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Optimum ceramic grade selected for high-speed machining at high temperatures, with roughing efficiency surpassing carbide end mills
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9",%_] y] gé Peripheral cutting edge type

Ei = LE’J /j*ﬁﬂ:/'{k Optimum flute geometry

i RIHER

Enables smooth chip evacuation

J HU% 7]:: Negative cutter form

iR 7IRNITE

Increases cuttlng edgerigidity

FU %*i Variety of lineup

tRIERIZEIE47]5567)

Select 4-or 6-cutting edge specification based on your application needs

,E yJ gg End cutting edge type

i\j. \—\LEgEuu I Suitable for 3D machining
MYETSSRFESER, &M R A9 T thEEXI i,

Not only excels in flat surface milling, but also in the machining of blades
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*é: *¥ Large-diameter specification
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* Reduces risk of breakage during machining
+ Achieves optimum cutting speed without being restricted by the capability
of the machining center

Eﬁﬁﬁlg Regrindable
AT YR FRRRE TR S

Can be reincarnated by cutting away the used portion




qu’l%;R Cutting Data
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4»f|uteﬂ-ezghzgjc§]t£?@e type YIEBBAED, TJ4REHER continuous use is possible with low level of cutting chip welding

ERETER CM-RMS EHASER 47 .
Tool ®12XR1.5X4Z Competitor Iilll?l:lute tﬂﬁu&ﬁﬁ(m) Milling Length

NI 0 10 20 30 40 50
Work Material Inconel 718 (45HRC) ‘ | | | ‘ ‘
INI7% MINEZERMBLRR (IE) EH

Machining Method Milling spirally inward from the outer periphery

Eﬂﬁ?f‘;ied 500m/min (13,260min"") CM-RMS <l Rumning
gﬁgg 3,182mm/min (0.06mm/t)

RE YN i

Delptﬁf Cut dp=7.2mm de=1.2mm H{Competitor AA Wear

HIEER S

Coolant Air Blow

EFRHAR SR

Machine Vertical Machining Center

®153 X 100

67] HhETIEY DpaFE = ini
%t}]?mﬁ’f]%%mﬂﬂl Stable machining free of breakage

%ﬁﬂ Eg'?é Cutter path

FRATH CM-RMS Hitb AT/ 67] wE

Tool ®12XR1.5X6Z Competitor I]6I?Flute tBﬁUEEFﬁ(m) Milling Length

INTAAH 0 20 40 60 80 100
Work Material Inconel 718 (45HRC) ‘ ‘ | ‘ ‘ ‘
INIrEE MINEZERMBGRT (D E) $EH

Machining Method Milling spirally inward from the outer periphery

E’?Jf{'ijf‘;%eed 500m/min (13,260min"") CM-RMS Still Running
SRR 4,774mm/min (0.06mm/t)

iRE NEIFEER iR

Delptif Cut ap=7.2mm Qde=1.2mm E@%ﬁp:ﬁ‘t}::nn Breakage

HIEE 5%

Coolant Air Blow

ERRHAR ZHINTHG

Machine Vertical Machining Center

Eadl] —_
HHEE'I 4’{%' *,%Z?E"J[%ﬁ(&%}]ﬂl 1.4 times the chip removal rate! Stable and high-efficiency machining

FEHTER CM-CRE 77] Ht 5= m 47
Tool 7-Flute Competitor 4-Flute
InTazs

Gt - Inconel 718 (45HRC)

INTA5E MINBZEPRMBGRRZ (DEE) $5H)
Machining Method Milling spirally inward from the outer periphery
IEERE 600m/min 500m/min
Cutting Speed (7,600min") (13,260min™")
HHATEE 2,660mm/min 3,182mm/min
Feed (0.05mm/t) (0.06mm/t)
P SR

Coolant Air Blow

SRR S INITHG

Machine Vertical Machining Center

HeHE ; ;

Chip R:ﬁov;ﬂ Vil 39.9cc/min 27.5cc/min
ETE 16 2 (BRIBHTIR)
Number of Passes passes 2 passes (occasional breakage)
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CM-CRE (éé I BERSEINT
®25XR4 | Stable machining up to
T | 16mm in depth
ae=15mm
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Bt 28/ m T INTZE14.4mmiF
Competitor © Machining up to
p12X R1.5 14.4 mm in depth
[
_ll. ae=1.2mm




'E-l 1
9" = mij Peripheral cutting edge type

CM-RMS
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Side Milling Slot Milling Helical Milling Contour Milling Ramping
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Side Milling Helical Milling Contour Milling
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6-Flute Type LJ” ﬁg‘
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4-Flute Type
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6-Flute Type
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CERAMIC :0'03 T ‘;.‘
Bf7:mm Unit:mm
HME x BRILR x T80 S VIS iz T jEZE2
DCX X7 L 0 Ds z Stock
8557100 6 X R0.75 X 4Z 60 4.5 6 4
8557110 8 X R1.0 X 4Z 60 6 8 4
8557120 10 X R1.25 X 4Z 65 7.5 10 4
8557130 12 X R1.5 X 4z 70 9 12 4
8557200 6 X R0.75 X 6Z 60 45 6 6 .
8557210 8 X R1.0 X 6Z 60 6 8 6
8557220 10 X R1.25 X 6Z 65 7.5 10 6
8557230 12 X R1.5 X 6Z 70 9 12 6

. */ﬁiaﬂ:'% Guide for Icons

n *Z]-E Tool Materials

eramic  PIE

Ceramic

RiIFZZE Tolerance of Ball-End Radius

+0.03

FREENATETIN R FRE

Identifies the tolerance of the radius end mills

9|‘?§E’\J¥F§§ Tolerance for Milling Diameter

e AL N

Tolerance for milling diameter

m *ﬁ?é Shank
L s N BTt i

hé Tolerance for shank diameter

ﬁgﬁﬁ% Helix Angle
AN A

30°

Helix angle of flute for end mills

®”
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4-Flute Type Cutting Conditions

MHREE
Heat Resistant Alloys
Inconel 718
k73 &9t
Side Milling Slotting
RE TRE
@ P TR Deph ofCut PRI STHAR Depth of Cut
fill Dia. Cutting Speed Feed per Tooth (mm) Cutting Speed Feed per Tooth (s
(mm) (m/min) (mm/t) (m/min) (mm/t)
ap de ap
6 400~800 0.02~0.04 =4.5(0.75D) =0.6 (0.1D) 400~800 0.02~0.04 =1.2(0.2D)
8 400~800 0.02~0.04 =6.0 (0.75D) =0.8 (0.1D) 400~800 0.02~0.04 =1.6 (0.2D)
10 400~800 0.04~0.07 =7.5(0.75D) =1.0 (0.1D) 400~800 0.04~0.07 =2.0(0.2D)
12 400~800 0.04~0.07 =9.0 (0.75D) =1.2 (0.1D) 400~800 0.04~0.07 =24 (0.2D)
6mﬂtﬂﬁ“§‘¢§;&§ 6-Flute Type Cutting Conditions
HREE
Heat Resistant Alloys
Inconel 718
s
Side Milling
IiRE
PILTES: STAR Depthof Cut
Mill Dia Cutting Speed Feed per Tooth ()
(mm) (m/min) (mm/t)
ap de
6 400~800 0.02~0.04 =4.5 (0.75D) =0.6 (0.1D)
8 400~800 0.02~0.04 =6.0 (0.75D) =0.8 (0.1D)
10 400~800 0.04~0.07 =7.5(0.75D) =1.0 (0.1D)
12 400~800 0.04~0.07 =9.0 (0.75D) =1.2(0.1D)




Ewﬂ End cutting edge type

CM-CRE
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Copying
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Planing Pocket Milling
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ceramic W O €
£0.03 h6

0~-0.05 BfZ:mm Unit:mm
AmsS MR X B2 2K VNS W T e
EDP No. Dc X r L 2 Ds z Stock
8557016 16 X R4 120 5 16 5
8557020 20 X R4 120 5 20 6 O
8557025 25 X R4 120 5 25 7
tﬂﬁu%‘*&;ﬁ% Cutting Conditions
HBGLEINERTFHL, EHEWEIN T SRR ERERE(3°LAL).
Specify a draft (at least 3° ) in the milling program to avoid neck interferences.
A& s
Heat Resistant Alloys
Inconel 718
IRE
HME LTS STHAE Depth of Cut
Mill Dia Cutting Speed Feed per Tooth ()
(mm) (m/min) (mm/t)
ap de
400~800 0.03~0.05 1 =< 9.6 (0.6D)
20 400~800 0.04~0.06 1 =12.0 (0.6D)
25 400~800 0.05~0.08 1 =<15.0 (0.6D)

PSR A TR

Highly resistance against sporadic breakage
- SFESHE, BFIANBR/N, TIRBAREFEGE(<—) B/, BIaTLAHER
IR KRR E.

« When cutting in flat surfaces, the cutting resistance is low in the radial direction due to the small
cutting edge angle, thereby minimizes vibration and sporadic breakage.




;I%%I)ﬁ Caution

ghInconel 718 XM E £ EBERII/00°CHUFIR MR, NMEINTIENE DR, KiEX
RINTAHRAFIEROIEI SR A,

Heat-resistant alloys such as Inconel 718 have a tendency to soften when temperature exceeds 700C, enabling easier
machining. Ceramic end mills are ideal for these materials as they excel under high temperatures and can generate the
heat required to soften the machined materials.

/N #EERSS
BREEE. BRETERER. SAXEEMTRIFRERE. BEREMRMEREE,
Use of air blow recommended.

Use air blow to cool the holder and remove chips. Cooling the holder helps maintain holder accuracy. Use a heat-resistant holder.

/N s T
Wz IN T Z2r=457]), BeER(KTIESas,

THEENSSHN, IIMRESE NEBN. W, EFBTIRIEERRE,
Continuous machining recommended.

Intermittent machining is likely to cause chipping, resulting in shorter tool life.
Reduce the feed by 50% or more at the entry (chamfer) in the initial cutting stage. Then, raise the feed gradually.
Excessively high cutting speeds raise the temperature of the workpiece and may melt it. To avoid this, lower the cutting speed.

M\ T BB NAW B AN ER AT T RINT

NRBITRE I RS SR RBCENTIIFRTI B SR,
DER, BERRIIRINDERE. ERMEREEY.

After a cutting cycle, use the cutting edges as they are, without removing any fused deposits on them.

Forcibly removing fused deposits can result in cutting edge chipping and shortened tool life.
Fused deposits may be found on the flute end and back of the cutting edge. Remove them when necessary.

M\ EmEeEERm

INTHERAITIBIIAL KB FTRES e X REE IR EA R ZHRIEH.
B, 78 RmREEIN T THRE.

Use fully covered machines.

During machining, high temperature cutting chips may scatter, which can create fire hazards and potential injury to the operator.
Ensure that the workpiece area is clear of any inflammable objects.

N BFESEFNT, THEAEATRERE.
ERTIRRIZER, BERINIENERERE.

High temperatures produced during machining can form altered layers on workpiece surfaces.
When making path settings, ensure that a machining allowance for removing the altered layers is taken into account.

/N FICM-CREBHTREEN T R4 BRI LAY, BB SIRERUERE(LLL).
B REZ M TS BT,
When using CM-CRE to perform vertical wall or pocket milling, always specify a draft (at least 3°).
Neck interference may occur, resulting in tool breakage.



shaping your dreams

K14l ( £#) FEIRARLA

OSG Corporation

BREAL (L) A58

dotik: _EMSTHRTRIKTER 11335 KTSkEL 3T10211021003-0755T

EiE: 021-52552588; &5 021-58883300; HB4m: 200051

Rt () THBESH
ik THmES SR 1-2&HAE1004=
EEiE: 0510-82739271; {&H: 0510-82739220; HP4m: 214074

BXEAL (L) SEMESHT
ollk: SRS SABEE18012=
E3iE: 0553-5868160; f€H: 0553-5868190; #pgm: 241000

XL () BMNESE
otk FN Tl R ER R 181 SERAE1511=
FEiE: 0512-62388327; {&HE: 0512-62388320; HpF4w: 215028

B (Eifg) FLIERSSAT
ik HUMAARLL RIS —ER66 S 4T H3E 1703
FHiE: 0571-82757757; {£H: 0571-82757767; HB4m: 311215

B (L) TS
ik TRHERN R KSR 700 SR AMARE207
HEiE: 0574-88161548;  {£E: 0574-88134670; MB4m: 315199

R (Eifg) THANE
etk ORI AANEEES 1 57 SRR AEA170155
FEiE: 020-38210423;  f&EL: 020-38210425;  MB4m: 545006

LA (L) RYISESS AT
bt YR E X B REERER2129CE (fRRBIRISALHN)
E3iE: 0755-83566532; {EE: 0755-83558854; HB4R: 518048

BRLAN (L) HPHEESSAT
bt [P R BRI S Bl 752188823 RE4SE
EBiE: 0772-8250338;  {&EL: 0772-8250328;  HB4w: 545006

B (L) ItRD AT
bt JEEREARX R E ISR 19 S ERRAEARE18-05C
E3iE: 010-85261018;  {&E: 010-85261016;  HB4%: 100004

LA (L) REDAE]
bt REHIFX D11 SHFelHTAE10E10182
EBiE: 022-23037566;  f&EL: 022-23037577;  HB4R: 300020

BREAL (L) FBINEESSAT
otk SRR EEEE S E LR IR 1 SEz3511 5551002
EBiE: 0371-86237251; &8 0371-8623725; #Hp4m: 450016

XA (L) FaRESs
Hotik: PRRTARRRRUSAERIERER 13 SHE38T301=
E3iE: 029-88860594; f&€H: 029-88860594;  HB4%: 710000

BtAL (Ei) KEDSRA
ik REFFARRHUCERRAEB2006
EBiE: 0411-87655185; f&€H: 0411-87655186; HP4H: 116600

B (Eif) BBHAE
et BETHhItRIREE30S HIA 13514 155T2803=
EEiE: 0532-66775787;  {&H: 0532-66775797; HE4R: 266034

B (L) JUESHT
bl JPETDEATER S4eikisss s mmitr ArNS 132-04
FEiE: 024-22852762 €8 024-22852763 HRgm: 110021

B (E8) KESSM
ik KEMEMXESAH888SEEEIR285T1405%
E3iE: 0431-89388499; f&H: 0431-89230366; HB4R: 130012

Xt () RERESET
otk PERTHEVRX A RRIERIUER27 S ER24% 1 B5T8035
E3iE: 028-65783992; f&H: 028-85005292;  HB4R: 610042

XL (EE) BRDAF
otk ERTEICXREEESIK18S FmEiaml 41E12-1
E3iE: 023-65001315; HRgm: 401120

BRLA (L) EINESAT
it BN LR X =R TERRB 125052
E3iE: 027-85557360; &8 027-85557350;  HB4®: 430010

BREAl (i) KIDES

bk SRR RO I 365 4mSOHO 1613
EiFE: 0731-88620770; f€8: 0731-88620770; Hp4m: 410000

Http://www.chinaosg.com

Tl 400 888 2086

E-mail:business@chinaosg.com
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