racemiling INdexable milling

Dimensions [mm] Inserts
Article sz | Stock Teeth Coupling —\
! @0 | @D, | od | L | aym e
FMA11-250-C60-SN19-13 ° 250 267.63 60 63 9 13 C 11.55
SNEG1907
FMA11-315-D60-SN19-16 ¢} 315 332,63 60 80 9 16 D 209
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SNEG1205 SNEG1506 SNEG1907
@D 63-200 63-315 125-315
v Screw (insert) 160M3.5%10 160M5x13 143M6X%16
(2.7 Nm) (6.7 Nm) (9.1 Nm)
/’ Wrench (insert) WT15IS
| Wrench (insert) WT20IT WT25IT
SNEG L 1.C S d
O  Ideal machining conditions 1205 | 76 12 | 476 | 46
€3 Normal machining conditions 1506 | 94 15 5.6 5.5
Milling inserts g8  Unfavourable machining conditions 19 07 | 121 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o & P |OBHBHBR S B BB OO0 |0
0 O
M| B8DHB8 D DHRBOO O
K @ O O o3
N &b €583
S LI X OB HBHH 93
H
0 b 355858888805 [&
r S a A — = = ~ 2 N (= — — SIB
OO0SSS2080000N0RB2G0 |& 28
[oa R ea N ea e Raa e a Y aa i aa )l e i a'a B a'a R a'a Y a i a'a W a'a Wi a'a M a'a I o'a }l 7 =z [ala)
SE>>5>>>>>>>>>>>>>>> |> |[>>
SNEG1506ANR-E 09 |13 °
SNEG1205ANR-GM 0.8 |1.05|e ° ° °
SNEG1506ANR-GM 09 |13 |e ° ° °
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
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Indexable mllling Face milling

SNEG L 1.C S d
O  Ideal machining conditions 1205 | 76 12 476 | 46
€5 Normal machining conditions 1506 | 94 15 5.6 5.5
Milling inserts g8  Unfavourable machining conditions 1907 | 120 | 19 7 7.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o P SOROBR 6 S BB 00 O
O° O
M| SRODBER B DHRe0O0 O
K B O O €2
N St ST
S LI K O%B DOBHB &%
H
0 b |3558KBERE888s8s8nds |&
r S AN N — e = ~ — — o o
O0I3=S=32c30000l0a08a80 | |28
[ R R e N v R ~a i el aa | a W a'a i a'a Wifa'a Jifa'a i a'a i a'a i a'a Jifa'a a2 )l I P4 [ala)
S>> >>>>>>>>>>5 | [>>
B SNEG1205ANR-GR 0.8 |1.05| e ° ° o o
B SNEG1506ANR-GR 09 |13 |e [ ° o o
SNEG1907ANR-GR 1 |167|e ° o e
SNEG1506ANR-HGR o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
O Ideal machining conditions SNEG 1.C S d
€3 Normal machining conditions 12 05 12 12 4,76 4.6
Milling inserts g2 Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P SOROBE B B BB OO0 O
M| DBODHEB B DOHBRBRO0 O
K B O O &8
N St D
S CCIE O®: DBHH
H
o] oo N NN n o~ o 2
N — — — o — o) o [5a) n n
1SO Mnminreeeddmnreeggedagene v ss
O0J3===0Q00000RAVRBATC (T (28
[ea g e e e R e e e | aa R MY aa JiYaa MYa'a Ry o'a Wi o'a R o'a WY c'a B 2 ) =4 z [ala)
S>E>>>>>>>>>>>>>>>>5 |- [>>
l SNEG1205ANR-W 0.6 (0.8 °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code B26 Grade selection B24 Technical info B527 Cutting data B230
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Indexable mllling ISO code - inserts

P K N

wn

12 04

ED T21K R - DM

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
[] « s L— b~ i
- i N
1.C
<:> [ D \ E g Code | 1Cmml | mimml | Simm)
15° °
A +0,025 +0,005 +0,025
C +0,025 +0,013 +0,025
o PN n
75 Nmrm E 40,025 40,025 +0,025
F +0,013 +0,005 +0,025
Q R O P ﬁ G +0,025 +0,025 0,130
e H +0,013 40,013 +0,025
J +0,05-0,13 +0,005 +0,025
T A K £0,05-0,13 +0,013 +0,025
L +0,05-0,13 +0,025 +0,025
M +0,05-0,13 +0,08-0,18 +0,130
O X Spedial N +0,05-0,13 +0,08-0,18 +0,025
V] +0,08-0,25 +0,13-0,38 +0,130
Special
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65°
1 B
> 65° — Q

> 65°

> 65°
m 1T
<65°
(W Q
< 65°
7 T
<65° <65°
w =
Special

o - D

H,O,P

1O

-

o >

=
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ISO code - inserts Indexable mllllng

Insert thickness S [mm] Angle
} |
D, = (X 1
Kr an
Code ‘ S Code ‘ S Code ‘ Kr Code ‘ an
00 0,79 05 5,56 A 45° A 3°
TO 0,99 T5 5,95 D 60° B 5°
01 1,59 06 6,35 E 75° C 7°
T1 1,98 T6 6,75 F 85° D 15°
02 2,38 07 7,94 P 90° E 20°
T2 2,58 09 9,52 Z Special F 25°
03 3,18 T9 9,72 G 30°
T3 3,97 11 11,11 N 0°
04 4,76 12 12,70 P 11°
T4 4,96 z Special
6 7
Chamfer
Code Type Code Angle Code Width [mm] Code Position
0 5° 0 0,10
F )
E _ 7 2 15° 2 0,20
T W 3 20° 3 0,25 p ©
4 25° 4 0,30
s _7
5 30° 5 0,35
6 0,40 w Q)
7 0,45
8
Cutting direction
Code Description
Riah Chip breaker overview
R ight (on page B20)
L Left
N Right and left
9 10
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Indexable mllling Chip breaker overview

Chip breaker overview

Finishing Medium machining Roughing
DF DM DR
- AaF APM o
- P Mmoo PR
""""""""""""""" GF oM G
""""""""""""""" GL - aM 0 GH
P ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
- HGR -
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ]  — e —
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, i e e 2
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e C—r - S
""""""""""""""" MO-2 0 mo4 1 Mo
EF EM -
A APM L
""""""""""""""""""" oF oM L
T Mmoo PR
""""""""""""""" GF - aM I ™
Mmoo w am GH
""""""""""""""" - | HeR I
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, E e E— e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ‘ — e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e e 2
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e C—r e
CF M R
o opm DR
-~ EBOR DER | DER
- P Mmoo PR
K G | O G’
""""""""""""""" GL oM 0 GH
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, i S e
,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ] e e 2
""""""""""""""" MO-2 . mo4 0 mos
EF EM _
S| N | N | -
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Grade overview Indexable mi"ing

Coated cemented carbide CVD

Grade ISO Micro structure Grade description
: * CVD coated P20-P35 carbide grade for medium operation to roughing of steel at higher
YBC302 P20-P35 cutting speed. Optimal performance of wear resistance and toughness for a wide
application field.
YBC301 P20- P35 CVQ coated P20-P35 carbide grade for medium operation to roughing of steel at lower
cutting speed.
YBC401 P30-P50 CVD coated P30-P50/M30-M40 carbide grade for roughing operation of steel at lower
M30 - M40 cutting speed and unstable condition.
P20 - P30 CVD coated P20-P30/M15-M35 carbide grade for medium to roughing operation in
YBM251 M15 - M35 stainless steel and steel with wide application field. Good wear resistance and capability
against plastic deformation at normal cutting speed.
CVD coated M15-M35 carbide grade for medium to roughing operation in stainless
YBM253 M15 - M35 steel with wide application field. High wear resistance and capability against plasctic
deformation at higher cutting speed.
YBM351 P25 - P40 CVD coated P25-P40/M25-M40 carbide grade for roughing operation in stainless steel
M20 - M40 and steel. Good wear resistance and edge stability at normal cutting speed.
CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation of
YBD152 K10 - K25 R . R .
cast iron. Good wear resistance and toughness at higher cutting speed.
YBD252 K20 - K35 CVD coated K20-K35 carbide substrate. Optimized for medium to roughing operation of

cast iron and Steel. Good wear resistance and toughness at higher cutting speed.
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Indexable mllling Grade overview

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
PVD coated NO5-N20 carbide substrate for finishing to semi-finishing in aluminium
YBG101 NO5-N20 materials. Coating only on the top face, in combination with the aluminium chip breakers,
prevents built-up edges and gives a smooth cut.
PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
YBG102 S05-515 - ; : . . . S
material, stainless steel and aluminum. Good wear resistance in a wide application field.
YBG202 P10-P30 PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application of
M10-M25 stainless steel and steel (milling). Good wear resistance in a wide application field.
YBG212 P25-P35 PVD coated M25-M40/P25-P35 carbide substrate for steel and stainless steel. Especially
M25-M40 for inner insert at drilling operation.
Turning and milling grades for processing heat-resistant materials. A special carbon
YBS203 S15-525 substrate and the latest PVD coating technology enable a very good wear behaviour, high
fracture toughness and high thermal stability.
P10-P30 PVD multilayer coated P10-P30/M20-M40/515-525 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
S$15-S25 resistance and thermal stability in a wide range of applications.
PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
P10-P30 L - X L L .
YB9320 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
M10-M25 ™ . K O . s
stability for higher wear resistance and thermal stability in a wide range of applications.
YBG302 P15-P30 PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application of
M25 - M40 stainless steel and steel (milling). Good wear resistance and toughness.
N
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Grade overview Indexable mi"ing

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
YBS303 $25-535 Milling grade for machining titanium alloys. A tough carbide substrate and the latest PVD
coating technology with increased impact resistance and high thermal stability.
Cermet
Grade ISO Micro structure Grade description
Uncoated P05-P15 cermet grade for fine finishing operation of steel and stainless steel.
YNG151 PO5-P15 K . - . NP
Good resistance against plastic deformation for good surface finishing.
PVD coated P05-P15 cermet grade for fine finishing operation of steel and stainless
YNG151C P05 -P15 steel. Good wear resistance and capability against plastic deformation for good surface

% & fts
’.' N
2 vy

roughness.

Uncoated cemented carbide

Grade description

Grade ISO Micro structure

NO5 - N25 Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in
YD101 ) )

KO5 - K20 aluminum and other material.

K10 - K30 Uncoated K10-K30/N10-N30 carbide substrate for medium application in aluminum and
YD201 .

N10- N30 other material.

B23

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Indexable m|||ing Application fields of grades

Application fields of grades - indexable milling

I1SO HC' (CVD) HC' (PVD) HT HC HW PCBN/PCD
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o
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it ‘ Steel N ‘ Non-ferrous metals ‘ HC' Coated carbide
M ‘ Stainless steel ] ‘ Heat-resistant alloys ‘ HTZ Uncoated cermet
HC® Coated carbide
K‘ Castiron H‘ Hardened materials ‘ HW Uncoated carbide
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