
  4-edged tangential indexable insert

  Shortened wiper edge

  Maximum feed rates

  Easy handling

  Top-quality surfaces without wiper adjustment

FINISH MILL 6F6S
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The 6F6S series finish mill presented here are an addition to the already familiar 6F2B/SF2B series, but without wiper adjustment.

• 	The tool series covers the diameter range 40 -125 mm

• 	The indexable insert used has 4 cutting edges

• 	Internal coolant supply is provided throughout

• 	Easy handling thanks to fixed seat

• 	No wiper adjustment necessary

• 	Highly economical 4-edged inserts

• 	2 grades for machining short- and long-chipping materials

• 	Finishing near to shoulders possible

• 	Shortened wiper edge for minimizing axial pressure

PRODUCT OVERVIEW

FEATURES

INSERT YDA-22L101

ADVANTAGES

The new MicroMill cutter series with 4-edged tangential indexable inserts in one direction of rotation 
offers a highly economical and reliable finishing system with uncomplicated handling.  

The simple screw clamping without additional adjustment options enables quick reconditioning and tool use without 
know how of wiper adjustment.

The YDA-22L101 indexable insert developed for this tool series offers 4 cutting edges with a shortened wiper to minimize 
axial pressure. 

The corner radius of the indexable insert is 0.5 mm, enabling finishing operations at 90° shoulders. 

The wiper edge is designed as a radius, enabling top-quality surfaces at high feed rates. 
The insert seat is designed without wiper adjustment and is individually tailored to the respective tool diameter.

FINISH MILL 6F6S

Click here for the video, to learn more 
about our MicroMill Finish Mill 6F6S.

https://youtu.be/O-KAFwIpquY
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YDA-22L101

RECOMMENDED CUTTING DATA

GENERAL INFORMATION

insert: YDA-22L101

max. feed/rev.: fu = 4 mm

max. cutting depth: ap = 0,5 mm

ISO material
cutting speed    Vc [m/min]

1st choice dry machining
resp. wear resistant carbide

1st choice wet machining
resp. tough carbide

P
unalloyed steel IN2540 150 – 200 IN2040 120 – 200
alloyed steel 800 N/mm2 IN2540 140 – 200 IN2040 100 – 180
alloyed steel 1100 N/mm2 IN2540 120 – 180 IN2040 100 – 160

M stainless steel IN2540 80 – 160 IN2040 80 – 140

K
gray cast iron IN2010 150 – 200 IN2010 130 – 180
nodular cast iron IN2010 120 – 160 IN2010 100 – 140

N aluminum  –  –  –  – 

S
high temperature alloys IN2540 110 – 130 IN2040 60 – 80
titanium alloys  –  –  –  – 

H
hard machining  < 54 HRC  –  –  –  – 
hard machining  < 63 HRC  –  –  –  – 

insert screw: 	 SM30-082-20
torque: 	 2,0 Nm
torque wrench: 	 TXPLUS08x90-B

YDA-22L101

fz = hm x D
ae

ØD

fz

hm

ae

•	The worse the material machinability, the smaller the tool engagement should be chosen.

•	The smaller the cutting tool diameter, the higher the cutting speed can be.

•	 If tool engagement is less than 40%, the feed per tooth should be calculated 
	 with the following formula:

TIPS
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FINISH MILL 6F6S

ADAPTION ACC. TO DIN 8030

LT

a

Ød1

Ød

ØD

Designation D d d1 LT a Z IK

6F6S040R00 40 16 38 40 0,5 3 3 0,270

6F6S050R00 50 22 45 40 0,5 3 3 0,400

6F6S063R00 63 22 55 40 0,5 3 3 0,675

6F6S080R00 80 27 70 50 0,5 4 3 1,400

6F6S100R00 100 32 80 50 0,5 6 3 1,996

6F6S125R00 125 40 100 63 0,5 6 3 3,865

YDA-22L101

8,
00

8,00

R0
,5

3,97

Ø3,3

Designation fz(min/max) Design IN2010 IN2040 IN2540

YDA-22L101 fu 1 / fu 4 Wiper finishing edge R0,5

Gr
ad

e

 = P      = M      = K      = N      = S      = H

SPARE PARTS
① ②

SM30-082-20 (2,0Nm) TXPLUS08x90-B

① = Insert screw    ② = Torx bit
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