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Unique 3-dimentional edge

Double negative rake angle, in combination
with helical insert structure, achieves
double positive axial angle, which will help
reduce cutting resistance and improve chip
evacuation.
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Face milling tools @

Milling
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A type of mounting

B type of mounting

FMA12 [m3

Specification of tools

Dimensions (inch)

Type
@b i ad . apmax (Numberzof teeth) Intff)l;'frice

FMA12 | -2.00"-A0.75"-ON06-04C 2.000 2.591 0.750 1.500 0.157 4 A
Coarse pitch | -2.50"-A1.00"-ON06-05C 2.500 3.091 1.000 2.000 0.157 5 A
-3.00"-A1.00"-ON06-07C 3.000 3.591 1.000 2.000 0.157 7 A
-4.00"-A1.25"-ON06-08C 4.000 4.591 1.250 2.000 0.157 8 A
-5.00"-B1.50"-ON06-10 5.000 5.591 1.500 2.500 0.157 10 B
-6.00"-C1.50"-ON06-12 6.000 6.591 1.500 2.500 0.157 12 c
-2.50"-A0.75"-ON08-05 2.500 3.091 0.750 1.750 0.197 5 A
-3.00"-A1.00"-ON08-06 3.000 3.591 1.000 2.000 0.197 6 A
-4.00"-B1.25"-ON08-07 4.000 4.591 1.250 2.500 0.197 7 B
-5.00"-B1.50"-ON08-08 5.000 5.591 1.500 2.500 0.197 8 B
-6.00"-B2.00"-ON08-10 6.000 6.591 2.000 2.500 0.197 10 B
-8.00"-C2.50"-ON08-12 8.000 8.591 2.500 2.500 0.197 12 c
-10.00"-C2.50"-ON08-14 10.000 10.591 2.500 2.500 0.197 14 c
-12.00"-D2.50"-ON08-16 12.000 12.591 2.500 2.500 0.197 16 D
Close pitch -2.00"-A0.75"-ON06-05C 2.000 2.591 0.750 1.500 0.157 5 A
-2.50"-A1.00"-ON06-07C 2.500 3.091 1.000 2.000 0.157 7 A
-3.00"-A1.00"-ON06-09C 3.000 3.591 1.000 2.000 0.157 9 A
-4.00"-A1.25"-ON06-11C 4.000 4.591 1.250 2.000 0.157 1 A
-5.00"-B1.50"-ON06-14 5.000 5.591 1.500 2.500 0.157 14 B
-6.00"-C1.50"-ON06-18 6.000 6.591 1.500 2.500 0.157 18 c

Diameter o Insert screw Wrench

@D Insert specification w )
22.00"~26.00" ONHUOSCITIACIANN-GW IRM4X10 WT15IS
92.50"~@12.00" ONHU08T624R-GM 160M5X13 WT20IT
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ONHU060404ANN-GL |0.242|0.625|0.218|0.236|0.016|0.047 [ J [ J ( AN ]
ONHU060408ANN-GM |0.242|0.625|0.218|0.236|0.031/0.039 [ ] ([ ] [ 2K J
ONHU08T624R-GM  |0.251|0.791|0.248(0.209|0.094| -
ONHU060408ANN-GH |0.242|0.623|0.218|0.236|0.031/0.039 [ J [ J { AN ]
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Note: ONHUO8T508-PF. ONHUO8T508-PM also compatible. ® Always stock available - O Produce according to order
Inserts can be assembled in both left and right side.
Recommended cutting parameters
— Cutting data
Workpiece material Hardness HB Grade Cutting speed .
g e f(IPT) apmax(in)
(SFPM)
YB9320
Low carbon steel <180 YBM253 900(700-1100) 0.008(0.004-0.012)
YBG205
YBM253
Alloy steel 180-350 YBG205 800(600-1000) 0.006(0.004-0.012) 0.157(ON08)
YB9320
) YBM253 750(600-950) 0.197(ON08)
Stainless steel <270 YBG205 0.006 (0.004-0.012)
YB9320 500(360-900)
Cast iron 180-260 YBD152 900(500-950) 0.008(0.004-0.012)
H i 104 Tool life comparison
Case (Cast iron machining)
Workpiece: Cylinder g
g .
Workpiece material: Gray cast iron (HB250) < Dm_'bled tool life of F!VI/-}12
- . - . o series compared to similar
Machining location: Milling 4 sides &
] product of company A.
Tool: FMA12-6.00"-C1.50"-ON08-10 %
Insert: ONHU08T624R-GM/YBD152 =
Cutting data: Vc=500 SFPM, fz=0.011PT,
ap=0.12in, ae=6in
System of cooling: External FMA12 Product of

company A
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