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9 End Mill

. paed Carbide End Mills for Aluminum Alloys
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New cutting data on specials!
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= . _High'Speed Carbide End Mills for Aluminum Alloys

.

AERO-EXTL
3B KTIENSINT A

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

AERO-O-ETS

AERO-ETL 3EIRSIHFLE, ERTE
INTAMEINT

For roughing to finishing y/
373'}&73&:%””:[% / 3-flute, short type with oil hole /

Forﬁmshmg (see p.8)
3 ﬂm?long type i
S—

(see p.9) .

o

]

AERO-ETS

3715, EFHEF*H?JI]I*DE
nT

For roughing to finishing
3-flute, short type
(see p.7)

DLC-AIR-EDS

27)5GH, ERTFHEINT
FEINT 7
For roughing to finishing
2-flute, short type

(see p.6)
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Maximize the full potential of high performance equipment!
Ideal for high efficiency processing of large aluminum aircraft components!

& T IERE L L'Héﬂﬁf#/: 3

Compatable with high power equipment Excellent chip ev.

ENIMETERAA g o

High rigidity k Optimal flute shape

HERILEIE

Excellent welding resistance and lubricity Excellent cutting

DLCRE ERRYRIA
IR Bl

DLC coating Sharp cutting edge

-Fﬁ% Compatibility Range

g AERO-EXTL
= AERO-ETL
: DLC-AIR-EDS AHOTEIL

AERO-O-ETS

~80kW

DJ% Spindle Power



G'I“Ifé(PZS , BEREIL

IRARIHE

Bl

Astonishing chip evacuation at 925!

HEReesem9,000cm=/min

9,000cm3/min chip evacuation

FRTH PIHLRE _ —

A AERO-ETS ¢25XR3 Deptﬁ"oﬁut dp=10mm de=25mm

INTHARt A7075 HIEF AKBMETIEMF (SMERLEIH)

Work Material Coolant Water-Soluble (External)

HIHE ; in- it FeEEMEMIAMIHO
Cll]ftingf%peed 2,355m/min (30,000min) {!\%ﬁcﬁhﬁ[ktz High Efficieﬂ?Mac?iﬁSizn%genter for AITminum Alloys
AR 36,000mm/min (0.4mm/t)

SESNTHSSNDLCRE

=

Ideal for Aluminum Alloys! Diamond Like Carbon Coating!

OSGHIDLCREEBEBRIERE ! XM FBrIERE, EFEMEEEMEEENES ST,

KAFFERFRIMERE.

0OSG'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.

E‘%L \/

=HIEEFI R

Thin coating layer enables sharp cutting edge!

ﬁlg/%:ﬁtu Eﬁ%ﬁ% E"J*’%}Juliﬁ ' Smooth and superb surface finish!

EEJ\&%E,‘JZ]”I%{&F-F P ﬁ{l Eﬁg{%?%%ﬁﬁ%ﬁ}]ﬂl ' High quality surface even in high feed milling!

fERTIR AERO-ETL ¢12XR1

o Ateria A7075

DR e 528m/min (14,000min’) R - -
BARE 4,000mm/min (0.095mm/t) (u:; Rz 0.7112m
E’Jﬂ;ﬁ?ﬁm dp=45mm de=0.15mm 00ppremety g S i e
EHERE 27cm’/min _2-00 T

2.00 3.00(mm)



DHI%@J Cutting Data

W e TR AN T

= 3 H
High efficiency milling for both roughing and finishing ﬂtﬁi 5,000cm?*/min
fERTR AERO-O-ETS ¢25% R3
NIt
yVork Material A7075
7% T KT
Milling Method Roughing Finishing
PIHEE 1,413m/min 1,884m/min
Cutting Speed (18,000min-") (24,000min-")
HGEE 18,000mm/min 7,200mm/min
Feed (0.33mm/t) (0.1mm/t)
IR HERH
Coolant Mist (Through Spindle Mist)
E RN SN TG (HSK-A63)
Machine 5-axis Machining Center

ﬁﬁﬁﬁiﬂ%ﬂ‘fi Leading Edge Rib
Size:490 X 490 X 35(mm)

W UEEIN TER7IE

Side finishing with extra long flute length

fERIR AERO-EXTL 20X R3
AL

V%/Jc?rJMt-terial A7075
VIEES:E . o
Dl 898m/min (14,300min)
giﬁdﬁﬁ 6,435mm/min
HIEHRY IKEA M)
Coolant Water-Soluble

{58 FEHT LR SHnId (HSK-A63)
Machine 5-axis Machining Center

HEE‘I%DHIE@J Special Tool Cutting Data

B EFRtRINT HEEE 430cm3/min

Processing of Return Flange M.R.R.

EHRIR BEEE MG-O-TSC ¢p40XR3X12 (JEARMR)
Tool Solid Carbide (Special)
FIAA

V%/Jc?rjljﬁrllt‘terial A7075

tEEE . L

el 3,016m/min (24,000min-)
%ﬁﬁg 7,200mm/min

HIEHRY KA E R

Coolant Water-Soluble

{58 FEHT LR SHnI0 (HSK-A63)

Machine 5-axis Machining Center




ﬂEﬁ‘%ﬂulﬁﬁj Special Tool Cutting Data

W ESEEEAINT

Extremely high speed bottom surface finishing

FRTR SRIEITIAERO-ETS  ¢25xR3  (JEiRAR)
Tool AERO-ETS with Flat Cutting Edge (Special)
IR

Work Material A7075

{E PR EASEIEMNIAMIH
Machine High Efficient Machining Center for Aluminum Alloys
BARE 50,000mm/min

PICTEES -

St o Cut ap=05mm

B 150mmiRERE R RE SRS T

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

EHRTR EFEESET] 025 (EIHTuu) ,

Tool High-feed Aluminum Cutter (Special)

LI

Woﬁrk*Mtterial A7075

AL  EASEREMIAMNIFL

Machine High Efficient Machining Center for Aluminum Alloys p :
BARE 30,000mm/min &=
IR _

S o cut ap=0.5mm

B SRR SR ESIN T

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

ERATE FERRITBRERIESET] 020 GFRE)

Tool Long Cutting Edge End Mill with Special Nick (Special) 4 -
LRI -

Work Material A7075 - _,.-"'" >
AL  EASEMEMIAMIHL i /
Machine High Efficient Machining Center for Aluminum Alloys - N-'

PHATEE _— e

BIRE 15,000mm/min T

IRIREE dp=70mm de=0.5mm f 3 '

Depth of Cut




2 7] e sR%)] 873

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

DLC-AIR-EDS

¥ R£F Radius Chamfering

%l
()
i
I
T
¢$Ds

¢ 1ES

22
L
ol L s R L T e R i
DI.( FlT 2925 during step milling. This is partial radius.
0~—0.03 About 25"

QFRIEIFBESM P10, See p.10 for explanation of icons. EfEmm Unitmm
AmsS IME x FF 2K K e BN mE EF
EDP No. Dc Xr L e Ds 22 D1 Stock

8528822 12 X Ri1
8528823 12 X R16 90 14 12 40 11
8528826 12 X R3
8528862 16 X Ri1
8528863 16 X R16 100 18 16 45 14.4
8528866 16 X R3 o
8528902 20 X R1
8528903 20 X R16 110 22 20 56 18
8528906 20 X R3
8528952 25 X Ri1
8528953 25 X R16 110 27 25 56 23
8528956 25 X R3
. tﬂﬁﬂ%ﬁgﬁi Cutting Conditions
NIzt HeE
Work Material Aluminum Alloys
e 1,000 ~ 3,000m/min
HME (mm) BRIE (min) BHEEE (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
o
o e _ap [ ae
0.6Dc 1Dc
Qe

1 UM R BT R A S BN,

2 B R EES IR ERFISe R T,

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

i
AT

AN
£930°

About 30°

CARBIDE

DLC

0~—0.02
@ HRIFIFEBIBESMP.10, See p.10 for explanation of icons.

o SN

7

2

22

X RFA Radius Chamfering

¢Ds

L

XIEERUERAR S T B LERTE N TR =4 T RMIRITH, FETEAIRA,

Since radius chamfering is also provided on the end faces of the shank side, no line is marked on the boundary section

during step milling.

This is partial radius.

BfImm Unitmm

Ams IME x F12 2K K e K BE EF
EDP No. Dc X r L e Ds 22 D1 Stock
8533249 12
8533250 12 X R1 100 18 12 55 11
8533252 12 X R3
8533253 16
8533254 16 X R1
8533256 16 X R3 100 24 16 55 144
8533257 16 X R4
8533258 16 X R5
8533259 20 o
8533260 20 X R1
8533262 20 X R3 100 30 20 55 18
8533263 20 X R4
8533264 20 X R5
8533265 25
8533266 25 X R1
8533268 25 X R3 100 375 25 55 23
8533269 25 X R4
8533270 25 X R5
. tJJ I%'U%‘#FE?E%E Cutting Conditions
InITAt e
Work Material Aluminum Alloys
AME (mm) B3 (min7) BHEIRE (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

e | 2
0.4Dc 1Dc
Qe

1. LRI MRERT RS SR,

2 Y EBREES IAIEFIFISe R TS,
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 with Internal Coolant Supply

AERO-O-ETS

%RA3 Radius Chamfering

¢$Ds

L
[ ] K ANN XARERUIERARE S 7 B LRSI TRI =T RMIRITH, AETEMRA.
CARBIDE A Since radius chamfering is also provided on the end faces of the shank side, no line is marked on the boundary section
DI.C FlT !930 during step milling. This is partial radius.
0~—0.02 About 30°
@FRIRIFIFIBES M P10, See p.10 for explanation of icons.

BfImm Unitmm

BmsS IME x BRHAR 2K UAES iz E1S G Bt
EDP No. Dc Xr L e Ds 22 D1 Stock
8533300 20
8533301 20 X R1
8533303 20 X R3 100 30 20 55 18
8533304 20 X R4
8533305 20 X R5 o
8533306 25
8533307 25 X R1
8533309 25 X R3 100 375 25 55 23
8533310 25 X R4
8533311 25 X R5
. tﬂﬁ”%ﬁ%ﬁi@ Cutting Conditions
ATAAEL A
Work Material Aluminum Alloys
HMZE (mm) BEIH (min) BRI E (mm/min)
Mill Dia. Speed Feed
20 =33,000 =25,700
25 =33,000 =32,600
Rl ap | a
0.4Dc 1Dc o

1. LIRS RER T RS a2 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

¢Ds

_—— [ SHRINK |
DLC AT

0~—0.02
OIRIRIFIBEIBES M P10, See p.10 for explanation of icons.

AN
£4535°

About 35

CARBIDE

B{Zmm Unitmm

IME x H42 2K VLS e 7
Dc X r L e Ds Stock
8533350 12
8533351 12 X R1
8533353 12 X R3 110 >0 12
8533354 12 X R4
8533355 16
8533356 16 X R1
8533358 16 X R3 110 50 16 o
8533359 16 X R4
8533360 16 X R5
8533361 20
8533362 20 X R1
8533364 20 X R3 110 50 20
8533365 20 X R4
8533366 20 X R5
. tJJ ﬁﬂ%ﬁ:gfﬁie Cutting Conditions
T AEs
Work Material Aluminum Alloys
2/ > L 4Oy .
e A AR i ap () ae o
12 =14,000 =4,000 =45 =0.15
16 =14,000 =5,000 =45 =0.2
20 =14,000 =6,000 =45 =0.3
a
TIEIRE {
Depth of Cut
Qe

1. LRI MRERT RS SRR T.

2 B BB IEHFIAISACHTHEL.

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

_—— [ SHRINK |
DLC AT

0~—0.02
@FRIRIFIFIBES M P10, See p.10 for explanation of icons.

(NN |
£935°

About 35

CARBIDE

¢»Ds

BfImm Unitmm

Ams IME x BRHAR 2K K w2 EF
EDP No. Dc Xr L e Ds Stock
8533400 20
8533401 20 X R1
8533403 20 X R3 160 100 20 @)
8533404 20 X R4
8533405 20 X R5
. t)] ﬁu%1¢g;ﬁ§§ Cutting Conditions
INTA2H Aa<
Work Material Aluminum Alloy
HMZE (mm) FE1H (min) BRI E (mm/min)
Mill Dia. Speed Feed
20 =14,000 =6,000
a{ 1. LRI HRERT RS SR,
IBIRE ap Ge 2 BRSBTS ARSI THE,
Depth of Cut = 95mm | = 0.2mm 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.

.Wﬂ% Guide for Icons

n *Z Ezl Tool Materials

BEGE
CARBIDE  Tungsten Carbide

n 9"&2}% Tolerance for milling diameter

O FRIIIME

E %EM Surface Treatment

DLCHE
DLC DLC Coating

Indicate tolerance for milling diameter
E ﬁﬁﬁ% Helix Angle
RO = P ot

30 [Indicate helixangle of flute for end mills

B ?&?ﬁ Shrink
HEFERKDE RS

AT Suitable for the shrink holder system

10



shaping your dreams

KXt#l (£ ) BEIRARAR

0OSG Corporation

BXEAL (L) <88

ol _ESHIRTRICTER11338 KTSkiELT 33T1702110E1003-0755T

E3jF: 021-52552588; fE€E: 021-58883300; HB4m: 200051

BN (L) FmBESAT
Hht: TSRmhES SR 1- 2@ AR 1004
E3iE: 0510-82739271; {&EL: 0510-82739220; HB4R: 214074

BRLA (L) STHiEsshT
itk SEMERICET SABRE1801=E
F3iE: 0553-5868160;  {&E: 0553-5868190;  HB4H: 241000

BREA (i) NS
otk ZHN TV REIXEEEIER 181 SERAE 1511
EEiE: 0512-62388327; {&HE: 0512-62388320; HB4m: 215028

EREAL (L) HuMFmILSSsSEr
Hehk: FNHARLREIR 86654l 31E1703=
E3i%: 0571-82757757; {EE: 0571-82757767; HB4w: 311215

BXEAL (Ei8) TS
ol FIRTER X RERIER 700 S SREABARE207 =
E3iE: 0574-88161548; f&€H: 0574-88134670; HP4H: 315199

XA (i) TINDRA
dudlk: TR RMAITEES 157 S/RFIRICREBA17015E
E3iE: 020-38210423; f&€H: 020-38210425; HEgm: 545006

BXEAL (i) RYIIEESSAT
ol R IHEAXERRERERR129CE (ERUMBZISALA)
E3iE: 0755-83566532; {&H: 0755-83558854; HB4%: 518048

BREAL (L) HPHNERSSAT
ik TR M A SRR S BT 20852345
HiE: 0772-8250338;  f&E: 0772-8250328;  Mp4R: 545006

BRLA (L) RPN
bt JEERmEARHXERE ISR 19 S EFRAEARE18-05C
E3iE: 010-85261018;  {&E: 010-85261016;  HB4: 100004

BRLH (Eif) REDAE]
it REBEHIIFEXE D11 SHFEIFTAE10E1018%
B3iE: 022-23037566;  {&E: 022-23037577;  HB4: 300020

BREAL (Eig) XBIHERSSAT
ik SRR MRS SEILBR LI Skt3S1#£18551002
HEiE: 0371-86237251;  f&E: 0371-8623725;  Mp4m: 450016

BRLH (L) PAREESSAT
b PERTARKRUNAEHREX 1351435855301
FHiE: 029-88860594; &5 029-88860594;  HB4%: 710000

B (L) KREDNE]
itk REFFAXHUCERRAEB2006
FHiE: 0411-87655185;  {&H: 0411-87655186; HE4: 116600

BXEHL (ES) BRHAR
ek FEMHhItXEEE30SHA 1735115572803 =
HHiE: 0532-66775787; fEE: 0532-66775797; HB4m: 266034

BREA (L) TRPHESSAT
Heht: SEPEREATEX SXAEALET55S EiEE T HRINS#%32-04
FHiE: 024-22852762 EH: 024-22852763 ER%m: 110021

B (L) KESSH
ik KETEMXEAAR88SBREEIR2ERIT1405E
FBiE: 0431-89388499; f&5: 0431-89230366; HP4H: 130012

BXEH (EHE) REBESET
ik pERTERER AR INR27 SR ERR2F 1 5558035
FBi&: 028-65783992; fEH: 028-85005292;  HF4R: 610042

A (EE) ERDRA
ik BRI LR EEEESIUR18S FiaEiamuL 41812-1
EiF: 023-65001315; Hipgm: 401120

BREAL (L) EUNESHT
b BRI DR X =REEHT T ERRB 1225055
FHiE: 027-85557360; &8 027-85557350;  HB4%: 430010

B (L) RIDESSAT
bt SHEIOTIROKHETHEE36541ESOHO 1613
FHiE: 0731-88620770;  {&H: 0731-88620770; Hp4m: 410000

Http://www.chinaosg.com

Ty 900,888 2086

E-mail:business@chinaosg.com
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