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YG-1 R&D CENTER

» The Chungju R&D Center is equipped with high tech facilities to produce new materials and products.
P It focuses on internalizing and upgrading YG-1's key technologies while working on R&D and production.

Developing innovative cutting tool materials
in order to create unique technologies of YG-1.

4 “%/G YG-1CO, LTD. « www.ygl.kr

INDEX

INDEXABLE CUTTING TOOLS
YG UNIVERSAL LINE

YG-1 is proud to introduce a new line of products - Universal Line - with a unique
range of tools, geometries, sub-micron carbides and multi-purpose PVD and CVD
coatings designed to support the entire range of Milling, Drilling and Turning
applications to machine many types of raw materials in all areas of industries.

Universal Line is especially designed for customers with a wide range of work-
pieces and materials, with rapid turnover changes in the production line, as well
as large volumes. YG-1 Universal Line combines a unique variety of geometries
and carbides to offer unique solution parameters to the end-user that afford very

attractive production costs.

UNIVERSAL GRADES 6
“ZZ7GMiLL 7
Z7GDRILL 57
“Z7GTURN 71
TECHNICAL INFORMATION 110
CASE STUDY 111
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. 'I/G UNIVERSAL GRADES

Features of Grades :

YG-1 Universal grades, designs for multi-purpose application and extremely efficient
in covering materials including Steels, Stainless Steels and Cast Iron.

Exclusive PVD coating / Unique Substrate
for MILLING and DRILLING Application

Optimal PVD Coating for
Milling and Drilling
application

‘ l&f(‘:rg'l”iﬂm ‘;giirbld/ ’ 'h

« Ultra dense PVD coating with optimal thermal resistance & added strength
« Sub-micron substrate designed for demanding application

Exclusive PVD coating / Unique Substrate
for TURNING Application

Optimal PVD Coating for

Turning application
Hlidp « Unique PVD coating and substrate designed to balance edge strength
& wear resistance for continuous machining.

« Excellent cutting performance under harsh machining condition.

Micro grain size carbide

Unique Substrate / CVD coating
for TURNING Application

Optimal CVD Coating for

Sh EWOE « Thick coating optimized for Cast iron applications and
Turning-application

harsh machining condition.

« Advanced CVD coating with optimal thermal & wear resistance
for turning applications.

« Exceptional cutting performance attributed to combination of
carbide substrate and coating.

M20-30

YG602

YG801

YG1001

6 4G YG-1CO, LTD. = www.yg1l.kr
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. 'I/G MILLING INSERTS DESIGNATION SYSTEM (ISO) MILLING INSERTS DESIGNATION SYSTEM (ISO)

CHIP
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n /\855 / /\82“ / /’\55/ I I H
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Length
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B 76

MILLING CUTTER DESIGNATION

METRIC
Designation YG | S1 45 - 25 | 272 S 25 P | 200 - 12
No. ®© @ © @ 6 6 0 ©)
No. Meaning Symbol Explanation
©) Brand Name YG YG-1 Global
@ Insert Type S1 S1-SEKN, S2-SEKT, S3-SEMT...
©) Cutting Degree 45 45, 90 - Cutting degree
@ Tool Diameter 25 @20, @30... @125...
® No. of Teeth Z2 2,3,4...12...
S Shank type
® JﬁngSS C Cutter type
M Modular type (M08, M10, M12...)
Shank Diameter 25 @25 - Shank diameter
@
Coupling Size 32 @32 - Cutter coupling size
P Plain (Cylindrical shank)
Shank Type
F Flat (Weldon shank)
© Tool Length 200 100mm, 150mm, 200mm...
Insert Size 12 08, 10, 17...
* Additional information(data) will be described in specific dimensions.
10 “4/G YG-1CO, LTD. »+ www.yg1l.kr
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eMmiLL B

APKT 10

—=11°

Designation
APKT 100305PDTR YG602 13.34 6.70 3.64 0.5
APKT 100308PDTR YG602 13.34 6.70 3.64 0.8

SHOULDER
MILLING

APKT 10

Recommended Cutting Condition

Material

Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)
(HB) Recommend m Recommend m Recommen

Non Alloys 120 | 013 026 020 190 330 250 05 9.0 20
Low Alloys 200 | 011 021 016 150 240 200 05 90 20
High Alloys 220 | 008 018 013 90 150 120 05 64 15
Austenitic 190 | 011 021 016 190 250 220 05 9.0 20
Grey Cast Iron 140 | 013 026 020 150 240 200 05 9.0 20
a;'g‘?stu%eesrij\tl?g;s 240 008 015 012 25 45 35 05 64 15
Hardened Materials =~ 45HRc 0.07 | 0.15 @ 0.1 40 80 60 0.5 3.2 1.0

* D.0.C: Depth Of Cut

ECH
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ZGMIiLL ZGMiLL

APKT 16 APMT 11

. . . . Dimensions
Designation Designation
APKT 160404PDTR YG602 17.07 9.40 5.27 0.4 APMT 113504PDTR YG602 11.18 6.20 3.50 0.4
APKT 160408PDTR YG602 17.07 9.40 5.27 0.8 APMT 113508PDTR YG602 11.18 6.20 3.50 0.8
APKT 160412PDTR YG602 17.07 9.40 5.27 1.2

SHOULDER
APKT 160416PDTR YG602 17.07 9.40 5.27 1.6 MILLING

SHOULDER
MILLING

APKT 16 Recommended Cutting Condition APMT 11 Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

Material Cutting Conditions

ea | | | e |t
(HB)

Recommend m Recommend m Recommend

Non Alloys 018 032 025 190 330 250 05 150 4.0 Non Alloys 120 | 013 022 018 190 330 250 05 100 20

Low Alloys 200 | 015 025 020 150 240 195 05 150 4.0 Low Alloys 200 | 011 018 015 150 240 200 05 100 2.0

High Alloys 220 | 012 022 017 90 150 120 05 107 4.0 High Alloys 220 | 008 015 012 90 150 120 05 72 15

M Austenitic 190 | 015 025 020 190 250 220 05 150 3.0 Austenitic 190 | 011 018 015 190 250 220 05 100 2.0

Grey Cast Iron 140 | 018 032 025 150 240 195 05 150 4.0 Grey Cast Iron 140 | 013 022 018 150 240 200 05 100 2.0

aﬂg%‘uﬁsjzﬁ?g;s 240 | 012 018 015 25 45 35 05 107 3.0 aﬂg?stu%eesrij\ﬁ?g;s 240 008 013 011 25 45 35 05 72 15

“ Hardened Materials =~ 45HRc 0.10 | 0.18 0.14 40 80 60 0.5 5.4 2.0 Hardened Materials =~ 45HRc 0.07  0.13 | 0.07 40 80 60 0.5 3.6 1.0

* D.0.C: Depth Of Cut ) S—— * D.0.C: Depth Of Cut

Fz
D.0O.C »
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ZGMIiLL

APMT 16

ODMT 06

Dimensions

Designation Designation

APMT 160408PDTR YG602 ODMT 060508

YG602

eMmiLL B

Dimensions

SHOULDER
MILLING

ODMT 06 / Cutter

APMT 16

Recommended Cutting Condition

Material

Cutting Conditions

Hardness Feed (mm/tooth) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

Non Alloys 0.16 | 0.30  0.23 190 330 250 0.5 | 15.0 4.0
Low Alloys 200 0.14 | 0.23 0.19 150 @ 240 200 0.5  15.0 4.0
High Alloys 220 011 | 0.2 0.16 90 150 120 05 | 107 4.0 . .
Dimensions
Designation
Austenitic 190 0.14 | 0.23 0.19 190 250 220 0.5  15.0 4.0
Grey Cast Iron 140 0.16 | 0.30  0.23 150 = 240 200 0.5 | 15.0 4.0 YGO0143-6325C22-06 63 22 40 5 3.5 72 Y ODMT(W) 06
aﬂgastuR%sriztl? gts 240 011 017 0.4 o5 45 35 05 107 3.0 YGO143-80Z6C27-06 80 27 50 6 3.5 89 Y ODMT(W) 06
p v TP205013 | TPWFTP20
Hardened Materials ~ 45HRc | 0.09 | 0.17 @ 0.13 40 80 60 0.5 5.4 2.0 YG0143-10027C32-06 100 32 %0 ! 35 109 Y ODMT(W) 06
YGO143-125Z8C40-06 125 40 63 8 3.5 134 Y ODMT(W) 06
* D.0.C: Depth Of Cut )
Fz
D.O.C » |
I
|
14 “4/G YG-1CO,LTD. « www.yg1l.kr B H ECII “4/G YG-1CO,LTD. « www.yg1lkr 15
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ZGMIiLL

ODMT 06 Recommended Cutting Condition

eMmiLL B

ODMW 06

. . Dimensions
Designation

ODMW 060508 YG602 - ‘ 15.90 ‘ 5.50 ‘ 0.8

[\ EYCIE] Cutting Conditions
Hardness Vc (m/min.) Depth Of Cut (mm)
“m 481 | in T i [l tin | Wox ruamve] in | thox Jrconar
Non Alloys 120 0.22 | 0.54 | 0.38 | 190 330 250 05 4.0 25
Low Alloys 200 0.18 | 043 0.31 150 | 240 195 05 | 4.0 2.5
High Alloys 220 0.14 | 0.37 | 0.26 90 150 120 05 | 29 1.9
Austenitic 190 0.18 | 037 @ 0.28 190 | 250 220 05 | 4.0 2.5
Grey Cast Iron 140 0.22 | 0.54 0.38 150 | 240 195 0.5 4.0 2.5
I A 240 | 014 031 023 25 45 8 05 29 19
Hardened Materials =~ 45HRc 0.12 | 0.31 0.22 40 80 60 0.4 1.4 1.3
* D.0.C: Depth Of Cut
16 /G YG-1CO, LTD. » www.yg1.kr

BR

ODMW 06 / Cutter

Dimensions

Designation

YGO143-63Z5C22-06 63 22 40 5 3.5 72 Y ODMT(W) 06

YGO143-80Z26C27-06 80 27 50 6 3.5 89 Y ODMT(W) 06
TP205013 | TPWFTP20

YGO143-100Z7C32-06 100 32 50 7 3.5 109 Y ODMT(W) 06

YGO143-125Z8C40-06 125 40 63 8 3.5 134 Y ODMT(W) 06
ECH 4G YG-1CO,LTD. « www.yg1l.kr 17
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ZGMIiLL

ODMW 06 Recommended Cutting Condition

Material

Hardness Feed (mm/tooth)

(HB)

Ve (m/min.)

i | o [rwmne] i | Wi Jsmnra i | o [

Cutting Conditions

Depth Of Cut (mm)

Non Alloys 120 0.22  0.58 | 0.40 190 | 330 250 05 | 4.0 3.0
Low Alloys 200 018 | 045 0.32 | 150 @ 240 195 05 | 4.0 3.0
High Alloys 220 0.14 | 040 0.27 90 150 120 05 29 2.3
Grey Cast Iron 140 0.22 0.58 0.40 150 | 240 195 0.5 4.0 3.0
Hardened Materials ~ 45HRc 0.12 | 0.32  0.22 40 80 60 0.4 1.4 1.3

* D.0.C: Depth Of Cut

18
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eMmiLL B

OFMT 05

. . Dimensions
Designation

OFMT 05T305TN YG602 - | 12.70 | 4.00 | 0.8

OFMT 05 Recommended Cutting Condition

Material Cutting Conditions

Non Alloys 120 | 022 051 037 190 330 250 05 35 @ 25
Low Alloys 200 | 018 040 029 150 240 195 05 35 25
High Alloys 220 | 014 035 025 90 150 120 05 25 1.9
Austenitic 190 | 018 035 027 190 250 220 05 35 25
Grey Cast Iron 140 0.22 | 0.51 0.37 150 | 240 195 0.5 3.5 25
aﬂg"stu%‘;srij\ﬁ?g;s 240 014 029 022 25 45 35 05 25 19
Hardened Materials ~ 45HRc | 012 029 021 40 80 60 | 04 13 13

* D.0.C: Depth Of Cut

ECH

4G YG-1CO, LTD. - www.ygl.kr 19



Z/GMILL 7GMiLL

RDKT 08 RDKT 08 / Modular

. . Dimensions
Designation

RDKT 0802M0 YG602 ‘ - ‘ 8.00 ‘ 2.38 - Dimensions Spare parts
Designation

Coolant Wrench

YGR1-16Z22M08-08 16 M8 23 2 4 Y RDKT(W) 08
YGR1-20Z22M10-08 20 M10 30 2 4 Y RDKT(W) 08 TP082505 | TPWFTPO08
YGR1-25Z3M12-08 25 M12 35 3 4 Y RDKT(W) 08

» Related holder page: p.54~56

RDKT 08 / Shank

RDKT 08 Recommended Cutting Condition

Material Cutting Conditions

Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)

Non Alloys 120 0.18 | 0.64 0.35 190 @ 330 250 0.5 2.5 0.8
Low Alloys 200 0.15 | 0.50 @ 0.30 150 = 240 195 0.5 2.5 0.8
. . High Alloys 220 0.12 044 0.25 90 150 120 0.5 1.8 0.6
Dimensions Spare parts
Designation B
n n Austenitic 190 015 050 @ 030 | 190 | 250 @ 220 | 0.5 25 0.8
YGR1-1622S16P160-08 16 | 16 12 | 60 | 160 | 2 4 | Plain| Y RDKT(W) 08 Grey Cast Iron 140 0.18 | 0.64 0.35 150 = 240 195 0.5 2.5 0.8
YGR1-20Z2S20P180-08 20 | 20 12 | 80 | 180 | 2 4 | Plain| Y RDKT(W) 08 | TP082505 TPWFTP08 Hgast ResisAtlalmt 240 012 032 | 0.24 25 45 35 0.5 15 0.6
and Super Alloys : : : : : :
YGR1-25Z3520P180-08 | 25 | 20 12 ] 40 |180] 3 4 | Plain) Y RDKT(W) 08 Hardened Materials =~ 45HRc | 0.10 | 0.32 0.23 40 80 60 0.3 0.7 0.4

* D.0.C: Depth Of Cut

20 /G YG-1CO,LTD. + www.yg1.kr AEB J Ec H %G YG-1CO, LTD. + www.ygl.kr 21




Y 7/GMILL eMmiLL B

RDKT 10 RDKT 10 / Cutter

o

. . Dimensions
Designation

RDKT 10T3M0 | YG602 | - | 10.00 | 3.97 - Dimensions Spare parts
Designation

Coolant Wrench

YGR1-4025C16-10 40 | 16 | 40 5 5 - Y | RDKT(W)10
TP154808 | TPWFTP15
YGR1-5026C22-10 50 | 22 | 50 6 5 - Y | RDKT(W)10
RDKT 10 / Shank RDKT 10 / Modular

L2

Dimensions
o T o ol el o+ o
20 15 80 2 5

YGR1-20Z2S20P180-10 20 180

Spare parts

Dimensions Spare parts

Designation Designation

Y

Plain RDKT(W) 10 YGR1-20Z2M10-10 20 M10 30 2 5 Y RDKT(W) 10
TP154808 | TPWFTP15 TP154808 | TPWFTP15
YGR1-25Z22S25P180-10 25 25 15 80 | 180 2 5 | Plain Y RDKT(W) 10 YGR1-25Z3M12-10 25 M12 35 3 5 Y RDKT(W) 10

» Related holder page: p.54~56

22 “4/G YG-1CO,LTD. « www.yg1l.kr Bﬂ Ec H “4/G YG-1CO,LTD. « www.yg1lkr 23



ZGMIiLL ZGMiLL

RDKT 12
RDKT 10 Recommended Cutting Condition

Material Cutting Conditions
Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm) J/_
(HB) (3] W [feammei| Wi | Mo [scrmad| i | Wox Jrcomer ——
s |1
Non Alloys 120 0.18  0.64 0.35 190 330 250 0.5 2.5 1.0
Low Alloys 200 0.15  0.50 @ 0.30 150 = 240 200 0.5 2.5 1.0
High Alloys 220 012 044 025 90 | 150 120 05 1.8 | 08 L Dimensions
Designation
Austenitic 190 0.15  0.50 @ 0.30 190 250 220 0.5 2.5 1.0
RDKT 1204M0 YG602 ‘ - ‘ 12.00 4.76 -
Grey Cast Iron 140 0.18 | 0.64 0.35 150 | 240 200 0.5 2.5 1.0
Heat Resistant
and Super Alloys 240 0.12  0.36 = 0.24 25 45 35 0.5 2.0 0.5
Hardened Materials =~ 45HRc 0.10 0.36  0.23 40 80 60 0.3 0.9 0.5

* D.0.C: Depth Of Cut

RDKT 12 / Shank

Dimensions Spare parts

Designation

YGR1-25Z2S25P180-12 25 25 18 80 | 180 2 6 | Plain Y RDKT(W) 12
TP154009
YGR1-32Z2S532P200-12 32 32 18 | 100 | 200 2 6 | Plain Y RDKT(W) 12 + TPWFTP15
TP153507

YGR1-32Z3S32P160-12 32 32 18 60 | 160 3 6 | Plain Y RDKT(W) 12

24 4G YG-1CO, LTD. = www.yg1lkr BH Ec H 4G YG-1CO, LTD. * www.ygl.kr 25



ZGMIiLL ZGMiLL

RDKT 12 / Cutter

RDKT 12 Recommended Cutting Condition

Material Cutting Conditions
Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)
Non Alloys 120 0.18  0.64 0.35 190 330 250 0.5 2.5 1.3
Low Alloys 200 0.15 | 0.50 0.30 150 240 200 0.5 2.5 1.3
High Alloys 220 0.12 044 0.25 90 150 120 0.5 1.8 1.0
Austenitic 190 0.15 | 0.50 0.30 190 250 220 0.5 2.5 1.3
. . Dimensions Spare parts
Designation Grey Cast Iron 140 018 064 035 150 240 200 05 25 1.3
Coolant Wrench
Heat Resistant
YGR1-40Z4C16-12 40 16 40 4 6 _ Y RDKT(W) 12 and Super Alloys 240 0.17 | 0.41 0.29 25 45 35 0.5 2.4 1.0
TP154009
YGR1-50Z25C22-12 50 22 50 5 6 - Y RDKT(W) 12 + TPWFTP15 Hardened Materials 45HRc 0.14 | 0.41 0.28 40 80 60 0.3 11 0.7
TP153507
YGR1-6326C22-12 63 22 50 6 6 - Y RDKT(W) 12 * D.0.C: Depth Of Cut

RDKT 12 / Modular

Dimensions Spare parts

Designation

YGR1-25Z22M12-12 25 M12 35 2 6 Y RDKT(W) 12 TP154009
+ TPWFTP15
YGR1-32Z3M16-12 32 M16 42 3 6 Y RDKT(W) 12 TP153507

» Related holder page: p.54~56

26 /G YG-1CO,LTD. » www.yg1l.kr gBEB J ECH /G YG-1CO,LTD. » www.yg1l.kr 27




ZGMIiLL

RDKW 08

Designation

RDKW 0802M0

Dimensions

YG602 | - | 8.00 | 2.38

RDKW 08 / Shank

Designation

Dimensions

YGR1-16Z22S16P160-08 16 16 12 60 | 160 2 4 | Plain Y RDKT(W) 08
YGR1-20Z2S20P180-08 20 20 12 80 | 180 2 4 | Plain Y RDKT(W) 08
YGR1-25Z3S20P180-08 25 20 12 40 | 180 3 4 | Plain Y RDKT(W) 08

Spare parts

TP082505 | TPWFTPO08

28
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RDKW 08 / Modular

eMmiLL B

Dimensions Spare parts
Designation
Coolant Wrench
YGR1-16Z22M08-08 16 M8 23 2 4 Y RDKT(W) 08
YGR1-2022M10-08 20 M10 30 2 4 Y RDKT(W) 08 TP082505 | TPWFTP08
YGR1-25Z3M12-08 25 M12 35 3 4 Y RDKT(W) 08

» Related holder page: p.54~56

RDKW 08 Recommended Cutting Condition

Material

Cutting Conditions

0.18 0.41 190 = 330 260

200 0.15 | 0.50 @ 0.33 150 = 240 195 0.5 2.5 0.8

220 0.12 0.44 0.28 90 150 120 0.5 1.8 0.6

140 0.18  0.64 0.35 150 = 240 195 0.5 2.5 0.8

45HRc | 0.10  0.32  0.23 40 80 60 0.3 0.7 0.4

* D.0.C: Depth Of Cut

4G YG-1CO, LTD. - www.ygl.kr 29



Y 7/GMILL eMmiLL B

RDKW 10 RDKW 10 / Cutter

o

Designation

RDKW 10T3MO0 | YG602 | - | 10.00 | 3.97 - Dimensions Spare parts
Designation

Wrench

YGR1-4025C16-10 40 | 16 | 40 5 5 - Y | RDKT(W)10
TP154808 | TPWFTP15
YGR1-5026C22-10 50 | 22 | 50 6 5 - Y | RDKT(W)10
RDKW 10 / Shank RDKW 10 / Modular

L2

Dimensions
o T o ol o] o] ]w]
20 15 80 2 5

YGR1-20Z2S20P180-10 20 180

Spare parts

Dimensions Spare parts

Designation Designation

Y

Plain RDKT(W) 10 YGR1-20Z2M10-10 20 M10 30 2 5 Y RDKT(W) 10
TP154808 | TPWFTP15 TP154808 | TPWFTP15
YGR1-25Z22S25P180-10 25 25 15 80 | 180 2 5 | Plain Y RDKT(W) 10 YGR1-25Z3M12-10 25 M12 35 3 5 Y RDKT(W) 10

» Related holder page: p.54~56

30 “4/G YG-1CO,LTD. « www.yg1l.kr Bﬂ Ec H “4/G YG-1CO,LTD. « www.yg1lkr 31
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ZGMIiLL ZGMiLL

RDKW 12

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t

Non Alloys 120 0.18  0.64 0.35 190 330 250 0.5 2.5 1.0

ANl

Low Alloys 200 015 050 | 030 150 | 240 200 | 05 25 1.0
High Alloys 220 012 044 | 0.25 90 | 150 120 05 1.8 0.8 . . Dimensions
Designation
Grey Cast Iron 140 0.18 0.64 0.35 150 | 240 200 0.5 25 1.0

RDKW 1204M0 YG602 ‘ - ‘ 12.00 4.76 -

Hardened Materials ~ 45HRc | 0.10 | 0.36 = 0.23 40 80 60 0.3 0.9 0.5

* D.0.C: Depth Of Cut

RDKW 12 / Shank

Dimensions Spare parts

Designation

YGR1-25Z2S25P180-12 25 25 18 80 | 180 2 6 | Plain Y RDKT(W) 12
TP154009
YGR1-32Z2S532P200-12 32 32 18 | 100 | 200 2 6 | Plain Y RDKT(W) 12 + TPWFTP15
TP153507

YGR1-32Z3S32P160-12 32 32 18 60 | 160 3 6 | Plain Y RDKT(W) 12

32 “4/G YG-1CO,LTD. « www.yg1l.kr BH Ec H “4/G YG-1CO,LTD. « www.yg1lkr 33



ZGMIiLL ZGMiLL

RDKW 12 / Cutter

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)

Non Alloys 120 018 064 035 190 330 250 | 05 25 1.3
Low Alloys 200 015 050 030 150 240 200 @05 25 1.3
High Alloys 220 012 044 025 90 150 120 | 05 1.8 1.0
Grey Cast Iron 140 0.18 0.64 0.35 150 | 240 200 0.5 2.5 1.3
. . Dimensions Spare parts
Designation Hardened Materials ~ 45HRc | 0.14 0.41 028 40 80 60 03 11 07
Coolant Wrench
YGR1-40Z4C16-12 40 | 16 | 40 4 6 - Y | RDKTW)12 * D.0.C: Depth Of Cut
TP154009
YGR1-50Z5C22-12 50 22 50 5 6 - Y RDKT(W) 12 + TPWFTP15
TP153507
YGR1-6326C22-12 63 22 50 6 6 - Y RDKT(W) 12

RDKW 12 / Modular

Dimensions Spare parts
Designation
YGR1-25Z22M12-12 25 M12 35 2 6 Y RDKT(W) 12 TP154009
+ TPWFTP15
YGR1-32Z3M16-12 32 M16 42 3 6 Y RDKT(W) 12 TP153507

» Related holder page: p.54~56
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ZGMIiLL

RPMT 08

. . Dimensions
Designation

RPMT 08T2MO YG602 ‘ - ‘ 8.00 ‘ 2.78 -

RPMT 08 Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

Non Alloys 0.18 | 064 0.41 190 330 250 05 25 0.8

Low Alloys 200 0.15 050 @ 0.33 150 | 240 195 05 | 25 0.8

High Alloys 220 0.12 | 044  0.28 90 150 120 05 | 1.8 0.6

M Austenitic 190 0.15 050 @ 0.33 190 | 250 220 05 | 25 0.8

Grey Cast Iron 140 0.18 | 0.64 0.41 150 | 240 195 0.5 2.5 0.8

I A 240 012 032 022 25 45 8 05 15 06

“ Hardened Materials =~ 45HRc 0.10 0.32 0.21 40 80 60 0.3 0.7 0.4

* D.0.C: Depth Of Cut

36 /G YG-1CO, LTD. + www.yg1.kr

eMmiLL B

RPMT 10

T

. . Dimensions
Designation

RPMT 10T3MO YG602 ‘ - ‘ 10.00 3.97 -

RPMT 10 Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)
(HB) Recommend m Recommend m Recommend

Non Alloys 120 | 018 064 035 190 330 250 05 25 1.0
Low Alloys 200 | 015 050 030 150 240 200 05 25 1.0
High Alloys 220 | 012 044 025 9 150 120 05 1.8 08
Austenitic 190 | 015 050 030 190 250 220 05 25 1.0
Grey Cast Iron 140 0.18 | 0.64 @ 0.35 150 | 240 200 0.5 2.5 1.0
aﬂgastu%%srii\tﬁg;s 240 | 012 036 024 25 45 35 05 20 08
Hardened Materials ~ 45HRc | 010 0.36 023 40 80 60 03 09 05

* D.0.C: Depth Of Cut

BROTECH
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ZGMIiLL

RPMT 12

Designation

RPMT 1204M0

YG602

Dimensions

RPMT 12

Material

Non Alloys

Hardness
(HB)
120

Recommended Cutting Condition

Cutting Conditions

Depth Of Cut (mm)

0.18 | 0.64 0.35 190 330 250 0.5 2.5 1.3

Low Alloys 200 0.15 050 @ 0.30 150 | 240 195 05 | 25 1.3
High Alloys 220 0.12 | 044  0.25 90 | 150 120 05 | 1.8 1.0
Austenitic 190 0.15 050 @ 030 190 | 250 220 05 | 25 1.3
Grey Cast Iron 140 0.18 | 0.64 0.35 150 | 240 195 0.5 2.5 1.3
I A 240 013 030 029 25 50 38 05 24 15
Hardened Materials =~ 45HRc 0.50  0.22 0.28 50 100 75 0.5 1.9 1.8

* D.0.C: Depth Of Cut

38
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BROTECH

eMmiLL B

RPMW 12

. . Dimensions
Designation

RPMW 1204M0 YG602 ‘ - ‘ 12.00 4.76 -

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)
(HB) Recommend m Recommend m Recommend

Non Alloys 120 0.18  0.64 0.35 190 = 330 250 0.5 2.5 1.3

Low Alloys 200 0.15  0.50 @ 0.30 150 = 240 200 0.5 2.5 1.3
High Alloys 220 0.12 | 044 0.25 90 150 120 0.5 1.8 1.0
Grey Cast Iron 140 0.18 0.64 0.35 150 | 240 200 0.5 2.5 1.3

Hardened Materials | 45HRc 0.14 | 0.41 0.28 40 80 60 0.3 11 0.7

* D.0.C: Depth Of Cut
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ZGMIiLL

SDKN 12

/[Q &R O

RN
QX
NIAvAN)
= :
‘ o

|

. . Dimensions
Designation

eMmiLL B

SDKN 15
F% Y q I L
SO =
(] ~
s = v - T15°

. . Dimensions
Designation

SDKN 1203AETN YG602 - | 12.70 | 3.18 | -

Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

0.18 | 0.46  0.32 190 330 250 0.5 7.0 3.0

Non Alloys

Low Alloys 200 0.15 0.36 @ 0.26 150 = 240 195 0.5 7.0 3.0
High Alloys 220 012 | 0.32  0.22 90 150 120 0.5 5.0 2.3
Grey Cast Iron 140 0.18 046 0.32 150 | 240 195 0.5 7.0 3.0

Hardened Materials | 45HRc 0.10  0.24 0.17 40 80 60 0.5 2.5 1.5

* D.0.C: Depth Of Cut

40 “%/G YG-1CO, LTD. « www.ygl.kr

BR

SDKN 1504AETN YG602 - | 15.88 | 4.76 | -

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)

Non Alloys 120 0.18 | 043 0.31 190 = 330 250 0.5 9.0 4.0

Low Alloys 200 0.15 034 @ 0.25 | 150 | 240 195 0.5 9.0 4.0
High Alloys 220 0.12 | 0.30 0.21 90 150 120 0.5 6.5 3.0
Grey Cast Iron 140 0.18 043 | 0.31 150 | 240 195 0.5 9.0 4.0

Hardened Materials | 45HRc 0.10  0.24 0.17 40 80 60 0.5 3.2 2.0

* D.0.C: Depth Of Cut
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Z/GMILL 7GMiLL

SEKN 12 SEKR 12
P%cséq L]
e War N B IR | — b —
N\
k2
N - ¥/20° v i20D
T : BNk N

. . Dimensions . .
Designation Designation

SEKN 1203AFTN YG602 - ‘ 12.70 ‘ 3.18 ‘ - SEKR 1203AFTN YG602 - ‘ 12.70 ‘ 3.18 ‘ -

Recommended Cutting Condition Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

Material Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)

Non Alloys 018 046 032 190 330 250 05 7.0 3.0 Non Alloys 120 | 018 046 032 190 330 250 05 7.0 3.0
Low Alloys 200 | 015 036 026 150 240 195 05 7.0 3.0 Low Alloys 200 | 015 036 026 150 240 195 05 7.0 3.0
High Alloys 220 | 012 032 022 90 150 120 05 50 23 High Alloys 220 | 012 032 022 9 150 120 05 50 23
Austenitic 190 | 015 032 024 190 250 220 05 7.0 3.0 Austenitic 190 | 015 032 024 190 250 220 05 7.0 @ 3.0
Grey Cast Iron 140 | 018 046 032 150 240 195 05 7.0 3.0 Grey Cast Iron 140 | 018 046 032 150 240 195 05 7.0 3.0
aﬂgastu%%sri,sbﬁ?g\ss 240 | 010 026 018 25 45 35 05 50 23 aﬂgastu%%srii\tﬁg;s 240 012 026 019 25 45 35 05 50 23
Hardened Materials =~ 45HRc 0.10 | 0.26 0.18 40 80 60 0.5 2.5 1.0 Hardened Materials =~ 45HRc 0.10 0.26 @ 0.18 40 80 60 0.5 2.5 15

* D.0.C: Depth Of Cut ) S— * D.0.C: Depth Of Cut T\
D.O.C i D.O.C i
W W
L L
& _Q//
AT
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ZGMIiLL

SEKT 1204

Dimensions

Designation

SEKT 1204AFTN YG602 - ‘ 12.92 ‘ 5.06 ‘ -

SEKT 1204 / Cutter

Dimensions

Designation

YGS145-40Z4C16-12 40 16 40 4 6 54 Y SEKT1204
YGS145-5025C22-12 50 22 40 5 6 64 Y SEKT1204
YGS145-63Z24C22-12 63 22 40 4 6 77 Y SEKT1204
YGS145-6326C22-12 63 22 40 6 6 77 Y SEKT1204
YGS145-80Z24C27-12 80 27 50 4 6 94 Y SEKT1204 | TP204510 | TPWFTP20
YGS145-80Z7C27-12 80 27 50 7 6 94 Y SEKT1204
YGS145-100Z8C32-12 100 32 50 8 6 114 Y SEKT1204
YGS145-125Z10C40-12 125 40 63 10 6 139 Y SEKT1204

YGS145-160Z212C40-12 160 40 63 12 6 174 - SEKT1204
44 4G YG-1CO, LTD. + www.yg1l.kr Bﬂa ] ECH

35 .qp ¢ »{1I’"88 Recommended Cutting Condition

Material

eMmiLL B

Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)

(HB) Max. |Recommend m Recommend m Recommend
Non Alloys 120 0.18 | 0.46 | 0.30 190 @ 330 250 0.5 7.0 3.0
Low Alloys 200 0.15  0.36 @ 0.25 150 @ 240 200 0.5 7.0 3.0
High Alloys 220 0.12 | 0.32 0.22 90 150 120 0.5 5.0 2.0
Austenitic 190 0.15 | 0.32 0.25 190 @ 250 220 0.5 7.0 3.0
Grey Cast Iron 140 0.18 | 0.46 | 0.30 150 | 240 200 0.5 7.0 3.0

Heat Resistant

and Super Alloys 240 0.12  0.26 @ 0.19 25 45 35 0.5 5.0 2.3
Hardened Materials =~ 45HRc 0.10 | 0.26 0.18 40 80 60 0.5 2.5 1.5

* D.0.C: Depth Of Cut R
Fz

D.0O.C 5«

4G YG-1CO, LTD. - www.ygl.kr
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ZGMIiLL

SEKT 12T3

. . Dimensions
Designation

SEKT 12T3AGTN YG602 - | 13.40 | 3.97 | -

SEKT 1273 Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

Non Alloys 018 046 030 190 330 250 05 7.0 3.0
Low Alloys 200 | 015 036 025 150 240 200 05 7.0 3.0
High Alloys 220 | 012 032 022 90 150 120 05 50 2.0
Austenitic 190 | 015 032 025 190 250 220 05 7.0 3.0
Grey Cast Iron 140 | 018 046 030 150 240 200 05 7.0 3.0
aﬂgastu%%sri,sbﬁ?g\ss 240 012 026 019 25 45 35 05 50 23
Hardened Materials =~ 45HRc 0.10 | 0.26 0.18 40 80 60 0.5 2.5 15

* D.0.C: Depth Of Cut —_——

46 “%/G YG-1CO, LTD. « www.ygl.kr

BROTECH

eMmiLL B

SPKN 12
F% aéq T
SO
(] ~
= = v - 711"

. . Dimensions
Designation

SPKN 1203EDTR YG602 - 12.70 3.18 -

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)

Non Alloys 120 0.18 | 0.43  0.30 190 = 330 250 0.5 7.0 3.0

Low Alloys 200 0.15 | 0.34 0.25 150 = 240 200 0.5 7.0 3.0
High Alloys 220 0.12 | 0.30 @ 0.20 90 150 120 0.5 5.0 2.5
Grey Cast Iron 140 0.18  0.43 0.30 150 = 240 200 0.5 7.0 3.0

Hardened Materials | 45HRc 0.10  0.24 0.17 40 80 60 0.5 2.5 1.5

* D.0.C: Depth Of Cut
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ZGMIiLL

SPKN 15
F% Y q T
o A =
(] »
s = v - T11°

. . Dimensions
Designation

eMmiLL B

SPKR 12

Designation

SPKN 1504EDTR YG602 - 15.88 4.76 -

Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

0.18  0.43 0.31 190 330 260 0.5 9.0 4.0

Non Alloys

Low Alloys 200 0.15  0.34 0.25 150 = 240 195 0.5 9.0 4.0
High Alloys 220 0.12 | 0.30 @ 0.21 90 150 120 0.5 6.5 3.0
Grey Cast Iron 140 0.18 043 0.31 150 | 240 195 0.5 9.0 4.0

Hardened Materials | 45HRc 0.10  0.24 0.17 40 80 60 0.5 3.2 2.0

* D.0.C: Depth Of Cut

48 “%/G YG-1CO, LTD. « www.ygl.kr

BR

SPKR 1203EDTR YG602 - 12.70 3.18 -

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)
(HB) Recommend m Recommend m Recommend

Non Alloys 120 | 018 038 025 190 330 250 05 7.0 @ 3.0
Low Alloys 200 | 015 030 020 150 240 200 05 7.0 3.0
High Alloys 220 | 012 026 017 9 150 120 05 50 25
Austenitic 190 | 015 026 020 190 250 220 05 7.0 3.0
Grey Cast Iron 140 | 018 038 030 150 240 200 05 7.0 @ 3.0
aﬂg"stu%isrij\ﬁ?g;s 240 012 022 017 25 45 35 05 50 23
Hardened Materials =~ 45HRc 0.10 | 0.22 0.16 40 80 60 0.5 2.5 15

|

* D.0.C: Depth Of Cut

ECH

Fz

| (@)
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ZGMIiLL

TPKN 16

—11°

Designation

ZGMiLL

TPKN 22

— _11°

Designation

TPKN 1603PDTR YG602

SHOULDER
MILLING

TPKN 16

Recommended Cutting Condition

Cutting Conditions

Hardness Feed (mm/tooth) Ve (m/min.) Depth Of Cut (mm)
H8) | i T i [fecmra] Win | W [smme| hin | thox [
120

Material

Non Alloys 0.14 0.27 0.21 190 | 330 260 0.5 | 12.0 3.0
Low Alloys 200 0.12 0.21 0.17 150 | 240 195 0.5  12.0 3.0
High Alloys 220 0.10 019 0.15 920 150 120 0.5 8.6 2.5
Grey Cast Iron 140 0.14 0.27 0.21 150 | 240 195 0.5 | 12.0 3.0
Hardened Materials =~ 45HRc 0.08  0.15 0.12 40 80 60 0.5 4.3 15
* D.0.C: Depth Of Cut )
Fz
D.O.C » f
I |
|
NN

50 /G YG-1CO, LTD. + www.yg1.kr

TPKN 2204PDTR YG602 22.00 ‘

SHOULDER
MILLING

TPKN 22

Recommended Cutting Condition

Cutting Conditions

ea | | | e |t
(HB)

Material

Recommend m Recommend m Recommend

Non Alloys 120 0.16 | 0.27 022 | 190 @ 330 260 0.5 | 18.0 4.0
Low Alloys 200 0.14 | 0.21 018 | 150 @ 240 195 0.5 | 18.0 4.0
High Alloys 220 0.11 | 0.19 0.15 90 150 120 0.5 129 3.0
Grey Cast Iron 140 0.16 0.27 0.22 150 | 240 195 0.5 | 18.0 4.0
Hardened Materials =~ 45HRc 0.09 0.15 0.12 40 80 60 0.5 6.4 2.0

* D.0.C: Depth Of Cut

51
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ZGMIiLL ZGMiLL

TPKR 16 TPKR 22

}11" }110
s |t s | *
[—>| —>|

Designation Designation

TPKR 1603PDTR YG602 16.50 ‘ 9.53 ‘ 3.18 ‘ - TPKR 2204PDTR YG602 22.00 ‘ 12.70 ‘ 4.76 ‘ -

SHOULDER
MILLING

SHOULDER
MILLING

TPKR 16 Recommended Cutting Condition TPKR 22 Recommended Cutting Condition

Material Cutting Conditions

ea | | | e |t
(HB)

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/tooth) Vc (m/min.) Depth Of Cut (mm)
H8) i o T in | hox [ tin | Wox [t
120

Recommend m Recommend m Recommend

Non Alloys 016 022 019 190 330 260 05 120 3.0 Non Alloys 120 | 016 022 019 190 330 260 05 180 4.0

Low Alloys 200 | 014 018 016 150 240 195 05 120 3.0 Low Alloys 200 | 014 018 016 150 240 195 05 180 4.0

High Alloys 220 | 011 015 013 90 150 120 05 86 25 High Alloys 220 | 041 015 013 90 150 120 05 129 3.0

M Austenitic 190 | 014 015 015 190 250 220 05 120 3.0 Austenitic 190 | 014 015 015 190 250 220 05 180 4.0

Grey Cast Iron 140 | 016 022 019 150 240 195 05 120 3.0 Grey Cast Iron 140 | 016 022 019 150 240 195 05 180 4.0

aﬂgastu%%sri,sbﬁ?g\ss 240 | 011 013 012 25 45 35 05 86 23 aﬂgastu%%srii\tﬁg;s 240 | 011 013 012 25 45 35 05 129 3.0

“ Hardened Materials =~ 45HRc 0.09  0.13 0.11 40 80 60 0.5 3.4 15 Hardened Materials =~ 45HRc 0.09 | 0.13 | 0.1 40 80 60 0.5 6.4 2.0

* D.0.C: Depth Of Cut rﬁ * D.0.C: Depth Of Cut
4

D.0.C

il
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ZGMIiLL

ZMC (Carbide Holder)

Coolant Hol

e

il _Shank Overall 'Neck Thfead Wrench | Coolant
Diameter Diameter | Length Diameter Size No. Hole

ZMC1001100 70 20
ZMC1002100 10.0 10.0 100 40 9.5 M6 SPIS0810 2.0
ZMC1003100 130 70
ZMC1201120 80 20
ZMC1202120 12.0 12.0 100 40 11.5 M6 SPIS0810 2.0
ZMC1203120 130 70
ZMC1601160 100 40
ZMC1602160 16.0 16.0 150 80 15.5 M8 SPIS1300 3.0
ZMC1603160 200 120
ZMC2001200 100 40
ZMC2002200 150 80

20.0 20.0 19.5 M10 SPIS1700 4.0
ZMC2003200 200 120
ZMC2004200 250 160
ZMC2501250 150 70
ZMC2502250 200 100

25.0 25.0 24.3 M12 SPIS2200 5.0
ZMC2503250 250 150
ZMC2504250 300 200
ZMC3001320 150 70
ZMC3002320 200 120
ZMC3003320 30.0/32.0 32.0 250 150 29.0 M16 SPI1S2700 6.0
ZMC3004320 300 200
ZMC3005320 350 250

» The wrench(1pc) for the relevant item is included.
If more is needed, available for sale.

/G YG-1CO,LTD. = www.ygl.kr

BR

ZGMiLL

ZMS (Steel Holder)

Coolant Hole

L1
Straight Neck Type

il Shank Overall Neck Thread W h | Cool
o Diameter | Length Diameter Size TENe LTS
Diameter No. Hole
ZMS1001100 10.0 10.0 70.0 20.0 9.0 M6 3.0
SPIS0810

ZMS1201120 12.0 12.0 90.0 30.0 11.0 M6 3.0
ZMS1601160 16.0 16.0 100.0 30.0 15.0 M8 SPIS1300 4.0
ZMS2001200 20.0 20.0 100.0 30.0 19.0 M10 SPIS1700 5.0
ZMS2501250 25.0 25.0 115.0 40.0 24.0 M12 SPIS2200 5.0
ZMS3001320 30.0/32.0 32.0 125.0 40.0 29.0 M16 SPIS2700 6.0

» The wrench(1pc) for the relevant item is included.
If more is needed, available for sale.

Wrench
‘ Wrench No. | Wrench Width Mill Diameter Clamping Torque [N-m]
8 10.0 6.5
SPIS0810
10 12.0 6.5
% SPIS1300 13 16.0 10
% SPIS1700 17 20.0 12
% SPI1S2200 22 25.0 15
30.0
% SPIS2700 27 320 20
ECH “4/G YG-1CO,LTD. « www.ygl.kr 55




Y 7/GMILL

ZMT (Steel Holder)

Coolant Hole

—— —SD\T&LT 0

Taper Neck Type

. Shank Overall Neck Thread
. Mitl Diameter | Length Diameter Size Wrench | Coolant
Diameter No. Hole
ZMT1001120 10.0 12.0 100.0 50.0 9.0 M6 3.0
SPIS0810
ZMT1201160 12.0 16.0 130.0 70.0 11.0 M6 3.0
ZMT1601200 16.0 20.0 150.0 90.0 15.0 M8 SPIS1300 4.0
ZMT2001250 20.0 25.0 170.0 100.0 19.0 M10 SPIS1700 5.0
ZMT2501320 25.0 32.0 200.0 110.0 24.0 M12 SPI1S2200 5.0
ZMT3001320 30.0/32.0 32.0 200.0 110.0 29.0 M16 SPIS2700 6.0

» The wrench(1pc) for the relevant item is included. y 4
If more is needed, available for sale. I/G D R ﬂ I I
a

INDEXABLE CUTTINGTOOLS
YG UNIVERSAL LINE

Wrench
Wrench No. | Wrench Width Mill Diameter Clamping Torque [N-m]
8 10.0 6.5
SPIS0810
10 12.0 6.5
% SPIS1300 13 16.0 10
% SPIS1700 17 20.0 12
% SPIS2200 22 25.0 15
30.0
2
% SPIS2700 27 32,0 0
56 /G YG-1CO,, LTD. + www.yg1.kr



B 76

DRILLING HOLDER DESIGNATION

METRIC
Designation YG S1 3 - 20 S 25 F 100 - 07
No. @ @ ® @ ® ® @ ©)
No. Meaning Symbol Explanation
©) Brand Name YG YG-1 Global
® Insert Type S1 S1-SPMG...
® Drilling Depth 3 3-3D,5-5D...
@ Tool Diameter 20 @20, 330 ...
® Tool Type (Interface) S Shank type
® Shank Diameter 25 @25 - Shank diameter
F Flange
@ Shank Type
S Straight
Tool Length 100 100mm, 150mm, 200mm...
©) Insert Size 07 05, 07, 09...

* Additional information(data) will be described in specific dimensions.

58
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—LBROTECH

WCMX

-2/GDRILL

=
~
>

Y]

Designation

WCMX 040208 YG602 4.28 6.35 2.38 0.8
WCMX 050308 YG602 5.35 7.94 3.18 0.8
WCMX 06T308 YG602 6.42 9.52 3.97 0.8
WCMX 080412 YG602 8.56 12.7 4.76 1.2

& YG-1CO,LTD. -

www.yg1.kr
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“Z7GDRILL

Recommended Cutting Condition

Material Cutting Conditions
81 | o] Fecommend
Non Alloys 120 0.05 0.10 0.08 180 270 225
Low Alloys 200 0.05 0.10 0.08 120 230 175
High Alloys 220 0.07 0.10 0.09 70 170 120
Austenitic 190 0.05 0.10 0.08 170 230 200
Grey Cast Iron 140 0.10 0.11 0.11 150 230 190

Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.)
48) [T ttox [ Roconmend | Win | Wox | Recommend

Non Alloys 120 0.06 0.11 0.09 180 270 225
Low Alloys 200 0.06 0.11 0.09 120 230 175
High Alloys 220 0.09 0.11 0.10 70 170 120
Austenitic 190 0.06 0.11 0.09 170 230 200
Grey Cast Iron 140 0.13 0.12 0.13 150 230 190

60 /G YG-1CO, LTD. + www.yg1.kr

f[BEBTECH

-2/GDRILL

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.)
W8) | win. | Wax_ ] Recommend | Min [ Max [ Recommend

Non Alloys 120 0.06 0.12 0.07 180 270 230
Low Alloys 200 0.06 0.12 0.06 120 230 180
High Alloys 220 0.08 0.12 0.10 70 170 120
Austenitic 190 0.06 0.12 0.09 170 230 200
Grey Cast Iron 140 0.12 0.13 0.13 150 230 190

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.)
W8) | Min. | Wax_ [ Recommend | Min [ Max_ [ Recommend

Non Alloys 120 0.06 0.16 0.11 180 270 225

Low Alloys 200 0.06 0.16 0.11 120 230 175

High Alloys 220 0.09 0.16 0.13 70 170 120

Austenitic 190 0.06 0.15 0.11 170 230 200

Grey Cast Iron 140 0.10 0.18 0.14 150 230 190
“4/G YG-1CO,LTD. + www.yg1l.kr 61



2/GDRILL -2/GDRILL

SPMG 05 SPMG 05 / Holder

Designation

Dimensions Spare parts Geometry

SPMG 050204 YG602 5.00 - 2.39 0.4 Designation
Wrench Relative Insert

YGS12-13S20F094-05 2 13.0 20 25 26 44 50 94

YGS12-14S20F096-05 2 14.0 20 25 28 46 50 96

YGS12-15S20F098-05 2 15.0 20 25 30 48 50 98

YGS13-13S20F107-05 2 13.0 20 25 39 57 50 107

YGS13-14S20F110-05 2 14.0 20 25 42 60 50 110 | TP072043 |TPWFTPO7 | SPMG 050204

YGS13-15S20F113-05 2 15.0 20 25 45 63 50 113

YGS15-13S20F133-05 2 13.0 20 25 65 83 50 133

YGS15-14S20F138-05 2 14.0 20 25 70 88 50 138

) . YGS15-15S20F143-05 2 | 150 20 | 25 | 75 | 93 | 50 | 143
Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) V¢ (m/min.)
8) | win | Max_ ] Recommend | Min [ Max [ Recommend |

Non Alloys 120 0.04 0.09 0.07 180 270 225
Low Alloys 200 0.04 0.09 0.07 120 230 175
High Alloys 220 0.05 0.09 0.07 70 170 120
Austenitic 190 0.04 0.09 0.07 170 230 200
Grey Cast Iron 140 0.07 0.10 0.09 150 230 190
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SPMG 06 SPMG 06 / Holder

Designation

Dimensions Spare parts Geometry

SPMG 060204 YG602 6.00 - 2.41 0.4 Designation
Wrench Relative Insert

YGS12-16S25F109-06 2 16.0 25 32 32 53 56 109

YGS12-17S25F111-06 2 17.0 25 32 34 55 56 111

YGS12-18525F113-06 2 18.0 25 32 36 57 56 113

YGS12-19S25F115-06 2 19.0 25 32 38 59 56 115

YGS12-20S25F118-06 2 20.0 25 32 40 62 56 118

YGS12-21S25F120-06 2 21.0 25 32 42 64 56 120

YGS13-16S25F125-06 2 16.0 25 32 48 69 56 125

YGS13-17S25F128-06 2 17.0 25 32 51 72 56 128

) . YGS13-18525F131-06 2 | 180 | 25 | 32 | 54 | 75 | 56 | 131
Recommended Cutting Condition TP072252 |TPWFTP07 | SPMG 060204
YGS13-19525F134-06 2 | 190 25 | 32 | 57 | 78 | 56 | 134

3 ] w YGS13-20S25F138-06 2 20.0 25 32 60 82 56 138
[\ EYCITE] Cutting Conditions

Hardness o ) (i YGS13-21S25F114-06 2 21.0 25 32 63 85 56 141
Non Alloys 120 0.04 0.09 0.07 180 270 225 YGS15-17S25F162-06 2 17.0 25 32 85 106 56 162
Low Alloys 200 0.04 0.09 0.07 120 230 175 YGS15-18S25F167-06 2 18.0 25 32 90 111 56 167
High Alloys 220 0.05 0.09 0.07 70 170 120 YGS15-19S25F172-06 2 19.0 25 32 95 116 56 172
YGS15-20S25F178-06 2 20.0 25 32 100 | 122 56 178

Austenitic 190 0.04 0.09 0.07 170 230 200
YGS15-21S25F183-06 2 21.0 25 32 105 | 127 56 183

Grey Cast Iron 140 0.07 0.10 0.09 150 230 190
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SPMG 07

Designation

SPMG 07T308 YG602 7.95 - 3.99 0.8

m Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) V¢ (m/min.)
8) | win | Max_ ] Recommend | Min [ Max [ Recommend |

Non Alloys 120 0.05 0.10 0.08 180 270 220
Low Alloys 200 0.05 0.10 0.08 120 230 180
High Alloys 220 0.07 0.10 0.10 70 170 120
Austenitic 190 0.05 0.10 0.08 170 230 200
Grey Cast Iron 140 0.10 0.11 0.11 150 230 190
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Designation

SPMG 07 / Holder

Dimensions

-2/GDRILL

YGS12-22S832F134-07 22.0 32 45 44 74 60 134
YGS12-23S32F136-07 23.0 32 45 46 76 60 136
YGS12-24S32F138-07 24.0 32 45 48 78 60 138
YGS12-25S32F140-07 25.0 32 45 50 80 60 140
YGS12-26S32F142-07 26.0 32 45 52 82 60 142
YGS12-27S32F144-07 27.0 32 45 54 84 60 144
YGS13-22832F156-07 22.0 32 45 66 96 60 156
YGS13-23S32F159-07 23.0 32 45 69 99 60 159
YGS13-24S32F162-07 24.0 32 45 72 102 60 162
YGS13-25S832F165-07 25.0 32 45 75 1056 60 165
YGS13-26S32F168-07 26.0 32 45 78 108 60 168
YGS13-27S32F171-07 27.0 32 45 81 111 60 171
YGS15-22832F200-07 22.0 32 45 110 | 140 60 200
YGS15-23S32F205-07 23.0 32 45 115 | 145 60 205
YGS15-24S32F210-07 24.0 32 45 120 | 150 60 210
YGS15-25832F215-07 25.0 32 45 125 | 155 60 215
YGS15-26S32F168-07 26.0 32 45 130 | 160 60 220
YGS15-27S32F171-07 27.0 32 45 135 | 165 60 225

Spare parts

TP082564

Wrench

TPWFTP08

Geometry

Relative Insert

SPMG 07T308

f[BEBTfUH
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SPMG 09

Designation

SPMG 090408 YG602 9.80 - 4.30 0.8

m Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) V¢ (m/min.)
8) | win | Max_ ] Recommend | Min [ Max [ Recommend |

Non Alloys 120 0.06 0.11 0.09 180 270 225
Low Alloys 200 0.06 0.11 0.09 120 230 175
High Alloys 220 0.09 0.11 0.10 70 170 120
Austenitic 190 0.06 0.11 0.09 170 230 200
Grey Cast Iron 140 0.13 0.12 0.13 150 230 190
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Designation

SPMG 09 / Holder

Dimensions

-2/GDRILL

Spare parts

Wrench

Geometry

Relative Insert

f[BEBTfUH

YGS12-28S32F146-09 280 | 32 | 45 | 56 | 8 | 60 | 146
YGS12-29S32F148-09 200 | 32 | 45 | 58 | 88 | 60 | 148
YGS12-30S32F151-09 300 | 32 | 55 | 60 | 91 60 | 151
YGS12-31S32F153-09 310 | 32 | 55 | 62 | 93 | 60 | 153
YGS12-32S32F155-09 320 | 32 | 55 | 64 | 95 | 60 | 155
YGS12-33S32F157-09 330 | 32 | 55 | 66 | 97 | 60 | 157
YGS13-28S32F174-09 280 | 32 | 45 | 84 | 114 | 60 | 174
YGS13-29S32F177-09 200 | 32 | 45 | 8 | 117 | 60 | 177
YGS13-30S32F181-09 300 | 32 | 55 | 90 | 121 | 60 | 181

TP153588 | TPWFTP15| SPMG 090408
YGS13-31S32F184-09 310 | 32 | 55 | 93 | 124 | 60 | 184
YGS13-32S32F187-09 320 | 32 | 55 | 9 | 127 | 60 | 187
YGS13-33S32F190-09 330 | 32 | 55 | 99 | 130 | 60 | 190
YGS15-28S32F230-09 280 | 32 | 45 | 140 | 170 | 60 | 230
YGS15-29S32F235-09 200 | 32 | 45 | 145 | 175 | 60 | 235
YGS15-30S32F241-09 300 | 32 | 55 | 150 | 181 | 60 | 241
YGS15-31S32F246-09 310 | 32 | 55 | 155 | 186 | 60 | 246
YGS15-32S32F251-09 320 | 32 | 55 | 160 | 191 | 60 | 251
YGS15-33S32F256-09 330 | 32 | 55 | 165 | 196 | 60 | 256
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TURNING INSERTS DESIGNATION SYSTEM (ISO) TURNING INSERTS DESIGNATION SYSTEM (ISO)

o 8 BR%IIII\I:ER

8

Cc D S R T \") W H (0]
n /'\855 / /\82“ / ‘ /’\55G/ I I H
Insert Cutting IC.
. Symbol , ’ f /
Shape A B Cc K L Edge Size Q g <:>
Length le—s] |l f | ! -
a 8 O Special Inch Metric
o) P R X 7/32 1.8(7) 05 06 05 05 09 09 03
1/4 2 06 07 06 06 1 1 04
n . . R . . . . . 5/16 2.5 08 09 07 07 13 13 05
Clearance ° / 15 20 25 30 0 " 3/8 3 09 n 09 09 16 16 06
Angle - B C D E F G N P 172 4 12 15 12 12 22 22 08 05 05
5/8 5 16 19 15 15 27 27 10 09 06
B Tolerance I.C. Size 3/4 6 19 23 19 19 33 33 13 10
Tolerance m t I.C. 635 9525 127 | 15875 19.05 254 L & 3 el g2 i ) o Ud
A +0.005 +0.025 +0.025 ° - o o *( ) symbol for small size insert
C +0.013 +0.025 +0.025 L] ° ° )
T 7
E +0025  +0.025 | =+0.025 ° ° ° ° ° ° n 7. 1 7 1 . ) - n
Thickness Nose Radius Chip Breaker
F + 0.005 +0.025 +0.013 o [ ] ® L] ® ® %I%n
G +0.025 +0.13 +0.025 ° ° ° ° ° °
H  £0013 | £0025 +0013 . . . . . . K For Application
+0.05 P ° Symbol(t) mm Symbol(r) mm
+0.08 5 02 2.38 02 0.2
K +0.013 +0.025 03 3.18 04 0.4
= 0l ° ° T3 3.97 08 0.8
+0.13 ° 04 4.76 10 1.0
+0.18 +0.05 ® [} 06 6.35 12 1.2
+.0050 +0.08 o i 794 1D L5
M +0.13 09 9.52 20 2.0
+.0060 +0.10 L] ®
+.0070 +0.13 )
YGTurn Chip Breakers E
_ s o £
Application area = 6.0 —— For Roughing Application
; =
AN 2
I.C. t
15 For General Application
4| T oo — o OO 0o 10 :
et [ e B (T O | Special 05 . -
Cross 017 [ ] [ ] f ] ST || T For Finishing Application
Section e "
Shape A F G M N R T w 0.05 0.1 0.2 0.7

X
Feed (mm/rev.)
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CNMA 12 CNMG 12

5 . Dimensions : 5 Dimensions
Designation Designation
CNMA 120408-UC YG1001 12.90 12.70 4.76 0.8 CNMG 120404-UF YG801 12.90 12.70 4.76 0.4
CNMA 120412-UC YG1001 12.90 12.70 4.76 1.2 CNMG 120408-UG YG801 12.90 12.70 4.76 0.8
CNMG 120412-UR YG801 12.90 12.70 4.76 1.2

CNMA 120408 Recommended Cutting Condition CNMG 120404 Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Material Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm) Hardness Feed (mm/rev.) Ve (m/min.)
“ Grey Cast Iron ‘ 140 ‘ 0.20 ‘ 0.78 ‘ 0.49 ‘ 130 ‘ 390 ‘ 260 ‘ 0.5 ‘ 5.0 ‘ 3.00 Non Alloys 120 0.11 023 0.17 180 | 330 300 0.2 3.0 2.0
Low Alloys 200 0.10 = 0.20 0.15 120 280 250 0.2 2.5 2.0
High Alloys 220 0.09 0.18 0.14 70 190 170 0.2 25 2.0
m Recommended Cutting Condition Austenitic 190 010 018 014 170 270 250 0.2 25 2.0
Grey Cast Iron 140 0.08  0.20 @ 0.14 170 | 250 240 0.2 3.0 2.0

[\ EYCE] Cutting Conditions i
- ey, 240 000 015 012 25 50 3 02 20 20
Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)

(HB) Max. |Recommend e Hardened Materials = 45HRc | 0.05 | 0.12 @ 0.09 50 | 100 75 02 1.8 1.5

Grey Cast Iron ‘ 140 ‘0.20 ‘ 0.81 ‘ 0.51 ‘ 130 ‘ 390 ‘ 260 ‘ 0.7 ‘ 6.0 ‘ 4.00
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CNMG 120408 Recommended Cutting Condition

[\ EYCIE] Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)
Non Alloys 120 0.21 050 0.35 180 | 330 250 0.5 5.0 3.0
Low Alloys 200 0.21 | 045 0.30 120 | 280 200 0.5 5.0 3.0
High Alloys 220 0.18 040 0.25 70 190 130 0.5 4.0 25
Austenitic 190 0.20 | 0.40 0.30 170 | 270 220 0.5 5.0 3.0
Grey Cast Iron 140 0.15 0.60 0.35 170 | 250 210 0.5 5.0 3.0
I A 240 020 035 028 25 50 3 | 05 30 20
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.5 2.0

Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)

Non Alloys 120 0.26 | 0.68 | 0.47 | 180 330 250 07 6.0 4.0
Low Alloys 200 0.26 | 0.61 @ 044 | 120 @ 280 200 0.7 | 6.0 4.0
High Alloys 220 0.23 | 0.54 = 0.39 70 190 130 07 | 438 3.4
Austenitic 190 0.25 | 0.54 040 | 170 @ 270 220 0.7 | 6.0 4.0
Grey Cast Iron 140 0.20 | 0.81 0.51 170 | 250 210 0.7 6.0 4.0
I A 240 | 025 047 036 25 45 85 07 36 27
Hardened Materials =~ 45HRc 0.14 | 0.41 0.28 50 100 75 0.7 3.0 2.7
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CNMA 16

Dimensions

Designation

CNMA 160612-UC YG1001 16.12 15.88 6.35 1.2

CNMA 160612 Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.)
(HB) Min. Max. Max. Recommend Max.

Grey Cast Iron ‘ 140 ‘0.15 ‘ 0.70‘ 0.40 ‘ 130 ‘ 390 ‘ 260 ‘ 2.0 ‘ 8.0 ‘ 3.0

4G YG-1CO, LTD. - www.ygl.kr 77




2/GTURN 2/GTURN |

DNMG 15 DNMG 15

Designation

: _ Dimensions
DNMG 150404-UF YG801 15.50 12.70 4.76 0.4 Designation
DNMG 150408-UG YG801 15.50 12.70 4.76 0.8 DNMG 150604-UF YG801 15.50 12.70 6.35 0.4
DNMG 150608-UG YG801 15.50 12.70 6.35 0.8
DNMG 150404 Recommended Cutting Condition DNMG 150612-UR YG8o1 1550 12.70 6.35 1.2

\" EYCITE] Cutting Conditions
Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
(HB) Min. | Max. [Recommend m Max. |Recommend m Max. |Recommend
Non Alloys 120 0.11 | 0.23 0.17 180 = 330 300 0.2 3.0 2.0
Low Alloys 200 0.10 A 0.20 0.15 120 280 250 0.2 2.5 2.0
High Alloys 220 0.09 0.18 0.14 70 190 170 0.2 2.5 2.0
M Austenitic 190 0.10 | 0.18 0.14 170 | 270 250 0.2 2.5 2.0 : .
o) lerlilels st Recommended Cutting Condition
_ Grey Cast Iron 140 0.08 0.20 0.14 170 | 250 240 0.2 3.0 2.0
Heat Resistant
240 0.09 0.15 0.12 25 50 35 0.2 2.0 2.0
“ and Super Alloys Material Cutting Conditions
“ Hardened Materials =~ 45HRc 0.05 | 0.12 0.09 50 100 75 0.2 1.8 15 .
Ve (m/min.)

Non Alloys 120 0.11  0.23 0.19 180 | 330 290 0.2 3.0 2.0
DNMG 150408 Recommended Cutting Condition
Low Alloys 200 0.10 0.20 0.14 120 | 280 250 0.2 2.5 2.0
Material Cutting Conditions High Alloys 220 009 018 013 | 70 190 170 | 0.2 25 2.0
Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm) A % 010 | 018 | o o | 270 240 02 | 2 20
ustenitic 1 A A 14 17 7 4 : 43 X
(HB) m Recommend m Recommend m Recommend
Non Alloys 120 021 050 0.36 180 330 250 0.5 5.0 3.0 Grey Cast Iron 140 0.08 = 0.20 0.18 170 = 250 240 0.2 3.0 2.0
Heat Resistant
Low Alloys 200 0.21 | 045 0.33 120 | 280 200 and Super Alloys 240 0.09 0.15 0.12 25 50 40 0.2 2.0 2.0
High Alloys 220 | 018 | 040 | 029 | 70 | 190 | 130 Hardened Materials ~ 45HRc | 0.05 012 010 50 100 75 | 02 20 15
Austenitic 190 0.20 0.40 0.30 170 | 270 220
Grey Cast Iron 140 0.15 0.60 0.38 170 | 250 210
Heat Resistant
and Super Alloys 240 0.20 0.35 0.28 25 45 35
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75
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DNMG 150608 Recommended Cutting Condition r
N\
v - | )
/ | N\
Material Cutting Conditions / |
ol +—- 1
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm) \ J
(HB) - Max. Max. Recommend Max. Recummend &\\\ i ’/"J
Non Alloys 120 0.21 | 0.50 0.36 | 180 & 330 250 0.5 5.0 3.0 ! S,

Low Alloys 200 021 045 033 120 280 200 05 50 3.0
High Alloys 220 018 040 029 70 190 @ 130 05 40 25 Designation Dimensions
Austenitic 190 020 040 030 170 270 220 05 50 3.0 SNMA 120408.UC YG1001 1270 1270 476 08
Grey Cast Iron 140 0415 060 038 170 250 210 05 50 @ 3.0 e — - - e s
aﬂg*gu%?rijﬁ?g;s 240 | 020 035 028 25 45 35 05 30 20
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.5 2.0

Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)
{HB) - Max. Max. Recommend Max. Recummend

80 /G YG-1CO, LTD. + www.yg1.kr

C[BEBTECH

et s il Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.)
(HB) - Max. Recommend Min. Max. |Recommend Min. Max. |Recommend

Non Alloys 120 0.26 @ 0.68 0.47 180 330 250 0.7 6.0 4.0 Grey Cast Iron 0.15 ‘ 0.70 ‘ 0.35 ‘ 130 ‘ 390 ‘ 260 ‘ 1.0 ‘ 6.0 ‘ 2.50
Low Alloys 200 0.26 | 0.61 0.44 120 280 200 0.7 6.0 4.0
High Alloys 220 0.23 | 0.54 0.39 70 190 130 0.7 4.8 3.4
Austenitic 190 0.25 0.54 0.40 170 270 220 0.7 6.0 4.0
m Recommended Cutting Condition
Grey Cast Iron 140 0.20 | 0.81 0.51 170 | 250 210 0.7 6.0 4.0
Heat Resistant
240 0.25 0.47 0.36 25 45 35 0.7 3.6 2.7
and Super Alloys Material Cutting Conditions
Hardened Materials | 45HRc ~ 0.14 = 0.41 | 0.28 50 | 100 75 07 | 3.0 2.7 Hardness Feed (mm/rev.) Ve (m/min.) Depth 0f Cut (mm)

Grey Cast Iron 0.20 ‘ 0.80‘ 0.40 ‘ 130 ‘ 390 ‘ 260 ‘ 1.5 ‘ 6.0 ‘ 3.00
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SNMG 12

SNMVIG 120408 Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
Non Alloys 120 030 070 050 180 330 250 @ 05 50 @ 3.0
Low Alloys 200 | 030 063 047 120 280 200 05 50 3.0
L High Alloys 220 025 056 040 70 190 130 @ 05 40 25

esignation
Austenitic 190 028 056 042 170 270 220 05 50 @ 3.0
SNMG 120404-UF YG801 12.70 12.70 4.76 0.4

14 21 084 0. 170 | 2 21 . : .

SNMG 120408-UG YG801 12.70 12.70 4.76 0.8 Grey Castlron 0 | 0211084 053 0| 250 0 | 0550 30
Heat Resistant

SNMG 120412-UR YG801 12.70 12.70 4.76 1.2 and Super Alloys R R U
Hardened Materials =~ 45HRc 0.16 | 0.42 0.29 50 100 75 0.5 2.5 2.0

el his B Recommended Cutting Condition

Recommended Cutting Condition

[\ EYCHE] Cutting Conditions Material Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm) Hardness Feed (mm/rev.) Ve (m/min.)
m Min. | Max. Max. |Recommend m Max. |Recommend “m Min. | Max. Max. |Recommend Max.
Non Alloys 120 0.30 0.70 | 055 180 | 330 250 0.2 4.0 2.1 Non Alloys 120 037 | 095 065 | 180 @ 330 250 07 | 6.0 4.0
Low Alloys 200 0.30 | 0.63 @ 0.47 | 120 & 280 200 02 | 4.0 2.1 Low Alloys 200 0.37  0.86 0.60 | 120 280 200 0.7 | 6.0 4.0
High Alloys 220 0.25 | 0.56 0.40 70 190 130 0.2 3.0 1.6 High Alloys 220 0.32 | 0.76 0.54 70 190 130 07 | 438 3.4
Austenitic 190 0.28 | 0.56 @ 042 | 170 @ 270 220 02 | 4.0 2.1 M Austenitic 190 035  0.76 055 | 170 270 220 0.7 | 6.0 4.0
Grey Cast Iron 140 0.21  0.84 0.53 170 | 250 210 0.2 4.0 21 Grey Cast Iron 140 0.30 1.14 0.70 170 | 250 210 0.7 6.0 4.0
I A 240 | 028 049 039 25 45 8 02 20 1.1 S e 240 | 035 067 051 25 45 85 07 36 27
Hardened Materials | 45HRc | 0.16 | 0.42  0.29 50 100 75 0.2 2.0 1.1 “ Hardened Materials | 45HRc | 0.19 | 0.57 = 0.38 50 100 75 07 | 3.0 2.7
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TNMA 16

Designation
TNMA 160408-UC YG1001 16.50 9.52 4.76 0.8
TNMA 160412-UC YG1001 16.50 9.52 4.76 1.2

TNMA 160408

Material

Hardness
(HB) [

Grey Cast Iron ‘ 140

Recommended Cutting Condition

Feed (mm/rev.)

Cutting Conditions

Ve (m/min.) Depth Of Cut (mm)

0.15 ‘ 0.40‘ 0.35 ‘ 130 ‘ 390 ‘ 260 ‘ 1.0 ‘ 4.0 ‘ 2.50

TNMA 160412

Material

Hardness
m

Grey Cast Iron ‘ 140

Recommended Cutting Condition

Feed (mm/rev.)

Ve (m/min.)

Cutting Conditions

Depth Of Cut (mm)

Max. Recommend Max. Max. [Recommend

0.20 ‘ 0.50‘ 0.40 ‘ 130 ‘ 390 ‘ 260 ‘ 1.5 ‘ 4.5 ‘ 3.00

0
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TNMG 16

2/GTURN |

Designation
TNMG 160404-UF YG801 16.50 9.52 4.76 0.4
TNMG 160408-UG YG801 16.50 9.52 4.76 0.8
TNMG 160412-UR YG801 16.50 9.52 4.76 1.2

TNMG 160404

Material

Recommended Cutting Condition

Feed (mm/rev.)

Hardness
(HB) ™ tin.

Ve (m/min.)

Cutting Conditions

Max. Max. Recommend Max. |Recommend

Non Alloys 120 0.11  0.23 0.17 180 | 330 300 0.2 3.0 2.0
Low Alloys 200 0.10 0.20 0.15 120 | 280 250 0.2 2.5 2.0
High Alloys 220 0.09 0.18 0.14 70 190 170 0.2 2.5 2.0
Austenitic 190 0.10 0.18 0.14 170 | 270 250 0.2 2.5 2.0
Grey Cast Iron 140 0.08  0.20 @ 0.14 170 | 250 240 0.2 3.0 2.0

Heat Resistant
and Super Alloys 240 0.09 0.15 0.12 25 50 35 0.2 2.0 2.0
Hardened Materials =~ 45HRc 0.05 | 0.12 0.09 50 100 75 0.2 1.8 15
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TNMG 22
TNMG 160408 Recommended Cutting Condition 60°

Material Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)
(HB) Max. Max. |Recommend m Max. |Recommend
Non Alloys 120 0.21 | 0.50 0.35 180 | 330 250 0.5 5.0 3.0
Low Alloys 200 0.21  0.45 0.33 120 @ 280 200 0.5 5.0 3.0
High Alloys 220 0.18 | 0.40 0.29 70 190 130 0.5 4.0 2.5 : :
Designation
Austenitic 190 0.20 0.40 0.30 170 | 270 220 0.5 5.0 3.0
TNMG 220404-UF YG801 22.00 12.70 4.76 0.4
14 A X . 17 2 21 . . .
Grey CastIron 0 | 0157060 038 0| 280 0 |05 ] 50 30 TNMG 220408-UG YG801 22.00 12.70 4.76 0.8
Heat Resistant
and Super Alloys 240 020 035 o028 25 45 3 05 30 20 TNMG 220412-UR YG801 22.00 12.70 4.76 1.2
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.5 2.0

TNMG 160412 Recommended Cutting Condition TNMG 220404 Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)
{HB) Min. | Max. Max. Recommend Max. |Recommend

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.)
(HB) Min. Max. Max. Recommend Max.

Non Alloys 120 | 026 068 047 180 330 250 07 50 4.0 Non Alloys 120 | 011 023 017 | 180 330 300 @ 02 30 20
Low Alloys 200 | 026 061 044 120 280 200 07 50 4.0 Low Alloys 200 | 010 020 015 120 280 250 02 25 20
High Alloys 220 023 054 039 70 190 130 07 40 34 High Alloys 220 | 009 018 014 70 190 170 02 25 20
Austenitic 190 025 054 040 170 270 220 07 50 4.0 Austenitic 190 010 018 014 170 270 250 @ 02 25 20

Grey Cast Iron 140 020 081 051 170 250 210 07 50 4.0 Grey Cast Iron 140 | 008 020 014 | 170 250 240 @ 02 30 20
aﬂgastu%isriiﬁ?g\t/s 240 | 025 047 036 25 45 35 07 30 27 aﬂg‘gu%‘;srij\ﬁ?g;s 240 | 009 015 012 25 50 35 02 20 20
Hardened Materials ~ 45HRc | 014 0.41 028 50 100 75 07 25 22 Hardened Materials ~ 45HRc  0.05 012 009 50 100 75 02 18 15
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TNUX 16

TNMG 220408 Recommended Cutting Condition

Material Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)
(HB) Max. Max. |Recommend m Max. |Recommend
Non Alloys 120 0.21 | 0.50 0.36 180 @ 330 250 0.5 7.0 3.0
Designation

Low Alloys 200 0.21 045 0.33 120 | 280 200 0.5 7.0 3.0
TNUX 160404 L YG801 16.50 9.52 4.76 0.4

High Alloys 220 0.18 | 0.40 0.29 70 190 130 0.5 5.6 2.5
TNUX 160408 L YG801 16.50 9.52 4.76 0.8
Austenitic 190 0.20 0.40 0.30 170 | 270 200 0.5 7.0 3.0 TNUX 160404 R VG801 16.50 9.52 476 0.4
Grey Cast Iron 140 0.15  0.60 0.38 170 250 190 0.5 7.0 3.0 TNUX 160408 R YG801 16.50 9.52 4.76 0.8

Heat Resistant
and Super Alloys 240 0.20 0.35 0.28 25 45 35 0.5 4.2 2.0
Hardened Materials ~ 45HRc 0.1  0.30 021 50 100 75 05 35 20 U8 G D E B Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
(HB) Min. Max. Recommend Max. Max. |Recommend

Non Alloys 120 0.11 | 0.23 017 | 180 @ 330 300 0.2 3.0 2.0
Low Alloys 200 010 020 0.15 | 120 280 250 0.2 2.5 2.0
High Alloys 220 0.09  0.18 0.14 70 190 170 0.2 2.5 2.0
1y L lervi sl 2 Recommended Cutting Condition Austenitic 190 010 018 014 170 270 250 @ 02 25 20
Grey Cast Iron 140 0.08 | 0.20 0.14 170 | 250 240 0.2 3.0 2.0

Heat Resistant
Material Cutting Conditions and Super Alloys 240 0.09  0.15 0.12 25 50 35 0.2 2.0 2.0
Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm) Hardened Materials ~ 45HRc 0.05 0.12  0.09 50 100 75 0.2 1.8 1.5

(HB) Min. | Max. Max. [Recommend m Max. [Recommend

Non Alloys 120 026 068 045 | 180 | 330 | 250 | 0.7 | 7.0 4.0
Recommended Cutting Condition
Low Alloys 200 026 061 040 | 120 | 280 | 200 | 0.7 | 7.0 4.0 UX 160408 9
High Alloys 220 023 054 039 | 70 | 190 | 130 | 0.7 | 56 3.4 Material Cutting Conditions
Austanitic 190 | 025 054 040 170 270 180 07 7.0 40 Hardness Feed (mm/rev.) Ve {m/min.) Depth Of Cut (mm)
Grey Cast Iron 140 0.20 0.81 0.50 170 | 250 190 0.7 7.0 4.0 Non Alloys 120 021 | 050 0.36 180 | 330 255 05 5.0 3.0
bl 240 025 047 036 25 45 3 07 42 27 Low Alloys 200 021 045 033 120 280 200 05 50 30
Hardened Materials | 45HRc = 0.14 | 0.41 | 0.28 50 | 100 75 0.7 | 35 2.2 High Alloys 220 0.18 | 0.40 & 0.29 70 190 | 130 05 | 4.0 25
M Austenitic 190 020 040 030 | 170 | 270 | 220 | 05 | 5.0 3.0
“ Grey Cast Iron 140 015 060 038 | 170 | 250 | 210 | 0.5 | 5.0 3.0

Heat Resistant
and Super Alloys 240 0.20 0.35 0.28 25 45 35 0.5 3.0 2.0
“ Hardened Materials ~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.5 2.0
5 7S YGACOLTD - wwwyg ke B ” 0 ] Ec 4G YG-1CO, LTD. + www.ygl.kr 89



2/GTURN 2/GTURN |

VNMG 16

VNMG 160408 Recommended Cutting Condition

Material Cutting Conditions
Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
Non Alloys 120 019 040 030 180 330 250 @ 05 @40 @ 27
Low Alloys 200 019 036 028 120 280 200 05 40 27
S Dimensions High Alloys 220 016 032 024 70 190 130 @ 05 32 23
Designation
Austenitic 190 018 032 025 170 270 200 @05 40 @ 27
VNMG 160404-UF YG801 16.50 9.52 4.76 0.4
Grey Cast| 140 014 048 031 170 250 210 05 40 @ 27
VNMG 160408-UG YG801 16.50 9.52 4.76 0.8 reyLastiron
Heat Resistant
VNMG 160412-UR YG801 16.50 9.52 4.76 1.2 and Super Alloys I R I R
Hardened Materials =~ 45HRc 0.10 | 0.24 0.17 50 100 75 0.5 2.0 1.8

WA [en Do A A B8 Recommended Cutting Condition

Recommended Cutting Condition

[\ EYCHE] Cutting Conditions Material Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm) Hardness Feed (mm/rev.) Ve (m/min.)
m Min. | Max. Max. |Recommend m Max. |Recommend “m Min. | Max. Max. |Recommend Max.
Non Alloys 120 0.11 | 023 | 017 180 | 330 300 0.2 3.0 2.0 Non Alloys 120 019 | 040 0.30 | 180 & 330 250 1.5 | 4.0 27
Low Alloys 200 0.10 | 0.20 = 0.15 | 120 & 280 250 02 | 25 2.0 Low Alloys 200 019 036 0.28 | 120 280 200 1.5 | 4.0 2.7
High Alloys 220 0.09  0.18 0.14 70 190 170 0.2 25 2.0 High Alloys 220 0.16 | 0.32 0.24 70 190 130 1.5 | 3.2 2.3
Austenitic 190 0.10 | 0.18 | 0.14 | 170 @ 270 250 02 | 25 2.0 M Austenitic 190 018 | 032 0.25 | 170 270 200 1.5 | 4.0 2.7
Grey Cast Iron 140 0.08 0.20 0.14 170 | 250 240 0.2 3.0 2.0 Grey Cast Iron 140 0.14 048 | 0.31 170 | 250 210 1.5 4.0 2.7
I A 240 009 015 012 25 50 8 | 02 20 20 S e 240 018 028 023 25 45 85 15 24 20
Hardened Materials =~ 45HRc 0.05 0.12  0.09 50 100 75 0.2 1.8 1.5 “ Hardened Materials =~ 45HRc 0.10  0.24  0.17 50 100 75 1.5 2.0 1.8
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WNMG 06 WNMA 08

: : Dimensions
Designation i )
. : Dimensions
Designation

WNMG 060404-UF YG801 6.45 9.52 4.76 0.4

WNMG 060408-UG YG801 6.45 9.52 476 0.8 WNMA 080404-UC YG1001 8.14 12.70 4.76 0.4
WNMA 080408-UC YG1001 8.14 12.70 4.76 0.8
WNMA 080412-UC YG1001 8.14 12.70 4.76 1.2

WNMG 060404

Recommended Cutting Condition

\" EYCITE] Cutting Conditions

Hardness Ve (m/min.) Depth Of Cut (mm)
“m Min. | Max. |Recommend m Max. |Recommend m Max. |Recommend

Non Alloys 120 011 023 | 017 180 | 330 300 0.2 3.0 2.0

Low Alloys 200 0.10 | 020 0.15 | 120 & 280 250 02 | 25 2.0

High Alloys 220 0.09 0.18 0.14 70 190 170 0.2 2.5 2.0

M Austenitic 190 0.10 | 0.18 | 0.14 | 170 @ 270 250 02 25 2.0

_ Grey Cast Iron 140 0.08 0.20 0.14 170 | 250 240 0.2 3.0 2.0

“ g 240 009 015 012 25 50 8 | 02 20 20

“ Hardened Materials =~ 45HRc 0.05 0.12  0.09 50 100 75 0.2 1.8 1.5

WNMG 060408

Recommended Cutting Condition

\" EYCIIE] Cutting Conditions

Feed (mm/rev.)

Hardness
(HB)

Non Alloys 120 | 021 050 036 180 330 250 05 25 22
Low Alloys 200 | 021 045 033 120 280 200 05 25 22
High Alloys 220 | 018 040 029 70 190 130 05 20 18
Austenitic 190 | 020 040 030 170 270 200 05 25 22

Grey Cast Iron 140 | 015 060 038 170 250 210 05 25 22
aﬂg?u%%sri%?g\t,s 240 | 020 035 028 25 45 30 05 15 15
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 70 0.5
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WNMA 080404

Recommended Cutting Condition

Material

Grey Cast Iron ‘

Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
(HB) Min. | Max. Recommend Max. Max. |Recommend

140 ‘0.20 ‘ 0.78‘ 0.30 ‘ 130 ‘ 390 ‘ 260 ‘ 0.7 ‘ 6.0 ‘ 2.00

WNMA 0804

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.)
(HB) Max. Recommend Max. Max. |Recommend

0.20 ‘ 0.78‘ 0.49 ‘ 130 ‘ 390 ‘ 260 ‘ 0.7 ‘ 6.0 ‘ 3.35

Grey Cast Iron ‘ 140

WNMA 080412

Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.)
(HB) Min. Max. Max. m Max. |Recommend

Grey Cast Iron ‘ 140 ‘0.20 ‘ 0.78‘ 0.49 ‘ 130 ‘ 390 ‘ 260 ‘ 1.5 ‘ 6.0 ‘ 3.75

BROTECH
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WNMG 08

WNMG 080408 Recommended Cutting Condition

Material Cutting Conditions
Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
Non Alloys 120 021 050 036 180 330 250 @05 35 24
Low Alloys 200 021 045 033 120 280 200 05 35 24
S Dimensions High Alloys 220 018 040 029 70 190 130 @ 05 28 20
Designation
Austenitic 190 020 040 030 170 270 200 @05 35 24
WNMG 080404-UF YG801 8.69 12.70 4.76 0.4
Grey Cast| 140 015 060 038 170 250 210 @ 05 35 24
WNMG 080408-UG YG801 8.69 12.70 4.76 0.8 reyLastiron
Heat Resistant
WNMG 080412-UR YG801 8.69 12.70 4.76 1.2 and Super Alloys R I - R
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 70 0.5 1.8 1.6

U Lefr{o s B8 Recommended Cutting Condition WNMG 080412 Recommended Cutting Condition

[\ EYCHE] Cutting Conditions Material Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm) Hardness Feed (mm/rev.) Ve (m/min.)
m Min. | Max. Max. |Recommend m Max. |Recommend “m Min. | Max. Max. |Recommend Max.
Non Alloys 120 0.11 | 023 | 0.17 | 180 330 300 02 3.0 2.0 Non Alloys 120 025 | 0.65 | 045 180 @ 330 250 07 | 35 3.0
Low Alloys 200 0.10 | 0.20 = 0.15 | 120 & 280 250 02 | 25 2.0 Low Alloys 200 025 059 040 | 120 280 200 0.7 | 35 3.0
High Alloys 220 0.09  0.18 0.14 70 | 190 170 02 25 2.0 High Alloys 220 0.22 | 0.52 @ 0.35 70 | 190 130 07 28 25
Austenitic 190 0.10 | 0.18 | 0.14 | 170 @ 270 250 02 | 25 2.0 M Austenitic 190 024 052 035 | 170 270 200 07 | 35 3.0
Grey Cast Iron 140 0.08 020 @ 0.14 170 | 250 240 02 | 3.0 2.0 Grey Cast Iron 140 0.18 | 0.78 | 045 170 @ 250 210 07 35 3.0
I A 240 009 015 012 25 50 8 | 02 20 20 S e 240 | 024 046 035 25 45 80 07 21 20
Hardened Materials = 45HRc | 0.05 | 0.12 = 0.09 50 = 100 75 0.2 1.8 1.5 “ Hardened Materials = 45HRc | 0.13 | 0.39 = 0.25 50 | 100 70 07 1.8 2.0
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CCMT 06

Designation

CCMT 060204-UF

YG801

CCMT 060208-UG

YG801

CCMT 060204

Recommended Cutting Condition

CCMT 09

Designation

CCMT 09T304-UF

YG801

2/GTURN |

CCMT 09T308-UG

YG801

CCMT 097304

Recommended Cutting Condition

Material Cutting Conditions Material Cutting Conditions

Hardness Ve (m/min.) Depth Of Cut (mm) Hardness Depth Of Cut (mm)
“m Min. | Max. |Recommend m Max. |Recommend m Max. |Recommend “m Min. | Max. Max. Max. |Recommend

Non Alloys 120 0.08 020 = 0.14 180 | 330 300 0.2 21 1.0 Non Alloys 120 011 | 023 0.7 | 180 @ 330 300 02 | 3.0 2.0

Low Alloys 200 0.08  0.17 013 120 | 280 250 02 | 1.8 1.0 Low Alloys 200 010 020 0.15 | 120 280 250 02 | 25 2.0

High Alloys 220 0.07 | 0.15 0.1 70 190 170 0.2 1.8 1.0 High Alloys 220 0.09 | 0.18 0.14 70 190 170 02 | 25 2.0

M Austenitic 190 0.08 | 0.15 0.12 | 170 @ 270 250 02 1.8 1.0 M Austenitic 190 0.10  0.18 0.14 | 170 270 250 02 25 2.0

_ Grey Cast Iron 140 0.06 0.7 0.12 170 | 250 240 0.2 2.1 1.0 _ Grey Cast Iron 140 0.08 0.20 0.14 170 | 250 240 0.2 3.0 2.0

“ g 240 008 013 007 25 50 8 02 14 10 “ e 240 009 015 012 25 50 8 | 02 20 20

“ Hardened Materials =~ 45HRc 0.04  0.10 0.07 50 100 75 0.2 1.3 0.8 _ Hardened Materials =~ 45HRc 0.05 0.12  0.09 50 100 75 0.2 1.8 1.5

CCMT 060208

Recommended Cutting Condition

CCMT 09T308

Recommended Cutting Condition

Material Cutting Conditions Material Cutting Conditions
Hardness Feed (mm/rev.) Depth Of Cut (mm) Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
Non Alloys 120 0.08 0.20 0.14 180 | 330 250 2.1 1.2 Non Alloys 120 0.21  0.50 0.36 180 | 330 255 0.5 5.0 3.0
Low Alloys 200 0.08 @ 0.17 0.13 120 | 280 200 0.4 1.8 1.2 Low Alloys 200 0.21 045 0.33 120 | 280 200 0.5 5.0 3.0
High Alloys 220 0.07 0.15 0.11 70 190 130 0.4 1.8 1.2 High Alloys 220 0.18 0.40 0.29 70 190 130 0.5 4.0 25
Austenitic 190 0.08 0.15 | 0.12 | 170 270 200 04 1.8 1.2 M Austenitic 190 0.20 | 040 030 170 270 220 05 5.0 3.0
Grey Cast Iron 140 0.06 0.17 0.12 170 | 250 210 0.4 21 1.2 “ Grey Cast Iron 140 0.15 0.60 0.38 170 | 250 210 0.5 5.0 3.0
sk it A 240 008 013 007 25 50 30 04 14 12 — L i AN 240 020 035 028 25 45 35 05 30 20
Hardened Materials =~ 45HRc 0.04 0.10 0.07 50 100 75 0.4 1.3 0.8 _ Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.5 2.0
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CCMT 12

: : Dimensions
Designation

CCMT 120408-UG YG801 12.90 12.70 4.76 0.8

>0 0F /"2 Recommended Cutting Condition

[\ EYCITE] Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)

Non Alloys 120 021 050 036 180 330 255 05 50 3.0
Low Alloys 200 | 021 045 033 120 280 200 05 50 3.0
High Alloys 220 018 040 029 70 190 130 05 40 25
Austenitic 190 | 020 040 030 170 270 200 05 50 3.0
Grey Cast Iron 140 015 060 038 170 250 210 05 50 3.0
aﬂgastu%%sriiﬁ?g\t/s 240 | 020 035 028 25 45 35 05 30 20
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.5 2.0
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DCMT 07

)\
~I\_
jpu

Dimensions

Designation

DCMT 070204-UF YG801 7.75 6.35 2.38 0.4

1o /ir ir/ Recommended Cutting Condition

Material Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.)
(HB) Min. Max. Max. Recommend Max.

Non Alloys 120 008 020 014 180 330 300 @ 02 21 1.0
Low Alloys 200 | 008 017 013 120 280 250 02 18 1.0
High Alloys 220 007 015 011 70 190 170 @ 02 18 1.0
Austenitic 190 | 008 015 012 170 270 250 02 1.8 1.0
Grey Cast Iron 140 0.06 @ 0.17 0.12 170 | 250 240 0.2 2.1 1.0
aﬂg‘gu%‘;srij\ﬁ?g;s 240 008 013 011 25 50 35 02 14 1.0
Hardened Materials ~ 45HRc | 0.04 010 007 50 100 75 02 13 0.8
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DCMT 11

Designation

Dimensions

T

DCMT 11T304-UF YG801 11.63 9.52 3.97 0.4
DCMT 11T308-UG YG801 11.63 9.52 3.97 0.8
ple\nF i ar=ie-t | Recommended Cutting Condition
\" EYCITE] Cutting Conditions
Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)

Hardness
(HB)

“ Min. | Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloys 120 011 023 | 017 180 | 330 300 0.2 3.0 2.0
Low Alloys 200 0.10 | 020 0.15 | 120 & 280 250 02 | 25 2.0
High Alloys 220 0.09 0.18 0.12 70 190 170 0.2 2.5 2.0
M Austenitic 190 0.10 | 0.18 | 0.15 | 170 & 270 250 02 25 2.0
_ Grey Cast Iron 140 0.08 0.20 0.15 170 | 250 240 0.2 3.0 2.0
“ g 240 009 015 012 25 50 8 | 02 20 20
“ Hardened Materials =~ 45HRc 0.05 0.12  0.09 50 100 75 0.2 1.8 1.5

DCMT 11T308

Material

Hardness
(HB)

Recommended Cutting Condition

Feed (mm/rev.)

Cutting Conditions

e[ oo ot

Non Alloys 120 | 021 050 036 180 330 255 05 40 3.0
Low Alloys 200 | 021 045 033 120 280 200 05 40 3.0
High Alloys 220 | 018 040 029 70 190 130 05 32 25
Austenitic 190 | 020 040 030 170 270 200 05 40 3.0

Grey Cast Iron 140 | 015 060 038 170 250 210 05 40 3.0
aﬂg?u%%sri%?g\t,s 240 | 020 035 028 25 45 35 05 24 20
Hardened Materials =~ 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.0 2.0
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RCMT 06

Designation

RCMT 0602M0

YG801

2/GTURN |

6.00

Dimensions

AT S

2.38

RCMT 0602MO

Material

Recommended Cutting Condition

Cutting Conditions

Ve (m/min.)

Non Alloys 120 0.15 040 0.33 180 | 330 255 0.5 2.0 1.0
Low Alloys 200 0.15 0.35 0.28 120 | 280 200 0.5 2.0 1.0
High Alloys 220 0.13 0.35 0.28 70 190 130 0.5 2.0 1.0
Austenitic 190 0.14 0.35 0.30 170 | 270 220 0.5 2.0 1.0
Grey Cast Iron 140 0.11 | 0.45 0.33 170 | 250 210 0.5 2.0 1.0
Heat Resistant
and Super Alloys 240 0.13  0.30 0.25 25 50 38 0.5 1.5 1.0
Hardened Materials | 45HRc 0.05 | 0.22 0.14 50 100 75 0.5 1.2 0.9
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RCMT 08 RCMT 10

@
T

0
ANy

2
A,

Dimensions Dimensions

Designation Designation

RCMT 0803M0 YG801 - 8.00 3.18 - RCMT 10T3MO YG801 - 10.00 3.97 -

RCMT 0803MO Recommended Cutting Condition e i lerredl0) Recommended Cutting Condition

[\ EYCHE] Cutting Conditions Material Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm) Hardness Feed (mm/rev.) Ve (m/min.)
m Min. | Max. Max. Max. “m Min. | Max. Max. |Recommend Max. |Recommend
Non Alloys 120 0.15 040 | 0.33 180 | 330 255 05 | 24 1.2 Non Alloys 120 0.15 | 040 0.33 | 180 @ 330 255 05 | 28 1.4
Low Alloys 200 015 | 0.35 0.28 | 120 @ 280 200 05 | 24 1.2 Low Alloys 200 015 035 0.28 | 120 280 200 05 | 238 1.4
High Alloys 220 0.13 | 0.35 0.28 70 190 130 05 | 24 1.2 High Alloys 220 0.13 | 0.35 | 0.28 70 190 130 05 | 28 1.4
Austenitic 190 014 | 035 030 | 170 & 270 220 05 | 24 1.2 M Austenitic 190 014 035 030 | 170 270 220 05 | 238 1.4
Grey Cast Iron 140 0.11 045 0.33 170 | 250 210 0.5 24 1.2 Grey Cast Iron 140 0.11 045 0.33 170 | 250 210 0.5 2.8 14
I A 240 013 030 025 25 50 38 05 1.8 1.2 S e 240 013 030 025 25 50 38 05 21 14
Hardened Materials =~ 45HRc 0.05 0.22 0.14 50 100 75 0.5 1.4 1.1 “ Hardened Materials =~ 45HRc 0.05 0.22 0.14 50 100 75 0.5 1.7 1.3
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RCMT 12 SCMT 09
S\ ;// ! ‘;
O = : \‘@ =
J/— \ N i A L,
) 17" e 4.‘| S, !

Designation

RCMT 1204M0

YG801

12.00

Dimensions

4.76

RCMT 12040

Material

Recommended Cutting Condition

Feed (mm/rev.)

Hardness
(HB)  ["\tin,

Cutting Conditions

Ve (m/min.)

Depth Of Cut (mm)

Non Alloys 120 0.15 0.40 0.40 180 | 330 255 0.5 3.2 2.0
Low Alloys 200 0.15 | 0.35 0.35 120 | 280 200 0.5 3.2 2.0
High Alloys 220 0.13 035 0.35 70 190 130 0.5 3.2 2.0
Austenitic 190 0.14 | 0.35 0.35 170 | 270 220 0.5 3.2 2.0
Grey Cast Iron 140 0.11 | 045 0.40 170 | 250 210 0.5 3.2 2.0
I A 240 013 030 030 25 50 38 05 24 15
Hardened Materials =~ 45HRc 0.05 0.22 0.20 50 100 75 0.5 1.9 1.8
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—IBRD

Designation

SCMT 09T304-UF

YG801

9.52

3.97

SCMT 09T308-UG

YG801

9.52

3.97

SCMT 097304

Material

Recommended Cutting Condition

Hardness
(HB)

Cutting Conditions

“ Min. | Max. Max. Max. |Recommend
Non Alloys 120 011 | 026 0.19 | 180 330 300 0.2 | 4.0 25
Low Alloys 200 0.10 A 023 017 | 120 280 250 02 | 33 25
High Alloys 220 0.09 | 0.21 | 0.15 70 | 190 170 02 | 33 25
M Austenitic 190 0.10 021 0.6 | 170 270 250 02 | 33 25
_ Grey Cast Iron 140 0.08 0.23 0.16 170 | 250 240 0.2 4.0 25
“ e 240 009 017 013 25 50 8 | 02 27 20
_ Hardened Materials =~ 45HRc 0.05 0.14 0.10 50 100 75 0.2 24 1.9

SCMT 09T308

Material

LETGHERS
(HB)

Recommended Cutting Condition

Feed (mm/rev.)

Cutting Conditions

Max. |Recommend Recommend

Non Alloys 120 0.21 | 0.50 0.36 180 @ 330 255 0.5 4.0 3.0
Low Alloys 200 0.21 | 0.45 0.33 120 280 200 0.5 4.0 3.0
High Alloys 220 0.18 | 0.40 0.29 70 190 130 0.5 3.2 2.5
M Austenitic 190 0.20 | 0.40 0.30 170 @ 270 220 0.5 4.0 3.0
“ Grey Cast Iron 140 0.15 | 0.60 0.38 170 | 250 210 0.5 4.0 3.0
Heat Resistant
— and Super Alloys 240 0.20 | 0.35 0.28 25 45 35 0.5 2.4 2.0
_ Hardened Materials 45HRc 0.11 | 0.30 0.21 50 100 75 0.5 2.0 2.0
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TCMT 11 TCMT 16

=70

avia

AN

Designation

Designation

TCMT 16T304-UF YG801 16.50 9.52 3.97 0.4

TCMT 110204-UF YG801 11.00 6.35 2.38 0.4 TCMT 16T308-UG YG801 16.50 9.52 3.97 0.8

o\ hr (s c0 Recommended Cutting Condition

[\ ETCI(E] Cutting Conditions

Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
(HB) Min. | Max. Max. Max. |Recommend

Non Alloys 120 0.11 | 0.23  0.20 180 & 330 300 0.2 3.0 2.0

Low Alloys 200 0.10  0.20 0.15 120 280 250 0.2 2.5 2.0

High Alloys 220 0.09 | 0.18 0.12 70 190 170 0.2 2.5 2.0

X . M Austenitic 190 0.10 | 0.18 0.15 170 = 270 250 0.2 2.5 2.0

TCMT 110204-UF Recommended Cutting Condition
_ Grey Cast Iron 140 0.08 0.20 0.15 170 | 250 240 0.2 3.0 2.0
Heat Resistant
240 0.09 0.15 0.1 25 45 35 0.2 2.0 2.0
[\ EYCITE] Cutting Conditions = and Super Allays

Hardnoss Feed (mm/rev. Ve (m/min.) Depth Of Cut (mm) Hardened Materials 45HRc 0.05 | 0.12 0.09 50 100 75 0.2 1.8 1.5

Non Alloys 120 008 020 014 180 | 330 | 300 0.2 2.1 1.0
TCMT 16T308 Recommended Cutting Condition
Low Alloys 200 0.08 017 013 120 280 250 | 02 | 1.8 1.0
High Alloys 220 0.07 015 0.11 70 19 | 170 | 02 1.8 | 1.0 Material Cutting Conditions
A % 0.08 | o 042 o | 270 250 02 g 0 Hardness Feed (mm/rev.) Ve (m/min.) Depth Of Cut (mm)
ustenitic 1 I .15 A 17 7 5 ! 1. 1.
Grey Cast Iron 140 0.06 0.7 0.12 170 | 250 240 0.2 2.1 1.0 Non Alloys 120 011 023 0.20 180 @ 330 250 0.2 3.0 3.0
Heat Resistant
i e oy 240 0.08 013 0.1 25 50 35 02 1.4 1.0 Low Alloys 200 010 020 015 | 120 | 280 | 200 02 25 3.0
Hardened Materials ~ 45HRc ~ 0.04 010 007 50 100 75 | 02 13 08 High Alloys 220 009 018 012 = 70 | 190 130 | 02 = 25 25
M Austenitic 190 010 018 015 170 | 270 = 220 02 25 | 3.0
“ Grey Cast Iron 140 008 020 015 | 170 | 250 | 210 02 25 3.0
— Heat Resistant 240 020 030 025 25 45 35 05 30 20

and Super Alloys : : :
_ Hardened Materials =~ 45HRc 0.11 | 0.26 0.19 50 100 75 0.5 2.5 2.0
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VBMT 16

: . Dimensions
Designation

VBMT 160404-UF YG801 16.60 9.52 4.76 0.4

VBMT 160408-UG YG801 16.60 9.52 4.76 0.8

VBMT 160404 Recommended Cutting Condition

\" EYCITE] Cutting Conditions
Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)
(8
Non Alloys 120 0.11 | 0.23 | 0.17 | 180 330 255 02 3.0 2.0
Low Alloys 200 010 020 0.5 120 | 280 200 02 25 2.0
High Alloys 220 0.09 0.18 0.14 70 190 130 0.2 25 2.0
M Austenitic 190 0.10 | 0.18 0.14 | 170 270 220 02 25 2.0
Grey Cast Iron 140 0.08 | 0.20 | 0.14 | 170 250 210 02 3.0 2.0
Heat Resistant
and Super Alloys 240 0.09 | 0.15 0.12 25 50 38 02 | 2.0 2.0
Hardened Materials = 45HRc | 0.05 | 0.12 = 0.09 50 @ 100 75 02 1.8 1.5

VBMT 160408 Recommended Cutting Condition

\" EYCIIE] Cutting Conditions

Hardness Feed (mm/rev.) Vc (m/min.) Depth Of Cut (mm)

120 0.19 | 0.40 0.30 180 = 330 255 0.5 3.5 2.5

Non Alloys

Low Alloys 200 0.19 | 0.36 0.28 120 280 200 0.5 3.5 2.5

High Alloys 220 0.16 | 0.32  0.24 70 190 130 0.5 2.8 21

Austenitic 190 0.18  0.32 0.25 170 | 270 220 0.5 3.5 2.5

Grey Cast Iron 140 0.14 048 0.31 170 | 250 210 0.5 3.5 25

Heat Resistant
and Super Alloys 240 0.18 0.28 0.23 25 45 85/ 0.5 2.1 2.0

Hardened Materials 45HRc 0.10  0.24 017 50 100 75 0.5 1.8 1.6
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. I/G TECHNICAL INFORMATION CASE STUDY

Damage of Insert & Counter Measure 1. APKT 1003PDTR
Test Condition
. ptio — . DIN: X100CrMoVs5 1 Test Result
Workpiece
AISI: D2
(Alloy Tool Steel) .
JIS: SKD11 T 300 A
1. Inappropriate feed(f) rate 1. Adjust feed(f) rate according to -
. i ~ ©
p.p p ; depth(ap), width(ae) Workpiece HB 210 ~ 220 ﬁ 250 /
2. Cutting speed(s) too high . /
2. Reduce cutting speed(s) Workpiece Size 150 x 200 x 120 200
Rapid Flank wear / //
Vc (m/min.) 140 150 // /
100
. 1. Reduce feed(f) rate fz (mm/tooth) 0.1 / /
1. Feed(f) rate too high
_( Ir '9 2. Increase cutting speed(s) 50 ’/ /S'°W wear tendency
2. Cutting speed(s) too low . ap/ae (mm) 8/3 Longer tool li
L . 3. Reduce the tool overhang & improve
3. Vibration of holder & machine - . . 0
Chiooi the rigidity of machine and workpiece Coolant 0 5 10 15 20 25 30 3B 40
'PPIng Time (min.)
—— YG602 —W—L A
. X Test finishing wear value : 300um (flank wear)
1. Check cooling system, supply enough
1. Insufficient coolant g sy . uPPly ug Test samples
2. Cutting speed(s) too high coolant or use dry milling
) gsp 9 2. Reduce cutting speedi(s) Designation Grade Cutter . .
Thermal crack APKT 1003PDTR YG602 Tool life comparison results
* YG602 had best tool life result compare than others.
APKT 1003PDTR L 20
* YG602 showed slow wear tendency compare than others.
1. Cutting speed(s) too low 1. Increase cutting speed(s) APKT 1003PDER '
D 2. Insufficient coolant 2. Supply enough coolant
3. Not enough rake angle 3. Increase rake angle of change inserts
Built-up edge 2. APKT 1003PDTR
Test Condition
1. Scaling or work hardening in workpiece 1. Change/Vary cutting condition . DIN: X2CrNi19-11 Test Result
surface area (feed & depth) Workpiece AISI: 304
. . N (Stainless steel) .
2. Burrs in workpiece 2. Change path or direction JIS: SUS304 T 300 A
Notching Workpiece HB 170 ~ 180 g 250 /f /7
Workpiece Size 300 x 80 x 150 200
1.Wrong insert shape or corner radius . . J\
9 : P 1. Choose the insert with bigger corner or Ve (m/min.) 180 150
2. Corner radius too small radius /
3. Cutting force fluctuation too high fz (mm/tooth) 0.08 100 / —
Fracture / f Slow wear tendency
ractur ap/ae (mm) 8/3 50 // Longer tool |iwe
0
Coolant Dry 0 5 0 15 20 25 30 35 40
1. Insufficient coolant supply 1. Increase coolant supply or concentration e YGE0? —m L Time (min.)
2. Cutting speed(s) and feed(f) rate too high 2. Reduce cutting speed(s) and feed(f) rate
% Test finishing wear value : 300um (flank wear)
Cratering Test samples
Designation Grade Cutter
D 1. Cutting speed(s) too high 1. Reduce cutting speed(s) APKT 1003PDTR YG602 Tool life comparison results
2.Too much stress applied on the 2. Supply enough coolant APKT 1003PDTR L @20 * YG602 had best tool life result compare than others.
cutting edge 3. Choose insert with bigger corner radius * YG602 showed slow wear tendency compare than others.
APKT 1003PDER |
Plastic deformation
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CASE STUDY

3. APMT 1604PDTR

Test Condition

Workpiece

(Alloy steel)

Workpiece HB

DIN: 42CrMo4
AISI: 4140
JIS: SCM440

270 ~ 290

Wear (um)

Workpiece Size 200 x 300 x 150
Ve (m/min.) 200
fz (mm/tooth) 0.18
ap/ae (mm) 2/20
Coolant Dry
Test samples

Designation Grade Cutter
APMT 1604PDTR YG602
250
APMT 1604PDER M

4. RDKT 1204MO0

Test Condition

Workpiece

(Alloy Tool Steel)

Workpiece HB

DIN: X100CrMoV5 1
AISI: D2
JIS: SKD11

200 ~ 210

Wear (um)

Workpiece Size 120 x 100 x 150
Ve (m/min.) 120
fz (mm/tooth) 0.20
ap/ae (mm) 1.5/20
Coolant Dry
Test samples
Designation Grade Cutter
RDKT 1204M0 YG602
@50
RDMT 1204MO0 L

112

Test Result

300 /
250 /
200

150

100

o/
v

0.5 1 15 2 25 3 35 4

Milling length (m)
——YG602 —W—M

% Test finishing wear value : 300m (flank wear)

Tool life comparison results

¢ YG602 had best tool life result compare than the other.
* YG602 showed slow wear tendency compare than the other.

Test Result
300 /l /
250 / e
200 / /
/ v
150 //
100 / pd

w /|
<

0 1 2 3 4 5 6

Milling length (m)
—— YG602 —m—L

X Test finishing wear value : 300um (flank wear)

Tool life comparison results

® YG602 had best tool life result compare than the other.
* YG602 showed slow wear tendency compare than the other.
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OTECH

HIGH QUALITY PRODUCTS AND
ONTHE DELIVERY FOR WORLD-WIDE CUSTOMERS

Since 1982, our commitment to quality, reliability and striving for constant innovation
has allowed us to expand our market share and our partners’ global network. As one of
the main leading tool manufacturers, we are dedicated in offering a unique customer
experience by delivering high quality cutting tool solutions around the world. In order
to be responsive and to offer local solutions, YG-1 has established a global network
over 75 countries and has set up international logistic centers.This is our pledge to
provide the best service in order to satisfy our customers’ needs at all time.

™ GLOBAL COMPANY

Q

1 EEENEEZZ®

YG-1TOOL (U.S.A.)

Phone : +1 800 765 8665

Fax  :+1866 9418665

E-mail : heatherlee@yg1usa.com

YG-1 LATIN AMERICA (BRAZIL)
Phone : +55 11 4496 2170
Fax  :455114591 1438
E-mail : walter.campos@yg1.com.br

YG-1 CANADA INC. (CANADA)
Phone : +1 905 335 2500

Fax  :41905 3354003

E-mail : reception@yg1.ca

YG-1 TOOLS MEXICO SA DE CV (MEXICO)
Phone: +52 55 5576 8798

Fax  :452 555576 8790

E-mail : khmin@yg1.kr

NEW CENTURY TOOL CO.,LTD. (CHINA)
Phone : +86 532 8676 9779

Fax :4865328676 9105

E-mail : gnct@qgnct.cn

QINGDAO YG-1TOOL CO.,LTD. (CHINA)
Phone : +86 532 8519 7366

Fax :48653285197959

E-mail : qyg1@qyg1.com

YG-1 SHANGHAI CO,,LTD. (CHINA)
Phone : +86 21 6383 1661

Fax :486216383 1771

E-mail : enquiry@yg-1china.com

YG-1 HONG KONG LTD. (HONG KONG)
Phone : +852 24399018

Fax  :+852 24399020

E-mail : enquiry@yghk.com.hk

YG CUTTING TOOL CORP. PVT.LTD. (INDIA)
Phone : +91 98801 23796

Fax  :4918431944411

E-mail : marketing@yg1lindia.com

YG-1 INDUSTRIES INDIA. PVT.LTD. (INDIA)
Phone : +91 96861 16278

Fax  :49199019 51943

E-mail : sales@yglindia.com

PT.YGI TOOLS (INDONESIA)
Phone : +62 21 4585 8141

Fax  :4+62214587 7412
E-mail : yg1-indonesia@yg1.kr
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YG-1JAPAN CO.,LTD. (JAPAN)
Phone : +81 6 6305 9897

Fax  :+81663059898

E-mail : t-kitaoka8@yg1.jp

YG-1 MALAYSIA SDN.BHD. (MALAYSIA)
Phone : +630 5569 4834

Fax  :+603 55694814

E-mail : enquiries@yg-1.com.my

YG-1TOOLS ASIA PTE.LTD. (SINGAPORE)
Phone : +65 6842 0468

Fax  :+65 6842 0482

E-mail : yg1toolsasia@yg1.kr

YG-1 THAILAND CO.,LTD. (THAILAND)
Phone: +662 732 0186~7

Fax :46627320188

E-mail : info@yg1.co.th

YG-1 VIETNAM CO.,LTD. (VIETNAM)
Phone : +84 4 3795 7233

Fax  :+84 437957232

E-mail : yg1vietnam@yg1.kr

YG-1 AUSTRALIA PTY. LTD. (AUSTRALIA)
Phone: +61 395580177

Fax :4+61395582778

E-mail : ygone@yg1.kr

YG-1 EUROPE (FRANCE)
Phone : +33 172 84 4070
Fax  :+33172844086
E-mail :ygl@yg1l.eu

YG-1 DEUTSCHLAND GmbH (GERMANY)
Phone: +49 6173 9667 0

Fax  :+496173 9667 29

E-mail : info@yg-1.de

YG-1 POLAND Sp. z 0.0. (POLAND)
Phone: +48 22 622 2586

Fax  :+4822622 2587

E-mail : info@yg-1.pl

YG-1 CO., TRADING SRL (ROMANIA)
Phone: +40 21 25 25 501~3

Fax  :+4021 2525506

E-mail : kimromko@yg1.kr

TEKNO TAKIM San. Tic. AS. (TURKEY)
Phone: +90 212 671 1590

Fax :4+90212671 1595

E-mail : info@teknotakim.com

YG-1 RUSSIA LLC (RUSSIA)
Phone : +7 499 110-71-06

Fax  :4+7499 110-71-06
E-mail : russia@yg1.ru

S YGA1 CO,, LTD.

HEAD OFFICE

211, Sewolcheon-ro, Bupyeong-gu, Incheon, Korea

PHONE: +82-32-526-0909
http://www.yg1.kr E-mail:ygl@yg1.kr



