DLC Coated End Mills for Non-ferrous Materials
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Cutting data on aluminum part processing
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High performance type that supports a wide range of applications
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D LC I?): tl:j'ﬁi“ Features of DLC coating

DLCRENES 7 FekE /RN L !

DLC coating revolutionizes the processing of non-ferrous materials!

DLCREREGE! BEXENFEE, WEXWAEEHNEBEMHNESEFIEREBAFELARAY
BT,

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.

B EERERD N2MDLGRE
—I:l - 17 Two types of DLC coatings to accommodate specific application needs

DLC-IGUSS : E;‘%}%ﬁg, 1%%%@ < Thick coating type for long tool life

EREEATMEINRER, UMITENSMAMMKEHL. JERT B:AE-VTS-N - PXAL
Thick coating type suppresses wear on the cutting edge to enable high durability and long tool life. Applicable tools
DLC-S U PE R HARD : %iﬁ%ﬂ 1 E?WJ%%*U 'HE Thin coating type with emphasis on sharpness
MEMNETS, SUESEMNUINETHEEM, IERATRAE-TS-N - AE-TL-N
High adhesion to the base material to enable sharp cutting performance and high welding resistance. Applicable tools
5 o ~ ﬁ/ﬁ?ﬁgﬁ PREREE ' o oy
Name of Coating (Coating Color Coating Type Hardness Temperature of Friction Ti(i)cakt:mnegss Tegw(:)z(::tgljre roughness | Resistance | Resistance Toughness
Fioe W
DLCIGUSS | imerference| PLCSEZEF) | 60 550 0.10 08 400 % ©) % O
olor
THE | pLc(sPruwF)
DLC-SUPER HARD Intecrfelrence SP*Rich 60 550 0.10 0.2 400 PAe O * O
olor

(twiff) O = O — ¥ (&fE)

(Good) (Best)

. ﬂﬁj‘%$* ri*[l mjj- §E'|\$ Abrasion resistance and welding resistance

OSGHIDLCREMERMMMAELES, ZAENIERKERENIHAR TELEHMINTARER.

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.

ﬂﬁﬂl@?ﬁ'ﬁ Wear Resistance ﬁ'ﬁﬁﬁg'& Welding Resistance
A5052890T B30 R YRR

Milling in A5052 Surface condition after pin-on-disc test

et IR A DLCIGUSS DLCSUPERHARD  ZE(REES)
’gﬂﬁ?%’:%ee 4| 200m/min (6,370min) - g |
HAERE 0.08mm/t (1,530mm/min)
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RHI BB D0 TEHE oo soon stuminum parcprocessing

R Z NI T75 %

Suitable for a wide range of applications

YIREIER - MQL™ TIAR - BB TR {E R - SHIN AN
Coolant Holder : Shrink Fit Machine: Five-axis Machining Center
A 4LIE : 25,000min” INI#4# 1 A5052 F4hE8 T HSK63
Maximum RPM Work Material Main Spindle

IFwS DNTERL INIEE P IEAES
Process Milling Part Milling Method Milling Process
i SFEINT T
@ Top Face Milling Roughing PXAL250C25-03R1 00
ESZ EanL %T; T
@ Overall Cor:gur Milling ’ Roughing PXAL200C20-03R1 00
>
L4
® i) SEEIIT e BT
Top Face Milling V Finishing
AE-TS-N ¢12X36
@® | AWm EMT ‘ AT
Boss, Hole Side Side Milling Finishing
FLES SFEIIT b T
@ Hole Top Face Milling ’ Fi':ishing AE-VTS_ N ¢ 12X36
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Process

INIAE

Milling Process

® AL MEmT T
Counterbore Wall Side Milling Finishing
AE-VTS-N ¢12X36
FEANT
Roughing
EE Bp=NT
@ Groove Pocket Milling
=)
Finishing
EY I
Roughing
JEREB BT
Bottom Pocket Milling AE-VTS- N ¢ 10X30
FEINT
Finishing
i TEINT (5% BT
@ Slot Slot MiIIin(g S-ax?s Fi':ishing AE-TS-N ¢ 10X30
@ Outer circumference, S%iﬁﬁﬁg Fi':ishing AE-TL- N (p 8 X 40

lower counterbore
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Carbide End Mills for Non-Ferrous Materials

AE-TS-N-AE-TL-N

& AT IFek % /B Il TAItRAET =+

Standard specification suitable for non-ferrous material processing

ASE

Large core design

SN, FIIERED

High rigidity prevents chattering

7]

Center cutting edge

BIEEEIIN T

Can be used for plunging

T ELAERR

New flute form

RIFAIHEBME

Facilitates excellent chip evacuation

FRENIES RN TR

Cutting edge specification that achieves both rigidity and sharpness

LS AR IFRIN T ERE

Achieves high durability and good surface finish

DLC-SUPER HARD Coating

BYRERANFBEE, MEKMEEEMEELNES
FHERERAFEHRNEA. Wi, RFAIEFIETIH
ER, TR TERE.

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.
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Balancing rigidity and chip evacuation capability

/L
2N E R, ISR,
Boh, SRR B EEAR, RSB

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 L\J\?EEFZE] Conventional

=
Nz
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A
Short
AE-TS-N

gk : BT R E

Arrow: indicates chip discharge direction

Ak
Long
AE-TL-N

}JuI%ﬁ;E Cutting Data

= L
I%I:IEIJBT-_'\ %ﬂﬁji‘ggﬁ High welding resistance

High Quality

XRADLCRE, BMESRINItEAIRESHEENE.

By adopting the DLC coating, high welding resistance is achieved even with air blow.

P p e AT 1 m BB 7] SRS
{Tﬁﬁlﬁlﬁ 2'153?('3":) %ﬁﬁ;;’gg@ﬁiﬁﬁf Cutting edge condition after milling 11 m
00
@10 37] Flutes AE-TS-N H{ﬂ_’:ﬁﬁ?‘_ﬁ:
HEI*ZHE’I' A7075 Competitor
Work Material \ "
pil-ly=pr rE
Milling Method Slot Milling
PR : o
Cutting ;;eed 300m/min (9,550min"")
BHERE 1,432mm/min (0.05mm/t)
TIEIRE
Deptfl\ of Cut ap=10mm
HIEE SRT
Coolant Air Blow
SRR RN AL (BT40)
Machine Vertical Machining Center




3 E%ﬁ}%}]ul% EE%@%B 3 7] %Ey] ﬁ! Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type

A

The A Brand
AE-TS-N
Typel . 15
&)
ST ——-—F3
a— APMX =
- 2 et
LH
RETHABRETINER, SRR NDRLE, -
End mills may have some discoloration, but it does not cause any performance problems.
Type2
g
& S ——h
BELT AN | SPEED APMX
CARBIDE  py ¢ AT «40° p; EEpo w
0~-0.02 About 40° LF
1 .5 D w'&(ﬁ'&3D) 1.5 x D flute length (Neck length 3 x D) BRI :mm Unit:mm
o ‘ HME XS 2K DS LH iz Wz | k| R
EDP No. DCXLU LF APMX DCON DN Type Stock
8557330 3X 9 55 4.5 14.9 6 2.85 1 O
8557331 4 X 12 55 6 16 6 3.8 1
8557332 5 X 15 55 7.5 171 6 4.8 1 O
8557333 6 X 18 60 9 = 6 5.8 2 O
8557334 8 X 24 70 12 - 8 7.7 2 O
8557335 10 X 30 75 15 = 10 9.7 2 O
8557336 12 X 36 80 18 — 12 11.7 2 O

- *Iﬁiﬂiﬁﬁﬁﬂ Guide for Icons

n *7_”33 Tool Materials ;EESL"EE Surface Treatment

s DICHRE

BERES
CARBIDE >**— DLC  DLCCoating

Tungsten Carbide

O=#rfEREER O=Standard stock item

BN DLC-IGUSS 2B
DLCGIGUSS  DLC-IGUSS Coating

Eﬁﬁﬁ Helix Angle

FRGEIHHME

Tolerance for milling diameter

N AL L

%40 Helix angle of flute for end mills

n %?éﬂ"ﬁ%’é‘% Tolerance for milling diameter

YR shrink

I oo ik TG

FIT Suitable for the shrink holder system

B t}JﬁU?—j‘:ﬁ: Cutting Condition
RIRISR R ERFTED

Indicates page no. for recommended conditions.

SPEED
FEED




HE%QEDHI%@EQQ%B 3 7] 'Lﬁﬂ] i‘l Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A

The A Brand
— B
T3
Y ]
- - 3
Typel
15°
o z
e OSSET— — — 7
_ a
LF
REURSBARTINER, EXATHIMTIE MR,
End mills may have some discoloration, but it does not cause any performance problems.
Type2
e R S :
[O) — — — ——14 O
a o
a

APMX

PEED
m AN SFEED

CARBIDE 1\ - T o4O prom g

0~-0.02 About 40° b4

#He

3Dm'& 3x D flute length Bf7:mm Unit:mm E% E

(Gl AMEX T L/D £K LH R 2N Eﬁ <
EDP No. DCXAPMX LF DCON Type Stock
8557340 3Xx 9 3 55 17 6 1 @)

8557341 4 X 12 3 55 18.1 6 1 @) - z

KN 0

8557342 5 X 15 3 55 19.3 6 1 @) SERD

X~

8557343 6 X 18 3 60 = 6 2 O <
8557344 8 X 24 3 70 - 8 2 @)
8557345 10 X 30 3 75 = 10 2 O
8557346 12 X 36 3 80 - 12 2 ®)

- FRRIRBEIE S P.7, - See p.7 for explanation of icons. O=#nfEERER O=Standard stock item

5D w'& 5x D flute length

B :mm Unit:mm

RS HMEXTIHE D 2 m iz R =
EDP No. DCXAPMX LF DCON Type Stock
8557350 3 X15 5 55 23 6 1 O
8557351 4 X 20 5 60 26.1 6 1 O
8557352 5 X 25 5 65 293 6 1 O
8557353 6 X 30 5 75 = 6 2 O
8557354 8 X 40 5 90 - 8 2 O
8557355 10 X 50 5 100 = 10 2 O
8557356 12 X 60 5 110 - 12 2 O

- TRIRIBIESIE P,

- See p.7 for explanation of icons.

O=#rfEERR O=Standard stock item



A E‘TS' N ﬂ.] ﬁ“%‘#gﬁﬁ Cutting Condition

FEEE slot Milling

ATk RS - EaE BaSEt e
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YRR
Cutting Speed 300 300 150
(m/min)
HMEXTTHE R 158 AR A
DCXLU Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
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
IHIRE % ap
Depth of Cut 1D 0.5D

1. EREERRENTIERMEBR THSEE.

2. 5(EFENIY, SREERITN. TJE.

3. B RE A THE AKA D EEF IR0 T,

4 EIRETIEIRE. AMRINESERNR, AREEH e R,

5. WINITHEEEERNERT, BES TR, HaRERTIEIRE.

6. SHRIKIBRT, 55% " RIESHETUAIIHIREEESEE "X

BREENHAEE. (2f8p.10)

7. INTHEAEN, BSLERTIEIETIT SEFODEIGT. 255, BER

BRI SETR, LIRIERN K.

NIES% side Milling

1. The above milling condition is a guideline for the overhang length is 4 X D.

2. Use a rigid 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.

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 (refer to p.10).

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.

ou

7] I*ZHé;l' Eé‘@@fﬁﬁ . %7%8@ Eﬁﬁ%ﬁ: %ﬁléﬁ
o uk e Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oriMateria A5052-A7075-AZ91-AZ80A ACAC-ADC C1100
YIHIRE
Cutting Speed 300 150
(m/min)
1R X FTU BHRIRE =3E BHEERE BHRIRE
9|\fjlcif6ﬁ‘k Iseed = Speed F'Zed = IEeed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 32,000 2,150 32,000 2,150 16,000 640
4 X 12 24,000 2,230 24,000 2,230 12,000 690
5 X 15 19,200 2,300 19,200 2,300 9,600 740
6 X 18 16,000 2,380 16,000 2,380 8,000 800
8 X 24 12,000 2,540 12,000 2,540 6,000 940
10 X 30 9,600 2,690 9,600 2,690 4,800 1,070
12 X 36 8,000 2,840 8,000 2,840 4,000 1,150
TIHRE ap ae
Depth of Cut 1.5D 0.2D

1. EREAEBEENNERMEER THSEE.

2. BEFHERIE, SRR, T,

3. YIRS ERER THERE M RHFIRIIN L.

4. ERETIEIRE. AURRINESERNR, AREEHARE.

5. WINTHREAEKRNERT, SESTERE, HERERTEIRE.

6. BHRIKAIBERT, H5% " RIESMETUANIHIRERSEE "X
EREENHAEE. (2f8p.10)

7. MIESER, BSUERTIBIBF, SIEFRIRIE. B7h, BER
BB SERR, LISIERKK,

1. The above milling condition is a guideline for the overhang length is 4 X 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 (refer to p.10).

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.

8
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EEEIANT Plunging o 3
AR ) RS - EeE E[=E iz HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERE
Cutting Speed 80
(m/min)
(R FEA BHRIRE BEIR BB PHRIRE
QFTD:E?EE-IK Feed = Speed Feed - Feed
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 8,500 400 8,500 400 6,400 120
4 X 12 6,400 400 6,400 400 4,800 120
5 X 15 5,100 400 5,100 400 3,800 120
6 X 18 4,200 450 4,200 450 3,100 130
8 X 24 3,200 500 3,200 500 2,400 150 ZI
10 X 30 2,550 500 2,550 500 1,900 150 EHE "ﬁ
1
12 X 36 2,100 500 2,100 500 1,600 150 @v ':'<J
TIRIREE @ ___a
Depth of Cut 1D 0.5D
1. EREAERHENTNERMEBER FHSERE, 1. The above milling condition is a guideline for the overhang length is 4X D. = =
2. 5 EENIM, SREEOY. T, 2.Use arigid and precise machine and holder. R g’ l_—l
3. IS E TS A R T, 3.The indicated speeds and feeds are for milling with water-soluble coolant. W= W
= T bR BT R RS 4. Please adjust the speed and feed when the cutting depth is large or when machines <
’ i : iy iown o - .Reduce speed and feed as well as depth of cut when high precision is required.
6. '%{EF&?KE"J‘%’RT' BEE " RESHETUITHIRHRRSEE" % 6. Adjust the speed and feed accordingly when the overhang length is longer than
AR NOHAIEE. (BH2p.10) specified (refer to p.10).
7. YIBYESAT, 1B NRREFIHARE, 7.When the chips wind around the end mill, reduce the speed and feed.
8. INTHA®R, BEERIIEIER RIEFAIEIER. B, BER 8. Please always use the appropriate cutting fluid recommended by the cutting fluid
BN RSEIE, LIEiERk, 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.

*E}E%{EHEQ{'ZE"J‘&J ﬁU%1¢ﬁ¥§%{E(DC ; ¢6) Cutting Condition Guide for Changes in Overhang Length
INTHE SRS - FaE AE et Hae

Work Material

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

IR BHARE =31 PHRIRE HR HAEE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

gk 70% 70%
Slot Milling 50% 50%
Milss 70% 70%
Side Milling 50% 50%
£h 80% 80%
Plunging 60% 60%




AE-TL-N YIHIFRHEEER oo

3 D y]& 3x Dflutelength

*E%T: Slot Milling

I RS - %5 BaSHEGT HEE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orie Materia A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHEE
Cutting Sp::d 240 120
(m/min)
HMEXTIE B i AR e
DCX APMX Feed Speed Feed Feed
) =y " )
(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
YIBIRE e ap
Depth of Cut 1D 0.5D

1. EERAENIE, SEERTR. T8,

2. RIS ERER THEAE M EIEFIAII0 T,

3. ISHRIBIRIRE. NN, BRI AIRE.

A WINTHREAERNER T, BESTREER, HERERIEIRE.

5. INTHEASR, BSLEBIEIER IEFIRIET. 3%, BHESD

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

BRGESERE, LARIERKR,

£ side Milling

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.

AR ] BEEE - HEE RESHT HEeE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIEEE
Cutting Spid 240 120
(m/min)
HMEXTIE B i AR e
DCX APMX Feed Speed Feed Feed
. ) " .
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 25,600 1,720 25,600 1,720 12,800 770
4 X 12 19,200 1,780 19,200 1,780 9,600 780
5 X 15 15,360 1,840 15,360 1,840 7,680 790
6 X 18 12,800 1,900 12,800 1,900 6,400 810
8 X 24 9,600 2,030 9,600 2,030 4,800 830
10 X 30 7,680 2,150 7,680 2,150 3,840 860
12 X 36 6,400 2,270 6,400 2,270 3,200 880
TIHIRE ap de
Depth of Cut 3D 0.1D

1. BERERE, SRERN. 7).

2. RIS ERER TR AE M EEFIRIIN L.

3. ISHRIBIRIRE. NN, R AIRE.

4. WNTHEERAERIERL T, BES AR, HORERTEIRE.

5. INTHEASR, BSLERIDELER IEFIIRIET. S5, BESD
BRGESERE, LARIERKR,

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.

8



3 D w& 3x D flute length

E5EUDAT Prunging
ST SEESE - ES RESHN HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
SIS
Cutting Speed 70
(m/min)
SMEXTIE B i AR e
DC X APMX Feed Speed 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
5 X 15 4,460 350 4,460 350 3,180 100
6 X 18 3,680 400 3,680 400 2,650 110
8 X 24 2,800 450 2,800 450 1,990 120
10 X 30 2,230 450 2,230 450 1,590 120
12 X 36 1,840 450 1,840 450 1,330 120
TIEIRE ap ap
Depth of Cut 1D 0.5D

1. BERERIE, SHERN. TR,

2. LB RE R TERKA BTN T,

3. EHRIBTDEIRE. VRN ERIRN, R AR,

A INTHRERERIOER T, HES MERE, HARERTIEIRE.

5. YIBYESHRT, 18 RREEAIB AR,

6. NTESSR, BESUERTIEIMA SIEFRIELRT. B35, HEE
BRESER, LASRIEMKK.

5 D w& 5x D flute length

mu%ﬁ? Side Milling

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

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.

ST SEESE - ES RESHN HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERRE
Cutting Spexed 100
(m/min)
HMEXTIE IR i AR e
DC X APMX Feed Speed 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
RIS 2p 3
Depth of Cut 5D 0.1D

1. BERERE, SHERTN. TR,

2. LIS HRE R TERKA M EHTIAIIN L.

3. EHRIBTDRIRE. VIRMRNIMESERIRR, R AR,

A IINTRHERERIOER T, BES MERE, HARERTIEIRE.

5. INTHEER, BSUERTIRIBAT RIEFRIIEIRT. B, FEEE
BRtESEE, LARIERXK,

&

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.

G7IE

5

KR

]

NELLET]

Short

AE-TS-N

Long

AE-TL-N




IFxERIN T AEERS =%/) BiEaes

Carbide End Mill for Non-Ferrous Materials High Performance Type

AE-VTS-N

XM ST ! B3R, LSRRI

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

E5670=0

Flat cutting edge specification

LM ESHEERIIN T ERR

Achieves higher precision machined surface quality

A&

Large core design

=R, FrLEIRE

High rigidity prevents chattering

HRI0T]

Center cutting edge

REEIIN

Can be used for plunging

AESE, AFoE EER O3 HSUTIEIT]

Variable lead and unequal spacing teeth 3 cutting edges that connect at the center
MERs), LIRE - SRERMT PRIt O MHE R TIEI ) 2 82195
Stable and high efficiency milling is made possible by the E{J , ﬂ%%iﬁ%igﬁnulx

i f chatteri
suppression of chattering The cutting load is equalized among the cutting edges with greater

stability to enable high speed milling*

REAEIINT. RN TRBERL

*Effective for plunging and ramping

purabilit,

DLC-IGUSS 22

DLC-IGUSS Coating

BERERENFBEE, MEKMEEENEBMTEGSFNIRS%E
BRIZELHARRE. Wb, REILENED.

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.




HEIHRZ

Suppression of Vibration

KEFEFSE. AFDE, LHRE - SEMNLT

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

]

= £

=) e

ARESFE variable Leads AE4E| Unequal Spacing Teeth 'HE 8

3

ab T

BE &

B1 B2 T

alFa2+a3

B1+B2

N4

R EREIHISE T, tERERGFIINT R

Good machined surface quality even under high speed cutting condition

=2

o v

DLCRENMIAENR. FESE - FEDEINTHRERARIE TIRIIER, SLIBMEESREEM Re '>T
THETHEERFIINIER <

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.

=1 NG Ty et HHI1 Tm HY]’E"JJ_E‘EE*E*‘JE = Hra
ez m =) AE-VTS-N Non-coated Competitor Surface roughness after milling 11 m Hr
Tool ®10%30 @10 37 Flutes O O e .
NI
Work Material A7075
pif=lyspr 7
Milling Method Slot Milling
PIEEE 408m/min 300m/min m|
Cutting Speed (13,000min") (9,550min"") *F*H
FHATRRS 4,780mm/min 1,432mm/min "
Feed (0.123mm/t) (0.05mm/t) £
AR :
Deptlfl oﬁ:ut ap =10mm =
HIEEF IKBHELIE R
Coolant Water-Soluble
=R TG (BT40)
Machine Vertical Machining Center

AE-VTS-N

Hitb A8

Competitor

Hith/ B

Competitor




num Cutting Data
High Gallty ﬁtﬁﬂgbﬂlﬁ%ﬁ Excellent surface finish

DLCREFMIENTINAMER, THREASHINTIHRR.

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

=l

. AEVTS-N HATR R T 1Tm BBy ARG E i

HATHR Non-coated Competitor Surface roughness after milling 11 m

Tool $10%30 #1035 Flut L
utes Q7T 4 SRR

InTaAkt

Work Material A7075 6|

TIEIGE REYE

Milling Method Slot Milling

PIEERE ; in-

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

ST H

SRR 1,432mm/min (0.05mm/t) 2

PIEIRE §

Deptfl1 of Cut dp =10mm £

LRI AGAVELIHISE) <

Coolant Water-Soluble

SEFRHA SR INT A (BT40)

Machine Vertical Machining Center

Hitb A8~ m

Competitor




= J) =y
3 Eﬁﬁnumﬁﬁﬁ%ﬂ Em 3 7] %5_7] i Carbide End Mill for Non-Ferrous Materials High Performance Type 3-Flute Short
The A Brand
AE-VTS-N
Typel

T S
T § | APMX.
1Y)
LH

REIREBAREMINER, BRXFTZMIE MR,

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

;
|
DC.
DN
[
|
|
‘ 5
|
|
|
I
DCON

LF

& HF

w
v
=
]
£
=
)

£
T
1]

o

<

=

I

|
L
%

K,

|

I

I R AN | SPERD APMX
CARBIDE 1y c\auss Moy D "
0~-0.02
LF
1.5D mtﬁ(%}ﬁﬁ3 D) 1.5 x D flute length (Neck length 3 x D) BfZ:mm Unit:mm
Bms ‘ IMEX I K UEES LH w2 Iz AR EF
EDP No. DCXLU LF APMX DCON DN Type Stock
8557360 3 X 9 55 4.5 14.9 6 2.85 1 O
8557361 4 X 12 55 6 16 6 3.8 1 @)
8557362 5 X 15 55 7.5 17.1 6 4.8 1 O
8557363 6 X 18 60 9 - 6 5.8 2 O
8557364 8 X 24 70 12 - 8 7.7 2 O
8557365 10 X 30 75 15 - 10 9.7 2 O =
20, N
8557366 12 X 36 80 18 - 12 11.7 2 O EHE ;
- FRRIRBEIE S P.7, - See p.7 for explanation of icons. O=#rfEERER O=Standard stock item o i
<



AE-VTS-N IHIFRHEER comoconaron

FEEE slot Milling

AR ] RESILEY - 5 El=faray HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YRR
Cutting Sp:d 300~400 300~400 150
(m/min)
Jv— i B i B B
DCXLU Speed Feed Speed Feed Feed
N . ) " .
(min™) (mm/min) (min™) (mm/min) (mm/min)
3 X 9 32,000 3,060 32,000 3,820 16,000 1,430
4 X 12 24,000 3,170 24,000 3,960 12,000 1,530
5 X 15 19,200 3,270 19,200 4,090 9,600 1,640
6 X 18 18,500 3,380 18,500 4,230 9,300 1,740
8 X 24 16,000 3,610 16,000 4,510 8,000 1,940
10 X 30 13,000 3,820 13,000 4,780 4,800 2,150
12 X 36 11,000 4,040 11,000 5,050 4,000 2,360
TIEIRE ap ap
Depth of Cut 1D 0.5D

1. EREERRENTIERMEBR THSEE.

2. 5(EFENIY, SREERITN. TJE.

3. B RE A THE AKA D EEF IR0 T,

4 EIRETIEIRE. AMRINESERNR, AREEH e R,

5. WINTHEEEERNERT, BES TR, HaRERTIEIRE.

6. BMRIKHIBERT, 52% " RESEETNIIHIRRAESEE X
BEREGERNHLEE, (Sf8p.18)

7. MIHASR, BSERIELHF EFEIET. 5%, EEs
PIERRMESEIE, LIRIERMKR,

ﬁlﬂi?ﬁ Side Milling

1. The above milling condition is a guideline for the overhang length is 4X 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 (refer to p.18).

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.

IR BEEE - HEE BESHEGT o=
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
ori Materia A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIEEE
Cutting Speed 300~400 150~200
(m/min)
1R F BHARRE IR BHESIERE BHEEHRE
gl\gécifgjk Islaed = Speed Fneed = Eeed =
) =y " )
(mm/min) (min™) (mm/min) (mm/min)
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
TIEIRE ap e ap ae
Depth of Cut 1.5D 0.2D 1.5D 0.1D

1. LREEBRENTIERMEER THSEE.

2 BRSNS, SRR, TR,

3. RIS RE A TR AKE M EEFIRIIN T,

4 EHRIETIEIRE. HURNIESERINOR, BEEEEaEE.

5. WINTHEEEERNERT, BES NERE, HERERTIBIRE,

6. BHRKHNERT, B5% " RIEREELTHIIHIZRGRAESEE "%
ARAGERHARE, (SfRp.18)

7. MIEEER, BSLERIIBIGA EEFREET. S5, wER
B ESERE, LIRIERXKR,

1. The above milling condition is a guideline for the overhang length is 4X 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 (refer to p.18).

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.

8



A E 'VTS = N ﬂJ ﬁ“%‘q:g;ﬁﬁ Cutting Condition

EREIINT Prunging
ATk RS - EeE E[=E iz e
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IEIRE
Cutting Speed 150 150 75
(m/min) = g
12w AL HEEIERE =31 BHARE HEEERE =i
QFTD:E?EE-IK Fied = Speed Fneed - Fied 'ri-'E £
(mm/min) (min™) (mm/min) (mm/min) o6 &
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
TEIRE @ ___ %
Depth of Cut 1D 0.5D
1. EREAESHENTNERMEBER THSERE., 1. The above milling condition is a guideline for the overhang length is 4X D.
2. 5 EENIY, SEENY. JTIH. 2. Use arigid and precise machine and holder.
3. IR E AT ERACA IS RERIAT N T, 3.The indicated speeds and feeds are for milling with water-soluble coolant.
A, FEHEIIRE . NRRIE R, TR 4. Please adjust the speed and feed when the cutting depth is large or when machines
5. I THEAERNIEAT, BEY MEsE, HaRERERE, with low rigidity are used.

1 . " = " o - 5.Reduce speed and feed as well as depth of cut when high precision is required.
6. REBRKIRRT, B5% " RESHREUMIIHMFHBESEE" X 6. Adjust the speed and feed accordingly when the overhang length is longer than

TR IRE, specified. =
7. {)BYEseRT, B AR EIHAERE. 7.When the chips wind around the end mill, reduce the speed and feed. A
8. INTEASSM, BEUEETIELRF SESMEEHER. 24, BF2= 8. Please always use the appropriate cutting fluid recommended by the cutting fluid %‘g -
BB SEIR, BiERK, manufacturer in the machining of magnesium alloys. Be cautious with the cutting 5y =
chips as they are highly flammable and may pose a serious fire risk if not properly == #

handled.

*E}E%{EHEQ{'ZE"J‘&J ﬁU%1¢ﬁ¥§%{E(DC ; ¢6) Cutting Condition Guide for Changes in Overhang Length
INTHE SRS - FaE AE et Hae

Work Material

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

IR BHARE =31 PHRIRE HR HAEE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

il 70% 70%
Slot Milling 50% 50%
Milss 70% 70%
Side Milling 50% 50%
£h 80% 80%
Plunging 60% 60%




JEkERINT AT Bk #%7] PXM

Exchangeable Head End Mill PXM for Non-Ferrous Materials

PXAL

XM AT, LI SamEINTIE

Suitable for large-diameter milling with high surface quality

2567\

Flat cutting edge specification

SUESHEERIIN T /R

Achieves higher precision machined surface quality

Riti2

Large core design

SNIE, LR

High rigidity prevents chattering

ey 7]

Center cutting edge

A EAEIINT

Can be used for plunging

KRBT IFek & AP B FH2EXPA625

Utilizes XP4625 grade suitable for non-ferrous metal applications

RAESIEAESESESBIM L, BEaHeNWERMIRNEEYE,
ST TEAKE®.

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.

purabilit,

DLC-IGUSS 22

DLC-IGUSS Coating

BERERANFBE, MEXKMWAEENEETENESESFNIEN%E
BRIEHARRE. LWk, RETENSD.

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.

\ineup

BRI

Abundant lineup in various shapes and styles

BEFLE, BHE, AMBESFENME, THNFASHFR
T,

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

8




num Cutting Data

BIHENTIHER, RSN TEEE

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

{FHETE JJ3k Head : PXAL160C16-03R000  [Efti/\EIF2EF=SA, B, C
Tool JIFF Holder : PXMZ-C165516-5100 Non-coated Competitor
R 16 37

Size ®16 ¢ FIEes
InTae

Work Material A7075

A% sk

Milling Method Side Milling

LI : .

Cutting Sxpeed 600m/min (12,000min-")

%ﬁﬁj\ B 5,400mm/min (0.15mm/t)

e ap=8mm (0.5D) ae=4.8mm (0.3D)

B -

Overhang Length 50mm (L/D=3.1)

P AEMEDEER

Coolant Water-Soluble

EFEHAR AT (BT40)

Machine Vertical Machining Center

NERENFhEEBRE LI RIFAIIN T EHEAEE

Achieves good surface finish regardless of coolant type

fFRETIR 733k Head : PXAL160C16-03R000 EfATITRETR
Tool JJ#F Holder : PXMZ-C165516-S100 Non-coated Competitor
R 16 37]
Size ®16 ¢ Flutes
InTae

Work Material A7075

A% iz

Milling Method Side Milling

TIERE : .

Cutting Sxpeed 600m/min (12,000min-")

BHEEE 2,700mm/min (0.075mm/t)

Mo ap=8mm (0.5D) ae=4.8mm (0.3D)

BiK -

Overhang Length 50mm (L/D =3.1)

{EFEHR 7R AT (BT40)

Machine Vertical Machining Center

DLCREMHIAE

Welding suppression by DLC coating

ERTR 733k Head : PXAL160C16-03R010 | EASGAESS
Tool TIFF Holder : PXMZ-C165516-5100 Non-coated Competitor
R ®$16XR137]
Size ?16X%R1 Flutes
NIz

Work Material A7075

L 600m/min (12,000min")

BHARE 2,700mm/min (0.075mm/t)

pl=llypr 5

Milling Method Side Milling

e ap=8mm (0.5D) ae=4.8mm (0.3D)

BiK

Overhang Length 50mm

HIHE T(5LR)

Coolant None  Air Blow

{EFEHU IR (BT40)

Machine Vertical Machining Center

J]l]I465m HT]’E"JJE@E*H*%E Bottom surface roughness after milling 465 m

(lJm) 12
10

8

Roughness m%@{
o

4
2
0
PXAL EAFFRA B F=mB HtAmrmC
Competitor Competitor Competitor
Hiti N E)=m A
Competitor

e e A

7]DI462m Hﬂ‘E’ﬂ}JDIE*H%E}E Surface roughness after milling 462 m

W\UE Ra side surface Ra mss | e W KEts
(M) O mnemememet e Aiblow it Watersoluble
0.5 | —
] 04f -y S - - - - -
#
E 03f s a o - B
§ 0.218 0.218
£ 02f----- - 1 2 RN 0O O e
B
&
0.17f------- B R I - - R R -
0
PXAL B2 4| CYN=T/e
Competitor
mss Wipz  EWoKsH
F\E—E Ra Bottom surface Ra Air Blow Mist Water-soluble

(M) 0.2
0.126  0.129

@Eorl—— S
s
E:
PXAL Hitt A8
Competitor
PO 300m BFRITIRIRZS
Cutting edge condition after milling 300 m
=N [l
PXAL WA

AL

Exchangeable Head

& HF

w
v
=
]
£
=
)

£
T
1]

o

<

&=

I

PXAL



mﬁ%ﬁ%ﬂ PXM Exchangeable Head End Mill

PXAL

Typel
a
RE APMX Cs
LF TR HFL
without Coolant Hole
RETREEAENMINER, BXFTHMTIE MR,
End mills may have some discoloration, but it does not cause any performance problems. Type2
{ Sy
a
SPEED
PZF:-EI:)H RE APMX | RET \C\s
LF ToRi& AL
without Coolant Hole
%m)@;&%l; without Coolant Hole
PXAL :‘Z% . gm%ﬂ Square - Corner Radius Type B :mm Unit:mm
BmsS ‘ BFR SME | BEIER | % | 0K | 2K | @R | B |8 MR R
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades Type
7834930 | PXAL100C10-03R000 0 1
7834931 | PXAL100C10-03R100 10 1 3 10 16 9.8 45° 1o XP4625 1
7834932 | PXAL100C10-03R250 25 1
7834933 | PXAL120C10-03R000 | % 12 0 3 12 18 9.8 45° XP4625
7834934 | PXAL120C12-03R000 0 1
7834935 | PXAL120C12-03R100 12 1 3 12 18 11.7 45° 1o XP4625 1
7834936 | PXAL120C12-03R300 3 1
7834937 | PXAL140C12-03R000 | % 14 0 3 14 20 11.7 45° XP4625 2
7834938 | PXAL160C16-03R000 0 1
7834939 | PXAL160C16-03R100 1 1
7834940 | PXAL160C16-03R200 16 2 3 16 235 15.7 45° 16 XP4625 1
7834941 | PXAL160C16-03R300 3 1
7834942 | PXAL160C16-03R400 4 1
7834943 | PXAL180C16-03R000 | % 18 0 3 18 255 15.7 45° XP4625 2

EETFRNEER 0 C(BMARHEEEETZR) Stock are categorized as C (Standard stock item).

- FRIRIBEIESE P, - See p.7 for explanation of icons.



Yo PXAL AFRE L
Reduced Shank Type e = g

TFE i 2

- ERBONEIMEATARER, EEEEETYE 000 N ap &
HIREENT . BEMITENES. g

- The outer diameter of the reduced shank type is larger than the shank diamete
making it highly effective in the processing of die and mold applications that

HEMERERIR FARRIRELE

requira vertical wall milling or pocketing. M TR~ 4ESRE.
eeimiingopectetne = mettoscn e ke
g J
B :mm  Unit:mm
B pen e | EEE| T8 | Ok | 2K | e | @R | 2EWE| WE | R
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades Type
7834944 PXAL200C20-03R000 0 1
7834945 PXAL200C20-03R100 1 1
7834946 PXAL200C20-03R200 20 2 3 20 27.5 19.6 45° XP4625 1
7834947 PXAL200C20-03R300 3 €20 1
7834948 PXAL200C20-03R400 4 1
7834949 PXAL220C20-03R000 | % 22 0 3 22 29.5 19.6 45° XP4625 2
7834950 PXAL250C25-03R000 0 1
7834951 PXAL250C25-03R100 1 1 T
7834952 PXAL250C25-03R300 2 3 3 23 3 24 ad €25 XPa625 1 ﬁé &'
7834953 PXAL250C25-03R500 5 1 %g’ E

EETERhEER N C(AMARERETER).  Stock are categorized as C (Standard stock item).



PXM m Em)];l I Straight Shank Holder for PXM
I X M Z Typel  pgi4ih7L without Coolant Hole

WS

DCON!
DCONMS
=

LF ‘

Type2  Zpyi4im7L without Coolant Hole

EH TA
T

|
DCONWS
H
DCONMS

B |
LF

%m;@;&%l; without Coolant Hole

BEREETIHT corbice shani “ #fz:mm  Unit:mm
N EERERKE
Head + LB
e o Mz | e | mE | ek | Fuc | PXALSMEoC | EE gy
EDP No. Designation DCONWS | DCONMS | BHTA LF B |oe 12 (()),’12 §,15, ® 12 22,14,18, e | Type
(4HEEY)
Reduced ShankType
7801830 PXMZ-C10SS10-S075CS 10 0’ 75 17.3 333 353 1
7801810 PXMZ-C10SS10-L100CS 9.8 10 0’ 100 373 533 553 | C10 1
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 83 85 2
7801831 PXMZ-C12SS12-S075CS 12 0’ 75 24 42 44 1
7801811 PXMZ-C12S512-L100CS 12 0’ 100 45.9 63.9 65.9 1
7801832 PXMZ-C12SS12-L115CS 7 12 0’ 115 64.2 82.2 84.2 12 1
7801841 PXMZ-C12TP16-LL135CS 16 13° 135 83.8 101.8 103.8 2
7801833 PXMZ-C16S5516-S090CS 16 0’ 90 39.2 62.7 64.7 1
7801812 PXMZ-C165516-L130CS 16 0’ 130 61.2 84.7 86.7 1
7801834 PXMZ-C16S516-L135CS 17 16 0’ 135 84.2 107.7 109.7 cre 1
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 | 115 138.5 140.5 2
7801835 PXMZ-C20S520-S090CS 20 0’ 90 39.1 66.6 68.6 1
7801813 PXMZ-C20S520-L150CS 196 20 0’ 150 784 105.9 107.9 20 1
7801836 PXMZ-C20S520-L180CS 20 (0 180 | 109.1 136.6 138.6 1
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 | 140 167.5 169.5 2
7801814 PXMZ-C255525-L200CS 24 25 (0 200 96.6 131.6 = C25 1

EEEThEER N C(BPFRERETER).  Stock are categorized as C (Standard stock item).
1. BELRARSEENNE, DRllB5mEs.
2. BMERETF PXMZ ERIEHFLIF EtBa i T,

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 m Eﬁnw I Straight Shank Holder for PXM
I X M Z Typel | Fpgigimzl without Coolant Hole

T

DCONMS

DCONW:!

LF

Type2  Fpyi4im?l without Coolant Hole

I' P I
) !
- ES FWN/
" z .
o
o
=]

LB
LF

& HF

w
v
=
]
£
=
)
£
T
1]
o
<
=
I

/?
DCONMS

Tk TR HIB UK Head + LB

Head ‘ LB

-

%lj\];/ﬁ\iEE}L without Coolant Hole

ﬂyjﬁ%ﬂﬂﬂ: Steel Shank \ BARI:mm  Unit:mm
T LRERNERIKE
Head + LB
/: b
BRe &R WE | WE | BE | 2K | @K PXAL §}M& oc ﬁé AR
EDP No. Designation DCONWS | DCONMS |  BHTA LF B $101216, | 0121418, | ¢ Type
20,25 22 >
(4H3REY)
Reduced ShankType
7801800 PXMZ-C105510-5075 98 | 10 0 75 | 12 28 30 10| 1
7801801 PXMZ-C125512-5100 g |12 o | 100 | 18 36 38 iy L]
7801821 PXMZ-C12TP20-5145 ' 20 5 | 145 | 474 | 654 67.4 2
7801802 PXMZ-C165516-5100 s, 16 o | 100 | 23 46.5 485 | |1
7801822 PXMZ-C16TP25-5155 ' 25 5 | 155 | 53. 76.6 78.6 2 z
7801803 PXMZ-C205520-5120 og |20 0 | 120 | 28 555 575 | o] ﬁ; =
7801823 | PXMZ-C20TP32-5170 T 32 | 5 | 170 | 708 | 983 1003 2 N
7801804 PXMZ-C255525-5140 | 24 25 0 | 140 | 345 | 695 - 5| 1 &

EETEFhEER N C(BMMREERETER).  Stock are categorized as C (Standard stock item).

1EELERESHBIEMNE, URlBEMES.
2. AMERET PXMZ RS MFLTIFF LA N T,

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.

. —'E'éﬁ: Accessories
‘ HRS ‘ &7 ERTISNME ‘i%m% R
EDP No. Designation Applicable Head Dia. Cs Recommended Tightening Torque
@10, 912 (4HFEL) c10 10N-m
7801890 PXMP8-10 012, 014 b 2N-m
@16, 18 C16 30N-m
= 7801891 | PXMP13-16 N 0 SN
7801892 PXMP21 ®25 C25 60N-m

PXM THIRF, IRFIFHW.

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

1. EEEETES P.26.

2QREAEFRFSELR,

3. EAAERFESHALTEWAR,

1. Please refer to p.26 for 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.

pocid 2



PXAL BEIFEMAEIER o conion

UH\U%'E Side Milling

L/D=3 3<L/D=5 5<L/D=7
s RS S HE(ER s RS SIS H: EASITLE
WJJDE%/TZI*_I' | AIuminumE:\ﬁ:;y Expanding Material W}JDEI:VIHI*+ | Aluminuml:;\ﬁéy Expanding Material \A}/JDE%/TZI*+ | AIuminumnAll_Tfl)y Expanding Material
orkMateria A5052-A7075 or«Materia A5052-A7075 orkMateria A5052-A7075
HME R BHERE HME LT BHEIRE sz L= BHARE
DC Speed Feed e Speed Feed DC 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
PIEIRE ap Qe TEIRE ap Qe TEIRE ap Qe
Depth of Cut 0.7D 0.2D Depth of Cut 0.7D 0.08D Depth of Cut 0.7D 0.04D

*E%T: Slot Milling

L/D=3 3<L/D=5 5<L/D =<7
s = p ) s SRE S " SRS ST
WJJDE%/TZI*_I' | AIuminumE:\ﬁcl;y Expanding Material W}JDEI:VTZI*+ | Aluminuml:;\ﬁéy Expanding Material \AJIJDE%/T{*_I- | AIuminumnAﬁ:)y Expanding Material
ork Materia A5052-A7075 ork Materia A5052-A7075 ork Materia A5052-A7075
HME LT BHERE sz IR BHREE HME IR BHARE
DC Speed Feed e Speed Feed e 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
TIEIRE _ @ TIRIRE _ @ IRRE _a
Depth of Cut 0.5D Depth of Cut 0.35D Depth of Cut 0.2D
1. BEASRIY, SHBERTN. TJ1R. 1. Use a rigid and precise machine and holder.
2. BRIETIEIRE. VMK SERRR, AREEMHAIEE, 2. Please adjust the speed and feed when the depth of cut is large or when
3. HERKIKE, BRERS, BESERER #LREMTEIRE. machines with low rigidity are used.
4, EE B ETIHIEER (PXMZ) IS5 TIL 2K (LF) BN aE K kik 3. Please adjust the cutting condition when the overhang length is longer.
EHIEIE M, 4. Please consider the overhang length as the total length of replaceable
5. T - ALK, B FALRGEN20~40%, HEAEES0~80%, DA head and overhang length of shank holder. :
REE(ap) 50 ~ 80% &R 5. When milling copper and copper alloys, lower the rotational speed by
6. NTEASH, BEASEASIEHEMERAM TS, BE 0 EREE 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80% in

N e ol ; s 1N € R S accordance with the table above.
T SHERROIRLE. S5 WERBILESEE, URIERXR, 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.



Jllﬁ}'—‘? Tightening procedure

c—

@:EE:

181

Cleaning

B TILFNAEER Z [ A9 Bz 3R LA
SIRETE

Remove dirt and chips from the connecting
thread and shank

ERER
Cautions during use

ﬁi@

Wlth gap

ol

Initial Tlghtenmg
FaIME

Tighten by hand

-RETILEIEEAPXM TRIRF. AFERIRFABEMEA.)

SEEREMEFSEP.24,

JIL SR RmERERN, BWIALTE.
- RIRIMSEEREENEME, BUARRRE. LIS,
BEIRFRBATILMEL, B8R,

- Only use the spanner wrenches that are designed specifically for the PXM (p.24) for attaching PXM heads .

Please do not use alternative spanner wrenches sold on the market as a replacement.
- Please refer to p.24 for tightening torque.

- Please tighten until the head and the

shank holder faces meet. Confirm that there is no gap.

Z=EO
Without gap

I &

SR @A

Fmal Tlghtemng Confirmation
ERERRFUE FWARBBETE
Tighten with a spanner wrench 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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N
Eﬁ*ﬁ%ﬂ PXM ?m%a Collet for PXM Exchangeable Head End Mill

PXMC

B PXMC %E% ;'_-_‘ PXMC #BG2 DUEES
" PXMC Collet Extra Short Type Conventional Combination

PXMC Collet Features

® /\EIM/CIgEEUSIR ARTHEBME

Powerful chip evacuation even on small machining center

® LIERK, KiIEUPSEERT
[E5e it

The reduction of overhang length improves rigidity and
rotational balance

® FERJILmF
EATR. AN, 18
BN T EBINITAY 2N TEE
A wide variety of exchangeable heads

- Suitable for steel, stainless steel and aluminum
- Wide processing range from roughing to finishing

® S—{RIUDWREEL, REERERSR
RERKER, BRESEMNLL

Greater cost performance compared to monoblock type holders,
only need to change the collet in case of trouble.

Remarkable
Difference!

Ui H] + $EZ = SEHIR
B PXM JJSL4R BB B \
PXM Exchangeable Head Features %\g%iggﬁ%ﬂ) Oi.(())?ggnmn%u‘lt

End Face + Taper = Double Face Clamping
-High rigidity and accuracy of tightening

3 ML > -High precision of run out=0.015mm
'EEEEEIES/IMS%%D BRI SL5R- %ﬂ.lifijio\ T ‘H;gh EeadI rleplacinug aclcjuracy =+0.03mm
BT

A IR RHEHERIINT

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 variety of machining
methods.

)

[ SRFRmIEFARL
JLHIERENE 5 1E
i) BRYAAYiE4E

Applying buttress screw makes

easy and reduces time to desorb
heads




' k]
Short
. v ey GRic]
Iﬁ?%ﬁtf% Specification m F Extra Short
- ] 7 —— et -
B Y, LV s i S
) i i1

| U Qe
- — - S%EB &

LF Holder Type B
ATl

with Coolant Hole

& HF

w
v
=
]
£
=
)

£
T
1]

o

<

=

I

C
BD
DCONWS

L

B :mm  Unit:mm

TR ERNEEKE
Head +£2
/4 b}
EDP No. Designation DCONWS 22 )
® 12,16,20, ® 14,18, 22 Cs
25 (43R
Reduced Shank Type
7834001 PXMC-C1205 11.7 26 10.5 5 23 25 c12
B 7834002 PXMC-C1605 15.7 26 10.5 5 28.5 30.5 c16
Bxtra Short 7834003 PXMC-C2005 19.6 26 105 5 325 345 C20
7834004 PXMC-C2505 24 26 10.5 5 40 = C25 =
7834011 PXMC-C1230 11.7 26 355 30 48 50 c12 ﬁi &|
Ceradl) 7834012 PXMC-C1630 15.7 26 35.5 30 53.5 55.5 c16 i’ﬁ % E
S 7834013 PXMC-C2030 19.6 26 35.5 30 57.5 59.5 C20 2
7834014 PXMC-C2530 24 26 35.5 30 65 = C25

EETERhEER D C(AMARERETER).  Stock are categorized as C (Standard stock item).

1. PXMC 2"0SG PHOENIX PXM &%l " JILEBEE,
1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM" series.

. PXMC Rj’m HYPRO ?&HKDM ,_“_chln_% Product Listing of PXMC corresponding to the HYPRO Shrink System %{ﬁmm Unit:mm
s S =]
8910000 BT30-SLK12-35 P30T-1(MAS1) 38 45.5 70.5
8910001 BT30-SLK12-35 P30T-2(MAS2) 38 45.5 70.5
S8 B # 8910002 BT40-SLK12-45 38 55.5 80.5
IelGlar g s 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

T N&EEREREEL.
2. PXMC 322/ 5 HYPRO #iK IR E %,

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

posid ®



PXAL+PXMC IEIFREEER c.oocomnon

PXA L+ PXM c Eﬁﬁ PXAL + PXMC Extra Short Type
£ side Milling

FEEE Siot Milling

=P =P
Vajoqﬁ/ltztjﬁal AIuminumiE)%)fFEa{ETr?; Material V\zJo[iﬁAtathntl Amminum‘:/l'\ﬁ))%%{iitjg Material
A5052-A7075 A5052-A7075
. SHLAS N HLAS
(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
TEIRE ap e THEIRE _ @
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

PXA L+ PXM c ﬁﬂ PXAL + PXMC Short Type
IE% side Milling

S 1)

Aluminum Alloy Expanding Material

A5052-A7075

INTAARL

Work Material

FEEE Slot Milling
= Azl )

Aluminum Alloy Expanding Material

A5052-A7075

IITAA#

Work Material

s L29ES BHAIEE / L9 BHATRE
QE{Cé Speed Fneed = g[l;{cé Speed erd =
P p ool A
(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
18 8,900 2,890 18 8,900 2,410
20 8,000 2,600 20 8,000 2,160
22 7,300 3,160 22 7,300 1,980
25 6,400 2,770 25 6,400 1,730
PIHLRE ap de TIHIRE _ @
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

-

BIRBTERE. TURRIESERRR, BRREIENGIERE,

2. IT5E - SAE SR, B A EREEN20~40%, HAEES0~80%, HIHI
RE (ap) 50 ~ 80%EA.

3. INTHESA, SFERSEaSEMAMERNINTIEY. BSYERITIE

R RIEENTELRR. 50 BERTENGESER, DIRIEMK K,

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.



i-" %J"Jﬁ}? Mounting Procedure

A
"o é

g

- ¢
= g
M8
B
BES

@|EE§??E%(BT30) Initial Tightening @E‘Eﬁ%}ﬁ"—%\’f Final Tightening @;%ETH Cleaning %’

BRTIRIRERED, FEA. RiRFFE BRIk, KB Z AR KSR,

Eiig], FHRIGRITE, Tighten with a spanner wrench Remove dirt and chips from the connecting thread

¥ BT30LUSMYIES E T @E. and collet

Make sure the fastening portion of the collet is clean then

Lr;,?:;gg;ggﬁeﬁmiggg ;t):]eeafeullezlrjtdotg'lg?:stg :ctions X BT3OU\9 I~E’\J;"‘£:'§Jllﬁ g Mounting procedure for holders other than BT30

below.

OEES BB BIRTF.
, HEFLAGRIET (®6 LLLE) AT,
) AT REBHITIRIE.
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.

@FEEE, TXREMNST
inMRERFEHTES (B
%) . KIEEHBEHR TR,
XA 18N - m

To prevent the collet from rotating, support the tip of the

i

L N . collet by hand, tighten with the wrench by turning to the
®§Z§D * Mounting the Head right, then fastening to the required torque.
BAFEFERE, BEAPXM ERIRFRFE, *Recommended tightening torque: 18N-m

After screwing the head in by hand, use the PXM spanner
wrench to tighten.

-]
- RETILAEFERPXM BAERE. QEEBIRFEREER.) - Only use the spanner wrenches that are designed specifically for the PXM (p.24) for o
SRS SEP.24, alttachigg PXM heafis . N " " ) | ﬁ ﬁ _I

Sl TS SR E R SERIA IS Please do not use alternative spanner wrenches sold on the market as a replacement. =

{ﬁﬁﬁﬁﬂ’_—] E;%ﬁ’éﬁ%iﬁg'ﬁﬁl%%%&%%)z BE. LS BE - Please refer to p.24 for tightening torque. 7K§ <

71,':_:% § R 1?? IJE iyt TREE A EHTE . = Mo - Please tighten until the head and the collet faces meet. Confirm that there is no gap. ﬁ & X

Cautions IEGIRFRBATILMEL, 212EE. - Degreasing the connecting thread may result in over tightening or a possible IE‘ s o
during use separation of the faces. Please do not degrease. §
- Please make sure that the spanner wrench is inserted properly and turn it slowly during use. w

FERYJILFRK! ATl 5r)] PXM

Abundant exchangeable milling heads! Exchangeable head end mill PXM

B &R ESEAEER I TIERERYTILARFITILERAE R, SEELT)MAERATE A, MMPERIN T A A,
FENIEMEMMSHSHAMIZS.

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.

’Bﬁ% #1BIEZ1Y OSG PHOENIXEEA,
3 Please see OSG PHOENIX Catalog for details.
Available shapes

Square Type
- AN TE
Roughing Type 0SG: PHOENIN

- EMAE

Corner Radius Type

- B

Ball Type

0SG Corporation



shaping your dreams

Bxt4l ( Lig ) SETRFRAF

0SG Corporation

BREH (EiE) A%

otk EEHKTRIKTER1133S KTSREL HT10A1#10/E1003-0755T

EHiE: 021-52552588;

BREH (L) FToEshT
ik KRTMES SR 1-28MAE1004=
FBiE: 0510-82739271; {&H: 0510-82739220; HBéR: 214074

BXtAL (Ei8) TS
ik FSmESXICET 7BEE1801E
EHiE: 0553-5868160; {5 0553-5868190;

BXEAL (L) BINESFR
otk PN Tl FERERFERR 181 SHEIRAE511=
EBiE: 0512-62388327; {&H: 0512-62388320; HP4w: 215028

R (E8) HuMEmILSSSEr
etk: HUNFLXAOACEE S 0SKIRERR 154181 B5T603%=
BHIE: 0571-82757757; {&H: 0571-82757767; HB4H: 311215

BREH (L) TRESSHT
Ak A& TR EMM X EIRRE S I AEA401 -3
HEiE: 0574-88161548;  {£E: 0574-88134670; MB4m: 315199

BRLH (L) HISARE
hk: N BRAXMFITES1 57 SERFIFICAEAT7015
EHiE: 020-38210423;  {£E: 020-38210425;  #B4%: 510610

BREA (L) RYIISESAT
ik R EE X EREERERE2129CE (fRRMBIHRISALM)
FHiE: 0755-83566532; {£E: 0755-83558854; HB4H: 518048

AL (E8) dtmpAE
edk: JbRHEABAXEEEIIINAT 198 ERRAEARE18-05C
E3i%: 010-85261018; {E€E: 010-85261016;  HE4R: 100004

BREH (L) REHAE]
otk KR XE S SRt — SR MR 3720/ 2007=
FHiE: 022-23037566/022-27357729 HR4R: 300100

f€H: 021-58883300; #HR4m: 200051

#Hp4m: 241000

BREAL (L) ABINEESSFET
ek SAREEARN PSS S B LLEELLHRT 1 5354418551002
FHiE: 186-3092-1318; #R4m: 450016

BXEA (EH) FARESH
ik ARHARRKRUSARIETER13SH#385T301=
FEiE: 029-88860594; {€H: 029-88860594;

BREH (Ef) KESRE
ik RiEFARYUCERRAEB2006
FEi&: 0411-87655185; {€H: 0411-87655186; HB4m: 116600

BREH (E) SBORA
ik BB EEIE30S AT 3735162551202
FBiE: 0532-66775787 f&H: 0532-66775797 k4R : 266034

BXtA (EHS) PLPRZESSHT
ik SEBATREAFRX &S5 LB RN SH#432-04
FEiE: 024-22852762 fEE: 024-22852763 HRgm: 110021

BREAL (L) REHESAH
ik KEDHEHXAEERIKERRARE04S
FEiE: 0431-89388499;  fEE: 0431-89230366; MB4m: 130012

BRLH (L) PkEBSRSSAT
bt PERTERX A RratPER2 7 S ERR2AR 158558035
FHiE: 028-65783992; &5 028-85005292;  HB4R: 610042

Bl (L) ERDAE]
bt ERTEHIX EREEEILK18S higEiams: 4iE12-1
FHiE: 023-67136872; HR%m: 401120

BXEH (EiS) EINSESAT
otk IR LF X =PRI TEFRB 1 BE25052
FEiE: 027-85557360; f€8: 027-85557350;

BXEA (EH8) RKIDESFT

Btk RO TR DK TR EE3654mSOHO 1613
FiE: 0731-88620770; {€E: 0731-88620770; HPB4=: 410000

#HB4%: 710000

HB4m: 430010

Http://www.chinaosg.com

400 888 2086

9:00~12:00/13:00~17:00 RitEks*

E-mail:business@chinaosg.com
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SOYINK
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