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p>> Specification of tools
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FMAO1 -050-A22-SE12-04 A | A 50 61 22 40 6 4 A 03 " E
Coarse pitch .9§3-A22-SE12-05 A | A 63 74 22 40 6 5 A 05 2

-080-A27-SE12-06 A | A 80 91 27 50 6 6 A 12 2
-100-B32-SE12-07 A | A 100 107 32 50 6 7 B 1,52 %
-125-B40-SE12-08 A | 2 125 136 40 63 6 8 B 26 g
-160-B40-SE12-07 A | A 160 174 40 63 6 7 B 4548 .
-160-B40-SE12-10 A | A 160 170 40 63 6 10 B 492
-200-C60-SE12-08 A | A 200 214 60 63 6 8 c 6.175
-200-C60-SE12-12 A | A 200 210 60 63 6 12 c 7.6
-250-C60-SE12-10 A | A 250 264 60 63 6 10 c 12.596
-250-C60-SE12-14 A | A 250 260 60 63 6 14 c 135
-315-D60-SE12-18 A | A 315 325 60 70 6 18 D 20.8
-100-B32-SE18-04 A | A 100 120 32 63 10.4 4 B 222
-125-B40-SE18-05 A | A 125 145 40 63 10.4 5 B 3.15
-160-B40-SE18-06 A | A 160 180 40 63 10.4 6 B 5.01
-200-C60-SE18-08 A | 2 200 220 60 63 10.4 8 c 6.9
-250-C60-SE18-10 A | A 250 270 60 63 10.4 10 c 131
-315-D60-SE18-12 A | 2 315 335 60 80 10.4 12 D 245

A Stock available /\Make-to-order

p>> Spare parts

v A

@50-3100 SEET1200-00| 160M3.5x10 - - -

WT15IS
@50-0315 SEET1200-00/| 160M3.5%12 S13BS SM5x7XA WH35L

@100-0315 SEET1800-00 160M5x17 S18BS SM8x9XA WT20IT WH50L

Tools cm Grade selecm Techni@

B24-B25 B31
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Q. [

Close and equal pitch

P> Specification of tools

FMAO1 Mm@ ] ]

Kr:45°

-~

Face milling

Chamfering

A-type coupling

D1

ap| @D I
s
!

C-type coupling

D1

2D

B-type coupling
D1

~

@D

D-type coupling

| D1

@D

FMAO1
Close pitch

-050-A22-SE12-05 A A 50 63 22 40 6 5 A 0.427
-063-A22-SE12-06 A A 63 74 22 40 6 6 A 0.53
-080-A27-SE12-08 A A 80 93 27 50 6 8 A 1.37
-100-B32-SE12-10 A A 100 114 32 50 6 10 B 1.755
-125-B40-SE12-12 A A 125 136 40 63 6 12 B 3.06
-160-B40-SE12-16 A A 160 174 40 63 6 16 B 5.21
-200-C60-SE12-20 A A 200 214 60 63 6 20 C 9.32
-250-C60-SE12-24 A A 250 264 60 63 6 24 C 15.892
-100-B32-SE18-06 A A 100 114 32 63 10.4 6 B 2.98
-125-B40-SE18-07 A A 125 144 40 63 10.4 7 B 3.803
-200-C60-SE18-12 A A 200 220 60 63 10.4 12 C 7.191
-250-C60-SE18-14 A A 250 265 60 63 10.4 14 C 14.9

A Stock available

p>> Spare parts

/\Make-to-order
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@50-3100 SEET1200-00| 160M3.5%10 - - -
WT15IS

@50-0315 SEET1200-00| 160M3.5%12 S13BS SM5x7XA WH35L

@100-0315 SEET18000-000 160M5%17 S18BS SM8x9XA WT20IT WH50L

B32

Tools c@

B24-B25

Grade selec@

Technicm

B234-B240



() Good working condition (%) Normal working condition (<) Bad working condition
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SEET12T3-DF | 13.4 | 134 | 397 | 41 |255| - |@ % @ *x O
SEET12T3-CF | 13.4 | 13.4 | 3.97 | 41 | 255 | - * * O
SEET12T3-EF | 13.4 | 13.4 397 | 4.1 | 255 | -- * @) )
SEET12T3-DM | 134 | 134 | 397 | 41 |255| - (@ % ® O * K . @
o
SEET12T3-CM | 13.4 | 134 | 3.97 | 41 | 255 | - * *x O §§2
g (=]
2 c
@ SEET12T3-EM | 13.4 | 134 | 3.97 | 41 |255| - e o * % [} 52%
SEET18T6-DM | 180 | 18.0| 6.1 | 55 | 15 | - o) o
(2]
S
SEET18T6-EM | 18.0 | 180 | 6.1 | 55 | 1.5 | - o @) S
(o]
£
e SEET12T3-DR | 13.4 | 13.4 | 3.97 | 41 |255| - |@ % ® *x K z
%\.)g SEET12T3-CR | 134 [ 13.4 | 397 | 41 |255| - |@ * *x K g
e L
SEET12T3-LH | 13.4 | 134 | 3.97 | 41 | 255 | - O %
SEET12T3-W |17.82| 13.4 | 3.97 | 4.1 | 9.46 | 500 * @ * * *
SEET18T6-W [24.78| 18.0 | 6.1 | 55 | 11.0 | 500 e)
1
o @C\

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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B> Chipbreaker selection for FMA01 milling inserts

Function A AT .
Cleasfiesiion For finishing For semi-finishing For roughing
P -DF -DM -DR
M, S -EF -EM
K -CF -CM -CR
N -LH
P> Recommended cutting parameters
Cutting parameters
Workpiece material |Hardness HB| Insert grade fo(mm/z)
Ve(m/min)
-DF -DM -DR
YBM251
YBC301 270(220-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Low-carbon steel. YBG205
< - - - x
Soft steel 180 YB9320 270(200-360) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBG302
VBM253 230(170-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBM251
YBC302 240 (200-320) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
High-carbon steel. 180-280 YBC301
- YBG205
Alloy steel R N N X
y VB9320 240 (180-350) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBG302
VBM253 220 (150-330) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBM251
YBM351 220 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBC301
Alloy tool steel 280-350 YBG205
VB9320 220 (170-340) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
YBG302
VBM253 190 (130-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
-EF -EM
M YBM251 150 (120-240) 0.15(0.1-0.2) 0.2 (0.1-0.3)
. YBG205
Stainless steel < - . .1-0. .2 (0.1-0.
270 VB9320 160 (110-270) 0.15(0.1-0.2) 0.2 (0.1-0.3)
YBG302 140 (100-250) 0.15(0.1-0.2) 0.2 (0.1-0.3)
-CF -CM -CR
YBG102 210 (120-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
Cast iron 180-250
YBD152 240 (180-300) 0.15(0.1-0.2) 0.2 (0.1-0.3) 0.3(0.2-0.4)
-LH
YD101 300-
Al alloy steel - 0.25 (0.1-0.4)
YD201 300-
-EF -EM
High-temperature 100 YBG102 50(20-60) 0.1(0.1-0.2) 0.15 (0.1-0.3)
alloy YBS303 100(60-120) 0.1(0.1-0.2) 0.15 (0.1-0.25)
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Workpiece material: 1Cr18Ni9Ti (HB180)
Cooling system: Dry cutting

Machine: Vertical machining center
Cutting parameters: :
Vc=160m/min Tool type: FMAO01-080-A27-SE12-06
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=) Insert type/grade: SEET12T3-EM/YBG302 =
fz=0.2mm/z 1 =
2e=60mm 5
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Surface roughness of workpiece: - @Comparison of insert abrasion

ZCC-CT:Ra1.2
Similar overseas products:
Ra1.6

Similar overseas products

730" |

| 29'30" |

| 3330" |

1 pheel = 0.0049 i X693
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