DLC Coated End Mills for Non-ferrous Materials Vol.4
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AE-TS-N- AE-TL-N - AE-VTS-N- AE-VTFE-N- PXAL

@1~@2.5 IEY 1 TiE
¢ 1~@2.5 small diameter sizes added
1917947 Square Type
A5 —N standard : AE-TS-N
SHEEE High Performance - AE-VTS-N
Eij |\9‘f7° Sharp Corner Edge Type
A —N standard : AE-TS-N (-SP)
EZ%E‘E High Performance - AE-VTS-N (-SP)
§t1674 5 LEN

16 new items added
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High Performance High performance type that supports a wide range of applications DLC'IGUSS j_Tﬂ' Ja Coating
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ZOIT 9’(7 Square Type m

l:oyjj I\“ 9’]’ 7(-SP) Sharp Corner Edge Type m
E:J“?X 94’7 Radius Type

ﬁBEEiqmg! For Deep Side Milling

AE-VTFE-N 222250 corzosy S B

P‘27
1717 9’(7 Square Type P31
5:/“71 AT Radius Type P32

’\‘y FﬁmﬁIyFE}bPXM Exchangeable Head End Mill

PXA 1‘I>I<DD3::Ju§ng length P.35 'a; — a

AO LT 947 squareType
FIT R A 7 RadiusType
PXMZ AR =B v TMRIVE suaight shank Holder for pxu
PXMC PXMEFR L W IS colet for PxM Exchangeable Head End Mill =
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Side Milling Deep Side Milling

|| SEEERMTICHST BIEBADLCT Y RS JL i depse ‘mm

AE'VTF E'N * BB A High Performance Type For Deep Side Milling
HE 2.5D Cutting Length

Rh6~ : B AE-TS-N- AE-VTS-N
4R @ 6 ~ @ 22 Tool Diameter . IB15D
- 3DETHIG
PXAL ~v R3Z@F I RS )L PXM Exchangeable Head End Mill PXM - Cutting Length 1.5X D

- Supports up to 3XD
B AE-TL-N

- AR3D-5D
) - RASDETHIG
AE-TL-N O~ LongType - Cutting Length 3X D /5X D
4D HER 3D - 5D Cutting Length "\,_‘: o - Supports up to 5X D
SR ¢ 3 ~ ¢ 25 Tool Diameter S H PXAL
- ARID
- RAR7DE THIN

-TS-N 33— KF - -N =; 3yq— KR - Cutting Length 1XD

4D o 7T T e Slpporis upto D
FE 1.5D Cutting Length h 5 FE£ 1.5D Cutting Length )' W AE-VTFE-N*
SMZ @ 1 ~ @ 25 Tool Diameter SHZE @ 1 ~¢ 12 Tool Diameter AXIAT- OV TV ORAR
- RASDFE TG
- Long length reduced shank type
- Supports up to 8X D
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F £ 1D Cutting Length I, -:'
542 ¢ 10 ~ ¢ 25 Tool Diameter Beo
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Machining Depth C+34§H

5 10 15 20 25

5442 Tool Diameter (mm)
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% AE-VTFE-N DHZE @ 22(FL/D =7UATF TCTHEATEL,
*Please use the 22 AE-VTFE-N atL/D =7 or less.




D LC : - j__ 4 y 7“ 4§§ Features of DLC coating

— N A\ ] L\ ]
DLCO—F 1V ODI XML ZEZXD!
DLC coating revolutionizes the processing of non-ferrous materials!
DLCO—F«VJRKREYILYIV! REDFBEICKD, MBABEPEBENKDODSNDTIVZIZOLA
SEFEDIBERICIRBFORNZEREEBELIT .

0OSG's DLC coating gives a shiny surface! This shiny and smooth surface optimizes end mill performance particularly in non-ferrous materials such as aluminum alloys, which
require welding resistance and lubricity.

. m E l :eb -u,- rc 2@;& w D LC j — 7_- 4 y ﬁ‘ Two types of DLC coatings to accommodate specific application needs

DLC-IGUSS(747“Z) . Eﬂﬁgﬂ'jvﬁﬁﬁ Thick coating type for long tool life
BRI TTAFXOEFRZINHL. TEOBEVLMAEREMIEZRIELE T, BEATEAEVTS-N - AE-VTFE-N - PXAL

Thick coating type suppresses wear on the cutting edge to enable high durability and long tool life. Applicable tools
D LC-S U P E R H A R D : %Hﬁg 4 70 -E w n D*E*E Thin coating type with emphasis on sharpness
BH~NOBEEDEL HOINKESLTTEERZRRELE T . ERATE:AE-TS-N - AE-TL-N

High adhesion to the base material to enable sharp cutting performance and high welding resistance. apelicabiSiiogs

T o=
A vsosn | BEE | mg e | micsmmEmco) | EEm | RORE | BIEEE | mex | mere | wEmE | on
Name of Coating Cazitig Coating Type (GPa) Oxidation Goeliitdati Coating Coating SurEace Wear Welding | 15 0hness
Color Hardness Temperature of Friction TRickness. | Temperature roughness | Resistance | Resistance
F5e N
DLCIGUSS | imerference| OLCSELET) | 60 550 0.10 08 400 % ©) % O
olor
THE | pic(spuyF)
DLC-SUPER HARD Intecrfelrence <p*Rich 60 550 0.10 0.2 400 bie © Yo O
olor

(1R#) O — O — Y (FFF)

(Good) (Best)

N
1 o= #l
. mqg*% Ig t m;ﬁ E I‘E Abrasion resistance and welding resistance

OSGODLCO—F s VI MEFEMLMBBEN R BBELPTVIEKINTICEVLWTIESGEMTIO
ZEILZRRELET,

0OSG's DLC coating has high wear resistance and anti-adhesion properties, which enable stable tool life in non-ferrous material applications with high tendency to weld.

m@ﬁ'ﬁ Wear Resistance W%E'E Welding Resistance

A5052DI1T EVA VT4 AOHBREDREEE
Milling in A5052 Surface condition after pin-on-disc test

R ST DLC-IGUSS DLCSUPERHARD | /S ()
IRE o | 200m/min (6,370min") i

A0 B 0.08mm/t (1,530mm/min)

Jgi%ﬁ?;ut dp=5mm de=8mm :

R o i A7075

Eﬁﬁﬂm %’Eﬁiz z‘ih?”"‘a;‘%‘ztg %ﬁ%ﬁnment Openjactﬁ:fphere

Vling ength s0m




ZIL=8m MI5>—%
J : apon Cutting data on aluminum part processing

e [ix LVl L7552 1 39 s

Suitable for a wide range of applications

iHl#4 : A5052

Work Material

{SEFAtEAL - SERAN T H%

Machine : Five-axis Machining Center

F#5 47 HSK63

Main Spindle

REOEE%L 0 25,000min”
Maximum RPM

RILY  IEHRILY

Holder : Shrink Fit

YIREHE - MQL™

Coolant

BEFI55
Watch it in action

XENERF DIcHMQLZEEFA

MQL is used for filming the video

TEES|  MIH NIAE | IR
Process Milling Part Milling Method Milling Process
LmE TEINT s
® ok YEM-L | emvng | PXAL250C25-03R100
S = pid
@ Ovlﬁ Co%?’\/ﬁﬁng Roughing PXAL200C20-03R100 ‘
® | FEMI | LS
Top Face Milling Finishing
AE-TS-N ¢12X36
@ | MR-AE | WENT | o
Boss, Hole Side Side Milling Finishing ‘
® 7L TEMI |
Hole Top Face Milling Finishing
TNEE< D ER {lEInT e
@ Counterbore Vl\l:;II Side Milling Finishing AE-VTS- N ¢ 12X 36
. i |
@ ;gEB 7'{7- W |\ Roughing
Groove Pocket Milling =T EF
Finishing
birs
i Aok | Roughing
ﬁtgm Ploc\ket Milling =T EF AE-VTS-N ®10x30
Finishing
. BT . |
®  FR  @omisw | P AETS-N g10x30
Slot Milling 5-axis
NE-ECOTS | mEmT | ek
Querciamiesncs | ogeming | rnhng | AETL-N 840

&



https://www.osg.co.jp/products/endmill/spec/ae-ts-n.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=ae-ts-n#anchor07

ZIW=8m MI>—%
} : apan Cutting data on aluminum part processing

ARV BEE KTy M2 FREE-Rmiu(cl L

High efficiency and high quality deep side milling and pocket milling

BBma BEEF vI\—
Part Name : Vacuum Chamber

#%Hl+4 : A5056

Work Material

{SEFAtARL - SERAN T4

Machine : Five-axis Machining Center

FE51 7 : HSK-A63

Main Spindle

tHImA] : MQL™

Coolant

XENEIRF DIcHMQLZER
MQL is used for filming the video

BU. RUINT- AT (&K A MBI hE Z £ A

However, water-soluble coolant is used for threading

i Watch itin

and drilling

action

TiE&=S INTEFR MTAE
Process Processing Location Milling Process
LE - A& FAI-EEFmT
® cH - R ML LML | PFALO4R100M25.4-8 ¢100
@) {AEGER EMT- 4 EFMT | AE-VTFE-N 12
Side Convex Part Roughing- Finishing (L/D=5.5 66mm)
©) {Alm FAI- M | AE-VTFE-N ¢12
Side Roughing- Finishing (L/D=8 96mm)
AT
Ry bEi@., ® Roughing AE-TS-N #20X60
@ Pocket RE{T EFNT ¢
Bottom Finishing
it EIFMT
wRTyhER@ : AE-VTFE-N ¢ 12
@ Pocke::l Semi—fiﬁligg’?[gﬁshing (L/D=5'5 66mm)
‘ thit FFIIT
® | WTUMEE HEFMT AE-TL-N 12X 60
Semi-finishing - Finishing
AUAILTINT
Helical Milling AE_VTFE_N ¢ 1 2
EE<DIT (L/D=5.5 66mm)
@ 1;I‘IJEE|§|Z Counterboring
Side Convex Part EEO T PLDS11R0025516-90
Chamfering $14.4X90 °
HRUINT M8x1.25 | AT-2 R-SPEC M8X1.25
Threading 6.2X16 P1.25 INT
FAI-EEFmT
:J_“JE Roughing- Finishing AE-VTS-N ¢ 10X30
Seal Surface 7;39%: NF-GDN ¢ 5

s



https://www.osg.co.jp/products/endmill/spec/ae-vtfe-n.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=ae-vtfe-n#anchor08

mE LETSEEEMI

Optimum tooling for highly efficient machining

ADDIEZHEMITIFE8S 30 TITOEEEMT

High-effici hining in which 4 leted in a total of 8 minut d 30 d

igh-efficiency machining in which 4 processes are completed in a total of 8 minutes and 30 seconds ERATEUZR Listoftools used

EBMIAE EHTE
- . = " Main Machining Tool
DBUE% . 4/} \_9_7_1 @ Processes
: H T
Part Name:: Inverter Case oL | bEAL04R063M22-8 063
W Milling
| :

HHJ*Z AC4C Aw R PXAL200C20-03R000 ¢ 20
Work Material SEEMI | Head

Face Milling KLY : PXMZ-C200S520-S120
Holder

/\‘g K : PXAL200C20-03R000 ¢»20
Hea

ST zl'c-:l}dl;rg : PXMZ-C2005520-5120

Contour Milling AE-VTS-N $10%X30
AE-VML $12X48-N
EHIT AE-TS-N $3X%X9
SlotMiling | AE.VTS-N  ¢10X30
B ISY-TITEMAEH p ADO-SUS-3D 2.8
Cooperation : BROTHER INDUSTRIES, LTD. s EED’O ¢
ADO-SUS-3D ¢3.5
JUNT ADO-SUS-3D ¢4.2

5 k& - SPEEDIO U —X

Machine : SPEEDIO series

F#5 47 BT30
Main Spindle
EIEIGHA : KB D HHRA

Coolant : Water-Soluble

E"EIE} Drilling
55 ADO-SUS-3D ¢7.9
- Watch iti =
MIABO—HETEN scion” [EH P2D3000BT30M09 630
Introduction of a part of the machining process []: ($47%BT30— {48« ~F+H T ILRUJL) Special
tAHRE PIEIESES RAENMT
D%uﬁlﬁ ERTE TS Depth of Cut iIIing Conitio ! F\lal;r?llui:wf;ce ADF-2D ¢13
Processing feo Process ap | @e ct)J ﬁU;;EEd = I'=3 J%E EEO T
i utting Spee: ee o
Location i) || (G (m/gmin) (mm/min) Chamfering AD-LDS ¢8x90
~w R PXAL200C20-03R000 ¢ 20 - X0.
@ | e 22| wEmT 4 |1 | 500 4,000 A-SFTMAx0.3
RILS : PXMZ-C200SS20-S120 Face Milling (8,000min™) | (0.167mm/t) . A-SFT M5 X 0.8
Holder RUIMT
Threading | 5 XPF M3 X 0.5
BEIEI 150 2,000
AE-TS-N  ¢3x9 Sotmiing | | | 3 | (16,000min") | (0.042mm/0) AT-2R-SPEC M8X 1.25 6.2X 16 P1.25-INT
BYIEI 410 3,820 Jut EIFIT
AE-VTS-N o1 0%30 Sllot Milling 1.5 10 (13,000min™) | (0.098mm/t) Hole Finishing CRM ® 8

EIJ E"JU’]HIlﬁ Fa ‘ﬁu iﬁ’&%iﬁ ! Enables dramatic reduction in machining time!

SHAEIE
AT-2 R-SPEC ##REIff=miEEIL YKL 5505
High-efficiency thread mill with end-cutting edge for non-ferrous metals | The A Brand
TAREUIL w7
Pre-drilling Threading
5
p2LE) + FRENTOMIIEXLREICHENTT
hod
(ZFZ?SEegses) Useful for preventing shifting of cutting position in cast hole
N&RULZEFEHTIAT
AUAVES T

Achieves drilling and threading by
continuous helical cutting with a

single tool



https://www.osg.co.jp/media_dl/movie/industry.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=movie-industry
https://www.osg.co.jp/products/threadmill/spec/at-2r-spec.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=at-2r-spec
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DLC Coated Carbide End Mills for Non-Ferrous Materials

AE-TS-N-AE-TL-N

FEEXIN LICE UTIciRE (L £R

Standard specification suitable for non-ferrous material processing

RELDOE

Large core design

SRl TUUDRALE

High rigidity prevents chattering

i A fTE

Center cutting edge

RiAH YR D ETHE

Can be used for plunging

hidg I+ —L

New flute form

RIFEID < FHEH

Facilitates excellent chip evacuation

Al 1% & N IFZmLL LT R e iR

Cutting edge specification that achieves both rigidity and sharpness

BULMAtERBIFEMTIEHEEZRIR

Achieves high durability and good surface finish

DLC-SUPER HARD Coating

I—F«4VIRADFRBEICKD. BB ELEBEDRD
SN37IIZUVLGEREDIHERICIRBFORNZEFHKE
LET . FERFEUINKZRRBLNVUZFEITRILETE
NEMIERUZERRLE T,

Due to the smoothness of the coating surface, it is extremely effective for non-ferrous
materials such as aluminum alloys that require welding resistance and lubricity.
Furthermore, its excellent sharpness and ability to suppress burrs enable superior surface
finish.




. Flute Fo"b

¥ & Y)D < I HEi 1% = M AL

Balancing rigidity and chip evacuation capability

o]
=
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=
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w0

IDNEZXELTHILETHINZFS. CUDZMFILE T,
e, RIFF)D S FHHIEZRIRT 58T + —LZHRAL. BIEEE)D < FHRH M4 Z
mIILET,

Rigidity is enhanced by increasing the core thickness, which enables the suppression of chattering. By adopting an optimal flute
form, high rigidity can be maintained while ensuring trouble-free chip evacuation.

AE-TS-N fﬁ*ﬁ: Conventional

KED 2 810 <FHpHA X —

Arrow: indicates chip discharge direction

DLCO—F+ VI RATREMN

Long tool life with DLC coating

TEQESH{LEEEY ORI DR b AEELCERLET . -
& BICEE- Ba—7 1 V5. BEUYA 2o & b EEEERONTEEEEELET.

The extension of tool life leads to the reduction of waste, which contributes to resource conservation. Furthermore, a recycling-oriented
manufacturing system is achieved through tool regrinding, tool recoating and material recycling.

DLCO—F« VI RATHELMAEEZREL. REMLZRELIT,

Demonstrates high welding resistance by adopting the DLC coating, which prolongs tool life.

Short

Ya—M
AE-TL-N  AE-TS-N

ovo
Long

V- g PHIRE ftbttfm
L s
fec! ®10x30 ®10 33 Flutes n
)

Work Material A7075

ITA%E BLAl

Milling Method Slot Milling

HIEERE : .

Cutting Speed 300m/min (9,550min")

=D iEE 1,430mm/min (0.05mm/t)
eed

AT

Depth o;-Cut ap =10mm

SIREIHE] IrJo—*

Coolant Air Blow

BRIt ifsev =>4 (BT40)

Machine Vertical Machining Center

¥DLCO—T « VI DR RERDCH I TO—CTHBZEITOTVET,
Air blow was used for the cutting trial to confirm the effect of the DLC coating.

&




hUIi-“_ 9 Cutting Data

=taE

High Precision

Eﬁ’;”ulﬁﬂfﬁ Good machined surface quality

DLCO—5 « VT LIEFKMIICSE U TN FELERIC K DFIR

Effects by the combination of DLC coating and unique cutting edge specification for non-ferrous metal machining

RIFEMIERUZRRELET,

Achieves good machined surface quality.

AE-TS-NRIT7

EHTE R

Tool ®20 Conventli::nal
Square

I
Work Material A7075

MIrEE HIER T v TEIHI

Milling Method Side Step Milling
tElERE . -
Cutting Speed 300m/min (4,750min™")
?DEE 700mm/min (0.05mm/t)*

eed
tHARS ap=20mm X2 de =6mm
Depth of Cut 2 times
SIHEIHE] KA ML E R
Coolant Water-Soluble
SEFRE By =>J+>% (BT50)
Machine Horizontal Machining Center

XENHIEER DI HIEDREZTIF TMILTLE T,

*Machined at a reduced feed rate for the cutting trial.

E&WEUJI]IE Good machined surface

AE-TS-N z5x7
Square

T

==

i

=

HEFRmR

Conventional

A

I\

Y

7 Z 9 ’f 700)7;,]% Effects of the radius type

(um) 1

Roughness (*} &2

o
~

0.2

-
20mm P -
r e
7
r e
40mm Y |~
20mm

YIHIFHARF RO RIEA S

Side roughness at the initial stage of machining

0.8

o
o

AE-TS-N 2517

Square

fERm

Conventional

SYT7RAIATEEEHOMIERAME EICIHRATY

The radius type is effective in improving the machined surface quality of the bottom surface.

AE-TS-NSIYF7 2R

AE-TS-N RO T7

=]

ESFI" $6X18X R0.5 »6X18

Radius Square

HHIA

Work Material A7075

INIAE BRI

Milling Method Slot Milling

e Vc=350m/min(18,568min"")

’Eebd R Vf=2,785mm/min (0.05mm/t)
SATE

Eﬂ";ﬁ;ut ap =6mm (1D)

SIHElHE] KA ML E R

Coolant Water-Soluble

SEFRER iR Y= P+ 5 (BT40)

Machine Vertical Machining Center

(um) 8

Roughness [} 245 |

a

YIHIYHIR R D IRE AR S
Bottom roughness at the initial stage of machining

AE-TS-N5v72
Radius

AE-TS-N 2517

Square



;Eﬁ*m D LC EEI y FE} b 3 E :JH - hﬁg DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

A
The A Brand 9
AE-TS-N 7 3
= = 1 a I Square $|7 2
. . . Typel . 150 Ig‘
o NS -—-—-—-—§
_ / APMX
LU
=T« VIICBUSHRETDHBANHDII AN LH
HaE LIFE<REHDEE . LF
End mills may have some discoloration, but it does not cause any performance problems.
Type2
& ST —
m AW | SPEED
CARBIDE ) AT T P1F5EEPD16 APMX | Z
%
0~-0.02 LF L Vl'l
| 2+
ol
1 .SD EE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D) B :mm Unit:mm ' <
Y—JUNo. HEXETER =R AR LH JeVOR| BR AR fEEE RS L Z
EDP No. DCXLU LF APMX DCON DN Type Stock (Yen) % o A
8557235 1 X 3 45 1.5 8.6 4 0.95 1 ( 2,410 33 E
8557236 15X 4.5 45 23 9.3 4 1.45 1 ( 2,410 <
8557237 2 X 6 45 3 10.1 4 1.9 1 o 2,220
8557238 25X 75 45 3.8 10.6 4 24 1 ([ 2,220
8557330 3 X9 55 45 14.8 6 2.85 1 o 2,010
8557331 4 X 12 55 6 15.9 6 3.8 1 ( 2,310
8557332 5 X15 55 7.5 16.8 6 4.8 1 A o 2,310
8557333 6 X 18 60 9 = 6 5.8 2 ( 2,700
8557334 8 X24 70 12 - 8 7.7 2 o 4,930
8557335 10 X 30 75 15 = 10 9.7 2 o 6,590
8557336 12 X 36 80 18 - 12 1.7 2 o 8,350
8557337 16 X 48 110 24 = 16 15.7 2 ( 21,900
8557338 20 X 60 120 30 - 20 19.7 2 ( 31,100
8557339 25 X75 140 375 = 25 24.7 2 ([ 52,200
O =1ZHEER @=Standard stock item
% =NEW SIZES
. 7‘( : ya)E iﬁ l: Db‘t Guide for Icons
n *ZE Tool Materials ;EEM}E Surface Treatment
caRpiDE  BTRETE WS DLCO—F VY B  DLC-IGUSS O—5 1 V%
Tungsten Carbide DLC DLC Coating DLGIGUSS  DLC-IGUSS Coating
1’3 Un% Helix Angle R ?Fg?:% Tolerance of Radius E 91-?%0)?*?% Tolerance for milling diameter
IVRIDED R SYPAIVRIILOD . =
[\ | SRS ¢
¢ BUNBERRLET o RHBEERTLET O TYFSLOARERILET
Helix angle of flute for end mills 002 Identifies the tolerance of the radius for end mills olerance for milling diameter
E j—j'ﬁqu Corner Form :/:l. U 77 Shrink B tﬂﬁu%{# Cutting Condition
IVREIOI—FHEVHRE Ko YaY¥IT4vb (REESD) spEED  WIRISRUBERIBEHN—I%Z
RRLET o YRTLCEBEOLET %
Indicates that the end mill has a sharp corner edge Suitable for the shrink holder system Indicates page number for cutting conditions

pocid ®



;Eﬁ*m D LC EEEI y FE} b 3 E :J = hﬁ? DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type

A E -TS - N toij F Sharp Corner Edge

&

=TV ICBUODEETDHBEDHOEI D

MR LF2<EEDDFEA.

End mills may have some discoloration, but it does not cause any performance problems.

_— KO AN
CARBIDE ) ¢ O ' = o

0~-0.02

SPEED
FEED

P15~P16

DC
B
)
=
<
DN
|

1 .5 D EE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D)

A

The A Brand
Typel
yp 15
=z
— — — - —14 O
o
[a)
LU
LH
LF
Type2
4
[=)
Z
L — — - —4 0
O
[a]
APMX
LU
LF

B :mm Unit:mm

Y—JUNo. ‘ HNEXETER 2R P H | Yo BE 2 wE |
EDP No. DCXLU LF APMX DCON DN Type Stock (Yen)
8557239 1 X 3 -SP 45 1.5 8.6 4 0.95 1 ([ J 2,410
8557240 1.5 X 4.5-SP 45 23 9.3 4 1.45 1 ( 2,410
8557241 2 X 6 -SP 45 3 10.1 4 1.9 1 o 2,220
8557242 25X 7.5-SP 45 3.8 10.6 4 24 1 o 2,220
8557430 3 X 9 -SP 55 4.5 14.8 6 2.85 1 o 2,010
8557431 4 X12 -SP 55 6 15.9 6 3.8 1 Al @® 2,310
8557432 5 X15 -SP 55 7.5 16.8 6 4.8 1 (] 2,310
8557433 6 X18 -SP 60 9 = 6 5.8 2 { 2,700
8557434 8 X24 -SP 70 12 - 8 7.7 2 (] 4,930
8557435 10 X30 -SP 75 15 = 10 9.7 2 { 6,590
8557436 12 X36 -SP 80 18 - 12 1.7 2 ( 8,350

. 743D®§%EH[$72C%'FZMO - See for explanation of icons.

BERd1—+EHbHET EVARysT

Sharp corner edge type for milling straight corners

@ =1Z#EER @=Standard stock item

=NEW SIZES

EVARTATER Fry a1 TZLULTLIEL

Eﬁ{iﬁf?o EQJ—T(DWID"‘EIE‘ET?O

The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.

HIDEUDHFENEWVWI—FHEIROIMIICEMN T,

Effective corner milling with no uncut residue left behind.

s

EYARSALT(-SP)

Sharp Corner Edge

RIIT7IAT

Square Type




;Eﬁ*m D LC EEI y FE} b 3 E :JH - hﬁg DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

AE-TS-N S5Y7Z .
S < I 2

NELLET]

Typel

2
4
1
ke

RE

DN

DC
|
|
|
|
|
l
DCON

APMX
Ly
d—F4VICBROSHRETDHEENBDETH tH
MHRE FE2<BBEHDOFEA. LF
End mills may have some discoloration, but it does not cause any performance problems.
Type2
RE z
& S ——
R \N a
m AW | SPEED
GRBDE i om T 4T |psers AP w Z
w R 5
0~-0.02 L wn
LF | 2
A
1 .SD EE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D) B{i7 :mm Unit:mm ' <
¥Y—JUNo. AEXETRX I—T+Z EESS IR LH JrIOR| 'R AR TR PR =
EDP No. DCXLUXRE LF APMX DCON DN Type Stock (Yen) %3 o
8557370 3X 9 X R0.2 ° 2,790 YD
55 45 14.8 6 2.85 1 0O <
8557371 3X 9 X R0.5 o 2,790
8557372 4 X 12 X R0.2 o 3,210
8557373 4 X 12 X RO.5 55 6 15.9 6 3.8 1 o 3,210
8557374 4 X 12 X R1 o 3,210
8557375 5X 15 X R0.2 o 3,210
8557376 5 X 15 X RO.5 55 7.5 16.8 6 4.8 1 o 3,210
8557377 5X 15 X R1 o 3,210
8557378 6 X 18 X R0.3 o 3,770
8557379 6 X 18 X RO.5 60 9 = 6 5.8 2 o 3,770
8557380 6 X 18 X R1 o 3,770
8557381 8 X 24 X R0O.3 [ J 6,910
8557382 8 X 24 X R0O.5 [ J 6,910
8557383 8 X 24 X R1 70 12 — 8 7.7 2 A [ J 6,910
8557384 8 X 24 X R1.5 [ J 6,910
8557385 8 X 24 X R2 o 6,910
8557386 10 X 30 X RO.3 ([ J 9,210
8557387 10 X 30 X RO.5 o 9,210
8557388 10 X 30 X R1 o 9,210
75 15 = 10 9.7 2
8557389 10 X 30 X R1.5 o 9,210
8557390 10 X 30 X R2 o 9,210
8557391 10 X 30 X R3 o 9,210
8557392 12 X 36 X RO.3 [ J 11,800
8557393 12 X 36 X RO.5 o 11,800
8557394 12 X 36 X R1 o 11,800
80 18 — 12 11.7 2
8557395 12 X 36 X R1.5 o 11,800
8557396 12 X 36 X R2 o 11,800
8557397 12 X 36 X R3 [ J 11,800
. 743)@%?&5)5][37&3%??_'\,\0 . Seeforexplanation of icons. O =1Z#ER @=Standard stock item

pocid ®



;Eﬁ*m D LC EEEI y FE} ll 3 ﬂ D yﬁ‘ﬁ? DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A

AE-TL-N 25 I7 ...
TS 2

APMX
=TV ICBUOSHRETDHEHHDEIH.

M LFE<EEDDFEA. LF

End mills may have some discoloration, but it does not cause any performance problems.
| — — — - — 1
a

DCON

DCON

SPEED
CARBIDE B = FEED

b AT 4T |pir-pis
0~-0.02 -
3Dﬂ§ 3 X D cutting length B{iT :mm  Unit:mm
—JUNo. SHEX DR D Y | vrvoE | RR W |
EDP No. DCX APMX LF DCON Type Stock (Yen)
8557340 3 X 9 3 55 16.6 6 1 o 2,010
8557341 4 X 12 3 55 17.7 6 1 o 2,310
8557342 5 X 15 3 55 18.9 6 1 o 2,310
8557343 6 X 18 3 60 = 6 2 o 2,700
8557344 8 X 24 3 70 — 8 2 o 4,930
8557345 10 X 30 3 75 — 10 2 ([ 6,590
8557346 12 X 36 3 80 — 12 2 [ 8,350
8557347 16 X 48 3 120 — 16 2 ([ 21,900
8557348 20 X 60 3 135 — 20 2 o 31,100
8557349 25 X 75 3 155 = 25 2 o 52,200
. 7’43‘/@%}*&%(%2%?3L\0 . See@forexplanation of icons. O =iZ#EEmR @=Standard stock item
SDEE 5X D cutting length B :mm Unit:mm
—JuNo. SHEX I D 25 MR W | e
EDP No. DCXAPMX LF DCON Type Stock (Yen)
8557350 3 X 15 5 55 226 6 1 o 3,000
8557351 4 X 20 5 60 25.7 6 1 o 3,450
8557352 5 X 25 5 65 28.9 6 1 o 3,450
8557353 6 X 30 5 75 — 6 2 ([ 4,020
8557354 8 X 40 5 90 — 8 2 [ 7,380
8557355 10 X 50 5 100 = 10 2 o 9,870
8557356 12 X 60 5 110 — 12 2 o 12,700
8557357 16 X 80 5 150 — 16 2 ) 32,700
8557358 20 X 100 5 175 — 20 2 o 46,800
8557359 25 X 125 5 205 = 25 2 o 78,200

. 74:)@%%3}3(%:%?&\0

- See for explanation of icons.

O =iZ#EEmR @=Standard stock item




;Eﬁ*m D LC EEEI y FE} b 3 ﬂ D yﬁ‘ﬁz DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A

The A Brand
°~ »
A E-T L- N t JjJ h Sharp Corner Edge
Typel
_ _ - 15°
TETERS B e Iyl s
APMX
T« VI CBROSHRETRDHBENBOFIH. =
HaE FlFe<BEDDFEA. LF
End mills may have some discoloration, but it does not cause any performance problems.
Type2
=z
S ey
_— BEIO AN | SPEED
caRiDE "¢ O y = |  ew | —
LF b
0~-0.02 ft o
| 2
3DIE svoun i U | 80
3 X D cutting length Bf:mm Unitmm [N
EDP No. DCXAPMX LF DCON Type Stock (Yen) 2 =
8557440 3 X 9-SP 3 55 16.6 6 1 o 2,010 1; ‘g” I_—l
8557441 4 X 12-SP 3 55 17.7 6 1 () 2,310 o g
8557442 5 X 15-SP 3 55 18.9 6 1 o 2,310
8557443 6 X 18-SP 3 60 = 6 2 A () 2,700
8557444 8 X 24-SP 3 70 - 8 2 o 4,930
8557445 10 X 30-SP 3 75 = 10 2 o 6,590
8557446 12 X 36-SP 3 80 - 12 2 [ J 8,350
. 743)0)5}3%[37&5‘%?3(,\0 - See @for explanation of icons. O =1Z#ER @=Standard stock item
5D EE 5 X D cutting length B{i:mm Unit:mm
EDP No. DCXAPMX LF DCON Type Stock (Yen)
8557450 3 X 15-SP 5 55 22.6 6 1 [ J 3,000
8557451 4 X 20-SP 5 60 257 6 1 () 3,450
8557452 5 X 25-SP 5 65 289 6 1 o 3,450
8557453 6 X 30-SP 5 75 = 6 2 A () 4,020
8557454 8 X 40-SP 5 90 - 8 2 o 7,380
8557455 10 X 50-SP 5 100 = 10 2 o 9,870
8557456 12 X 60-SP 5 110 - 12 2 o 12,700
. 743‘/0)3&5)4[37&2%?3(,\0 - See for explanation of icons. O =1Z#EESR @=Standard stock item

BERI1—+EHbHET EVA Ry

Sharp corner edge type for milling straight corners

EVARGATER. FryraZTZELTLEL
Eﬁ{iﬁt?o EQJ—TUDWID“‘EIE‘ET?O

The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.

HIDEUDFENEWVWI—FHEIROMIICEMN T,

Effective corner milling with no uncut residue left behind.

EVhAR51T(-SP) RIIT7ZAT

Sharp Corner Edge Square Type

posid ®



AE-TS-N tDHIRERER concorion

Za IT/ If“JjJ F/E 9“7194' 70:,”\35 Applies to square/sharp corner edge/radius type
5%1-;.]‘#“ Slot Milling

) Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Work Material
orMateria A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHLERE
Cutting Speed 300 300 150
(m/min)
= EDERE [El¥nRE EDIRE EDERE
91‘1:%?;%? & Feed = SpeedR Feed Feed =
) Pt . )
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,200 32,000 1,200 16,000 540
1.5 X 45 32,000 1,350 32,000 1,350 16,000 610
2 X 6 32,000 1,540 32,000 1,540 16,000 660
25 X 75 32,000 1,630 32,000 1,630 16,000 810
3 X 9 32,000 1,720 32,000 1,720 16,000 960
4 X 12 24,000 1,780 24,000 1,780 12,000 1,030
5 X 15 19,200 1,840 19,200 1,840 9,600 1,090
6 X 18 16,000 1,900 16,000 1,900 8,000 1,160
8 X 24 12,000 2,030 12,000 2,030 6,000 1,300
10 X 30 9,600 2,150 9,600 2,150 4,800 1,430
12 X 36 8,000 2,270 8,000 2,270 4,000 1,560
16 X 48 6,000 2,380 6,000 2,380 3,000 1,630
20 X 60 4,800 2,490 4,800 2,490 2,400 1,700
25 X 75 3,850 2,600 3,850 2,600 1,900 1,780
YhARS . a _ap
Depth of Cut 1D 0.5D

{BIEEIE side mitling

o e Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orieMatenia A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IR
Cutting Speed 300 300 150
(m/min)
= EDEE [ElEmEE EDEE EDEE
yH:T))C(EU—F & Feed = Speedz Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,300 32,000 1,300 16,000 600
1.5 X 45 32,000 1,430 32,000 1,430 16,000 660
2 X 6 32,000 1,730 32,000 1,730 16,000 720
25 X 75 32,000 1,920 32,000 1,920 16,000 900
3 X 9 32,000 2,150 32,000 2,150 16,000 1,200
4 X 12 24,000 2,230 24,000 2,230 12,000 1,290
5 X 15 19,200 2,300 19,200 2,300 9,600 1,360
6 X 18 16,000 2,380 16,000 2,380 8,000 1,450
8 X 24 12,000 2,540 12,000 2,540 6,000 1,620
10 X 30 9,600 2,690 9,600 2,690 4,800 1,780
12 X 36 8,000 2,840 8,000 2,840 4,000 1,950
16 X 48 6,000 2,980 6,000 2,980 3,000 2,040
20 X 60 4,800 3,100 4,800 3,100 2,400 2,130
25 X 75 3,850 3,200 3,850 3,200 1,900 2,200
PHARE ap de
Depth of Cut 1.5D 0.2D

EALOTEREpIgECSETE .

See for precaution for use.

s




17 I 7/ If“JjJ F/E 9“7194 7;‘55@ Applies to square/sharp corner edge/radius type
ZIAFBHIHI prunging

NELLET]

2
4
1
K

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oricvateria A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERE
Cutting Speed 80
(m/min)
= EDRE [CldmEE EDERE EDRE
9+{:TD>C<>%U—F & Feed = Speedz Feed = Feed =
(mm/min) (min™) (mm/min) (mm/min)
1 X 3 16,000 350 16,000 350 10,000 100
15 X 45 16,000 350 16,000 350 9,000 100
2 X 6 12,750 350 12,750 350 8,500 100 E._L% Z,
£t
25 X 75 10,000 350 10,000 350 8,000 100 rlné =
3 X 9 8,500 400 8,500 400 6,400 120 Y #
4 X 12 6,400 400 6,400 400 4,800 120
5 X 15 5,100 400 5,100 400 3,800 120 » Z,
—
6 X 18 4,200 450 4,200 450 3,100 130 Rg =
8 X 24 3,200 500 3,200 500 2,400 150 o H(J
10 X 30 2,550 500 2,550 500 1,900 150
12 X 36 2,100 500 2,100 500 1,600 150
16 X 48 1,600 550 1,600 550 1,200 170
20 X 60 1,300 550 1,300 550 960 170
25 X 75 1,020 550 1,020 550 770 170
PHARE ___ 9 ___ 9%
Depth of Cut 1D 0.5D

1. 8. TILY [ERIED G 2EEDEVDDZECHERTEL. 1. Use arigid and precise machine and holder.

2. COYIHIRERG. KB ETHIBE ZERT 25580HDTY, 2.Theindicated speeds and feeds are for milling with water-soluble coolant.

3. PBAES . MARBIME B ARRIC & D . EEREE. XD REEFE TS0, 3. Please adjust the speed and feed when the cutting depth is large or when

4. MIBEEBRENZHAE. BEREE, %0 EE, YPAGREINZ T machines with low rigidity are used. . .

BT, 4. ReduFe ;peed and feed as well as depth of cut when high precision is
N = -, NV L= required.

5. = b%é’b‘ﬁ(ﬁé%ﬁléﬁ\ @ifx)_ifi'\ EDRER [ URSEE(C 5. Adjust the speed and feed accordingly when the overhang length is longer
KOVHIREAEZDER | Z8EICAET TV (TREHB). than specified (see table below).

6. 81D < FHBOIBEIF. BERRE. EDEEZ FFCTEATEL, 6. When the chips wind around the end mill, reduce the speed and feed.

7. R0 ©AGESTHIICBWT, YIELEREIZ{ER T DEa [ UTEHF 7. Please always use the appropriate cutting fluid recommended by the cutting
A—HDHIETREDENTHERAT L, e, 10 < FOUIE - &8 fluid manufacturer in the machining of magnesium alloys. Be cautious with the
[CTEETEV. RNOBNHSBDET, cutting chips as they are highly flammable and may pose a serious fire risk if not

properly handled.

ggllill bE“&‘nglC&%tﬂﬁu%ﬁ:gﬁgw Eﬁ(DC = ¢ 6. ¢8) Cutting Condition Guide for Changes in Overhang Length
i TVSSOLBERMIT YIRYOLAS TS = ABEHEY Fes

Work Material

Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100

e [ElEmEE EDERE ElEmEE EDRE BlEmEE EDEE
LD Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

SELTH 70% 70%
Slot Milling 40% 40%
fIETLHI 70% 70%
Side Milling 50% 50%

ZBABH| 80% 80%

Plunging 60% 60%




AE-TL-N YIHISRHEHEER ccnsconion

3 D ”E 3 X D cutting length
Za 17/ Eyﬁ F@*f 7:}:‘\:5@ Applies to square/sharp corner edge type
BYEN siotmiling

Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orieMatera A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
SIHERE
Cutting Speed 240 240 120
(m/min)
= EDEE [ClEmEE EDEE EDEE
%I;C::)siﬂxﬁ Feed = Speedz Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 25,600 1,380 25,600 1,380 12,800 770
4 X 12 19,200 1,420 19,200 1,420 9,600 820
5 X 15 15,360 1,470 15,360 1,470 7,680 870
6 X 18 12,800 1,520 12,800 1,520 6,400 930
8 X 24 9,600 1,620 9,600 1,620 4,800 1,040
10 X 30 7,680 1,720 7,680 1,720 3,840 1,140
12 X 36 6,400 1,820 6,400 1,820 3,200 1,250
16 X 48 4,800 1,920 4,800 1,920 2,400 1,320
20 X 60 3,800 2,020 3,800 2,020 1,900 1,390
25 X 75 3,060 2,120 3,060 2,120 1,530 1,460
ElARE ap T a
Depth of Cut 1D 0.5D

{BIELIE side mitling

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orie Matera A5052-A7075-AZ91-AZ80A ACA4C-ADC C1100
CIHIRE
Cutting Speed 240 120
(m/min)
2 EDEE [ElEmEE EDIRE EDEE
9@;3;%? Feed = Speedz Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 25,600 1,720 25,600 1,720 12,800 960
4 X 12 19,200 1,780 19,200 1,780 9,600 1,020
5 X 15 15,360 1,840 15,360 1,840 7,680 1,080
6 X 18 12,800 1,900 12,800 1,900 6,400 1,160
8 X 24 9,600 2,030 9,600 2,030 4,800 1,300
10 X 30 7,680 2,150 7,680 2,150 3,840 1,420
12 X 36 6,400 2,270 6,400 2,270 3,200 1,550
16 X 48 4,800 2,390 4,800 2,390 2,400 1,630
20 X 60 3,800 2,510 3,800 2,510 1,900 1,710
25 X 75 3,060 2,640 3,060 2,640 1,530 1,800
PhARS ap ae
Depth of Cut 3D 0.1D

1. . RILSY IFAIED S DIEREDENDDZ TEATEL,

2. COYIHISRERS. KBETEEE Z{ERT 2B50DHDTI,

3 BARE  EREIMEFEARICKD . DEEE. XD REZRE TS,

4 MIBEZEREINDBEE. BHEE. XD EE., VIAHEZINA TRER
&L,

5. ¥ IR0 LGERVHICHBWVT, YEIHEZER I 255 EUEEF X —7
DERTHHDZUMTHEATEV. Kfe 1D < FOUE - ERICTER
TEW. FEANDENHEDET,

1. Use arigid and precise machine and holder.
2.The indicated speeds and feeds are for milling with water-soluble coolant.
3. Please adjust the speed and feed when the cutting depth is large or when
machines with low rigidity are used.
4. Reduce speed and feed as well as depth of cut when high precision is

required.

5. Please always use the appropriate cutting fluid recommended by the cutting
fluid manufacturer in the machining of magnesium alloys. Be cautious with
the cutting chips as they are highly flammable and may pose a serious fire

risk if not properly handled.

s




3D EE 3 X D cutting length

17 I 7/ toij Fg'f 70;1\:@ Applies to square/sharp corner edge type

Z7.— VSN

NELLET]

g'&ﬂaitﬂﬁﬂ Plunging
T PZIWIZULGEREM - NIRXYULEE ZILEZO LAEEHEY HEE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oricatera A5052-A7075-AZ91-AZ80A AC4C-ADC €1100
YRR
Cutting Speed 70 50
(m/min)
= EDEE [EILTREd EDHEE EDEE
yt%ﬁ:ﬂ? Feed = Speedz Feed = Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 7,500 350 7,500 350 5,300 100
4 X 12 5,600 350 5,600 350 3,980 100 » 2
1
5 X 15 4,460 350 4,460 350 3,180 100 'IL""C-, 'ﬁ
F4
6 X 18 3,680 400 3,680 400 2,650 110 Rm #I
8 X 24 2,800 450 2,800 450 1,990 120
10 X 30 2,230 450 2,230 450 1,590 120 2 =
12 X 36 1,840 450 1,840 450 1,330 120 [ '—_'I
o
16 X 48 1,400 500 1,400 500 1,000 130 S_' I:I<IJ
20 X 60 1,100 500 1,100 500 800 130
25 X 75 890 500 890 500 640 130
YHARS % ap
Depth of Cut 1D 0.5D

5 D EE 5 X D cutting length
{BIELIE side mitling

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oricateria A5052-A7075-AZ91-AZ80A ACA4C-ADC €1100
YRR
Cutting Speed 100
(m/min)
2 EDEE ElERERE EDEE EDEE
gt%ﬁwﬂwxﬁ Feed = Speed2 Feed = Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 15 10,600 640 10,600 640 5,300 200
4 X 20 8,000 690 8,000 690 4,000 210
5 X 25 6,400 730 6,400 730 3,200 230
6 X 30 5,300 780 5,300 780 2,600 240
8 X 40 4,000 870 4,000 870 2,000 260
10 X 50 3,200 960 3,200 960 1,600 290
12 X 60 2,700 1,050 2,700 1,050 1,300 320
16 X 80 2,000 1,140 2,000 1,140 1,000 350
20 X 100 1,600 1,230 1,600 1,230 800 380
25 X 125 1,300 1,320 1,300 1,320 640 400
YHARS ap ae
Depth of Cut 5D 0.1D

1. 8. TILY [EAIEDSDEEOEVNED%ZE THEATEL,

2. COYIHISRMRE. KBEIEIHE Z AT 2B 5DHDTT,

3 BARS  EHAIMESFERAIORICKD . DEREE., XD REZRAE T,

4 NMIBEZERSNDBEE. MEmEE. XDEE. VIAHEZINZ TER
&L,

5. X720 LEEVHIICBWVT. YRIHEZ A 2155 [EIEIRE X —7
DRTDHDEMFTHEATEV. Ko 1D <TFOWE - EERICTER
TEWV, FEXDENHSHDET,

1. Use arigid and precise machine and holder.

2.The indicated speeds and feeds are for milling with water-soluble coolant.

3. Please adjust the speed and feed when the cutting depth is large or when
machines with low rigidity are used.

4. Reduce speed and feed as well as depth of cut when high precision is
required.

5. Please always use the appropriate cutting fluid recommended by the cutting
fluid manufacturer in the machining of magnesium alloys. Be cautious with
the cutting chips as they are highly flammable and may pose a serious fire
risk if not properly handled.




JESXADLCEEI Y RSV SiET (D

DLC Coated Carbide End Mill for Non-Ferrous Materials High Performance Type

AE-VTS-N

SERIGIMLICH ! SREEETEMEN L ZRIRA

Suitable for a wide range of applications! High efficiency and high quality processing

SSVHEES

Flat cutting edge specification

KOEEELT NI ERZRR

Achieves higher precision machined surface quality

KSUTP 2RI TD—EY 1 XZ[RL

*Does not apply to some sizes of radius type

RibATE

Center cutting edge

RiAHEHINETEE

Can be used for plunging

AFU—R. FAEFHE \ DD 3MOINA

Variable lead and unequal spacing teeth 3 cutting edges that connect at the center
UUDZEMFHEL. RE - REERMT FIMHEDEINACTHh BENHIEREHIIE
ZRIR EENKREHN D, SEEIE TOIMITHEIHE"
Stable and high efficiency milling is made possible by the The cutting load is equalized among the cutting edges with greater
suppression of chattering stability to enable high speed milling*

XIGABHYIHI, SVEVIMIEEICHER

*Effective for plunging and ramping

purabilit,

DLC-IGUSS a-5<>5

DLC-IGUSS Coating

I—=F«4VIRADFRSICKD. MHBABEEPEBENKRDOSND T IV
ZULGEFEDIRERICIREDENERELI T . XL TEDMA
@ ELET,

Due to the smoothness of the coating surface, it is extremely effective for non-ferrous materials such as
aluminum alloys that require welding resistance and lubricity. Moreover, tool durability is also improved.




\e Perfor,

2B U0 b N

Suppression of Vibration

AEFEY— R AFDEORAT. RE - BEERMIZRRLET

Variable lead and unequal spacing teeth geometry enable stable and high efficiency milling

*%U — R Variable Leads ?F%ﬁy‘ilj Unequal Spacing Teeth

e 2 il
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alFa2+a3
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el -

RIERGFTHRIFSIN I HamL 8 7

Good machined surface quality even under high speed cutting condition 'qé E
B

DLCO—5 « I DMtAEHNR. AFU— R - FEDEIOFHRHNR. RUESVIDHRICELD.
RHEECHRFEMIEZRRELEY

Due to the anti-welding effect of the DLC coating, the anti-vibration effect of the variable lead and unequal spacing teeth geometry, and the
effect of the flat cutting edge specification, good machined surface can be achieved even under aggressive cutting condition.

tIEIFHAR R DIREAE S

~ —_— k= T/ =

ERTE AE-VTS-N ,%Eé@gmp;ﬁ; Bottom roughnesls at the initial stage of machining = F:;
el ®10%30 @10 3F Flutes LT
A

Work Material A7075

P ap S B

Milling Method Slot Milling

YIELRE 408m/min 300m/min ]

Cutting Speed (13,000min-") (9,550min") 1_‘%

EDIRE 4,780mm/min 1,432mm/min z

Feed (0.123mm/t) (0.05mm/t) 2

YARE 3

Depth of Cut ap=10mm =

BIHHF KBELDEHF

Coolant Water-Soluble

SEFtEH IRV =5t % (BT40)

Machine Vertical Machining Center

AE-VTS-N ftittm

= Competitor
AE-VTS-N S
x

, &%
!

pocid 0]



”I]I?l_ 9 Cutting Data

N
Enk”ulﬁ&'ﬁ Excellent surface finish

DLCO—F VI EETSVHDHRICKD. KHICEBNINITEGIZRELET

Due to the effect of the DLC coating and the flat cutting edge specification, excellent machined surface quality is achieved.

fth#t/ > 31— b &
FHEIE‘ AE_\(;LS?:Q Non-coated Competi?:r
00 ®1 @10 33 Flutes
KA
Work Material A7075
tIEIGE BLAEl
Milling Method Slot Milling
tEIEREE : .
Cutting Speed 300m/min (9,550min")
RO 1,432mm/min (0.05mm/t)
eed
YBARS
Depth ofLCut dp =10mm
SIHEIHE] AKBMELIEBE
Coolant Water-Soluble
EFARE MRV =V ItV 5 (BT40)
Machine Vertical Machining Center

1TTm I TR ROKREAS

Surface roughness after milling 11 m

(M) 7

Roughness M+ REM

AE-VTS-N k.

Competitor
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AE-VTS-N 1717 Square
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MELFE<EEDDTEA.

End mills may have some discoloration, but it does not cause any performance problems.
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APMX
CARBIDE pycrcuss T 4‘0}4; P:F:Effig; N
0~-002 "
1.5D EE(%TE3 D) 1.5 X D cutting length (Neck length 3 X D) B :mm  Unit:mm
Y—JLNo. ‘ NEXETER =R IR LH YeVOR | B iz ERE TR
EDP No. DCXLU LF APMX DCON DN Type Stock (Yen)
8557243 1 X 3 45 1.5 8.6 4 0.95 1 o 5,520
8557244 1.5 X 4.5 45 23 9.3 4 1.45 1 o 5,520
8557245 2 X 6 45 3 10.1 4 1.95 1 ( 4,600
8557246 25 X 7.5 45 3.8 10.6 4 24 1 ([ 4,600 %\ 5 5
8557360 3 X 9 55 4.5 14.8 6 2.85 1 ] 4,790 |-|n§ '>T
8557361 4 X 12 55 6 15.9 6 3.8 1 A ( 5,000 » g
8557362 5 X15 55 7.5 16.8 6 4.8 1 o 5,520
8557363 6 X18 60 9 = 6 5.8 2 ( 5,770
8557364 8 X24 70 12 - 8 7.7 2 ] 7,760
8557365 10 X 30 75 15 = 10 9.7 2 ( 9,710
8557366 12 X 36 80 18 - 12 11.7 2 ( 13,600
. 74:)0)%%5)1[;%3%?&% . See@for explanation of icons. O=1EEEER .=Standard,3tsvflksiltZeEn;
% =
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The A Brand
O *»
A E-VTS - N t ij h Sharp Corner Edge
Typel
P % 3 15 _
- B i e
w
I FAVICROENRETBBANBOETI - .
HEE FF2 <RIBS DE A
End mills may have some discoloration, but it does not cause any performance problems. Type2
&
T
APMIX
cmm;Q:C) ﬁ?;ﬁ;ﬁ% N
0~-002 LF
1.5D EE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D) fii:mm Unit:mm
Y—JLNo. ‘ HEXETE 2R P Ly | YrYoR| BR | R | EE IR
EDP No. DCXLU LF APMX DCON DN Type Stock (Yen)
8557247 1 X 3 -SP 45 1.5 8.6 4 0.95 1 o 5,520
8557248 15X 4.5-SP 45 2.3 9.3 4 1.45 1 o 5,520
8557249 2 X 6 -SP 45 3 10.1 4 1.95 1 o 4,600
8557250 25X 7.5-SP 45 3.8 10.6 4 2.4 1 o 4,600
8557460 3 X 9 -SP 55 45 14.8 6 2.85 1 o 4,790
8557461 4 X 12 -SP 55 6 15.9 6 3.8 1 A o 5,000
8557462 5 X 15 -SP 55 7.5 16.8 6 4.8 1 o 5,520
8557463 6 X 18 -SP 60 9 = 6 5.8 2 o 5,770
8557464 8 X 24 -SP 70 12 — 8 7.7 2 o 7,760
8557465 10 X 30 -SP 75 15 = 10 9.7 2 o 9,710
8557466 12 X 36 -SP 80 18 - 12 11.7 2 o 13,600
. 7’43‘/@%}*&%(3%2%?3L\0 . Seefor explanation of icons. O =12%7EEM @=Standard [fthovf/ksifzeEns]
X =

BERd1—+EHbHET EVARysT

Sharp corner edge type for milling straight corners

EVARGATER. FvryraZTZELTLKL
Eﬁ{iﬁf?o EQJ—T(DWID"‘EIE‘ET?O

The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.

HIDEUDHFENEWVWI—FHEIROIMIICEMN T,

Effective corner milling with no uncut residue left behind.

EVhR51T(-SP) RIIT7IAT

Sharp Corner Edge Square Type

s
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AE-VTS-N 5:“71 Radius
SN\ g L O
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DCON

DT VI CBOSHRET BBANBOET - . = 2
1HaE H32 < BmEBhE R . e
End mills may have some discoloration, but it does not cause any performance problems. Type2 Eu %
RE - o I
= z
A NS - —— 3
e T e [ e ‘
v APMX
CARBIDE piciguss 0 AT 40~43° szsEfgza w
0~-0.02 LF
1 -5D EE(E-F§3 D) 1.5 X D cutting length (Neck length 3 X D) B{if :mm Unit:mm
Y—JLNo. ‘ TP TETr el o5 | IR |, |VrYOE| BE | MR | @E i
EDP No. DCXLUXRE LF APMX DCON DN Type Stock (Yen)
8557400 3 X 9 X R0.2 o 6,690
55 4.5 14.8 6 2.85 1
8557401 3X 9 X R0.5 o 6,690
8557402 4 X 12 X R0.2 o 7,000 =
Eé 1
8557403 4 X 12 X R0.5 55 6 15.9 6 3.8 1 o 7,000 -ll—g ﬂ
5 =
8557404 4% 12 X R1 ) 7,000 LA
<
8557405 5X 15 X R0.2 o 7,710
8557406 5X 15 X R0O.5 55 7.5 16.8 6 4.8 1 o 7,710
8557407 5X 15 X R1 o 7,710
8557408 6 X 18 X R0O.3 o 8,050
8557409 6 X 18 X R0O.5 60 9 = 6 5.8 2 o 8,050
8557410 6 X 18 X R1 o 8,050
8557411 8 X 24 X RO.3 o 11,000
8557412 8 X 24 X RO.5 o 11,000
8557413 8 X 24 X R1 70 12 - 8 7.7 2 A o 11,000
8557414 8 X 24 X R1.5 o 11,000
8557415 8 X 24 X R2 o 11,000
8557416 10 X 30 X R0.3 o 13,600
8557417 10 X 30 X R0O.5 o 13,600
8557418 10 X 30 X R1 o 13,600
75 15 = 10 9.7 2
8557419 10 X 30 X R1.5 o 13,600
8557420 10 X 30 X R2 o 13,600
8557421 10 X 30 X R3 o 13,600
8557422 12 X 36 X R0.3 o 19,200
8557423 12 X 36 X R0.5 o 19,200
8557424 12 X 36 X R1 o 19,200
80 18 - 12 11.7 2
8557425 12 X 36 X R1.5 o 19,200
8557426 12 X 36 X R2 [ 19,200
8557427 12 X 36 X R3 o 19,200
. 743)@%?&5)1[37&3%'F3b\0 . Seeforexplanation of icons. O =1Z#EmR @=Standard stock item

pos 4 o



AE'VTS'N w‘ﬁ'u%ﬁ:giﬁﬁ Cutting Condition

1717/5773 F/E 9“7194' 70:,”\35 Applies to square/sharp corner edge/radius type
5%1-;.]‘#“ Slot Milling

7IVEZULGERREM - NI RYD LGSR 7IV=ZU LEEHY b=

W *BEEUTZ | Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oratera A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
BERE
Cutting Sp:d 400 200
(m/min)
= EDRE [EIEnERE EDRE EDRE
91‘1:%?;%? & Feed = SpeedR Feed Feed =
. b . .
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,430 32,000 1,430 16,000 660
15X 45 32,000 1,630 32,000 1,630 16,000 720
2 X 6 32,000 1,920 32,000 1,920 16,000 800
25X 75 32,000 2,880 32,000 2,880 16,000 1,080
3 X 9 32,000 3,820 32,000 3,820 16,000 1,430
4 X 12 24,000 3,960 24,000 3,960 12,000 1,530
5 X 15 19,200 4,090 19,200 4,090 9,600 1,640
6 X 18 18,500 4,230 18,500 4,230 9,300 1,740
8 X 24 16,000 4,510 16,000 4,510 8,000 1,940
10 X 30 13,000 4,780 13,000 4,780 6,400 2,150
12 X 36 11,000 5,050 11,000 5,050 5,300 2,360
YhARE e @
Depth of Cut 1D 0.5D

ﬁ“ﬁtﬂ‘ﬁ“ Side Milling

Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
ork Matera A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
SIHERE
Cutting Speed 400 200
(m/min)
= EDEE [ElEnEE EDEE EDEE
9“:%);)%;[: & Feed = Speedz Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,430 32,000 1,430 16,000 720
15X 45 32,000 1,630 32,000 1,630 16,000 800
2 X 6 32,000 1,920 32,000 1,920 16,000 1,080
25X 75 32,000 2,880 32,000 2,880 16,000 1,200
3 X 9 32,000 3,820 32,000 3,820 16,000 1,600
4 X 12 24,000 3,960 24,000 3,960 12,000 1,700
5 X 15 19,200 4,090 19,200 4,090 9,600 1,830
6 X 18 18,500 4,230 18,500 4,230 9,300 1,950
8 X 24 16,000 4,510 16,000 4,510 8,000 2,180
10 X 30 13,000 4,780 13,000 4,780 6,400 2,400
12 X 36 11,000 5,050 11,000 5,050 5,300 2,650
YHAES ap de ap de
Depth of Cut 1.5D 0.2D 1.5D 0.1D

1§ﬁﬁi®25i?§l$’&2§ﬁ§?éb\c Seefor precaution for use.

® s



17 I 7/ E ij F/E 9“7194 j:,l:léia Applies to square/sharp corner edge/radius type
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%ﬂfb‘tﬂﬁu Plunging
X Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Work Material
oricatera A5052-A7075-AZ91-AZ80A ACAC-ADC C1100
YIHERE
Cutting Speed 150 150 75
(m/min)
= EDRE [CldmEE EDERE EDRE
9+{:TD>C<>%U—F & Feed = Speedz Feed = Feed =
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 20,000 400 20,000 400 10,000 120
1.5 X 45 20,000 400 20,000 400 10,000 120
2 X 6 20,000 400 20,000 400 10,000 120
25X 75 20,000 400 20,000 400 10,000 120
3 X 9 15,900 500 15,900 500 8,000 150
4 X 12 12,000 500 12,000 500 6,000 150
5 X 15 9,600 500 9,600 500 4,800 150
6 X 18 8,000 600 8,000 600 4,000 180
8 X 24 6,000 700 6,000 700 3,000 210
10 X 30 4,800 700 4,800 700 2,400 210
12 X 36 4,000 700 4,000 700 2,000 210
PhARSE ap ap
Depth of Cut 1D 0.5D

1. 8. RILY [ERIEDOSHDEEOEVNEDZ TERATEL,

. COYIHISRARIE. AEEEEHE ZERT 255D HDTY .

ADARE AN FERRNRIC KD BELERE. XD REZFHE TS,

INIREZERENDBEF. @ERE, EDFEE. VHAHEBZIMNZ T

ERATEL.

5. BHUREHRLEDHEE. DEEE. XD REZ [RHURTZEILIC
KDUNHIRHRBOER | Z2E(CHE TV (FRER).

6. 81D < FHHETIHE(E. BEEE. XD EEZ NI TTERATEL,

7. X720 LEEVHICBVT. LIEURE Z A 9 2155 (& U)EIHA
X—NOWRTDHDZUFTTHERATEN. T 1D TONE - &
BCTERETEV.. FRDTNHHDET,

HwWN

.Use arigid and precise machine and holder.

2.The indicated speeds and feeds are for milling with water-soluble coolant.

Please adjust the speed and feed when the cutting depth is large or when

machines with low rigidity are used.

4.Reduce speed and feed as well as depth of cut when high precision is
required.

.Adjust the speed and feed accordingly when the overhang length is longer
than specified (see table below).

6. When the chips wind around the end mill, reduce the speed and feed.

7. Please always use the appropriate cutting fluid recommended by the cutting

fluid manufacturer in the machining of magnesium alloys. Be cautious with the

cutting chips as they are highly flammable and may pose a serious fire risk if not

properly handled.

w

w

g"gllill DEL"@{UCJ:Z)@%U%#?EE@ EE(DC == ¢ 6\ ¢8) Cutting Condition Guide for Changes in Overhang Length

EtHl

Short

VERISA
AE-VTS-N

Slot Milling

RIELIHI

Side Milling

A EH|

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
o ' A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
e [CIE5,®RE EDEE [ClER®RE EDEE CIFmERE EDEE
LD Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
70% 70%
70% \ 20% 70% \ 20%
70% 70%
50% 50%
80% 80%
60% 60%

Plunging
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DLC Coated Carbide End Mill for Non-Ferrous Materials High Performance Type for Deep Side Milling

AE-VTFE-N

L/D=5LA LD BEZ FaER -SREML

Highly efficient and highly accurate deep side milling at L/D of 5 or more

&l IR
E I Shank diameter
xample 10

- b
2.5Dﬂ§ Tmm ///

2.5 X D cutting length FHIEL - -
—_ N _ ' o Nointerference / -

- BmAR2D*ORELRATY IHITHEER _
FIABENTIHOEETY -
Highly efficient deep side milling i ible with | t ~
mli?“n);eofljs?o zexegfl e milling is possible with large step /

: -~ TBx2D"
*RHUEE [CLDHENABBNIZEDDOET, - <
S 3dEmER TS0, /
*The recommended depth of cut varies depending on
the overhang length. Seefor details.

TASLTD s

DC @12

059 v R > 228

Shank diameter
Long length reduced shank type

AXRTATER VvV IBRIDBDTEARDADREVIR

Reduced shank types are tools with an outer diameter that is larger than the shank diameter
FEEER R DFRVILBEMN TRy MITICHIGULE T
Suitable for deep side milling and pocket milling of non-ferrous metal parts

RHURETZZEZDCETHRRABIMNIREICHLULET

Supports various machining depths by changing the overhang length

S5V AT

Flat cutting edge specification

-RHULORWIIITERUSEREINT
ZRIR

Achieves high quality bottom surface milling with long overhang
length

FihZEDIE< 31D YINA

3 cutting edges that connect at the center

-HRIMBEDYINAICH D BENEIEREH
BFEEEINZEMIH AT HE

The cutting load is equalized among the cutting edges with greater
stability

8
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Suppresses streak generation

VvV OAEEOREZERTRAERATY TIITICKRDBREEZMFILET

The R shape on the shank side edge suppresses the generation of streaks due to step milling

Vv O AIRE DRAZIR

R shape on the shank side edge
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\e Perforn,
(_}3‘0 6/7(\

\ U'U b I

Suppression of Vibration

AEFV—R AFDEORAT. BE - SEERMIZRIRELET

Variable lead and unequal spacing teeth geometry enable stable and high efficiency milling

FZFD — I variable Leads AEHE| Unequal Spacing Teeth

I BEMLE
For Deep Side Milling
AE-VTFE-N

al#a2+a3

7

a2

D\.\fab”ity

DLC-IGUSS a-5+v5

DLC-IGUSS Coating

=T VIRADFREICKD. . MABEPEBEDNKDSND 7 ILEZULGEFEDIERER
[CHRBORMNZRIELE T . ETEDMAMZO LELET,

Due to the smoothness of the coating surface, it is extremely effective for non-ferrous materials such as aluminum alloys that require welding
resistance and lubricity. Moreover, tool durability is also improved.



hUIi-“_ 9 Cutting Data

=taE Al L

High Precision Milling

%L\ﬁ.‘sﬁ’é%*ﬁguul High precision deep side milling

L/D=8CREFLEMIBEDISENT ZXIR

Achieves good accuracy deep side millingatL/D=8

Tool Competitor
)

Work Material A7075

MIrEE flER > v TH)EI

Milling Method Side Step Milling

HIAERE : .

Cutting Speed 100m/min (2,650min")

?DEE 955mm/min (0.12mm/t)
eed

thHARSE ap=12mm X7[@E ae =0.6mm

Depth of Cut 7 times

TERHULRS =

Overhang Leng; 96mm L/D=8

SIRElHA] KB EEDERA

Coolant Water-Soluble

{SEFAREA YRRV =Vt H (BT40)

Machine Vertical Machining Center

EROVIFEHLRUTCRFFINTREZRIR

Achieves better machining accuracy compared to conventional long type

FFHIE AE-VTFE-N ¢ 12 ROV I ¢12
ool Conventional long type
)
Work Material A7075
MIAE RIER > v TEI RIE DAY
Milling Method Side Step Milling Side Milling
TREE o | 200m/min (5,305min") | 100m/min (2,700min")
=D 1,910mm/min (0.12mm/t) | 1,050mm/min (0.13mm/t)
PBAZES ap =24mm X 2[E+12mm ap =60mm
Depth of Cut 2times _

de=1.2mm de=Tmm
TEEHULRS -
Overhang Length 72mm L/D=6
SIEHE KB EIEIHFE
Coolant Water-Soluble
EFAREA IRV =V ItV 5 (BT40)
Machine Vertical Machining Center

NTEOENELLE

Comparison of the amount of deflection of the machined surface
t7J ‘H'IJ *ng E%,Fi“ The initial stage of machining

(mm)

80 |

70

60 |-

50 |

84mm
40

Machining Depth CF¥§HES

30F

20 F

0 H 1
0.1 0.2

EINE Deflection

= AE-VTFE-N

0.3 (mm)

ftbttam

Competitor

INTEORENELLE

Comparison of the amount of deflection of the machined surface

t’J ‘E'IJ *’ng H%,Fi\\ The initial stage of machining

(mm) 60
50 |
24
mm [
i R
// % 40
Rl
a3
60 g
30
mm 8
24 V4 £
mm 5
= 20 F
7
-
mor
12 V4
mm
_ 4 % 0

0.2 0.3 0.4 (mm)

0.1

BN E Deflection
= AE-VTFE-N ROV IR

Conventional long type



=i L/D=5D;EBYIHITENTIEIMITEERAL sk ot miting at Lo-s

High Quality

ESVHDOHRICKD. EHICENCINTIEHRUZRELET

Due to the effect of the flat cutting edge specification, excellent machined surface quality is achieved.

EFHIE AE-VTFE-N ¢12 mﬁl ¢12 ﬂi’.*iﬁ': ¢12 tﬂﬁ“*ﬂmﬂ%ﬁ@ﬁﬁ*ﬂa . Ra - g
Tool Conventional Competitor Bottom roughness at the initial stage of machining Hr = g
il (um) 14 e g
Work Material A5052 "'E‘Ié z
MNI7EE BUIHI 12 E
Milling Method Slot Milling
SIRRE : i
Cutting Speed 200m/min (5,305min™) = 10
Eebdiiﬁ 1,910mm/min (0.12mm/t) 1—:? 8
gﬂ’ﬁﬁ;—m ap =2.4mm (0.2D) e 6
TERHUES - :
Overhang Lengtﬁ 60mm L/D=5 4
HDRELmA KL mA
Coolant Water-Soluble 2
e MRV = Itr% (BT40)
Machine Vertical Machining Center 0
AE-VTFE-N ek fthtt i
Conventional Competitor
RiFEmImE
Good machined surface
AE-VTFE-N et ey
Atz
= = 1
I ] F @ =
| -1 $H 2 >
08w
i Hs <




JESKFA DLC BB T VRS )L SHEET 1 7 330 sroBuimR konseuom e f]

The A Brand
A E -VT F E- N 1717 Square
¥RFAFF Radius Chamfering

T e R — 3

APMX

DCON

LF

=TV ICBUSHRETDHBADHDFIH
R LEE<BEEHDFEEA.

End mills may have some discoloration, but it does not cause any performance problems.

XY vV RREODRIE. AT vITINTROBHFEEZRIETDEHDT.
TERTIEEHDEE A,

The radius chamfering is not a full radius since it is for preventing streaks
during milling.

BN ANN (S
FIT  40~43" [p33.p34

—
CARBIDE ¢ uss

0~-002

2.5D EE 2.5 X D cutting length BT :mm  Unit:mm
Y—JUNo. 52 = IR IR £ FRAE(T4%

EDP No. DC LF APMX DCON Stock (Yen)

8550126 6 100 15 4 o 11,600
8550128 8 110 20 6 o 13,000
8550130 10 130 25 8 o 16,100
8550132 12 150 30 10 A o 19,700
8550134 14 160 35 12 o 23,600
8550138 18 180 45 16 ([ 35,000
8550142 22 200 55 20 ( 47,000

. 74JJ®E%EEI7EE%TESL\Q . Seefor explanation of icons. O =iZ#EEmR @=Standard stock item



IR DLCRBETI VRS )L SHEEEY (T 30 I bEaina opensmmmmmaomen  f1
The A Brand
i, 4 n
AE-VTFE-N SY7X taus
_ _ RE / 3RI{FIF Radius Chamfering
i§=E§i=.‘ g cégb gjé fffffffffffffffffffffffffffff -

APMX §
LF a ]
1 7 =
S CEE S SPA X = g
'Eﬁ‘éi&éi%%ﬁ%%%%ﬁgé%mb POEI YV IRAIREAIDRE. AT vITIMIROHFEEZRLET2HDT. % E
.  drecolomtion but SRRTREBOELA. 3
End mills may have some discoloration, but it does not cause any performance problems. The radius chamfering is not a full radius since it is for preventing streaks Jﬁ[é <
during milling. T
[ K x| e
CARBIDE pciquss o N R
0~-0.02
2.5DEE 2.5 X D cutting length BT :mm Unit:mm
—JLNo. ‘Wéx O—F 48 28 IR VPR 1 (S
EDP No. DCXRE LF APMX DCON Stock (Yen)
8550156 6 X R0.2 100 15 4 o 13,900
8550158 8 X RO.5 110 20 6 A ([ 15,600
8550160 10 X RO.5 130 25 8 ] 19,300
8550161 10 X R1 130 25 8 D O 19,300
8550168 12 X RO.5 150 30 10 A o 23,600
8550169 12 X R1 150 30 10 D O 23,600
8550174 14 X RO.5 160 35 12 A o 28,300
o
8550175 14 X R1 160 35 12 D | O 28,300 e
{25 W
8550180 18 X R1 180 45 16 A o 42,000 gﬁ &
Qo
2>
8550184 22 X R1 200 55 20 o 56,200 ﬂg w
. 743)@%}35)4[37&3%'&%\0 . Seefor explanation of icons. O=1ZHEKEEmR O=#ZEEER (EEZECHEETIL.) g <
@ =Standard stock item O =Limited standard stock item




AE-VTFE-N UIBISREEER oo condion

1717/5 9“7194 7;;@ Applies to square/radius type
5%1;7]%“ Slot Milling

) Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Work Material
orieMateria A5052-A7075-AZ91-AZ80A ACA4C-ADC C1100
YIHLERE
Cutting Speed 200 100
(m/min)
EDERE [El¥nRE EDRE EDERE
Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
6 8,490 1,530 8,490 1,530 4,250 640
8 6,370 1,150 6,370 1,150 3,180 480
10 6,370 1,910 6,370 1,910 3,180 760
12 5,310 1,910 5,310 1,910 2,650 640
14 4,550 1,640 4,550 1,640 2,270 540
18 3,540 1,270 3,540 1,270 1,770 420
22 2,900 1,040 2,900 1,040 1,450 350
AR ap
g?mth';at DC=10 0.1D
10<DC 0.2D

L EREFRBHURESHITERDSEDHZEEDERCTY .

B RIS IERIEDH DHEEDEWVEDZE SERTEL,

. COEIHIRMERIG. KBETIEEE ZERT 2580HDTT,

NBARE  EMBIMSEERINRICKD . QERE. EDREZFE TS,

NIREZERSINZHEF. QERE, EDRE, VHAHEEINZ T

BRATEL.

6. REURTHRLLEDIEEIF. EImEE. XD EREZ [REHURIZEIEIC
KL DUMEIRHAROER| 28E(CRE TV @34R).

7. 810 < FHHEDHZEE . BERRE. XD IREZ FFTHERTEL.

8. XTXVILABEHEICBWVT. tIHHEEZE R T 2B IS UIEIHE

A—HDERTIDDEMTFHEATEN. T IO K FONE - B

BICTEFETEV. BNOEBNHHDET,

1
2
3
4
5

1. The above milling condition is a guideline for the overhang length is 5X D.

2. Use arigid and precise machine and holder.

3.Theindicated speeds and feeds are for milling with water-soluble coolant.

4. Please adjust the speed and feed when the cutting depth is large or when

machines with low rigidity are used.

5.Reduce speed and feed as well as depth of cut when high precision is

required.

6. Adjust the speed and feed accordingly when the overhang length is longer
than specified (refer to.

7.When the chips wind around the end mill, reduce the speed and feed.

8. Please always use the appropriate cutting fluid recommended by the cutting
fluid manufacturer in the machining of magnesium alloys. Be cautious with the
cutting chips as they are highly flammable and may pose a serious fire risk if not
properly handled.




1717/59“7194 j:,lt\ia Applies to square/radius type
{BIETEDE side mitling
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Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
o ' A5052-A7075-AZ91-AZ80A ACAC-ADC C1100
IR
Cutting Speed 300 300 150
(m/min)
R EDRE [CldmEE EDERE EDRE
DC Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
6 15,920 2,870 15,920 2,870 7,960 1,190
8 11,940 2,150 11,940 2,150 5,970 1,070
10 9,550 2,870 9,550 2,870 4,780 1,000
12 7,960 2,870 7,960 2,870 3,980 960
14 6,820 2,460 6,820 2,460 3,410 820
18 5,310 1,910 5,310 1,910 2,650 640
22 4,340 1,560 4,340 1,560 2,170 520
THhARE ap ae
Depth of Cut 2D 0.1D

L EREFEREURESHTERDSEDBEDERTY .

L. RILY BRNEDH DFEEDEWVDDZ SERTEL,

. COYNHIRMERG. ABEIEHE ZERT 25a8D0BHDTY,

AHARE BRI EERINRICKD . BEEEE. EDREZFAE TS,

ITHREZERINZ B, QEmRE. XD RE. YHAHEZINZ T

BRATEL.

6. RHURIHERL L ZHEF. OImRE, EDREZ [RHURIZEILIC
KBUHIRHEZEDOER| Z8E(CHAETEL (TiesR).

7.1 < FHHEDHZHF . CEIRRE. XD REZ FFTTERATEL,

8. XITXVILAEEICBWVT. tIEHEZER I 2B & I3 UEHE

A—HDERTIHDZEATFHERATEVN. T IO K FONE - E

BICTEETEV. BNOENHHDET,

1
2
3
4
5

1. The above milling condition is a guideline for the overhang length is 5X D.

2. Use arigid and precise machine and holder.

3.The indicated speeds and feeds are for milling with water-soluble coolant.

4. Please adjust the speed and feed when the cutting depth is large or when
machines with low rigidity are used.

5.Reduce speed and feed as well as depth of cut when high precision is
required.

6. Adjust the speed and feed accordingly when the overhang length is longer
than specified (see table below).

7.When the chips wind around the end mill, reduce the speed and feed.

8. Please always use the appropriate cutting fluid recommended by the cutting
fluid manufacturer in the machining of magnesium alloys. Be cautious with the
cutting chips as they are highly flammable and may pose a serious fire risk if not
properly handled.

I BEMLE
For Deep Side Milling
AE-VTFE-N

;'&H:Il bﬁagftl: J:%:UJ‘I*]"J %#FEEI%@ E § Cutting Condition Guide for Changes in Overhang Length

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orateria A5052-A7075-AZ91-AZ80A ACA4C-ADC €1100
i) %EDj A RS 5 e HAGHRS = D3 thAH RS
%&L%Eé @?pﬁelgg = ’FQQEE Depth o’f (@] @?fegg b EEE Depth o,f Cut EE;:\EJEE = EEE Depth olf Cut
(min™) (mm/min) (min™) (mm/min) ap ae (min™) (mm/min)

SEUE 6 50% 50% 50% 50% 0.015D - 50% 50% 0.015D —

Slot Milling 7 30% 20% 0.01D — 30% 20% 0.01D - 30% 20% 0.01D -
- 6 65% 60% 2D 0.05D 65% 60% 2D 0.05D 90% 90% 2D 0.05D
el 7 55% | 50% |2D | 003D | 55% | 50% |20 | 003D | 70% 70% | 2D | 0.03D
8 45% 45% 2D 0.025D 45% 45% 2D 0.025D 65% 65% 2D 0.01D

+ AE-VTFE-N DHZ ¢ 22(FL/D =7LAF T THERATEL,
- Please use the 22 AE-VTFE-N atL/D =7 or less.

&



FEEXFH DLCAY RFSIRTV T Y R )L PXM

DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

PXAL

AEMIICHGL. SLVII T EmiZ5RIRE

Suitable for large-diameter milling with high surface quality

purabilit,

\ineup

ESVLVAEE

Flat cutting edge specification

KbERMUILINTIEZRIER

Achieves higher precision machined surface quality

KSITAGALTD—BY A XZRL

*Does not apply to some sizes of radius type

i AdE

Center cutting edge

RiAHYIEI D ETEE

Can be used for plunging

JERk R ICE LIcA1EXP46251% A

Utilizes XP4625 grade suitable for non-ferrous metal applications

PIVEZUOLEBEBEOIBKERICELULMEZRAL. MEFREN-MEENE
CEN.ITEOREMILERELET.

By adopting a grade optimal for non-ferrous materials such as aluminum alloy, excellent wear resistance, welding
resistance, and long tool life can be achieved.

DLC-IGUSS -5+

DLC-IGUSS Coating

J—F4VIRADFRSCKD. MEEELRBEDNROSND T IV
ZULGEFEDIBRERICIRBEOHNZRELI T . T TEDMA
HEEm ELET,

Due to the smoothness of the coating surface, it is extremely effective for non-ferrous materials such
as aluminum alloys that require welding resistance and lubricity. Moreover, tool durability is also
improved.

SBEBRRSAIFYT

Abundant lineup in various shapes and styles

ROITPIAT SITRILT AXRIATEEBBS AV FvT %
BORIZ . RLIEMIICRITLET .

An abundant lineup including square type, radius type, and reduced shank type are available to
accommodate a wide range of applications.

8



”uI 5-“_ 9 Cutting Data

SHSVIMRTINTEEASEE

Improved surface roughness by the effect of the flat cutting edge specification

(lJm) 12

10

8

Roughness () 245

ERTE Aw R Head : PXAL160C16-03R000 | fti#t /21— NRA, B, C
Tool iJLH Holder : PXMZ-C165516-S100 | Non-coated Competitor
414X 163X

Size ®16 ¢ Flutes
el

Work Material A7075

BIHITGE {REINT

Milling Method Side Milling

PIHIEE : .

Cutting S‘peed 600m/min (12,000min-")

=DEE 5,400mm/min (0.15mm/t)

THARS - -

Depth o;—cm ap=8mm (0.5D) ae=4.8mm (0.3D)
RHULRE -

Overhang I_Length 50mm (L/D=3.1)

SRR KB EYIEHE

Coolant Water-Soluble

fE Rt RV =—V ItV % (BT40)

Machine Vertical Machining Center

=57 MERZMOTRIFENTIEHE S ZRRE

Achieves good surface finish regardless of coolant type

FEHTE AW R Head : PXAL160C16-03R000 | fth#t./>d— MG
Tool RJLH Holder : PXMZ-C165516-S100 | Non-coated Competitor
44X 163X

Size ®16 ¢ Flutes
el

Work Material A7075

BIHITGE EIEMNT

Milling Method Side Milling

YIHIEE . -

Cutting S";eed 600m/min (12,000min-")

=D 2,700mm/min (0.075mm/t)

THARE - -

Depth of Cut ap=8mm (0.5D) ae=4.8mm (0.3D)
RHULRE -

Overhang I_Length 50mm (L/D=3.1)

=R IRV =I5 (BT40)

Machine Vertical Machining Center

DLCO—5 « v JIc K biaEiH

Welding suppression by DLC coating

ERATER Aw R Head : PXAL160C16-03R010 | fh#t />~ d— NG
Tool 7RKJUS Holder : PXMZ-C165S16-S100 | Non-coated Competitor
Ja4X ®16XR1 3%
Size ®16XR1 Flutes
A

Work Material A7075

SIHEE : -

Cutiing Speed 600m/min (12,000min")

=D 2,700mm/min (0.075mm/t)

I ag S {REINT

Milling Method Side Milling

et ap=8mm (0.5D) ae=4.8mm (0.3D)
ZHULRE _

Overhang Length 50mm (L/D =3.1)

SIEHE ®wL(T7IJ0-)

Coolant None  AirBlow

BRI IRV =vTtwV% (BT40)

Machine Vertical Machining Center

465m HUIH%}]I—:TOJEE*EK Bottom surface roughness after milling 465 m

PXAL fthttim A fth#t = B fti#t & C
Competitor Competitor Competitor
fth#tm A
Competitor
i s

462m I TRFR DA TEHE S surface roughness after milling 462 m
{AIE Ra side surface Ra

WI7oo— W=z~ WKstE

Air Blow Mist Water-soluble
{7 ) B X
0.5
@ 04
#
T 03
E 0.2
[=}
g
0.1
0
PXAL ftttt
Competitor
BzIrzoo— E=xt~ EKHHE
EE Ra Bottom surface Ra Air Blow Mist Water-soluble
(um) 0.2
o
s
&3
“ 0
PXAL fthtt i
Competitor
300m I TEFDHFCIRRE
Cutting edge condition after milling 300 m
fthttem
PXAL Competitor
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w
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Ay R
Exchangeable Head

PXAL




;Eﬁ*m DLC,\“J Fﬁmﬁl y FE} ll PXM DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

Typel

DC
|
|
DCON

PXAL
RE APMX \c\s

LF FAIUR—IVEL
without Coolant Hole

=TV [CBUSHRETDHBEGHHOEIH.
MR LFE<EEDDFEA. Type2

End mills may have some discoloration, but it does not cause any performance problems. M
SPEED
FEED

P41-P44 RE APMX | RET \ Cs

LF FAIUik—IUEL
without Coolant Hole

DC
DCON

2-4} lJI-R_} l/% LI without Coolant Hole

PXAL RO I7 - A—F ST 7 AR square - comerRadius Type 8 mm  Unit:mm
¥—JLNo. 20dy SHE |I-7HE| I | IR | 2R | BR |GUNE HEAL| ME AR | RS
EDP No. Designation DC RE ZEFP | APMX LF DCON | FHA Gs Grades Type (Yen)
7834930 | PXAL100C10-03R000 0 1 11,500
7834931 PXAL100C10-03R100 10 1 3 10 16 9.8 45° XP4625 1 11,500
7834932 | PXAL100C10-03R250 25 <10 1 11,500
7834933 | PXAL120C10-03R000 | %12 0 3 12 18 9.8 45° XP4625 2 12,200
7834934 | PXAL120C12-03R000 0 1 12,200
7834935 | PXAL120C12-03R100 12 1 3 12 18 11.7 45° XP4625 1 12,200
7834936 | PXAL120C12-03R300 3 cr2 1 12,200
7834937 | PXAL140C12-03R000 | %14 0 3 14 20 11.7 45° XP4625 2 16,700
7834938 | PXAL160C16-03R000 0 1 18,800
7834939 | PXAL160C16-03R100 1 1 18,800
7834940 | PXAL160C16-03R200 16 2 3 16 235 15.7 45° 16 XP4625 1 18,800
7834941 PXAL160C16-03R300 3 1 18,800
7834942 | PXAL160C16-03R400 4 1 18,800
7834943 | PXAL180C16-03R000 | %18 0 3 18 255 15.7 45° XP4625 2 20,900

EERXDEETCABEERER) EEDFET, Stock are categorized as C (Standard stock item).
: 743)®§%EEI3’EE%T‘<SL\O : Seefor explanation of icons.



Y PXALAKXY 1T

Reduced Shank Type

Noimerference

(=]
1%
HE

w
v
=
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£
=
)

£
T
1)

o

<

&=

I

cAXRITATE vV IBEIDETENRDADKREN
feob BRI EDRVILBENMN TR ITIC
BETY

- The outer diameter of the reduced shank type is larger than the shank

diameter, making it highly effective in the processing of die and mold
applications that require vertical wall milling or pocketing.

Vv O RIREDRIZRT.
ATvIINIROBRE"E
BsLELEY

NEo12 The R shape on the shank side edge
prevents streaks during milling.

B :mm Unit:mm

¥—JUNo. =30y SR | D-THE I | IR | 2R | BR |RUNE | #ESE| ME AR | AR
EDP No. Designation DC RE ZEFP | APMX LF DCON FHA Cs Grades Type (Yen)
7834944 | PXAL200C20-03R000 0 1 22,000
7834945 | PXAL200C20-03R100 1 1 22,000
7834946 | PXAL200C20-03R200 20 2 3 20 | 275 19.6 45° XP4625 1 22,000
7834947 | PXAL200C20-03R300 3 20 1 22,000
7834948 | PXAL200C20-03R400 4 1 22,000
7834949 | PXAL220C20-03R000 | %22 0 3 22 | 295 19.6 45° XP4625 2 26,700
7834950 | PXAL250C25-03R000 0 1 28,800
7834951 | PXAL250C25-03R100 1 1 28,800
7834952 | PXAL250C25-03R300 2 3 3 SRS # > 2 Xpac23 1 28,800
7834953 | PXAL250C25-03R500 5 1 28,800

EERXDEETCHEEERER) EIEDFET, Stock are categorized as C (Standard stock item).

Ay R
Exchangeable Head
PXAL

SEBAYRNUI=-3v! Ay BRIV RSV PXM

Abundant exchangeable milling heads! Exchangeable head end mill PXM

VYUY RSATERDIMTHREZFHIET DY REBE AY REDZMICKDINT +BDNAMETIMNIIZA SDAIRZRIELE T,
EBEGANYRNUI—Ya Y TEBERBIMIY —VICHITLE T,
The PXM is an exchangeable head end mill series with the same high performance of a solid

tool and the cost efficiency of an indexable tool. A single exchangeable head body is able to
accommodate a wide range of exchangeable heads to meet various application needs.

A= o~ oy 5$#H(30SG PHOENIX A& OJZCETEL),
Hg:lkj 4 Jj- b4 7 Please see OSG PHOENIX Catalog for details.
Available shapes

« A9 I 7R

Square Type

= Tl

cST1VITRAR

Roughing Type 056 PROENIN

J—FSI7AER
Corner Radius Type

R—IURZIR

Ball Type



https://bit.ly/2XsCkte

PXM Fﬁ Z h I/_ I\:J'V 77 7|'\}|/9“ Straight Shank Holder for PXM

I X M Z Typel  r1)Lik—)L#&L without Coolant Hole

WS

DCON!
DCONMS
=

LF ‘

Type2  .1)Lk—)LEEL without Coolant Hole

EH TA
T

- =

DCONWS
H
DCONMS

LB

LF

2-4} lJI-R_} l/% LI without Coolant Hole

FBIES 47 2/ camide shank “ Bfi:mm Unit:mm
~NYFRABOERE
Head + LB
Y=L No. U BE |vvoB| AE | 2R (ETR| PXALSMEC | BBy | mems
EDP No. Designation DCONWS | DCONMS BHTA LF LB ¢;g: ;g‘ 16. ¢;§‘ 14,18, Cs Type (Yen)
e
7801830 PXMZ-C10SS10-S075CS 10 0’ 75 17.3 333 353 1 28,300
7801810 PXMZ-C10SS10-L100CS 9.8 10 0’ 100 373 533 553 | C10 1 31,000
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 83 85 2 45,000
7801831 PXMZ-C12SS12-S075CS 12 0’ 75 24 42 44 1 35,300
7801811 PXMZ-C12S512-L100CS 12 0° 100 45.9 63.9 65.9 1 39,300
7801832 PXMZ-C12SS12-L115CS 7 12 (0 115 64.2 82.2 84.2 12 1 45,000
7801841 PXMZ-C12TP16-LL135CS 16 13° 135 83.8 101.8 103.8 2 68,400
7801833 PXMZ-C16S5516-S090CS 16 0’ 90 39.2 62.7 64.7 1 48,600
7801812 PXMZ-C165516-L130CS 157 16 0’ 130 61.2 84.7 86.7 Cl6 1 60,500
7801834 PXMZ-C16S516-L135CS 16 0’ 135 84.2 107.7 109.7 1 61,600
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 | 115 138.5 140.5 2 92,500
7801835 PXMZ-C20S520-S090CS 20 0’ 90 39.1 66.6 68.6 1 59,300
7801813 PXMZ-C20S520-L150CS 20 0’ 150 784 105.9 107.9 1 88,000
7801836 PXMZ-C20S520-L180CS 196 20 0’ 180 | 109.1 136.6 138.6 20 1 89,900
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 | 140 167.5 169.5 2 115,000
7801814 PXMZ-C255525-L200CS 24 25 0’ 200 96.6 131.6 = C25 1 116,000

EEXDFETCHEEERER) EIFDFET, Stock are categorized as C (Standard stock item).
1. D KFDOHFHAHFDHREE SFENELDT—FV N XIVIBZEHE TS,
2. PXMZ FA)ViR—IUFE D+ ORILS ICED I3 TEHILTREET I,

1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.
2. Also compatible with PXMZ shank holder with coolant hole.



PXM Fﬁ Z h l/_ I\:J'\" 77 7|-\} llg“ Straight Shank Holder for PXM

PXMZ

Typel  -)Lik—ILEEL without Coolant Hole

T

DCONMS

DCONW:!

LF

Type2  )Lk—JL#EL without Coolant Hole %— §
I : //)—B‘HTA 3 g
Ot 2 x
° LB
LF
Ay REYTRF DB IR Head + LB
Head ‘ LB
3 .
)
2-4} ll7|-\_} l/% lJ without Coolant Hole
v D seelshank \ B{:mm Unit:mm
Ay REfTIRFEOBMER
Head + LB
Vs -
Y—JLNo. 276 BE |vvoB| mE | 2R | ETR|PXALSEC BEan ) mems
EDP No. Designation DCONWS | DCONMS BHTA LF LB ®»10.12.16.| 12,14, 18. Type (Yen)
20.25 22 &
(IX5147)
Reduced Shank Type
7801800 PXMZ-C10S510-S075 9.8 10 0° 75 12 28 30 ci10 1 9,300
7801801 PXMZ-C125512-5100 7 12 0° 100 18 36 38 12 1 12,800
7801821 PXMZ-C12TP20-S145 . 20 5° 145 47.4 65.4 67.4 2 15,000
7801802 PXMZ-C165516-5100 157 16 0° 100 23 46.5 48.5 16 1 13,000
7801822 PXMZ-C16TP25-S155 . 25 5° 155 53.1 76.6 78.6 2 18,100
7801803 PXMZ-C205520-5120 196 20 0° 120 28 555 57.5 20 1 15,200
7801823 PXMZ-C20TP32-S170 . 32 5° 170 70.8 98.3 100.3 2 21,400
7801804 PXMZ-C255525-5140 24 25 0° 140 345 69.5 — C25 1 16,000

EERDFETCHRERER) EEDTT,
1.UIDLF DD FHFHAFDHECSENK DT —F 2V b/ XVIEZHE T,
2.PXMZ FA WK=& v ZRILY [CERD I TEINIAEET,

1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.
2. Also compatible with PXMZ shank holder with coolant hole.

Stock are categorized as C (Standard stock item).

. lI:l:BEII:In Accessories

Ay R
Exchangeable Head

PXAL

=)L No.

EDP No.

220

Designation

BRANY ROHE

Applicable Head Dia.

TEERNG

AR

(Yen)

F IV
h

ghtening Torque

@10, 912 (IKZF1T) C10
7801890 | PXMP8-10 012 014 r<h) N 995
®16, 18 C16 30N m
S;;galn(r\je-r 7801891 PXMP13-16 920, $22 20 =TI 1,510
7801892 | PXMP21 ®25 c25 60N m 1,580

PXMEBRADRINFEREDE T, RINFIFRIRSEATEN,
There spanner are specifically for PXM, and sold separately from the cutters.

LEALOEREpAJECE T,

2.8 I MLIIE ERZSER TSV,

3.MFF NV BEOIDDERA NV I LY FICOV TR EHEEF TBELEETEL.

1. Please refer tofor cautions during use.

2. Please refer to the table above for tightening torque.

3. Contact your nearest OSG sales representative for details of our dedicated adjustable torque wrench for tightening inserts.

&




PXAL tHHIREBER g corion

ﬁu@tﬂﬁu Side Milling
L/D=3

7V =0 LhET R

3<L/D =5

72U LhET R

5<L/D=7

7Y LAER R

HRH# Aluminom Al : : RHIA . A ; RHIA i A :
. y Expanding Material . Aluminum Alloy Expanding Material . Aluminum Alloy Expanding Material
Work Material A5052-A7075 Work Material A5052-A7075 Work Material A5052-A7075
PR CREE  EDEE PR CEREE  EDEE O§REE  EDEE
DC Speed Feed e Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 16,000 4,800 10 9,600 2,310 10 6,400 1,390
12 13,300 3,990 12 8,000 1,920 12 5,400 1,170
14 11,400 3,420 14 6,900 1,660 14 4,600 1,000
16 10,000 3,600 16 6,000 1,730 16 4,000 1,040
18 8,900 3,210 18 5,400 1,560 18 3,600 940
20 8,000 3,840 20 4,800 1,850 20 3,200 1,110
22 7,300 3,510 22 4,400 1,690 22 2,900 1,010
25 6,400 3,840 25 3,900 1,880 25 2,600 1,130
YhARS ap Qe PHARE ap Qe THARS ap Qe
Depth of Cut 0.7D 0.2D Depth of Cut 0.7D 0.08D Depth of Cut 0.7D 0.04D
5§Wﬁu Slot Milling
L/D=3 3<L/D=5 5<L/D=7
” 72D hET R w T IW2ZU LhET R o ZI2ZD LhET R
W *ﬁk,\ﬁﬂu*ﬁ | Aluminum Alloy Expanding Material W *EEEUTZ | Aluminum Alloy Expanding Material W *ﬁkﬁﬂutj | Aluminum Alloy Expanding Material
orkMateria A5052-A7075 or«Materia A5052-A7075 or«Materia A5052-A7075
Sz EEREE XD sz EEREE XD EEREE XD
DC Speed Feed e Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 16,000 4,800 10 9,600 2,160 10 6,400 960
12 13,300 3,990 12 8,000 1,800 12 5,400 810
14 11,400 3,420 14 6,900 1,560 14 4,600 690
16 10,000 3,000 16 6,000 1,350 16 4,000 600
18 8,900 2,670 18 5,400 1,220 18 3,600 540
20 8,000 2,400 20 4,800 1,080 20 3,200 480
22 7,300 2,190 22 4,400 990 22 2,900 440
25 6,400 1,920 25 3,900 880 25 2,600 390
YHARE __a PHARE __a PHARE __a
Depth of Cut 0.5D Depth of Cut 0.35D Depth of Cut 0.2D

1.8, NIV ERIMEDS DEEDEVBDZESERATEL,

2HBARSE EEIMEEEARRICKD., BINEE., XDEEZRAE TS,

3. RHUENRLIEDHEE. UUDDRELPI LD I DT, BEHERE.
EDBRE, HARSZRH BTV,

AHIFEE., RV IREDH SDY v+ IRV (PXMZ) DRHEURE(C
ANy RER(LF) ZMA cRHURSZEREBUIGEEZ LT REL,

5.3 - G EVIEIRE. ERODOERRE20 ~40%. EDRES0 ~80%.
YHAHRE (ap) 50 ~80WREICTIFTTEATEL,

6 TRV VLEERVEIIE. PILSZULAGEREMERRGETTEATEL.
YIEIMEZ EFA Y 215 E (EIEEF X —HDHET 2D ZUTER
TEW, Fle IOLKTONIE - BEICTEFE TSV ERNDEBNHEHDHT,

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or
when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is
longer.

4. Please consider the overhang length as the total length of replaceable
head and overhang length of shank holder.

5. When milling copper and copper alloys, lower the rotational speed by
20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80%
in accordance with the table above.

6. Please always use the appropriate cutting fluid recommended by the
cutting fluid manufacturer in the machining of magnesium alloys. Be
cautious with the cutting chips as they are highly flammable and may
pose a serious fire risk if not properly handled.



’\‘y F&miﬁl y FE} ll PXM gm : IJ‘y h Collet for PXM Exchangeable Head End Mill

PXMC

PXMC Collet Features

B PXMC O v MSE PXMC T2 1522~ 517
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O MBI =V5EIITH
BUBLEZDYIbLFHIHEE

Powerful chip evacuation even on small machining center

@ FELRHUDAFEICUT:.
% UP LB DEER/INS >V R

The reduction of overhang length improves rigidity and
rotational balance

® SEIBANYRNUI—-Y3Y
“AF =) AFVUVRA, PIVEICH R
SENSEEFETIRLVINTIZT#E(C
A wide variety of exchangeable heads

- Suitable for steel, stainless steel and aluminum
- Wide processing range from roughing to finishing
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Greater cost performance compared to monoblock type holders,
only need to change the collet in case of trouble.

Remarkable
Difference!
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PXM Exchangeable Head Features ﬁ’??gg*gggm;ﬁ?;ig?;ﬁ;
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Exchangeable Head
PXAL

End Face + Taper = Double Face Clamping
-High rigidity and accuracy of tightening
-High precision of run out=0.015mm

I -High head replacing accuracy = £0.03mm
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All the knowledge and know-how acquired by designing

solid carbide end mills are found in these exchangeable
heads.

-Various types are available to meet various machining
methods.
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Applying buttress screw makes

easy and reduces time to desorb
heads
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Reduced Shank Type
7834001 PXMC-C1205 11.7 26 10.5 5 23 25 c12 12,400
I+ I*I? 7834002 PXMC-C1605 15.7 26 10.5 5 28.5 30.5 C16 12,400
Ya—

Extra Short 7834003 PXMC-C2005 19.6 26 10.5 5 325 34.5 C20 12,400
7834004 PXMC-C2505 24 26 10.5 5 40 - C25 12,400
7834011 PXMC-C1230 11.7 26 355 30 48 50 c12 13,200
a—k 7834012 PXMC-C1630 15.7 26 35.5 30 53.5 55.5 C16 13,200
S 7834013 PXMC-C2030 19.6 26 355 30 57.5 59.5 C20 13,200
7834014 PXMC-C2530 24 26 355 30 65 - C25 13,200

EEXDEETCHBEERER) EEDET, Stock are categorized as C (Standard stock item).

1. PXMCI&[OSG PHOENIX PXMZU—=X] DAy RERIL v NTT,
1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM” series.

H PXMC i‘j’l_‘ﬁ/ \ 1702V 9VRAT A ﬂﬁ—% Product Listing of PXMC corresponding to the HYPRO Shrink System B :mm  Unit:mm
7= No. O I#ZRSVa—k ya—h
Extra Short Short
8910000 BT30-SLK12-35 P30T-1(MAS1) *1 38 45.5 70.5
8910001 BT30-SLK12-35 P30T-2(MAS2) *1 38 45.5 70.5
RILS B B 8910002 BT40-SLK12-45 38 55.5 80.5
HicSVESE 8910003 BT40-SLK12-75 38 85.5 110.5
8910005 A63-SLK12-75 38 85.5 110.5
8910006 A63-SLK12-135 38 145.5 170.5

1. i [FEHEEFTHEETEL,

2.PXMC Oy b\ TOY2UYoa0y b AT LAERBEENGDET,

1. Contact your local OSG sales representative for information regarding pricing.
2.The PXMC collet is compatible with the HYPRO Shrink Collet System.

*1:BT30AMILIDHTIVA Sy RiRIL MHMFEULE T,
*1:0nly BT30 holders come with a pull stud bolt.
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PXAL+ PXMC m%u%‘#giﬁﬁ Cutting Condition

PXA L+ PXM C I'—'FZ I“E:J = hg‘f j PXAL + PXMC Extra Short Type

ﬁ“ﬁtﬂ‘ﬁ“ Side Milling
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REI Alaminum Allo : d HRHI 4 : :
" y Expanding Material . Aluminum Alloy Expanding Material
Work Material A5052-A7075 Work Material A5052-A7075
ERER %0 NE B %052
Speed Feed DC Speed Feed
(min™) (mm/min) (min™) (mm/min)
12 10,000 3,000 12 10,000 3,000
14 10,000 3,000 14 10,000 3,000
16 10,000 3,000 16 10,000 3,000
18 8,900 3,210 18 8,900 2,670
20 8,000 2,880 20 8,000 2,400
22 7,300 3,510 22 7,300 2,190
25 6,400 3,080 25 6,400 1,920
UHARE ap de HARE __a
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

PXA L+ PXM C :J J— h94 70 PXAL + PXMC Short Type

{BIELIE side mitling
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Aluminum Alloy Expanding Material

A5052-A7075

R

Work Material

TBYIEN siotmilling
7 L= LS E#EM

Aluminum Alloy Expanding Material

A5052-A7075

Gtz )

Work Material

ERE %052 NE e 05
Speed Feed DC Speed Feed
(min™) (mm/min) (min™) (mm/min)
12 10,000 2,700 12 10,000 2,700
14 10,000 2,700 14 10,000 2,700
16 10,000 2,700 16 10,000 2,700 ® T
v
18 8,900 2,890 18 8,900 2,410 QHE —
Qo
20 8,000 2,600 20 8,000 2,160 ﬁ( g §
NS O
22 7,300 3,160 22 7,300 1,980 ? £
X
25 6,400 2,770 25 6,400 1,730 -
PhARE ap de PHARE __a
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

1TUBARS. EHEIMEERRRICKD., BEEE. XD REZHE TS,

2.8 - SEEVIHI &, ERODOERRE20 ~40%. iXDEES0 ~80%.
tAFHRE (ap) 50 ~B0WIREICTIF CTTEATEL,

3RIRXVILEERVIHIEG. PIVEZOLEEREMEBFETTERATEL,
YIEIHEZ(ERT BEEIEMEI XA —ADHET DI EDZUNTCERM
TEV. Fe YIDLKFOUNIEE-BIRCTEFE TSV, FEANDBNHAGHDET,

1. Please adjust speed and feed when the depth of cut is large or
machines with low rigidity are used.

2. When milling copper and copper alloys, lower the rotational speed by
20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80%
in accordance with the table above.

3. Please always use the appropriate cutting fluid recommended by the
cutting fluid manufacturer in the machining of magnesium alloys. Be
cautious with the cutting chips as they are highly flammable and may
pose a serious fire risk if not properly handled.




PXMZ ﬁ{qu‘?mﬁ Tightening procedure
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Cleaning
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Remove dirt and chips from the connecting thread and shank
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Initial Tightening
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Tighten by hand
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Cautions
during use
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With gap
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Final Tightening
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Tighten with a spanner wrench
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Confirmation

REDENE =R

Confirm that there is no gap

- Only use the spanner wrenches that are designed specifically for the PXM (p.40) for

attaching PXM heads .
Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please refer tofp.40ffor tightening torque.
- Please tighten until the head and the shank holder faces meet. Confirm that there is

no gap.

- Degreasing the connecting thread may result in over tightening or a possible

separation of the faces. Please do not degrease.

- Please make sure that the spanner wrench is inserted properly and turn it slowly

during use.

PXMC ERH'U'¥]||E Mounting Procedure
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Make sure the fastening portion of the collet is clean then
insert it into the holder. Turn the pull stud to tighten.

*For models other than BT30 please refer to the
instructions below.

@ZHH D Final Tightening
AINFTHEID D,

Tighten with a spanner wrench

@5% ;‘F?i' Cleaning

Ay R Oy MEESBOIZ. ENZERET,
Remove dirt and chips from the connecting thread

and collet

X BT30L>{%(DHR1§”:"¥"|E Mounting procedure for holders other than BT30
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TIWRYYRZEM T TeFE TRIETRE.
Insert the hexagon socket wrench into the
pull screw hexagonal section.
*For pull studs with holes (@6 or above), it is
operational with the stud being attached.

@JLYrDEEUIEWVNK S, Iy EinERE
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To prevent the collet from rotating, support the tip of the

@Oy REF Mounting the Head

FhivZ Ul PAIMERR /NS THiD B,
After screwing the head in by hand, use the PXM
spanner wrench to tighten.

- Ay RETEBSIEPXM BRAIZ ) ETERTFE
(MRS G TERATEELA).
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Cautions
during use

BiAgIE LIEWTTE L,
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ANFFEAY ROPIREFICEDEHEAL. Wo<DERMEEETTEATE,

collet by hand, tighten with the wrench by turning to the
right, then fastening to the required torque.
*Recommended tightening torque: 18N-m

- Only use the spanner wrenches that are designed specifically for the PXM (p.40) for
attaching PXM heads .
Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please refer to| for tightening torque.

- Please tighten until the head and the collet faces meet. Confirm that there is no gap.

- Degreasing the connecting thread may result in over tightening or a possible
separation of the faces. Please do not degrease.

- Please make sure that the spanner wrench is inserted properly and turn it slowly
during use.
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Recoating

BiE-81—FT«120

Tool Reconditioning
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Tool reconditioning contributes to resource
conservation by bringing worn cutting tools back to life, 0 ; "
which is environmentally friendly and sustainable.
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Regrinding
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Inspection
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Tool Reconditioning
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Inspection upon arrival Packaging and
shipment

05

EBEVSLII

Carbide Recycling

BMECELBLLEOLBELIRRBAR/\—RXZILT [BEYYAI)V] §DHTEHTRETT,
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Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal’s carbide recycling program. Cemented carbide materials contain a large amount of rare
metals. Carbide recycling reduces material consumption and contributes to environmental preservation.

E zl:l \_ F)‘ 9”/ rEﬁE U U"fﬁ“/] 0) #% E Highlights of Nihon Hard Metal’s “Carbide Recycling” Program
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As long as the tool has been hardened, it doesn't
have to be separated into categories such as end
mills, drills, reamers, and tips.

Tools that contain a small amount of different
materials are accepted (tools with cermet, ceramic
and steel shanks are separated)

Amount of material that can be sent for recycling :

20kg and over (shipping costs are paid by Nihon
Hard Metal Co., Ltd.)

Recycling payment :
by direct bank deposit




shaping your dreams
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E-mail : cs-inffo@osg.co.jp Web : https://www.osg.co.jp/

International Headquarters
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX: +81-533-82-1136
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TEL (022) 390-9701
TEL (024) 991-7485
TEL (025) 288-3888
TEL (0268) 28-7381
TEL (0266) 58-0152
TEL (0270) 40-5855
TEL (028) 651-2720
TEL (042) 645-5406
TEL (029) 354-7017
TEL (03) 5709-4501
TEL (046) 230-5030
TEL (054) 283-6651
TEL (053) 461-1121
TEL (0533) 82-1145
TEL (0566) 77-2366
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TEL (052) 703-6131
TEL (058) 259-6055
TEL (0533) 82-1145
TEL (0594) 26-0416
TEL (076) 268-0830
TEL (077) 553-2012
TEL (0B) 4308-3411
TEL (078) 927-8212
TEL (086) 241-0411
TEL (087) 868-4003
TEL (082) 507-1227
TEL (092) 504-1211
TEL (093) 922-8190
TEL (096) 386-5120
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& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.
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Copyright ©2020 OSG Corporation. All rights reserved.

+ "RICOVNTR, BICHR - MRZT>CTHBDEIDT. FEFL ALY OIEBHILRZ

BEIIHEHHDET,
« AEBBABORETER - BRZRCIT T,

A-LASi—-H%n=4t

Tool specifications are subject to change without notice.
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