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MILLING

el
[ 1Y Product Overview
)1 =] Application Guide

$EEI7IF &TIAFHER  Milling Inserts & Cutter Overview
S TI R &TIHFF Milling Inserts & Cutter



Code Keys - Milling Cutters

ZGMIiILL I

ZWbD - SRHUTIHT

—|{ DCON |- —| DCON |- DCSFMS DCSFMS
| | ~—DCON—] TDZ
; -
[ X W
| T =]
) I | ApmxLF
/1 _L Al _L .,®
I o] APmx b || APmx
| 1
f f DC
~DC—| ~DC—| DCX
<C> Cylindrical <W> Weldon <S> Shell Mill <M> Modular
BHiR M TI& IRIREY =
=
Cutting Angle Cutter Diameter Connection Type and Size &5 302 R ~T
I RE TIFER C - Cylindrical E1#5 W - Weldon Il
(90°) (@16) S-Shell Mill 7J& M - Modular i&R 7Y
(Cylindrical E1i @16)
* Shank Type Only
E || 90 -|APKT10 D16 || z2 || €16 |- L100
KAPR DC ZEFP DCON LF*
or DCX* orTDZ
* DCX for Round insert
*DCXAERTIA =]
Cutter Type JJ#FZEH! Insert Series Number of Teeth Functional Length
E - Endmill Type 175£7] TR &Y T 2K
F - Facemill Type 155 7] (APKT 10) (Z=2) (100mm)

M - Modular Type #& 527

Y& YG-1CO, LTD.
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Milling - Code System Bl - RESRS
Insert ISO Code System 71K ISO4RES R4

- 1 2 3 4 5 6 7
=
—
=
3 A P K T 16 04 08
Relief Angle Clamping & Insert Insert Thickness :
Shape (AN) Tolerance Chighregker Size ) CornerRadius
= AR &£ (AN) BEE % & MRS Tk R~ TREE(S) BN
=
=
20 _
| 1-Shape 2tk 7
(=] N
2 Symbol 453 | Shape F 1t 1t
= M IC ’ S
H Hexagonal 7N <:> \ ‘ f
(0] Octagonal IF/\ O
=
% P Pentagonal IFF il Q —— InnerGrde RJ$2[&] | Nose Height SEEM|  Thickness EEE
Y 1C(mm) (mm) S (mm)
S Square [E77 i C +0.025 +0.013 +0.025
E +0.025 +0.025 +0.025
T Triangular IF =7 A
G +0.025 +0.025 +0.13
- Vv Rhombic 35° ERTFifa35° 5 H +0013 +0.013 +0.025
; K* +0.05~0.15* +0.013 +0.025
- w Trigon Q M +0.05~0.15% | +0.08~0.2* +0.13
U* +0.08~0.25*% +0.13~0.38* +0.13
Rect lar K7
| L Senguer WA E *Tolerance is different by insert IC size. Please see ISO 1832
= * IHICRIFRAEARE, #MIS0 1832
P e Tk : ) '
= A Porlelograms0” FAFMERSS I:I 4 - Clamping & Chipbreaker %% & &%
=
= R Round [ O Symbol {53 | Clamping 32 5% | Chipbreaker f&E! | Figure RS E
g . sl
=
. N No S
g . ——— 1 clamping hole
2 - Relief Angle (AN) = R %7, On;%ce DD
Symbol 853 | Relief Angle /= £& (AN)
N No Relief Angle &/ I:l w % E
. o Screw Hole One Face
B Rellefa” o 3 T a7, 87 =7
C Relief7° 5 7° U Both Faces EE:]
XUE
P Relief11° 5/ 11° " Special
1Tl
D Relief 15" [53 15°
. ] AN 5 - Insert Size 71K R~
E Relief 20" /575 20 * No Standard for milling insert size
‘ *EREITI R S EMRERST
F Relief 25° 5/ 25°
6 - Insert Thickness 1K EE
o Special 17 * No Standard for milling insert thickness

*PBEIT R SERERE
96 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr & YG-1CO, LTD.
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Milling - Code System el - RIB RS
Insert ISO Code System 71RISOREB AL
page 99 page 98
8 9 10 =
Corner Geometry Chipbreaker Grade
TIRFIR il =g MR =
7 - Corner Radius (RE) Bl &
=]
Symbol {83 | Thickness 2 & - S (mm) Symbol {83 | Thickness /2 & - S (mm) %
04 04 16 16 .
08 0.8 20 20
12 1.2 24 24

ONITIIW

8 - Corner Geometry 71RA2K

8-1 8-2 8-3 8-4

B, P D T R
% Cutting Edge | Wiper Edge Edge Feed
)—} Angle (KRINS) | Clearance (AS) Condition Direction
, w TR (KRINS) |BFTIEH (AS)|  TIERAAE YIHIA @

2
=
*Refer to page. 99 for -AL, -ST, -TR... types
*ZE99T-AL, -ST, -TR--- &5
8-1 - Cutting Edge Angle (KRINS) Zf7f 8-3 - Edge Condition 7]Zp432 —
Symbol {5 | Cutting Edge Angle (R £ (KRINS) Symbol 53 | Edge Condition 7JZR4bEE E
=
P o0 F Sharp 7] ] %
=
A 45° 3
D 60° E Rounded [Ff ﬁ §
) =
E 2 T Chamfered 2|3 |
F 85°
Chamfered . _
Y4 Special 1Tl s and Rounded AR RER |

8-2 - Wiper Edge Clearance (AS) 1&¢71/a 8-4 - Feed Direction HI5A

Symbol {83 | Wiper Edge Clearance {35 7] J5 £ (AS) Symbol {55 | Feed Direction £JJHlI 75 [

N 0 )

Right-hand == &
P 11° R Insert BFTIR o
D 1A Neutral
E Py N Insert &, EF7IK v
F 257

Left-hand =
z Special 1 L Insert =3 73F7) k
pecial 1T
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Milling Grades and Chipbreakers

BRI R R BB g

DNINYNL

ONIAOOYD B ONILYYd

ONITIIW

DNITIIHA

NOILYWHOINI T¥DINHDAL

Milling Grades £tHI# &R

— , P Steel M Stainless steel K Cast iron
Milling Grades W TN E8

S Superalloys
HiAES

HEHI #15 P05 P15 P25 P35 P45 [NV VIEMYPLRYED 0 N15 N25 NB35 0
YG602 =3 : 60
YG622 B
PVD YG712
YG603 603 o
YG501 0
CVD YG5020 020
Uncoated  YG50 [ 50 |
YG602 Universal grade for'Gen‘eraI Milling Applica‘tion EEY, ERATEERNTR
ETEEE m20- M40 . Liitr::nzﬁr:se PVD Coating with optimal thermal resistance & . BEBEPVDSELS HE TN
o 1 =% HZIT)
| $15-525 | « Sub-Micron substrate designed for demanding application Ut T R e
Optimized Grade for High Alloyed or Prehardened Steel ERIEMBI ST EINTN
YG622 0 gh Alloy SEHRENE S ATAEN
Excellent hot hardness and oxidation resistance EEIRINT L SfEmE RitEs i
at high speed 1%
2 General Milling Grade for Steel W E B HI B
YG603 Tough Milling grade for Stainless Steel ERFARANEEE

M30 - M40
[ 530 |

« New coating layer with high toughness and lubrication on
ultra fine grain substrate with high toughness.

« The toughest substrates provides excellent cutting
performance in stainless steel

EEEETENEASER LR
BRIMAEBETRR.

- EEBEENTENNISES S
=

YG501 Hard Milling grade for Cast Iron &R F 5 AR BE
« Substrate especially designed for high wear resistance - BRI S E MR RV B
[H05 - H2s)| « Excellent wear resistance in cast iron milling application - EHRGHIN AP EE R HNMHEE+
YG5020 CVD Milling grade for Cast Iron FBHCVDREHHE
] « CVD coating for Excellent wear resistance - (VDARERABRENMEY
Jatstra Wt | °Improved Toughnessfor chipping resistance - RETEBRIIT
Uncoated Milling Grade for Aluminium el e et A |

Uncoated

+ Submicron carbide substrate for high wear resistance
+ Preventing built up edge with shining surface

- BT S E M A RCRER (L5
- B IE A RE S A ARIN S

98
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Milling Grades and Chipbreakers

Milling Chipbreakers ¥tk B+ o
-AL « For Aluminum - $BINT
-Very Sharp Geometry Sl 21527
_sT \  For Stainless Steel, Super Alloy - RGN, BASSMNT 3
+ Sharp Geometry « BRIFR =
g
General Inserts
(No Description) i\ « First Choice for General Application - EEIRRESE =
iER (THRiES) =
TR § i - For Hardened Steels - DREEMEMT
+ Reinforced Geometry - IR ALK
—
wW/...N < « For Hardened Material and Cast Irons - EREEE R4 K55 20T
=
=
=
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Milling Overview

HERUES

° (] Vo Y ] g
_ Face Milling 474! ’4’
§§ Negative Octagonal 71 f2 2! )\ fF2 Negative Square 7 f5 % [E 7577
Cutter | 0 @
70 ONMU 0806 SNMX 1206
= APMX 55 6
o DC | ?63~315 ©50~200
o T
Zé page p. 103 p. 104
§ Positive Octagonal [E/57% )\ ff2
== B\
Cutter @ o g\ _ ? 0
- OFER 0704
= ODMT/ODMW 0605 & ==
= APMX 35 5
DC @63~125 ?63~160
page p. 105 p. 105
Positive Square IE 7! [E /577 ISO
s - ¥ -
© O Qiran .
: /5, / 7\1 SPKN/SPKR/SPCN
SEKT 1204 SEKT12T3 SEGT 1204 o LA OS—AD 1203
6 6 6 8
@40~160  @50~160  @50~160 @50~200
p. 106 p. 107

Shoulder Milling 75 E%H!

2 Corner Positive 27742 [Ef 75

W %

I APKT 1003 APKT 1604
10 16
@?16~100 ?25~200
p.120-121 p.122-123

44A

TPKN/TPKR/TPCN/TPUN 1603

TPKN/TPKR/TPCN/TPUN 2204

APMX 12 18
DC @50~125 ?63~315
page p.124

100

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

Y& YG-1CO, LTD.



ZGMIiILL I

Milling Overview B
a
oge 4 A\l y \
Profiling 7% Ny & T
Round Positive [Ef7 [EfZY g
}
Cutter //)ﬁl‘ @ g .
o RDKT/RDKW
: 0802 1073 1204 =
APMX 4 5 6 =
DCX | ?16~25 ©20~63 @25~100 ?,
page p. 131 p. 131 p. 132 S

High Feed Milling =#4 54|

o &

Positive 4 Corner [Ef % 47)2

Negative 4 Corner 1 f5 5 47742
: T | e— | =
? B 60 |
‘ B :
Cutter SDMT/SDMW
ENMX / ENMX -TR 1204
APMX 0.9 1 18
DCX ?16~18 #20~50 #32~100
page p. 137 p. 138 =]
Modular Shank i&#%!
Modular Shank for Modular Head &£ /g sk »
| =
S
Cutter | i | M08 ~ M16 =
o
2
=
page p. 141 2

Y& YG-1CO, LTD.
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=
=
=
=
()

Milling Inserts Overview SIS R
ADKT ADKT 1505 p. 125
A AOMT AOMT 1236 p. 125
> Cormer APKT APKT 1003, 1604 p. 126
270 Positive APMT APMT 1135, 1504, 1604 p. 127
EfAT
APXT APXT 1604 p. 128
ac g G ENMX ENMX, ENMX-TR P. 139
or/r:\e r Negative
AT fafR
ODMT / ODMW ODMT / ODMW 0605 p. 108
- OFER OFER 0704
o Positivi p- 109
IEfE OFMT OFMT 05T3
Octagon
N\ @
ONMU / ONHU ONMU / ONHU 0806 p. 110
Negative
sl
RDKT 0802, 10T3, 1204
@ RDKT / BDKW RDKW 0501, 0702, 0802, 10T3, 1204 p- 133
» RDMT 0802, 0803, 10T3, 1204
R P‘L’_E'%",SJR‘%T RDMT / RDMW RDMW 0802, 10T3, 1204 p-134
Round a
B A RPMT 08T2, 10T3, 1204
RPMT / RPMW ke lded p. 135
Positive 3 Corner
ERE 374 RBEX50 RBEX50 p. 136
a SDMT / SDMW SDMT 1204, SDMW 1204 p. 140
High Feed
i)
SEKT SEKT 1273, 1204 p. 113
Q SEGT SEGT12T3, 1204 p. 114
SEMT SEMT1204, 13T3 p. 115
S @ E SPMT SPMT 1204 p. 118
Positi
Square Sty SDKN, SDCN (45°) SDKN, SDCN 1203, 1504 p. 111
ERR
SEKN / SEKR (45") SEKR, SEKN 1203 p. 112
SPKN 1203, 1504
N SPKN /SPKR / SPCN(75°)|  SPKR 1203 p. 117
y SPCN 1203, 1504
IS0 SPUN SPUN 1203 p. 119
@ SNMX SNIMX1206 p. 116
Negative
hRE
) TPKN 1603, 2204
T 4 4 TPKN/TPKR/TPCN(90°)|  TPKR 1603, 2204 p. 129
. , TPCN 2204
Triangle
=faf - TPUN TPUN 160308 p. 130

102
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Milling - Face Milling - Cutter HHl - EHEH - T34
Cutters for ONMU 7J#F/AONMU

Cutting Angle(tE| ) : 45°
16 Corner Negative (77142 i fa#l)

<S> Shell Mill (77%2)

!
CBDP
AN |
LF
&
‘:D
T
=
3
ZEFP : Effective Number of Cutting Edges ZEFP : 5447] %1
CICT : Number of Inserts CICT: TIF#
CBDP : Connection Bore Depth CBDP : TIIRERZFLRE EI: p.110  Unit(Bfi):mm
Series APMX Designation DCX | ZEFP | LF
F45 - ONMUO8 - D63Z5522 0493 | 63 | 75 5 | 40 22 22 49 - - | @
F45 - ONMUOS - D80Z6527 0494 | 80 | 92 6 | 50 27 25 58 - - | @
F45 - ONMUO8 - D100Z7532 0495 | 100 | 112 | 7 50 32 26 67 - - | @
ONMU .
0806 55  F45-ONMUO08-D125Z8540-WOC 0496 | 125 | 137 | 8 | 63 |Shellmill| 40 32 87 - - | X
F45- ONMUO8 - D160Z105S40-WOC 0497 | 160 | 172 | 10 | 63 40 32 | 107 | 667 - | X
F45 - ONMUO8 - D200Z12560-WOC 0498 | 200 | 212 | 12 | 63 60 40 | 130 [1016| - | X
F45- ONMUO08 - D315Z16S60-WOC 0499 | 315 | 327 | 16 | 63 60 40 | 220 [ 1016 (1778 | X

» ONHU is Available for Wiper Insert
> BT AE ST T ONHU

4G YG-1CO,LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 103
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Milling - Face Milling - Cutter HEH - EHEH - TIHF
Cutters for SNMX TIFFFASNMX
Cutting Angle (14| ) : 45°
8 Corner Negative (7]4 A fH4)
-
§ DCSFMS —
= <S> Shell Mill (77%%)
=
e
=
2o
=Y
]
g ZEFP : Effective Number of Cutting Edges ZEFP: 5347]%1
) CICT : Number of Inserts CICT: TIF#K
CBDP : Connection Bore Depth CBDP: JIMERTLRE
Series APMX Designation DC | DCX | ZEFP | LF
= F45 - SNMX12 - D50Z4522 0506 | 50 63 4 42 22 22 42 = = @
'=
E F45 - SNMX12 - D50Z5522 0507 | 50 | 63 5 42 22 22 42 - - @
F45 - SNMX12 - D63Z6522 0508 | 63 76 6 42 22 22 48 - - O
F45 - SNMX12 - D63Z7522 0509 | 63 76 7 42 22 2 48 - - @
F45 - SNMX12 - D80Z7527 0510 | 80 | 93 7 52 27 25 58 - - @
=}
=
; SNMK 6.0 F45 - SNMX12 - D80Z8527 0511 | 80 | 93 8 52 | Shellmill | 27 25 58 = = (]
a 1206
F45 - SNMX12-D100Z10S32 0512 | 100 | 113 | 10 52 32 26 67 = = [ )
— F45 - SNMX12 - D100Z8S32 0513 | 100 | 113 | 8 52 32 26 67 = = o
_
% F45-SNMX12-D125Z11540-WOC 0514 | 125 | 138 | 11 65 40 32 80 - - X
=
=
E F45 - SNMX12-D160Z12540-WOC 0515 | 160 | 173 | 12 | 65 40 32 110 | 66.7 - X
(=]
=
% F45 - SNMX12 - D200Z14S60-WOC 0516 | 200 | 213 | 14 | 65 60 40 130 | 101.6 - X
=
4
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Milling - Face Milling - Cutter HHl - EHEH - T
Cutters for OFER 7JFHOFER
Cutting Angle(t]E ) : 43°
8 Corner Positive(7]4 IEAE!)
=
] DCSFMS =
<S> Shell Mill(77%%) DCON-| =
™ f
CB‘DP
' — _P\?P =
| DC Bl ’2 &
=
S
ZEFP : Effective Number of Cutting Edges ZEFP : §447] %1 g
CICT : Number of Inserts CICT: TIF# [
CBDP : Connection Bore Depth CBDP : JIIRERZFLRE EI: p.109  Unit(BfiD):mm
Series APMX Designation DCX | ZEFP | LF
F43 - OFERO7 - D63Z4522 - WOC 0484 | 63 75 4 45 22 22 48 - = X =
'=
F43 - OFERQ7 - D80Z5527 - WOC 0485 | 80 | 92 5 50 27 25 58 & ¢ X E
OFER ;
0704 5.0 F43-OFER07-D100Z6S32-WOC 0486 | 100 | 112 | 6 50 |Shellmill| 32 26 80 - - X
F43 - OFER07 - D125Z8540 - WOC 0487 | 125 | 137 | 8 63 40 32 85 - - X
F43 - OFER07 - D160Z9540 - WOC 0488 | 160 | 172 | 9 63 40 32 110 | 66.7 - X
=}
=
=
Milling - Face Milling - Cutter L ETE 7 o S E—
—
Cutters for ODMT, ODMW JJ#730DMT, ODMW
=
Cutting Angle (14| 7) : 43° DCSFMS Z
8 Corner Positive(7]5< IEFAAY) ~~DCON— S
=
<S> Shell Mill(7]%) I p— =
I u, | g
T \ CBDP
bl o \_
NIRRT LF
7 1o APMX
I
f
ZEFP : Effective Number of Cutting Edges  ZEFP: B 247] %k DC
CICT : Number of Inserts CICT: TIF#
CBDP : Connection Bore Depth CBDP: JIEZFLRE DCX E|: p.108  Unit(&4i):mm
Series APMX Designation DCX | ZEFP | LF
F43 - ODMTO06 - D63Z5522 0001 | 63 | 73 5 40 22 20 50 - - | @
ODMT F43 - ODMT06 - D80Z6527 0002 | 80 | 90 | 6 | 50 277 | B3| 6 | - - e
ODMW 35 Shellmill
0605 F43 - ODMT06 - D100Z7S32 0003 | 100 | 110 | 7 50 32 26 78 = - | @
F43 - ODMT06 - D125Z8540 0004 | 125 | 135 | 8 63 40 28 89 = - | @
& YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 105
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Milling - Face Milling - Cutter

HEH! - EHtEI - 7047

Cutters for SEKT, SEGT JIFFFASEKT, SEGT
Cutting Angle(tJ5!#H) : 45°
4 Corner Positive(7J% IEFZ) DCSFMS
-
§ -~ DCON—
=
<S> Shell Mill(77%) = |
S : l : y CBDP
//:;7 ;_ N LF
2 yam=tr IS
= (6 -
= | APMX
2o I
(3}
=
S . DC
g ZEFP : Effective Number of Cutting Edges ZEFP: 5347]%1 f DCX
) CICT : Number of Inserts CICT: JIF#
CBDP : Connection Bore Depth CBDP: JIWREZEFLAE E| :p.113/114  Unit(B{D):mm
Series APMX Designation
= F45 - SE12T3 - D50Z4522 0500 | 50 | 63 | 4 | 40 2 | 2 | 48 - - @
,=
= F45- SE12T3 - D63Z5522 0501 | 63 | 76 @ 5 | 40 2 | 2 | 48 - - @
SEKT F45 - SE12T3 - D80Z6527 0502 | 80 | 93 | 6 | 50 27 | 25 | 58 = - @
SEGT 6.0 Shellmill
1213 F45-SE12T3 - D100Z7532 0503 | 100 | 113 | 7 | 50 32 | 26 | 65 = - @
F45- SE12T3 - D12528540 - WOC 0504 | 125 | 138 | 8 | 63 40 | 32 | 85 - - X
(=
=
% F45-SE12T3-D160Z10540-WOC 0505 | 160 | 173 | 10 | 63 40 | 32 | 110 667 | - |X
o
F45 - SEKT12 - D40Z4516 0031 | 40 | 54 | 4 16 | 18 | 32 - - @
F45 - SEKT12 - D50Z5522 0032 | 50 | 64 | 5 2 | 20 @ 48 - - @
—
% F45 - SEKT12 - D6324522 0033 | 63 | 77 | 4 | 40 22 | 20 | 50 = - @
a)
=
:;: F45 - SEKT12 - D63Z6522 0034 | 63 | 77 @ 6 | 40 2 | 20 | 50 = - @
= SEKT
% SEGT 60  F45-SEKT12-D80Z4527 0035 | 80 | 94 | 4 | 50 |Shellmill| 27 | 22 | 56 . - @
= 1204
F45 - SEKT12 - D80Z7527 0036 | 80 | 94 7 | 50 27 | 22 | 56 = - @
F45 - SEKT12 - D100Z8532 0037 | 100 | 114 | 8 | 50 32 | 25 | 78 - - @
F45 - SEKT12 - D125Z10540 0038 | 125 | 139 | 10 | 63 40 | 29 | 90 - - @
F45 - SEKT12 - D160Z12540 0039 | 160 | 174 | 12 | 63 40 | 30 | 114 | - - X
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Milling - Face Milling - Cutter HHl - EHEH - T
Cutters for SPKN, SPKR, SPCN JI¥F#SPKN, SPKR, SPCN
Cutting Angle (] £) : 75°
4 Corner Positive(7]% IEAEY) 1SO
-
=
DCSFMS —— =
<S> Shell Mill(7J%) DCON—
f
C%DP
4\\ LF -
g =
©— &
1] tAPMX =
' S
ZEFP : Effective Number of Cutting Edges ZEFP : §447] %1 g
CICT : Number of Inserts CICT: TIF# [
CBDP : Connection Bore Depth CBDP : JIIRERZFLRE El:p.117 Unit (824i) :mm
Series APMX Designation DCX | ZEFP | LF
F75- SPKN12 - D50Z4522 - WOC 0611 | 50 | 56 | 4 | 40 2 | 2 | 42| - - X -
'=
F75 - SPKN12 - D63Z5522 - WOC 0612 | 63 | 69 | 5 | 40 2 | 2 | 48 | - S &
SPKN F75- SPKN12 - D80Z6527 - WOC 0613 | 80 | 86 | 6 | 50 277 | 25 | 58 | - = | ¥
SPKR .
SPCN 80  F75-SPKN12-D100Z7532-WOC 0614 | 100 | 106 | 7 | 50 |Shelmill| 32 | 26 | 65 | - =X
1203 F75-SPKN12-D125Z8540-WOC 0615 | 125 | 131 | 8 | 63 4 | 32 | 80 | - - |®
o
=
F75-SPKN12-D160Z9540-WOC 0616 | 160 | 166 = 9 | 63 4 | 32 | 110 | 667 | - |X =
oD
F75-SPKN12-D200Z12560-WOC 0617 | 200 | 206 | 12 | 63 60 | 40 | 130 1016| - | X
=
a
=
o
=
S
=
=
(=}
=
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Milling - Face Milling - Inserts

ODMT, ODMW - Face Milling Positive (8 Corners)

M) - EIPEH] - TOAF
ODMT, ODMW - Es#HI IEfAZ (871%K)

Series IC S
ODM*0605 15.9 5.6
=
=
2 () IC
— N@ “ s |— EDP 1200.
[ P25 | P30 | P20 | P40 |
. M30 M35
= @ : Stock item E&EE=
% O: Order made item #3754 530
& < < <|</ =<5
e ODMT S RE Fz BS © 0 0 0 o 9
2 pesigoation (rom) (mm/tooth) (mm) 2/ 2|12 8|88
f@i ODMW [ N I O R R =G i
5 ODMT 060508 08 021~035 oo
oDMT
General
i)z Rl
=
=
= ODMW 060508 08 026~040 oo
obDMwW
Hard
Materials
BIEEAE
(=
=
=
=
=
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . ) . ) .
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13  Feniic&Martensitic ~ HKEARSEARFEN | 120 200 - - 80 180 | - - - -
14  Austenitic Stainless Steel BEIAAREETN 130 250 - - 100 200 | - - - -
K (RN Grey Cast Iron IR 120 250 | 120 270 - - - - 180 350 | 200 350
(FAA B Nodular Cast Iron IREHH% 130 220 | 130 240 | - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Esk&/E > s - - - = = - =
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 8 40 100 - - - - |5 9 - -
108 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %S YG-1CO, LTD.
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Milling - Face Milling - Inserts HHl - EHEH - T34
OFER, OFMT -Face Milling Positive (8 Corners) OFER, OFMT - m#tHI IEfAE (871R)
Series Ic s

[ 1 T OFER 0704 18.05 478
OFMT 05T3 1273 406

o)
N \“
L R L
S = EDP 1200..

NINHNL

D)

<OFER> <OFMT> [ P25 | P30 | P20 | P40 |
®: Stockitem #EE7 M35 =
O:Order made item #7727 F5TE H15 =
<|<|<|=<|=<]|5 &
N RE Fz BS O 0 0 0le|? o
OFER Designation o & N o a 2 o
(mm) (mm/tooth) (mm) ©  N|= 0|0 g =)
OFER 070405 05 022~050 o &
OFER
General
BAR
=
=
z
< <</ <|=< =
N RE Fz BS ® 0 6| 0|la|f
OFMT Designation ® | o N o a 2
(mm) (mm/tooth) (mm) © N| =90 |oc |3
N N[N |28
OFMT 05T308 08 015~025 o .
;“5:‘:
OFMT -
General o
BmAR
—
=
Cutting Speed tJHIEE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI . ) . ) : .
4R Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
M 12~13  Fenitic&Martensitic ~ HRAGIEMARFEN | 120 200 | - - - - 80 180 | - - - -
14  Austenitic Stainless Steel BFLIARFEH 130 250 | - = = - [ 100 200 | - = = %
K (LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(kB Nodular CastIron HEH® 130 220 | 130 240 | - - - - 1120 270 | 150 300
m Non-Ferrous Metals (A) IEEkE/E = = - - = = - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials SRR 40 8 | 40 100 | - - - - 50 90 - -
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N Z7GMiLL

Milling - Face Milling - Inserts
ONMU / ONHU - Face Milling Negative (16 Corners)

M - RN - TIAF
ONMU/ONHU - mE#tHI f1FR (1671R)

Series IC S
ON*U 0806 20.2 58
1 T ’
E ~—"]
2 IC IC
) (
. S
] PN BS EDP 1200..
| P25 | P30 | P20 | P40 |
= <ONMU> <ONHU>  @:Stockitem &% i M3
= O:Order made item &1 547 30
& < </ < <|=<|=5
= ONMU R Fz BS @ 060 0 e 9
= Besignaticn (mm) (mm/tooth) (mm) "KM . E
c%) ONHU [ N I O R R =G i
5 ONMU 080608 022~050 o o
ONMU
General
Fe)zz Rl
=
=
& ONHU 080612 008~025 106 -
ONHU
Wiper Insert
£I7]
=,
S
=
=
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . ) . ) -
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel {li=ga 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13  Fenitic&Martensitic ~ SREMRSEMARFEN | 120 200 - - - - 80 180 | - - - -
14  Austenitic Stainless Steel BEIAAREETN 130 250 - - - - 100 200 - - - -
K (RN Grey Cast Iron IR 120 250 | 120 270 - - - - 180 350 | 200 350
(FEEE Nodular Castlron IREHH% 130 220 | 130 240 | - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Esk&/E = - - s - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - - - 20 40 - -
IEEERTEN Herd Materials Bt 40 8 40 100, - - | - - |5 9| - -

-_—
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ZGMiILL I

Milling - Face Milling - Inserts HHl - EHEH - T34
ol N 3 l
SDKN / €N - Face Milling Positive (4 Corners 1SO) SDKN/CN - E#tHI IEFAE! (4715R1S0)
Series AS IC S
/Q SD** 1203 15° 12.7 3.18
°
>< SD** 1504 15¢ 1588 476 =
3
BS Sl— EDP 1200..
[ P25 | P30 | P20 | P40 |
®: Stockitem #EE7 M35 =
O: Order made item #1547 H15 =
<|<|<|=<|=<]|5 &
SDKN Designati RE Fz BS 0 0 6 o 9 e
esignation o o | N || a 3 Y
SDCN (mm) (mm/tooth) (mm) S B 3 8 S B =
SDKN 1203 AETN 05 022~035 185 e &
SDKN 1203 AETN - PW 04 022~035 198 o
59'2" SDKN 1203 AETN-GW 13 022~035 185 .
Har
Materials - °
Bere, SDKN 1504 AETN 045 022~035 2 P é
SDKN 1504 AETN - PW 04 022~040 195 o =
SDKN 1504 AETN - GW 13 022~040 205 o
SDCN 1203 AESN-M 005~02 204 o
SDCN °
Gro%% iﬂr]sert P SDCN 1504 AESN - M 0.05~0.2 219 At
- SDCN 1504 AESN - MR 1 005~02 219 e .
E
- PW : for Improved Surface Roughness %
- GW : Ground Wiper -
-M :for Mold & Die
- MR : for Mold & Die Roughing
=

Cutting Speed tJHIEE Vc (m/min.)

SO VDI Sub Group YG602 YG622 YG712 YGGO3 YG501 YG5020
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max

Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -

Low-Alloyed Steel BEEW 120 300 | 120 320 | 180 250 | 70 210 | - - - -

High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -

12~13  Fenitic&Martensitic ~ HRARBEMAFRFEN | 120 200 - - - - 80 180 | - - - -

14  Austenitic Stainless Steel BFLIARFEH 130 250 £ = = s 100 200 | - = = %

(LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(kB Nodular CastIron HEH® 130 220 | 130 240 | - - - - 1120 270 | 150 300
Non-Ferrous Metals (Al) 3ESEE - - - - - - - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials SRR 40 8 | 40 100 | - - - - 50 90 - -

“

@

YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 111




N Z7GMiLL

Milling - Face Milling - Inserts
SEKR / N -Face Milling Positive (4 Corners ISO)

DNINYNL

ONIAOOYD B ONILYYd

ONITIIW

a

DNITIIHC

3

NOILYWHOINI T¥DINHD

!J‘. |

HEH! - EEtEl - 7047

SEKR/N - E$HI IEEFAE (47J5R1SO)

Series AS IC S
/<\ SEK* 1203 20° 12.7 32
)
A~
& EDP 1200..
BS S | P25 | P30 | P20 | P40 |
®: Stock item %7 T -
O:Order made item #iT# 47~ 530
, < <|=<|=<x/=x 5
SEKR o RE Fz BS 06 06 0 0 0 9
Designation o o N o a g
SEKN (mm) (mm/tooth) (mm) o |lN| = 0o | o |3
N N N w — o
SEKR 1203 AFTN 04 0.14~0.30 14 0(;,1
SEKR SEKR 1203 AFTN -PW 04 0.14~030 14 o
General
WA
°
SEKN SEKN 1203 AFTN 04 022~035 14
Hard SEKN 1203 AFTN -PW 04 022~0.35 14 02.97
Al\/laterialysh
BIRERE SEKN 1203 AFTN-GW 04 023 ~ 035 2 o
- PW : for Improved Surface Roughness - P\ : 12 5 & mAHEE
- GW : Ground Wiper -GW : {BHT]
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . . . i .
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARFEN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2ECIARTHN 130 250 5 E - - 100 200 - - - -
K (RN Grey Cast Iron TRk 120 250 | 120 270 - - - - 180 350 | 200 350
(W5 Nodular Cast Iron IRkEHE 130 220 | 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Fs%£&/E = - - - - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - - - 20 40 - -
IEEERTEN Herd Materials B 40 8 |40 100 - - | - - 15 9 - -

-_—
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Milling - Face Milling - Inserts
SEKT - Face Milling Positive (4 Corners)

ZGMiILL I

ik - EHEHY - TI4F
SEKT - E#tH! IERE (47]%)

Series IC S
/<\ SEKT 1204 12.7 49
’C>< SEKT 12T3 134 4
)
A
e ‘\SL EDP 1200..
[ P25 | P30 | P20 | P40 |
. . M30 M35
@ : Stock item E&EEF
O:Order made item %178 47
< <</ =<|=<|5
L RE Fz BS 0 06 o 9
SEKT 1204 Bezignation (mm) (mm/tooth) (mm) SR I 38 g
IN N O =N
SEKT 1204 AFTN 1.1 020~0.35 1.18 00.55
SEKT
1204
General
b))
-ST SEKT 1204-ST 1.1 0.08~0.30 1.18 02.57
Stainless Steel
Super Alloy
R
Bi#as
< < |=2|=</=2|3
. s RE Fz BS O 60 0 &
SEKT 127173 Designation , o o N o a3
(mm) (mm/tooth) (mm) o N|~|o|oe |8
N NN e =D
SEKT 12T3 AGTN 15 0.15~0.30 13 00.56
SEKT
1273
General
WA
-ST SEKT 12T3-ST 15 0.08~0.30 13 02.71
Stainless Steel
Super Alloy
TG
BiHa®
Cutting Speed tJHIEE Ve (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI 4 i . . ; . ;
ﬁ,ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - ~
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Fenitic& Martensitic ~ BHRARSEAREH | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel BREC{ARTETN 130 250 - - e e 100 200 = = & -
K (LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(FeA I Nodular Cast ron IREFHK 130 220 | 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (A) FE#EEE - - - - - - - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials e 40 80 | 40 100 - - - - 50 90 - -

Y& YG-1CO, LTD.
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N Z7GMiLL

Milling - Face Milling - Inserts
SEGT - Face Milling Positive (4 Corners)

HiHl - EHEHY - 04T
SEGT - E#tHI IEAE (47]X)

Series IC S
/<\ SEGT 1204 12.74 4.91
= ’C>< SEGT 12T3 134 403
2
o "SL EDP 1200.
[ P25 | P30 [ P20 | P40 |
P ; M30 M35
= @ : Stock item E&E=
= O:Order made item #3747 _
& << |=<|=<|[=<|5
2 S RE Fz BS © @& 0 @ & 2 35
% SEGT 1204 Besignation (mm) (mm/tooth) (mm) S 8 2 3|3 S BS
S NN N O =S
& SEGT 1204 -AL 1.1 0.1~0.35 201 04?67
-AL
Aluminium
=
=
=
< < </ <|< =
SEGT 1273 Designation HE ke B 8 ga) El) 8 <G.n) 8 é
(mm) (mm/tooth) (mm) o N =00 88
N N N w - P~
SEGT 12T3-AL 15 01~035 194 s
-AL
Aluminium
Cutting Speed 43R Ve (m/min.)
SO VDI Sub Group YG602 YG622 YG712 YG603 YG501 | YG5020 YG50
ﬁiﬂ Min Max | Min Max | Min Max @ Min Max | Min Max | Min Max Min Max

(55 Non-Alloyed Steel  JF&EH 140 380 | 140 400 | 170 300 | 90 230 | - = - - =
G Low-AlloyedSteel  {EASH 120 300 | 120 320 | 180 250 | 70 210 | - - - - -

(KR High-AloyedSteel  S&%H 70 150 | 70 170 | 100 140 | 60 100 | - - - - -

12~13 Fenitic&Martensitic ~ BRARSEMARFEN 120 200 | - - - - | 80 180 - - - - -

14  AusteniticStainlessSteel BIECIAREEN 130 250 | - = = - | 100 200 | - = £ = =
K (kAN Grey Castlron TR 120 250 | 120 270 | - - - - [ 180 350|200 350 -

(ra4f8 Nodular Castlron IREFHH 130 220 | 130 240 | - - - - /120 270|150 300 -
m Non-Ferrous Metals (A) EZEE - - - - - - - - - - - - 300 800
=1 GRS Superalloys&Titanium  EBfitE R 5KEE | 25 45 | - - - - | 20 40 - - -
IEEIETEN Hard Materils B s 8 |40 100 - - | - - [5 9%/ - - -

-_—
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Milling - Face Milling - Inserts
SEMT - Face Milling Positive (4 Corners)

ZGMiILL I

ik - EHEHY - THF
SEMT - E@s#Rl ERAE (47JR)

Series IC S
/(\ SEMT1204 12.92 5.
’C>< SEMT13T3 134 4.0
By
A,
o ‘\ s L EDP 1200..
P25 | P30 [ P20 | Pao |
@ : Stock item E&EF a5
O:Order made item 1T & 47 H15
< </ < < =< 5
A RE Fz BS Q00| 0o @
SEMT Designation o & N o a 2
(mm) (mm/tooth) (mm) o N = 0o o3
N N N w - o
SEMT 1204 AFTN 12 026~04 124 00.52
SEMT
1204
General
bzt
SEMT 13T3 AGSN 1.5 015~ 03 1.31 02.03
SEMT
1373
General
WAL
Cutting Speed JHI®E Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI i i . i . :
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenitic& Martensitic ~ BHRARSEARERH | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel BRECIARTETH 130 250 - - = & 100 200 = = = #
(LR M Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(reA I Nodular Cast ron IREHH 130 220 | 130 240 - - - - 120 270 | 150 300
Non-Ferrous Metals (Al) IESkEE - - - - - - - - - - - -
ST I ERTA Superalloys&Titanium BTG RREAS | 25 45 - - - - 20 40 - -
Hard Materials e 40 80 | 40 100 - - - - 50 90 - -

& YG-1CO, LTD.
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N Z7GMiLL

Milling - Face Milling - Inserts
SNMX -Face Milling Negative (8 Corners)

M) - EIPEH] - TOAF
SNMX - EHtH) fafE (871R)

Series IC S
/<\ SNMX 1206 12.7 6.25
°
= ><
=
=
z 5
B
e 5 EDP 1200..
| P25 | P30 | P20 | P40 |
) M30 M35
= @ : Stock item E&EEE
e O:Order made item T
fg‘ raer made item %1 -< . -<
2o : L RE Fz BS © 06 ® 0 0 @9
2 SNMX Designstion (mm) (mm/tooth) (mm) 2 32 38 8
% N N N w — o
5 SNMX 1206 ANN 08 016~034 17 o
SNMX
General
pe=]=2 i)
\_Z
=
=
=
=2
=
i%:j
%
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ] ) . ) . i :
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARFEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel BEE/ATRAN 130 250 - 5 100 200 - - - -
K (RN Grey Cast Iron TR 120 250 | 120 270 - - - - 180 350 200 350
(W& E Nodular Castlron IREFHFHR 130 220 | 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (A) 3E4%ERE = - - - - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 8 | 40 100 | - - - - |50 9 | - -
116 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %S YG-1CO, LTD.




ZGMIiLL

ik - EHEHY - THF
SPKN/R/CN - E$#H! IEEfE (4712 1SO)

Milling - Face Milling - Inserts
SPKN / R / CN -Face Milling Positive (4 Corners 1SO)

Series KRINS AS IC S
) SP*¥1203 752 11° 12.7 3.18
. 2 SP** 1504 75° 11° 15.88 4.76
%,
()
I L
BS S EDP 1200..
| P25 | P30 | P20 | P40 |
@ : Stock item E&EF s
O:Order made item 1T & 47
< </ </ =<|< =
R RE Fz BS 0 0l0 0| a2
SPKR SPKN SPCN Designation o | o N o oa|a
(mm) (mm/tooth) (mm) o N[ = 0o o3
N N N w - o
SPKR 1203 EDTR 08 0.15~0.35 14 00.50
SPKR °
Eaera] SPKR 1203 EDTR -PW 08 015~035 14 o
BRE
SPKN 1203 EDTR 08 0.16~034 14 =
=
SPKN 1203 EDTR - PW 08 020~035 14 Z
SPKN SPKN 1203 EDTR- GW 06 015~028 151 -
Hard
Materials - °
Haieids SPKN 1504 EDTR 0.15~034 13 o
SPKN 1504 EDTR - PW 025~040 13 e
SPKN 1504 EDTR - GW 08 025~04 22 03.05 -
SPCN 1203 EDSR-M 08 01~02 182 oo E
SPCN SPCN 1203 EDSR- MR 08 01~02 177 01.98 .
GO SPCN 1504 EDSR-M 08 01~02 192 o
SPCN 1504 EDSR - MR 08 01~02 1.86 oo
-PW : for Improved Surface Roughness - PW : i2 5 2 EEKEE
-GW : Ground Wiper -GW: BT =
-M :for Mold &Die M :EAFEATH =
- MR : for Mold & Die Roughing -MR: BFEATHMAEMT %:
Cutting Speed tJJHIRE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI . . ) i : .
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Fenitic& Martensitic ~ BHRARSEAREH | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel BREC{ARTETN 130 250 - - = s 100 200 = = 2 #
K (LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(FeA I Nodular Cast ron IREFHK 130 220 | 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Es%&/E - - - = = - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials e 40 80 | 40 100 - - - - 50 90 - -

Y& YG-1CO, LTD.
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N Z7GMiLL

Milling - Face Milling - Inserts
SPMT - Universal Positive (4 Corners)

HH - EHEHY - 04T
SPMT - E#tHI IEAE (47]X)

Series AS IC S
SPMT 1204 11° 12.7 481
: O
=
=
§
K
IC S L EDP 1200..
| P25 | P30 | P20 | P40 |
) M30 M35
= @ : Stock item E&EEE
= O:0rd de item f&iTE
g raer made item 1. -< . -<
& L RE Fz BS 0 0 0 0 0 9
2 SPMT Besignaticn (mm) (mm/tooth) (mm) 2 32 38 8
% N N N w — o
5 SPMT 120408 08 015~03 o
SPMT
General
BAR
=
=
3
%
%
5
i%:j
%
%
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . ) . i I
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARFEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2ECIARTHN 130 250 5 E 100 200 - - - -
K (RN Grey Cast Iron TR 120 250 | 120 270 - - 180 350 | 200 350
(W5 Nodular Cast Iron IREFHFHR 130 220 | 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Fs%£&/E = - - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 80 40 100 - - 150 9| - -
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ZGMiILL I

Milling - Face Milling - Inserts HHl - EHEH - T34
SPUN - Universal Positive (4 Corners ISO) SPUN - @5 [EAE (4752 1S0)
Series AS IC S
= SPUN 1203 11° 12.7 3.2
T 4 o =
LE ® < =
.\
\m -—SL EDP 1200..
[ P25 | P30 | P20 | P40 |
) M30 M35
@ : Stock item E&E= =
O: Order made item #1547 =
—
< </ < < =< 5 ex
A RE Fz BS @ 0 0 0 0 9 =
SPUN Besignation (mm) (mmvtooth) (mm) 2l 2 A @ el S 2
NN N e =B =)
SPUN 120308 08 oo &
SPUN <
General ®
BAA
=
£
=
=
o
=
=
g
=
5
(=}
=
Cutting Speed JHIRE V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI i ; ; : : ;
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13  Fenitic&Martensitic ~ SKEARSEMARHEH | 120 200 | - - - - 80 180 | - - - -
14  Austenitic Stainless Steel BFLIARFEH 130 250 | - = = - [ 100 200 | - = = %
(LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(kB Nodular CastIron HEH® 130 220 | 130 240 | - - - - 1120 270 | 150 300
Non-Ferrous Metals (Al) 3ESEE - - - - - - - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials SRR 4 80 | 40 100 | - - - - 50 90 - -
& YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 119




N Z7GMiLL

Milling - Shoulder Milling - Cutter HHl - B PEH - T4
Cutters for APKT JIFFAAPKT
Cutting Angle(tJH ) : 90° <W> Weldon(flI[Z) <C> Cyindrical (E17)
2 Corner Positive(7]4e [EAE) ' DCON I~ —{ DCON |—
5 ‘ |
b i
X |
it LF it L
R i 1

54

< |

=

= b | JoaPmx o | fo|aPux |
% B o f

o

=

(=]

(=]

=

=

7
4
jE3

ZEFP : Effective Number of Cutting Edges ZEFP: 554
CICT : Number of Inserts CICT: IR

CBDP : Connection Bore Depth CBDP : JIIREEFLAE E|: p.126  Unit@fD):mm
Series APMX Designation
= E90- APKT10-D16Z2C16-L100 0083 | 16 2 B 100 16 B = - - | @
=
% E90- APKT10-D16Z2C16-L120 0532 | 16 2 30 | 120 16 = = = - | @
E90- APKT10-D16Z2C16 - L150 0154 | 16 2 50 | 150 16 - - - - | @
E90- APKT10-D16Z2C16 -L200 0533 | 16 2 | 100 | 200 16 = = = - | @
o E90 - APKT10 - D20Z2C20 - L250 0534 | 20 2 | 150 | 250 20 = = - - | @
2
% E90- APKT10-D20Z3C20-L100 0535 20 3 30 | 100 20 = = = - | @
E90 - APKT10-D20Z3C20-L120 0085 | 20 3 = 120 20 % : a - | @
E90- APKT10-D20Z3C20-L150 0536 | 20 3 50 | 150 |Qylindrical| 20 S = = - | @
% E90 - APKT10 - D20Z3C20 - L200 0270 | 20 3 | 100 | 200 20 - - - - | @
=
% ?SOK;. 100 E90 - APKT10-D25Z3C25-L100 0537 | 25 3 30 | 100 25 = = = - | @
% E90- APKT10-D25Z3C25-L120 0186 | 25 3 30 | 120 25 - - - - | @
j E90 - APKT10-D30Z4C25-L100 0122 | 30 4 30 | 100 25 = = = - | @
E90 - APKT10-D30Z4C25-L120 0086 | 30 4 30 | 120 25 - = = - | @
E90 - APKT10 - D32Z4C25-L100 0538 | 32 4 35 | 100 25 S = = - | @
E90- APKT10-D32Z4C25-L150-WOC 0539 | 32 4 35 | 150 25 - = - - X
E90- APKT10-D12Z1W16-L100 0540 | 12 1 30 | 100 16 = = = - | @
E90- APKT10-D14Z1W16-L100 0541 | 14 1 30 | 100 16 = - - - | @
E90- APKT10-D16Z2W16-L100 0542 16 2 30 | 100 | Weldon | 16 = = = - | @
E90- APKT10-D16Z2W16 - L85 0082 | 16 2 % 85 16 - = = - | @
E90- APKT10-D18Z2W16-L100 0543 18 2 30 | 100 16 = = = - | @
> NEXT PAGE
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ZGMiILL I

Milling - Shoulder Milling - Cutter Yl - B PEH - TIHF
Cutters for APKT JIFBAPKT
Cutting Angle(tJH! ) : 90° <S> Shell Mill (77£) <W> Weldon({lI[) <M> Modular(fl][Z])
2 Corner Positive(7]4R [EfE!) DCSFMS | DCON |~ ~DCSFMS—|
TDZ =
’-DCON-‘ w = =
=
i | ? I (o]
.
X X CBDP o LF
==l== Wi
e LF : T —
//// =g = o i i | LU =
v i T o |o|aPmx | =
! ©| ApPmx — ' =
! &
—DC— =
. DC =]
ZEFP : Effective Number of Cutting Edges ZEFP: BE347] 41 %
CICT : Number of Inserts CICT: TIF# o
CBDP : Connection Bore Depth CBDP: JIMREZILRE
Series APMX Designation DC |ZEFP| LU
E90 - APKT10 - D20Z3W20-L100 0461 | 20 3 30 | 100 20 = ~ - - | @ =
,=
E90 - APKT10 - D20Z3W20 - L90 0084 20 3 = 20 20 = = & - | @ g
E90 - APKT10 - D22Z3W20-L100 0544 | 22 3 30 | 100 20 - - - - | @
Weldon
E90 - APKT10 - D25Z3W25 - L100 0545 | 25 5 30 | 100 25 = = = - @
E90 - APKT10 - D25Z4W25 - L100 0546 | 25 4 30 | 100 25 = - - - @
=}
=
E90 - APKT10-D32Z4W32-L150-WOC 0547 | 32 4 50 | 150 82 = = = - | X %
()
F90 - APKT10 - D40Z4S16 0087 | 40 4 e 40 16 | 18 34 - - @
F90 - APKT10- D40Z5516 0472 | 40 5 - 40 16 | 20 36 = - | @
—
F90 - APKT10-D50Z6522 0215 | 50 6 - 40 22 | 22 42 - - @ %
=
APKT . S
10.0 F90- APKT10-D50Z7522 0088 | 50 7 = 40 | Shellmill | 22 | 20 42 = - | @ =
1003 S
=
F90 - APKT10-D63Z7522 0548 | 63 7 - 40 22 | 22 48 - - @ é
=)
=
F90 - APKT10 - D80Z8527 0549 @ 80 8 = 50 27 | 25 58 = - | @
F90 - APKT10- D100Z9S32 0550 | 100 | 9 - 50 32 | 26 65 = - @
M90 - APKT10 - D16Z2M08 0551 | 16 2 - 30 M08 | - |1475| - - | @
M90 - APKT10 - D20Z3M10 0552 | 20 3 = 30 M10 | - 18 - - @
M90 - APKT10 - D25Z3M12 0553 | 25 3 - 35 M12 | - 21 = - | @
Modular
M90 - APKT10 - D32Z4M16 0554 | 32 4 - 35 M16 | - 29 - - @
M90 - APKT10 - D40Z5M16 0555 | 40 5 = 43 M16 | - 29 = - @
MO0 - APKT10 - D42Z5M16 0556 | 42 5 - 43 M16 | - 29 = - @
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N Z7GMiLL

Milling - Shoulder Milling - Cutter HHl - B PEH - T4
Cutters for APKT 7IMAAPKT
Cutting Angle(t7]H ) : 90° <S> Shell Mill(77%2) <W> Weldon({lI[Z) <C> Cyindrical(E17)
' /1N F
B 2 Corner Positive(7]%e IEfEY) DCSFMS  DEON - R T——
= ’-DCON-‘ | |
: 5t i
& ! ‘ I 1l : | :
I i
4--— IE1
1 LF i LF
| | 1 | | I |
R
o
= Tl 4 |.|u Tl | L|U
= O|APMX | b | [o|aPmx |
20 ’J ! J f
2
= —DC —-DC
g ZEFP : Effective Number of Cutting Edges ZEFP: 5347]%1
) CICT : Number of Inserts CICT: TIF#K
CBDP : Connection Bore Depth CBDP : JIIREEFLAE EI: p.126 Unit (B2411) :mm
Series APMX Designation DC |(ZEFP| LU
= E90 - APKT16 - D25Z22C20-L100 0091 | 25 2 2 100 20 - - - - | @
'=
E E90- APKT16-D25Z2C20-L100-WOC 0243 | 25 2 35 | 100 20 - - - - X
E90- APKT16 - D25Z2C25-L250-WOC 0557 | 25 2 100 | 250 25 - - - - | X
E90- APKT16 - D32Z2C32-L250-WOC 0558 | 32 2 100 | 250 32 - - - - X
E90- APKT16 - D32Z3C25-L110 0094 | 32 3 - 110 |Gylindrical| 25 - - - - @
=}
=
% E90 - APKT16 - D32Z3C25 - L200 0559 | 32 3 40 | 200 25 = = = - | @
[3)
E90- APKT16- D32Z3C32-L150-WOC 0250 | 32 3 50 | 150 32 B = = - X
E90- APKT16- D32Z3C32-L250-WOC 0560 | 32 3 100 | 250 32 - = = - | X
% APKT E90 - APKT16 - D40Z4C32-L150-WOC 0561 | 40 4 40 | 150 32 - - - - | X
fz_; 1604 16.0
= E90 - APKT16 - D25Z2W25 - L100 0562 | 25 2 35 | 100 25 = = = - | @
é}
=
é E90- APKT16-D25Z2W25-L110 0092 | 25 2 - 110 25 - = - - | @
S
E90- APKT16 - D28Z3W25-L100 0563 | 28 3 40 | 100 25 = = = - | @
E90- APKT16-D30Z3W25-L110 0564 | 30 3 40 | 110 | Weldon | 25 - = - - | @
E90- APKT16-D32Z3W25-L110 0093 | 32 3 - 110 25 o = = - | @
E90- APKT16-D32Z3W32-L110 0565 | 32 3 40 | 110 32 = - - - | @
E90- APKT16-D36Z3W32-L110 0566 | 36 3 40 | 110 52 = = = - | @
F90 - APKT16 - D40Z4516 0275 | 40 4 = 40 16 | 20 36 - - | @
Shellmill
F90 - APKT16 - D50Z5522 0095 | 50 5 = 40 22 | 20 45 = - | @
P NEXT PAGE
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ZGMiILL I

Milling - Shoulder Milling - Cutter Yl - B PEH - TIHF
Cutters for APKT 7 AAPKT
Cutting Angle (Y14 £) : 90° <S> Shell Mill(77%) <M> Modular({lll[])
2 Corner Positive(7]4 [EfAY) - DCSFMS— ~DCSFMS—
TDZ =
’-DCON-‘ = s
=
[ ‘ [ C2;
.
| : CBDP =
e LF —
/ (= N
7/ = N =)
% | T S
©| APMX =
t s
2o
o
. DC =]
ZEFP : Effective Number of Cutting Edges ZEFP: BE347] 41 g
CICT : Number of Inserts CICT: TIF# &
CBDP : Connection Bore Depth CBDP: JIMREZILRE
Series APMX Designation DC |ZEFP| LU
F90 - APKT16 - D52Z5522 0567 | 52 5 - 40 22 | 22 42 - - @ =
'=
F90 - APKT16 - D63Z6522 0096 | 63 6 = 40 22 | 20 50 = - @ g
F90 - APKT16 - D80Z7527 0097 | 80 7 - 50 27 | 23 56 - - @
F90 - APKT16 - D100Z8532 0181 | 100 | 8 - 50 |Shellmill| 32 | 26 65 = - | @
F90 - APKT16 - D125Z9540 - WOC 0238 | 125 9 - 63 40 | 32 80 - - X
APKT 168 2
1604 F90 - APKT16 - D160Z10540 - WOC 0568 | 160 | 10 - 63 40 | 32 | 110 (667 - | X %
()
F90 - APKT16 - D200Z12560 - WOC 0569 | 200 | 12 - 63 60 | 40 | 130 [1016] - |X
M90 - APKT16 - D25Z2M12 0570 | 25 2 - 43 M12 | - 21 = - | @ —
=
M90 - APKT16 - D32Z3M16 0571 | 32 3 - 43 |Modular | M16 | - 29 = - @ %
=
=
M90 - APKT16 - D42Z4M16 0572 | 42 4 - 43 M16 | - 29 = - | @ E
S
=
=
(=]
—
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N Z7GMiLL

Milling - Shoulder Milling - Cutter HHl - BB HEH - T4
Cutters for TPKN, TPKR, TPCN, TPUN  7J#F/ATPKN, TPKR, TPCN, TPUN

Cutting Angle(tJH!#) : 90°
3 Corner Positive(7]4 IEf7E!) ISO
=
=
= DCSFMS—
a ’i DCON
<S> Shell Mill(775) g ’
] CBDP
LoLF
z :
= <
% ‘\00 &
20
g DC
g ZEFP : Effective Number of Cutting Edges ZEFP: 5%47]%1
) CICT : Number of Inserts CICT: JIE#
CBDP : Connection Bore Depth CBDP: JIWREZEFLAE EI: p.129/130 Unit (B431) :mm
Series APMX Designation DC |ZEFP| LU DCON | CBDP | DCSFMS | PCD1 |PCD2 | §
= F90 - TPKN16 - D50Z4522 - WOC 0618 | 50 | 4 - |40 2| 2| 42 - - X
=|  TPKN
= TPKR F90 - TPKN16 - D6326522 - WOC 0619 63 | 6 | - | 45 2| 2|4 | -| - |X
TPCN 120 Shellmill
TPUN F90 - TPKN16 - D80Z7527 - WOC 0620 | 80 | 7 - | 50 27 | 25 | 58 | - - X
1603
F90 - TPKN16 - D125Z8540 - WOC 0621 | 125 | 8 - | 63 4 | 32 | 8 | - - X
F90 - TPKN22 - D63Z5522 - WOC 0622 | 63 | 5 - | 45 2| 2| 48 | - - X
(=
=
% F90 - TPKN22 - D80Z6527 - WOC 0623 | 80 | 6 - | 50 27 | 25 | 58 | - = |22
o
F90 - TPKN22 - D100Z7532 - WOC 0624 | 100 | 7 - | 50 322 | 65 | - - X
TPKN
— TPKR F90 - TPKN22 - D125Z8540 - WOC 0625|125 | 8 | - | 63 4 | 32| 8 | - - X
E TPCN 18.0 Shellmill
= TPUN F90 - TPKN22 - D160Z9540 - WOC 0626 | 160 | 9 - | 63 4 | 32 | 110 |667 | - | X
= 2204
= F90 - TPKN22 - D200Z12560 - WOC 0627 | 200 | 12 | - | 63 60 | 40 | 130 1016 - |X
(=3
=
% F90 - TPKN22 - D250Z15560 - WOC 0628 | 250 | 15 | - | 63 60 | 40 | 160 1016/ - |X
=
F90 - TPKN22 - D315Z18560 - WOC 0629 [ 315 | 18 | - | 63 60 | 40 | 220 |101.6 1778 X
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ZGMiILL I

Milling - Shoulder Milling - Inserts HiHl - HEHEH - IR
ADKT / AOMT - Shoulder Milling Positive (2 Corner)  ADKT/AOMT - 73/8 %1 IEFZE (271R)
Series U= IC S
ADKT 1505 13:7 9.7 5.8
AOMT 1236 10.5 6.6 36 =
LE LE =
e L S L
‘H‘BS —-is ‘H‘BS —-s EDP 1200..
[ P25 | P30 | P20 | P40 |
<ADKT> <AOMT> ®: Stockitem = &7 M0 e =
O: Order made item #7547 ;Z
< =< < =< 5
N RE Fz BS 5 5 0 0 0 9 =
ADKT Designation o & N o a 2 o
(mm) (mm/tooth) (mm) o N[ = 0o o3 3
NN N e =B S
ADKT 150508 PDTR 08 0.16~030 187 oo &
ADKT
General
BAR
=
£
RE Fz B8 o8 5 oo o 8
AOMT Designation (mm) (mm/tooth) (mm) 8 3 N 8 g %
N N[N | =8
AOMT 123604 PDTR 04 008~0.22 1.07 02.17
AOMT AOMT 123608 PDTR 08 008~024 091 2
General ;
placp =z i &
;"‘-(:*:,;
=
Cutting Speed tJJHIRE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI i . ; : : .
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
M 12~13  Fenitic&Martensitic ~ SKEARSEMARHEH | 120 200 | - - - - 80 180 | - - - -
14  Austenitic Stainless Steel BFLIARFEH 130 250 | - = = - [ 100 200 | - = = %
K (LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(kB Nodular CastIron HEH® 130 220 | 130 240 | - - - - 1120 270 | 150 300
m Non-Ferrous Metals (Al) 3ESEE - - - - - - - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials SRR 4 80 | 40 100 | - - - - 50 90 - -
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N Z7GMiLL

Milling - Shoulder Milling - Inserts
APKT - Shoulder Milling Positive (2 Corner)

Ml - 75 IEHHY - TIH
APKT - /B $i#l IEMAE (27]%R)

Series LE IC S
APKT 1003 9.9 6.7 3.6
1 APKT 1604 15.2 94 5:3
LE
&
BS —'S EDP 1200..
| P25 | P30 | P20 | P40 |
@ : Stock item E&EE et
O: Order made item #iT 847 $30 | H15
< < <|</ =<5
, L RE Fz BS © 0|0 0 o9
APKT Designation ® & N o a 2
(mm) (mm/tooth) (mm) o |lN| = 0o | o |3
N N N w — o
APKT 100305 PDTR 05 015~024 086 o
APKT 100308 PDTR 08 015~024 09 oo
APKT 160404 PDTR 04 015~025 (AR
APKT °
= o APKT 160408 PDTR 08 015~030 132 .
= A
= APKT 160412 PDTR 12 015~032 M3
APKT 160416 PDTR 16 015~034 M3
APKT 160424 PDTR 24 015~038 Sr
-ST APKT 100305 - ST 05 008~022 086 oo
T APKT 160408 - ST 08 008~025 132 [
= TN
= BiAaS
) [] [ ]
APKT 160404 -TR 04 026~040 212
e | o
IR APKT 160408-TR 08 026~040 132 | oz
e | o
Hag?:er]ed APKT 160412-TR 12 0.26~040 24 0493 | 0523
SEEENG ® ®
APKT 160416-TR 16 026~040 24 el 0524
e | o
APKT 160424 -TR 24 026~040 1.5 el o570
Cutting Speed IR E Ve (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . . . i ;
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARFEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2ECIARTHN 130 250 5 E 100 200 - - - -
K (RN Grey Cast Iron TR 120 250 | 120 270 - - 180 350 | 200 350
(W5 Nodular Cast Iron IRkEHE 130 220 | 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Fs%£&/E = = - - - - - - - -
=1 ETA Superalloys&Titanium BTG R KGR | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 80 40 100 - - 150 9| - -

-_—
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ZGMiILL I

Milling - Shoulder Milling - Inserts HiHl - HEHEH - IR
APMT - Shoulder Milling Positive (2 Corner) APMT - 5A/BEtHI IERE (27IR)
Series L= IC S
APMT 1135 9.5 6.2 35
f APMT 1604 146 9.2 476 =
LE LE APMT 1504 14 12,7 476 =
S -
BS — S EDP 1200.. L
APMT APMT 150 o o
< > < 1504> . M30 M35
@ : Stock item E&E= =
O: Order made item #iT& 47 - [ 530 | =
< < </ =< =<5 &
R RE Fz BS 0 0l0 0| a2 2
APMT Peslgnation (mm) (mm/tooth) (mm) S 82 8 8 § %
N N N w = o gh
APMT 113504 PDTR 04 015~022 126 oo &
APMT APMT 113508 PDTR 08 0.15~0.25 107 oo
General
ER APMT 160408 PDTR 08 0.16~030 M el oms| o | omes
=
e [ o =
APMT 1504 0.14~0.28 0276 | 0445 &
APMT
1504
General
BAA
=
%
=
=
Cutting Speed tJJHIRE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI i I ; . : ;
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13  Fenitic&Martensitic ~ HRARBEMAFRFEN | 120 200 - - - - 80 180 | - - - -
14  Austenitic Stainless Steel BFLIARFEH 130 250 £ = = s 100 200 | - = = %
(LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(kB Nodular CastIron Ik 130 220 | 130 240 | - - - - | 120 270 | 150 300
Non-Ferrous Metals (A) FE#EEE - - - - - - - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials AL 4 80 | 40 100 | - - - - 50 90 - -
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N Z7GMiLL

Milling - Shoulder Milling - Inserts
APXT - Shoulder Milling Positive (2 Corner)

Ml - 75 IEHHY - TIH
APXT - /B %H) IEAE (27]%R)

Series LE IC S
APXT 1604 14.6 9.2 4.8
=
= f
= LE
%)
< EDP 1200..
BS —S | P25 | P30 | P20 | P40 |
. M30 M35
= @: Stock item E&E= K30 | K30 | (K15 | K15 |
% O:Order made item #1754 el EL N5 |
& <|<|=<|<|=<]|X
2 ~ C RE Fz BS Q0 6 0 6 2 3
2 APXT Designation (mm) (mm/tooth) mm S R 3 88 g g
S NN N O =SB
= ¢}
& APXT 160408 -AL 08 01~13 175 0508
-AL
Aluminium
=
=
z
(=
=
?
=)
Cutting Speed JHIi&E Ve (m/min.)
1SO VDI Sub Group YG602 | YG622 | YG712 | YG603 | YG501 | YG5020 YG50
ﬁéﬂ Min Max | Min Max | Min Max | Min Max | Min Max | Min Max Min Max

(E518 Non-Alloyed Steel FEEEH 140 380 | 140 400 | 170 300 | 90 230 | - - - - -
2GR Low-AlloyedSteel  {EASH 120 300 | 120 320 | 180 250 | 70 210 | - - - - -

(KR High-AlloyedSteel  S&%H 70 150 | 70 170 | 100 140 | 60 100 | - - - - =

12~13 Fenitic&Martensitic ~ BRARIEARFEN 120 200 | - - - - | 80 180 - - - - -

14 Austenitic StainlessSteel BEEIARAT 130 250 | - - = - | 100 200 - = e : =
K (kRN Grey Gastlron TRFEK 120 250 | 120 270 | - - - - 180 350|200 350 -

(ra [N Nodular Castlron IREFHH 130 220 | 130 240 | - - - - /120 270|150 300 -
m Non-Ferrous Metals (Al) JEZEE - - - - - - - - - - - - 300 800
=1 GRS Superalloys&Titanium  EBfitE R KEE | 25 45 | - - - - | 20 40 - - -
IEIEIETEN Hard Materils B s 8 |40 100 - - | - - [5 9/ - - -
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ZGMIiLL

Milling - Shoulder Milling - Inserts HiHl - HEHEH - IR
TPKN / KR / CN - Shoulder Milling Positive (3 Corner1S0)  TPKN/KR/CN - 75/&##H) I (371 1S0)
Series KRINS IC S
TP** 1603 90° 9.53 3.18
\C TP** 2204 90° 12.7 4.76

™ f
Y
‘H'BS “SL EDP 1200..

| P25 | P30 | P20 | P40 |
@ : Stock item E&EF s
O: Order made item %17 & 47
< </ </ =<|< =
N RE Fz BS 0 0|60 0| a9
TP KR TPKN TPCN Designation S|l N o a @
(mm) (mm/tooth) (mm) o N[ = 0o o3
N N N w - o
TPKR 1603 PDTR 0.15~0.28 1.2 00.60
TPKR TPKR 1603 PDTR-PW 011~020 12 9
G |
ER TPKR 2204 PDTR 0.18~035 17 .
TPKR 2204 PDTR -PW 018~035 17 - =
=
TPKN 1603 PDTR 015~030 12 oo Z
TPKN 1603 PDTR-PW 0.15~028 12 o
TPKN TPKN 1603 PDTR-GW 015~ 03 162
Hard
Materials N ®
et ] TPKN 2204 PDTR 0.17~0.30 1.7 0063
TPKN 2204 PDTR-PW 024~040 17 B -
TPKN 2204 PDTR-GW 024 ~ 04 29 % =
TPCN 2204 PDSR-M 005~02 176 ol ”
TPCN °
Eround nserk TPCN 2204 PDSR-MR 005~02 176 o
FAn
- PW : for Improved Surface Roughness - P\ : 12 55 EHEHEE
- GW : Ground Wiper -GW &3] =
-M :for Mold & Die -M CRFEAEIH =
- MR for Mold & Die Roughing -MR: BFEETHEMT =
Cutting Speed tJJHIRE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI . . ) i : .
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Fenitic& Martensitic ~ BHRARSEAREH | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel BREC{ARTETN 130 250 - - = s 100 200 = = 2 #
K (LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(FeA I Nodular Cast ron BREHH 130 220 | 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (A) FE#EEE - - - - - - - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials e 40 80 | 40 100 - - - - 50 90 - -
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N Z7GMiLL

Milling - Shoulder Milling - Inserts

TPUN - Universal Positive (3 Corners ISO)

HEHl - FERHE - DR

TPUN - 5/E%tH! IEFAE! (37]R1SO)

Series IC S
TPUN 1603 9.53 3.18
0
« <
-
] & EDP 1200..
| P25 | P30 | P20 | P40 |
) M30 M35
= @ : Stock item E&EEE
= O Order made item #1747
g raer made item 1. -< . -<
& L RE Fz BS 0 0 0 0 0 9
2 TPUN Designstion (mm) (mm/tooth) (mm) 2 32 38 8
% N N N w — o
5 TPUN 160308 08 008 ~ 0.15 o
TPUN
=
=
3
=2
=
=
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . ! . : :
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARFEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2ECIARTHN 130 250 5 E 100 200 - - - -
K (RN Grey Cast Iron TR 120 250 | 120 270 - - 180 350 | 200 350
(W5 Nodular Cast Iron IREFHFHR 130 220 | 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Fs%£&/E = - - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 80 40 100 - - 150 9| - -
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Milling - Profiling - Cutter
Cutters for RDKT, RDKW

ZGMiILL I

SEH - (ARZEEH - TIFF
JI¥F7IRDKT, RDKW

Round Positive <S> Shell Mill(77£2%)

[~—DCSFMS—
DCON

ZEFP : Effective Number of Cutting Edges  ZEFP : 5347] 41
CBDP : Connection Bore Depth CBDP: JIiREZFLRE

<W> Weldon(fllE)  <C> Cyindrical(E71#) <M> Modular(fll[Z)
DCON/}— —~DCON}— DCSFMS -
| ‘ TDZ 2
- “ m
|
|
o [ Lk
| b
// I)/ APMX LF :E
g i®) :
] =
DC ¢ e
DCX - S
EI: p.133  Unit({i):mm

Series APMX Designation
E-RDKTO08- D1622C16-L160 0005 | 8 | 16 - | 160 16 - - e -
.=
E - RDKTO8 - D20Z2C20-L180 0007 | 12 | 20 - | 180 Gylindrical| 20 . - @ &
RDKT E-RDKTO8 - D25Z3C20-L180 0009 | 17 | 25 - 1180 20 . - e
RDKW 40
0802 M - RDKTOS - D16Z2M08 0010 | 8 | 16 - 23 MO8 | - 3 @
M - RDKTO8 - D20Z2M10 0011 | 12 | 20 - 30 | Modular | M10 | - 18 @
=
:3
M - RDKTO8 - D25Z3M12 0012 | 17 | 25 = 35 M2 | - 21 @ -
E-RDKT10-D20Z2C20-L150-WOC 0576 | 10 | 20 60 | 150 20 = - X
E-RDKT10- D20Z2C20-L180 0013 | 10 | 20 - | 180 20 - - @
Cylindrical ﬁ
E-RDKT10-D2522C25-L150-WOC 0299 | 15 | 25 60 | 150 25 = - X =
E-RDKT10- D25Z2C25-L180 0015 | 15 | 25 - | 180 25 = - e =
S
E-RDKT10- D20Z2W20-L150-WOC 0577 | 10 | 20 60 | 150 20 - - X =
E-RDKT10-D25Z2W25-L150-WOC 0578 = 15 | 25 60 | 150 | Weldon | 25 | - - Ix F
RDKT
RDKW 50 E-RDKT10-D32Z3W32-L150-WOC 0579 | 22 | 32 60 | 150 32 = - X
1073
F-RDKT10 - D40Z5516 0019 | 30 | 40 - | 40 16 | 18 4 @
F-RDKT10 - D50Z5522 0580 | 40 | 50 - 50 2 | 2 2 e
Shellmill
F-RDKT10 - D50Z6522 0020 | 40 | 50 - 50 22022 2 e
F-RDKT10 - D6326522 0581 | 53 | 63 - 50 2 | 2 48 @
M- RDKT10 - D20Z2M10 0017 | 10 | 20 = 30 Mi0 | - 18 @
Modular
M- RDKT10- D25Z3M12 0018 | 15 | 25 5 35 M12 | - 21 @
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N Z7GMiLL

Milling - Profiling - Cutter SEHI - (ERZHEH - T34
Cutters for RDKT, RDKW 7J#F7AARDKT, RDKW
Round Positive <S> Shell Mill(77%%) <W> Weldon(fllE])  <C> Cyindrical(E1%) <M> Modular({llZ])
= ~——DCSFMS— —|DCON - —{DCON |- DCSFMS
;Z j DCON ’— | | TDZ
= e | - B i
| | ’ i i m
| ‘ CBDP @ : ‘ : ™
s e— | | |
] // ;@ = L 1y LF %
® R APMX -F
= o [ O) pux !
& f f
o
% \700
S . DCX
=
a ZEFP : Effective Number of Cutting Edges ZEFP : 524 7] 4k
CBDP : Connection Bore Depth CBDP: JIWAEZEFLAE E|: p.133  Unit@fD):mm
Series APMX Designation
= E-RDKT12-D25Z2C25-L180 0021 | 13 | 25 2 - 180 25 - - @
,=
E E-RDKT12-D32Z2C32-L200 0023 | 20 | 32 2 - 200 32 - = (]
E-RDKT12-D32Z3C32-L160 0024 | 20 | 32 3 - 160 |Cylindrical| 32 - - @
E-RDKT12-D32Z3C32-L160-WOC 0582 | 20 | 32 3 70 160 32 = = X
E-RDKT12-D33Z3C32-L160-WOC 0583 | 21 33 3 70 160 32 - - X
=}
=
% E-RDKT12-D32Z3W32-L160-WOC 0584 | 20 | 32 3 50 160 | Weldon 32 = = X
[3)
F-RDKT12-D40Z4516 0028 | 28 | 40 4 - 40 16 18 34 [ )
RDKT F- RDKT12- D50Z5522 0029 38 50 5 - | 50 2 | 2 2 e
= RDKW 6.0
= 1204 F-RDKT12- D52Z5522 0585 | 40 | 52 5 = 50 22 22 42 ®
=
=
;;: F-RDKT12-D63Z6522 0030 | 51 63 6 - 50 | Shellmill 22 20 48 @
é}
=
é F-RDKT12- D80Z7527 0586 | 68 | 80 7 = 50 27 25 58 @
S
F-RDKT12-D100Z7S32 0587 | 88 | 100 7 - 50 32 26 65 @
F-RDKT12-D100Z8S32 0588 | 88 | 100 8 - 50 32 26 65 @
M-RDKT12-D25Z2M12 0026 | 13 | 25 2 = 35 M12 - 21 @
M-RDKT12-D32Z3M16 0027 | 20 | 32 3 - 42 | Modular | M16 - 29 @
M-RDKT12- D42Z4M16 0589 | 30 | 42 4 - 43 M16 = 29 @
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ZGMiILL I

Milling - Profiling - Inserts PEHI - (AR EEH) - TIA
RDKT / W-Profiling Positive (Round) RDKT/W - {5/ £4HI IERAE (E72)
Series INSD S Series INSD S

RDK* 0501 5 1.4 RDK* 10T3 10 4.0
RDK* 0702 7 24 RDK* 1204 12 4.8
RDK* 0802 8 24

INSD EDP 1200..
[ P25 | P30 | P20 | P40 |
@ : Stock item E&EEE M35
O:Order made item #1758 47
RDKT : 533338 8
Designation z oo N o a 2
RDKW (mm/tooth) o N =20 o |3
N N N w = o
°
RDKT 0802M0 015~025 oo
RDKT RDKT 10T3M0 0.15~028 oo
G |
Emn RDKT 1204M0 020~030 oo
=
=
= =
o RDKT 0802MO0 - ST 008~025 oo =
g °
Stainless Steel RDKT 10T3MO- ST 008~0.28 0293
S All
R RDKT 1204M0- ST 010~030 o
BmAas
e | o
RDKT 0802M0- TR 0.18~035 e o
-TR . o | o =
o RDKT 10T3M0-TR 022~040 - =
| _ ~ o | o o
%E%ET%EW o RDKT 1204MO0-TR 022~040 o
°
RDKW 0501M0 0.10~020 o
°
RDKW RDKW 0702M0 0.12~0.25 o
Hard RDKW 0802M0 013~025 s
iVlaterie;Ils’~
SRR RDKW 10T3MO0 0.16~030 oo
°
RDKW 1204M0 016~035 oo
Cutting Speed tJJHIRE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI i I ; : : .
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
M 12~13  Fenitic&Martensitic ~ SKEARSEMARHEH | 120 200 | - - - - 80 180 | - - - -
14  Austenitic Stainless Steel BFLIARFEH 130 250 | - = = - [ 100 200 | - = = %
K (LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(kB Nodular CastIron HEH® 130 220 | 130 240 @ - - - - 1120 270 | 150 300
m Non-Ferrous Metals (A) IEEkE/E = = - - = = - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials SRR 4 80 | 40 100 | - - - - 50 90 - -
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N Z7GMiLL

Milling - Profiling - Inserts

RDMT / W-Profiling Positive (Round)

Ml - (A HEH - TR
RDMT/W - {ARZ3tH IE 3 (BIAY)

Series INSD S Series INSD S
RDM* 0802 8 238 | RDM*10T3 10  3.97
= RDM* 0803 8 3.18 | RDM*1204 12 476
z
INSD EDP 1200..
| P25 | P30 | P20 | P40 |
) M30 M35
= @: Stock item E&ET K30 | K30 | (K15 | Ki5 |
= O:Ordermadeitem?&ﬂ%i?i 5 30 mg ik
& < | <|=<|<|=<|X
= RDMT N Fz 00 0 0 o 9
a Designation iE) 2 @/ 3N o a 3
S RDMW - H - E
5 RDMT 0802M0 0.15~025 o
RDMT RDMT 0803M0 015~025 -
G I
EA RDMT 10T3M0 018~028 e
°
= RDMT 1204M0 02~03 i
- RDMW 0802M0 005~0.15 o
RDMW RDMW 10T3MO 0.1~025 -
Hard
Materials - (]
el RDMW 1204MO0 0.16~03 TS
Eﬁ
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI , . . X . X )
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARFEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel BEE/ATRAN 130 250 5 5 100 200 - - - -
K (RN Grey Cast Iron TR 120 250 | 120 270 - - 180 350 200 350
(W& E Nodular Castlron IREFHFHR 130 220 | 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (A) 3E4%ERE = - - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 80 40 100 - - |50 9 | - -

-_—

34
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Milling - Profiling - Inserts
RPMT / W - Profiling Positive (Round)

ZGMIiLL

M) - TSN - TR
RPMT/W - {572 5tHI IEAE (EF?)

Series INSD S
1 RPM* 08T2 8 2.78
—] RPM* 10T3 10 397
RPM* 1204 12 4.76
° \K N
INSD — S (= EDP 1200..
| P25 | P30 | P20 | P40 |
®: Stock item HE = - =3 S T
O: Order made item %17 & 47
RPMT : TEHEBBE
Designation “ o | o N o a | g
RPMW (mm/tooth) SN2 2|28 R
o
RPMT 08T2MO 0.10~024 o
RPMT RPMT 10T3MO 0.16~0.30 00.36
G |
e RPMT 1204M0 020~035 o ons | oms | oz
RPMT 1204M0- ST 0.10~030 o
-ST
Stainless Steel
Super Alloy
REEH
BiiAes®
°
RPMW 1003MO0 0.16~0.30 0204
RPMW RPMW 1204M0 0.16~035 oo
Hard
Materials
SEEEMRE
Cutting Speed tJHIEE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI . . ) . : .
ﬁ?ﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenitic& Martensitic ~ BHRARSEAREH | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel BREC{ARTETN 130 250 - - = s 100 200 = = 2 #
(LRGN Grey Castlron TR 120 250 | 120 270 | - - - - 1180 350 | 200 350
(FeA I Nodular Cast ron BREHH 130 220 | 130 240 - - - - 120 270 | 150 300
Non-Ferrous Metals (Al) 3Es%&/E - - - = = - - - - - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials e 40 80 | 40 100 - - - - 50 90 - -

& YG-1CO, LTD.
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N Z7GMiLL

Milling - Profiling - Inserts
RBEX50 - Profiling / Highfeed (3 Corner)

ik - TR BEH - TR
RBEXS50 - 52 5tHI / Sittéa (371K)

ONIAOOYD B ONILYYd

Series CEMR IC S
\C RBEX50 25 12.7 5.55
=
=
;
iy
Q
\% \’(ﬁ““ L EDP 1200..
® S | P25 | P30 | P20 | P40 |
®: Stock item E5 1 - = I T
O: Order made item #iT 847~ 530
< < <|</ =<5
S RE Fz 0 0 0 60 o 9
RBEX50 Besiqoation (rom) (mm/tooth) 2 R 3 38 8 g
N N N w — I~
® o
RBEX 50 12 02~04 027 | oass
RBEX50
General
AR
=
=
3
o
=
=
%
=
Cutting Speed JJBI#EE Ve (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ; ) . ) . ) ;
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13 Fenmitic&Martensitic ~ HREMRIEARHEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2ECIAARTHN 130 250 S 5 100 200 - - - -
K (BN Grey Cast Iron TR 120 250 | 120 270 - - 180 350 @ 200 350
(V& E Nodular Castlron IREFHFHR 130 220 | 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Es%£/E = - - - - - - - -
=1 REA Superalloys&Titanium BTG RRAS | 25 45 - - 20 40 - -
IEEERTEN Herd Materials B 40 80 40 100 - - |50 9 | - -
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ZGMiILL I

Milling - High Feed Milling - Cutter PeHl - =it - JIFF
Cutters for ENMX JIFAENMX
Cutting Angle(tJHI£) : 10° <S> Shell Mill(7J%) <C> Cyindrical(E#f) <M> Modular(fl|)
4 Corner Negative(7]% fafgA!) DCSFMS——] DCON DCSFMS
r"DCON" TDZ =
= =
= 3 [« \ ! il ) ;
I | il =
CBDP } il
= | I
=5 LF ‘
W, 3 ),7\ kY LF
A < APMX )
@ ' () T %
DC LDC LDCJ =
DCX DCX DCX '?
ZEFP : Effective Number of Cutting Edges ZEFP : 55 247] % 3
CBDP : Connection Bore Depth CBDP : JITRIEZFLRE B: p.139  Unit(8A{i):mm =
=
Series APMX Designation .
EHF-ENMX06-D16Z2C16-L100 0644 | 90 16 2 100 16 30 - - ®
EHF-ENMX06-D16Z2C16-L150 0645 | 9.0 16 2 150 16 50 = = o
0.9 Cylindrical
EHF-ENMX06-D17Z2C16-L100 0674 | 100 17 2 100 16 20 - - ® '5:_-
EHF-ENMX06-D17Z2C16-L150 0473 | 100 17 2 150 16 20 = = o %
EHF-ENMX06-D20Z3C20-L130 0463 | 126 20 3 130 20 50 - - ®
EHF-ENMX06-D20Z3C20-L160 0646 | 126 20 3 160 20 80 - - o
EHF-ENMX06-D21Z3C20-L150 0475 | 136 21 3 150 20 20 = = ®
EHF-ENMX06-D21Z3C20-L200 0476 | 13.6 21 3 200 20 20 - - o
EHF-ENMX06-D25Z4C25-L140 0647 | 176 25 4 140 25 60 = = ® =4
1 EHF-ENMX06-D2574C25-L180 0464 | 17.6 25 4 180 |Cylindrical| 25 80 = = o %
EHF-ENMX06-D25Z4C25-L250 0648 | 17.6 25 4 250 25 120 = - ® -
EHF-ENMX06-D26Z4C25-L150 0479 | 186 26 4 150 25 30 - - ®
ENMX EHF-ENMX06-D26Z4C25-L200 0480 | 186 26 4 200 25 30 - - ® _—
EHF-ENMX06-D32Z5C32-L150 0649 | 246 32 5 150 32 70 = = ® g
EHF-ENMX06-D32Z5C32-L200 0465 | 246 32 5 200 32 100 - - ® ,%
MHF-ENMX06-D16Z22M08 0691 9.0 16 2 23 M08 = 13 | @ g
0.9 Modular pus
MHF-ENMX06-D18Z22M08 0730 | 11.0 18 2 23 M08 s 13 |@ =
MHF-ENMX06-D20Z3M10 0692 | 126 20 3 30 M10 = 18 | @ %
MHF-ENMX06-D25Z4M12 0693 | 17.6 25 4 35 M12 - 21 | @ -
] MHF-ENMX06-D32Z5M16 0694 | 246 32 5 42 Modui M16 - 29 @
odular
MHF-ENMX06-D35Z5M16 0695 | 276 35 5 42 M16 - 2 @
MHF-ENMX06-D40Z6M16 0732 | 326 40 6 42 M16 - 29 @
MHF-ENMX06-D42Z6M16 0696 | 346 42 6 42 M16 < 29 @
] FHF-ENMX06-D40Z6516 0482 | 326 40 6 40 Shell Mill 16 18 37 | @
ell Mi
FHF-ENMX06-D50Z6522 0471 | 426 50 6 50 22 25 42 @
Technical Information AR % #l
Unit:mm
DCX APMXR RP UTCN Overcut
Cutting Diameter Radial AP Max Programmed Uncut Thickness
Maximum CornerR
_L APMX THSMEER SAREYHIRE RERREE FHEE T
R2.0 0.31 0.00
APMXR R2.5 0.18 0.18
R3.0 0.07 0.36
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N Z7GMiLL

Milling - High Feed Milling - Cutter

HEH - Sadas - 06T

Cutters for SDMT, SDMW J1#F73SDMT,SDMW
Cutting Angle(TJH!I#E) : 10° <S> Shell Mill(77%2) <M> Modular({ll|Z])
4 Corner Positive(7]%e [EfAEY) DCSFMS
:‘cc‘ DCSFMS TDZ
= DCON-]
o) .
M l
CBDP
S— L -
x
= E
= @ | <
% 4#7
g DC s
= ;
S . DCX DC—I {APMX
& ZEFP : Effective Number of Cutting Edges  ZEFP : G%47] %k DCX —
CBDP : Connection Bore Depth CBDP: JIMREETLAE EI: p. 140 Unit (B4i):mm
. e EDP DCON
Series APMX Designation 1700. DC DCX | ZEFP LF TYPE /TDZ CBDP |DCSFMS | §
= FHF - SDMW12 - D50Z4S22 0604 | 324 50 40 22 22 42 o
|=
g FHF - SDMW12 - D63Z5522 0605 | 454 63 40 22 22 48 (]
Shellmill
SDMT FHF - SDMW12 - D80Z6527 0606 624 | 80 50 27 25 58 | @
SDMW 138
1204 FHF - SDMW12 - D100Z8S32 0607 | 824 100 50 32 26 65 ©
MHF - SDMW12 - D32Z2M16 0608 | 144 32 43 M16 - 29 [ )
,E_c‘ Modular
= MHF - SDMW12 - D40Z3M16 0609 | 224 40 43 M16 = 29 o
o
—
B
=
=
=
S
=
=
e
Technical Information AR ¥l
Unit:mm
APMXR RP UTCN
Radial AP Max Programmed Corner R Uncut Thickness
UTCN BARFIYIRE REGREE FHIEE
_ - 86 R35 094
APMXR R
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Milling - High Feed Milling - Inserts
ENMX -High Feed Negative (4 Corners)

ZGMIiLL

HEHl - Bt - T1H
ENMX - =it faf B (471%)

—|'s

IC S
6.3 4.21

Series
ENMX 0604

EDP 1200..
[ P25 | P30 | P20 | P40 |
M30 M35

@ : Stock item E&EE

| K15 |
O:Order made item #1247~

ENMX

Designation

RE
(mm)

Fz

(mm/tooth)

BS
(mm)

Z299A

CLLOA

€099A g
L0SOA aa

020S9A

ENMX

General
B

ENMX 0604

03~20

®| 2099A

o
S
N

-TR

Hardened Steel
SIEEWY

ENMX 0604 -TR

03~25

0459

My lll =

Ny

ﬁ‘

=,

General Plunging Ramping Profiling Helical Interpolation Enlarge Hole
EA Tk E2b L ERER K7
DCX APMX APMXR RMPX RP UTCN Diameter  Diameter Pitch Ae
Cutti):tsggr;leter Dhél;:li"c}?at M?))gr;tllﬁfﬁf!(ial Ramhg?r:(ignz\unn;leﬁ ggﬁ?}?::jieli ThLiJcnlfrlljetss Cuttrmgi[n)qi:meter Cuttr\i/lnagz< i[';?:meter Interpglf;l'iicoarh Pitch ——
THNEER — sAUHIRE SARHTHIRE SABRBEE  BEHARE FHIEE PHIRIER  DWMEER  EhEEEEE TREE
16 09 35 36° R20 03 21 30 09 125
20 1 37 33° R2.0 031 29 38 1 163
25 1 37 22° R20 031 39 48 1 213
32 1 37 1.5° R20 031 53 62 1 283
40 1 37 1.1° R20 031 69 78 1 363
50 1 37 08° R20 031 89 98 1 463
Cutting Speed tJJHEEE Vc (mimin.)
IS0 VDI 'S,ubTG'ro,up YGGOZ 'YG622 YG712 YG603 YG501 Y.G5020
ﬁ‘éﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FFEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel SaeN 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13  Fenitic&Martensitic ~ HRAGIEMARFEN | 120 200 | - - - - 80 180 | - - - -
14 Austenitic Stainless Steel BFCIARFEH 130 250 | - = = - [ 100 200 | - = = %
(ERH N Grey Castlron TR 120 250 | 120 270 - - - - 180 350 | 200 350
(kB Nodular CastIron HEH® 130 220 | 130 240 | - - - - 1120 270 | 150 300
Non-Ferrous Metals (Al) JEsk&/E = = - - = = - = = - -
ST EERTA Superalloys&Titanium  BTHAESREAS | 25 45 - - - - 20 40 - -
Hard Materials SRR 40 80 40 100 = ¢ = 2 50 90 £ 5

& YG-1CO, LTD.

@

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

139

DNINYNL

DNIAOOYD B ONILYYd

ONITIIW

DNITIIYG

NOILYWHOINI T¥DINHDAL




N Z7GMiLL

Milling - High Feed Milling - Inserts
SDMT / W - High Feed Positive (4 Comers)

ThH - Ees - TR
SDMT/W - &ift48 IR (477R)
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Series IC S
SDM* 1204 12.7 47
EDP 1200..
P25 [ P30 [ P20 | Pao |
@ : Stock item E&EE et
O:Order made item #iT# 47~ 530
< < <|</ =<5
SDMT o RE Fz BS 06 06 0 0 0 9
; Designation o o N o a g
SDMW (mm) (mm/tooth) (mm) o |lN| = 0o | o |3
N N[ =B
SDMT 120420-ST 19 060~1.20 145 02.74
-ST
Stainless Steel
Super Alloy
BN
BHas
e | o
SDMW SDMW 120420 19 060~1.40 14 0073 | 0341
Hard g
Materials
SREEME
Cutting Speed IR E V¢ (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
ISO VDI ] ) . : ; : .
ﬁéﬂ Min Max Min Max Min Max Min Max Min Max Min Max
Non-Alloyed Steel FEEW 140 380 | 140 400 | 170 300 | 90 230 | - = - -
Low-Alloyed Steel REEN 120 300 | 120 320 | 180 250 | 70 210 | - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 | - - - -
12~13  Fenitic&Martensitic ~ SREMRSEMARFEN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2ECIARTHN 130 250 5 E 100 200 - - - -
K (RN Grey Cast Iron TRk 120 250 | 120 270 - - 180 350 | 200 350
(W5 Nodular Cast Iron IRkEHE 130 220 | 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3Fs%£&/E = - - - - - - - -
=1 REA Superalloys&Titanium BTG RRKAS | 25 45 . - 20 40 - -
IEEERTEN Herd Materials B 40 80 40 100 - - 150 9| - -

-_—
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Milling - Modular Shank

ZGMiILL I

BEH! - 1ERE

1
Modular Shanks HRIREL
=
2
=
_\, o
DCSFWS - DCON

=
LF =
=
o
2
e
(=3
(=}
=
&

Unit (B3411) :mm

5 Ao EDP

Series Designation 1700 DCSFWS LF TYPE DCON é
EM-MO08-D16ZC16 - L100 0634 13 100 16 ® =
Mo08 Cylindrical =
EM-M08-D16ZC16-L130 0635 15 130 16  J F

M10 EM-M10-D20ZC20-L130 0636 18 130 Cylindrical 20 ®

EM-M12-D25ZC25-L150 0637 25 150 25 o

M12 EM-M12-D25ZC25 - L200 0638 23 200 Cylindrical 25 ( J
=
=
EM-M12-D25ZC25 - L250 0639 23 250 25 e ;
o

EM-M16- D32ZC32-L150 0640 30 150 32  J

EM-M16 - D32ZC32- 1200 0641 30 200 32 @ —

M16 Cylindrical =
EM-M16-D32ZC32- 1250 0642 30 250 32 ® ==
=
=
EM-M16 - D32ZC32- L300 0643 30 300 39 o ;
<
=
=1
(=}
=
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