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UVX-TI* HFC-TI &

End Mill Series for Titanium Alloy
UVX-TI - UVXL-TI - HFC-T
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Titanium Alloy Solutions

j- t ) b Nacelle ' PSE/PSEL 0SG Phoenix

SEB(EP.14ETBRRTEL, (Seep14)

ADO-SUS Y ¥
// W

AFVVR - FIVEE W >~
MMIARUL* B .
Coolant-Through Carbide Drill Series for

Stainless Steel

{
*F##lIEADO-SUSAHYOI %

TBRTEL,
Please see “ADO-SUS Catalog” for the
details. . —

UVX-TI(SL) / UVXL-TI(SL)

& - AIETIHID SEAITINT v MIT. CUDPITLINLIICHBIIE.
HEZEEOEWLWTY VEERINLICOVWTREL SRERZERIT |

Stable and high efficiency milling of titanium alloy is now possible!

UVX series offers solutions for slot milling to easily chatter complicated pocket milling.

.mﬁ':ebt"rc 3 947" Milling method and features
AIENT ~ T
e =T Side Miling @*%ﬁn] * ;F-%F — I‘

Feature Slot Milling S&3DLLT | BE3DBASDYUT Unequal spacing, variable lead
Depth under 3D Depth over 3D, under 5D . Enr_ﬁ@ﬂﬂﬁufw%
SN g—KF & >
UVX-TI-4FL NFZ3—ME 43 O O X - Superior suppression of vibration

Multi-purpose short type, 4FL

UVX-TI-5FL SREERY3—ME 5 0 o % N\

High efficient short type, SFL

UVXLTI-5FL | SREROVIR 53 A o o
High efficient long type, 5FL
OF1HESE Best  OFE2HEIR Good  AFE3HEIE Fair X HITTAA] Not Recommended

WERE) - SRR TRELCEEDII T ZRIR

Stable high feed milling is achieved by suppressing vibration with high rigidity

F - @EREERR
./ Optimal flute shape
- IO <FZRX L—AICHEH

- Smooth evacuation of chips

@9xIF—I\
Web taper
- {IEUPICEKD
SRR T ZRIR

- High efficient milling is achieved
by increasing rigidity

E{, | foomeaed




PFB 0SG Phoenix

T EFIMTAR-ILIY RV

Finishing Ball End Mill

HFC-TI

PRC BORE 05G Phoenix | __

AEGH Y &

Radius Cutter

SEEREEETMIATY RS)L,

AigF I TEsEERE SV LI ERE ZRIR |

HFC-TI, the high efficiency bottom finishing end mill, achieves superior surface accuracy with

reduction of large amount of machining time.

.; gyﬁﬁﬂﬂllz BUZ):FiL—JE Average Milling Condition

INTEEE (Ra)

<
Surface Roughness =32 Hm
INTRE @p)
Depth of Cut 0.5mm
LD =3,000mm/min
Feed Rate

.7J|]I$f§u Cutting Data

HECTI 916 64K SYTALIYRIIL@16 58F

Radius End Mill

Cutting

70m/min

4,500mm/min 489mm/min
(0.54mm/t) (0.07mm/t)

FEmIT

Contour Milling

dp=0.5mm de=6mm dp=0.5mm de=8mm

KA HIRE

Water-Soluble

HFC-TI SIFPALYREILGHH)
Radius End Mill (5FL)
INTRFRES © 59F sec INTRFRT : 390FY sec

Ra=0.419 um Ra=0.844 um
Rz=1.940 um Rz=3.385um



OSG-HAIMER A

UVX-TI + SAFE-ADC K® fifcisi2x

New Tool & Holder Combo

M safe-Lock™ YRAFLOBFERE [ _ Y
Features of Safe-Lock™ system I% ﬁgg%‘*? E B '

- BUVRNEE GumkiE) ”HIG)EQE E'% |

- TEREURS OREBHETEE The k bil

e 2 e key to stability in
- TENHHEL TORO S UATHE high pzrformanceymachining
- LS ORERHEH D AT BE
- I\A ATEI[CHERATTEE

- High runout accuracy (less than 3um)

- Adjustable overhang length

- Easy removal of broken tools

- Internal coolant supply capability from the holder
- Also suitable for high speed steel tools

B ZAEEER
Safe-Lock™ hig%h

On the safe side with Safe-Lock™
- IIHRICTEMRIITLEDEE
- INLEEERZ EIFTcWEE
- ST — I TRRZEH UK BVEE
cABNIZTDEE

- No pull out of the tool

- Achieves maximum metal removal rate
- No damages on expensive work piece
- Ideal for large diameter milling

B Safe-Lock™ &I RILS

Safe-Lock™ Tool Holders

=S/
ecial grooves i

Al
losed drive ke

SAFE-AOCK"
by HAIMER
SAFE-ADCK [/ \AX—HDEREIZTI,

Safe-Lock is a registered trademark of the Haimer GmbH

BELDEA1T dLyh5147

Shrink Type Collet Type

= |
;W IJ
RIVT—R51T Why17 BNy BAOYAT
Standard Type Power Type Heavy Duty Type Power Type
YaUVIT4yNF vy | ND=2aUVIF vy | NE=Fa—T4—FrvJ | ND=OLy hF vy
Shrink Fit Chuck Power Shrink Chuck Heavy Duty Shrink Chuck Power Collet Chuck
e A P6~p12 912~ 032 $16~50 $6~320
RIFEE (3D 2
;%ﬂE?E(MD) 3umiﬁfﬁ less
NSV ZAER G _ . * ) \A Y —HAREERR A
Ba;cing ﬁﬁ G *G=2.5 (25,000m|n N * HAIMER'S standard specification
JRIIT o © ¢ 43 0SG-HAIMER
oughing NHOIBRUBEE | 507
HEFMT o o o o TBRTEL,
ARG Please see OSG-HAIMER
=) Catalog and video for
AT O © O O furthergdetail\g,

High Speed Milling
XTEDY v OREEIFh EZ#IZULE T,  Shank diameter tolerance above hé is recommended.

°



https://www.osg.co.jp/products/tooling/index.html?utm_source=qrcode&utm_medium=n-107&utm_campaign=tooling#anchor02

LY

Holder

EDEE

Feed Rate
tHARE
Depth of Cut

1D K THRHE

RHULRS

Overhang Length

Machine

Result

ERNILY

Holder

Cutting Speed
EDEE
Feed Rate
YHARS
Depth of Cut
Hll7mAl

Coolant

IO K THRHE

MRR.

Safe-Lock™EBRNENILIF=—U VT F v v I EHNRT,

Hl Safe-Lock™ #&#@{3E UVX-TI DIl T EHEH1

Safe-Lock™ #tg =

with Safe-Lock™ System

it EARIF BB ERIL Y

Other Tool Holding System

UVX-TI-5FL 25X R3X75-SL

UVX-TI-5FL 925X R3X 75 (4555 &) (Special)

Ti-

6Al-4V

FBIEANT  side Milling

50m/min (637min-")

478mm/min (0.15mm/t)

dp=40mm de=10mm

191.2cm3/min

64mm

HGAMELTEEHEE water-Soluble

B~ =014 (HSK-A100)  Horizontal Machining Center

HRBTETEE  Still Running

H5mmikIF T, 318

Breakage after 5mm pull out

Hl >5 as0fEMIT

Side Milling of Ti-6Al-4V

Safe-Lock ™ikg iz =—UVIFvvY AUV IF vy
ayel UO;QJ—'%'\I%J{;; Milling Chuck Shrink Chuck
with Safe-Lock™ ftt A fti4t B fti4t C
Shrink Chuck Competitor Competitor Competitor
UVX-TI-5FL

$20XR3X60-SL

UVXL-TI-5FL ¢20xR3X60

Ti-6Al-4V

BIEANTL side Milling

70m/min (1,115min-1)

2,750mm/min
(0.49mm/t)

1,560mm/min
(0.28mm/t)

1,780mm/min
(0.32mm/t)

2,750mm/min
(0.49mm/t)

dp=80mm de=2mm

HCGEMEYIELRE] waterSoluble

W@~ =01 >% (BT50) Horizontal Machining Center

440cm?3/min

250cm3/min

285cm3/min

440cm3/min

RIEE

Runout Accuracy
(mm)

0.020

0.015

0.010

0.005

0.000

=@ R1UEE Runout Accuracy
FID<FHHE MRR

0.017

\0.01 1

Application example of UVX-TI with Safe-Lock™

Mb<THHE
M.R.R.
(cm?/min)

At B4t CH#

Competitor ~ Competitor

1. 5BULDYID KTHHEZRIET DI EN TES,

CHDY 2V IF vy I EFREDHHE TH oIeh’. Safe-Lock™HEE M T LA FIRNDAME K ZE U T A Al BE

-Z:@Z)o

The Safe-Lock™ tool holding system demonstrated 1.5 times the material removal rate (M.R.R.) versus the competitor milling chuck. Although competitor C was able to achieve the
same efficiency, the Safe-Lock™ tool holding system was able to achieve better runout accuracy and processing reliability.

0
Safe-Lock™ i1
Competitor YaYYIF vy

500

400

300

200

100

Safe-Lock™Shrink Chuck



B UVX-TI-4FL [C&KDEIEmIEI 2HEUL(3D)

. ;19“ Cutting Data

Side milling of UVX-TI-4FL (3D)

1?%]::% ﬂi’,*iA {ﬁ"}iB [ f¥ay utting Len
- UVX-TI-4FL Competitor Competitor ; tﬂHJEL 1(Iom) cutting 1?5rh 2|0
“ ¢12 X R UVX-TI-4FL :
Competitor
80m/min (2100min™) fti4t B
Competitor
850mm/min (0.1mm/t)
dp=24mm  de=2mm UVX-TI-4FL 18milT#| fiistA 18milTHE | it B 4mAITi

LI RIV— + S1ERGH

Holder Through + Externaly Fed

Competitor After 4m of milling

WYY =215 (HSK-A63)

Horizontal Machining Center

E—tIHIRE THMMICLEREFREDDNED oo

Less tool wear was exhibited in comparison to the competitors even under identical milling length.

B UVX-TI-5FLICK DRIy MMIT

Pocket milling of UVX-TI-5FL

UVXL-TI-5FL

®16 X R3 ®12 X R1

Ti-6Al-4V

Work Material

55m/min (1,100min-") 70m/min (1,850min-")

Cutting Speed

e e 550mm/min (0.Tmm/t) 650mm/min (0.07mm/t)
SIRITE R w MIT

Milling Method Pocket Milling

PTHARS
Depth of Cut

dp=16mm de=9.6mm | dp=45mm de=0.2mm

Y10 THEHE

3/
M.RR. 6cm3/min

85cm3/min

R

Coolant

KAV HRA

Water-Soluble

RHURE

Overhang Length 50mm

{5 Pt

Machine

SEYY =Tt (HSK-A63)

5-axis Machining Center

B UVX-TI-5FLICK D RFmT

Long tool life of UVX-TI-5FL

MIEOERSZIHT DI EICRD,
—EOMLITHEEDIFEVELWLE EEZ
/DT ENTES,

The UVX-TI Series can finish wall surfaces with single cutting
and offers a seamless, beautiful cutting surface, thanks to
vibration-free cutting.

UVX-TI-5FL ¢ 12.7 X R0.762 (4¥5kmm)

EHATE
Tool

JEIRE 1((;'\1) Cutting Lenlgsth
1 i

(Special) : 2|0
R Ti-6AI-4V (35HRC) UVX-TI-5FL 4
Rz 100m/min (2,500min-) et A 4355 m $718
Competitor 4FL reakage
625mm/min (0.05mm/t) ftbt B 44 m
Competitor 4FL
BRI fIEMT -
fh:C a3 m f1i8
Adp=6.35mm (0.5D) de=3.81mm (0.3D) ©10.5mITHE A 05morming
L[ b= MR
IR BT UVX-TI-5FL JettA JoB JoC
{52 FR#S AL MR Y= Tt %5 (BT40) "
Machine Vertical Machining Center j:ﬁ-}_é j:ﬁ-]‘é
Breakage Breakage

MRABEICEBNTVS ). REMIZITO CEDTET,

The UVX-TI-SFL has outstanding resistance against fracture and can cut materials with excellent stability.




B UVXL-TI-5FLICKZBIEDSEEEZRN T  High efficiency side milling of UVXLTI-SFL

ERUIEISRM BRAEDEFRM INIRAIC K DEHE S DB
General cutting condition Condition with max. feed rate Comparison of surface roughness by cutting conditions
UVXL-TI-5FL ¢ 12 X R1 BEEYHIOMNIEES BRAVHIOMNTEHES
General cutting condition Condition with max. feed rate

Ti-6Al-4V (32HRC)
BIELDHE

Side Milling

70m/min (1,857min1) | 70m/min (1,857min-")

1,114mm/min (0.12mm/t) | 3,157mm/min (0.34mm/t)

Depth of Cut dp=48mm de=1.2mm BRAEDERHTICBVT., EDIREEO0.34mm/t.
t75<§*‘ﬁ?£§ P10 < FREE182cmy/minE VS BEDERNME 2.
r\?R ) REE 64cm3/min 182cm3/min N TIREICKDITBDENDSHDF T,
tﬂ J; r—— oy HEENTRACDONTIEp RETSR TS,

§ KA 3
C(\D\a:u ,?\/aterrso\ubie Under the cutting condition of maximized feed rate,

- — < astounding result of M.RR. =182cm?*/min and fz=0.34mm/t were achieved.
fE FRREARL ﬁﬂ?y—Jﬁt/Q (BT50) % Depend on the machining environment, breakage of tool may occure.
Machine Horizontal Machining Center For the recommended conditions, please refer p.12.

ERRILSY BEED
Holder Shrink Holder

. HFC'T' lC&%EﬁEﬁﬂﬂI High efficiency milling of HFC-TI

.BDIE*HE_\—G);E*; Change in surface roughness

HFC-TI ¢ 16
(um)
Ti-6Al-4V >0
mi ™ e
100m/min (1,990min") %é 30
6,000mm/min (0.5mm/t) 1_=§h 20
<3
—— 1.0 i
EEiRMT — g
Contour Milling t t t } T T
0 27 135 54 108 162 216
Ap=0.5mm de=6mm BB (m) wiling Length
TG [—e— BAHAE (Re) 3.557 3.812 3.903 4.151 4.520 4403 |
Water-Soluble | = A (Ra) 0.849 0.944 0.946 0.980 1.016 0997 |
70mm
N BT
wE~Y =525 (BT50) VIRl 13.5m 108m 216m

Horizontal Machining Center Quiziing g

W E
= Flank
.§§¥E Wear amount
(mm)
0.06
0.05 . I<VHE
E £0.03 /
S
H
002 FIEIREH200m Z#BZ IR CTH. HFCTIRRE LT
oo ‘ | | | NSRS KO- LN LERS 282 EHTE,
0 27 13\'5, 4 108 162 26 The HFC-TI was able to achieve consistent surface roughness and normal wear even after
EIBIRE (m cutting Lengtn milling 200m of materials.



47 FHYVESEMIRAASFI—RIVEFIL UVX-TI-4FL

Variable Lead End Mill for Titanium Alloy (4-Flutes)

il a
S
9] IS T n
NN 8 RS- 1 4
r
- ﬂ .0~_0 - .40 o |
BfTmm Unitmm

w—JL No. 2x3—F R xETE S IE | vevor | H#E | OB | uE | EsmE
EDP No. DcXrXx 8 L 2 Ds D Z Stock (Yen)
8555120 12 X 36 15,800
8555121 12 X R1 X 36 18,800
8555122 12 X R15 X 36 18,800
8555123 12 X R2 X 36 90 24 12 11.5 4 B 18,800
8555124 12 X R25 X 36 18,800
8555125 12 X R3 X 36 18,800
8555126 12 X R4 X 36 18,800
8555160 16 X 48 33,800
8555161 16 X RI X 48 36,100
8555162 16 X R15 X 48 36,100
8555163 16 X R2 X 48 100 32 16 15.5 4 B 36,100
8555164 16 X R25 X 48 36,100
8555165 16 X R3 X 48 36,100
8555166 16 X R4 X 48 36,100
8555200 20 X 60 49,300
8555201 20 X R1 X 60 51,400
8555202 20 X R1.5 X 60 51,400
8555203 20 X R2 X 60 51,400
120 40 20 19.5 4 B
8555204 20 X R25 X 60 51,400
8555205 20 X R3 X 60 51,400
8555206 20 X R4 X 60 51,400
8555207 20 X R5 X 60 51,400
8555250 25 X 75 94,200
8555251 25 X R1 X 75 99,200
8555252 25 X R15 X 75 99,200
8555253 25 X R2 X 75 99,200
8555254 25 X R25 X 75 140 50 25 24.5 4 B 99,200
8555255 25 X R3 X 75 99,200
8555256 25 X R4 X 75 99,200
8555257 25 X R5 X 75 99,200
8555258 25 X R6 X 75 99,200
ggggggg:ggi’fiﬁﬁf %;}Sﬁ%e?h%%;{;g?ggéxo " Not compatible with Safe-Lock™ tool holders. BEIRIERE - sndadsocken
WY — I DEFEICDWVT Guide for icons
n *ZE Tool Materials E ﬁﬁﬂfﬂ Surface Treatment B ﬂ #ﬁ; TD?;%ZQE? o ﬂ 19 U Tlﬁ Helix Angle

7 =~ H = REHES S R= 3 >

%f%?e‘n%@rbide ﬂ (F%TA?N%EIL;_'Z V) é%%n:_\}&%)%i‘iiﬁﬁ AW %%g%%%g%—)o@ .
FX (TiAIN) Coating Torelance for Diameter. m‘l‘i; Angle of Flute for End




SAFE-AOCK" &1
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22
L
CAHBIDE m 0""_0.050 40.5°/43.5°
Bfmm Unitmm
Y—lUNo. | HHEXI—FRxETE S UE | vrvoE | #E | (OB | uE | e
EDP No. Dc XrX B, L 2 Ds Di : z Stock (Yen)
8555660 12 X R1X 36-SL 22,700
90 24 12 11.5 4 B
8555661 12 X R3X 36-SL 22,700
8555662 16 X R1X 48-SL 40,900
100 32 16 15.5 4 B
8555663 16 X R3X 48-SL 40,900
8555664 20 X R1X 60-SL 58,400
8555665 20 X R3X 60-SL 120 40 20 19.5 4 B 58,400
8555666 20 X R5X 60-SL 58,400
8555667 25 X R1X 75-SL 109,000
8555668 25 X R3X 75-SL 140 50 25 24.5 4 B 109,000
8555669 25 X R5X 75-SL 109,000

X—UDFRBRBIEp.7ZTE TE L - See p7 for explanation of icons.

- Safe-Lock BRI EMILI ZTHERATEV. MILFDFMIEP. 38KV OSG-HAIMERDHOJ ZT SR TS,
+ For use in combination with Safe-Lock™ tool holders. Refer to p.3 and the OSG-HAIMER catalog for tool holder details.

- tﬂﬁu%ﬂtgﬁﬁ Cutting Conditions

B=1F#E7EEEM B=Standard stockitem

\r\iﬁ%ﬂiﬁa\ 9:9‘/3‘% Titanium Alloy Ti-6Al-4V
rﬁ%ﬁéﬁ%ﬂ RIEDIL sige miiing SEINL siot Miling
MR N : N .
gﬂﬁg%iz 60 ~80m/min 30 ~50m/min
PASES [EIETvE Y EDEE YHARE [BlER®EE EDEE YHARE
Milling Dia. Speed Feed Rate Depth of Cut Speed Feed Rate Depth of Cut
(mm) (min) (mm/min) (min) (mm/min)
12 1,900 680 dp =1.8Dc 1,350 270
de =0.2Dc 3o = 1Dc
16 1,400 500 - 990 200 = -
aﬂ 7, iap
20 1,100 480 800 190 0
25 900 400 = 640 150

1. LEEOMTREIFERTY. REOMIREICEDETHREZLTTEL.
2. FYVEEOMIICEKEEIEHE ZHELE T,

1. The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.

2. Using water-soluble coolant is highly recommended.

=




53 FYVEEMIAAFU—RIVRIL UVX-TI-5FL

Variable Lead End Mill for Titanium Alloy (5-Flutes)

~. ks 5 8
L e

22

CARBIDE m 0~—0.050 . 41° /42° /43"
#fizmm Unitmm

Y—)UNo. | 5ExI—7RxETE e UE | vevor | #E | OB | mE | mmE
EDP No. Dc XX 8, L 2 Ds Di , Stock (Yen)
8555320 12 X 36 18,100
8555321 12 X R1 X 36 21,700
8555322 12 X R15 X 36 21,700
8555323 12 X R2 X 36 90 24 12 11.5 5 B 21,700
8555324 12 X R25 X 36 21,700
8555325 12 X R3 X 36 21,700
8555326 12 X R4 X 36 21,700
8555360 16 X 48 36,100
8555361 16 X R1 X 48 38,800
8555362 16 X R1.5 X 48 38,800
8555363 16 X R2 X 48 100 32 16 15.5 5 B 38,800
8555364 16 X R25 X 48 38,800
8555365 16 X R3 X 48 38,800
8555366 16 X R4 X 48 38,800
8555400 20 X 60 52,700
8555401 20 X R1 X 60 55,200
8555402 20 X R1.5 X 60 55,200
8555403 20 X R2 X 60 55,200

120 40 20 19.5 5 B
8555404 20 X R25 X 60 55,200
8555405 20 X R3 X 60 55,200
8555406 20 X R4 X 60 55,200
8555407 20 X R5 X 60 55,200
8555450 25 X 75 101,000
8555451 25 X R1 X 75 106,000
8555452 25 X R15 X 75 106,000
8555453 25 X R2 X 75 106,000
8555454 25 X R25 X 75 140 50 25 24.5 5 B 106,000
8555455 25 X R3 X 75 106,000
8555456 25 X R4 X 75 106,000
8555457 25 X R5 X 75 106,000
8555458 25 X R6 X 75 106,000
R—UDHBAIFp.7ETETEL, - See p7 for explanation of icons B=1Z#ETEEEMR B="Standard stockitem

- TES DI Safe-Lock ™HETERIVY [FERATEF B Ao - Not compatible with Safe-Lock™ tool holders.



SAFE-AOCK" &1

— a
- 4\"2- o N S .
Yy TSSSsSTS
I 4
22
L
CARBIDE m 0""_0.050 4'|a/42°/430
B{iimm Unit:mm
Y—JUNo. | #EXTI—FRxETE RS NE | vevor | BE | OB | mE | mEmE
EDP No. Dc X rX B, L 2 Ds D ' z Stock (Yen)
8555670 12 X R1X 36-SL 90 24 115 5 25,400
8555671 12 X R3X 36-SL ’ 25,400
8555672 16 X R1X 48-SL 100 32 155 5 43,600
8555673 16 X R3X 48-SL ’ 43,600
8555674 20 X R1X 60-SL 62,300
8555675 20 X R3X 60-SL 120 40 19.5 5 62,300
8555676 20 X R5X 60-SL 62,300
8555677 25 X R1X 75-SL 116,000
8555678 25 X R3X 75-SL 140 50 24.5 5 116,000
8555679 25 X R5X 75-SL 116,000

N—UDFBIEp.7ZTE TE L - See p.7 for explanation of icons.

- Safe-Lock ™HEIERILY ZTHERA TSV RILY DM P.3B XV OSG-HAIMERAY OT ZZBETEL,
- For use in combination with Safe-Lock™ tool holders. Refer to p.3 and the OSG-HAIMER catalog for tool holder details.

. tﬂﬁu%ﬂtgﬁﬁ Cutting Conditions

B=1F#E7EEEM B=Standard stockitem

Wi’%%gg;ﬂ 9—_& yeﬁ Titanium A\onTi-6A|'4V
r?\J\Hn%sz%J BIETANT side miling FENNL siot milling
HlsREE N . _ .
gﬂﬁg%;ﬁ 60 ~80m/min 30 ~50m/min
PASES [ElE5EE EDERE ThARE OEnEE EDRE ThARE
Milling Dia. Speed Feed Rate Depth of Cut Speed Feed Rate Depth of Cut
(mm) (min) (mm/min) (min) (mm/min)
12 1,900 855 dp =1.8Dc 1,350 340
de =0.2Dc _
16 1,400 630 990 250 dp=ibc
a{ 7 Jar
20 1,100 600 800 240 207
25 900 500 8e 640 192

1. LEEDMTREIFERTY. REOMIREICEDETHREZLTTEL.
2. FYVEEOMIICEKEMEIEHE ZHELE T,

1. The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.

2. Using water-soluble coolant is highly recommended.

=



5 FYVEEMNMIAAFY—-RIVREN OVI UVXL-TI-5FL

Variable Lead End Mill Long Type for Titanium Alloy (5-Flutes)

N 8
e = e

~

22

CARB"]E m 0'\'—0.050 41“/42“/43“
B{Imm Unitmm

Y—lUNo. | HEXI—FRxETE S UE | vevor | HE | OB | uE | EEmE
EDP No. Dc XrX 8, L 2 Ds D B Stock (Yen)
8555520 12 X 60 23,500
8555521 12 X Rl X 60 25,700
8555522 12 X R15 X 60 25,700
8555523 12 X R2 X 60 110 48 12 115 5 B 25,700
8555524 12 X R25 X 60 25,700
8555525 12 X R3 X 60 25,700
8555526 12 X R4 X 60 25,700
8555560 16 X 80 50,300
8555561 16 X R1 X 80 52,900
8555562 16 X R15 X 80 52,900
8555563 16 X R2 X 80 130 64 16 15.5 5 B 52,900
8555564 16 X R25 X 80 52,900
8555565 16 X R3 X 80 52,900
8555566 16 X R4 X 80 52,900
8555600 20 X 100 74,900
8555601 20 X R1 % 100 78,700
8555602 20 X R1.5 X 100 78,700
8555603 20 X R2 X 100 78,700
8555604 20 X R2.5 X 100 160 80 20 195 > ? 78,700
8555605 20 X R3 X 100 78,700
8555606 20 X R4 X 100 78,700
8555607 20 X R5 X 100 78,700
8555650 25 X 125 112,000
8555651 25 X Rl X 125 117,000
8555652 25 X R15 X 125 117,000
8555653 25 X R2 X 125 117,000
8555654 25 X R25 X 125 190 100 25 24.5 5 B 117,000
8555655 25 X R3 X 125 117,000
8555656 25 X R4 X 125 117,000
8555657 25 X R5 X 125 117,000
8555658 25 X R6 X 125 117,000
N—UDHBIEp.7ETETREL. - See p.7 for explanation of icons. B=1Z#1EEER B8="Standard stock item

- CBESDORMIC(FSafe-Lock ™ B ERIVLY IFERTEREAs - Not compatible with Safe-Lock™ tool holders
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CARBIDE m 0~—0.050 41“/42“/43"
B mm Unitmm
Y—JUNo. | #EXI—FRx&ETE S I | vevor | EE | OB | mE | EmE
EDP No. DcXr X 8, L D Ds D1 ’ B Stock (Yen)
8555680 12 X R1X 60-SL 29,500
110 48 12 11.5 5 B
8555681 12 X R3X 60-SL 29,500
8555682 16 X R1X 80-SL 57,700
130 64 16 15.5 5 B

8555683 16 X R3X 80-SL 57,700
8555684 20 X R1X 100-SL 86,400
8555685 20 X R3 X 100-SL 160 80 20 19.5 5 B 86,400
8555686 20 X R5X 100-SL 86,400
8555687 25 X R1X 125-SL 127,000
8555688 25 X R3X 125-SL 190 100 25 245 5 B 127,000
8555689 25 X R5X 125-SL 127,000

X—UDFBIEp.7ZTEETE L), - See p.7 for explanation of icons.
- Safe-Lock ™I ERILI ZTHERATEWV, MILIDFMIFp.38KUOSG-HAIMERAFOTZETSIR TS,
+ For use in combination with Safe-Lock™ tool holders. Refer to p.3 and the OSG-HAIMER catalog for tool holder details.

. tﬂﬁu%1¢§ﬁ§ Cutting Conditions

V‘»’?r%%!ijr;a\ F& yﬁ% Titanium Alloy Ti-6Al-4V
TI77 ot
!\?an fa‘gﬂfd LEIJEDDI Side Milling
=[PES .
SIHRE 60 ~80m/min
PARES EIEEdi EDRE YhHAZRS
Milling Dia. Speed Feed Rate Depth of Cut
(mm) (min) (mm/min)
12 2,100 1,050 dp =3.75Dc
de £0.1Dc
16 1,600 920 _
S
20 1,270 760
25 1,020 587 Lae |

1. LEEOMTREIFERTY. REOMIREICEDETHREZLTTEL.

2. FYVEEOMIICEKEEIEHE ZHELE T,

1. The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.

2. Using water-soluble coolant is highly recommended.

=

B=1F#ETEEEM B=Standard stockitem



FYVEEMTHBEDSITPAIVRIL

High Feed Radius End Mill for Titanium Alloy

P . r E| B -
thﬁu

61 A 8K A £

6-flute 8-flute

B{i:mm Unit:mm

8555716 16 777 16 15 6 37,400
8555720 20 9.72 120 5 20 70 19 B 52,900
8555725 25 12.15 25 24 ® 82,900
- N—ODHBIFp.7ETETEL. - See p.7 for explanation of icons. B=1Z¥7EEER 8= "Standard stockitem

- Safe-LockICIFRMUTEDFE B Ao - Not compatible with Safe-Lock™ tool holding system.

. tﬂﬁu%1¢§ﬁ§ Cutting Conditions

v’iﬁ‘%gz{a\ ?9)3% Titanium AHQ\"Ti'6A|-4V
Nj\]\Hn:EraZiéd %%_%;?MI Contour Milling
HllE .
SIHIRE 50 ~ 100m/min
PANES OEREE EDRE SVEVIRE | BER | HIDELE
Milling Dia. Speed Feed Rate Ramping Angle rt Remainder |
(mm) (min™) (mm/min) Z |
|
16 1,490 4,500 2 0.86 0.46 }
|
20 1,190 3,600 2° 1.01 0.58 ;
25 850 4,860 2° 1.2 0.74

AR dp = 0.035Dc apI
A 2
Depth/oféu: de =0.39Dc M

ae‘

LITICERULTE, ZNZIUELROS Y PRIV RIIVELTMIIOI SLZEERTEL.

2. FEEDOMTRMEIFERTI, REDIMTRBEICEDETHAEHZLTTEL.

3. F Y VEEOMIICE KB R ZHREUE T,

1. During machining, please program the milling paths according to the recommended simulated R (rt) respective to the individual end mill diameter.
2.The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.

3. Using water-soluble coolant is highly recommended for milling titanium alloys.



0SGXZPHOENIX

MASEMIAHA > —M3iE. XC5035 / XC5040

XC5035 / XC5040 : Inserts for HRSA

OSG Phoenix YU —XTIld. MASEMIISELEA Y — M ECHBEULTVWET,

OSG Phoenix offers inserts optimal for machining HRSA.

. ##E Features

- BULU AL ZR DB EZER
- BEEORMMEZ L. IFRCENCMERMZRIEA
* Vv —TIFUINIRICK D ETHREHRZERIL. AL—REY)D S FHRHDAIREE 8D SM T L —7

- Special carbide grade with very high toughness is used.

- Superior wear resistance is achieved by applying super hard coating.

Sharpness of the cutting edge of SM breaker is ideal to reduce cutting resistance and smooth chip evacuation.

=T« Coa i s " T\E
il Eﬁ}ﬁ%g z o S B 0SG Phoenix ¥ J—ZX D3l
aoness CBE50AhYOTZTERTEL,
Please refer “OSG Phoenix Catalog” for the details.
TiN ATV LA -
3 MEEE
XC5035 893 | Ti(CN)+ALOTI(BN) |  smnesso
HRSA
DSG  PHOENIN
ATV LA -
XC5040 p———sme —e | 89,3 TiN-TiB: MR <2
Stainless Steel &
HRSA

W EREIETEA (R#%)

PSEL PRC
BHIDAY % STa4VITIVRIN NEHhy 5
Shoulder Cutter Roughing End Mill

BEDSITAAvE

Radius Cutter High Feed Radius Cutter
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TEL (022) 390-9701
TEL (024) 991-7485
TEL (025) 286-9503
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) 296-1380
TEL (054) 283-6651
TEL (053) 461-1121
TEL (0533) 92-1501

TEL (0566) 77-2366
TEL (052) 703-6131
TEL (058) 259-6055
TEL (0594) 26-0416
TEL (076) 268-0830
TEL (077) 553-2012
TEL (08) 6747-7041
TEL (078) 927-8212
TEL (086) 241-0411
TEL (087) 868-4003
TEL (082) 507-1227
TEL (092) 504-1211
TEL (093) 435-3655
TEL (096) 386-5120

/N BEICBBENWEREL IS

« TEZERAT 3. BIET3BIRNSDDT, dFh/\— - REXAR - REHFZFEALTTFEL,
SINAFHRFTETDSBNT TS,

* 1D L FFRFTETDOSHENTFEL,

« TROYINIRNDEBRL o e SEMAZHRIELTTEL.

< BEE - REERBORELCS. BS5ICERAZPRILELTTEW.

* TRECREFZEMRENTTEL,

« MIFICTEDTARRZT > TR,

& 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.

BEIIHEEHHDET .
« AEISHABORRTERS - EREEUETT.

OSGRIEE

Copyright © 2016 OSG Corporation. All rights reserved.
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Tool specifications are subject to change without notice.
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