MILLING
HiHl

Product Overview

= an o
)1 = Application Guide
SEEITIF &TIFFHEER  Milling Inserts & Cutter Overview

SREITI R &TIHF Milling Inserts & Cutter

Code Keys - Milling Cutters

ZGMIiLL

b5 - SRHITIH

—/ DCON |- —| DCON |- DCSFMS DCSFMS
| | ~~DCON— TDZ
; L= [
w: \ i ; i CBDP ‘
1 LF " LF R A
i1 Il ) il N4 3 LF % N
it Y Saampa il | apmxLF
7 7& A | | APMX 5 |1© 7& J
lo o] Apmx 0| APMX 0 A
| ‘ * * | ’ ‘ DC }
~DC—| ~DC— DC ~DCX
DCX
<C> Cylindrical <W> Weldon <S> Shell Mill <M> Modular
Bif US| JIE KRIREY
Cutting Angle Cutter Diameter Connection Type and Size &% 750 &2 R ~T
TIHIAE JIMER C - Cylindrical E4f W - Weldon {lll[Z]
(90°) (@16) S-Shell Mill 7722 M- Modular 1& 317!
(Cylindrical E1f @16)
* Shank Type Only
E 90 - | APKT10 D16 Z2 C16 - L100
KAPR DC ZEFP DCON LF*
or DCX* orTDZ
* DCX for Round insert
*DCXAERTIR
Cutter Type JJ#F2E5! Insert Series Number of Teeth Functional Length
E - Endmill Type 37 %£7] TR %5 TIE 2K
F - Facemill Type E 5 7] (APKT 10) (Z=2) (100mm)

M - Modular Type &1 7Y
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N Z7GMiLL

Milling - Code System

HiHl - RIS RS

Insert ISO Code System JIRISORIB R L
- 1 2 3 5 6 7
=
=
=
5 A P K 16 04 08
Relief Angle Clamping & Insert Insert Thickness .
Shape (AN) Tolerance Chipbreaker Size ) CornerRadius
= 2N fEf(AN) nE T & HEIE TR R~ TIREE(S) Esf
=
=
>
a2 1-Shape #it ”
(=} \
S symbol 1473 | Shape ik i
= M IC i S
H Hexagonal IE73F7 <:> N 5 ‘ f
(0] Octagonal IF/\ f&7 O
=
= P Pentagonal IER A Q 3 InnerGrde I3[R | Nose Height SFEM|  Thickness B FE
a Symbol {55
1C(mm) (mm) S (mm)
S Square IE777 C +0.025 +0.013 +0.025
E +0.025 +0.025 +0.025
T Triangular IE =7 A
G +0.025 +0.025 +0.13
= \) Rhombic 35° Z TR AE35° 5 H +0.013 +0.013 +0.025
E K* +0.05~0.15% +0.013 +0.025
. w Trigon H7 Q M £0.05~0.15% | +0.08~0.2* +0.13
U* +0.08~0.25* +0.13~0.38* +0.13
R lar KA
| L ectangular Wk |:| *Tolerance is different by insert IC size. Please see ISO 1832
= *TIRICRIABRRERRE, #IISO 1832
(=) Cly l/_ \h 2 o . . !
= A [Parlielogram 80" FAIHAR 55 D 4 - Clamping & Chipbreaker %% & &%
=
% R Round FIF O Symbol %53 | Clamping &5 | Chipbreaker &3 | Figure R E
=
. N No X (W
= 2-Relief Angle (AN) 5% R
- helle ngie =] 7 One Face
9 R e | U
Symbol {55 | Relief Angle /5 A (AN)
N No Relief Angle TTJ5 |:| w X @
. e o Screw Hole One Face
Relief 5* /& 78 5 T e $E 7
Relief7° 5/ 7° Both Faces
U A NO=0
Relief11° 5/ 11° X Special
1Tl

Relief 15° 5/ 15°

Relief 20° f5 £ 20°

Relief 25° f5 £ 25°

O  m m | O v Nn W

Special 1Tl

5 - Insert Size 71K R~
* No Standard for milling insert size

*GHI T RSB RERST
6 - Insert Thickness 715 EE

* No Standard for milling insert thickness

* ST R B ERE
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Milling - Code System

ZGMILL B

BEH - REIRGE

Insert ISO Code System 71RISOREB R4
page 99 page 98
8 9 10 =
PDTR -TR YG602 3
Corner Geometry Chipbreaker Grade
TIRFAR B %54 =
7 - Corner Radius (RE) Eilf &
(=]
Symbol 153 Thickness [Z Z - S (mm) Symbol 153 Thickness [ - S (mm) %
04 04 16 16 .
08 0.8 20 2.0
12 1.2 24 24
8 - Corner Geometry 7&K
8-1 8-2 8-3 8-4
% P D T R
4(.9 Cutting Edge | Wiper Edge Edge Feed o
)> Angle (KRINS) | Clearance (AS) Condition Direction 2
Fo TR (KRINS) [(EXT1ER (AS)|  7IHBE | UIMIAM =
*Refer to page. 99 for -AL, -ST, -TR... types
*2E99TT-AL, -ST, -TR--- &5
8-1 - Cutting Edge Angle (KRINS) Ef## 8-3 - Edge Condition 7J&p4%:2 —
Symbol {X3 | Cutting Edge Angle = {R £ (KRINS) Symbol {553 | Edge Condition 7] Spb I8 E
P o F Sharp % I g
A 45° S
D 60° E Rounded [FlfA ﬂ g
o
E 75 T Chamfered f2/£3 ﬁ ——
F 85°
Chamfered . _
Z Special 7Tl s and Rounded BIfBREMA ﬁ
8-2 - Wiper Edge Clearance (AS) &7/ 8-4 - Feed Direction t8I5m
Symbol 153 | Wiper Edge Clearance {€ ¥t 71 f5 £ (AS) Symbol {553 | Feed Direction HJHI 5 A
ght-hand é
P 11° R Insert EFA ]
D 15°
N Newrel gL mEIE
E 20°
F 2 Left-hand -~
L erhand xR {ﬁ
Z Special 174l Insert N

4GS YG-1CO, LTD.
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N Z7GMiLL ZGMILL B

Milling Grades and Chipbreakers

FRHUFA B R b B A Milling Grades and Chipbreakers

° ° ~H ° ° ° Ml
. Milling Grades $%H#4/5 Milling Chipbreakers 35| /B 1E 5
= P Steel M Stainl N KcCasti I =
~ Miling Graces S = ® Hbnas :
$EH M5 P05 P15 P25 P35 P45 M05 M15 M25 M35 0 0 o Al
« For Aluminum * $AMNT
YG602 m 2L oL -AL \ «Very Sharp Geometry - RERUBFIRR
YG622 6
= )
= PVD YG712 5
= =
o YG603 603 60 o
= « For Stainless Steel, Super Alloy < REWN, BRHREEMT >
é Y6301 " -ST \ « Sharp Geometry - BRASR §
& CVD YG5020 020 a
Uncoated  YG50
General Inserts
YG602 Universal grade for General Milling Application BER, ST EEEITR ” (No Iiescrflptlor;? K\ First Choice for General Application 2@ TR EE
[ETEE M20-M40 « Uttra Dense PVD Coating with optimal thermal resistance & - *." sz = by 1y /2 245 1 2 1 i EER! (LHEEE)
strength . K ERIG] =7
[ K20- K40 « Sub-Micron substrate designed for demanding application kot R
YG622 Optimized Grade for High Alloyed or Prehardened Steel RIEMBRASE S TEEH -TR ; ’ ll;or Hfa rdegt(ead Steels %g;@ﬁml
- Excellent hot hardness and oxidation resistance EE5IRINT £ R Eg + Reinforced Geometry B 7 _
= at high speed 4 =
| oz ll BB W/..N For Hardened Material and Cast | - R RFRMT —
B General Milling Grade for Steel M EEsEI R o0 oo « For Hardened Material and Cast Irons SR : -
= 2
= =
= S
% YG603 Tough Milling grade for Stainless Steel ER T AR EE %
= «New coating layer with high toughness and lubrication on - EAREIENBARNER LR =
= M30- M40 ultra fine grain substrate with high toughness. AR R R ‘ =
=] $30 « The toughest substrates provides excellent cutting © FERENTEWMLLES =8 S

performance in stainless steel

=M

YG501 Hard Milling grade for Cast Iron ERLFEHERAE Bt
« Substrate especially designed for high wear resistance - BRI B S E IR T YRR
« Excellent wear resistance in cast iron milling application - TESFER BN A AP B (L F R B 1+
YG5020 CVD Milling grade for Cast Iron FECVDRE HEEI
] ‘ « CVD coating for Excellent wear resistance - CVDREEBMEHMEM
Jass STt | Improved Toughness for chipping resistance - RSB RN
YG50 Uncoated Milling Grade for Aluminium BRI RS %R

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

- BT S BRI AR A A7
- BiLEERE YR A A AN S5
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N Z7GMiLL

ZGMILL B

Milling Overview HEHISER
.
(] [ ] '/ - \|/ p \

Profiling 774! fd & T

Round Positive [F7 [EfA7Y %
00
5 RDKT/RDKW

1073 1204 =

5 6 =

?20~63 ©25~100 g

p. 131 p. 132 g

High Feed Milling =:#4 54!

To Ny 75

Negative 4 Corner 7 5% 4742
-~
Cutter

Positive 4 Corner [Ef%E! 47742

=
= 00

[ SDMT/SDMW
ENMX / ENMX -TR L_} 1204
APMX ) 09 18

DCX ?16~18 ©20~50 ©32~100

page p. 137 p. 138 =]
=

Modular Shank ik 7!

Modular Shank for Modular Head i&5:17 foigEiR sk —
=
=

TR TTTTTTTTTTTTTTTTTTTTTT) =

Cutter MO8 ~ M16 =
2

=

=

page p. 141

Milling Overview SEEIER
_ Face Milling @#tH! "d
% Negative Octagonal 71 &% )\ &7
2 L1
ONMU 0806 SNMX 1206
=
= 5.5 6
= ?63~315 @50~200
o
§ page p.103 p. 104
2 Positive Octagonal [E/ 7! )\ f&E7
00
1 ODMT/ODMW 0605
APMX 35 5
DC ?63~125 ?63~160
page p. 105 p. 105
Positive Square iE /2! [E 572 ISO
| | /I | | /I E a
: © O CETIERY oo
= #/g/ / N SPKN/SPKR/SPCN
= SEKT1204 SEKT12T3 SEGT1204 N—m A s\’-% 1203
6 8
DC @40~160  @50~160 @50~200
= page p. 106 p. 107
L
=
3 . &
- (] L ~H-\7
S | >
- Shoulder Milling 755! g oty Ay
=
= 2 Corner Positive 2772 %!
= S I
I 111
1 1
2 & APKT 1003 APKT 1604
10 16
@16~100 @25~200
p.120-121 p.122-123
Cutter < 4 A
TPKN/TPKR/TPCN/TPUN 1603 TPKN/TPKR/TPCN/TPUN 2204
APMX 18
DC @63~315
page p. 124
100 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.
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N Z7GMiLL

Milling Inserts Overview

HERUTI R BUR

DNINYNL

ONINOOYD B ONILYYd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

ADKT ADKT 1505 p. 125
A P S AOMT AOMT 1236 p. 125
oo
e Y. APKT APKT 1003, 1604 p. 126
271k Positive APMT APMT 1135, 1504, 1604 p. 127
EfRf
APXT APXT 1604 p. 128
o=
E
ac el N ENMX ENMX, ENMX-TR P. 139
or/rli\er Negative
471x R
ODMT / ODMW ODMT / ODMW 0605 p. 108
= OFER OFER 0704
o Positive p. 109
A OFMT OFMT 05T3
Octagon
IV @
ONMU / ONHU ONMU / ONHU 0806 p. 110
Negative
AR
RDKT 0802, 10T3, 1204
@ RDKT/RDKW RDKW 0501, 0702, 0802, 10T3, 1204 p- 133
i, RDMT 0802, 0803, 10T3, 1204
R o o RDMT/RDMW RDMW 0802, 10T3, 1204 p.134
Round a
B A RPMT 08T2, 10T3, 1204
RPMT / RPMW RPMW 1003, 1204 p. 135
Positive 3 Corner
EAR 3R RBEX50 RBEX50 p. 136
a SDMT / SDMW SDMT 1204, SDMW 1204 p. 140
High Feed
[Shtizea)
SEKT SEKT 12T3, 1204 p. 113
Q SEGT SEGT12T3, 1204 p. 114
s SEMT SEMT1204, 13T3 p. 115
S @ E SPMT SPMT 1204 p. 118
S
Square Sy SDKN, SDCN (45°) SDKN, SDCN 1203, 1504 p. 111
ERH
SEKN / SEKR (45°) SEKR, SEKN 1203 p. 112
SPKN 1203, 1504
S SPKN / SPKR/SPCN(75°)|  SPKR 1203 p. 117
* SPCN 1203, 1504
ISO SPUN SPUN 1203 p. 119
@ SNMX SNMX1206 p. 116
Negative
sy
TPKN 1603, 2204
T 4 4 TPKN /TPKR/TPCN(90°) |  TPKR 1603,2204 p. 129
. TPCN 2204
Triangle
= IS0 TPUN TPUN 160308 p. 130
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ZGMIiLL

Milling - Face Milling - Cutter HeHl - EHEH) - TIFF

Cutters for ONMU 7J#FA0ONMU
Cutting Angle(t7E| ) : 45°
16 Corner Negative (7]4 i fEEY)
=
DCSFMS——— g
<S> Shell Mill (77%2) - DCON— =
I f
: CBDP
7 / LF
o )5, 2
=
! > a
DC = =
DCX = g
ZEFP : Effective Number of Cutting Edges ZEFP: 534714k §
CICT : Number of Inserts CICT: TIF#K )
CBDP : Connection Bore Depth CBDP: JITRIEIZEFLAE EI: p.110  Unit(Bfi):mm
Series APMX Designation 152: DC | DCX | ZEFP | LF TYPE | DCON | CBDP |DCSFMS| PCD1 | PCD2 ‘
F45 - ONMUO08 - D63Z5522 0493 | 63 75 5 40 22 22 49 - - @
F45 - ONMUO8 - D80Z6527 0494 | 80 92 6 50 27 25 58 = = o
F45 - ONMUO08 - D100Z7532 0495 100 112 | 7 50 32 26 67 - - @
%2?:6” 55 F45 - ONMUO08 - D125Z8540-WOC 0496 @ 125 | 137 8 63 | Shellmill| 40 32 87 - - X
F45-ONMUO8 - D160Z10S40-WOC 0497 | 160 172 | 10 @ 63 40 32 | 107 | 66.7 - X
(=}
=
F45 - ONMUO08 - D200Z12560-WOC 0498 | 200 212 @ 12 63 60 40 130 1016 - X ;
a
F45-ONMUO8 - D315Z16S60-WOC 0499 | 315 327 | 16 @ 63 60 40 | 220 | 1016 1778 X
P ONHU is Available for Wiper Insert
> B R IEEE 7] TJ A ONHU -
=
=
'E
=
=
=
s
=
S
=
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ZGMiLL

Milling - Face Milling - Cutter

BER! - EEEEI - 70T

Cutters for SNMX TIHFASNMX
Cutting Angle(tJJH ) : 45°
8 Corner Negative (7% faf4Y)
= DCSFMS —-
=
= <S> Shell Mill (775) ~—DCON
\ f
CI51DF’
] LF
© >
g ‘ APMX
o DC
S DCX
8
§ ZEFP : Effective Number of Cutting Edges ZEFP : 531 7]%1
) CICT : Number of Inserts CICT: JIR#
CBDP : Connection Bore Depth CBDP : JJHRIEIEFLRE IEI: p.116  Unit((4i):mm
Series APMX Designation DC | DCX | ZEFP | LF
= F45 - SNMX12 - D50Z4522 0506 | 50 63 4 42 22 22 42 - [ )
g F45 - SNMX12 - D50Z5522 0507 | 50 63 5 42 22 22 42 = o
F45 - SNMX12-D63Z6522 0508 | 63 76 6 42 22 22 48 - @
F45 - SNMX12 - D63Z7522 0509 | 63 76 7 42 22 22 48 = o
F45 - SNMX12 - D80Z7527 0510 | 80 93 7 52 27 25 58 - [ ]
(=}
=
= NMX
% S 6.0 F45 - SNMX12 - D80Z8527 0511 | 80 93 8 52 | Shellmill | 27 25 58 = o
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 32 80 - X
a
=
; F45-SNMX12-D160Z12540-WOC 0515 160 173 | 12 65 32 110 | 66.7 X
(=]
=
;_§>‘ F45-SNMX12-D200Z14S60-WOC 0516 | 200 213 | 14 65 60 40 130 | 101.6 X
=
=
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ZGMIiLL

SEH - EmEEE - 7JHF
JI¥ ¥ 7AOFER

Milling - Face Milling - Cutter
Cutters for OFER

Cutting Angle (14| £3) : 43°
8 Corner Positive(J7]42 IEfA7HY)

DCSFMS

<S> Shell Mill(77%2) ~DCON-

f
CBDP

e N—
=70

oc |
\ DCX

&N

XINdY

ZEFP : Effective Number of Cutting Edges ZEFP: %4714k
CICT : Number of Inserts CICT: TIF# .
CBDP : Connection Bore Depth CBDP: JITRIEIZFLAE

El :p-109  Unit(BAi):mm

Series APMX Designation TYPE | DCON | CBDP |DCSFMS| PCD1 | PCD2 | §
F43 - OFER07 - D63Z4522 -WOC 0484 | 63 | 75 4 | 45 22 22 48 - - X
F43 - OFERO07 - D80Z5527 - WOC 0485 80 @ 92 5 50 27 25 58 = - X

OFER .

0704 50 F43-OFER07-D100Z6532-WOC 0486 100 | 112 6 50 | Shellmill| 32 26 80 - - X
F43 - OFER07 - D12578540 - WOC 0487 125 137 | 8 63 40 32 85 = - X
F43 - OFER07 - D160Z9540 - WOC 0488 | 160 | 172 = 9 63 40 32 | 110 | 667 - X

Milling - Face Milling - Cutter HHl - EHEH] - TIFF

Cutters for ODMT, ODMW 714¥730DMT, ODMW
Cutting Angle(t7]H ) : 43° DCSFMS
8 Corner Positive(7]% IEfEY) -~ DCON—
<S> Shell Mill(7J%) L_, ‘ —
==
\ i 1 i / CBDP
Sl \
;/’ L__/ \\ LF
77 ) APMX
; 0 0
T\ |
S : ;
ZEFP : Effective Number of Cutting Edges ZEFP: 534714k DC
CICT : Number of Inserts CICT: JIF#
CBDP : Connection Bore Depth CBDP : JIiHiEIETLRE DCX E|: p.108  Unit(&{i):mm

Series APMX Designation
F43 - ODMT06 - D6325522 0001 63 73| 5 | 40 2 20 5 @ - - @
ODMT F43 - ODMTO06 - D80Z6527 0002 80 9 | 6 | 50 27 23 56 = - @
ODMW 35 Shellmill
0605 F43 - ODMT06 - D100Z7532 0003 100 110 | 7 | 50 2 26 78 - - @
F43 - ODMT06 - D125Z8540 0004 125 135 8 | 63 40 28 8 @ - - @

/& YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 105
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ZGMiLL

Milling - Face Milling - Cutter

BER! - EEEEI - 70T

Cutters for SEKT, SEGT JIFFASEKT, SEGT
Cutting Angle (114 £) : 45°
4 Corner Positive(7]% IEfAE) DCSFMS
-
S ~-DCON—-|
=
<S> Shell Mill(7]£) = | [T
| |
i CBDP
T i T
ar A LF
2 ST AL
= (0 b
= | APMX
2 f
[}
§ DC
§ ZEFP : Effective Number of Cutting Edges ZEFP : 531 7]%1 DCX
) CICT : Number of Inserts CICT: JIE#k
CBDP : Connection Bore Depth CBDP: JITRIEZFLRE IEI: p.113/114  Unit(BEi):mm
Series Designation DCX | ZEFP | LF
F45 - SE12T3 - D50Z4522 0500 50 | 63 4 | 40 2 | 2 48 - - e
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 - D125Z8540 - WOC 0504 125 138 8 | 63 32 | 85 - - X
=)
=
; F45-SE12T3-D160Z10540-WOC 0505 160 | 173 10 @ 63 32 110 667 | - X
()
F45 - SEKT12 - D40Z4516 0031 | 40 | 54 4 | 40 16 | 18 | 32 - - e
— F45 - SEKT12 - D50Z5522 0032 50 | 64 5 | 40 2 20 48 - - @
-
2 F45 - SEKT12 - D63Z4522 0033 | 63 | 77 4 | 40 2 | 20 | 50 - - @
=)
b
= F45 - SEKT12 - D6326522 0034 63 | 77 6 | 40 2 20 50 - - @
S SEKT
§ SEGT 6.0  F45-SEKT12-D80Z4S27 0035 80 94 | 4 | 50 |Shellmill| 27 22 56 - - @
S 1204
F45 - SEKT12 - D80Z7527 0036 80 | 94 7 | 50 27 | 22 56 - - @
F45 - SEKT12 - D100Z8532 0037 | 100 | 114 8 | 50 32 | 25 | 78 - - e
F45 - SEKT12 - D125Z10540 0038 125 139 10 | 63 29 9 - - @
F45 - SEKT12 - D160Z12540 0039 | 160 | 174 | 12 | 63 30 | 114 - - X
106 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO,,LTD.
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SEH - EmEEE - 7JHF
JI#F73SPKN, SPKR, SPCN

Milling - Face Milling - Cutter
Cutters for SPKN, SPKR, SPCN

Cutting Angle(t7]E/ ) : 75°
4 Corner Positive(7]4 IEAEY) ISO

<S> Shell Mill(7J%)

APMX

ZEFP : Effective Number of Cutting Edges ZEFP: %4714k

CICT : Number of Inserts CICT: JIF#
CBDP : Connection Bore Depth CBDP : JItRIEIZFLIAE EI: p.117  Unit(Efi):mm
Series APMX Designation 152: DC | DCX | ZEFP | LF TYPE | DCON | CBDP |DCSFMS| PCD1 | PCD2 ‘
F75-SPKN12-D50Z4522 - WOC 0611 50 56 4 40 22 22 42 - - X
F75-SPKN12 - D63Z5522 - WOC 0612 63 69 5 40 22 22 48 - - X
SPKN F75-SPKN12-D80Z6527 - WOC 0613 80 | 86 6 50 27 25 58 - - X
SPKR .
SPCN 8.0 F75-SPKN12-D100Z7532 -WOC 0614 100 | 106 7 50 | Shellmill 32 26 65 - - X
1203 F75-SPKN12-D12528540-WOC 0615 | 125 131 8 | 63 40 | 32 8 - - X
F75 - SPKN12 - D160Z9540 - WOC 0616 @ 160 | 166 9 63 40 32 110 @ 66.7 - X
F75-SPKN12-D200Z12560-WOC 0617 | 200 206 12 | 63 60 40 | 130 (1016 - X

/& YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr
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N Z7GMiLL

Milling - Face Milling - Inserts

ODMT, ODMW - Face Milling Positive (8 Corners)

K] - EBEH] - TIAF
ODMT, ODMW - E$#Hl IEfAE (871%)

Series IC S
ODM* 0605 15.9 5.6
=
2 O Ic
=
() i é\&
\
& s |- EDP 1200..
M35
= @ : Stock item E&EEE [ K30 | [ K15 | K15 |
= O:0rd de item #ziTE
g raer made item 41 - 5 ni’? -
& ODMT L RE Fz BS ® 6 06 06 © 9
2 Designation (mm) (mm/tooth) (mm) 8 % = 8 g g
§ ODMW N N N oo =D
= [}
) ODMT 060508 08 021~035 0030
ODMT
General
BRRY
ODMW 060508 08 026~040 oo
oDMW
Hard
Materials
SEEME
(=}
=
=
()
-
A
==
=
m
=
=
S
=
=
=
(=]
=
Cutting Speed tJJHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - = - 100 200 - - - -
K (R Grey Castlron TRFEER 120 250 120 270 @ - - - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - - -
S ST Superalloys&Titanium  EBitAERESAES | 25 45 - - - - 20 40 - -
IEEERTER Herd Materials B 40 8 40 100 - - - - 5 9 - -
108 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr G YG-1CO, LTD.

Milling - Face Milling - Inserts

OFER, OFMT - Face Milling Positive (8 Corners)

ZGMILL B

K] - EBEA] - TIAF
OFER, OFMT - m$#H| IEAE (871%)

Series IC S
ﬁ / j OFER 0704 18.05 478
o Ic \< O I \< ‘ OFMT 05T3 12.73 4,06
AV e
< ] . S |-
S S EDP 1200..
<OFER> <OFMT> [ P25 | P30 | P20 | P40 |
@ : Stock item E&EEE b3S lm
O: Order made item #2178 47 520 | 7530 | H1s |
< < < < =< =
N RE Fz BS © 06 06 0 0 9
OFER Designation o & N o a Z
(mm) (mm/tooth) (mm) S N = o o 8
N NN e =N
OFER 070405 05 022~050 o
OFER
General
EAR
< < < < =< =
S RE Fz BS @ 06 06 06 0 9
OFMT Designation o & N o a 2
(mm) (mm/tooth) (mm) © N = o o 8
N NN e =N
°
OFMT 05T308 0.8 0.15~0.25 0032
OFMT
General
]2 i)
Cutting Speed tJHIEE Vc (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 FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B2 E{AREEH 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TREEEL 120 250 @ 120 270 - - - - 180 350 | 200 350
(B Nodular Cast Iron KEHS 130 220 130 240 - - - - 120 270 @ 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -

m Hard Materials

40 80 40 100

- - | - - 5 9% - -

Y& YG-1CO,LTD.
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ZGMiLL

Milling - Face Milling - Inserts

ONMU / ONHU - Face Milling Negative (16 Corners)

BER! - EEEEI - 70T

ONMU/ONHU - Ekl) 1% (1677R)

DNINYNL

ONIAOOYD 3 ONILHVd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

Series IC S
‘ ON*U 0806 20.2 5.8
IC O Ic
e sl
s ~BS— EDP 1200..
M35
<ONMU> <ONHU>  @:stockitem z&E=
O:Order made item #1747 m%m
=<
ONMU S RE Fz BS 5 9 06 0 & ©
Designation o o N o a g
ONHU (mm) (mm/tooth) (mm) S B ; 8 S B
o
ONMU 080608 08 022~050 o o
ONMU
General
ERE
°
ONHU 080612 008~025 106 0482
ONHU
Wiper Insert
&7
Cutting Speed tJJHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - = - 100 200 - - - -
K (R Grey Castlron TRFEER 120 250 120 270 @ - - - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - -
S ST Superalloys&Titanium  EBitAERESAES | 25 45 - - - - 20 40 - -
IEEERTEN Herd Materias B 40 8 40 100 - - - - 5 9 - -
110 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr G YG-1CO, LTD.

Milling - Face Milling - Inserts

SDKN / CN - Face Milling Positive (4 Corners 1SO)

ZGMILL B

BEH - EERE - 704

SDKN/CN - E@%tH! IEFE (47]2R1S0)

Series AS IC S
SD** 1203 15° 12.7 3.18
SD** 1504 15° 15.88 476

EDP 1200..
[ P25 | P30 | P20 | P40 |
) , M30 M35
@ : Stock item E&EES
O:Order made item #7475 %
< < < < =< =
SDKN L RE Fz BS @ 0 0 0 0 9
Designation o o N o a Z
SDCN (mm) (mm/tooth) (mm) S B 3 8 S
o
SDKN 1203 AETN 05 022~035 185 00.58
SDKN 1203 AETN - PW 04 022~035 198 o
5D|§N SDKN 1203 AETN-GW 13 022~035 185 oo
Har
Materials - o
o] SDKN 1504 AETN 045 022~0.35 2 0059
SDKN 1504 AETN - PW 04 022~040 1.95 02.88
SDKN 1504 AETN - GW 13 022~040 205 02.86
SDCN 1203 AESN-M 005~02 204 oo
SDCN °
Ground insert SDCN 1504 AESN - M 005~02 219 0150
TR
SDCN 1504 AESN - MR 1 005~02 219 o
- PW: for Improved Surface Roughness
- GW : Ground Wiper
-M :for Mold & Die
- MR for Mold & Die Roughing
Cutting Speed tJHIEE Vc (m/min.)
ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
bari:| Min Max Min Max = Min Max Min Max | Min Max Min  Max
Non-Alloyed Steel FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ BXRARSEAARTEM | 120 200 - - - = 80 180 = = - -
14 Austenitic Stainless Steel B ERIATTEN 130 250 - - = = 100 200 = = - -
K (BRI Grey Castlron TRk 120 250 | 120 270 = = - - 180 350 200 350
(&4t Nodular CastIron KB 130 220 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias B 40 8 40 100 - - | - - 5 9 - -

Y& YG-1CO,LTD.
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N Z7GMiLL

Milling - Face Milling - Inserts YAl - EHHI - T4
SEKR / N - Face Milling Positive (4 Comers 1S0) SEKR/N - m$tH! EEfE (47J2RISO)
Series AS IC S
/<\ SEK* 1203 20° 12.7 3.2
= °
=
= X
& %
& EDP 1200..
— BS S|— [ P25 | P30 [ P20 | P40 |
) M30 M35
= @ : Stock item E&EEE
E O:Order made item #1757 m%m
& <
& SEKR Desianati RE Fz BS 5 9 06 0 & ©
2 el il (mm) (mm/tooth) (mm) S 8 X 8 8 S
g SEKN 838 ¢ §
& SEKR 1203 AFTN 04 0.14~030 14 .
SEKR SEKR 1203 AFTN -PW 04 0.14~030 14
General
BRRY
°
SEKN SEKN 1203 AFTN 04 022~035 14 o
Hard SEKN 1203 AFTN -PW 04 022~0.35 14 02.97
i\/laterialysh
SRR SEKN 1203 AFTN -GW 04 023 ~ 035 2 oo
- PW : for Improved Surface Roughness - P\ : 125 & EAHAEE
- GW : Ground Wiper -GW :EHT]
=2
=
—
Py
==
=
m
=
=
S
=
=
=
(=)
=
Cutting Speed tJJHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - 100 200 - - - -
K (R Grey Castlron TRFEER 120 250 120 270 - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - -
1 hEETA Superalloys&Titanium  BfAGESKESE | 25 45 - - 20 40 - -
IEEERTEN Herd Materias B 40 80 40 100 - - 5 9 - -
112 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 4G YG-1CO, LTD.

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

ZGMILL B

BEH - EERE - 704
SEKT - E$iHI IEEAE (471R)

Series IC S
/Q SEKT 1204 12.7 4.9
© SEKT 1273 134 4
N
>
[S3
/1
R
o *SL EDP 1200..
[ P25 | P30 | P20 | P40 |
) , M30 M35
@ : Stock item HE&EEE
O:Order made item #7847 %
< < < < =< =
N RE Fz BS © 06 06 0 0 9
SEKT 1204 Designation o o N o a g
(mm) (mm/tooth) (mm) S N = o o 8
N NN @ =SB
SEKT 1204 AFTN 1.1 020~0.35 1.18 00.55
SEKT
1204
General
ki)
-ST SEKT 1204-ST 11 008~030 118 o
Stainless Steel
Super Alloy
REEW
BiHAa®
< < < < =< =
S RE Fz BS @ 06 06 06 0 9
SEKT 1273 Designation S 82 98 8 a
(mm) (mm/tooth) (mm) © N = o o 8
N NN | =38
SEKT 12T3 AGTN 15 0.15~0.30 13 00.56
SEKT
1273
General
BRE
-ST SEKT 12T3-ST 15 0.08~030 13 o
Stainless Steel
Super Alloy
REEW
BmHhas
Cutting Speed tJHIEE Vc (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 FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B2 E{AREEH 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TREEEL 120 250 | 120 270 = = - - 180 350 200 350
(B Nodular Cast Iron KEHS 130 220 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias B 40 8 40 100 - - - - 5 9 - -
/G YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 113
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N Z7GMiLL

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

HEHl - EHLHD - TI4F
SEGT - Em#tH! IEAE (471X)

Series IC S
/Q SEGT 1204 12.74 491
= © SEGT 12T3 134 403
2 <
; o
/o1
”
o JS« EDP 1200..
| P25 | P30 | P20 | P40 |
) M30 M35
= @ : Stock item HE&EEE
g O:Order made item #1782 47 m
& < < < < =< =
2 C RE Fz BS © 0 06 0 0 9 §
% SEGT 1204 Designation (mm) (mm/tooth) (mm) S 8 X 8 8 < =
S N NN e =N
= o)
() SEGT 1204 -AL 1.1 0.1~0.35 201 0467
-AL
Aluminium
RE Fz BS 5 5 0 o o o =
. N 0
SEGT 12T3 izl e (mm) (mm/tooth) (mm) 2 2/ 83 § &
N NN O =B
o
SEGT 12T3-AL 15 0.1~035 194 o6
2
= -AL
% Aluminium
.
b
==
=
m
=
=
3
=
=
=
(=]
=
Cutting Speed tJHIEE Vc (m/min.)
ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020 YG50
Dak:| Min Max Min Max | Min Max Min Max Min Max | Min Max Min Max
(L5 Non-Alloyed Steel FEEEW 140 380 140 400 170 300 90 230 - - - - -
P 6~ Low-Alloyed Steel =i 120 300 | 120 320 | 180 250 70 210 - - - - -
(KR High-AlloyedSteel ~ S&%M 70 150 | 70 170 | 100 140 | 60 100 & - - - - -
12~13 Fenitic& Martensitic ~ BEARSEMAAREHN 120 200 | - - - - 80 180 - - - - -
14  AusteniticStainlessSteel B2 FAREEN 130 250 - - - - 100 200 - - - - -
K (k[N Grey Castlron TR 120 250 120 270 - - - - 180 350 200 350 -
(F&4 N Nodular CastIron RS 130 220 | 130 240 - - - - 120 270 | 150 300 -
m Non-Ferrous Metals (Al) Esk/E - - - - - - - - - - - - 300 800
S EETA Superalloys&Titanium  BfE SR EE | 25 45 | - - - - 1 20 40 - - -
RIS Hard Matericls BEME 40 8 40 100 - - - - 5 9 - - -
114 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr %G YG-1CO, LTD.

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

ZGMILL B

BEH! - EHEH - 74T
SEMT - msiH) IEAE (47]X)

Series IC S
/Q SEMT1204 12.92 5.1
© SEMT13T3 134 40 =
< 2
. =
/1
R
o JSL EDP 1200..
[ P25 | P30 | P20 | P40 |
) , M30 M35
@ : Stock item FE&EEE [ K15 | K15 | =
O:0rd de item T84~ =
raer made Item 41 ? -< -< ? -< g
@ 20
SEMT Designation Fz BS e 8 9 8 8 a Q
(mm) (mm/tooth) (mm) S N = o o 8 3
O NN e =N S
=
SEMT 1204 AFTN 026~04 124 &
SEMT
1204
General
=]z it
SEMT 13T3 AGSN 015 ~ 03 131 o
SEMT
13T3
General
]2 i)
2
=
()
—
2
=
=
=
S
s
=
=
Cutting Speed tJHIEE Vc (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 FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B2 E{AREEH 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TREEEL 120 250 | 120 270 - - - - 180 350 200 350
(B Nodular Cast Iron KEHS 130 220 130 240 - - - - 120 270 @ 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias BT 40 8 40 100 - - - - 5 9 - -
4G YG-1CO,, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 115




N Z7GMiLL

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

K] - EBEH] - TIAF
SNMX - E#tH fa /a3 (871R)

Series IC S
/Q SNMX 1206 12.7 6.25
°
= ><
=
=
= B
A
R
| «LLBSs #SL EDP 1200..
M35
= @ : Stock item E&EEE [ K30 | [ K15 | K15 |
= O:0rd de item #ziTE
g raer made item 41 - 5 ni’? -
2 S RE Fz BS o 0 0 0 @ 9
% SNMX Designation (mm) (mm/tooth) (mm) 8 % = 8 g §
S N N N oo =D
& SNMX 1206 ANN 08 0.16~034 17 o
SNMX
General
b=l =2 i)
(=}
=
=
()
-
A
==
=
m
=
=
S
=
=
=
(=)
=
Cutting Speed tJJHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - = - 100 200 - - - -
K (R Grey Castlron TRFEER 120 250 120 270 @ - - - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - - -
S ST Superalloys&Titanium  EBitAERESAES | 25 45 - - - - 20 40 - -
IEEERTEN Herd Materias B 40 8 40 100 - - - - 5 9 - -
11 6 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr G YG-1CO, LTD.

Milling - Face Milling - Inserts

SPKN / R / CN -Face Milling Positive (4 Corners1S0)

ZGMIiLL

K - EHH - THF
SPKN/R/CN - Es#Hl IEFE (47]5R1S0)

Series KRINS AS IC S
SP*¥1203 75° 11° 12.7 3.18
SP** 1504 75° 11° 15.88 476 =
=
=
@D
EDP 1200..
[ P25 | P30 | P20 | P40 |
. ) M30 M35
@ : Stock item E&EES =
O: Order made item #iT 547 % 3
=
< < < < =< = &
L RE Fz BS @ 0 6 0 @ 9 2
SPKR SPKN SPCN Designation o o ~N o a g )
(mm) (mm/tooth) (mm) S N = o o 8 3
N NN e =N S
SPKR 1203 EDTR 08 0.15~035 14 oo &
SPKR .
General SPKR 1203 EDTR-PW 08 015~035 14 o
EAR
SPKN 1203 EDTR 08 0.16~034 4 e
SPKN 1203 EDTR - PW 0.8 0.20~0.35 14 02.79
SPKN SPKN 1203 EDTR- GW 06 0.15~028 151 o
Hard
Materials - )
Materials SPKN 1504 EDTR 015~034 13 oons
SPKN 1504 EDTR - PW 0.25~040 13 oo
SPKN 1504 EDTR - GW 08 0.25~04 22 0;)5 -
=
SPCN 1203 EDSR-M 08 01~02 182 oot E
[}
SPCN SPCN 1203 EDSR- MR 08 01~02 177 oo
Ground insert
e SPCN 1504 EDSR-M 08 01~02 192 o
SPCN 1504 EDSR- MR 08 01~02 186 oo -
m
- PW : for Improved Surface Roughness - P\ : 125 & EHHEE %
- GW : Ground Wiper -GW &) E
-M :for Mold & Die M BFEATH 3
- MR : for Mold & Die Roughing -MR: BFEATHEMT %
3
=
Cutting Speed tJHIEE Vc (m/min.)
ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
Pak:| Min Max Min Max Min Max | Min Max Min Max | Min Max
Non-Alloyed Steel FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B EC{AAREN 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TR 120 250 @ 120 270 - - - - 180 350 | 200 350
(&% Nodular Cast Iron TREFEEE 130 220 130 240 - - - - 120 270 @ 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias B 40 8 40 100 - - - - 5 9% - -

Y& YG-1CO,LTD.
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ZGMiLL

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

BER! - EEEEI - 70T

SPMT - Es#Hl IEAE (471%)

DNINYNL

ONIAOOYD 3 ONILHVd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

Series AS IC S
SPMT 1204 11° 12.7 481
K
IC S EDP 1200..
M35
@ : Stock item E&EEE
O Order made item #1747 530
<
S RE Fz BS 5 9 06 0 & ©
SPMT Designation o & N o a 2
(mm) (mm/tooth) (mm) © N =2 o o 8
N N N | =N
SPMT 120408 08 015~03 o
SPMT
General
BAR
Cutting Speed tJIHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - = - 100 200 - - - -
K (R Grey Castlron TRFEER 120 250 120 270 @ - - - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - -
S ST Superalloys&Titanium  EBitAERESAES | 25 45 - - - - 20 40 - -
IEEERTER Herd Materials BE 40 8 40 100 - - - - 5 9 - -

SN

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

Y& YG-1CO,LTD.

Milling - Face Milling - Inserts

SPUN - Universal Positive (4 Corners 1SO)

ZGMILL B

BEH - EERE - 704
SPUN -&m2! [EfE (47122 1S0)

Series AS IC S
\ S SPUN 1203 11° 12.7 3.2
7/
LE @) {»;/
j y
) ;
\‘“ —| S |— EDP 1200..
[ P25 | P30 | P20 | P40 |
) , M30 M35
@ : Stock item HE&EEE
O:Order made item #7847 530
<
N RE Fz BS 5 8 06 0 & ©
SPUN Designation o & N o a Z
(mm) (mm/tooth) (mm) S N = o o 8
N NN Q| =2
SPUN 120308 08 oo
SPUN
General
EAR
Cutting Speed tJHIEE 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 FEEMW 140 380 140 400 170 300 | 90 230 | - - - -
Low-Alloyed Steel REEMN 120 300 120 320 180 250 | 70 210 | - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 | 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B2 E{AREEH 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TREEEL 120 250 | 120 270 - - - - 180 350 | 200 350
(B Nodular Cast Iron KEHS 130 220 130 240 - - - - 120 270 @ 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias BT 40 8 40 100 - - - - 5 9 - -
%G YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 119
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N Z7GMiLL

Milling - Shoulder Milling - Cutter

Cutters for APKT

BEH - FEHEH! - T

DNINYNL

ONIAOOYD 3 ONILHVd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

Cutting Angle(t7JH£) : 90°
2 Corner Positive(7]42 IEfAZEY)

ZEFP : Effective Number of Cutting Edges ZEFP : 531 7]%1
CICT : Number of Inserts
CBDP : Connection Bore Depth

Series APMX
APKT

10.0
1003

CICT: JIR#K

CBDP: JIMRERFLRE

<W> Weldon(flll[Z])

DCON

JIHFAAPKT
<C> Cyindrical(E17)
—| DCON |-
i
LF
\}\
a4 L‘U
APMX |
f
o]

[o]:p. 126 Unit(&fin):mm

Designation 152: DC |ZEFP| LU | LF | TYPE |DCON|CBDP|DCSFMS|PCD1|PCD2| §
E90 - APKT10-D16Z2C16 -L100 0083 | 16 2 - 100 16 - - - - @
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 = = = - @
E90 - APKT10 - D20Z2C20 - L250 0534 | 20 2 150 250 20 - - - - @
E90 - APKT10 - D20Z3C20-L100 0535 20 3 30 | 100 20 = = = - @
E90 - APKT10-D20Z3C20-L120 0085 | 20 3 - 1120 20 - - - - @
E90 - APKT10 - D20Z3C20-L150 0536 20 3 50 | 150 Cylindrical| 20 = = = - @
E90 - APKT10 - D20Z3C20 - L200 0270 | 20 3 100 200 20 - - - - @
E90 - APKT10-D25Z3C25-L100 0537 @ 25 3 30 | 100 25 = = = - @
E90 - APKT10-D25Z3C25-L120 0186 | 25 3 30 | 120 25 - - - - @
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 = = = - @
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 = = = - @

P NEXT PAGE
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%G YG-1CO, LTD.

Milling - Shoulder Milling - Cutter
Cutters for APKT

ZGMIiLL

SEH - R EEH - TIFF
JIFFAAPKT

Cutting Angle(t7E/ ) : 90°
2 Corner Positive(J]4e IEfAHY)

I

DCON

<S> Shell Mill (7J£)
-——DCSFMS—

]

sy

CBDP

APMX

ZEFP : Effective Number of Cutting Edges ZEFP: %4714k

CICT : Number of Inserts
CBDP : Connection Bore Depth

CICT: 15 %k

DC

CBDP : JI1REIZFLAE

<W> Weldon (Il &)
—/DCON |—

<M> Modular (&)

~—DCSFMS—

=

Series APMX Designation DC |ZEFP| LU
E90 - APKT10-D20Z3W20-L100 0461 @ 20 3 30 | 100 20 - - - - @
E90 - APKT10-D20Z3W20-L90 0084 | 20 3 = 90 20 = = = - @
E90 - APKT10-D22Z3W20-L100 0544 | 22 3 30 | 100 20 - - - - @
Weldon
E90 - APKT10-D25Z3W25-L100 0545 | 25 3 30 | 100 25 = = = - @
E90 - APKT10-D25Z4W25 -L100 0546 | 25 4 30 | 100 25 - - - - @
E90 - APKT10-D32Z4W32-L150-WOC 0547 | 32 4 50 | 150 32 - - - - X
F90 - APKT10-D40Z4516 0087 4 - 40 16 18 34 - - @
F90 - APKT10 - D40Z5516 0472 5 = 40 16 20 36 = - @
F90 - APKT10-D50Z6522 0215 | 50 6 - 40 22 22 42 - - @
APKT 10.0 F90-APKT10-D50Z7522 0088 | 50 7 = 40 | Shellmill | 22 20 42 = - @
1003
F90 - APKT10-D63Z7522 0548 | 63 7 - 40 22 22 48 - - @
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 = - @
M90 - APKT10 - D42Z5M16 0556 | 42 5 - 43 M16 | - 29 - - @
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N Z7GMiLL

Milling - Shoulder Milling - Cutter

BEH - FEHEH! - T

DNINYNL

DNIAOOYD B ONILYYd

DNITIIHA

NOILLYWHO4NI T¥JINHDAL

Cutters for APKT JIWFAAPKT
Cutting Angle(1JJH!I#) : 90° <S> Shell Mill(774) <W> Weldon ({1 <C> Cyindrical (E17)
H AN |
2 Corner Positive(7]%¢ IEf%Y) - DCSFMS—] ' DCON — -/ DCON —
TDCONT | |
B i
1 ‘ 1 ‘ 1 : | :
‘ ‘ CBDP : ‘ :
[ — 111 LF I LF
= = F L Uy
%
A 5 T N /)7kk / ‘
7 ! NS RN A0S RNV
© APMX ©| APMX O|APMX |
I -
DC --DC - DC —|
ZEFP : Effective Number of Cutting Edges ZEFP : 531 7]%1
CICT : Number of Inserts CICT: TIE#
CBDP : Connection Bore Depth CBDP : JIIREIZFLRE EI: p.126 Unit (B8431): mm
Series APMX Designation 1E72: DC |ZEFP| LU LF TYPE |DCON|CBDP |DCSFMS|PCD1|PCD2 ‘
E90- APKT16 - D25Z22C20-L100 0091 | 25 2 - 100 20 - - - - @
E90- APKT16-D25Z2C20-L100-WOC 0243 | 25 2 35 | 100 20 - - - - X
E90- APKT16-D25Z2C25-1L250-WOC 0557 | 25 2 100 | 250 25 - - - - X
E90- APKT16-D32Z2C32-1L250-WOC 0558 | 32 2 100 | 250 32 - - - - X
E90- APKT16-D32Z3C25-L110 0094 | 32 3 - 110 Cylindrical| 25 - - - - @
E90 - APKT16 - D32Z3C25 - L200 0559 | 32 3 40 | 200 25 = = = - @
E90- APKT16 - D32Z3C32-L150-WOC 0250 | 32 3 50 | 150 32 - - - - X
E90- APKT16-D32Z3C32-L250-WOC 0560 @ 32 3 100 | 250 32 - - - - X
APKT 6o E90- APKT16 - D40Z4C32-L150-WOC 0561 | 40 4 40 | 150 32 - - - - X
1604 E90 - APKT16 - D25Z2W25 - L100 0562 | 25 2 35 | 100 25 = = = - @
E90 - APKT16-D25Z2W25-L110 0092 | 25 2 - 110 25 - - - - @
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 = = = - @
E90- APKT16 - D32Z3W32-L110 0565 | 32 3 40 | 110 32 - - - - @
E90 - APKT16-D36Z3W32-L110 0566 | 36 3 40 | 110 32 = = = - @
F90 - APKT16 - D40Z4S16 0275 | 40 4 - 40 16 20 36 - - @
Shellmill
F90 - APKT16 - D50Z5522 0095 | 50 5 = 40 22 20 45 = - @
» NEXT PAGE
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Milling - Shoulder Milling - Cutter
Cutters for APKT

ZGMIiLL

SEH - R EEH - TIFF
JIFFAAPKT

Cutting Angle(t7E/ ) : 90°
2 Corner Positive(J]4e IEfAHY)

’-DCON-‘

<S> Shell Mill(7]%2)
———DCSFMS——-

allly

CBDP

AP:VIX

ZEFP : Effective Number of Cutting Edges ZEFP: %4714k

CICT : Number of Inserts
CBDP : Connection Bore Depth

Series

APKT
1604

APMX

16.0

CICT: 15 %k

DC

CBDP : JI1REIZFLAE

<M> Modular(fllZ)

~—DCSFMS—
‘*TDZ

Designation DC |ZEFP| LU

F90 - APKT16 - D5275522 0567 52 5 - 40

F90 - APKT16 - D63Z6522 0096 = 63 6 = 40

F90 - APKT16 - D80Z7S27 0097 80 7 - 50

F90 - APKT16 - D100Z8S32 0181 | 100 =8 = 50 | Shellmill

F90 - APKT16 - D125Z9540 - WOC 0238 125 9 - 63 40 @ 32 80 - X
F90 - APKT16 - D160Z10S40 - WOC 0568 | 160 | 10 = 63 40 32 | 110 66.7 X
F90 - APKT16 - D200Z12S60 - WOC 0569 200 12 - 63 60 | 40 | 130 [101.6 X
M90 - APKT16 - D25Z2M12 0570 | 25 2 = 43 M12 | - 21 = ([
M90 - APKT16 - D32Z3M16 0571 32 3 - 43 | Modular | M16 | - 29 - o
MO0 - APKT16 - D42Z4M16 0572 42 4 = 43 M16 | - 29 = ([

4GS YG-1CO, LTD.
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ZGMiLL

Milling - Shoulder Milling - Cutter

EHI - B EEH - TIFF
Cutters for TPKN, TPKR, TPCN, TPUN 7J#F/TPKN, TPKR, TPCN, TPUN

DNINYNL

ONIAOOYD 3 ONILHVd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

Cutting Angle(t7JH£) : 90°
3 Corner Positive(7J% IEfAZEY) 1ISO

-——DCSFMS—
DCON
<S> Shell Mill(77%2) \J‘r | T
CB¢DP
g
}@ \“900 %
DC

ZEFP : Effective Number of Cutting Edges  ZEFP: 5%47] £k
CICT : Number of Inserts CICT: TIE#
CBDP : Connection Bore Depth CBDP : JRZEZFLRE

[o]:p.129130

Unit (B8431): mm

Series APMX Designation 1522 DC |ZEFP| LU | LF | TYPE |DCON|CBDP|DCSFMS|PCD1|PCD2| §
F90 - TPKN16 - D50Z4522 - WOC 0618 50 | 4 | - | 40 2 2 4 - - X
TPKN
TPKR F90-TPKN16 - D6326522 - WOC 0619 63 6 - | 45 2| 2 48 | - | - |Xx
TPCN 120 Shellmill
TPUN F90 - TPKN16 - D80Z7527 - WOC 0620 80 | 7 | - | 50 27 25 58 - - X
1603
F90-TPKN16 - D12528540 - WOC 0621 125 8 - | 63 40 32 8 | - - X
F90 - TPKN22 - D6325522 - WOC 0622 63 | 5 - | 45 2 2 48 - - X
F90 - TPKN22 - D80Z6527 - WOC 0623 80 6 - | 50 27 25 58 | - - X
F90 - TPKN22 - D100Z7532 - WOC 0624 100 7 | - | 50 226 6 | - - X
TPKN
TPKR F90 - TPKN22 - D12528540 - WOC 0625 | 125 8 | - | 63 40 | 32 80 | - - X
TPCN 180 Shellmill
TPUN F90 - TPKN22 - D160Z9540 - WOC 0626 160 9 - | 63 4 | 32 110 |67 - X
2204
F90 - TPKN22 - D200Z12560 - WOC 0627 200 12 - | 63 60 | 40 130 1016 - X
F90 - TPKN22 - D250Z15560 - WOC 0628 250 | 15 - | 63 60 | 40 160 [1016 - X
F90 - TPKN22 - D315218560 - WOC 0629 315 18 - | 63 60 | 40 220 1016 1778 X

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

Milling - Shoulder Milling - Inserts

ADKT / AOMT - Shoulder Milling Positive (2 Corner)

ZGMILL B

BERl - SEHRE - DR

ADKT/AOMT - A &#4HI AR (2715)

Series LE IC S
ADKT 1505 13.7 9.7 5.8
AOMT 1236 10.5 6.6 3.6 =
LE LE 2
=
l 2
‘H‘BS —S ] BS —'S EDP 1200..
[ P25 | P30 | P20 | P40 |
<ADKT> <AOMT> @ : Stock item HE&EEE -M3o K30 | M35 K15 | Ki5 | =
O:Order made item %Tzi‘f%i;ﬁ S0 530 | H15 B E
< a
N RE Fz BS 5 8 06 0 & © 2
ADKT Designation o o N o a g Q
(mm) (mm/tooth) (mm) S N = o o 8 3
N NN Q| =2 S
ADKT 150508 PDTR 08 0.16~030 187 oo &
ADKT
General
EAR
< < </ =< < =
L RE Fz BS ® 0 06 0 @ 9
AOMT Designation o & N o a 9
(mm) (mm/tooth) (mm) S N = o o 8
N N N w - P~
AOMT 123604 PDTR 04 008~022 07
AOMT AOMT 123608 PDTR 08 0.08~024 091 8
G | E
—
2
=
'S
=
S
s
=
=
Cutting Speed tJHIEE 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 FEEMW 140 380 140 400 170 300 | 90 230 | - - - -
Low-Alloyed Steel REEMN 120 300 120 320 180 250 | 70 210 | - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 | 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B2 E{AREEH 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TREEEL 120 250 | 120 270 - - - - 180 350 | 200 350
(B Nodular Cast Iron KEHS 130 220 130 240 - - - - 120 270 @ 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias BT 40 8 40 100 - - - - 5 9 - -
%G YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 125




ZGMILL B

Ml - 7 BH - TIH
APMT - 75 /E$1HI EEFEL 27IR)

N Z7GMiLL

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

hHl - 7S IBH - TIH
APKT - 5B %iHl IEFRE (27]%)

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

Series LE IC S Series LE IC S
APKT 1003 9.9 6.7 36 APMT 1135 9.5 6.2 35
f APKT 1604 15.2 9.4 53 f APMT 1604 14.6 9.2 476
LE LE LE APMT 1504 14 127 476
B o __‘ . ‘__
BS —S EDP 1200.. - BS = S —- EDP 1200..
| P25 | P30 | P20 | P40 | [ P25 | P30 | P20 | P40 |
@ Stock item &7 m"'” M35 e <APMT> <APMT 1504> ®: Stock item &7 - = M35 AT
O:Order made item T4 7530 | His | O:Order made item #7845~ 520 | 7530 | H15 |
< < < < =< =5 < < < < =< =
o RE Fz BS 0 0 0 0 @& 9 o RE Fz BS @ 0 0 0 o 9
APKT EEsignayes (mm) (mm/tooth) (mm) S 8 3 8 8 S APMT pEslgnes (mm) (mm/tooth) (mm) S 8 2 8 8 S
N N N | =N N NN Q| =2
APKT 100305 PDTR 05 0.15~024 086 0(;)5 APMT 113504 PDTR 04 0.15~022 126 0(;9
APKT 100308 PDTR 08 0.15~024 09 0(;) . APMT APMT 113508 PDTR 08 0.15~025 1.07 00'1 0
° General [ ) ® ) [ )
APKT APKT 160404 PDTR 04 0.15~025 1.1 0003 ERE APMT 160408 PDTR 08 0.16~030 1.1 0008 0433 | 0465 | 0464
General APKT 160408 PDTR 08 0.15~030 132 oo
R ° [ ] [ ]
APKT 160412 PDTR 12 0.15~032 1.13 0002 APMT 1504 0.14~028 0276 | 0445
APKT 160416 PDTR 16 0.15~034 1.13 ® APMT
e 1504 ®
APKT 160424 PDTR 24 0.15~038 General =
0255 R
[ ]
ST APKT 100305 - ST 05 0.08~0.22 0.86 0278
it APKT 160408 - ST 08 008~025 12 .
AW
BiAaE
[ ] [ ]
APKT 160404 - TR 04 0.26~040 212 0492 | 0505
o o
IR APKT 160408 - TR 08 026 ~040 132 0256 | 0337
e o
Hag(tjeegled APKT 160412 -TR 12 0.26~040 24 0493 | 0523
=EEMYt ® ®
APKT 160416 - TR 16 0.26~040 24 o472 | 0524
o o
APKT 160424 -TR 24 026 ~040 15 0454 | 0520
Cutting Speed tJJHIEE Vc (m/min.) Cutting Speed tJHIEE Vc (m/min.)
SO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020 ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
Par:| Min Max Min Max | Min Max | Min Max | Min Max | Min Max Pak:| Min Max Min Max Min Max | Min Max Min Max | Min Max
Non-Alloyed Steel El==g 140 380 | 140 400 | 170 300 90 230 | - - - - Non-Alloyed Steel FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 | 180 250 @ 70 210 | - - - - Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - - High-Alloyed Steel Eae 70 150 70 170 | 100 140 @ 60 100 @ - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - 80 180 - - - - 12~13 Fenitic& Martensitic ~ SFEARSEAAARFEN 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 EARAREEN 130 250 - - 100 200 - - - - 14  Austenitic Stainless Steel BE/ATREEH 130 250 - - - - 100 200 - - - -
K (B Grey Castlron TREEEk 120 250 120 270 - - - - 180 350 200 350 K (BRI Grey Castlron TREEEE 120 250 @ 120 270 - - - - 180 350 | 200 350
(&% Nodular Cast Iron IREBE 130 220 | 130 240 - - - - 1120 270 | 150 300 (&AM Nodular Cast Iron IRBFEH 130 220 130 240 @ - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) 3F#x<&/E - - - - - - - - - - - m Non-Ferrous Metals (Al) 3FEk&/E - - - - - - - - - - -
) <A Superalloys&Titanium  EBfitAGREHKEE | 25 45 - - - - 20 40 - - ) <Y Superalloys&Titanium  EiAG S EE 25 45 - - - - 20 40 - -
IR Hard Materials B 40 80 40 100 - - - - 50 9 | - - RN Herd Materias B 40 80 40 100 | - - - - 5 9 - -
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N Z7GMiLL ZGMIiLL

Milling - Shoulder Milling - Inserts HiHl - HEHEH - T1R Milling - Shoulder Milling - Inserts HiHl - HEHEH - 71K
APXT - Shoulder Milling Positive (2 Corner) APXT - 5iE%tH! IEAE (27]R) TPKN / KR / CN - Shoulder Milling Positive (3 Corner ISO)  TPKN/KR/CN - /i8] IEfE (3715 150)
Series LE IC S Series KRINS IC S
APXT 1604 14.6 9.2 48 TP** 1603 90° 9.53 3.18
= AN TP** 2204 90° 127 476 =
= 7 2, =
a LE ® =
! —t
’ s
< EDP 1200.. BS 18 EDP 1200..
= BS = SI— [ P25 | P30 | P20 | P40 | [ P25 | P30 | P20 | P40 |
) M30 M35 N M30 M35
= @ : Stock item HE&EEE [ K15 | K15 | @ : Stock item FE&EEE | K15 | K15 | =
= O:0rd de item #iTE 4R O:0rd de item #&iTE 4R =
% rder maae item #%1 I~ ? B . ? < rder maae item %1 = ? B . ? - %
2 N RE Fz BS @ 0 0 0 & 2 3 N RE Fz BS @0 0 0 @ 9 2
% APXT Designation (mm) (mm/tooth) (mm) 2 8 X 83 8 § & TPKR TPKN TPCN Designation (mm) (mm/tooth) (mm) 2 8 X 83 8 § %
2 N N N w - o N N N w - o 2
= O ° =
) APXT 160408 -AL 08 01~13 175 0528 TPKR 1603 PDTR 0.15~0.28 12 0060 a
°
AL TPKR TPKR 1603 PDTR-PW 0.11~020 12 0300
o General
Aluminium A TPKR 2204 PDTR 0.18~035 17
TPKR 2204 PDTR-PW 0.18~035 17
°
TPKN 1603 PDTR 0.15~030 12 o002
TPKN 1603 PDTR -PW 0.15~0.28 12 0;)2
TPKN : TPKN 1603 PDTR-GW 015 ~ 03 162 0
Hard
Materials ~ °
S TEET AR : TPKN 2204 PDTR 0.17~0.30 1.7 0063
°
= TPKN 2204 PDTR -PW 024~040 17 0303 =
= TPKN 2204 PDTR-GW 024 ~ 04 249 0;) =
a 4 a
TPCN 2204 PDSR-M 005~02 176 om0
TPCN °
Ground insert TPCN 2204 PDSR-MR 005~02 176 vt
— | FER
— —
A A
== ==
= - PW : for Improved Surface Roughness - PW : 125 R EEAEE =
= - GW : Ground Wiper -GW 85T =
= =
z -M :for Mold & Die -M CBFRATH S
= =
= - MR : for Mold & Die Roughing -MR: BFEATHHEMT =
= =
S =)
= =
Cutting Speed tJHIEE Vc (m/min.) Cutting Speed tJHIEE Vc (m/min.)
ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020 YG50 ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
bari:| Min Max Min Max | Min Max Min Max | Min Max | Min Max Min Max bari:| Min Max Min Max = Min Max Min Max | Min Max Min  Max
{E43 Non-Alloyed Steel FEEEW 140 380 140 400 170 300 | 90 230 | - - - - - Non-Alloyed Steel FEEMW 140 380 | 140 400 170 300 | 90 230 - - - -
s G Low-Alloyed Steel KEEM 120 300 120 320 180 250 | 70 210 | - - - - - Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 | 70 210 - - - -
(KR High-AlloyedSteel ~ S&%M 70 150 | 70 170 | 100 140 | 60 100 & - - - - - High-Alloyed Steel Eae 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ BRARDEARFEN 120 200 | - - - - | 80 180 - - - - - - M 12~13 Fenitic&Martensitic ~ SEARBEMARHEH | 120 200 - - - - 80 180 - = - -
14 Austenitic Stainless Steel B EC{AREEHN 130 250 - - - - 1100 200 - - - - - - 14 Austenitic Stainless Steel BLEGIARTEHN 130 250 - - - - 100 200 - - - -
K (k[N Grey Castlron TREEEL 120 250 | 120 270 - - - - 180 350 200 350 - K (BRI Grey Castlron TR 120 250 | 120 270 = = - - 180 350 200 350
(rait:¥ NodularCastlron RS 130 220 130 240 - - - - 120 270 | 150 300 - (&4t Nodular CastIron KEHS 130 220 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) EExEE - - - - - - - - - - - - 300 800 m Non-Ferrous Metals (Al) 3FEk&/E - - - - - - - - - - - -
S EETA Superalloys&Titanium  BfE SR EE | 25 45 | - - - - 1 20 40 - - - SRRV Superalloys&Titanium  i@BiAGRREKAEE | 25 45 - - - - 20 40 - -
IR Herd Materids Bk 40 8 40 100 - - - - 50 90 - - - RN Herd Materias B 40 8 40 100 - - | - - 5 9 - -
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N Z7GMiLL

Milling - Shoulder Milling - Inserts
TPUN - Universal Positive (3 Corners ISO)

HEH - HRHER - DR
TPUN - 5/8%%H! IEAE (37]221S0)

Milling - Profiling - Cutter
Cutters for RDKT, RDKW

ZGMILL B

SEHI - (AR EEHE - TIFF
71 73RDKT, RDKW

Series IC S
o TPUN 1603 9.53 3.18
= A e
[
©
& <
N
B EDP 1200..
M35
= @ : Stock item E&EET
% O:Order made item #1757 m 530
=
& < < < < =< =5
2 S RE Fz BS o 0 0 0 @ 9
% TPUN LR (mm) (mm/tooth) (mm) 8 3 3 8 g %
= N NN ® =SB
& TPUN 160308 08 008 ~ 0.15 o
TPUN
(=}
=
=
()
-
2
==
=
m
=
=
=
=
=
=
(=]
=
Cutting Speed tJIHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - = - 100 200 = = - -
K (R Grey Castlron TRFEER 120 250 120 270 @ - - - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - - -
S ST Superalloys&Titanium  EBitAERESAES | 25 45 - - - - 20 40 - -
IEEERTER Herd Materials B 40 8 40 100 - - - - 5 9 - -
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Round Positive <S> Shell Mill(7]£)

~——DCSFMS—
DCON

N | =

CBDP

APMX

‘%DC‘*‘

DCX

ZEFP : Effective Number of Cutting Edges  ZEFP: 5 347] %k
CBDP : Connection Bore Depth

CBDP : JITREIZFLAE

<W> Weldon({llliEl)  <C> Cyindrical(E1A) <M> Modular({ll[Z])
—|DCON |- —|DCON |— DCSFMS =
| | TDZ 2
=
@ \‘\ @D
Il (I
I [N
(N
| | | LF | ; | LF %
AL AL D
/N =
(&) | &) | o 19) | %
APMX APMX ‘ Q0
DC S
DCX --DCX DCX S
=
EI: p.133  Unit(84i):mm

Series APMX Designation CBDP | DCSFMS | §
E- RDKT08-D1622C16-L160 0005 8 16 2 - | 160 16 - - e
E - RDKTO8 - D20Z2C20 - L180 0007 | 12 | 20 2 - | 180 Gylindrical 20 - - @
RDKT E - RDKT08 - D25Z3C20- L180 0009 17 | 25 | 3 - 1180 20 - - e
RDKW 4.0
0802 M- RDKTO8 - D16Z2M08 0010 8 16 2 - 23 M08 | - 3 @
M - RDKTO08 - D20Z2M10 0011 12 20 2 - 30 | Modular M10 - 18 @
o
=
M- RDKTO8 - D25Z3M12 0012 17 25 3 - 35 M2 | - 21 @ =
[}
E-RDKT10-D20Z2C20-L150-WOC 0576 | 10 20 | 2 | 60 @ 150 20 - - X
E-RDKT10 - D20Z2C20- L180 0013 10 20 2 - | 180 20 - - @ —
Cylindrical =
E-RDKT10-D2522C25-L150-WOC 0299 | 15 25 | 2 | 60 @ 150 25 - - X =
ra)
b
E-RDKT10- D2522C25 - L180 0015 15 25 2 - | 180 25 - - @ =
(=]
=
E-RDKT10-D20Z2W20-L150-WOC 0577 | 10 20 2 = 60 | 150 20 - - X §
=
=
E-RDKT10-D25Z2W25-L150-WOC 0578 | 15 | 25 2 | 60 150 Weldon = 25 - - IX
RDKT
RDKW 50 E-RDKT10-D32Z3W32-L150-WOC 0579 22 | 32 | 3 | 60 | 150 32 - - X
10T3
F-RDKT10 - D40Z5516 0019 30 40 5 - | 40 16 | 18 4 @
F-RDKT10- D50Z5522 0580 40 50 5 - 50 2 2 2 e
Shellmill
F-RDKT10 - D5026522 0020 40 | 50 6 - 50 2 | 2 2 @
F-RDKT10- D6326522 0581 53 | 63 6 - 50 2 | 2 8 @
M -RDKT10 - D20Z2M10 0017 10 20 2 - 30 M10 | - 18 @
Modular
M-RDKT10- D25Z3M12 0018 15 25 3 - 35 M12 | - 21 @
/G YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 131




ZGMiLL

Milling - Profiling - Cutter
Cutters for RDKT, RDKW

BEH - (ARZ3EHN - TOFF

DNINYNL

ONIAOOYD 3 ONILHVd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

Round Positive

~——DCSFMS—

j DCON ’-
| |=

<S> Shell Mill(7J%2)

Pl

@1
I )

N

O

CBDP

APMX

“7DC4"

DCX

ZEFP : Effective Number of Cutting Edges  ZEFP : 534 7) %k
CBDP : Connection Bore Depth

CBDP: JIMRERFLRE

7J#FARDKT, RDKW
<W> Weldon(flllE)  <C> Cyindrical(E1f) <M> Modular(fl|)
DCON - ~/DCON |- DCSFMS
| | TDZ
@ ‘\‘ m
[ (N
@ | -
i LF i LF %
7 f 7 f ,
/T\ | L i LW ;‘ﬂ APMX-F
9"\ o . &
‘ ‘ APMX ‘ APMX
DC DC DC
DCX | DCX ~DCX

[o]:p. 133 Unit(&fin):mm

Series  APMX Designation CBDP | DCSFMS | §

E-RDKT12-D25Z2C25- L180 0021 13 25 2 - 180 25 - - e

E- RDKT12- D32Z2C32-1200 0023 20 32 2 - 200 32 - )

E-RDKT12-D32Z3C32- 160 0024 20 32 3 - | 160 Cylindrical 32 - - e

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

F-RDKT12 - D40Z4516 0028 28 40 4 - 40 6 18 34 @

RDKT F - RDKT12 - D50Z5522 0029 38 50 5 - 50 2 2 2 @
RDKW 6.0

1204 F-RDKT12 - D52Z5522 0585 40 52 5 - 50 2 2 42 e

F- RDKT12 - D6326522 0030 51 63 6 - | 50 Shellmil| 2 | 20 48 @

F - RDKT12 - D80Z7527 0586 68 80 7 - 50 277 25 58 @

F-RDKT12-D100Z7532 0587 88 100 7 - | 50 2 26 6 @

F-RDKT12 - D100Z8532 0588 88 100 8 - 50 32 26 6 @

M -RDKT12 - D25Z2M12 0026 13 25 2 - | 35 M2 | - 21 @

M-RDKT12-D32Z3M16 0027 20 32 3 - | 42 | Modular M16 | - 29 @

M -RDKT12 - D42Z4M16 0589 30 42 4 - a3 M6 | - 29 @

132
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Milling - Profiling - Inserts
RDKT / W-Profiling Positive (Round)

ZGMILL B

il - T BNl - TR
RDKT/W - {254 [EfAZ (EIfY)

Series INSD S Series INSD S
RDK* 0501 5 14 RDK* 10T3 10 4.0
RDK* 0702 7 2.4 RDK* 1204 12 4.8 =
RDK*0802 8 24 2
’/ =
ol ()
~—INSD — — S |- EDP 1200..
[ P25 | P30 | P20 | P40 |
) v M30 M35
@ : Stock item FE&EEE [ K15 | K15 | =
O: Order made item #1747 ==
> [ 520 | | 530 | H15 | =2
RDKT F s 3 8ldlagls =
Designation z & & w2 & o 9@ Q
(mm/tooth) e N =~ o o 2 3
RDKW N NN o =B S
RD e 2
KT 0802MO0 0.15~0.25 0035
RDKT RDKT 10T3MO 0.15~028 -
General [ )
B RDKT 1204M0 020~030 oosd
RDKT 0802M0 - ST 008~025 o
-ST °
Stalnjess Steel RDKT 10T3M0-ST 008~028 0393
S All
e RDKT 1204M0 - ST 0.10~030 -
BmHhas
o o
RDKT 0802M0- TR 0.18~035 0284 | 0330 .
-TR _ ~ " =
Hardened RDKT 10T3MO-TR 022~040 0285 | 0338 %
Steel } . e o
el RDKT 1204M0-TR 022~040 o272 | 0340
°
RDKW 0501M0 0.10~0.20 0207 ﬁ
[ ] ==
RDKW RDKW 0702M0 0.12~0.25 0208 E
Hard RDKW 0802M0 013~025 - =
l\/laterial\s“ I
REEH RDKW 10T3MO 0.16~030 oo =
=
Y =
RDKW 1204M0 0.16~035 002 =]
Cutting Speed tJHIEE Vc (m/min.)
ISO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
Min Max Min Max Min Max Min Max Min Max Min Max
{551 Non-Alloyed Steel FEEMW 140 380 | 140 400 170 300 90 230 - - - -
B GEE R L ow-Alloyed Steel REEM 120 300 | 120 320 | 180 250 | 70 210 - - - -
LEERS High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - = = 80 180 = = - -
14  Austenitic Stainless Steel B2 E{AREEH 130 250 - - = = 100 200 = = - -
(BRI Grey Castlron TREEEL 120 250 | 120 270 = = - - 180 350 200 350
(B Nodular Cast Iron KEHS 130 220 130 240 - - - - 120 270 | 150 300
Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
Hard Materials St 40 80 40 100 - - - - 50 90 - -
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ZGMiLL

Milling - Profiling - Inserts
RDMT / W-Profiling Positive (Round)

M - (T HEHl - TR
RDMT/W - {2454 IEAZ (EfY)

DNINYNL

ONIAOOYD 3 ONILHVd

ONITIIYG

NOLLYWHO4NI T¥JINHI3L

Series INSD S Series INSD S
RDM* 0802 8 2.38 RDM* 10T3 10 3.97
RDM* 0803 8 3.18 RDM* 1204 12 476
-
~— INSD —— — S - EDP 1200..
M35
@ : Stock item E&EEE
O Order made item #1747 m%m
RDMT : 533338
Designation £ o o | N o a g
RDMW (mm/tooth) © N =2 o o 8
N N N | =N
°
RDMT 0802M0 0.15~025 0245
RDMT RDMT 0803M0 0.15~025 o
General [}
AR RDMT 10T3MO 0.18~028 oot
°
RDMT 1204M0 02~03 0926
°
RDMW 0802M0 005~0.15 0227
RDMW RDMW 10T3MO 0.1~025 o
Hard
Materials ~ ®
BB RDMW 1204M0 0.16~0.3 0229
Cutting Speed tJJHIEE Vc (m/min.)
SO VDI Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
Par:| Min Max Min Max | Min Max | Min Max | Min Max | Min Max
Non-Alloyed Steel El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 ECIAREEMN 130 250 - - = - 100 200 - - - -
K (R Grey Castlron TRFEER 120 250 120 270 @ - - - - 180 350 | 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - -
S ST Superalloys&Titanium  EBitAERESAES | 25 45 - - - - 20 40 - -
IEEERTEN Herd Materias BE 40 80 40 100 | - - - - 5 9% - -

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

ZGMILL B

BER! - (ARZSRH -

Vil

RPMT/W - {577$%H! EEfAE (EF)

Series INSD S
_— RPM* 08T2 8 2.78
— RPM* 10T3 10 3.97
RPM* 1204 12 476
/ ——
‘:\
INSD — - EDP 1200..
[ P25 | P30 | P20 | P40 |
. ) M30 M35
@ : Stock item HE&EEE
O:Order made item #7847 %
RPMT F 53333838
Designation z o o N o a g
(mm/tooth) e N =~ o o 2
RPMW N NN o =B
RPMT 08T2MO 010~024 o
RPMT RPMT 10T3M0 0.16~030 o
G I
i RPMT 1204M0 020~035 o7l lons | o Lom
RPMT 1204M0- ST 0.10~030 oo
-ST
Stainless Steel
Super Alloy
AEEW
BiAaE
RPMW 1003M0 0.16~030 o
RPMW RPMW 1204M0 0.16~035 oo
Hard
Materials
SEEEME
Cutting Speed tJHIEE Vc (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 FEEMW 140 380 | 140 400 170 300 90 230 - - - -
Low-Alloyed Steel REEMN 120 300 | 120 320 180 250 @70 210 @ - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 @ 60 100 @ - - - -
12~13 Fenitic&Martensitic ~ HEARSEAAREN 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B EC{AAREN 130 250 - - = - 100 200 - - - -
K (BRI Grey Castlron TR 120 250 @ 120 270 - - - - 180 350 | 200 350
(&% Nodular Cast Iron TREFEEE 130 220 130 240 - - - - 120 270 @ 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - -
3 <hERTA Superalloys&Titanium  EBfAEEHKAS | 25 45 - - - - 20 40 - -
RN Herd Materias B 40 80 40 100 | - - - - 5 9 - -
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N Z7GMiLL

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

M - (T HEHl - TR
RBEXS50 - (52 #tH / Eit4a (37]%)

Series CEMR IC S
\C RBEX50 25 12.7 5.55
=
=
=
=
()
Q
\‘% EDP 1200..
» | P25 | P30 | P20 | P40 |
= ®:Stock item s i S
S O: Order made item #1747
% raer made item 41 f*
& RE Fz s 3338385
% RBExso LR (mm) (mm/tooth) 8 3 3 8 g %
2 N N N w - I~
5 RBEX 50 12 02~04 oo | ons
RBEX50
General
)zt
=2
=
()
-
B
=
=
=
S
=
=
=
Cutting Speed tJIHIEE Vc (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 El==g 140 380 | 140 400 | 170 300 90 230 | - - - -
Low-Alloyed Steel HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 70 170 | 100 140 | 60 100 | - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - - - 80 180 - - - -
14  Austenitic Stainless Steel B2 FC{ARTEN 130 250 - - = - 100 200 - - - -
K (B Grey Castlron TREEEk 120 250 | 120 270 - - - - 180 350 200 350
(WX B Nodular Cast Iron TREFH 130 220 130 240 - - - - 120 270 | 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - - - -
=3 <A Superalloys&Titanium  EBMiAEE8GAS | 25 45 - - - - 20 40 - -
IEEERTER Herd Materials BE 40 8 40 100 - - - - 5 9 - -
136 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr /G YG-1CO,, LTD.

Milling - High Feed Milling - Cutter

ZGMIiLL

HEH - B - T

Cutters for ENMX TIFFFENMX
Cutting Angle(tJEI ) : 10° <S> Shell Mill(774) <C> Cyindrical(E1#)  <M> Modular(fll[Z])
4 Corner Negative(7]% 1 fa%L) DCSFMS—| DCoN DCSFMS
r"DCON-‘ ‘ —_— =
1 =
r N | ! i =
| | (AN =
‘ 1| L ()
: : I I
| | LF L
=B \ 2 L
RN LH s LF
APMIX ]
!_— | o AFlMX %
=
~DC;J LDC«‘ a
=—DCX ——DCX—l g
ZEFP : Effective Number of Cutting Edges ZEFP: 5347]% 3
CBDP : Connection Bore Depth CBDP: JIRIEEZFLAE B: p. 139 Unit(8A4i7):mm %
=
D

Series APMX Designation CBDP | DCSFMS
EHF-ENMX06-D16Z2C16-L100 0644 | 9.0 16 2 100 16 30 - - o
09 EHF-ENMX06-D16Z2C16-L150 0645 | 9.0 16 2 150 Cylindrica 16 50 = = o
EHF-ENMX06-D17Z2C16-L100 0674 | 10.0 17 2 100 16 20 - - [
EHF-ENMX06-D17Z2C16-L150 0473 | 100 17 2 150 16 20 = = o
EHF-ENMX06-D20Z3C20-L130 0463 | 126 20 3 130 20 50 - - o
EHF-ENMX06-D20Z3C20-L160 0646 | 126 20 3 160 20 80 = = o
EHF-ENMX06-D21Z3C20-L150 0475 | 136 21 3 150 20 20 - - o
EHF-ENMX06-D21Z3C20-L200 0476 = 136 | 21 3 200 20 20 = - @
EHF-ENMX06-D2574C25-L140 0647 | 176 25 4 140 25 60 - - o
1 EHF-ENMX06-D2574C25-L180 0464 | 176 25 4 180 Cylindrical 25 80 = = o
EHF-ENMX06-D2574C25-1.250 0648 | 176 25 4 250 25 120 - - o
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-D3275C32-L150 0649 @ 246 32 5 150 32 70 o S o
EHF-ENMX06-D3275C32-L200 0465 | 246 32 5 200 32 100 - - o
09 MHF-ENMX06-D16Z22M08 0691 9.0 16 2 23 Modular M08 = 13 @
MHF-ENMX06-D18Z2M08 0730 | 110 | 18 2 23 Mos8 - 13 @
MHF-ENMX06-D20Z3M10 0692 @ 126 20 3 30 M10 = 18 @
MHF-ENMX06-D25Z24M12 0693 | 176 25 4 35 M12 - 21 | @
MHF-ENMX06-D32Z5M16 0694 | 246 32 5 42 M16 = 29 O
1 MHF-ENMX06-D35Z5M16 0695 | 276 35 5 42 Modular M16 - 29 @
MHF-ENMX06-D40Z6M16 0732 | 326 40 6 42 M16 = 29 @
MHF-ENMX06-D42Z6M16 0696 | 34.6 42 6 42 M16 - 29 @
FHF-ENMX06-D40Z65S16 0482 | 326 40 6 40 . 16 18 37 @
1 FHF-ENMX06-D50Z76522 0471 | 426 50 6 50 hell il 22 25 2 @

Technical Information AR % ¥l

Unit:mm
DCX APMXR [ UTCN Overcut
Cutting Diameter LELIEIVENS Programmed Uncut Thickness
UTCN Maximum CornerR
1 R ®, TIAEER  BARAARE REpRLE KIRIEE T
—] B - R2.0 031 0.00
APMXR 0 R2.5 0.18 0.18
R3.0 0.07 0.36
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N Z7GMiLL

Milling - High Feed Milling - Cutter

HEH - =L - T4

Cutters for SDMT, SDMW 71+ SDMT,SDMW
Cutting Angle(t7JH|5) : 107 <S> Shell Mill(77%2) <M> Modular (flllZ])
4 Corner Positive(/] 4 [EfAZAY) DCSFMS
:cc' ~—— DCSFMS— TDZ
= ~DCON-
m .
M| T
CBDP
] 0 A |
x
- 7 7\ =
= 5 EL LF
=
o
S DC ‘
=
S ‘ DCX IAPMX
=
& ZEFP : Effective Number of Cutting Edges ZEFP : 53 7] %k
CBDP : Connection Bore Depth CBDP: JJHRIEIEFLRE El:p.140 Unit (B2431): mm
Series APMX Designation CBDP | DCSFMS
= FHF - SDMW12 - D50Z4522 0604 | 324 50 40 2 2 2 @
= FHF - SDMW12 - D63Z5522 0605 | 454 63 40 22 22 48 @
Shellmill
SDMT FHF - SDMW12 - D80Z6527 0606 624 | 80 50 27 25 58 @
SDMW 18
1204 FHF - SOMW12 - D100Z8532 0607 = 824 100 50 32 26 65 @
MHF - SDMW12 - D32Z2M16 0608 | 144 32 43 M16 - 29 @
E Modular
= MHF - SDMW12 - D40Z3M16 0609 = 224 40 43 M16 - 29 @
()
—
2
=
=
=
S
=
S
=
o
=
Technical Information A &%}
Unit:mm

APMXR

Radial AP Max

UTCN BARRIARE

RP UTCN

Programmed Corner R Uncut Thickness
RERRTE FTHIEE

R3.5 0.94

86
4 APMXR B

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

ENMX - High Feed Negative (4 Corners)

ZGMILL B

HEH - B - TR

ENMX - Eifts fafafl (47750)

Series IC S
ENMX 0604 6.3 4.21
—
] =
=
=
()
c s — EDP 1200..
| P25 | P30 | P20 | P40 |
®: Stock item %77 - ey |2
O Order made item #:7 %7 BT 530 | H15 3
< < < < =< = 5
L RE Fz BS @ 0 0 0 0 9 e
ENMX Designation o & N o a Z Q
(mm) (mm/tooth) (mm) S N = o o 8 3
N NN =B =
ENMX 0604 03~20 o &
ENMX
General
p) =2k
ENMX 0604-TR 03~25 oo
-TR
Hardened Steel
EEEWNT

My |l Z2 &y =y .
, =
General Plunging Ramping Profiling Helical Interpolation Enlarge Hole ;
B/ Tha 235 ED Ly e i e
DCX APMX APMXR RMPX RP UTCN Diameter  Diameter Pitch Ae
External Maximum Maximum Radial Maximum Programmed Uncut Minimum Maximum Helical Enlarge Width
Cutter Diameter Depth of Cut Depth of Cut Ramping Angle(®)  Corner Radius Thickness Cutting Diameter  Cutting Diameter Interpolation Pitch
TWNEER  BATHIRE RAREUHIRE BARRAE  RERAFR RHEE HRNER  TINEER  BieEERE FRREE =
16 09 35 36° R2.0 03 21 30 09 125 E
=
20 1 37 33° R2.0 0.31 29 38 1 16.3 ;
25 1 37 22° R20 031 39 48 1 213 =
=
32 1 37 1.5° R2.0 031 53 62 1 283 =
=
40 1 37 1.1° R2.0 031 69 78 1 363 E——
50 1 37 0.8° R2.0 0.31 89 98 1 463
Cutting Speed tJHIEE 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 FEEMW 140 380 140 400 170 300 | 90 230 | - - - -
Low-Alloyed Steel REEMN 120 300 120 320 180 250 | 70 210 | - - - -
High-Alloyed Steel BaEW 70 150 70 170 | 100 140 | 60 100 @ - - - -
M 12~13 Fenitic&Martensitic ~ SEARBEMARHEH | 120 200 - - - - 80 180 - - - -
14 Austenitic Stainless Steel B ERIATTEN 130 250 - - = = 100 200 = = - -
K (LA Grey Castlron IRFHEX 120 250 120 270 @ - - - - 180 350 200 350
(&4t Nodular CastIron BREFHH 130 220 | 130 240 - - - - 120 270 150 300
m Non-Ferrous Metals (Al) 3EskEE - - - - - - - - - - -
3 KEEREA Superalloys&Titanium  EBiAE RS AES | 25 45 - - - - 20 40 - -
RN Herd Materias B 40 8 40 100 - - | - - 5 9 - -
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Milling - High Feed Milling - Inserts
SDMT / W - High Feed Positive (4 Comners)

H - S#L - TR
SDMT/W - Bttt IEFE! (477

Milling - Modular Shank
Modular Shanks

ZGMILL B

B - HREY
IRIRER

DNINYNL

DCSFWS -

LF

ONINOOYD B ONILYYd

Unit (B3431) :mm

Series IC S
SDM* 1204 12.7 4.7
=
=
=
=
()
EDP 1200..
| P25 | P30 | P20 | P40 |
= ®: Stock item /5% e e
S O: Order made item #7547
% raer made item 41 -< -<-<
% SDMT o RE Fz BS 6 0 06 6 © 9
2 peslopaten (mm) (mm/tooth) (mm) S 8 32 8 8 S
g SDMW g 83 288§
a SDMT 120420-ST 19 060~120 45
-ST
Stainless Steel
Super Alloy
AW
BiAas
SDMW 120420 19 060~140 14 il By
SDMW : . ‘ ’ 0273 | 0341
Hard
Materials
EEEME
=2
=
()
-
B
=
=
=
S
s
=
=
Cutting Speed tJIHIEE Vc (m/min.)
Sub Group YG602 YG622 YG712 YG603 YG501 YG5020
IS0 VDI 7 . ) . . . .
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 HEEW 120 300 | 120 320 180 250 | 70 210 & - - - -
High-Alloyed Steel BEEW 70 150 | 70 170 | 100 140 | 60 100 @ - - - -
M 12~13 Feritic&Martensitic ~ HRARDEMARFEHN | 120 200 - - 80 180 - - - -
14  Austenitic Stainless Steel B2 FC{ARTEN 130 250 - - 100 200 - - - -
K (B Grey Castlron TREEEk 120 250 | 120 270 - - 180 350 200 350
(WX B Nodular Cast Iron KB 130 220 130 240 - - 120 270 | 150 300
m Non-Ferrous Metals (Al) IEstEE - - - - - - - - - -
=3 <A Superalloys&Titanium  EBMiAEE8GAS | 25 45 - - 20 40 - -
IEEERTER Herd Materials BE 40 80 40 100 - - 5 9 - -
140 phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr /G YG-1CO,, LTD.

Series Designation DCSFWS é
EM-M08-D16ZC16-L100 0634 13 100 16 o
Mo8 Cylindrical
EM-Mo08-D16ZC16-L130 0635 15 130 16 o
M10 EM-M10-D20ZC20-L130 0636 18 130 Cylindrical 20 o
EM-M12-D25ZC25-L150 0637 25 150 25 ([
M12 EM-M12-D25ZC25-1200 0638 23 200 Cylindrical 25 o
=
=
EM-M12-D25ZC25- 1250 0639 23 250 25 ([ ;
[}
EM-M16-D32ZC32-L150 0640 30 150 32 o
EM-M16 - D32ZC32 - L200 0641 30 200 32 o —
M16 Cylindrical =
EM-M16-D32ZC32-1250 0642 30 250 32 o =
a
=
EM-M16 - D32ZC32 - L300 0643 30 300 32 o ;
3
s
=
o
=
4G YG-1CO, LTD. phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 141




