Being the best through innovation

SOLID CARBIDE

TitaNox-POWER
END MILLS

- High Speed Machining for Exotic Materials:
Titanium, Inconel and Stainless Steels



CARBIDE

HSS 'I/G TitaNox-POWER

END M"_LS RECOMMENDED CUTTING CONDITIONS
CBN SFM(Vc) = ft./min.
END MILLS (V[ c] | [c7: 1 [c] ) [c7: K J¥W89 4 FLUTES DOUBLE CORE - Side Cutting (Pt = n ol

IPM(Feed) = in./min.

-Xmil ;
END MILLS 150 | 2! | Materal Description|  Ae Ap ter Sl En()
T 2 [ 56 | s [ e | s | | 1|

i-SMART

SFM(0 525 525 525 525 525 525 525
MODULAR 1.0D | IPT® 0011 0014 0017 0021 0025 0030 0033
END MILLS 1-5 04D
(0.7D)* | RPM 8020 6420 5350 4010 3210 2670 2010
Y5070 IPM (EED) 35 36 36 34 32 32 27
END MILLS SFM(9 525 525 525 525 525 525 525
0ap 10D PTG 0011 0014 0017 0021 0025 10030 0033
’ (©0.7D)*  RPM 8020 6420 5350 4010 3210 2670 2010
4G MILL IPM FeED) 35 36 36 34 32 32 27
END MILLS SFM() 490 490 490 490 490 490 490
—— o 1.0D | IPT® 0010 0014 0017 0019 0025 0028 0033
X'POVF\,/’ES 04D (0.7D)*  RPM 7490 5990 4990 3740 2990 2500 1870
END MILLS IPM (EED) 30 34 34 28 30 28 25
, SFM(0 490 490 490 490 490 490 490
TitaNox- 1.0D | IPT®) 0011 0014 0018 0021 0026 0030 0033
POWER 04D (070)* | RPM 7490 5990 4990 3740 2990 2500 1870
END MILLS IPM fED) 33 34 36 31 31 30 25
SFM(0 490 490 490 490 490 490 490
JELB%\{EQ oap 10D IPTE 0010 0014 0017 0019 0025 0028 0033
’ (0.7D)*  RPM 7490 5990 4990 3740 2990 2500 1870
IPM FEED) 30 34 34 28 30 28 25
V7 PLUSA SFMQ 510 510 510 510 510 510 510
END MILLS 1.3 Stainlesssteel o 1.0D  IPT( 0013 0018 0022 0026 0034 0037 0045
(SUS 420, X40Cr13,420) : (0.7D) | RPM 7790 6230 5190 3900 3120 2600 1950
V7 MILL IPM (FEED) 4 45 46 41 42 38 35
INOX SFMQ 345 345 345 345 345 345 345
—LUPOWER ] M 141 Stainlesssteel ~  ,n 10D IPT®) 0010 0013 0016 0019 0024 0028 0032
: (SUS316316X5CNIM01712) (©0.7D)* | RPM 5270 4220 3510 2640 2110 1760 1320
HPC IPM FeeD) 21 2 22 20 20 20 17
END MILLS SEM(9 145 145 145 145 145 145 145
ALU- 14y Stainlesssteel o0 o o PTG .0006 .0008 0010 0013 0016 0018 0021
POWER ’ (SUS630,PH15-5) ) : RPM 2220 1770 1480 1110 890 740 550
END MILLS IPM (EED) 5 6 6 6 6 5 5
D-POWER SFM(0 575 575 575 575 575 575 575
GRAPHITE 0ap 10D PTG 0008 0011 0014 0017 0021 0024 0028
END MILLS (0.7D)*  RPM 8790 7030 5860 4390 3510 2930 2200
—— IPM (EED) 28 31 33 30 29 28 25
STANDARD SFM(Q) 105 105 105 105 105 105 105
CARBIDE 03D | 06D IPT(@ .0008 0010 0013 0015 0019 0022 0026
ONLY ONE ’ ’ RPM 1600 1280 1070 800 640 530 400
COATED PM60 IPM (FEED) 5 5 6 5 5 5 4
END MILLS SEM(0 230 230 230 230 230 230 230
SINE- 0ap 10D PTG 0013 0019 0022 0026 0034 0037 0045
POWER ’ (0.7D)*  RPM 3510 2810 2340 1760 1410 1170 880
IPM (D) 18 21 21 18 19 17 16
TANK-
POWER
END MILLS NOTES: » Maximum recommended depth shown
STANDARD » Finish cuts typically require reduced feed rates and/or higher spindle speed,
COBALT & with radial width of 2% x D1 or less
HSS » Feed to be reduced by approximately 50% if L.O.C.(length of cut) is over 3xD
TECHNICAL Ap » Reduce speed and feed recommendations for materials harder than listed
DATA » Recommendations above are based on ideal conditions.
Ae Adjust parameters accordingly for smaller taper machining centers or less
— rigid conditions
*(0.7D): UGMG42K998, UGMG42K999, UGMGKS801
0.7D cutting depth for slotting and side cutting
applications due to short double-core length
C 484 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com G YG-1CO, LTD.
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TitaNox-POWER

RECOMMENDED CUTTING CONDITIONS

SFM(Vc) = ft./min.
IPT(fz) = in./tooth
RPM = rev./min.
IPM(Feed) = in./min.

Diameter (@)
SFM (Vo) 410 410 410 410 410 410 410
IPT® .0010 .0013 .0017 0019 .0025 .0028 0033
RPM 6260 5010 4180 3130 2510 2090 1570
IPM (FEED) 25 26 28 24 25 23 21
SFM (o 410 410 410 410 410 410 410
IPT® .0010 .0013 .0017 .0019 .0025 .0028 .0033
RPM 6260 5010 4180 3130 2510 2090 1570
IPM (FEED) 25 26 28 24 25 23 21
SFM (Vo) 395 395 395 395 395 395 395
IPT(® .0010 .0013 .0017 0019 .0025 .0028 0030
RPM 6040 4830 4020 3020 2410 2010 1510
IPM (FEED) 24 25 27 23 24 23 18
SFM (Vo) 410 410 410 410 410 410 410
IPT @ .0010 .0013 .0017 0019 0025 0028 0033
RPM 6260 5010 4180 3130 2510 2090 1570
1PM (FEED) 25 26 28 24 25 23 21
SFM (Vo) 395 395 395 395 395 395 395
IPT® .0010 .0013 .0017 0019 0025 .0028 0030
RPM 6040 4830 4020 3020 2410 2010 1510
1PM (FEED) 24 25 27 23 24 23 18
SFM (Vo) 410 410 410 410 410 410 410
IPT® .0013 .0018 .0022 0026 .0032 .0037 .0041
RPM 6260 5010 4180 3130 2510 2090 1570
IPM (FEED) 33 36 37 33 32 31 26
SFM (Vo) 280 280 280 280 280 280 280
IPT® .0010 .0013 .0016 0019 .0024 .0028 0032
RPM 4280 3420 2850 2140 1710 1430 1070
IPM (FEED) 17 18 18 16 16 16 14
SFM (Vo) 120 120 120 120 120 120 120
IPT® .0006 .0008 .0010 0013 .0016 .0018 0021
RPM 1830 1470 1220 920 730 610 460
IPM (FEED) 4 5 5 5 5 4 4
SFM (Vo) 460 460 460 460 460 460 460
IPT(® .0008 .0011 0014 0017 0021 0024 0026
RPM 7030 5620 4690 3510 2810 2340 1760
IPM (FEED) 22 25 26 24 24 22 18
SFM (Vo) 80 80 80 80 80 80 80
IPT® .0007 .0009 .0012 0014 .0017 .0020 0022
RPM 1220 980 810 610 490 410 310
1PM (FEED) 3 4 4 3 3 3 3
SFM (Vo) 180 180 180 180 180 180 180
IPT® 0013 .0018 .0022 0026 0034 .0037 0041
RPM 2750 2200 1830 1380 1100 920 690
1PM (FEED) 14 16 16 14 15 14 11

NOTES: » Maximum recommended depth shown

» Finish cuts typically require reduced feed rates and/or higher spindle speed,
with radial width of 2% x D1 or less

» Feed to be reduced by approximately 50% if L.O.C.(length of cut) is over 3xD

» Reduce speed and feed recommendations for materials harder than listed

» Recommendations above are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining centers or less
rigid conditions

*(0.7D): UGMG42K998, UGMG42K999, UGMGKS801
0.7D cutting depth for slotting and side cutting
applications due to short double-core length

4G YG-1CO.,, LTD.
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CARBIDE

Hss | A TitaNox-POWER
END MILLS RECOMMENDED CUTTING CONDITIONS
CBN )
SIS UGMH12, UGMG32, UGMG34, UGMH06, UGMHO7 s~ T ot
1 RPM = rev./min.
i=Xmil 5 FLUTES - Side Cutting IPM(Feed) = in./min.
END MILLS
ISR o et Dmeter@ ]
SART 3323 |MarDesrpo el R TR N 3 TN AT CN SRR
EMN%Dl\LAleLALFS{ SEM 0 470 470 | 470 | 470 | 470 | 470 | 470
_ CWWRLS TN Nonalloysteel 030 15D IPT® .0004 .ooo7 0013 .0015 .oozo .0025 0027 | 0030 | 0033 | 0035 .0040 0046
X5070 - PY 'RPM 14360 | 9570 | 7180 | 5740 @ 4790 3590 | 3190 2870 | 2610 @ 2390 | 1800 = 1440
END MILLS IPM (FEED) 29 33 47 43 48 45 43 43 43 42 36 33
SEMY) | 470 | 470 = 470 | 470 | 470 = 470 | 470 = 470 | 470 | 470 | 470 | 470
IPT&) | 0004 | 0007 | .0013 | .0015 | .0020 | 0025 | .0027 .0030 | .0033 | .0035  .0040 .0046
ENéGI\All\ALlLLSL 03D | 15D pom 14360 | 9570 7180 | 5740 | 4790 3590 3190 | 2870 | 2610 2390 1800 | 1440
Low alloy steel IPMFED) 29 | 33 | 47 | 43 | 48 | 45 | 43 43 | 43 | 42 | 36 | 33
XPOWER SFMv) | 330 | 330 330 | 330 @ 330 330 | 330 330 | 330 | 330 | 330 | 330
PRO H 030  1sp PT® | 0004 0007 | 0013 0015 0020 0025 0027 0030 0033 0035 0040 0046
END MILLS - 2D 'RPM 10080 | 6720 | 5040 | 4030 | 3360 2520 | 2240 2020 | 1830 @ 1680 | 1260 = 1010
TiaNox PMFED 20 | 24 | 33 | 30 | 34 32 | 30 30 | 30 29 25 | 23
PlancE»f(Q SEMV) | 470 | 470 @ 470 | 470 | 470 = 470 | 470 = 470 | 470 | 470 | 470 | 470
END MILLS . 03D  1sp PTE | 0004 0007 0013 0015 0020 0025 0027 0030 0033 0035 0040 0046
- 2Y RPM 14360 9570 | 7180 | 5740 @ 4790 3590 | 3190 2870 = 2610 | 2390 1800 & 1440
JET-POWER Highalloyed steel, IPM(ED | 29 33 47 43 48 45 43 43 43 42 36 33
END MILLS andtool steel SFMyo | 330 | 330 330 | 330 & 330 330 | 330 330 | 330 | 330 | 330 | 330
i 030  1sp PTE 0004 0007 0013 0015 0020 0025 0027 0030 0033 0035 0040 | 0046
V7 PLUSA : - 2Y 'RPM 10080 | 6720 | 5040 | 4030 @ 3360 2520 | 2240 2020 | 1830 @ 1680 | 1260 = 1010
ENDMILLS PMFED 20 | 24 | 33 | 30 | 34 32 | 30 30 | 30 29 25 | 23
SFMv) | 385 | 385 385 | 385 385 | 38 | 385 38 | 385 385 | 38 | 385
Stainless steel IPT®  .0003 0004 | .0009 .0010 | .0012  .0018 | 0020 | .0021 .0022 | .0024 0028 | .0033
V7 MILL E ssanpacsan 022 | D mem 11760 | 7840 | 5880 4710 | 3920 | 2940 | 2610 2350 2140 | 1960 | 1470 1180
INOX IPMFED) 18 16 | 26 | 24 | 24 26 | 26 | 25 24 | 24 2 19
— ALUPOWER] SEMWo | 270 | 270 270 | 270 | 270 270 | 270 | 270 | 270 | 270 | 270 | 270
ALU-P vlll/gg M 147 Stinlesssteel oo T 0004 0005 0012 0013 0015 0025 0026 | 0027 0028 0030 | 0035 0041
END MILLS SUS316316X5CNMo 17122 =Y rem 8250 | 5500 4130 | 3300 2750 | 2060 | 1830 @ 1650 | 1500 & 1380 | 1030 | 830
PMEED | 17 14 | 25 | 21 21 % 24 | 2 | 2 21 18 | 17
ALU- SFM(o | 195 | 195 | 195 | 195 | 195 | 195 | 195 | 195 | 195 | 195 | 195 | 195
POWER 14y Stainesssteel IPT® | .0004 0005 | 0012 0013 | 0015 | .0025 | .0026 | .0027 @ .0028 | .0030 @ .0035 | .0041
END MILLS : sseopisy 03P | 15D pom | 5060 | 3070 | 2080 2380 | 1990 | 1490 | 1320 1190 | 1080 990 | 740 | 600
D-POWER PMFED 12 | 10 18 | 15 | 15 19 | 17 | 6 | 15 | 15 | 13 | 12

SFM (v 350 350 350 350 350 350 350 350 350 350 350 350

GRAPHITE ]

END MILLS e 030  15p PTE 0006 0008 0017 0019 | 0025 0031 | 0034 0038 0041 0044 0050 | 0057
- =Y 'RPM 10700 7130 5350 @ 4280 | 3570 @ 2670 | 2380 | 2140 | 1940 | 1780 | 1340 | 1070

STANDARD PMFED) | 32 29 | 45 | 41 45 4 40 | 4 40 | 39 | 34 | 30

CARBIDE HeatRe5|stant SFM(o | 100 | 100 | 100 | 100 | 100 | 100 = 100 | 100 | 100 | 100 | 100 | 100
ONLY ONE Super Alloys IPT&) | .0004 | .0005 | .0008 | .0009 | .0011 | 0017 | 0018 0019 | .0019 | .0021 @ .0024 .0027
SHESEN  (xi2Niasise6, 14864 | 0.1D | 1.5D
COATED PM60 Inconel 718, NICr20TIAl, 24631, RPM 3060 | 2040 | 1530 | 1220 1020 | 760 = 680 | 610 & 560 | 510 | 380 | 310
_ B eﬁfzfmoﬁﬁ%) IPMFED | 5 4 5 4 4 5 5 5 4 4 4 3
SINE- SFM(o | 225 | 225 | 225 | 225 | 225 | 225 | 225 | 225 | 225 | 225 | 225 @ 225
POWER 36 Titanium Alloys 020 | 15p 'PT# | 0004 0004 0011 | 0011 | 0013 0022 0023 | 0024 0025 0027 0031 0036
8400k, 3 050K : : RPM 6880 | 4580 | 3440 | 2750 | 2290 | 1720 1530 | 1380 | 1250 | 1150 | 860 | 690
TANK- IPMEED | 14 9 19 15 15 19 18 17 16 16 13 12
POWER
END MILLS
STANDARD NOTES:» Maximum recommended depth shown
COBALE% Ap » Finish cuts typically require reduced feed rates and/or higher
_ HSS spindle speed, with radial width of 2% x D1 or less
TECHNICAL e >!:eed to be reduced by approximately 50% if L.O.C.(length of cut)
DATA e is over 3xD
» Reduce speed and feed recommendations for materials harder
than listed

» Recommendations above are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining
centers or less rigid conditions

C486 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yglusa.com G YG1 CO., LTD.




CARBIDE

'I/G TitaNox-POWER K

END MILLS RECOMMENDED CUTTING CONDITIONS

SFM(Vc) = ft./min.
5 FLUTES (TitaNox-Power HPC) P ML
EMI42, EMIA3 scxes Heavy Side Cutting e onmn

ISO (Ll Material Description |  Ae Ap Parameter D) E)Iilrgll;\/llLLS
33 3/16 sie | w5 | 1 | s | e |1 [

SFM(© 500 500 500 500 500 500 500 500 -SMART
15 osp | 15p | PTE 0013 0016 0018 0022 0031 0037 0043 0049 ,\EAI\?E?LI\J/I%K\LRS
RPM 10190 7640 6110 5090 3820 3060 2550 1910
IPM D) 66 61 55 56 59 57 55 47 Y5070
SFM(0 500 500 500 500 500 500 500 500 END MILLS
68 05D | 150 | PT® 0013 0016 0018 0022 0031 0037 0043 0049
- : RPM 10190 7640 6110 5090 3820 3060 2550 1910
IPM D) 66 61 55 56 59 57 55 47 4G MILL
SFM 400 400 400 400 400 400 400 400 END MILLS
IPT 0008 0012 0014 0017 0024 0028 0033 0038 ST
9 05D | 15D | poy 8150 6110 4890 4070 3060 2440 2040 1530 ég’OOWER
IPM (D) 33 37 34 35 37 34 34 29 END MILLS
SFM 450 450 450 450 450 450 450 450 :
10 05D | 15p |PT® 0013 0016 0018 0022 0031 0037 0043 0049 TitaNox-
- : RPM 9170 6880 5500 4580 3440 2750 2290 1720 POWER
PMED | 60 55 50 50 53 51 49 2 END MILLS
SFM (% 400 400 400 400 400 400 400 400 JET.POWER
P 0008 0012 0014 0017 0024 0028 0033 0038 EN[-> MILLS
RPM 8150 6110 4890 4070 3060 2440 2040 1530
IPM D) 33 37 34 35 37 34 34 29
SFM(© 250 250 250 250 250 250 250 250 V7 PLUSA
1213 Stainlesssteel oo oo PTE 0007 0010 0012 0015 0021 0024 0028 0032 END MILLS
(SUS 420, X40Cr13,420) - - RPM 5090 3820 3060 2550 1910 1530 1270 950
IPM (D) 18 19 18 19 20 18 18 15 V7 MILL
SFM(o 300 300 300 300 300 300 300 300 INOX
M 141 Stainless steel so 1sp | PTO 0008 0013 0014 0018 0026 0028 0031 0036 e
" (SUS316316X5CNMo17122) : RPM 6110 4580 3670 3060 2290 1830 1530 1150 ALU-POWER
IPM FEED) 24 30 26 28 30 26 24 21 HPC
SFM00 200 200 200 200 200 200 200 200 END MILLS
14y Stainlesssteel oo PTE 0007 0010 0011 0014 0021 0022 0025 0029 ALU-
(SUS630,PH155) : : RPM 4070 3060 2440 2040 1530 1220 1020 760 POWER
IPM (FEED) 14 15 13 14 16 13 13 1 END MILLS
SFM (% 370 370 370 370 370 370 370 370 D-POWER
0sp | 15p | PT® 0010 0014 0016 0019 0026 0032 0037 0042 GRAPHITE
RPM 7540 5650 4520 3770 2830 2260 1880 1410 END MILLS
IPM (D) 38 40 36 36 37 36 35 30 =
SFM (o 90 90 90 90 90 90 90 90 STANDARD
IPT) 10006 0010 0012 0014 0019 0021 0023 0027 CARBIDE
3135 02D 15D I
RPM 1830 1380 1100 920 690 550 460 340 ONLY ONE
1PM FEED) 5 7 7 6 7 6 5 5 COATED PM60
SFM(0 160 160 160 160 160 160 160 160 ENDMILLS
IPT@ 0006 0010 0012 0014 0019 0021 0023 0027
3637 05D | 1.5D | poy 3260 2440 1960 1630 1220 980 810 610 S%\IV%IER
IPM FE£D) 10 12 12 11 12 10 9 8
TANK-
. POWER
NOTES: » Maximum recommended depth shown END MILLS
Ap » Finish cuts typically require reduced feed rates and/or higher spindle speed, |STANDARD
with radial width of 2% x D1 or less COBALT &
» Feed to be reduced by approximately 50% if L.O.C.(length of cut) is over 3xD HSS
Ae ; - ;
i :geduce speed {:\nd feed recommendathns for mat.e.rlals harder than listed TECHNICAL
ecommendations above are based on ideal conditions. DATA
Adjust parameters accordingly for smaller taper machining centers or less
rigid conditions
G YGA1 CO, LTD. phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com C487




CARBIDE

HSS 'I/G TitaNox-POWER

END MILLS RECOMMENDED CUTTING CONDITIONS

I— SFM(Vc) = ft./min.
CE 5 FLUTES (TitaNox-Power HPC) IPT(f2) = i footh
END MILLS = rev./min.
et EMI42, EMI43 s:xes Side Cutting (Peel Milling) (e i,

-Xmil ;
END MILLS 150 | /2! | Materal Descripti Ae Ap | Parameter Diameter (@)
Bt 33 3716 T I B B BV B N

i-SMART

SFM(© 650 650 650 650 650 650 650 650
MODULAR 15 0080 200 P77 0018 0022 0026 0031 0043 00571 0060 0068
END MILLS - Y0 rem 13240 9930 7950 6620 4970 3970 3310 2480
X070 IPMEED | 119 109 103 103 107 101 99 84
ENDMILLS SFM(Q 650 650 650 650 650 650 650 650
008D | 200 | PT¥ 0018 0022 0026 0031 0043 0051 0060 0068
- g RPM 13240 9930 7950 6620 4970 3970 3310 2480
4G MILL IPMEED | 119 109 103 103 107 101 99 84
END MILLS SEMW) 650 650 650 650 650 650 650 650
| IPT® 0011 0017 0020 0024 0033 10040 0046 0053
X'POVF\,/’ES 0.08D  2.0D  ppy 13240 9930 7950 6620 4970 3970 3310 2480
END MILLS IPM FEED) 73 84 80 79 82 79 76 66
: SFM(Q 580 580 580 580 580 580 580 580
TitaNox- 008D | 200 | PT? 0018 0022 0026 0031 0043 0051 0060 0068
POWER d d RPM 11820 8860 7090 5910 4430 3540 2950 2220
END MILLS PMEED | 106 97 ) 92 95 %0 89 75
JETPOWER SFM(© 550 550 550 550 550 550 550 550
END MILLS 008D 200 T 0011 0017 0020 0024 0033 0040 0046 0053
- . RPM 11200 8400 6720 5600 4200 3360 2800 2100
IPM (FEED) 62 71 67 67 69 67 64 56
V7 PLUS A SFM(© 350 350 350 350 350 350 350 350
END MILLS 113 Stainlesssteel oo o PTE 0010 0015 0016 0021 0029 0034 0039 0045
(SUS 420, X40Cr13,420) . : RPM 7130 5350 4280 3570 2670 2140 1780 1340
V7 MILL IPM FEED) 36 40 34 37 39 36 35 30
INOX SFM(v 425 425 425 425 425 425 425 425
SR Stainless steel IPT® 0011 0018 0019 0025 0036 0039 0044 0051
ALU-POWER M 1 e sy 0060 20D | ppy 8660 6490 5190 4330 3250 2600 2160 1620
(SUS316,316 )
HPC IPM FEED) 48 58 49 54 59 51 48 a
END MILLS SEM 300 300 300 300 300 300 300 300
ALU- 14y Stainless steel 5 o |PTE 0010 0014 0015 0020 0029 0031 0035 0041
POWER g R, 006D | 2.0D | poy 6110 4580 3670 3060 2200 1830 1530 1150
END MILLS IPM (FEED) 31 32 28 31 33 28 27 24
D-POWER SEM(Q 550 550 550 550 550 550 550 550
GRAPHITE 0070 200 T 0014 0020 0022 0027 0037 0045 0052 0059
END MILLS - . RPM 11200 8400 6720 5600 4200 3360 2800 2100
— IPM FEED) 78 84 74 76 78 76 73 62
STANDARD SFM (9 120 120 120 120 120 120 120 120
CARBIDE 004D | 2.0 IPTE 0006 0010 0012 0014 0019 0021 0023 0027
ONLY ONE : g RPM 2440 1830 1470 1220 920 730 610 460
COATED PM60 IPM (FEED) 7 9 9 9 9 8 7 6
END MILLS SFMUO | 300 300 300 300 300 300 300 300
IPTE 0006 0010 0012 0014 0019 0021 0023 0027
POSV‘\INEER- 0.05D | 20D | gpy 6110 4580 3670 3060 2290 1830 1530 1150
IPM FEED) 18 23 22 21 22 19 18 16
TANK-
POWER .
END MILLS NOTES: » Maximum recommended depth shown
STANDARD Ap » Finish cuts typically require reduced feed rates and/or higher spindle speed,
COBALT & with radial width of 2% x D1 or less
HSS » Feed to be reduced by approximately 50% if L.O.C.(length of cut) is over 3xD
TECHNICAL 2 Ae » Reduce speed and feed recommendations for materials harder than listed
DATA » Recommendations above are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining centers or less
rigid conditions
C 488 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com S YG-1CO,LTD.




EMI42, EMI43 scecs

1-5
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12413 Stainless steel
(SUS 420, X40Cr13,420)

M 141 Stainless steel
© (SUS316,316X5CNiIMo 17122)

142 Stainless steel
(SUS630,PH155)
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NOTES: » Maximum recommended depth shown
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- TitaNox-POWER
I/G END MILLS

RECOMMENDED CUTTING CONDITIONS

5 FLUTES (TitaNox-Power HPC)

Slotting

275
0010
5600
28
275
0010
5600
28
275
10006
5600
17
230
0010
4690
23
250
0006
5090
15
225
10006
4580
14
250
0006
5090
15
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0006
4070
12
260
0008
5300
21
64
0005

1300

160
.0005
3260

275
0013
4200

27

275
0013
4200

27

275
0010
4200

21

230
0013
3510

23

250
0010
3820

19

225
.0008
3440

14

250
0010
3820

19

200
.0008
3060

12

260
0011
3970

22
64
.0008

980

160
0008
2440

10

VDI
SO Material Description A Parameter
50| 323 sioein) e | 4o TR

.0015
3360
25
275
.0015
3360
25
275
0011
3360
18
230
.0015
2810
21
250
.00M
3060
17
225
.0009
2750
12
250
0011
3060
17
200
.0009
2440
1
260
.0013
3180
21

.0010
780

160
.0010
1960
10

Diameter (@)
275 275
.0018 0024
2800 2100
25 25
275 275
.0018 0024
2800 2100
25 25
275 275
.0014 0019
2800 2100
20 20
230 230
.0018 0024
2340 1760
21 21
250 250
.0014 0019
2550 1910
18 18
225 225
.0012 0017
2290 1720
14 15
250 250
.0014 .0021
2550 1910
18 20
200 200
.0011 0017
2040 1530
11 13
260 260
0015 0021
2650 1990
20 21
64 64
.0011 0015
650 490
4 4
160 160
.0011 0015
1630 1220
9 9

275

.0029

1680
24
275

.0029

1680
24
275

.0023

1680
19
230

0029

1410
20
250

0023

1530
18
225

.0019

1380
13
250

.0023

1530
18
200

0018

1220
1
260

.0026

1590
21
64

.0017

390

160

.0017

980

0034

0034

0026

0034

0026

0022

0025

0020

0030

0019

0019

SFM(Vc)

= ft./min.

IPT(fz) = in./tooth

RPM = rev.
IPM(Feed) = in./min.

275

1400
24
275

1400
24
275

1400
18
230

1170
20
250

1270
17
225

1150
13
250

1270
16
200
1020
10
260

1320
20
64

330

160

810

/min.

275
0039
1050

20

275
0039
1050

20

275
0030
1050

16

230
0039

880

17

250
.0030

950

14

225
0026

860

1

250
0029

950

14

200
0023

760

9

260
0034

990

17
64
0021
240
3

160
0021

610

» Finish cuts typically require reduced feed rates and/or higher spindle speed,

with radial width of 2% x D1 or less
» Feed to be reduced by approximately 50% if L.O.C.(length of cut) is over 3xD
» Reduce speed and feed recommendations for materials harder than listed

» Recommendations above are based on ideal conditions.

Adjust parameters accordingly for smaller taper machining centers or less
rigid conditions

4G YG-1CO.,, LTD.
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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 'I/G TitaNox-POWER

END MILLS RECOMMENDED CUTTING CONDITIONS

CBN SFM(Vc) = ft./min.

Sl W 4 FLUTES DOUBLE CORE - Side Cutting rte) - ol

IPM(Feed) = in./min.

i-Xmill 5
END MILLS ISO o Material Description |~ Ae Ap | Parameter Diameter (&)
ki i o | s0 [ 100 | 120 | 140 | 60 | 200 | 20 |

i-SMART

SFM) 525 525 525 525 525 525 525 525
E’\AN%DI\L/IJILLALE 14 04p | 100 'PT? 0011 0014 0017 0021 0023 0025 0030 0033
RPM 8490 6370 5090 4240 3640 3180 2550 2040
X070 IPM Fe6D) 37 36 35 36 33 32 31 27
ENDMILLS SEM (W) 490 490 490 490 490 490 490 490
04D | 100 |PT® 0010 0014 0017 0019 0022 0025 0028 0033
- “Y RPM 7920 5940 4750 3960 3400 2970 2380 1900
4G MILL IPM eeD) 32 33 EY) 30 30 30 27 25
END MILLS SFM(0) 525 525 525 525 525 525 525 525
ey IPT(® 0011 0014 0017 0021 0023 0025 0030 0033
X'POVF\,ES 04D | 10D ppy 8490 6370 5090 4240 3640 3180 2550 2040
END MILLS IPM e6D) 37 36 35 36 33 32 31 27
: SFMWg 490 490 490 490 490 490 490 490
TitaNox- IPT( 0010 0014 0017 0019 0022 0025 0028 0033
POWER 04D | 10D \ppy 7920 5940 4750 3960 3400 2970 2380 1900
END MILLS IPMED) | 32 33 32 30 30 30 27 25
JETPOWER SFM1g 490 490 490 490 490 490 490 490
END MILLS o4p | 10p "PT? 0011 0014 0018 0021 0024 0026 0030 0033
RPM 7920 5940 4750 3960 3400 2970 2380 1900
IPM 220) 35 33 34 33 33 31 29 25
V7 PLUSA SFMWg 510 510 510 510 510 510 510 510
END MILLS 1213 Stinlesssteel o o IPTE 0013 0018 0022 0026 0030 0034 0037 0045
(5US420,440C713,420) RPM 8250 6190 4950 4120 3530 3090 2470 1980
V7 MILL IPM (e60) 43 45 44 43 42 42 37 36
INOX SFMg 345 345 345 345 345 345 345 345
E— M 141 Stainlesssteel o 100 PT 0010 0013 0016 0019 0022 0024 0028 0032
ALU-POWER " U363 XSCNMOT7T2) “Y 'rem 5580 4180 3350 2790 2390 2090 1670 1340
HPC ) 2 2 21 21 21 20 19 17
END MILLS SEM(o 145 145 145 145 145 145 145 145
ALU- 14y Stainlesssteel oo IPTE 0006 0008 0010 0013 0014 0016 0018 0021
POWER - (SUS630,PH155) ’ Y RPM 2340 1760 1410 1170 1000 880 700 560
END MILLS IPM FEED) 6 6 6 6 6 6 5 5
D-POWER SFM1Y) 575 575 575 575 575 575 575 575
GRAPHITE 04p | 100 P77 0008 0011 0014 0017 0019 0021 0024 0028
END MILLS RPM 9300 6970 5580 4650 3980 3490 2790 2230
————— IPM Fe60) 30 31 31 32 30 29 27 25
STANDARD SFM () 105 105 105 105 105 105 105 105
CARBIDE 030 | oep |7 0008 0010 0013 0015 0017 0019 0022 0026
ONLY ONE ) 7 RPM 1700 1270 1020 850 730 640 510 410
COATED PM60 IPM (FEED) 5 5 5 5 5 5 4 4
ENDMILLS SEMo 230 230 230 230 230 230 230 230
IPT® 0013 0019 0022 0026 0030 0034 0037 0045
POSV‘\/NEER- 03D | 06D ppy 3720 2790 2230 1860 1590 1390 1120 890
IPM e60) 19 21 20 19 19 19 17 16
TANK-
POWER .
END MILLS NOTES: » Maximum recommended depth shown
~ STANDARD | Ap > Fiqish cuts typically require reduced feed rates and/or higher
COBALT & spindle speed,
HSS with radial width of 2% x D1 or less
. » Feed to be reduced by approximately 50% if L.O.C.(length of cut)
TECHNICAL is over 3xD
DATA » Reduce speed and feed recommendations for materials harder
than listed
» Recommendations above are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining
centers or less rigid conditions
C 490 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com G YG-1CO, LTD.




CARBIDE

'I/G TitaNox-POWER K

END MILLS RECOMMENDED CUTTING CONDITIONS

SFM(Vc) = ft./min. CBN

BCITIZT ™ 4 FLUTES DOUBLE CORE - Slotting | EIONUS

IPM(Feed) = in./min.

ISO L Material Description |~ Ae Ap | Parameter Diameter () E)rijrgll;\/lll_l_s
3 60 [ s0o | 100 | 120 | 10 | 760 | 200 | 250 |

SFMv) 410 410 410 410 410 410 410 410 -SMART
14 100 | 10p PTE 0010 0013 0017 0019 0022 0025 0028 0033 ,\EAI\?E?LI\J/I%K\LRS
: Y Irrm 6630 4970 3980 3310 2840 2490 1990 1590
IPM D) 27 26 27 25 25 25 2 21 Y5070
SFM(9 395 395 395 395 395 395 395 395 END MILLS
5 100 | 100 |PT® 0010 0013 0017 0019 0022 0025 0028 10030
RPM 6390 4790 3830 3190 2740 2400 1920 1530
IPM D) 26 25 26 24 24 24 2 18 4GMILL
SEMW9 410 410 410 410 410 410 410 410 END MILLS
IPTE 0010 0013 0017 0019 0022 0025 0028 0033 ST
10D 1.0D gy 6630 4970 3980 3310 2840 2490 1990 1590 ég’OOWER
IPM D) 27 26 27 25 25 25 2 21 END MILLS
SFM 395 395 395 395 395 395 395 395 :
100 | 100 |PT® 0010 0013 0017 0019 0022 0025 0028 0030 TitaNox-
: <Y rem 6390 4790 3830 3190 2740 2400 1920 1530 POWER
IPM 2£0) 26 25 26 24 24 24 by) 18 END MILLS
SFM 395 395 395 395 395 395 395 395 JET.POWER
100 10D 'PTE 0011 0014 0017 0021 0023 0025 0030 0033 END MILLS
: Y Irem 6390 4790 3830 3190 2740 2400 1920 1530
IPM D) 28 27 26 27 25 24 23 20
SFM( 410 410 410 410 410 410 410 410 V7 PLUSA
1213 Stinlesssteel oo o IPTE 0013 0018 0022 0026 0029 0032 0037 0041 ENDMILLS
(SUS420,X40Cr13,420) : Y IrPM 6630 4970 3980 3310 2840 2490 1990 1590
IPM D) 34 36 35 34 33 32 29 26 V7 MILL
SFMO9 280 280 280 280 280 280 280 280 INOX
M 141 Stainless steel oo | 10p 'PTE 0010 0013 0016 0019 0022 0024 0028 0032 _
©(SUS316316X5CNMo1712) : RPM 4530 3400 2720 2260 1940 1700 1360 1090 ALU-POWER
IPM FEED) 18 18 17 17 17 16 15 14 HPC
SEM( 120 120 120 120 120 120 120 120 END MILLS
14y Stainlesssteel oo PR 10006 0008 0010 0013 0014 0016 0018 0021 ALU-
- (SUS630,PH15S) : =Y RPM 1940 1460 1160 970 830 730 580 470 POWER
IPM (FEED) 5 5 5 5 5 5 4 4 END MILLS
SFMd 460 460 460 460 460 460 460 460 D-POWER
100 | 100 PTE 0008 0011 0014 0017 0019 0021 0024 0026 GRAPHITE
RPM 7440 5580 4460 3720 3190 2790 2230 1790 END MILLS
IPM D) 24 25 25 25 24 23 21 19 =
SFM (o 80 80 80 80 80 80 80 80 STANDARD
IPT 0007 0009 0012 0014 0016 0017 10020 0022 CARBIDE
31-35 10D 04D I
RPM 1290 970 780 650 550 490 390 310 ONLY ONE
IPM FEED) 4 3 4 4 4 3 3 3 COATED PM60
SFM 180 180 180 180 180 180 180 180 END MILLS
IPTE 0013 0018 0022 0026 0030 0034 0037 0041
3637 10D | 1.0D gy 2910 2180 1750 1460 1250 1090 870 700 S%\IV%IER
IPM D) 15 16 15 15 15 15 13 1
TANK-
NOTES: » Maximum recommended depth shown E%VI\E/I}ELS
Ap » Finish cuts typically require reduced feed rates and/or higher P
/ spindle speed, with radial width of 2% x D1 or less ETOAB'\}\%%D
2 » Feed to be reduced by approximately 50% if L.O.C.(length of HSS
e :
Ae cut) is over 3xD
» Reduce speed and feed recommendations for materials harder TECHNICAL
than listed DATA
» Recommendations above are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining
centers or less rigid conditions
S YGA1 CO, LTD. phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com C491




CARBIDE

Hss | A TitaNox-POWER
END MILLS RECOMMENDED CUTTING CONDITIONS
CBN SFM(Vc) = ft./min.
- Si H IPT(fz) = in./tooth
SN GMG24, GMG26, GMG28, GMG30 scoe: [CLAL R T R e
IPM(Feed) = in./min.
i-Xmill :
O < | 0! |\cicriavescipton| Ae | Ap | Paamete
Bkl 3323 e [ s | oo | 20 | 1e0 | e | o | 200 | 20 |
-SMART SFMo 475 475 475 475 475 475 475 475 475
MODULAR 14 IPT@ 0013 0015 0020 | 0025 0027 0030 | .0033 0035 0040
END MILLS 03D | 15D ppy 7680 5760 4610 3840 3290 2880 2560 2300 1840
X070 IPMFED) | 50 43 46 48 44 43 42 40 37
ENDMILLS SFM( 330 330 330 330 330 330 330 330 330
03D | 15p |PT® 0013 0015 0020 | 0025 0027 0030 | 0033 0035 0040
- =Y RPM 5340 4000 3200 2670 2290 2000 1780 1600 1280
4GMILL IPMEED) | 35 30 32 33 31 30 29 28 26
END MILLS SFMy) | 475 475 475 475 475 475 475 475 475
— IPTE@ 0013 0015 0020 | 0025 0027 0030 | .0033 0035 0040
X'POVF\,ISS 03D | 15D ppy 7680 5760 4610 3840 3290 2880 2560 2300 1840
END MILLS IPMEED) | 50 43 46 48 44 3 ) 20 37
: SFM(Q 330 330 330 330 330 330 330 330 330
TitaNox- IPTE 0013 0015 0020 | 0025 0027 0030 | 0033 0035 0040
POWER 03D | 1.5D ooy 5340 4000 3200 2670 2290 2000 1780 1600 1280
END MILLS PMEED) | 35 30 32 33 31 30 29 28 26
JETPOWER SEM(Q 200 200 200 200 200 200 200 200 200
END MILLS 030 | 1sp PT¥ 0009 | 0011 0014 | 0017 0019 | 0021 0023 0024 | 0028
RPM 3230 2430 1940 1620 1390 1210 1080 970 780
IPMEED | 15 13 14 14 13 13 12 12 11
V7 PLUS A SFM(Q 385 385 385 385 385 385 385 385 385
END MILLS 1243 Stinlesssteel (oo PTG 0009 0010 0012 | 0018 | 0020 0021 | 0022 | 0024 | 0028
(SUS 420, X40Cr13,420) RPM 6230 4670 3740 3110 2670 2330 2080 1870 1490
V7 MILL IPMFED) | 28 23 2 28 27 24 23 2 21
INOX SFM(v 270 270 270 270 270 270 270 270 270
S M 147 Stinlesssteel oo o T 0012 0013 0015 0025 0026 | 0027 0028 0030 0035
ALU-POWER UG IEXCNMOT712) =Y rPM 4370 3270 2620 2180 1870 1640 1460 1310 1050
HPC IPMEED) | 26 21 20 27 24 22 20 20 18
END MILLS SEM 195 195 195 195 195 195 195 195 195
ALU- 4y Stainlesssteel oo PTE 0012 0013 0015 0025 0026 | 0027 0028 | .0030 0035
POWER - (SUS630,PH 15 : =Y RPM 3150 2360 1890 1580 1350 1180 1050 950 760
END MILLS IPM FEED) 19 15 14 20 18 16 15 14 13
D-POWER SFM(Q 350 350 350 350 350 350 350 350 350
GRAPHITE 03D 1.5D IPT® .0017 .0019 .0025 .0031 .0034 .0038 .0041 0044 .0050
END MILLS RPM 5660 4240 3400 2830 2430 2120 1890 1700 1360
— IPME=D) | 48 40 43 44 A 40 39 37 34
STANDARD Heat ReS|stant SFM () 100 100 100 100 100 100 100 100 100
CARBIDE Super Al IPTE 0008 10009 0011 0017 0018 0019 0019 0021 0024
B 31-35 onzmos.ammm 0.1D 1.5D
ONLY ONE Inconel 718, NICI20TIA 24631, RPM 1620 1210 970 810 690 610 540 490 390
COATED P60 ot PMED | 6 5 5 7 6 6 5 5 5
END MILLS SFM0 | 225 225 225 225 25 225 225 225 225
SINE Titanium Alloys D p PTE 0011 0011 0013 0022 0023 0024 0025 0027 0031
o 3637 B0 10508m 03 15D | gy 3640 2730 2180 1820 1560 1360 1210 1090 870
IPMFED) | 20 15 14 20 18 16 15 15 13
TANK-
POWER
END MILLS NOTES: » Maximum recommended depth shown
STANDARD A » Finish cuts typically require reduced feed rates and/or higher
COBALT & P spindle speed,
HSS with radial width of 2% x D1 or less
TECHNICAL A ne >!:eed to be reduced by approximately 50% if L.O.C.(length of cut)
DATA ‘ is over 3xD
» Reduce speed and feed recommendations for materials harder
than listed
» Recommendations above are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining
centers or less rigid conditions
C 492 phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com G YG-1CO, LTD.




