CARBIDE

Hss | “dV4
RECOMMENDED CUTTING CONDITIONS
CBN
END MILLS 4FLUTE SQUARE - SIDE CUTTING
END l\‘/l)l(LnClSH I1SO Ll Hiziel Ap | Parameter Diameter (2)
332 Description R 316 | 13/64 | 7/32
-SMART SEM(VO) 1190 345 370 400 405 420 430
MODULAR PTG | 0001 | 0002 | 0002 | .0003 = .0003 & .0005 | .0007 | .0008 @ .0009 | .0010
END MILLS 0.05D @ 1.0D
Bl RPM 22680 17720 | 14560 | 13440 = 10540 = 10090 | 8180 | 7640 = 7330 | 6570
X5070 IPM(FEED) | 12 1 12 14 13 19 24 25 27 27
END MILLS SEM(V) | 165 175 780 210 215 230 245 245 255 260
IPT 0001 = 0002 0002 | 0002 | .0003 & 0005 0007 | .0008 | 0009 | .0011
4G MILL 0.05D | 1.0D
ENDMILLS RPM 13610 | 10630 | 9520 = 8610 | 6570 | 6230 | 4960 | 4580 = 4410 | 3970
IPMFEED)| 7 7 7 9 8 12 15 15 17 17
X'POVF\)/’ES SIMV) | 280 290 | 1190 | 330 345 370 400 405 420 430
PT 0001 = 0002 0002 | 0003 | .0003 | .0005 = 0007 0008 | .0009 | .0010
END MILLS 0.05D | 1.0D
TiaNox. RPM 22680 17720 | 14560 | 13440 = 10540 = 10090 | 8180 | 7640 = 7330 | 6570
POWER IPMFEED) | 12 1 12 14 13 19 24 25 27 27
END MILLS SIMV) | 165 175 780 210 215 230 245 245 255 260
JET-POWER 00sp | 10p P 0001 | 0002 0002 | 0002 0003 0005 & 0007 | 0008 & 0009 0011
END MILLS RPM 13610 | 10630 | 9520 = 8610 | 6570 | 6230 | 4960 | 4580 = 4410 | 3970
IPMFEED)| 7 7 7 9 8 12 15 15 17 17
V7 PLUSA SIMV) | 140 145 650 175 180 190 205 205 210 220
ENDMILLS M 141  Suinesssieel 005D | 1.0 PT 0001 = 0002 0002 | 0003 | .0003 | .0005 0007 0008 | .0009 | .0010
— : aliess stee : 7 ReM 11340 | 8860 | 7940 = 7170 | 5460 | 5200 | 4160 | 3830 = 3710 | 3350
INOX PMEEED)| 6 6 6 7 7 10 12 13 13 13
T SIM(V) | 280 290 1190 | 330 345 370 400 405 420 430
ALU'POVMEE 0osp  10p "M@ 0001 0002 | 0002 0003 | 0003 & 0005 | 0007 & 0008 | 0009 0010
END MILLS : = ReM 22680 17720 | 14560 | 13440 = 10540 = 10090 | 8180 | 7640 = 7330 | 6570
BT IPMFEED) | 12 1 12 14 13 19 24 25 27 27
POWER SIMV) | 110 15 130 135 130 140 155 150 155 155
END MILLS 005 1op M@ | 0001 | 0001 | 0001 0001 | 0001 = 0002 = 0002 0003 0003 | 0003
D-POWER : =7 rem 9070 | 7090 | 6350 | 5510 = 3970 | 3860 | 3110 | 2810 = 2670 | 2360
I?!\TS\IF\)/IT[E PMFED) | 2 2 2 3 2 3 3 3 3 3
Bl SIMV) | 165 175 780 210 215 230 245 245 255 260
STANDARD 00sp | 10p 'P® 0001 | 0002 0002 & 0002 0003 0005 & 0007 & 0008 = 0009 0011
CARBIDE . = Rem 13610 | 10630 | 9520 | 8610 | 6570 | 6230 | 4960 | 4580 | 4410 | 3970
ONLY ONE IPM(FEED) 7 7 7 9 8 12 15 15 17 17
COATED PM60 SMV) | 110 15 130 135 130 140 155 150 155 155
_ ENDMLLS 005D 1op M@ | 0001 | 0001 | 0001 | 0001 | 0001 & 0002 | 0002 & 0003 0003 | 0003
SINE- : = ReM 9070 | 7090 | 6350 | 5510 = 3970 | 3860 | 3110 | 2810 = 2670 | 2360
POWER IPM(FEED) 2 2 2 3 2 3 3 3 3 3
I SFM = Surface Feet per Minut
= ourtace rFeet per Minute
ENB(K/lvl\{ELFSQ RPM = Revolutions Per Minute
_ =UIREY | IPT = Inches Per Tooth A
STANDARD IPM = Inches Per Minute ) P
Ap : Inch (Axial Depth of Cut
COBA%g Ae : Inch (Radial Depth of Cut) Ae
TECHNICAL
DATA
phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com E/ (<] YG-1CO, LTD.
b




m AFLUTE SQUARE - SIDE CUTTING

0.05D

0.05D

0.05D

0.05D

M 141

0.05D

0.05D

0.05D

0.05D

0.05D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

SFM = Surface Feet per Minute
RPM = Revolutions Per Minute

IPT = Inches Per Tooth

IPM = Inches Per Minute

Ap : Inch (Axial Depth of Cut)
Ae : Inch (Radial Depth of Cut)

SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)

VDI
33 7764 ]

7/64
435 440 440 435 435

.001M1

6290
28
265

.0011

3800
17
435

.00

6290
28
265

.0011

3800
17
225

.00

3200
14
435

.0011

6290
28
160

.0004

2310
4
265

.0011

3800
17
160

.0004

2310
4

0012

5980
28
265

0011

3610
16
440

0012

5980
28
265

.0011

3610
16
225

0011

3030
14
440

.0012

5980
28
165

.0004

2250

265

0011

3610
16
165

.0004

2250

0013
5650
29
265
0012
3390
16
440
0013
5650
29
265
0012
3390
16
220
0013
2840

0013
5650
29
170
.0005
2190

265
0012
3390

16

170
.0005
2190

0014

5290
30
260

0013

3170
16
435

0014

5290
30
260

0013

3170
16
215

0014

2650
15
435

0014

5290
30
175

.0006

2120
5
260

0013

3170
16
175

.0006

2120
5

0014
4830
28
260
0012
2910
15
435
0014
4830
28
260
0012
2910
15
220
0014
2420
14
435
0014
4830
28
175
0005
1950
4
260
0012
2910
15
175
0005
1950
4

Diameter (@)
3/8
430 420 425 425 445 455 430
0015 0015 .0016 .0016 .0016 .0016 0016
4590 4280 3710 3240 3030 2770 2200
27 27 23 21 19 18 14
260 255 260 260 275 280 275
0012 .0012 .0012 .0013 .0012 .0012 .0013
2790 2620 2280 1980 1860 1710 1400
14 13 11 10 9 9 7
430 420 425 425 445 455 430
0015 0015 .0016 .0016 .0016 .0016 0016
4590 4280 3710 3240 3030 2770 2200
27 27 23 21 19 18 14
260 255 260 260 275 280 275
0012 .0012 .0012 .0013 .0012 .0012 .0013
2790 2620 2280 1980 1860 1710 1400
14 13 11 10 9 9 7
220 215 215 210 220 225 215
0014 0015 .0015 .0015 .0015 .0015 0015
2330 2200 1880 1610 1510 1390 1100
13 13 11 10 9 8 6
430 420 425 425 445 455 430
0015 0015 .0016 .0016 .0016 .0016 .0016
4590 4280 3710 3240 3030 2770 2200
27 27 23 21 19 18 14
175 175 180 180 185 185 175
.0005 .0006 .0006 .0005 .0006 .0007 .0006
1870 1780 1560 1370 1260 1140 890
4 4 4 3 3 3 2
260 255 260 260 275 280 275
.0012 .0012 .0012 .0013 .0012 .0012 .0013
2790 2620 2280 1980 1860 1710 1400
14 13 11 10 9 9 7
175 175 180 180 185 185 175
.0005 .0006 .0006 .0005 .0006 .0007 .0006
1870 1780 1560 1370 1260 1140 890
4 4 4 3 3 3 2
Ap
Ae

Y /
/L G RECOMMENDED CUTTING CONDITIONS
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CARBIDE

HSS

CBN
END MILLS

i-Xmill
END MILLS

-SMART

MODULAR

END MILLS

X5070
END MILLS

4G MILL

END MILLS

X-POWER
PRO

END MILLS

TitaNox-
POWER

END MILLS

JET-POWER
END MILLS

V7 PLUSA
END MILLS

V7 MILL
INOX

ALU-POWER

HPC

END MILLS

ALU-
POWER

END MILLS

D-POWER
GRAPHITE

END MILLS

STANDARD
CARBIDE

ONLY ONE

COATED PM60

END MILLS

SINE-
POWER

TANK-
POWER

END MILLS

STANDARD
COBALT &
HSS

TECHNICAL
DATA



CARBIDE

HSS

CBN
END MILLS

i-Xmill
END MILLS

i-SMART

MODULAR

END MILLS

X5070
END MILLS

4G MILL

END MILLS

X-POWER
PRO

END MILLS

TitaNox-
POWER

END MILLS

JET-POWER
END MILLS

V7 PLUSA
END MILLS

V7 MILL
INOX

ALU-POWER

HPC

END MILLS

ALU-
POWER

END MILLS

D-POWER
GRAPHITE

END MILLS

STANDARD
CARBIDE

ONLY ONE

COATED PM60

END MILLS

SINE-
POWER

TANK-
POWER

END MILLS

STANDARD
COBALT &
HSS

TECHNICAL
DATA

Material
Description

0.05D
0.05D
0.05D
0.05D
0.05D
0.02
0.05D

0.05D

SFM = Surface Feet per Minute
RPM = Revolutions Per Minute
IPT = Inches Per Tooth

IPM = Inches Per Minute

Ap : Inch (Axial Depth of Cut)
Ae : Inch (Radial Depth of Cut)

Parameter
Ap

25D

25D

25D

25D

25D

2.0D

25D

25D

SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)

200
.0001
16330

8

115
.0001
9310

3

200
.0001
16330

115
.0001
9310

200
.0001
16330

70
.0001
5710

115
.0001
9310

70
.0001
5710

3/64 | 3/6

Loc

200
.0001
16330

8

115
.0001
9310

3

200
.0001
16330

115
.0001
9310

200
.0001
16330

70
.0001
5710

15
.0001
9310

70
.0001
5710

200
.0001
16330

8

115
.0001
9310

3

200
.0001
16330

115
.0001
9310

200
.0001
16330

70
.0001
5710

15
.0001
9310

70
.0001
5710

180
.0001
14690
7
105
.0001
8380

180
.0001
14690

105
.0001
8380

180
.0001
14690

65
.0001
5140

105
.0001
8380

65
.0001
5140

(]| 7y ™S AFL UTE SQUARE - SIDE CUTTING

VDI

215
0002
13040

8

120
.0001
7430

215
0002
13040

120
.0001
7430

215
0002
13040

75
.0001
4560

120
.0001
7430

75
.0001
4560

Ap

Y /
/L G RECOMMENDED CUTTING CONDITIONS

Diameter (@)

/3

220 | 220 195 195 | 230 | 210 | 230 | 230
.0002 | .0002 | .0002 | .0002 | .0003 | .0003 | .0004 .0004
10670 | 10670 | 9600 | 9600 | 9440 | 8500 | 7000 | 7000

10 10 8 8 1" 10 10 10

125 125 110 110 135 120 | 135 135
.0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0003  .0003
6100 | 6100 | 5490 | 5490 | 5420 | 4880 | 4050 & 4050

4 4 3 3 5 4 5 5

220 | 220 | 195 195 | 230 | 210 | 230 | 230
.0002 | .0002 | .0002 | .0002 | .0003 | .0003 | .0004 .0004
10670 | 10670 | 9600 | 9600 | 9440 | 8500 | 7000 | 7000

10 10 8 8 1" 10 10 10

125 125 110 110 135 120 | 135 135
.0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0003  .0003
6100 | 6100 | 5490 | 5490 | 5420 | 4880 | 4050 & 4050

4 4 3 3 5 4 5 5

220 | 220 | 195 195 | 230 | 210 | 230 | 230
.0002 | .0002 | .0002 | .0002 | .0003 | .0003 | .0004 .0004
10670 | 10670 | 9600 | 9600 | 9440 | 8500 | 7000 | 7000

10 10 8 8 1" 10 10 10
80 80 70 70 85 75 80 80
.0001 | .0001 | .0001 | .0007 | .0002 | .0002 | .0002 .0002
3810 | 3810 | 3430 | 3430 @ 3370 | 3030 | 2490 2490

125
.0002
6100

125
.0002
6100

110
.0002
5490

110
.0002
5490

135
.0002
5420

120
.0002
4880

135
.0003
4050

135
.0003
4050

80 80 70 70 85 75 80 80
.0001 | .0001 | .0001 | .0001 | .0002 | .0002 | .0002 .0002
3810 | 3810 | 3430 | 3430 @ 3370 | 3030 | 2490 2490

Ae

C300 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yglusa.com

%S YG-1CO.,, LTD.



CARBIDE

y 4
CBN
(1) | ¥ =™ AFLUTE SQUARE - SIDE CUTTING END MILLS
: i-Xmill
Diameter (@, '
VDI Material . L2 END MILLS
EY 3323 Description Ap e
Loc S
SIMVO | 230 | 205 | 205 205 | 245 | 245 | 245 | 225 | 225 | 265 | 265 | 240 | 275 ENDMILLS
005> 25p T 0004 0003 0003 | 0003 0006 0006 0006 0006 0005 0008 0008 0008 0012
: Y RPM | 7000 | 6300 | 6300 | 6300 5040 5040 | 5040 | 4540 | 4540 4970 4970 | 4470 | 4170 )E(IEJ(JD7%/IILLS
IPMEEED)| 10 | 8 8 g | M | 1| 1m0 9 |17 | 17| 13 19
SIMVQ | 135 | 120 | 120 | 120 | 140 | 140 @ 140 125 | 125 | 150 | 150 @ 135 | 155 G MILL
IPT() | 0003 0002 .0002 | .0002 | .0004 | 0004 .0004 .0004 | .0004  .0006 | .0006 .0005 | .0009 ENDMILLS
005D 25D
RPM | 4050 3640 3640 | 3640 @ 2860 | 2860 @ 2860 | 2580 | 2580 @ 2810 @ 2810 @ 2530 | 2380
IPMEEED) | 5 4 3 3 5 5 5 4 4 7 7 5 8 )F(,Q:C?WER
SIMVQ | 230 | 205 | 205 | 205 | 245 | 245 | 245 225 | 225 | 265 | 265 @240 | 275 END MILLS
005D | 25p @ 0004 0003 0003 0003 0006 0006 0006 0006 0005 0008 0008 0008 | 0012 S
: Y RPM | 7000 | 6300 | 6300 | 6300 5040 5040 | 5040 | 4540 | 4540 4970 4970 | 4470 | 4170 POWER
IPMEEED)| 10 | 8 8 g M | 1| 1m0 9 |17 | 17| 13 19 END MILLS
SIMVQ | 135 | 120 | 120 | 120 | 140 | 140 @ 140 125 | 125 | 150 | 150 @ 135 | 155 JET-POWER
005D 250 "M@ 0003 0002 0002 0002 0004 0004 0004 0004 0004 0006 0006 0005 0009 END MILLS
: Y RPM | 4050 | 3640 | 3640 | 3640 2860 2860 2860 | 2580 2580 2810 2810 | 2530 | 2380
IPMEEED) | 5 4 3 3 5 5 5 4 4 7 7 5 8 \E/KJEF;LI\EIJIE LAS
SIMVQ | 230 | 205 | 205 | 205 | 245 | 245 | 245 225 | 225 | 265 | 265 @240 | 275
IPT() | 0004 0003 .0003  .0003 | .0006 | .0006  .0006 .0006 | .0005 | .0008 | .0008 | .0008 .0012
005D 25D V7 MILL
RPM | 7000 | 6300 | 6300 | 6300 | 5040 | 5040 5040 | 4540 | 4540 @ 4970 @ 4970 @ 4470 | 4170 INOX
IPMEEED)| 10 | 8 8 g M | 1| 1m0 9 |17 | 17| 13 19 I
SMV) | 8 | 75 | 75 75 90 | 90 | 90 | 8 | 8 | 100 100 | 90 | 100 ﬁ'ﬁ}é’POWER
002 20p "M@ 0002 0002 0002 0002 0003 0003 0003 0003 0003 0004 0004 0004 0006 END MILLS
: 7 RPM 2490 | 2250 | 2250 | 2250 1800 1800 1800 | 1620 = 1620 1840 1840 1650 | 1550 ALU-
IPM(FEED) | 2 2 2 2 2 2 2 2 2 3 3 3 4 POWER
SIMVO | 135 | 120 | 120 120 | 140 | 140 140 125 | 125 | 150 150 | 135 | 155 END MILLS
IPT() | .0003  .0002 | .0002 | .0002 | 0004 | .0004 .0004 0004  .0004 | 0006 .0006 .0005 .0009 D-POWER
0.05D | 2.5D GRAPHITE
RPM | 4050 | 3640 | 3640 | 3640 | 2860 | 2860 2860 | 2580 | 2580 @ 2810 @ 2810 | 2530 | 2380 END MILLS
IPMEEED) | 5 4 3 3 5 5 5 4 4 7 7 5 8
SMy) | 8 | 75 | 75 75 90 | 90 | 90 | 8 8 | 100 100 | 90 | 100 ETA%?[/?ERD
005D 25p "M@ 0002 0002 0002 0002 0003 0003 0003 0003 0003 0004 0004 0004 0006
: Y RPM | 2490 | 2250 | 2250 | 2250 1800 1800 1800 | 1620 = 1620 1840 1840 1650 | 1550 ONLY ONE
IPM(FEED) | 2 2 2 2 2 2 2 2 2 3 3 3 4 E%TMEELZMBO
SINE-
SFM = Surface Feet per Minute POWER
RPM = Revolutions Per Minute
IPT = Inches Per Tooth Ap TANK-
IPM = Inches Per Minute
Ap : Inch (Axial Depth of Cut) Ae POWER
Ae : Inch (Radial Depth of Cut) END MILLS
STANDARD
COBALT &
HSS
TECHNICAL
DATA
S YGA1 CO, LTD. phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com C301




CARBIDE

HSS

CBN
END MILLS

i-Xmill
END MILLS

-SMART

MODULAR

END MILLS

X5070
END MILLS

4G MILL

END MILLS

X-POWER
PRO

END MILLS

TitaNox-
POWER

END MILLS

JET-POWER
END MILLS

V7 PLUSA
END MILLS

V7 MILL
INOX

ALU-POWER

HPC

END MILLS

ALU-
POWER

END MILLS

D-POWER
GRAPHITE

END MILLS

STANDARD
CARBIDE

ONLY ONE

COATED PM60

END MILLS

SINE-
POWER

TANK-
POWER

END MILLS

STANDARD
COBALT &
HSS

TECHNICAL
DATA

Y /
/L G RECOMMENDED CUTTING CONDITIONS

() | 4™ 4FLUTE SQUARE - SIDE CUTTING

VDI Parameter
50| j3o0 | Ae | Ap
Loc 3/:
27

SFM(V) 5 275 275 245 245 245 275 275 275 275 250 250 290 290 290
IPT(fz) 0012 | .0012 | .0070 | .0010 | .0009 ' .0009 | .0016 | .0016 | .0016 | .0014 | .0014 | .0012 | .0019 | .0019 | .0019
RPM 4170 | 4170 | 4170 | 3760 | 3760 @ 3760 | 3390 | 3390 | 3390 | 3390 | 3050 & 3050 | 2960 | 2960 & 2960
IPM(FEED) | 19 19 16 15 13 13 22 22 22 19 17 15 23 23 23
SFM(Vo) 155 155 155 140 140 140 155 155 155 155 140 140 170 170 170
IPT(fz) .0009 | .0009 | .0007 | .0007 | .0006 @ .0006 & .0011 | .0011 | .0011 | .0010 | .0009 | .0008 | .0013 | .0013 .0013
RPM 2380 | 2380 | 2380 | 2140 | 2140 | 2140 | 1910 | 1910 | 1910 | 1910 | 1720 | 1720 | 1730 | 1730 | 1730
IPM(FEED)| 8 8 7 6 6 6 9 9 9 7 7 6 9 9 9
SFM(Vo) 275 275 275 245 245 245 275 275 275 275 250 250 290 290 290
IPT(fz) 0012 | .0012 | .0070 | .0010 | .0009 | .0009 | .0016 | .0016 | .0016 | .0014 | .0014 | .0012 | .0019 | .0019 | .0019
RPM 4170 | 4170 | 4170 | 3760 | 3760 @ 3760 | 3390 | 3390 | 3390 | 3390 | 3050 | 3050 | 2960 | 2960 & 2960
IPM(FEED) | 19 19 16 15 13 13 22 22 22 19 17 15 23 23 23
SEM(Vo) 155 155 155 140 140 140 155 155 155 155 140 140 170 170 170

0.05D @ 25D

0.05D @ 25D

10 0.05D 2.5D

11.1- 005D | 25D IPT(fz) .0009 | .0009 | .0007 | .0007 | .0006 @ .0006 @ .0011 | .0011 | .0011 | .0010 | .0009 | .0008 | .0013 | .0013 .0013
11.2 ’ ’ RPM 2380 | 2380 | 2380 | 2140 | 2140 | 2140 | 1910 | 1910 | 1910 | 1910 | 1720 | 1720 | 1730 | 1730 | 1730
IPM(FEED)| 8 8 7 6 6 6 9 9 9 7 7 6 9 9 9

SEM(Vo) 275 275 275 245 245 245 275 275 275 275 250 250 290 290 290
IPT(f2) 0012 | .0012 | .0010 | .0010 | .0009 | .0009 | .0016 | .0016 | .0016 | .0014 | .0014 | .0012 | .0019 | .0019 | .0019
RPM 4170 | 4170 | 4170 | 3760 | 3760 @ 3760 | 3390 | 3390 | 3390 | 3390 | 3050 | 3050 | 2960 | 2960 @ 2960
IPM(FEED) | 19 19 16 15 13 13 22 22 22 19 17 15 23 23 23
SEM(Vc) 100 100 100 90 90 90 105 105 105 105 95 95 105 105 105
IPT(fz) .0006 | .0006 | .0006 | .0006 .0005 .0005  .0009 | .0009 | .0009 | .0007 | .0008 | .0007 | .0011 | .0011  .0011

{{@REPI) 0.05D | 25D

0.02 | 2.0D
RPM 1550 | 1550 | 1550 | 1400 | 1400 | 1400 | 1270 | 1270 | 1270 1270 | 1140 | 1140 | 1060 | 1060 1060
IPM(FEED) | 4 4 3 3 3 3 4 4 4 4 3 3 5 5 5
SFM(Vc) 155 155 155 140 140 140 155 155 155 155 140 140 170 170 170
005D | 2.5D IPT(f2) .0009 | .0009 | .0007 | .0007 | .0006 | .0006 | .0011 | .0011 | .0011 | .0010 | .0009 | .0008 | .0013 | .0013 | .0013
’ ’ RPM 2380 | 2380 | 2380 | 2140 | 2140 | 2140 | 1910 | 1910 | 1910 | 1910 | 1720 | 1720 | 1730 | 1730 | 1730
IPM(FEED)| 8 8 7 6 6 6 9 9 9 7 7 6 9 9 9
SFM(Vc) 100 100 100 20 920 20 105 105 105 105 95 95 105 105 105
i | 95 IPT(f2) .0006 | .0006 | .0006 | .0006 | .0005 | .0005 | .0009 | .0009 | .0009 | .0007 | .0008 | .0007  .0011 | .0011 | .0011
’ ’ RPM 1550 | 1550 | 1550 | 1400 | 1400 | 1400 | 1270 | 1270 | 1270 1270 | 1140 | 1140 | 1060 | 1060 1060
IPM(FEED) | 4 4 3 3 3 3 4 4 4 4 3 3 5 5 5
SFM = Surface Feet per Minute
RPM = Revolutions Per Minute
IPT = Inches Per Tooth Ap
IPM = Inches Per Minute
Ap : Inch (Axial Depth of Cut) Ae

Ae : Inch (Radial Depth of Cut)

C 302 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com S YG-1CO,LTD.



(]| 7y ™S AFL UTE SQUARE - SIDE CUTTING

VDI
3323

Material

Description

0.05D

0.05D

0.05D

0.05D

0.05D

0.02

0.05D

0.05D

SFM = Surface Feet per Minute
RPM = Revolutions Per Minute
IPT = Inches Per Tooth

IPM = Inches Per Minute

Ap : Inch (Axial Depth of Cut)
Ae : Inch (Radial Depth of Cut)

2.5D

25D

25D

25D

25D

2.0D

25D

2.5D

Lo¢

SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)
SFM(Vc)
IPT(f2)
RPM
IPM(FEED)
SFM(Vc)
IPT(fz)
RPM
IPM(FEED)

290
.0017
2960

20

170
.0011
1730

8

290
.0017
2960

20

170
.0011
1730

8

290
.0017
2960

20

105
0009
1060

4

170
.0011
1730

8

105

.0009

1060
4

260

.0016

2660
18
150

.0011

1550

260

.0016

2660
18
150

0011

1550

260

.0016

2660

95

.0009

950

150

0011

1550

95

.0009

950

285

0019

2180

175

0013

1320

285

0019

2180

175

0013

1320

285

0019

2180

105
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m 4FLUTE SQUARE - SIDE CUTTING

Material
Description

VDI

SFM = Surface Feet per Minute
RPM = Revolutions Per Minute

IPT = Inches Per Tooth

IPM = Inches Per Minute

Ap : Inch (Axial Depth of Cut)
Ae : Inch (Radial Depth of Cut)

Y /
/L G RECOMMENDED CUTTING CONDITIONS

3/64 | 1/16 | 1/ 1/16 | 1716 | 5/64 /64
5/
SFM(Vc) 240 240 215 215 265 265 235 235 235 285 285 260 260 330 330
IPT(fz) 0002 | .0002 | .0001 | .0001 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0004 | .0004
RPM 19650 | 19650 | 17690 | 17690 | 16060 | 16060 | 14460 | 14460 | 14460 | 14010 | 14010 | 12610 | 12610 | 10110 | 10110
IPM(FEED) | 12 12 10 10 12 12 10 10 10 13 13 m 1 14 14
Ae 0007 0007 | 0004 0004 0009 0009 .0005 0005 0003 0011 0011 0007 .0007 0026 0019
SMV) | 150 | 150 | 135 | 135 | 165 165 150 = 150 | 150 185 185 170 170 | 205 205
IPT(fz2) 0002 | .0002 | .0001 | .0001 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0004 | .0004
RPM 12200 12200 10980 10980 10110 10110 9100 | 9100 | 9100 9140 K 9140 8230 8230 6300 | 6300
IPM(FEED) | 7 7 6 6 7 7 6 6 6 8 8 7 7 9 9
Ae .0005 | .0005 | .0003 | .0003 | .0007 | .0007 | .0004 | .0004 | .0002 | .0009 | .0009 | .0005 | .0005 | .002 | .0014
SIMU) | 240 | 240 | 215 | 215 | 265 265 235 | 235 235 285 285 260 260 | 330 330
IPT) | 0002 | 0002 | 0001 .0001 0002 0002 0002 0002 0002 0002 0002 0002 0002 0004 0004
RPM 19650 | 19650 | 17690 | 17690 | 16060 | 16060 | 14460 | 14460 | 14460 | 14010 | 14010 | 12610 | 12610 | 10110 | 10110
IPM(FEED) | 12 12 10 10 12 12 10 10 10 13 13 " " 14 14
Ae .0007 | .0007 | .0004 | .0004 | .0009 | .0009 | .0005 | .0005 | .0003 | .0011 | .0011 | .0007 | .0007 | .0026 | .0019
SFM(Vc) 150 150 135 135 165 165 150 150 150 185 185 170 170 205 205
IPT(fz) .0002 | .0002 | .0001 | .0001 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0004 | .0004
RPM 12200 | 12200 | 10980 | 10980 | 10110 | 10110 | 9100 | 9100 | 9100 | 9140 | 9140 | 8230 & 8230 | 6300 & 6300
IPM(FEED) | 7 7 6 6 7 7 6 6 6 8 8 7 7 9 9
Ae 0005 | .0005 | .0003 | .0003 | .0007 | .0007 | .0004 | .0004 | .0002 | .0009 | .0009 | .0005 | .0005 | .002 | .0014
SFM(Vc) 240 240 215 215 265 265 235 235 235 285 285 260 260 330 330
IPT(fz) .0002 | .0002 | .0001 | .0001 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0002 | .0004 | .0004
RPM 19650 | 19650 | 17690 | 17690 | 16060 | 16060 | 14460 | 14460 | 14460 | 14010 | 14010 | 12610 | 12610 | 10110 | 10110
IPM(FEED) | 12 12 10 10 12 12 10 10 10 13 13 m 1 14 14
Ae 0007 0007 | 0004 0004 0009 0009 .0005 0005  .0003 0011 0011 .0007 .0007 0026 0019
SFM(Vo) 95 95 85 85 100 100 920 920 920 125 125 110 110 125 125
IPT(fz2) 0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0001 | .0002 | .0002
RPM | 7560 | 7560 | 6800 6800 6140 6140 | 5530 | 5530 | 5530 6050 | 6050 5440 5440 3810 | 3810
WMFE) 2 02 2 2 2 2 2 2 | 2 2 2 2 2 3 3
Ae | 004 | 004 002 002 006 006 003 | 003 002 | 007 007 004 004 016 011
SFM(Vc) 150 150 135 135 165 165 150 150 150 185 185 170 170 205 205
IPT) | 0002 | 0002 | 0001 0001 0002 0002 0002 | 0002 0002 0002 0002 0002 0002 0004 | 0004
RPM 12200 | 12200 | 10980 | 10980 | 10110 | 10110 | 9100 | 9100 | 9100 | 9140 | 9140 | 8230 | 8230 | 6300 | 6300
IPM(FEED) | 7 7 6 6 7 7 6 6 6 8 8 7 7 9 9
Ae .0005 | .0005 | .0003 | .0003 | .0007 | .0007 | .0004 | .0004 | .0002 | .0009 | .0009 | .0005 | .0005 | .002 | .0014
SMW 95 | 95 8 | 85 | 100 100 90 | 90 | 90 | 125 | 125 110 110 125 | 125
IPT | 0001 0001 0001 0001 0001 | 0001 0001 .0001  .0001 .0001 .0001 .0001 .0001 0002 | 0002
RPM 7560 | 7560 | 6800 | 6800 & 6140 | 6140 | 5530 | 5530 | 5530 | 6050 | 6050 | 5440 | 5440 & 3810 | 3810
IPM(FEED) | 2 2 2 2 2 2 2 2 2 2 2 2 2 3 3
Ae 004 | 004 | 002 | .002 | 006 | .006 @ .003 | .003 | .002 @ .07 | .007 | 004 | .004 016 | .011

1.0D
Ae
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CARBIDE

'I/G % RECOMMENDED CUTTING CONDITIONS es
CBN
M 4FLUTE SQUARE - SIDE CUTTING END MILLS
Diameter (2)/LBS Eﬁg"‘wus
1/8 3/ 3 6 L
ok
SEM(V) | 330 | 300 | 300 @ 375 | 375 | 375 | 335 | 335 | 390 | 350 410 | 410 415 | 375 400 | 400 410 | 410 END MILLS
IPT() | .0004 | 0003 .0003 | .0007 .0007 | .0007 .0007 | .0007 .0009 | .0008 .0012 | .0012  .0017 | .0015  .0018 | .0018 | .0018 | .0018
RPM | 10110| 9100 9100 | 7620 | 7620 | 7620 | 6860 | 6860 | 7330 | 6590 | 6300 6300 | 5080 4570 | 4100 4100 | 3120 | 3120 émm
IPMFED) | 14 | 11 1 2 | 2 2 18 | 18 28 2 | 29 29 34 | 27 | 30 30 | 23 23
Ae 0019 | 0011 | .0007 | .0039 | .0028 | .0028 | .0016 | .0016 | .003 | .0017  .0052 | 0037 | .0046 0026  .0055 | 0055 | .0105  .0074 4G MILL
SEM(V) | 205 | 185 | 185 | 230 | 230 | 230 @ 205 | 205 | 235 210 | 250 | 250 | 250 | 225 | 245 | 245 250 | 250 END MILLS
IPT() | .0004  .0003 | .0003 | .0008 .0008 | .0008 | .0007 | .0007  .0009 | .0009  .0012 .0012 | .0015 | .0013 | .0015 | .0015 | .0015  .0015 =
RPM 6300 | 5670 | 5670 @ 4650 | 4650 | 4650 | 4190 | 4190 | 4390 | 3950 | 3810 | 3810 | 3040 2740 | 2520 2520 | 1900 @ 1900 PR(g)
IPM(FEED) | 9 7 7 14 14 14 | N 1 16 13 | 18 | 18 | 18 14 | 15 | 15 1 1 END MILLS
Ae 0014 | 0008 | .0005 | .003 | .0021 | .0021 | .0012 | .0012 | .0022  .0013 | .0039 | .0028 K .0035 | .002 | .0041 | .0041 | .0079 | .0055 TitaNox-
SEM(V) | 330 | 300 | 300 | 375 375 | 375 | 335 | 335 | 390 | 350 @ 410 | 410 | 415 | 375 | 400 | 400 | 410 | 410 POWER
IPT() | .0004  .0003 | .0003 | .0007 .0007 | .0007 | .0007 | .0007  .0009 | .0008  .0012 .0012 | .0017 | .0015  .0018 | .0018 | .0018  .0018 |[ENDMILLS
(00| RPM | 10110 9100 | 9100 | 7620 | 7620 | 7620 | 6860 @ 6860 | 7330 = 6590 | 6300 = 6300 | 5080 = 4570 | 4100 | 4100 | 3120 | 3120 JET-POWER
IPM(FEED)| 14 | 11 1 2 | 2 2 18 | 18 28 22 | 29 | 29 | 34 | 27 | 30 30 | 23 23 END MILLS
Ae 0019 | 0011 | .0007 | .0039 | .0028 | .0028 | .0016 | .0016 .003 | .0017 | .0052 | 0037 | 0046 | 0026 0055 0055 0105 | 0074
SEM(V) | 205 | 185 | 185 | 230 | 230 | 230 | 205 | 205 | 235 | 210 250 | 250 250 | 225 245 | 245 250 | 250 \E/LBLMU\ELAS
IPT() | .0004  .0003 | .0003 | .0008 .0008 | .0008 | .0007 | .0007  .0009 | .0009  .0012 0012 | .0015 | 0013 | .0015 | .0015 | .0015  .0015
1111‘.12' RPM 6300 | 5670 | 5670 @ 4650 | 4650 | 4650 | 4190 | 4190 | 4390 | 3950 | 3810 | 3810 | 3040 2740 | 2520 2520 | 1900 & 1900 VT MILL
IPM(FEED) | 9 7 7 14 14 14 Mn 1 16 13 | 18 | 18 18 14 | 15 | 15 1 11 INOX
Ae 0014 | 0008 | .0005 | .003 | .0021 | .0021 | .0012 | .0012 | .0022 | .0013  .0039 | .0028 | .0035 | .002 | .0041 | 0041 | .0079  .0055 "ALUPOWER
SEM(V) | 330 | 300 | 300 @ 375 | 375 | 375 | 335 | 335 | 390 | 350 410 | 410 =415 | 375 400 | 400 410 | 410 QE%P A
IPT() | .0004 | 0003 .0003 | .0007 .0007 | .0007 .0007 | .0007 .0009 | .0008 .0012 | .0012  .0017 | .0015  .0018 | .0018 | .0018 | .0018 END MILLS
(EE0) RPM | 10170 9100 | 9100 | 7620 | 7620 | 7620 | 6860 6860 | 7330 | 6590 | 6300 @ 6300 5080 | 4570 4100 @ 4100 | 3120 | 3120 ALU-
IPMFEED) | 14 | 11 1 2 2 2 18 18 | 28 | 22 | 29 | 29 | 34 | 27 | 30 | 30 | 23 | 23 POWER
Ae 0019 | 0011 | .0007 | .0039 | .0028 | .0028 | .0016 | .0016 | .003 | .0017  .0052 | 0037 | .0046 0026 | .0055 | 0055  .0105 @ .0074 |[ENDMILLS
SEMV) | 125 | 110 | 110 | 145 | 145 145 | 130 130 | 145 | 130 @ 150 = 150 | 165 | 150 170 | 170 | 175 | 175 gRPAOPVXHETRE
381 IPT() | .0002  .0002 | .0002 | .0002 .0002 | .0002 | .0002 | .0002 .0003 | .0003 .0004 .0004 | .0006 | .0006  .0006 | .0006 | .0007  .0007 END MILLS
35.2 RPM 3810 | 3430 3430 | 2960 2960 | 2960 <2670 | 2670 2690 2420 | 2270 2270 | 2030 1820 | 1710 | 1710 | 1320 @ 1320 -
IPMFEED) | 3 2 2 2 2 2 2 2 3 3 4 4 5 4 4 4 4 4 CARBIDE
Ae 011 | 006 | 004 | 024 017 017 | 009 .009 018 .010  .031 022  .028 | 016 | .033 | 033 | 063 .044
SEM(V) | 205 | 185 | 185 | 230 | 230 | 230 @ 205 | 205 | 235 210 | 250 | 250 | 250 | 225 | 245 | 245 250 | 250 ONLY ONE
IPT() | .0004 0003 .0003 | .0008 | .0008 .0008 | .0007  .0007  .0009 | 0009 | .0012 | 0012 | 0015 .0013 | 0015 | 0015 .0015  .0015 E%T@ELPSM@O
H 40 B 6300 | 5670 | 5670 @ 4650 | 4650 | 4650 | 4190 | 4190 | 4390 | 3950 | 3810 | 3810 | 3040 2740 | 2520 | 2520 | 1900 @ 1900 _
IPM(FEED) | 9 7 7 14 14 14 1 1 16 13 18 18 18 14 15 15 11 1 SINE-
Ae 0014 | 0008 | .0005 | .003 | .0021 | .0021 | .0012 | .0012 | .0022 .0013 | .0039  .0028 | .0035 | .002 | .0041 | 0041 | .0079 | 0055 POWER
SEMV) | 125 | 110 | 110 | 145 145 145 | 130 130 | 145 | 130 = 150 = 150 | 165 | 150 170 | 170 | 175 | 175 TANK-
IPT() | .0002  .0002 | .0002 | .0002 .0002 | .0002 | .0002 | .0002 .0003 | .0003  .0004 .0004 | .0006 | .0006  .0006 | .0006 | .0007  .0007 POWER
41 K 3810 | 3430 3430 | 2960 2960 | 2960 <2670 | 2670 2690 | 2420 | 2270 2270 | 2030 1820 | 1710 | 1710 | 1320 @ 1320 |ENDMILLS
IPM(FEED) | 3 2 2 2 2 2 2 2 3 3 4 4 5 4 4 4 4 4 g)ABNA[E/T%ED
Ae 011 | 006 | 004 | 024 017 017 | 009 .009 018 010  .031 022  .028 | 016 | .033 | 033 | 063 .044 HSS
SFM = Surface Feet per Minute KB TECHNICAL
RPM = Revolutions Per Minute DATA
IPT = Inches Per Tooth 1.0D
IPM = Inches Per Minute
Ap : Inch (Axial Depth of Cut) -~
Ae : Inch (Radial Depth of Cut) Ae
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