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YSELECTION GUIDE

LA AESHIL ¢ with & without coolant Holes

AL RAR TR LSRR HIIT, TeiwafA
Threading Most of Materials and Big Sizes in High Quality, Available with Chamfer

SOLID CARBIDE THREAD MILL

A R ik m
ITEM MODEL DESCRIPTION PAGE
L1111 B & SPUEHISOLH R3] -DIN 13 e
L1211 SOLID CARBIDE THREAD MILL for ISO METRIC INTERNAL THREAD - DIN 13
L1112 TR &SP RS SOL SIS 427271 -DIN 13 516
L1212 SOLID CARBIDE THREAD MILL for ISO METRIC-FINE INTERNAL THREAD - DIN 13
L1113 BB & PR T)-ANS B 1.1 517
L1213 SOLID CARBIDE THREAD MILL for UNC INTERNAL THREAD - ANSI B 1.1
L1114 BT S S TR T 4344 7] -ANS B 1.1 518
L1214 SOLID CARBIDE THREAD MILL for UNF INTERNAL THREAD - ANSI B 1.1
L4111 TP L AR £ PRI SO 4R ) -DIN 13 519
L4211 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE for ISO METRIC INTERNAL THREAD - DIN 13
L4112 PSR LA B A B T S S P e SO R TS e T -DINT S 520
L4212 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE for ISO METRIC-FINE INTERNAL THREAD - DIN 13
] AP AMIT A AR BRSSPI SOLHISEAT] -DIN 13| 5o
L4271 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for ISO METRIC INTERNAL THREAD - DIN 13
L4172 A FS b LA Al AR EE AR S PR 2RI SO A | 2B 14v s T -DIN 13 522
L4272 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for SO METRIC-FINE INTERNAL THREAD - DIN 13
L4173 AT R AR B S A AT B S T1-ANST B 1.1 523
L4273 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for UNC INTERNAL THREAD - ANSI B 1.1
L4174 TE PS Hh L 0/ AR R T BE G2 PRy B R T bR 2R T]-ANSE B 1.1 524
L4274 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for UNF INTERNAL THREAD - ANSI B 1.1
L4176 AR P AT LA R A R S S NPT 7] -ANSL B 1.20.1 525
L4276 SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for NPT THREAD - ANSI B 1.20.1
SEAEEHIEREE 526
PROGRAMMING OF THREAD MILLING
HEEOHEERE 527
RECOMMENDED CUTTING SPEED

@ TH#RZAFEF / Application Program Available

i illi CNC program for Fanuc
Programing of Thread Milling e
@ Internal Thread Milling in Machining Center m G43 H10 Z0. M3 53979
& Fanuc 691600 2-30.5
G41D10 X0. Y-7
[M - Metric ~] GO3 X8.05 Y7. 20.5 R7.068 F279

GO3 X0. Y0, 22, 1-8.05 J0.
16.0 GO3 X-8.05 Y7. 20.5 R7.068
..... 2:00 J GO0 G40 X0. Y-7.
30.0 GO0 227.5
S = safety distance (mm) 0.0 G90 G49 GOO 2200. MS
M30

[ steel. Low Carbon, < 0.25% C. < 400 N/mm2 ~|

IM\ZIZ\ES‘.DZW L1111800

Number of passes, axial 1
Number of passes, radial (max 2) ity

12
34
4
50
0,070
ikt A
ed at thread diameter (mm/min) 1114
ed in center of mill (mm/min) 279 D
T .= time to mill the thread (seconds) ... L. X

B14 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr

/& YG-1CO,, LTD.




CARBIDE

Bk & PSS OAH 4k ] -DIN 13
SOLID CARBIDE THREAD MILL for ISO METRIC INTERNAL THREAD - DIN 13

> FANH| 124 AR Al in, BB HE a4 » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

v

L2

> ER B RS S » Material : Solid Carbide
> HHER:DINGS3E HA » Shank : DIN6535 HA

> ENEREE » Spiral Angle : 15°

> iEE R 2X D » Thread Length : 2x D

B {37 (Unit) : mm

= i E SR o

S e | L
UNCOATED TIiAIN [D] D2
L1111200 L1211200 M3 0.5 2.2 6 5 57 3
L1111240 L1211240 M4 0.7 2.9 6 7 57 3
L1111280 L1211280 M5 0.8 3.8 6 8 57 3
L1111310 L1211310 M6 1.0 4.5 6 13 57 3
L1111360 L1211360 M8 1.25 6.0 6 17.5 65 3
L1111420 L1211420 M10 1.5 7.5 8 21 72 4
L1111500 L1211500 M12 1.75 9.5 10 26.25 80 4
L1111540 L1211540 M14 2.0 10.0 10 30 83 4
L1111600 L1211600 M16 2.0 12.0 12 34 92 4
L1111650 L1211650 M18 2.5 14.0 14 37.5 92 5
L1111700 L1211700 M20 2.5 16.0 16 42.5 105 5

* o BER R ELRER .

Other coatings are available on your request.

THREAD
MILLS
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M F I RS2 PSS OAHI 2R ¥4tk /1 DIN 13
SOLID CARBIDE THREAD MILL for ISO METRIC-FINE INTERNAL THREAD - DIN 13

> FNE 24 A i inE, S HE SRR » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

L2

> Rt B RS2 » Material : Solid Carbide
> HHEE:DINGS3S HA » Shank : DIN6535 HA
> EERE: S » Spiral Angle : 15°

> IR 5X D » Thread Length : 1.5xD

B {37 (Unit) : mm
pilleoy EREE | = PRE :
EDP No Nominal Cutter Shank Thread Over All
. Diameter Diameter | Diameter Length Length
UNCOATED TiAIN [D]

o

L1112370 L1212370 M8 1.0 87 3
L1112380 L1212380 M8 0.75 6.0 6 12.75 57 3
L1112440 L1212440 M10 1.0 8.0 8 16 63 4
L1112510 L1212510 M12 1.8 9.5 10 19.5 72 4
L1112520 L1212520 M12 1.25 9.5 10 18.75 72 4
L1112530 L1212530 M12 1.0 9.5 10 19 72 4
L1112550 L1212550 M14 1.5 10.0 10 22.5 83 4
L1112570 L1212570 M14 1.0 10.0 10 22 83 4
L1112610 L1212610 M16 1.5 12.0 12 25.5 83 4
L1112620 L1212620 M16 1.0 12.0 12 25 83 4
L1112670 L1212670 M18 1.8 14.0 14 28.5 92 5
L1112680 L1212680 M18 1.0 14.0 14 28 92 5
L1112720 L1212720 M20 1.5 16.0 16 31.5 92 S5
L1112730 L1212730 M20 1.0 16.0 16 31 92 5

* TR BRER ETRER .

Other coatings are available on your request.

THREAD
MILLS
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CARBIDE

U N R bl h G- PR B S| $R Sk 1 -ANSE B 1.1
SOLID CARBIDE THREAD MILL for UNC INTERNAL THREAD - ANSI B 1.1

> 5824 BR AR, HE EES S0 » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

L2

> ERH B RS S » Material : Solid Carbide
> HAEB:DINGS3E HA » Shank : DIN6535 HA
> ENERE S » Spiral Angle : 15°

> ISR 2X D » Thread Length : 2xD

k= % :
EDP No. Diameter DiaL:rtiteetLr Diarggtlér Ig:legatﬂ ?_‘é?\rgﬁ:l

UNCOATED TIiAIN [D]

L1113400 L1213400 1/4” 20 4.5 6 57 3
L1113440 L1213440 5/16” 18 5.8 6 65 3
L1113480 L1213480 3/8” 16 7.0 8 20.6 72 4
L1113520 L1213520 7/16" 14 8.0 8 23.6 72 4
L1113560 L1213560 1/2” 13 9.5 10 27.4 80 4
L1113600 L1213600 9/16" 12 10.0 10 31.8 83 4
L1113640 L1213640 5/8” 11 12.0 12 34.6 92 4
L1113700 L1213700 3/4" 10 14.0 14 40.6 104 5

* L BIEE B HIREA .

Other coatings are available on your request.

THREAD
MILLS
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U N BHFia b oo PR i 220 2 B sk J] -ANS B 1.1
SOLID CARBIDE THREAD MILL for UNF INTERNAL THREAD - ANSI B 1.1

> FNE 24 A i inE, S HE SRR » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

L2

> Rt B RS2 » Material : Solid Carbide
> HHEE:DINGS3S HA » Shank : DIN6535 HA
> EERE: S » Spiral Angle : 15°

P IESE XD » Thread Length : 2xD

k= BIFETE iz Vgin Tt
ERENG: gigm:?tglr Diameter '{grr‘e;ﬂ ?_‘é?\;ﬁ:l

UNCOATED TiAIN [D]

L1114420 L1214420 1/4” 28 5.0 6 13.6 57 3
L1114460 L1214460 5/16" 24 6.0 6 16.9 65 3
L1114500 L1214500 3/8” 24 8.0 8 20.1 72 4
L1114540 L1214540 7/16” 20 8.0 8 24.1 72 4
L1114580 L1214580 1/2" 20 10.0 10 26.7 80 4
L1114620 L1214620 9/16" 18 12.0 12 29.6 83 4
L1114660 L1214660 5/8” 18 12.0 12 33.9 92 4
L1114720 L1214720 3/4" 16 14.0 14 39.7 104 5

* TRIBLEERENREA .

Other coatings are available on your request.

THREAD
MILLS
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AP B &2 RS ISOA HilER Sk J]-DIN 13
SOLID CARBIDE THREAD MILL WITH COOLANT HOLE for ISO METRIC INTERNAL THREAD - DIN 13

> F AR B4 AR AR, SR ES 20 HRR A

CARBIDE

» Easy to cut threads even if exotic materials like Nickel, Titanium
or their alloys.

L2

> Rt EHE RS s
> HAEB:DINGS3E HA

» Material : Solid Carbide
» Shank : DIN6535 HA

> ERERRE S » Spiral Angle : 15°
> ISR 2X D » Thread Length : 2x D
B {3 (Unit) : mm
FI iz e T
Shank Thread Over All
EDP No. Diameter Length Length
UNCOATED TiAIN [D]
L4111310 L4211310 M6 1.0 4.5 6 13.0 3
L4111360 L4211360 M8 1.25 6.0 6 17.5 3
L4111420 L4211420 M10 1.5 7.5 8 21.0 4
L4111500 L4211500 M12 1.75 9.5 10 26.25 4
L4111540 L4211540 M14 2.0 10.0 10 30.0 4
L4111600 L4211600 M16 2.0 12.0 12 34.0 4
L4111700 L4211700 M20 2.5 16.0 16 42.5 105 5

* TLRIEEBHIRER .

Other coatings are available on your request.

/& YG-1CO, LTD.

phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr « §419
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 Plrel i FLREEE B &2 P S0 SO LS ST E5c Rk J1DINT3
SOLID CARBIDE THREAD MILL WITH COOLANT HOLE for 1S0 METRIC-FINE INTERNAL THREAD - DIN 13

> FNE 24 A i inE, S HE SRR » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

Z
P

D2 — I ﬁlm
L]

L2

> Rt B RS2 » Material : Solid Carbide
> HHEE:DINGS3S HA » Shank : DIN6535 HA
> EERE: S » Spiral Angle : 15°

> IR 5X D » Thread Length : 1.5xD

B {37 (Unit) : mm

2SS BFFELE $E -
EDP No Nominal Cutter Shank Thread Over All
. Diameter Diameter | Diameter Length Length
UNCOATED TiAIN [D]

o

L4112370 L4212370 M8 1.0 6.0 6 13.0 87 3
L4112380 L4212380 M8 0.75 6.0 6 12.75 57 3
L4112440 L4212440 M10 1.0 8.0 8 16.0 63 4
L4112510 L4212510 M12 1.8 9.5 10 19.5 72 4
L4112520 L4212520 M12 1.25 9.5 10 18.75 72 4
L4112530 L4212530 M12 1.0 9.5 10 19.0 72 4
L4112550 L4212550 M14 1.5 10.0 10 22.5 83 4
L4112570 L4212570 M14 1.0 10.0 10 22.0 83 4
L4112610 L4212610 M16 1.5 12.0 12 25.5 83 4
L4112620 L4212620 M16 1.0 12.0 12 25.0 83 4
L4112670 L4212670 M18 1.8 14.0 14 28.5 92 5
L4112680 L4212680 M18 1.0 14.0 14 28.0 92 5
L4112720 L4212720 M20 1.5 16.0 16 31.5 92 S5
L4112730 L4212730 M20 1.0 16.0 16 31.0 92 5

* TR BRER ETRER .

Other coatings are available on your request.

THREAD
MILLS
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L4171 SERIES UNCOATED
CARBIDE

“4 e —

A PR T A R R G2 S5 IS0 Bask 7] -DIN 13
SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for IS0 METRIC INTERNAL THREAD - DIN 13

> FANH| 124 AR Al in, BB HE a4 » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

L2

> Fitk B e » Material : Solid Carbide
> HHEE:DINGSIS HA » Shank : DIN6535 HA
> ENERE S » Spiral Angle : 15°
> IR OX D » Thread Length : 2xD
B {3 (Unit) : mm
: Thread Over All
EDP No. Diameter Length Length
UNCOATED TIAIN [D]
L4171310 L4271310 M6 1.0 4.8 8 12.4 Q0° 3
L4171360 L4271360 M8 1.25 6.5 10 16.8 90° 3
L4171420 L4271420 M10 1.5 8.2 12 20.15 90° 4
L4171500 L4271500 M12 1.75 9.9 14 25.25 Q0° 4
L4171540 L4271540 M14 2.0 11.6 16 28.85 100 0° 4
L4171600 L4271600 M16 2.0 13.6 18 32.85 102 90° 4

* TLRIEEBHIRER .

Other coatings are available on your request.

THREAD
MILLS
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y / I —
caraioe /g L4272 senes oA

M AP AT LA A R A B -2 P ERE RIS B T2k J)-DIN 13

UNCOATED
L4272 snes

SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for SO METRIC-FINE INTERNAL THREAD - DIN 13

> S H| 184y FR AR AR, 5B HA SRR AR » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

e —— D{_ I
\/

L2

> R B RS » Material : Solid Carbide —p
> HHER:DINGSAS HA » Shank : DIN6535 HA Lo
> IERER 5 » Spiral Angle : 15°
> IR 5X D » Thread Length : 1.5xD
B {37 (Unit) : mm
S SEL 7 e i
EDP No. ( _Shank Thread Over All
Diameter Diameter | Diameter Length Length
UNCOATED TiAIN [D]
L4172370 L4272370 M8 1.0 6.7 10 12.4 74 90° 3
L4172430 L4272430 M10 1.25 8.3 12 15.9 80 90° 4
L4172440 L4272440 M10 1.0 8.7 12 15.4 80 9Q0° 4
L4172510 L4272510 M12 1.5 10.0 14 18.65 90 90° 4
L4172520 L4272520 M12 1.25 10.3 14 18.3 80 90° 4
L4172530 L4272530 M12 1.0 10.7 14 18.4 90 90° 4
L4172550 L4272550 M14 1.5 12.0 16 21.65 100 90° 4
L4172610 L4272610 M16 1.5 14.0 18 24.65 102 90° 5

* TRIBLEERENREA .

Other coatings are available on your request.

THREAD
MILLS

B22 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr 4G YG-1CO,LTD.



L41 73 SERIES UNCOATED
CARBIDE

4 ——————

U N WP AT A RO &2 RS R T - ANSL B 11

SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for UNC INTERNAL THREAD - ANSI B 1.1

> 5824 BR AR, HE EES S0 » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

> ERH B RS S » Material : Solid Carbide
> HAEB:DINGS3E HA » Shank : DIN6535 HA
> ENERE S » Spiral Angle : 15°

> ISR 2X D » Thread Length : 2xD

B {3 (Unit) : mm

pill = BIFEE| Z 7 ] 42 T

Anl e Diameter Igfr\egatg ?_:z;ﬁ:l
UNCOATED TiAIN [D]
L4173400 | L4273400 1/4" 20 4.8 8 13.3 90° 3
L4173440 @ L4273440 5/16" 18 6.2 10 16.18 90° 3
L4173480 | L4273480 3/8" 16 7.6 12 19.8 90° 4
L4173520 @ L4273520 @ 7/16B" 14 8.9 12 22.62 90° 4
L4173560 | L4273560 1/2" 13 10.3 14 26.32 90° 4
L4173600 @ L4273600 @ 9/16" 12 11.7 16 30.63 100 Qo° 4
L4173640 | L4273640 5/8" 11 13.1 18 33.41 102 a0° 4
L4173700 @ L4273700 3/4" 10 16.0 20 39.29 110 =[a); 5

* L BIEE B HIREA .

Other coatings are available on your request.

THREAD
MILLS
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L4274 s:res ol
U N AP b A i et - R s 0 T 85k /) -ANSH B 1.1

W UNCOATED
-

SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for UNF INTERNAL THREAD - ANSI B 1.1

> FNE 24 A i inE, S HE SRR » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

e —— D{_ I
\/

L2

> Rt B RS2 » Material : Solid Carbide
> HHEE:DINGS3S HA » Shank : DIN6535 HA
> EERE: S » Spiral Angle : 15°

P IESE XD » Thread Length : 2xD

B {37 (Unit) : mm
Thread Over All
EDP No. Diameter Length Length
TiAIN [D]

UNCOATED

L4174420 | L4274420 1/4" 28 5.1 8 13.21 3
L4174460 | L4274460 | 5/16" 24 6.5 10 16.37 3
L4174500 | L4274500 3/8" 24 8.1 12 19.54 4
L4174540 | L4274540 | 7/16" 20 9.4 12 22.19 4
L4174580 | L4274580 1/2" 20 11.0 14 26 4
L4174620 | L4274620 | 9/16" 18 12.4 16 28.88 100 90° 4
L4174660 | L4274660 5/8" 18 14.0 18 33.12 102 90° 5
L4174720 | L4274720 3/4" 16 17.0 20 38.86 110 90 5

* TRIBLEERENREA .

Other coatings are available on your request.

THREAD
MILLS
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L4176 scres i
= :
Eacimresomis B =
N P T S b o A R A R R S 2 NPTERET] -ANST B 1.20.1

SOLID CARBIDE THREAD MILL WITH COOLANT HOLE & CHAMFER for NPT THREAD - ANSI B 1.20.1

> 5824 BR AR, HE EES S0 » Easy to cut threads even if exotic materials like Nickel, Titanium

or their alloys.

|

> ERH B RS S » Material : Solid Carbide
> HAEB:DINGS3E HA » Shank : DIN6535 HA
> ENERE S » Spiral Angle : 15°

> IR 9X P » Thread Length : 9 X P

B {3 (Unit) : mm
£ A E 7 . i <

Thread Over All
EDP No. Diameter P. Length Length

UNCOATED TiAIN [D]

L4176020 | L4276020 @ NPT1/186" 27 5.9 10 =[a) 3
L4176200 @L4276200 | NPT1/8" 27 7.8 12 . =[a 4
L4176400 @ L4276400 | NPT1/4" 18 10.05 16 13.4 81 Qo° 4
L4176480 @ L4276480 | NPT3/8" 18 13.45 18 13.4 81 =[a); 4

* T BER fRBTREEA .

Other coatings are available on your request.

THREAD
MILLS

%G YG-1CO, LTD. phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mailyg1@ygl.kr - 525



CARBIDE

THREAD
MILLS

7

HEFRIYIEEAMR
RECOMMENDED CUTTING CONDITIONS

o ehiltets
PROGRAMMING OF THREAD MILLING

I2F3418 / Program Data
|
EHEENGHAS / G Codes for Thread Milling

G90
G91
M03
Mo5
M08

N < X

GO0 iy

Fast Feed Linear
G01 Bz

Linear Movement
G02 Bl Bhedrh Cow

Circular/Helical Interpolation C.W.
G03  EEMFuiEAEfEL AC.w

Circular/Helical Interpolation A.C.W.
G17 Xy TEEENNT)

X, Y Plane (Vertical Machining)
G18  Z, xFmekFND)

Z, X Plane (Horizontal Machining)
G19 v ZTmEdEAse” k)

Y, Z Plane (Using 90° Head)
G40 T EAP4EiMEHRH

Cutter Radius Compensation Cancel
Gl ) EAEEIME _

Cutter Radlgs Compensation Left
G42  J1BPEEGME

Cutter Radius Compensation Right
G43  JIBKREEiME _

Tool Length Compensation Plus
G49  J1BfREMEENH

Tool Length Compensation Cancel

m o <«

FiEPIEsEkll / CNC Internal Thread Milling
|

G54 G90 G00 Xe-- Y- Z2 T

G91 GO0 Z----(A3+2)

G41 GO01 D26 X---(AB) Y---(A5) F---

G03 X----(A6) Y---(AB) Z---(A4) I----(A6) JO

G03 X0 YO0 Z--(A2) 10 J----(A1)

G03 X----(AB) Y----(AB) Z---(A4) 10 J----(AB)

G00 G40 X---(AB)  Y----(A5)

GO0 Z---(A7)

G90 G49 GO0 Z200 M5

M30

3N et E Ligna

Explanation of Parameters %EEE 7

A1: 12 i FRESEER 1420 Starting  Advanced
1/2 Nominal Thread Diameter 1/2D Position  tool to full

A2: ﬁ%%ﬂﬁ Thread depth
Thread Pitch

A3 $BEnR R
Thread Depth

A4 1/4P BBAERHIFOAREREY)

A5:
A6 :
AT :
T1:

1/4P(for climb milling and right-hand thread)
MEEEFFF S 0.51P

Beginning of Contour in Y 0.5xP
B Lk (A1-45)

Arc Off (A1-A5)

A3+2-0.5P

A3+2-0.5P
RS H RS T RE TR TR

Cutter radius to be programmed is

et

Absolute Command

EEsS

Incremental Command

I Bt HimkE Sk

Clockwise Rotation of Spindle
THEIFIE

Spindle Stop

I

Coolant On

AEI=R =01

Horizontal Co-ordinate

A EI=R =015

Horizontal Co-ordinate

&l [are e

Vertical Co-ordinate
SEEEP s ¥R

X Co-ordinate to Center of Arc Travel
B BRIt R R
Y Co-ordinate to Center of Arc Travel
THpsE

Spindle Speed R.P.M.

BEiE 1o

Feed mm/min

S MO03

Internal
(Center-line Path)

AR Bl BUliFE  RE R
sl &

Tangential Thread Arc off Rapid Back

Approach Milling to start
position

nomally included in the tool memory

526 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr

/& YG-1CO,, LTD.



7o

HEFBIYIEIE
RECOMMENDED CUTTING CONDITIONS

CARBIDE

1Tl ed i

RECOMMENDED CUTTING SPEED

Cutting Speed
(m/min)

B 4{iz(Unit) : mm

Feed per Tooth (fz)

Cutter Diameter Cutter Diameter
<@8s. >@8.0
Sz e i
Low Carbon Steels 80-120 0.02 - 0.04 0.04 -0.10
Medium Carbon Steels
=Sl
High Carbon Steels 80 - 120 0.02 -0.04 0.04 -0.10
=g
Alioy Steels 80-120 0.02 -0.04 0.04 -0.10
k38 54
Heat Treated Steels 60 - 100 0.02 -0.04 0.04 -0.10
T
Stainless Steels 40 - 80 0.01 - 0.02 0.02 - 0.06
R
Cast Iron 50 - 100 0.02 - 0.04 0.04 -0.10
EEESEHEE
Chrome-Nickel Alloys 20 - 60 0.01 - 0.02 0.02 - 0.06
Titanium Alloys
B
Non Ferrous Materials 100 - 300 0.03 - 0.07 0.05-0.10
TR A G
TO CALCULATE SPEED & FEED RATES
WHEJBEE N : g
Calculate R.P.M of cutter RPM
| Vo HEEEIVIRIESF
_ 1000 XV Recommended Cutting Speed
dxr d : JJAMEE THREAD
Diameter of Cutter MILLS
Fq: H1HIDBTHES
x " Feed at Cutting Edge
E-ESE i g _ fz: HeEEties
Calculate Feed per Revolution Recommended Feed per Tooth
| Z : i
Fi=fzxZxN Number of Teeth
Fo: s iANBER#Hs
o= e . . Feed at Center Line of Cutting
ot H TR LEGiES _ D : EEMEEERE
Finally Calculate Feed at Tool Center Line Major Diameter of Component
F,> (D -d)
Fo=————
D

/& YG-1CO, LTD.

phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mailyg1@ygt.kr - 527



K-2
CARBIDE

SPADE CARBIDE

CARBIDE
DRILLS  pss

DRILLS

Challenge toward a Global Leader-

YG-1 Leads the World Market.




TECHNI
DATA




TECHNICAL
DATA

7

CARBIDE

SUPER CUTTING TAPS

YG-1 YHIRE R
YG-1 YH LIMIT SYSTEM

YGH* ﬁﬁ;—%ﬁk%ﬁﬂﬁ%&#?ﬁﬁﬁ e v HEERE (75 AZER & (R IAES & R THEHFR 2258
{E .

YG-1 applies a unique system of tap pitch diameter limits. We call it the YH limits system. Using the step
method, you can select the best tap pitch diameter limits to match your work condition.

YHIERE, ARS8y G-IRZHERTEA MEVEDT .

YH limit Most of Y.G-1's taps use this limit system. The limits calculated as follows;

(C 1. Up to 0.6P (40TPI) D) C 2. Above 0.7P (36TPI) )

upper limits : 10um+15,m X n upper limits : 20zm X n
lower limit : (upper limits) - 15um lower limit : (upper limits) - 20um
n=YH No. n=YH No.
ANM3X05 / Example M3X0.5
JIS LIMITS YH LIMITS INTERNAL THREAD
S +120 —|
=
g +100
g +100 —
) +85 | YH6
+80 —| +70 \YHS
+60 —
+40 — +35
+25
+20 —| +18 +1O+15
.
S a0 +10
basic pitch dia. 0

I,

-6

#AnM10¢1.5 / Example M10x 1.5

JIS LIMITS YH LIMITS INTERNAL THREAD

+210 i N

+140 —

+120 —

(w)eip youd

TECHNICAL

+100 —
DATA

+80 —|

+60 —

+40 —|

+20 —

basic pitch dia. @
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YG-1 GHFE R
YG-1 GH LIMIT SYSTEM

v G-I Rz G HIEE A5 FEE-2H81 2. 7umBIE 2T E Y.
YG-1's fluteless taps are described by the GH limit system. The limits are established by increments of
12.7 um.

{ANM3 X 05 / Example M3x0.5

JIS LIMITS GH LIMITS INTERNAL THREAD

+160 — i
+150 —

+140 GHL2
+140 —
+130 — +127 GHLL
+120 — +114 |GH10

+110 — +101

+100 — —x
+89 recommended for class 3
+90 —j
+80 — +77

+70 —
+60 —
+50 —
+40 —
+30 —
+20 —
+10 —
basic pitch dia. 0

(w)e1p youd

€ ssep

recommended for class 2

Zsse

T sse|D

recommended for class 1

{AIM10Xx 1.5 / Example M10X 1.5

JIS LIMITS GH LIMITS INTERNAL THREAD

+210 j\/ ‘j

+160 — i

+150 — .
recommended
for class 3

+140 —]
+130 —
+120 —
+110 —
+100 —
+90 —
+80 —
+70 —
+60 —
+50 —
+40 —
+30 —
+20 —
+10 —
basic pitch dia. 0

(w)e1p youd

€ ssen

TECHNICAL

recommended
for class 2

DATA

¢ Sse|D

recommended
for class 1

+
w
©

T sse|D

+13
0 GH1

4G YG-1CO, LTD. phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mailyg1@ygl.kr - 531
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DATA SUPER CUTTING TAPS
8T A girsv iy
RECOMMENDED TAPPING SPEEDS
Heir ek

RECOMMENDED TAPPING SPEED AND CUTTING FLUIDS

%Eﬁ;%%%ﬁﬁﬁﬂlﬁlﬁﬁﬁfﬂﬂ%ﬁ SHEME, MEAREERIEEEILRT, ITHER-HatlEEE e & EassE
S, A hRiiss B R YEER - EEEE

This chart shows the recommended tapping speeds and cutting fluids. Tap material, type of tap chamfer length, dimension
of drill hole, work materials and cutting fluids are important factors for determining suitable tapping speed.
Lubrication, cooling capability and adhesion Resistance are the three important factors effecting cutting fluid.

TAPPING SPEED (m/min)
CUTTING
WORK MATERIALS GUN STRAIGHT |FLUTELESS| SOLID PIPE FLUIDS
FLUTED TAP POINTED TAP | FLUTED TAP TAP CARBIDE TAP] TAP
LOW CARBON
=C0.2¢% 8~13 15 ~ 25 8~ 13 8~13
STEELS =C0.2%
MEDIUM CARBON
STEELS C0.25~040% | 7 ~12 10~ 15 7~12 7 ~10 — 3~6
plesl(EazEN] >0045% | 6~9 | 8~13 | 6~9 | 5~8 — 2.5
STEELS Sulfochlorinated
Oil (Active Type)
ALLOY STEELS SCM 7 ~12 10~ 15 7 ~12 5~8 - 2~5 Tappmg Paste EP
Additive
HARDENED 3~5 4~6 3~5 Non-Water-Soluble
STEELS HRc25~40 | 4.8 | B~10) @ (4~8) - - 2~5 | cutting Fluid
(Emulsion Type)
STANLESS SUS 5~8 8~ 13 4~7 ~10 — ~10
STEELS
TOOL STEELS SKD 6~9 7 ~10 6~9 = — 2~5
CAST STEELS SC 6~11 10~ 15 6 ~11 — — 2~5
Water-Soluble
GAST IRON FC — — 10~ 15 — 10~20 | 2~5 |Cying
HIGH TENSION Fluid [Emulsmsn Type)
- - - _ - - Non-Water-Soluble
CAST IRON FCD 7~12 10 ~ 20 7~12 10 ~ 20 4~8 Cutting Fluid
COPPER Cu 6~11 7 ~12 6~9 7 ~12 10 ~ 20 2~5
BRASS
BRASS CASTING Bs, BsC 10 ~ 20 15 ~ 25 10~ 15 7 ~12 15 ~ 25 5~10
BRONZE
PB, PBC B~11 | 10~20 | 6~11 | 7~12 | 10~20 | B~11 |NonWaterSoluble
iESI\N/"ZSUC'GSﬂNG Cutting Fluid
& ~ ~ - . (Inactive Type)
ROLLED STEELS AL 10 ~ 20 15 ~ 25 10 ~ 20 10 ~ 20 — 5~10 WaterSoluble
Cutting Fluid
ALUMINUM d
10~ 15 15 ~ 20 10~ 15 10~ 15 ~ 10 ~ 15 |(Emulsion Type)
ALLOY CASTING Sep 10~ 20
MAGNESIUM
7 ~12 10~ 15 7 ~12 = ~ 10~ 15
ALLOY CASTING MC 10~20
ZINC ALLOY
7~12 10~ 15 7~12 7 ~12 ~ 10~15
CASTING ZDC 10 ~ 20
THERMOSETTING BAKELITE - . 10 ~ 20 _ 15 ~ 25 5~ 10 |Water-Soluble
PLASTIC PHENOL, EPOXY Cutting Fluid
Mist Lubrication
THERMOPLASTIC V'NYklg'L"OLSR'DE 10~15 | 10~20 @ 10~20 — 10~20 | 5~10 |Air Gooling, Dry
| SRRty BRI, THET.
o ERRR LI, BEE R
3. (SRS Hes PMASERHES

1. These are general recommendations which depending upon conditions, may be altered.

2. To select the best taps, please see Tap Recommended Table.

3. (

)=recommendation for HSS—PM taps.

532 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr
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DATA SUPER CUTTING TAPS
e 22 e FLR T
RECOMMENDED TAP DRILL SIZES

anihilesy

FOR METRIC THREADS

m-m HesasEe ﬂ%
M2 x 0.4 1.60 1.679 1.567 M12 Xx 11.50 11.520 11.400
M2 x 0.25 1.75 (1.788) (1.729) M14 X 2 12.00 12.210 11.835
M2.2 x 0.45 1.75 1.838 1.713 M14 <X 1.5 12.50 12.676 12.376
M2.2 x 0.25 1.95 (1.985) (1.929) M14 %< 1 13.00 13.153 12.917
M2.2 x 0.4 1.90 1.979 1.867 M15 X 1.5 13.50 13.673 13.376
M2.3 x 0.25 2.05 2.061 2.001 M15 X 1 14.00 14.153 13.917
M2.5 x 0.45 2.10 2.138 5.013 M16 x 2 14.00 14.210 13.835
M2.5 x 0.35 2.20 2.221 2.121 M16 X 1.5 14.50 14.676 14.376
M2.6 x 0.45 2.20 2.238 2.113 M16 X< 1 15.00 15.153 14.917
M2.6 X 0.35 2.20 2.246 2.186 M17 X 1.5 15.50 15.676 15.376
M3 x 0.5 2.50 2.599 2.459 M17 X< 1 16.00 16.153 15.917
M3 x 0.35 2.70 2.721 2.621 M18 x 2.5 15.50 15.744 15.294
M3.5 x 0.6 2.90 3.010 2.850 M18 x 2 16.00 16.210 15.835
M3.5 x 0.35 3.20 3.221 3.121 M18 X 1.5 16.50 16.676 16.376
M4 x 0.7 3.30 3.422 3.242 M18 X< 1 17.00 17.153 16.917
M4 x 0.5 3.50 3.599 3.459 M20 x 2.5 17.50 17.744 17.294
M4.5 X 0.75 3.80 3.878 3.688 M20 x 2 18.00 18.210 17.835
M4.5 x 0.5 4.00 4.099 3.959 M20 X 1.5 18.50 18.676 18.376
M5 x 0.8 4.20 4.334 4.134 M20 X< 1 19.00 19.153 18.917
M5 x 0.5 4.50 4.599 4.459 M22 x 2.5 19.50 19.744 19.294
M6 X 1 5.00 5.153 4.917 M22 x 2 20.00 20.210 19.835
M6 x 0.75 5.30 5.378 5.188 M22 x 1.5 20.50 20.673 20.376
M6 x 0.5 5.50 5.550 5.400 M22 < 1 21.00 21.153 20.917
M7 X 1 6.00 6.153 5.917 M24 < 3 21.00 21.252 20.752
M7 x 0.75 6.30 6.378 6.188 M24 < 2 22.00 22.210 21.835
M7 x 0.5 B6.50 6.550 6.400 M24 < 1.5 22.50 22.676 22.376
M8 x 1.25 6.80 6.912 6.647 M24 < 1 23.00 23.153 22.917
M8 X 1 7.00 7.153 6.917 M25 x 2 23.00 23.210 22.835
M8 x 0.75 7.30 7.378 7.188 M25 X 1.5 23.50 23.676 23.376
M8 x 0.5 7.50 7.520 7.400 M25 X 1 24.00 24.153 23.917
M9 x 1.25 7.80 7.912 7.847 M26 X 1.5 24.50 24.676 24.376
M9 X 1 8.00 8.153 7.917 M27 < 3 24.00 24.252 23.752
M9 x 0.75 8.30 8.378 8.188 M27 x 2 25.00 25.210 24.835
M10 X 1.5 8.50 8.676 8.376 M27 X 1.5 25.50 25.676 25.376
M10 x 1.25 8.80 8.912 8.647 M27 < 1 26.00 26.153 25.917
M10 X< 1 9.00 9.153 8.917 M28 x 2 26.00 26.210 25.835
M10 Xx 0.75 9.30 9.378 9.188 M28 x 1.5 26.50 26.676 26.376
M10 x 0.5 9.50 9.520 9.400 M28 < 1 27.00 27.153 26.917
M11 X 1.5 9.50 9.676 9.376 M30 x 3.5 26.50 26.771 26.211 TECHNICAL
M11 X 1 10.00 10.153 9.917 M30 <X 3 27.00 27.252 26.752 DATA
M11 X 0.75 10.30 10.378 10.188 M30 x 2 28.00 28.210 27.835
M12 x 1.75 10.30 10.441 10.106 M30 X 1.5 28.50 28.676 28.376
M12 X 1.5 10.50 10.676 10.376 M30 X< 1 29.00 29.153 28.917
M12 X 1.25 10.80 10.912 10.647 M32 x 2 30.00 30.210 29.835
M12 <X 1 11.00 11.153 10.917 M32 X 1.5 30.50 30.676 30.376
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AT L 28
FOR METRIC THREADS

P | S—TICTIE | [Ty ST —

M33 X 3.5 29.50 29.771 29 211 38.00 38.270 37.670
M33 x 3 30.00 30.252 29.752 M42 X 3 39.00 39.252 38.752
M33 x 2 31.00 31.210 30.835 M42 x 2 40.00 40.210 39.835
M33 X 1.5 31.50 31.676 31.376 M42 X 1.5 40.50 40.676 40.376
M35 % 1.5 33.50 33.676 33.376 M45 x 4.5 40.50 40.799 40.129
M36 X 4 32.00 32.270 31.670 M45 X 4 41.00 41.270 40.670
M36 x 3 33.00 33.252 32.752 M45 x 3 42.00 42.252 41.752
M36 x 2 34.00 34.210 33.835 M45 x 2 43.00 43.210 72.835
M36 X 1.5 34.50 34.676 34.376 M45 x 1.5 43.50 43.676 73.376
M38 x 1.5 36.50 36.676 36.376 M48 X 5 43.00 43.297 42.587
M39 % 4 35.00 35.270 34.670 M48 x 4 44.00 44.270 43.670
M39 x 3 36.00 36.252 35.752 M48 x 3 45.00 45.252 44.752
M39 x 2 37.00 37.210 36.835 M48 x 2 46.00 46.210 45.835
M39 X 1.5 37.50 37.676 37.376 M48 x 1.5 46.50 46.676 46.376
M40 x 3 37.00 37.252 36.752 M5S0 x 3 47.00 47.252 46.752
M40 x 2 38.00 38.210 37.835 M50 x 2 48.00 48.210 47.835
M40 x 1.5 38.50 38.676 38.376 M50 x 1.5 48.50 48.676 48.376
M42 X 4.5 37.50 37.799 37.129

1: JISEBPEEEME B (A D120s EEAEE ECYE TRATRR - J 1o 2R P FRFETE

D1 : Minor diameter of JIS calss internal thread. But, the minor diameter D1 shown in ( ) are of JIS class 1 internal
threads because their nominal sizes are not specified in JIS Class 2.

b2y
FOR UNIFIED THREADS

or i Drilsize | Difmm |
e eS| om) [ wax | win |

#2 -56UNC | 1.80 1 871 ’I.895 1/4 -28UNF | 550 5.588 | 5.360
#2 -BAUNF  1.85 1.972 | 1.756  1/4 -32UNEF  5.60 5.690 | 5.486
#3 -48UNC | 2.10 2146 | 1.941 5/16-18UNC | 6.60 6.731 6.401
#3 -56UNF | 2.10 2197 | 2.025 5/16-24UNF  6.90 7.035 | 6.782
#4 -40UNC | 2.30 2.385 | 2.157 5/16-32UNEF  7.10 7.264 | 7.087
#4 -48UNF | 2.40 2.458 | 2.271 3/8 -16UNC  8.00 8.153 | 7.798
#5 -40UNC  2.60 2697 | 2487 3/8 -24UNF  8.50 8.636 | 8.382
#5 -44UNF = 2.70 2740 | 2,551 3/8 -32UNEF  8.70 8.865 | 8.661
#6 -32UNC | 2.80 2.895 | 2.642 7/16-14UNC | 9.40 9.550 | 9.144
2o\ #6 -40UNF | 2.90 3022 | 2820 7/16-20UNF = 9.90 | 10.033  9.729
DATA #8 -32UNC | 3.40 3530 | 3.302 7/16-28UNEF 10.20 | 10.338 @ 10.135
#8 -3BUNF = 3.50 3.606 | 3.404 1/2 -13UNC @ 10.80 | 11.023  10.592
#10 -24UNC | 3.90 3.962 | 3.683 1/2 -20UNF | 11.50 | 11.607 | 11.329
#10 -32UNF | 4.10 4165 | 3963 1/2 -28UNEF  11.80  11.938 | 11.709
#12 -24UNC | 4.50 4597 | 4.344 9/16-12UNC | 12.20 | 12.446 | 11.989
#12 -28UNF | 4.60 4.724 | 4.496 9/16-18UNF 12,90  13.081 12.751
#12 -32UNF | 4.70 4.826 | 4.623 9/16-24UNEF  13.20 & 13.386 | 13.132
1/4 -20UNC | 5.10 5257 | 4979 5/8 -11UNC | 13.60 | 13.868 | 13.386
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¥y
FOR UNIFIED THREADS
e T g

5/8 - 18 UNF 14.50 14.681 14.351 1%x1/4 - 8 UN 28.50 28.956 | 28.321
5/8 -24 UNEF| 14.80 14.986 14.732 1x3/8 - 6 UNC 30.80 31.115 | 30.353
3/4 -10 UNC 16.50 16.840 | 16.307 1x3/8 -12 UNF 32.80 33.096 | 32.639
3/4 - 16 UNF 17.50 17.678 17.323 1x%x3/8 -18 UNEF| 33.50 33.731 33.401
3/4 -20UNEF| 17.80 17.958 17.678 1x%x3/8 - 8 UN 31.80 32.131 31.496
7/8 - 9 UNC 19.50 19.761 19.177 1x1/2 - 6 UNC 34.00 34.290 | 33.528
7/8 - 14 UNF 20.50 20.675 | 20.270 1x1/2 -12 UNF 36.00 36.271 35.814
7/8 -20 UNEF | 21.00 21.133 | 20.853 1x1/2 -18 UNEF| 36.50 36.881 36.576

1 - 8 UNC 22.20 22.606 | 21.971 1x1/2 - 8 UN 35.00 35.306 | 34.671
1 -12 UNF 23.20 23.571 23.114 1x5/8 -18 UNEF| 39.80 40.081 39.751
1 -20 UNEF | 24.00 24.308 | 24.028 1x5/8 - 8 UN 38.20 38.481 37.846

1%x1/8 - 7 UNC 25.00 25.349 | 24.638 1x5/8 -12 UN 39.20 39.446 | 38.989
1%x1/8 - 12 UNF 26.50 26.746 | 26.283 1x3/4 - 5 UNC 39.50 39.827 | 38.964
1x1/8 -18 UNEF | 27.20 27.381 27.051 1%x3/4 - 8 UN 41.20 41.656 | 41.021

1*x1/8 - 8 UN 25.50 25.781 25.146 1x%x3/4 -12 UN 42.20 42.621 42.164
1*1/4 - 7 UNC 28.20 28.524 | 27.813 2 - 4x1/2UNC 45.20 45.593 | 44.679
1x1/4 - 12 UNF 29.50 29.921 29.464 2 - 8UN 47.80 48.006 | 47.371
1%x1/4 -18 UNEF| 30.20 30.556 | 30.226 2 -12 UN 48.50 48.971 48.514

D1 : PRS- ME.
P UNC FOUNFI2E:, 178015 2BER
FTUMNEFFOUNIEESY, 3588 ANSI B1, 12 2EER.
D1 : Minor diameter of internal thread.
For UNC and UNF threads, according to JIS Class 2B ;
For UNEF and UN threads, according to ANSI B1.1 Class 2B

ARy
FOR WHITWORTH THREADS

. Drill Size (mm) . Drill Size (mm)
Thread Size Thread Size

| A | B | | A | B |
W1/8 - 40 2.65 2.60 W7/8 - 9 18.50 19.30
WwW5/32 - 32 3.25 3.20 W1 - 8 22.40 22.00
W3/16 - 24 3.75 3.70 W1x1/8 - 7 25.00 24.80
W1/4 - 20 5.10 5.00 W1x1/4 - 7 28.30 28.00
W5/16 - 18 6.60 6.50 W1x3/8 - 6 30.50 30.30
w3/8 - 16 8.00 7.90 W1x1/2 - 6 33.80 33.50
W7/16 - 14 9.40 9.30 W1x5/8 - 5 36.00 35.70
W1/2 - 12 10.70 10.50 W1x3/4 - 5 39.20 39.00
we/16 - 12 12.30 12.00 W1x7/8 - 4x1/2 41.80 41.50 TECHNICAL
w5/8 - 11 13.70 13.50 wea - 4x1/2 45.00 44.70 DATA
W3/4 - 10 16.70 16.50

B AR LA R 2R TAITILE © 7 BIR ~H A i PR DRy L AL R~ _
Generally the tap drill sizes in column A are used for producing holes ; When holes tend to be cut oversized the tap drill
sizes in column B should be Selected.
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n 3

PREEEEL
PT TAPER PIPE THREADS

Internal Thread Minor|Internal Thread Minor

Dia. on [Min] Length | Dia. on [Min] Gauge
Thread Size With Reaming Without Reaming of Uséfm 'l]'hrea?i [Min] :
Before Tapping Before Tapoping (mm)

PT 1/16 6.10 6.20 6.244 6.384
PT 1/8 - 28 8.10 8.20 8.249 8.388
PT 1/4 - 19 10.70 11.00 10.962 11.174
PT 3/8 - 19 14.20 14.50 14.448 14.658
PT 1/2 - 14 17.60 18.00 17.979 18.263
PT 3/4 - 14 23.00 23.50 23.378 23.663
PT 1 - 11 29.00 29.50 29.459 29.822
PT1x1/4 - 11 37.50 38.00 37.976 38.339
PT1x1/2 - 11 43.40 44.00 43.869 44.232
PT 2 - 11 54.90 55.50 55.412 55.844
PS EJEERL

PS STRAIGHT PIPE THREADS

Thread Size % Thread Size

PS 1/16 - 28 B6.50 B6.632 6.490 PS 3/4 -14 24.00 24.259 23.975
PS 1/8 - 28 8.50 8.637 8.495 PS 1 -11 30.20 30.471 30.111
PS 1/4 -19 11.40 11.549 11.341 PS1x1/4 -11 38.80 39.132 38.772
PS 3/8 -19 15.00 15.054 14.846 PS1x1/2 -11 44 .80 45.025 44.665
PS 1/2 - 14 18.50 18.773 18.489 PS 2 -11 56.50 56.836 56.476

PF Bl ey

PF STRAIGHT PIPE THREADS

[ Max. [ Min. | [ Max. [ Min. |
PF1/16 - 28 6.70 6.843 6.561 PF 3/4 -14 24.50 24.658 24.117
PF 1/8 - 28 8.70 8.848 8.566 PF 1 -11 30.50 30.931 30.291
PF 1/4 -19 11.70 11.890 11.445 PF1x1/4 - 11 39.20 39.592 38.852
PF 3/8 -19 15.20 15.395 14.950 PF1x1/2 -11 45.00 45.485 44.845

TECHNICAL PF 1/2 - 14 19.00 19.172 18.631 PF 2 -11 57.00 57.296 56.656

DATA
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NPTHEIEE R
NPT TAPER PIPE THREADS

Thread Size With Reaming Before Tapping Without Reaming Before Tapoping

NPT 1/16 - 27 5.94 0.234 6.15 0.242
NPT 1/8 - 27 8.33 0.328 8.43 0.332
NPT 1/4 - 18 10.72 0.422 11.13 0.438
NPT 3/8 -18 14.27 0.562 14.27 0.562
NPT 1/2 - 14 17.48 0.688 17.86 0.703
NPT 3/4 -14 22.63 0.891 23.01 0.906
NPT 1 -11x1/2 28.58 1.125 28.98 1.141
NPT 1x1/4 - 11x1/2 37.31 1.469 37.69 1.484
NPT 1x1/2 - 11x1/2 43.26 1.703 43.66 1.719
NPT 2 -11x1/2 55.17 2.172 55.58 2.188
NPT 2/1/2 -8 65.48 2.578 66.27 2.609
NPTRIEHE S

NPTF TAPER PIPE THREADS

Thread Size With Reaming Before Tapping Without Reaming Before Tapoping

NPTF 1/16 - 27 5.94 0.234 6.15 0.242
NPTF 1/8 - 27 8.33 0.328 8.43 0.332
NPTF 1/4 - 18 10.72 0.422 11.13 0.438
NPTF 3/8 -18 14.27 0.562 14.27 0.562
NPTF 1/2 - 14 17.48 0.688 17.86 0.703
NPTF 3/4 - 14 22.63 0.891 23.01 0.906
NPTF 1 -11x1/2 28.58 1.125 28.98 1.141
NPTF 1 x1/4 - 11x1/2 37.31 1.469 37.69 1.484
NPTF1x1/2 - 11x1/2 43.26 1.703 43.66 1.719
NPTF 2 -11x1/2 55.17 2.172 55.58 2.188
NPTF 2/1/2 -8 65.48 2.578 66.27 2.609

TECHNICAL

DATA
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B 224
FOR FLUTELESS TAPS

Thread Size
| GH4 | GHs | GHe | GH7 | GH8 | GH9 | GH10 | GH11 |
M2 x 0.4 1.83 1.84
M2.2 x 0.45 2.00 2.01
M2.3 x 0.4 2.13 2.14
M2.5 x 0.45 2.30 2.31
M2.6 x 0.45 2.40 2.41
M3 x 0.5 2.77 2.78 2.79 2.81
M3 x 0.35 2.85 2.87 2.88 2.89
M3.5 x 0.6 3.23 3.24 3.25
M4 x 0.7 3.67 3.68 3.70
M4 x 0.5 3.78 3.79 3.81
M5 x 0.8 4.61 4.63 4.64
M5 x 0.5 4.78 4.79 4.81
MB  x 1 5.50 5.51 5.53
M6 x 0.75 5.64 5.65 5.67
M6 x 0.5 5.78 5.79 5.81
M7 x 1 6.50 6.51 6.53
M8 x 1.25 7.37 7.39 7.40
M8  x 1 7.51 7.53 7.54
M10 x 1.5 9.23 9.24 9.26 9.27
M10 x 1.25 9.37 9.39 9.40 9.41
M10  x 1 9.51 9.53 9.54 9.55
M12 x 1.75 11.10 | 1112 | 11.13  11.14
M12 x 1.5 1.24 | 11.26 @ 11.27 | 11.28
M12 x 1.25 11.39 | 11.40 @ 11.41 | 11.42
M12  x 1 1153 | 11.54 @ 11.55 | 11.56
M14 x 2 12.98 @ 12.99 | 13.00  13.01
M14 x 1.5 13.26 = 13.27 | 13.28 | 13.30
M14  x 1 13.54 @ 13.55 @ 13.56 & 13.58
M16 x 2 14.98 @ 14.99 | 15.00 | 15.01
M16 x 1.5 14.26 @ 15.27 | 15.28 | 15.30
M16 x 1 15.54 @ 15.55 & 15.56 & 15.58
M18 x 2.5 16.71 | 16.72 | 16.73
M18 x 1.5 17.27 | 17.28 | 17.30
M20 x 2.5 18.72 | 18.73
M20 x 1.5 19.28 | 19.30
B 244
FOR FLUTELESS TAPS
TECHNICAL
DATA  odiswem
Thread Size
| GH4 | eHs | oHe | GH7 | eH8 | GH9 | GH10 | GH11 |
#2 - 56 UNC 1.99 2.01
#4 - 40 UNC 2.55 2.56 2.58
#5 - 40 UNC 2.88 2.89 2.91
#6 - 32 UNC 3.12 3.13 3.15 3.16
#8 - 32 UNC 3.80 3.81 3.82
#10 - 24 UNC 4.32 4.33 4.34
#12 - 24 UNC 4.98 4.99 5.01
1/4 - 20 UNC 5.72 5.74 5.75
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SUPER CUTTING TAPS

B SRHEEETIR (65

SYMBOL USED FOR STANDARD THREADS (PARTIAL LISTING)

Thread Reference

Coarse series JIS B 0205
Metric screw threads Fine series JIS B 0207
S Metric screw threads JIS B 0201
UNC Coarse series JIS B 0206
ANSI B1.1
UNF 3 Fine series JIS B 0208
UNEF I Extra-fine series 60°
UNS Special diameter, pitch, ANSI B1.1
& length of engagment
UN Constant-pitch series
UNJC Coarse series
UNJF Unified threads Fine series
UNJEF (MIL Standard) Extra-fine series MIL-S-8879
UNJ Constant-pitch series
Tr Metric trapezoidal screw threads JIS B 0216 30°
™ 30° Trapezoidal screw threads JIS B 0216 Appendix
TW 29° Trapezoidal screw threads JIS B 0222 29°
R Pipe threads where Taper external pipe threads .
Rc pressure-tight joints are Taper internal pipe threads JIS B 0203 S A EET
Rp made on the threads Parallel internal pipe threads
G Pipe threads where pressure-tight joints are not JIS B 0202 55°
made on the threads
PF Parallel pipe threads (For mechanical joints) JIS B 0202 Appendix
E; ;:E)ael:epln;)ii;htr:raeisds (For pressure-tight joints) JIS B 0203 Appendix > 1/51)§°Taper
NPT American Standard taper pipe threads for general use 60°1/16 Taper
NPSC American Standard straight pipe threads in pipe couplings ANSI/ASEM
American Standard straight pipe threads for free-fitting B1.20.1 60°
NPSM L )
mechanical joints for fixtures
NPTF Dryseal American Standard taper pipe threads ANS| B1.20.3 60°1/16 Taper
NPSF Dryseal American Standard fuel internal straight pipe threads o 60°
CTG Screw threads for rigid metal thick-walled conduits and fittings JIS B 0204 55°
CTC Screw threads for rigid metal thin-walled conduits and fittings 80°
BC Cycle threads JIS B 0225
SM Screw threads for sewing machine JIS B 0226 60°
CTV Tyre valve threads of cycle JIS D 9422
TV Tyre valve threads of automobile JIS D 4208
E Electric socket and lamp-base threads JIS C 7709 ---
BA British association threads BS 93 47° 30° TECHNICAL
BSC British Standard cycle threads BS 811 60° DATA
BSW British Standard Whitworth threads
BSF British Standard fine threads BS 84 55°
BSMO Birtish Standard microscope objective threads BS 3569
FG (Germany) Cycle threads DIN 79012 80°
Pg (Germany) Steel conduit threads DIN 40430 80°
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Rockwell % Vicker Brinell Rockwell et Tensile Strength * %

653 80.1 78

57 633 79.6 76

56 613 79.0 75
55 595 78.5 74 2075 (212)
54 577 78.0 72 2015 (205)
53 560 77.4 71 1950 (199)
52 544 (500) 76.8 69 1880 (192)
51 528 487) 76.3 68 1820 (186)
50 513 (475) 75.9 67 1760 (179)
49 498 (464) 75.2 66 1695 (173)
48 484 451 74.7 64 1635 (167)
47 471 442 74.1 B3 1580 (161)
46 458 432 73.6 B2 1530 (156)
45 446 421 73.1 60 1480 (151)
a4 434 409 72.5 58 1435 (1486)
43 423 400 72.0 57 1385 (141)
42 412 390 71.5 56 1340 (1386)
41 402 381 70.9 55 1295 (132)
40 392 371 70.4 54 1250 (127)
39 382 362 69.9 52 1215 (124)
38 372 353 69.4 51 1180 (120)
=7 363 344 68.9 50 1160 (118)
36 354 336 68.4 49 1115 (114)
35 345 327 67.9 48 1080 (110)
34 336 319 67.4 47 1055 (108)
Z3 327 311 66.8 46 1025 (105)
= 318 301 66.3 44 1000 (102)
31 310 294 65.8 43 980 (100)
30 302 286 65.3 42 950 ( 97)
og 294 279 64.7 41 930 [ 95)
o8 086 271 64.3 41 910 ( 93)
o7 279 264 63.8 40 880 [ 90)
o6 272 o58 63.3 38 860 [ 88)
o5 o266 253 62.8 38 840 [ 86)
24 260 247 62.4 37 825 [ 84)
23 254 243 62.0 36 805 ( 82)
oD 248 237 61.5 35 785 ( 80)
21 243 231 61.0 35 770 ( 79)
20 238 206 60.5 34 760 ( 77)
(18) 230 219 33 730 ( 75)
(16) 20D 212 22 705 [ 72)
(14) 213 203 31 675 ( 69)
(12) 204 194 29 650 ( 66)
(10) 196 187 o8 620 ( 63)
TECHNICAL (8) 188 179 27 600 ( B1)
DATA (6) 180 171 o6 580 ( 59)
(4) 173 165 o5 550 [ 56)
(2) 166 158 24 530 ( 54)
(0) 160 152 24 515 [ 53)

7

TECHNICAL

DATA

SUPER CUTTING TAPS

ERE R

HARDNESS CONVERSION TABLE

o TEE I O {Eon SRS £, A EM H=E T,

2HEFHHEFREUASTM E 14CAEE GE FHSAE-AS MASTMIHTEE)
* [ hBEETO#HEE
%k MECGEEMEBLF( ) PHORFEAIS Z 6413 & 2 s43s+ MR ApsigHm.

HFEERIBsAE J 4171 AL (EFD) _ o _ _

@ Hardness conversions should only be used as a rough guide due to variation for different materials.

Figures shown in bold type are based on ASTM E 140 (which being adjusted commonly by SAE-ASM-ASTM).
* Figure shown in () are provided for reference only.
* % The unit of tensile strength and figures in () are converted from psi values by using conversion tables in JIS Z 8413 & Z 8438. This table

is according to SAE J 417 (partial listing).

B4 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr

/& YG-1CO,, LTD.



Y/ TECHNICAL
/ G DATA SUPER CUTTING TAPS

LS PZaLT Pagsli | H IS IR
APPLICATION AND USE OF THREADING TAPS

T

I IEBfA BI22 5 A (N HISE A adiz ) AR B B A 2R 2o
Incorrect tap in use (cutting geometry Use tap selected from the relevant
unsuitable for application) material group
Gl R {Rs s TR AR AR
Faulty alignment Ensure that the tap is correctly aligned
iz hub,y with the core hole axis
Tapped hole
oversize R DA A, R i
Cold welding Improve lubrication and direction of coolant
Adjust cutting speed
ks Gl ks 2 i ) _ H &SRB S AR 605 AEP
Re-ground tap(lead-in is not concentric) Regrind tap lead correctly on a suitable tap grinding
machine
FEIRE 2L R IS & a =) RIEE A AR R R A
Incorrect tap in use (cutting geometry Use a tap from the relevant material group.
incorrect for application)
B 7b o N T H ERHL R Fo iR iE
SiheEsy Spindle speed and feed rate not 135 PR e [ B s B2 _ _
A synchronized Check feed rate programming and / or pitch of leading
Stripped spindle
threads Use a tapping spindle with axial float
TEESshE ), RiEs e iR E BAEHE D
Insufficient start pressure exerted on tap Increase start pressure
with peel-cut
UMY SaEnfeE 135 P R R B e e
Bell mouthed Incorrect start pressure applied to tap Use a tapping spindie with axial float
tapped hole
FHiRfE 2L R B B A 2R 2o
(NS T &S =R ) Select tap from the relevant material group
Incorrect tap in use
(Cutting geometry unsulitable for application)
Lol bty
. e tap is blun eplace or re-grind tap
A AR RS R
Unsatisfactory
thread surface Biflewis HifEE—R
finish Tap badly re-ground o L] B IR T S T4 TECHNICAL
Re-grind tap again. DATA
Check that cutting geometry is suitable
for material
B R R RN BRRS 2l 55 1FER B4R A 2
Coolant lacking in lubricating qualities Ensure the use of asuitable coolant and
and / or quantity an ample supply
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Rl | Coios

+ BEFAE T
Swarf jamming AR o B

Check cutting speed
Use alternative tap type

L2l 3| FLUEE ZFTRRSE $A¥%L$ﬂﬂe¥iyﬂ’]; R

Tap has jammed against bottom of core hole | 4f¥ EEiHE—uLt
Check hole and thread depths

SHERTEE SRS Drill core hole deeper
Partial
chipping of
tap LAEFER P TR, RIRTReE
(S BB 0 L E TS Ensure that original values ore maintained when

Tap incorrectly re-ground (lead-in diameter regrinding
too small therefore too few cutting teeth)

FoAEBIT RS B bR
Irregular workpiece material structure RS AT EE S

Adjust cutting speed
Improve lubricating quality of coolant

A SRR BB IR L S E AR T4 _
Incorrect cutting speed Adjust cutting speed to suit workpiece material
s?iD;EE:k PSR REATE B RS e f55FH (B B L 2
Coolant lacking in lubricating qualltles Ensure the use of a suitable coolant and an
e : . and / or quantity ample supply
et IS D B ERANIT [
HESENAE Check that coolant is reaching the cutting zone
tap wear
Wb, FLEYIEEES i BRRETLIE T (ARG FLL A FEFL B )
Surface of the core hole is compacted Check core hole drilling conditions (drill carefully to
reduce risk of surface compacting)
k=i 7upei)
Check drill cutting edges
PR 22 N HIA0R &5 EM) s i aE iy A e et
Incorrect tap in use(cutting geometry Use tap from the relevant material group
unsuitable for application)
PR E TR 1R 4R IR0 T R— 5B 2% _
Centering error Ensure that axes of tap and core hole are aligned
%%%EE ?Eﬁ%%&
S uin unt tap e-grm} tap
TECHNICAL ﬂﬁbreaka . TRIRLLEM TR T £
DATA p g Ensure that taps are stored carefully
224200 BI| FLA FEEP FA B S BshhEh e 22 5 o
Tap has reached bottom of core hole Use tapping spindle with axial float and slipping clutch
TFA A Shg—BafEL
Core hole too small FAHEs sz 538m

Select core hole as per chart,
pages 533 ~538 of this catalogue
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MILLING TOOLS

CBN #£7]

i-Xmills @RS HEF AT

X5070 NANOZHThER S 217 ]]
X-POWERE B &£k ]
JET-POWE REHHIBT S8 an e s /]
V7 TERAEEER T et

V7 SRR &
ALU-POWEREH A B B &4 b e 7]
CRX S BB &2

D-POWER £H|Oir R R ST ]
K-2Ze B &

TR HER T ]

TANK-POWER =it
TRk

SRR T]

i

& YG-1CO,LTD.

CBN END MILLS

i-Xmills, CARBIDE INSERT END MILLS

X5070 NANO SOLID CARBIDE END MILLS

X-POWER SOLID CARBIDE END MILLS

JET-POWER SOLID CARBIDE & HSS-PM END MILLS

V7 Mill INOX SOLID CARBIDE END MILLS

V7 Mill STEEL SOLID CARBIDE END MILLS

ALU-POWER SOLID CARBIDE & HSS-PM END MILLS

CRX S SOLID CARBIDE END MILLS

D-POWER DIAMOND COATED SOLID CARBIDE END MILLS

K-2 SOLID CARBIDE END MILLS

GENERAL SOLID CARBIDE END MILLS

TANK-POWER HSS-PM END MILLS

GENERAL HSS END MILLS

HSS MILLING CUTTERS

TECHNICAL DATA




£LEl T MILLING TOOLS

CBN #:7] CBNEND MILLS
B E &% M7 7] B CARBIDE INSERT END MILLS

BEER 21t/
SOLID CARBIDE END MILLS

IR ]
HSS END MILLS

A% T] HSS MILLING CUTTERS

15 %% TECHNICAL DATA

S YGA1CO,LTD.



Contents / MILLING TOOLS

CBN
END MILLS
—Xmills @ AT e i-Xmills, CARBIDE INSERT END MILLS i-Xmill
T HRcES LT B @ sfF R m e Available for General Steels and for Hardened Steels up to HRc70 END MILLS
L(g(r)‘ X5070
Dry C END MILLS
X-PC X-POWER
Medi END MILLS
JET JET-POWER
Exoti END MILLS
v7 V7 Mill INOX
END MILLS
V7 Mill STEEL
END MILLS
ALU-POWER
Alu END MILLS
C -
DLC
g'l': D-POWER
e END MILLS
Ecol
g;"r’] K-2 CARBIDE
s END MILLS
' GENERAL
= - o= CARBIDE
BREE S, THREEFSE ene END MILLS
TANK-POWER fnzsiEih]] TANK-POWER HSS-PM END MILLS TANK-POWER
HiREEEE TR 54N, Bas #Esgmt  Very Good Toughness. Good for Exotic Materials like Stainless END MILLS
FHIFEERIN T, HAEEatiEE Steels, Nikel Alloys and Titanium. Rough & Finish
E=pLlopEsilizal GENERAL HSS END MILLS Sggl i
FrEfEEEREE S, TiRESFESSH T 2= General Purpose. Non-coated, Any Coating Available END MILLS

MILLING
CUTTERS

A TECHNICAL DATA BE\fTJAH\NlCAL




MILLING TOOLS APPLICATION TABLE

N R
M B s 71 42 T A HE = = m
=4 BX
SIZE RANGE
ITEM MODEL FLUTES HELIX TYPE . o PAGE
ESBY4 | msss—— | 2Flute 30° Ball R0.2 | R1.5 | 566
CBN
ESD02 mesmmmm—— 2 |Ute 0° Radius D0.5 | D2.0 567
G8A46 | == | OFlte | 30° Ball for Rib R0.05 R20 & 584
e e — S 1 R I3 Ball for Rib R0.25 R6.0 587
G8A28 | | —_ 2Flute | 30° Ball R0.05 R1.0 A 588
- . Stub Ball with
G8A38 | f —JES) 2Flute | 30 S Dl R0.5 | R125 589
G8A53 | —==- | 2Fute | 30° Miniature Ball R0O.2 | R1.0 = 590
G8A59 | ( —BD Flute | 30° Ball R1.5 | R10.0 | 591
G8D62 —ES | 4Fute | 30° Ball - Center Match | R1.5 | R10.0 | 592
GBABO | — e 2Flute | 30° Radius for Rib D05 | D120 593
f— . Stub Radius
G8A36 || — P& | orue | 30 with Extonced Neck | D03 | D20.0 | 596
G8A52 | [= — == oFue | 30° Radius for Rib D05 | D20 598
X5070
G8A50 | & )—s 2Flute 30° Miniature Radius D0.3 | D2.0 | 599

GBA4T | f—tn 4Flute | 30° Radius D30 | D120 600
G8A37 | b—t 4Fe | s0r | oRANS  nio D200 601
68808 e | 4Flte | 30° e D60 D120 602
GBA3Y | ] AT 6Flute | 45° Radius D6.0 | D20.0 | 603
G8Ads L — =2 oFlute | 30° Square for Rib D01 | D40 | 604
R . 2Flute | 30° Square D01 | D20.0 | 607
G8AD2 f———— 4Fte | 30° Square D1.0 | D200 608

GOD63 | (m— | 6&8Flute | 45° Long Square D60 | D250 | 609
G8D64 | — OSSN | 688Flute | 45° Extra Long Square | D6.0 | D25.0 | 610

EM810 —s= | OFlute | 30° Miniature Square D04 | D15 624

EM820 2Flute 30 Short Square D1.0 | D25.0 | 625
EM816

EM826 g 2Flute | 30° Long Square D20 | D250 627

EM836 | = . "

X-POWER EM846 3Flute 30 Miniature Square D1.0 | D20.0 | 628
e —— ] :

EMBOE | — 3Flute 38 Short Square D1.0 | D20.0 | 629
EM821 | - — 4Flute 30 Short Square D2.0 | D25.0 | 630
EMS}Z ——NS | 4Flte | 30° Long Square D20 | D250 | 632
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MILLING TOOLS APPLICATION TABLE

1 B s 7] 1% 1iEF el

ITEM MODEL FLUTES HELIX TYPE

RaF -
= = it
RS EBX
SIZE RANGE

PAGE
MIN  MAX

EM812 o

EM822 ﬂ 6&8Flute 45 Long Square
N SIS °

EM844 6Flute 45 Extra Long Square

et ——. °
EM877 2Flute 30 Short Ball

Emg;g e S 2Flute 30° Long Ball
Emggg - =TS9 | oFlute | 30° | Medium Ball with Neck
Emgig —Ee—— | 2F|ute 30° Long Reach Ball
Emggi === OFute | 30° Ball with Taper Neck
EMS;S 2Flute | 30° Stub Ball
ol — P Fute | 30° Stub Ball
EM865 = | Flte | 30° Miniature Ball
EM669 | 1 — 2Flute | 30° Long Ball

EM673 | ————JRRSD | 4Flute | 30° Long Ball
EM863 5 2Flute 30° Long Ball
EM864 3 4Flute 30° Long Ball
X-POWER | U0 —EB | 4Fute | 30° Long Ball
Emgig ;s 3~5Flute | 20° Short Roughing
Moy | R 3-SFlte| 20 Long Roughing
EMosy | —————SWWW  38Flute| 20" | LongRoughing Ball
Emg;g a 2Flute 30° Long Radius

EMS05 | &= —== | 4Fute | 45° Short Radius
Emggg f_;m 4Flute 30° Long Radius
] — S T P Stub Radius
Emgig —— m 6Flute 45° Long Radius
Emgig ;“ 4F|ute 30° Stub Radius
Emg% - —ESS= | OFlute 30° Taper

EM883 | eemsm=a | OFlute | 30° Square for Rib
EM886 ————— g 2Flute 30° Ball for Rib
EM88Y ——SESSSSSw 4Flute 25° Taper for Rib
EMBI) —— e 4Flute 25° Taper Ball for Rib

D6.0 | D25.0 | 633

D6.0 | D25.0 | 634

R0.5 | R12.5 | 635

R0.5 | R12.5 | 636

R1.5 | R125 | 637

R1.0 | R10.0 | 638

R0O.5 | R6.0 | 639

R0.5 | R12.5 | 640

R0.5 | R12.5 | 641

R0.3 | R1.5 | 642

R1.5 | R8.0 | 644

R2.5 | R8.0 | 645

R1.5 | R8.0 | 646

R2.5 | R8.0 | 647

R0.5 | R12.5 | 648

D6.0 | D25.0 | 649

D6.0 | D25.0 | 650

R3.0 | R10.0 | 651

D3.0 | D20.0 | 652

D10.0 | D22.0 | 653

D3.0 | D20.0 | 654

D6.0 | D12.0 | 655

D6.0 | D20.0 | 656

D2.0 | D16.0 | 657

D2.0 | D8.0 | 658

D04 | D6.0 | 659

R0.2 | R3.0 | 663

D1.0 | D2.0 | 666

R0.5 | R1.0 | 668
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MILLING TOOLS APPLICATION TABLE

" i)
mE pile= 7] =g E£H - = m
=4 BX
ITEM MODEL FLUTES HELIX TYPE SIZE RANGE PAGE
MIN MAX
Ey | ——aag | e 3 Short Square D10 | D250 696
E:g]i — = TS Short Square D20 | D250 697
E:ggg — VTSRS Long Square D60 | D250 698
Eﬂg]g e — - < LT Long Square D60 | D250 699
e EE515 -tm 486Flute | 30° Short Square D3.0 | D250 700
POWER e (E—_——- 3-5Flute | 30° ShortRoughing | D6.0 | D250 701
Eret a' 3-5Flute | 30° Long Roughing D6.0 | D250 | 702
e N 4~6Flute | 45° ShortRoughing | D60 | D200 | 703
EHOY W i 45 Long Roughing | D40 | D250 704
EH921 . .
EH942 4~6Flute 45 Long Reach Roughing | D6.0 | D20.0 | 705
EvB42 | 4Flute |Sinusoidal Short Square D3.0 | D20.0 | 714
Vel BEDSE  4Flte Sinusoidal  Short Radius D3.0 | D200 715
Emggg - PRSSN | 4Flute  Sinusoidal Long Square D3.0 | D250 716
Sl BB | 4Flte Sinusoidal  Long Radius D30 | D250 77
V7 Mill EMEZ}‘, E -2 | 4Flute Sinusoidal Long Ball R15 | R125 718
R Emg;g “ SFlute |Sinusoidal Long Square D6.0 | D25.0 | 719
Emgg f m 4Flute |Sinusoidal Regular Square D1/8” | D1” | 720
Emggg - £  ‘Flute Sinusoidal  RegularRadius | D1/8” | D17 | 721
EME?S - —$0S | 4Flute  Sinusoidal Regular Ball R1/16”| R12” | 722
EME;? ’ $OO8  SFlute Sinusoidal  Regular Square D1/4” | D1” | 723
e —————— % 4Flute | Multiple Short Square D30 | D200 730
Emgi‘; ———— . 4Flute | Multiple Short Radius D3.0 | D20.0 | 731
S [T VRSl — TS Long Square D3.0 | D250 732
STEEL EVDY DY—e 4Flute | Multiple Long Radius D30 | D250 733
Emgig ————— > > 4Flute | Multiple Regular Square D1/8” | D17 | 734
Emgjg — PSS 4Flute | Multiple Regular Radius D1/8” | D1” | 735
E5C33  mm—ia 1Flute 30° Square D2.0 | D8.0 | 740
ALU-
BOWER E5C34 | =4 | {Flte | 30° | Square(DownCutType) D20 | D80 | 741
EGO30 | ——a | e | 25° Radius D20 | D200 | 742

55 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yg1.kr

/& YG-1CO,, LTD.



SOLID

O : {it(Excellent) O : B (Good)
i) =gl T iEsH B8 414 = e i as B8 B T % BE%eE

Carbon Alloy Prehardened Hardened Steels High Hardened

Steels Steels Steels Steels ;
Stainless Titanium

Steels Inconel

Copper Graphite Cast Iron Aluminum
~HB225 HB225~325 HRc30~40 HRc40~45 HRc45~55 HRc55~70

c|lOoO|O|lOC|JO|O[O|OC|O|O

© o o o o o o o o o|lo o o o o o o o o o
clojlojccjlo|lO0O]j]0O|lOC|J]O|lO|JOC|O|OC|J]O|JO|OC|O|O

© o o o o o|o o o o o o © o o o|loO O o oo o o o o o
© o o o/o o|o 0O 0O oo oo oo ojlo o o o o o o o o o
© o o o/ o o|0o 0O O o 0o 0O o oo 0olo o o o o o o o o o
o o o olo ojlo o o o o o © o o o|lo o o o o o o o o o

O[O |O|O|O

| o [O|O|]O|O|O|O

= NEXT

%G YG-1CO, LTD. phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mailyg1@ygl.kr - 551




MILLING TOOLS APPLICATION TABLE
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RS EBX
SIZE RANGE
ITEM MODEL FLUTES HELIX TYPE PAGE
MIN MAX
E0002 —— .
Sy n oSy | 2Fute | 45 Square D3.0 | D200 743
I — R Radius D40 | D200 744
I —— .
EGOD et 2Flute | 50° Radius R3.0 | R10.0 745
ALU- e — - AL ; S R1.0 | R80 | 746
POWER ute 40 quare . .
BA | sy | e | 45 Square D3.0 | D20.0 | 747
EP923 | | 3Flute 42 Short Roughing D12.0 | D32.0 | 748
EP924 , . .
Sacall ~ m Flute | 42 Long Roughing | D12.0 | D32.0 | 749
SGED27 | e—— 2Flute 30° Long Ball R0.25 | R6.0 | 758
SGED28 | | —fSS) | oFlte | 30° Ball RO5 | R6.0 | 760
CRX S SGED2Y | S | Flte | 30° Long Radius D10 | D120 761
SGED3) — = 2Flute | 30° Long Square D05 | D120 | 763
SGED31 |l | 2Flte | 30° Square D10 | D120 | 765
EI997 P | JF|ute 30° Miniature Ball R0.1 | R3.0 | 774
EIB93 —S—— OFlute = 30° Miniature Ball R0O2 | R2.0 | 776
EI880 || —— 3@ | rute | 30 Short Ball R1.0 | R60 | 777
El451 : ~@== | JFlute | 30° Long Ball R1.0 | R6.0 | 778
El450 - ~m=a» | 2F|ute 30° Long Reach Ball R1.0 | R6.0 | 779
EI881 | — B | e | 300 Short Bal R10 | R60 = 780
EIB04 |———SSSSS | 2Flute 30° Long Square D05 | D120 | 781
EIB87 2Flute 30° Ball with Taper Neck | R0.5 | R1.0 | 782
EI996 | e | OFlute | 30° Miniature Radius | D0.2 = D6.0 & 783
EIB86 2Flute 30° Radius with Taper Neck | D1.0 | D2.0 | 785
D-POWER
EIBSS | (RS | 4Flute | 30° Radius D6.0 | D12.0 | 786
Eas | RSN | sFute | 40° Short Radius D20 | D120 787
EIAl4 | eSS | 3Flute | 40° Long Radius D2.0 | D12.0 788
GEB46 —=——o | JFlute | 30° Miniature Ball R1.0 | R3.0 | 789
GE944 | (= ~NE® | 2Flute 30° Short Ball R1.0 | R6.0 | 791
GE945 |——sa=® 2Flute 30° Long Ball R1.0 | R6.0 | 792
Tl e— = AT Long Reach Ball R1.0 | R6.0 | 793
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MILLING TOOLS APPLICATION TABLE

1M B EilE=s 7] 2 hER HE %}J\RT%k m
ITEM MODEL FLUTES  HELIX TYPE SZERANGE o e
MIN MAX

€ e — ™ 3Flute 30° Ball D0.5 | R6.0 | 794
GE927 |/———WsS==1S | 2Flute 30° Long Square RO.5 | D12.0 | 795
GEBO02 2Flute 30° Ball with Taper Neck | D0.2 | R1.0 | 796
GEB45 |————————Wpmma | JF|ute 30° Miniature Radius D1.0 | D6.0 | 797
D-POWER GEBO1 2Flute 30° Radius with Taper Neck | D6.0 | D2.0 | 799
GEBO03 4Flute 30° Radius D1.0 | D12.0 | 800
GE926 2Flute 45° Square D2.0 | D20.0 | 801
GE928 3Flute 40° Short Radius D2.0 | D12.0 | 802
GE929 3Flute 40° Long Radius D1.0 | D12.0 | 803
G9B80 2Flute 30° Square for Rib D0.4 | D4.0 | 816
G9B81 2Flute 30° Ball for Rib R0.2 | R2.0 | 818
G9B82 2Flute 30° Short Radius D2.0 | D12.0 | 820
G9B83 2Flute 30° Long Reach Radius D3.0 | D12.0 | 822
G9B84 4Flute 30° Short Radius D2.0 | D12.0 | 823
G9B85 4Flute 30° Long Reach Radius D3.0 | D12.0 | 825
G9A23 2Flute 30° Regular Square D1.0 | D20.0 | 826
G9B50 2Flute 30° Long Reach Square D1.0 | D20.0 | 827
G9A24 4Flute 30° Regular Square D1.0 | D20.0 | 828
K-2 G9B51 4Flute 30° Long Square D1.0 | D20.0 | 829
CARBIDE G9A25 2Flute 30° Regular Ball R0.5 | R10.0 | 830
G9B52 2Flute 30° Long Ball R0.5 | R10.0 | 831
EmMcs2 ——— anaeg® oFlute | 35° Short Square D10 D200 832
EMC53 |l | 2Flute | 35° Long Square D20 | D200 833
EMC54 Fq 4Flute 35° Short Square D1.0 H D20.0 834
EMC55 j 4Flute 35° Long Square D2.0 | D20.0 | 835
EMC56 | | —ES®) | 2Flute | 30° Short Ball RO.1 | R10.0 836
EMC57 | e | 4g6FIte | 457 ShortSquare | D10 | D200 | 837
EMC58 a 6Flute 45° Long Square D6.0 | D20.0 A 838
EMC59 | =i 2Flute 30° Long Neck Square D04 | D6.0 | 839
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MILLING TOOLS APPLICATION TABLE

o Rt
mE pilhs 7l 2 hER diead = = m
= BX
SIZE RANGE
ITEM MODEL FLUTES  HELIX TYPE PAGE
MIN MAX
EMC60 — 2Flute 30° Long Neck Ball R0.2 | R3.0 | 844

EMCH! | | 2Flute | 30° Radius
EMC62 | =SSN | 4Fiute | 30° Radius

GFC63 | b= j 2Flute 30° Extended Neck Square
GFC64 | = ‘ 4Flute 30° Extended Neck Square
GFCE5 ———— 2Flute | 30° Short Ball

K-2 GFC66 | | —@se) | 2Flute | 30° | Stub Extended Neck Ball
CARBIDE | EMCE7 | e | 4Flte | 30° Short Square
o — L) Long Square
EMC69 | (T, | 4~6Flute | 457 Roughing Square
E5C70 | 2Flute | 45° Short Square
E5CT71 m 2Flute 45° Medium Square

E5C72 | femmm e e 3Flute 45° Short Square

ECT3 o | SFute | 45° Medium Square

Esc74 DD | sfue | 45° Extra Long Square

D3.0 | D12.0 | 848

D3.0 | D12.0 | 849

D0.4 | D20.0 | 850

D1.0 | D20.0 | 851

R0.1 | R6.0 | 852

R0.5 | R10.0 | 853

D6.0 | D20.0 | 854

D6.0 | D20.0 | 855

D6.0 | D20.0 | 856

D1.0 | D20.0 | 857

D4.0 | D20.0 | 858

D1.0 | D20.0 | 859

D4.0 | D20.0 | 860

D3.0 | D20.0 | 861

E5452 Egg 2Flute 30° Extra Long Square

E5553 .

E5410 m SFlute | 30 Short Throw Away
E5882 m 3Flute 35° Radius
fory = WONN | i | 45 Short Square

E5453 |m———————=SSSSSSSSS | 4Flute 30° Long Square
GENERAL E5455 | === | 2Flute 30° Extra Long Ball
e L — 4Fute | 30° Short Ball
Eg;ﬁ -HW 3Flute 30° Long Roughing Square
E5400 — }‘3 2Flute 30° Drrill Mill

E5401 m 2Flute 30° Short Square
E5400 | prm—S | 4Fte | 30° Short Square
ESH4  m— 2Flute | 30° Short Ball

D3.0 | D20.0 | 884

D0.5 | D20.0 | 885

D3.0 | D20.0 | 887

D3.0 | D20.0 | 888

D3.0 | D20.0 | 889

R1.5 | R10.0 | 890

R1.0 | R10.0 | 891

D6.0 | D25.0 | 892

D3.0 | D20.0 | 893

D0.4 | D20.0 | 894

D1.5 | D20.0 | 895

R0.2 | R12.5 | 896

TANK- GAC25 m 4Flute 30° Long Square
POWER CAA2 | —— R o-sFue | 30 Medium Roughing

D3.0 | D30.0 | 912

D6.0 | D40.0 | 913
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MILLING TOOLS APPLICATION TABLE
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RS EBX
SIZE RANGE
ITEM MODEL FLUTES HELIX TYPE PAGE
MIN MAX
cADx3 | 3-5Fute 30° Roughing D6.0 | D30.0 914
GAB58 | f B s-srue 50 Medium Roughing | D6.0 | D25.0 915
GAD52 | [ — e s-sFute | 30° Long Roughing D6.0 | D30.0 916
TANK- EP931 | pm— 2Flute | 30° Regular Square D1.0 | D250 | 917
POWER EP932 | 4Flte | 30° Regular Square D10 | D250 918
EP933 | (Y | 2Fite | 30° Regular Ball RO5 | R125 919
EPO41 | (] |G | 3~SFlute | 30° Short Roughing D6.0 | D25.0 | 920
Epass | @) RS 3-sFue 30 ShortRoughing | D6.0 | D25.0 921
E2464 | (il N8| 2Fute | 42° Short Square D10 | D320 932
EL612 | e o> | 1Flute | =30° Square D3.0 | D10.0 | 934
[—
EL623 | e o) | 1Flute | =30° Square D3.0 | D10.0 935
E2461 D2.0 | D5.0
R e — PR Short Square D6,0 | D23.0 936
E2463 D22.0 | D30.0
E2410 m 486Flute | 30° Short Ball R3.0 | R125 937
E2429 (el S | 486Flute | 30° Long Ball R5.0 | R125 | 938
E2751 . . D6.0 | D8.0
E2764 3Flute 30 Short Roughing D10.0 | D400 939
E2752 . . D6.0 | D8.0
E2765 3Flute 30 Long Roughing D10.0 | D400 940
E2755 3Flute 37° Short Roughing D6.0 | D30.0 | 941
E2756 3Flute 3r° Long Roughing D10.0 | D30.0 | 942
E2753 3~6Flute | 30° Short Roughing D6.0 | D40.0 = 943
GENERAL E2762 3~6Flute | 30° Long Roughing D6.0 | D40.0 & 944
HSS . . Short Roughing &
E2754 3~6Flute | 30 Finishing D6.0 | D40.0 = 945
o~ o Long Roughing &
E2768 3~6Flute | 30 Finishing D6.0 | D450 946
. Short Roughing &
E2766 3Flute | 30 Finishing D6.0 | D40.0 = 947
E2401 2Flute 30° Regular Square D1.0 | D50.0 | 948
E2406 2Flute 30° Long Square D3.0 | D50.0 | 950
E2749 2Flute 30° Extra Long Square D16.0 | D50.0 | 952
E2420 2Flute | 30° Short Square D1.0 | D50.0 = 953
E2412 4Flute 30° Regular Square D1.0 | D50.0 | 955
E2659 4Flute 30° Long Square D3.0 | D50.0 | 957
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MILLING TOOLS APPLICATION TABLE
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mAe pile= 7] 1 HEF #H - = m
RS EBX
SIZE RANGE
ITEM MODEL FLUTES  HELIX TYPE PAGE
MIN MAX
E2750 | e———S S | 4Flute | 30° Extra Long Square | D16.0 | D50.0 | 959
E2421 4&6Flute 30° Short Square D2.5  D50.0 | 960
E2480 2Flute 30° Regular Ball R0.5 | R25.0 | 962
GENERAL E2682 2Flute 30° Taper D1.0 | D6.0 | 964
HSS E2683 4Flute | 30° Taper D80 | D120 | 966
- . Short Roughing
E2760 4~6Flute 30 e o D6.0 A D50.0 | 967
E2759 4~6Flute 30° Long Roughing D10.0 | D50.0 | 969
E2806 4&6Flute |  30° Short Roughing Ball | R4.0 | R25.0 970
ML012,ML022 6~16
ML112,ML122 0° Dovetail Cutters D16.0 | D50.0 | 990
ML212ML222 Teeth
MLO032,ML042 6~12
ML132,ML142 0° Dovetail Cutters D16.0 | D38.0 | 991
ML232ML242 Teeth
ML062
8~14 oGP Woodruff Keyseat
Mtggg Teeth 10°~12 Cutters D10.5 | D45.5 | 992
MLO72 68
ML172 T 10° T-Slot Cutters D12.5 | D40.0 | 994
ML272 eeth
18~24 . Side and Face
MLO92 Teeth | O with Straight Teeth | D90-0 | D125.01 995
14~30 o Side and Face
MILLING ML102 Teeth 10 with Staggered Teeth D50.0 |D200.0| 996
CUTER E2675 LI Shel D30.0 D160.0 1000
E2676 oo Shell for Aluminum | D30.0 | D100.0. 1001
E2677 -?;;tzh 30° Roughing Shell D40.0 |D160.0| 1002
E2678 12 s Roughing Shell | D40.0 | D160.0| 1003
6~12 o Roughing &
E2679 Teeth 30 Finishing Shell D40.0 |D160.0| 1004
4 . Corner Roundin
E2498 Teeth = O Qe "9 | D8O | D56.0 1005
i)
me pitess & = = m
RS EBX
ITEM MODEL DESCRIPTION SIZE PAGE
MIN MAX
XMB110A i-Xmill Ball Insert for General Purpose @8 @32 | 572
XMB120C i-Xmill Ball Insert for Hardened Steels 8 @32 | 572
i-Xmill
XMR110A i-Xmill Corner Radius Insert for General Purpose 78 @32 575
XMR120C i-Xmill Corner Radius Insert for Hardened Steels 8 @32 | 575
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