(® Double negative angle of the
cutter, combined with unique insert
structure, to achieve double positive
tool angle, which is beneficial to
reducing cutting force;

6-flute cutting double-sided slot
milling inserts, enabling high-quality
90° square shoulder milling, face
milling and slot milling;

(® Insert with wiper enables large feed
and better surface finish.

'I-'ool specification: FMP12-3.00"-A1.00"-WN08-05C
Insert specification/grade: WNHUO080608PNR-GM/YBD152
Part Name: Turbine Housing | o
Workpiece material: QT450

Hardness: HB230-280
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Cooling : Dry cutting
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Machine: Vertical machining center

Cutting data: Vc=850SFPM, ap=0.04in, fz=0.004IPT, ae=1.18in Silar producis of
Milling style: Down milling Area of machining: End surface e




Face milling tools e Q e

FMP12 ﬂ m _] Atype of mounting B type of mounting
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Specification of tools

e @b &d L pmax (Numberzof teeth) In:‘i:fice
FMP12 | -2.00"-A0.75"-WN06-05C 2.00 0.75 1.75 0.224 5 A
-2.50"-A0.75"-WN06-06C 2.50 0.75 1.75 0.224 6 A ) —
-2.50"-A1.00"-WN06-06C 2.50 1.00 2.00 0.224 6 A
-3.00"-A1.00"-WN06-07C 3.00 1.00 2.00 0.224 7 A
-4.00"-B1.25"-WN06-09 4.00 1.25 2.00 0.224 9 B
-5.00"-B1.50"-WN06-11 5.00 1.50 2.50 0.224 1 B S
-6.00"-C1.50"-WN06-14 6.00 1.50 2.50 0.224 14 ©
-2.50"-A0.75"-WN08-05C 2.50 0.75 1.75 0.303 5 A
-2.50"-A1.00"-WN08-05C 2.50 1.00 2.00 0.303 5 A
-3.00"-A1.00"-WN08-06C 3.00 1.00 2.00 0.303 6 A
-4.00"-B1.25"-WN08-08 4.00 1.25 2.00 0.303 8 B
-5.00"-B1.50"-WN08-10 5.00 1.50 2.50 0.303 10 B
-6.00"-C1.50"-WN08-12 6.00 1.50 2.50 0.303 12 (o]
Diameter Insert Insert tightening screw Wrench Sketch of installation
oD specifrication w /’
©2.00"~@6.00"| WNHUO06OODOPNR-GM 160M3x9 WT09IS
©2.50"~@6.00" | WNHU08OOOOPNR-GM/LH 160M4x10 WT15IS
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Specification of tools

Dimensions(inch)

pe @D d L L z
2 ! aPM&B | (Number of teeth)
-1.00"-XP1.00"-WN06-02C 1.00 1.00 4.0 1.25 0.224 2
-1.25"-XP1.00"-WN06-03C 1.25 1.00 4.5 1.50 0.224 3]
-1.50"-XP1.25"-WN06-04C 1.50 1.25 45 1.50 0.224 4
-2.00"-XP1.50"-WN06-05C 2.00 1.50 4.5 1.50 0.224 5
r—
Spare parts
i Insert tightening screw Wrench Sketch of installation
Diameter Insert
@D specifrication w /’
21.00"~@2.00" | WNHUO6OOOOPNR-GM 160M3x9 WTO09IS
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Selection of inserts
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V] Stainless steel

[3 Casliron

Ferrite materials

Heat-resistant steel

Dimensions(inch)
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Coated grade

122 Good working conditions (X4 General working conditions (2 Adverse working conditions

ﬂ Steel
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carbide
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L @IC| S |ed | bs| r |3ISSI25|8 00336000 a008 388
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WNHU060404PNR-GM | 0.224(0.375|0.157 | 0.138|0.053 0.016 ° PY )
WNHU060408PNR-GM | 0.2240.375|0.157 | 0.138 | 0.053 | 0.031 ° ° )
WNHU080608PNR-GM | 0.303|0.500 | 0.213|0.173|0.063|0.031 ° ° )
WNHU080612PNR-GM | 0.303(0.500|0.213|0.173|0.063 | 0.047 ° ° )
WNHU080616PNR-GM | 0.303|0.5000.213|0.173|0.063 | 0.063 ° ° )
WNHU080608PNR-LH |0.303|0.500|0.213|0.1730.063|0.031 °
@ Always stock available O Produce according to order
Recommended cutting parameters
i . Cutting parameters
Workpiece material Hardness HB Insert grade -
V(SFPM) f(IPT) apmax(in)
L bon stecl YBM253
°W'§agﬂ‘:'t‘:elee . <180 YBG205 900 (700-1150) 0.008 (0.004-0.016)
YB9320
Hiah-carbon steel YBM253
'9 :Ifg ‘;’::efe N 180-280 YBG205 850 (650-1100) 0.008 (0.004-0.016)
4 YB9320
YBM253 0.224(\WNOB)
Alloy tool steel 280-350 YBG205 750 (600-1000) 0.008 (0.004-0.016)
YB9320 0.303(WWN08)
Castiron 180-250 YBD152 900 (500-1000) 0.008 (0.004-0.016)
Al alloy steel - YD101 1000- 0.01 (0.004-0.016)
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