0 12 56 - 110 -
G8A39160 R1.0 16.0 16 32 - 130 -
G8A39907 R1.5 16.0 16 32 - 130 -

+ G8A39914 R1.5 16.0 16 66 = 130 =
G8A39200 R1.0 20.0 20 38 - 140 -
G8A39908 R1.5 20.0 20 38 - 140 -
G8A39909 R2.0 20.0 20 38 - 140 -

+* G8A39915 R2.0 20.0 20 140

Due to the characteristics of the blue decoration layer, it might Corner Radius Mill Dia. Shank Dia.
be erased during short term use and the color layer might not be Size Tolerance (mm)(Tolerance (mm)  Tolerance

uniformed. However, it doesn’t affect the performance of the tool. up to 6 +0010 0~-0012

over @6 +0.015 0~-0.015
* Mill Dia. Tolerance(mm) for Extra Long Type : 0~-0.03

© : Excellent O : Good

el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O

150 S T—
Hardened Chiled Hardened

D!;As%?ggén w/-r\tlalljjrgmuawc;y Aluminum-cast, alloyed Oopp(eérlgrr:gecloé)g:rs;\"oys Nﬁ/lnat'\éﬁta?glc Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 58] 34 35 36 37 38 39 40 4
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © © @) ©

76
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PLAIN SHANK [ €. 1 V2 1S Jpe

CARBIDE, 2 FLUTE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents pour usinage de rainure
() 2 TAGLIENTI PER NERVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Geeignet flr hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

/ / SHRINK FIT HOLDER D47-72
Ao /1< BLUE © POWERMLLNGCHUCK  D161-176

. 30 ~ Recommended ERCOLLET CHUCK D73-116
p.C135-136 ToolHolder  RORRIGHMIENTAR D183-201

Unit : mm
Mill Shank Length Length Overall Neck
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3
G8A45863 0.1 4 0.15 0.3 45 0.085
G8A45864 0.1 4 0.15 0.5 45 0.085
G8A45002 0.2 4 0.3 0.5 45 0.17
G8A45815 0.2 4 0.3 1 45 0.17
G8A45816 0.2 4 0.3 1.5 45 0.17
G8A45003 0.3 4 0.45 1 45 0.27
G8A45844 0.3 4 0.45 1.5 45 0.27
G8A45817 0.3 4 0.45 2 45 0.27
G8A45818 0.3 4 0.45 3 45 0.27
G8A45842 0.3 4 0.45 4 45 0.27
G8A45843 0.4 4 0.6 1 45 0.37
G8A45004 0.4 4 0.6 2 45 0.37
G8A45984 0.4 4 0.6 3 45 0.37
G8A45985 0.4 4 0.6 4 45 0.37
G8A45986 0.4 4 0.6 5 45 0.37
G8A45005 0.5 4 0.7 2 45 0.45
G8A45861 0.5 4 0.7 2.5 45 0.45
G8A45988 0.5 4 0.7 4 45 0.45
G8A45989 0.5 4 0.7 6 45 0.45
G8A45990 0.5 4 0.7 8 45 0.45
G8A45006 0.6 4 0.9 2 45 0.55
G8A45860 0.6 4 0.9 3 45 0.55
Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer » NEXT PAGE
might not be uniformed. However, it doesn't affect the performance of the tool.
Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.012 ‘ h5
© : Excellent O:Good
1SO | M
Dysitﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5] 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
1S 0 T ]
Dgﬁggn w%%gmuawc;y Aluminum-cast, alloyed Copperand CogperAlloys N&g{‘gﬁ;ﬂlg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed ng'"lergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 4
HRe 15 30 25 38 34 55 60 42 55
HB 60 100 75 9 130 10 9 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © O @) ©
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CARBIDE, 2 FLUTE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents pour usinage de rainure

END MILLS

PLAIN SHANK I 1.1 V2 L e

76

CARBIDE, 2 FLUTE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents pour usinage de rainure

PLAIN SHANK [ €. 1 V2 1S Jpe

() 2 TAGLIENTI PER NERVATURE

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

P Designed for high precision milling operation.

P Higher wear-resistance.

BHDLE

» Geeignet zum Frasen hochgeharteter Stahle.

» Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

» Geeignet fiir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

o I '%E%D

L2

Plain Shank Page

HYDRAULICCHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

Mill Shank Length Length Overall Neck
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L2 D3

Recommended ERCOLLET CHUCK D73-116
p.C135-136 e O ssimcruck D183-201
Unit : mm

L3
G8A45991 0.6 4 0.9 4 45 0.55
G8A45992 0.6 4 0.9 6 45 0.55
G8A45993 0.6 4 0.9 8 45 0.55
G8A45819 0.6 4 0.9 10 45 0.55
G8A45862 0.8 4 1.2 2 45 0.75
G8A45008 0.8 4 1.2 4 45 0.75
G8A45908 0.8 4 1.2 6 45 0.75
G8A45909 0.8 4 1.2 8 45 0.75
G8A45994 0.8 4 1.2 10 45 0.75
G8A45995 0.8 4 1.2 12 45 0.75
G8A45996 1.0 4 1.5 4 45 0.95
G8A45010 1.0 4 1.5 6 45 0.95
G8A45912 1.0 4 1.5 8 45 0.95
G8A45913 1.0 4 1.5 10 45 0.95
G8A45914 1.0 4 1.5 12 45 0.95
G8A45997 1.0 4 1.5 16 50 0.95
G8A45998 1.0 4 1.5 20 55 0.95
G8A45012 1.2 4 1.8 6 45 1.15
G8A45915 1.2 4 1.8 8 45 1.15
G8A45916 1.2 4 1.8 10 45 1.15
G8A45917 1.2 4 1.8 12 45 1.15
G8A45999 1.2 4 1.8 16 50 1.15

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn’t affect the performance of the tool.

P NEXT PAGE

0~-0.012 ‘ h5
© : Excellent O :Good

ISO M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodtijrlgrr] cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 1 12 13 14 15 16 17 18 19 20

HRc 13 25 28 32 10 29 32 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O

1SO s |

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(eérlgrr:gecloé)g:rs;\"oys Nol

Description - wrought alloy

VDI3323 21 22 23 24 25 26 27 28

HRc

HB 60 100 75 920 130 110 20 100

Recommend

Heat Resistant Super Alloys Titanium Alloys Hasr?:é}ed ng{“ﬁgn Fcl:a;gtm
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

© © O ©

C116

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO,, LTD.

() 2 TAGLIENTI PER NERVATURE

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P Geeignet flr hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

Mill Shank Length Length Overall Neck
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

le
L3
L2
|

Plain Shank Page

HYDRAULIC CHUCK D15-46

/ / SHRINK FIT HOLDER D47-72
Ao /1< BLUE © POWERMLLNGCHUCK  D161-176
. 30 ~ Recommended ERCOLLET CHUCK D73-116
p.C135-136 ToolHolder  RORRIGHMIENTAR D183-201
Unit : mm

G8A45015 1.5 4 2.3 6 45 1.45
G8A45923 1.5 4 2.3 8 45 1.45
G8A45924 1.5 4 2.3 10 45 1.45
G8A45925 1.5 4 2.3 12 45 1.45
G8A45926 1.5 4 2.3 14 50 1.45
G8A45927 1.5 4 2.3 16 50 1.45
G8A45928 1.5 4 2.3 18 55 1.45
G8A45810 1.5 4 2.3 20 55 1.45
G8A45958 2.0 4 3.0 6 45 1.95
G8A45020 2.0 4 3.0 8 45 1.95
G8A45959 2.0 4 3.0 10 45 1.95
G8A45960 2.0 4 3.0 12 45 1.95
G8A45961 2.0 4 3.0 14 50 1.95
G8A45962 2.0 4 3.0 16 50 1.95
G8A45963 2.0 4 3.0 18 55 1.95
G8A45964 2.0 4 3.0 20 55 1.95
G8A45966 2.0 4 3.0 25 60 1.95
G8A45814 2.0 4 3.0 30 70 1.95
G8A45975 3.0 6 4.5 10 45 2.85
G8A45976 3.0 6 4.5 12 45 2.85
G8A45977 3.0 6 4.5 14 50 2.85
G8A45978 3.0 6 4.5 16 55 2.85
Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer p» NEXT PAGE

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance

might not be uniformed. However, it doesn't affect the performance of the tool.

0~-0.012 ‘ h5
© : Excellent O:Good
ISO M
Dysitﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommend O O O

O

Ol e e e . s

Dgﬁggn w%%gmuawoy Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrs)Alloys N&g{‘gﬁ;ﬂlg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed ng'"lergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©)
G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mailyg1@ygl.kr  C117
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CARBIDE, 2 FLUTE for RIB PROCESSING

& VOLLHARTMETALL, 2 SCHNEIDEN fiir SCHMALE RIPPEN
() Fraise carbure, 2 dents pour usinage de rainure
() 2 TAGLIENTI PER NERVATURE

PLAIN SHANK I 1,71 V2 L e

P Designed to machine high hardened materials.
p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.
» Excellent workpiece finish.
P Designed for high precision milling operation.
P Higher wear-resistance.
Plain Shank Page

HYDRAULIC CHUCK D15-46

o / SHRINK FIT HOLDER D47-72
/1< BLUE © POWERMILLNGCHUCK  D161-176

.. Recommended ERCOLLET CHUCK D73-116
p.C135-136 e O ssimcruck D183-201

» Geeignet zum Frasen hochgeharteter Stahle.

» Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

» Geeignet fiir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

o | = D:LE%D

L2

Unit : mm
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3
G8A45979 3.0 6 4.5 18 55 2.85
G8A45980 3.0 6 4.5 20 60 2.85
G8A45981 3.0 6 4.5 25 65 2.85
G8A45832 3.0 6 4.5 30 70 2.85
G8A45833 3.0 6 4.5 35 80 2.85
G8A45983 3.0 6 4.5 40 90 2.85
G8A45040 4.0 6 6 12 50 3.85
G8A45801 4.0 6 6 16 60 3.85
G8A45802 4.0 6 6 20 60 3.85
G8A45803 4.0 6 6 25 70 3.85
G8A45834 4.0 6 6 30 70 3.85
G8A45835 4.0 6 6 35 80 3.85
G8A45836 4.0 6 6 40 90 3.85
G8A45837 4.0 6 6 45 90 3.85
G8A45838 4.0 6 6 50 100 3.85

76

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn'’t affect the performance of the tool.

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.012 h5
© : Excellent O :Good
el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%mﬁd, Stainless steel Grey cast iron Nodt#grr] cast Malleﬁl’):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 S T—

Material Aluminum- . Copper and CopperAlloys  Non Metallic : s Hardened Chiled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze/ é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©

C118 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

PLAIN sHANK [ ctc7. {1 j S
CARBIDE, 2 FLUTE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN mit ABGESETZTEM SCHAFTTEIL
{) Fraise carbure, 2 dents, détalonnée
() 2 TAGLIENTI CON SCARICO ESTESO

P Designed to machine high hardened materials.

» Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

» Designed for high precision milling operation.

» Higher wear-resistance.

P Geeignet zum Frasen hochgeharteter Stahle.

P Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

P Excellente Werkstiickoberflachen.

P»Geeignet fur hochprazises Frasen.

P Hohere Verschleil¥festigkeit.

D3

:[01

L2

up to @3.5mm over @3.5mm

Plain Shank Page
HYDRAULIC CHUCK D15-46

/ / SHRINK FIT HOLDER D47-72
Ao /1< BLUE © POWERMLLNGCHUCK  D161-176

. 30 . Recommended ERCOLLET CHUCK D73-116
p.C137-139 ToolHolder  RORRIGHMIENTAR D183-201

Unit : mm
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3

G8A01001 0.1 4 0.2 - 40 -

G8A01002 0.2 4 0.4 - 40 -

G8A01003 0.3 4 0.6 - 40 -

G8A01004 0.4 4 0.8 - 40 -

G8A01005 0.5 4 1 - 40 -

G8A01006 0.6 4 1.2 - 40 -

G8A01007 0.7 4 1.4 - 40 -

G8A01008 0.8 4 1.6 - 40 -

G8A01009 0.9 4 2 - 40 -

G8A010104S 1.0 4 1.5 3 50 0.95
G8A01010 1.0 6 1.5 3 50 0.95
G8A010154S 1.5 4 1.7 4 50 1.45
G8A01015 1.5 6 1.7 4 50 1.45
G8A010204S 2.0 4 2 5 50 1.95
G8A01020 2.0 6 2 5 50 1.95
G8A010254S 25 4 2.5 6 55 2.4
G8A01025 25 6 2.5 6 55 2.4
G8A01030 3.0 6 3 8 55 2.85
G8A01035 35 6 3.5 9 55 3.35
G8A01040 4.0 6 4 10 55 3.85
G8A01050 5.0 6 5 13 55 4.85
G8A01060 6.0 6 6 15 55 5.85
G8A01080 8.0 8 8 20 65 7.7
G8A01100 10.0 10 10 25 75 9.7
G8A01120 12.0 12 12 28 85 11.7
G8A01160 16.0 16 16 32 90 15.7
G8A01200 20.0 20 20 40 105 19.7

Due to the characteristics of the blue decoration layer, it might be

h y Size Mill Dia. SIIELBIER
erased during short term use and the color layer might not be Tolerance (mm Tolerance

uniformed. However, it doesn't affect the performance of the tool. up to @6 0~-0.012
- h5

over @6 0~-0.015
© : Excellent O : Good

Fopm P M

Dysitﬁgt?én Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nwl#glr] cast Malleﬁtl)):]e cast

VDI 3323 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommend O O O O
150 T

Dgﬁggn w%lggmuawoy Aluminum-cast, alloyed Copp(%'rgnnczieol%prgesrs)Alloys Nf\’ﬂr;{‘gﬁtaalg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed ng'"lergn g’gﬁﬁ

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © O O ©
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UELNY  G8A02 sercs
CARBIDE, 4 FLUTE with EXTENDED NECK

& VOLLHARTMETALL, 4 SCHNEIDEN mit ABGESETZTEM SCHAFTTEIL
() Fraise carbure, 4 dents, détalonnée
() 4 TAGLIENTI CON SCARICO ESTESO

» Geeignet zum Frasen hochgeharteter Stahle.

» Geeignet zum Trockenfrasen und HSC-Frasen dank
neuentwickeltem Material und Beschichtung.

p Excellente Werkstlickoberflachen.

» Geeignet fiir hochprazises Frasen.

P Hohere Verschleilfestigkeit.

P Designed to machine high hardened materials.

p Suitable for dry cutting, high speed cutting thanks to
newly developed raw-material and new coating.

» Excellent workpiece finish.

P Designed for high precision milling operation.

P Higher wear-resistance.

D3

Nl =
s T T

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

@ POWERMILLINGCHUCK  D161-176

p 0140 AN O ST S
Unit : mm
T
Diameter Diameter of Cut Below Shank Length Diameter
D1 D2 L1 L3 L2 D3
G8A02010 1.0 6 1.5 3 50 0.95
G8A02020 2.0 6 2 5 50 1.95
G8A02030 3.0 6 3 8 55 2.85
G8A02040 4.0 6 4 10 55 3.85
G8A02050 5.0 6 5 13 55 4.85
G8A02060 6.0 6 6 15 55 5.85
G8A02080 8.0 8 8 20 65 7.7
G8A02100 10.0 10 10 25 75 9.7
G8A02120 12.0 12 12 28 85 11.7
G8A02160 16.0 16 16 32 90 15.7
G8A02200 20.0 20 20 40 105 19.7

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer might not be
uniformed. However, it doesn’t affect the performance of the tool.

Size Mill Dia. Shank Dia.
Tolerance (mm Tolerance

up to J6 0~-0.012 h5
over J6 0~-0.015
© : Excellent O :Good
el ... P M
Dm.sﬁgt?tlm Non-alloy steel Low alloy steel H%ml, Stainless steel Grey cast iron Nodlijrlgrr] cast Malleﬁ(l))l]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
150 S T—

Material  Aluminum- f Copper and CopperAlloys Non Metallic ; f Hardened Chiled Hardened
Description wrought alloy Aluminum-cast, alloyed (Bronze/ é)rg:s) Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castiron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend © © @) ©

'I/G PLAIN SHANK

C120 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

CARBIDE, 6&8 FLUTE 45° HELIX LONG LENGTH

& VOLLHARTMETALL, 6&8 SCHNEIDEN 45° RECHTSSPIRALE LANG
() Fraise carbure, 6&8 dents, hélice 45°, longue
() 6&8 TAGLIENTI, ELICA 45°, TAGLIENTE LUNGO

P Designed to machine high hardened materials. P Speziell ausgelegt fir die Hartbearbeitung
» Designed for high abrasion resistance thanks to negative rake P Ausgelegt fir hohe Abriebfestigkeit dank der negativen
angle. Spanwinkel.
p» Excellent side-cutting of press mold field. P hervorragend geeignet fir die Seitenbearbeitung im Formenbau

S —

L2

Plain Shank Page
HYDRAULIC CHUCK D15-46

/ / SHRINK FIT HOLDER D47-72
= 4, BLUE © POWERMLLNGCHUCK  D161-176
© Recommended ERCOLLET CHUCK D73-116
o= p.C142 ToolHolder  RORRIGHMIENTAR D183-201
Unit : mm
Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L1 L2

G8D63060 6.0 6 13 57 6
G8D63080 8.0 8 19 63 6
G8D63100 10.0 10 22 72 6
G8D63120 12.0 12 26 83 6
G8D63140 14.0 14 26 83 6
G8D63160 16.0 16 32 92 6
G8D63180 18.0 18 32 92 8
G8D63200 20.0 20 38 104 8
G8D63250 25.0 25 44 104 8

Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn'’t affect the performance of the tool.

Mill Dia. Shank Dia.

Tolerance (mm) Tolerance
0~-0.02 h5

s “ "Enforced Cutting Edge

© : Excellent O : Good
so T ]

D’(\eﬁs%tﬁgt?clm Non-alloy steel Low alloy steel H'%zg'{gyoledstggel’ Stainless steel Grey cast iron Nw?:g; cast MalleﬁgLe cast

VDI 3323 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommend O O O O
e . s

ngm:gt?én w’:‘g&gm‘;woy Aluminum-cast, alloyed Copp(%'rgnnczieol%prgesrs)Alloys Nf\’ﬂr;{‘gﬁtaalg'c Heat Resistant Super Alloys Titanium Alloys Hagleeer}ed C%glllergn %ﬁ

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend © O @) ©
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G END MILLS

CARBIDE, 6&8 FLUTE 45° HELIX EXTRA LONG LENGTH

& VOLLHARTMETALL, 6&8 SCHNEIDEN 45° RECHTSSPIRALE EXTRA LANG
() Fraise carbure, 6&8 dents, hélice 45°, extra-longue
() 6&8 TAGLIENTI, ELICA 45°, TAGLIENTE EXTRA LUNGO

P Designed to machine high hardened materials. P Speziell ausgelegt fir die Hartbearbeitung
» Designed for high abrasion resistance thanks to negative rake P Ausgelegt fiir hohe Abriebfestigkeit dank der negativen
angle. Spanwinkel.
P Excellent side-cutting of press mold field. » Hervorragend geeignet fir die Seitenbearbeitung im Formenbau

Plain Shank Page

HYDRAULIC CHUCK D15-46
SHRINK FIT HOLDER D47-72

© POWERMILLNGCHUCK  D161-176

Recommended ERCOLLET CHUCK D73-116
p.C143 e O ssimcruck D183-201

Unit : mm

RECOMMENDED CUTTING CONDITIONS

76
EMPFOHLENE SCHNEIDPARAMETER

Ap
(;8359, (1] :{:7: "8 4 FLUTE CORNER RADIUS - SIDE CUTTING I% Ye=minin,

i Rl e e

VoI | Materil T hamel
et 5o [ [ s e s oo | o | e
Vi 180 205 215 235 255 250 250 250 250

ram
c
fz

Diameter (@)

0120 | 0182 | 0257 = 03 | 0343 | 0463 0578 0701 | 0925
I Non-alloysteel 03D O1R oy ogeug 21751 17109 14961 | 13528 9947 | 7958 | 6631 | 4974
FEED = 14782 15835 17588 | 17953 = 18561 18422 = 18308 | 18595 18402
Ve 180 205 215 235 255 250 250 250 250
fz 0120 = 0182 | 0257 = 03 | 0343 | 0463 0578 0701 | 0925
Lowalloysteel 03D 01R  poy 25643 21751 | 17109 14961 | 13528 9047 | 7958 | 6631 | 4974
FEED = 14782 15835 17588 & 17953 | 18561 18422 = 18308 | 18595 18402

Ve 180 205 215 235 255 250 250 250 250

030 o0iR 2 0129 = 0182 | 0257 03 0343 = 0463 | 0578 | 0701 0925

. . RPM 28648 | 21751 17109 | 14961 | 13528 | 9947 7958 6631 4974

High alloyed steel, FEED | 14782 | 15835 | 17588 = 17953 | 18561 | 18422 | 18398 | 18595 | 18402
and ool steel Ve 140 160 165 175 200 200 200 200 195

03D 0.R fz 0.111 0.147 0.231 0.284 0.329 0438 0.547 0.66 0.897
- . RPM 22282 16977 13130 ma 10610 7958 6366 5305 3879
FEED 9893 9982 12132 12656 13963 13942 13929 14006 13919

Vc 140 160 165 175 200 200 200 200 195
03D 0.R fz 0111 0.147 0.231 0.284 0.329 0438 0.547 0.66 0.897
- . RPM 22282 16977 13130 ma 10610 7958 6366 5305 3879
FEED 9893 9982 12132 12656 13963 13942 13929 14006 13919

Vc 95 200 140 155 170 170 170 170 165
03D 0.R fz 0.131 0.16 0.209 0.25 0.306 0.404 0.509 0611 0.833
- . RPM 15120 21221 11141 9868 9019 6764 5411 4509 3283
FEED 7923 13581 9314 9868 11039 10931 11017 11021 10938

Vc 70 90 100 110 120 120 120 120 120
03D 0.05R fz 0.101 0.121 0.172 0.214 0.25 0.349 0.447 0.547 0.729
- * RPM 1ma 9549 7958 7003 6366 4775 3820 3183 2387
FEED 4501 4622 5475 5994 6366 6665 6830 6965 6961
Vc 55 65 70 75 85 85 85 85 85
03D 0.05R fz 0.07 0.091 0.129 0.158 0.2 0.301 0.352 04 0.5
- : RPM 8754 6897 5570 4775 4509 3382 2706 2255 1691
FEED 2451 2510 2874 3018 3608 4072 3810 3608 3382
\'d 140 160 165 175 200 200 200 200 195
03D 0.R fz 0.111 0.147 0.231 0.284 0.329 0438 0.547 0.66 0.897
- . RPM 22282 16977 13130 ma 10610 7958 6366 5305 3879
FEED 9893 9982 12132 12656 13963 13942 13929 14006 13919
\'d 95 200 140 155 170 170 170 170 165
41 03D 0.R fz 0.131 0.16 0.209 0.25 0.306 0.404 0.509 0611 0.833
- . RPM 15120 21221 11141 9868 9019 6764 5411 4509 3283
FEED 7923 13581 9314 9868 11039 10931 11017 11021 10938
NORMAL SPEED
so| VOI | Materil re | Ao |pwamew  Dameter |
3323 | Description : 20 30 | 40 | 50 60 | 80 | 100 | 120 . 160 ]
\'d 85 920 100 100 110 110 110 110 110
fz 0.12 0.17 0.22 0.281 0.33 044 0.546 0.659 0.869

I Non-alloysteel 05D 02R oy 1353 o549 7958 | 6366 | 5836 | 4377 | 3501 | 2018 | 2188
FEED = 6494 6494 | 7003 7156 | 7703 | 7703 7647 | 7691 7607
Ve 85 9% 100 100 110 110 110 110 110
fz 012 | 017 022 | 0281 033 | 044 0546 0659 0869
Lowalloysteel 05D 02R poy 13533 o549 7958 6366 5836 | 4377 | 3501 | 20918 2188
FEED = 6494 6494 | 7003 7156 | 7703 | 7703 7647 | 7691 | 7607

Ve 85 90 100 100 110 110 110 110 110

05D o2r 2 0.12 0.17 022 0.281 033 0.44 0546 = 0659 | 0869

‘ . . RPM | 13528 = 9549 7958 6366 5836 4377 3501 2918 2188

Highalloyed steel, FEED = 6494 6494 7003 7156 7703 7703 7647 7691 7607
andtool steel Ve 60 65 70 75 75 75 75 75 80

05D 0.2R fz 0.099 0.15 0.2 0.25 0.299 0.402 0.5 0.598 0.79
- - RPM 9549 6897 5570 4775 3979 2984 2387 1989 1592
FEED 3782 4138 4456 4775 4759 4799 4775 4759 5029

Vc 60 65 70 75 75 75 75 75 80
05D 0.2R fz 0.099 0.15 0.2 0.25 0.299 0402 0.5 0.598 0.79
- - RPM 9549 6897 5570 4775 3979 2984 2387 1989 1592
FEED 3782 4138 4456 4775 4759 4799 4775 4759 5029

Vc 35 45 50 55 55 55 55 55 55
05D 0.2R fz 0.1 0.151 0.2 0.235 0.302 0.398 0.5 0.603 0.795
- - RPM 5570 4775 3979 3501 2918 2188 1751 1459 1094
FEED 2228 2884 3183 3291 3525 3484 3501 3519 3480

Mill Shank Lengt Overall
Diameter Diameter of Cut Length '}‘:‘I’l-jt‘;f
D1 D2 L1 L2
G8D64060 6.0 6 26 70 6
G8D64080 8.0 8 36 90 6
G8D64100 10.0 10 46 100 6
G8D64120 12.0 12 56 110 6
G8D64160 16.0 16 66 130 6
G8D64200 20.0 20 76 140 8
G8D64250 25.0 25 92 180 8
Due to the characteristics of the blue decoration layer, it might be erased during short term use and the color layer
might not be uniformed. However, it doesn'’t affect the performance of the tool.
Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.03 ‘ h5
: “ "Enforced Cutting Edge
© : Excellent O : Good
1ISO ] ]
D(’;Asaclt?gl?llm Non-alloy steel Low alloy steel H‘m"gydedstesge" Stainless steel Grey cast iron NOd?rlgrr] cast Malle?rg::e cast
VDI3323 1 2 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O O
1SO s |

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(eér“a)rr:gecloé)rg:rs,;klloys N

Description - wrought alloy

VDI3323 21 22 23

HRc

HB 60 100 75

Recommend

24 25 26 27 28 29

920 130 110 20 100

lon Metallic
Materials

30 31 32
15 30

Heat Resistant Super Alloys

25

34 35 36
38 34

200 280 250 350 320 400Rm

Titanium Alloys

Hardened Chiled Hardened
steel Castlron Castlron
37 38 39 40 41

55 60 42 55

1050Rm 550 630 400 550

© © O ©
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Vc 20 25 30 35 35 35 35 35 35
05D 0.R fz 0.078 0.101 0.132 0.182 0.25 033 042 0.5 0.661
- . RPM 3183 2653 2387 2228 1857 1393 1114 928 696
FEED 993 1072 1261 1622 1857 1838 1872 1857 1841
Vc 15 20 20 25 25 25 25 25 25
05D 0.R fz 0.063 0.08 0.1 0.117 0.147 0.2 0.25 0.299 0.398
- . RPM 2387 2122 1592 1592 1326 995 796 663 497
FEED 602 679 637 745 780 796 796 793 792
\'d 60 65 70 75 75 75 75 75 80
05D O02R fz 0.099 0.15 0.2 0.25 0.299 0402 0.5 0.598 0.79
- - RPM 9549 6897 5570 4775 3979 2984 2387 1989 1592
FEED 3782 4138 4456 4775 4759 4799 4775 4759 5029
\'d 35 45 50 55 55 55 55 55 55
41 05D  O02R fz 0.1 0.151 0.2 0.235 0.302 0.398 0.5 0.603 0.795
- - RPM 5570 4775 3979 3501 2918 2188 1751 1459 1094
FEED 2228 2884 3183 3291 3525 3484 3501 3519 3480
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GBA46, (¢1.]:\.7- #9888 2 FLUTE BALL NOSE FOR RIB PROCESSING

VDI Material

5

Non-alloy steel

Low alloy steel

High alloyed steel,
andtool steel

Vc
fz
RPM
FEED

RPM
FEED
Ap
Vc

RPM
FEED
Ap
Ve

RPM
FEED

Vc

RPM
FEED

meter
31

0.003~0.004
50000
265~310
0.006~0.016
31
0.003~0.004
50000
300~350
0.006~0.016
31
0.003~0.004
50000
300~350
0.006~0.016
31
0.003~0.003
50000
265~310
0.005~0.013
31
0.009~0.011
50000
225~265
0.005~0.012
31
0.009~0.011
50000
225~265
0.005~0.012
31
0.003~0.004
50000
300~350
0.006~0.016
31
0.003~0.003
50000
265~310
0.005~0.013

Diameter (@)

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.
Ap=mm

0 o405 05

45~47
0.005~0.005
48000~50000
440~460
0.010~0.017
45~47
0.005~0.005
48000~50000
480~520
0.010~0.017
45~47
0.005~0.005
48000~50000
480~520
0.010~0.017
45~47
0.004~0.005
48000~50000
440~460
0.008~0.014
43~47
0.017~0.017
46000~50000
390~420
0.007~0.013
43~47
0.017~0.017
46000~50000
390~420
0.007~0.013
45~47
0.005~0.005
48000~50000
480~520
0.010~0.017
45~47
0.004~0.005
48000~50000
440~460
0.008~0.014

60~63
0.007~0.008
48000~50000
450~550
0.013~0.032
60~63
0.007~0.008
48000~50000
720~790
0.013~0.032
60~63
0.007~0.008
48000~50000
720~790
0.013~0.032
60~63
0.005~0.006
48000~50000
450~550
0.011~0.026
58~63
0.017~0.018
46000~50000
400~460
0.010~0.024
58~63
0.017~0.018
46000~50000
400~460
0.010~0.024
60~63
0.007~0.008
48000~50000
720~790
0.013~0.032
60~63
0.005~0.006
48000~50000
450~550
0.011~0.026

50~55
0.006~0.013
31900~35200
450~540
0.007~0.028
54~78
0.006~0.013
34100~49500
600~870
0.007~0.028
54~78
0.006~0.013
34100~49500
600~870
0.007~0.028
50~55
0.006~0.008
31900~35200
450~540
0.005~0.023
50~55
0.028~0.027
31900~35200
440~480
0.005~0.021
50~55
0.028~0.027
31900~35200
440~480
0.005~0.021
54~78
0.006~0.013
34100~49500
600~870
0.007~0.028
50~55
0.006~0.008
31900~35200
450~540
0.005~0.023

50~56
0.007~0.015
26400~29700
440~540
0.007~0.034
54~77
0.007~0.015
28600~40700
590~850
0.007~0.034
54~77
0.007~0.015
28600~40700
590~850
0.007~0.034
50~56
0.007~0.010
26400~29700
440~540
0.006~0.028
50~56
0.030~0.032
26400~29700
400~480
0.006~0.025
50~56
0.030~0.032
26400~29700
400~480
0.006~0.025
54~77
0.007~0.015
28600~40700
590~850
0.007~0.034
50~56
0.007~0.010
26400~29700
440~540
0.006~0.028
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\DI
™™ 08 [0 [ 12 ]

Vc
fz
RPM
FEED
Ap
Vc
fz
RPM
FEED
Ap
Vc
111 g4
= RPM
(WA FEED

38.1 |z

EL¥ FEED

cPAN RPM
FEED
Ap
Ve

39.2 g
FEED
Ap

Ve

RPM
FEED
Ap
Ve

ZIN RPM
FEED!
Ap

r

50~55
0.010~0.020
19800~22000
460~550
0.016~0.064
55~77
0.010~0.020
22000~30800
640~890
0.016~0.064
55~77
0.010~0.020
22000~30800
640~890
0.016~0.064
50~55
0.010~0.014
19800~22000
460~550
0.013~0.052
50~55
0.044~0.045
19800~22000
440~500
0.012~0.048
50~55
0.044~0.045
19800~22000
440~500
0.012~0.048
55~77
0.010~0.020
22000~30800
640~890
0.016~0.064
50~55
0.010~0.014
19800~22000
460~550
0.013~0.052

48~55
0.012~0.024
15400~17600
470~540
0.008~0.080
55~76
0.012~0.024
17600~24200
600~850
0.008~0.080
55~76
0.012~0.024
17600~24200
600~850
0.008~0.080
48~55
0.013~0.018
15400~17600
470~540
0.007~0.065
48~55
0.057~0.057
15400~17600
440~500
0.006~0.060
48~55
0.057~0.057
15400~17600
440~500
0.006~0.060
55~76
0.012~0.024
17600~24200
600~850
0.008~0.080
48~55
0.013~0.018
15400~17600
470~540
0.007~0.065

45~53
0.016~0.027
12000~14000
460~540
0.024~0.032
54~70
0.016~0.027
14300~18700
590~780
0.024~0.032
54~70
0.016~0.027
14300~18700
590~780
0.024~0.032
45~53
0.016~0.023
12000~14000
460~540
0.020~0.026
45~53
0.070~0.069
12000~14000
420~480
0.018~0.024
45~53
0.070~0.069
12000~14000
420~480
0.018~0.024
54~70
0.016~0.027
14300~18700
590~780
0.024~0.032
45~53
0.016~0.023
12000~14000
460~540
0.020~0.026

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

Diameter (2)

68A46, G8 MY 2 FLUTE BALL NOSE FOR RIB PROCESSING

Ve =m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.
Ap=mm

47~54
0.020~0.035
10000~11500
440~540
0.031~0.048
52~67
0.020~0.035
11000~14300
580~760
0.031~0.048
52~67
0.020~0.035
11000~14300
580~760
0.031~0.048
47~54
0.019~0.027
10000~11500
440~540
0.025~0.039
47~54
0.084~0.083
10000~11500
420~480
0.023~0.036
47~54
0.084~0.083
10000~11500
420~480
0.023~0.036
52~67
0.020~0.035
11000~14300
580~760
0.031~0.048
47~54
0.019~0.027
10000~11500
440~540
0.025~0.039

50~55
0.027~0.047
7900~8800
470~530
0.024~0.160
53~69
0.027~0.047
8500~11000
590~800
0.024~0.160
53~69
0.027~0.047
8500~11000
590~800
0.024~0.160
50~55
0.027~0.034
7900~8800
470~530
0.020~0.130
50~55
0.111~0.109
7900~8800
440~480
0.018~0.120
50~55
0.111~0.109
7900~8800
440~480
0.018~0.120
53~69
0.027~0.047
8500~11000
590~800
0.024~0.160
50~55
0.027~0.034
7900~8800
470~530
0.020~0.130

50~55
0.045~0.088
5300~5800
590~650
0.064~0.240
54~77
0.045~0.088
5700~8200
730~1000
0.064~0.240
54~77
0.045~0.088
5700~8200
730~1000
0.064~0.240
50~55
0.051~0.061
5300~5800
590~650
0.052~0.195
50~55
0.208~0.214
5300~5800
550~620
0.048~0.120
50~55
0.208~0.214
5300~5800
550~620
0.048~0.120
54~77
0.045~0.088
5700~8200
730~1000
0.064~0.240
50~55
0.051~0.061
5300~5800
590~650
0.052~0.195

50~55
0.055~0.115
3950~4400
550~620
0.080~0.320
54~78
0.055~0.115
4300~6200
680~990
0.080~0.320
54~78
0.055~0.115
4300~6200
680~990
0.080~0.320
50~55
0.063~0.078
3950~4400
550~620
0.065~0.260
48~55
0.275~0.259
3850~4400
530~570
0.060~0.240
48~55
0.275~0.259
3850~4400
530~570
0.060~0.240
54~78
0.055~0.115
4300~6200
680~990
0.080~0.320
50~55
0.063~0.078
3950~4400
550~620
0.065~0.260
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RECOMMENDED CUTTING CONDITIONS
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EMPFOHLENE SCHNEIDPARAMETER

GBA28, GBA38, GBA53 scxcs ELALLITRVE:

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

GBA28, GBA38, GBA53 scxs ELATILINTEVS:

FEED = mm/min. FEED = mm/min.
ol Vo | el | | [ o Dametw@ ol [ Oamew@
3323 | Description P02 [ 03 [ 04 | 05 | 06 | 08 [ 10 | ™™ 12 | 15 | 20 | 30 | 40 | 50 | 60 | 80 [ 100 | 120 | 160 | 200 |
Vc 30 45 65 80 95 125 155 Ve 190 235 310 310 315 290 260 280 290 260 280 280
 Non-alloy steel 0.05D 0.02D fz 0012 0015 0.019 0.024 0.029 0.039 0.048 fz 0.051 0.054 0.057 0.091 0.12 0.156 0.174 0.189 0.199 0212 0238 0.264
RPM 47746 47746 51725 50930 50399 49736 49338 RPM | 50399 49869 49338 32892 25067 18462 13793 11141 9231 6897 5570 4456
FEED 1146 1432 1966 2445 2923 3879 4736 FEED | 5141 5386 5625 5986 6016 5760 4800 4211 3674 2924 2652 2353
X5070 Vc 30 45 65 80 95 125 155 Vc 190 235 310 310 315 290 260 280 290 260 280 280 X5070
END MILLS I 005D 0.02D fz 0012 0015 0.019 0.024 0.029 0.039 0.048 fz 0.051 0.054 0.057 0.091 0.12 0.156 0.174 0.189 0.199 0212 0238 0.264 END MILLS
Yy : : RPM 47746 47746 51725 50930 50399 49736 49338 RPM | 50399 49869 49338 32892 25067 18462 13793 11141 9231 6897 5570 4456
FEED 1146 1432 1966 2445 2923 3879 4736 FEED | 5141 5386 5625 5986 6016 5760 4800 4211 3674 2924 2652 2353
Ve 30 45 65 80 95 125 155 Ve 190 235 310 310 315 290 260 280 290 260 280 280
i | G fz 0012 0015 0.019 0.024 0.029 0.039 0.048 m fz 0.051 0.054 0.057 0.091 0.12 0.156 0.174 0.189 0.199 0212 0238 0.264
: . RPM 47746 47746 51725 50930 50399 49736 49338 RPM | 50399 49869 49338 32892 25067 18462 13793 11141 9231 6897 5570 4456
High alloyed steel, FEED 1146 1432 1966 2445 2923 3879 4736 FEED | 5141 5386 5625 5986 6016 5760 4800 4211 3674 2924 2652 2353
andtool steel Ve 30 45 65 80 95 125 155 Ve 180 225 300 300 300 280 255 270 280 250 270 270
2iT | e fz 0011 0014 0.017 0.021 0.025 0.033 0.042 fz 0.045 0.047 0.05 0.083 0111 0.138 0.153 0.164 0.174 0.187 0.206 0.227
. : RPM 47746 47746 51725 50930 50399 49736 49338 RPM | 47746 47746 47746 31831 23873 17825 13528 10743 8913 6631 5371 4297
FEED 1050 1337 1759 2139 2520 3283 4144 FEED | 4297 4488 4775 5284 5300 4920 4140 3524 3102 2480 2213 1951
Vc 30 45 65 80 95 125 155 Vc 180 225 300 300 300 280 255 270 280 250 270 270
25T | G fz 0011 0014 0.017 0.021 0.025 0.033 0.042 381 fz 0.045 0.047 0.05 0.083 0111 0.138 0.153 0.164 0174 0.187 0.206 0.227
. . RPM 47746 47746 51725 50930 50399 49736 49338 8 RPM | 47746 47746 47746 31831 23873 17825 13528 10743 8913 6631 5371 4297
FEED 1050 1337 1759 2139 2520 3283 4144 FEED | 4297 4488 4775 5284 5300 4920 4140 3524 3102 2480 2213 1951
Vc 30 40 55 70 85 115 140 Ve 160 205 250 250 250 235 205 225 235 210 225 225
w6 | e fz 0011 0013 0017 0.021 0.024 0.033 0.042 382 fz 0.045 0.047 0.05 0.075 0.1 0.125 0.141 0.15 0.16 0.17 0.189 0.208
. . RPM 47746 42441 43768 44563 45094 45757 44563 @ RPM | 42441 43502 39789 26526 19894 14961 10876 8952 7480 5570 4476 3581
FEED 1050 1103 1488 1872 2165 3020 3743 FEED | 3820 4089 3979 3979 3979 3740 3067 2686 2394 1894 1692 1490
Vc 25 40 50 65 75 100 125 Vc 145 175 220 220 220 210 190 200 205 190 200 200
005D 0.02D fz 0.01 0012 0015 0.019 0.023 0.03 0.038 391 fz 0.039 0.042 0.045 0.067 0.09 0.113 0.125 0.134 0.144 0.155 0.169 0.188
RPM 39789 42441 39789 41380 39789 39789 39789 RPM | 38462 37136 35014 23343 17507 13369 10080 7958 6525 5040 3979 3183
FEED 796 1019 1194 1572 1830 2387 3024 FEED | 3000 3119 3151 3128 3151 3021 2520 2133 1879 1562 1345 1197
Ve 20 35 45 55 65 20 110 Vc 130 155 200 200 200 180 165 175 180 165 175 175
0.05D. | 0.02D fz 0.01 0.012 0015 0.019 0.023 0.03 0.037 392 fz 0.04 0.041 0.044 0.067 0.088 0.111 0.122 0.132 0.142 0.142 0.143 0.143
. . RPM 31831 37136 35810 35014 34484 35810 35014 Bl RPM | 34484 32892 31831 21221 15915 11459 8754 6963 5730 4377 3482 2785
FEED 637 891 1074 1331 1586 2149 2591 FEED | 2759 2697 2801 2844 2801 2544 2136 1838 1627 1243 996 797
Ve 20 30 40 50 60 80 110 Ve 15 140 180 180 180 165 150 165 165 150 160 160
i | G fz 0.009 0011 0.014 0017 0.022 0.029 0.033 393 fz 0.038 0.039 0.04 0.061 0.079 0.1 0.109 0.119 0.13 0131 0.133 0.129
. : RPM 31831 31831 31831 31831 31831 31831 35014 B RPM | 30505 29709 28648 19099 14324 10504 7958 6565 5252 3979 3183 2546
FEED 573 700 891 1082 1401 1846 2311 FEED | 2318 2317 2292 2330 2263 2101 1735 1562 1366 1042 847 657
Vc 30 45 65 80 95 125 155 Ve 180 225 300 300 300 280 255 270 280 250 270 270
25T | fz 0011 0014 0.017 0.021 0.025 0.033 0.042 fz 0.045 0.047 0.05 0.083 0111 0.138 0.153 0.164 0.174 0.187 0.206 0.227
. . RPM 47746 47746 51725 50930 50399 49736 49338 RPM | 47746 47746 47746 31831 23873 17825 13528 10743 8913 6631 5371 4297
FEED 1050 1337 1759 2139 2520 3283 4144 FEED | 4297 4488 4775 5284 5300 4920 4140 3524 3102 2480 2213 1951
Vc 30 40 55 70 85 115 140 Ve 160 205 250 250 250 235 205 225 235 210 225 225
26T | e fz 0011 0013 0.017 0.021 0.024 0.033 0.042 . fz 0.045 0.047 0.05 0.075 0.1 0.125 0.141 0.15 0.16 017 0.189 0.208
. . RPM 47746 47746 51725 50930 50399 49736 49338 RPM | 47746 47746 47746 31831 23873 17825 13528 10743 8913 6631 5371 4297
FEED 1050 1337 1759 2139 2520 3283 4144 FEED = 4297 4488 4775 5284 5300 4920 4140 3524 3102 2480 2213 1951
p NEXT PAGE
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CARBIDE CARBIDE

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

“ o,
I/ G RECOMMENDED CUTTING CONDITIONS I/G
EMPFOHLENE SCHNEIDPARAMETER

(1.7, G{: ™ 3 FLUTE BALL NOSE k2

FEED = mm/min. FEED = mm/min.
so| VDI | Materil e | Ao | Dametw@ | so| VoI | Materil e | Ap e o Dametw@
3323 | Descrption 50 [ 40 | 50 | 60 | 80 | 100 | 120 | f60 | 200 3323 | Desaption ~ 50 [ 40 [ 50 | 60 | 80 | 100 | 120 [ 60 | 200 |
Ve 300 305 315 340 340 340 340 335 340 Ve 340 340 340 340 340 340 340 340 340
fz 0.09 0.107 0.121 0.159 0.181 0.202 0.225 0.229 0222 fz 0.071 0.08 0.09 0.101 0.116 0.128 0.145 0.144 0.144
I Non-alloysteel 0.05D 002D pov  5ia31 | 24271 | 20054 | 18038 | 13528 | 10823 | 9019 | 6665 | 5411 Non-alloysteel 005D 002D oy 36075 27056 | 21645 18038 | 13528 10823 9019 | 6764 5411
FEED = 8594 7791 7279 8604 7346 6558 6088 4579 3604 FEED = 10245 8658 7792 7287 6277 5541 5231 3896 3117
X5070 Vc 300 305 315 340 340 340 340 335 340 Vc 340 340 340 340 340 340 340 340 340 X5070
END MILLS fz 0.09 0.107 0.121 0.159 0.181 0.202 0.225 0.229 0.222 fz 0.071 0.08 0.09 0.101 0.116 0.128 0.145 0.144 0.144 END MILLS
Lowalloysteel 005D 002D oy 3ig31 | 24271 20054 | 18038 | 13528 10823 9019 | 6665 | 5411 Lowalloysteel 005D 0020 oy | 36075 27056 | 21645 18038 13528 | 10823 9019 | 6764 | 5411
FEED & 8594 7791 7279 8604 7346 6558 6088 4579 3604 FEED = 10245 8658 7792 7287 6277 5541 5231 3896 3117
1 Ve 300 305 315 340 340 340 340 335 340 11 Ve 340 340 340 340 340 340 340 340 340
- Highalloyedsteel, .. o 0.09 0107 | 0121 | 0159 | 0.181 0202 | 0225 | 0229 | 0222 - Highalloyedsteel, . oo f 0071 0.08 0.09 0101 | 0116 | 0128 | 0145 = 0144 | 0.144
and tool steel : : RPM 31831 24271 20054 | 18038 | 13528 & 10823 9019 6665 5411 andtool steel : : RPM 36075 | 27056 | 21645 18038 | 13528 10823 9019 6764 5411
FEED = 8594 7791 7279 8604 7346 6558 6088 4579 3604 FEED = 10245 8658 7792 7287 6277 5541 5231 3896 3117
Ve 255 255 265 285 285 285 285 285 285 Ve 285 285 280 285 285 285 285 285 285
s | aasn fz 0.072 0.09 0.108 0.136 0.155 0.168 0.187 0.19 0.192 i | o fz 0.06 0.07 0.081 0.092 0.103 0.111 0.125 0.129 0.126
. . RPM | 27056 | 20292 | 16870 | 15120 | 11340 9072 7560 5670 4536 . : RPM | 30239 | 22680 | 17825 | 15120 | 11340 9072 7560 5670 4536
FEED @ 5844 5479 5466 6169 5273 4572 4241 3232 2613 FEED | 7257 6350 5775 5564 4672 4028 3780 2926 2286
Vc 185 185 195 230 230 230 230 230 230 Ve 230 230 230 230 230 230 230 230 230
s | aass fz 0.072 0.087 0.099 0123 0.144 0.156 0173 0.18 018 e | aws fz 0.05 0.06 0.071 0.082 0.096 0.104 0.115 0.119 0.119
: : RPM | 19629 | 14722 | 12414 | 12202 9151 7321 6101 4576 3661 : : RPM | 24404 | 18303 | 14642 | 12202 9151 7321 6101 4576 3661
FEED = 4240 3842 3687 4502 3953 3426 3166 2471 1977 FEED @ 4881 4393 4158 4002 3514 3046 2806 2178 1743
Ve 175 180 185 210 210 210 210 210 205 Ve 210 210 210 210 210 210 210 210 205
waes | e fz 0.072 0.086 0.099 0.115 0.134 0.144 0.145 0.144 0.145 v | s fz 0.045 0.055 0.067 0.077 0.089 0.095 0.097 0.096 0.096
. : RPM | 18568 | 14324 | 11777 | 11141 8356 6685 5570 4178 3263 : : RPM | 22282 | 16711 | 13369 | 11141 8356 6685 5570 4178 3263
FEED | 4011 3696 3498 3844 3359 2888 2423 1805 1419 FEED | 4011 3676 3583 3431 2975 2540 2161 1604 1253
Ve 120 120 125 145 145 145 145 145 145 Ve 145 145 145 145 145 145 145 145 140
265 | e fz 0.072 0.087 0.099 0.108 0.125 0.144 0.144 0.144 0.143 25D | Gsrr fz 0.04 0.05 0.062 0.072 0.082 0.096 0.094 0.096 0.097
. : RPM | 12732 9549 7958 7692 5769 4615 3846 2885 2308 : : RPM | 15385 | 11539 9231 7692 5769 4615 3846 2885 2228
FEED = 2750 2492 2363 2492 2164 1994 1662 1246 990 FEED = 2462 2308 2289 2215 1892 1772 1446 1108 864
Ve 300 305 315 340 340 340 340 335 340 Ve 340 340 340 340 340 340 340 340 340
i | s fz 0.09 0.107 0.121 0.159 0.181 0.202 0.225 0.229 0.222 i | o fz 0.071 0.08 0.09 0.101 0116 0.128 0.145 0.144 0.144
. . RPM | 31831 | 24271 | 20054 | 18038 | 13528 | 10823 9019 6665 5411 . : RPM | 36075 | 27056 | 21645 | 18038 | 13528 | 10823 9019 6764 5411
FEED @ 8594 7791 7279 8604 7346 6558 6088 4579 3604 FEED = 10245 8658 7792 7287 6277 5541 5231 3896 3117
Ve 255 255 265 285 285 285 285 285 285 Ve 285 285 280 285 285 285 285 285 285
oo | e fz 0.072 0.09 0.108 0.136 0.155 0.168 0.187 0.19 0.192 e | wams fz 0.06 0.07 0.081 0.092 0.103 0.111 0.125 0.129 0.126
. : RPM | 27056 | 20292 | 16870 | 15120 | 11340 9072 7560 5670 4536 . : RPM | 30239 | 22680 | 17825 | 15120 | 11340 9072 7560 5670 4536
FEED = 5844 5479 5466 6169 5273 4572 4241 3232 2613 FEED = 7257 6350 5775 5564 4672 4028 3780 2926 2286

N
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CARBIDE CARBIDE

Y/
RECOMMENDED CUTTING CONDITIONS / G RECOMMENDED CUTTING CONDITIONS

EMPFOHLENE SCHNEIDPARAMETER EMPFOHLENE SCHNEIDPARAMETER

2 FLUTE CORNER RADIUS - SLOTTING o 2 FLUTE CORNER RADIUS - SIDE CUTTING o,
REED = i FEED = i
ol b Ae A Parameter
3323 Description P m
80 95

Diameter (@)

L 08 |10 20 ] 30 40 50 ] 60 | 80 100 120 ]

Diameter (@)

VDI | Materia - Dmee
= - P o5 T 06 [ 08 [ 10 [ 20 [ 30 [ 40 [ 50 [ 60 80 100 120
80 95

Ve 125 | 150 | 210 | 205 | 210 | 245 | 245 | 250 | 245 | 250 Ve 125 | 150 | 210 | 205 | 210 | 245 | 245 | 250 | 245 | 250
" Non-alloysteel 10D 0.05D fz 0001 | 0.002 | 0.002 0006 | 001 | 0015 0021 0026 0029 | 0037 0043 | 0051 Non-alloy steel 0.030 1.0D fz 0.002 | 0.003 | 0.003 0009 | 0014 0022 | 003 0037 | 0.041 0053 | 0062 0072
RPM | 50930 50399 | 49736 47746 | 33423 | 21751 | 16711 | 15597 | 12998 = 9947 | 7799 | 6631 RPM | 50930 50399 | 49736 47746 | 33423 | 21751 | 16711 15597 | 12998 = 9947 | 7799 & 6631

FEED | 102 | 202 | 199 | 573 | 668 | 653 | 702 | 811 | 754 | 736 @ 671 | 676 FEED | 204 & 302 | 298 | 859 | 936 | 957 | 1003 | 1154 1066 | 1054 = 967 | 955

X5070 Vc 80 95 125 | 150 | 210 | 205 | 210 | 245 | 245 | 250 | 245 | 250 Vc 80 95 125 | 150 | 210 | 205 | 210 | 245 | 245 | 250 | 245 250 X5070
END MILLS fz 0.001 | 0.002 | 0.002 0006 001 | 0015 0021 0026 0029 | 0037 0043 | 0051 fz 0.002 | 0.003 | 0.003 0009 | 0014 0022 003 0037 | 0.041 0053 | 0062 0072 END MILLS

Lowalloysteel 1.0D 005D oy 50930 50309 49736 47746 33423 21751 16711 15597 12998 9947 7799 6631 Lowalloysteel 003D 10D oy 50930 50309 49736 47746 33423 21751 16711 15597 12998 9947 7799 | 6631
FEED | 102 = 202 | 199 | 573 | 668 | 653 | 702 | 811 | 754 | 736 | 671 | 676 FEED | 204 | 302 | 298 | 859 | 936 | 957 | 1003 | 1154 1066 | 1054 = 967 | 955

Ve 80 95 | 125 | 150 | 210 | 205 | 210 | 245 | 245 | 250 | 245 | 250 Ve 80 95 125 | 150 | 210 | 205 | 210 | 245 | 245 | 250 | 245 | 250

< | oeEm fz 0.001 | 0.002 | 0.002 0006 | 001 | 0015 0021 0026 0029 | 0037 0043 | 0051 aim | 969 fz 0.002 | 0.003 | 0.003 0009 | 0.014 0022 | 003 0037 | 0.041 0053 | 0.062 0072

RPM | 50930 | 50399 | 49736 | 47746 | 33423 | 21751 | 16711 15597 | 12998 | 9947 | 7799 & 6631 RPM | 50930 | 50399 | 49736 | 47746 | 33423 | 21751 | 16711 | 15597 | 12998 | 9947 | 7799 | 6631

High alloyed steel, FEED | 102 = 202 | 199 @ 573 | 668 | 653 | 702 | 811 | 754 | 736 | 671 | 676 FEED | 204 & 302 | 298 | 859 | 936 | 957 | 1003 | 1154 1066 | 1054 = 967 | 955
andtool steel Ve 70 8 | 100 | 120 | 165 | 165 | 165 | 195 | 195 | 195 | 195 | 200 Ve 70 85 100 | 120 | 165 | 165 | 165 | 195 | 195 | 195 | 195 | 200
i | aoEm fz 0.001 | 0.002 | 0.002 0006 001 | 0016 | 0021 0026 003 | 0037 0044 0051 o | 16w fz 0.002 | 0.002 | 0.003 | 0.009 | 0015 0022 003 0037 | 0043 0053 | 0063 0074

RPM | 44563 | 45094 39789 | 38197 | 26261 | 17507 | 13130 | 12414 | 10345 7759 | 6207 | 5305 RPM | 44563 | 45094 | 39789 | 38197 | 26261 | 17507 | 13130 | 12414 10345 | 7759 | 6207 | 5305

FEED | 89 | 180 | 159 @ 458 | 525 | 560 | 551 | 646 | 621 | 574 | 546 & 541 FEED | 178 | 180 | 239 | 688 | 788 | 770 | 788 | 919 | 890 | 822 | 782 | 785

Vc 70 8 | 100 | 120 | 165 | 165 | 165 195 | 195 | 195 | 195 | 200 Vc 70 85 100 | 120 | 165 | 165 | 165 | 195 | 195 | 195 | 195 | 200

~i | aom fz 0.001 | 0.002 | 0.002 0006 | 001 | 0016 | 0021 0026 003 | 0037 0044 0051 o | 16w fz 0.002 | 0.002 | 0.003 K 0.009 | 0.015 0022 003 0037 | 0043 0053 | 0063 0074

. . RPM | 44563 | 45094 | 39789 38197 | 26261 | 17507 | 13130 | 12414 | 10345 | 7759 | 6207 | 5305 . . RPM | 44563 45094 | 39789 | 38197 | 26261 | 17507 | 13130 | 12414 | 10345 | 7759 | 6207 | 5305

FEED | 89 | 180 | 159 @ 458 | 525 | 560 | 551 | 646 | 621 | 574 | 546 541 FEED | 178 | 180 | 239 | 688 | 788 | 770 | 788 | 919 | 890 | 822 | 782 | 785

Vc 65 75 75 8 | 110 110 | 110 | 130 | 130 | 130 | 130 | 130 Vc 65 75 75 8 | 110 | 110 | 110 | 130 | 130 | 130 @ 130 | 130

o | oo fz 0.001 | 0.001 | 0.002 0006 001 | 0015 | 002 0024 0028 0034 | 004 @ 0047 aa | 16w fz 0.002 | 0.002 | 0.003 0008 | 0.014  0.021 | 0028 0034 | 004 0049 | 0058 0.067

E 05D pom 41380 39789 29842 25465 17507 11671 8754 8276 6897 5173 4138 3448 . U RPM | 41380 39789 | 29842 | 25465 | 17507 | 11671 | 8754 @ 8276 | 6897 @ 5173 | 4138 | 3448

FEED | 83 80 | 119 | 306 | 350 | 350 | 350 @ 397 | 38 | 352 | 331 @ 324 FEED | 166 @ 159 | 179 | 407 | 490 | 490 | 490 | 563 | 552 | 507 | 480 | 462

Vc 50 55 65 65 90 90 90 | 100 | 100 | 100 = 100 | 100 Vc 50 55 65 65 0 90 9 | 100 100 | 100 & 100 | 100

100 0.05D fz 0.001 | 0.001 | 0.001 H 0.004 | 0007 0011 | 0015 0018 | 0021 0026 | 003 | 0036 003D 1.0D fz 0.001 | 0.002 | 0.002  0.006 | 001 ' 0016 0021 0026 003 | 0037 0043 | 0051

RPM | 31831 29178 | 25863 20690 | 14324 | 9549 | 7162 | 6366 & 5305 | 3979 | 3183 | 2653 RPM | 31831 29178 | 25863 | 20690 | 14324 | 9549 | 7162 | 6366 | 5305 @ 3979 | 3183 | 2653

FEED | 64 58 52 | 166 | 201 | 210 | 215 | 229 | 223 | 207 | 191 | 191 FEED | 64 | 117 | 103 | 248 | 286 | 306 | 301 | 331 | 318 | 294 | 274 271

Ve 40 45 50 50 70 70 70 80 80 80 80 80 Vc 40 45 50 50 70 70 70 80 80 80 80 80

2000 005D fz 0.001 | 0.001 | 0.001 K 0.003 | 0.006 0009 | 0012 0014 | 0017 002 | 0024 0.029 0030 1.0D fz 0.001 | 0.001 | 0.002  0.005 | 0.008 0012 | 0017 002 | 0024 0029 | 0035 0042

: : RPM | 25465 23873 | 19894 15915 | 11141 | 7427 | 5570 | 5093 | 4244 | 3183 | 2546 | 2122 : . RPM | 25465 23873 | 19894 | 15915 | 11141 | 7427 | 5570 | 5093 | 4244 | 3183 | 2546 | 2122

FEED | 51 48 40 95 134 | 134 | 134 | 143 | 144 | 127 122 | 123 FEED | 51 48 8 | 159 | 178 | 178 | 189 | 204 & 204 | 185 | 178 | 178

Ve 30 40 40 40 60 60 60 70 70 70 70 70 Ve 30 40 40 40 60 60 60 70 70 70 70 70

< | aem fz 0.001 | 0.001 | 0.001 0003 | 0005 0007 | 001 | 0012 | 0014 0017 | 0021 | 0.024 o | 269 fz 0.001 | 0.001 | 0.001 | 0.004 | 0007 001 | 0014 0017 | 002 0024 | 0029 0034

: : RPM | 19099 21221 | 15915 12732 | 9549 | 6366 @ 4775 | 4456 | 3714 | 2785 | 2228 | 1857 . : RPM | 19099 | 21221 | 15915 | 12732 | 9549 | 6366 @ 4775 | 4456 | 3714 | 2785 | 2228 | 1857

FEED | 19 25 29 71 90 89 9% | 105 100 | 95 91 20 FEED | 38 42 32 | 102 | 134 | 127 | 134 | 152 | 149 | 134 | 129 | 126

Vc 70 8 | 100 | 120 | 165 | 165 | 165 | 195 | 195 | 195 | 195 | 200 Vc 70 85 100 | 120 | 165 | 165 | 165 | 195 | 195 | 195 | 195 | 200

| aemm fz 0.001 | 0.002 | 0.002 0006 001 | 0016 | 0021 0026 003 | 0037 0044 0051 oo | 16w fz 0.002 | 0.002 | 0.003 | 0.009 | 0015 0022 003 | 0037 | 0043 0053 | 0063 0074

: . RPM | 44563 | 45094 | 39789 38197 | 26261 | 17507 | 13130 | 12414 | 10345 | 7759 | 6207 | 5305 . . RPM | 44563 45094 | 39789 | 38197 | 26261 | 17507 | 13130 | 12414 | 10345 = 7759 | 6207 | 5305

FEED | 89 | 180 | 159 @ 458 | 525 | 560 | 551 | 646 | 621 | 574 | 546 541 FEED | 178 | 180 | 239 | 688 | 788 | 770 | 788 | 919 | 890 | 822 | 782 | 785

Ve 65 75 75 8 | 110 | 110 110 | 130 = 130 | 130 | 130 | 130 Ve 65 75 75 80 | 110 | 110 110 | 130 | 130 | 130 | 130 @ 130

o | oo fz 0.001 | 0.001 | 0.002 0006 001 | 0015 | 002 0024 | 0028 0034 | 004 | 0047 o | 16w fz 0.002 | 0.002 | 0.003  0.008 | 0.014  0.021 | 0028 0.034 | 004 0049 | 0058 0.067

: . RPM | 41380 39789 | 29842 | 25465 | 17507 | 11671 | 8754 | 8276 | 6897 | 5173 | 4138 | 3448 . . RPM | 41380 39789 | 29842 | 25465 | 17507 | 11671 | 8754 | 8276 | 6897 | 5173 | 4138 | 3448

FEED | 83 80 | 119 | 306 | 350 | 350 | 350 @ 397 | 38 | 352 | 331 | 324 FEED | 166 | 159 | 179 | 407 | 490 | 490 | 490 | 563 | 552 | 507 | 480 | 462

Ap E Ap
7,
e

Ae — F&
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CARBIDE

X5070

END MILLS

76

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

2 FLUTE CORNER RADIUS FOR RIB PROCESSING - SLOTTING

VDI Material

5

Non-alloy steel

Low alloy steel

High alloyed steel,
andtool steel

Vc
fz
RPM
FEED

RPM
FEED
Ap
Ve

RPM
FEED

Ve

RPM
FEED

40~52
0.006~0.009
25650~33000
370~470
0.0056~0.0350
40~52
0.006~0.009
25650~33000
370~470
0.0056~0.0350
40~52
0.006~0.009
25650~33000
370~470
0.0056~0.0350
37~41
0.005~0.007
23750~26000
285~315
0.0040~0.0250
22~28
0.016~0.014
14200~18000
115~130
0.016~0.014
40~52
0.006~0.009
25650~33000
370~470
0.0056~0.0350
37~41
0.005~0.007
23750~26000
285~315
0.0040~0.0250

39~66
0.005~0.013
20900~35200
330~560
0.0063~0.0294
39~66
0.005~0.013
20900~35200
330~560
0.0063~0.0294
39~66
0.005~0.013
20900~35200
330~560
0.0063~0.0294
38~41
0.004~0.007
19900~22000
190~290
0.0450~0.0210
22~29
0.017~0.015
11900~15500
100~120
0.017~0.015
39~66
0.005~0.013
20900~35200
330~560
0.0063~0.0294
38~41
0.004~0.007
19900~22000
190~290
0.0450~0.0210

41~66
0.007~0.018
16150~26400
360~590
0.0084~0.0392
41~66
0.007~0.018
16150~26400
360~590
0.0084~0.0392
41~66
0.007~0.018
16150~26400
360~590
0.0084~0.0392
38~42
0.006~0.010
15200~16700
210~310
0.0060~0.0280
23~29
0.024~0.021
9000~11700
110~125
0.024~0.021
41~66
0.007~0.018
16150~26400
360~590
0.0084~0.0392
38~42
0.006~0.010
15200~16700
210~310
0.0060~0.0280

Diameter (@)

39~59
0.009~0.022
12300~18700
350~540
0.0105~0.0280
39~59
0.009~0.022
12300~18700
350~540
0.0105~0.0280
39~59
0.009~0.022
12300~18700
350~540
0.0105~0.0280
33~36
0.008~0.013
10500~11500
190~280
0.0075~0.0200
20~25
0.032~0.029
6300~8050
100~115
0.032~0.029
39~59
0.009~0.022
12300~18700
350~540
0.0105~0.0280
33~36
0.008~0.013
10500~11500
190~280
0.0075~0.0200

39~66
0.010~0.028
10450~17600
350~590
0.0245~0.0700
39~66
0.010~0.028
10450~17600
350~590
0.0245~0.0700
39~66
0.010~0.028
10450~17600
350~590
0.0245~0.0700
34~38
0.009~0.015
9100~10000
180~280
0.0150~0.0420
20~26
0.037~0.033
5400~7000
100~115
0.037~0.033
39~66
0.010~0.028
10450~17600
350~590
0.0245~0.0700
34~38
0.009~0.015
9100~10000
180~280
0.0150~0.0420

43~83
0.012~0.046
9100~17600
430~830
0.0161~0.0770
43~83
0.012~0.046
9100~17600
430~830
0.0161~0.0770
43~83
0.012~0.046
9100~17600
430~830
0.0161~0.0770
33~38
0.011~0.020
7000~8000
180~280
0.0115~0.0550
20~26
0.047~0.042
4300~5500
100~115
0.047~0.042
43~83
0.012~0.046
9100~17600
430~830
0.0161~0.0770
33~38
0.011~0.020
7000~8000
180~280
0.0115~0.0550

Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.
Ap=mm

s [ o | o | w0 | 2 | 5 | 20|

40~66
0.016~0.045
6350~10550
340~570
0.0210~0.1400
40~66
0.016~0.045
6350~10550
340~570
0.0210~0.1400
40~66
0.016~0.045
6350~10550
340~570
0.0210~0.1400
38~42
0.015~0.025
6100~6700
200~300
0.0150~0.1000
23~30
0.056~0.051
3600~4700
100~120
0.056~0.051
40~66
0.016~0.045
6350~10550
340~570
0.0210~0.1400
38~42
0.015~0.025
6100~6700
200~300
0.0150~0.1000

Apl

C132

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO,, LTD.

76

2 FLUTE CORNER RADIUS - SLOTTING
ISO K VELSIEL Ap | Parameter
3323 Description
Vc 45 65 80

5

Non-alloy steel

Low alloy steel

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

0.05D

0.05D

0.05D

0.05D

0.05D

0.05D

0.02D

0.02D

0.05D

0.05D

fz
RPM
FEED
Vc

fz
RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED
Vc

RPM
FEED

0.002
47746
191
45
0.002
47746
191
45
0.002
47746
191
40
0.002
42441
170
40
0.002
42441
170
40
0.001
42441
85
30
0.001
31831
64
25
0.001
26526
53

0.002
42441
170

0.001
42441
85

0.002
51725
207
65
0.002
51725
207
65
0.002
51725
207
55
0.002
43768
175
55
0.002
43768
175
50
0.002
39789
159
40
0.001
31831
64
30
0.001
23873
48
55
0.002
43768
175
50
0.002
39789
159

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

0.004
50930
407
80
0.004
50930
407
80
0.004
50930
407
70
0.003
44563
267
70
0.003
44563
267
65
0.003
41380
248
50
0.002
31831
127
40
0.002
25465
102
70
0.003
44563
267
65
0.003
41380
248

06
95

0.005
50399
504
95
0.005
50399
504
95
0.005
50399
504
85
0.004
45094
361
85
0.004
45094
361
75
0.004
39789
318
55
0.003
29178
175
45
0.002
23873
95
85
0.004
45094
361
75
0.004
39789
318

Diameter (@)

125
0.006
49736
597
125
0.006
49736
597
125
0.006
49736
597
100
0.006
39789
477
100
0.006
39789
477
75
0.005
29842
298
65
0.004
25863
207
50
0.003
19894
119
100
0.006
39789
477
75
0.005
29842
298

Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.

“os | w0 | 12 | 15 | 20

150 160 175 210
0.008 0.009 0.011 0.013
47746 42441 37136 33423

764 764 817 869

150 160 175 210
0008 | 0009 | 0011 | 0013
47746 42441 37136 33423

764 764 817 869

150 160 175 210
0.008 0.009 0.011 0.013
47746 42441 37136 33423

764 764 817 869

120 130 145 165
0.008 0.009 0.011 0.013
38197 | 34484 | 30770 26261

611 621 677 683

120 130 145 165
0.008 0.009 0.011 0.013
38197 34484 30770 26261

611 621 677 683

80 85 100 110
0.007 0.008 0.01 0.012
25465 22547 21221 17507

357 361 424 420

65 75 80 90
0005 | 0006 | 0007 = 0.009
20690 19894 16977 14324

207 239 238 258

50 55 60 70
0004 | 0005 | 0006 & 0.007
15915 14589 12732 11141

127 146 153 156

120 130 145 165
0.008 0.009 0.011 0.013
38197 34484 30770 26261

611 621 677 683

80 85 100 110
0.007 0.008 0.01 0.012
25465 22547 21221 17507

357 361 424 420

- &
Ap E
7
e
Ae
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CARBIDE

X5070

END MILLS

VDI Material
Vc

5

Non-alloy steel

Low alloy steel

High alloyed steel,
andtool steel

0.03D

0.03D

0.03D

0.03D

0.03D

0.03D

0.03D

0.03D

0.03D

0.03D

0.03D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

fz
RPM
FEED
Vc

fz
RPM
FEED
Vc

fz
RPM
FEED
Vc

fz
RPM
FEED
Vc
fz
RPM
FEED
Vc
fz
RPM
FEED
Vc
fz
RPM
FEED
Vc
fz
RPM
FEED
Vc
fz
RPM
FEED
Vc
fz
RPM
FEED
Vc
fz
RPM
FEED

150
0.006
47746
1146
150
0.006
47746
1146
150
0.006
47746
1146
120
0.006
38197
917
120
0.006
38197
917
80
0.006
25465
611
65
0.004
20690
331
50
0.003
15915
191
40
0.003
12732
153
120
0.006
38197
917
80
0.006
25465
611

210
0.011
33423
1471
210
0.011
33423
1471
210
0.011
33423
1471
165
0.01
26261
1050
165
0.01
26261
1050
110
0.01
17507
700
90
0.007
14324
401
70
0.006
1m41
267
60
0.005
9549
191
165
0.01
26261
1050
110
0.01
17507
700

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

I V-yacet]:{i].§¥¥¥8 4 FLUTE CORNER RADIUS - SIDE CUTTING

205
0.016
21751
1392
205
0.016
21751
1392
205
0.016
21751
1392
165
0.014
17507
980
165
0014
17507
980
110
0.015
11671
700
90
0.011
9549
420
70
0.009
7427
267
60
0.007
6366
178
165
0.014
17507
980
110
0.015
11671
700

210
0.022
16711
1471
210
0.022
16711
1471
210
0.022
16711
1471
165
0.02
13130
1050
165
0.02
13130
1050
110
0.02
8754
700
90
0.015
7162
430
70
0.012
5570
267
60
0.01
4775
191
165
0.02
13130
1050
110
0.02
8754
700

Diameter (@)

0.025
15597
1560
245
0.025
15597
1560
245
0.025
15597
1560
195
0.024
12414
1192
195
0.024
12414
1192
130
0.024
8276
794
100
0.018
6366
458
80
0.015
5093
306
70
0.012
4456
214
195
0.024
12414
1192
130
0.024
8276
794

50 | 60 |
245 245

0.03
12998
1560
245
0.03
12998
1560
245
0.03
12998
1560
195
0.027
10345
1117
195
0.027
10345
1117
130
0.028
6897
772
100
0.021
5305
446
80
0.017
4244
289
70
0.014
3714
208
195
0.027
10345
1117
130
0.028
6897
772

Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.

80 ] 100 | 120 | 160 | 200 |
250 245 250 245 245
0.038 | 0.045 | 0.053 | 0.061 0.067
9947 7799 6631 4874 3899
1512 1404 1406 1189 1045
250 245 250 245 245
0.038 | 0.045 | 0.053 | 0.061 | 0.067
9947 7799 6631 4874 3899
1512 1404 1406 1189 1045
250 245 250 245 245
0.038 | 0.045 | 0.053 | 0.061 0.067
9947 | 7799 | 6631 4874 | 3899
1512 1404 1406 1189 1045
195 195 200 195 195
0.035 | 0.041 0.048 | 0.056 | 0.063
7759 | 6207 | 5305 3879 | 3104
1086 1018 1019 869 782
195 195 200 195 195
0.035 | 0.041 0.048 | 0.056 | 0.063
7759 6207 5305 3879 3104
1086 1018 1019 869 782
130 130 130 130 130
0.035 | 0.041 0.048 | 0.056 | 0.063
5173 4138 3448 2586 2069
724 679 662 579 521
100 100 100 100 100
0.026 0.03 0.036 | 0.042 | 0.048
3979 3183 2653 1989 1592
414 382 382 334 306

80 80 80 80 80
0.021 | 0024 | 0.029 | 0.034 @0.038
3183 2546 2122 1592 1273
267 244 246 217 193

70 70 70 70 70
0.017 0.02 0.024 | 0.029 | 0.033
2785 2228 1857 1393 1114
189 178 178 162 147
195 195 200 195 195
0.035 | 0.041 0.048 | 0.056 | 0.063
7759 6207 5305 3879 3104
1086 1018 1019 869 782
130 130 130 130 130
0.035 | 0.041 0.048 | 0.056 | 0.063
5173 4138 3448 2586 2069
724 679 662 579 521

Ap
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Vc

VDI Material
fz

Non-alloy steel RPM
FEED

Low alloy steel RPM

Highalloyedsteel, [,
and tool steel

RPM
FEED
Ap
Vc

RPM
FEED

Vc

RPM
FEED

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

2 FLUTE for RIB PROCESSING - SLOTTING

Diameter (2)
.2
31 41~47 39~63 40~52
0.003~0.004 0.004~0.004 0.006~0.006 0.007~0.007
50000 43000~50000 31400~50000 25650~33000
300~350 330~420 350~590 370~470
0.006~0.016 0.006~0.015 0.005~0.028 0.006~0.035
31 41~47 39~63 40~52
0.003~0.004 0.004~0.004 0.006~0.006 0.007~0.007
50000 43000~50000 31400~50000 25650~33000
300~350 330~420 350~590 370~470
0.006~0.016 0.006~0.015 0.005~0.028 0.006~0.035
31 41~47 39~63 40~52
0.003~0.004 0.004~0.004 0.006~0.006 0.007~0.007
50000 43000~50000 31400~50000 25650~33000
300~350 330~420 350~590 370~470
0.006~0.016 0.006~0.015 0.005~0.028 0.006~0.035
31 38~44 38~44 37~41
0.003~0.003 0.003~0.003 0.005~0.005 0.006~0.006
50000 39900~46200 30500~35200 23750~26000
265~310 265~310 295~340 285~315
0.005~0.013 0.004~0.011 0.003~0.020 0.004~0.025
31 23~30 23~31 22~28
0.002~0.003 0.002~0.003 0.003~0.004 0.004~0.004
50000 23900~32300 18300~24600 14200~18000
225~265 105~185 120~200 115~130
0.005~0.012 0.003~0.007 0.002~0.012 0.003~0.015
31 41~47 39~63 40~52
0.003~0.004 0.004~0.004 0.006~0.006 0.007~0.007
50000 43000~50000 31400~50000 25650~33000
300~350 330~420 350~590 370~470
0.006~0.016 0.006~0.015 0.005~0.028 0.006~0.035
31 38~44 38~44 37~41
0.003~0.003 0.003~0.003 0.005~0.005 0.006~0.006
50000 39900~46200 30500~35200 23750~26000
265~310 265~310 295~340 285~315
0.005~0.013 0.004~0.011 0.003~0.020 0.004~0.025

39~66
0.008~0.008
20900~35200
330~560
0.007~0.030
39~66
0.008~0.008
20900~35200
330~560
0.007~0.030
39~66
0.008~0.008
20900~35200
330~560
0.007~0.030
38~41
0.007~0.007
19900~22000
260~290
0.005~0.021
22~29
0.004~0.004
11900~15500
100~120
0.003~0.013
39~66
0.008~0.008
20900~35200
330~560
0.007~0.030
38~41
0.007~0.007
19900~22000
260~290
0.005~0.021

Apl

Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.

| s | oa | o5 | o | o5 |

41~66
0.011~0.011
16150~26400
360~590
0.009~0.040
41~66
0.011~0.011
16150~26400
360~590
0.009~0.040
41~66
0.011~0.011
16150~26400
360~590
0.009~0.040
38~42
0.009~0.009
15200~16700
280~310
0.006~0.028
23~29
0.006~0.005
9000~11700
110~125
0.004~0.017
41~66
0.011~0.011
16150~26400
360~590
0.009~0.040
38~42
0.009~0.009
15200~16700
280~310
0.006~0.028

P NEXT PAGE
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CARBIDE CARBIDE

RECOMMENDED CUTTING CONDITIONS

TT T I

EMPFOHLENE SCHNEIDPARAMETER

2 FLUTE for RIB PROCESSING - SLOTTING b mmitosth (¢1.7:%{: ™™ 2 FLUTE - SLOTTING ye=mmin,

RPM =rev./min. RPM=rev./min.
FEED = mm/min. FEED = mm/min.
3323 | Description 10 | 12 | 15 | 20 | 30 | 40 | 3323 | Description : 02 | 03 | 04 | 05 | 06 | 08 | 09 | 10 | 20 |
Vc 39~59 39~66 43~83 40~66 41~66 40~67 Vc 30 45 65 80 95 125 140 150 210
fz 0.014~0.014 0.017~0.017 0.024~0.024 0.027~0.027 0.064~0.064 0.063~0.064 B Non-alloysteel 10D 0.05D fz 0.001 0.002 0.002 0.004 0.005 0.006 0.007 001 0013
=1 Non-alloy steel RPM 12300~18700 10450~17600 9100~17600 6350~10550 4300~7050 3200~5300 y . . RPM | 47746 | 47746 = 51725 | 50930 | 50399 = 49736 | 49515 | 47746 | 33423
FEED 350~540 350~590 430~830 340~570 550~900 400~675 FEED 95 191 207 407 504 597 693 955 869
X5070 Ap 0.011~0.028 0.025~0.070 0.017~0.077 0.021~0.140 0.056~0.210 0.074~0.280 Vc 30 45 65 80 95 125 140 150 210 X5070
END MILLS Vc 39~59 39~66 43~83 40~66 41~66 40~67 L I | fz 0.001 0.002 0.002 0.004 0.005 0.006 0.007 0.01 0013 END MILLS
fz 0.014~0.014 0.017~0.017 0.024~0.024 0.027~0.027 0.064~0.064 0.063~0.064 owalloysteel 10D 005D ooy 47746 | 47746 | 51725 | 50030 | 50309 | 49736 | 49515 47746 | 33423
Low alloy steel RPM 12300~18700 10450~17600 9100~17600 6350~10550 4300~7050 3200~5300 FEED 95 191 207 407 504 597 693 955 869
FEED 350~540 350~590 430~830 340~570 550~900 400~675 Vc 30 45 65 80 95 125 140 150 210
Ap 0.011~0.028 0.025~0.070 0.017~0.077 0.021~0.140 0.056~0.210 0.074~0.280 A | a5 fz 0.001 0.002 0.002 0.004 0.005 0.006 0.007 0.01 0.013
Vc 39~59 39~66 43~83 40~66 41~66 40~67 : : RPM | 47746 | 47746 | 51725 | 50930 & 50399 | 49736 = 49515 | 47746 | 33423
Highal steel, fz 0.014~0.014 0.017~0.017 0.024~0.024 0.027~0.027 0.064~0.064 0.063~0.064 FEED 95 191 207 407 504 597 693 955 869
'g ngt%egteel RPM 12300~18700 10450~17600 9100~17600 6350~10550 4300~7050 3200~5300 Vc 30 40 55 70 85 100 110 120 165
FEED 350~540 350~590 430~830 340~570 550~900 400~675 @ | aeEm fz 0.001 0.002 0.002 0.003 0.004 0.006 0.007 0.008 0013
Ap 0.011~0.028 0.025~0.070 0.017~0.077 0.021~0.140 0.056~0.210 0.074~0.280 . . RPM | 47746 | 42441 | 43768 | 44563 | 45094 | 39789 | 38905 | 38197 | 26261
Vc 33~36 34~38 33~38 38~42 38~43 38~43 FEED 95 170 175 267 361 477 545 611 683
fz 0.012~0.012 0.014~0.014 0.018~0.018 0.022~0.022 0.056~0.056 0.056~0.056 Ve 30 40 55 70 85 100 110 120 165
RPM 10500~11500 9100~10000 7000~8000 6100~6700 3990~4600 3000~3400 T | a6Em fz 0.001 0.002 0.002 0.003 0.004 0.006 0.007 0.008 0013
FEED 250~280 250~280 250~280 270~300 445~515 335~380 : . RPM | 47746 | 42441 | 43768 | 44563 | 45094 | 39789 | 38905 | 38197 | 26261
Ap 0.008~0.020 0.015~0.042 0.012~0.055 0.015~0100 0.040~0.150 0.053~0.200 FEED 95 170 175 267 361 477 545 611 683
Vc 20~25 20~26 20~26 23~30 23~30 23~30 Vc 25 40 50 65 75 75 80 80 110
fz 0.008~0.007 0.009~0.008 0.012~0.01 0.014~0.013 0.022~0.048 0.021~0.048 0 | oo fz 0.001 0.001 0.002 0.003 0.004 0.005 0.006 0.007 0.012
RPM 6300~8050 5400~7000 4300~5500 3600~4700 2400~3200 1800~2400 e 05D pom | 30789 | 42441 39780 | 41380 | 39789 | 29842 | 28294 | 25465 | 17507
FEED 100~115 100~115 100~115 100~120 105~310 75~230 FEED 80 85 159 248 318 298 340 357 420
Ap 0.005~0.012 0.009~0.026 0.007~0.033 0.009~0.060 0.024~0.090 0.032~0.120 Vc 20 30 40 50 55 65 65 65 90
Ve 39~59 39~66 43~83 40~66 41~66 40~67 1.00 | 0,05 fz 0.001 0.001 0.001 0.002 0.003 0.004 0.005 0.005 0.009
fz 0.014~0.014 0.017~0.017 0.024~0.024 0.027~0.027 0.064~0.064 0.063~0.064 : : RPM | 31831 | 31831 31831 | 31831 | 29178 | 25863 | 22989 | 20690 | 14324
RPM 12300~18700 10450~17600 9100~17600 6350~10550 4300~7050 3200~5300 FEED 64 64 64 127 175 207 230 207 258
FEED 350~540 350~590 430~830 340~570 550~900 400~675 Ve 20 25 30 40 45 50 50 50 70
Ap 0.011~0.028 0.025~0.070 0.017~0.077 0.021~0.140 0.056~0.210 0.074~0.280 o b fz 0.001 0.001 0.001 0.002 0.002 0.003 0.004 0.004 0.007
Vc 33~36 34~38 33~38 38~42 38~43 38~43 0D 005D ooy 31831 26526 | 23873 | 25465 | 23873 | 19894 | 17684 | 15915 | 11141
fz 0.012~0.012 0.014~0.014 0.018~0.018 0.022~0.022 0.056~0.056 0.056~0.056 FEED 64 53 48 102 95 119 141 127 156
RPM 10500~11500 9100~10000 7000~8000 6100~6700 3990~4600 3000~3400 Ve 15 20 25 30 40 40 40 40 60
FEED 250~280 250~280 250~280 270~300 445~515 335~380 @ | am fz 0.001 0.001 0.001 0.002 0.002 0.003 0.003 0.003 0.006
Ap 0.008~0.020 0.015~0.042 0.012~0.055 0.015~0100 0.040~0.150 0.053~0.200 : : RPM | 23873 | 21221 19894 | 19099 | 21221 15915 | 14147 | 12732 9549
FEED 29 38 40 57 81 83 91 87 116
Vc 30 40 55 70 85 100 110 120 165
@ | aeEm fz 0.001 0.002 0.002 0.003 0.004 0.006 0.007 0.008 0013
. - RPM | 47746 | 42441 | 43768 | 44563 | 45094 | 39789 | 38905 | 38197 | 26261
FEED 95 170 175 267 361 477 545 611 683
i Vc 25 40 50 65 75 75 80 80 110
Ap 2 | a6Es fz 0.001 0.001 0.002 0.003 0.004 0.005 0.006 0.007 0.012
: - RPM | 39789 | 42441 397890 | 41380 | 39789 | 29842 | 28294 | 25465 | 17507
FEED 80 85 159 248 318 298 340 357 420
» NEXT PAGE
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EMPFOHLENE SCHNEIDPARAMETER

A01, G8A36 s:xes RLAULEE TN ke c1.]. W=V 2 FLUTE - SIDE CUTTING ey

FEED = mm/min. FEED = mm/min.
so| VDI | Materil P [ — Diameter (2) so| VoI | Materil o |pomew Dameer |
57 Descipon 30 [ o [ 5o [ eo | so | oo | o | ieo | 200 | 522 Descpon 1o [ 20 [ 30 | 40 | 50 | 6o | so [ oo | 120 | ieo [ 700 |
Ve 205 210 245 245 250 245 250 245 245 Ve 150 | 210 | 205 = 210 | 245 = 245 | 250 | 245 | 250 | 245 | 245

fz 0019 0026 0032 0036 0047 0054 0064 0074 0085 fz 0011 | 0018 0028 | 0037 0046 0052 | 0067 0077 | 009 | 0107 | 0122

B Non-alloysteel 1.0D 005D ooy 51751 | 16711 15507 12098 | 9947 | 7799 6631 4874 | 3899 Non-alloysteel 003D 10D pov 47746 33423 21751 16711 15597 12998 9947 7799 6631 4874 3899
FEED = 827 869 998 936 935 842 849 721 663 FEED | 1050 1203 1218 | 1237 1435 1352 1333 | 1201 & 1194 | 1043 951

X5070 Vc 205 210 245 245 250 245 250 245 245 Vc 150 210 205 210 245 245 250 245 250 245 245 X5070
END MILLS fz 0019 0.026 0.032 0.036 0.047 0.054 0.064 0.074 0.085 fz 0011 | 0018 | 0028 | 0037 0046 | 0052 0067 | 0077 | 009 | 0.107 | 0.122 END MILLS

Lowalloysteel 10D 005D oy 51751 16711 15507 | 12008 | 9947 | 7799 6631 | 4874 | 3899 Lowalloysteel 003D 10D oy 47746 33423 21751 16711 15507 12998 9947 7799 | 6631 4874 3899
FEED | 827 869 998 936 935 842 849 721 663 FEED | 1050 1203 1218 | 1237 1435 1352 1333 | 1201 & 1194 | 1043 951

Ve 205 210 245 245 250 245 250 245 245 Ve 150 | 210 | 205 = 210 | 245 245 | 250 | 245 = 250 | 245 | 245

100 005D 0019 0026 0032 = 0036 0047 0054 0064 0074 0085 0030 100 0011 | 0018 0028 | 0037 0046 0052 | 0067 008 | 009 | 0107 | 0122

d i RPM | 21751 | 16711 | 15597 | 12998 | 9947 | 7799 | 6631 | 4874 | 3899 d d RPM | 47746 | 33423 | 21751 16711 15597 | 12998 | 9947 | 7799 | 6631 | 4874 | 3899

Highalloyed steel, FEED | 827 869 998 936 935 842 849 721 663 FEED | 1050 1203 1218 | 1237 = 1435 1352 1333 | 1248 1194 | 1043 951
andtool steel Ve 165 165 195 195 195 195 200 195 195 Ve 120 165 | 165 165 | 195 = 195 | 195 | 195 & 200 | 195 | 195
100 005D 002 | 0027 | 0032 0037 0046 0055 0065 0074 0085 0030 100 0011 | 0019 0028 | 0038 0046 0053 | 0066 0079 | 0092 0108 | 0.121

d ! RPM | 17507 | 13130 12414 | 10345 | 7759 | 6207 | 5305 | 3879 = 3104 ! e RPM | 38197 | 26261 | 17507 13130 12414 10345 7759 6207 & 5305 3879 | 3104

FEED | 700 709 794 766 714 683 690 574 528 FEED | 840 998 980 | 998 1142 1097 1024 = 981 & 976 | 838 751

Ve 165 165 195 195 195 195 200 195 195 Ve 120 | 165 | 165 | 165 | 195 195 | 195 | 195 | 200 | 195 | 195

100 005D 002 | 0027 | 0032 0037 0046 0055 0065 0074 0085 0030 100 0011 | 0019 0028 | 0038 0046 0053 | 0066 0079 | 0092 0108 | 0.121

- : RPM | 17507 | 13130 12414 | 10345 | 7759 | 6207 | 5305 | 3879 = 3104 : : RPM | 38197 26261 | 17507 13130 | 12414 10345 | 7759 6207 | 5305 3879 | 3104

FEED | 700 709 794 766 714 683 690 574 528 FEED | 840 998 980 | 998 1142 1097 1024 = 981 & 976 | 838 751

Ve 110 110 130 130 130 130 130 130 130 Ve 80 | 110 | 110 | 110 130 | 130 | 130 | 130 130 | 130 | 130

oo 005D 0018 0025 | 003 | 0035 0043 0051 | 0059 = 007 | 0082 0030 100 001 | 0017 0026 | 0036 0043 005 0061 | 0072 008 | 01 0116

E 05D com 11671 | 8754 8276 | 6897 | 5173 | 4138 | 3448 | 2586 2069 : U RPM | 25465 17507 11671 | 8754 8276 @ 6897 5173 | 4138 = 3448 | 2586 = 2069

FEED | 420 438 497 483 445 422 407 362 339 FEED | 509 @ 595 & 607 630 712 | 690 | 631 | 59 | 579 | 517 | 480

Ve 90 90 100 100 100 100 100 100 100 Ve 65 90 9 | 9 | 100 | 100 100 | 100 100 | 100 | 100

100 005D 0014 | 0019 | 0022 | 0026 | 0032 | 0038 | 0045 | 0053 | 0061 0030 100 0008 0013 0019 0027 0032 | 0038 | 0046 | 0053 | 0064 0075 0086

RPM | 9549 | 7162 | 6366 | 5305 | 3979 | 3183 | 2653 | 1989 | 1592 RPM | 20690 14324 9549 | 7162 6366 = 5305 3979 | 3183 2653 | 1989 = 1592

FEED | 267 272 280 276 255 242 239 211 194 FEED | 331 372 363 | 387 407 | 403 366 | 337 340 | 298 274

Ve 70 70 80 80 80 80 80 80 80 Ve 50 70 70 70 | 80 | 8 8 | 8 | 8 | 8 | 80

100 oosp P 0011 | 0015 | 0018 | 0021 | 0026 | 003 | 0037 0042 0048 0030 100 P 0006 001 0015 0021 0025 | 003 | 0037 | 0043 | 0052 0059 & 0067

RPM | 7427 | 5570 | 5093 | 4244 | 3183 | 2546 | 2122 | 1592 | 1273 RPM | 15915 11141 7427 | 5570 @ 5093 4244 | 3183 | 2546 & 2122 | 1592 1273

FEED | 163 167 183 178 166 153 157 134 122 FEED | 191 | 223 | 223 | 234 255 | 255 | 236 | 219 | 221 | 188 171

Ve 60 60 70 70 70 70 70 70 70 Ve 40 60 | 60 | 60 70 70 70 70 70 70 70

100 002p 0009 0012 | 0015 0018 0021 & 0026 | 003 | 0034 | 0039 0030 100 0005 | 0009 0013 | 0018 0021 0025 003 | 0036 0043 | 005 0057

RPM | 6366 | 4775 @ 4456 | 3714 | 2785 | 2228 | 1857 | 1393 | 1114 RPM | 12732 9549 | 6366 4775 | 4456 @ 3714 | 2785 2228 | 1857 = 1393 | 1114

FEED | 115 18 132 131 119 114 112 o4 86 FEED | 127 172 166 | 172 187 186 | 167 | 160 = 160 | 139 127

Ve 165 165 195 195 195 195 200 195 195 Ve 120 | 165 | 165 | 165 | 195 195 | 195 | 195 | 200 | 195 | 195

100 005D 002 | 0027 0032 0037 0046 0055 0065 0074 0085 0030 100 0011 | 0019 0028 | 0038 0046 0053 | 0066 0079 | 0092 0108 | 0.121

- : RPM | 17507 | 13130 12414 | 10345 | 7759 | 6207 | 5305 | 3879 = 3104 : - RPM | 38197 26261 | 17507 13130 | 12414 | 10345 | 7759 6207 | 5305 3879 | 3104

FEED | 700 709 794 766 714 683 690 574 528 FEED | 840 998 980 | 998 1142 1097 1024 = 981 = 976 | 838 751

Ve 110 110 130 130 130 130 130 130 130 Ve 80 110 110 110 130 | 130 | 130 | 130 | 130 | 130 | 130

100 005D 0018 0025 | 003 0035 0043 0051 | 0059 007 | 0082 0030 100 001 | 0017 0026 | 0036 0043 005 0061 | 0072 008 | 01 0116

- ; RPM | 11671 | 8754 | 8276 | 6897 | 5173 | 4138 | 3448 | 2586 | 2069 : : RPM | 25465 17507 11671 | 8754 8276 @ 6897 5173 | 4138 = 3448 | 2586 = 2069

FEED | 420 438 497 483 445 422 407 362 339 FEED | 509 & 595 & 607 630 712 | 690 | 631 | 59 | 579 | 517 | 480

» NEXT PAGE
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RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

CARBIDE

RSN 4 FLUTE - SIDE CUTTING £ mtadth 6 FLUTE - SIDE CUTTING ye=mimin.
RPM =rev./min. RPM=rev./min.
FEED = mm/min. FEED = mm/min.
VDI | Material ~ | 2 loom— Diemetr@y | so| VoI | Materil w leomtel Damete@ |
523 | esrpton | 555 [ 30 T a0 [ 5o | eo | so | oo | 20 | 160 | 200 | 573 esrpton T T N T N N T N T BTN
Ve 150 | 210 | 205 | 210 | 245 = 245 | 250 | 245 | 250 | 245 | 245 Ve 120 121 121 122 121 121
fz 0008 | 0013 002 | 0027 0032 | 0037 0048 | 0056 0066 | 0077 0083 fz 0039 0052 0063 007 009 0079
oI Non-alloysteel 0.03D 10D pov | 47746 33423 21751 16711 15597 12998 9947 | 7799 | 6631 & 4874 | 3899 Non-alloy steel 0.05D 1.0D gy 6366 4814 3852 3236 2407 1926
FEED | 1528 1738 1740 | 1805 1996 | 1924 1910 | 1747 | 1751 1501 | 1294 FEED 1490 1502 1456 1359 1300 913
X5070 Vc 150 210 205 210 245 245 250 245 250 245 245 Vc 120 121 121 122 121 121 X5070
END MILLS fz 0008 | 0013 | 002 | 0027 0032 0037 | 0048 0056 | 0066 | 0077 | 0083 fz 0.039 0.052 0.063 0.07 0.09 0.079 END MILLS
Lowalloysteel 003D 10D  poyi 47746 33423 21751 16711 15507 12998 9947 7799 6631 4874 | 3899 Low alloysteel 005D 1.0D oy, 6366 4814 3852 3236 2407 1926
FEED | 1528 1738 1740 | 1805 1996 | 1924 1910 | 1747 | 1751 1501 | 1294 FEED 1490 1502 1456 1359 1300 913
Ve 150 | 210 | 205 | 210 | 245 245 | 250 | 245 = 250 | 245 = 245 Ve 120 121 121 122 121 121
0030 100 0008 | 0013 002 | 0027 0032 | 0037 0048 | 0056 0066 | 0077 0083 0050 100 0039 0052 0063 007 009 0079
! d RPM | 47746 33423 21751 | 16711 15597 | 12998 9947 | 7799 & 6631 4874 | 3899 - : RPM 6366 4814 3852 3236 2407 1926
FEED | 1528 1738 1740 | 1805 1996 | 1924 1910 | 1747 | 1751 1501 | 1294 FEED 1490 1502 1456 1359 1300 913
Ve 120 | 165 @ 165 | 165 | 195 195 | 195 | 195 & 200 | 195 | 195 Ve 106 108 106 106 108 110
0030 100 0007 | 0012 0018 | 0025 003 | 0034 0043 | 0051 006 | 0071 0078 005D 100 0036 0.049 0058 0065 0083 0.095
: : RPM | 38197 | 26261 | 17507 13130 12414 10345 7759 6207 5305 3879 | 3104 ! d RPM 5623 4297 3374 2812 2149 1751
FEED | 1070 1261 1261 | 1313 1490 | 1407 @ 1335 | 1266 1273 | 1102 & 968 FEED 1215 1263 1174 1097 1070 998
Ve 120 | 165 | 165 165 195 195 | 195 | 195 | 200 | 195 | 195 Ve 106 108 106 106 108 110
0030 100 0007 | 0012 0018 | 0025 003 | 0034 0043 | 0051 006 | 0071 0078 005D 100 0036 0049 0058 0065 0083 0095
: ; RPM | 38197 26261 17507 | 13130 12414 | 10345 7759 | 6207 & 5305 3879 | 3104 : : RPM 5623 4297 3374 2812 2149 1751
FEED | 1070 1261 1261 | 1313 1490 | 1407 = 1335 | 1266 1273 | 1102 & 968 FEED 1215 1263 1174 1097 1070 998
Ve 80 | 110 | 110 | 110 130 | 130 130 | 130 130 | 130 | 130 Ve 95 97 94 95 97 98
0030 100 0007 | 0012 0018 | 0025 003 | 0034 0043 | 0051 006 | 007 | 0079 005D 100 0035 0046 0055 0062 0079 0,091
: - RPM | 25465 17507 11671 | 8754 8276 | 6897 5173 | 4138 | 3448 = 2586 | 2069 : : RPM 5040 3860 2992 2520 1930 1560
FEED | 713 | 840 | 840 875 993 = 938 890 844 828 724 | 654 FEED 1058 1065 987 937 915 852
Ve 65 90 90 9 | 100 | 100 100 | 100 | 100 | 100 | 100 Ve 83 83 82 83 83 87
0030 100 0005 | 0009 0014 | 0019 0023 | 0026 0033 | 0038 0045 | 0053 & 0059 0030 100 0033 0044 0053 0059 0076 0072
2 d RPM | 20690 14324 9549 | 7162 & 6366 | 5305 3979 | 3183 2653 | 1989 = 1592 s e RPM 4403 3302 2610 2202 1651 1385
FEED | 414 516 535 | 544 586 | 552 525 | 484 478 | 422 | 376 FEED 872 872 830 780 753 598
Ve 50 70 70 70 80 80 80 80 8 | 8 | 80 Ve 72 72 72 72 72 75
0030 100 0004 | 0007 0011 | 0015 0018 | 0021 0026 | 003 0036 | 0042 0048 0030 100 0031 0042 005 0056 0072 0,069
: d RPM | 15915 11141 7427 | 5570 5093 | 4244 3183 | 2546 2122 | 1592 1273 : e RPM 3820 2865 292 1910 1432 1194
FEED | 255 312 327 | 334 367 | 35 | 331 306 | 306 267 | 244 FEED 711 722 688 642 619 494
Ve 40 60 60 60 70 70 70 70 70 70 70 Ve 48 48 49 50 48 45
0030 100 0004 | 0007 0009 | 0013 0016 | 0018 0022 | 0025 003 | 0036 0041 0030 100 0028 0037 0045 005 0,064 0071
: d RPM | 12732 9549 6366 | 4775 4456 | 3714 2785 | 2228 | 1857 @ 1393 | 1114 - : RPM 2546 1910 1560 1326 955 716
FEED | 204 267 @ 229 | 248 | 285 | 267 | 245 | 223 223 | 201 183 FEED 428 424 421 398 367 305
Ve 120 | 165 | 165 165 195 195 | 195 | 195 | 200 | 195 | 195 Ve 106 108 106 106 108 110
0030 100 0007 | 0012 0018 | 0025 003 | 0034 0043 | 0051 006 | 0071 0078 005D 100 0036 0.049 0058 0065 0083 0.095
: - RPM | 38197 26261 17507 | 13130 12414 | 10345 7759 | 6207 & 5305 3879 | 3104 : - RPM 5623 4297 3374 2812 2149 1751
FEED | 1070 1261 1261 | 1313 1490 | 1407 1335 | 1266 1273 | 1102 & 968 FEED 1215 1263 1174 1097 1070 998
Ve 80 110 110 110 130 | 130 | 130 | 130 | 130 | 130 | 130 Ve 95 97 94 95 97 98
0030 100 0007 | 0012 0018 | 0025 003 | 0034 0043 | 0051 006 | 007 | 0079 005D 100 0035 0046 0055 0062 0079 0.091
: ; RPM | 25465 17507 11671 | 8754 8276 | 6897 5173 | 4138 | 3448 = 2586 | 2069 : : RPM 5040 3860 2992 2520 1930 1560
FEED | 713 | 840 | 840 875 993 = 938 890 844 = 828 724 | 654 FEED 1058 1065 987 937 915 852
Ap Ap
- Ae i Ae
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CARBIDE CARBIDE

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

6&8 FLUTE EXTRA LONG LENGTH- SIDE CUTTING }é{ﬂ,ﬂ‘é’}}g},}h A

“ o,
I/ G RECOMMENDED CUTTING CONDITIONS I/G
EMPFOHLENE SCHNEIDPARAMETER

(c1.]) [ % P 688 FLUTE LONG LENGTH - SIDE CUTTING k2

FEED = mm/min. FEED = mm/min.
so| VDI | Materil pe | Ap |Puamee so| VoI | Materil e | Ap e o Dametw@ |
5 Descpon o [ s [ oo | 120 | 1o | teo | o | 20 | 250 | 522 Descpon o [ s0 [ oo [ 20 | 1o | teo | iso | 200 | 250 |
Ve 120 120 120 120 120 120 120 120 125 Ve 60 60 60 60 60 60 60 60 60
fz 0039 0052 0063 = 007 | 0081 009 | 0095 = 008 0.11 fz 004 005 006 007 | 0075 0081 0085 | 0086 | 0089
oI Non-alloysteel 0.04D 15D povi 366 4775 | 380 | 3183 2728 2387 | 2122 | 1910 | 1592 Non-alloysteel 001D 30D oy 3353 2337 | 1010 | 1592 | 1364 1194 | 1061 955 764
FEED | 1490 | 1490 | 1444 | 1337 | 1326 | 1289 | 1613 | 1222 | 1401 FEED | 764 716 688 669 614 580 721 657 544
X5070 Vc 120 120 120 120 120 120 120 120 125 Vc 60 60 60 60 60 60 60 60 60 X5070
END MILLS fz 0.039 0.052 0.063 0.07 0.081 0.09 0.095 0.08 0.11 fz 0.04 0.05 0.06 0.07 0.075 0.081 0.085 0.086 0.089 END MILLS
Lowalloysteel 004D 15D poy 6366 4775 3820 | 3183 | 2728 | 2387 2122 1910 | 1592 Lowalloysteel 001D 30D oy 3153 2357 1910 | 1592 1364 1194 1061 955 764
FEED | 1490 | 1490 | 1444 | 1337 | 1326 | 1289 | 1613 | 1222 | 1401 FEED = 764 716 688 669 614 580 721 657 544
Ve 120 120 120 120 120 120 120 120 125 Ve 60 60 60 60 60 60 60 60 60
0040 150 0039 0052 0063 = 007 | 0081 009 | 0095 = 008 0.11 0010 300 004 005 006 007 | 0075 0081 0085 | 0086 | 0089
! d RPM | 6366 | 4775 | 3820 | 3183 | 2728 | 2387 | 2122 | 1910 | 1592 d : RPM | 3183 | 2387 | 1910 | 1592 | 1364 | 1194 | 1061 955 764
Highalloyed steel, FEED | 1490 | 1490 | 1444 | 1337 | 1326 | 1289 | 1613 | 1222 | 1401 FEED = 764 716 688 669 614 580 721 657 544
and tool steel Ve 95 95 95 95 95 95 95 100 95 Ve 60 60 60 60 60 60 60 60 60
0040 150 0035 0046 | 0055 = 0062 007 | 0079 | 008 0091 009 0010 300 003 004 005 | 0061 = 0066 0071 008 009 008
: : RPM | 5040 = 3780 | 3024 | 2520 | 2160 | 1890 | 1680 | 1592 1210 : : RPM | 3183 | 2387 = 1910 | 1592 = 1364 | 1194 | 1061 955 764
FEED = 1058 1043 998 937 907 896 1075 | 1159 929 FEED | 573 573 573 583 540 509 679 688 489
Ve 95 95 95 95 95 95 95 100 95 Ve 60 60 60 60 60 60 60 60 60
0040 150 0035 0046 & 0055 0062 007 | 0079 | 008 | 0091 009 0010 300 003 004 005 | 0061 = 0066 0071 008 009 008
: ; RPM | 5040 | 3780 | 3024 | 2520 | 2160 | 1890 | 1680 | 1592 | 1210 : : RPM | 3183 | 2387 | 1910 | 1592 | 1364 | 1194 1061 955 764
FEED = 1058 1043 998 937 907 896 1075 | 1159 929 FEED | 573 573 573 583 540 509 679 688 489
Ve 70 70 70 70 70 70 70 75 75 Ve 50 50 50 50 50 50 50 50 50
00 fz 0031 0042 | 005 = 0056 0066 @ 0072 | 0073 0069 0087 fz 003 004 005 006 0066 0071 = 0081 | 0091 0081
04D 15D pov 3714 785 2228 1857 1592 1393 | 1238 1194 955 001D 30D gy 2653 | 1989 | 1502 1326 1137 995 884 796 637
FEED | 691 702 668 624 630 602 723 659 665 FEED = 478 477 478 477 450 424 573 579 413
Ve 50 50 50 50 45 50 50 45 50 Ve 60 60 60 60 60 60 60 60 60
0040 150 0028 | 0037 | 0045 | 005 | 0051 & 0064 | 0066 | 0071 | 0079 0010 300 003 004 005 | 0061 | 0066 | 0071 008 0.09 008
2 d RPM | 2653 | 1989 | 1592 | 1326 | 1023 995 884 716 637 s : RPM | 3183 | 2387 | 1910 | 1592 | 1364 | 1194 1061 955 764
FEED | 446 442 430 398 313 382 467 407 403 FEED | 573 573 573 583 540 509 679 688 489
Ve 95 95 95 95 95 95 95 100 95 Ve 60 60 60 60 60 60 60 60 60
004> 150 0035 | 0046 | 0055 | 0062 | 007 | 0079 | 008 | 0091 | 009% 0010 300 P 003 004 005 | 0061 | 0066 | 0071 008 0.09 008
: . RPM | 5040 = 3780 | 3024 | 2520 | 2160 | 1890 | 1680 | 1592 1210 : - RPM | 3183 | 2387 = 1910 | 1592 = 1364 | 1194 | 1061 955 764
FEED = 1058 1043 998 937 907 896 1075 | 1159 929 FEED | 573 573 573 583 540 509 679 688 489
Ve 95 95 95 95 95 95 95 100 95
0040 150 0035 0046 & 0055 0062 007 | 0079 | 008 0091 009
: d RPM | 5040 = 3780 | 3024 | 2520 2160 | 1890 | 1680 1592 | 1210
FEED = 1058 1043 998 937 907 896 1075 | 1159 929 7
Ap
oz
Ap 4" }‘ﬁ
T he
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Leading Through Innovation

SOLID CARBIDE

4G Mill END MIL

4G Mill VHM - FRASER

- High Speed Cutting for Pre-Hardened Steels up to HRc55

- Hochgeschwindigkeitsbearbeitung fiir vorvergehartete Stahle bis HRc55



CARBIDE

4G MILL
END MILLS

SELECTION GUIDE 2] SEMD98 | SEM846 SEM846
FLUTE| 2 2 2 2
HELIXANGLE|  30° 30° 30° 30°
BALL BALL BALL CORNER
CUTTINGEDGE SHAPE|  \ncp NOSE NOSE RADIUS
SIZEMIN|  R0.05 R0.05 R0.25 D0.2
'I MILLING
SIZEMAX| R125 R6.0 R1.0 D20.0
TOOLS
PAGE| €150 C156 C166 C169
EXTENDED NECK
EXTENDED NECK (6mm Shank)

SOLID CARBIDE

4G Mill
END MILLS

High Speed Cutting
for Pre-Hardened Steels up to HRc55

©: Excellent O:Good

(_ Recommended cutting conditions : p. C260 )

Y-Coating

Y-Coating

Y-Coating

(O NONONONO) © 00000 0 0 O O O r—————————— I

(O ONONONONO) © 00000 0 0 O O O r———————— I

| i
About015%C  Annealed 125 o) o
About045%C  Annealed 190 13 O O
Non-alloy steel ~ About 0.45% C Quenched &Tempered 250 25 O ©
About075%C  Annealed 270 28 © ©
About 0.75% C Quenched &Tempered 300 32 © ©
P n Annealed 180 10 O O
Low alloy steel Quenched&Tempered 275 29 © ©
n y Quenched & Tempered 300 32 © ©
n Quenched & Tempered 350 38 © ©
High alloyed steel, Annealed 200 15 O ©)
and tool steel Quenched&Tempered 325 35 © ©
12 Ferritic / Martensitic Annealed 200 15
M 13 Stainless steel ~ Martensitic Quenched & Tempered 240 23
14 Austenitic 180 10
eyl Pearlitic / ferritic 180 10 O @)
16 Pearlitic (Martensitic) 260 26 @) @)
Nodular cast iron Ferritic 160 g O ©
Pearlitic 250 25 (@) O
) Ferritic 130 O O
Malleable cast iron Pearlitic 550 B o o
Aluminum- Not Curable 60
22 wroughtalloy  Curable Hardened 100
. < 12% Si, Not Curable 75
Aluminum-cas, <12%Si,Curable  Hardened 90
alloyed -
> 12%Si, Not Curable 130
Copper and Cutting Alloys, PB>1% 110
Copper Alloys  CuZn, CuSnZn (Brass) 90
(Bronze /Brass)  CuSn, lead-free copper and electrolytic copper 100
Non Metallic ~ Duroplastic, Fiber Reinforced Plastic
Materials Rubber, Wood, etc.
31 Annealed 200 15
, Fe Based Cured 280 30
Hseat Resistant Annealed 250 25
uper Alloys .
Ni or Co Based Cured 350 38
Cast 320 34
Titanium Allovs Pure Titanium 400 Rm
4 Alpha + Beta Alloys Hardened 1050 Rm
Hardened steel Hardened >0 > O © © O
Hardened 630 60
I Chilled Cast Iron Cast 400 42 © © © ©
ZYM Hardened Cast Iron Hardened 550 55 @) O (@) O
C146 prhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 4G YG-1CO,, LTD.

5 A R 5 R R ) S ) S S
2 4 4 2 2 2 2 2 4 4 4 4 6

o o

o o

o o

o o

30° (MULTIPLE HELIX) | (MULTIPLE HELIX) 30° 30° 30° 30° 30° (MULTIPLE HELIX) | (MULTIPLE HELIX) 30° 30° 45°
CORNER | CORNER | CORNER

CORNER  CORMER CORMR | SQUARE | SQUARE | SQUARE  SUARE  SQUARE | SQUARE | SQUARE  SQUARE  SQUARE | SQUARE
D0.2 D1.0 D1.0 DO.1 DO.1 DO.1 D1.0 DO.1 D0.8 D1.0 D1.0 D1.0 D6.0
D200 D200 D200 @ D250 @ D40 D30 | D250 D120 D250 D200 D250 D120 | D200
C177 €196 €203 (€218 €221 (€222 (€223 (€229 (€238 (€240 (€244 (250 = (€255
EXTENDED EXTENDED [ONG | EXTENDED Sharp Comer | LONG | EXTENDED

NECK - NECK 4mm Shank | 3mm Shank |\ pycry NECK - Removal | LENGTH NECK

|

Y-Coating

Y-Coating

Y-Coating

Y-Coating

Y-Coating

Y-Coating

Y-Coating

@)
@)
©
©
©
©)
©
©
©
@)
©
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CARBIDE

4G MILL
END MILLS

SELECTION GUIDE B GoD75 | GOD76 | GOD77
G9D67 G9D68 G9D69
FLUTE 485 485 485
HELIX ANGLE (MULTIPIﬁi%LIX) (MULTIPTE‘%I%LIX) (MULTIPI’E4HSELIX)
CORNERRADIUS | CORNERRADIUS |  CORNERRADIUS
CUTTING EDGE SHAPE | “pijcHiNG ROUGHING ROUGHING
'I MILLING SIZE MIN D6.0 D6.0 D6.0
TOOLS SIZE MAX D20.0 D20.0 D20.0
PAGE 257 C258 €259
SHORTLENGTH | LONG LENGTH LONG LENGTH

st globalyg1.com/mat
f=whe formaterial search

VDI Material
1

Non-alloy steel

7
E Low alloy steel
High alloyed steel,
and tool steel
12
MM 13 Stainless steel
14

Grey cast iron

7
18
9

Nodular cast iron

Malleable cast iron

=

Aluminum-
wrought alloy

Aluminum-cast,
alloyed

Copper and
Copper Alloys
(Bronze / Brass)

Non Metallic
Materials

Heat Resistant
Super Alloys

w

35

37 Titanium Alloys

w

w WIWWIWININININININININININ | = = =
© (o)} AWM=V |O NS W|N o wv

39 Hardened steel

2[00  Chilled Cast Iron
Y88 Hardened Cast Iron

SOLID CARBIDE

4G Mill
)(—SPEED ROUGHER END MILLS

High Speed Cutting
for Pre-Hardened Steels up to HRc55

©: Excellent O:Good

(_Recommended cutting conditions : p. C260 )

About 0.15% Annealed 125
About 0.45% C Annealed 190
About 0.45% C Quenched & Tempered 250
About 0.75% C Annealed 270
About 0.75% C Quenched &Tempered 300
Annealed 180
Quenched & Tempered 275
Quenched & Tempered 300
Quenched & Tempered 350
Annealed 200
Quenched &Tempered 325
Ferritic / Martensitic Annealed 200
Martensitic Quenched &Tempered 240
Austenitic 180
Pearlitic / ferritic 180
Pearlitic (Martensitic) 260
Ferritic 160
Pearlitic 250
Ferritic 130
Pearlitic 230
Not Curable 60
Curable Hardened 100
<12% Si, Not Curable 75
<12%Si, Curable  Hardened 90
> 12% Si, Not Curable 130
Cutting Alloys, PB>1% 110
CuZn, CuSnZn (Brass) 90
CuSn, lead-free copper and electrolytic copper 100
Duroplastic, Fiber Reinforced Plastic
Rubber, Wood, etc.
Annealed 200
FeBased Cured 280
Annealed 250
Ni or Co Based Cured 350
Cast 320
Pure Titanium 400 Rm
Alpha + Beta Alloys Hardened 1050 Rm
Hardened 550
Hardened 630
Cast 400
Hardened 550

Composition / Structure / Heat Treatment “ R
@

13
25
28
32
10
29
32
38
15
35
15
23
10
10
26
3
25

21

15
30
25
38
34

55
60
42
55

X-Coating

@@@@@@OOO@O@@@O@@@Ooa

00O

©©©©©©OOO©O©©©O©©©003

00O

©0000000000000000 00 Of NN I

00O
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)(— SPEED ROUGHER

CHARACTERISTICS

Unique flute design for excellent chip evacuation and vibration reduction.
Optimal roughing tooth profile to reduce cutting forces.

Special tool geometry for high feed rate and heavy cutting.

Strong end tooth design for plunge and pocket milling.

Custom engineered coating to allow long tool life and excellent chip evacuation.

» 4 FLUTE » 5 FLUTE

—

CHIP THICKNESS AND SHAPE

p Conventional Roughing End Mills

Even chip thickness and shape

Shape and size of chip (Even)

p X-SPEED Rougher

Uneven chip thickness and shape

4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique
() MD, 2 TAGLIENTI, SEMISFERICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und

P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.
cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und

P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.

P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.

R

P
4 DZIU é\ 1
_— - | =D I°

L2

Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C260-261 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3 R325~R125

Unit : mm
A
Ball Nose Diameter Diameter of Cut Length
% SEMD98001SE R0.05 0.1 4 0.1 40 Short

* SEMD98001E R0.05 0.1 4 0.2 40 Regular
SEMD980013SE R0.05 0.1 3 0.2 40 3mm Shank
SEMD980015SE R0.075 0.15 4 0.15 40 Short
SEMD980015E R0.075 0.15 4 0.3 40 Regular
SEMD9800153SE R0.075 0.15 3 0.3 40 3mm Shank

% SEMD98002SE RO.1 0.2 4 0.2 40 Short

% SEMD98002E RO.1 0.2 4 0.4 40 Regular
SEMD980023SE RO.1 0.2 3 0.4 40 3mm Shank

% SEMD98003SE R0O.15 0.3 4 0.3 40 Short

% SEMD98003E RO.15 0.3 4 0.6 40 Regular
SEMD980033SE RO.15 0.3 3 0.6 40 3mm Shank
SEMD98004SE RO.2 04 4 0.4 40 Short

% SEMD98004E RO.2 0.4 4 0.8 40 Regular
SEMD980043SE RO.2 0.4 3 0.8 40 3mm Shank

% SEMD98005SE R0O.25 0.5 4 0.5 40 Short
SEMD98005S6SE R0.25 0.5 6 0.8 40 -

% SEMD98005E R0.25 0.5 4 1.0 40 Regular
SEMD980053SE R0.25 0.5 3 1.0 40 3mm Shank
SEMD98006SE RO.3 0.6 4 0.6 40 Short

% SEMD98006E RO.3 0.6 4 1.2 40 Regular
SEMD980063SE R0O.3 0.6 3 1.2 40 3mm Shank
SEMD98007SE R0O.35 0.7 4 0.7 40 Short

% SEMD98007E R0.35 0.7 4 1.4 40 Regular

% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm Tolerance
up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O : Good
el ... P M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngr:]glloyeg{::el Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O

cod N | s |

Material Aluminum- Aluminum-cast, alloyed OopperandC/og)perAlloys Non Metallic Hardened Chiled Hardened

Description - wrought alloy d (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys " “gtee]™  Castlron Castlron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O ©) O
C150 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,, LTD.

CARBIDE

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
{) Fraise carbure, 2 dents, hémisphérique
() MD, 2 TAGLIENTI, SEMISFERICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding p» Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und

» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.
cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und

p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. VerschleiRfestigkeit erhoht.

» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen

bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
R 4G MILL
R v END MILLS
o2 ] =P [o

L1
L2

Flat Shank Page Plain Shank Page

HYDRAULICCHUCK  D15-46

% ENDMILLHOLDER D118-137| gioteriniee  Dayi9o
] R R . Y © - - | POWERMILLINGCHUCK  D161-176
30° oating i Recommended ERCOLLET CHUCK D73-116
p-C260-261 ToolHolder ©) ) ) SKSLIM CHUCK D183-201

R0.05~R3 R325~R125

Unit : mm
Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2
SEMD980073SE R0.35 0.7 3 1.4 40 3mm Shank
SEMD98008SE R0.4 0.8 4 0.8 40 Short
% SEMD98008E R0.4 0.8 4 1.6 40 Regular
SEMD980083SE R0.4 0.8 3 1.6 40 3mm Shank
SEMD98009SE R0.45 0.9 4 0.9 40 Short
% SEMD98009E R0.45 0.9 4 1.8 40 Regular
SEMD980093SE R0.45 0.9 3 1.8 40 3mm Shank
SEMD98010040E RO.5 1.0 6 1.5 40 Short
SEMD980103SE RO.5 1.0 3 2.5 50 3mm Shank
SEMD98010S4SE RO.5 1.0 4 1.5 40 =
Y SEMD980104SE RO.5 1.0 4 2.5 50 Regular
Y SEMD98010E RO.5 1.0 6 2.5 50 Regular
% SEMD98010070E RO.5 1.0 6 2.5 70 Long Shank
SEMD98010100E RO.5 1.0 6 25 100 Long Shank
SEMD98012040E R0.6 1.2 6 2 40 Short
SEMD980123SE R0.6 1.2 3 3 50 3mm Shank
SEMD980124SE R0.6 1.2 4 3 50 Regular
% SEMD98012E R0.6 1.2 6 3 50 Regular
SEMD98012070E R0.6 1.2 6 3 70 Long Shank
SEMD98012100E R0.6 1.2 6 3 100 Long Shank
SEMD98015040E R0.75 1.5 6 2.5 40 Short
SEMD980153SE R0.75 1.5 3 4 50 3mm Shank
% SEMD980154SE RO.75 1.5 4 4 50 Regular
% SEMD98015E R0O.75 1.5 6 4 50 Regular
% : Stock Item » NEXT PAGE
Size Radius Mill Dia. Shank Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O:Good
1SO | M
D@ﬁgﬁén Non-alloy steel Low alloy steel H'%zg'{gydedstgelfeel’ Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
150 T
Dgﬁg&n wﬁéﬂ?ﬁaﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('ioéjrgesrsl)-\lloys ngﬁ;alg.c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE (Short, Regular, Long Shank)

@& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique
() MD, 2 TAGLIENTI, SEMISFERICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und

P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.
cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und

P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.

P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C260-261 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3 R325~R125
Unit : mm

Radius of Mill ] ET Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2

% SEMD98015070E R0O.75 1.5 6 4 70 Long Shank
SEMD98015100E RO.75 1.5 6 4 100 Long Shank
% SEMD98020040E R1.0 2.0 6 3 40 Short
SEMD980203SE R1.0 2.0 3 5 50 3mm Shank
% SEMD980204SE R1.0 20 4 5 50 Regular
% SEMD98020E R1.0 2.0 6 5 50 Regular
Y% SEMD98020080E R1.0 2.0 6 5 80 Long Shank
SEMD98020100E R1.0 2.0 6 5 100 Long Shank
SEMD98025040E R1.25 25 6 4 40 Short
SEMD980253SE R1.25 25 3 6 60 3mm Shank
% SEMD980254SE R1.25 25 4 6 60 Regular
% SEMD98025E R1.25 25 6 6 60 Regular
% SEMD98025080E R1.25 25 6 6 80 Long Shank
SEMD98025100E R1.25 25 6 6 100 Long Shank
Y SEMD98030040E R1.5 3.0 6 4.5 40 Short
SEMD980303SE R1.5 3.0 3 6 60 3mm Shank
% SEMD980304SE R1.5 3.0 4 6 60 Regular
% SEMD98030E R1.5 3.0 6 6 60 Regular
% SEMD98030080E R1.5 3.0 6 6 80 Long Shank
% SEMD98030100E R1.5 3.0 6 6 100 Long Shank
% SEMD98035E R1.75 3.5 6 8 70 -
% SEMD98040050E R2.0 4.0 6 6 50 Short
% SEMD980404SE R2.0 4.0 4 8 70 Regular
% SEMD98040E R2.0 4.0 6 8 70 Regular
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O :Good
150 | ———— M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hgﬁmﬁel' Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
e e e e . s
D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed OOD%SRQBC/O@S;';\"OVS N&r;l\ellzﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Hagj:é;ed nglﬁn I-(l:a;glelrgﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O © O
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CARBIDE

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
{) Fraise carbure, 2 dents, hémisphérique
() MD, 2 TAGLIENTI, SEMISFERICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding » Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und

» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.
cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und

p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.

» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen

bis HRc55, welche im Werkzeug- und Formenbau Verwendung finden.
R 4G MILL
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s Do [ —~ \‘DIW
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Flat Shank Page Plain Shank Page

HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

: : a % o 7 : SO0
® oating R Recommended ER COLLET CHUCK D73-116
30 p.C260-261 ToolHolder ©) B B SK SLIM CHUCK D183-201

R0.05~R3 R325~R125
Unit : mm

Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2

% SEMD980401004SE R2.0 4.0 4 8 100 Long Shank
SEMD980401204SE R2.0 4.0 4 8 120 Long Shank
% SEMD98040100E R2.0 4.0 6 8 100 Long Shank
% SEMD98040120E R2.0 4.0 6 8 120 Long Shank
% SEMD98045E R2.25 4.5 6 9 80 -
% SEMD98050060E R2.5 5.0 6 7.5 60 Short
% SEMD98050E R2.5 5.0 6 10 80 Regular
SEMD980505SE R2.5 5.0 5 10 80 5mmShank
% SEMD98055E R2.75 55 6 11 90 -
% SEMD98060050E R3.0 6.0 6 9 50 Short
% SEMD98060060E R3.0 6.0 6 9 60 Short
% SEMD98060080E R3.0 6.0 6 9 80 Short
% SEMD98060E R3.0 6.0 6 12 90 Regular
% SEMD98060110E R3.0 6.0 6 12 110 Long Shank
% SEMD98060130E R3.0 6.0 6 12 130 Long Shank
% SEMD98060150E R3.0 6.0 6 12 150 Long Shank
% SEMD98065E R3.25 6.5 8 13 90 -
% SEMD98070E R3.5 7.0 8 14 90 =
% SEMD98080050E R4.0 8.0 8 12 50 Short
% SEMD98080060E R4.0 8.0 8 12 60 Short
% SEMD98080080E R4.0 8.0 8 12 80 Short
% SEMD98080090E R4.0 8.0 8 12 90 Short
% SEMD98080E R4.0 8.0 8 14 100 Regular
* SEMD98080130E R4.0 8.0 8 14 130 Long Shank
% : Stock Item » NEXT PAGE
i Radius Mill Dia. Shank Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O:Good
1SO | M
D@ﬁgﬁén Non-alloy steel Low alloy steel H'%zg'{gydedstgelfeel’ Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
e . s
Dgﬁg&n wﬁéﬂ?ﬁaﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('ioéjrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique
() MD, 2 TAGLIENTI, SEMISFERICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.
cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die

HRc55 which are used for molds & dies. Verschleil¥festigkeit erhht.

P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.

R

o
DZI |[| é\j:[m

L)
L2

Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C260-261 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3 R325~R125
Unit : mm

Radius of Mill ] ET Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2

% SEMD98080150E R4.0 8.0 8 14 150 Long Shank
% SEMD98085E R4.25 8.5 10 16 100 =
% SEMD98090E R4.5 9.0 10 18 100 -
SEMD98100050E R5.0 10.0 10 15 50 Short
Y SEMD98100060E R5.0 10.0 10 15 60 Short
% SEMD98100080E R5.0 10.0 10 15 80 Short
% SEMD98100090E R5.0 10.0 10 15 90 Short
% SEMD98100E R5.0 10.0 10 18 100 Regular
Y SEMD98100130E R5.0 10.0 10 18 130 Long Shank
% SEMD98100150E R5.0 10.0 10 18 150 Long Shank
% SEMD98100180E R5.0 10.0 10 18 180 Long Shank
SEMD98100200E R5.0 10.0 10 18 200 Long Shank
% SEMD98110E R5.5 11.0 12 20 100 -
SEMD98120060E R6.0 12.0 12 18 60 Short
% SEMD98120080E R6.0 12.0 12 18 80 Short
SEMD98120090E R6.0 12.0 12 18 90 Short
Y SEMD98120100E R6.0 12.0 12 18 100 Short
% SEMD98120E R6.0 12.0 12 22 110 Regular
% SEMD98120130E R6.0 12.0 12 22 130 Long Shank
% SEMD98120150E R6.0 12.0 12 22 150 Long Shank
% SEMD98120180E R6.0 12.0 12 22 180 Long Shank
% SEMD98120200E R6.0 12.0 12 22 200 Long Shank
% SEMD98130E R6.5 13.0 12 24 100 -
% SEMD98140E R7.0 14.0 12 26 100 Regular
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm Tolerance
up to R3 + 0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O : Good
el ... P M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngr:]glloyeg{::el Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O

cod N | s |

Material Aluminum- Aluminum-cast, alloyed OopperandC/og)perAlloys Non Metallic Hardened Chiled Hardened

Description - wrought alloy d (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys " “gtee]™  Castlron Castlron

VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS
() Fraise carbure, 2 dents, hémisphérique
() MD, 2 TAGLIENTI, SEMISFERICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding » Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
» With its unique ball nose geometry and cutting edges the VerschleiRfestigkeit.
cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und
» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die

HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.

» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen
bis HRc55, welche im Werkzeug- und Formenbau Verwendung finden.
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Flat Shank Page Plain Shank Page

HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

R R a © - - | POWERMLLNGCHUCK  D161-176
& oating R Recommended ER COLLET CHUCK D73-116
30 p.C260-261 ToolHolder ©) B B SK SLIM CHUCK D183-201
R0.05~R3 R325~R125
Unit : mm

ELTEN Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length

Y SEMD9814014SE R7.0 14.0 14 26 100 -
SEMD9814016SE R7.0 14.0 16 26 100 =
SEMD98150E R7.5 15.0 16 28 140 -
Y% SEMD98160100E R8.0 16.0 16 24 100 Short
SEMD98160130E R8.0 16.0 16 24 130 Short
% SEMD98160E R8.0 16.0 16 30 150 Regular
SEMD98160180E R8.0 16.0 16 30 180 Long Shank
% SEMD98160200E R8.0 16.0 16 30 200 Long Shank
% SEMD98180E R9.0 18.0 16 34 150 Regular
SEMD9818018SE R9.0 18.0 18 34 150 =
% SEMD98200100E R10.0 20.0 20 30 100 Short
SEMD98200130E R10.0 20.0 20 30 130 Short
% SEMD98200E R10.0 20.0 20 38 150 Regular
SEMD98200200E R10.0 20.0 20 38 200 Long Shank
SEMD98250120E R12.5 25.0 25 50 120 Short
SEMD98250E R12.5 25.0 25 50 180 Regular
% : Stock Item
Tolerance (mm) | Tolerance ( mm Tolerance
up to R3 +0.005 | 0~-0012
over R3 \ £0010 | 0~-0.015 \
© : Excellent O:Good
1SO | M
D@ﬁgﬁén Non-alloy steel Low alloy steel H'%zg'{gydedstgelfeel’ Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] O © © O © © © O © O O O O O O
150 T
Dgﬁg&n wﬁéﬂ?ﬁaﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('ioéjrgesrsl)-\lloys ngﬁ;alg.c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

LEELINY SEM846 scries

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C262-273 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3  R4~R6
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3

SEM846001002E R0.05 0.1 4 0.1 0.2 40 0.085
SEM846001003E R0.05 0.1 4 0.1 0.3 40 0.085
SEM846001005E R0.05 0.1 4 0.1 0.5 40 0.085
SEM84600101E R0.05 0.1 4 0.1 1 40 0.085
% SEM846002005E RO.1 0.2 4 0.2 0.5 40 0.17
% SEM84600201E RO.1 0.2 4 0.2 1 40 0.17
SEM846002015E RO.1 0.2 4 0.2 1.5 40 0.17
% SEM84600202E RO.1 0.2 4 0.2 2 40 0.17
SEM84600203E RO.1 0.2 4 0.2 3 40 0.17
% SEM84600301E RO.15 0.3 4 0.3 1 40 0.27
% SEM846003015E R0.15 0.3 4 0.3 1.5 40 0.27
% SEM84600302E R0.15 0.3 4 0.3 2 40 0.27
SEM846003025E R0O.15 0.3 4 0.3 2.5 40 0.27
% SEM84600303E RO.15 0.3 4 0.3 3 40 0.27
% SEM84600304E R0.15 0.3 4 0.3 4 40 0.27
SEM84600305E R0.15 0.3 4 0.3 5 40 0.27
% SEM84600401E RO.2 0.4 4 0.4 1 40 0.37
% SEM846004015E RO.2 0.4 4 0.4 1.5 40 0.37
% SEM84600402E RO.2 0.4 4 0.4 2 40 0.37
% SEM846004025E RO.2 0.4 4 0.4 25 40 0.37
% SEM84600403E RO.2 0.4 4 0.4 3 40 0.37
% SEM84600404E R0.2 0.4 4 0.4 4 40 0.37
% SEM84600405E RO.2 0.4 4 0.4 5 40 0.37
% SEM84600406E RO.2 0.4 4 0.4 6 40 0.37
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O :Good
150 | ———— M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O ©) O
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D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

» New coating and tool geometry applied resulting outstanding p» Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und
p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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> ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48
R R a © - - | POWERMILLINGCHUCK  D161-176
s cooo | o Y <~ N
R0.05~R3  R4~R6 Unit: mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3

SEM84600408E RO.2 04 4 0.4 8 40 0.37
SEM84600410E RO.2 04 4 0.4 10 40 0.37
% SEMB84600501E R0.25 0.5 4 0.5 1 45 0.45
SEM846005015E R0.25 0.5 4 0.5 1.5 45 0.45
% SEM84600502E R0.25 0.5 4 0.5 2 45 0.45
SEM846005025E R0.25 0.5 4 0.5 25 45 0.45
% SEM84600503E R0.25 0.5 4 0.5 3 45 0.45
% SEMB84600504E R0.25 0.5 4 0.5 4 45 0.45
% SEM84600505E R0.25 0.5 4 0.5 5 45 0.45
% SEMB84600506E R0.25 0.5 4 0.5 6 45 0.45
% SEM84600508E R0.25 0.5 4 0.5 8 45 0.45
% SEMB84600510E R0.25 0.5 4 0.5 10 45 0.45
SEM84600512E R0.25 0.5 4 0.5 12 45 0.45
SEM84600514E R0.25 0.5 4 0.5 14 45 0.45
SEM84600516E R0.25 0.5 4 0.5 16 45 0.45
% SEMB84600601E RO.3 0.6 4 0.6 1 45 0.55
% SEM84600602E RO.3 0.6 4 0.6 2 45 0.55
% SEMB84600603E RO.3 0.6 4 0.6 3 45 0.55
% SEMB84600604E RO.3 0.6 4 0.6 4 45 0.55
% SEMB84600605E RO.3 0.6 4 0.6 5 45 0.55
% SEM84600606E RO.3 0.6 4 0.6 6 45 0.55
% SEMB84600608E RO.3 0.6 4 0.6 8 45 0.55
% SEMB84600610E RO.3 0.6 4 0.6 10 45 0.55
% SEMB84600612E RO.3 0.6 4 0.6 12 45 0.55
% : Stock Item P NEXT PAGE
Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O:Good
Fopm P M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
e . s
Dgﬁg&n wﬁé‘ﬂ?ﬂﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

LEELINY SEM846 scries

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C262-273 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3  R4~R6
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3

SEM84600614E R0.3 0.6 4 0.6 14 45 0.55
SEM84600616E RO.3 0.6 4 0.6 16 45 0.55
% SEM84600702E R0O.35 0.7 4 0.7 2 45 0.65
% SEM84600704E R0.35 0.7 4 0.7 4 45 0.65
% SEM84600706E R0.35 0.7 4 0.7 6 45 0.65
SEM84600708E R0.35 0.7 4 0.7 8 45 0.65
SEM84600710E R0O.35 0.7 4 0.7 10 45 0.65
SEM84600712E R0.35 0.7 4 0.7 12 45 0.65
SEM84600801E R0.4 0.8 4 0.8 1 45 0.75
% SEM84600802E R0.4 0.8 4 0.8 2 45 0.75
% SEM84600803E R0O.4 0.8 4 0.8 3 45 0.75
% SEM84600804E R0.4 0.8 4 0.8 4 45 0.75
% SEM84600805E R0.4 0.8 4 0.8 5 45 0.75
% SEM84600806E R0.4 0.8 4 0.8 6 45 0.75
% SEM84600808E R0O.4 0.8 4 0.8 8 45 0.75
% SEM84600810E R0.4 0.8 4 0.8 10 45 0.75
% SEM84600812E R0.4 0.8 4 0.8 12 45 0.75
SEM84600814E R0.4 0.8 4 0.8 14 45 0.75
SEM84600816E R0.4 0.8 4 0.8 16 45 0.75
SEM84600820E R0.4 0.8 4 0.8 20 45 0.75
% SEM84600904E R0.45 0.9 4 0.9 4 45 0.85
SEM84600906E R0.45 0.9 4 0.9 6 45 0.85
% SEM84600908E R0.45 0.9 4 0.9 8 45 0.85
SEM84600910E R0.45 0.9 4 0.9 10 45 0.85
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O :Good
150 | ———— M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hgﬁmﬁel' Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
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D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed OOD%SRQBC/O@S;';\"OVS N&r;l\ellzﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Hagj:é;ed nglﬁn I-(l:a;glelrgﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

» New coating and tool geometry applied resulting outstanding p» Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und
p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. VerschleiRfestigkeit erhoht.
» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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R0.05~R3  R4~R6 .
Unit : mm
Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3
% SEMB84601002E RO.5 1.0 4 1 2 50 0.95
% SEMB84601003E RO.5 1.0 4 1 3 50 0.95
% SEM84601004E R0O.5 1.0 4 1 4 50 0.95
% SEM84601005E RO.5 1.0 4 1 5 50 0.95
% SEM84601006E RO.5 1.0 4 1 6 50 0.95
% SEMB84601007E RO.5 1.0 4 1 7 50 0.95
% SEMB84601008E RO.5 1.0 4 1 8 50 0.95
SEM84601009E RO.5 1.0 4 1 9 50 0.95
% SEM84601010E RO.5 1.0 4 1 10 50 0.95
% SEM84601012E RO.5 1.0 4 1 12 50 0.95
% SEMB84601014E R0O.5 1.0 4 1 14 50 0.95
% SEMB84601016E RO.5 1.0 4 1 16 50 0.95
% SEM84601018E RO.5 1.0 4 1 18 50 0.95
% SEM84601020E RO.5 1.0 4 1 20 50 0.95
SEM84601022E R0O.5 1.0 4 1 22 60 0.95
% SEMB84601026E RO.5 1.0 4 1 26 60 0.95
% SEM84601030E RO.5 1.0 4 1 30 70 0.95
SEM84601040E RO.5 1.0 4 1 40 80 0.95
SEM84601050E RO.5 1.0 4 1 50 100 0.95
% SEM84601204E R0.6 1.2 4 1.2 4 50 1.15
% SEM84601206E R0.6 1.2 4 1.2 6 50 1.15
% SEMB84601208E R0.6 1.2 4 1.2 8 50 1.15
% SEMB84601210E R0O.6 1.2 4 1.2 10 50 1.15
% SEM84601212E R0O.6 1.2 4 1.2 12 50 1.15
% : Stock Item » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O:Good
1SO | M
D@ﬁgﬁén Non-alloy steel Low alloy steel H'%zg'{gydedstgelfeel’ Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
e . s
Dgﬁg&n wﬁéﬂ?ﬁaﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('ioéjrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

P Due to new coating and new tool geometry, outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer
ability and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Due to unique ball nose geometry and cutting edges, cutting Verschleil¥festigkeit.
force decreased, and so wear resistance increased. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.

LEELINY SEM846 scries
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HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C262-273 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3  R4~R6
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Dlameter

% SEM84601216E RO.6 1.2 4 1.2 16 50 1.15
SEM84601220E R0.6 1.2 4 1.2 20 50 1.15
SEM84601226E RO.6 1.2 4 1.2 26 60 1.15
SEM84601406E RO.7 1.4 4 1.4 6 50 1.35
SEM84601408E RO.7 14 4 1.4 8 50 1.35
SEM84601410E R0O.7 14 4 1.4 10 50 1.35
SEM84601412E RO.7 14 4 1.4 12 50 1.35
SEM84601416E RO.7 14 4 1.4 16 50 1.35
% SEM84601503E R0O.75 1.5 4 1.5 3 50 1.45
% SEM84601504E R0.75 1.5 4 1.5 4 50 1.45
% SEM84601505E R0O.75 1.5 4 1.5 5 50 1.45
% SEM84601506E R0O.75 1.5 4 1.5 6 50 1.45
SEM84601507E R0O.75 1.5 4 1.5 7 50 1.45
% SEM84601508E R0.75 1.5 4 1.5 8 50 1.45
% SEM84601510E R0O.75 1.5 4 1.5 10 50 1.45
% SEM84601512E R0O.75 1.5 4 1.5 12 50 1.45
% SEM84601514E R0O.75 1.5 4 1.5 14 50 1.45
% SEM84601516E R0.75 1.5 4 1.5 16 50 1.45
% SEM84601518E R0O.75 1.5 4 1.5 18 50 1.45
% SEM84601520E R0O.75 1.5 4 1.5 20 50 1.45
SEM84601522E R0O.75 1.5 4 1.5 22 60 1.45
SEM84601526E R0.75 1.5 4 1.5 26 60 1.45
SEM84601530E R0O.75 1.5 4 1.5 30 70 1.45
SEM84601535E R0O.75 1.5 4 1.5 35 70 1.45
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm Tolerance
up to R3 + 0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O : Good
el ... P M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngr:]glloyeg{::el Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O

cod N | s |

Material Aluminum- Aluminum-cast, alloyed OopperandC/og)perAlloys Non Metallic Hardened Chiled Hardened

Description - wrought alloy d (Bronze / Brass) Materials Heat Resistant Super Alloys Titanium Alloys " “gtee]™  Castlron Castlron

VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

» New coating and tool geometry applied resulting outstanding p» Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und
p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. VerschleiRfestigkeit erhoht.
» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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R0.05~R3  R4~R6 Unit - mm
Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3
SEM84601540E R0O.75 1.5 4 1.5 40 80 1.45
SEM84601604E R0.8 1.6 4 1.6 4 50 1.55
SEM84601606E R0.8 1.6 4 1.6 6 50 1.55
% SEM84601608E RO.8 1.6 4 1.6 8 50 1.55
SEM84601610E R0O.8 1.6 4 1.6 10 50 1.55
% SEMB84601612E R0.8 1.6 4 1.6 12 50 1.55
% SEMB84601616E R0.8 1.6 4 1.6 16 50 1.55
SEM84601620E R0.8 1.6 4 1.6 20 50 1.55
% SEM84601804E R0.9 1.8 4 1.8 4 50 1.75
SEM84601806E R0.9 1.8 4 1.8 6 50 1.75
% SEM84601808E R0.9 1.8 4 1.8 8 50 1.75
SEM84601810E R0.9 1.8 4 1.8 10 50 1.75
% SEMB84601812E R0.9 1.8 4 1.8 12 50 1.75
% SEMB84601816E R0.9 1.8 4 1.8 16 50 1.75
SEM84601820E R0.9 1.8 4 1.8 20 50 1.75
% SEMB84602004E R1.0 2.0 4 2 4 50 1.95
% SEM84602006E R1.0 2.0 4 2 6 50 1.95
% SEMB84602008E R1.0 2.0 4 2 8 50 1.95
% SEMB84602010E R1.0 2.0 4 2 10 50 1.95
% SEM84602012E R1.0 2.0 4 2 12 50 1.95
% SEM84602014E R1.0 2.0 4 2 14 50 1.95
% SEMB84602016E R1.0 2.0 4 2 16 50 1.95
% SEMB84602018E R1.0 2.0 4 2 18 50 1.95
% SEMB84602020E R1.0 2.0 4 2 20 50 1.95
% : Stock Item » NEXT PAGE
Tolerance (mm) | Tolerance ( mm Tolerance
up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015 ©: Excellent O Good
: Excellen : Gool
1SO | M
D@ﬁgﬁén Non-alloy steel Low alloy steel H'%zg'{gydedstgelfeel’ Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
fRe. | m s @ w2 s s 15 % 15 2 fo o 2 3 25 o 5
HBc 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
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Dgﬁg&n wﬁéﬂ?ﬁaﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('ioéjrgesrsl)-\lloys ngﬁ;alg.c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI-I|I?(323 21 22 23 24 25 26 27 28 29 30 ? ; 2(2) gg gg gi 36 37 gg gg 22 451;
C
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

® VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

LEELINY SEM846 scries

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R c Y © - - | POWERMILLNGCHUCK  D161-176
oating Recommended ERCOLLET CHUCK D73-116

p.C262-273 ToolHolder  A®J ) . SKSLIMCHUCK D183-201

R0.05~R3  R4~R6
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3

SEM84602022E R1.0 2.0 4 2 22 60 1.95
% SEM84602026E R1.0 2.0 4 2 26 60 1.95
% SEM84602030E R1.0 2.0 4 2 30 70 1.95
% SEM84602035E R1.0 2.0 4 2 35 70 1.95
SEM84602040E R1.0 2.0 4 2 40 80 1.95
SEM84602045E R1.0 20 4 2 45 90 1.95
SEM84602050E R1.0 2.0 4 2 50 100 1.95
SEM84602060E R1.0 2.0 4 2 60 110 1.95
% SEM84602508E R1.25 25 4 2.5 8 50 2.40
% SEM84602510E R1.25 25 4 25 10 50 2.40
% SEM84602512E R1.25 25 4 2.5 12 50 2.40
% SEMB84602516E R1.25 25 4 2.5 16 50 2.40
% SEM84602520E R1.25 25 4 2.5 20 50 2.40
SEM84602522E R1.25 25 4 2.5 22 60 2.40
SEM84602526E R1.25 25 4 2.5 26 60 2.40
SEM84602530E R1.25 25 4 2.5 30 70 2.40
SEM84602535E R1.25 25 4 2.5 35 70 2.40
SEM84602540E R1.25 25 4 25 40 80 240
SEM84602545E R1.25 25 4 2.5 45 90 2.40
SEM84602550E R1.25 2.5 4 2.5 50 100 2.40
% SEM84603006E R1.5 3.0 6 3 6 50 2.85
% SEM84603008E R1.5 3.0 6 3 8 50 2.85
% SEM84603010E R1.5 3.0 6 3 10 50 2.85
% SEM84603012E R1.5 3.0 6 3 12 50 2.85
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 +0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O :Good
150 | ———— M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hgﬁmﬁel' Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O ©) O O ©) O
e e e e . s
D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed OOD%SRQBC/O@S;';\"OVS N&r;l\ellzﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Hagj:é;ed nglﬁn I-(l:a;glelrgﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O © O
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

» New coating and tool geometry applied resulting outstanding p» Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und
p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. VerschleiRfestigkeit erhoht.
» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.

{ /R D3 ‘/E
— T DE:E

L3
L2

Flat Shank Page Plain Shank Page
ENDMILLHOLDER D118 137 | HDRAULCCHUCK - D15-46

SHRINK FIT HOLDER D47-72

R R a © - - | POWERMILLINGCHUCK  D161-176
o oatin N
2 i edocers [guilieglo - - SO G
R0.05~R3  R4~R6 .
Unit : mm
Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3
% SEM84603014E R1.5 3.0 6 3 14 60 2.85
SEM84603015E R1.5 3.0 6 3 15 60 2.85
% SEM84603016E R1.5 3.0 6 3 16 60 2.85
% SEM84603018E R1.5 3.0 6 3 18 60 2.85
% SEM84603020E R1.5 3.0 6 3 20 60 2.85
% SEM84603022E R1.5 3.0 6 3 22 65 2.85
% SEM84603026E R1.5 3.0 6 3 26 65 2.85
% SEM84603030E R1.5 3.0 6 3 30 70 2.85
% SEM84603035E R1.5 3.0 6 3 35 70 2.85
% SEM84603040E R1.5 3.0 6 3 40 80 2.85
% SEM84603045E R1.5 3.0 6 3 45 20 2.85
% SEM84603050E R1.5 3.0 6 3 50 100 2.85
SEM84603060E R1.5 3.0 6 3 60 100 2.85
% SEM84604008E R2.0 4.0 6 4 8 50 3.85
% SEM84604010E R2.0 4.0 6 4 10 50 3.85
% SEM84604012E R2.0 4.0 6 4 12 50 3.85
% SEM84604014E R2.0 4.0 6 4 14 60 3.85
% SEM84604016E R2.0 4.0 6 4 16 60 3.85
% SEM84604018E R2.0 4.0 6 4 18 60 3.85
% SEM84604020E R2.0 4.0 6 4 20 60 3.85
% SEM84604022E R2.0 4.0 6 4 22 65 3.85
% SEM84604026E R2.0 4.0 6 4 26 65 3.85
% SEM84604030E R2.0 4.0 6 4 30 70 3.85
% SEM84604035E R2.0 4.0 6 4 35 70 3.85
% : Stock Item » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to R3 + 0.005 0~-0.012 h5
over R3 +0.010 0~-0.015
© : Excellent O : Good
1SO | M
D@ﬁgﬁén Non-alloy steel Low alloy steel H'%zg'{gydedstgelfeel’ Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] O © © O © © © O © O O O O O O
150 T
Dgﬁg&n wﬁéﬂ?ﬁaﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('ioéjrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed Cg;tmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 4
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 0 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend @] © @]
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS

LEELINTY SEM846 sex:cs

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée

() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

» New coating and tool geometry applied resulting outstanding
cutting abilities and wear resistance.

P With its unique ball nose geometry and cutting edges the
cutting force has decreased, also increasing wear resistance.

P Excellent performance when cutting prehardened steels, up to
HRc55 which are used for molds & dies.

—e | |

. "‘ . @ R R a
53 ‘ Coating

p Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeometrien
hervorragende Schnittleistung und Verschleilfestigkeit.

» Aufgrund der einzigartigen Kugelgeometrie und Schneidkantenpraparation
wird die Schniitkraft reduziert und die Verschleil¥festigkeit erhoht.

» Hervorragende Leistung bei der Zerspanung von vorvergtteten Stahlen bis
HRc55, welche im Werkzeug- und Formenbau Verwendung finden.

s
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‘ L3 |‘_1’

L2

Flat Shank Page Plain Shank Page

HYDRAULICCHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINKFIT HOLDER D47-72

@ - - POWERMILLINGCHUCK  D161-176

R0.05~R3  R4~R6

_ Recommended ER COLLET CHUCK D73-116
p.C262-273 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Dlameter

% SEM84604040E R2.0 4.0 6 4 40 80 3.85
SEM84604045E R2.0 4.0 6 4 45 90 3.85
% SEM84604050E R2.0 4.0 6 4 50 100 3.85
SEM84604055E R2.0 4.0 6 4 55 100 3.85
SEM84604060E R2.0 4.0 6 4 60 100 3.85
SEM84605015E R2.5 5.0 6 6 15 60 4.85
% SEM84605020E R2.5 5.0 6 6 20 60 4.85
% SEM84605026E R2.5 5.0 6 6 26 65 4.85
% SEM84605030E R2.5 5.0 6 6 30 70 4.85
% SEM84605035E R2.5 5.0 6 6 35 70 4.85
% SEM84605040E R2.5 5.0 6 6 40 80 4.85
SEM84605045E R2.5 5.0 6 6 45 90 4.85
% SEM84605050E R2.5 5.0 6 6 50 100 4.85
SEM84605055E R2.5 5.0 6 6 55 100 4.85
SEM84605060E R2.5 5.0 6 6 60 100 4.85
% SEM84606020E R3.0 6.0 6 8 20 60 5.85
% SEM84606030E R3.0 6.0 6 8 30 60 5.85
% SEM84606020090E R3.0 6.0 6 12 20 90 5.85
% SEM84606030090E R3.0 6.0 6 12 30 90 5.85
% SEM84608025E R4.0 8.0 8 10 25 70 7.70
% SEM84608035E R4.0 8.0 8 10 35 70 7.70
SEM84608025100E R4.0 8.0 8 14 25 100 7.70
% SEM84608035100E R4.0 8.0 8 14 35 100 7.70
% SEM84610030E R5.0 10.0 10 12 30 75 9.70
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm Tolerance
up to R3 + 0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O : Good
1SO M
Dc’glsﬁgt?tlm Non-alloy steel Low alloy steel Hi%t:‘gm::el, Stainless steel Grey cast iron N°dli’r|grr] cast Malleﬁgl]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 = 230
Recommend O O O © © O © © © O © O O O O O O

ISO

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(%rrgrr:gecloé)g:rs,;klloys Non Metallic

Description - wrought alloy
VDI3323 21 22 23 24 25 26 27 28 29
HRc
HB 60 100 75 920 130 110 90 100
Recommend

Materials

Heat Resistant Super Alloys Titanium Alloys Harder;ed Chilled - Hardened

Castlron Castlron
30 31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O ©) O
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- 4G MILL
I/G END MILLS

CARBIDE

LEUELNTY SEM846 scxes

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit LANG ABGESETZTEM SCHAFTTETL
() Fraise carbure, 2 dents, hémisphérique, détalonnée

() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA

» New coating and tool geometry applied resulting outstanding
cutting abilities and wear resistance.

» With its unique ball nose geometry and cutting edges the
cutting force has decreased, also increasing wear resistance.

p» Excellent performance when cutting prehardened steels, up to
HRc55 which are used for molds & dies.

‘ R R Y
: 30° Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeometrien
hervorragende Schnittleistung und Verschleil¥festigkeit.

» Aufgrund der einzigartigen Kugelgeometrie und Schneidkantenpraparation
wird die Schniitkraft reduziert und die Verschlei¥festigkeit erhoht.

» Hervorragende Leistung bei der Zerspanung von vorvergiiteten Stéhlen bis
HRc55, welche im Werkzeug- und Formenbau Verwendung finden.
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4G MILL
END MILLS

L2

R0.05~R3  R4~R6

Flat Shank Page Plain Shank Page

ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48

© - - | POWERMLLNGCHUCK  D161-176

poasz-27 [GHTER O s o
Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank Length Diameter
R D1 D2 L1 L3 L2 D3

% SEMB84610040E R5.0 10.0 10 12 40 75 9.70
% SEMB84610030100E R5.0 10.0 10 18 30 100 9.70
% SEM84610040100E R5.0 10.0 10 18 40 100 9.70
% SEM84612032E R6.0 12.0 12 14 32 80 11.70
SEM84612045E R6.0 12.0 12 14 45 80 11.70
% SEM84612032110E R6.0 12.0 12 22 32 110 11.70
% SEM84612045110E R6.0 12.0 12 22 45 110 11.70
% : Stock Item
Tolerance (mm) | Tolerance ( mm Tolerance
up to R3 +0.005 0~-0.012
over R3 +0.010 0~-0.015
© : Excellent O : Good
ISO . M
Dysactﬁgt?én Non-alloy steel Low alloy steel ngfs]gligyoledstggel, Stainless steel Grey cast iron NOdli’rlg; cast MalleﬁgLe cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- . rand CopperAlloys  Non Metallic ! . Hardened Chilled Hardened
Description wrought alloy Aluminum-cast, alloyed Copp(%!ronze / é)rgesrs) S| i Heat Resistant Super Alloys Titanium Alloys ““gteel”  Castlron Castlron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE
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END MILLS

- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK (6mm shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit ABGESETZTEM SCHAFTTETL (6mm ZYLINDERSCHAFT)
() Fraise carbure, 2 dents, hémisphérique, détalonnée (9 queue 6mm)
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA (gambo 6mm)

LEELINY SEM846 scries

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.

R

R D /4
D2 D1

L2

Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

ENDMILLHOLDER D118-137 | gupierrio e D477
R o Y_ © - - POWERMILLING CHUCK  D161-176
oating Recommended ER COLLET CHUCK D73-116

p.C262-273 ToolHolder O B B SK SLIM CHUCK D183-201

Unit : mm
Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3
SEM846005016SE R0.25 0.5 6 0.5 1 45 045
SEM846005026SE R0.25 0.5 6 0.5 2 45 0.45
SEM846005046SE R0.25 0.5 6 0.5 4 45 0.45
SEM846006016SE R0.3 0.6 6 0.6 1 45 0.55
SEM846006026SE R0O.3 0.6 6 0.6 2 45 0.55
SEM846006036SE R0.3 0.6 6 0.6 3 45 0.55
SEM846006046SE R0O.3 0.6 6 0.6 4 45 0.55
SEM846006056SE R0O.3 0.6 6 0.6 5 45 0.55
% SEM846006066SE R0.3 0.6 6 0.6 6 45 0.55
SEM846006086SE R0.3 0.6 6 0.6 8 45 0.55
SEM846006106SE R0O.3 0.6 6 0.6 10 45 0.55
SEM846006126SE R0O.3 0.6 6 0.6 12 45 0.55
SEM846006146SE R0.3 0.6 6 0.6 14 45 0.55
SEM846006166SE R0.3 0.6 6 0.6 16 45 0.55
SEM846008016SE R0.4 0.8 6 0.8 1 45 0.75
SEM846008026SE R0.4 0.8 6 0.8 2 45 0.75
SEM846008036SE R0.4 0.8 6 0.8 3 45 0.75
SEM846008046SE R0.4 0.8 6 0.8 4 45 0.75
SEM846008056SE R0.4 0.8 6 0.8 5 45 0.75
SEM846008066SE R0.4 0.8 6 0.8 6 45 0.75
SEM846008086SE R0.4 0.8 6 0.8 8 45 0.75
SEM846008106SE R0.4 0.8 6 0.8 10 45 0.75
SEM846008126SE R0.4 0.8 6 0.8 12 45 0.75
SEM846008146SE R0.4 0.8 6 0.8 14 45 0.75
% : Stock Item > NEXT PAGE
REGI Mill Dia. Shank Dia.
Tolerance (mm) Tolerance (mm) Tolerance
+0.005 ‘ 0~-0.012 ‘ h5
© : Excellent O :Good
150 | M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hl%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
150 S T—
D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O © O

C166 rhone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK (6mm shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit ABGESETZTEM SCHAFTTETL (6mm ZYLINDERSCHAFT)
() Fraise carbure, 2 dents, hémisphérique, détalonnée (9 queue 6mm)
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA (gambo 6mm)

» New coating and tool geometry applied resulting outstanding p» Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
» With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. » Aufgrund der einzigartigen Kugelgeometrie und
p» Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
» Hervorragende Leistung bei der Zerspanung von vorvergliteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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Flat Shank Page Plain Shank Page

HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

R C Yt © - - POWERMILLING CHUCK  D161-176
30° oating R Recommended ER COLLET CHUCK D73-116
p-C262-273 ToolHolder ©) B ) SK SLIM CHUCK D183-201

Unit : mm

Radius of Mill Shank Length Length Overall Neck
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3

SEM846008166SE R0.4 0.8 6 0.8 16 45 0.75
SEM846008206SE RO.4 0.8 6 0.8 20 45 0.75
SEM846010026SE RO.5 1.0 6 1 2 50 0.95
SEM846010036SE RO.5 1.0 6 1 3 50 0.95
% SEM846010046SE RO.5 1.0 6 1 4 50 0.95
SEM846010056SE RO.5 1.0 6 1 5 50 0.95
% SEM846010066SE RO.5 1.0 6 1 6 50 0.95
SEM846010076SE RO.5 1.0 6 1 7 50 0.95
SEM846010086SE RO.5 1.0 6 1 8 50 0.95
SEM846010096SE RO.5 1.0 6 1 9 50 0.95
% SEM846010106SE RO.5 1.0 6 1 10 50 0.95
SEM846010126SE RO.5 1.0 6 1 12 50 0.95
SEM846010146SE RO.5 1.0 6 1 14 50 0.95
SEM846010166SE RO.5 1.0 6 1 16 50 0.95
SEM846010186SE RO.5 1.0 6 1 18 50 0.95
SEM846010206SE RO.5 1.0 6 1 20 50 0.95
SEM846010226SE RO.5 1.0 6 1 22 60 0.95
SEM846010266SE RO.5 1.0 6 1 26 60 0.95
SEM846010306SE RO.5 1.0 6 1 30 70 0.95
SEM846015036SE R0.75 1.5 6 1.5 3 50 1.45
SEM846015046SE RO.75 1.5 6 1.5 4 50 1.45
% SEM846015066SE R0.75 1.5 6 1.5 6 50 1.45
% SEM846015086SE R0O.75 15 6 1.5 8 50 1.45
% SEMB846015106SE R0O.75 1.5 6 1.5 10 50 1.45
% : Stock ltem » NEXT PAGE
Radius Mill Dia.
Tolerance (mm) Tolerance (mm) Tolerance
+0.005 ‘ 0~-0.012 ‘ h5
© : Excellent O:Good
IS0 [ ———— M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
e . s
Dgﬁg&n wﬁé‘ﬂ?ﬂﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O © O
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CARBIDE

4G MILL
END MILLS

- 4G MILL
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CARBIDE, 2 FLUTE BALL NOSE with EXTENDED NECK (6mm shank)

& VOLLHARTMETALL, 2 SCHNEIDEN STIRNRADIUS mit ABGESETZTEM SCHAFTTETL (6mm ZYLINDERSCHAFT)
() Fraise carbure, 2 dents, hémisphérique, détalonnée (9 queue 6mm)
() MD, 2 TAGLIENTI, SEMISFERICA, SCARICATA (gambo 6mm)

LEELINY SEM846 scries

» New coating and tool geometry applied resulting outstanding P Aufgrund einer neuartigen Beschichtung und neuer
cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P With its unique ball nose geometry and cutting edges the Verschleil¥festigkeit.

cutting force has decreased, also increasing wear resistance. P Aufgrund der einzigartigen Kugelgeometrie und
P Excellent performance when cutting prehardened steels, up to Schneidkantenpraparation wird die Schniitkraft reduziert und die
HRc55 which are used for molds & dies. Verschleil¥festigkeit erhoht.
P Hervorragende Leistung bei der Zerspanung von vorvergiteten Stahlen
bis HRcb55, welche im Werkzeug- und Formenbau Verwendung finden.
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Unit : mm
e (o Lbm ] LSRG
Ball Nose Diameter Diameter of Cut Below Shank| Length Diameter
R D1 D2 L1 L3 L2 D3
% SEM846015126SE R0O.75 1.5 6 1.5 12 50 1.45
SEM846015146SE R0O.75 1.5 6 1.5 14 50 1.45
SEM846015166SE R0O.75 1.5 6 1.5 16 50 1.45
SEM846015186SE R0O.75 1.5 6 1.5 18 50 1.45
SEM846015206SE R0O.75 1.5 6 1.5 20 50 1.45
SEM846015226SE R0.75 1.5 6 1.5 22 60 1.45
SEM846015266SE R0O.75 1.5 6 1.5 26 60 1.45
SEM846015306SE R0.75 1.5 6 1.5 30 70 1.45
SEM846015356SE R0O.75 15 6 1.5 35 70 1.45
SEM846015406SE R0.75 15 6 1.5 40 80 1.45
SEM846020046SE R1.0 2.0 6 2 4 50 1.95
% SEM846020066SE R1.0 2.0 6 2 6 50 1.95
% SEM846020086SE R1.0 2.0 6 2 8 50 1.95
% SEM846020106SE R1.0 2.0 6 2 10 50 1.95
% SEM846020126SE R1.0 2.0 6 2 12 50 1.95
SEM846020146SE R1.0 2.0 6 2 14 50 1.95
% SEM846020166SE R1.0 2.0 6 2 16 50 1.95
SEM846020186SE R1.0 2.0 6 2 18 50 1.95
% SEM846020206SE R1.0 2.0 6 2 20 50 1.95
SEM846020226SE R1.0 2.0 6 2 22 60 1.95
SEM846020266SE R1.0 2.0 6 2 26 60 1.95
SEM846020306SE R1.0 2.0 6 2 30 70 1.95
SEM846020356SE R1.0 2.0 6 2 35 70 1.95
SEM846020406SE R1.0 2.0 6 2 40 80 1.95
SEM846020456SE R1.0 2.0 6 2 45 90 1.95
SEM846020506SE R1.0 2.0 6 2 50 100 1.95
% : Stock Item
Radius Mill Dia.
Tolerance (mm) Tolerance (mm) Tolerance
£0005 | 0~-0012 hs
© : Excellent O : Good
Sepm ... P | M
Dysaotrﬁlm Non-alloy steel Low alloy steel Higat:)gllgyoledstest;el, Stainless steel Grey cast iron NOd?rIg; cast Malleﬁ(t;:]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O O © © O © © © O © O O O O O O
150 S T—
Dglsﬁ?g‘%n w/-r\cl)lljjrgmuawc;y Aluminum-cast, alloyed Oopp(%rlgzge(ioggesrs?lbys N&Ztl\gﬁt:l'!ic Heat Resistant Super Alloys Titanium Alloys Hasrgeeé;ed nglﬁn I-éa;glm
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Excellent for cutting prehardened steels, carbon steels, alloy steels Verschleil¥festigkeit

of molds and dies, up to HRc55 and machine parts. P Ausgezeichnet geeignet fir das Frasen von vorvergiitetem Stahl,
P Available in short, regular and long shank end mills. kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
p» Available with various corner radius end mills, from 0.02mm to Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang

» Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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HYDRAULIC CHUCK D15-46
/ ENDMILLHOLDER  D118-137 | gio e 7
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30° oating ~ Recommended ERCOLLET CHUCK D73-116
p.C274-275 ToolHolder ©) B ) SK SLIM CHUCK D183-201
202~26 @7~320
Unit : mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

SEMD99002002E R0.02 0.2 4 0.4 40 -
SEMD99002005E R0.05 0.2 4 0.4 40 =
SEMD99003002E R0.02 0.3 4 0.6 40 -
SEMD99003005E R0.05 0.3 4 0.6 40 =
SEMD99004005E R0.05 0.4 4 0.8 40 -
SEMD9900401E RO.1 0.4 4 0.8 40 =
SEMD99005005E R0.05 0.5 4 1 40 -
SEMD9900501E RO.1 0.5 4 1 40 =
SEMD99006005E R0.05 0.6 4 1.2 40 -
SEMD9900601E RO.1 0.6 4 1.2 40 =
SEMD9900602E RO.2 0.6 4 1.2 40 -
SEMD99007005E R0.05 0.7 4 14 40 =
SEMD9900701E RO.1 0.7 4 1.4 40 -
SEMD9900702E R0.2 0.7 4 1.4 40 =
SEMD99008005E R0.05 0.8 4 1.6 40 -
SEMD9900801E RO.1 0.8 4 1.6 40 =
SEMD9900802E RO.2 0.8 4 1.6 40 -
SEMD99009005E R0.05 0.9 4 1.8 40 =
SEMD9900901E RO.1 0.9 4 1.8 40 -
SEMD990100054SE R0.05 1.0 4 2.5 50 4mm Shank
SEMD99010014SE RO.1 1.0 4 2.5 50 4mm Shank
SEMD99010024SE R0.2 1.0 4 2.5 50 4mm Shank
SEMD99010034SE RO.3 1.0 4 2.5 50 4mm Shank
SEMD99010005E R0.05 1.0 6 2.5 50 =
% : Stock Item » NEXT PAGE
Comer Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012 h5
over J6 +0.015 0~-0.015
© : Excellent O:Good
150 | M
D’t\aﬂsegr?gt?clan Non-alloy steel Low alloy steel ngrrl]gllgyoledstesgel, Stainless steel Grey cast iron NOdIiJrIg; cast Malleie:g:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
1S 0 e
Dyg:gﬁén w/?gffgmtéﬁ?c}y Aluminum-cast, alloyed Copp(%'rgzczie('iogrgesrs/)-\lloys Nf\)ﬂr;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed cﬂlﬁgn I-(iggtelgd
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

4G MILL
END MILLS



CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Excellent for cutting prehardened steels, carbon steels, alloy steels Verschleil¥festigkeit

of molds and dies, up to HRc55 and machine parts. P Ausgezeichnet geeignet flir das Frasen von vorverglitetem Stahl,
P Available in short, regular and long shank end mills. kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
P Available with various corner radius end mills, from 0.02mm to Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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oating Recommended ERCOLLETCHUCK D73-116
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20.2~06 @7~220

Unit : mm
Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2
SEMD9901001E RO.1 1.0 6 2.5 50 -
% SEMD9901002E R0.2 1.0 6 2.5 50 =
% SEMD9901003E RO.3 1.0 6 2.5 50 -
SEMD990120054SE R0.05 1.2 4 3 50 4mm Shank
SEMD99012014SE RO.1 1.2 4 3 50 4mm Shank
SEMD99012024SE R0.2 1.2 4 3 50 4mm Shank
SEMD99012034SE RO.3 1.2 4 3 50 4mm Shank
SEMD99012005E R0.05 1.2 6 3 50 =
SEMD9901201E RO.1 1.2 6 3 50 -
SEMD9901202E R0.2 1.2 6 3 50 =
SEMD9901203E RO.3 1.2 6 3 50 -
SEMD990150054SE R0.05 1.5 4 4 50 =
SEMD99015014SE RO.1 1.5 4 4 50 4mm Shank
SEMD99015024SE R0.2 1.5 4 4 50 4mm Shank
SEMD99015034SE RO.3 1.5 4 4 50 4mm Shank
SEMD99015054SE RO.5 1.5 4 4 50 4mm Shank
SEMD99015005E R0.05 1.5 6 4 50 -
SEMD9901501E RO.1 1.5 6 4 50 =
% SEMD9901502E RO.2 15 6 4 50 -
% SEMD9901503E RO.3 1.5 6 4 50 =
% SEMD9901505E RO.5 1.5 6 4 50 -
SEMD99020014SE RO.1 2.0 4 6 50 4mm Shank
SEMD99020024SE RO.2 2.0 4 6 50 4mm Shank
SEMD99020034SE RO.3 2.0 4 6 50 4mm Shank
% : Stock Item > NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012 h5
over @6 +0.015 0~-0.015
© : Excellent O :Good
150 | M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hl%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
e e e e . s
D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Excellent for cutting prehardened steels, carbon steels, alloy steels Verschleil¥festigkeit

of molds and dies, up to HRc55 and machine parts. P Ausgezeichnet geeignet fir das Frasen von vorvergiitetem Stahl,
P Available in short, regular and long shank end mills. kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
p» Available with various corner radius end mills, from 0.02mm to Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang

» Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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L e L P v R il
20.2~06 @7~220 Unit: mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

SEMD99020054SE RO.5 2.0 4 6 50 4mm Shank
SEMD9902001E RO.1 2.0 6 6 50 =
% SEMD9902002E R0.2 2.0 6 6 50 -
% SEMD9902003E RO.3 2.0 6 6 50 =
% SEMD9902005E RO.5 2.0 6 6 50 -
SEMD99025014SE RO.1 25 4 7 60 4mm Shank
SEMD99025024SE RO.2 25 4 7 60 4mm Shank
SEMD99025034SE RO.3 25 4 7 60 4mm Shank
SEMD99025054SE RO.5 25 4 7 60 4mm Shank
SEMD9902501E RO.1 25 6 7 60 =
SEMD9902502E RO.2 25 6 7 60 -
SEMD9902503E RO.3 25 6 7 60 =
SEMD9902505E RO.5 25 6 7 60 -
SEMD9903001E RO.1 3.0 6 8 60 =
% SEMD9903002E RO.2 3.0 6 8 60 -
% SEMD9903003E RO.3 3.0 6 8 60 =
% SEMD9903005E RO.5 3.0 6 8 60 -
SEMD9903010E R1.0 3.0 6 8 60 =
SEMD9903501E RO.1 35 6 10 70 -
SEMD9903502E RO.2 3.5 6 10 70 =
SEMD9903503E RO.3 3.5 6 10 70 -
SEMD9903505E RO.5 35 6 10 70 =
SEMD99040014SE RO.1 4.0 4 10 70 4mm Shank
SEMD99040024SE RO.2 4.0 4 10 70 4mm Shank
% : Stock Item > NEXT PAGE
Corner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012 h5
over J6 +0.015 0~-0.015
© : Excellent O:Good
1SO | M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel ngfrl]gl{gyoledsggel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
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Dgﬁg&n wﬁé‘ﬂ?ﬂﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O © O
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS

LAENELINY SEMD99 scries

- 4G MILL
I/G END MILLS

CARBIDE

LENELINY SEMD99 s

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels
of molds and dies, up to HRc55 and machine parts.

P Available in short, regular and long shank end mills.

P Available with various corner radius end mills, from 0.02mm to

Werkzeuggeometrien hervorragende Schnittleistung und
Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

abilities and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels
of molds and dies, up to HRc55 and machine parts.

P Available in short, regular and long shank end mills.

p» Available with various corner radius end mills, from 0.02mm to

Werkzeuggeometrien hervorragende Schnittleistung und
Verschleil¥festigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfiihrungen: kurz, standard und lang
P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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oating Recommended ERCOLLETCHUCK D73-116
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@0.2~36 Q7~320 .
Unit : mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

SEMD99040034SE RO.3 4.0 4 10 70 4mm Shank
SEMD99040054SE RO.5 4.0 4 10 70 4mm Shank
SEMD99040104SE R1.0 4.0 4 10 70 4mm Shank
SEMD99040011004SE RO.1 4.0 4 10 100 4mm Shank
SEMD99040021004SE RO.2 4.0 4 10 100 4mm Shank
SEMD99040031004SE R0.3 4.0 4 10 100 4mm Shank
SEMD99040051004SE RO.5 4.0 4 10 100 4mm Shank
SEMD99040101004SE R1.0 4.0 4 10 100 4mm Shank
SEMD9904001E RO.1 4.0 6 10 70 Regular

% SEMD9904002E R0.2 4.0 6 10 70 Regular

% SEMD9904003E RO.3 4.0 6 10 70 Regular

% SEMD9904005E RO.5 4.0 6 10 70 Regular

% SEMD9904010E R1.0 4.0 6 10 70 Regular
SEMD9904501E RO.1 4.5 6 11 80 =
SEMD9904502E RO.2 4.5 6 11 80 -
SEMD9904503E RO.3 4.5 6 11 80 =
SEMD9904505E RO.5 4.5 6 11 80 -
SEMD9905001E RO.1 5.0 6 13 920 =

% SEMD9905002E RO.2 5.0 6 13 920 -

% SEMD9905003E RO.3 5.0 6 13 90 =

% SEMD9905005E RO.5 5.0 6 13 90 -

% SEMD9905010E R1.0 5.0 6 13 920 =
SEMD9905501E RO.1 55 6 13 920 -
SEMD9905502E R0.2 5.5 6 13 90 =

% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012 h5
over @6 +0.015 0~-0.015
© : Excellent O :Good
150 | ———— M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
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D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang
» Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm

bis zu 5,0mm Eckradius.
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20.2~06 @7~220 Unit: mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length Remark
R D1 D2 L1 L2

SEMD9905503E RO.3 5.5 6 13 90 -
SEMD9905505E RO.5 5.5 6 13 90 =
SEMD9905510E R1.0 5.5 6 13 90 -
% SEMD9906002060E RO.2 6.0 6 15 60 Short
% SEMD9906003060E R0O.3 6.0 6 15 60 Short
% SEMD9906005060E RO.5 6.0 6 15 60 Short
% SEMD9906010060E R1.0 6.0 6 15 60 Short
SEMD9906001E RO.1 6.0 6 15 90 Regular
% SEMD9906002E RO.2 6.0 6 15 90 Regular
% SEMD9906003E RO.3 6.0 6 15 90 Regular
% SEMD9906005E RO.5 6.0 6 15 90 Regular
% SEMD9906010E R1.0 6.0 6 15 90 Regular
SEMD9906015E R1.5 6.0 6 15 90 Regular
SEMD9906020E R2.0 6.0 6 15 90 Regular
SEMD9906005110E RO.5 6.0 6 15 110 Long Shank
SEMD9906010110E R1.0 6.0 6 15 110 Long Shank
SEMD9906005130E RO.5 6.0 6 15 130 Long Shank
SEMD9906010130E R1.0 6.0 6 15 130 Long Shank
SEMD9907001E RO.1 7.0 8 16 90 -
SEMD9907002E RO.2 7.0 8 16 90 =
SEMD9907003E RO.3 7.0 8 16 90 -
SEMD9907005E RO.5 7.0 8 16 90 =
SEMD9907010E R1.0 7.0 8 16 90 -
SEMD9907020E R2.0 7.0 8 16 90 -
% : Stock Item > NEXT PAGE
Sl Corner Radius Mill Dia. Shank Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012 h5
over J6 +0.015 0~-0.015
© : Excellent O:Good
1SO | M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel ngfrl]gl{gyoledsggel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O
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Dgﬁg&n wﬁé‘ﬂ?ﬂﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Excellent for cutting prehardened steels, carbon steels, alloy steels Verschleil¥festigkeit

of molds and dies, up to HRc55 and machine parts. P Ausgezeichnet geeignet flir das Frasen von vorverglitetem Stahl,
P Available in short, regular and long shank end mills. kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
P Available with various corner radius end mills, from 0.02mm to Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R . Y_ © - - | POWERMILLNGCHUCK D161-176
oating Recommended ERCOLLETCHUCK D73-116

p.C274-275 ToolHolder K@) ) ) SKSLIMCHUCK D183-201

@0.2~36 Q7~320 .
Unit : mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

SEMD9908003070E R0.3 8.0 8 20 70 Short
% SEMD9908005070E RO.5 8.0 8 20 70 Short
% SEMD9908010070E R1.0 8.0 8 20 70 Short
SEMD9908001E RO.1 8.0 8 20 100 Regular
SEMD9908002E RO.2 8.0 8 20 100 Regular
SEMD9908003E RO.3 8.0 8 20 100 Regular
% SEMD9908005E RO.5 8.0 8 20 100 Regular
% SEMD9908010E R1.0 8.0 8 20 100 Regular
% SEMD9908015E R1.5 8.0 8 20 100 Regular
% SEMD9908020E R2.0 8.0 8 20 100 Regular
SEMD9908025E R2.5 8.0 8 20 100 Regular
SEMD9908030E R3.0 8.0 8 20 100 Regular
SEMD9908005120E RO.5 8.0 8 20 120 Long Shank
SEMD9908010120E R1.0 8.0 8 20 120 Long Shank
SEMD9908015150E RO.5 8.0 8 20 150 Long Shank
SEMD9908010150E R1.0 8.0 8 20 150 Long Shank
SEMD9910003075E RO.3 10.0 10 25 75 Short
% SEMD9910005075E RO.5 10.0 10 25 75 Short
% SEMD9910010075E R1.0 10.0 10 25 75 Short
SEMD9910001E RO.1 10.0 10 25 100 Regular
SEMD9910002E RO.2 10.0 10 25 100 Regular
SEMD9910003E RO.3 10.0 10 25 100 Regular
% SEMD9910005E RO.5 10.0 10 25 100 Regular
% SEMD9910010E R1.0 10.0 10 25 100 Regular
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012 h5
over @6 +0.015 0~-0.015
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150 | ———— M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
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D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 ] 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Excellent for cutting prehardened steels, carbon steels, alloy steels Verschleil¥festigkeit

of molds and dies, up to HRc55 and machine parts. > Ausgezeichnet geeignet fir das Frasen von vorvergiitetem Stahl,
P Available in short, regular and long shank end mills. kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
p» Available with various corner radius end mills, from 0.02mm to Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang

» Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

R R a © - - POWERMILLNGCHUCK ~ D161-176
® oating _ Recommended ER COLLET CHUCK D73-116
30 p.C274-275 ToolHolder ©) B B SK SLIM CHUCK D183-201
20.2~06 @7~220
Unit : mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length Remark
R D1 D2 L1 L2

% SEMD9910015E R1.5 10.0 10 25 100 Regular
% SEMD9910020E R2.0 10.0 10 25 100 Regular
SEMD9910025E R2.5 10.0 10 25 100 Regular
SEMD9910030E R3.0 10.0 10 25 100 Regular
SEMD9910040E R4.0 10.0 10 25 100 Regular
SEMD9910005130E RO.5 10.0 10 25 130 Long Shank
SEMD9910010130E R1.0 10.0 10 25 130 Long Shank
SEMD9910005150E RO.5 10.0 10 25 150 Long Shank
SEMD9910010150E R1.0 10.0 10 25 150 Long Shank
SEMD9911002E R0.2 11.0 12 25 110 =
SEMD9911003E RO.3 11.0 12 25 110 -
SEMD9911005E RO.5 11.0 12 25 110 =
SEMD9911010E R1.0 11.0 12 25 110 -
SEMD9911020E R2.0 11.0 12 25 110 =
SEMD9912003080E RO.3 12.0 12 30 80 Short
% SEMD9912005080E RO.5 12.0 12 30 80 Short
% SEMD9912010080E R1.0 12.0 12 30 80 Short
SEMD9912001E RO.1 12.0 12 30 110 Regular
SEMD9912002E RO.2 12.0 12 30 110 Regular
SEMD9912003E RO.3 12.0 12 30 110 Regular
% SEMD9912005E RO.5 12.0 12 30 110 Regular
% SEMD9912010E R1.0 12.0 12 30 110 Regular
% SEMD9912015E R1.5 12.0 12 30 110 Regular
% SEMD9912020E R2.0 12.0 12 30 110 Regular
% : Stock Item P NEXT PAGE
Corner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012 h5
over J6 +0.015 0~-0.015
© : Excellent O:Good
IS0 [ ———— M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
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Dgﬁg&n wﬁé‘ﬂ?ﬂﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS PLAIN SHANK

CARBIDE, 2 FLUTE CORNER RADIUS (Short, Regular, Long Shank)

® VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS
() Fraise carbure, 2 dents, torique
() MD, 2 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer

abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
P Excellent for cutting prehardened steels, carbon steels, alloy steels Verschleil¥festigkeit

of molds and dies, up to HRc55 and machine parts. P Ausgezeichnet geeignet flir das Frasen von vorverglitetem Stahl,
P Available in short, regular and long shank end mills. kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
P Available with various corner radius end mills, from 0.02mm to Maschinenbauteile.

5.0mm corner radius. P Erhaltlich in den Schaft-Ausfihrungen: kurz, standard und lang

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm
bis zu 5,0mm Eckradius.
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HYDRAULIC CHUCK D15-46

ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
R R . Y_ © - - | POWERMILLNGCHUCK D161-176
oating Recommended ERCOLLETCHUCK D73-116

p.C274-275 ToolHolder K@) ) ) SKSLIMCHUCK D183-201

20.2~06 @7~220

Unit : mm
T AT
Radius Diameter Diameter of Cut Length
% SEMD9912025E R2.5 12.0 12 30 110 Regular

* SEMD9912030E R3.0 12.0 12 30 110 Regular
SEMD9912040E R4.0 12.0 12 30 110 Regular
SEMD9912050E R5.0 12.0 12 30 110 Regular
SEMD9912005130E RO.5 12.0 12 30 130 Long Shank
SEMD9912010130E R1.0 12.0 12 30 130 Long Shank
SEMD9912005150E RO.5 12.0 12 30 150 Long Shank
SEMD9912010150E R1.0 12.0 12 30 150 Long Shank
SEMD9914005E RO.5 14.0 16 35 150 -

% SEMD9914010E R1.0 14.0 16 35 150 =
SEMD9914020E R2.0 14.0 16 35 150 -
SEMD9916005E RO.5 16.0 16 32 150 =

% SEMD9916010E R1.0 16.0 16 32 150 -
SEMD9916015E R1.5 16.0 16 32 150 =

Y SEMD9916020E R2.0 16.0 16 32 150 -
SEMD9920005E RO.5 20.0 20 38 150 =

% SEMD9920010E R1.0 20.0 20 38 150 -
SEMD9920015E R1.5 20.0 20 38 150 =

Y% SEMD9920020E R2.0 20.0 20 38 150 -

% : Stock Item
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
el ... P M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngr:]glloyeg{::el Stainless steel Grey cast iron Nod}:rErr] cast Malleﬁg:je cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O O O O O O
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Material  Aluminum- - ayyminum-cast, alloyed OOD%SRQBC/O@S;';\"OVS Non Metallic Heat Resistant Super Alloys Titanium Alloys Hagjer;ed Ch e i oger]

Description - wrought alloy Materials Castlron Castlron

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

" i@jj@{

' Z Pt Y
30° Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl, kohlenstoff
Stahl, legiertem Stahl fur Formen, bis HRc55 und Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlméglichkeiten als bei den bisherigen standard Produkten.
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ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48

© - - | POWERMLLNGCHUCK  D161-176

pozrecns CMMMO  gmeom o
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

SEME61002002005E R0.02 0.2 4 0.3 0.5 40 0.17

% SEME6100200201E R0.02 0.2 4 0.3 1 40 0.17 =
SEME61002002015E R0.02 0.2 4 0.3 1.5 40 0.17 -
SEME6100200202E R0.02 0.2 4 0.3 2 40 0.17 =
SEME61002005005E R0.05 0.2 4 0.3 0.5 40 0.17 -

% SEME6100200501E R0.05 0.2 4 0.3 1 40 0.17 =
SEME61002005015E R0.05 0.2 4 0.3 1.5 40 0.17 -
SEME6100200502E R0.05 0.2 4 0.3 2 40 0.17 =
SEME61003005015SE R0.05 0.3 4 0.25 1.5 40 0.27 -

% SEME6100300201E R0.02 0.3 4 0.5 1 40 0.27 =

% SEME6100300202E R0.02 0.3 4 0.5 2 40 0.27 -
SEME6100300203E R0.02 0.3 4 0.5 3 40 0.27 =

% SEME6100300501E R0.05 0.3 4 0.5 1 40 0.27 -

% SEME6100300502E R0.05 0.3 4 0.5 2 40 0.27 =
SEME6100300503E R0.05 0.3 4 0.5 3 40 0.27 -
SEME6100300502S6SE R0.05 0.3 6 0.25 2 40 0.27

% SEME6100400501E R0.05 04 4 0.6 1 40 0.37 -

% SEME61004005015E R0.05 0.4 4 0.6 1.5 40 0.37 =

% SEME6100400502E R0.05 0.4 4 0.6 2 40 0.37 -

% SEME61004005025E R0.05 04 4 0.6 2.5 40 0.37 =
SEME6100400503E R0.05 04 4 0.6 3 40 0.37 -
SEMEG6100400504E R0.05 0.4 4 0.6 4 40 0.37 =

% SEME610040101E RO.1 04 4 0.6 1 40 0.37 -
SEME6100401015E RO.1 0.4 4 0.6 1.5 40 0.37 =

% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D@ﬁgﬁén Non-alloy steel Low alloy steel Hi%?]gl{gydwstgdpel, Stainless steel Grey cast iron NOdli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O
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Material Aluminum- . rand CopperAlloys Non Metallic : . Hardened Chilled Hardened

Description wrought alloy Aluminum-cast, alloyed Cc‘pp(%ronze / grgesrs) S| i Heat Resistant Super Alloys Titanium Alloys ““gteel”  Castlron Castlron
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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CARBIDE

- 4G MILL
I/G END MILLS PLAlNSHANkm

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

- 4G MILL
I/G END MILLS PLAlNSHANKm

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

4G MILL
END MILLS

" iﬂ:ﬂj@{

p Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet firr das Frasen von vorvergitetem Stahl, kohlenstoff
Stahl, legiertem Stahl fir Formen, bis HRc55 und Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhéltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Langen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.
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Oating _ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SKSLIM CHUCK D183-201
20.2~26 @7~320
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

% SEME610040102E RO.1 0.4 4 0.6 2 40 0.37

SEME6100401025E RO.1 0.4 4 0.6 2.5 40 0.37 =
SEME610040103E RO.1 0.4 4 0.6 3 40 0.37 -
SEME610040104E RO.1 0.4 4 0.6 4 40 0.37 =

% SEME6100500501E R0.05 0.5 4 0.7 1 45 0.45 -

% SEME61005005015E R0.05 0.5 4 0.7 1.5 45 0.45 =

% SEME6100500502E R0.05 0.5 4 0.7 2 45 0.45 -
SEME61005005025E R0.05 0.5 4 0.7 2.5 45 0.45 =
SEME6100500503E R0.05 0.5 4 0.7 3 45 0.45 -

% SEME6100500504E R0.05 0.5 4 0.7 4 45 0.45 =
SEME6100500505E R0.05 0.5 4 0.7 5 45 0.45 -
SEME6100500506E R0.05 0.5 4 0.7 6 45 0.45 =
SEME6100500504S6SE R0.05 0.5 6 0.4 4 45 0.45 -
SEME610050101E RO.1 0.5 4 0.7 1 45 0.45 =
SEME6100501015E RO.1 0.5 4 0.7 1.5 45 0.45 -

% SEME610050102E RO.1 0.5 4 0.7 2 45 0.45 =
SEME6100501025E RO.1 0.5 4 0.7 2.5 45 0.45 -

% SEME610050103E RO.1 0.5 4 0.7 3 45 0.45 =
SEME610050104E RO.1 0.5 4 0.7 4 45 0.45 -

% SEME610050105E RO.1 0.5 4 0.7 5 45 0.45 =
SEME610050106E RO.1 0.5 4 0.7 6 45 0.45 -
SEME610050102S6SE RO.1 0.5 ) 0.4 2 45 0.45 =
SEME610050104S6SE RO.1 0.5 6 0.4 4 45 0.45 -
SEME6100600502E R0.05 0.6 4 0.9 2 45 0.55 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O ©) O O ©) O

IS0 s |
D!;A:g?ggén w/-r\clalljjrgmuarFoy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lg'c Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41

HRc 15 30 25 38 34 55 60 42 55

HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
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() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

" i@jj@{

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl, kohlenstoff
Stahl, legiertem Stahl fur Formen, bis HRc55 und Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

R

D1

L3

L2

Flat Shank Page Plain Shank Page

a ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48
A R R . © - - | POWERMILLNGCHUCK ~ D161-176
30 coting | Bl 6] mouTol o
20.2~06 @7~220 Unit: mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

% SEME6100600503E R0.05 0.6 4 0.9 3 45 0.55
SEME6100600504E R0.05 0.6 4 0.9 4 45 0.55 =
% SEME6100600506E R0.05 0.6 4 0.9 6 45 0.55 -
SEME6100600508E R0.05 0.6 4 0.9 8 45 0.55 =
SEME6100600510E R0.05 0.6 4 0.9 10 45 0.55 -
% SEME610060102E RO.1 0.6 4 0.9 2 45 0.55 o
% SEME610060103E RO.1 0.6 4 0.9 3 45 0.55 -
% SEME610060104E RO.1 0.6 4 0.9 4 45 0.55 =
% SEME610060106E RO.1 0.6 4 0.9 6 45 0.55 -
SEME610060108E RO.1 0.6 4 0.9 8 45 0.55 o
SEME610060110E RO.1 0.6 4 0.9 10 45 0.55 -
Y SEME610060202E R0O.2 0.6 4 0.9 2 45 0.55 =
% SEME610060203E R0O.2 0.6 4 0.9 3 45 0.55 -
% SEME610060204E R0.2 0.6 4 0.9 4 45 0.55 o
% SEME610060206E R0O.2 0.6 4 0.9 6 45 0.55 -
SEME610060208E R0O.2 0.6 4 0.9 8 45 0.55 =
SEME610060210E R0O.2 0.6 4 0.9 10 45 0.55 -
SEME6100700502E R0.05 0.7 4 1.2 2 45 0.65 =
SEME6100700504E R0.05 0.7 4 1.2 4 45 0.65 -
SEME6100700506E R0.05 0.7 4 1.2 6 45 0.65 =
SEME6100700508E R0.05 0.7 4 1.2 8 45 0.65 -
SEME6100700510E R0.05 0.7 4 1.2 10 45 0.65 =
SEME610070102E RO.1 0.7 4 1.2 2 45 0.65 -
SEME610070104E RO.1 0.7 4 1.2 4 45 0.65 =
% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O
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Dgﬁgﬁén wpr‘&gmuawoy Aluminum-cast, alloyed Copp(eé'rgnnge('iogrgesrsl)-\lloys N&g{‘gﬁ;alg'c Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend O © O
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- 4G MILL
I/G END MILLS PLAlNSHANkm

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

- 4G MILL
I/G END MILLS PLAlNSHANKm

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
& VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

CARBIDE

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

" iﬂ:ﬂj@{

p Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl, kohlenstoff
Stahl, legiertem Stahl fiir Formen, bis HRc55 und Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

p Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Langen und effektiv Langen. Mehr
Auswahlmdéglichkeiten als bei den bisherigen standard Produkten.
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FYDRAULCCHUCK  D15-46
ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72

@ R R a © - - | POWERMILLNGCHUCK D161-176
Oating _ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SKSLIM CHUCK D183-201
20.2~26 @7~320
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

SEME610070106E RO.1 0.7 4 1.2 6 45 0.65

SEME610070108E RO.1 0.7 4 1.2 8 45 0.65 °
SEME610070110E RO.1 0.7 4 1.2 10 45 0.65 -
SEME610070202E RO.2 0.7 4 1.2 2 45 0.65 =
SEME610070204E RO.2 0.7 4 1.2 4 45 0.65 -
SEME610070206E RO.2 0.7 4 1.2 6 45 0.65 °
SEME610070208E RO.2 0.7 4 1.2 8 45 0.65 -
SEME610070210E RO.2 0.7 4 1.2 10 45 0.65 =

% SEME6100800502E R0.05 0.8 4 1.2 2 45 0.75 -
SEME6100800503E R0.05 0.8 4 1.2 3 45 0.75 =

% SEME6100800504E R0.05 0.8 4 1.2 4 45 0.75 -

% SEME6100800506E R0.05 0.8 4 1.2 6 45 0.75 =
SEME6100800508E R0.05 0.8 4 1.2 8 45 0.75 -
SEME6100800510E R0.05 0.8 4 1.2 10 45 0.75 =

% SEME610080102E RO.1 0.8 4 1.2 2 45 0.75 -

% SEME610080103E RO.1 0.8 4 1.2 3 45 0.75 =

% SEME610080104E RO.1 0.8 4 1.2 4 45 0.75 -

% SEME610080106E RO.1 0.8 4 1.2 6 45 0.75 =

% SEME610080108E RO.1 0.8 4 1.2 8 45 0.75 -
SEME610080110E RO.1 0.8 4 1.2 10 45 0.75 =

% SEME610080202E RO.2 0.8 4 1.2 2 45 0.75 -

% SEME610080203E R0.2 0.8 4 1.2 3 45 0.75 =

% SEME610080204E RO.2 0.8 4 1.2 4 45 0.75 -

% SEME610080206E RO.2 0.8 4 1.2 6 45 0.75 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O ©) O O ©) O

ISO

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys Non Metallic

Heat Resistant Super Alloys Titanium Alloys Hagjer;ed Chilled - Hardened

Description - wrought alloy Materials Castlron Castlron

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend O © O
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%G YG-1CO, LTD.

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

R D3 =
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' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfilihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Langen und effektiv Langen. Mehr
Auswahlmdéglichkeiten als bei den bisherigen standard Produkten.

4G MILL
END MILLS
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HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

20.2~06 @7~220

© - - POWERMILLING CHUCK  D161-176

_ Recommended ER COLLET CHUCK D73-116
p-C276-283 ToolHolder ©) SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

% SEME610080208E RO.2 0.8 4 1.2 8 45 0.75

% SEME610080210E R0.2 0.8 4 1.2 10 45 0.75 =

% SEME6101000503E R0.05 1.0 4 1.5 3 50 0.95 -

Y SEME6101000504E R0.05 1.0 4 1.5 4 50 0.95 =
SEME6101000505E R0.05 1.0 4 1.5 5 50 0.95

% SEME6101000506E R0.05 1.0 4 1.5 6 50 0.95 o
SEME6101000508E R0.05 1.0 4 1.5 8 50 0.95 -
SEME6101000510E R0.05 1.0 4 1.5 10 50 0.95 =
SEME6101000512E R0.05 1.0 4 1.5 12 50 0.95 -
SEME6101000514E R0.05 1.0 4 1.5 14 50 0.95 =
SEME6101000516E R0.05 1.0 4 1.5 16 50 0.95 -
SEME6101000520E R0.05 1.0 4 1.5 20 50 0.95 =

% SEME610100103E RO.1 1.0 4 1.5 3 50 0.95 -

% SEME610100104E RO.1 1.0 4 1.5 4 50 0.95 o
SEME610100105E RO.1 1.0 4 1.5 5 50 0.95 -

% SEME610100106E RO.1 1.0 4 1.5 6 50 0.95 =

% SEME610100108E RO.1 1.0 4 1.5 8 50 0.95 -

% SEME610100110E RO.1 1.0 4 1.5 10 50 0.95 =
SEME610100112E RO.1 1.0 4 1.5 12 50 0.95 -
SEME610100114E RO.1 1.0 4 1.5 14 50 0.95 =
SEME610100116E RO.1 1.0 4 1.5 16 50 0.95 -
SEME610100120E RO.1 1.0 4 1.5 20 50 0.95 =

% SEME610100203E R0O.2 1.0 4 1.5 3 50 0.95 -

% SEME610100204E R0O.2 1.0 4 1.5 4 50 0.95 o

% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O
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Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)

%G YG-1CO, LTD.
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CARBIDE

4G MILL
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- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— é I/ 07| =3 Ios
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‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

» Ausgezeichnet geeignet fiir das Fréasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

p Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlméglichkeiten als bei den bisherigen standard Produkten.

L2

Flat Shank Page Plain Shank Page

FYDRAULCCHUCK  D15-46
ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72

@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SKSLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter of Cut [BelowShank| Length Diameter
R D1 D2 L1 L3 L2 D3

SEME610100205E RO.2 1.0 4 1.5 5 50 0.95

% SEME610100206E RO.2 1.0 4 1.5 6 50 0.95 °

% SEME610100208E RO.2 1.0 4 1.5 8 50 0.95 -

% SEME610100210E RO.2 1.0 4 1.5 10 50 0.95 =

% SEME610100212E RO.2 1.0 4 1.5 12 50 0.95 -
SEME610100214E RO.2 1.0 4 1.5 14 50 0.95 °
SEME610100216E RO.2 1.0 4 1.5 16 50 0.95 -
SEME610100220E RO.2 1.0 4 1.5 20 50 0.95 =
SEME610100303E R0O.3 1.0 4 1.5 3 50 0.95 -

% SEME610100304E RO.3 1.0 4 1.5 4 50 0.95 o

% SEME610100306E RO.3 1.0 4 1.5 6 50 0.95 -

% SEME610100308E RO.3 1.0 4 1.5 8 50 0.95 =

% SEME610100310E RO.3 1.0 4 1.5 10 50 0.95 -

% SEME610100312E RO.3 1.0 4 1.5 12 50 0.95 o
SEME610100314E RO.3 1.0 4 1.5 14 50 0.95 -
SEME610100316E RO.3 1.0 4 1.5 16 50 0.95 =
SEME610100320E RO.3 1.0 4 1.5 20 50 0.95 -
SEME6101200503E R0.05 1.2 4 1.8 3 50 1.15 =
SEME6101200504E R0.05 1.2 4 1.8 4 50 1.15 -

% SEME6101200506E R0.05 1.2 4 1.8 6 50 1.15 =

% SEME6101200508E R0.05 1.2 4 1.8 8 50 1.15 -

% SEME6101200510E R0.05 1.2 4 1.8 10 50 1.15 =
SEME6101200512E R0.05 1.2 4 1.8 12 50 1.15 -
SEME6101200516E R0.05 1.2 4 1.8 16 50 1.15 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © ©] O © © ©
IS0

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys Non Metallic

Description - wrought alloy

HRc
HB 60 100 75 920 130 110 90 100
Recommend

Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

200 325 200 240 180 180 260 160 250 130 230
O © O O O O O O

Heat Resistant Super Alloys Titanium Alloys Hagjer;ed Chilled - Hardened

Castlron Castlron
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O ©) O
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%G YG-1CO, LTD.

- 4G MILL
I/G END MILLS

CARBIDE

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— % o | =3 Ios
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' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

p Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Langen und effektiv Langen. Mehr
Auswahlmdéglichkeiten als bei den bisherigen standard Produkten.

4G MILL
END MILLS
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20.2~06 @7~220
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ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48

© - - | POWERMLLNGCHUCK  D161-176

pozre20s (ERROE O s o
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

SEME6101200520E R0.05 1.2 4 1.8 20 50 1.15
SEME610120103E RO.1 1.2 4 1.8 3 50 1.15 =

% SEME610120104E RO.1 1.2 4 1.8 4 50 1.15 -

Y SEME610120106E RO.1 1.2 4 1.8 6 50 1.15 =

% SEME610120108E RO.1 1.2 4 1.8 8 50 1.15 -
SEME610120110E RO.1 1.2 4 1.8 10 50 1.15 =
SEME610120112E RO.1 1.2 4 1.8 12 50 1.15 -
SEME610120116E RO.1 1.2 4 1.8 16 50 1.15 =
SEME610120120E RO.1 1.2 4 1.8 20 50 1.15 -
SEME610120203E R0.2 1.2 4 1.8 3 50 1.15 =

% SEME610120204E R0O.2 1.2 4 1.8 4 50 1.15 -

Y SEME610120206E R0O.2 1.2 4 1.8 6 50 1.15 =

% SEME610120208E R0O.2 1.2 4 1.8 8 50 1.15 -

% SEME610120210E R0.2 1.2 4 1.8 10 50 1.15 =

% SEME610120212E R0O.2 1.2 4 1.8 12 50 1.15 -
SEME610120216E R0O.2 1.2 4 1.8 16 50 1.15 =
SEME610120220E R0O.2 1.2 4 1.8 20 50 1.15 -
SEME610120303E R0O.3 1.2 4 1.8 3 50 1.15 =

% SEME610120304E R0O.3 1.2 4 1.8 4 50 1.15 -

% SEME610120306E R0O.3 1.2 4 1.8 6 50 1.15 =

% SEME610120308E R0O.3 1.2 4 1.8 8 50 1.15 -

% SEME610120310E R0O.3 1.2 4 1.8 10 50 1.15 =
SEME610120312E RO.3 1.2 4 1.8 12 50 1.15 -
SEME610120316E R0O.3 1.2 4 1.8 16 50 1.15 =

% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)

%G YG-1CO, LTD.

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr C183



CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— é I/ 07| =3 Ios
o — L3 JL“

‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

L2

Flat Shank Page Plain Shank Page

FYDRAULCCHUCK  D15-46
ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72

@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

SEME610120320E RO.3 1.2 4 1.8 20 50 1.15

% SEME6101500504E R0.05 1.5 4 23 4 50 1.45 =

% SEME6101500506E R0.05 1.5 4 2.3 6 50 1.45 -

% SEME6101500508E R0.05 1.5 4 2.3 8 50 1.45 =
SEME6101500510E R0.05 1.5 4 2.3 10 50 1.45 -
SEME6101500512E R0.05 1.5 4 23 12 50 1.45 =
SEME6101500514E R0.05 1.5 4 2.3 14 50 1.45 -
SEME6101500516E R0.05 1.5 4 2.3 16 50 1.45 =
SEME6101500520E R0.05 1.5 4 2.3 20 50 1.45 -
SEME6101500522E R0.05 1.5 4 23 22 60 1.45 =
SEME6101500526E R0.05 1.5 4 23 26 60 1.45 -

% SEME610150104E RO.1 1.5 4 2.3 4 50 1.45 =

% SEME610150106E RO.1 1.5 4 2.3 6 50 1.45 -

% SEME610150108E RO.1 1.5 4 23 8 50 1.45 =

% SEME610150110E RO.1 1.5 4 23 10 50 1.45 -

% SEME610150112E RO.1 1.5 4 2.3 12 50 1.45 =
SEME610150114E RO.1 1.5 4 2.3 14 50 1.45 -
SEME610150116E RO.1 1.5 4 23 16 50 1.45 =
SEME610150120E RO.1 1.5 4 23 20 50 1.45 -
SEME610150122E RO.1 1.5 4 2.3 22 60 1.45 =
SEME610150126E RO.1 1.5 4 2.3 26 60 1.45 -

% SEME610150204E R0.2 1.5 4 23 4 50 1.45 =

% SEME610150206E RO.2 1.5 4 23 6 50 1.45 -

% SEME610150208E RO.2 1.5 4 2.3 8 50 1.45 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © ©] O © © ©
IS0

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys Non Metallic

Description - wrought alloy

HRc
HB 60 100 75 920 130 110 90 100
Recommend

Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

200 325 200 240 180 180 260 160 250 130 230
O © O O O O O O

Heat Resistant Super Alloys Titanium Alloys Hagjer;ed Chilled - Hardened

Castlron Castlron
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O ©) O

C184 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO, LTD.

- 4G MILL
I/G END MILLS

CARBIDE

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

» Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— % o | =3 Ios
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' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

4G MILL
END MILLS

L2

20.2~06 @7~220

Flat Shank Page Plain Shank Page

ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48

© - - | POWERMLLNGCHUCK  D161-176

pozre20s (ERROE O s o
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

% SEME610150210E RO.2 1.5 4 2.3 10 50 1.45

% SEME610150212E R0.2 1.5 4 23 12 50 1.45 =

% SEME610150214E R0O.2 1.5 4 23 14 50 1.45 -

Y SEME610150216E R0O.2 1.5 4 2.3 16 50 1.45 =

% SEME610150220E R0O.2 1.5 4 2.3 20 50 1.45 -
SEME610150222E R0.2 1.5 4 23 22 60 1.45 =
SEME610150226E R0O.2 1.5 4 23 26 60 1.45 -

Y SEME610150304E R0O.3 1.5 4 2.3 4 50 1.45 =

% SEME610150306E R0O.3 1.5 4 2.3 6 50 1.45 -

% SEME610150308E R0.3 1.5 4 23 8 50 1.45 =

% SEME610150310E R0O.3 1.5 4 23 10 50 1.45 -

% SEME610150312E R0O.3 1.5 4 2.3 12 50 1.45 =

% SEME610150314E R0O.3 1.5 4 2.3 14 50 1.45 -

% SEME610150316E R0.3 1.5 4 2.3 16 50 1.45 =
SEME610150320E R0O.3 1.5 4 23 20 50 1.45 -
SEME610150322E R0O.3 1.5 4 2.3 22 60 1.45 =
SEME610150326E R0O.3 1.5 4 2.3 26 60 1.45 -

% SEME610150504E R0.5 1.5 4 2.3 4 50 1.45 =

% SEME610150506E R0O.5 1.5 4 23 6 50 1.45 -

% SEME610150508E R0O.5 1.5 4 2.3 8 50 1.45 =

% SEME610150510E R0O.5 1.5 4 2.3 10 50 1.45 -

% SEME610150512E RO.5 1.5 4 2.3 12 50 1.45 =
SEME610150514E RO.5 1.5 4 23 14 50 1.45 -

% SEME610150516E R0O.5 1.5 4 2.3 16 50 1.45 =

% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— é I/ 07| =3 Ios
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‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

L2

Flat Shank Page Plain Shank Page

FYDRAULCCHUCK  D15-46
ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72

@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

SEME610150520E RO.5 1.5 4 23 20 50 1.45
SEME610150522E RO.5 1.5 4 23 22 60 1.45 =
SEME610150526E RO.5 1.5 4 2.3 26 60 1.45 -

% SEME610200106E RO.1 2.0 4 3 6 50 1.95 =

% SEME610200108E RO.1 2.0 4 3 8 50 1.95 -

% SEME610200110E RO.1 20 4 3 10 50 1.95 °

% SEME610200112E RO.1 2.0 4 3 12 50 1.95 -
SEME610200114E RO.1 2.0 4 3 14 50 1.95 =
SEME610200116E RO.1 2.0 4 3 16 50 1.95 -
SEME610200120E RO.1 20 4 3 20 50 1.95 o
SEME610200122E RO.1 2.0 4 3 22 60 1.95 -
SEME610200126E RO.1 2.0 4 3 26 60 1.95 =
SEME610200130E RO.1 2.0 4 3 30 70 1.95 -

% SEME610200206E RO.2 20 4 3 6 50 1.95 o

% SEME610200208E RO.2 2.0 4 3 8 50 1.95 -

% SEME610200210E RO.2 2.0 4 3 10 50 1.95 =

% SEME610200212E RO.2 2.0 4 3 12 50 1.95 -

% SEME610200214E RO.2 20 4 3 14 50 1.95 =

% SEME610200216E RO.2 2.0 4 3 16 50 1.95 -

% SEME610200220E RO.2 2.0 4 3 20 50 1.95 =
SEME610200222E RO.2 2.0 4 3 22 60 1.95 -
SEME610200226E R0.2 20 4 3 26 60 1.95 o
SEME610200230E RO.2 20 4 3 30 70 1.95 -

% SEME610200306E RO.3 2.0 4 3 6 50 1.95 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngt:]gll&)yed ::?el Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © ©] O © © ©
IS0

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys Non Metallic

Description - wrought alloy

HRc
HB 60 100 75 920 130 110 90 100
Recommend

Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

200 325 200 240 180 180 260 160 250 130 230
O © O O O O O O

Heat Resistant Super Alloys Titanium Alloys Hagjer;ed Chilled - Hardened

Castlron Castlron
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O ©) O

C186 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

%G YG-1CO, LTD.

- 4G MILL
I/G END MILLS

CARBIDE

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

» Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

R D3 =
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' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

4G MILL
END MILLS

L2

20.2~06 @7~220

Flat Shank Page Plain Shank Page

ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48

© - - | POWERMLLNGCHUCK  D161-176

pozre20s (ERROE O s o
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

% SEME610200308E RO.3 2.0 4 3 8 50 1.95

% SEME610200310E R0.3 2.0 4 3 10 50 1.95 =

% SEME610200312E R0O.3 2.0 4 3 12 50 1.95 -
SEME610200314E R0O.3 2.0 4 3 14 50 1.95 =

% SEME610200316E R0O.3 2.0 4 3 16 50 1.95 -

% SEME610200320E R0.3 2.0 4 3 20 50 1.95 =
SEME610200322E R0O.3 2.0 4 3 22 60 1.95 -
SEME610200326E R0O.3 2.0 4 3 26 60 1.95 =
SEME610200330E R0O.3 2.0 4 3 30 70 1.95 -

% SEME610200506E R0.5 2.0 4 3 6 50 1.95 o

% SEME610200508E R0O.5 2.0 4 3 8 50 1.95 -

Y SEME610200510E R0O.5 2.0 4 3 10 50 1.95 =

% SEME610200512E R0O.5 2.0 4 3 12 50 1.95 -

% SEME610200514E RO.5 2.0 4 3 14 50 1.95 =

% SEME610200516E RO.5 2.0 4 3 16 50 1.95 -

% SEME610200520E R0O.5 2.0 4 3 20 50 1.95 =
SEME610200522E RO.5 2.0 4 3 22 60 1.95 -

% SEME610200526E R0.5 2.0 4 3 26 60 1.95 =

% SEME610200530E R0O.5 2.0 4 3 30 70 1.95 -
SE5E6102005086SE R0O.5 2.0 6 3 8 50 1.95
SEME610250108E RO.1 2.5 4 4 8 50 2.40 -
SEME610250110E RO.1 25 4 4 10 50 2.40 =
SEME610250112E RO.1 25 4 4 12 50 2.40 -
SEME610250114E RO.1 2.5 4 4 14 50 2.40 =

% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)

%G YG-1CO, LTD.
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CARBIDE

4G MILL
END MILLS

- 4G MILL
I/G END MILLS

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

R D3 =
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‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

L2

Flat Shank Page Plain Shank Page

FYDRAULCCHUCK  D15-46
ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72

@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

SEME610250116E RO.1 25 4 4 16 50 2.40
SEME610250120E RO.1 25 4 4 20 50 2.40 =
SEME610250126E RO.1 25 4 4 26 60 2.40 -
SEME610250130E RO.1 2.5 4 4 30 70 2.40 =
SEME610250208E RO.2 2.5 4 4 8 50 2.40 -
SEME610250210E RO.2 25 4 4 10 50 2.40 =
SEME610250212E RO.2 25 4 4 12 50 2.40 -
SEME610250214E RO.2 2.5 4 4 14 50 2.40 =
SEME610250216E RO.2 2.5 4 4 16 50 2.40 -
SEME610250220E R0.2 25 4 4 20 50 2.40 =
SEME610250226E RO.2 25 4 4 26 60 2.40 -
SEME610250230E RO.2 2.5 4 4 30 70 2.40 =
SEME610250308E RO.3 2.5 4 4 8 50 2.40 -
SEME610250310E RO.3 25 4 4 10 50 2.40 =
SEME610250312E RO.3 25 4 4 12 50 2.40 -
SEME610250314E RO.3 2.5 4 4 14 50 2.40 =
SEME610250316E RO.3 2.5 4 4 16 50 2.40 -
SEME610250320E RO.3 25 4 4 20 50 2.40 =
SEME610250326E RO.3 25 4 4 26 60 2.40 -
SEME610250330E RO.3 2.5 4 4 30 70 2.40 =
% SEME610250508E RO.5 2.5 4 4 8 50 2.40 -
SEME610250510E RO.5 25 4 4 10 50 2.40 =
SEME610250512E RO.5 25 4 4 12 50 2.40 -
SEME610250514E RO.5 25 4 4 14 50 2.40 =
% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngt:]gll&)yed ::?el Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © © © O © © © O © O ©) O O ©) O

ISO

Material ~ Aluminum- Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys Non Metallic

Description - wrought alloy

HRc
HB 60 100 75 920 130 110 90 100
Recommend

Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

Heat Resistant Super Alloys Titanium Alloys Hagjer;ed Chilled - Hardened

Castlron Castlron
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O ©) O
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- 4G MILL
I/G END MILLS

CARBIDE

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

» Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— % o | =3 Ios
e ———— ] o

' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

4G MILL
END MILLS

L2

Flat Shank Page Plain Shank Page

HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

20.2~06 @7~220

© - - POWERMILLING CHUCK  D161-176

_ Recommended ER COLLET CHUCK D73-116
p-C276-283 ToolHolder ©) SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

SEME610250516E RO.5 25 4 4 16 50 2.40

SEME610250520E R0.5 25 4 4 20 50 2.40 =
SEME610250526E R0O.5 25 4 4 26 60 2.40 -
SEME610250530E R0O.5 2.5 4 4 30 70 2.40 =
SEME610300108E RO.1 3.0 6 4.5 8 50 2.85 -

% SEME610300110E RO.1 3.0 6 4.5 10 50 2.85 =

% SEME610300112E RO.1 3.0 6 4.5 12 50 2.85 -
SEME610300114E RO.1 3.0 6 4.5 14 60 2.85 =

% SEME610300116E RO.1 3.0 6 4.5 16 60 2.85 -

% SEME610300120E RO.1 3.0 6 4.5 20 60 2.85 =
SEME610300126E RO.1 3.0 6 4.5 26 65 2.85 -
SEME610300130E RO.1 3.0 6 4.5 30 70 2.85 =
SEME610300135E RO.1 3.0 6 4.5 35 70 2.85 -
SEME610300140E RO.1 3.0 6 4.5 40 80 2.85 =

% SEME610300208E R0O.2 3.0 6 4.5 8 50 2.85 -

% SEME610300210E R0O.2 3.0 6 4.5 10 50 2.85 =

% SEME610300212E R0O.2 3.0 6 4.5 12 50 2.85 -
SEME610300214E R0.2 3.0 6 4.5 14 60 2.85 =

% SEME610300216E RO.2 3.0 6 4.5 16 60 2.85 -

% SEME610300220E R0O.2 3.0 6 4.5 20 60 2.85 =

% SEME610300226E R0O.2 3.0 6 4.5 26 65 2.85 -
SEME610300230E R0.2 3.0 6 4.5 30 70 2.85 =
SEME610300235E RO.2 3.0 6 4.5 35 70 2.85 -
SEME610300240E RO.2 3.0 6 4.5 40 80 2.85 =

% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)
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CARBIDE

4G MILL
END MILLS

4G MILL

END MILLS

G

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

4G MILL

END MILLS

G

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

CARBIDE

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— é I/ 07| =3 Ios
o — L3 JL“

‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

L2

Flat Shank Page Plain Shank Page
ENDMILLHOLDER D11g- 137 | HYDRAULICCHUCK - D15-46

SHRINK FIT HOLDER D47-72
@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

% SEME610300308E RO.3 3.0 6 4.5 8 50 2.85

% SEME610300310E RO.3 3.0 6 4.5 10 50 2.85 °

% SEME610300312E RO.3 3.0 6 4.5 12 50 2.85 -

% SEME610300314E RO.3 3.0 6 4.5 14 60 2.85 =

% SEME610300316E R0O.3 3.0 6 4.5 16 60 2.85 -

% SEME610300320E RO.3 3.0 6 4.5 20 60 2.85 °

% SEME610300326E RO.3 3.0 6 4.5 26 65 2.85 -
SEME610300330E RO.3 3.0 6 4.5 30 70 2.85 =
SEME610300335E R0O.3 3.0 6 4.5 35 70 2.85 -
SEME610300340E RO.3 3.0 6 4.5 40 80 2.85 o

% SEME610300508E RO.5 3.0 6 4.5 8 50 2.85 -

% SEME610300510E RO.5 3.0 6 4.5 10 50 2.85 =

% SEME610300512E RO.5 3.0 6 4.5 12 50 2.85 -

% SEME610300514E RO.5 3.0 6 4.5 14 60 2.85 =

% SEME610300516E RO.5 3.0 6 4.5 16 60 2.85 -

% SEME610300520E RO.5 3.0 6 4.5 20 60 2.85 =

% SEME610300526E RO.5 3.0 6 4.5 26 65 2.85 -

% SEME610300530E RO.5 3.0 6 4.5 30 70 2.85 o

% SEME610300535E RO.5 3.0 6 4.5 35 70 2.85 -
SEME610300540E RO.5 3.0 6 4.5 40 80 2.85 =

% SEME610301008E R1.0 3.0 6 4.5 8 50 2.85 -

% SEME610301010E R1.0 3.0 6 4.5 10 50 2.85 o

% SEME610301012E R1.0 3.0 6 4.5 12 50 2.85 -
SEME610301014E R1.0 3.0 6 4.5 14 60 2.85 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © ©] O © © ©
IS0

Material Aluminum- . Copper and CopperAlloys  Non Metallic
Description wrought alloy Aluminum-cast, alloyed =" gy707 é)rg:s) Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

HRc
HB 60 100 75 920 130 110 90 100
Recommend

200 325 200 240 180 180 260 160 250 130 230
O © O O O O O O

Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
31 32 58] 34 35 36 37 38 39 40 4

15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O © O
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() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

» Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— % o | =3 Ios
e ———— ] o

' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

L2

4G MILL
END MILLS

20.2~06 @7~220

Flat Shank Page Plain Shank Page

ENDMLLHOLDER D118-137 | HYDRLCCHUCK - Dn2-48

© - - | POWERMLLNGCHUCK  D161-176

pozre20s (ERROE O s o
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut BeIowShank Length Diameter

% SEME610301016E R1.0 3.0 6 4.5 16 60 2.85
% SEME610301020E R1.0 3.0 6 4.5 20 60 2.85 =
% SEME610301026E R1.0 3.0 6 4.5 26 65 2.85 -
SEME610301030E R1.0 3.0 6 4.5 30 70 2.85 =
SEME610301035E R1.0 3.0 6 4.5 35 70 2.85 -
SEME610301040E R1.0 3.0 6 4.5 40 80 2.85 =
% SEME610400110E RO.1 4.0 6 6 10 50 3.85 -
Y SEME610400112E RO.1 4.0 6 6 12 50 3.85 =
SEME610400114E RO.1 4.0 6 6 14 60 3.85 -
% SEME610400116E RO.1 4.0 6 6 16 60 3.85 o
% SEME610400120E RO.1 4.0 6 6 20 60 3.85 -
SEME610400126E RO.1 4.0 6 6 26 65 3.85 =
SEME610400130E RO.1 4.0 6 6 30 70 3.85 -
SEME610400135E RO.1 4.0 6 6 35 70 3.85 o
SEME610400140E RO.1 4.0 6 6 40 80 3.85 -
SEME610400145E RO.1 4.0 6 6 45 90 3.85 =
SEME610400150E RO.1 4.0 6 6 50 100 3.85 -
% SEME610400210E R0.2 4.0 6 6 10 50 3.85 =
% SEME610400212E RO.2 4.0 6 6 12 50 3.85 -
SEME610400214E R0O.2 4.0 6 6 14 60 3.85 =
% SEME610400216E R0O.2 4.0 6 6 16 60 3.85 -
% SEME610400220E R0O.2 4.0 6 6 20 60 3.85 =
% SEME610400226E RO.2 4.0 6 6 26 65 3.85 -
SEME610400230E RO.2 4.0 6 6 30 70 3.85 =
% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O © O

Hardened Chilled Hardened

%G YG-1CO, LTD.
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CARBIDE

4G MILL
END MILLS

4G MILL

END MILLS

G

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

4G MILL

END MILLS

G

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

CARBIDE

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

R D3 =
— é I/ 07| =3 Ios
o — L3 JL“

‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

L2

Flat Shank Page Plain Shank Page
ENDMILLHOLDER D11g- 137 | HYDRAULICCHUCK - D15-46

SHRINK FIT HOLDER D47-72
@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

SEME610400235E RO.2 4.0 6 6 35 70 3.85

SEME610400240E R0.2 4.0 6 6 40 80 3.85 °
SEME610400245E RO.2 4.0 6 6 45 90 3.85 -
SEME610400250E RO.2 4.0 6 6 50 100 3.85 =
SEME610400310E R0.3 4.0 6 6 10 50 3.85 -

% SEME610400312E RO.3 4.0 6 6 12 50 3.85 °
SEME610400314E RO.3 4.0 6 6 14 50 3.85 -

% SEME610400316E RO.3 4.0 6 6 16 50 3.85 =

% SEME610400320E R0.3 4.0 6 6 20 50 3.85 -

% SEME610400326E RO.3 4.0 6 6 26 65 3.85 o
SEME610400330E RO.3 4.0 6 6 30 70 3.85 -
SEME610400335E RO.3 4.0 6 6 35 70 3.85 =
SEME610400340E RO.3 4.0 6 6 40 80 3.85 -
SEME610400345E RO.3 4.0 6 6 45 90 3.85 o
SEME610400350E RO.3 4.0 6 6 50 100 3.85 -

% SEME610400510E RO.5 4.0 6 6 10 50 3.85 =

% SEME610400512E RO.5 4.0 6 6 12 50 3.85 -

% SEME610400514E RO.5 4.0 6 6 14 60 3.85 o

% SEME610400516E RO.5 4.0 6 6 16 60 3.85 -

% SEME610400520E RO.5 4.0 6 6 20 60 3.85 =

% SEME610400526E RO.5 4.0 6 6 26 65 3.85 -

% SEME610400530E RO.5 4.0 6 6 30 70 3.85 o

% SEME610400535E RO.5 4.0 6 6 35 70 3.85 -
SEME610400540E RO.5 4.0 6 6 40 80 3.85 =

% : Stock Item P NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O :Good
1SO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel ngt:]gll&)yed ::?el Stainless steel Grey cast iron Nod%:rErr] cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © ©] O © © ©
IS0

Material Aluminum- . Copper and CopperAlloys  Non Metallic
Description wrought alloy Aluminum-cast, alloyed =" gy707 é)rg:s) Materials
VDI3323 21 22 23 24 25 26 27 28 29 30

HRc
HB 60 100 75 920 130 110 90 100
Recommend

200 325 200 240 180 180 260 160 250 130 230
O © O O O O O O

Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
31 32 58] 34 35 36 37 38 39 40 4

15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O © O
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() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

» Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

R

Sl =

4G MILL
END MILLS

Flat Shank Page Plain Shank Page

HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

20.2~06 @7~220

© - - POWERMILLING CHUCK  D161-176

_ Recommended ER COLLET CHUCK D73-116
p-C276-283 ToolHolder ©) SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter ofCut Below Shank Length Diameter

SEME610400545E RO.5 4.0 6 6 45 90 3.85
SEME610400550E R0.5 4.0 6 6 50 100 3.85 =
% SEME610401010E R1.0 4.0 6 6 10 50 3.85 -
Y SEME610401012E R1.0 4.0 6 6 12 50 3.85 =
SEME610401014E R1.0 4.0 6 6 14 60 3.85 -
% SEME610401016E R1.0 4.0 6 6 16 60 3.85 o
% SEME610401020E R1.0 4.0 6 6 20 60 3.85 -
Y SEME610401026E R1.0 4.0 6 6 26 65 3.85 =
% SEME610401030E R1.0 4.0 6 6 30 70 3.85 -
SEME610401035E R1.0 4.0 6 6 35 70 3.85 o
% SEME610401040E R1.0 4.0 6 6 40 80 3.85 -
SEME610401045E R1.0 4.0 6 6 45 90 3.85 =
SEME610401050E R1.0 4.0 6 6 50 100 3.85 -
SEME6105001E RO.1 5.0 6 8 15 60 4.85 =
SEME6105002E R0O.2 5.0 6 8 15 60 4.85 -
SEME6105003E R0O.3 5.0 6 8 15 60 4.85 =
SEME6105005E RO.5 5.0 6 8 15 60 4.85 -
SEME6105010E R1.0 5.0 6 8 15 60 4.85 =
SEME6105015E R1.5 5.0 6 8 15 60 4.85 -
SEME6105020E R2.0 5.0 6 8 15 60 4.85 =
SEME6106001E RO.1 6.0 6 9 20 60 5.85 Regular
% SEME6106002E R0.2 6.0 6 9 20 60 5.85 Regular
% SEME6106003E RO.3 6.0 6 9 20 60 5.85 Regular
% SEME6106005E R0O.5 6.0 6 9 20 60 5.85 Regular
% : Stock Item P NEXT PAGE
Comner Radius Mill Dia.
Tolerance (mm) | Tolerance (mm) Tolerance
up to 96 +0.010 0~-0.012
over J6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O @] © © © O © © © O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O © O

%G YG-1CO, LTD.
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CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

P Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

P> Available various products like regular length and long shank end mills etc.

P Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

P Available more various effective length and overall length end mills than
previous standard products.

‘ Coating

» Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleilfestigkeit

» Ausgezeichnet geeignet fiir das Frasen von vorvergiitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fir Formen, bis HRc55 und
Maschinenbauteile.

P Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.

R

o [ =SF

Flat Shank Page Plain Shank Page

FYDRAULCCHUCK  D15-46
ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72

@ - - POWERMILLINGCHUCK  D161-176

20.2~06 @7~020

_ Recommended ER COLLET CHUCK D73-116
p.C276-283 ToolHolder O SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Overall Neck
Radius Diameter | Diameter ofCut BelowShank Length Diameter

% SEME6106010E R1.0 6.0 6 9 20 60 5.85 Regular
SEME6106015E R1.5 6.0 6 9 20 60 5.85 Regular
SEME6106020E R2.0 6.0 6 9 20 60 5.85 Regular
SEME6106003090E R0O.3 6.0 6 15 30 90 5.85 Long Shank
SEME610600524E R0O.5 6.0 6 9 24 90 5.85 -
% SEME6106005090E R0O.5 6.0 6 15 30 90 5.85 Long Shank
% SEME6106010090E R1.0 6.0 6 15 30 90 5.85 Long Shank
SEMEG6108001E RO.1 8.0 8 12 25 70 7.70 Regular
% SEME6108002E R0O.2 8.0 8 12 25 70 7.70 Regular
% SEME6108003E R0O.3 8.0 8 12 25 70 7.70 Regular
% SEME6108005E R0O.5 8.0 8 12 25 70 7.70 Regular
% SEME6108010E R1.0 8.0 8 12 25 70 7.70 Regular
SEME6108015E R1.5 8.0 8 12 25 70 7.70 Regular
SEME6108020E R2.0 8.0 8 12 25 70 7.70 Regular
SEME6108003100E R0O.3 8.0 8 20 35 100 7.70 Long Shank
% SEME6108005100E R0O.5 8.0 8 20 35 100 7.70 Long Shank
% SEME6108010100E R1.0 8.0 8 20 35 100 7.70 Long Shank
SEME6110001E RO.1 10.0 10 15 30 75 9.70 Regular
SEME6110002E R0O.2 10.0 10 15 30 75 9.70 Regular
% SEME6110003E R0O.3 10.0 10 15 30 75 9.70 Regular
% SEME6110005E R0O.5 10.0 10 15 30 75 9.70 Regular
% SEME6110010E R1.0 10.0 10 15 30 75 9.70 Regular
SEME6110015E R1.5 10.0 10 15 30 75 9.70 Regular
SEME6110020E R2.0 10.0 10 15 30 75 9.70 Regular
% : Stock ltem » NEXT PAGE
Tolerance (mm) | Tolerance (mm) Tolerance
up to @6 +0.010 0~-0.012
over @6 +0.015 0~-0.015
© : Excellent O : Good
ISO M
DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hi%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © ©] O © © ©
IS0

Material Aluminum- Aluminum-cast, alloyed Copper and C/og)perAlloys Non Metallic

Description - wrought alloy g (Bronze / Brass) Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 920 130 110 90 100
Recommend

200 325 200 240 180 180 260 160 250 130 230

©) © O ©) O O ©) O
s |

Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?
31 32 58] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O ©) O
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76

END MILLS

CARBIDE, 2 FLUTE CORNER RADIUS with EXTENDED NECK
@ VOLLHARTMETALL, 2 SCHNEIDEN ECKENRADIUS mit ABGESETZTEM SCHAFTTETL

() Fraise carbure, 2 dents, torique, détalonnée
() MD, 2 TAGLIENTI, SCARICATA, TORICA

» Due to new coating and new tool geometry, outstanding cutting ability
and wear resistance.

P Excellent for cutting prehardened steels, carbon steels, alloy steels of
molds and dies, up to HRc55 and machine parts.

p Available various products like regular length and long shank end mills etc.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0mm corner radius.

» Available more various effective length and overall length end mills than
previous standard products.

' Z Pt Y
30° Coating

P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-metrien
hervorragende Schnittleistung und Verschleil¥festigkeit

P Ausgezeichnet geeignet fiir das Frasen von vorvergitetem Stahl,
kohlenstoff Stahl, legiertem Stahl fiir Formen, bis HRc55 und
Maschinenbauteile.

P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

P Erhaltlich in verschiedenen Eckradien-Ausfiihrungen: von 0,02mm bis zu
2,0mm Eckradius.

P Erhaltlich in verschiedenen gesamt Léangen und effektiv Langen. Mehr
Auswahlmdglichkeiten als bei den bisherigen standard Produkten.
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Flat Shank Page Plain Shank Page

HYDRAULIC CHUCK D15-46
ENDMILLHOLDER D118- 137 SHRINK FIT HOLDER D47-72

20.2~06 @7~220

© - - POWERMILLING CHUCK  D161-176

_ Recommended ER COLLET CHUCK D73-116
p-C276-283 ToolHolder ©) SK SLIM CHUCK D183-201
Unit : mm

Corner Mill Shank Length Length Overall Neck
Radius Diameter | Diameter of Cut [BelowShank| Length Diameter
R D1 D2 L1 I3 L2 D3

SEME6110003100E RO.3 10.0 10 25 40 100 9.70 Long Shank
% SEME6110005100E R0.5 10.0 10 25 40 100 9.70 Long Shank
% SEME6110010100E R1.0 10.0 10 25 40 100 9.70 Long Shank
SEME6112002E R0O.2 12.0 12 18 32 80 11.70 Regular
SEME6112003E R0O.3 12.0 12 18 32 80 11.70 Regular
% SEME6112005E R0.5 12.0 12 18 32 80 11.70 Regular
% SEME6112010E R1.0 12.0 12 18 32 80 11.70 Regular
% SEME6112015E R1.5 12.0 12 18 32 80 11.70 Regular
SEME6112020E R2.0 12.0 12 18 32 80 11.70 Regular
SEME6112003110E R0O.3 12.0 12 30 50 110 11.70 Long Shank
SEME6112005110E RO.5 12.0 12 30 50 110 11.70 Long Shank
% SEME6112010110E R1.0 12.0 12 30 50 110 11.70 Long Shank
% SEME6116005E R0O.5 16.0 16 20 35 100 15.70 Regular
% SEME6116010E R1.0 16.0 16 20 35 100 15.70 Regular
SEME6116005150E RO.5 16.0 16 35 50 150 15.70 Long Shank
SEME6116010150E R1.0 16.0 16 35 50 150 15.70 Long Shank
% SEME6120005E RO.5 20.0 20 25 40 100 19.70 Regular
% SEME6120010E R1.0 20.0 20 25 40 100 19.70 Regular
SEME6120005150E RO.5 20.0 20 40 55 150 19.70 Long Shank
SEME6120010150E R1.0 20.0 20 40 55 150 19.70 Long Shank
% : Stock Item
Comer Radius Mill Dia.
Tolerance (mm) | Tolerance ( mm Tolerance
up to 96 +0.010 0~-0.0
over J6 +0.015 O~-0015
© : Excellent O : Good
ISO M
D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O © © © O © © ©

200 325 200 240 180 180 260 160 250 130 230
O © O O O O O O

Ol e e e . s

Material ~ Aluminum- Aluminum-cast, alloyed Copp(%'and (3o£rgesrsl)-\lloys Non Metallic

Description  wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 920 100
Recommend

Hardened Chilled Hardened

Heat Resistant Super Alloys Titanium Alloys e Castlron CastIron
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550
O © O
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END MILLS
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I/G END MILLS PLAlNSHANkm

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 4 SCHNEIDEN MEHRSPIRAL ECKENRADIUS
() Fraise carbure, 4 dents, torique, hélice multiple
() MD, 4 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-
abilities and wear resistance. metrien hervorragende Schnittleistung und Verschleif¥festigkeit
P Excellent performance when cutting prehardened steels, up to P Hervorragende Leistung bei der Zerspanung von vorvergiteten
HRc55 which are used for molds & dies. Stahlen bis HRc55, welche im Werkzeug- und Formenbau
p» Multiple Helix for 3.0mm and over 3.0mm diameter endmills Verwendung finden.
minimizing vibration and decreasing wear in cutting. P Aufgrund der Multi-Helix (M-Helix) bei Schaftfrasern = 3,0mm @
P Available in short, regular and long shank end mills. werden Vibrationen zuverlassig verhindert und gleichzeitig der
Schneidkantenverschleild verringert.
P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

| ’

Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

| ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
< R o Y_ © - - | POWERMLLNGCHUCK  D161-176
27°30° oating _ Recommended ) ~ | ERCOLLETCHUCK D73-116
p.C284-285 ToolHolder K@) SKSLIM CHUCK D183-201

D<@3, 30" HELIX

Unit : mm
Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

SEMEO010100054SE R0.05 1.0 4 2.5 50 4mm Shank
SEMEO01010014SE RO.1 1.0 4 2.5 50 4mm Shank
SEMEO1010024SE RO.2 1.0 4 2.5 50 4mm Shank
SEMEO1010034SE R0O.3 1.0 4 2.5 50 4mm Shank
SEMEO1010005E R0.05 1.0 6 25 50 -

% SEMEO101001E RO.1 1.0 6 2.5 50 =
SEMEO101002E R0O.2 1.0 6 2.5 50 -
SEMEO101003E R0O.3 1.0 6 2.5 50 =
SEMEO010120054SE R0.05 1.2 4 3 50 4mm Shank
SEMEO01012014SE RO.1 1.2 4 3 50 4mm Shank
SEMEO1012024SE R0O.2 1.2 4 3 50 4mm Shank
SEMEO1012034SE R0O.3 1.2 4 3 50 4mm Shank
SEMEO1012005E R0.05 1.2 6 3 50 -
SEMEO101201E RO.1 1.2 6 3 50 =
SEMEO101202E R0O.2 1.2 6 3 50 -
SEMEO101203E RO.3 1.2 6 3 50 =
SEMEO10150054SE R0.05 15 4 4 50 4mm Shank
SEMEO01015014SE RO.1 1.5 4 4 50 4mm Shank
SEMEO01015024SE RO.2 15 4 4 50 4mm Shank
SEMEO1015034SE R0O.3 1.5 4 4 50 4mm Shank
SEMEO1015054SE R0O.5 15 4 4 50 4mm Shank
SEMEO1015005E R0.05 1.5 6 4 50 =
SEMEO101501E RO.1 15 6 4 50 -
SEMEO101502E RO.2 1.5 6 4 50 =

% : Stock Item > NEXT PAGE

Corner Radius Mill Dia. Shank Dia.

Tolerance (mm) | Tolerance (mm) Tolerance
+0.02 ‘ 0~-0.03 ‘ h5

© : Excellent O : Good

150 | M

DeMs?;ﬁgt?tlan Non-alloy steel Low alloy steel Hl%t:lgllﬁoyleg{::el, Stainless steel Grey cast iron Nod%:rErr] cast Malleﬂ.;:]e cast

VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommend O O © © © O © © © O © O O O O O O
150 S T—

D!;A:g?ggén w/-r\clalljjrgmuarlrlgy Aluminum-cast, alloyed Oopp(%rrgrr:gec/oé)rg:rs,;klloys N&"at'\gﬁt:lgic Heat Resistant Super Alloys Titanium Alloys Ha;?:é}ed nglﬁn "éﬂgﬁﬁ?

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend O © @]
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- 4G MILL
I/G END MILLS PLAlNSHANKm

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 4 SCHNEIDEN MEHRSPIRAL ECKENRADIUS
() Fraise carbure, 4 dents, torique, hélice multiple
() MD, 4 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-
abilities and wear resistance. metrien hervorragende Schnittleistung und Verschlei¥festigkeit
» Excellent performance when cutting prehardened steels, up to » Hervorragende Leistung bei der Zerspanung von vorvergiiteten
HRc55 which are used for molds & dies. Stahlen bis HRc55, welche im Werkzeug- und Formenbau
» Multiple Helix for 3.0mm and over 3.0mm diameter endmills Verwendung finden.
minimizing vibration and decreasing wear in cutting. » Aufgrund der Multi-Helix (M-Helix) bei Schaftfrésern 2 3,0mm @
P Available in short, regular and long shank end mills. werden Vibrationen zuverlassig verhindert und gleichzeitig der
Schneidkantenverschleil} verringert.
p Erhaltlich in den Schaft-Ausfiihrungen: standard und lang.
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Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46
ENDMILLHOLDER  D118- 137 | qion et ee D172
R G Y © - - POWERMILLNGCHUCK ~ D161-176
oating Recommended ERCOLLET CHUCK D73-116
p.C284-285 ToolHolder ©) B B SK SLIM CHUCK D183-201
D<@3, 30° HELIX )
Unit : mm

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2

SEMEO0101503E RO.3 1.5 6 4 50 -
SEMEO0101505E RO.5 1.5 6 4 50 =
SEMEO1020014SE RO.1 2.0 4 6 50 4mm Shank
SEMEO01020024SE RO.2 2.0 4 6 50 4mm Shank
SEMEO01020034SE R0O.3 2.0 4 6 50 4mm Shank
SEMEO01020054SE RO.5 2.0 4 6 50 4mm Shank

% SEMEO102001E RO.1 2.0 6 6 50 -

% SEMEO0102002E RO.2 2.0 6 6 50 =
SEMEO102003E RO.3 2.0 6 6 50 -
SEME0102005E RO.5 2.0 6 6 50 =
SEMEO1025014SE RO.1 25 4 7 60 4mm Shank
SEMEO01025024SE RO.2 25 4 7 60 4mm Shank
SEMEO01025034SE RO.3 25 4 7 60 4mm Shank
SEMEO01025054SE RO.5 25 4 7 60 4mm Shank
SEMEO102501E RO.1 25 6 7 60 -
SEMEO102502E RO.2 25 6 7 60 =
SEMEO102503E RO.3 25 6 7 60 -
SEME0102505E RO.5 25 6 7 60 =
SEMEO0103001E RO.1 3.0 6 8 60 -

% SEMEO103002E RO.2 3.0 6 8 60 =

% SEMEO0103003E RO.3 3.0 6 8 60 -

% SEMEO103005E RO.5 3.0 6 8 60 =
SEMEO0103010E R1.0 3.0 6 8 60 -
SEMEO0103501E RO.1 3.5 6 10 70 -

% : Stock Item P NEXT PAGE

Comer Radius Mill Dia.

Tolerance (mm) | Tolerance (mm) Tolerance
+0.02 ‘ 0~-0.03 ‘ h5

© : Excellent O:Good

IS0 [ ———— M

D’t\aﬂs%tr?gt?clm Non-alloy steel Low alloy steel Hi%f[l]gl{gyoledstgd{eel, Stainless steel Grey cast iron Nodli’rlg; cast Malleﬁtl)):]e cast

VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommend O O © © © O © © © O © O O O O O O
e . s

Dgﬁg&n wﬁé‘ﬂ?ﬂﬁ?&y Aluminum-cast, alloyed Copp(%'rgnnczie('iogrgesrsl)-\lloys N&r;{\gﬁtaalgic Heat Resistant Super Alloys Titanium Alloys Ha;?eeer}ed C(?agmlergn g’gﬁﬁ

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 20 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550

Recommend O © O
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CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS (Short, Regular, Long Shank)

& VOLLHARTMETALL, 4 SCHNEIDEN MEHRSPIRAL ECKENRADIUS
() Fraise carbure, 4 dents, torique, hélice multiple
() MD, 4 TAGLIENTI, TORICA (Serie corta, media e lunga)

» New coating and tool geometry applied resulting outstanding cutting P Aufgrund einer neuartigen Beschichtung und neuer Werkzeuggeo-
abilities and wear resistance. metrien hervorragende Schnittleistung und Verschlei¥festigkeit
P Excellent performance when cutting prehardened steels, up to P Hervorragende Leistung bei der Zerspanung von vorvergiteten
HRc55 which are used for molds & dies. Stahlen bis HRc55, welche im Werkzeug- und Formenbau
» Multiple Helix for 3.0mm and over 3.0mm diameter endmills Verwendung finden.
minimizing vibration and decreasing wear in cutting. P Aufgrund der Multi-Helix (M-Helix) bei Schaftfrasern = 3,0mm o
P Available in short, regular and long shank end mills. werden Vibrationen zuverlassig verhindert und gleichzeitig der
Schneidkantenverschleil} verringert.
P Erhéltlich in den Schaft-Ausfiihrungen: standard und lang.

| ’

Flat Shank Page Plain Shank Page
HYDRAULIC CHUCK D15-46

| ENDMILLHOLDER DT18-137) GymNKFITHOLDER  D47-72
< R o Y_ © - - | POWERMLLNGCHUCK  D161-176
27°30° oating _ Recommended ) ~ | ERCOLLETCHUCK D73-116
p.C284-285 ToolHolder K@) SKSLIM CHUCK D183-201

D<@3, 30" HELIX

Unit : mm
Radius Diameter Diameter of Cut Length
R D1 D2 L1 L2
SEMEO0103502E RO.2 3.5 6 10 70 -
SEMEO103503E R0.3 3.5 6 10 70 =
SEMEO103505E RO.5 3.5 6 10 70 -
SEMEO01040014SE RO.1 4.0 4 10 70 4mm Shank
SEMEO01040024SE RO.2 4.0 4 10 70 4mm Shank
SEMEO01040034SE R0.3 4.0 4 10 70 4mm Shank
SEMEO01040054SE RO.5 4.0 4 10 70 4mm Shank
SEMEO01040104SE R1.0 4.0 4 10 70 4mm Shank
SEMEO01040011004SE RO.1 4.0 4 10 100 4mm Shank
SEME01040021004SE R0.2 4.0 4 10 100 4mm Shank
SEMEO01040031004SE RO.3 4.0 4 10 100 4mm Shank
SEMEO01040051004SE RO.5 4.0 4 10 100 4mm Shank
SEMEO01040101004SE R1.0 4.0 4 10 100 4mm Shank
SEMEO0104001E RO.1 4.0 6 10 70 Regular
Y SEMEO104002E RO.2 4.0 6 10 70 Regular
Y SEMEO104003E R0O.3 4.0 6 10 70 Regular
% SEMEO0104005E RO.5 4.0 6 10 70 Regular
% SEMEO0104010E R1.0 4.0 6 10 70 Regular
SEMEO0104501E RO.1 4.5 6 11 80 -
SEMEO0104502E RO.2 4.5 6 11 80 =
SEMEO104503E R0O.3 4.5 6 11 80 -
SEMEO104505E RO.5 4.5 6 11 80 =
SEMEO105001E RO.1 5.0 6 13 90 -
SEMEO0105002E RO.2 5.0