i -

’,".

O End Mill

peed Carbide End Mills for Aluminum Alloys
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W Mills for Aluminum Alloys
AERQ,Series—

t EIFITA
3PIFZA SOV
For finishing

3-flute, extra long type
(see p.10)

AERO-O-ETS

nu~1:|:J:lf7.l[lIFﬁ

3FY 3— b et

For roughing to finishing
3-flute, short type with oil hole
(see p.8)

AERO-ETS

Fe~tt EIF AT 52 2=k
29 a—k For roughing to finishing

3-flute, short type

For roughing to finishing (see p.7)

2-flute, short type
(see p.6)




b I OTERE = R AMRER!
MZEOXER Y I = Slmomaenl LIcmiE!

Maximize the full potential of high performance equipment!
Ideal for high efficiency processing of large aluminum aircraft components!

el el BNTEAY <3 i

Compatable with high power equipment Excellent chip evacuation

=¥ TERZK - e

High rigidity Optimal flute shape

Sy

BN/CEE M EE T IniFkeF

Excellent welding resistance and lubricity Excellent cutting

— ~ N ~ 7o -~
DLCO—F 127D Vv —T13A%
DLC coating Sharp cutting edge

AERO-EXTL
AERO-ETL

Overhang Length g P«I’HNCEE)I'&

AR AERO-ETS
DLC-AIR-EDS AERO-O.ETS

IEHIH:':H Spindle Power
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Astonishing chip evacuation at 925!

71b < FHEE9,000cm/minExzR

9,000cm3/min chip evacuation

I8 SARE - =

2 AERO-ETS $25X R3 Pl Ap=10mm Ae=25mm

HHIH A7075 e ACEIEGTBIER (54 3B4A )

Work Material Coolant Water-Soluble (External)

YIELRE ; in- EEEL: 17 PIVEZULGEREENTIRAYY =V Iy S
Cutting%peed 2,355m/min (30,000min™) Machine High Efficient ﬁachﬁiﬁ:g Center for Aluminum Alloys
AR 36,000mm/min (0.4mm/t)

ZWEZOLSEICRE DLCI—FrVJ!

Ideal for Aluminum Alloys! Diamond Like Carbon Coating!

OSGODLCO—5F« VIRREAVILYIV | COREDFEEEICKD. MABEWEBENRDS
N7 W= LGERICIHRBEORNZERIELT T,

OSG's DLC coating gives shiny surface! This shiny and smooth surface optimizes end mill performance particularly in aluminum alloys that require welding
resistance and lubricity.

V=R Iy Y TiHHULWINLR!

Thin coating layer enables sharp cutting edge!

1:I:J:lj‘-‘ﬁb“‘§ ( E“L‘E”"I ! Smooth and superb surface finish!

Eg% D bﬂIE:E) - 1ti lfﬁﬁu} ! High quality surface even in high feed milling!

e
'I%EJIE AERO-ETL ¢12XR1 o
HRHEIM IEN _"&
Work Material A7075

el 528m/min (14,000min”) I 2 B8R rouomes

T T T
(um) Ra 0.0908 y1m

EQDJEE 4,000mm/min (0.095mm/t) 20 Rz 0.7112um
ThaRE = - 0.0ttty . A N -
DeptlfTo(?Cut dp=45mm de=0.15mm

-20
1D <FHHHE 3,
M.R.R. 27cm?/min

0 1.00 2.00 3.00(mm)



”u I;g“ Cutting Data

Wb EIFeEEERMNT

High efficiency milling for both roughing and finishing

EHIR AERO-O-ETS ¢25XR3

HRHEIE

Work Material A7075

I yapr I T EFmT
Milling Method Roughing Finishing
YIHEE 1,413m/min 1,884m/min
Cutting Speed (18,000min-1) (24,000min-")
EDRE 18,000mm/min 7,200mm/min
Feed (0.33mm/t) (0.Tmm/t)
HIHHE] S

Coolant Mist (Through Spindle Mist)

EEEL: 17 58TV =T t% (HSK-A63)
Machine 5-axis Machining Center

B IT+ANSOVIARICKDEEEESFINT

Side finishing with extra long flute length

ERATE

Tooi AERO-EXTL ¢20XR3
)

Work Material A7075
VIR : .
Cutting Speed 898m/min (14,300min-1)
KD R 6,435mm/min
HIEIHA AGEMEIRIHE]
Coolant Water-Soluble

{5 AR SEiNY It % (HSK-A63)
Machine 5-axis Machining Center

1b < FHEHE 5,000cm3/min
M.R.R.

U—F 4> T v Leading Edge Rib
Size:490 X 490 X 35(mm)

ﬁﬁﬁWIEWJ Special Tool Cutting Data

BUY—-2VTS5VIMT

Processing of Return Flange

EHATE BEYUYR MG-O-TSC 940X R3X12 (455 )
Tool Solid Carbide (Special)
|

ﬁfﬁ'{jﬁaterial A7075

i3 ) o
A 3,016m/min (24,000min-T)
E?diil’i‘ 7,200mm/min
SIHHA] KB HELTHEIRE]
Coolant Water-Soluble
{8 PR AR S5EIYY =Tt % (HSK-A63)
Machine 5-axis Machining Center

1 < FHEHE 430cm3/min
M.R.R.




ﬁf*ﬁ':llﬂ:l:gﬂ Special Tool Cutting Data

B EEEEET LMNT

Extremely high speed bottom surface finishing

ERTE ETS5VHARTEAERO-ETS  025xR3 (455 m@m)
Tool AERO-ETS with Flat Cutting Edge (Special)
sl

Work Material A7075

EEEL: 17 PIVEZOLGEREENIRANYY ZVItr5
Machine High Efficient Machining Center for Aluminum Alloys
DR 50,000mm/min

THARE

Depth of Cut

dp=0.5mm

W ZE150mmORS YRR - &&R(E_EIFINT

High speed pocket bottom surface finishing with pocket wall depth of 150mm

FRATE FPIVZRIATa—RAvE 025 (FFFEmR)
Tool High-feed Aluminum Cutter (Special)
)

Work Material A7075

{55 F AL PILEZULGEREENTIAYYZVItEY Y
Machine High Efficient Machining Center for Aluminum Alloys
EDIRE 30,000mm/min

HARE

Depth of Cut

dp=0.5mm

B FR =y OREIVRIICKDEEERAIET EFMNIT

Special chip-breaker end mill for achieving high efficiency side finishing

FEHIE BH_woEOYIAIVRII 020 (G55%mR)
Tool Long Cutting Edge End Mill with Special Nick (Special)
dcly)

Work Material A7075

{5 FRHE AR PIEZoLGEREREENTIRANYYZVItwrS
Machine High Efficient Machining Center for Aluminum Alloys
EORE 15,000mm/min

YBARE

Depth of Cut

dp=70mm de=0.5mm

o
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2-flute, End Mill for Aluminum Alloys, Short Type

DLC-AIR-EDS

¥RHF1F Radius Chamfering

1 P
[a)
=z
— Ol _. K _= [0 N 1 L o
o O
% [ :
RE| APMX
LU
LF
P ~ pF . = N =, = o
CARBIDE | s D e ey it ate DO TR
DI.C FlT ﬂ‘]25 during step milling. This is partial radius.
0~_003 About 25°
O<—UDHMAEP.10ZTETEL, See p.10 for explanation of icons. &4 mm Unitmm
=)L No. SERXI—FHR £ IR VvIOE BIR R £ R4
EDP No. DC X RE LF APMX DCON LU DN Stock (Yen)
8528822 12 X R1 [ ) 23,600
8528823 12 X R1.6 90 14 12 40 11 D [ J 23,600
8528826 12 X R3 [ J 23,600
8528862 16 X R1 (] 46,300
8528863 16 X R1.6 100 18 16 45 14.4 D (] 46,300
8528866 16 X R3 [ J 46,300
8528902 20 X RI1 () 67,900
8528903 20 X R1.6 110 22 20 56 18 D () 67,900
8528906 20 X R3 [ J 67,900
8528952 25 X Rl [ J 91,400
8528953 25 X R1.6 110 27 25 56 23 D o 91,400
8528956 25 X R3 [ J 91,400
@=1R%7EEM @=Standard Stock Item
. tﬂﬁu%1¢§ﬁ?§ Cutting Conditions
sl PIL=ZULER
Work Material Aluminum Alloys
DI - |
Cutting Speed 1,000 ~3,000m/min
SHE (mm) [EE5ERE (min7) EDEE (mm/min)
Mill Dia. Speed Feed
12 =33,000 = 9,100
16 =33,000 =12,000
20 =33,000 =15,000
25 =33,000 =15,000
e g
paAyY;
Depth ;'FE:Lt ii
0.6DC 1DC
ae

1. COYHIRGERE7ZIVEZOLAGESREENTARY VIV Y TONIZRRELIEBDTT,
2. U1 < FIFEIELHF - T7 JO—EF CEflEkEZ{T > TRE L,

1. This cutting condition is set for a high efficient machining center for aluminum alloys.

2. Chips must be removed by cutting fluid or air blow.
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3-flute, End Mill for Aluminum Alloys, Short Type

AERO-ETS

—

RFfF 3 Radius Chamfering

o

LU
LF
CARBIDE I AN L R IS S . TR aB b &k,
DLC FIT #3130 during step milling. This is partial radius.
ON_O.OZ About 30"

OY—UDFBIEP.10ZTE TE L), See p.10 for explanation of icons. &6mm Unitmm
Y—JL No. MREX D—FHER 2R IR A4S B R =[5 = RS
EDP No. DC X RE LF APMX DCON LU DN Stock (Yen)
8533249 12 @ 13,500
8533250 12 X R1 100 18 12 55 11 D o 14,900
8533252 12 X R3 [ J 14,900
8533253 16 ( 31,500
8533254 16 X R1 [ ) 33,600
8533256 16 X R3 100 24 16 55 14.4 D @ 33,600
8533257 16 X R4 [ J 33,600
8533258 16 X R5 (] 33,600
8533259 20 o 38,500
8533260 20 X R1 ( 41,100
8533262 20 X R3 100 30 20 55 18 D o 41,100
8533263 20 X R4 ( 41,100
8533264 20 X R5 o 41,100
8533265 25 ( 48,900
8533266 25 X R1 [ J 52,400
8533268 25 X R3 100 37.5 25 55 23 D [ ) 52,400
8533269 25 X R4 o 52,400
8533270 25 X R5 @ 52,400

@ =1Z%7EEMR @=Standard Stock Item
. tﬂﬁu%#ﬁ%ﬁi Cutting Conditions
B FLE=ULESR
Work Material Aluminum Alloys
SHE (mm) [EI#5RE (min) EDIRE (mm/min)
Mill Dia. Speed Feed
12 =33,000 =15,000
16 =33,000 =20,000
20 =33,000 =25,700
25 =33,000 =32,600
. .
0.4DC 1DC
Qe

1. COYEIRERIE7IVEZ0 AESSEEMNTIANYY Z VItV TOMIZ/RELILHDTT .
2. PID K FFIYIHEEHE] - T7 JO—FCREBHEZEITOTTEL,

1. This cutting condition is set for a high efficient machining center for aluminum alloys.

2. Chips must be removed by cutting fluid or air blow.

8
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3-flute, End Mill for Aluminum Alloys, Short Type with Internal Coolant Supply

AERO-O-ETS

RXft (+ Radius Chamfering

RE
N
] ol I} Ny 3
% s DS 3
LU
LF
CARBIDE I AN B O R R R RIS B P G R e D&tk
DLC FIT 130 during step milling. This is partial radius.
0~—0.02 About 30°
OV—UDFAIEP.10ZTE TE L), See p.10 for explanation of icons. &67mm Unitmm
Y—Jb No. NEXD—FHER 2R IR DvIOE BFR =53 £rE= IREE(TAE
EDP No. DC X RE LF APMX DCON LU DN Stock (Yen)
8533300 20 (] 39,900
8533301 20 X R1 (] 42,700
8533303 20 X R3 100 30 20 55 18 D (] 42,700
8533304 20 X R4 () 42,700
8533305 20 X R5 [ ) 42,700
8533306 25 (] 50,300
8533307 25 X R1 (] 53,800
8533309 25 X R3 100 37.5 25 55 23 D () 53,800
8533310 25 X R4 [ ) 53,800
8533311 25 X R5 (] 53,800

O =1F4E/EER @=Standard Stock Item

. tﬂﬁu%ﬁtgﬁﬁ Cutting Conditions

) FPILVEZOLEE
Work Material Aluminum Alloys
SHZE (mm) [EI#REFE (min7) EDEE (mm/min)
Mill Dia. Speed Feed
20 =33,000 =25,700
25 =33,000 =32,600

PHARS o]
Depth of Cut apr de
0.4DC 1DC

Qe

1. COYHIREGRIE?IVE =D AGERRENTAYY =V J VY TOMIZ/RELIEBED T,

1. This cutting condition is set for a high efficient machining center for aluminum alloys.
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3-flute, End Mill for Aluminum Alloys, Long Type

AERO-ETL

DCON

LF

K0 ANN

CARBIDE DLC FIT #35°

0~—0.02 About 35°

OY—UDFBIEP.10ZTE TE L), See p.10 for explanation of icons. &6mm Unitmm
Y=lNo.  SHEXI—T¥E 25 s S oE 1 i
EDP No. DC X RE LF APMX DCON Stock (Yen)

8533350 12 @ 18,500
8533351 12 X R1 (] 19,500
8533353 12 X R3 10 >0 12 D [ J 19,500
8533354 12 X R4 [ J 19,500
8533355 16 [ J 39,500
8533356 16 X R1 [ J 41,200
8533358 16 X R3 110 50 16 D (] 41,200
8533359 16 X R4 [ J 41,200
8533360 16 X R5 o 41,200
8533361 20 [ J 46,800
8533362 20 X R1 [ J 48,700
8533364 20 X R3 110 50 20 D (] 48,700
8533365 20 X R4 (] 48,700
8533366 20 X R5 [ J 48,700

. tﬂﬁu%ﬂtgﬁi Cutting Conditions

@ =1Z4/EEEfRm @=Standard Stock Item

HRHIA FPILEZOLEE
Work Material Aluminum Alloys
HiE [EEREE (min) EDIRE (mm/min)
Mi:ﬁlg?ar.n) SpeedmIn = Feeg]m e ap (mm) ae (mm)
12 =14,000 =4,000 =45 =0.15
16 =14,000 =5,000 =45 =0.2
20 =14,000 =6,000 =45 =0.3
AR )
Depth of Cut
Qe
1. COYHIREREZIVE =D AGERERNIRAYY VI8V TOMIZRRE LIBDTT,

2. PID K FFUIHEGHE] - T7 JO—FCREBEHEZITO TR,

1. This cutting condition is set for a high efficient machining center for aluminum alloys.

2. Chips must be removed by cutting fluid or air blow.
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3-flute, End Mill for Aluminum Alloys, Extra Long Type

AERO-EXTL

DCON

LF
_—— | surin (I N\ \\ |
CARBIDE DLC FIT #35°
0~—0.02 About 35°
OV—UDFAIEP.10ZTE TE L), See p.10 for explanation of icons. &67mm Unitmm
=)L No. SHRX I—FHR 2R IR DvIOR = TR
EDP No. DC X RE LF APMX DCON Stock (Yen)
8533400 20 [ ] 73,800
8533401 20 X R1 () 75,700
8533403 20 X R3 160 100 20 D (] 75,700
8533404 20 X R4 [ J 75,700
8533405 20 X R5 (] 75,700

O=1R#7EEmR @=-Standard Stock ltem

. tﬂ‘ﬁu%1¢§2§§§ Cutting Conditions

) PIL=ZULEE
Work Material Aluminum Alloy
SHE (mm) [EE55EE (min) EDIRE (mm/min)
Mill Dia. Speed Feed
20 =14,000 =6,000
2 1. COVHEIRHREB 7 V==Y AaSRRERMTIAYY =Y
FlARE ap 3e i 55 TOMIERRE LIBDTT,
Depth of Cut = 95mm | = 0.2mm 2. DL FRIEGER - T7 I OB CREPHET>TT
— — <L
Qe 1. Th?s cutting condition is set for a high efficient machining center for aluminum
lloys.
2. zh(i)g: must be removed by cutting fluid or air blow.

-7_ 7 a)E;E':D ll‘t Guide for Icons

n *ZE Tool Materials n ﬂﬁ@ﬁgﬁ Tolerance for milling diameter
BEeE O IV RILONRERTUET

CARBIDE Tungsten Carbide Indicate tolerance for milling diameter

E §EME Surface Treatment E 19[311.% Helix Angle

DLCI—F 422 SN IV RSLOBORUNAERRLEY

DLC Coating 30 Indicate helix angle of flute for end mills

DLC

B aVUJY shink
= BEOLET
Suitable for the shrink holder system




shaping your dreams

i #t

TA442-8543 BHIEE)|HAES RE=T H22%i1 TEL(0533)82-1111
E-mail : cs-info@osg.co.jp Web: https://www.0sg.co.jp/

International Headquarters
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL: +81-533-82-1118  FAX:+81-533-82-1136

EREBESRED
T 143-0025 RREFAHXFERA3-25-4 TEL(03)5709-4501
FRERESRER
T465-0058 BMEEHEMRRXEM1-9 TEL(052)703-6131
= S

T550-0013 KFRAFABRMAXHEI2-4-2 4055 TEL(06)6538-3880

(TEoHEMNESERE ) I=Ta=r—yavF(1vL
TH%AH.

0120 41 5981 SR EZER<

[33225—v5vmx] 0533-82-1134 [332=5—vavEmai] hp-info@0sg.co.jp

il & TEL(022) 390-9701 ZHE  TEL(052) 703-6131
# W TEL (024) 991-7485 Iz B  TEL(058) 259-6055
#ow TEL (025) 286-9503 ~3% TEL (0533) 82-1145
£ H TEL (0268) 28-7381 = E TEL(0594)26-0416
& #  TEL(0266)58-0152 R /& TEL(052) 703-6131
i £ TEL(0270) 40-5855 £ JR TEL(076) 268-0830
FH#=E TEL (028) 651-2720 R # TEL(077)553-2012
J\EF  TEL(042) 645-5406 X BR TEL(0B) 6747-7041
* ¥  TEL(029) 354-7017 Bl & TEL(078)927-8212
R R TEL(03) 5709-4501 i | TEL (086) 241-0411
E K TEL(048) 230-5030 M E TEL (087) 868-4003
B @ TEL (054) 283-6651 L & TEL(082)507-1227
Bt TEL(053)461-1121 oM TEL (092) 504-1211
£ TEL (0533) 82-1145 e TEL (093) 435-3655
% ¥  TEL(0566) 77-2366 A& A&  TEL(096) 386-5120

/N RLICBBOLEREL I

« TEZfEAY 26(E. BIST2RRNSDDT. BHFH/\— -
UINARFRFTHSENTTEL,

* IO K FRFEFTHSENT TS,

* TEOPINHKDEL Ko e SERZEHRLEL TR,

« BREE - RREREDRELS. BESICERZHRLELTTIEL.
* TRCRHFZMREVTTEL,

« MTATIC TEDFARRZT O TREL,

{REEIRE - REMFZFEALTTE,

& 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.

OSGRIEIE

Copyright © 2016 OSG Corporation. All rights reserved.

+ BRBICOVNTIE, BICHZ - iMRZ{ToTHDXINDT. FEFLAHYOJ RS TIRE

EEIRHEENGDET.

Tool specifications are subject to change without notice.

« FEBHAB ORI - BREREUET.

N-106.911.BC.FH(NT)
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