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Titanium, Inconel & Stainless Steels” ITEM MODEL DESCRIFTION 4 BRI o
s EN=NERE
- Excellent tools for Aerospace Industry, Energy & Power generation. § § é % % % o g
- For Roughing and Semi-finishing for universal use, also for Finishing difficult-to-machine materials. | § E 18 413 B
-YG-1's advanced coating technology makes it possible to have better Wear resistance, |38 |&
Oxidation resistance and better Thermal stability. INCH
4 FLUTE
UGMG42 =8 CORNERRADIUS # D14’ DI' OO O © ©0 5
P i with DOUBLE CORE
Offer a high performance metal removal rate
. oo D1/8" D1" 1O O O o 7
with secured and chatter free machining UGMG32 e RN 5 FLUTE ¢ o |°
in semi-finishing and finishing.” 5 FLUTE | o
9 9 UGMG34 RS PLUTE o e or 000 © 00 8
METRIC ¢ U.S.A. Stock
0 Y-Coated Solid Carbide 4 Flutes with Double Core End Mills 4 FLUTE

GMG40 =N CORNERRADIUS © D60D2500 0O © © 0 10

with DOUBLE CORE

GMG24 q gHFI(_)Llé-'II-'ELENGTH & D60 D25.00 OO © © 0 12

SECIO X-X’ SECTION Y-Y’ 5 FLUTE
Exczllentchip evacu:\tion <Higher rigidity> GMG26 a LONG LENGTH < | D6.0|D25.0/ 0 O O © © O 13

- Double core geometry reduces tool deflection 5 FLUTE

di di ional stabili GMG28 q SHORT LENGTH © D60 D500 OO © © 0 14
and improves dimensional stability. —_— CORNER RADIUS

« Optimized edge preparation protects chipping problems

in high speed machining. 5 FLUTE

. e GMG30 ~————8 LONGLENGTH  © D60D2600 OO © © O 15
- Variable flute design brings out perfect performance — “ CORNER RADIUS

ICON GUIDE

e Y-Coated Solid Carbide 5 Flutes with Multiple helix m

in slotting operation. < Call for Availability

The tool is made of Micro grain carbide.

n n No. of Flute
« Multiple helix geometry delivers silent cutting 2
“z

and reduce chattering. .
« Optimized edge preparation increases tool life M-Helix

make heavy cutting possible.

Helix Angle

Type of Shank

Chamfer Angle

7)1

Cutting condition of tool see the page 000
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CASE STUDY

Test Report-1 ¢ Y-Coated Solid Carbide 4 Flutes with Double Core End Mills

‘ Cutting Edges ‘
70 Broken
K/ {<] Total Milling Length : 57 ft
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Competitor A Total Milling Length : 53t
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=-%G= YG-1
10 // === Competitor A

~=B== Competitor B Competitor B

Total Milling Length : 53ft

0 45 57
Cutting Length (ft)

Cutting Conditions

Milling Method Slotting & f Feed 10 inch/min.
i - DIN : TiBAI4V (Titanium) Cutting Depth 470" (AXIal Depth)
Work Material WR : 3.716
- :3.7165.1 Coolant Wet Cut
Size J12(R1) x @12 x 26 x 80 Overhang 1.41"
RPM 1591 rev./min. Machine Machining Center

Test Report-2 ¢ Y-Coated Solid Carbide 5 Flutes End Mills

§ 60 .
E ‘ Cutting Edges
§ 50 A
£ . G
g / A//B
30 - 7%
20 /'% Competitor A
—~7G= YG-1
10 mfA===  Competitor A
/ ==B== Competitor B
7S Competitor B

0 6 26 52
Cutting Length (ft)

Cutting Conditions

Milling Method Down & Side Cutting s Feed 15.669 inch/min.
i - DIN : Ti6AI4V (Titanium) Axial Depth 710
Work Material WR : 3.7165.1
- - : Radial Depth 41"
Size D12 x @12 x 26 x 83 Coolant Wet Cut
RPM 1591 rev./min. Machine Machining Center

YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

phone:+1-800-765-8665, www.yglusa.com

Y- ox Y-COATED SOLID CARBIDE END MILLS ([(TITTZ P e
Power 4 FLUTE CORNER RADIUS
with DOUBLE CORE

» Double Core E/M has a Unique Flute Design for excellent chip evacuation and higher rigidity
» The double core adds stability and aids chip flow, reducing tool deflection, improving
dimensional stability and workpiece accuracy

o

N

L1

>

L2

m n ﬁ a USA
P.17~18 USA Unit : inch
Corner Mill Shank Overall
Radius Diameter Diameter Length

R | L2

UGMG42016 R.015 1/4 9/16 2-1/2
UGMIG42901 R.030 1/4 1/4 9/16 2-1/2
UGMIG42902 R.060 1/4 9/16 2-1/2
UGMG42020 R.015 5/16 11/16 2-1/2
UGMG42903 R.030 5/16 5/16 11/16 2-1/2
UGMG42904 R.060 5/16 11/16 2-1/2
UGMG42024 R.020 3/8 13/16 2-1/2
UGMG42905 R.030 3/8 3/8 13/16 2-1/2
UGMG42906 R.060 3/8 13/16 2-1/2
UGMG42907 R.090 3/8 13/16 2-1/2
UGMG42032 R.020 1/2 1 3
UGMG42908 R.030 1/2 1 g
UGMG42909 R.060 e 1/2 1 3
UGMG42910 R.090 1/2 1 3
UGMG42911 R.125 1/2 1 3
UGMG42912 R.030 1/2 1-1/4 3-1/2
UGMG42040 R.030 5/8 1-1/4 3-1/2
UGMG42913 R.060 5/8 5/8 1-1/4 3-1/2
UGMG42914 R.090 5/8 1-1/4 3-1/2
UGMG42915 R.125 5/8 1-1/4 3-1/2
UGMG42048 R.030 3/4 1-1/2 4
UGMG42916 R.060 3/4 1-1/2 4
UGMG42917 R.090 3/4 3/4 1-1/2 4
UGMG42918 R.125 3/4 1-1/2 4
UGMG42919 R.190 3/4 1-1/2 4
» Other shank types are available on your request. » NEXT PAGE
Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO,, LTD. [ Tute' f in
phone:+1-800-765-8665, www.yglusa.com




rita Nox YCOATED SOLID CARBIDE END MILLS R¥[c)' [cl: b RETre rita Nox YCOATED SOLID CARBIDE END MILLS Ri[c)|' [ckyRTre

Power 4 FLUTE CORNER RADIUS Power 5 FLUTE
with DOUBLE CORE
» Double Core E/M has a Unique Flute Design for excellent chip evacuation and higher rigidity » Excellent performance results and long tool life when machining Titanium and other tough materials
» The double core adds stability and aids chip flow, reducing tool deflection, improving » This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling
dimensional stability and workpiece accuracy » For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted

e m

L1

>

>

L2 L2

MADE IN MADE IN
M-Helix P.17~18 USA Unit : inch M-Helix P19 USA Unit : inch
Corner Mill Shank Length Overall
EDP No. Radius Diameter Diameter of Cut Length

R D1 D2 L1 L2

Mill Shank Overall
Diameter Diameter Length

D1 D2 L2

Chamfer

Size

UGMG42064 R.030 1 2 5 UGMG32008 1/8 1/8 1/4 1-1/2 .004
UGMG42920 R.060 1 2 5 UGMG32901 1/8 3/8 1-1/2 .004
UGMG42921 R.090 1 1 2 5 UGMG32012 3/16 3/16 5/16 2 .006
UGMG42922 R.125 1 2 5 UGMG32902 3/16 9/16 2 .006
UGMG42923 R.190 1 2 5 UGMG32016 1/4 1/4 3/8 2 .007

» Other shank types are available on your request. UGMG32903 174 /4 2112 -007
UGMG32020 E/16 5/16 7/16 2 .007

D e UGMG32904 5/16 13/16 2-1/2 .007
Tolerance (inch) Tolerance UGMG32024 3/8 3/8 1/2 2-1/2 .01
0~-.0012 h6 UGMG32905 3/8 1 3 .01
cl vl UGMG32032 1/2 5/8 2-1/2 .013

; : UGMG32906 1/2 1/2 1 3 .013

— UGMG32907 1/2 1-1/4 3-1/2 .013

- UGMG32040 5/8 5/8 3/4 3 .015

UGMG32908 5/8 1-1/4 3-1/2 .015

UGMG32048 o 3/4 1 3-1/2 .019

¢ 2 STEP CORE UGMG32909 3/4 1-1/2 4 .019
UGMG32064 1 1-1/8 4 .019

........................ UGMG32910 1 1 1-1/2 4 019

UGMG32911 1 2 5 .019

» Other shank types are available on your request.

Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6

Enforced cutting edge
<SECTION X-X’> <SECTION Y-Y’>
Excellent chip evacuation Higher rigidity

YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO,, LTD. [ Tute' f in

phone:+1-800-765-8665, www.yglusa.com phone:+1-800-765-8665, www.yglusa.com




rita/Vox Y-COATED SOLID CARBIDE END MILLS Q¥Tc]\Y[ck? BETFS
Power 5 FLUTE CORNER RADIUS

P Excellent performance results and long tool life when machining Titanium and other tough materials
P This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling
P For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted
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NN\ JE

L1

>

L2

4 MADE IN
BB .. USA ...

Mill
Diameter

Shank
Diameter

Overall
Length

Corner
Radius

R

UGMG34008 R.015 178 1/8 1/4 1-1/2
UGMG34901 R.015 1/8 3/8 1-1/2
UGMG34012 R.015 3/16 3/16 5/16 2
UGMG34902 R.015 3/16 9/16 2
UGMG34016 R.030 1/4 3/8 2
UGMG34903 R.015 1/4 1/4 3/4 2-1/2
UGMIG34904 R.030 1/4 3/4 2-1/2
UGMG34905 R.060 1/4 3/4 2-1/2
UGMG34020 R.030 5/16 7116 2
UGMG34906 R.015 5/16 5/16 13/16 2-1/2
UGMIG34907 R.030 5/16 13/16 2-1/2
UGMIG34908 R.060 5/16 13/16 2-1/2
UGMG34024 R.030 3/8 1/2 2-1/2
UGMG34909 R.060 3/8 1/2 2-1/2
UGMG34910 R.015 3/8 3/8 1 3
UGMG34911 R.030 3/8 1 8
UGMG34912 R.060 3/8 1 3
UGMG34032 R.015 1/2 5/8 2-1/2
UGMG34913 R.030 1/2 5/8 2-1/2
UGMG34914 R.060 1/2 5/8 2-1/2
UGMG34915 R.015 1/2 1 3
UGMG34916 R.030 1/2 1 3
UGMG34917 R.060 1/2 1 3
UGMG34918 R.090 1/2 1/2 1 8
UGMG34919 R.125 1/2 1 3
UGMG34920 R.015 1/2 1-1/4 3-1/2
UGMG34921 R.030 1/2 1-1/4 3-1/2
UGMG34922 R.060 1/2 1-1/4 3-1/2
UGMG34923 R.090 1/2 1-1/4 3-1/2
UGMG34924 R.125 1/2 1-1/4 3-1/2
Mill Dia. Shank Dia. » Other shank types are available on your request. > NEXT PAGE
Tolerance (inch) Tolerance
0~-.0012 h6

YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

phone:+1-800-765-8665, www.yglusa.com

rita/Vox Y-COATED SOLID CARBIDE END MILLS RUTe]\ [ck? s
Power 5 FLUTE CORNER RADIUS

p Excellent performance results and long tool life when machining Titanium and other tough materials
P This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling
P For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted
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L1

>

L2

mﬂﬁa P19 MUAEIA Unit : inch

Mill
Diameter

Shank
Diameter

Overall
Length

Corner
Radius

R

UGMG34040 R.030 5/8 3/4 3
UGMG34925 R.060 5/8 3/4 3
UGMG34926 R.015 5/8 1-1/4 3-1/2
UGMG34927 R.030 5/8 5/8 1-1/4 3-1/2
UGMG34928 R.060 5/8 1-1/4 3-1/2
UGMG34929 R.090 5/8 1-1/4 3-1/2
UGMG34930 R.125 5/8 1-1/4 3-1/2
UGMG34048 R.030 3/4 1 3-1/2
UGMG34931 R.060 3/4 1 3-1/2
UGMG34932 R.090 3/4 1 3-1/2
UGMG34933 R.015 3/4 1-1/2 4
UGMG34934 R.030 3/4 3/4 1-1/2 4
UGMG34935 R.060 3/4 1-1/2 4
UGMG34936 R.090 3/4 1-1/2 4
UGMG34937 R.125 3/4 1-1/2 4
UGMG34938 R.190 3/4 1-1/2 4
UGMG34064 R.030 1 1-1/8 4
UGMG34939 R.060 1 1-1/8 4
UGMG34940 R.090 1 1-1/8 4
UGMG34941 R.015 1 1-1/2 4
UGMG34942 R.030 1 1-1/2 4
UGMG34943 R.060 1 1-1/2 4
UGMG34944 R.090 ! 1 1-1/2 4
UGMG34945 R.125 1 1-1/2 4
UGMG34946 R.190 1 1-1/2 4
UGMG34947 R.030 1 2 5
UGMG34948 R.060 1 2 5
UGMG34949 R.090 1 2 5

» Other shank types are available on your request.

Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO,, LTD. [ Tute' f in
phone:+1-800-765-8665, www.yglusa.com




rita/Vox Y-COATED SOLID CARBIDE END MILLS Ne|\' /[l
Power 4 FLUTE CORNER RADIUS

with DOUBLE CORE

» Double Core E/M has a Unique Flute Design for excellent chip evacuation and higher rigidity
» The double core adds stability and aids chip flow, reducing tool deflection, improving
dimensional stability and workpiece accuracy

o )

% n a o Call for Availability
—— R 20~21 Unit: mm

Corner Mill SHET]Y Overall

EDP No. Radius Diameter Diameter Length

R | METRIC L2
GMG40060 R0.5 6 13 20 57
6.0 .2362
GMG40901 R1.0 6 13 20 57
GMG40080 R0.5 8 19 25 63
GMG40902 R1.0 8 19 25 63
8.0 .3150
GMG40903 R1.5 8 19 25 63
GMG40904 R2.0 8 19 25 63
GMG40100 R0.5 10 22 30 72
GMG40905 R1.0 10 22 30 72
10.0 .3937
GMG40906 R1.5 10 22 30 72
GMG40907 R2.0 10 22 30 72
GMG40120 R0.5 12 26 35 83
GMG40908 R1.0 12 26 &5 83
GMG40909 R1.5 12.0 4724 12 26 35 83
GMG40910 R2.0 12 26 35 83
GMG40911 R3.0 12 26 35 83
GMG40140 R1.0 14 26 35 83
14.0 5512
GMG40912 R2.0 14 26 35 83
GMG40160 R1.0 16 35 43 92
GMG40913 R1.5 16 35 43 92
GMG40914 R2.0 16.0 .6299 16 35 43 92
GMG40915 R3.0 16 35 43 92
GMG40916 R4.0 16 35 43 92
GMG40200 R1.0 20 44 56 110
GMG40917 R1.5 20 44 56 110
GMG40918 R2.0 20 44 56 110
20.0 .7874
GMG40919 R3.0 20 44 b6 110
GMG40920 R3.5 20 44 56 110
GMG40921 R4.0 20 44 b6 110
» NEXT PAGE
Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6

YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

phone:+1-800-765-8665, www.yglusa.com

rita/Vox Y-COATED SOLID CARBIDE END MILLS [ ¢cl\"/[cl:Ti RS
Power 4 FLUTE CORNER RADIUS

with DOUBLE CORE

» Double Core E/M has a Unique Flute Design for excellent chip evacuation and higher rigidity
» The double core adds stability and aids chip flow, reducing tool deflection, improving
dimensional stability and workpiece accuracy

S

mna & Call for Availability
e R 20~21 Unit: mm
Corner Mill Shank Overall
Radius Diameter Diameter Length

R METRIC L2

GMG40250 R1.0 25 55 70 130
GMG40922 R1.5 25 55 70 130
GMG40923 R2.0 25.0 .9843 25 55 70 130
GMG40924 R3.0 25 55 70 130
GMG40925 R4.0 25 55 70 130
Mill Dia. Shank Dia.

Tolerance (inch) Tolerance
0~-.0012 h6

¢ 2 STEP CORE

<SECTION X-X’> <SECTION Y-Y’>
Excellent chip evacuation Higher rigidity

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO,, LTD. [ Tute' f in
phone:+1-800-765-8665, www.yglusa.com




rita Nox YCOATED SOLID CARBIDE END MILLS  Je||'| [cpZ:8S2r rita Nox YCOATED SOLID CARBIDE END MILLS ~ Je|' [cp I Jeare

Power 5 FLUTE SHORT LENGTH Power 5 FLUTE LONG LENGTH
» Excellent performance results and long tool life when machining Titanium and other tough materials » Excellent performance results and long tool life when machining Titanium and other tough materials
P This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling » This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling
P For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted » For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted

> >

L2 L2

mﬂ g% T mnag% e
M-Helix a P 22 Unit : mm izl P.22 Unit : mm
Mill Shank Length Overall Mill Shank Length Overall
EDP No. Diameter Diameter of Cut Length Ch;r;efer EDP No. Diameter Diameter of Cut Length ChSair;Jer

METRIC | INCH

METRIC | INCH

GMG24060 6.0 .2362 6 10 54 0.2 GMG26060 6.0 .2362 6 13 57 0.2
GMG24080 8.0 .3150 8 12 58 0.2 GMG26080 8.0 .3150 8 19 63 0.2
GMG24100 10.0 .3937 10 14 66 0.3 GMG26100 10.0 .3937 10 22 72 0.3
GMG24120 12.0 4724 12 16 73 0.35 GMG26120 12.0 4724 12 26 83 0.35
GMG24160 16.0 .6299 16 22 82 0.4 GMG26160 16.0 .6299 16 36 92 0.4
GMG24200 20.0 .7874 20 26 92 0.5 GMG26200 20.0 .7874 20 44 104 0.5
GMG24250 25.0 .9843 25 29 100 0.5 GMG26250 25.0 .9843 25 54 121 0.5

Mill Dia. Shank Dia. Mill Dia. Shank Dia.

Tolerance (inch) Tolerance Tolerance (inch) Tolerance
0~-.0012 h6 0~-.0012 h6

" Enforced cutting edge “ Enforced cutting edge

YG-1CO,LTD. T f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO,, LTD. '/ Tuke f in

phone:+1-800-765-8665, www.yglusa.com phone:+1-800-765-8665, www.yglusa.com




rita Nox YCOATED SOLID CARBIDE END MILLS e[/ [cp2: 350 rita Nox YCOATED SOLID CARBIDE END MILLS e [cf{) JEETE

Power 5 FLUTE SHORT LENGTH Power 5 FLUTE LONG LENGTH
CORNER RADIUS CORNER RADIUS
» Excellent performance results and long tool life when machining Titanium and other tough materials » Excellent performance results and long tool life when machining Titanium and other tough materials
P This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling P This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling
P For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted P For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted

B
S

4
1
L1 L1

D D
I

L2

%ﬂa < Call for Availability mﬂa © Call for Availability

SHelix P22 Unit: mm SEHelix P22 Unit: mm
Corner Mill Shank Overall Corner Mill Shank Overall
REGITS Diameter Diameter Length Radius Diameter Diameter Length

L2

| METRIC | L2 | METRIC | L2
GMG28060 R0O.5 6.0 .2362 6 10 54 GMG30060 R0.3 6 13 57
GMG28080 R0.5 8.0 .3150 8 12 58 GMG30901 RO.5 6.0 .2362 6 13 57
GMG28100 R0.5 10.0 .3937 10 14 66 GMG30902 R1.0 6 13 57
GMG28120 R0.5 12.0 4724 12 16 73 GMG30080 RO.5 8 19 63
GMG28160 R1.0 16.0 .6299 16 22 82 GMG30903 R1.0 8.0 3150 8 19 63
GMG28200 R1.0 20.0 .7874 20 26 92 GMG30904 R1.5 8 19 63
GMG28250 R1.0 25.0 .9843 25 29 100 GMG30905 R2.0 8 19 63
GMG30100 R0.5 10 22 72
ill D, Shank Dia. GMG30906 R1.0 100 3937 10 22 72
Tolerance (inch) Tolerance GMG30907 R1.5 10 22 72
0~-.0012 hé GMG30908 R2.0 10 22 72
GMG30120 R0.5 12 26 83
GMG30909 R1.0 12 26 83
GMG30910 R1.5 12 26 83
GMG30911 R2.0 120 4724 12 26 83
GMG30912 R2.5 12 26 83
GMG30913 R3.0 12 26 83
GMG30160 R1.0 16 36 92
GMG30914 R1.5 16 36 92
GMG30915 R2.0 16 36 92
16.0 .6299
GMG30916 R2.5 16 36 92
GMG30917 R3.0 16 36 92
GMG30918 R4.0 16 36 92
» NEXT PAGE
Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6

YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO,, LTD. [ Tute' f in

phone:+1-800-765-8665, www.yglusa.com phone:+1-800-765-8665, www.yglusa.com




ritaIVox Y-COATED SOLID CARBIDE END MILLS §ecl\'/[ck{i s
Power 5 FLUTE LONG LENGTH

CORNER RADIUS

» Excellent performance results and long tool life when machining Titanium and other tough materials
P This tool has high rigidity of flute so that is possible to use for heavy profile and high speed milling
P For protecting Corner chipping of end teeth, Corner Radius & Chamfer are adopted

————>

L2

< Call for Availability

e P22 Unit : mm
Corner Mill Shank Overall
REGITS Diameter Diameter Length

UGMG42 SERIES

CUTTING CONDITIONS

1ISO
Hardness
(Brinell)

Work Materials

STAINLESS STEELS 300

304, 316, 304L,
316L, SUS316

Side Cutting

Ae x D1

Slotting

Ae
a—

“

Parameters

[l

1/4

5/16

3/8

1/2

RPM = rev./min.
FEED = inch/min.
SFM = ft/min.

Fz = inch/tooth

5/8 | 3/4

.

RPM

8021

6417

5347

4010

3208 | 2674

Fz

.00m

.0014

.0017

.0021

.0025 | .0030

FEED(IPM)

34.1

36.37

36.37

33.47

31.83 | 32.42

Slotting

“y

RPM

6266

5013

4178

3133

2507 | 2089

Fz

.0010

.0013

.0017

.0019

.0025 | .0028

FEED(IPM)

24.67

26.84

27.63

24.18

24.87 | 23.03

Side
Cutting

.

RPM

7520

6016

5013

3760

3008 | 2507

Fz

.0010

.0014

.0017

.0019

.0025 | .0028

FEED(IPM)

29.61

33.16

33.16

29.01

29.84 | 27.63

Slotting

“y

RPM

6016

4813

4010

3008

2406 | 2005

Fz

.0010

.0013

.0017

.0019

.0025 | .0028

FEED(IPM)

23.68

25.77

26.53

23.21

23.87 | 22.11

Side
Cutting

.

RPM

7520

6016

5013

3760

3008 | 2507

Fz

.00Mm

.0014

.0018

.0021

.0026 | .0030

FEED(IPM)

31.97

33.16

36.32

31.38

31.74 | 30.39

Slotting

“y

RPM

6016

4813

4010

3008

2406 | 2005

Fz

.00M

.0014

.0017

.0021

.0025 | .0030

FEED(IPM)

25.58

26.53

26.53

25.1

23.87 | 24.32

Side
Cutting

.

RPM

8773

7018

5849

4386

3509 | 2924

Fz

.0008

.00M

.0014

.0017

.0021 | .0024

FEED(IPM)

29.01

30.95

32.24

29.01

29.29 | 27.63

Slotting

“y

RPM

7018

5615

4679

3509

2807 | 2339

Fz

.0008

.00Mm

.0014

.0017

.0021 | .0024

FEED(IPM)

23.21

24.76

25.79

23.21

2343 | 22.1

Side
Cutting

.

RPM

5264

4211

3509

2632

2106 | 1755

Fz

.0010

.0013

.0016

.0019

.0024 | .0028

FEED(IPM)

20.47

22.68

23.10

19.69

20.47 | 19.69

Slotting

“y

RPM

4261

3409

2841

2131

1704 | 1420

Fz

.0010

.0013

.0016

.0019

.0024 | .0028

FEED(IPM)

16.57

18.36

18.70

15.94

16.57 | 15.94

| METRIC | L2
GMG30200 R1.0 20 a4 104
GMG30919 R1.5 20 a4 104
GMG30920 R2.0 20 44 104
GMG30921 R2.5 20.0 .7874 20 a4 104
GMG30922 R3.0 20 a4 104
GMG30923 R4.0 20 a4 104
GMG30924 R5.0 20 a4 104
GMG30250 R1.0 25 54 121
GMG30925 R1.5 25 54 121
GMG30926 R2.0 25 54 121
GMG30927 R2.5 25.0 .9843 25 54 121
GMG30928 R3.0 25 54 121
GMG30929 R4.0 25 54 121
GMG30930 R5.0 25 54 121
Mill Dia. Shank Dia.
Tolerance (inch) Tolerance
0~-.0012 h6
16 YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

phone:+1-800-765-8665, www.yglusa.com

m * 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
* Reduce speed and feed recommendations for materials harder than listed
* Above recommendations are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining centers or less rigid conditions

phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO, LTD. [/ Tute' f in
phone:+1-800-765-8665, www.yglusa.com



CUTTING CONDITIONS CUTTING CONDITIONS

Side Cutting Slotting Side Cutting
Al

Ae

RPM = rev./min. RPM = rev./min.
FEED = inch/min. FEED = inch/min.
SFM = ft/min. SFM = ft/min.

Fz = inch/tooth Fz = inch/tooth

Speed and Feed Recommendations Diameter (inch) Speed and Feed Recommendations Diameter (inch)

1ISO 1ISO
Hardness Work Materials Ae x D1 Parameters Hardness Work Materials Ae x D1 Parameters
(Brinell) (Brinell)

RPM RPM

CARBON STEELS

Fz Fz
10%*, 11%%, 12%*, - :

FEED(IPM) 12L%%, 15%*

o
c
=
>

«Q

(@]
<
=3
5
Q

STAINLESS STEELS 400
416, 420F, 430F, 440F

FEED(IPM)

RPM
RPM

O
<
=3
5
Q

Fz ALLOY STEELS
FEED(IPM) 41%% 43%% 1%+ gGH*

3

Fz

v

FEED(IPM)
RPM

(@]
=
=
S
@

Fz RPM

TOOL STEELS

A2, D2, H13, P20,T15
RPM FEED(IPM)

Fz

STAINLESS STEELS(PH) FEED(IPM)

17-4PH, 15-5PH, 13-8PH

(@]

=

>
«Q

Fz RPM
FEED(IPM) . . . CAST IRON

Gray, Mallable, Ductile

Fz

v

RPM FEED(IPM)

Fz
FEED(IPM) STAINLESS STEELS 300

304, 316, 304L,
RPM 316L, SUS316

RPM

TITANIUM

Ti6AI4V
Ti5AI5V5Mo
Ti7Al4Mo

Fz

v

FEED(IPM)
Fz

Slotting
Side
Cutting
Slotting

FEED(IPM) RPM
STAINLESS STEELS 400

RPM : 5 Fz
416, 420F, 430F, 440F

+

HIGH TEMPERATURE Fz FEED(IPM)

ALLOYS

RENE
INCONEL
WASPALOY
HASTELLOY

FEED(IPM) | 5. . RPM
RPM STAINLESS STEELS(PH)

Fz

17-4PH, 15-5PH, 13-8PH

+

Fz
FEED(IPM)

2} o

[
2 g
3 3

FEED(IPM)

TITANIUM : RPM

m * 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 Ti6Al4V
* Reduce speed and feed recommendations for materials harder than listed Ti5AI5V5Mo
* Above recommendations are based on ideal conditions. Ti7Al4Mo FEED(IPM)
Adjust parameters accordingly for smaller taper machining centers or less rigid conditions

Fz

o
f=
’ :
>
«

HIGH TEMPERATURE RPM
ALLOYS

RENE, INCONEL
WASPALOY
HASTELLOY FEED(IPM)

O
c
=
5
@

Fz

m * 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
* Reduce speed and feed recommendations for materials harder than listed
* Above recommendations are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining centers or less rigid conditions

YG-1CO,LTD. « Tk f in phone:+82-32-526-0909, www.ygl.kr, E-mail:yg1@yg1.kr phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO, LTD. ( Tubke f in
phone:+1-800-765-8665, www.yglusa.com phone:+1-800-765-8665, www.yglusa.com




CUTTING CONDITIONS CUTTING CONDITIONS

Side Cutting Slotting Side Cutting Slotting
Al Al

RPM = rev./min. RPM = rev./min.

Ae
e
FEED = inch/min. R Ep FEED = inch/min.
SFM = ft/min. P 2 SFM = f/min.

Fz = inch/tooth Fz = inch/tooth

Speed and Feed Recommendations ‘ Diameter (mm)

1ISO Ve 1ISO Tvpe of
Hardness Work Materials Parameters 10 12 14 16 20 Hardness Work Materials YP
(Brinell) (SFM) Cut

(Brinell)

Ap x D1/Ae x D1 Parameters 12 14

RPM | 8488 | 6366 | 5093 | 4244 | 3638 | 3183 | 2546 Side RPM
525 Cutting

(420- Fz .0011 |.0014 | .0017 |.0021|.0023|.0025 |.0030 g Fz
630)

v}

FEED(IPM) | 36.09 | 35.09 | 33.69 | 35.42 | 33.23 | 31.58 | 30.88 fgglNLESSSTEELs FEED(IPM)

RPM | 6631 | 4974 | 3979 | 3316 | 2842 | 2487 | 1989 416, 420F 430F, 440F RPM

410
(328- Fz .0010 |.0013|.0017 | .0019 |.0022 |.0025 |.0028 Fz
492)

¢

FEED(IPM) | 26.11 | 26.63 | 26.32 | 25.59 | 25.06 | 24.67 | 21.93 FEED(IPM)

RPM 7958 | 5968 | 4775 | 3979 | 3410 | 2984 | 2387 RPM
492

(394- Fz .0010 | .0014 | .0017 | .0019 |.0022 |.0025 |.0028 h ! Fz
591)

v}

FEED(IPM) | 31.33 | 32.90 | 31.58 | 30.70 | 30.08 | 29.61 | 26.32 (SPTIfI*)'N'-ESSSTEE'-s FEED(IPM)

RPM | 6366 | 4775 | 3820 | 3183 | 2728 | 2387 | 1910 17.4PH, 15-5PH, 13.8PH O RPM

394
(315- Fz .0010 |.0013|.0017 | .0019 |.0022 |.0025 |.0028 b Fz
472)

¢

FEED(IPM) | 25.06 | 25.57 | 25.26 | 24.56 | 24.06 | 23.69 | 21.05 FEED(IPM)

RPM 7958 | 5968 | 4775 | 3979 | 3410 | 2984 | 2387 RPM
492

(394- Fz .0011 |.0014 | .0018 |.0021 |.0024 |.0026 |.0030 ! Fz

591) TITANIUM
FEED(IPM) | 33.84 | 32.90 | 34.59 | 33.21 | 32.22 | 31.49 | 28.95 FEED(IPM)
Ti6Al4V

RPM 6366 | 4775 | 3820 | 3183 | 2728 | 2387 | 1910 Ti5AI5V5Mo RPM
394 Ti7Al4Mo

(315- Fz .0011 | .0014 |.0017 |.0021|.0023|.0025 |.0030 Fz
472)

v

¢

FEED(IPM) | 27.07 | 26.32 | 25.26 | 26.57 | 24.92 | 23.69 | 23.16 FEED(IPM)

RPM 9284 | 6963 | 56570 | 4642 | 3979 | 3482 | 2785 RPM
574

(459- Fz .0008 | .0011 |.0014 | .0017 | .0019 |.0021 | .0024 HIGH TEMPERATURE . . Fz
689) ALLOYS

FEED(IPM) | 30.70 | 30.70 | 30.70 | 30.70 | 30.08 | 29.06 | 26.32 FEED(IPM)
RENE

RPM 7427 | 5570 | 4456 | 3714 | 3183 | 2785 | 2228 INCONEL RPM
459 WASPALOY

(367- Fz .0008 | .0011 |.0014 | .0017 | .0019 |.0021 | .0024 HASTELLOY : Fz
551)

+

¢

FEED(IPM) | 24.56 | 24.56 | 24.56 | 24.56 | 24.06 | 23.25 | 21.05 FEED(IPM)

RPM 5570 | 4178 | 3342 | 2785 | 2387 | 2089 | 1671 * Maximum recommended depth shown

344 * Finish cuts typically require reduced feed rates and/or higher spindle speed, with radial width of 2% x D1 or less
(276- Fz .0010 | .0013 |.0016 | .0019 |.0022 |.0024 |.0028 * Reduce speed and feed recommendations for materials harder than listed

STAINLESS STEELS 413) * Above recommendations are based on ideal conditions.

300 FEED(IPM) | 21.67 | 22.50 | 22.00 | 20.83 | 20.68 | 20.31 | 18.75 Adjust parameters accordingly for smaller taper machining centers or less rigid conditions

v}

304, 316, 304L, RPM 4509 | 3382 | 2706 | 2255 | 1933 | 1691 | 1353
316L, SUS316 279

(223- Fz .0010 | .0013 |.0016 | .0019 |.0022|.0024 |.0028
335)

¢

FEED(IPM) | 1754 | 18.22 | 17.81 | 16.87 | 16.74 | 16.44 | 15.18

m * 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
* Reduce speed and feed recommendations for materials harder than listed
* Above recommendations are based on ideal conditions.
Adjust parameters accordingly for smaller taper machining centers or less rigid conditions

YG-1CO,LTD. « Tk f in phone:+82-32-526-0909, www.ygl.kr, E-mail:yg1@yg1.kr phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr YG-1CO, LTD. ( Tubke f in
phone:+1-800-765-8665, www.yglusa.com phone:+1-800-765-8665, www.yglusa.com




GMG24, GMG26, GMG28, GMG30 SERIES

CUTTING CONDITIONS

ISO
Hardness
(Brinell)

K <260

Speed and Feed Recommendations

Work Materials

CARBON STEELS

10%*, 11%*, 12%*,
12L**, 15%*

ALLOY STEELS
41%%,43%% 51%%, 86**

TOOL STEELS
A2, D2, H13, P20,T15

CAST IRON
Gray, Mallable, Ductile

STAINLESS STEELS 300

304, 316, 304L,
316L, SUS316

Side Cutting Ae

Parameters

Diameter (mm)

RPM = rev./min.
FEED = inch/min.
SFM = ft/min.

Fz = inch/tooth

HIGH QUALITY PRODUCTS AND
ON TIME 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.

RPM

Fz

+

FEED(IPM)

RPM

Fz

+

FEED(IPM)

RPM

Fz

+

FEED(IPM)

RPM

Fz

+

FEED(IPM)

RPM

Fz

+

FEED(IPM)

STAINLESS STEELS 400
416, 420F, 430F, 440F

RPM

Fz

+

FEED(IPM)

STAINLESS STEELS(PH)
17-4PH, 15-5PH, 13-8PH

TITANIUM

Ti6Al4V
TibAI5V5Mo
Ti7Al4Mo

HIGH TEMPERATURE
ALLOYS

RENE, INCONEL
WASPALOY
HASTELLOY

RPM

Fz

+

FEED(IPM)

RPM

Fz

+

FEED(IPM)

RPM

Fz

+

FEED(IPM)

m * 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
* Reduce speed and feed recommendations for materials harder than listed
* Above recommendations are based on ideal conditions.

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

YG-1CO,LTD. Tuke f in phone:+82-32-526-0909, www.yg1.kr, E-mail:yg1@yg1.kr

phone:+1-800-765-8665, www.yglusa.com

(© GLOBAL COMPANY

YG-1 TOOL(U.S.A)
E PHONE : +1 800 765 8665
FAX :+1 866 941 8665
E-mail : heatherlee@yg1usa.com

YG-1 LATIN AMERICA(BRAZIL)
E PHONE : +55 11 4496 2170

FAX 1 +55 11 4591 1438

E-mail : walter.campos@yg1.com.br

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

FAX 1 +1 905 335 4003

E-mail : reception@yg1.ca

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

FAX : +52 55 5576 8790

E-mail : khmin@yg1.kr

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

FAX : +86 532 8676 9105

E-mail : gnct@qgnct.cn

* 1 QINGDAO YG-1 TOOL CO.,LTD.(CHINA)
. PHONE : +86 532 8519 7366
FAX : +86 532 8519 7959
E-mail :qyg1@qyg1.com

YG-1 HONG KONG LTD.(HONG KONG)
“ PHONE : +852 2439 9018

FAX : +852 2439 9020

E-mail  : enquiry@yghk.com.hk

YG CUTTING TOOL CORP. PVT. LTD.(INDIA)
PHONE : +91 80 4354 3600

FAX 1 +91 80 4354 3613

E-mail : marketing@yg1india.com

YG-1 INDUSTRIES INDIA PVT.LTD.(INDIA)
PHONE : +91 22 2580 6241

FAX 1 +91 22 2580 3576

E-mail :thanesales@yg1india.com

PT.YGI TOOLS (INDONESIA)
PHONE : +62 21 4585 8141
FAX 1 +62 21 4587 7412
E-mail : ygitools@gmail.com

YG-1 JAPAN CO., LTD.(JAPAN)
PHONE : +81 6 6305 9897

FAX :+81 6 6305 9898

E-mail : toyokazu-kitaoka@yg1.jp

M— YG-1 MALAYSIA SDN. BHD.(MALAYSIA)
—— PHONE : +603 5569 4834

FAX 1 +603 5569 4814

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

YG-1 TOOLS ASIA PTE. LTD.(SINGAPORE)
PHONE : +65 6842 0468
FAX 1 +65 6842 0482
E-mail  : ronnie@yg1.kr

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

FAX  :+662 7320188

E-mail :info@yg1.co.th

* 1HH

Il IR

YG—1 VIETNAM CO., LTD.
PHONE : +84 4 3795 7233

FAX 1 +84 4 3795 7232

E-mail :yglvietham@yg1.co.kr

YG-1 AUSTRALIA PTY. LTD.(AUSTRALIA)
PR PHONE : +61 3 9558 0177
FAX 1 +61 3 9558 2778
E-mail : ygone@yg1.kr

YG-1 EUROPE(FRANCE)
l] PHONE : +33 172 84 4070

FAX 1 +33 172 84 4086

E-mail :yg1@yg1.eu

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

FAX 1 +49 6173 9667 29

E-mail :info@yg-1.de

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

FAX 1 +48 22 622 2587

E-mail :info@yg-1.pl

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

FAX 1 +40 21 25 25 506

E-mail : kimromko@yg1.kr

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

FAX 1+90 212 671 1595

E-mail : info@teknotakim.com





