CARBIDE

P V7 PLUS A
END MILLS UGMF70 [N ;1G53 I

CARBIDE, 4 FLUTE STANDARD LENGTH

» Special flute geometry and multiple helix eliminate vibrations
» Excellent performance for stainless steels, mild steels, cast iron, low/medium hardness materials and all exotic materials up to HRc40
» Advanced coating for superior performance and tool life
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Unit : Inch

1/8 [ /2 UGMFESOUB - UGMF70 o8] - |UGMFIOE| - - UGMGE390'

-
1/811/8 | 3/8 | 1-1/2 | UGMFE8901 - UGMF70901 - UGMF70902 - - - - - UGMG53008
1/2 | 21/2 |'UGMFE85915 - *UGMF705956 - *UGMF705957 - - - - - ‘UGMG535902
5/%|3/16 3/16 | 2 | UGMFB8010 - UGMF70010 - - - - - - - UGMG53903
7/16 | 2 | UGMF68902 - UGMF70958 - - - - - - - UGMG53010
3/16 | 2 | UGMF68012 - UGMF70012 - - - - - - - UGMG53904
3/153/16 5/16 | 2 | UGMF68916 - UGMF70959 - UGMF70960 - - - - - UGMG53905
7/16 | 2 | UGMF68903 - UGMF70903 - UGMF70904 - - - - - UBMGS3012
5/8 | 21/2 ['UGMF68S917 - *UGMF70S961 - *UGMF705962 - - - - - "UGMG535906
73|14 1/4 | 2 | UGMF68014 - UGMF70014 - - - - - - - UGMG53307
7/16 | 21/2 | UGMF68904 - UGMF70963 - - - - - - - UGMG53014
3/8 | 2 |UGMF88016 | UGMF76016 | UGMF70016 - UGMF70905 | UGMF70906 - - - - UGMG53908
14| 18 1/2 | 21/2 | UGMF68918 - - UGMF70964 | UGMF70965 | UGMF70966 - - - - UGMG53016
3/4 | 21/2 | UGMF68305 | UGMF76902 | UGMF70907 | UGMF70908 | UGMF70909 | UGMF70967 - - - - UGMG53909
1 3 |'UGMF685919 - - *UGMF70S968 | UGMF70S969 | ‘UGMF70S970 - - - - "UGMG535910
9/35/18 5/8 | 21/2 | UGMF68018 - - UGMF70018 | UGMF70971 | UGMF70972 - - - - UGMG53018
1 3 |'UBMF68S920 - - *UGMF70S973 |'UGMF705974 - - - - - ‘UGMG535911
7/16 | 2 | UGMF68020 - - - UGMF70020 - - - - - UGMG53912
5/16|5/1613/16 | 2-1/2 | UGMF68906 | UGMF76020 | UGMF70910 - UGMF70911 | UGMF70912 - - - - UGMG53020
1174 | 3 [UGMF68S921 - - *UGMF70S975|*UGMF70S976 | ‘UGMF70S977 - - - - *UGMG535913
/3 3/8 1/2 | 21/2 | UGMF68022 - - - UGMF70022 - - - - - UGMG53914
13/16 | 2-1/2 | UGMFE8922 - - - UGMF70978 - - - - - UGMGS3022
1/2 | 21/2 | UGMF68024 | UGMF76903 | UGMF70024 - UGMF70913 | UGMF70914 | UGMF70979 - - - UGMG53915
38| 38 7/8 | 21/2 | UGMF88307 | UGMF76024 | UGMF70915 - UGMF70916 | UGMF70917 | UGMF70980 - - - UGMG53024
1 3 | UGMF68923 - UGMF70981 - UGMF70982 | UGMF70983 | UGMF70984 - - - UGMG53916
1174 | 3 |[UGMF68S924 - *UGMF705985 - *UGMF70S986/|‘UGMF70S987 | ‘UGMF705388 - - - *UGMG535917
NOTE: *Length of cut in excess of 3xD on 37° single-helix requires » NEXT PAGE

feed reduction of approximately 50%
© : Excellent O : Good

. | H BN K| s |
Carbon Alloy Prehardened High Hardened . High
Steels Steels Steels Hardened Steels Steels Stéa{gglesss (|3raosnt Copper Graphite Aluminum Acrylic CFRP Titanium Temperature
~HB225 HB225~325 HRC30~40 HRc40~45 HRc45~55  HRC55~70 Alloy
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27 V7 PLUS A
END MILLS (UGMF70 [P ;1G53 IS

CARBIDE, 4 FLUTE STANDARD LENGTH

» Special flute geometry and multiple helix eliminate vibrations
» Excellent performance for stainless steels, mild steels, cast iron, low/medium hardness materials and all exotic materials up to HRc40
» Advanced coating for superior performance and tool life
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5°I37° +.0008 P.1006~1010
Unit : Inch

DI D2 L L2 mmmmmmmm
13/327/16 1/2 | 23/4 UGMFBBOEE - - - UGMF70026 - - UGMG53026
15/16 | 28/4 | UGMF68925 - - - UGMF70989 - - - - - UGMG53918
5/8 | 21/2 | UGMF68028 - - UGMF70028 | UGMF70918 | UGMF70990 | UGMF70991 - - - UGMG53919
7/16(7/16| 7/8 | 23/4 | UGMF68926 | UGMF76028 - UGMF70992 | UGMF70993 | UGMF70994 | UGMF70995 - - - UGMG53920
1| 23/4 | UGMF6B308 - UGMF70919 - UGMF70920 | UGMF70921 - - - - UGMG53028
5/8 | 21/2 | UGMF68030 - - - UGMF70030 - - - - - UGMG53030
15320172 1 3 | UGMF68927 - - - UGMF70996 - - - - - UGMG53921
1-1/4 | 31/2 | UGMF68928 - - - UGMF70997 - - - - - UGMG53922
5/8 | 2-1/2 | UGMF68032 | UGMF76032 | UGMF70032 | UGMF70922 | UGMF70923 | UGMF70924 | UGMF70998 | UGMF70999 - - UGMG53923
1 3 | UGMF68909 | UGMF76904 | UGMF70925 | UGMF70801 | UGMF70926 | UGMF70927 | UGMF70802 | UGMF70928 - - UGMG53032
121 1-1/4 | 31/2 | UGMF68910 | UGMF76901 | UGMF70929 | UGMF70930 | UGMF70931 | UGMF70932 | UGMF70803 | UGMF70933 - - UGMG53924
15/8 | 4 |"UGMFE8S929|"UGMF765305 - *UGMF705804| ‘UGMF705805|‘UGMF 705806 ‘UGMF70S807 |"UGMF70S808 - - “UGMG535925
2 4 |‘UGMFG85939 - - *UGMF705889|‘UGMF705890 UGMF705891 |"UGMF705892 | ‘UGMF705893 - - “UGMG535939
21/2 | 41/2 |'UGMF685340| UGMF765906 - “UGMF705894|‘UGMF705895|UGMF705836 |"UGMF705897 | UGMF705898 - - ‘UGMG535940
3/4 | 3 | UGMF68040 - UGMF70040 | UGMF70809 | UGMF70934 | UGMF70935 | UGMF70810 | UGMF70811 - - UGMG53926
1-1/4 | 31/2 | UGMF68911 | UGMF76040 | UGMF70936 | UGMF70937 | UGMF70938 | UGMF70939 | UGMF70812 | UGMF70940 - - UGMG53040
5/8|5/8|15/8| 4 | UGMFG8930 | UGMF76907 - UGMF70813 | UGMF70814 | UGMF70815 | UGMF70816 | UGMF70817 - - UGMG53927
2 4 |'UGMFB85931 - - *UGMF705818|‘UGMF705819|UGMF705820 *UGMF705821 |-UGMF705822 - - ‘UGMG535928
31/4| 6 [UGMF685932 - - *UGMF705823 | ‘UGMF705824| ‘UGMF705825|‘UGMF 705826 |"UGMF70S827 - - “UGMG535929
3/4 | 3 | UGMF68048 | UGMF76908 - UGMF70828 | UGMF70048 | UGMF70941 | UGMF70829 | UGMF70830 | UGMF70831 | UGMF70832 | UGMG53930
172 4 | UGMF68912 | UGMF76048 - UGMF70942 | UGMF70943 | UGMF70944 | UGMF70833 | UGMF70945 | UGMF70834 | UGMF70835 | UGMG53048
3/413/4117/8| 4 | UGMFE8333 - - UGMF70836 | UGMF70837 | UGMF70838 | UGMF70839 | UGMF70840 | UGMF70841 | UGMF70842 | UGMG53931
e1/4| 5 | UGMF68934 | UGMF76909 - UGMF70843 | UGMF70844 | UGMF70845 | UGMF70846 | UGMF70847 | UGMF70848 | UGMF70849 | UGMG53932
31/4| 6 ['UGMF685935 - - *UGMF705850| ‘UGMF705851 | ‘UGMF705852, ‘UGMF705853 |"UGMF705854 |'UGMF705855 ' UGMF705856 | UGMG535933
NOTE: *Length of cut in excess of 3xD on 37° single-helix requires > NEXT PAGE

feed reduction of approximately 50%

O : Excellent O : Good

L ° | H N K| s |
Carbon Alloy Prehardened High Hardened . High
Steels Steels Steels Hardened Steels Steels Stéat'ggfsss ?%Sl} Copper Graphite Aluminum Acrylic CFRP Titanium Temperature
~HB225 HB225~325 HRC30~40 HRc40~45 HRc45~55  HRC55~70 Alloy

o]l o] o [o] | lofo] [ | [ [ Jofo

phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yglusa.com - 983

CARBIDE

V7 PLUSA
END MILLS



CARBIDE

PPPO \/7 PLUS A 'UGMF68 ™I UGVF76 [Ie
CARBIDE, 4 FLUTE STANDARD LENGTH
» Special flute geometry and multiple helix eliminate vibrations
» Advanced coating for superior performance and tool life
SQUARE
CHAMFER - 7 I
S SSy 22
CORNER RADIUS
P . 29
e [T SN
35°/37° +.0008 P.1006~1010
Unit : Inch

EN D MI LLs UG MF70 CORNER RADIUS m BALL NOSE
» Excellent performance for stainless steels, mild steels, cast iron, low/medium hardness materials and all exotic materials up to HRc40
BALL NOSE
Square | comerRadus | s
LOC [OAL End Chamfer Nose
. | 010 | .015 | 030 | 060 [ 090 [ 425 [ %0 | .250 |
B3 EDP No. | EDP No |

D1 Dz Li | EDP No. | EDP No. | EDP No. | EDP No. | EDP No. | EDP No. | EDP No. | EDP No. | EDP No.

V7 PLUSA T | 4 |UGMFS80S4 | UGMFTB910 | - | UGNIF70064 | UGNIFT0345 | UGMFT0347 | UGMFT0857 | UGMFTOB5B | UGMFT0858 | UGNFTOBE0 | UGMG53934
END MILLS 14/2] 4 | UGMFG8913 | UGNF76084 | - | UGMF70948 | UGMF70349 | UGNIFT0950 | UGMF70861 | UGMF70951 | UGMF70862 | UGNIFT0863 | UGNGS3064
o || 2 | 5 |uoWFsa | UBWFTGSHt | - | UGMFTOSG2 | UGNITOSE3 | UGNFTOS54 | UBHFTORBA | UGHFTOBES | UGHFTOBBS | USVFTOEE? | UGHGS3SEE

05/8| 5 | UGMFGB936 | UGMFTE812 | - | UGMFT0868 | UGNIF70B69 | UGMFTOB70 | UGMFT0871 | UGNIFOB72 | UGMFT0873 | UGMFT0874 | UGMGS3936

3 | 6 |Uoweess| - - | UGMFT0875 | UGMF70876 | UGNF70B77 | UGNIF70878 | UGNIF70873 | UGMIFT0880 | UGMF70881 | UGMGS3937

4174 7 |Uowreessss| - - |'UGMF705882 | UGNF703883 - UGNIF70884| UGMF705885 | ‘UGMF705886UGNIF70S857 | ‘UGMF705888 | UGNIGS35938

CHAMFER KEY BALL NOSE KEY NOTE: *Length of cut in excess of 3xD on 37° single-helix requires
feed reduction of approximately 50%

1/4 .007 1/8 1/16
5/16 .007 5/32 5/64 Reinforced Cutting Edge
3/8 .011 3/16 3/32 .
7/18 .013 7/32 7/64
1/2 .013 1/4 1/8 . ' Jm— !
5/8 .015 9/32 9/64
3/4 .019 5/16 5/32 { )
1 .019 11/32 11/64 . ) //'
3/8 3/16 L/ souarenn L[
716 2 /30 CHAMFER
1/2 1/4
5/8 5/16
3/4 3/8
1 1/2
Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6
© : Excellent O : Good
. | H BN K| s |
Carbon Alloy Prehardened High Hardened . High
Steels Steels Steels Hardened Steels Steels Sggglesss ?r%snt Copper Graphite Aluminum Acrylic CFRP Titanium Tempclegrature
~HB225 HB225~325 HRC30~40 HRc40~45 HRc45~55  HRC55~70 Alloy
ol o] o o] | ool | | [ | Jo] o
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CARBIDE

V7 PLUSA
END MILLS

MF5 /GMF56 SISNISH CHAMFER
GMF54 /| GMF58 series EINTINE

GMGSS C1SHISS] BALL NOSE

Y / V7 PLUS A
76 END MILLS

CARBIDE, 4 FLUTE STANDARD LENGTH

» Special flute geometry and multiple helix eliminate vibrations
» Excellent performance for stainless steels, mild steels, cast iron, low/medium hardness materials and all exotic materials up to HRc40
» Advanced coating for superior performance and tool life

CHAMFER f

S
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P.1012~1014
Unit : mm
“ﬂ Chamfer Ball
o " ow [ o | w | zw | ww | New
RSN v o | Eorne | Eopho | EDPNo | EoPNo. | EDPNo. | EbPNo
3011181 6 7 54 |GMF52030 | GMF54030 | GMF54901 - - - -
6 8 57 |GMF56030 | GMF58030 | GMF583901 - - - GMG55030
6 8 54 |GMF52040 | GMF54040 | GMF54902 - - - -
4.0 1575 6 11 | 57 |GMF56040 | GMF58040 | GMF58902 - - - GMG55040
50| 1989 6 10 | 54 |GMF52050 | GMF54050 | GMF54903 - - - -
6 13 | 57 |GMF56050 | GMF58050 | GMF58903 - - - GMG55050
6.0 |. 2382 6 10 | 54 |GMF52060 | GMF54060 | GMF54904 | GMF54905 - - -
6 13 | 57 |GMF56060 | GMF58060 | GMF58904 | GIVIF58905 - - GMG55060
5.0 | 3150 8 12 | 58 |GMF52080 - GMF54080 | GMF54906 - - -
8 19 | 63 |GMF56080 - GMF58080 | GMF58906 - - GMG55080
10.0 3937 10 | 14 | 66 |GMF52100 - GMF54100 | GMF54907 - - -
10 | 22 | 72 |GMF56100 - GMF58100 | GMF58907 - - GMG55100
12.0.4724 12 | 16 | 73 |GMF52120 - GMF54120 | GMF54908 | GMF54909 - -
12 | 26 | 83 |GMF56120 - GMF58120 | GMF58908 | GMF58909 - GMG55120
14.0 5512 14 | 18 | 75 |GMF52140 - GMF54140 - - - -
14 | 26 | 83 |GMF56140 - GMF58140 - - - -
16.0|. 6293 16 | 22 | 82 |GMF52160 - - GMF54160 | GMF54912 | GMF54913 -
16 | 32 | 92 |GMF56160 - - GMF58160 | GMF58912 | GMF58913 | GMG55160
> NEXT PAGE
© : Excellent O : Good
P | H W K| s |
%?;be?sn §22¥s Preg?églesned Hardened Steels nghSTseTSe e Stéatigglesss ?raosr} Copper Graphite Aluminum Acrylic CFRP Titanium Temgciegrgture
~HB225 HB225~325 HRC30~40 HRc40~45 HRc45~55  HRC55~70 Alloy
olo | o o] | loJo] | | [ [ lo] o
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CARBIDE

GMF52 /| GMF56 series Rt
‘GMF54 | GMF58 scries EEUNEERIE
m BALL NOSE

V7 PLUS A

7o

END MILLS

CARBIDE, 4 FLUTE STANDARD LENGTH

» Special flute geometry and multiple helix eliminate vibrations
» Excellent performance for stainless steels, mild steels, cast iron, low/medium hardness materials and all exotic materials up to HRc40
CORNER RADIUS

» Advanced coating for superior performance and tool life
ay b SSY
- i L1
BALL NOSE

| Z Nl
‘ 35°/37°

CHAMFER

-
e 3

DD

P.1012~1014
Unit : mm
“ Corner Radius Ball
Loc |oAL | chamfer | ComerRadus |
“H.. 030 | os0 | 100 [ 200 | 300 | HMNose
TR orno. | EoPNo. | EDPNo. | EDPNo | EDPNo | EDPNo. | EDPNo. |
18 | 24 | 84 |GMF52180 - - GMF54180 - - - V7 PLUS A
18.0.7087 END MILLS
18 | 32 | 92 |GMF56180 - - GMF58180 - - -
00,0 7a74 20 | 26 | 92 |GMF52200 - - GMF54200 | GMF54916 | GMF54917 -
) 20 | 38 | 104 |GMF56200 - - GMF58200 | GMF58916 | GMF58917 | GMG55200
25.0(.9843| 25 | 38 | 104 | GMF56250 - - GMF58250 - - |GMG55250

BALL NOSE KEY

CHAMFER KEY

REINFORCED CUTTING EDGE

Metric Inch Metric inch [N @ U NT
3.0 |.1181 0.10 3.0 |.1181 1.5
40 |[.1575 0.15 40 |[.1575 2.0
50 |.1969 0.15 5.0 |.1969 2.5
6.0 |.2362 0.20 6.0 |.2362 o L/
8.0 |.3150| 0.20 8.0 |.3150 4.0  CHAWFER
10.0 |.3937 0.30 10.0 |.3937 5.0
12.0 |.4724 0.35 12.0 |.4724 6.0
14.0 |.5512 0.40 16.0 |.6299 8.0
16.0 |.6299 0.40 20.0 |.7874 10.0
18.0 |.7087 0.50 25.0 |.9843 12.5
20.0 |.7874 0.50
25.0 [.9843 0.50 Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6
O : Excellent O : Good
. p | H [N K| s |
Sean S | Sian . Hardenegsteels  MSngigrened Stainless G2t Gopper Graphite Aluminum Acrylic CFRP Titanium Termpaiiure
~HB225 HB225~325 HRc30~40 HRo40~45 HRc45~55  HRC55~70 Alloy
olo | o o] | joJof | | | [ Jo]o
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CARBIDE

'I/G ‘EILDP Il-leJIEI-As RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - INCH

UGNF88, UGNF69, UGMFTO, UGNFT1, UGNFT2, UGNF?3, UGMF74, UGMF?5, UGMFT6, UGMFTT seres
ISO - Speed and Feed Recommendations

(BHN) Type of A1 x D1 Ae x D1 Parameters 1/8 5/32 3/16 7132

Cut
Side SFM (VC) 499 (400-599) 499 (400-598)
Cutting | 1.5 0.5 RPM 15249 12200 10166 8714
CARBON STEEL s (1.2) FZ .0002 .0003 .0004 .0005
FEED 12.01 18.37 17.61 18.53
10%, 11, 12*, . SFM (VC) 499 (400-599) 499 (400-598)
12L**, 15** Slotting
1 1 RPM 15249 12200 10166 8714
4 ' (0.8) Fz .0002 .0003 .0004 .0005
FEED 12.01 18.37 17.61 18.53
Side SFM (VC) 351 (281-422) 351 (281-421)
Cutting | 15 0.5 RPM 10727 8581 7151 6129
s (1.2) ’ Fz .0002 .0003 .0004 .0005
I ALLOY STEEL FEED 8.45 10.81 12.39 13.03
V7 PLUS A P <380 41% 43+, Slotting SFM (VC) 351 (281-422) 351 (281-421)
END MILLS 51™, 86™ 1 ’ RPM 10727 8581 7151 6129
4 ' (0.8) Fz .0002 .0003 .0004 .0005
FEED 8.45 10.81 12.39 13.03
Side SFM (VC) 210 (168-252)
Cutting | 15 05 RPM 6418 5134 4278 3667
TOOL STEEL s (1.2) Fz .0001 .0002 .0003 .0004
P <380 FEED 3.038 4.85 5.39 5.49
A2, D2, H13, . SFM (VC) 210 (168-252)
P20, T15 Slotting
1 1 RPM 6418 5134 4278 3667
4 ' (0.8) Fz .0001 .0002 .0003 .0004
FEED 3.03 4.85 5.5 5.49
Side SFM (VC) 367 (294-440)
Cutting | 1.5 0.5 RPM 11216 8972 7477 6409
CAST IRON s (1.2) Fz .0002 .0004 .0006 .0007
K <260 FEED 10.60 14.13 16.48 17.16
GRAY, MALLEABLE, . SFM (VC) 367 (294-440)
DUCTILE Slotting
1 1 RPM 11216 8972 7477 6409
& ' (0.8) Fz .0002 .0004 .0006 .0007
FEED 10.60 14.13 16.48 17.16
RPM = rev./min. FEED = in./min.
SFM = ft./min. FZ =in./tooth
NOTES: »Feed to be reduced by approximately 50% if L.O.C. (Length Of Cut) is over 3xD
» The above recommendations are based on ideal conditions; for smaller taper
Side Cutting Slotting machining centers or less rigid conditions please adjust parameters accordingly on
Ae Ae diameters greater than 1/2"
) ’ »In profile operations, engaging more that 2xD, reduce the radial depth of cut by
o Ji 50%-60%
7 » Finish cuts typically require reduced cutting feeds and speeds; also, it is
recommended the radial width of cut (AE) should not exceed 2% x D1

1006 - phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yglusa.com



7o

V7 PLUS A
END MILLS

RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - INCH

UGNFG8, UGNIF69, UGNFTO, UGNFT1, UGHFT2, UGNFT3

Diameter (in.)

1/4

9/32

5/16

11/32

3/8

7116

UGNF74, UGH

1/2 5/8 3/4

15, UGMF76, UGMFTT serees

1

CARBIDE

499 (400-5699)499 (400-598)499 (400-599)525 (420-630)551 (441-662)551 (441-661) 551 (441-662)
7625 6778 6100 5834 5613 4811 4210 3368 2806 2105
0006 ,0008 .0011 0013 0015 0017 0019 .0021 .0026 0025
19.21 22.95 25.94 29.86 33.59 32.20 31.16 28.11 28.73 21.21
499 (400-699)499 (400-598)499 (400-599)525 (420-630)551 (441-662)551 (441-661) 551 (441-662)
7625 6778 6100 5834 9613 4811 4210 3368 2806 2105
.0006 .0008 0011 0013 .0015 0017 0019 .0021 .0026 0025
19.21 22.95 25.94 29.86 a3 5k 32.20 31.16 28.11 28.73 21.21
351 (281-422)351 (281-421)351 (281-422)368 (295441)384 (308-461)384 (308-460) 384 (308-461)
5363 4767 4291 4089 3912 3353 2934 2347 1956 1467
.0006 ,0008 .0011 0013 0015 0017 0019 .0021 .0026 0025
13.51 16.14 18.24 20.93 23.41 22.44 21.71 19.59 20.02 14.78
351 (281-422)351 (281-421)351 (281-422)368 (295-441)384 (308-461)384 (308-460) 384 (308-461) V7 PLUSA
9363 4767 4291 4089 3912 Satad) 2934 2347 1956 1467 END MILLS
.0006 .0008 0011 0013 .0015 0017 0019 .0021 .0023 0025
13.51 16.14 18.24 20.93 23.41 22.44 21.71 19.59 18.17 14.78
210 (168-252) 220 (176-264) 230 (184-276)
3209 2852 2567 2445 2343 2008 1757 1406 171 879
.0004 0006 .0007 .0009 0011 0012 0013 0015 0018 0018
5.56 6.74 7.68 8.86 9.96 K8 8.86 8.19 8.30 6.23
210 (168-252) 220 (176264 230 (184-276)
3209 2852 2567 2445 2343 2008 1757 1406 171 879
.0004 .0006 .0007 .0009 0011 0012 0013 .0015 0018 0018
5.56 6.74 7.68 8.86 9.96 9.33 8.86 8.19 8.30 6.23
367 (294-440) 386 (309463) 404 (324-484)
5608 4985 4486 4290 4115 3527 3087 2469 2058 1543
.0008 0011 0013 0016 .0019 0021 .0023 .0026 .0032 0031
17.66 21.19 24.02 27.70 31.11 29.44 28.19 25.28 26.25 19.20
367 (294-440) 386 (309463 404 (324-484)
5608 4985 4486 4290 4115 3527 3087 2469 2058 1543
.0008 0011 .0013 0016 .0019 0021 .0023 .0026 .0032 0031
17.66 21.19 24.02 27.70 31.11 29.44 28.19 25.28 26.25 19.20
RPM = rev./min. FEED = in./min. NEXT PAGE »
SFM = ft./min. FZ =in./tooth
0.5D
*Axial cutting depth M ID(OBD)* 1.5D
f— (1.2D)*
D
<1.5XD 0.8XD 1.2XD
Length of Cut
>1.5XD 1XD 1.5XD

phone:+1-800-765-8665, Technical Support : 888-868-5988, www.ygiusa.com « 1007



CARBIDE

'I/G ‘EILDP Il-leJIEI-As RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - INCH

UGMF68, UGNF69, UGMF70, UGNF71, UGMF72, UGMF73, UGMF74, UGMFT5, UGMF76, UGMFT7 scries
=

H Work Material
it ork faterials WPeOf  ApxDt AexDI Parameters 118 5/32 316 7132

Side SFM (VC) 348 (279-417)
Cuting | 45 | . | RPM | 10635 | 8508 7090 6077
AN SRS €1 (12) : FZ 0002 | .0003 0005 | .0oos
" "v FEED 8.37 10.72 14.51 14.83
304, 316, 304L, Slotting SFM (VC) 348 (279-417)
316LSUS316 1 ] RPM | 10635 8508 7090 6077
& y (0.8) FZ 0002 | .0003 0005 | .000B
FEED 8.37 10.72 14.51 14.83
Side SFM (VC) 486 (389-583)
Cuting | 45 | . | RPM | 14852 | 11882 | 9901 8487
(12) : FZ 0002 | .0002 0004 | .0004
" STAINLESS STEELS 400 s FEED 9.36 11.23 14.03 14.70
: SFM (VC) 486 (389-583)
416, 420F, 430F, 440F | Slotting 1 1 MO amme | 1ooioaetisl. e
& y (0.8) FZ 0002 | .0002 0004 | .0004
V7 PLUSA FEED 9.36 11.23 14.03 | 14.70
END MILLS Side SFM (VC) 312 (250-374)
Cuttng | 15 | . | RPM 9535 7628 6356 5448
S S GRS (12) : FZ 0002 | .0003 0005 | .0006
w (P s FEED 7.51 9.61 13.01 13.30
Slotting SFM (VC) 312 (250-374)
17-4PH, 15-5PH, 13-8PH 1 ] RPM 9535 7628 6356 5448
& y (0.8) FZ 0002 | .0003 0005 | .00os
FEED 7.51 9.61 13.01 13.30
Side SFM (VC) 190 (152-228]
Cutting 1 035 | RPM 5806 4645 3871 3318
TITANIUM : FZ 0002 | .0003 0004 | .0005
A4V s FEED 3EE 5.12 6.71 7.05
TISALSV5MO, Slotting el 11=l0) [l raeal
TI7AL4MO 05 1 RPM 5806 4645 3871 3318
& g : FZ 0002 | .0003 0004 | .0005
FEED IR 5.12 6.71 7.05
CSide SFM (VC) 85 (68-102)
utting RPM 0598 o078 1732 1484
RO JEMPERATURE o ' |95 "fz | o002 | .0003 | .0003 | 0004
FEED 0.05 0,09 218 .34
INCONEL, : SFM (VC) 85 (68-102)
g@ﬁEALLOY, Slotting 05 ] RPM 0598 2078 1732 1484
/. y : FZ 0002 | .0003 0003 | .0004
FEED 2.05 0,09 218 .34

RPM = rev./min. FEED =in./min.

SFM = ft./min. FZ=in./tooth NOTES: »Feed to be reduced by approximately 50% if L.O.C. (Length Of Cut) is over 3xD
» The above recommendations are based on ideal conditions; for smaller taper machining
Side Cutting Slotting centers or less rigid conditions please adjust parameters accordingly on diameters
Ae Ae greater than 1/2"
»In profile operations, engaging more that 2xD, reduce the radial depth of cut by 50%-
Ap / ]}p 60%
7 » Finish cuts typically require reduced cutting feeds and speeds; also, it is recommended

the radial width of cut (AE) should not exceed 2% x D1
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CARBIDE

'I/G ‘E,;g Il-leJIEI-AS RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - INCH

UGNF58, UGNF59, UGNF70, UGNFT1, UGNF72, UGNFT3, UGNF72, UGNFTS, UGNFTS, UGNFTT seres

Diameter (in.)

1/4 9/32 5/16 11/32 3/8 7116 1/2 5/8 3/4 1

348 (278-417)
5317 4727 4254 3867 3545 3038 2658 2127 1772 1329
.0007 .0008 .0011 .0015 .0018 .0020 .0022 .0024 .0030 .0030
15.07 17.12 18.76 23.14 26.80 24.64 23.03 20.77 21.48 18.12
348 (278-417)
5317 4727 4254 3867 3545 3038 2658 2127 1772 1329
.0007 .0008 .0011 .0015 .0018 .0020 .0022 .0024 .0030 .0030
15.07 17.12 18.76 23.14 26.80 24.64 23.03 20.77 21.48 18.12
486 (389-583)
7426 6601 5941 5401 4951 4243 3713 2970 2475 1857
.0005 .0007 .0008S .0011 .0013 .0014 .0015 .0018 .0022 .0022
15.20 18.48 20.58 23.81 26.51 24.39 22.80 21.05 21.44 16.08

486 (389-583)

7426 6601 5941 5401 4951 4243 3713 2970 2475 1857

.0005 .0007 .0008 .0011 .0013 .0014 .0015 .0018 .0022 .0022

15.20 18.19 20.58 23.81 26.51 24.39 22.80 21.05 21.44 16.08 V7 PLUSA
312 (250-374) END MILLS

4767 4238 3814 3467 3178 2724 2384 1907 1589 1192
.0007 .0008 .0011 .0015 .0018 .0020 .0022 .0024 .0030 .0030
13.51 15.35 16.82 20.75 24.02 22.09 20.65 18.62 19.02 14.26
312 (250-374)
4767 4238 3814 3467 3178 2724 2384 1907 1589 1192
.0007 .0008 .0011 .0015 .0018 .0020 .0022 .0024 .0030 .0030
13.51 15.35 16.82 20.75 24.02 22.08 20.65 18.62 19.02 14.26

190 (152-228)

2903 2581 2323 2111 1935 1659 1452 1161 968 726
.0006 .0008 .0010 .0013 .0017 .0018 .0020 .0022 .0027 .0027
7.32 8.33 9.14 11.14 12.80 12.02 11.43 10.06 10.36 7.89
190 (152-228)

2903 2581 2323 2111 1935 1659 1452 1161 968 726
.0006 .0008 .0010 .0013 .0017 .0018 .0020 .0022 .0027 .0027
7.32 8.33 9.14 11.14 12.80 12.02 11.43 10.06 10.36 7.89
85 (68-102)

1299 1154 1039 945 866 742 649 520 433 325
.0005 .0006 .0007 .0010 .0013 .0014 .0015 .0017 .0021 .0020
2.45 2.82 3.11 3.87 4.50 4.15 3.89 3.52 3.68 2.66
85 (68-102)

1299 1154 1039 945 866 742 649 520 433 325
.0005 .0006 .0007 .0010 .0013 .0014 .0015 .0017 .0021 .0020
2.45 2.82 3.11 3.87 4.50 4.15 3.89 3.52 3.68 2.66

RPM = rev./min. FEED =in./min.
05D SFM = ft./min. FZ =in./tooth
*Axial cutting depth o2 :]:D(O'BD) 15D
f— (1.2D)*
D
<1.5XD 0.8XD 1.2XD
Length of Cut
>1.5XD 1XD 1.5XD
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CARBIDE

'I/G ‘EILDP Il-leJIEI-As RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - METRIC

GMF52, GMF53, GMF54, GMIF55, GMF56, GMF57, GMF58, GMF59, GMFGO, GMFG1, GMFG2, GMF63 scres
Speed and Feed Recommendations

Type of Apx Aex

Work Materials
Parameters 3 4 5 6 8 10 12 14 16 18 20 25

Cut D1 D1
Side SFM (VC) 439 (399598) 551 (441-661)
CARBON STEEL Cutting | 1.5 | | RPM [1612812096[ 9677 8064 048 |5348 4456 | 3820 | 3342 | 2971 [ 2674 2139
(1.2|°°|" Fz | 0002|.0003|.0004| 0006|.0011].0015|.0018] 0018| 0021 | 0023| 0026 | 005
b <300 JRLHOE) > FEED |12.70|15.24|16.76|20.32|25.72|32.00(32.98|29.47|07.90(27.60|27.37| 21 56
TGS 20 Sloting SFM (VC) 499 (399538 551 (441-661)
1;071859 SMNPB)%) 1 | , | Rem_|1612812006] 9677 8064 6048 | 5348 4456 | 3820 3342 [ 2971 [ 2674 2139
& 408 Fz |.0002|.0003|.0004|.0008|.0011/.0015] 0018|0018/ 0021 | 0023|0026 | 005
FEED |12.70|15.24|16.76(20.32|25.72|32.00(32.98|29.47|07.90(27.60|27.37|21 56
Side SFM (VC) 351 (281-421) 384 (307-46)
N Cutting | 15 | | RPM (11353 8515 6812|5677 4257 | 3724 | 3104 ] 2660 | 2326 2063 1882 1480
(1.2)|”°|" Fz |0002|.0003|.0004| 0008|.0011].0015|.0018| 0018| 0021 |.0023| 0026 | 00RS
1T 12330 (35 CRMO 4) & FEED |8.94 |10.73(11.80|14.30|18.10|22.28(22.97|20.53|19.43(19.22|19.06|15.01
ST 16565 (4ONCRMOB) [ ¢ SFM (VC) 351 (281421) 384 (307-46)
1.7033 (34CR4) 9
14893 1 RlckwO2) 1 | , | RPM (1135385156812 5677 [4257| 3724 | 3104 2680 2328 069 1862 1430
END MILLS & 409 Fz |.0002|.0003.0004].0006|.0011|.0015] 0018|0018/ 0021 | 0023|0026 0025
FEED |8.94 |10.73|11.80|14.30|18.10|22.28(22.97|20.53|19.43(19.22|19.06|15.01
Side SFM (VC) 210 (166-252) 030 (184-276)
S Cutting | 15 | | RPM_|67915093]4074| 3395 2545 | 2228 1657 [ 152 1393 | 1238 1114] 81
(1.2|%°|" Fz | 0001|.0002|.0003|.0004].0007|.0011|.0013| 0013|.0015| 0016|0018/ 0018
P <380 1.2363 (X100 CRMOV 5 1) s FEED |[3.21|4.81 (513|588 |7.62|9.47|9.36(8.52|811(7.89|7.90|6.32
12378 (XIS CRIMO121) o o SFM (VC) 210(166-252) 530 (184-276)
1.2344 (X40 CRMOV 5 1) 1 RPM | 6791|5093 4074 3395 | 2545 | 2228 | 1857 | 1592 [ 1383 | 1238 1114 891

1.3243 (S 6-5-2-5)

4 ‘ (0.8) ! Fz |.0001{.0002|.0003|.0004(.0007{.0011|.0013/.0013|.0015|.0016|.0018/.0018
FEED |3.21]4.81|513|588|7.62|947|5.36(852|8.11]7.99|7.90|6.32

Side SFM (VC) 367 (294-441) 404 (323484)
Cutting | 1.5 | | RPM_ 118848813 7130|542 4456 | 3515 | 263 | 2797 | 2447 [ 2175 | 1958 | 1566
CASTIRON (1.2)|°°|" Fz |.0002|.0004|0008|.0008|.0073| 0018 0023| 0024 0026|0028 0032|0031
k<200 s FEED |11.23(14.04(15.72|18.71|23.86|29.60|29.80|26.86|25.05|25.01 | 24.97|19.48
08145 (GT545.06) Slotting SFM (VC) 367 (294-441) 404 (323-484)
07060 (GGG-60) 1 |, | RPM_[11884/8913|7130| 5042|4456 | 3915 3263 2757 | 2447 | 2175 1958 1566
& y (0.8) Fz |.0002|.0004|.0008|.0008].0013|.0019| 0023|0024 0026|0029 0032|0031
FEED |11.23(14.04(15.72|18.71|23.86|29.60|29.80|26.86|25.05|25.01|24.97|19.48
Side SFM (VC) 348 (278417)
Cutting | 1.5 | | RPM _|11247]8435| 6748 | 5623 4218 | 3374 | 2812 | 2410 2108 1874 | 1687 | 1350
STAINLESS STEELS 300 (1.2)|°°| Fz |.0002|.0003|0005|.0007|.0011| 0019] 0022| 0023|0024/ 0028 | 0030|0030
14301 (GGCRN 18 10) s FEED |8.86 |10.63/13.82|15.94|18.60|25.50|24.35|22.38|20.59|20.66|20.4616.37
1.4436(X30RN|MO17133) Slotti SFM (VC) 348 [278-417]
14306 (X2 CRNI 19 11) otting
1 RPM  |11247]8435| 6748 | 5623|4218 | 3374 2812 [ 2410|2109 [ 1874 1687 [ 1350
14435 (X2 CRNIMO 18 143) 1
& g (0.8) Fz | 0002|.0003|.0005|.0007|.0011| 0019|0022 | 0023|0024/ 0028 | 0030|0030
FEED |8.86 |10.63/13.82|15.94|18.60|25.50|24.35|22.38|20,58|20.66|20.46|16.37
RPM = rev./min. FEED = in./min.
Side Cutting Slotting SFM = ft./min. FZ =in./tooth
Ae Ae
e
A Ap
) %I CHART CONTINUES ON NEXT PAGE p
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7o

V7 PLUS A
END MILLS

RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - METRIC

GMFS2, GNIF53, GNIFS4, GNIFS5, GNF56, GMIFST, GMF58, GMF59, GMFGO, GNIFG1, GNF62, GMFE3 scres

Work Materials

Type of Apx Aex

Speed and Feed Recommendations

Diameter (mm)

Cut DI D1 Parameters 3 4 5 6 8 10 12 14 16 18 20 25
Side SFM (VC) 486 (388:583)
Cutting | 1.5 RPM [15703/11777|9422 | 7852 | 5889 | 4711 | 3926 | 3365 | 2944 | 2617 | 2355 | 1884
STAINLESS STEELS (1.2) 0.5 Fz .0002|.0002(.0004|.0005|.0009/.0013|.0015{.0017|.0018/.0020|.0022 |.0022
M 400 s FEED |9.89|11.13|13.35/16.07|20.40(25.22|24.11(22.26|20.87(20.61/|20.40|16.32
1.4005 (X12CRS 13) | Slotting SFM (VC) 486 (388-583)
1.4104 (X12 CRMOS 17) 1 1 RPM [15703/11777| 9422 | 7852 | 5889 | 4711 [ 3926 | 3365 | 2944 | 2617 | 2355 | 1884
‘ ' (0.8) Fz .0002|.0002.0004|.0005|.0009|.0013|.0015{.0017|.0018/.0020|.0022 |.0022
FEED |9.89|11.13]13.35/16.07|20.40|25.22|24.11(22.26|20.87|20.61|20.40|16.32
Side SFM (VC) 312 (243:374)
Cutting 15 RPM [10080, 7560 | 6048 | 5040 | 3780 | 3024 | 2520 (2160 | 1890|1680 | 1512 [ 1210
STAINLESS STEELS (1.2) 0.5 Fz .0002|.0003|.0005/.0007{.0011|.0019|.0022 {.0023|.0024 | .0027|.0030|.0030
M (PH) s FEED |7.94|9.52 |12.38/14.29|16.67|22.86|21.83(20.07|18.45(18.25/|18.10|14.48
Shottin SFM (VC) 312 (249374)
il BRI ol , | RPM (10080 7560 6048 5040 3780 3024 2520 | 2180 1880] 1680 1512 1210
‘ ’ (0.8) FZ .0002|.0003|.0005/.0007{.0011|.0019|.0022.0023|.0024|.0027|.0030|.0030
FEED |7.94|9.52 |12.38/14.29|16.67|22.86|21.83(20.07|18.45/18.25|18.10(14.48
Side SFM (VC) 190 (152228
Cutting RPM | 6154|4615 (3692|3077 (2308|1846 | 1538|1313 (1154|1026 | 923 | 738
TITANIUM 110351 Fz | ,0002|.0003|.0004|.0006/.0010|.0017|.0020|.0021|.0022| 0024|0027 |.0027
TIGALAV s FEED |3.88|509|6.40(7.75|9.09 [12.21/12.11{11.01]| 9.99 {10.01| 9.89 | 8.02
TI5AL5V5MO Slotting SFM (VC) 190 (152-228)
TI7TALAMO 05! 1 RPM | 6154|4615 (3692|3077 (2308|1846 | 1538|1319 (1154|1026 | 923 | 738
‘ ' ’ Fz .0002|.0003|.0004|.0006{.0010/.0017|.0020(.0021|.0022|.0024|.0027 |.0027
FEED |3.88|509|6.40|7.75|9.09 [12.21]12.11{11.01] 9.99 {10.01]| 9.89 | 8.02
Side SFM (VC) 85 (68-102)
Cutting RPM |2759|2069 (1655|1379 (1035| 828 | 630 | 591 | 517 | 460 | 414 | 331
O JEMPERATURE 11025 F7 |.0002|.0003|.0003|.0005| 0007|.0013.0015].0016/.0017| 0018|.0021 |.0020
s FEED |2.17|2.28|2.09|2.61|3.10(4.30|4.13|3.72|350(3.48|3.52|2.71
MSOTX&OY Slotting SFM (VC) 85 (68-102)
RENE 05! 1 RPM [2759|2063 (1655|1379 (1035| 828 | 630 | 591 | 517 | 460 | 414 | 331
‘ ’ ’ Fz ,0002{.0003/.0003|.0005/.0007/.0013/.0015{.0016{.0017{.0019|.0021|.0020
FEED |217|2.28|209|2.61|310/4.30|4.13|3.72|350(3.48|3.52|271
RPM = rev./min. FEED = in./min.
SFM = ft./min. FZ =in./tooth
o NOTES:
L i * Feed to be reduced by approximately 50% if L.O.C. (Length Of Cut) is over 3xD
cutﬁ,? X'SL h M ID‘O'SD)* 15D * The above recommendations are based on ideal conditions; for smaller taper
gaep : " (1.2D)* machining centers or less rigid conditions please adjust parameters accordingly
D on diameters greater than 1/2"
Length | <1:5XD 0.8XD 12XD If)noait_)g(l)% Aﬁ)peratlons, engaging more that 2xD, reduce the radial depth of cut by
fC
ofeut | >1.5xD 1XD 1.5XD * Finish cuts typically require reduced cutting feeds and speeds; also, it is

recommended the radial width of cut (AE) should not exceed 2% x D1
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CARBIDE

'I/G ‘EILDP Il-leJIEI-As RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - INCH

UGMGS53, UGMGS54, UGMH10 scres

Speed and Feed Recommendations Diameter (in.)

Work Materials Type of

ApxD1Aex D1 Parameters 1/8 3/16 13/64 1/4 516 3/8 1/2 5/8 11/16 3/4 1

CARBON STEEL SFM (VC) 531 (425-637)
= RPM  [16227/10818 9986 | 8114 | 6491 | 5409 | 4057 | 3245 | 2950 | 2705 | 2028
10%* 11 12** /4 1 0.5

ot 12% Fz  |.0010[.0011|.0012|.0016|.0024|.0026|.0028|.0030(.0031|.0035|.0039
’ FEED [83.89|46.00|47.18|51.11|61.33|55.37|44.72(38.33|37.17|38.33|31.62

ALLOY STEEL SFM (VC) 371 (297-445)
P >300 =2 RPM  [11338 7559 | 6977 | 5689 | 4535 | 3779|2834 | 2268 | 2061 1890 1417

o grse 4 1 | 05

P <380 BMbEE 4 Fz  |.0010/.0011|.0012|.0018|.0024.0026| 0028|.0028| 0031|.0035| 0039
’ FEED [44.54|32.14|32.96|35.71|42.85|38.69/31.25|26.43|25.65(26.78|22.10

SFM (VC) 223 (178-268)
B 2380 TOOL STEEL // S RPM  |B815|4543 4194 | 3407 | 2726 | 2272|1704 | 1363|1233 | 1136 | 852
A2, D2, H13, P20, T15 ’ : Fz  |.0007|.0007|.0008|.0011|.0017|.0018(.0019|.0020(,0022|.0025/,0028
V7 PLUS A FEED [18.24|13.59|13.87|15.02/18.03|16.1013.15/11.16/10.93(11.27| 9.39

END MILLS CAST IRON SFM (VC) 390 (312-468)
K <260 // I RPM  [11918| 7946 | 7334 | 5959 | 4767 | 3973 | 2980 | 2384 | 2167 | 1986 | 1490
gﬁé\;lﬁﬂEALLEABLE: ’ ’ Fz  |.0012(.0013|.0015|.0020|.0029|.0032|.0034|.0037|.0039|.0044.0049
FEED [58.18|41.29|42.74|46.92|55.56|50.68|40.82(34.91|33.78|35.04|23.09

STAINLESS SFM (VC) 279 (223-335)
" STEELS 300 // 1 | os RPM | 8526|5684 | 5247 | 4263 3410|2842 | 2132 [1705| 1550 1421 | 1086
304, 316, 304L. ’ Fz  |.0008(.0008|.0010|.0016|.0018/.0020(.0022|.0024(,0025|.0026|,0027
316LSUS316 FEED |26.85/17.90|20.66|27.53|24.17|22.38|18.46|16.11|15.62| 14.55(11.41

STAINLESS SFM (VC) 253 (202-304)
w  STEELS400 // | o5 | oM 7732|5154 | 4758 | 3866|3093 | 2577 | 1933 | 1546 | 1406 | 1289 | 966
416, 420F 430F 440F ’ : Fz  |.0008|.0008|.0010|.0012|.0018/.0018|.0020|.0021|.0023|.0023.0023
T FEED [18.28(12.18|18.73|18.25/19.48|18.26/15.22(13.15|13.06|11.77| 8.98

STAINLESS SFM (VC) 953 (202-304)
w  STEELS (PH) // S RPM |7732|5154 4758 | 3866|3093 | 2577|1933 | 1546 | 1406 | 1289 | 956
’ Fz  |.0008|.0008|.0010|.0016|.0018/.0020(.0022|.0024,0025|.0026,0027

17-4PH, 15-5PH, 13-8PH
FEED |24.35|16.23|18.73|24.96/21.92|20.29|16.74|14.61|14.17|13.18/10.35

TITANIUM SFM(VC) 154 (123-185)

RPM  |4706|3137| 2896 | 2353 | 1882| 1569|1177 | 941 | 856 | 784 | 588
TIBALAV. //4 03|05

TISAL5V5MO, Fz  |.0007|.0007|.0008|.0015|.0016|.0018|.0019|.0021|.0023|.0023|.0024

TI7ALAMO FEED [13.34|8.89 |10.03(13.71|11.88/11.12| 9.08 | 8.00 | 7.82 | 7.16 | 5.65

HIGH-TEMPERATURE SFM(VC) 69 (65-83)

ALLOY RPM  [2109| 1408 1298|1054 843 | 703 | 527 | 422 | 383 | 351 | 264
//4 03 | 02

INCONEL, HASTALLOY, Fz  |.0008|.0008|.0007|.0011|.0012|.0014|.0015|.0017|.0018|.0018|.0019

RENE FEED |[4.65|3.10|3.47|4.65|4.12|387|3.15|279|2.72|2.49 | 1.99

RPM = rev./min. FEED = in./min.

Ap SFM = ft./min. FZ =in./tooth
Ae SEE NOTES ON NEXT PAGE
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CARBIDE

'I/G ‘EILDP Il-leJIEI-As RECOMMENDED CUTTING CONDITIONS

CARBIDE, 4 FLUTE - METRIC

ISO

Speed and Feed Recommendations; Diameter (mm)
Hardness Work Materials

(BHN) Type of Ap x Ae x

Cut D1 D1 Parameters 3 4 5 6 8 10 12 16 18 20 25

SFM (VC) 531 (425.638)
CARBON STEEL 2| 1 || FPM (1716912810613 8504 s 517 | 42| 3023 o a7 e
]gj} ]12L - / ’ Fz |.0010/.0011|.0012|.0016|.0024|.0026|.0028|.0030|.0031 |.0035/.0039
e FEED |67.67|54.81|48.72|54.14|60.90(52.78|47.37|38.07|36.09| 36.54/32.16
SFM (VC) 371 (297445
ALLOY Sl 2 RPM [119908992 | 7194 5995 | 4496 3597 | 2397 | 2248 | 1998 [ 1798 [ 1439
41** 43** / 1 0.5
P <380 RMIEEW Fz | .0010/.0011| 0012 0016| 0024|0026 | 0028|0028 0031 | 0035 003
’ FEED |47.20|38.23|33.95|37.76|42.48|36.82|33.04| 26.20| 24.86| 25.48 | 22.43
SFM (VC) 203 (178:268)
oL == RPM | 7215|5411 | 4323 3608 | 2708 | 2165 | 1804 [ 1353 | 1208 | 1082 | 868
P <380 RPN // 1|05
A2, D2 H3, Fz | .0007|.0007| ooos| 0011 | 0017] 0018|.0018|.0020| 0022 | 0025 | 0028
V7 PLUS A ’ FEED |19.32|16.1]14.32|15.9117.90/15.34(13.92(11.08|10.60| 10.74| 954
END MILLS SFM (VC) 390 (312469)
GraT en! ~Z RPM  |12626| 9470|7576 6313|4735 | 3788 | 3157 | 2387 | 2104 | 1894 [ 1515
K < 260 Z| 1 |05
CRAY, MALLEABLE, 4 Fz | .0012|.0013| 0015/ 0oeo| coea| 0032|.0034|.00s7| 00ss | 0044 | aoag
FEED |61.64|49.21(44.1449.71|55.18|48.32|43.25|34.67|32.81(33.40/29.59
STAINLESS STEELS SFM (VC) 2/9(223-339)
g 05| RPM | 9018]6764[ 5411 4508 asee 2708 2255 | 1681 1503 1353 | 1082

\)

Fz |.0008/.0008|.0010{.0016|.0018|.0020|.0022|.0024 |.0025|.0026|.0027
FEED |28.41|21.30(21.30|29.12|23.97(21.30{19.53|15.98(15.15(13.85|11.59
STAINLESS STEELS SFM (VC) 253 (202-303)

304, 316, 304L,
316LSUS316

400

" // 1 los RPM (8170|6127 | 4302 | 4085 | 3064 | 2451 | 2042 | 1532 | 1362 | 1225 | 980
6. 420F ’ Fz |.0008/.0006|.0010(.0012|.0016/|.0018|.0020|.0021 |.0023|.0023|.0023
430F, 440F FEED |19.30/14.47(19.30/19.3019.30(17.37|16.08/13.03|12.65|11.19| 9.11
STAINLESS STEELS SFM (VC) 253 (202-303)

(PH)

" // 1 los RPM [8170|6127 | 4902 | 4085 | 3084 | 2451 | 2042 | 1532 | 1362 | 1225 | 980
174PH / Fz  |.0008|.0008|.0010/.0016(.0018|.0020(.0022|.0024|.0025.0026|.0027
15-5PH, 13-8PH FEED |25.73/19.30(19.30|26.38/|21.71(19.30|17.69|14.47|13.72|12.54|10.50
TITANIUM SFM (VC) 154 (123-185)

RPM [4987|3740|2992 | 2493 | 1870|1496 1247 | 935 | 831 | 748 | 598
TI6AL4Y //4 0.3/05
TISALEV5MO Fz |.0007|.0007|.0009.0015(.0016|.0018(.0019(.0021|.0023.0023|.0024
TI7TALAMO FEED |14.14|10.60(10.37|14.53|11.78|10.60| 9.62 | 7.95 | 7.59 | 6.83 | 5.75
HIGH-TEMPERATURE SFM (VC) 69 (55-83)
ALLOY
//4 03|02 RPM [2228|16711337|1114| 836 | 668 | 557 | 418 | 371 | 334 | 267
INCONEL Fz |.0006|.0006.0007/.0011(.0012|.0014(.0015(.0017|.0018/.0018/.0019
HASTALLOY, RENE FEED |4.91|368|358|4.91|4.08 (368333276 (263|237 202
Ap RPM = rev./min. FEED = in./min.
/ SFM = ft./min. FZ = in./tooth
Ae See notes on next page
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