AV S API AMERICAS

BEST VALUE IN THE WORLD OF CUTTING TOOLS
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TOOLlNG & MACHINERY

COMPLETE METALWORKING SOLUTIONS

(800) 991-4225 www.ahbinc.com
ISO Certified customerservice@ahbinc.com

MILLS

Economical High-Performance
Solid Carbide End Mills

Optimized Lengths
for Mill / Turn Platforms and Live-Tool Lathes

Precision-Ground Geometry
for Multi-Material Performance



'I SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

PRODUCT FEATURES & LINE UP

CASE STUDY

13BN SLOTTING
@10mm 3 Flute End Mill
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Work Material

RPM (rev./min.)

IPM (in/min.)

Milling Depth

Wear after 70.2ft in cut

@10mm

- DIN: C45 (1.0503)
- JIS: S45C
- AlSI: 1045

76

6,400 rev./min.

45 in/min.

10mm(.3937") (1xD) (Axial Depth)

Competitor 1

Inch

BallNose ' poil:@1/16-01/2
2Flut s
e quare Metric
“Ball: @2-216

Corner Radius -Square: @1 -@10

- Square & Corner Radius : @1/8 - @1/2

Ensures smooth chip evacuation and
easy programming

Ball Nose

3 Flute Square Inch: @1/8 - @1/2

Corner Radius

Low cutting forces and corner radius diameters
for key-way cutting

Ball Nose Inch

CornerRadius | Metric:@2-@20

- Ball & Corner Radius : @1/8 - @1/2
4 Flute Square -Square : @1/8 - @3/4

Highest Metal Removal Rates and Tool life

PRODUCT GEOMETRY

Unequal Index

Unigue geometry applied to reduce vibration
and also to achieve excellent chip evacuation
for better surface finish

Enforced Cutting Edge Ultra Fine Grain Carbide
Increasing corner stability at square Premium carbide substrate achieving
end mills to enable higher tool life exceptional wear resistance

Multiple Helix

For optimal chip formation and
chip evacuation concluding faster
and heavier cutting providing
higher productivity

Adapted Straight Shank

Common clamping adaptors are applicable,
only hydraulic chucks require use of a sleeve
to avoid vibrations

2 %G YG-1CO0,, LTD.

10mm(.3937") (1xD) (Radial Depth)

Coolant Water Soluble

Machining Center

Competitor 2

111§ SIDE MILLING

@10mm 3 Flute End Mill

Cutting Condition

Wear after 27.6ft in cut

Tool @10mm

- DIN: X2CrNiMo17-12-2 (1.4404)

76

(After Cutting 27.6ft)

Work Material -JIS: SUS316L
- AlSI: 316L
RPM (rev./min.) 3,500 rev./min.
IPM (in/min.) 25 in/min.

10mm(.3937") (1xD) (Axial Depth)
5mm(.1968") (0.5xD) (Radial Depth)

Competitor 1
(Broken At 10.5ft)

Water Soluble

Machining Center

Competitor 2
(After Cutting 27.6ft)

GUIDE TO ICONS

The tool is made of
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'I SERIES

FLUTE
SELECTION GUIDE HELIX ANGLE
CUTTING EDGE SHAPE

SIZEMIN
SIZE MAX
PAGE

SOLID CARBIDE END MILLS

=MILLS

% globalyg1.com/mat
wE formaterial search

[Recommended cutting conditions : p.21- 34) ©:Excellent O:Good

VDI Material e R
ISO 3323 Composition / Structure / Heat Treatment
1

About 0.15% C Annealed 125
About 0.45% C Annealed 190 13

Non-alloy steel  About 0.45% C Quenched & tempered 250 25

About 0.75% C Annealed 270 28
About 0.75% C Quenched &tempered 300 32
P g Annealed 180 10
7 Quenched & tempered 275 29
| 8 | Tl Quenched &tempered 300 32
|9 | Quenched &tempered 350 38
10 B Annealed 200 15
A alEEelGis) Quenched &Tempered 325 35
and tool steel
11.2 Quenched & Tempered 409 44
Ferritic/ Martensitic ~ Annealed 200 15
. Martensitic Quenched &Tempered 240 23
M Stainless steel Austenitic 180 10
PH Stainless steel 180 10
Grey castiron  Peaviitic/feritic 180 10
y Pearlitic (Martensitic) 260 26
Nodular cast iron Fertic 160 3
Pearlitic 250 25
19 " Ferritic 130
Malleable cast iron Pearlitic 230 21
Aluminum- Not Curable 60
wroughtalloy  Curable Hardened 100
. <12% Si, Not Curable 75
AIun;“Lur:(-icast, <12%Si, Curable Hardened 90
4 > 12%Si, Not Curable 130
Copperand Cutting Alloys, PB>1% 110
Copper Alloys  CuZn, CuSnZn (Brass) 20
(Bronze /Brass)  CuSn, lead-free copper and electrolytic copper 100
Duroplastic
Non Metallic ~ GRAPHITE
Materials CFRP.GFRP
Rubber, Wood, etc.
31 Annealed 200 15
, FeBased Cured 280 30
Heat Resistant Annealed 250 25
PETATOYS " NiorCoBased Cured 350 38
Cast 320 34
Titanium Alloys PureTitanium 400 Rm
4 Alpha +Beta Alloys ~ Hardened 1050 Rm
Hardened 421-469 45-49
Hardened 481-560 50-55
Hardened steel Hardened 577-654 56-60
Hardened 670-739 61-65
Hardened 66-70
Chilled Cast Iron Cast 400 42
Hardened Cast Iron Hardened 550 55

GMK53 | GMK31 | GMK88 | GMK90
2 2 3 4
30° 30° 43°/45°/47° 35°/37°
BALL NOSE BALL NOSE BALL NOSE BALL NOSE
R1/32 R1.0 R1/16 R1/16
R1/4 R8.0 R1/4 R1/4
6 7 8 9
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
© ©
¢) ©)
@) @)
@) @)
@) @)
¢) @) ¢) @)
¢) @) ¢) @)
©) ©) ©) ©)
¢) @) ¢) @)
@) @) @) @)
¢) @) ¢) @)
©) @)
¢) @)
¢) @)
¢) ©)
©) @)
©) @)
¢) ©)
¢) @)
o) ©)

GMK86
2
30°
CORNER RADIUS

D1/8
D1/2
10

GMK89
3
43°/45°/47°
CORNER RADIUS

D1/8
D1/2
12

GMK91
4
35°/38°
CORNER RADIUS

D1/8
D1/2
14

GMK85

2
30°
SQUARE
D1/8
D1/2
16

Y-Coating

GMK32

2
30°
SQUARE
D1.0
D10.0
17

GMK87
3
43°/45°/47°
SQUARE

D1/8
D1/2
18

GMK54
4
35°/38°
SQUARE

D1/8
D3/4
19

GMK33
4
37°,35°/38°
SQUARE
D2.0
D20.0
20

4 4G YG-1CO, LTD.
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'I SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

E‘iMlLLs B

SOLID CARBIDE END MILLS SERIES SOLID CARBIDE END MILLS SERIES
2 FLUTE BALL NOSE ey GMKSS3 | 2 FLUTE BALL NOSE ey GMK31 |
» Ensures smooth chip evacuation and enhanced cutting performance at the ball tip » Ensures smooth chip evacuation and enhanced cutting performance at the ball tip

/“ L1 / / /
R L2 D2
/ v'/ 1 R / T_|[l

| L1
Sl = I | =
| | L1
z . 2
I
CARBIDE @ RIR o CARBIDE 4> RER o
30 +.0004 oating p.21 30 oating p.22
R1/32~R1/8  R5/32~R1/4 Unit : Inch R10~R30  R40~R8.0 Unit : mm
Radius of Mill Shank Length Overall Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length Ball Nose Diameter Diameter of Cut Length
R D1 D2 L1 L2 R D1 D2 L1 L2
GMK53004 R1/32 1/16 1/4 1/16 2-1/2 GMK31020 R1.0 2.0 6 5 50
GMK53902 R1/16 1/8 1/4 3/16 1-1/2 GMK31030 R1.5 3.0 6 6 60
GMK53901 R1/16 1/8 1/8 5/16 2-3/8 GMK31040 R2.0 4.0 6 8 70
GMK53008 R1/16 1/8 1/4 5/16 2-3/4 GMK31050 R2.5 5.0 6 10 80
GMK53010 R5/64 5/32 1/4 1/4 1-1/2 GMK31060060 R3.0 6.0 6 9 60
GMK53012 R3/32 3/16 3/16 3/8 3-1/8 GMK31060 R3.0 6.0 6 12 920
GMK53903 R3/32 3/16 1/4 5/16 1-1/2 GMK31080060 R4.0 8.0 8 12 60
GMK53904 R1/8 1/4 1/4 3/8 1-1/2 GMK31100 R5.0 10.0 10 18 100
GMK53016 R1/8 1/4 1/4 1/2 3-1/2 GMK31120 R6.0 12.0 12 22 110
GMK53020 R5/32 5/16 3/8 7/16 2 GMK31160 R8.0 16.0 16 30 150
GMK53905 R3/16 3/8 3/8 1/2 2
GMK53024 R3/16 3/8 3/8 3/4 4 Ball Radius Mill Dia. Shank Dia.
Tolerance (mm) Tolerance (mm) Tolerance
GMK53028 R7/32 7/16 1/2 9/16 2-3/8 Up to @6 +0.005 0~-0.012
GMK53906 R1/4 1/2 1/2 5/8 2-3/8 Over @6 +0.010 0~-0.015
GMK53032 R1/4 1/2 1/2 7/8 4-1/4
Ball Radius Mill Dia. Shank Dia.
Tolerance Tolerance Tolerance
Up to @1/4 +.0002 0 ~-.0005
Over @1/4 +.0004 0 ~-.0006
© : Excellent O :Good © :Excellent O :Good
150 | M 1S0 | M
Dm;n Non-alloy steel Low alloy steel H'%%g'{ggleggeelel Stainless steel D!;Asaé]‘?gfén Non-alloy steel Low alloy steel ngrrl]gll%legtggelel, Stainless steel
VDI3323 1 2 3 4 5 6 7 8 9 0 11 12 12 13 141 [ 142 15 16 17 18 19 20 VDI3323 1 2 3 4 5 6 7 8 9 0 M1 12 12 13 141 142 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230 HB 125 190 250 270 300 180 275 300 350 200 = 325 409 200 240 180 180 180 260 160 250 130 230
Renmended © © © © © © © © © © O 0 O o0 o0 O O O Rrmended © © © © © © © © © © ©0 0 o o o O O O
IS0 _I_____ 1O Sy W——
Des;MﬂEgi?tI)n w/-r\éﬂrgmuar;?oy Alun;]ilrligyneiacast, Cog ons Non Metallic Materials Heat Resistant Super Alloys Tﬂg‘;’sm _-- Dgsaﬁg?tlm wélolijrgmuarlllty Alun;ilrII‘;J;gd-casi, rand Cogpr:séllays Non Metallic Materials Heat Resistant Super Alloys Tﬂg';,’sm _--
VDI3323 21 22 23 24 25 26 28 201 292 293 30 31 32 33 34 35 3 37 381 382 391 392 393 40 41 VDI3323 21 22 23 24 25 26 27 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41
HRc 15 30 25 38 4549  50-55 56-60 61-65 66-70 42 55 HRc 15 30 25 38 34 45-49 5055 56-60 61-65 66-70 42 55

HB 60 100 75 90 130 10 90 100 200 280 250 350 320 400 Rm 1050 Rm 421-469 481-560 577-654 670-739 400 550 HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050 Rm 421-469 481-560 577-654 670-739 400 550
Recommended O O Recommended O O

6 %G YG-1CO, LTD. 4G YG-1CO, LTD. 7




'I SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

E‘iMlLLs B

SOLID CARBIDE END MILLS

SERIES

SOLID CARBIDE END MILLS

SERIES

3 FLUTE BALL NOSE

» For roughing and semi-finishing applications having one edge to center
» Smooth cutting action, unequal flute geometry and multiple helix eliminate vibrations
» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

CEETNY GIMIKSS8

A
T To

L1

Unequal Index L2

CARBIDE 7| & o
4345°47°) +.0008 BRI p.23
Unit : Inch
Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length
R D1 D2 L L2

4 FLUTE BALL NOSE

» For roughing and finishing applications having two edges to center

» Unequal flute geometry and multiple helix eliminate vibrations

» Excellent performance in Steels under HRc40 and other materials

» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

ol =y

i
Unequal Index ‘

L2
CARBIDE Z | G o
35°/37° | £.0008 i) p.24
Unit : Inch
Radius of Mill Shank Length Overall
Ball Nose Diameter Diameter of Cut Length
R Dn D2 L1 L2

GMK88008 R1/16 1/8 1/4 3/16 1-1/2
GMK88010 R5/64 5/32 1/4 1/4 1-1/2
GMK88012 R3/32 3/16 1/4 5/16 1-1/2
GMK88016 R1/8 1/4 1/4 3/8 1-1/2
GMK88020 R5/32 5/16 3/8 7/16 2
GMK88024 R3/16 3/8 3/8 1/2 2
GMK88028 R7/32 7/16 1/2 9/16 2-3/8
GMK88032 R1/4 1/2 1/2 5/8 2-3/8
Ball Radius Mill Dia. Shank Dia.
Tolerance Tolerance Tolerance
+.0008 ‘ 0 ~-.0008 ‘ h5
© : Excellent O : Good
ISQ M
Dm;n Non-alloy steel Low alloy steel H'%%g'{ggleggeelel Stainless steel
VDI 3323 1 2 3 4 5 6 7 10 1.1 1.2 12 13 141 14.2 15 16 17 18 19 20
HRc 13 25 28 32 10 29 15 35 44 15 23 10 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 200 325 409 200 240 180 180 180 260 160 250 130 230

Recommended ~ © © © ©) © © ©) © © ©) O ©) ©) O ©) ©) ©) ©) O
1SO - W
Material ~ Aluminum-  Aluminum-cast, A - Titanium
Description wrought alloy alloyed Cogper loys Non Metallic Materials Heat Resistant Super Alloys Alloys _--
VDI3323 21 22 23 24 25 26 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41

HRec
HB 60
Recommended

100 75

130 110 90 100

15 30 25 38 45-49 50-55 56-60 61-65 66-70 42 55
200 280 250 350 320 400 Rm 1050 Rm 421-469 481-560 577654 670-739 400 550

0 o o0 o o o O

8 4G YG-1CO, LTD.

GMK90008 R1/16 1/8 1/4 3/16 1-1/2
GMK90010 R5/64 5/32 1/4 1/4 1-1/2
GMK90012 R3/32 3/16 1/4 5/16 1-1/2
GMK90016 R1/8 1/4 1/4 3/8 1-1/2
GMK90020 R5/32 5/16 3/8 7/16 2
GMK90024 R3/16 3/8 3/8 1/2 2
GMK90028 R7/32 7/16 1/2 9/16 2-3/8
GMK90032 R1/4 1/2 1/2 5/8 2-3/8
Ball Radius Mill Dia. Shank Dia.
Tolerance Tolerance Tolerance
+.0008 ‘ 0 ~-.0008 ‘ h5
© : Excellent O :Good
1S0 | M
D!;Asaé]‘?gfén Non-alloy steel Low alloy steel ngrrl]gll%legtggelel, Stainless steel
VDI 3323 1 2 3 4 5 6 7 8 9 10 11.1 11.2 12 13 14.1 14.2 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230
Recommended ~ © © © [©)] ©] ©)] © © © © © O O O O O O O O @] O
1SO . s | H |
Dgsaﬁg?tlm wélolijrgmuarlllty Alun;ilrII‘;J;gd-casi, rand Cogpr:séllays Non Metallic Materials Heat Resistant Super Alloys T}\Italgi;,’sm _--

VDI3323 21 22 23 24 25 26 27 28 291292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 4

HRc 15 30 25 38 34 45-49 | 50-55 56-60 61-65 66-70 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050 Rm 421-469 481-560 577-654 670-739 400 550
Recommended O O O O O O O

4G YG-1CO, LTD. 9



SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

76
SOLID CARBIDE END MILLS
2 FLUTE CORNER RADIUS

» Strengthens the cutting edge by incorporating bottom land touch for improved durability
» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

E‘iMlLLs B

SERIES

SERIES

SOLID CARBIDE END MILLS
2 FLUTE CORNER RADIUS

» Strengthens the cutting edge by incorporating bottom land touch for improved durability
» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

R
e
ID1

'FR ™
Jo | S
L1 L1
L2 L2

' 30° || +.0004 | +.0006 Coating

1/8~01/4  @5/16~01/2 Unit : Inch

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R Dn D2 L1 L2

o]

™
'

Z |l | Y
. 30° | +.0004 | *.0006 Coating

?1/8~01/4  @5/16~01/2 Unit : Inch

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L L2

p.25 p.25

GMK86008 R.005 1/8 1/4 3/16 1-1/2 GMK86020 R.005 5/16 3/8 7/16 2
GMK86901 R.010 1/8 1/4 3/16 1-1/2 GMK86905 R.010 5/16 3/8 7/16 2
GMK86909 R.015 1/8 1/4 3/16 1-1/2 GMK86913 R.015 5/16 3/8 7/16 2
GMK86917 R.020 1/8 1/4 3/16 1-1/2 GMK86921 R.020 5/16 3/8 7/16 2
GMK86925 R.030 1/8 1/4 3/16 1-1/2 GMK86929 R.030 5/16 3/8 7/16 2
GMK86010 R.005 5/32 1/4 1/4 1-1/2 GMK86024 R.005 3/8 3/8 1/2 2
GMK86902 R.010 5/32 1/4 1/4 1-1/2 GMK86906 R.010 3/8 3/8 1/2 2
GMK86910 R.015 5/32 1/4 1/4 1-1/2 GMK86914 R.015 3/8 3/8 1/2 2
GMK86918 R.020 5/32 1/4 1/4 1-1/2 GMK86922 R.020 3/8 3/8 1/2 2
GMK86926 R.030 5/32 1/4 1/4 1-1/2 GMK86930 R.030 3/8 3/8 1/2 2
GMK86012 R.005 3/16 1/4 5/16 1-1/2 GMK86028 R.005 7/16 1/2 9/16 2-3/8
GMK86903 R.010 3/16 1/4 5/16 1-1/2 GMK86907 R.010 7/16 1/2 9/16 2-3/8
GMK86911 R.015 3/16 1/4 5/16 1-1/2 GMK86915 R.015 7/16 1/2 9/16 2-3/8
GMK86919 R.020 3/16 1/4 5/16 1-1/2 GMK86923 R.020 7/16 1/2 9/16 2-3/8
GMK86927 R.030 3/16 1/4 5/16 1-1/2 GMK86931 R.030 7/16 1/2 9/16 2-3/8
GMK86016 R.005 1/4 1/4 3/8 1-1/2 GMK86032 R.005 1/2 1/2 5/8 2-3/8
GMK86904 R.010 1/4 1/4 3/8 1-1/2 GMK86908 R.010 1/2 1/2 5/8 2-3/8
GMK86912 R.015 1/4 1/4 3/8 1-1/2 GMK86916 R.015 1/2 1/2 5/8 2-3/8
GMK86920 R.020 1/4 1/4 3/8 1-1/2 GMK86924 R.020 1/2 1/2 5/8 2-3/8
GMK86928 R.030 1/4 3/8 1-1/2 GMK86932 R.030 1/2 5/8 2-3/8
» NEXT PAGE
Size Corner Radius Mill Dia. Shank Dia. Corner Radius Mill Dia. Shank Dia.
Tolerance Tolerance Tolerance Tolerance Tolerance Tolerance
Up to @1/4 +.0004 0 ~-.0005 Up to @1/4 +.0004 0 ~-.0005
Over @1/4 +.0006 0 ~-.0006 Over @1/4 +.0006 0 ~-.0006
© : Excellent O :Good © :Excellent O:Good
|SQ . M |Sq . M
Dﬁgﬂn Non-alloy steel Low alloy steel ngf;gl{g();legt:te?el, Stainless steel Grey cast iron Nodli"rlg; cast MaIIeiz-:tl))Le cast D!;’La‘;?gfén Non-alloy steel Low alloy steel ngrrl]gllgglegtggelel, Stainless steel Grey cast iron N°d‘i’r|grr1 cast Malleﬁg:? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1.1 11.2 12 13 14.1 14.2 15 16 17 18 19 20 VDI 3323 1 2 3 4 5 7 8 9 10 11.1 11.2 12 13 14.1 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21 HRc 13 25 28 32 29 32 38 15 35 44 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230 HB 125 190 250 270 300 275 300 350 200 325 409 200 240 180 180 260 160 250 130 230
Recommended ~ © © ©] © © © © © © ©)] © © O O @] O O O Recommended ~ © © © [©)] ©] © © © © © ©)] O O O O @] O
ISO s | IS0
Des;MﬂEgi?tI)n w/-r\éﬂrg;\qua??oy Alun;ilrlwrei’-jcast CogperAlloys Non Metallic Materials Heat Resistant Super Alloys Tﬂgl;sm -- DeMsﬁgl?tlnn wégijrgmua%y Alun;ilrly;gd-cast, rand Cogpr:sélbys Non Metallic Materials Heat Resistant Super Alloys T}\Italgi;,’sm --
VDI3323 21 22 23 24 25 26 28 291292 293 30 | 31 | 32 33| 34 35 36 37 38.1 382 39.1 39.2 393 40 41 VDI3323 21 22 23 24 25 26 28 29.1.29.2/29.3 30 31 32 33 35 | 36 37 L 382 39.1 39.2 393 40 41
HRc 15 30 25 38 45-49 | 50-55 56-60 61-65 66-70 42 55 HRc 15 30 25 34 45-49 | 50-55 56-60 61-65 66-70 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400 Rm 1050 Rm 421469 481-560 577654 670-739 400 550 HB 60 100 75 90 130 110 100 200 280 250 350 320 400Rm 1050 Rm 421469 481-560 577-654 670-739 400 550
Recommended O O O O O O Recommended o O O O O O
10 %G YG-1CO,LTD. %G YG1COo,LTD. 11



SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

E/L<]
SOLID CARBIDE END MILLS SERIES
3 FLUTE CORNER RADIUS PLAIN SHANK m

» Smooth cutting action, unequal flute geometry and multiple helix eliminate vibrations
» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

SOLID CARBIDE END MILLS SERIES
3 FLUTE CORNER RADIUS

» Smooth cutting action, unequal flute geometry and multiple helix eliminate vibrations
» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

R R R R
. I - | v - p
| ZH— | S -
L1 ‘ L1
Unequal Index L2 Unequal Index L2 ‘
. wusur) £ 0008 Coating p.26-27 ' 43°45°47°4 +.0008 Coating p.26-27

Unit : Inch

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R D1 D2 L L2

Unit : Inch

Corner Mill Shank Length Overall
Radius Diameter Diameter of Cut Length
R Dn D2 L1 L2

GMK89008 R.005 1/8 1/4 3/16 1-1/2 GMK89020 R.005 5/16 3/8 7/16 2
GMK89901 R.010 1/8 1/4 3/16 1-1/2 GMK89905 R.010 5/16 3/8 7/16 2
GMK89909 R.015 1/8 1/4 3/16 1-1/2 GMK89913 R.015 5/16 3/8 7/16 2
GMK89917 R.020 1/8 1/4 3/16 1-1/2 GMK89921 R.020 5/16 3/8 7/16 2
GMK89925 R.030 1/8 1/4 3/16 1-1/2 GMK89929 R.030 5/16 3/8 7/16 2
GMK89010 R.005 5/32 1/4 1/4 1-1/2 GMK89024 R.005 3/8 3/8 1/2 2
GMK89902 R.010 5/32 1/4 1/4 1-1/2 GMK89906 R.010 3/8 3/8 1/2 2
GMK89910 R.015 5/32 1/4 1/4 1-1/2 GMK89914 R.015 3/8 3/8 1/2 2
GMK89918 R.020 5/32 1/4 1/4 1-1/2 GMK89922 R.020 3/8 3/8 1/2 2
GMK89926 R.030 5/32 1/4 1/4 1-1/2 GMK89930 R.030 3/8 3/8 1/2 2
GMK89012 R.005 3/16 1/4 5/16 1-1/2 GMK89028 R.005 7/16 1/2 9/16 2-3/8
GMK89903 R.010 3/16 1/4 5/16 1-1/2 GMK89907 R.010 7/16 1/2 9/16 2-3/8
GMK89911 R.015 3/16 1/4 5/16 1-1/2 GMK89915 R.015 7/16 1/2 9/16 2-3/8
GMK89919 R.020 3/16 1/4 5/16 1-1/2 GMK89923 R.020 7/16 1/2 9/16 2-3/8
GMK89927 R.030 3/16 1/4 5/16 1-1/2 GMK89931 R.030 7/16 1/2 9/16 2-3/8
GMK89016 R.005 1/4 1/4 3/8 1-1/2 GMK89032 R.005 1/2 1/2 5/8 2-3/8
GMK89904 R.010 1/4 1/4 3/8 1-1/2 GMK89908 R.010 1/2 1/2 5/8 2-3/8
GMK89912 R.015 1/4 1/4 3/8 1-1/2 GMK89916 R.015 1/2 1/2 5/8 2-3/8
GMK89920 R.020 1/4 1/4 3/8 1-1/2 GMK89924 R.020 1/2 1/2 5/8 2-3/8
GMK89928 R.030 1/4 1/4 3/8 1-1/2 GMK89932 R.030 1/2 1/2 5/8 2-3/8
P NEXT PAGE
Tolerance Tolerance Tolerance Tolerance Tolerance Tolerance
+.0008 ‘ 0 ~-.0008 ‘ h5 +.0008 ‘ 0 ~-.0008 ‘ h5
© :Excellent O: Good © : Excellent O: Good
150 | M I S 150 | M
Dﬁgﬂn Non-alloy steel Low alloy steel Hi%t:]gl{%legtzgelel, Stainless steel Grey cast iron Nw?rlgrr‘ cast MaIIeiz-:tl))Le cast Dzﬂsacnt‘?gfén Non-alloy steel Low alloy steel Hi%t:]gl{g();legtgte?el, Stainless steel Grey cast iron N°dli"r|grr‘ cast Malleiz-:(l)):‘e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 11 1.2 12 13 141 142 15 16 17 18 19 20 VDI 3323 1 2 3 4 5 6 7 8 9 10 11 1.2 12 13 141 142 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230 HB 125° 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230
Recommended ~ © © © ©) © © ©) © © © © ©) O ©) ©) ©) ©) O ©) ©) O Recommended ~ © ©) © © © © © © © © ©) ©) @) ©) ©) O ©) O ©) ©) O
IS0 s | IS0 s |

Material ~ Aluminum-  Aluminum-cast,

Titanium

Material  Alui

minum-  Aluminum-cast,  Copj

Titanium

T oo s o T " s e o

Description wrought alloy alloyed ronzeclograss) Non Metallic Materials Heat Resistant Super Alloys Alloys Description wrought alloy alloyed rass) Non Metallic Materials Heat Resistant Super Alloys Alloys

VDI3323 21 2 23 24 25 26 27 28 [29.1[29.2|129.3| 30 | 31 | 32 [ 33 | 34 | 35 | 36 37 381 382 391 392 393 40 41 VDI3323 21 22 23 28 [29.1[29.2|129.3| 30 | 31 | 32 [ 33 | 34 | 35 | 36 37 381 382 391 392 393 40 41
HRc 15 | 30 25 38 34 45-49 | 50-55 | 56-60 61-65 66-70 42 55 HRc 15 30 25 38 | 34 45-49 | 50-55 | 56-60 61-65 66-70 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050 Rm 421469 481-560 577654 670-739 400 550 HB 60 100 75 100 200 280 250 350 320 400Rm 1050 Rm 421469 481-560 577654 670-739 400 550

Recommended O O O O O O O Recommended O 0 0O 0o o0 O O

12 %G YG-1CO,LTD.

4G YG-1CO, LTD.
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'I SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

E‘iMlLLs B

SOLID CARBIDE END MILLS SERIES SOLID CARBIDE END MILLS SERIES
4 FLUTE CORNER RADIUS ey GMK91 | 4 FLUTE CORNER RADIUS ey GMK91 |
» Strengthens the cutting edge by incorporating bottom land touch for improved durability » Strengthens the cutting edge by incorporating bottom land touch for improved durability
» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling » Short overhang for applications on Mill-Turn machines or Lathes with driven tooling
R R R R
— 4 e / e
e — Sim— ' S —
‘ o L1 ‘ o L1
Unequal Index Lo Unequal Index Lo
o EB
; 35738° | +.0008 Ceny p.28 ' 35%38° | +.0008 il p.28
Unit : Inch Unit : Inch
Corner MiII Shank Length OveraII Corner MiII Shank Length OveraII
Radius Diameter Diameter of Cut Length Radius Diameter Diameter of Cut Length
R D1 D2 L L2 R Dn D2 L1 L2
GMK91008 R.005 1/8 1/4 3/16 1-1/2 GMK91020 R.005 5/16 3/8 7/16 2
GMK91901 R.010 1/8 1/4 3/16 1-1/2 GMK91905 R.010 5/16 3/8 7/16 2
GMK91909 R.015 1/8 1/4 3/16 1-1/2 GMK91913 R.015 5/16 3/8 7/16 2
GMK91917 R.020 1/8 1/4 3/16 1-1/2 GMK91921 R.020 5/16 3/8 7/16 2
GMK91925 R.030 1/8 1/4 3/16 1-1/2 GMK91929 R.030 5/16 3/8 7/16 2
GMK91010 R.005 5/32 1/4 1/4 1-1/2 GMK91024 R.005 3/8 3/8 1/2 2
GMK91902 R.010 5/32 1/4 1/4 1-1/2 GMK91906 R.010 3/8 3/8 1/2 2
GMK91910 R.015 5/32 1/4 1/4 1-1/2 GMK91914 R.015 3/8 3/8 1/2 2
GMK91918 R.020 5/32 1/4 1/4 1-1/2 GMK91922 R.020 3/8 3/8 1/2 2
GMK91926 R.030 5/32 1/4 1/4 1-1/2 GMK91930 R.030 3/8 3/8 1/2 2
GMK91012 R.005 3/16 1/4 5/16 1-1/2 GMK91028 R.005 7/16 1/2 9/16 2-3/8
GMK91903 R.010 3/16 1/4 5/16 1-1/2 GMK91907 R.010 7/16 1/2 9/16 2-3/8
GMK91911 R.015 3/16 1/4 5/16 1-1/2 GMK91915 R.015 7/16 1/2 9/16 2-3/8
GMK91919 R.020 3/16 1/4 5/16 1-1/2 GMK91923 R.020 7/16 1/2 9/16 2-3/8
GMK91927 R.030 3/16 1/4 5/16 1-1/2 GMK91931 R.030 7/16 1/2 9/16 2-3/8
GMK91016 R.005 1/4 1/4 3/8 1-1/2 GMK91032 R.005 1/2 1/2 5/8 2-3/8
GMK91904 R.010 1/4 1/4 3/8 1-1/2 GMK91908 R.010 1/2 1/2 5/8 2-3/8
GMK91912 R.015 1/4 1/4 3/8 1-1/2 GMK91916 R.015 1/2 1/2 5/8 2-3/8
GMK91920 R.020 1/4 1/4 3/8 1-1/2 GMK91924 R.020 1/2 1/2 5/8 2-3/8
GMK91928 R.030 1/4 1/4 3/8 1-1/2 GMK91932 R.030 1/2 1/2 5/8 2-3/8
P NEXT PAGE
Tolerance Tolerance Tolerance Tolerance Tolerance Tolerance
+.0008 ‘ 0 ~-.0008 ‘ h5 +.0008 ‘ 0 ~-.0008 ‘ h5
© : Excellent O:Good © : Excellent O:Good
1SO | ——— M Kk ] 1SO | —— M
Dﬁgﬂn Non-alloy steel Low alloy steel Hi%h]gl{%legtzgelel, Stainless steel Grey cast iron Nw?rlgrr‘ cast MaIIeiz-:tl))Le cast Dzﬂsacnt‘?gfén Non-alloy steel Low alloy steel Hi%h]gl{g();legtgte?el, Stainless steel Grey cast iron N°dli"r|grr‘ cast Malleiz-:(l)):‘e cast
mEE LS 4 0 % 4 5 o4 P W W B ORWWE R U EoRa mEE LS 4 % o4 5 o5 P W W B RWWE R U EoRa
HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230 HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230
Recommended © = © © © 0o © o6 0o © o6 0o © O O O 0O ol o0 O o o O Recommended © = © © © 0o © o 0o © © 0o © O O o o O 00 o o O

foiy N ! s |

1 I ) N —
Material | Aluminum- — Aluminum-cast, - Cop manngeCogprgrslél)loys Non Metallic Materials Heat Resistant Super Alloys ~ Titanium _--

I
Material | Aluminum-  Auminum-cast, - Cop r:#ge%prgsé‘)bys Non Metallic Materials Heat Resistant Super Alloys ~ Tianium _--
27

Description wrought alloy alloyed / Alloys Description wrought alloy alloyed Alloys
VDI3323 21 22 23 24 25 26 27 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41 VDI3323 21 22 23 24 25 26 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41
HRc 15 30 25 38 34 45-49  50-55  56-60 61-65 66-70 42 55 HRc 15 30 25 38 34 45-49  50-55  56-60 61-65 66-70 42 55

HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 421469 481560 577-654 670-739 400 550 HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 421469 481560 577-654 670-739 400 550
Recommended © O O 0 o0 o0 o o o o0 O O Recommended © O O 0 O o0 o0 o o o O O O

14 %G YG1CO,LTD. %G YG1COo,LTD. 15




y 4
Y / SOLID CARBIDE MILLING TOOLS =MILLS
FOR VARIOUS MATERIALS

SOLID CARBIDE END MILLS SERIES SOLID CARBIDE END MILLS SERIES
2 FLUTE SQUARE R GMKS5 | 2 FLUTE SQUARE P GMK32 |
» Wide flutes allow for smooth chip evacuation with difficult to machine materials » Strengthens the cutting edge by incorporating bottom land touch for improved durability

» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

Sl ———

‘ ] ! ]
TP L %§} Lo
o8 >@1/8 L1 . L2

L2
% Z
CARBIDE 4> o CARBIDE 4> o
30 oating p.29 30 oating p.30
Unit : Inch Unit : mm
Mill Shank Length Overall Mill Shank Length Overall
Diameter Diameter of Cut Length Diameter Diameter of Cut Length
D1 D2 L1 L2 D1 D2 L L2
GMK85008 1/8 1/4 3/16 1-1/2 GMK320104S 1.0 4 2.5 50
GMK85010 5/32 1/4 1/4 1-1/2 GMK32010 1.0 6 2.5 50
GMK85012 3/16 1/4 5/16 1-1/2 GMK32020 2.0 6 6 50
GMK85016 1/4 1/4 3/8 1-1/2 GMK32035 3.5 6 10 50
GMK85020 5/16 3/8 7/16 2 GMK32040 4.0 6 10 50
GMK85024 3/8 3/8 1/2 2 GMK32050 5.0 6 15 60
GMK85028 7/16 172 9/16 2-3/8 GMK32060 6.0 6 15 60
GMK85032 1/2 1/2 5/8 2-3/8 GMK32070 7.0 8 20 60
GMK32080 8.0 8 20 70
Mill Dia. Shank Dia. GMK32090 9.0 10 22 70
Tolerance Tolerance
Up to @1/4 0 ~-.0005 e GMK32100 10.0 10 25 75
Over @1/4 0 ~-.0006
Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
Enforced Cutting Edge Up to 26 0~-0.012 h5
Over @6 0~-0.015
Enforced Cutting Edge
© : Excellent O :Good © : Excellent O :Good
150 | M 150 | M
Dm;n Non-alloy steel Low alloy steel H'%%g'{ggleggeelel Stainless steel Dysﬁ?‘;ﬂn Non-alloy steel Low alloy steel H'%',‘,g'{g’{,?gtgﬁe' Stainless steel
VDI3323 1 2 3 4 5 6 7 8 9 0 114 M2 12 13 141 142 15 16 17 18 19 20 VDI3323 1 2 3 4 5 6 7 8 9 0 111 M2 12 13 141 142 15 16 17 18 19 20
HRc 13 | 25 28 32 10 29 32 38 15 | 35 44 15 | 23 10 10 10 26 3 25 21 HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21
HB 125, 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 = 230 HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230
Recommended © = © © © o © © o © © ©o © ©) o O 0 O O O Rommended © © © © © © © © @ © © © o O o O o/ O O @)

IS0 _I___ IS0 _I___

Material ~ Aluminum-  Aluminum-cast, Al : Titanium Material ~ Aluminum-  Aluminum-cast, A : Titanium
o, N, NI CEICRTNR on ot s e s TG sl | G o, N, NI GRS on ot s e s TR | sl | O
VDI3323 21 22 23 24 25 26 28 29.1 /292 293 30 31 | 32|33 34 35 36 37 381 382 391 392 393 40 41 VDI3323 21 22 23 24 25 26 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41
HRc 15 30 25 38 45-49  50-55  56-60 61-65 66-70 42 55 HRc 15 30 25 38 45-49  50-55  56-60 61-65 66-70 42 55
HB 60 100 75 90 130 10 90 100 200 280 250 350 320 400 Rm 1050 Rm 421469 481-560 577654 670-739 400 550 HB 60 100 75 90 130 10 90 100 200 280 250 350 320 400 Rm 1050 Rm 421469 481-560 577-654 670-739 400 550

Recommended © O O 0 O O Recommended © O O 0 O O

16 %G YG-1CO,LTD. %G YG1COo,LTD. 17




'I SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS

SOLID CARBIDE END MILLS SERIES

3 FLUTE SQUARE PLAIN SHANK m

» For roughing and finishing applications having one edge to center

» Unequal flute geometry and multiple helix eliminate vibrations

» Excellent performance in Steels under HRc40 and other materials

» Short overhang for applications on Mill-Turn machines or Lathes with driven tooling

SH—
L_L_1_

Unequal Index
L2

- Bk
: 43°U45°147° Coating p.31-32
Unit : Inch
Diameter Diameter of Cut Length

GMK87008 1/8 1/4 3/16 1-1/2
GMK87010 5/32 1/4 1/4 1-1/2
GMK87012 3/16 1/4 5/16 1-1/2
GMK87016 1/4 1/4 3/8 1-1/2
GMK87020 5/16 3/8 7/16 2
GMK87024 3/8 3/8 1/2 2
GMK87028 7/16 1/2 9/16 2-3/8
GMK87032 1/2 1/2 5/8 2-3/8
Tolerance Tolerance
0 ~-.0008 ‘ h5
Enforced Cutting Edge

© : Excellent O : Good

1SO A —— M
Material High alloyed steel, . : Nodular cast Malleable cast
Description Non-alloy steel Low alloy steel andioolistel Stainless steel Grey cast iron iton iton
VDI 3323 1 2 3 4 5 6 7 8 9 10 1.1 1.2 12 13 141 142 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230
Recommended ~ © © © ©) © © ©) © © © © ©) O ©) ©) O ©) ©) ©) ©) O

1S O S Y —
Material  Aluminum- Aluminum-cast, and ‘Alloys Non Metallic N Titanium
Dot sty PTG S o NoL NGRS HoatRosisantSwperAloys  TROUT | Harenedsieel | (iR el
VDI3323 21 22 23 24 25 26 27 28 29 30 3 32 | 33 | 34 | 3 | 36 37 381 382 391 392 393 40 41
HRc 15 30 25 38 34 45-49 50-55  56-60 61-65 66-70 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050 Rm 421469 481-560 577-654 670-739 400 550

Recommended O o o O O o O

18 %G YG-1CO,LTD.

SOLID CARBIDE END MILLS SERIES

4 FLUTE SQUARE PLAIN SHANK m

» Strengthens the cutting edge by incorporating bottom land touch for improved durability

i *
ﬂ 4y sSSP
L1

Unequal Index I L2
- %z Y
: 35%38° Coating p.33
Unit : Inch
Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L L2

GMK54008 1/8 1/4 3/16 1-1/2
GMK54010 5/32 1/4 1/4 1-1/2
GMK54012 3/16 1/4 5/16 1-1/2
GMK54902 1/4 1/4 3/8 1-1/2
GMK54016 1/4 1/4 3/4 2-1/2
GMK54903 5/16 3/8 7/16 2
GMK54020 5/16 5/16 13/16 2-1/2
GMK54904 3/8 3/8 1/2 2
GMK54024 3/8 3/8 1 2-1/2
GMK54028 7/16 1/2 9/16 2-3/8
GMK54905 1/2 1/2 5/8 2-3/8
GMK54032 1/2 1/2 1 3
GMK54040 5/8 5/8 1-1/4 3-1/2
GMK54048 3/4 3/4 1-1/2 4
GMK54901 3/4 3/4 2-1/4 5

Tolerance Tolerance

0 ~-.0008 ‘ h5

Enforced Cutting Edge

© : Excellent O : Good

1O I M
Material I . . Nodul Malleabl
Descfipﬁ?on Non-alloy steel Low alloy steel HI%?:]SI{%Iegtgéelel, Stainless steel Grey cast iron Od‘i’rg; Castyiiia elarg: cast
VDI 3323 1 2 3 4 B 9 10 1.1 1.2 12 13 141 14.2 15 16 17 18 19 20

6 7 8

HRc 13 25 28 32 10 29 32 38 15 35 44 15 23 10 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 = 230
Recommended ~ © © © ©) © © ©) © © © © ©) @) ©) ©) @) ©) ©) ©) ©) ©) ©)

feon ... N ] s | H |
Material  Aluminum-  Aluminum-cast, rand Alloys : : : Titanium
VDI3323 21 22 23 24 25 26 27 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41
HRc 15 1 30 25 38 34 45-49 | 50-55 56-60 61-65 66-70 42 55

HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050 Rm 421-469 481560 577-654 670-739 400 550

Recommended o O O 0O O o0 o o o o O O (@]

%G YG-1CO,LTD. 19
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'I SOLID CARBIDE MILLING TOOLS
FOR VARIOUS MATERIALS
SOLID CARBIDE END MILLS SERIES

4 FLUTE SQUARE PLAIN SHANK m

» Strengthens the cutting edge by incorporating bottom land touch for improved durability

I
- %% "%'i‘v D{|

S
[

D1<@3 D1>03 , L2
Unequal Index
7
CARBIDE z | % o
37° |35%38° g p.34
D1<@3 D103 Unit : mm
Mill Shank Length Overall
Diameter Diameter of Cut Length

D1 D2 L1 L2
GMK33020 2.0 6 6 50
GMK33030 3.0 6 8 50
GMK33040 4.0 6 10 50
GMK33045 4.5 6 14 50
GMK33060 6.0 6 15 60
GMK33080 8.0 8 20 70
GMK33100 10.0 10 25 75
GMK33120 12.0 12 30 80
GMK33200 20.0 20 45 100

Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0 ~-0.020 ‘ h5
Enforced Cutting Edge
© : Excellent O :Good
150 | ]
Dmgn Non-alloy steel Low alloy steel ngrrl‘gltlgzlegtgﬁel, Stainless steel
VDI3323 1 2 3 4 5 6 7 8 9 10 11 12 12 13 141 142 15 16 17 18 19 20
HRc 13 | 25 28 32 10 29 32 38 15 | 35 44 15 | 23 10 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350 200 325 409 200 240 180 180 180 260 160 250 130 230
Recommended ~ © © © ©) © © ©) © © © © © ©) O ©) ©) O ©) O O ©) O
foiy N ! s |

. Hu |
Material ~ Aluminum-  Aluminum-cast, and Al . : : Titanium
el T T S
VDI3323 21 22 23 24 25 26 27 28 291 292 293 30 31 32 33 34 35 36 37 381 382 391 392 393 40 41
HRc 15 30 25 38 34 45-49  50-55  56-60 61-65 66-70 42 55
HB 60 100 75 90 130 10 90 100 200 280 250 350 320 400Rm 1050 Rm 421469 481-560 577-654 670-739 400 550

Recommended O O O 0O o0 o0 o o o o0 O O

20 %G YG-1CO,LTD.

RECOMMENDED CUTTING CONDITIONS

E‘iMlLLs B

Ap_|
| GMK53 seues 7.
Ae
2 FLUTE BALL NOSE SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT =Inches PerTooth
IPM = Inches Per Minute Ap: Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut)
. P
SFM 235 390 420 460 510 575 635 670 700
IPT 0004 0011 0014 0017 .0025 .0035 .0045 0055 0062
= e RPM 14360 11920 10270 9370 7790 7030 6470 5850 5350
IPM 12 25 29 32 40 49 58 64 67
SFM 180 300 340 365 415 460 510 535 560
IPT 0004 0011 0014 .0017 .0025 .0035 .0045 .0055 .0062
R RPM 11000 9170 8310 7440 6340 5620 5200 4670 4280
IPM 9 19 23 26 32 39 47 51 53
SFM 235 390 420 460 510 575 635 670 700
IPT 0004 0011 0014 0017 .0025 .0035 0045 0055 0062
R RPM 14360 11920 10270 9370 7790 7030 6470 5850 5350
IPM 12 25 29 32 40 49 58 64 67
SFM 180 300 340 365 415 460 510 535 560
IPT 0004 0011 .0014 0017 .0025 .0035 .0045 .0055 .0062
R RPM 11000 9170 8310 7440 6340 5620 5200 4670 4280
IPM 9 19 23 26 32 39 47 51 53
SFM 235 390 420 460 510 575 635 670 700
02D 01D IPT 0004 0011 0014 0017 .0025 .0035 .0045 0055 0062
RPM 14360 11920 10270 9370 7790 7030 6470 5850 5350
IPM 12 25 29 32 40 49 58 64 67
SFM 180 300 340 365 415 460 510 535 560
02D 01D IPT 0004 0011 .0014 0017 .0025 .0035 .0045 .0055 .0062
RPM 11000 9170 8310 7440 6340 5620 5200 4670 4280
IPM 9 19 23 26 32 39 47 51 53
SFM 80 140 170 185 190 200 205 210 210
IPT 0005 0011 0014 0017 .0025 .0035 0045 0055 .0063
R RPM 4890 4280 4160 3770 2900 2440 2090 1830 1600
IPM 4 9 12 13 15 17 19 20 20

%G YG1COo,LTD. 21
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RECOMMENDED CUTTING CONDITIONS

2 FLUTE BALL NOSE

IPM = Inches Per Minute

v

Ae

SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT = Inches PerTooth
Ap :Inch (Axial Depth of Cut)

Ae:Inch (Radial Depth of Cut)

par
2 s ] 4 s 16 ] 8 ] 0 1 2 ] 1|

SFM 285 390 420 460 510 575 635 700 765

IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071

1 e RPM 13850 12630 10190 8910 8220 6960 6180 5650 4640
IPM 28 26 28 31 39 49 58 67 66

SFM 215 300 340 365 415 465 510 560 605

IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071

N RPM 10350 9660 8200 7130 6680 5610 4930 4510 3660
IPM 21 20 22 25 31 40 46 53 52

SFM 285 390 420 460 510 575 635 700 765

IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071

B RPM 13850 12630 10190 8910 8220 6960 6180 5650 4640
IPM 28 26 28 31 39 49 58 67 66

SFM 215 300 340 365 415 465 510 560 605

IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071

B RPM 10350 9660 8200 7130 6680 5610 4930 4510 3660
IPM 21 20 22 25 31 40 46 53 52

SFM 285 390 420 460 510 575 635 700 765

020 0.1D IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071
RPM 13850 12630 10190 8910 8220 6960 6180 5650 4640

IPM 28 26 28 31 39 49 58 67 66

SFM 215 300 340 365 415 465 510 560 605

020 0.1D IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071
RPM 10350 9660 8200 7130 6680 5610 4930 4510 3660

IPM 21 20 22 25 31 40 46 53 52

SFM 90 140 165 185 190 195 205 210 215

IPT 0010 0010 0014 0018 0024 0035 0047 0059 0071

R RPM 4460 4460 4060 3570 3080 2390 1970 1700 1310
IPM 9 9 n 13 15 17 19 20 19

22 %G YG-1CO,LTD.

RECOMMENDED CUTTING CONDITIONS

EVMlLLs B

G M K88 SERIES

3 FLUTE BALL NOSE

3\/3[2)2 Material Description .

0.5D

0.5D

0.5D

0.5D

0.5D

12
= 0D

13
M 141  Stainlesssteel 05D
142 0.5D

0.5D

Heat Resistant

Super Alloys 020

Titanium Alloys ~ 0.5D

0.8D

0.8D

0.8D

0.8D

0.8D

0.8D

0.8D

0.8D

0.8D

03D

03D

Ap_|

iz

Ae

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

IPM = Inches Per Minute

Ap:Inch (Axial Depth of Cut)

Ae: Inch (Radial Depth of Cut)

Para- Diameter (2)

SFM 530 530 530 530 530 530 530 530
IPT 0010 001 0012 0016 0024 0026 0027 0028
RPM 16200 12960 10800 8100 6480 5400 4630 4050
IPM 49 43 39 39 47 42 38 34
SFM 370 370 370 370 370 370 370 370
IPT 0010 0011 0012 0016 0024 0026 0027 0028
RPM 11310 9050 7540 5650 4520 3770 3230 2830
IPM 34 30 27 27 33 29 26 24
SFM 530 530 530 530 530 530 530 530
IPT 0010 001 0012 0016 0024 0026 0027 0028
RPM 16200 12960 10800 8100 6480 5400 4630 4050
IPM 49 43 39 39 47 42 38 34
SFM 370 370 370 370 370 370 370 370
IPT 0010 001 0012 0016 0024 0026 0027 0028
RPM 11310 9050 7540 5650 4520 3770 3230 2830
IPM 34 30 27 27 33 29 26 24
SFM 225 225 225 225 225 225 225 225
IPT .0007 .0007 .0008 001 0017 0018 0019 0020
RPM 6880 5500 4580 3440 2750 2290 1960 1720
IPM 14 12 " 1 14 12 1 10
SFM 255 255 255 255 255 255 255 255
IPT .0006 .0006 0010 0012 0016 0018 0019 0020
RPM 7790 6230 5200 3900 3120 2600 2230 1950
IPM 14 11 16 14 15 14 13 12
SFM 280 280 280 280 280 280 280 280
IPT .0008 .0008 0010 0016 0018 0020 0021 0022
RPM 8560 6850 5700 4280 3420 2850 2440 2140
IPM 21 16 17 21 18 17 15 14
SFM 255 255 255 255 255 255 255 255
IPT .0006 .0006 0010 0012 0016 0018 0019 0020
RPM 7790 6230 5200 3900 3120 2600 2230 1950
IPM 14 11 16 14 15 14 13 12
SFM 390 390 390 390 390 390 390 390
IPT 0012 0013 0015 0020 0029 0032 0033 0034
RPM 11920 9530 7950 5960 4770 3970 3410 2980
IPM 43 37 36 36 41 38 34 30
SFM 70 70 70 70 70 70 70 70
IPT .0006 0006 .0007 001 0012 0014 0015 0016
RPM 2140 1710 1430 1070 860 710 610 530
IPM 4 3 3 4 3 3 3 3
SFM 155 155 155 155 155 155 155 155
IPT .0007 .0007 .0009 0015 0016 0018 0019 0020
RPM 4740 3790 3160 2370 1890 1580 1350 1180
IPM 10 8 9 11 9 9 8 7
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RECOMMENDED CUTTING CONDITIONS

4 FLUTE BALL NOSE

IPM = Inches Per Minute Ap: Inch (Axial Depth of Cut)

v

Ae

SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT = Inches PerTooth

Ae:Inch (Radial Depth of Cut)

an
SEM | 530 530 530 530 530 530 530 530
IPT 0010 0011 0012 0016 0024 0026 0027 0028
1-4 05D 08D
RPM 16200 12960 10800 8100 6480 5400 4630 4050
IPM 65 57 52 5 62 56 50 45
SM | 370 370 370 370 370 370 370 370
IPT 0010 0011 0012 0016 0024 0026 0027 0028
05D 08D Lo 1310 9050 7540 5650 4520 3770 3230 2830
iPM 45 40 36 36 e, 39 35 3
SFM | 530 530 530 530 530 530 530 530
IPT 0010 0011 0012 0016 0024 0026 0027 0028
05D 08D Lo 16200 12960 10800 8100 6480 5400 4630 4050
IPM 65 57 52 52 62 56 50 45
SM | 370 370 370 370 370 370 370 370
IPT 0010 0011 0012 0016 0024 0026 0027 0028
05D 08D Lo 11310 9050 7540 5650 4520 3770 3230 2830
IPM 45 40 36 36 e, 39 35 3
SFM | 225 25 225 25 225 25 225 225
IPT 0007 0007 0008 0011 0017 0018 0019 0020
05D 08D Lo sso 5500 4580 3440 2750 2290 1960 1720
IPM 19 15 15 15 19 16 15 14
SEM | 255 255 255 255 255 255 255 255
12 osp oap T 0006 0006 0010 0012 0016 0018 0019 0020
13 RPM 779 6230 5200 3900 3120 2600 2230 1950
IPM 19 15 21 19 20 19 17 16
SFPM | 280 280 280 280 280 280 280 280
| P 0008 0008 0010 0016 0018 0020 0021 0022
RPM 8560 6850 5700 4280 3420 2850 2440 2140
IPM 7 2 23 7 25 3 20 19
SEM | 255 255 255 255 255 255 255 255
IPT 0006 0006 0010 0012 0016 0018 0019 0020
142 05D 08D
RPM 779 6230 5200 3900 3120 2600 2230 1950
IPM 19 15 21 19 20 19 17 16
SFM | 39 390 390 390 390 390 390 390
15 IPT 0012 0013 0015 0020 0029 0032 0033 0034
W 05D 08D Lo 11020 9530 7950 5960 4770 3970 3410 2980
IPM 57 50 48 48 55 51 45 41
SFM 70 70 70 70 70 70 70 70
ELN ot Resistant IPT 0006 0006 0007 0011 0012 0014 0015 0016
- SuperAlloys 02D 03D o i 1710 1430 1070 860 710 610 530
IPM 5 4 4 5 4 4 4 3
SFM 155 155 155 155 155 155 155 155
36 : IPT 0007 0007 0009 0015 0016 0018 0019 0020
- R R R | 379 3160 2370 1890 1580 1350 1180
IPM 13 1 n 14 12 1 10 9
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RECOMMENDED CUTTING CONDITIONS

EVMlLLs B

GM K86 SERIES

2 FLUTE CORNER RADIUS - SLOTTING

3\£|3 Material Description .

1-4 1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

1.0D

Copperand
Copper Alloys 1.0D
(Bronze / Brass)
Non Metallic
Materials 1.00

0.2D

0.05D

0.2D

0.05D

0.2D

0.05D

0.05D

0.5D

0.5D

Para-

440 445 465

D)

A
e

SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT =Inches PerTooth
IPM = Inches Per Minute Ap: Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut)

Diameter (@)

SFM 370 400 425 460 460
IPT 0004 0006 .0009 0012 0018 0020 0020 0020
RPM 11310 9780 8660 6720 5440 4740 4020 3510
IPM 9 12 16 16 20 19 16 14
SFM 240 255 270 280 280 300 310 310
IPT 0003 0005 0007 0010 0013 0015 0016 0016
RPM 7330 6230 5500 4280 3420 3060 2710 2370
IPM 4 6 8 9 9 9 9 8
SFM 370 400 425 440 445 465 460 460
IPT 0004 0006 .0009 0012 0018 0020 0020 0020
RPM 11310 9780 8660 6720 5440 4740 4020 3510
IPM 9 12 16 16 20 19 16 14
SFM 240 255 270 280 280 300 310 310
IPT 0003 0005 0007 0010 0013 0015 0016 0016
RPM 7330 6230 5500 4280 3420 3060 2710 2370
IPM 4 6 8 9 9 9 9 8
SFM 370 400 425 440 445 465 460 460
IPT 0004 .0006 .0009 0012 0018 0020 0020 0020
RPM 11310 9780 8660 6720 5440 4740 4020 3510
IPM 9 12 16 16 20 19 16 14
SFM 240 255 270 280 280 300 310 310
IPT 0003 0005 0007 0010 0013 0015 0016 0016
RPM 7330 6230 5500 4280 3420 3060 2710 2370
IPM 4 6 8 9 9 9 9 8
SFM 370 400 425 440 445 465 460 460
IPT 0004 0006 .0009 0012 0018 0020 0020 0020
RPM 11310 9780 8660 6720 5440 4740 4020 3510
IPM 9 12 16 16 20 19 16 14
SFM 415 435 415 415 435 415 415 415
IPT 0006 0007 0010 0013 0017 0022 0024 0026
RPM 12680 10630 8450 6340 5320 4230 3620 3170
IPM 15 15 17 16 18 19 17 16
SFM 415 435 415 415 435 415 415 415
IPT .0006 0007 0010 0013 0017 0022 0024 0026
RPM 12680 10630 8450 6340 5320 4230 3620 3170
IPM 15 15 17 16 18 19 17 16
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- I/G RECOMMENDED CUTTING CONDITIONS RECOMMENDED CUTTING CONDITIONS &‘ MILLS -
A
GMK89 scxs o oz GMK89 scxs A"I %
Ae

f——
3 FLUTE CORNER RADIUS - SLOTTI NG SFM = Surface Feet per Minute  RPM = Revolutions Per Minute ~ IPT= Inches::Tooth 3 FLUTE CORN ER RADIUS - SIDE CUTTI NG SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT =Inches PerTooth
IPM = Inches Per Minute Ap:Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut) IPM = Inches Per Minute Ap :Inch (Axial Depth of Cut) Ae: Inch (Radial Depth of Cut)
an . | om0
SFM 500 500 500 500 500 550 550 550 SFM 500 500 500 500 500 550 550 550
IPT .0002 0003 0004 .0006 0011 0015 0017 0018 IPT .0002 0003 .0004 0006 0011 0015 0017 0018
= N RPM 15280 12220 10190 7640 6110 5600 4800 4200 N RPM 15280 12220 10190 7640 6110 5600 4800 4200
IPM 9 1" 12 14 20 25 24 23 IPM 9 " 12 14 20 25 24 23
SFM 350 350 350 350 350 385 385 385 SFM 350 350 350 350 350 385 385 385
IPT .0002 0003 0004 .0006 0011 .0015 0017 0019 IPT .0002 .0003 .0004 .0006 0011 0015 0017 0019
N RPM 10700 8560 7130 5350 4280 3920 3360 2940 R RPM 10700 8560 7130 5350 4280 3920 3360 2940
IPM 6 8 9 10 14 18 17 17 IPM 6 8 9 10 14 18 17 17
SFM 500 500 500 500 500 550 550 550 SFM 500 500 500 500 500 550 550 550
10D 08D IPT .0002 0003 0004 0006 0011 0015 0017 0018 05D 1.0D IPT .0002 0003 .0004 0006 0011 0015 0017 0018
RPM 15280 12220 10190 7640 6110 5600 4800 4200 RPM 15280 12220 10190 7640 6110 5600 4800 4200
IPM 9 1" 12 14 20 25 24 23 IPM 9 Il 12 14 20 25 24 23
SFM 350 350 350 350 350 385 385 385 SFM 350 350 350 350 350 385 385 385
IPT .0002 0003 0004 0006 0011 .0015 0017 0019 IPT .0002 0003 .0004 0006 0011 0015 0017 0019
N RPM 10700 8560 7130 5350 4280 3920 3360 2940 o RPM 10700 8560 7130 5350 4280 3920 3360 2940
IPM 6 8 9 10 14 18 17 17 IPM 6 8 9 10 14 18 17 17
SFM 210 210 210 210 210 230 230 230 SFM 210 210 210 210 210 230 230 230
10D 08D IPT .0001 0002 .0003 0004 .0007 0011 0012 0013 05D 1.0D IPT .0001 0002 .0003 0004 .0007 0011 0012 0013
RPM 6420 5130 4280 3210 2570 2340 2010 1760 RPM 6420 5130 4280 3210 2570 2340 2010 1760
IPM 2 3 4 4 5 8 7 7 IPM 2 3 4 4 5 8 7 7
SFM 485 485 485 485 485 485 485 485 SFM 485 485 485 485 485 485 485 485
1_2 10D 08D IPT .0002 0002 0004 0004 .0005 .0009 0013 0016 1_2 05D 1.0D IPT .0002 0002 .0004 0004 .0005 0009 0013 0016
13 RPM 14820 11860 9880 7410 5930 4940 4230 3710 13 RPM 14820 11860 9880 7410 5930 4940 4230 3710
IPM 9 7 12 9 9 13 16 18 IPM 9 7 12 9 9 13 16 18
SFM 350 350 350 350 350 350 350 350 SFM 350 350 350 350 350 350 350 350
M 141 Stainless steel 10D 08D IPT .0002 0003 .0005 0007 0011 0018 0020 0022 M 141 Stainless steel 05D 1.0D IPT .0002 0003 .0005 0007 0011 0018 0020 0022
RPM 10700 8560 7130 5350 4280 3570 3060 2670 RPM 10700 8560 7130 5350 4280 3570 3060 2670
IPM 6 8 1l 1" 14 19 18 18 IPM 6 8 Il " 14 19 18 18
SFM 310 310 310 310 310 310 310 310 SFM 310 310 310 310 310 310 310 310
142 10D 08D IPT .0002 0003 .0005 0007 0011 0018 0020 0022 142 05D 1.0D IPT .0002 0003 .0005 0007 0011 0018 0020 0022
RPM 9470 7580 6320 4740 3790 3160 2710 2370 RPM 9470 7580 6320 4740 3790 3160 2710 2370
IPM 6 7 9 10 13 17 16 16 IPM 6 7 9 10 13 17 16 16
SFM 365 365 365 365 365 405 405 405 SFM 365 365 365 365 365 405 405 405
15 IPT .0002 0004 0006 0008 0013 0018 0020 0022 IPT .0002 0004 .0006 0008 0013 0018 0020 0022
2_0 B RPM 11150 8920 7440 5580 4460 4130 3540 3090 R RPM 11150 8920 7440 5580 4460 4130 3540 3090
IPM 7 1 13 13 17 22 21 20 IPM 7 " 13 13 17 22 21 20
SFM 85 85 85 85 85 85 85 85 SFM 85 85 85 85 85 85 85 85
31 Heat Resistant IPT 0002 .0003 0003 .0005 0007 0012 0014 0016 Heat Resistant IPT 0002 0003 0003 0005 0007 0012 0014 0016
3_5 Super AIons B RPM 2600 2080 1730 1300 1040 870 740 650 Su per A"OyS . RPM 2600 2080 1730 1300 1040 870 740 650
IPM 2 2 2 2 2 3 3 3 IPM 2 2 2 2 2 3 3 3
SFM 190 190 190 190 190 190 190 190 SFM 190 190 190 190 190 190 190 190
36 . IPT 0002 .0003 0004 .0006 0010 0016 0019 0021 . IPT 0002 0003 0004 0006 0010 0016 0019 0021
3_7 VD A"OyS R RPM 5810 4650 3870 2900 2320 1940 1660 1450 ) A"OyS R RPM 5810 4650 3870 2900 2320 1940 1660 1450
IPM 3 4 5 5 7 9 9 9 IPM 3 4 5 5 7 9 9 9

26 G YG-1CO,LTD. 4G YG1CO,LTD. 27



-
- I/G RECOMMENDED CUTTING CONDITIONS RECOMMENDED CUTTING CONDITIONS =MILLS -

GMK91 s o] GBS e Lt

Ae A
e
4 FLUTE CORNER RADIUS - SIDE CU.ITING SFM = Surface Feet per Minute ~ RPM = Revolutions Per Minute  IPT = Inches Per Tooth 2 FLUTE SQUARE - SLOTTING SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT =Inches PerTooth
IPM = Inches Per Minute Ap:Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut) IPM = Inches Per Minute Ap :Inch (Axial Depth of Cut) Ae: Inch (Radial Depth of Cut)
Material Description . n’z?ert?er L 1SO 3\93 Material Description | Ae Ap riaertaer @
TRNEL 516 76
SFM | 400 400 400 400 400 440 440 440 SFM | 265 300 315 335 340 325 325 330
030 150 T 0002 0003 {004 0006 0011 0015 0017 0019 D-g1/8:020 PT 0005 0008 0010 0012 0018 0020 0020 0020
RPM | 12220 9780 8150 6110 4890 4480 3840 3360 10D pCG1/8:05D mem 8100 330 6420 5120 160 310 S840 2520
IPM 10 12 13 15 2 27 26 26
SFM 280 280 280 280 280 310 310 310 IPM 8 12 13 12 15 13 " 10
I 0002 0003 0004 0006 0011 0015 0017 0019 SFM 165 185 185 200 200 200 200 200
: ~ RPM 8560 6850 5700 4280 3420 3160 2710 2370 1op D=01/8:02D IPT 0005 0008 0010 0013 0015 0016 0016 0016
1PM 7 8 9 10 15 19 18 18 ~"  D>@1/8:05D ppm | 5040 4520 3770 3060 2440 2040 1750 1530
SFM 400 400 400 400 400 440 240 440 M s 7 8 8 7 7 6 s
IPT 0002 0003 0004 0006 0011 0015 0017 0019
] d SFM 265 300 315 335 340 325 325 330
03D 15D con 12220 9780 8150 6110 4890 4480 3840 3360
M 10 12 3 15 2 97 % 2% 1op D=01/8:02D IPT 0005 0008 0010 0012 0018 0020 0020 0020
SEM 280 280 280 280 280 310 310 310 ©  D>p1/8:05D gpvm 8100 7330 6420 5120 4160 3310 2840 2520
B B FT 0002 0003 0004 0006 0011 0015 0017 0019 IPM 3 12 13 1 15 13 1 10
’ = RPM 8560 6850 5700 4280 3420 3160 2710 2370 SFM 165 185 185 200 200 200 200 200
Ly i < 2 10 L I ) I 1op D=018:02D PT 0005 0008 0010 0013 0015 0016 0016 0016
SFM | 400 400 400 400 400 440 440 440 ~°  D>@1/8:05D gpm 5040 4520 3770 3060 2440 2040 1750 1530
030 150 T 0002 0003 0004 0006 0011 0015 0017 0019 M s S o o . : . s
: “C RPM | 12220 9780 8150 6110 4890 4480 3840 3360
PM 10 12 13 15 » 27 % % SFM 265 300 315 335 340 325 325 330
SFM 280 280 280 280 280 310 310 310 1.0D D=@1/8:02D IPT .0005 0008 0010 0012 0018 0020 0020 .0020
o B 0002 0003 0004 0006 0011 0015 0017 0019 : D>@1/8:05D gpMm 8100 7330 6420 5120 4160 3310 2840 2520
’ ’ RPM 8560 6850 5700 4280 3420 3160 2710 2370 IPM 8 12 13 12 15 13 1 10
IPM 7 8 9 10 15 19 18 18 SFM | 165 185 185 200 200 200 200 200
SFM 165 165 165 165 165 185 185 185 D-g1/8:02D IPT 0005 0008 0010 0013 0015 0016 0016 0016
030 150 T 0001 0002 0003 0004 0007 0011 0012 0013 10D o/ 05D
. 3D com 5040 i 3360 2520 2020 1890 1620 1410 105D ppM | 5040 4520 3770 3060 2440 2040 1750 1530
PM 2 3 4 4 6 8 8 7 IPM 5 7 8 8 7 7 6 5
" SFM 425 425 425 425 425 425 425 425 SFM 140 155 160 170 165 165 160 160
IPT 0002 0002 0004 0005 0009 0013 0015 0016 —31/8: IPT 0005 0008 0010 0013 0016 0018 0018 0018
- 03D 15D ; D=1/8:0.2D
13 RPM 12990 10390 8660 6490 5200 4330 3710 3250 M 141 Stalnless Steel 1.0D D>@1/8:0.5D RPM 4280 3790 3260 2600 2020 1680 1400 1220
IPM 10 8 14 13 19 23 2 21 PM 4 6 ; ; 6 6 s 4
SFM 300 300 300 300 300 300 300 300 SFM 265 300 315 335 340 325 325 330
M 141 Stainlesssteel 03D 15D IPT 0002 0003 0005 0007 0011 0019 0021 0022
. - <D oom 9170 7330 6110 4580 3670 3060 2620 2290 1op D=01/8:02D IPT 0005 0008 0010 0012 0018 0020 0020 0020
IPM 7 9 12 13 16 23 2 20 D>@1/8:05D gpMm | 8100 7330 6420 5120 4160 3310 2840 2520
SFM 270 270 270 270 270 270 270 270 IPM 8 12 13 12 15 13 1 10
142 03D 15D IPT .0002 .0003 .0005 0007 .0011 0019 .0021 0022 SFM 415 435 415 415 435 415 415 415
RPM | 8250 6600 5500 4130 3300 2750 260 2060 C%opr:;a"r:)ds LoD 05D PT 0006 0007 0010 0013 0017 0022 0024 0026
IPM / 8 1 12 15 21 2 18 PP Y ’ RPM | 12680 10630 8450 6340 5320 4230 3620 3170
SFM 295 295 295 295 295 320 320 320 (Bronze / Brass)
030 150 T 0002 0004 0006 0008 0013 0019 0021 0023 IPM 15 1 17 16 18 19 17 16
. “= RPM 9020 7210 6010 4510 3610 3260 2790 2440 SFM 415 435 415 415 435 415 415 415
IPM 7 12 14 14 19 25 23 2 Non Metallic 10D 05D IPT 0006 0007 0010 0013 0017 0022 0024 0026
Gt SFM 415 435 415 415 435 415 415 415 Materials ’ : RPM | 12680 10630 8450 6340 5320 4230 3620 3170
CopperAlloys 01D 15D IPT 0010 0011 0014 0019 0025 0032 0035 0038 IPM 15 15 17 16 18 19 17 16
@ / Brass) RPM = 12680 10630 8450 6340 5320 4230 3620 3170
e aes IPM 51 47 47 48 53 54 51 48
SFM 415 435 415 415 435 415 415 415
Non Metallic 01p 150 "7 0010 0011 0014 0019 0025 0032 0035 0038
Materials : “Y RPM | 12680 10630 8450 6340 5320 4230 3620 3170
IPM 51 47 47 48 53 54 51 48
¢ SFM 80 80 80 80 80 80 80 80
. HeatResistant .o (o IPT 0002 0003 0005 0007 0012 0018 0020 0022
35 Super Alloys ’ = RPM 2440 1960 1630 1220 980 810 700 610
IPM 2 2 3 3 5 6 6 5
- SFM 215 215 215 215 215 215 215 215
) IPT 0002 0003 0004 0006 0010 0017 0019 0020
. Titanium Alloys 03D 10D oo, o 5260 4380 3290 2630 2190 1880 1640
IPM 5 6 7 8 1 15 14 13
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- /G RECOMMENDED CUTTING CONDITIONS

GMK32 e e

2 FLUTE SQUARE = S LO.ITI N G SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT = Inches PerTooth

IPM = Inches Per Minute Ap: Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut)

e S e ——

SFM | 215 235 265 300 315 335 340 340 325 325

D=1:015D |pT | 0002 | 0003 | .0006 | .0008 | 0010 | 0012 | 0015 | 0018 | .0019 | .0020

1.0D 1<D<3:0.2D
D>3:05D RPM | 21010 | 11300 | 7350 7320 6110 5410 4710 4100 3500 3150

IPM 7 7 8 1 12 13 14 15 13 13

SFM | 130 155 190 185 185 200 200 200 200 200

D=1:015D |pT | (0002 | .0005 0007 | 0008 = .0010 | .0013 0014 | 0015 0015 0016

1.0D 1<Ds<3:0.2D
D>3:05D RPM | 12730 | 7480 5270 4460 3630 3240 2770 2430 2160 1940

IPM 4 7 7 7 7 8 8 7 7 6

SFM | 215 235 265 300 315 335 340 340 325 325

D=1:015D |pT | (0002 | .0003 0006 | 0008 | .0010 0012 0015 0018 | 0019 0020

1.0D 1<Ds<3:0.2D
D>3:05D RPM | 21010 = 11300 | 7350 7320 6110 5410 4710 4100 3500 3150

IPM 7 7 8 1 12 13 14 15 13 13

SFM | 130 155 190 185 185 200 200 200 200 200

D=1:015D |pT | (0002 | .0005 0007 | 0008 | .0010 | .0013 0014 | 0015 0015 0016

1.0D 1<Ds<3:0.2D
D>3:05D RPM | 12730 | 7480 5270 4460 3630 3240 2770 2430 2160 1940

IPM 4 7 7 7 7 8 8 7 7 6

SFM | 215 235 265 300 315 335 340 340 325 325

D=1:015D |pT | 0002 | .0003 0006 | 0008 | .0010 0012 0015 0018 | 0019 0020

1.0D 1<Ds<3:0.2D
D>3:05D RPM | 21010 = 11300 | 7350 7320 6110 5410 4710 4100 3500 3150

IPM 7 7 8 1 12 13 14 15 13 13

SFM | 130 155 190 185 185 200 200 200 200 200

D=1:015D |pT | (0002 | .0005 0007 | 0008 | .0010 | .0013 0014 | 0015 0015 0016

1.0D 1<Ds<3:0.2D
D>3:05D RPM | 12730 | 7480 5270 4460 3630 3240 2770 2430 2160 1940

IPM 4 7 7 7 7 8 8 7 7 6

SFM | 110 130 140 155 160 170 170 165 165 165

. D=1:015D pT | 0001 0003 0006 | 0008 | .0010 0013 0015 0016 | 0017 0019
M 141  Stainlesssteel  1.0D 1<D<3:0.2D
D>3:05D RPM | 10500 = 6210 3880 3820 3120 2760 2360 2030 1780 1620

IPM 3 4 5 6 6 7 7 7 6 6

SFM | 215 235 265 300 315 335 340 340 325 325

D=1:015D |pT | 0002 | .0003 0006 | 0008 | .0010 | .0012 0015 0018 | 0019 | .0020

1.0D 1<Ds<3:0.2D
D>3:05D RPM | 21010 = 11300 | 7350 7320 6110 5410 4710 4100 3500 3150

IPM 7 7 8 1 12 13 14 15 13 13

SFM | 315 415 435 435 415 415 415 435 415 415

IPT | 0002 | .0004 | 0007 = .0007 | 0010 | 0013 | 0015 | 0017 | .0019 | .0022

RPM | 30560 | 20050 | 12060 = 10500 | 8020 6680 5750 5250 4470 4010

IPM 9 16 16 16 16 17 17 18 17 17

SFM | 315 415 435 435 415 415 415 435 415 415

o Non Metallic 10D 05D IPT | 0002 | .0004 0007 = .0007 | 0010 | 0013 | 0015 | 0017 | .0019 | .0022

: Materials ’ : RPM | 30560 | 20050 | 12060 = 10500 | 8020 6680 5750 5250 4470 4010

IPM 9 16 16 16 16 17 17 18 17 17

Copper and
Copper Alloys 1.0D 0.5D
(Bronze / Brass)

30 %G YG1CO,LTD.

RECOMMENDED CUTTING CONDITIONS &: MILLS -

 GMKB7 s L)

3 FLUTE SQUARE - SLOTTING SFM = Surface Feet per Minute ~ RPM =Revolutions Per Minute  IPT =Inches PerTooth
IPM = Inches Per Minute Ap: Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut)
. P
SFM 500 500 500 500 500 550 550 550
IPT 0002 .0003 0004 0006 0011 0015 0017 0018
R RPM 15280 12220 10190 7640 6110 5600 4800 4200
IPM 9 1" 12 14 20 25 24 23
SFM 350 350 350 350 350 385 385 385
IPT 0002 .0003 0004 0006 0011 0015 0017 0019
N RPM 10700 8560 7130 5350 4280 3920 3360 2940
IPM 6 8 9 10 14 18 17 17
SFM 500 500 500 500 500 550 550 550
IPT 0002 .0003 0004 0006 0011 0015 0017 0018
B RPM 15280 12220 10190 7640 6110 5600 4800 4200
IPM 9 1" 12 14 20 25 24 23
SFM 350 350 350 350 350 385 385 385
IPT 0002 .0003 0004 0006 0011 0015 0017 0019
R RPM 10700 8560 7130 5350 4280 3920 3360 2940
IPM 6 8 9 10 14 18 17 17
SFM 210 210 210 210 210 230 230 230
10D 08D IPT 0001 .0002 0003 0004 0007 0011 0012 0013
RPM 6420 5130 4280 3210 2570 2340 2010 1760
IPM 2 3 4 4 5 8 7 7
SFM 485 485 485 485 485 485 485 485
1_2 10D 08D IPT 0002 .0002 0004 0004 0005 .0009 0013 0016
13 RPM 14820 11860 9880 7410 5930 4940 4230 3710
IPM 9 7 12 9 9 13 16 18
SFM 350 350 350 350 350 350 350 350
M 141 Stainless steel 10D 08D IPT 0002 .0003 .0005 0007 0011 0018 0020 0022
RPM 10700 8560 7130 5350 4280 3570 3060 2670
IPM 6 8 1l 1l 14 19 18 18
SFM 310 310 310 310 310 310 310 310
IPT 0002 .0003 .0005 0007 0011 0018 0020 0022
14.2 1.0D 0.8D
RPM 9470 7580 6320 4740 3790 3160 2710 2370
IPM 6 7 9 10 13 17 16 16
SFM 365 365 365 365 365 405 405 405
10D 08D IPT 0002 .0004 0006 .0008 0013 0018 0020 0022
RPM 11150 8920 7440 5580 4460 4130 3540 3090
IPM 7 1 13 13 17 22 21 20
SFM 85 85 85 85 85 85 85 85
Heat Resistant 10D 05D IPT .0002 0003 0003 .0005 0007 0012 0014 0016
Su per A"OyS RPM 2600 2080 1730 1300 1040 870 740 650
IPM 2 2 2 2 2 3 3 3
SFM 190 190 190 190 190 190 190 190
. IPT 0002 .0003 0004 0006 0010 0016 0019 0021
) A"OyS R RPM 5810 4650 3870 2900 2320 1940 1660 1450
IPM 3 4 5 5 7 9 9 9
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RECOMMENDED CUTTING CONDITIONS

-
- I/G RECOMMENDED CUTTING CONDITIONS &:MILLS -

|GMKE? o i GMKS4 o dl

Ae
._Ae
3 FLUTE SQUARE - SIDE CUTTING SFM = Surface Feet per Minute ~ RPM = Revolutions Per Minute  IPT = Inches Per Tooth 4 FLUTE SQUARE - SIDE CUTTING SFM = Surface Feet per Minute ~ RPM = Revolutions Per Minute  IPT = Inches Per Tooth
IPM = Inches Per Minute Ap:Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut) IPM = Inches Per Minute Ap:Inch (Axial Depth of Cut) Ae:Inch (Radial Depth of Cut)
1SO 3\ng Material Description Ae | Ap n|:;jete @ 3\£|3 Material Description . niaert?er @
P NS 516 716 I
SFM 500 500 500 500 500 550 550 550 SFM | 400 400 400 400 400 440 440 440 440 440
T 0002 0003 0004 0006 0011 0015 0017 0018 v 030 150 "7 0002 0003 0004 0006 0011 0015 0017 0019 0021 0026
0sD 10D oo 1220 1019 2640 6110 5500 4800 4200 “C RPM | 12220 9780 8150 6110 4890 4480 3840 3360 2690 2240
IPM 10 12 13 15 2 27 26 26 23 23
IPM 9 " 12 14 20 al 2 B SFM | 280 280 280 280 280 310 310 310 310 310
SFM 350 350 350 350 350 385 385 385 03p 1sp PT 0002 0003 0004 0006 0011 0015 0017 0019 0021 0026
0sp 100 " 0002 0003 0004 0006 0011 0015 0017 0019 : " RPM | 8560 6850 5700 4280 3420 3160 2710 2370 1900 1580
: = RPM 10700 8560 7130 5350 4280 3920 3360 2940 IPM 7 8 9 10 15 19 18 18 16 16
M 6 3 9 10 14 18 17 17 SFM | 400 400 400 400 400 440 440 440 440 440
IPT | 0002 0003 0004 0006 0011 0015 0017 0019 0021 0026
SFM 500 500 500 500 500 550 550 550 4
03D 15D pon 12220 9780 8150 6110 4890 4480 3840 3360 2690 2240
0sp 100 " 0002 0003 0004 0006 0011 0015 0017 0018 M 10 1 5 15 ” 57 2% % 2 %
RPM | 15280 12220 10190 7640 6110 5600 4800 4200 SEM | 280 280 280 280 280 310 310 310 310 310
IPM 9 1 12 14 20 25 24 23 030 1sp T 0002 0003 0004 0006 0011 0015 0017 0019 0021 0026
SFM 350 350 350 350 350 385 385 385 “~ RPM | 8560 6850 5700 4280 3420 3160 2710 2370 1900 1580
IPT 0002 0003 0004 0006 0011 0015 0017 0019 1PM 7 8 9 10 15 19 18 18 16 16
05D 10D Lo 10700 8560 7130 5350 4280 3920 3360 2940 SFM | 400 400 400 400 400 440 440 440 440 440
. s 6 o 0 14 8 17 - 030 1sp PT 0002 0003 0004 0006 0011 0015 0017 0019 0021 0026
“Y RPM | 12220 9780 8150 6110 4890 4480 3840 3360 2690 2240
SFM 210 210 210 210 210 230 230 230 M 10 12 3 15 2 2 % % 23 23
05D 1.0D IPT .0001 .0002 .0003 0004 .0007 0011 0012 0013 SFM 280 280 280 280 280 310 310 310 310 310
: " RPM 6420 5130 4280 3210 2570 2340 2010 1760 030 1sp PT 0002 0003 0004 0006 0011 0015 0017 0019 0021 0026
IPM 5 3 4 4 5 8 7 7 : " RPM | 8560 6850 5700 4280 3420 3160 2710 2370 1900 1580
SFM 485 485 485 485 485 485 485 485 IPM 7 8 9 10 15 9 18 18 16 16
12 IPT 0002 0002 0004 0004 0005 0009 0013 0016 SFM | 165 165 165 165 165 185 185 185 185 185
- 05D 1.0D 030 1sp T | o001 0002 0003 0004 0007 0011 0012 0013 0015 0018
13 it | [i1e50 Z5e0 e FEL § 20 220 E710 =9 190 oM 5040 | 4030 | 3360 | 2520 | 2020 | 1890 | 1620 | 1410 | 1130 940
IPM 9 7 12 9 9 13 16 18 IPM 2 3 4 4 6 8 8 7 7 7
SFM 350 350 350 350 350 350 350 350 SFM | 425 425 425 425 425 425 425 425 425 425
M Stainl | 1wop T 0002 0003 0005 0007 oot 0018 0020 0022 [ 03p 1sp PT | 0002 | 0002 | 0004 | 0005 | 0009 | 0013 | 0015 | 0016 & 0018 | 0022
141 tainless stee 05D 1.0D RPM 10700 8560 7130 5350 4280 3570 3060 2670 13 : - RPM 12990 10390 8660 6490 5200 4330 3710 3250 2600 2160
PM 6 8 " " 14 19 18 18 IPM 10 8 14 13 19 23 by 21 19 19
M 10 10 310 310 310 310 310 310 SFM | 300 300 300 300 300 300 300 300 300 300
T M 141 Stinlesssteel 030 15D IPT | 0002 0003 0005 0007 0011 0019 0021 0022 0025 0030
0002 0003 0005 0007 0011 0018 0020 0022 0 - .
14.2 05D 1.0D RPM | 9170 7330 6110 4580 3670 3060 2620 2290 1830 1530
RPM 9470 7580 6320 4740 3790 3160 2710 2370 IPM 7 9 12 13 16 23 2 20 18 18
IPM 6 7 9 10 13 17 16 16 SFM | 270 270 270 270 270 270 270 270 270 270
SFM 365 365 365 365 365 405 405 405 142 03D 15D IPT .0002 .0003 .0005 0007 0011 0019 .0021 0022 0024 0030
PT 0002 0004 0006 0008 0013 0018 0020 0022 RPM | 8250 6600 5500 4130 3300 2750 2360 2060 1650 1380
03D 10D Lo 1iso 8920 7440 5580 4460 4130 3540 3090 IPM / 8 m 12 15 2 20 18 16 17
SFM | 295 295 295 295 295 320 320 320 320 320
IPM 7 n 13 13 7 2 2 20 03D 1sp PT 0002 | 0004 | 0006 | 0008 | 0013 | 0019 | 0021 0023 0026 | 0032
SFM 85 85 85 85 85 85 8 8 “% RPM | 9020 7210 6010 4510 3610 3260 2790 2440 1960 1630
HeatResistant .\ o IPT 0002 0003 0003 0005 0007 0012 0014 0016 IPM 7 12 14 14 19 25 23 2 20 21
Super Alloys ’ " RPM 2600 2080 1730 1300 1040 870 740 650 Cooperand SFM | 415 435 415 415 435 415 415 415 415 415
pp IPT | 0010 0011 0014 0019 0025 0032 0035 0038 0049 0064
M 2 2 2 2 2 ; ’ ’ CopperAlloys 01D 15D oy heen 1030 8450 6340 5320 4230 3620 3170 2540 2110
SFM 190 190 190 190 190 190 190 190 (Bronze / Brass) o 51 = = 48 53 54 51 48 %0 54
Titanium Alloys 035D 10D IPT 0002 0003 0004 0006 0010 0016 0019 0021 SM | a1s 35 25 a5 35 s a5 5 als a5
RPM | 5810 4650 3870 2900 2320 1940 1660 1450 NonMetallic .. IPT | 0010 0011 | 0014 | 0019 | 0025 | 0032 | 0035 | 0038 | 0049 0064
IPM 3 4 5 5 7 9 9 9 Materials : “Y RPM | 12680 | 10630 8450 6340 5320 4230 3620 3170 2540 2110
IPM 51 47 47 48 53 54 51 48 50 54
SFM 80 80 80 80 80 80 80 80 80 80
HeatResistant . o PT 0002 0003 0005 0007 0012 0018 0020 0022 0025 0030
Super Alloys ’ "7 RPM | 2440 1960 1630 1220 980 810 700 610 490 410
IPM 2 2 3 3 5 6 6 5 5 5
SFM | 215 215 215 215 215 215 215 215 215 215
) IPT | 0002 0003 0004 0006 0010 0017 0019 0020 0022 0027
Titanium Alloys — 03D 10D oo (o0 560 4380 | 390 | 2630 | 2190 | 1880 | 1640 | 1310 1100
IPM 5 6 7 8 1 15 14 13 12 12
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- /G RECOMMENDED CUTTING CONDITIONS

GMK33 s i

4 FLUTE SQUARE - SIDE CUTTING SFM = Surface Feet per Minute ~ RPM = Revolutions Per Minute  IPT = Inches Per Tooth
IPM = Inches Per Minute Ap: Inch (Axial Depth of Cut) Ae: Inch (Radial Depth of Cut)
.
2 ] 3 ] 4 ] 45 ] 6 ] 8 ] 0 ] 12 ] 20 |

SFM 400 400 400 400 400 400 440 440 440

D<3:0.1D D<3:1.0D IPT 0001 10002 0003 0004 0006 0011 0015 0019 0026

14 D>3:03D D>3:15D RPM | 19420 12950 9710 8630 6470 4850 4270 3550 2130

IPM 9 10 12 14 16 21 26 26 2

SFM 280 280 280 280 280 280 310 310 310

D<3:0.1D D<3:1.0D IPT 0001 10002 0003 0004 0006 0011 0015 0019 0026

D>3:03D Dz3:1.5D RPM 13690 9130 6840 6040 4560 3420 2990 2490 1500

IPM 6 7 9 10 11 15 18 18 15

SFM 400 400 400 400 400 400 440 440 440

D<3:0.1D D<3:1.0D IPT 0001 10002 0003 0004 0006 0011 0015 0019 0026

D>3:03D D=3:1.5D RPM 19420 12950 9710 8630 6470 4850 4270 3550 2130

IPM 9 10 12 14 16 21 26 26 22

SFM 280 280 280 280 280 280 310 310 310

D<3:0.1D D<3:1.0D IPT 0001 0002 0003 0004 0006 0011 0015 0019 0026

D23:03D D23:15D RPM | 13690 9130 6840 6040 4560 3420 2990 2490 1500

IPM 6 7 9 10 1 15 18 18 15

SFM 400 400 400 400 400 400 440 440 440

D<3:0.1D D<3:1.0D IPT 0001 10002 0003 0004 0006 0011 0015 0019 0026

D>3:03D D>3:1.5D RPM 19420 12950 9710 8630 6470 4850 4270 3550 2130

IPM 9 10 12 14 16 21 26 26 2

SFM 280 280 280 280 280 280 310 310 310

D<3:0.1D D<3:1.0D IPT 0001 10002 0003 0004 0006 0011 0015 0019 0026

: D>3:03D D=3:1.5D RPM 13690 9130 6840 6040 4560 3420 2990 2490 1500

IPM 6 7 9 10 11 15 18 18 15

SFM 165 165 165 165 165 165 185 185 185

12 D<3:0.1D D<3:1.0D IPT 0001 0001 0002 0003 0004 0007 001 0013 0018

: D>3:03D D23:1.5D RPM 8120 5410 4060 3560 2710 2030 1780 1490 890

IPM 3 3 4 4 5 6 8 7 6

SFM 425 425 425 425 425 425 425 425 425

12 D<3:0.1D D<3:1.0D IPT 0001 0002 0002 0003 0005 0009 0013 0016 0022

1'3 D>3:03D D=23:1.5D RPM | 20530 13690 10270 9160 6840 5130 4110 3420 2050

IPM 8 9 10 1 14 18 2 2 18

SFM 300 300 300 300 300 300 300 300 300

. D<3:0.1D D<3:1.0D IPT 0001 0002 0003 0004 0007 0011 0019 0022 0030

M 141 = Stainlesssteel 331030 D33:15D pem | 1460 | o7e0 | 730 | 6470 | 4880 | 3660 | 2930 | 2440 | 1460

IPM 7 8 9 10 14 16 22 2 18

SFM 270 270 270 270 270 270 270 270 270

) D<3:0.1D D<3:1.0D IPT 0001 10002 0003 0004 0007 0011 0019 0022 0030

14. D>3:03D D>3:15D RPM | 13210 8810 6610 5820 4400 3300 2640 2200 1320

IPM 6 7 8 9 12 15 20 19 16

SFM 295 295 295 295 295 295 320 320 320

D<3:0.1D D<3:1.0D IPT 0002 10002 0004 0005 0008 0013 0019 0023 0032

D>3:03D D>3:1.5D RPM 14320 9550 7160 6360 4780 3580 3120 2600 1560

IPM 9 9 11 13 15 19 24 24 20

C d SFM 415 415 435 415 415 435 415 415 415

Co%g’:ﬁlgys i W IPT 0006 10009 0011 0014 0019 0025 0032 0038 0064

RPM | 20050 13370 10500 8950 6690 5250 4010 3340 2010

(Bronze/ Brass) IPM 51 51 48 50 51 52 51 51 51

SFM 415 415 435 415 415 435 415 415 415

Non Metallic R 150 IPT 0006 10009 0011 0014 0019 0025 0032 0038 0064

Materials : : RPM | 20050 13370 10500 8950 6690 5250 4010 3340 2010

IPM 51 51 48 50 51 52 51 51 51

SFM 80 80 80 80 80 80 80 80 80

3_1 Heat Resistant ~ D<3:0.1D R T 0001 10002 0003 0004 0007 0012 0018 0022 0030

35 SuperAlloys ~ D=23:02D ’ RPM | 3980 2650 1990 1730 1330 1000 800 660 400

IPM 2 2 2 3 4 5 6 6 5

% SFM 215 215 215 215 215 215 215 215 215

. D<3:0.1D IPT 0001 10002 0003 0004 0006 0010 0017 0020 0027

o Titanium Alloys — po3:03p 10 poy | 10350 go00 | 5170 | 4640 | 3450 2590 | 2070 | 1720 | 1040

IPM 3 4 6 7 9 10 14 14 11
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HIGH QUALITY PRODUCTS and ON TIME DELIVERY
for WORLD-WIDE CUSTOMERS

Since 1981, YG-1 has been committed to quality, innovation and the unique customer experience.

Our performance and experience have granted YG-1 the global impression of one of the leading manufacturers of
high quality cutting tool solutions. This global footprint expands over 75 countries, with international logistic centers,
pledging to our customers to give the best service available today - and tomorrow.
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'I/G YG '1 CO., LTD- * For the more information on sales network, please contact the head office as below;

YG-1 HEAD OFFICE
13-40, Songdogwahak-ro 16beon-gil, Yeonsu-gu, Incheon 21984, South Korea

Phone: +82-32-526-0909
E-mail: yg1@yg1.solutions www.yg1.solutions



M I LLS TOOLING & MACHINERY
—4 COMPLETE METALWORKING SOLUTIONS
s (800) 991-4225 www.ahbinc.com

Economical High-Performance Solid Carbide End Mills | " "=~/ customerservica@ahbinc.com

G YG-1CO,, LTD.

YG-1 USA

730 Corporate Woods Parkway,
Vernon Hills, IL 60061 U.S.A.
Phone: 800-991-4224

YG-1 CANADA INC.

3375 North Service Road, Unit A8,
Burlington, Ontario, L7N 3G2 Canada
Phone: +1 905-335-2500

E-mail: orders@yg1.solutions
ecomm.yg1.solutions

YG-1 TOOLS MEXICO

Parque Industrial Advance Aeropuerto Modulo 4 Edif A,
Col. Navajas, El Marques,

Querétaro, México CP 76260

Phone: +52 442-348-12-70

E-mail: ventas@yg1mexico.com
www.ygTmexico.com

HEAD OFFICE

13-40, Songdogwahak-ro 16 beon-gil,
Yeonsu-gu, Incheon 21984, South Korea
Phone: +82-32-526-0909

E-mail: yg1@yg1.solutions
www.yg1.solutions
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Search’YG-1'on social media outlets YG1YUEV2512001




