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XMB110A
__XMB120C__

i-Xmil FHJH
i-Xmill BALL INSERTS

> o] S MR ) TR A I A A
> A A EA - 32 (~HRe50) 818 B (HRc4 0~HRcRE)
> FRE LT S8 % E B iR M AR

» Indexable Ball End Mill for economic use

» Two Types of Inserts are available - For General Purpose (~HRc50)
& For Hardened Material (HRc40~HRCc65)

» Special Geometry and Coating for Excellent Performance

flS
EDP No.

Radius of

Height

g {z(Unit) : mm
B

LGS

Fﬁﬁiﬁﬂﬂ Fﬁﬁr‘ﬁ%ﬁjﬂ Ball Nose Diameter
For General For Hardened R D H T
Material Material

XMB110A080 XMB120C080 R4.0 8.0 8 2.4
XMB110A100 XMB120C100 R5.0 10.0 5.5 2.7
XMB110A120 XMB120C120 RB.0 12.0 11 3.2
XMB110A160 XMB120C160 R8.0 16.0 13 4.2
XMB110A200 XMB120C200 R10.0 20.0 16 5.2
XMB110A250 XMB120C250 R12.5 25.0 19.5 6.2
XMB110A300 XMB120C300 R15.0 30.0 23.5 7.2
XMB110A320 XMB120C320 R16.0 32.0 24.5 7.2

ez =B o 0.0 mm, EHHEEE<0.02mm.
The ball radius tolerance is ==0.01mm and the set-up accuracy is ==0.02mm.

O : {fi(Excellent) O : R(Good)

Bl & &4 TEH ik B fH5H] T B
Carbon Steels Alloy Steels Tool Steels Cast Iron HaSrtcé%?sed Sggé?sss Aluminum
~HRc35 HRc35~ ~HRc35 HRc35~ ~HRc35 HRc35~ ~HRc35 HRc50~ ~HRc28 ~HRc8
XMB110A O O (@) O O O O O O
XMB120C O O O O O O O O
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i=Xmil 3L TT# - #HH
i-Xmill BALL HOLDERS - STEEL

> EREEENBETH » Premium alloy steel with excellent strength.
> IETRRER A E(hE) » Precise shank, Tolerance (h6).
b TR, AR AT R S » Black oxide treated, to prevent corrosion and improve lubricity. i-Xmill
END MILLS
l9° D3

—— D e ~——

L2

g {7 (Unit) : mm

i | HE TER  RFES

Overall
Wrench No. Screw No.

ZBT0801120 12 35 90 4°43" | Short

ZBT0802120 8.0 12 25 55 110 /-2 3°37’ |Regular TWFTO7 | TX2508T07
ZBT1001120 15 35 a0 2°51" | Short

ZBT1002120 10.0 12 30 55 110 9 2° 17’ |Regular TWFTOB |TX3010T08
ZBT1201160| 12.0 16 17 55 110 10.5 | 3°23’ | Short TWFT10 | TX3512T10
ZBT1601200 | 16.0 20 20 65 125 14.5 | 2°51" | Short TWFT15 |TX4016T15
ZBT2001250 | 20.0 25 25 75 145 18 3°26’ | Short |®@ TWBT20 | TX5020T20
ZBT2501320 | 25.0 32 30 S0 170 22.5 | 4°03’ | Short |® TWBT25 | TX6025T25
ZBT3001320 ggg 32 40 110 195 27 1°38" | Short |® TWBT30 |TX8030T30

® FEEFATARF (TWHEDD) / Need to use T-HANDLE (TWH600)

L2

ERUEfEFR / STRAIGHT NECK TYPE s Uni) -

BT | iAsfEE i ] FES
Mill Shank Length Overall Neck

S

EDP No. Diameter Diameter | Below Shank Length Diameter Wrench No. Screw No.
D1 D2 L3 L2
;gg:: Zg;:::g 12.0 12 22 ’IS’IOD 10.5 REE,Z(IJJTZP TWFT10 |TX3512T10
Jesicozien | 18 | 18 | o aps | 145 | gl TWRTIS DAO16TIO
gggggggzgg 20.0 20 471(53 112 18 RSEI;ETZP ® TWBT20 | TX5020T20
;ggggg;zgg 25.0 25 3(5) ::sg 22.5 Rsegigr ® TWBT25 TXB6025T25
2 ooouag (300,320 32 o e 27 Ri;i'l‘;r ® TWBT30 | TX8030T30

® EEFATANRTF (TWwHE00) / Need to use T-HANDLE (TWH600)
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i=Xmil AW WEo<H

i-Xmill BALL HOLDERS - CARBIDE

> BE Fr ey e )4 SRE Al TR 2ER e dREh THRIERR T Ao MR

mT
> iE A EE T

> 5E ey =) i T B A T T B

> o] F 7% S5 Y

T T

> 2RGERE, R8T LAE iR

» Equal tool rigidity with solid carbide end mill makes the stable and
high finishing machining with the less vibration.

» The high finishing machining for the deeper part of mold.

» The tool's life of carbide ball holders is longer than steel holder.

» Shrink Fit Holding system can be applied.

» Upon request, the worn holder is able to be fixed.

L3

METE

Mill
Diameter

D1

tAsfE T

Shank
Diameter

D2

Overall
Length

ImFES

Wrench No.

B2 {¥(Unit) : mm

18 2HS

Screw No.

ZBC0801080 8.0 8 12 130 TWFTO7 | TX2508T0O7
ZBC1001100 10.0 10 15 140 . TWFTO8 | TX3010T08
ZBC1201120 12.0 12 17 150 11.7 Long TWFT10 |TX3512T10
ZBC1601160 16.0 16 20 200 15.7 Long TWFT15 |TX4016T15
ZBC2001200 20.0 20 25 200 19.7 Long |® TWBT20 | TX5020T20
ZBC2501250 25.0 25 30 200 24.7 Long |® TWBT25 | TX6025T25
ZBC3001320 ggg 32 40 80 250 29.7 Long |® TWBT30 | TX8030T30

® EEHR TR F(TWHEOD) ¢ Need to use T-HANDLE (TWHG600)
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i—Xmil BN AR
i-Xmill CORNER RADIUS INSERTS

> 7] BASAE LT R g 5k Bk e TN B e iR Fo 8 Bl » The optimum geometry of the tool to achieve the better reliability

o and less vibration and cutting load.

> xmilFRAT) G T3S, (B TR AmaR Eefog > nierehangeabliy with xmil ball howder, but the precise cutng s - BRI
H, 18 Ri-xim i B A0 4T LUE BE T B Crength ey comer s e due to pigher ey &n END MILLS
> J"'ﬁﬁ\% B4 %!?E EH%_:’E":E'[ u‘f Rt %}Ef #5805 Fo0 T » The various and wide cutting range makes it possible to machine
> %5*?%E1EEI\EE§ E{?&ﬁ\ﬂ—ﬁ it F over the roughing and finishing.
> EFT) HT A - R R 3R (~H Re50) G T8 Fof 4 » Special coating makes high hardness with high thermal stability
(HRc4 0~HRcBE) against oxidation.

» Two Types of Inserts are available - For General Purpose (~HRc50)
& For Hardened Material (HRc40~HRc65)

R
-

B {7 (Unit) : mm
BE
AR ATEERH Radiis Diameter THICKNESS
Fo’&;ggglral For Hardened Material R D H T

XMR110A080 03 XMR120C080 03 RO.3
XMR110A080 05 XMR120C080 05 RO.5 8.0 8 2.4
XMR110A080 10 XMR120C080 10 R1.0
XMR110A100 05 XMR120C100 05 RO.5
XMR110A100 10 XMR120C100 10 R1.0 10.0 C.5 2.7
XMR110A100 20 XMR120C100 20 R2.0
XMR110A120 05 XMR120C120 05 RO.5
XMR110A120 10 XMR120C120 10 R1.0 12.0 11 3.2
XMR110A120 20 XMR120C120 20 R2.0
XMR110A130 05 XMR120C130 05 RO.5
XMR110A130 10 XMR120C130 10 R1.0 13.0 11.2 3.2
XMR110A130 20 XMR120C130 20 R2.0
XMR110A160 05 XMR120C160 05 RO.5
XMR110A160 10 XMR120C160 10 R1.0 16.0 13 4.2
XMR110A160 20 XMR120C160 20 R2.0
XMR110A170 05 XMR120C170 05 RO.5
XMR110A170 10 XMR120C170 10 R1.0 17.0 13 4.2
XMR110A170 20 XMR120C170 20 R2.0

* Hoithe ERIHE T ARIEERE 1.

The other corner radius values are available on request.

s BEMEAE R 0.016mm, SSEER S 0.02mm,
The corner radius tolerance is =0.015mm and the set-up accuracy is =0.02mm.

O : {f(Excellent) O : E.(Good)

Bl & &4 TEH ik B fH5H] T B
Carbon Steels Alloy Steels Tool Steels Cast Iron Hasrt(é%r?sed Sggé?ss Aluminum
~HRc35 HRc35~ ~HRc35 HRc35~ ~HRc35 HRc35~ ~HRc35 HRc50~ ~HRc28 ~HRc8
XMB110A (@) @) (@) O O O O O O
XMB120C O O O © O O O O
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i—Xmil RN
i-Xmill CORNER RADIUS INSERTS

> J) B8 RAENLAT R ek B ATH) TR 1 R M) SReh Fo ) Bl

17

> -xmilEET] ARET TSR, B R0 TIREIT] Bo) Bk Tt ol

H. ERi-xmil B30 U7 4 bR 2 E T A
> [T A AR EE E O LASE A s ek NS A T
> HIREFESEE. SR EEDREL
> FFE ] K AR -1 3R A 3R (- H Re50 )3 TE B 44

(HRc4 0~HRCcHE)

» The optimum geometry of the tool to achieve the better reliability
and less vibration and cutting load.

» Interchangeability with i-Xmill ball holder, but the precise cutting is
possible with i-Xmill corner radius holder due to higher stability and

strength of tool.

» The various and wide cutting range makes it possible to machine
over the roughing and finishing.
» Special coating makes high hardness with high thermal stability
against oxidation.
» Two Types of Inserts are available - For General Purpose (~HRc50)
& For Hardened Material (HRc40~HRCc65)

Corner

Mill

B {7 (Unit) : mm
BE

Thickness

AT EEh At FA 8 P A Radius Diameter
Fo&gggglral For Hardened Material R D H T
XMR110A200 05 XMR120C200 05 RO.5
XMR110A200 10 XMR120C200 10 R1.0 20.0 16 5.2
XMR110A200 20 XMR120C200 20 R2.0
XMR110A210 05 XMR120C210 05 RO.5
XMR110A210 10 XMR120C210 10 R1.0 21.0 16 5.2
XMR110A210 20 XMR120C210 20 R2.0
XMR110A250 05 XMR120C250 05 RO.5
XMR110A250 10 XMR120C250 10 R1.0 25.0 19.5 6.2
XMR110A250 20 XMR120C250 20 R2.0
XMR110A260 05 XMR120C260 05 RO.5
XMR110A260 10 XMR120C260 10 R1.0 26.0 19.5 6.2
XMR110A260 20 XMR120C260 20 R2.0
XMR110A300 05 XMR120C300 05 RO.5
XMR110A300 10 XMR120C300 10 R1.0 30.0 23.5 7.2
XMR110A300 20 XMR120C300 20 R2.0
XMR110A320 05 XMR120C320 05 RO.5
XMR110A320 10 XMR120C320 10 R1.0 32.0 23.5 7.2
XMR110A320 20 XMR120C320 20 R2.0
-« EAthe BRI B TARIEERE .
The other corner radius values are available on request.
© BRI LAEREL0.015mm, BSHHEEE+0.02mm,
The corner radius tolerance is =0.015mm and the set-up accuracy is =0.02mm.
O : f#(Excellent) O : RE(Good)
o &% TEH 5k BE {40 T 5 B
Carbon Steels Alloy Steels Tool Steels Cast Iron H:grt(éee?:d Stsatigé?sss Aluminum
~HRc35 HRc35~ ~HRc35 HRc35~ ~HRc35 HRc35~ ~HRc35 HRc50~ ~HRc28 ~HRc8
XMB110A O O @) O @) O @) @) O
XMB120C O (@) O ©) O O O O
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i-Xmil B A - #MA
i-Xmill CORNER RADIUS HOLDERS - STEEL

> BHIE R e BE =4
> iETRIAEE A E(he)

> 2 EF IR seaHE T R R

iRl / TAPER NECK TYPE

Length

» Premium alloy steel with excellent strength.
» Precise shank, Tolerance (h6).
» Black oxide treated, to prevent corrosion and improve lubricity.

D3

D2

oY o

L1

L3

L2

IRFES

Wrench No.

B2 {¥ (Unit) : mm
s

Screw No.

ZRT0801120 9° Regular
'ZRTO0802120 | 8.0 12 6.7 2 43| Long TWFTO7 |TX2508T07
ZRT1001120 4° 45' |Regular
'ZRT1002120 | 10.0 12 8.6 1° 32" | Long TWFTO8 |TX3010T08
ZRT1202160 ::28 16 15 60 160 10.2 | 2° 32'| Long TWFT10 |TX3512T10
D3
—_— -
L1 [
L3
L2

EFIZFERHEl / STRAIGHT NECK TYPE & (uni) : mm

TEfRE  |tREfEE T EiTE il [Pl e
Mill Shank Overall
Diameter |Diameter Below Shank] Length |Diameter Wrench No. Screw No.
D1 D2 L1 L3 L2
ZRS1201120]12.0, 13.0] 12 13 30 | 110 | 11 Regular TWFT10 | TX3512T10
ZRS1601160 a0 130 Regular
ZRs1602160 | 160 17.0| 16 U8 ol Y9 ey Veiite [ niiEns
ZRS2001200 60 | 140 Regular
£ mesno2s00 | 20-0: 210 20 18 20 180 | 19 imorcdiore| ® TWBT20 | TX5020T20
ZRS2501250 70 | 150 Regular
L hepooaang 250260 25 o3 0 o00 | 2* itorecdiote| ® TWBT25 | TX6025T25
ZRS3001320 80 | 160 Regular
ZRs3oo2320 200 g 57 mm | oEEn | 2R mrades - DUUETSY EUELUEU
ZRS3201320 80 | 160 Regular
ZRs3202320, 20 € 28 oo | 220 | 2! [intermediate|® TVVBTSO0 (TXBOSOTSO

® EEFHEATANEF (TWwHE00) / Need to use T-HANDLE (TWH600)

/& YG-1CO,LTD.
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Y/ g et
/G RECOMMENBED CUTTING CONDITIONS

i=Xm il 2D
ASSEMBLY OF i-Xmill

' 7 e
CLAMPING
SIZE TORQUE
(2D) [N-m]
8 1.0
@10 1.5
12, 313 2.5
16, J17 3.5

| EM%J]H@J]HEE‘]?%E ) @20, J21 5.0
Make sure to clean the insert and insert seat. @25 326 8.0

930, 832 6.5

* 448 M pEIR E A o dRe
When the screw is worn out, please change

the new screw.

* 1E (B 15E D) AR RITE e (B SRR )

Please tighten up the screw with
recommended torque.
(Please refer to the table)
wm - * RMTEE EAEREAR
B R RANF T RN IHEE. Don't press down the insert, when the screw
FRARARERFIT SR, is tightened.
Slide the insert into the slot of the holder.
Tighten the screw using anti-seize compound.

YIS
CUTTING CONDITION

@Dia.

RPM = #&5% / revolution per minute (rev/min) Ve [M/min] _ (RPM) « (7) * (Dia.)
Ve = BE#R [/ surface meter per minute (M/min) 1000

Dia. = 7] ¥ &iF / diameter of insert (mm) VE[mm/min] = (RPM) - ()

Vf = ﬁggﬁ B [ feed speed (m-m/mln) | (V) - (1000)

f = ZrEey ¢ feed per revolution (mm/rev) RPM [rev/min] = W

De = %7 B H{E / effective tool diameter (mm)

ap = &hEAEIERE £ axial depth of cut (mm) De [mm] = 2 /(ap) + (Dia. - ap)

ae = {EEERE [/ radial depth of cut (mm)

578 - phone:+82-32-526-0909, fax:+82-32-526-4373, www.ygl.kr, E-mail:ygl@ygl.kr 4G YG-1CO,LTD.
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HEF RIS
RECOMMENDED CUTTING CONDITIONS

i-xmill BEL |
I-Xmill BALL INSERTS

XMB110A, XMB120C scxs

HE EEe, A2, 5% | e, i
WORK NON-ALLOYED STEELS ALLOY STEELS

TEIE T B4, FaTEsH TEAH

DIE TOOL STEELS

MATERIAL A AT KON HEAT RESISTANT STEELS PRE-HARDENED AARBIENED STEE
. ~280 280~380 380~480 480~740
HARDNESS  re ~30 30~40 40~50 50~65
STRENGTH  N/mm? ~1000 1000~1250 1250~1500 1500~
i-Xmill TYPE XMB110A XMB110A XMB 1200 XMB120C
ngg&’;‘]ﬁg‘i‘gmm@ RPM Feed (Vf) RPM Feed (Vf) RPM Feed (Vf) RPM Feed (Vf)
8.0 6370~12730 | 2550~5090 | 4770~11140| 1910~4460 | 3980~8750 | 1190~3500 | 3180~7160 | 640~2860
10.0 5090~11460 | 2040~4580 | 3820~9550 | 1530~3820 | 3180~8280 | 950~3310 | 2550~6370 | 510~2550
12.0, 13.0 4240~10080 | 1700~4030 | 3180~9280 | 1270~3710 | 2650~7430 | 800~2970 | 2120~5840 | 420~2330
16.0, 17.0 3180~9550 | 1590~5730 | 2390~7560 | 1190~4540 | 1990~6960 | 800~4180 | 1590~5170 | 480~3100
20.0, 21.0 2550~9230 | 1270~7380 | 1910~6680 | 950~5350 | 1590~6370 | 640~5090 | 1270~5090 | 380~4070
25.0, 26.0 2040~7640 | 1020~7640 | 1530~6110 | 760~6110 | 1270~5730 | 510~5730 | 1020~4580 | 310~4580
30.0, 32.0 1700~7430 | 850~8910 | 1270~5840 | 640~7000 | 1060~5310 | 420~6370 | 850~4240 | 250~5090
ae : Roughing-0.1xD
Finishing - Under @12 : 0.25mm
ap = @12~@17 : 0.30mm
From @20 : 0.40mm
Z ap : Roughing - Under @16 :0.025 x D
ae From @16 :0.05x D

Finishing - 0.1mm

> (A TIEN, EAEREE T RN 70%~85%.

Recommend to reduce the feed rate to 70 ~ 85% when you use long tools.

RPM = rev./min. # & /4-40)
FEED = mm/min. #48)

i-xmill EllHR1H
i-Xmill CORNER RADIUS INSERTS

XMR110A, XMR120C scxes

JE | , H5EE 2 [ | TE{AH
NON-ALLOYED STEELS
WORK ALLOY STEELS DIE TOOL STEELS
MATERIAL ALCLESYTSI;gI,E\ILS HEAT RESISTANT STEELS PRE-HARDENED HARDENED STEELS
. ~280 280~380 380~480 480~740
HARDNESS  pre ~30 30~40 40~50 50~65
STRENGTH  N/mm? ~1000 1000~1250 1250~1500 1500~
i-Xmill TYPE XMRL10A XMR110A ﬁmsﬁg’é XMR120C
ngg&’;‘]ﬁg‘i‘gmm@ RPM Feed (Vf) RPM Feed (Vf) RPM Feed (Vf) RPM Feed (Vf)
8.0 6370~11940 | 2550~3580 | 4770~11140| 1910~3340 | 3980~11140| 990~1340 | 3180~8750 640~880
10.0 5090~9550 | 2040~2860 | 3820~8910 | 1530~2670 | 3180~8910 | 800~1070 | 2550~7000 510~700
12.0, 13.0 4240~7960 | 1700~2390 | 3180~7430 | 1270~2230 | 2650~7430 660~890 | 2120~5840 | 420~580
16.0, 17.0 3180~5970 | 1590~2390 | 2390~5570 | 1190~2230 | 1990~5570 600~840 1590~4380 | 420~530
20.0, 21.0 2550~4770 | 1270~1910 | 1910~4460 | 950~1780 | 1590~4460 | 480~670 1270~3500 380~420
25.0, 26.0 2040~3820 | 1020~1530 | 1530~3570 | 760~1430 | 1270~3570 | 380~530 1020~2800 310~340
30.0, 32.0 1700~3180 | 850~1270 | 1270~2970 | 640~1190 | 1060~2970 | 320~450 850~2330 250~280

ap I%
f—

ae : Roughing-0.1xD
Finishing - 0.2mm
ap : Roughing - Under @16 : 0.025 x D
From @16 : 0.05x D
Finishing - Under @16 : 0.1mm
From @16 : 0.2mm

> (BT E, HEAEREE TR 70%~85%.

Recommend to reduce the feed rate to 70 ~ 85% when you use long tools.

RPM = rev./min. (5% /414 )
FEED = mm/min. §##48)

/& YG-1CO,LTD.
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