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PERFORMANCE UPGRADE Hki%sE
Y-COATED Y-ZRE
SOLID CARBIDE END MILLS E{&WEHREE #t7]
for Pre-Hardened Steels up to HRc55 B FFilRE N (~HRc 55)
for Mold & Die FBFIRE
for Dry & Wet Cutting FAFF&ELH!




[l X-POWERE® rerrormancE UpGrADE I ~errorvance urcrane X-POWER®™ IR

X-POWER™

BN Performance Upgrade

- Achieved from several tests to apply the most
optimal technology
- New coating, raw material, honing technology

BN\ Work Material
- Pre-Hardened Steels up to HRc 55, and Cast Iron

N .

BN For Mold & Die Industries

- Plastic injection, die casting, military parts,
automotive parts, electronic parts, etc.

i

Honing
Ffb g

Advanced honing
technology system made

The optimal coating applied,
chosen by several tests

BN FHRERE
SEUS R, EMB MR HA
- FHORE IR SR

BN I TH
- FEE(~HRC 55),
I BTN

AW AFERA~

-E8, &%, FEREMF,
REEM, BFEHE

A

Coating Raw Material

¥

Made from high
performance raw material

from YG-1 of different coating technologies with better quality
YG-1Jh4FHY KA ZHE, ZNHA S %EREM B
EIET A IER AR RIERERAR SR B

2 %G YG-1CO, LTD.

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

CASE STUDY Zffl4 R

AN 2 FLUTE SQUARE END MILLS
27) 3k 57

.

X-Power
45
40 a
{67
o 0
35 i Better Wear Resistance
=]

Compared to X-Power
tbX-Power S it BEIE
X-POWER[L1D

./I

Wear (um) EE3
»

0 20 60 100
Milling Length(m) $t5H<E

Tool 7JE. X-POWER(D) ‘ X-Power

100
@10.0 x @10.0 x 22 x 70
KP4M(HRC35)/ DIN 1.2311, ANSI P20+Ni
63

Feed(mm/min) i#44 300
Ap:10,Ae 105
Ol Mist /7%

U EREEEZEPZSSS Down & Side Cutting 35 = &AM £ 4

ANN 2 FLUTE BALL END MILLS

27) ¥k $#%7)
40
w 8 0 o X-Power
30 i Better Wear Resistance
= Compared to X-Power
5@ 25 LbX-Powersifit BB 1%
S22 X-POWERD)
& =]
o e
%’ 15
10
5
0
0 40 80 120

Milling Length(m) $tHI<E

X-POWER[D

Milling length (SEHUHKEE) : 120m

Milling length (#HIHKE) : 120m

BT xronerz e

Milling Length(m) SHI<E 120

@6.0 x 6.0 x 12 x 90
KP4M(HRc35)/ DIN 1.2311, ANSI P20+Ni
130

830

Ap:02, Ae:12

Coolant ;4] Qil Mist 172

Milling Method $£K175 2 Profile Cutting /572 #tH!

BN\ 4 FLUTE CORNER RADIUS END MILLS
47) B2 #t7]

X-Power

50

Better Wear Resistance
Compared to X-Power

LbX-Powers it BE 1%

UPGRADE

X-POWERZD)

20 60 100
Milling Length(m) s E

Milling length (Et§I<FE) : 100m

X-POWER[D

X-Power Milling length (BtEI<EE) : 100m

>

B s o

Milling Length(m) $EI{<E 100

@10.0(R0.5) x @10.0 x 30 x 90
KP4M(HRc35)/ DIN 1.2311, ANSI P20+Ni
52
160
Ap:25, Ac:05

Coolant ;4 Oil Mist 15 %
LITEREIREEEAET Down & Side Cutting 3 E & FiH!

- Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr
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l  X-POWERT® rerrormaNCE UPGRADE I ~errormance uperae X-POWER™ I

EIEE

SELECTION GU’DE . 0 Excellent (1) O Good (57)
DESCRIPTION PAGE Sear. ‘sfg?lls it Hard‘;?&;‘ee's H%?‘i%’ﬁ?d SIS Castion  Copper  Graphite Aluminum  Tianium Inconel
e gl’a\“ %Aj)c( o ~|?Z?25 HB:2f~%225 lemcfiﬁio HRc40~45 HRc45~55 HEESE:F7O TR = ? A% ® % ARRas
GMH31 %ggg, g gl;g;]E i;;ORT LENGTH BALL NOSE Rt | Rico| 6 o © o o o o
GMH32 %ggg, g 75#;[53 E{éli;z iOSE for RIB PROCESSING Ro2 | R3o | 7 o © o o o o
GMH37 %ﬁg‘gg, g ;LDL[;IEE S%NG LENGTH CORNER RADIUS pso | o120 | 9 o © o o o o
GMH38 %ggg, 2 75%15 S%NG LENGTH CORNER RADIUS D30 0120 10 o © o o o o o
GMH33 %ggg' g;;gf SHORT LENGTH D1.0 | D200 | 11 @) © © © O O @)
GMH35 %‘ggg' 2;;';;;'5 SHORT LENGTH D10 D200 14 0 ® o o) 0 o o
GMH36 %gggf' :;';ELE LONG LENGTH D20 D200 | 15 @) © © © @) @)
RECOMMENDED CUTTING CONDITIONS
HEMISH 18

4 4G YG-1CO, LTD. - Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr - Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr G YG-1CO, LTD. 5



Y-COATED SOLID CARBIDE END MILLS
2 FLUTE SHORT LENGTH BALL NOSE

V-2EEGERSS% 27] $87] Bk

GMH31 pLAIN SHANK

» Economic type with short overall length P e KIS FERT
p Radius tolerance +0.02mm & short length of cut P BKARAFEE £0.02mm
| VEUIRIS

R | _ v
- 1 )

L2
l P.18

Unit(884i1) : mm

Radius of Mill Shank Overall

Ball Nose Diameter Diameter Length

EHE: BiZ 1z =K

R(x0.02) D2 L1
GMH31002 RO.1 0.2 4 0.4 50
GMH31003 RO.15 0.3 4 0.6 50
GMH31004 RO.2 0.4 4 0.8 50
GMH31005 R0.25 0.5 4 1 50
GMH31006 RO.3 0.6 4 1.2 50
GMH31008 RO.4 0.8 4 1.6 50
GMH31010 RO.5 1.0 4 2 50
GMH31015 RO.75 1.5 4 4 50
GMH31020 R1.0 2.0 4 5 50
GMH31030 R1.5 3.0 4 6 50
GMH31901 R1.5 3.0 6 6 50
GMH31040 R2.0 4.0 4 8 50
GMH31902 R2.0 4.0 6 8 50
GMH31060 R3.0 6.0 6 12 50
GMH31080 R4.0 8.0 8 14 60
GMH31100 R5.0 10.0 10 20 75
GMH31120 R6.0 12.0 12 24 75
GMH31160 R8.0 16.0 16 32 100
GMH31200 R10.0 20.0 20 40 100

Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
BEfEE(mm) WiKEE

0~-0.03 ‘ h5

O : Excellent (f£35) O: Good (R¥¥)
. | H RN K |

High
Carbon Alloy Rrehardened Hardened Steels Hardgned Stainless

Steels Steels Steels BN Steels Steels Castlron  Copper  Graphite  Aluminum  Titanium Inconel
o aEW FABEN SHE R Fe 5 A& A % ARREE
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70

ole|e oo | [of | [ [ |

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

[l X-POWERE® rerrormancE UpGrADE I ~errorvance urcrane X-POWER®™ IR

Y-COATED SOLID CARBIDE END MILLS
2 FLUTE BALL NOSE for RIB PROCESSING

V-2 ERGERSSH 27] EPNEE Rk

GMH32 pLAIN SHANK

/R
A hs
o /[ a
Dz:[: “ | | :-IE ID1 d "
L L3
B " o
30° P19
Unit(821i) : mm
Radius of Mill Shank Length Overall Neck
Ball Nose Diameter Diameter Below Shank Length Diameter
=] HiE RS B 2K HEERE
R(z0.01) D2 L3 D3
GMH32004 RO.2 0.4 4 0.3 2 45 0.37
GMH32901 RO.2 0.4 4 0.3 3 45 0.37
GMH32902 RO.2 0.4 4 0.3 4 45 0.37
GMH32005 RO.25 0.5 4 0.4 2 45 0.45
GMH32903 R0.25 0.5 4 0.4 3 45 0.45
GMH32904 RO.25 0.5 4 0.4 4 45 0.45
GMH32006 RO.3 0.6 4 0.5 2 45 0.55
GMH32905 RO.3 0.6 4 0.5 3 45 0.55
GMH32906 RO.3 0.6 4 0.5 4 45 0.55
GMH32907 RO.3 0.6 4 0.5 6 45 0.55
GMH32008 RO.4 0.8 4 0.6 4 45 0.75
GMH32908 R0.4 0.8 4 0.6 6 45 0.75
GMH32010 RO.5 1.0 4 0.8 4 45 0.95
GMH32909 RO.5 1.0 4 0.8 6 45 0.95
GMH32910 RO.5 1.0 4 0.8 8 45 0.95
GMH32911 RO.5 1.0 4 0.8 10 45 0.95
GMH32912 RO.5 1.0 4 0.8 12 45 0.95
GMH32913 RO.5 1.0 4 0.8 16 50 0.95
GMH32015 RO.75 1.5 4 1.2 6 45 1.45
GMH32914 R0.75 1.5 4 1.2 8 45 1.45
GMH32915 RO.75 1.5 4 1.2 10 45 1.45
GMH32916 RO.75 1.5 4 1.2 12 45 1.45
GMH32917 RO.75 1.5 4 1.2 16 50 1.45
» NEXT PAGE 11
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
ERKEE(mm) KR
0~-0.02 h5
© : Excellent (f£55) O: Good (R#¥)
—_-Hh_ v
I
%Etlgé?g §22¥s Preg?églesned Hard(;{j;ia; 225 H%Q%%T: d Stsatigleelzsss Cast Iron Copper Graphite  Aluminum  Titanium Inconel
BR AW WEW BEA  xgw PR a:J RE B % ERERsE
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
ole|e|Joefo| | [of | [ [ |
- Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr /G YG-1CO, LTD. 7



Y-COATED SOLID CARBIDE END MILLS
2 FLUTE BALL NOSE for RIB PROCESSING

V-2 EEGERSS% 27]) TEPNEE PRk

GMH32 pLAIN SHANK

w/R - :
D3 /R
o] | 1S Tov

L2

P.19

Unit(884i1) : mm

Radius of Shank Overall Neck

Ball Nose Diameter Diameter Length Diameter

R Bif ke El 2K FEREE

R(£0.01) D2
GMH32020 R1.0 2.0 4 1.6 6 45 1.95
GMH32918 R1.0 2.0 4 1.6 8 45 1.95
GMH32919 R1.0 2.0 4 1.6 10 45 1.95
GMH32920 R1.0 2.0 4 1.6 12 50 1.95
GMH32921 R1.0 2.0 4 1.6 16 50 1.95
GMH32922 R1.0 2.0 4 1.6 20 55 1.95
GMH32923 R1.0 2.0 4 1.6 26 70 1.95
GMH32924 R1.0 2.0 4 1.6 30 70 1.95
GMH32030 R1.5 3.0 6 24 10 50 2.85
GMH32925 R1.5 3.0 6 24 12 50 2.85
GMH32926 R1.5 3.0 6 24 16 55 2.85
GMH32927 R1.5 3.0 6 24 20 60 2.85
GMH32928 R1.5 3.0 6 24 26 70 2.85
GMH32040 R2.0 4.0 6 3.2 16 60 3.85
GMH32929 R2.0 4.0 6 32 20 65 3.85
GMH32930 R2.0 4.0 6 32 26 70 3.85
GMH32060 R3.0 6.0 6 48 20 80 5.85
GMH32931 R3.0 6.0 6 48 30 90 5.85
GMH32932 R3.0 6.0 6 48 40 100 5.85

Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
BEfEE(mm) WiKEE

0~-0.02 ‘ h5

O : Excellent (f£35) O: Good (R¥¥)
L ° | H BN K
Carbon Alloy Prehardened

High
Steels Steels Steels Hardened Steels Hardened  Stainless

B teels Steels Cast Iron Copper Graphite  Aluminum  Titanium Inconel
W AEW A BER  xgm PR %ﬂ a8 # % EN@as
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
ole|lefoe|of] [ [of [ | [ |

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

[l X-POWERE® rerrormancE UpGrADE I ~errorvance urcrane X-POWER®™ IR

Y-COATED SOLID CARBIDE END MILLS
2 FLUTE LONG LENGTH CORNER RADIUS

Vv-2EEGERaSHN 27 K E&

P Designed to machine tool steels, alloy steels, mold steels

GMH37 pLAIN SHANK

> AT, AW, BANNEMSEEME

and other hardened materials > ST HREEEE
» Superior workpiece finishes » FIE IS E
P Increased feed rates
R R
/ /

= _—
el @[ %
30° P.20

L1
L2

Unit(#21i) : mm

Corner Mill Shank Overall

Radius Diameter Diameter Length

3N BiZ L 2K
GMH37030 RO.5 3.0 6 10 70
GMH37040 RO.5 4.0 6 12 70
GMH37050 RO.5 5.0 6 15 80
GMH37060 RO.5 6.0 6 15 90
GMH37901 R1.0 6.0 6 15 90
GMH37080 RO.5 8.0 8 20 100
GMH37902 R1.0 8.0 8 20 100
GMH37100 RO.5 10.0 10 25 100
GMH37903 R1.0 10.0 10 25 100
GMH37120 R1.0 12.0 12 30 110

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

ERREE(mm) REREE
0~-0.03 h5

© : Excellent (f£55) O: Good (R#¥)
. | H BN K|

Carbon Alloy Prehardened

High
Steels Steels Steels Hardened Steels Hardened  Stainless

BN teels Steels Cast Iron Copper Graphite  Aluminum  Titanium Inconel
BE AW REEA BEN  rgy B 4 AE 4 s ERRas
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
olef[e|e|]of] [ Jof [ [ [ |
- Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr /G YG-1CO, LTD. 9



[l X-POWERE® rerrormancE UpGrADE I ~errorvance urcrane X-POWER®™ IR

Y-COATED SOLID CARBIDE END MILLS Y-COATED SOLID CARBIDE END MILLS
4 FLUTE LONG LENGTH CORNER RADIUS 2 FLUTE SHORT LENGTH

V-2EEGERESS%747] K B2 GMH38 pPLAIN SHANK V-SBEEGERSE% 27] 587] GMH33 pPLAIN SHANK

» Designed to machine tool steels, alloy steels, mold steels > AT AW, EENMEtSEEME » High precision milling in medical, optical, electronics » &7, ¥, BFMMEL EREREESHE
and other hardened materials P 47)i% 1T RIS T REEREE and aerospace industries » SEE SRR
» 4 flute allows for better workpiece finishes P IEEEFE » Excellent performance on hardened steel

» Increased production

o] ==3b
[ |

| .

L2

P.20 30° P21

Unit(884i1) : mm Unit(284i) : mm

Corner Mill Shank Overall Mill Shank Overall

Diameter Diameter Length

Bif 1z 2K

Radius Diameter Diameter Length

B BiZ e =K

R D2 D2
GMH38030 RO.2 3.0 6 10 70 GMH33010 1.0 4 3 50
GMH38901 RO.5 3.0 6 10 70 GMH33015 1.5 4 4 50
GMH38040 RO.3 4.0 6 12 70 GMH33020 2.0 4 6 50
GMH38902 R0.5 4.0 6 12 70 GMH33025 25 4 8 50
GMH38050 RO.5 5.0 6 15 80 GMH33030 3.0 4 8 50
GMH38060 R0.2 6.0 6 15 90 GMH33901 3.0 6 8 50
GMH38903 RO.5 6.0 6 15 920 GMH33040 4.0 4 11 50
GMH38904 R1.0 6.0 6 15 90 GMH33902 4.0 6 11 50
GMH38080 RO.5 8.0 8 20 100 GMH33050 5.0 6 13 50
GMH38905 R1.0 8.0 8 20 100 GMH33060 6.0 6 16 50
GMH38906 R2.0 8.0 8 20 100 GMH33080 8.0 8 20 60
GMH38100 R0.5 10.0 10 25 100 GMH33100 10.0 10 25 75
GMH38907 R1.0 10.0 10 25 100 GMH33120 12.0 12 32 75
GMH38908 R2.0 10.0 10 25 100 GMH33160 16.0 16 40 100
GMH38120 RO.5 12.0 12 30 110 GMH33200 20.0 20 45 100
GMH38909 R1.0 12.0 12 30 110
GMH38910 R2.0 12.0 12 30 110 Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
EREEE(mm) R
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance 0~-003 h5
BEREE(mm) WiREE
0~-0.03 ‘ h5
O : Excellent (f£35) O: Good (R¥¥) © : Excellent (f£55) O: Good (R#¥)
—_-Hh_ U K s —_-Hh_ U K|
I I
CS?ég?sn éAtgg{s Preg?églesned Hardened Steels H%rt%%?: d Stéatinlelss Cast Iron Copper Graphite  Aluminum  Titanium Inconel %?‘;Z?g Spt‘gg}'ls Preg?éggned Hardened Steels H%rt‘i%?: d Stsatink-lzss Cast Iron Copper Graphite  Aluminum  Titanium Inconel
m asdW  AEd it BEA sy W8 0 0@ REE B % ERRAs BN AEW  WEW L BER gy BB 2B 2 EE B % ERRas
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70 ~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
olef[e|e|o] Jolof [ [ [ | olef[e|e|]of] Jolof [ [ [ |

10 G YG-1CO,LTD. - Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr - Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 4G YG-1CO, LTD. 11



[l X-POWERE® rerrormancE UpGrADE I ~errorvance urcrane X-POWER®™ IR

Y-COATED SOLID CARBIDE END MILLS Y-COATED SOLID CARBIDE END MILLS
2 FLUTE for RIB PROCESSING 2 FLUTE for RIB PROCESSING
V-2EEFERaE%] 27) SN GMH34 pLAN sHANK V-2EEFERa S 27]) SN GMH34 pLAIN sHANK

- = o= - = ew
D3 D3
Dz:[ﬂ | I . ID1 i Dz:[“ | T ID1 i
5 m
‘ L L3 ‘ L L3
e e
P22 30° P22
Unit(884i1) : mm Unit(284i) : mm
Mill Shank Length Overall Neck Mill Shank Overall Neck
Diameter Diameter Below Shank Length Diameter Diameter Diameter Length Diameter
HiE RS B 2K MEERF BHiE E 2K HMEERF
D1 D2 L3 D3 D1
GMH34004 0.4 4 0.6 2 45 0.37 GMH34020 2.0 4 3 6 45 1.95
GMH34005 0.5 4 0.7 2 45 0.45 GMH34914 2.0 4 3 8 45 1.95
GMH34901 0.5 4 0.7 4 45 0.45 GMH34915 2.0 4 3 10 45 1.95
GMH34006 0.6 4 0.9 2 45 0.55 GMH34916 2.0 4 3 12 45 1.95
GMH34007 0.7 4 1 2 45 0.65 GMH34917 2.0 4 3 14 50 1.95
GMH34008 0.8 4 1.2 4 45 0.75 GMH34918 2.0 4 3 16 50 1.95
GMH34902 0.8 4 1.2 6 45 0.75 GMH34919 2.0 4 3 20 55 1.95
GMH34010 1.0 4 1.5 4 45 0.95 GMH34920 2.0 4 3 26 60 1.95
GMH34903 1.0 4 1.5 6 45 0.95 GMH34921 2.0 4 3 30 70 1.95
GMH34904 1.0 4 1.5 8 45 0.95 GMH34030 3.0 6 4.5 12 50 2.85
GMH34905 1.0 4 1.5 10 45 0.95 GMH34922 3.0 6 4.5 16 55 2.85
GMH34906 1.0 4 1.5 12 45 0.95 GMH34923 3.0 6 4.5 26 70 2.85
GMH34907 1.0 4 1.5 16 50 0.95 GMH34040 4.0 6 6 16 60 3.85
GMH34012 1.2 4 1.8 4 45 1.15 GMH34924 4.0 6 6 26 70 3.85
GMH34908 1.2 4 1.8 6 45 1.15
GMH34015 15 4 23 6 45 145 il Dia, Tolerance(mm)
GMH34909 1.5 4 2.3 8 45 1.45 BRFEE(mm) R
GMH34910 1.5 4 23 10 45 145 0~-0015 ‘ hs
GMH34911 1.5 4 2.3 12 45 1.45
GMH34912 1.5 4 23 16 50 1.45
GMH34913 1.5 4 2.3 20 55 1.45
» NEXT PAGE 11
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
BERKEE(mm) WEEE
0~-0.015 h5
O : Excellent (f£%5) O:Good (R%F) O : Excellent (f£55) O:Good (R#F)
—_-Hh_ v . s —_-Hh_ v
I I
CS?Q??Q Qig},s Preg?égﬁsned Hardened Steels H%rt%geﬁ]: d Stsaltinl?ss Cast Iron Copper Graphite  Aluminum  Titanium Inconel %?;%CIJSH §23¥S Pregi;g'esned Hardened Steels H%rt%%T: d StSatinIeiss Cast Iron Copper Graphite ~ Aluminum  Titanium Inconel
WA asW  WEA L4 BES gy BB 2 22® 2 BB B % ENRA ma  asW  HEN L4 BER  rgy B% 2B 2 BB B % ENRAS
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70 ~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
oloe [ e oo | Jof [ [ [ | ole| o o [of [ [of | | | |
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X-POWER 3 perrormaNCE UPGRADE I ~errormance uperaoe X-POWER™ I

Y-COATED SOLID CARBIDE END MILLS
4 FLUTE SHORT LENGTH

V-SEEGEFRSE%7 47] 587)

» Designed to machine tool steels, alloy steels, > BTG, aW, BENNEMSEEME
mold steels and other hardened materials P 47)i% 1T RIS T REEREE
» 4 flute allows for better workpiece finishes P IEEETE

» Increased production
| S
L1

L2

GMH35 pLAIN SHANK

mn@a P.23

Unit(884i1) : mm

Mill Shank Overall

Diameter Diameter Length

BiZ e 2K

D2
GMH35010 1.0 4 3 50
GMH35015 1.5 4 4 50
GMH35020 2.0 4 6 50
GMH35025 2.5 4 8 50
GMH35030 3.0 4 8 50
GMH35901 3.0 6 8 50
GMH35040 4.0 4 11 50
GMH35902 4.0 6 11 50
GMH35050 5.0 6 13 50
GMH35060 6.0 6 16 50
GMH35080 8.0 8 20 60
GMH35100 10.0 10 25 75
GMH35120 12.0 12 32 75
GMH35160 16.0 16 40 100
GMH35200 20.0 20 45 100

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

HREAEE(mm) WEEE
0~-0.03 h5

O : Excellent (f£35) O: Good (R¥¥)

High
Carbon Alloy Rrehardened Hardened Steels Hardgned Stainless

Steels Steels Steels BN Steels Steels Castlron  Copper  Graphite  Aluminum  Titanium Inconel
{731 aEW FABEN SHE R ek 5 A& A &% ARREE
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70

ole|e oo Jofof | [ [ |

14 4G YG-1CO, LTD. - Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

Y-COATED SOLID CARBIDE END MILLS
4 FLUTE LONG LENGTH

V-SEEGERSEH7 47 K

» Designed to machine tool steels, alloy steels, » BFMHE, &M, EENMEMSEEME
mold steels and other hardened materials P AT SR S T R E AR E

p 4 flute allows for better workpiece finishes P REETX

P Increased production

GMH36 pLAIN SHANK

=== %% S ——————
- | L1

‘ L2
[

P.24
Unit(821i) : mm
Mill Shank Overall
Diameter Diameter Length
BiZ ke 2K
D1
GMH36020 2.0 4 10 50
GMH36030 3.0 4 15 60
GMH36901 3.0 6 15 60
GMH36040 4.0 4 20 60
GMH36902 4.0 6 20 60
GMH36050 5.0 (9 25 75
GMH36060 6.0 6 30 75
GMH36080 8.0 8 35 100
GMH36100 10.0 10 45 100
GMH36120 12.0 12 45 100
GMH36160 16.0 16 70 150
GMH36200 20.0 20 75 150
Mill Dia. Tolerance(mm)
EREEE(mm) WEKEE
0~-0.03 ‘ h5

© : Excellent (f£55) O: Good (R#¥)

High
Carbon Alloy Behardcecd Hardened Steels Hardgned Stainless

Steels Steels Steels B teels Steels Castlron  Copper  Graphite  Aluminum  Titanium  Inconel
{2330 aEW e SEW REEN 373 5 aE 8 % HRREE
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
ole|e|Joefo| | [of | [ [ |
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Y-COATED SOLID CARBIDE END MILLS
6 FLUTE 45° HELIX SHORT LENGTH

V- ¢ ERGERS % 67 45 125 557]

GMH39 pLAIN SHANK

» Designed to machine hardened materials > BT INIEEEME
» High speed cutting and finish milling with high feed rates P =iEIN TAIFETE!
» Superior workpiece finishes P ST HREMEREE
» Superior wear resistant P S
p Suitable for dry and wet milling > B EETFUIHIFELIE
D2:|: §§§§ :[D1
1]
! L2

B ..

[l X-POWERE® rerrormancE UpGrADE I ~errorvance urcrane X-POWER®™ IR

Y-COATED SOLID CARBIDE END MILLS
3&4 20° HELIX LONG LENGTH ROUGHING - FINE

V-REEGERSE%7 3&47) 20125E A M AMTA (el byl R

> ATIAN, a2W, BRANNAMSEEME

P Designed to machine tool steels, alloy steels, mold steels

and other hardened materials > SIEN LA iH
» High velocity milling of hardened steels » B FEETFIIHIFELTH
» For dry and wet milling P> R

P Fast chip ejection

I

Unit(884i1) : mm
Mill Shank Overall
Diameter Diameter Length
B kS 2K
GMH39060 6.0 6 16 50
GMH39080 8.0 8 19 60
GMH39100 10.0 10 22 75
GMH39120 12.0 12 26 75
GMH39160 16.0 16 32 100

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

HREAEE(mm) WEEE
0~-0.03 h5

" Enforced Cutting Edge
TIRARIPALIE

O : Excellent (f£35) O: Good (R¥¥)

High
Carbon Alloy Rrehardened Hardened Steels Hardgned Stainless

Steels Steels Steels BT teels Steels | Castlron  Copper  Graphite  Aluminum  Titanium  Inconel
{731 aEW FABEN SEMN AR ek 5 A& A &% ARREE
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70

olefloefJoefo| [ Jofl [ [ [ |
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Unit(821i) : mm
Mill Shank Overall
Diameter Diameter Length No. of Flute Chamfer
i iz £ 7% F[
D1

GM814060 6.0 6 16 57 3 0.38
GM814080 8.0 8 16 63 3 0.38
GM814100 10.0 10 22 72 4 0.6
GM814120 12.0 12 26 83 4 0.6
GM814160 16.0 16 32 92 4 0.6
GM814200 20.0 20 38 104 4 0.6

Tolerances according to DIN 7160 & 7161
¥EREKER DIN 7160&7161

Tolerance range in i / {6 E5EE
Nominal-Diameter in mm / #FH#FE1Z

over6to 10 | over 10 to 18| over 18 to 30 = [l lmﬂ
6~10 1018 | 1830 % /

h10 g 0 0 L L .
- 58 -70 -84 Enforced Cutting Edge
0 0 0 Es 2l (SES
h5 -6 -8 -9

© : Excellent (f£55) O: Good (R#¥)

Carbon Alloy Prehardened

High
Steels Steels Steels Hardened Steels Hardened  Stainless

> R teels Steels Cast Iron Copper Graphite  Aluminum  Titanium Inconel
WA As@ e BER  xpm PR # RS 8 % ERRas
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70
olef[e|e|]of] Jolof [ [ [ |
- Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr /G YG-1CO, LTD. 17



X' POWERW RECOMMENDED CUTTING CONDITIONS
EEMISL

G M H 3 2 FLUTE SHORT LENGTH BALL NOSE
27] %87 ¥Rk
R P M=%%3R (rev/min) Ve=1JHI3RE (m/min.)

NORMAL SPEED &i&#E FEED = 3#44 (mmimin) Fz=St5##44 (mmtooth)

M%EQAL NON-ALLOYED STEELS & &5 ALLOY STEELS &%3H HARDENED STEELS CAST IRON
ALLOY STEELS &% HEAT RESISTANT STEELS fit#i& 2314 e

VP S ~HRC30 HRc30~HRc45 HRc45~HRc55
%

i N
STRgE’\,‘gTH ~1000N/mm2 1000 ~ 1500N/mm? 1500 ~ 2000N/mm2
)52
DIAMETER | oM | FEED | Vi F RPM | FEED | v F RPM | FEED | v F RPM | FEED | V. F
E?% C Z C z C Z C z

RO5 x 10 | 17650 280 55 0.008 14250 225 45 0.008 6500 100 20 0.008 17490 280 55 0.008
RO.75 x 1.5 | 17650 390 85 0.011 13600 300 65 0.011 5960 135 30 0.011 17490 390 80 0.011
R1.0 x20 | 16130 840 100 0.026 11980 550 75 0.023 5240 170 35 0.016 15980 835 100 0.026
R15 x 30 | 14670 760 140 0.026 11200 515 105 0.023 5060 170 50 0.017 14540 755 135 0.026
R20 x40 | 11760 830 150 0.035 9410 595 120 0.032 4700 200 60 0.021 11660 820 145 0.035
R3.0 x 6.0 9510 1140 180 0.060 7730 930 145 0.060 3560 215 65 0.030 9420 1130 180 0.060
R40 x 80 8020 1445 200 0.090 6460 1030 160 0.080 2770 245 70 0.044 7950 1430 200 0.090
R5.0 x 100/ 7130 1715 225 0.120 5700 1140 180 0.100 2280 250 70 0.055 7070 1700 220 0.120
R6.0 x 120| 6540 1960 245 0.150 5200 1245 195 0.120 1960 275 75 0.070 6480 1945 245 0.150
R8O x 16.0| 5340 1925 270 0.180 4230 1185 215 0.140 1510 275 75 0.091 5290 1910 265 0.181
R10.0 x 200| 4640 1860 290 0.200 3650 1165 230 0.160 1240 280 80 0.113 4600 1845 290 0.201
apL apL apL
T / T T
% // //
ap: D1~D6 =0.2mm ae ap:D1~D6 =02mm @€ ap: D1~D6 =0.2mm ae
D8~D20 = 0.3mm D8~D20 = 0.3mm D8~D20 = 0.3mm
ae:0.2xD ae:0.1xD ae:0.2xD
HIGH SPEED =#E

K
MATEEIAL | NON-ALLOYED STEELS A% HARDENED STEELS CASTIRON
ALLOY STEELS &2l LN ik
HA%%’;ESS ~HRc45 HRc45~HRc55
I5Z

ST%FE’)'EGTH ~1500N/mm? 1500N/mm? ~2000N/mm?

RO5 x 1.0 | 28000 1455 920 0.026 | 28000 895 920 0.016 | 28000 1455 90 0.026

R0.75 x 15 | 25760 1570 120 0.030 | 25760 965 120 0.019 | 25760 1570 120 0.030
R1.0 x 20 | 23520 1660 150 0.035 | 23520 1055 150 0.022 | 23520 1660 150 0.035
R15 x 3.0 | 23520 | 2240 220 0.048 | 19040 1165 180 0.031 23520 | 2240 220 0.048
R20 x40 | 23520 | 3295 295 0.070 | 15300 1300 190 0.042 | 23520 | 3295 295 0.070
R3.0 x 60 | 23520 | 4480 445 0.095 | 11760 1400 220 0.060 | 23520 | 4480 445 0.095
R40 x 80 | 18700 | 4480 470 0.120 9360 1400 235 0.075 | 18700 | 4480 470 0.120
R50 x 100| 15680 | 4370 495 0.139 7840 1345 245 0.086 | 15680 | 4370 495 0.139
R6.0 x 120| 13660 | 4370 515 0.160 6830 1300 255 0.095 | 13660 | 4370 515 0.160
R8O x 160 10700 | 3865 540 0.181 5340 1120 270 0.105 | 10700 | 3865 540 0.181
R10.0 x 200 8920 3560 560 0.200 4460 1030 280 0.115 8920 3560 560 0.200

Z

ap:D1~D6 =0.2mm ae
D8~D20 = 0.3mm
ae:0.05xD

ap
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RECOMMENDED CUTTING CONDITIONS

TS X-POWER™

2 FLUTE BALL NOSE for RIB PROCESSING RP M= ££58 (revimin) Vo= (imin)
G M H 3 27] FERANS Bkk FEED = 344 (mmimin) Fz=%5 5344 (mmitooth)

NON-ALLOYED STEELS F& & ALLOY STEELS &/
ALLOY STEELS & &H HEAT RESISTANT STEELS fit#h&

HAEEPNESS ~HRc30 HRc30~HRc45

MATERIAL
1#}

B

?%\,\J‘%*gTH ~1000N/mm2
ISZ.

g Fee> R | ew | i

R0.2 x 04 |32550~42000 185~515 0.019~0.035 41~53 0.003~0.006 | 23630~29930 90~285 0.019~0.036 30~38 0.002~0.005

R0.25 x 0.5 | 32550~42000 185~515 0.023~0.045 49~63 0.003~0.006 | 23630~29930 90~285 0.023~0.045 35~45 0.002~0.005
R03 x 06 |32550~42000 235~660 0.027~0.054 58~75 0.004~0.008 | 23630~29930 115~370 0.027~0.054 42~54 0.002~0.006

R04 x 08 |32550~42000 235~660 0.036~0.072 78~101 0.004~0.008 | 23630~29930 115~370 0.036~0.072 57~72 0.002~0.006
RO5 x 1.0 | 30450~38330 265~735 0.045~0.090 91~115 0.004~0.010 | 21530~27300 130~410 0.045~0.090 64~82 0.003~0.008
R0.75 x 1.5 | 19950~25200 265~820 0.070~0.135 90~113 0.007~0.016 | 14180~18380 130~410 0.070~0.135 64~82 0.005~0.011
R1.0 x 20 | 16280~19950 265~820 0.090~0.180 97~119 0.008~0.021 | 11550~14180 130~410 0.090~0.180 69~85 0.006~0.014
R15 x 3.0 | 11030~13650 265~820 0.135~0.270 99~123 0.012~0.030 | 7350~9450 130~410 0.135~0.270 66~85 0.009~0.022

R20 x40 | 8930~11550 265~820 0.180~0.360 107~138 0.015~0.035 | 6090~8190 130~410 0.180~0.360 73~98 0.011~0.025
R3.0 x 60 | 5990~7670 265~820 0.270~0.540 107~138 0.022~0.053 | 4100~5460 130~410 0.270~0.540 74~98 0.016~0.038

MATERIAL HARDENED STEELS CAST IRON

(£314:] K

I5Z.
%%"}EQTH 1500 ~ 2000N/mm?

R0.2 x 04 | 15020~18900 90~185 0.005~0.009 19~24 0.003~0.005 | 32550~42000 185~515 0.019~0.035 41~53 0.003~0.006

R0.25 x 0.5 | 15020~18900 90~185 0.005~0.009 22~28 0.003~0.005 | 32550~42000 185~515 0.023~0.045 49~63 0.003~0.006
R03 x 06 | 15020~18900 115~235 0.005~0.011 27~34 0.004~0.006 | 32550~42000 235~660 0.027~0.054 58~75 0.004~0.008
R0O4 x 08 | 15020~18900 115~235 0.007~0.014 36~45 0.004~0.006 | 32550~42000 235~660 0.036~0.072 78~101 0.004~0.008
RO5 x 1.0 | 13650~17120 130~265 0.009~0.018 41~51 0.005~0.008 | 30450~38330 265~735 0.045~0.090 91~115 0.004~0.010
R0.75 x 1.5 | 9140~11240 130~265 0.014~0.028 41~50 0.007~0.012 | 19950~25200 265~820 0.070~0.135 90~113 0.007~0.016
R1.0 x20 | 7250~9030 130~265 0.018~0.035 43~54 0.009~0.015 | 16280~19950 265~820 0.090~0.180 97~119 0.008~0.021
R15 x 30 | 4830~5990 130~265 0.028~0.055 43~54 0.014~0.022 | 11030~13650 265~820 0.135~0.270 99~123 0.012~0.030
R20 x40 | 4100~5150 130~265 0.035~0.070 49~62 0.016~0.026 | 8930~11550 265~820 0.180~0.360 107~138 0.015~0.035
R30 x 60 | 2730~3470 130~265 0.053~0.105 49~62 0.024~0.038 | 5990~7670 265~820 0.270~0.540 107~138 0.022~0.053

Ap

(Depth of cut per one pass)
(BREIEIRE)

- Phone: +82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr 4G YG-1CO, LTD. 19




RECOMMENDED CUTTING CONDITIONS RECOMMENDED CUTTING CONDITIONS
X-POWER™ SR NI X-POWER=™

G M H 3 2 FLUTE LONG LENGTH CORNER RADIUS - SLOTTING RP M= $53% (reviin) Vc=£I4EEE (minin) G M H 3 2 FLUTE SHORT LENGTH - SLOTTING R P M= 553 (evimin) Vo= MR (minin)
FEED =344 (mmimin) Fz=St5i#44 (mmitooth)

27] i ES- 1E5E 27] 5871 - FEsRHY

FEED =44 (mmimin) Fz=H5#44 (mmitooth)

MATERIL NON-ALLOYED STEELS F& & ALLOY STEELS &%l SEGREANED S ELE
ALLOY STEELS & &l HEAT RESISTANT STEELS fit & 3145
HARDJL\;ESS ~HRc30 HRc30~HRc45 HRc45~HRc55

MATHEL- | NON-ALLOYED STEELS A% ALLOY STEELS &% HARDENED STEELS il .
ALLOY STEELS &% HEAT RESISTANT STEELS it & 4145 iz

I

£

0

HA DRSS ~HRC30 HRc30~HRc45 HRc45~HRc55

ST%’ETH ~1000N/mm? 1000 ~ 1500N/mm2 1500 ~ 2000N/mm2

e s U | e ; U Feeo F
30

17
-

7955 160 75 0.010 | 4775 80 45 0.008 | 3180 30 30 0.005 | 7430 165 70 0.011 1. - - - - 22000 175 70 0.004 16500 85 50 0.003
4.0 5900 185 75 0.016 | 3750 95 45 0.013 | 2370 30 30 0.006 | 5900 185 75 0.016 15 - - - - 13200 165 60 0.006 9900 75 45 0.004
5.0 5040 230 80 0.023 | 3190 110 50 0.017 | 2090 35 35 0.008 | 5040 230 80 0.023 20 10360 215 65 0.010 6780 135 45 0.010 4510 40 30 0.004
6.0 4350 275 80 0.032 | 2770 140 50 0.025 | 1800 35 35 0.010 | 4350 275 80 0.032 3.0 8010 235 75 0.015 4980 155 45 0.016 3010 45 30 0.007
8.0 3300 295 85 0.045 | 2090 140 55 0.033 | 1390 35 35 0.013 | 3300 295 85 0.045 40 6780 335 85 0.025 4140 200 50 0.024 2630 45 35 0.009
10.0 2770 295 85 0.053 | 1800 140 55 0.039 | 1110 35 35 0.016 | 2770 295 85 0.053 5.0 5660 360 90 0.032 3380 215 55 0.032 2080 55 35 0.013
12.0 2270 230 85 0.051 | 1530 125 60 0.041 920 35 35 0.019 | 2270 230 85 0.051 6.0 4980 390 95 0.039 3010 245 55 0.041 1790 60 35 0.017
8.0 3760 425 95 0.057 2260 225 55 0.050 1510 85 40 0.028
10.0 2910 370 90 0.064 1790 180 55 0.050 1220 65 40 0.027
OE[ 7 12.0 2460 315 95 0.064 1510 145 55 0.048 1040 60 40 0.029
16.0 1970 245 100 0.062 1220 125 60 0.051 810 45 40 0.028
% 20.0 1510 190 95 0.063 950 90 60 0.047 620 35 40 0.028
D
ap: Upto@1.5:0.15XD —F —
@2~@3:02XD D‘?gg; 0.05D E
Over@3:0.5xD e
ae:D A iz A
D D

4 FLUTE LONG LENGTH CORNER RADIUS - SIDE CUTTING R p m=#¢3 (ewimin) Ve =tIBIEEE (mimin)
G M H 38 47] T E £ - Mgtk FEED = 344 (mmimin) Fz =4St (mmiooth)

M
STAINLESS STEELS CAST IRON

T HEk
HARDNESS
B
RENGTH

SRE

0

MATERIAL
1

MATHEL"- | NON-ALLOYED STEELS A% ALLOY STEELS A2 HARDENED STEELS CAST IRON
ALLOY STEELS &£ HEAT RESISTANT STEELS it 414 ek
HABEE%ESS ~HRc30 HRc30~HRc45 HRc45~HRc55
T%g\)!EGTH ~1000N/mm2 1000 ~ 1500N/mm? 1500 ~ 2000N/mm?
B
3.0

11770 425 110 0.009 7340 265 70 0.009 4430 75 40 0.004 | 11770 425 110 0.009 1. - - - - - - -

4.0 9980 755 125 0.019 6090 460 75 0.019 3880 75 50 0.005 9980 755 125 0.019 1.5 = = ° = = = =
5.0 8280 825 130 0.025 5090 510 80 0.025 3180 20 50 0.007 8275 825 130 0.025 2.0 5660 100 35 0.009 10360 215 65 0.010
6.0 7340 870 140 0.030 4430 540 85 0.030 2640 105 50 0.010 7340 870 140 0.030 3.0 4140 135 40 0.016 8010 235 75 0.015
8.0 5540 935 140 0.042 3320 500 85 0.038 2220 145 55 0.016 5540 935 140 0.042 4.0 3470 170 45 0.024 6780 335 85 0.025
10.0 4300 805 135 0.047 2640 395 85 0.037 1790 120 55 0.017 4300 805 135 0.047 5.0 2830 180 45 0.032 5660 360 90 0.032
12.0 3620 690 135 0.048 2220 330 85 0.037 1530 105 60 0.017 3620 690 135 0.048 6.0 2540 200 50 0.039 4980 390 95 0.039
8.0 1880 200 45 0.053 3760 425 95 0.057
10.0 1510 180 45 0.060 2910 370 90 0.064
1.0D 12.0 1220 145 45 0.059 2460 315 95 0.064
16.0 950 125 50 0.066 1970 245 100 0.062
20.0 750 90 45 0.060 1510 190 95 0.063

- 0.05D

0.5D

(up to @3:0.2D) F?ﬁA
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B X-POWER™

RECOMMENDED CUTTING CONDITIONS
EEMISL

2 FLUTE for RIB PROCESSING - SLOTTING

270 TREBIAS - HEE R P M=% (rev/min) Vc=1JH3EE (m/min)

FEED = 344 (mmimin) Fz=4St5#44 (mmioot)

GMH3

MATERIAL
1

ALLOY STEELS &&H
HEAT RESISTANT STEELS fit

ISZ.
0.4

NON-ALLOYED STEELS JF& &
ALLOY STEELS & &l

32550~42000 210~460 0.007~0.018 39~50 0.003~0.006 | 23630~29400 90~355 0.007~0.018 28~35 0.002~0.006
0.5 32550~42000 210~460 0.009~0.022 49~63 0.003~0.006 | 23630~29400 90~355 0.009~0.022 35~44 0.002~0.006
0.6 32550~42000 265~600 0.011~0.026 58~75 0.004~0.007 | 23630~29400 115~450 0.011~0.026 42~53 0.002~0.008
0.7 32550~42000 265~600 0.012~0.031 68~88 0.004~0.007 | 23630~29400 115~450 0.012~0.031 49~62 0.002~0.008
0.8 28350~36750 295~660 0.014~0.035 68~88 0.005~0.009 | 20480~25730 125~505 0.014~0.035 49~62 0.003~0.010
1.0 23630~29400 295~850 0.045~0.090 71~88 0.006~0.014 | 16490~21000 200~630 0.045~0.090 49~63 0.006~0.015
1.2 19430~23630 295~945 0.055~0.100 70~85 0.008~0.020 | 13650~17330 200~630 0.055~0.100 49~62 0.007~0.018
15 15230~19430 295~945 0.070~0.135 68~87 0.010~0.024 | 11030~14180 200~630 0.070~0.135 49~64 0.009~0.022
2.0 12600~15230 295~945 0.090~0.180 75~91 0.012~0.031 | 8720~11030 200~630 0.090~0.180 52~66 0.011~0.029
3.0 8400~10500 295~945 0.135~0.270 75~94 0.018~0.045 | 5780~7350 200~630 0.135~0.270 52~66 0.017~0.043
4.0 6300~7880 295~945 0.180~0.360 75~94 0.023~0.060 | 4310~5570 200~630 0.180~0.360 52~67 0.023~0.057

Ap

(Depth of cut per one pass)
(BRIIBIRE)

MATERIAL
1

HABE?%ESS HRc45~HRc55
T%g\flgGTH 1500 ~ 2000N/mm2
04

15020~17850 30~95 0.004~0.008 18~21 0.001~0.003 | 32550~42000 210~460 0.007~0.018 39~50 0.003~0.006
0.5 15020~17850 30~95 0.004~0.009 22~27 0.001~0.003 | 32550~42000 210~460 0.009~0.022 49~63 0.003~0.006
0.6 15020~17850 40~115 0.005~0.011 27~32 0.001~0.003 | 32550~42000 265~600 0.011~0.026 58~75 0.004~0.007
0.7 15020~17850 40~115 0.006~0.013 31137, 0.001~0.003 | 32550~42000 265~600 0.012~0.031 68~88 0.004~0.007
0.8 13130~15540 45~130 0.007~0.015 31~37 0.002~0.004 | 28350~36750 295~660 0.014~0.035 68~88 0.005~0.009
1.0 10500~13130 70~135 0.009~0.018 Si=E) 0.003~0.005 | 23630~29400 295~850 0.045~0.090 71~88 0.006~0.014

CAST IRON
Kk

1.2 8720~11030 70~135 0.010~0.022 31~40 0.004~0.006 | 19430~23630 295~945 0.055~0.100 70~85 0.008~0.020
[IE5) 7040~8610 70~135 0.014~0.028 32~39 0.005~0.008 | 15230~19430 295~945 0.070~0.135 68~87 0.010~0.024
2.0 5570~6930 70~135 0.018~0.035 33~41 0.006~0.010 | 12600~15230 295~945 0.090~0.180 75~91 0.012~0.031
3.0 3680~4620 70~135 0.028~0.055 33~41 0.009~0.015 | 8400~10500 295~945 0.135~0.270 75~94 0.018~0.045
4.0 2730~3470 70~135 0.036~0.072 33~41 0.013~0.020 | 6300~7880 295~945 0.180~0.360 75~94 0.023~0.060

Ap

(Depth of cut per one pass)
(BRIIBIRE)
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RECOMMENDED CUTTING CONDITIONS
EEMISY

X-POWERZ

4 FLUTE SHORT LENGTH - SIDE CUTTING
47] 5377 - kKl

GMH3

R P M=%53% (rev/min) Vo =1JHIEE (m/min.)
FEED =44 (mmimin) Fz=H5#44 (mmitooth)

M’}}EQAL NON-ALLOYED STEELS & &5 ALLOY STEELS &%} HARDENED STEELS
ALLOY STEELS & &l HEAT RESISTANT STEELS fit & 3145
HARDNESS ~HRC30 HRc30~HRc45 HRc45~HRc55
%"}gm ~1000N/mm? 1000 ~ 1500N/mm? 1500 ~ 2000N/mm2
ISZ.
1.0 22280 240 70 0.003 15920 160 50 0.003 9550 55 30 0.002
15 15950 280 75 0.004 10610 175 50 0.004 6370 55 30 0.002
20 12950 315 80 0.006 8470 190 55 0.006 5640 55 35 0.002
2.5 11500 330 920 0.007 7200 205 55 0.007 4500 60 35 0.003
3.0 9990 360 95 0.009 6230 225 60 0.009 3760 65 35 0.004
4.0 8470 640 105 0.019 5170 390 65 0.019 3290 65 40 0.005
5.0 7060 670 110 0.024 4230 405 65 0.024 2600 80 40 0.008
6.0 6230 740 115 0.030 3760 460 70 0.031 2240 90 40 0.010
8.0 4700 795 120 0.042 2820 425 70 0.038 1880 125 45 0.017
10.0 3650 685 115 0.047 2240 335 70 0.037 1520 100 50 0.016
12.0 3070 580 115 0.047 1880 280 70 0.037 1300 90 50 0.017
16.0 2460 460 125 0.047 1520 225 75 0.037 1010 65 50 0.016
20.0 1880 360 120 0.048 1190 180 75 0.038 760 45 50 0.015

M
STAINLESS STEELS CAST IRON
il $Hk

5
o
1
T.o
o
3

MATERIAL
1

HARDNESS
S
RENGTH
EE
1.0

12740 130 40 0.003 22290 270 70 0.003

1.5 8485 140 40 0.004 15920 295 75 0.005

20 7060 155 45 0.005 12950 315 80 0.006

25 6120 170 45 0.007 11470 340 90 0.007

3.0 5170 190 50 0.009 9990 360 95 0.009

4.0 4350 315 55 0.018 8470 640 105 0.019
5.0 3540 335 55 0.024 7060 670 110 0.024

6.0 3180 370 60 0.029 6230 740 115 0.030

8.0 2350 390 60 0.041 4700 795 120 0.042

10.0 1880 335 60 0.045 3650 685 115 0.047
12.0 1520 270 55 0.044 3070 580 115 0.047
16.0 1230 225 60 0.046 2460 460 125 0.047
20.0 940 170 60 0.045 1880 360 120 0.048

1.0D
_ 0.05D

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

4G YG-1CO, LTD.

23




RECOMMENDED CUTTING CONDITIONS RECOMMENDED CUTTING CONDITIONS
X-POWER™ SR NI X-POWER=™

G M H 3 4 FLUTE LONG LENGTH - SIDE CUTTING RP M= $83 (rewimin) V=443 (mimi) G M 81 384 20° HELIX LONG LENGTH ROUGHING - SIDE CUTTING & p = s#3# euirin) Vo= IS (mimin)
FEED = 344 (mmimin) Fz=&5#45 (mmitooth)

MATERIAL | NON-ALLOYED STEELS &% ALLOY STEELS &% HARDENED STEELS CASTIRON
ALLOY STEELS A& HEAT RESISTANT STEELS fiff& {£314:] ek

47) I - Al 3&420 HRAER D KAANTA - MIS5HY FEED = #44 (nmimin) Fz=45t53#44 (mmfooth)

MATERIL NON-ALLOYED STEELS F& & ALLOY STEELS &%l SEGREANED S ELE
ALLOY STEELS & &l HEAT RESISTANT STEELS fit & 3145
HARDNESS ~HRC30 HRc30~HRc45 HRc45~HRC55 HARDNESS ~HRc30 HRc30~HRc45 HRc45~HRc55
ENGTH ~1000N/mm? 1000 ~ 1500N/mm? 1500 ~ 2000N/mm2
SRS

0

ISZ.
%"}gm ~1000N/mm? 1000 ~ 1500N/mm? 1500 ~ 2000N/mm2
I5Z.
0

2. 9880 225 60 0.006 5640 90 35 0.004 3530 50 20 0.004 9880 225 60 0.006 6. 16380 2435 310 0.050 13020 880 245 0.023 3570 275 65 0.026
3.0 6910 260 65 0.009 4000 110 40 0.007 2460 60 25 0.006 6910 260 65 0.009 8.0 12180 2435 305 0.067 9660 880 245 0.030 2520 250 65 0.033
4.0 5600 315 70 0.014 3180 130 40 0.010 2000 65 25 0.008 5600 315 70 0.014 10.0 9660 2435 305 0.063 7980 880 250 0.028 2100 305 65 0.036
5.0 4780 405 75 0.021 2710 155 45 0.014 1770 80 30 0.011 4780 405 75 0.021 12.0 8400 2520 315 0.075 6300 840 240 0.033 1760 275 65 0.039
6.0 4120 480 80 0.029 2350 200 45 0.021 1530 100 30 0.016 4120 480 80 0.029 16.0 6300 2520 315 0.100 5040 800 255 0.040 1260 170 65 0.034
8.0 3140 515 80 0.041 1770 200 45 0.028 1180 100 30 0.021 3140 515 80 0.041 20.0 5040 2270 315 0.113 3780 590 240 0.039 1050 160 65 0.038
10.0 2630 515 85 0.049 1530 200 50 0.033 940 100 30 0.027 2630 515 85 0.049
12.0 2150 405 80 0.047 1300 180 50 0.035 780 80 30 0.026 2150 405 80 0.047 7 7
16.0 1810 360 920 0.050 1000 140 50 0.035 630 65 30 0.026 1810 360 90 0.050 15D 1.0D
20.0 1320 260 85 0.049 760 100 50 0.033 470 50 30 0.027 1320 260 85 0.049
7] /]
7 703D 77,/1.0.08D
2.5D 2.0D 2.5D
0.05D 0.02D % 0.05D
4 k008D k00D 4 k008D
GIVIH3Q EFLUTE 45° HELX LONG LENGTH - SIDE CUTTING RP M=8652 (euimin) Vo= YIS (minin)
4 - . . .
67] 45 iRhEf DI - WskA FEED = #4 (mmimin) Fz=f5t55#44 (mmitoot)
m T

MATERIAL
1

STAINLESS STEELS CAST IRON

T HEk
HARDNESS
B
RENGTH

SRE

0

MATHEL"- | NON-ALLOYED STEELS A% ALLOY STEELS &4 HARDENED STEELS CASTIIRON
ALLOY STEELS &£ HEAT RESISTANT STEELS fit# & 414 ek
HABEE%ESS ~HRc30 HRc30~HRc45 HRc45~HRc55
T%g\)!EGTH ~1000N/mm2 1000 ~ 1500N/mm? 1500 ~ 2000N/mm?
?Z
6.0

2270 480 45 0.035 1700 355 30 0.035 1420 255 25 0.030 2270 480 45 0.035 6. 8820 600 165 0.023 16380 2435 310 0.050
8.0 1700 460 45 0.045 1280 335 30 0.044 1070 245 25 0.038 1700 460 45 0.045 8.0 6620 600 165 0.030 12180 2435 305 0.067
10.0 1360 450 45 0.055 1020 305 30 0.050 860 235 25 0.046 1360 450 45 0.055 10.0 5360 600 170 0.028 9660 2435 305 0.063
12.0 1130 410 45 0.060 860 275 30 0.053 700 215 25 0.051 1130 410 45 0.060 12.0 4410 600 165 0.034 8400 2520 315 0.075
16.0 860 335 45 0.065 640 235 30 0.061 540 175 25 0.054 860 335 45 0.065 16.0 3470 535 175 0.039 6300 2520 315 0.100
20.0 2520 380 160 0.038 5040 2270 315 0.113
1.5D 1.5D 1.5D 7
1.5D
0.01D 0.05D 7 0.01D
oot 0050 o0
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HIGH QUALITY PRODUCTS and
ON TIME DELIVERY for WORLD-WIDE CUSTOMERS

Since 1982, YG-1 has been committed to quality, innovation and the unique customer experience.

Our performance and experience have granted YG-1 the global impression of one of the leading manufacturers of
high quality cutting tool solutions. This global footprint expands over 75 countries, with international logistic centers,
pledging to our customers to give the best service available today - and tomorrow.

EUROPE

B A seGium o= FINLAND B A A Il PORTUGAL gm SLOVENIA =22 THENETHERLANDS
=T~ CROATIA B A rrRANCE g LITHUANIA i A romANIA T SPAIN EM TURKEY
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@3 AUSTRALIA W= |NDONESIA €= MALAYSIA @R 5INGAPORE IE= UNITED ARAB EMIRATES
Bl cHINA % ISRAEL [ PAKISTAN *@. SOUTH KOREA EA VETNAM

IEA HONG KONG ® JAPAN M PHILIPPINES Bl TAIWAN

== INDIA KINGDOM OF SAUDI ARABIA == THAILAND

AMERICAS

E2A BRAZL I*0 canaba s COLOMBIA B:R Mexico @ UNITED STATES
AFRICA

= EGYPT B== SOUTHAFRICA

y 4
I/G YG -1 Co-, LTD- * For the more information on sales network, please contact the head office as below;

YG-1 HEAD OFFICE 211, Sewolcheon-ro, Bupyeong-gu, Incheon, South Korea
Phone:+82-32-526-0909 e-mail :ygl@ygl.kr www.yg1.kr



