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UVX-TI-HFCTI

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

BN - RE=

INTFRsAaL"

Coolant-Through Carbide Drill Series

for Stainless Steel

#FIFIES WADO-SUSEARER,
Please see “ADO-SUS Catalog” for

the details.
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\~

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

B - RIS ZAOE
XjF?JDIX&JEﬁE’J%i(é@iIm%x’EE%§

Stable and high efficiency milling of titanium alloy is now possible!
UVX series offers solutions for slot milling to easily chatter complicated pocket milling.

B RREAIER3FRE

Milling method and features

Cf#E IR TS SR

ﬁ--""""l--.___ Titanium Alloy Solutions

8

PSE/PSEL

JRREIIL, Sr-ERarIII T RIS,
=: 1)) (I

i3
L=y FEHE Side Milling
Feature Slot Milling §§H§}§3DL‘/L'F ;';T;ESDL}J:, SDEAT
Depth under 3D Depth over 3D, under 5D
Tl- BRRETIE 47)
UVX-TI-4FL Multi-purpose short type, 4FL © O X
BEERE T8 57
UVXTISFL | PRERZIEST | o o x
EAERC TR 57
UVXLTI-GFL | PXEERTIE ST |, o o
igh efficient long type, SFL

—
Dsaiad

D)\?EFFIEEII Conventional

-ﬂ-u—‘—\

EEHEINT

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

OFEVHEE Best OF2#7E Good AR Fair XAREMNI Not Recommended

W (EiRz) SRR, SEElS

200p.14, Seep.14)

OSG Phoenix

@ FFEDE - FESIE

Unequal spacing, variable lead

. BXUEIIHEIIRAIAE

- Superior suppression of vibration

@ Ban =)k

Optimal flute shape

o IRRIHERBE

- Smooth evacuation of chips

Q@ TEHE

Web taper

o RUMEIESE, sE
WEERIT

- High efficient milling is achieved

by increasing rigidity




PFB 0SG Phoenix

FEIN T AREkkHET]

Finishing Ball End Mill

HFC-TI

PRCBORE  05G Phoenix |

B A%87]

Radius Cutter

EEREREASIN LAY,

SEIANESEAE IN T RSB S HYRESE !

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

reduction of large amount of machining time.

. %j(é‘@}]ﬂlqziﬁ]{ﬁ Average Milling Condition

INTEAEAERE (Ra)

Surface Roughness =32 Hm
INITHRE (a
Deérh (?Cut( p) 0.5mm
i&}n\ = (F) =3,000mm/min
eed Rate

.ﬂﬂlﬁm Cutting Data

HFC-TI®16 67]

EEMESEI @ 16 570

Radius End Mill
70m/min
4,500mm/min 489mm/min
(0.54mm/t) (0.07mm/t)
ER&MNT

Contour Milling

dp=0.5mm de=6mm

D

dp=0.5mm de=8mm

IR AR

lant Water-Soluble

HFC-TI BEEMf%E/] (577)

Radius End Mill (5FL)

HINTAHE : 597 sec DINTATIE : 390FD sec
Ra=0.419 um Ra=0.844 um
Rz=1.940 um Rz=3.385um



OSG-HAIMER

UVX-TI+SAFE-ADCK®#iEE

New Tool & Holder Combo

™ =
Ml Safe-Lock™ RV
Features of Safe-Lock™ system
- BIRAMEE (3UMLLT)
- REENERHKE
- JJEImREEETH
- TS RIERLH
- HERTEENIIR
- 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

RS {EA
Safe-Lock™ 345R RIF
On the safe side with Safe-Lock™

- NIRRT BB e

- MRS NIRRT

- NMEEMISNH THNERARR

- REINIAY

- No pull out of the tool

- Achieves maximum metal removal rate

- No damages on expensive work piece
- |deal for large diameter milling

B &8 Safe-Lock™ B97J#R

Safe-Lock™ Tool Holders

BMEREMEREMT .
LRERII TR E |

The key to stability in
HJ

high performance machining
SRR
ecial grooves in
AIERAH[F
losed drive ke

SAFE-AOCK®
by HAIMER

SAFE-ADCK @Haimer 2XE)A%EME R,
Safe-Lock is a registered trademark of the Haimer GmbH

PEETINR [GEIAL
Shrink Type Collet Type
B [ 4
-
i i‘] L =
TR SRIE =il SRR
Standard Type Power Type Heavy Duty Type Power Type
TRERAE IR SEDPAETINR ERRGRTINR SEDEFTINA
Shrink Fit Chuck Power Shrink Chuck Heavy Duty Shrink Chuck Power Collet Chuck
POJIVE TS -~ -~ -~ ~
oD | e6~on2 012~032 916~050 96~020
X5 3D \
y‘%ﬁgﬁ{% 3(><D ) 3umL,L'F less
I EEZER G _ P * HAIMER A EIREE
Bﬂiﬁ%ﬁe G *G=2.5 (25,000min") * HAIMER'S ‘sLt\a:rlwdg—rzj specification
T
Roughing o © o
fEINT
F'\?ish'\ng © © o ©
SEINT
Highr_SJpeed Milling o © O ©
T ERERBEREFh6LL L, Shank diameter tolerance above h6 is recommended.



. “%'FESafe— Lock™ 2:5 *@ E"J UVX‘TUJDI%’WH Application example of UVX-TI with Safe-Lock™

T T Safe-Lock™ 4514 Hitb A SRR TIR

Holder with Safe-Lock™ System Other Tool Holding System

UVX-TI-5FL 25X R3X75-SL UVX-TI-5FL ¢ 25 XR3 X 75 (JEtRfm) (Special)

Ti-6Al-4V

UK side Milling

50m/min (637min-")

478mm/min (0.15mm/t)

dp=40mm de=10mm

191.2cm3/min

BRIKE

Overhang Length

64mm

IKAMETIENER water-Soluble

fEERRHN BrCAN T =Ry (HSK-A100)  Horizontal Machining Center

Machine

AJYRLE  still Running L9 H5SmmfE. TR

Breakage after 5mm pull out

== - ™ I3k AR un}ﬁ?%c%acy HBE
1%}5@7:”;@ msagg?;‘{l-g%%(*ﬁ %*’IJ Milling Chuck Shrink Chuck ! (mAm) e —— (c""]"j/%"';\“in)
el with Safe-Lock'” EthAFA N EfAEIC 0020 | | 500
Shrink Chuck Competitor Competitor Competitor
UVX-TI-5FL 0017 1
o~ $20XR3X60-SL UVXL-TI-5FL ¢#20xR3X60 0015 400
HDI*ZH‘-I‘ Ti-6Al-4V 0.011 — 300

Work Material

0.010
0.008

ML Side Milling 500

0.005 -
70m/min (1,115min-1) Noa oo

2,750mm/min 1,560mm/min 1,780mm/min 2,750mm/min 0,000 o
(0.49mm/t) (0.28mm/t) (0.32mm/t) (0.49mm/t) ) AAEL - BAR AT sefelodk mit

Competitor ~ Competitor ~ Competitor ~ HY#4
Safe-Lock™Shrink Chuck

dp=80mm de=2mm

Rl AGEMEIEIRA Water-Soluble

Coolant

Br=UI0 Ty (BT50)  Horizontal Machining Center

440cm?3/min 250cm3/min 285cm3/min 440cm3/min

#5 Safe-Lock™ &5 IRYJIMRSHEIELAALL, RISl SfELL ERYHEBE.
S5CREMNRETIERNHEBE, 5 Safe-Lock™EAR70ME ks, BIRaENN L.

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



. DDI;#J&IJ Cutting Data

B UVX-TI-4FL B9  24<(3D)  side milling of UvX-TI-4FL (3D)
ﬂj/\_A ﬂ‘j'/\_B H /z utting Len
UVX-TI-4FL Fit ij Hcim;';@ . PR E 1fom) i 0
12 X RI1 UVX-TI-4FL 8
Competitor
80m/min (2100min-") Eftb/A =B
Competitor

850mm/min (0.Tmm/t)

dp=24mm de=2mm

TIHRMRIERALM + SNERELH

Holder Through + Externaly Fed

EbECII A (HSK-A63)

Horizontal Machining Center

BIEEAEERTIEIRET, HEREBICEMATIRIZEN,

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

B UVX-TI-5FLAYEYEENT

Pocket milling of UVX-TI-5FL

UVXL-TI-5FL

®16 X R3 ®12 X R1

Ti-6Al-4V

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

550mm/min (0.1mm/t) 650mm/min (0.07mm/t)

Eiclicy) I

Pocket Milling

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

85cm3/min 6cm3/min

BT YR

Water-Soluble

50mm

ERAH

Machine

ST (HSK-A63)

5-axis Machining Center

B UVX-TI-5FLESES @I T

Long tool life of UVX-TI-5FL

UVX-TI-4FLIIT18mE | EfEAFA NT18mE | EfBASIB IT4m/E

BN TSR a9RsD, AILAE—IRAL
BN TEEPIRE— M RIRAYTSEIIRIER
[E:18

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 (357}:%) t}]iﬁut’dﬁ (m) Cutting Length
(Special) ? 1I0 IIS 2|0
Ti-6Al-4V (35HRC) UVX-TI-5FL 4
100m/min (2,500min") EhAFIA 470 m IR
Competitor 4FL Breakage
625mm/min (0.05mm/t) Efh/\FIB 47]
1 Jiﬁ Competitor 4FL
U =
Sceing BftASC 47) m iR
Competitor 4FL Breakage
dp=6.35mm (0.5D) de=3.81mm (0.3D)
e e .I”]I1 OSmE After 10.5m of milling
IR MR EfEATIA HitA =B EfEA=C
Water-Soluble UVX-TI-5FL Compﬁitnor - Comé:t?or ,CompLgtitI::)r
EFA NG (BT40) 7
Machine Vertical Machining Center
EiiE iR
N . b — T Break Break
BEENFHNmEATIN, T TRENT. o e
The UVX-TI-SFL has outstanding resistance against fracture and can cut materials with excellent stability.




Bl UVXL-TI-5FLESIE ST

EvifIESES

General cutting condition

BRAHIEERM
Condition with max. feed rate

High efficiency side milling of UVXL-TI-5FL

BN TS RIREmEREEL LR

Comparison of surface roughness by cutting conditions

ERTE

= UVXL-TI-5FL ¢ 12 X R1

Ti-6Al-4V (32HRC)

itz

Side Milling

VIR

Cutting Speed

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

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

dp=48mm de=1.2mm

A 64cm3/min 182cm3/min
HIEE KB BRI
Coolant Water-Soluble
5= FRHTLRG Eh=UIN TG (BTS0)
Machine Horizontal Machining Center
EFTIR R
Holder Shrink Holder

B HFC-TINEWEINT

Hgh efficiency milling of HFC-TI

HFC-TI @16

Ll Ti-6Al-4V

terial

100m/min (1,990min")

6,000mm/min (0.5mm/t)

FEmT

Contour Milling

dp=0.5mm de=6mm

BRI TEHEREE

General cutting condition

BRAYIHIRSAIIN Tk

Condition with max. feed rate

= .
EENHEERMT, BUSTHAEEO.34mm/tHNHEE
£182cm3/minfItR AL
MRIEARAINIING, STTReaRER].

HEFINTIRMHEES 12,
Under the cutting condition of maximized feed rate,
astounding result of M.RR. =182cm?*/min and fz=0.34mm/t were achieved.

% Depend on the machining environment, breakage of tool may occure.
For the recommended conditions, please refer p.12.

.)‘JDIE*H%EE}{JQ{{ Change in surface roughness

(um)
5.0

/‘\.
g

>
)

w
=)

Iy
o

Wilbaie o = HE
Surface Roughness

}

O=——

0 27 135 54 108 162 216

YIBHEE (m) milling Length

AAEELIEERY

Water-Soluble

70mm

BN TG (BT50)

Horizontal Machining Center

QJETEE Wear amount

(mm)

0.06

0.05 .
E 3 /
e % 0.04 /
B £ 0.03
E2

0.02

0.01

\

I I I . ,
0 27 135 54 108 162 216

FIHHEE () cutting Length

—o— S AKERERE (Rz) 3.557 3.812 3.903 4.151 4.520 4.403
—=— SIGIRKERE (Ra) 0.849 0.944 0.946 0.980 1.016 0.997 ‘

IR 13.5m 108m 216m
Cutting Length

BMEEMNT 7200m2fg, HFC-TUKIBBERIASERNTIRE
REMNRFHSINREREE.

The HFC-Tl was able to achieve consistent surface roughness and normal wear even
after milling 200m of materials.

=



A47] REEINTRAESIEN] UVX-TI-4FL

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

il a
ASE
O S \ [
NN g HESSTT 13
CARB"]E ﬂ 0"‘“_0.050 40.55/43.55 !
B 'mm Unit:imm

BRS HMEXEIIFER X3l 2k Tk iz @z | R | EE
EDP No. Dc XX L, L 2 Ds D Z Stock
8555120 12 X 36
8555121 12 X R1 X 36
8555122 12 X R15 X 36
8555123 12 X R2 X 36 920 24 12 11.5 4 B
8555124 12 X R25 X 36
8555125 12 X R3 X 36
8555126 12 X R4 X 36
8555160 16 X 48
8555161 16 X R1 X 48
8555162 16 X R1.5 X 48
8555163 16 X R2 X 48 100 32 16 15.5 4 B
8555164 16 X R25 X 48
8555165 16 X R3 X 48
8555166 16 X R4 X 48
8555200 20 X 60
8555201 20 X R1 X 60
8555202 20 X R1.5 X 60
8555203 20 X R2 X 60
120 40 20 19.5 4 B
8555204 20 X R25 X 60
8555205 20 X R3 X 60
8555206 20 X R4 X 60
8555207 20 X R5 X 60
8555250 25 X 75
8555251 25 X R1 X 75
8555252 25 X R15 X 75
8555253 25 X R2 X 75
8555254 25 X R25 X 75 140 50 25 24.5 4 B
8555255 25 X R3 X 75
8555256 25 X R4 X 75
8555257 25 X R5 X 75
8555258 25 X R6 X 75
FRRIEEIES % THEZEIE. - See below for explanation of icons. B=#rEREfFM B=>Standard stockitem
-SRI R ToiE s B ET Safe-Lock ™EEKIRYTIHE, - Not compatible with Safe-Lock™ tool holders.
| RNV ES Guide for icons
n *ZEE\ Tool Materials E ;EE&LI\E Surface Treatment B 9"?%14:@% TDOi;?:waquffor n E\gjjﬁ% Helix Angle
Ty BB — P 7N EHIZ
o i e [ Femserse, O SETOTRERER
FX (TiAIN) Coating mi?lllz Angle of Flute for End




w SAFE-ADOCK" &

F . . TR

®Dc

®D1

22
L
CAHBIDE m 0""_0‘050 40.5°/43.5°
BAfZ: mm Unitmm
iR SMEXERIAR 3 2k K e s | JCE | Em
EDP No. DcXrx g L ) Ds Di ‘ : Stock
8555660 12 X R1X 36-SL
920 24 12 11.5 4 B
8555661 12 X R3X 36-SL
8555662 16 X R1X 48-SL
100 32 16 15.5 4 B
8555663 16 X R3X 48-SL
8555664 20 X R1X 60-SL
8555665 20 X R3X 60-SL 120 40 20 19.5 4 B
8555666 20 X R5X 60-SL
8555667 25 X R1X 75-SL
8555668 25 X R3X 75-SL 140 50 25 24.5 4 B
8555669 25 X R5X 75-SL

- INRIRBBIESED.7.

- See p.7 for explanation of icons.

- 15 Safe-Lock™E5HIB9701R. TIRIFRERIESEp.3.

« For use in combination with Safe-Lock™ tool holders. Refer to p.3 for tool holder details.

. tﬂﬁ”%#ﬁ?ﬁ% Cutting Conditions

B=fRHREESR B=Standard stock item

H/E%qt{fj fﬁj(‘é‘@ Titanium Alloy Ti-6Al-4V
J‘\%‘!H%}E‘Ejj {m“%ﬁ; Side Milling 7f§$§*{; Slot Milling
BT - : N .
Cutting Speed 60 ~80m/min 30 ~50m/min
MR i HHATRRE UiRE i HHAEE TiRE
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 ap = 1Dc
16 1,400 500 ¥ 990 200 - -
aﬂ 7, iap
20 1,100 480 800 190 727
25 900 400 = 640 150

1. BANT&REASEE, BESERIINTMEESET.
2 EFERKA AR IS E S,

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.

=



57) KEEINTRAAFSEST] UVX-TI-5FL

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

‘:

|
S/
NS
®Dc
%
|
\
|
i
i
i
\
1
-
|9Ds|

22

CARBIDE m .0~—0 .050 41 /42° /43°
BAf :mm Unitmm

BES MR lﬁﬂﬁ R x3] £K VALS = ETES NQ?%I%ES FEfF
EDP No. L 2 Ds D B Stock
8555320 12 X 36
8555321 12 X R1 X 36
8555322 12 X R15 X 36
8555323 12 X R2 X 36 90 24 12 11.5 5 B
8555324 12 X R25 X 36
8555325 12 X R3 X 36
8555326 12 X R4 X 36
8555360 16 X 48
8555361 16 X R1 X 48
8555362 16 X R1.5 X 48
8555363 16 X R2 X 48 100 32 16 15.5 5 B
8555364 16 X R25 X 48
8555365 16 X R3 X 48
8555366 16 X R4 X 48
8555400 20 X 60
8555401 20 X R1 X 60
8555402 20 X R15 X 60
8555403 20 X R2 X 60
120 40 20 19.5 5 B
8555404 20 X R25 X 60
8555405 20 X R3 X 60
8555406 20 X R4 X 60
8555407 20 X R5 X 60
8555450 25 X 75
8555451 25 X R1 X 75
8555452 25 X R15 X 75
8555453 25 X R2 X 75
8555454 25 X R25 X 75 140 50 25 24.5 5 B
8555455 25 X R3 X 75
8555456 25 X R4 X 75
8555457 25 X R5 X 75
8555458 25 X Ré6 X 75
- FRRRBAESEP.7. - See p.7 for explanation of icons. B=#RHERETER B=Standard stock item

- AP RS E A Safe-Lock ™EEFIRYTIME, - Not compatible with Safe-Lock™ tool holders.



w SAFE-ADOCK" &

— B N 8
L.} ] v «n
1 _ R [a) i N [a)
23 2 <L N8
| 2
22
L
CARBI m .0 —0.050 41 /42°/43°
BA7 'mm Unitmm
BRS s oK T e gz | B | s
EDP No. L 2 Ds Di B Stock
8555670 12 X R1X 36-SL % 24 0 s s 5
8555671 12 X R3X 36-SL ’
8555672 16 X R1X 48-SL 100 - . 155 s 5
8555673 16 X R3X 48-SL ’
8555674 20 X R1X 60-SL
8555675 20 X R3X 60-SL 120 40 20 19.5 5 B
8555676 20 X R5X 60-SL
8555677 25 X R1X 75-SL
8555678 25 X R3X 75-SL 140 50 25 245 5 B
8555679 25 X R5X 75-SL

- FRRIRBEIES &P 7. - See p.7 for explanation of icons. B=#RfEREfFm B=>Standard stockitem
- eI Safe-Lock™E51GH9TIIA. TIRIERERSESEp 3.

* For use in combination with Safe-Lock ™ tool holders. Refer to p.3 for tool holder details.

. tﬂﬁﬂ%@%ﬁ% Cutting Conditions
INTA#

%Kéﬁ Titanium Alloy Ti-6Al-4V

Work Material

rﬂﬁ%@ﬁ T3 side miting FEHE siot Milling
PIEERE - . N .
Cutting Speed 60 ~80m/min 30 ~50m/min
HME IR BHAIERE tIRE L BHEERE iRE
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=1Dc
ap—j 7 iap
20 1,100 600 800 240 .
25 900 500 8e 640 192
1. EANTRMASEE, BESERIINTINEESET

2 HEFERKAERIERIIN TS E £,

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.

=




57) REEMNLEAESER/] K78 UVXL-TI-5FL

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

a
— S
I 2

22

=40

®Dc
-
%

|

i

i

|

!

1
——
||

CARBIDE m 0~—0.050 41”/42“/43“
BAZ 'mm Unittmm

HRe HMEXEBIAR <& 2k Tk iz @z | R | EE
EDP No. Dc XX g, L 2 Ds Dr B Stock
8555520 12 X 60
8555521 12 X Rl X 60
8555522 12 X R15 X 60
8555523 12 X R2 X 60 110 48 12 115 5 B
8555524 12 X R25 X 60
8555525 12 X R3 X 60
8555526 12 X R4 X 60
8555560 16 X 80
8555561 16 X R1 X 80
8555562 16 X R15 X 80
8555563 16 X R2 X 80 130 64 16 15.5 5 B
8555564 16 X R25 X 80
8555565 16 X R3 X 80
8555566 16 X R4 X 80
8555600 20 X 100
8555601 20 X R1 % 100
8555602 20 X R1.5 X 100
8555603 20 X R2 X 100
8555604 20 X R2.5 X 100 160 80 20 19:3 > °
8555605 20 X R3 X 100
8555606 20 X R4 X 100
8555607 20 X R5 X 100
8555650 25 X 125
8555651 25 X Rl X 125
8555652 25 X R15 X 125
8555653 25 X R2 X 125
8555654 25 X R25 X 125 190 100 25 24.5 5 B
8555655 25 X R3 X 125
8555656 25 X R4 X 125
8555657 25 X R5 X 125
8555658 25 X R6 X 125
- FRRGBBIES#Ep.7. - See p.7 for explanation of icons. B=#REREFR B=Standard stock item

- b= SR TTikfE R Safe-Lock ™E5HIAYJI4R. - Not compatible with Safe-Lock™ tool holders.



w SAFE-ADOCK" &

r a
~N ASS
- v «
: S S — |
2
22
L
CARBI m .0~—0 .050 .41 /42° /43°
BAR] :mm Unitmm
- T /2 /2 yjé&
F]_uu"g ék ﬂk *ﬁ'fﬂ: é)ﬁ i No. of Flutes ﬁﬁ
EDP No. L L Ds Ds ' z Stock

8555680 12 X R1X 60-SL

110 48 12 11.5 5 B
8555681 12 X R3X 60-SL
8555682 16 X R1X 80-SL

130 64 16 15.5 5 B
8555683 16 X R3X 80-SL
8555684 20 X R1X 100-SL
8555685 20 X R3 X 100-SL 160 80 20 19.5 5 B
8555686 20 X R5X 100-SL
8555687 25 X R1X 125-SL
8555688 25 X R3X 125-SL 190 100 25 24.5 5 B
8555689 25 X R5X 125-SL

- FRRIRBEIES%Ep. 7. - See p.7 for explanation of icons. B=FRHEREIFES B=Standard stock item

- i Safe-Lock™MEEORI IR, TIRIFMERIESEp.3.

« For use in combination with Safe-Lock™ tool holders. Refer to p.3 for tool holder details.

. tﬂ\ﬁ.]?f\'fq:glgie Cutting Conditions

a,eﬁi{tj %Kﬁ’@ Titanium A\onTi-6A|'4V
f?H%ME{%}d @U%’E Side Milling
17413 .
KL 60 ~ 80m/min
HME IR BHAIEE iRE
Milling Dia. Speed Feed Rate Depth ofCut
(mm) (min) (mm/min)
12 2,100 1,050 dp =3.75Dc
de =0.1Dc
16 1,600 920 _
gl
20 1,270 760
25 1,020 587 e,

1. EAMMIZHNEEE. i

2 EFERKAMEIREFIIN IH®E 2.

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.

Cr= SN INEZNES EETERER

=



ReeNTASREEINAD]

High Feed Radius End Mill for Titanium Alloy

67] 87] 22

6-flute 8-flute

CARBIDE IR

BARZ ‘mm Unittmm

P ex | Dk | mE | @R | e ||| &R
S

s

£DP No. ia Effective Dia. L 0 2 Dy No. of Flutes Stock
) Dc z
8555716 16 7.77 16 15 6
8555720 20 9.72 120 5 20 70 19 B
8
8555725 25 12.15 25 24
- FRRIREBIES%E .7, - See p7 for explanation of icons. B=#RHEfFR B=Standard stock item

- AszfSafe-Locks - Not compatible with Safe-Lock™ tool holding system.

. tﬂﬁﬂ%ﬁzgﬁﬁﬁ Cutting Conditions

Reﬁt{%ﬁ; %Kﬁ’@ Titanium Alloy Ti-6Al-4V
PJJDITJ_if QEDDI Contour Milling
Milling Method
YIREE - ;
Catting Soeed 50 ~100m/min
HME o HHREE R E BHUR | TIHIBERE
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

e dp =0.035Dc¢ apI 2;
IR
Deptlh of Cut de =0.39Dc M

ae‘

1. TR B ERERFREEE ORI AT N R RS,

2. ERINT &M ASEE, BESSRIINTAEESET.

3 EEFERKEEEEFIIN TR a2,

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.
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MAREEINTATIE#E. XC5035 / XC5040

XC5035 / XC5040 : Inserts for HRSA

OSG Phoenix &%5leh, BLEREFWHRSESINIAIA.

OSG Phoenix offers inserts optimal for machining HRSA.

. fl:%;—\'_\—‘.\ Features

- (EREEEHMNERES MR
- RASEENRELE, TINSAIMERME,
- SMUFBIERBIEFIAIHIARE, AIRETIRIEDMES RIFATHIBEME.

- 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.

s N T
Hardness CVD iﬁ%rﬂLl—F$$ZKo

Please refer “OSG Phoenix Catalog” fothedetails.

TiN- AR
XC5035 89.3 MHRaS

Ti(CN)+ALOs+Ti(BN) Stainless Steel &
HRSA

0SG PHOENIX

HAFE 2019

0SG Corporation

K%%%AN .
XC5040 P e _ | 893 TiN-TiB: (g

Stainless Steel &
HRSA

W FESGERITA

PSEL PRC - :
Val =izl ERGET] B AR5 AR AYE]
Shoulder Cutter Roughing End Mill Radius Cutter High Feed Radius Cutter
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B, (E5) SR TEERAT

0SG Corporation

BRATL (i) 88

ik EHRTRKTEE11338 KSRiEL AT1021410/E1003-0785T
E81%:021-52552588; f£5:021-58883300; #B4%: 200051

ERAL (L) TR SRSS P
otk : TR TES STEE1- 28 AE 10042

E31%:0510-82739271; {€8:0510-82739220; Hk4m: 214074

BREH (i) ToMAEESS Al
it ST ERMICE T 17 BEE1801

E8}%:0553-5868160; {€H8:0553-5868190; Hk4%: 241000

BRATL (i) 5SS P
Stttk - 35 Tl el (X 2R (el 1 81 S g KE 1511

E8}%:0512-62388327; {€E:0512-62388320; Hk4m: 215028

BXATL (i) HupFRILLISESS
ik MR LU X O LR SO S R IRERRS 7418 15275603

E8}%:0571-82757757; {€E:0571-82757767; #HE4m:311215

EXEAL (i) TIRSES P
Hohik T AT IR R X R AR S5 KL B AE401-3

E8}%:0574-88161548; {€HE:0574-88134670; Hk4m: 315100

BXEAN (L) T AE)

ik MR X AMFNFEES 161 SchZ=ERn $HARE300122A06-07 55T
E31%:020-38210423; {£5:020-38210425; #B4%: 510610

ERAL (i) RIS SS P
otk )| tE R A B L — PR R tH e R 55 Hi O CRE2112

E3i%:0755-83566532; {€H:0755-83558854; HiR4R: 518017

BXEAL (Li8) LR A
Stotlk: JEERTRABAR EE IR 19 S ERRAEARE18-05C

E3}%:010-85261018; {£€H:010-85261016; HR4 : 100004

BXEAL (L) RiEDAE)
ok : R REF R B R SRaH — DEERZ O RS 172052007

E8}%:022-23037566/022-27357729 HiR%w : 300100

BRAL (i) BBLLIERSS A
dohik: FAREHNE S KR EEE NERER P OA2F1 2132

E3i%:0757-86777181 HiR%R : 528200

BRATL (E3H8) KBRS P
Mtk SAIRIE RN TS LRI EE 1 38 S LT3 S 441 52551002

F81%:186-3092-1318; HB4%: 450016
EXATL (i) FRZRER S5 P

btk PR AR R KRR RE PR E Rl O ABE20022
E81%:029-88860594; f&H: 029-86182003; HP4w:710018

EXAL (L) KIESAE)
ik KEF AR XS ERRAEB2006
EH1%:0411-87655185; {€H:0411-87655186;  HB4%: 116600

AL (L) BB HAE
ol : BE AR IRER30SHIAT 535128551202
F8i%:0532-66775787 {€H:0532-66775797  Hp4m:266034

B (L38) MEBEEESS P

otk PUPATISATEX XEEAtHT55S SEEM RN S1£32-04
F3{%:024-22852762 fEH: 024-22852763  Hp4w:110021
B (L) KEBSAT

Hohik AR BT XA R LA ERARE804 5
FH1%:0431-89388499; {£H:0431-89230366;  HF4%: 130012

BRI (L38) BREBSESS P
otk : PRERTERX A RESIRIUER 27 S E R 211 525803
£831%:028-65783992; {£€E:028-85005292; HR4m: 610042

BRAL (L38) ERESS AT
itk Rt R e LR 1 8 S it S Euh4E12-1
F3i%:023-67136872; HR%R: 401120

BREAN (1) BB AT
otk : BRI T R X = FPEER AT TERRB 1852505
BE}%:027-85557360; f£H:027-85557350; Hi%m: 430010

BREAL (E58) RS AT
Motk : SR E RS IR B R 1 SITCHRF1(03405-03
E81%:0769-81550050 {€H:0769-81550030;  HB4R:523845

Http://www.chinaosg.com
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