Kr:45° Face milling Chamfering

~

A-type coupling B-type coupling

D1 |
@D

C-type coupling D-type coupling

| @D1 | D1 |
@D gD

Close and even pitch

p>> Specification of tools

f (2]
-
9 O
'S5
=
FEE
T E
FMAO1 -050-A22-SE12-04 A A 50 61 22 40 6 4 A 0.3
172}
S
-063-A22-SE12-05 A A 63 74 22 40 6 5 A 0.5 i<l
(=2}
c
-080-A27-SE12-06 A A 80 91 27 50 6 6 A 1.2 %
-100-B32-SE12-07 A A 100 107 32 50 6 7 B 1.2 §
[T
-100-B32-SE18-04 A A 100 120 32 63 10.4 4 B 2.22
-125-B40-SE12-08 A A 125 136 40 63 6 8 B 26
-125-B40-SE18-05 A A 125 145 40 63 10.4 5 B 3.15
-160-B40-SE12-10 A A 160 170 40 63 6 10 B 43
-160-B40-SE18-06 A A 160 180 40 63 10.4 6 B 5.01
-200-C60-SE12-12 A A 200 210 60 63 6 12 o] 76
-200-C60-SE18-08 A A 200 220 60 63 10.4 8 c 6.9
-250-C60-SE12-14 A A 250 260 60 63 6 14 c 135
-250-C60-SE18-10 A A 250 270 60 63 10.4 10 c 13.1
-315-D60-SE12-18 A A 315 325 60 70 6 18 D 20.8
-315-D60-SE18-12 A A 315 335 60 80 10.4 12 D 24.5
A Stock available /\Make-to-order
p>> Spare parts
@50 -@100 160M3.5%10 - - -
WT15IS
@125-0315 160M3.5x12 S13BS SM5x7XA WH35L
@100-@315 160M5x17 S18BS SMBx9XA WT20IT WH50L

Tools cm Grade selecm Techni@

B24-B25 B31



B Indexable Milling Tools

Face mi I I in g too I S Kr:45° Face milling Chamfering
FMAO2 (I m3 ] )
A-type coupling B-type coupling
D1 | D1
@D @D
Coarse and differential pitch
B>> Specification of tools

3

a FMAO2 -050-A22-SE12-03 A A 50 61 22 40 6 3 A 0.4

[=]

% -063-A22-SE12-04 A AN 63 74 22 40 6 4 A 0.6
- -080-A27-SE12-04 A A 80 91 27 50 6 4 A 1.3
QO
§ -100-B32-SE12-05 A | A 100 107 32 50 6 5 B 13
g -125-B40-SE12-06 A A 125 131 40 63 6 6 B 2.6
g A Stock available /\Make-to-order
w

p>> Spare parts
J50-0125 160M3.5%10 WT15IS
Tools cm Grade selec@ Technicm
B24-B25
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() Good working condition (L) Normal working condition () Bad working condition x
= @ Qoooe 00oe 0006
o ‘ N ey G 3 - A D
2 Msunesssteel @ @@ @E QOOO 0006
a mCastiron OB (DY) ©
3
7 mNon-ferrous metal YO
= Heat resistant alloy, Ti alloy QOOO
o «Q N NN N N N ©
SOSmEmmgoogoem‘E&m‘_‘_‘_
8355500003330 000|8 828
O O OO ODOONOO0DOMOOM0OMDNZZO000A0
> > > > > > >|>>>>>>>|>5>>> >
SEET12T3-DF | 134 | 13.4|3.97| 4.1 |2.55 ® x O * (@]
SEET12T3-CF | 134 | 134 |3.97 | 4.1 |2.55 O * * (@]
SEET12T3-EF | 13.4 | 13.4|3.97| 4.1 |2.55 * (@]
SEET12T3-DM | 13.4 | 134 |3.97| 4.1 [255 ok © O *x K . @
2
SEET18T6-DM | 18.0 | 18.0| 6.1 | 55| 1.5 | 1.0 [ ] [ ] * §§2
: =)
2 c
SEET12T3-CM | 134 | 13.4|3.97| 4.1 |2.55 * * (@] E%
SEET12T3-EM | 13.4 | 13.4|3.97| 4.1 |2.55 ([ ] ([ ] * *
i)
SEET12T3-DR | 13.4 | 13.4 (3.97| 4.1 |2.55 ® % ([ ] * * 5
(=]
SEET12T3-CR | 13.4 | 13.4|3.97| 4.1 |2.55 [ * * * é
S
3
(]
L
SEET12T3-LH | 13.4 | 13.4|3.97| 4.1 |2.55 O %
SEET12T3-W | 17.82|13.4|3.97| 4.1 | 9.46 | 500 *x ©® * * *
a1C
—~

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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B> Chipbreaker selection for FMA01 milling inserts

Function A AT .
Cleasfiesiion For finishing For semi-finishing For roughing
P -DF -DM -DR
M, S -EF -EM
K -CF -CM -CR
N -LH
p>> Recommended cutting parameters
Cutting parameters
3 Workpiece material |Hardness HB| Insert grade . f(mm/z)
= V(m/min)
3 -DF -DM -DR
5} YBM251
S YBC301 270(220-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Low-carbon steel.
<180 YBG205 270(200-360) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
iy Soft steel
2 YBG302
(]
3 VBM253 230(170-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
=
@ YBM251
5 YBC301 240 (200-320) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
2 High-carbon steel.
180-280 YBG205 240 (180-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Alloy steel
YBG302
VBM253 220 (150-330) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBM251
YBC301 220 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Alloy tool steel 280-350 YBG205 220 (170-340) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBG302
VBM253 190 (130-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
-EF -EM
M YBM251 150 (120-240) 0.15(0.1-0.2) 0.2 (0.1-0.3)
Stainless steel <270 YBG205 160 (110-270) 0.15(0.1-0.2) 0.2 (0.1-0.3)
YBG302 140 (100-250) 0.15(0.1-0.2) 0.2 (0.1-0.3)
-CF -CM -CR
YBG102 210 (120-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Cast iron 180-250
YBD152 240 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
-LH
YD101 300-
Al alloy steel -- 0.25 (0.1-0.4)
YD201 300-
-EF -EM
High-temperature
alloy <400 YBG102 50(20-60) 0.1(0.1-0.2) 0.15 (0.1-0.3)
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Workpiece material: 1Cr18Ni9Ti (HB180)

Cooling system: Dry cutting

Machine: Vertical machining center

Cutting parameters: |

Ve=160m/min Tool type: FMAO01-080-A27-SE12-06
ap=1mm Insert type/grade: SET12T3-DM/YBG302
fz=0.2mm/z ?

ae=60mm

4 n
2
2 O
L
X D
Lo e
1O =
L E=
! £

Face milling tools

Surface roughness of workpiece: .Comparison of insert abrasion

Z2CC-CT:Ra1.2
Similar overseas products:
Ra1.6

Z2CC-CT Similar overseas products

730"

| 2930" |

—

. 3330" |
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100} Buljiw 8264

Kr:45°

Face milling

Chamfering

A-type coupling
@D1

@D

C-type coupling

B-type coupling
@D1

~

@D

D-type coupling

@D1 1 @D1 i
@D aol | ) .
L L 1]
: ) od
B> Specification of tools
FMAO3 -080-A27-SE12-04 A A 80 103 27 50 55 4 A 1.8
-100-B32-SE12-05 A A 100 122 32 50 55 5 B 24
-125-B40-SE12-06 A A 125 147 40 63 55 6 B 4.4
-160-B40-SE12-08 A A 160 181 40 63 55 8 B 6.4
-200-C60-SE12-10 A A 200 221 60 63 55 10 c 8.5
-250-C60-SE12-12 A A 250 270 60 63 55 12 c 14.1
-315-D60-SE12-15 A A 315 353 60 63 55 15 D 222
-080-A27-SE15-04 A A 80 103 27 50 75 4 A 1.7
-100-B32-SE15-05 A A 100 122 32 50 75 5 B 23
-125-B40-SE15-06 A A 125 147 40 63 75 6 B 4.2
-160-B40-SE15-08 A A 160 181 40 63 75 8 B 6.1
-200-C60-SE15-10 A A 200 221 60 63 7.5 10 C 8.3
-250-C60-SE15-12 A A 250 270 60 63 75 12 c 13.6
-315-D60-SE15-15 A A 315 353 60 63 75 15 D 21.8
A Stock available /\Make-to-order
p>> Spare parts
@80-3315 SE12 LSE12RIL WT20T
WO1R/L DM8x21X | LOMS5x15.1
@80-2315 SE15 LSE15R/L WH40T
Tools cm Grade selec@ Technicm
B24-B25
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~

EISLITERE MY

@ Good working condition @Normal working condition Q;) Bad working condition

m Cast iron

Steel @@@@@ @@@@ ©©©®
M stainless steel QOLVLLB VOO VOO
0O ©e 6

m Non-ferrous metal

"

C @

Heat resistant alloy, Ti alloy

©CLVLO

(@]
= N T @ v o NN NN 5 NN N
oommmmmoooNo:r_)mu‘_)ﬁm‘_‘_‘_
S8SS2580008300/00/ 88828
M M M MMMMDODMODMODMODMONDMOMOMOZZ00A0A
> > > > > > >|>>>>>>>>>>>>>
SEEN1203AFTN | 12.7 12.7 3.18 1.8 @) [}
SEKN1203AFFN | 12.7 12.7 3.18 1.8 *
SEKN1203AFN 12.7 12.7 3.18 1.8 (@)
SEKN1203AFTN | 12.7 12.7 3.18 18 | @ ® ® * @) ® )
SEKR1203AFN 12.7 12.7 3.18 1.8 @)
SEKN1504AFN | 15.875 | 15.875 | 4.76 1.6
SEKN1504AFTN | 15.875 | 15.875 | 4.76 16 |O ® @) ) ®
SEKR1504AFN | 15.875 | 15.875 | 4.76 1.6 * * [ )

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order
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milling tools

Face milling tools



B Indexable Milling Tools

P> Recommended cutting parameters

Cutting parameters
Workpiece material Hardness HB Insert grade g2
V(m/min) f(mm/z)
YNG151 430 (340-500) 0.2 (0.1-0.4)
YBM251
VBC301 270 (220-350) 0.2 (0.1-0.4)
Low-carbon steel. -
Soft steel =180 YBM351 220 (180-300) 0.25 (0.15-0.3)
YBG202 270 (200-360) 0.2 (0.1-0.3)
YC308 140 (100-220) 0.27 (0.1-0.4)
YNG151 400 (320-480) 0.2 (0.1-0.4)
YBM251
VBCa01 240 (200-320) 0.2 (0.1-0.4)
High-carbon steel.
Alloy steel 180-280 YBM351 200 (160-280) 0.25 (0.15-0.3)
YBG202 240 (180-350) 0.2 (0.1-0.3)
g YC308 120 (80-200) 0.27 (0.1-0.4)
=3
e YNG151 350 (300-450) 0.2 (0.1-0.4)
-
o T YBM251
S o ! R N
se VBCa01 220 (180-300) 0.2 (0.1-0.4)
o Alloy tool steel 280-350 YBM351 180 (150-250) 0.25 (0.15-0.3)
(@]
3 YBG202 220 (170-340) 0.2 (0.1-0.3)
a YC30S 100 (60-180) 0.27 (0.1-0.4)
s}
2 YNG151 220 (160-280) 0.2 (0.1-0.4)
YBM251 130 (100-220) 0.2 (0.1-0.4)
Stainless steel <270
YBM351 140 (100-240) 0.25 (0.15-0.3)
YBG202 140 (100-250) 0.2 (0.1-0.3)
YBG102 210 (120-300) 0.2 (0.1-0.3)
Cast iron 180-250 YBD252 200 (150-250) 0.2 (0.1-0.4)
YD201 100 (80-160) 0.25 (0.1-0.4)
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Face mllllng tOOIs Kr:45° Face milling Chamfering
FMA04 a M] m ] A-type coupling B-type coupling \
D1
ap‘ | oD
L
_ 1
gd
Screw clamping
L2
P> Specification of tools =29
[
X D
2 c
|2
[T E
FMAOQ4 -050-A22-OF05-04 A A 50 56 A 0.3 2
(e}
-050-A22-OF05-05 A | oA 50 56 22 40 35 5 A 0.4 2
-063-A22-OF05-05 A A 63 69 22 40 3.5 5 A 0.5 E
(&)
©
-080-A27-OF05-06 A A 80 86 27 50 3.5 6 A 0.8 L
-100-B32-OF05-07 A A 100 106 32 50 3.5 7 B 1.2
-125-B40-OF05-08 A AN 125 130 40 63 3.5 8 B 2.7
-160-B40-OF05-10 A A 160 165 40 63 3.5 10 B 5.1
-160-C40-OF05-10 A A 160 165 40 63 3.5 10 (e} 41
A Stock available /\Make-to-order
p>> Spare parts
J50- 363 160M4x8.4
WT15IS
@80 -3160 160M4x10

Tools c@ Grade selec@ Techni@

B24-B25 B39



~

() Good working condition () Normal working condition () Bad working condition
B pEN Qoooe ©eee 06000
2 Mstinesssteel @) @) @ @ & VOO VOO
8 [Qcestion 080 0O © ©
,_% mNon-ferrous metal Y
¥ Heat resistant alloy, Ti alloy :;\ OVO

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

(&)
- N T M oy NN N W o5 NN N
oommmmmgoowou‘_)meem‘_‘_‘_
COSSS00000800000882R
0 M MMMMMODODM@OMOD@ODMODMODMOZ Z2000AOA
> > > > > > >|> > > > > > >|> >|> > > >
OFKTO05T3-DF 526 | 12.7 |3.97 | 44 0.5 O %
3 OFKTO05T3-DM | 5.26 | 12.7 | 3.97 | 4.4 0.5 @) * %k *
?
«
5}
=3
»
OFKTO05T3-LH 526 |12.7 |3.97 | 44 0.5 @]
M
QO
o
@
3
=3
Q@
s}
o
w

B>> Chipbreaker selection for FMA04 milling inserts

Classification Function For finishing For semi-finishing
P
M -DF DM
K
N -LH
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Indexable Milling Tools B

P> Recommended cutting parameters

Cutting parameters
Workpiece material | Hardness HB Insert grade f(mm/z)
V(m/min)
-DF -DM
YBM251 270 (220-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Low-carbon steel.
<180 YBG202 270 (200-360) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Soft steel
YBG302 230 (170-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBM251 240 (200-320) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
High-carbon steel.
180-280 YBG202 240 (180-350) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Alloy steel
YBG302 220 (150-330) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBM251 220 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Alloy tool steel 280-350 YBG202 220 (170-340) 0.15(0.1-0.3) 0.2 (0.1-0.4)
YBG302 190 (130-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBG202 160 (110-270) 0.15 (0.1-0.3) 0.2 (0.1-0.4) :fw &
i 8 9
M Stainless steel <270 YBG302 140 (100-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4) : g o
i f=
‘2=
YBM251 150 (120-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4) | EF
m Cast iron 180-250 YBG102 210 (120-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4) %
(e}
(=]
-LH £
E
Aluminium alloy - YD101 300- 0.15 (0.05-0.3) 9
(]
[T
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Workpiece material: 42CrMo (HB280)
Cooling system: Dry cutting

Machine: Vertical machining center
Cutting parameters:

3
Ea
5 ;
mgi
- QD
ST !
S o
o )

Tool type: FMAO04-100-B32-OF05-07

o Ve=180m/min :

g ap=1mm Insert type/grade: OFT05T3-DM/Y BG202
= fz=0.2mm/z 3

= ae=60mm

o

=3

w

@ Comparison of insert abrasion
Surface roughness of workpiece:
Zcc-CT:Ral.2 |
Lo ¢ Abrasion on clearance face
Similar overseas products: VB(mm)
Ra1.6 o

0.3

L 0.25

0.2

L 045

0.1

| 0.0

10 20 30 40 50 .
Time ( min)

I Similar overseas ZCC-CT
products
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Face m i I I i n g too I s Kr:45° Face milling Chamfering

~

FMA04 a M]m B-type c;t;;:ling

@D
1

C-type coupling D-type coupling
9 @D1 . %DI;
@D ap
. L
Top clamping
ad

'}
B> Specification of tools 279
S R
LE:
e =
=

FMAQO4 -125-B40-OF07-08 A A 125 136 40 63 5 8 B 3.9 %

(e}

-160-B40-OF07-10 A | A 160 171 40 63 5 10 B 5.9 2

-200-C60-OF07-12 A JAN 200 21 60 63 5 12 C 7.6 E

(&)

(]

-250-C60-OF07-16 A A 250 261 60 63 5 16 C 13.3 L

-315-D60-OF07-20 A A 315 321 60 63 5 20 D 20.3

A Stock available /\Make-to-order

p>> Spare parts

WT20T

@125-3315 LOFO7R/L WO2R/L DM8x21X LOM5x15.1
WH40T

Tools cm Grade selecm Techni@

B24-B25 B43



B Indexable Milling Tools

Selection of inserts
r»

@ Good working condition @Normal working condition @ Bad working condition
26 = LgStee! ©LLOoe 0o 0006
| - 3 Mseinesssteel = @0 @@ ©E VOV VOV
aICc é R 1 g mCast iron OB (DY) © O
LL—I b % mNon—ferrous metal (DN
= Heat resistant alloy, Ti alloy Q; i iE

(@]
= AN T M = oy NN N W o5 NN N =
LRLQLYLY LYWL VIS QL LIL VN « = <
O3S SS58 0003300008828
M M M M MOMoO@OMOMOMOMODMMOOMOHMMZZO00A0AN
> > > > > > >[> > > > > > >|> 5> > > >
OFKR0704-DF | 7.45 |17.94| 4.76 0.8 ® O )

3 OFKR0704-DM | 7.45 (17.94| 4.76 0.8 () ® O @ 0|0 % *

=

({e]

3

3

)

% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

-
)
Q
4]
3
s

Q
—-
o
o
@

B> Chipbreaker selection for FMA04 milling inserts

Classification Function For finishing For semi-finishing
P
M -DF DM
K

B44



Indexable Milling Tools B

P> Recommended cutting parameters

Cutting parameters
Workpiece material Hardness HB Insert grade f(mm/z)
V(m/min)
-DF -DM
YBM251
YBM253 270 (220-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBC301
Low-carbon steel. <180 YBG202 270 (200-360) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Soft steel
YBM351 220 (180-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBG302 230 (170-350) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBM251
YBM253 240 (200-320) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
YBC301
High-carbon steel, 180-280 YBG202 240 (180-350) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
Alloy steel
YBM351 200 (160-280) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
YBG302 220 (150-330) 0.2 (0.1-0.3) 0.25 (0.1-0.4) :
YBM251 o3
YBM253 220 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4) g ﬁ,
YBC301 £
Alloy tool steel 280-350 YBG202 220 (170-340) 0.15 (0.1-0.3) 0.2 (0.1-0.4) " E
YBM351 180 (150-250) 0.2 (0.1-0.3) 0.25 (0.1-0.4) 2
o
YBG302 190 (130-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4) o
YBG202 160 (110-270) 0.15 (0.1-0.3) 0.2 (0.1-0.4) S
(&)
YBG302 140 (100-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4) &
Stainless steel <270
YBM251 150 (120-250) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
YBM253 230 (180-300) 0.15 (0.1-0.3) 0.2 (0.1-0.4)
YBG102 210 (120-300) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
Cast iron 180-250
YBD252 200 (150-250) 0.2 (0.1-0.3) 0.25 (0.1-0.4)
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milling cutter series
New generation of high economy
milling cutters
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Kr:45°

Face milling

A-type coupling
@D1

C-type coupling

B-type coupling

@D1

~

@D

D-type coupling

o
-]
. ©
X
@
=
=

@D1 D1
. @D @D
ap
L
od
p>> Specification of tools
FMAO7 -050-A22-ON06-05 A | A 50 62 22 40 4 5 A 0.3
-063-A22-ON06-06 A | A 63 75 22 40 4 6 A 0.5
-080-B27-ON06-07 A| A 80 92 27 50 4 7 B 1.0
-100-B32-ON06-08 A| A 100 112 32 63 4 8 B 1.9
-125-B40-ON06-09 A| A 125 137 40 63 4 9 B 35
-160-C40-ON06-11 A | A 160 172 40 63 4 11 c 4.3
-200-C60-ON06-13 A | A 200 212 60 63 4 13 c 6.4
-250-C60-ON06-15 A| A 250 262 60 63 4 15 c 13.4
-315-D60-ON06-17 A| A 315 327 60 80 4 17 D 21.9
-063-A22-ON08-05 A| A 63 78 22 40 5 5 A 0.5
-080-B27-ON08-06 A A 80 95 27 50 5 6 B 0.9
-100-B32-ON08-07 A | A 100 115 32 63 5 7 B 1.8
-125-B40-ON08-08 A| A 125 140 40 63 5 8 B 3.1
-160-C40-ON08-10 A| A 160 175 40 63 5 10 c 4.1
-200-C60-ON08-12 A| A 200 215 60 63 5 12 c 6.1
-250-C60-ON08-14 A| A 250 265 60 63 5 14 c 12.0
-315-D60-ON08-16 A | A 315 330 60 80 5 16 D 21.0
A Stock available /\Make-to-order
p>> Spare parts
@50 -@315 | ONHU0BOOOO-PF/PM/W 160M4%10 - WT15IS
@63 -0315 | ONHU0SOOOO-PF/PM/W 160M5%13 WT20IT -

Tools cm

B24-B25

Grade selecm

Techni@

B210-B216

B47

milling tools

Face milling tools



Indexable Milling Tools

Face milling tools

FMAO7 M3

o
Kr:45 Face milling Chamfering

~

@D1

B> Specification of tools

FMAO7 _.925.XP20-ON06-02 A | A 25 37 20 95 45 4 2 0.2

3 -040-XP25-ON06-03 | A | A 40 52 25 106 50 4 3 0.4
=

58 -032-XP25-ON08-02 | A | A 32 47 25 111 55 5 2 0.4

E°_>’ :;’ -040-XP25-ON08-03 | A | A 40 55 25 1M1 55 5 3 05
S o

-050-XP25-ON08-04 | A | A 50 65 25 1M1 55 5 4 06

AStock available /A\Make-to-order

m
©
(o]
@
El
g
@
-
)
=X
w

@ Spare parts

@25 -@40 ONHUO6OOOO-PF/PM/W 160M4x10 - WT15IS

@32 -@50 ONHU08OOOO-PF/PM/W 160M5%13 WT20IT -

Techni@

B48

Tools c@

B24-B25

Grade selec@
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Part: Gear pump body Tool type: FMAQ07-100-B32-ON08-07
Workpiece material: HT400 Insert type/grade:m-PM/YBmsz
Hardness: HRC22 :
Cooling system: Dry cutting
Machine: Vertical machining center
Cutting parameters: Vc=267m/min
ap=1.5mm
fz=0.42mm/z

Face milling tools

2e=80mm |
Milling style: Down milling
Area of machining: End surface 1

@ Comparison of insert abrasion

Abrasion on
rake face

ZCC-CT similar product of company A

Abrasion on
clearance face

ZCC-CT  similar product of company A
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~ p>> Selection of inserts ~
@ Good working condition () Normal working condition () Bad working condition
B pES QOO VOOE ©O0Oe
é M stainless steel VVOLLB LOLLWEY LLLe
2 mCast iron OO OO © ©
g mNon—ferrous metal e (o)
z Heat resistant alloy, Ti alloy DY DYD)]

N T M N (NN W 5 NN N
o'ﬂmmmmgoo(\,ogme N ~ — —
G3SS25080003330000/8828
M M O O M MM M MM@MMM@MMO| 2 O 00N
> > > > > > > > > > >|> > > > >
ONHU060408-PF | 6.58 [15.875 4.76 | 4.4 | 0.83 * * *
ONHUO08T508-PF | 8.37 | 20.2 | 5.77 | 5.3 | 0.83 * * *
ONHU060408-PM | 6.58 (15.875 4.76 | 4.4 | 0.83 * * *
3 _°
== ONHU08T508-PM | 8.37 | 20.2 | 579 | 5.3 | 0.83 * * *
3.
-
o T !
C o
o ONHU08T5-W 6.9 | 205 6.00 | 53 * * * *

-
)
Q
4]
3
s

Q
—-
o
o
@

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

p>> Recommended cutting parameters

Cutting parameters

Workpiece material Hardness HB | Insert grade . apmax(mm)
Ve(m/min) fz(mm/z)
ONHU06JOOO-PF/PM | ONHU0BOCIO-PF/PMW

YBG102
YBM253
<180 YBG202 270 (220-350) | 0.2 (0.1-0.4) 4 5
Soft steel YBC302
YBG205

YBG102
YBM253
180-280 YBG202 260 (200-320) | 0.2(0.1-0.4) 4 5
Alloy steel YBC302
YBG205

YBG102
YBM253
Alloy tool steel 280-350 YBG202 240 (180-300) | 0.2 (0.1-0.4) 4 5
YBC302
YBG205

Low-carbon steel.

High-carbon steel.

YBM253
i < - .2(0.1-0.
Stainless steel 270 YBG205 230(180-300) 0.2(0.1-0.3) 4 5

Cast iron 180-250 YBD152 270 (150-300) | 0.4 (0.1-0.5) 4 5

Note: The recommended feed rate per tooth for inserts with wiper fz<0.25mm/z.
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Kr:45°
Sarfies
thioutstandingjeconomy,

performance)

=

|

and

|

O x 2=8edge

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

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

Insert with wiper, smoother
surface roughness.

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

9.0mm
7.0mm
5.5mm

Maximum
cutting depth

SNEG1205ANR-GM/HGR ~ SNEG1506ANR-GM/HGR ~ SNEG1907ANR-HGR
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Face m i I I i ng tOOIS Kr:45° Face milling Chamfering

~

A-type coupling B-type coupling

FMA1 1 ﬂ a 2D1 | D1

@D

C-type coupling D-type coupling
| D1 2D
1
Q’.D @D

= P> Specification of tools
(g.
S
(7]
- FMA11 -063-A22-SN12-05C A 63 75.2 22 40 5.5 5 A 0.55
8 Coarse pitch _080.A27-SN12-06C A 80 922 27 50 55 6 A 114
% -100-B32-SN12-07 A 100 112.2 32 50 55 7 B 1.42
‘2— -125-B40-SN12-08 A 125 137.2 40 63 55 8 B 2.86
& -160-C40-SN12-10 A 160 172.2 40 63 55 10 C 4.06
-063-A22-SN15-05C A 63 78.4 22 40 7.0 5 A 0.56
-080-A27-SN15-06C A 80 95.4 27 50 7.0 6 A 1.06
-100-B32-SN15-07 A 100 115.4 32 50 7.0 7 B 1.47
-125-B40-SN15-08 A 125 140.4 40 63 7.0 8 B 2.70
-160-C40-SN15-10 A 160 175.4 40 63 7.0 10 C 3.92
-200-C60-SN15-12 A 200 215.4 60 63 7.0 12 C 5.46
-250-C60-SN15-14 A 250 265.4 60 63 7.0 14 C 11.26
-315-D60-SN15-18 A 315 330.4 60 80 7.0 18 D 20.00
-125-B40-SN19-07 A 125 144.4 40 63 9.0 7 B 3.00
-160-C40-SN19-09 A 160 179.4 40 63 9.0 9 C 4.25
-200-C60-SN19-11 A 200 219.4 60 63 9.0 11 C 6.18
-250-C60-SN19-13 A 250 269.4 60 63 9.0 13 C 11.55
-315-D60-SN19-16 A 315 334.4 60 80 9.0 16 D 20.90
A Stock available /\Make-to-order
p>> Spare parts
@63 -@160 | SNEG1205ANR-GM/HGR/W 160M3.5x10 - WT15IS
@63 -@315 | SNEG1506ANR-GM/HGR/W 160M5%13 WT20IT -
@125 -@315 | SNEG1907ANR-HGR 143M6x16 WT25IT -
Tools cm Grade selec@ Technicm
B24-B25
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Face m i I I i ng tOOIS Kr:45° Face milling Chamfering

~

A-type coupling B-type coupling

FMA1 1 ﬂ a D1 | D1

@D

C-type coupling D-type coupling
| D1 2D
1
Q’.D @D ‘

P> Specification of tools i é
| EF
FMA11 -063-A22-SN12-06C A 63 74.2 22 40 5.5 6 A 0.58 P
Close pitch _480.A27-SN12-08C A 80 91.9 27 50 55 8 A 116 8
-100-B32-SN12-10C A 100 11.2 32 50 5.5 10 B 1.71 §
-125-B40-SN12-12C A 125 136.2 40 63 5.5 12 B 3.29 S
-160-C40-SN12-15 A 160 1716 40 63 55 15 C 4.40 i
-063-A22-SN15-06C A 63 78.3 22 40 7.0 6 A 0.56
-080-A27-SN15-07C A 80 95.3 27 50 7.0 7 A 1.05
-100-B32-SN15-08C A 100 115.3 32 50 7.0 8 B 1.67
-100-B32-SN15-09C A 100 115.3 32 50 7.0 9 B 1.67
-125-B40-SN15-10C A 125 140.3 40 63 7.0 10 B 3.10
-160-C40-SN15-12 A 160 175.3 40 63 7.0 12 C 4.20
-160-C40-SN15-13 A 160 175.3 40 63 7.0 13 C 4.14
-200-C60-SN15-15 A 200 215.3 60 63 7.0 15 C 5.84
-250-C60-SN15-18 A 250 265.3 60 63 7.0 18 c 11.68
-315-D60-SN15-22 A 315 330.3 60 80 7.0 22 D 20.59
A Stock available /A\Make-to-order
p>> Spare parts
@63 -0160 | SNEG1205ANR-GM/HGR/W 160M3.5%10 - WT15IS
@63 -@315 | SNEG1506ANR-GM/HGR/W 160M5x13 WT20IT -
@125 -@315 | SNEG1907ANR-HGR 143M6x16 WT25IT -
Tools cm Grade selecm Techni@
B24-B25
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p>> Selection of inserts
—

() Good working condition (L) Normal working condition () Bad working condition
o & B PR Qoooe 0006 ©0006
5 Msenesssteel @ @@ 0E VOO 00O
E. mCast iron OB ©O © ®
g" mNon-ferrous metal Y
e Heat resistant alloy, Tialloy (SO DD
R P P
822000008880 000/8828
SELLL0RRRR0RRREERE08
SNEG1205ANR-GM | 7.6 {12.0/4.76|1.05| 4.6 | 0.8 * * * * *
SNEG1506ANR-GM | 9.4 |[15.0/5.54|1.30| 5.5 | 0.9 * * * * X
= SNEG1205ANR-HGR| 7.6 [12.0(4.76|1.05| 4.6 | 0.8 *x ok ok * K
é:f,: SNEG1506ANR-HGR| 9.4 {15.0|5.54|1.30| 5.5 | 0.9 *x ok ok * K
g SNEG1907ANR-HGR [12.1[19.0| 7.0 |1.67| 7.2 | 1.0 *x * %O * K
2 SNEG1205ANR-W |15.9/12.0/4.76|4.07| 4.6 | 0.6 ([ ]
SNEG1506ANR-W | 19.9/15.0/5.54|4.97| 5.5 | 0.9 [}

-
)
Q
4]
3
s

Q
—-
o
o
@

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Indexable Milling Tools B

P> Recommended cutting parameters

. . Cutting parameters
Workpiece material Hardness HB Insert grade -
V(m/min) f(mm/z) apmax(mm)
YBM253
Low-carbon steel. Soft YBC302
< R -
ctoul 180 YBG205 270 (220-350) 0.2 (0.1-0.4)
YB9320
YBM253
High-carbon steel. Alloy YBC302
- - - 5.5(SN12
toul 180-280 YBG205 260 (200-320) 0.2 (0.1-0.4) ( )
YB9320 7.0(SN15)
YBM253 9.0(SN19)
Alloy tool steel 280-350 YBC302 240 (180-300) 0.2 (0.1-0.4)
4 YBG205 < B0
YB9320
YBD152 270 (150-300) 0.3(0.1-0.5)
Cast iron 180-250
YBD252 200 (150-250) 0.4 (0.2-0.6)

f 0
)
-1
‘m‘-l
X o
)
|5 =
P E =

@®Tool Life Comparison

Workpiece material: NAK80 %
Operation: Face milling Product of company A -HGR/YBG205 é
Tool: FMA11-125-B40-SN12-08 %
Insert: SNEG1205ANR-HGR/YBG205 8
Cutting parameters: Vc=200m/min, fz=0.2mm/z, GTESt . L
Ap=2mm, Ae=50mm L
Life 22 minutes 35 minutes wear 0.02mm
Test
Group 1
Life 27 minutes 35 minutes wear 0.01mm
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Series]
High)Rerformance,face)Milljwith)
1; GZedyestér;a”fSlaﬂo?by ecornonty,

»

»

Double negative rake angle, in
combination with helical insert structure,
achieves double positive axial angle,
which will help reduce cutting resistance
and improve chip evacuation.

Unique 3-dimentional edge

O x 2=16edges 5.0mm

Maximum
cutting depth

ONHUO08T624R-GM
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Face m i I I i n g too I s Kr:45° Face milling Chamfering

A-type coupling B-type coupling

FMA12 O3 o

@D

@D

C-type coupling D-type coupling
@D1 | @D+ i
@D

@D

p>> Specification of tools

i 0
l2 5
2 O
£o
FMA12 -080-A27-ON0S -06 A 80 95 27 50 5.0 6 A 0.97 T E
-100-B32-ON08 -07 A 100 115 32 50 5.0 7 B 1.28 ®
(e}
-125-B40-ON08-08 A 125 140 40 63 5.0 8 B 2.59 -
£
-160-C40-ON08-10 A 160 175 40 63 5.0 10 c 4.10 z
[0}
~200-C60-ON08-12 A 200 215 60 63 5.0 12 c 5.68 3
-250-C60-ON08-14 A 250 265 60 63 5.0 14 c 11.90
-315-D60-ON08-18 A 315 330 60 80 5.0 18 D 20.41
AStock available /A\Make-to-order
p>> Spare parts
80-2315 ONHU08T624R-GM 160M5X13 WT20IT

Tools cm Grade selecm Techni@

B24-B25 B57



~

() Good working condition (%) Normal working condition () Bad working condition
= (s QOO VOO 00O
5 Mstinesssteel @) @ @@ @ VLV V00O
2 [Qcativon ©ee ©e © ©
% Non-ferrous metal Y
2 Heat resistant alloy, Ti alloy OOOO

M < N NN N 5 NN N

W Wb VO OO g Q L LWL O — «— «—

AN O - N~ &N ™M v~ N |

SS0a0l00 0800 0lo 8 828

MM M M MMM M@MMMM|Z O 00N

S>> SIs>s5s > 5> S5 s> >
ONHUO08T624R-GM * * *

% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Note: ONHU08T508-PF. ONHU08T508-PM also compatible.

3
=3
58
=8 p>> Recommended cutting parameters
o T
Rl Cutting parameters
Workpiece material Hardness HB Insert grade Cutting speed Feed per tooth
- . apmax(mm)
@ (m/min) Cmm)
(0]
3 YBM253 ! i
= Low carbon steel <180 YBG205 270(220-350) 0.2(0.1-0.3) 5
3
g YBM253
o - - -
% Alloy steel 180-350 YBG205 240(180-320) 0.15(0.1-0.3) 5
; YBM253 230 (180-300)
Stainless steel <270 0.15(0.1-0.3 5
YBG205 160 (110-270) ¢ )
Cast iron 180-260 YBD152 270(150-300) 0.2(0.1-0.3) 5
Case (Cast iron machining)
A
Workpiece: Cylinder 10 Tool life comparison
Workpiece material: Gray cast iron (HB250) 1 Doubled tool life

Machining location: Milling 4 sides

Tool: FMA12-160-C40-ON08-10

Insert: ONHU08T624R-GM/YBD152

Cutting data: Vc=150m/min, f,=0.25mm/z,
ap=3mm, ae=160mm

of FMA12 series

compared to

(ebpa/sad)swnay

similar product of

company A.

System of cooling: External

FMA12 Product of
company A

Case (Steel machining)

_ Comparison of machined pcs
A36(HB180~220) N
Operation: Face milling FMA12 [ — 3

Tool: FMA12-200-C60-ON08-12 5

nsert: ONHUO08T624R-GM/YBM253 N
Cutting data: Ve=250m/min, f:=0.15mm/z » Product of [ &
company A
ap=3mm, ae=125mm _. ' ' ' '
0 50 100 150 200
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