DLC Coated End Mills for Non-ferrous Materials Vol.4
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AE-TS-N- AE-TL-N - AE-VTS-N- AE-VTFE-N- PXAL

EiNgl~@2.5 /NMERT

@ 1~¢2.5 small diameter sizes added
$§;i” Square Type
1‘/]_1;& standard : AE-TS-N
E'TEIE\E High Performance + AE-VTS-N
9'& E! Sharp Corner Edge Type
KfE standard :AE-TS-N (-SP)
E'IEE%‘E High Performance . AE-VTS'N ('SP)
FHEDN165X

16 new items added
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Standard Standard specification suitable for non-ferrous material processing

DLC-SUPER HARD iRZ coating

%;ELDJ ;iﬂ Short

AE-TS-N 15D (BK3D)
1.5 X D cutting length (Neck length 3 X D)

:F%EE Square Type

-P.7

9&%52 (-SP) Sharp Corner Edge Type

gﬂ'\(ﬁ’:ﬂ Radius Type

[ nNew size]
B[ New size

P12

-L/tngg Long

A E-T L- N ‘:,XDéE/;SDXygftting length

N7

4 Square Type

zIs

x%gg (-SP) sharp Comner Edge Type

=R — MRS HESMEEE —

High Performance High performance type that supports a wide range of applications

DLC"GUSS iﬁ% Coating

%;ELE ;_—:Flt'] Short

A E-VTS- N 155>PD9CJU-t$ng(imF1§E I(DN)eck length3xD)

S
SF&@ Square Type

-|P.19

9'%%@ ( -S P) Sharp Corner Edge Type

5'[[(%@ Radius Type

BB NEw size
PR new size]

P24

;%E%}JHIEE For Deep Side Milling

A E-VTF E- N Essxl?)zatt/:g I(iﬂgfgt(/tfgggglingth reduced shank type)

P‘27
:|Z§k§2 Square Type P31
gﬂ\(mﬂ Radius Type P32
E_H:%%EC%ED PXM Exchangeable Head End Mill
1D7IK
PXAL 1 XD cutting length P'35
SF%@ Square Type
3}“@@ Radius Type P37
PXMZ E*ﬁﬂﬁ Straight Shank Holder forPXm 7 P39

PXMC PXM%%;EE Collet for PXM Exchangeable Head End Mill ™
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DLC coated end mills for deep side
milling in non-ferrous metals
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Machining Depth ¥
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AE-TS-N 572
Short Type

7J4< 1.5D Cutting Length

HMZ @ 1 ~¢ 25 Tool Diameter

JJ4 2.5D Cutting Length
HMR @ 6 ~ @ 22 Tool Diameter

PXAL oSl 85 7] PXM Exchangeable Head End Mill PXM

AE-VTFE-N" jzezinTs High Performance Type For Deep Side Milling

7J4€ 1D Cutting Length
HMR @ 10 ~¢ 25 Tool Diameter

AE-TL-N &7#&
7] 3D - 5D Cutting Length
AMR @ 3 ~¢@ 25 Tool Diameter

10

Long Type

AE-VTS-N &=iaea ga

High Performance Short Type

7J4< 1.5D Cutting Length
HMR @ 1 ~¢@ 12 Tool Diameter

15

MR Tool Diameter

MR P 22HIAE-VTFE-NIBFEL/D = 7LATERA.,
*Please use the 22 AE-VTFE-N atL/D =7 or less.

&

20

" Side Milling

m AE-TS-N -« AE-VTS-N

(&A) 24—-0—~0— (RfF)

(Fair) (Best)

‘ FEENT
Deep Side Milling

it

- JJ11.5D

I PSIVEXD

+ Cutting Length 1.5xD
+ Supports up to 3xD

m AE-TL-N

- JJ43D - 5D

- BRARIXIRZSD

- Cutting Length 3xD / 5xD
- Supports up to 5xD

m PXAL

- JJKI1D

- BRARIXIMZETD

- Cutting Length 1xD
- Supports up to 7xD

W AE-VTFE-N*

- 870 - IKAREL

- ERARIXI R Z8D

+ Long length reduced shank type
+Supports up to 8xD
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DLCI, i N tl __r, v\ Features of DLC coating

DLCGRENZE 7 IFskE /BN L !

DLC coating revolutionizes the processing of non-ferrous materials!

DLORERENE! BEFRENFEE, WEXMWEEHNEBMENESEFIEREBAIFLARAY
B3,

OSG'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 EGRIRD A2MDLGRE
’n D 2 D L C 1 Two types of DLC coatings to accommodate specific application needs

DLC IG USS I/ ):I;:FIJ 1] 1%% %HAFI < Thick coating type for long tool life

ERBEEAMHIRER, SMITENBMAMRMKEBL. EFITE : AE-VTS-N + AE-VTFE-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%@ 1 E%m%%ﬂsu 'lﬁ; Thin coating type with emphasis on sharpness
YNEVHNMELS, LUeEFMMNsThaEYE. EFATA : AE-TS-N- AE-TL-N
High adhesion to the base material to enable sharp cutting performance and high welding resistance. Applicable tools
5 o s |INEREEE | FRERE P [y ey
Name of Coating (Coating Color Coating Type Hardness Temperature of Friction Tf\(i)cakt::-zs Te;(:)aetrlgt%re roughness | Resistance | Resistance Toughness
THe _
DLC-IGUSS Inerference DLC (SP*Rich) 60 550 0.10 0.8 400 Y ©) A ©)
olor
FHe
DLC-SUPER HARD Intecrfelrence DLC (SP3Rich) 60 550 0.10 0.2 400 pie © Y O
olor

(txrE) O = O = % (&fF)

(Good) (Best)

. ﬂﬁj%?ﬁ ll‘i*n mjj- ;”?é{%l"i Abrasion resistance and welding resistance

OSGHIDLCHREMERMEIMEEES, ZAENIEKERENTHAERN TELEHMINTAREL.

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.

ﬂﬂj’%ﬁ%’& Wear Resistance ﬂﬁjfég'& Welding Resistance
A5052 B0 EERIR 30 R RIZREA T

Milling in A5052 Surface condition after pin-on-disc test
R oLcsperrarD | FRRGRRES)
Wtk As052

R o | 200m/min (6,370min 1)

%ﬁﬁg 0.08mm/t (1,530mm/min )

gﬁ?ﬁ%ut dp=5mm de=8mm

o 2 o T —

i Lemgth 50m




%Ell %U E;i li:ﬂ3 14: Du I %'i ?E Cutting data on aluminum part processing

XM 2RI TG

Suitable for a wide range of applications

IOTA4%L - A5052
Work Material

{SERRATUAR - SEMANTH

Machine: Five-axis Machining Center

Fih3EE 1 HSK63
Main Spindle

BReEE®E © 25,000 min!
Maximum RPM

TR - BGETIHR

Holder : Shrink Fit

YIRUHR - MQL®

Coolant

HEMBMEEEE, EAMQL

MQL is used for filming the video

INITEE

Milling Method

IFRS PNIERLZ

IIAE

Process Milling Part Milling Process

Lm| SEmENT T

@ Top Face Milling Rﬁﬂugﬁing PXAL250C25 _O3R1 00
SN ST | EmT

@ Overall Zrlz)ur Milling Roughing PXAL200C20_03R1 OO
® L FEmT =1
Top Face Milling Finishing

AE-TS-N ¢ 12x36

@ FLE MEMT | T

Boss, Hole Side Side Milling Finishing

lower counterbore

© | ALm TEMI | MmI
Hole Top Face Milling Finishing
TLFLER MEnT BT
@ Coulnterbolr:; Wall Side Milling FEishing AE_VTS- N ¢ 12 X36
FEINT
@ ET BT Roughing
Groove Pocket Milling BinT
Finishing
= BEANT | sesonng
Bi%tlc:)lm Pocke:::MiIIing ‘%EDIQ AE_VTS_ N ¢ 10x30
Finishing
g TEINT (5#) | #T
@ Slot Slot Milling 5-axis FEishing AE-TS-N ¢10x30
A - :H}l.r = =
A WEML | W0 AETL-N ¢8x40

&


https://www.osg.co.jp/products/endmill/spec/ae-ts-n.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=ae-ts-n#anchor07

%l:l %J jﬁé ﬁ|3 14: jJD I %&}E Cutting data on aluminum part processing

= = an/ERHYREE - BUREERIN T

High efficiency and high quality deep side milling and pocket milling

@\ ®

THprE: B

Part Name : Vacuum Chamber

INI#4%4 : A5056

Work Material

{EFBAA - SiNTA

Machine : Five-axis Machining Center

FihEE  HSK-A63
Main Spindle

EDMIE  MQL®

Coolant

HEIBMEEERE, FAMAL

MQL is used for filming the video
B2, ESINT-FLINTERKEMETIHEIHR

However, water-soluble coolant is used for threading and
drilling

TRGS|  MTE TR | @ | ®
Process Processing Location Milling Process
rE-M FEANT - #5hnT
® Cif - W NI - WL | PFALO4R100M25.4-8 100
® E AR #I0T - #5NT AE-VTFE-N ¢12
Side Convex Part Roughing- Finishing (L/D=5.5 66mm)
@ W BINT T | AE-VTFE-N 912 @ ][ ©
Side Roughing- Finishing (L/D=8 96mm)
GEN/I
BEEHE, © Foughing AE-TS-N ¢20X 60
® Pocket FEEREINT ¢
Bottom Finishing
o | meme | T aEvirEN o1 @ [ ©
Pocket Semi—fini?hing - Finishing (L/D=5'5 66mm)
- eI
® | ZEHO AT AE-TL-N ¢12X60
Semi-finishing - Finishing
EREFLINT
Helical Milling AE-VTFE-N ¢ 1 2
RIMT (L/D=5.5 66mm) | @ |
Counterborin
@ | WEOHE e
Side Convex Part BT PLDS11R0025516-90
Chamfering $14.4X90 °
miBsnT M8x1.25 | AT-2 R-SPEC M8X 1.25
Threading 6.2X16 P1.25INT
#INT - #5NT
Trfhl‘ij‘ﬁ Roughing- Fifishing AE-VTS-N ¢ 1 0 X 30
Seal Surface }UJDI NF GDN 5
Drilling - ¢

s


https://www.osg.co.jp/products/endmill/spec/ae-vtfe-n.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=ae-vtfe-n#anchor08

SRVESIEN:N)

Optimum tooling for highly efficient machining

HAR83 30/ TMAE L FHESHEMT

High-efficiency machining in which 4 processes are completed in a total of 8 minut

es and 30 seconds

{Eﬁﬁlﬁﬁu% List of tools used

EENIRS EETE
— = — Mai'? Machining Tool
TEHE | LRI ® —
Part Name : Inverter Case @ Mating surface | PFALO4R063M22-8 ¢963
Milling
: 200C20-03R000 ¢ 20
Work Material SEELT aga# g
Face Milling / I1d:|: : PXMZ-C2005S520-S120
{#FEHiR; - SPEEDIOZ%! oldar
Machine : SPEEDIO series aeiljc : PXAL200C20-03R000 ¢20
: PXMZ-C200S520-S120
4R 1 BT30 BB | Do
Main Spindle ’W ContourMilling | re \ TSN $10%30
TR e AE-VML 12X 48-N
YIEEF @ KA EI R L
Coolant : Water-Soluble @ T AE-TS-N $3X%X9
SlotMilling | AE-VTS-N ®10x30
B kst p ADO-SUS-3D 2.8
A = o
Cooperation : BROTHER INDUSTRIES, LTD. s EED’O
ADO-SUS-3D ¢3.5
FLIIT | ADO-SUS-3D ¢4.2
Drilling
ADO-SUS-3D ¢7.9
NEMNTATH—ZBD P2D3000BT30M09 30
Introduction of a part of the machining process (IEARBT30— At ATtk ) Special
YIEIRE VIS FEINT
T . | Depthofcut Milling Condition Flatsurface | ADF-2D @13
(=} FHRIR NImE - . Drilling
P i Tool Process PIEIERE HEIRE
Locaton’ 20 | e | Cutting Speed |~ Feed BANT | Ap.DS 68x90°
(mm) | (mm) ay oy g e e - $»8X%X90
715k : PXAL200C20-03R000 ¢ 20 TENT 500 4000 A-SFT M4X0.5
Head o~ 4 |18 . 4
@ J;;‘:F - PXMZ-C2005520-5120 Face Milling (8,000min™) | (0.167mm/t) BT A-SFT M5 X 0.8
rolder Threading | 5 YpF M3X0.5
AE-TS-N ¢3x9 ok 1] 3] 050 2,000
Slot Milling (16,000min™) | (0.042mm/t) AT-2 R-SPEC M8X1.25 6.2X 16 P1.25-INT
&5t 410 3,820 FLAEINT
AE-VTS-N ¢10x30 SIotTAiIIing 1.5 1 10 | (13 000min™) | (0.098mm/0 Hole Finishing CRM o8

~
= =0yl |
%fmkmﬁé{ﬁﬁﬂ IHT_”ET_II Enables dramatic reduction in machining time! a—i
I TR
AT-2 R-S PE 5”52963}%% m@ﬂﬁx&%ﬂ?&%ﬁn Scan for de tails
High-efficiency thread mill with end-cutting edge for non-ferrous metals The A Brand
JRFLERSL f22::3
Pre-drilling Threading
( L‘)\%)
2T M= k . 25|
coninion + AT EE AL R I T A B S5 1
i
(2;;?§cegses) Useful for preventing shifting of cutting position in cast hole
BB Bl 8URN
—RMCRREEIELRIN T
Achieves drilling and threading by
continuous helical cutting with a
single tool
- J

&



https://www.osg.co.jp/media_dl/movie/industry.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=movie-industry
https://www.chinaosg.com/products/detail/AT-2%20R-SPEC
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Carbide End Mills for Non-Ferrous Materials

AE-TS N-AE-TL-N

[l

& AT ARk BN LAY R ETVRE

Standard specification suitable for non-ferrous material processing

KB

Large core design

SR, BrLEiRzEn

High rigidity prevents chattering

/0]

Center cutting edge

ALFLONT

Can be used for plunging

RS

FRENINMESERMERY TRV

Cutting edge specification that achieves both rigidity and sharpness

RIFHIHEB M

Facilitates excellent chip evacuation —
SIS A MR RIFAIII T ERE

Achieves high durability and good surface finish

2, DLC-SUPER HARD22

DLC-SUPER HARD Coating

BYRERANFRE, MEKXRMAEEMEBEMENES
FHIFKERAIFELRAIR. Lo, RFAIERIMEATHDG
ER, LML TERR.

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.




. Flute Fo”b
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FRENMS AT

Balancing rigidity and chip evacuation capability
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BIARCERRESNIE, R,
B, RERGFHBMERIFELIERR, RENIMESHIEE.

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‘/{?IFE: Conventional

38%

gk HBETREE

Arrow: indicates chip discharge direction

KADLCGRE, JTJBEZFariK

Long tool life with DLC coating

TEMKEHUALIRS BRI, SHTFBARE. -

tehh, BWIBHEFRE. ERESNEER, 7 BREREAIINTRE,

The extension of tool life leads to the reduction of waste, which contributes to resource conservation. Furthermore, a recycling-oriented
manufacturing system is achieved through tool regrinding, tool recoating and material recycling.

KADLCRE, KiFESMAENE, SLIKEHX.

Demonstrates high welding resistance by adopting the DLC coating, which prolongs tool life.

DIE]

=
Short

AE-TS-N

w7

Long

AE-TL-N

NETCIREr iR HIEHL (VAT
fec! ®10x30 @ 10 37] Flutes
InTazkt
Work Material A7075
MIA% i 11.2m
Milling Method Slot Milling
IR : .
Cutting Speed 300m/min (9,550min")
Eﬁﬁiﬁfg 1,430mm/min (0.05mm/t)
IELRE
Deptklltszut ap =10mm 56m
HIEF Sigz*
Coolant Air Blow
{EFEALARE SZEINT A (BT40)
Machine Vertical Machining Center

K ATHIADLGRERIZER, RASSI Tk,

Air blow was used for the cutting trial to confirm the effect of the DLC coating.

&




D”I%UE Cutting Data

== EF
E*EE Ey;ﬂgj]ulﬁ%rﬁ Good machined surface quality

High Precision

DLGREMIER TAFAE BN LAY RTUREATESAIZER

Effects by the combination of DLC coating and unique cutting edge specification for non-ferrous metal machining

IMRFIIN T EmRRE.

Achieves good machined surface quality.

AE-TS-N SEsLE

Aac A=
'Eﬁﬁ = sﬁég Conventiounzl
INIAARE
Work Material A7075
ITAE MIE 5 ERHEH!

Milling Method Side Step Milling
IR 300m/min (4,750min")
Cutting Speed

gigdggfg 700mm/min (0.05mm/t)*
TIHRE ap =20mm X2)X de =6mm
Depth of Cut 2 times

BAI = isesid] AEMET

Coolant Water-Soluble
AR BNELANT R (BT50)
Machine Horizontal Machining Center

KR THYTIIRIRL, PSR TINT.

*Machined at a reduced feed rate for the cutting trial.

E%EI‘J}J”IE Good machined surface

AE-TS-N sz
Square

AR

Conventional

5'[[\(% @Eg;&% Effects of the radius type

(um) 1

Roughness )‘ﬁ}%&ﬁ@{‘}ﬂ{»

20mm

40mm 44— |©

20mm

YDA AR AO M ETRE S RS

Side roughness at the initial stage of machining

0.8

o
o

o
IS

0.2

AE-TS-N %512

Square

LAEF=m

Conventional

FMAE B MUR B RE I LEAY AR,

The radius type is effective in improving the machined surface quality of the bottom surface.

fEATH

AE-TS-N [REl3fsEY AE-TS-N JzsL7

6X18X R0.5 6X18
Tool ¢ Radius ¢Square
INTazst
Work Material A7075
MTF% B
Milling Method Slot Milling
o Vc=350m/min(18,568min")
Eﬁﬁfg Vf=2,785mm/min (0.05mm/t)
IR _
Deptflm ofxCut ap =6mm (1D)
I el KB ETEE
Coolant Water-Soluble
SEFBATA ST (BT40)
Machine Vertical Machining Center

(um) 8

Roughness mgﬁ%@}m

a

YIEIKDEART AU R E AR RE EE

Bottom roughness at the initial stage of machining Hr:

AE-TS-N Eamsz
Radius

AE-TS-N st

Square
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O 1
3 9] %Eaj ﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type

A

The A Brand
AE-TS-N :IZ%;_—:FII—J Square
Typel .
et
LU
NETRRSERENINER, BXFHARTIEMERE.
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2 .
& Es——
CARBIDE ) - ? ‘:.,‘ P:F:{EEPD; s
0~-0.02 F
1 5 Dy]'t/t (é}ﬁﬁ?’ D) 1.5 X D cutting length (Neck length 3 X D) gf:mm  Unitmm
BRS ‘ HMEX IS ek | WK UM we | e | MRk | BF
EDP No. DCXLU LF APMX DCON DN Type Stock

8557235 1 X 3 45 1.5 8.6 4 0.95 1 (

8557236 1.5x%x 4.5 45 23 9.3 4 1.45 1 (

8557237 2 x 6 45 3 10.1 4 1.9 1 o

8557238 25x 75 45 3.8 10.6 4 24 1 ([

8557330 3 x 9 55 4.5 14.8 6 2.85 1 o

8557331 4 x12 55 6 15.9 6 3.8 1 (

8557332 5 x15 55 7.5 16.8 6 4.8 1 o

8557333 6 x18 60 9 = 6 5.8 2 A (

8557334 8 x24 70 12 - 8 7.7 2 o

8557335 10 x30 75 15 = 10 9.7 2 o

8557336 12 x36 80 18 - 12 1.7 2 o

8557337 16 x48 110 24 = 16 15.7 2 (

8557338 20 x60 120 30 — 20 19.7 2 (

8557339 25 x75 140 375 = 25 24.7 2 ([

. *Zl_“\«/qﬁ?,ﬁﬂ Guide for Icons
1;7_”,%\ Tool Materials

BEREE
CARBIDE Tungsten Carbide

@ =1REEZSR @=Standard stock item

%ﬁ%ﬂ Surface Treatment

BN DICRE
DLC DLC Coating

% =NEW SIZES

BN DIC-IGUSS 22
DLGIGUSS  DLC-IGUSS Coating

E?Eﬁ% Helix Angle
AN RREEDIIERREER

41° Helix angle of flute for end mills

R"’éi?% Tolerance of Radius

v EREEAINREYHE

+0.02 Identifies the tolerance of the radius for end mills

9|"§E"J§¥F§ Tolerance for milling diameter

FGEIRIIME

Tolerance for milling diameter

E ?M%ﬁ?ﬂk Corner Form
e YR V=Y S ES

Indicates that the end mill has a sharp corner edge

B shink
L sHRk ¥ = e AL

FIT Suitable for the shrink holder system

E tﬂﬁ”%{# Cutting Condition

SEEED RS R R AT D

Indicates page no. for recommended conditions.

&

STAEY
Short

(5]

AETS-N

P
Long
AETLN




3 E%*@J%}J DI% D LCEEE%@%%B 3 9] %E?Jﬁg DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

The A Brand
- - i |
AE TS N xﬁﬁé Sharp Corner Edge

DC
>
)
E
<
DN
L
|
|
|
|
l
DCON

RETREREMENINER, BXHAHIMIEMEE, LH
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
N
. m AW | SPEED =
0~-0.02 U
1 5 D?]‘I;/t (:;éjﬁ't/t3 D) 1.5 X D cutting length (Neck length 3 X D) B :mm  Unitmm
B SMEXTRIS &K | 7K H we | B’ | MR | EE
EDP No. DCXLU LF APMX DCON DN Type Stock
8557239 1 x 3 -SP 45 1.5 8.6 4 0.95 1 { ]
8557240 1.5 x 4.5 -SP 45 23 9.3 4 1.45 1 ([
8557241 2 x 6 -SP 45 3 10.1 4 1.9 1 ([
8557242 25x%x 7.5-SP 45 3.8 10.6 4 24 1 (
8557430 3 x9 -SP 55 4.5 14.8 6 2.85 1 (
8557431 4 x 12 -SP 55 6 15.9 6 3.8 1 Al @
8557432 5 x15 -SP 55 7.5 16.8 6 4.8 1 (
8557433 6 x18 -SP 60 9 = 6 5.8 2 (
8557434 8 x24 -SP 70 12 - 8 7.7 2 (
8557435 10 x30 -SP 75 15 = 10 9.7 2 (
8557436 12 x36 -SP 80 18 — 12 11.7 2 ]
. ﬁiﬂi?ﬁﬂﬂi%%l‘ﬁ_ln - See for explanation of icons. @ =irEEFS @=Standard stock item
% =NEW SIZES
\ a1/ — PARS |
KIS EEEEN SRR
Sharp corner edge type for milling straight corners
FMBRAERRERABRIFNTIRAE. JLANIH
E% o
The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.
ERTAIERIARENSERARAIINT.
Effective corner milling with no uncut residue left behind.
REE (-SP) i
Sharp Corner Edge Square Type

s



3 E%*@J%}JDI% D LCEEE%@%%B 3?] %;EL?JEE DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

The A Brand
= |
AE-TS-N EIAR w.
Typel
RE z 15°
E: :
g ] - - - -— 8
APMX =
Ly
RETTRERERENINER, EXFARIMIEMERE. tH
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
RE -
N z
% 4B AN A
] / BT e | SPEED = =
CARBIDE [\ - :52 W4T P1F5E~EPD16 APNIX
Ly - Z
0~-002 e
s W
1 .5 Dy]'t/t (é}ﬁﬁ3 D) 1.5 X D cutting length (Neck length 3 X D) #frmm Unitmm <
AmsS GRS« IR K UARSS LH Tz EEs FiiZIN BEf7
EDP No. DCXLUXRE LF APMX DCON DN Type Stock o E
8557370 3x 9 xR0.2 ° ik
55 4.5 14.8 6 2.85 1 <
8557371 3x 9 xR0.5 o
8557372 4x 12 x R0.2 o
8557373 4 x 12 x RO.5 55 6 15.9 6 3.8 1 o
8557374 4x 12 x R1 ( ]
8557375 5x 15 x R0.2 [ J
8557376 5x 15 x R0.5 55 7.5 16.8 6 4.8 1 [ J
8557377 5x 15 x R1 o
8557378 6 x 18 x RO.3 ( J
8557379 6 x 18 x RO.5 60 9 = 6 5.8 2 o
8557380 6x 18 x R1 o
8557381 8 x 24 x R0.3 [ J
8557382 8 x 24 x R0.5 [ J
8557383 8 x 24 x R1 70 12 - 8 7.7 2 A [ J
8557384 8 x 24 x R1.5 [ J
8557385 8x 24 x R2 o
8557386 10 x 30 x RO.3 o
8557387 10 x 30 x R0O.5 o
8557388 10 x 30 x R1 o
75 15 = 10 9.7 2
8557389 10 x 30 x R1.5 o
8557390 10 x 30 x R2 o
8557391 10 x 30 x R3 o
8557392 12 x 36 x R0.3 o
8557393 12 x 36 x R0.5 o
8557394 12 x 36 x R1 [ }
80 18 - 12 1.7 2
8557395 12 x 36 x R1.5 [ J
8557396 12 x 36 x R2 [ }
8557397 12 x 36 x R3 o
. ﬁiﬂiﬁﬁﬂ%%@o . Seeforexplanation of icons. @ =R @ =Standard stock item



3 E%%@)E)JDI% D LCEEE%@%%D 3 9] tﬁw ;_—:Fé DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A

A E-T L- N SIZ%;_—:FII—J Square

Typel
15°
e ———— %
a
APMX
RETRLBMETIOER, [EXFHTHINTIRANEEE. =
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2

DCON

R —

CARBIDE DLC ? ‘E&‘ P_ISF]PEEE?:R APMX .
0~-002
3D9]-l;’< 3D cutting length fmm  Unitmm
mERS ‘ sMEx T LD 2K LH s FAR 7
EDP No. DC X APMX LF DCON Type Stock
8557340 3x 9 3 55 16.6 6 1 o
8557341 4 x 12 3 55 17.7 6 1 o
8557342 5x%x 15 3 55 18.9 6 1 o
8557343 6 x 18 3 60 = 6 2 ()
8557344 8 x 24 3 70 - 8 2 o
8557345 10 x 30 3 75 = 10 2 A ([
8557346 12 x 36 3 80 - 12 2 [
8557347 16 x 48 3 120 = 16 2 ([
8557348 20 x 60 3 135 - 20 2 o
8557349 25 x 75 3 155 = 25 2 o
- fRRREEESEb10, - Seef.1dfor explanation of icons. @ =R fEEFR @=Standard stock item
SDE'I;/( 5 D cutting length f:mm Unitmm
AmS FMEXTIR L/D 2K LH e R EF
EDP No. DC X APMX LF DCON Type Stock
8557350 3 x 15 5 55 226 6 1 o
8557351 4 x 20 5 60 25.7 6 1 [
8557352 5 x 25 5 65 28.9 6 1 o
8557353 6 x 30 5 75 = 6 2 ([
8557354 8 x 40 5 920 - 8 2 [
8557355 10 x 50 5 100 = 10 2 [
8557356 12 x 60 5 110 - 12 2 o
8557357 16 x 80 5 150 = 16 2 )
8557358 20 x 100 5 175 - 20 2 o
8557359 25 x 125 5 205 = 25 2 o

- FRRReEESEp.1.

- See for explanation of icons.

@ =iREEFS @=Standard stock item



e A

7] DI% D LCEEE%@%%B 3 a] 't/ty] §2 DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type

The A Brand
AE-TL-N smn
Sharp Corner Edge
Typel
15°
e E —
APMX
HERRESEREIINER, (EXFHRRNTIRAERE. tH
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
=z
& IS
[a]
— NI AW | SPEED
caRiDE "¢ O y = | | ew |
LF =
0~-0.02 _j—fQH . ﬂl
3 Dy]'l;/( 3 X D cutting length &7 :mm  Unit:mm Lﬁém ::IJ
BRAS SMEXTIK D 2K H 5z FAR =2
EDP No. DCXAPMX LF DCON Type Stock =
8557440 3x 9-SP 3 55 16.6 6 1 ° L
8557441 4 x 12-SP 3 55 17.7 6 1 o ¥ Lj('l
8557442 5 x 15-SP 3 55 18.9 6 1 o
8557443 6 x 18-SP 3 60 = 6 2 o
8557444 8 x 24-SP 3 70 - 8 2 o
8557445 10 x 30-SP 3 75 = 10 2 o
8557446 12 x 36-SP 3 80 - 12 2 o
. ﬁiﬂi;ﬁﬁﬂi%é}[ﬁo . Seefor explanation of icons. @ =inEEFR @=Standard stock item
5 D?J'l;/t 5 X D cutting length g7 :mm  Unit:mm
B SMEX T D 2K H iz AR =2
EDP No. DCXAPMX LF DCON Type Stock
8557450 3 x 15-SP 5 55 22.6 6 1 o
8557451 4 x 20-SP 5 60 257 6 1 o
8557452 5 x 25-SP 5 65 289 6 1 o
8557453 6 x 30-SP 5 75 = 6 2 o
8557454 8 x 40-SP 5 90 - 8 2 o
8557455 10 x 50-SP 5 100 = 10 2 o
8557456 12 x 60 -SP 5 110 - 12 2 o

- FRRBEESERId. - See p.1d for explanation of icons.

T e EEeEmEy AT %

Sharp corner edge type for milling straight corners

@ = EEEFR @=Standard stock item

FrBRARER
Bf.

RARPIOTIRIE. FTLUNIH

The sharp corner edge type is designed without a gash land cutting

edge specification, enabling it to mill straight corners.

ERTAAIBIEIARIENERARAIINT.

Effective corner milling with no uncut residue left behind.

&

SRR (-SP) LA
Sharp Corner Edge Square Type




A E'TS‘ N tJJ ﬁ”%{#g;&% Cutting Condition

S'z%iu/geﬁ ﬂ/ﬂ'{[&%ﬂiﬁﬁﬁ Applies to square/sharp corner edge/radius type

*E%E Slot Milling

AT AluminumAuoéﬂé@E@Mg%%éﬁ ‘ BaSHT EE=E
Work Material y Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
cfﬂﬁ%%’gd 300 300 150
(m/min)
MR T BHAIRE R BHAIERE PHAIEE
DCXLU Feed' Sp_eefl Feed. Feed_
(mm/min) (min™) (mm/min) (mm/min)
1 X 3 32,000 1,200 32,000 1,200 16,000 540
1.5 X 45 32,000 1,350 32,000 1,350 16,000 610
2 X 6 32,000 1,540 32,000 1,540 16,000 660
25 X 75 32,000 1,630 32,000 1,630 16,000 810
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
16 X 48 6,000 2,380 6,000 2,380 3,000 1,630
20 X 60 4,800 2,490 4,800 2,490 2,400 1,700
25 X 75 3,850 2,600 3,850 2,600 1,900 1,780
TIHERE ap ap
Depth of Cut 1D 0.5D
MIE5% side milling
— | masEpl #as RESH mas
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
ctﬂﬁg%’gd 300 300 150
(m/min)
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,300 32,000 1,300 16,000 600
1.5 X 45 32,000 1,430 32,000 1,430 16,000 660
2 X 6 32,000 1,730 32,000 1,730 16,000 720
25 X 75 32,000 1,920 32,000 1,920 16,000 900
3 X 9 32,000 2,150 32,000 2,150 16,000 1,200
4 X 12 24,000 2,230 24,000 2,230 12,000 1,290
5 X 15 19,200 2,300 19,200 2,300 9,600 1,360
6 X 18 16,000 2,380 16,000 2,380 8,000 1,450
8 X 24 12,000 2,540 12,000 2,540 6,000 1,620
10 X 30 9,600 2,690 9,600 2,690 4,800 1,780
12 X 36 8,000 2,840 8,000 2,840 4,000 1,950
16 X 48 6,000 2,980 6,000 2,980 3,000 2,040
20 X 60 4,800 3,100 4,800 3,100 2,400 2,130
25 X 75 3,850 3,200 3,850 3,200 1,900 2,200
TIEIRE ap de
Depth of Cut 1.5D 0.2D

A LA £b.1d,

See for precaution for use.

s




qz%ﬂ/ge% i”/ 5'[[&% ﬂﬁﬁﬁ Applies to square/sharp corner edge/radius type
JTFLAOT piunging

S
ST
Standard

I SEEEE - HEE HEEHEN E=FS
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIEIEE
Cutting Speed 80
(m/min)
HMEXTE AR i i AR
DCXLU Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
1 X 3 16,000 350 16,000 350 10,000 100
1.5 X 45 16,000 350 16,000 350 9,000 100
2 X 6 12,750 350 12,750 350 8,500 100 - z
Kl &
25 X 75 10,000 350 10,000 350 8,000 100 Hg &.
o v
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 2 z
B
6 X 18 4,200 450 4,200 450 3,100 130 _IR{\ g I:'I
e
8 X 24 3,200 500 3,200 500 2,400 150 '?I(J
10 X 30 2,550 500 2,550 500 1,900 150
12 X 36 2,100 500 2,100 500 1,600 150
16 X 48 1,600 550 1,600 550 1,200 170
20 X 60 1,300 550 1,300 550 960 170
25 X 75 1,020 550 1,020 550 770 170
MR S — o
Depth of Cut 1D 0.5D
1. i5ERERIYE, SBEERTI. TR, 1. Use arigid and precise machine and holder.
2. LIS ERIER T ERKAETIEBERIAINI. 2.The indicated speeds and feeds are for milling with water-soluble coolant.
3. ISRIEIEERE . MRS ERRR, s R, 3. Please adjust the speed and feed when the cutting depth is large or when
4 WINTHREEERNERT, BESTRARE, HaRERTEIRE. mZChi”es Wi;h 'Oc‘j"’frigciidity arﬁ uszd' hof hen hiah brecision i
5. BERKIIEAT, HE% RESGRSUOIMRRESSE g *Neduce speedandfeedaswellas depth of cut when high precision s
BIGERHAEE (SBTR) . ity , ,
N SN 5. Adjust the speed and feed accordingly when the overhang length is longer
6. EELERT, 1ﬁ—FU§$§E*DﬂgE‘@E= . than specified (see table below).
7. NIEEER, %%Ll\‘éﬁi!itﬂ%i@%ﬂf%}ﬁﬁﬂ@tﬂﬁﬂiEEﬁUo Boh, EER 6. When the chips wind around the end mill, reduce the speed and feed.
TIBRGESERE, LARIERKR, 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.

$E;E%{$§§1{E’\Jtﬂﬁu%{¢ﬁ¥§%{a (DC = ¢6 N ¢8 ) Cutting Condition Guide for Changes in Overhang Length
T BAGIEAN - HAS AT Hae

Work Material

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

= i itegisens s eSS o e
LD Speed Feed Speed Feed Speed Feed

(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
(R 70% 70%
Slot Milling 40% 40%
M 70% 70%
Side Milling 50% 50%
nFLnT 80% 80%
Plunging 60% 60%




A E'TL' Nt)J \ﬁ.] 7.]‘\14:%/&% Cutting Condition

3 D?J'l:/t 3 X D cutting length
A A ;ki//h%i % Applies to square/sharp corner edge type

FEEE siot Milling

—— BASTMH #As EASH e
i Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHEE
Cutting Speed 240 240 120
(m/min)
HMEX TIHE ] AR LIk HHRIRE k] AR
DC X APMX FeedA Spgejj FeedA ee Feed‘
(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
16 X 48 4,800 1,920 4,800 1,920 2,400 1,320
20 X 60 3,800 2,020 3,800 2,020 1,900 1,390
25 X 75 3,060 2,120 3,060 2,120 1,530 1,460
PIHLRE @4 @
Depth of Cut 1D 0.5D

NIES side Milling

— BASTE - #AS EESH AL
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
YIHEE
Cutting Speed 240 120
(m/min)
CNESTINS = i S AR 3 i
DC X APMX Feed Speed Feed Feed
(mm/min) (min™) (mm/min) in’ (mm/min)
3 X 9 25,600 1,720 25,600 1,720 12,800 960
4 X 12 19,200 1,780 19,200 1,780 9,600 1,020
5 X 15 15,360 1,840 15,360 1,840 7,680 1,080
6 X 18 12,800 1,900 12,800 1,900 6,400 1,160
8 X 24 9,600 2,030 9,600 2,030 4,800 1,300
10 X 30 7,680 2,150 7,680 2,150 3,840 1,420
12 X 36 6,400 2,270 6,400 2,270 3,200 1,550
16 X 48 4,800 2,390 4,800 2,390 2,400 1,630
20 X 60 3,800 2,510 3,800 2,510 1,900 1,710
25 X 75 3,060 2,640 3,060 2,640 1,530 1,800
YIEEE ap ae
Depth of Cut 3D 0.1D

1. EEAEERE, SBEERTUE. T,

2. RIS RIE BT KR AR AN L,

3. EIRIEIAREE, HURNIMESERINR, BB AR,

4. INTHEERERNBER T, BES NEEE, HARERTIERE.

S.INIHEEN, S ERIIEIEA SIEFIEIRT. 25, HER
tJJJ%E’\J&iE@_'—i%IE, PAGRIERK K,

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 °uid r ecommended by the cutting
°uid manufac turer in the machining of magnesium alloys. Be cautious with
the cutting chips as they are highly ammable and ma y pose a serious jre
risk if not properly handled.

s




3 D w't/t 3 X D cutting length

—
7 5
\ SME S
EFQ;ﬂ/geﬁﬂjﬁﬁﬁ Applies to square/sharp corner edge type /E &
TFLIAL Plunging
jJD IVI*—I' %Elé%ﬂﬁapj : i:%é@ €E$$%1¢ %ﬁ]ﬁ’@
N Sk Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IERE
Cutting Speed 70 70 50
(m/min)
sMEXTIE B o i AR
D%( 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 EH 5 &I
6 X 18 3,680 400 3,680 400 2,650 110 58 #‘
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 EI‘QH 2 |—l;
N O
16 X 48 1,400 500 1,400 500 1,000 130 W I?I(IJ
20 X 60 1,100 500 1,100 500 800 130
25 X 75 890 500 890 500 640 130
R 2 ap
Depth of Cut 1D 0.5D

5 Daj't/t 5 X D cutting length
% side Milling

ST BESIEEY - Eae BESHH E=K

v DE%/T t*fl'l Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oreateria A5052-A7075-AZ91-AZ80A AC4C-ADC €1100
IEIRE

Cutting Spid 100
(m/min)

SMEXTIE BRI o A B
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
16 X 80 2,000 1,140 2,000 1,140 1,000 350
20 X 100 1,600 1,230 1,600 1,230 800 380
25 X 125 1,300 1,320 1,300 1,320 640 400
TIHIRE ap Qe

Depth of Cut 5D 0.1D

.Use arigid and precise machine and holder.
2.The indicated speeds and feeds are for milling with water-soluble coolant.

1. BEAENE, SRR, TR,

2. LEETEIR RIS AT A KA D H IR T, 3. Please adjust the speed and feed when the cutting depth is large or when
3. ERBHIRE. URRIMSERRR, HEEEIHAIEE, machines with low rigidity are used.
4. WINTHEEEEKRNERT, BELTEERE, HARERTTEIRE. 4. Reduce speed and feed as well as depth of cut when high precision is
5. INIHEASH, BESUERTIEIRR REFIENRT. S5, BEER required.
P IRSEIR, LIBIERNR, 5. Please always use the appropriate cutting °uid r ecommended by the cutting

°uid manufac turer in the machining of magnesium alloys. Be cautious with
the cutting chips as they are highly ammable and ma y pose a serious yre
risk if not properly handled.

posid ®



IS BT RERA ST Bitaa

DLC Coated Carbide End Mill for Non-Ferrous Materials High Performance Type

AE-VTS-N

SNNZHINT! S8R, LW SaEMNT

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

(EIER =

Flat cutting edge specification

IMESHEERIINLE MR

Achieves higher precision machined surface quality

* BREETARATRR Y RI5h

*Does not apply to some sizes of radius type

AR

Center cutting edge

ANFLINT

Can be used for plunging

EEPORISHUTIEIT]

3 cutting edges that connect at the center

AESRE, ~FTE

Variable lead and unequal spacing teeth

HIRsN, SEIRE - BWEMT PEIRREEROMIEATEIT Z BR19%
Stable an.d high efficier?cy milling is made possible by the E’\J , ﬂ%ﬁﬁ%Eﬁﬁﬂqu

suppression of chatterin
PP 9 The cutting load is equalized among the cutting edges with greater

stability to enable high speed milling*

TN, SIS TATRY

*Effective for plunging and ramping

purabilit,

DLC-IGUSS 2=

DLC-IGUSS Coating

BESAERANFEE, NHEKMWAEHEEMNESSSES%E
BRIEHARRE. s, REIENSS.

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.




2 DR

Suppression of Vibration

RKAFEFSE. 7508, LIURE - SMFMIT

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

Z:%w%fi Variable Leads K%ﬁ%ﬂ Unequal Spacing Teeth 'I‘EE .:8:
A <
=
B1 B2 &
al a3
al#a2+a3

B1+B2 \/4

a2

REESERJEIFE T, BEERFHIINTHRR

Good machined surface quality even under high speed cutting condition

DLCREMMIAERR. FAFSIE - FEDBIRTUIRERIARIETIRIER, SLHRME S
THMAThEeB RIFAIINIERT

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.

DiE

A

%hort
AE-VTS-N

PN HIEBOEETRRRE .
Hie NS Ts BT Bottom roughness at the initial stage of machining

_{IE}EFI,E\- AE'VLS'N Non-é;ed%om?etit:ru QLM 14 [~ . RZ

00 #10x30 @10 377 Flutes

NI

Work Material A7075

FIEITSIE 7

Milling Method Slot Milling *x

R 408m/min 300m/min g

Cutting Speed (13,000min-") (9,550min™") 1E

HHAIEE 4,780mm/min 1,432mm/min B

Feed (0.123mm/t) (0.05mm/t)

PIEIRE s

Deptlfl oszut ap=10mm &

FIRHE IKIBHELE R

Coolant Water-Soluble

(AR STEITHL (BT40)

Machine Vertical Machining Center

AE-VTS-N Hitb A S~ &

N Competitor
AE-VTS-N o T




jJ D I&}E Cutting Data

_I%_EIEIIJEE_ 1%%5’92]']1@%}3‘3 Excellent surface finish

High Quality

DLOCREFESETIRIMR, TMREASFANTERR.

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

TR AE-VTS-N EfARERE R IO 11 m BYRYERTERERERE .
LR ?10%30 Non-coated Competitor Surface roughness after milling 11 m H R
¢1037] Flutes T A T
InITaARt
Work Material A7075 S
TIEIG% TEHE
Milling Method Slot Milling
TIElEE : .
Cutting Speed 300m/min (9,550min") %
SRR 1,432mm/min (0.05mm/t) 0
E
TIEIRE 2
Deptfl1 of Cut ap=10mm £
HIEE IKAHELIE S
Coolant Water-Soluble
(R sRINTHD (BT40)
Machine Vertical Machining Center

AE-VTS-N Htt a5

Competitor



e 2 BN T FADLCIERS 24T BtAER 370 famm B ansasmoorraosweas [

AE-VTS-N LA s

Typel

;
|
DC.
DN
[
|
|
‘ I
|
|
|
[
DCON

| APMX

LU
LH

RETRSBHRENMINER, BXATTRDEEEE.

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

LF

o
I
=
5
£
<}

5=
7}

o

<

=

ES

;

|

bc
T

|
v

DN

T

|

!

[

[

[
DCON

APMX
CARBIDE pycrcuss T 4‘0}4; P:F:Effig; N
0~-0.02 "
1 5 Daj 't/t(é}ﬁ't/(?) D) 1.5 X D cutting length (Neck length 3 X D) A7 :mm  Unit:mm
BmsS ‘ HME XK 2K UARsS LH ES EES R EF
EDP No. DCXLU LF APMX DCON DN Type Stock
8557243 1 X 3 45 1.5 8.6 4 0.95 1 (
8557244 15 x 45 45 23 9.3 4 1.45 1 (]
8557245 2 x 6 45 3 10.1 4 1.95 1 (]
8557246 25 x 7.5 45 338 10.6 4 24 1 (] 2 i
8557360 3 9x 9 55 45 | 148 6 285 | 1 ° S
8557361 4 x12 55 6 15.9 6 338 1 Al @® <
8557362 5 x15 55 7.5 16.8 6 438 1 (]
8557363 6 x18 60 9 — 6 5.8 2 (
8557364 8 x24 70 12 - 8 7.7 2 o
8557365 10 x30 75 15 = 10 9.7 2 (
8557366 12 x36 80 18 — 12 1.7 2 (]
. ﬁiﬂi}ﬁﬁﬂ%%?[EO . See for explanation of icons. @ =iNEEFR .=Standard:léc\>/;ksiltzinsq
%=




E%SBINTFADLCRERASS%5T] SRR 370 @08 pemenenmenmesmes:  f

The A Brand
zIN
A E-VTS- N %;_—:FI: Sharp Corner Edge

Typel

;
I
DC
DN
[
I
v
I
DCON

| APMX

REURSBHENINER, EXHTMIEMNMEE. '

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

E |
|
DC
r ]
|
v
DN
T
|
!
|
[
[
DCON

] M S | SPEED APMX
CARBIE ouciss O AT 40~43 os-pi w
0~-0.02 '
1 . 5 D?J'l;/t(;:‘)ﬁ‘lﬁ3 D) 1.5 X D cutting length (Neck length 3 X D) gf:mm Unitmm
RS SMEX 3T &K | 7K " wWe | @& | ok | ER
EDP No. DCXLU LF APMX DCON DN Type Stock
8557247 1 x 3 -SP 45 1.5 8.6 4 0.95 1 o
8557248 1.5x 4.5 -SP 45 23 9.3 4 1.45 1 o
8557249 2 x 6 -SP 45 3 10.1 4 1.95 1 o
8557250 25x 7.5 -SP 45 3.8 10.6 4 24 1 o
8557460 3 x 9 -SP 55 4.5 14.8 6 2.85 1 o
8557461 4 x 12 -SP 55 6 15.9 6 3.8 1 A o
8557462 5 x 15 -SP 55 7.5 16.8 6 4.8 1 [
8557463 6 x 18 -SP 60 9 = 6 5.8 2 o
8557464 8 x 24 -SP 70 12 - 8 7.7 2 o
8557465 10 x 30 -SP 75 15 = 10 9.7 2 o
8557466 12 x 36 -SP 80 18 — 12 11.7 2 o
- FRRGBEESEp.1d., - See for explanation of icons. @ =R EEFHR @=Standard stock item
% =NEW SIZES
\ _t o - =03 PARS % F
LRI e EEEEEA 7]
Sharp corner edge type for milling straight corners
B XRAERIRARARIFITIRIHE. JLUINTH
BA.
The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.
ERTAUEHERIEMERARAIINT.
Effective corner milling with no uncut residue left behind.
RFgEL (-sP) LR
Sharp Corner Edge Square Type

s



PaN =MEEH! = DLC Coated Carbide End Mill for Non-Ferrous Material
E%SENTADLCERSS5] SIEEER 370 @8 s enenmm e f
The A Brand
= Y
AE-VTS-N ElAR ru.
Typel
RE z 15
_~ ° 2
4 Ot ——
| APMX
1] = qg
BETEAERETIER, EXH YRR, 5 - f—‘i E
End mills may have some discoloration, but it does not cause any performance problems. &6 E,
Type2 2
T

b
)
M.
|
|

CARBIDE m ::'oz ? ‘;}4; PZF:E?E); APMX .
0~-0.02 \F
1 . 5 Dyj't/t(%)ﬁt/(3 D) 1.5 X D cutting length (Neck length 3 X D) e :mm  Unit:mm
BES ‘ IV Sl =k | K | |, | W& | ;e | MR | BE
EDP No. DCXLUXRE ILF APMX DCON DN Type Stock
8557400 3x 9xR02 °
8557401 3x 9 xR05 > & 148 ° 285 ) °®
8557402 4x 12 x RO.2 ° _
8557403 4x 12 x RO5 55 6 15.9 6 38 1 °® By g
8557404 4x 12 xR ° S
8557405 5x 15 x R0.2 °® =
8557406 5x 15 x RO.5 55 7.5 16.8 6 48 1 °®
8557407 5x 15 x R1 °®
8557408 6 x 18 x R0.3 °®
8557409 6 x 18 x RO.5 60 9 — 6 5.8 2 °®
8557410 6 x 18 x R1 °®
8557411 8 x 24 x R0.3 °®
8557412 8 x 24 x RO.5 °®
8557413 8 x 24 x R1 70 12 - 8 7.7 2, |
8557414 8x 24 x R1.5 °®
8557415 8x 24 x R2 °®
8557416 10 x 30 x RO.3 °®
8557417 10 x 30 x RO.5 °®
8557418 10 x 30 x R1 °®
8557419 10 x 30 x R1.5 & " - 10 >7 2 °
8557420 10 x 30 x R2 °
8557421 10 x 30 x R3 °®
8557422 12 x 36 x R0.3 °
8557423 12 x 36 x RO.5 °
8557424 12 x 36 x R1 °
8557425 12 x 36 x R15 5 8 - 12 72 °
8557426 12 x 36 x R2 °
8557427 12 x 36 x R3 °®
- iR sEpd. Seefor explanation of icons. @ =1REEFR @=Standard stock item



A E'VTS' N t}.] ﬁ”%ﬁ:gﬁi Cutting Condition

ng;ﬁg/geﬁ ﬂ/ﬁ'{[&%ﬂ]‘ﬁ}fﬁ Applies to square/sharp corner edge/radius type

FEEE Siot Milling

AR ] ERSTE - HES IREEHEY HEE
e ] Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oriMateria A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
AL
Cutting Sp:d 400 200
(m/min)
MBI AR §iE PHAERE M
DCXLU Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,430 32,000 1,430 16,000 660
1.5 X 45 32,000 1,630 32,000 1,630 16,000 720
2 X 6 32,000 1,920 32,000 1,920 16,000 800
25X 75 32,000 2,880 32,000 2,880 16,000 1,080
3 X 9 32,000 3,820 32,000 3,820 16,000 1,430
4 X 12 24,000 3,960 24,000 3,960 12,000 1,530
5 X 15 19,200 4,090 19,200 4,090 9,600 1,640
6 X 18 18,500 4,230 18,500 4,230 9,300 1,740
8 X 24 16,000 4,510 16,000 4,510 8,000 1,940
10 X 30 13,000 4,780 13,000 4,780 6,400 2,150
12 X 36 11,000 5,050 11,000 5,050 5,300 2,360
VIHIRE ap ap
Depth of Cut 1D 0.5D
MIESE side milling
ST RS - EaE AESHt HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
LT
Cutting Speed 400 200
(m/min)
HMEXITHE B i BRI e
DCXLU Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
1T X 3 32,000 1,430 32,000 1,430 16,000 720
15X 45 32,000 1,630 32,000 1,630 16,000 800
2 X 6 32,000 1,920 32,000 1,920 16,000 1,080
25X 75 32,000 2,880 32,000 2,880 16,000 1,200
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
IR ap ae an 3
Depth of Cut 1.5D 0.2D 1.5D 0.1D

A =S s £ 24, See for precaution for use.

s



:F;ki "‘%i/.ﬁ'ﬂ(%ﬁz }Eﬁ Applies to square/sharp corner edge/radius type
JFLIDT Plunging

ST IRESEH - E5E wEaeHt Has
Wourk Matorial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
: A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIEIEE = b
@iy G 150 150 75 S =
(m/min) :EE 8
&g g
IMEXETE i e o s i A g
DCXLU Feed Speed Feed Feed =
(mm/min) (min™) (mm/min) in’ (mm/min)
1 X 3 20,000 400 20,000 400 10,000 120
15 X 45 20,000 400 20,000 400 10,000 120
2 X 6 20,000 400 20,000 400 10,000 120
25X 75 20,000 400 20,000 400 10,000 120
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 =
—_— R Ewe e
s o T SHIS
Depth of Cut 1D 0.5D (20 "
<
1. 5EEERIM, SBEMTR. TR, 1. Use arigid and precise machine and holder.
w5z = el s 2.The indicated speeds and feeds are for milling with water-soluble coolant.
2 IHS’BJJEJ, M RIE T ERZ KB D E SRR T, 3. Please adjust the speed and feed when the cutting depth is large or when
BIRIETIEIRE. TUMRIMESERRR, BEEEIIHEIRE., machines with low rigidity are used.
4 ]jjjul*gﬁ;ﬁgjzﬁjrg;ﬁ‘ﬁ BEY TR R, HAEERTERE, 4. Reduce speed and feed as well as depth of cut when high precision is
" " required.
>. %@&#E’J\TE’A\  ESE RERFRRUIIRIRTEESEE"R 5. Adjust the speed and feed accordingly when the overhang length is longer
AEEENHAERE (BIBTR) . than specified (see table below).
6. PIBYESRT, B NS EINHAEE, 6. When the chips wind around the end mill, reduce the speed and feed.
A -+ AT N 7. Please always use the appropriate cutting fluid recommended by the cutting
7. JJDI%;:.@ET;;E%J‘&{EiﬁﬂﬁJﬁiﬁJr%}Eﬁﬁﬁtﬂﬁﬂ,Ei?fU., Boh, BER fluid manufacturer in the machining of magnesium alloys. Be cautious with the
TBRLESERE, LIRIERKR, cutting chips as they are highly flammable and may pose a serious fire risk if not
properly handled.

1‘@?&,\_,\{33%@{{[3’913]ﬁﬂ%{#ﬂﬁ?&%%{ﬁ (DC = ¢ 6 N ¢8 ) Cutting Condition Guide for Changes in Overhang Length
—_— BASIERH - #AS BES T AaS

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 BHAEE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

il 70% 70%
Slot Milling 70% \ 20% 70% \ 20%
g 7 70% 70%
Side Milling 50% 50%
TFLINT 80% 80%
Plunging 60% 60%




R RIITADLGERE S /] Sites RENTE

s

DLC Coated Carbide End Mill for Non-Ferrous Materials High Performance Type for Deep Side Milling

AE-VTFE-N

= - SEEMIL/D=5L1 LRYR

Highly efficient and highly accurate deep side milling at L/D of 5 or more

B

e

S
Shank diameter
— xample 10
<~
yavad
e
2 .5 D ?] 'L( Tmm e
2.5 X D cuttin -
. g length T8 / -
w, N — A No interference /
- BRR2D*RIKI BRI AT TR _
REENNT -
Highly efficient deep side milling is possible with large step / 7
milling of up to 2XD*
X W3R x < ~ B=A2D *
MEFEIRERRA TR, - W 2XD
EiEk34. /
*The recommended depth of cut varies depending on
the overhang IengthAA
SME12
DC 912
¥ < J] 7 >
*ﬂy] k*ﬁi gg{c Sh:ﬁ({déiameter
Long length reduced shank type
DB ZTIBIMRRTFREZRIRAR.
Y

Reduced shank types are tools with an outer diameter that is larger than the shank diameter

AN ISR ERTHAGREINT. BRI,

Suitable for deep side milling and pocket milling of non-ferrous metal parts

BT R BRI  BMP SRR TRE.

Supports various machining depths by changing the overhang length

ek

Flat cutting edge specification

*REBRKMIPLIAERRNEEINLT

Achieves high quality bottom surface milling with long overhang

length

EEEORI3KUTIET]

3 cutting edges that connect at the center

PIEI R E R OMIERITIEI ) 2 B 219%F

B, AREMmT

The cutting load is equalized among the cutting edges with greater
stability

s



HPTHREL

Suppresses streak generation

ARMIRETRIRFAAK AT LA EHE 2 ERBEEI M= AE AR

The R shape on the shank side edge suppresses the generation of streaks due to step milling

WRMIREAIRAZIK

R shape on the shank side edge

5
i
BE

)
o
<
5
E
o

At
7]

a

=

o)

T

e Perforp,
r_)@‘o\ 6/7(\

RSN

Suppression of Vibration

RAERESRE, RZ58, THEE - BRENT

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

RESHE variable Leads Z:%ﬁﬁu Unequal Spacing Teeth

B1 B2

REENTRY
For Deep Side M illing
AE-VTFE-N

al a3

al#a2+a3

s1592 <

a?

Dufabi/ity

DLC-IGUSS 22

DLC-IGUSS Coating

BERERARFEE, MEKXRMMEEEMNEBEENESESSFNIEREBAFEERNED. It
s, RETEED.

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.




D”I%UE Cutting Data

SaEINT

High Precision Milling

_‘_"E :.—. —
I%*ﬁ};lfﬁéinnl High precision deep side milling

FL/D=8RIIER T, LMRIFEERGREEINT

Achieves good accuracy deep side milling at L/D=8

HEAT=0R ¢12

Tool

Competitor
InIAzRE
Work Material A7075
T MIE S ERBEHI
Milling Method Side Step Milling
TIEERE : .
Cutting Sxpeed 100m/min (2,650min")
Eﬁgg 955mm/min (0.12mm/t)
TIEIRE ap=12mm X7)X QAe=0.6mm
Depth of Cut 7 times
JEEHE -
Overhang Length 96mm L/D=8
P KBTI
Coolant Water-Soluble
SEFRHAR TG (BT40)
Machine Vertical Machining Center

SLUAERDEMEN, SRREFNINTEE

Achieves better machining accuracy compared to conventional long type

ERIR AE-VTFE-N 612 MAERTIR ¢12
ool Conventional long type
INTAkd
Work Material A7075
NI MIE5ERHEHI mge
Milling Method Side Step Milling Side Milling
gé?ﬁ%@%eed 200m/min (5,305min™") 100m/min (2,700min"")
’gﬁgfg 1,910mm/min (0.12mm/t) | 1,050mm/min (0.13mm/t)
PIMREE ap =24mm >2<%}7\+12mm ap =60mm

imes
Depth of Cut ae=1.2mm de=1mm
JEEHE -
Overhang Length 72mm L/D=6
HIE AGBELTIREF
Coolant Water-Soluble
SEFRA ST (BT40)
Machine Vertical Machining Center

INTEAYLLDELR

Comparison of the amount of deflection of the machined surface
DDI?)J,H\BHTJ The initial stage of machining

(mm)

80 |

70

60 |-

50 |

84mm
40

Machining Depth @3 {HE

30 F

20 F

Y 0 H b H
0.1 0.2 0.3 (mm)

117] £ Deflection

= AE-VTFE-N Htb AR/
Competitor

INTEARLTEER

Comparison of the amount of deflection of the machined surface

}JDIK‘}J,HHEET The initial stage of machining

Sa

0.4 (mm)

(mm) 60
50
24
mm [
o R
// T 40
R
E
g 30
[a)
24 Vs £
mm 5
= 20 F
- : : :
- : : :
e o § §
12 : : :
mm : : :
“l 0 : : :
0.1 0.2 0.3

1L & Deflection

PRI

Conventional long type

= AE-VTFE-N



=k

High Quality L/D - 5891:%%% ] DDIE%E{%E Stable slot milling at L/D=5
EXDNLRNREMLFAIIN LE MR,

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

By
fERTE AEVTFEN 012 I N O AT, PN TAEARTAOREARAERE B . e
Tool Conventional Competitor Bottom roughness at the initial stage of machining H R =
ITAREL Gm) 14 e
Work Material A5052 %\E j'q'c)
INIAEE Rt 12 =
Milling Method Slot Milling
FIRLERE : i
Cutting Sxpeed 200m/min (5,305min™) - 10
Eﬁﬁg 1,910mm/min (0.12mm/t) 7}% 8
YIERE 4
D’Jj{:gf;im ap =2.4mm (0.2D) &
JESHRE - °
Overhang Length 60mm L/D=5 4
LI KB HELIERF
Coolant Water-Soluble 2
{SEFEHAR SZHINT AL (BT40)
Machine Vertical Machining Center 0
AE-VTFE-N LAEF=8 Hit B
Conventional Competitor
RYFRINNTE
Good machined surface
LUERES INS|RES
AE-VTFE-N e S

HREENTRY
For Deep Side M illing
AE-VTFE-N




IS EINTADLCERAEEE)] SRR 37) IREEINT AL DGSridCotsetramonon ferou atras A

The A Brand
\[Z S 1
AE-VTFE-N T2,
¥F5R7] Radius Chamfering
O AN SN — 1
o
APMX %
LF =
RETHLERETINER, BRHTHNIRMIEL, RS EARE N T L R TR, HRESSR
End mills may have some discoloration, but it does not cause any performance problems. The radius chamfering is not a full radius since it is’for preventing ’
streaks during milling.
— I ANN | SEED
CARBIDE ) c16uss BT 40~43° P3P
0~-0.02
<
2.5D w'k 2.5 X D cutting length 7 :mm  Unit:mm
L] Sz 2K R e EfF
EDP No. DC LF APMX DCON Stock
8550126 6 100 15 4 ]
8550128 8 110 20 6 {
8550130 10 130 25 8 (]
8550132 12 150 30 10 Al @®
8550134 14 160 35 12 (]
8550138 18 180 45 16 [ ]
8550142 22 200 55 20 ]

- fRReEESEpad. - Seemfor explanation of icons.

@ =FEEEFR @=Standard stock item



%2 EMTADLCERASYT] SIEAR 37 memTr  depcsmmmmmenme [

AE-VTFE-N RIS ..

RE 3HTR7] Radius Chamfering

streaks during milling.

APMX g

LF 3
TR =] SN 8. N7 =1 o w N . <
E%E?Jﬁbxﬁﬁﬁmtﬁﬂﬂr%ﬂ EXFAFIETIRHINERE. SR EOREN T LSBT AR, HRE=SR, g
End mills may have some discoloration, but it does not cause any performance problems. The radius chamfering is not a full radius since it is for preventing £
i
<
=
T

CARBIDE  pycrcuss ::12 ? ;}4; P:%SEE;
0~-0.02
ZSDEK 2.5 X D cutting length 6 mm  Unitmm
BmsS HMEX BRI 2K VAL ]S Bt
EDP No. DCXRE LF APMX DCON Stock
8550156 6 X R0.2 100 15 4 o
8550158 8 x RO.5 110 20 6 A o
8550160 10 x RO.5 130 25 8 [
8550161 10 x R1 130 25 8 D O
8550168 12 x R0O.5 150 30 10 A o
8550169 12 x R1 150 30 10 D O
8550174 14 x RO.5 160 35 12 A o
8550175 14 x R 160 35 12 D | O Eﬂg =
8550180 18 x R1 180 45 16 A [ %%E
8550184 22 x R1 200 55 20 () ®E 0
- FRRBEESEp.10. - Seep.1dfor explanation of icons. ® =iREETm O=1HrEEFR (BWAET. ) £ <
@ =Standard stock item O-=Limited standard stock item




A E'VTF E‘ N t}] ﬁu%1¢§;ﬁ§,€ Cutting Condition

qz%ﬂ/gﬂz&%ﬂﬁﬁﬁ Applies to square/radius type

FEEL siotMilling

AR ] AEEIEFR - EaE REEHEY HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
LT3
Cutting Speed 200 200 100
(m/min)
Mg BHAIRE =3k BHAIRE R
DC Feed' Sp_egd Feed. Feed'
(mm/min) (min™) (mm/min) (mm/min)
6 8,490 1,530 8,490 1,530 4,250 640
8 6,370 1,150 6,370 1,150 3,180 480
10 6,370 1,910 6,370 1,910 3,180 760
12 5,310 1,910 5,310 1,910 2,650 640
14 4,550 1,640 4,550 1,640 2,270 540
18 3,540 1,270 3,540 1,270 1,770 420
22 2,900 1,040 2,900 1,040 1,450 350
ap
TEIRE
Depthlof(ﬁt DC=¢10 0.1D
10<DC 0.2D

1. EREESERANTIEEMEHER TS EE.

2. EEFSRI, SRR, T

3. A THI R AR E TR AR SRR T

4. EHREETISIRE. AUMRIMESRERIOR, BRI,

5. XMTHEEERNBRT, BELTESE, WARERIEIRE,

6. BERKMIERT _B%" RESHBETEREERSEE SR
BEEER AR (588p.34) |,

7. B, B ORI R,

8. INTEASH, BEEAEmISIER SEEOIENER, B, BIs
YIBHNESEE, SR,

1. The above milling condition is a guideline for the overhang length is 5X 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 speciyed (refer to.

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

8. Please always use the appropriate cutting °uid r ecommended by the cutting
°uid manufac turer in the machining of magnesium alloys. Be cautious with the
cutting chips as they are highly "ammable and may pose a serious yre risk if not
properly handled.




qz%ﬂ/gm%iuﬁﬁﬁ Applies to square/radius type
% side Milling

5
2
BE

]
v]
=
<
E

2
7]

a

<

A=

T

AT PSSR - Fas EaeH E=FS
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)
HMR BHRIERE B AR BRI
DC Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
6 15,920 2,870 15,920 2,870 7,960 1,190
8 11,940 2,150 11,940 2,150 5,970 1,070
10 9,550 2,870 9,550 2,870 4,780 1,000
12 7,960 2,870 7,960 2,870 3,980 960
14 6,820 2,460 6,820 2,460 3,410 820
18 5,310 1,910 5,310 1,910 2,650 640
22 4,340 1,560 4,340 1,560 2,170 520
PIEIRE ap ae
Depth of Cut 2D 0.1D

1. LREAESMENTIEESEER FTHSEE,

2. 5ERERIE, SRERTIN. 7M.

3. IS MHERIE AT R DR IATIN T,

4 EIRIETIRIRE. HTUWHRRIESERINR, BRI AR,

5. WNTHEEAERNERAT, BESTREEE, HARERIIEIRE.

6. BRRKIIER T, BE%E" RESHERNIIEISPRESEE" KA
BRERNHARE (SRTR) .

7. Y)[BYEsRRY, i TR RN SEE.

8. INIESER, BSUMERTIEIMA SEFIRIBT. S5, EEE
BRI SERE, LIRIERINKR,

1. The above milling condition is a guideline for the overhang length is 5X 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 speciyed (see table below).

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

8. Please always use the appropriate cutting °uid r ecommended by the cutting
°uid manufac turer in the machining of magnesium alloys. Be cautious with the
cutting chips as they are highly "ammable and may pose a serious yre risk if not
properly handled.

*E?E%{EF%Q%E'\JJC)J ﬁﬂ%{&rﬂ%%%%ﬁ Cutting Condition Guide for Changes in Overhang Length

REENNT A
For Deep Side M illing
AE-VTFE-N

HDIMﬂﬁ# Eﬁ‘@ﬁﬁﬂﬁ . %%é@ iEII [=] @%{L.F i@é@
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
e pemE  THIRE e |peemEs|  THIRE weamE  THIRE
Speed Feed Depth of Cut Speed Feed Depth of Cut Feed Depth of Cut
(min™) (mm/min) (min™) (mm/min) (mm/min)
ap ae
T 6 50% 50% 50% 50% 0.015D - 50% 50% 0.015D -
Slot Milling 7 30% 20% 0.01D = 30% 20% 0.01D = 30% 20% 0.01D =
e 6 65% 60% 2D 0.05D 65% 60% 2D 0.05D 90% 90% 2D 0.05D
Sidg\rj\:ﬁing 7 55% 50% 2D 0.03D 55% 50% 2D 0.03D 70% 70% 2D 0.03D
8 45% 45% 2D 0.025D 45% 45% 2D 0.025D 65% 65% 2D 0.01D

- HMZ @ 22H9AE-VTFE-NIBTEL/D = 7LATER,
- Please use the 22 AE-VTFE-NatL/D =7 or less.




ek BN T ADLCHE LR EET] PXM

DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

PXAL

XN AAZIIT, LIS /BN T

Suitable for large-diameter milling with high surface quality

purabilit,

\ineup

e

Flat cutting edge specification

SLNMESHEERIIN T HE R

Achieves higher precision machined surface quality

* IRERMABHIRRS RI5h

*Does not apply to some sizes of radius type

7]

Center cutting edge

ALFLINT

Can be used for plunging

KAEATIEFAE BRI RITRZEP4625

Utilizes XP4625 grade suitable for non-ferrous metal applications

RXEEEHEASFESERIOMHMNE, EEHEBNMEREMNTEEN,
ST TENKEGX.

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.

DLC-IGUSS #E

DLC-IGUSS Coating

BERERAERNTFEE, NEKMAEHEBERESEFIE%E
BRIELHARRE. LI, RETIENSD.

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.

= HIAZRFRZL

Abundant lineup in various shapes and styles

FEVLE. BAE. ANESFEME, ITNNSAEHFEN
T,

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

s



DDI;E&}E Cutting Data

BIHENTIER, BENLEEE

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

7][]1465 m EIB‘E’S]JEEE*H%JE Bottom surface roughness after milling 465 m

(um) 12

EHTE JJ3k Head : PXAL160C16-03R000 |EfAFITREFRA, B, C
Tool JIFF Holder : PXMZ-C165516-5100 | Non-coated Competitor 10
R 16 37
Size ®16 ¢ FIZt]es E 8
InTaze i3 .
Work Material A7075 g ° = £
DITA% iz 5 4 e
Milling Method Side Milling 8 E\E <

g =)
At 600m/min (12,000min") ? z
iz i=p! : 0 - . -
et 5400mm/min (0.15mm/) PXAL HMARFEA EATFRE EAATREC

T Competitor Competitor Competitor
EE ap=8mm (0.5D) ae=4.8mm (0.3D)
% - _ tB/\_ FEEA
Ovtfhang Length 50mm (L/D =3.1) E{Corﬁ‘pf—t]i{c:rl:“:I
EIRI3EF AEMETBIER
Coolant Water-Soluble
EFHAR ZRINITHL (BT40)
Machine Vertical Machining Center

Z:ie;/?‘\flj *q]%%lgﬁg;gfm Et; E{J}JDIE*H*E = 0T 462m BSEY9N0 T kB ﬁﬁFi Surface roughness after milling 462 m

Achieves good surface finish regardless of coolant type I Ra side surface Ra m =2 Wz Wl kEs
(LMY 0 emmmmm ] ArBlow  Mist Water-soluble
[Ed=zmm=] JJ3k Head : PXAL160C16-03R000 | Efth AR TGREF G
Tool JIFF Holder : PXMZ-C165516-5100 | Non-coated Competitor 05
R ®1637]
Size @16 Flutes m 04
NI #
Work Material A7075 E o3
NI e g
Milling Method Side Milling 5 02
TIHEE . . &
Cutting Sxpeed 600m/min (12,000min-") 0.1
R 2,700mm/min (0.075mm/t) 0
;;fjr = : PXAL HAEF=S, .
R _ _ Competitor 3
Dept;] of Cut ap=8mm (0.5D) ae=4.8mm (0.3D) p ﬁz 2‘
Q2
B - mss Mms Wka &K § X
Overhang Length 50mm (L/D=3.1) JESTE Ra Bottom surface Ra Bl Mif Wagrfsoluble % g a
SEFEHIAR NI (BT40) (um) 0.2 X
Machine Vertical Machining Center
e o
s

DLCGREGIBE

o

> r ) PXAL H AT
Welding suppression by DLC coating Competitor
{FRTHE 733k Head : PXAL160C16-03R010 | Efh AR TREFT
Tool TIFF Holder : PXMZ-C165516-5100 Non-coated Competitor
R 16xR1 37
Size @16xR1 @16x leutes
InTazet
Work Material A7075 ZJEI 3(0)|Om deE’\J 7; ge;{ﬂw}a .
YIHEE . . utting edge condition after milling m
Cutting Sxpeed 600m/min (12,000min-") e
IR 2,700mm/min (0.075mm/t) Pl Competitor
INISEE Mk
Milling Method Side Milling
THRE ap=8mm (0.5D) ae=4.8mm (0.3D)
gverhang Length 50mm (L/D =3.1)
I % (5ig)
Coolant None  AirBlow
EFRHAR NIl (BT40)
Machine Vertical Machining Center




E' E%%@EDDI}EB D LCE-}Q%EE%‘EB PXM DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

DC
|
|
DCON

PXAL _
RE APMX \c\s

LF TR
without Coolant Hole

SPEED
FEED \
P41-P44 RE APMX | RET \ Cs

LF TR
without Coolant Hole

REURSEHRENINER, BXHATTMIEMNMRE.

End mills may have some discoloration, but it does not cause any performance problems. Type2

DC
DCON

% W ;@;E}L without Coolant Hole

PXALYZEL- [RISMAZEY square - Comer Radius Type & :mm  Unitmm
AmS ‘ BATR M2 EIHE | % | DK | 2K | B | BitR |EWE| MR AR
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° XP4625 1
7834932 PXAL100C10-03R250 25 <10 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° XP4625 1
7834936 PXAL120C12-03R300 3 2 1
7834937 PXAL140C12-03R000 | *14 0 3 14 20 1.7 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

EEERRERNC (BMMRERERR) o Stock are categorized as C (Standard stock item).
- WRRBIEESER1d. - See for explanation of icons.



;
Yo PXAL4B7IE e

Reduced Shank Type Imm —'-E__‘— é
FF i ME 5
DRI BIMERTIRG, EEEEETHS e ,%% e

AOREEINT. BEEINTHSNES.
The outer diameter of the reduced shank type is larger than the shank
diameter, making it highly e, ective in the processing of die and mold

TRERERIRFARRT AR

" applications that require vertical wall milling or pocketing.

I ERGEHIIN T AT RS
RE,
95?:]3 The R shape on the shank side edge
prevents streaks during milling.
- J
B :mm  Unitmm
BmsS BFR SME | BEIER | DE | DK | 2K | @R | B |8 MR FIZIN
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° 2 XP4625 1
7834947 PXAL200C20-03R300 3 1
7834948 PXAL200C20-03R400 4 1
7834949 PXAL220C20-03R000 | 422 0 3 22 29.5 19.6 45° XP4625 2
7834950 PXAL250C25-03R000 0 1
7834951 PXAL250C25-03R100 1 1
25 3 25 35 24 45° C25 XP4625
7834952 PXAL250C25-03R300 3 1
7834953 PXAL250C25-03R500 5 1 -
FETFFhEERAC (BIFREREETER) o« Stock are categorized as C (Standard stock item). ﬁ% :(l
#E X
s o

FERYIKLARSE! AIHRSLIVEET] PXM

Abundant exchange able milling heads! Exchange able head end mill PXM

B ARE SRR EUMERIN T IEREAYTILEBAITILERRIE R, SCITD(RERROEANE, MTRHEIN A,
FERTIMENSMSHINTHR.

The PXM is an exchangeable head end mill series with the same high performance of a solid
tool and the cost e“cienc y of an indexable tool. A single exchangeable head body is able to
accommodate a wide range of exchangeable heads to meet various application needs.

Ay Nt FIEESHOSG PHOENIX HEA,
ﬁ/'{k?t:l: Please see OSG PHOENIX Catalog for details.

Available shapes

G

FLm
Square Type

AN TA

Roughing Type

Bl R

Corner Radius Type

RS

Ball Type



https://www.chinaosg.com/public/upload/pdf/2018/01/23/5a66d4232fb22.pdf

PXM % E*ﬁﬂ 1::F Straight Shank Holder for PXM

I X M Z Typel  epgisimzl without Coolant Hole

WS

DCON!
DCONMS
=

LF ‘

Type2  spgi43m7L, without Coolant Hole

EH TA
T

DCONWS
H
DCONMS

B |
LF

96 W ;@iE}L without Coolant Hole

EEE%@BH: Carbide Shank “ gf7:mm Unitmm
TR
Head + LB
B B Mz | e | RE | ek | Fuc | PXAUSMEC | EE gy
EDP No. Designation DCONWS | DCONMS BHTA LF LB ¢22)?‘2;2‘ 16. ¢2122\ 14,18, Cs Type
(K702
Reduced Shank Type
7801830 PXMZC10S510-S075CS 10 0° 75 17.3 333 353 1
7801810 PXMZC10SS10-L100CS 9.8 10 0° 100 373 533 553 | C10 1
7801840 PXMZC10TP12-LL130CS 12 0.9° 130 67 83 85 2
7801831 PXMZC125512-S075CS 12 0° 75 24 42 44 1
7801811 PXMZC125512-L100CS 12 0° 100 45.9 63.9 65.9 1
7801832 PXMZC12S512-L115CS 7 12 0° 115 64.2 82.2 84.2 12 1
7801841 PXMZC12TP16-LL135CS 16 1.3° 135 83.8 101.8 103.8 2
7801833 PXMZC165516-5090CS 16 0° 90 39.2 62.7 64.7 1
7801812 PXMZC165516-L130CS 16 0° 130 61.2 84.7 86.7 1
7801834 PXMZC165516-L135CS 17 16 0° 135 84.2 107.7 109.7 cte 1
7801842 PXMZC16TP20-LL165CS 20 1.71° 165 | 115 138.5 140.5 2
7801835 PXMZC20S520-5090CS 20 0° 90 39.1 66.6 68.6 1
7801813 PXMZC20S520-L150CS 20 0° 150 784 105.9 107.9 1
7801836 PXMZC20S520-L180CS 196 20 0° 180 | 109.1 136.6 138.6 20 1
7801843 PXMZC20TP25-LL200CS 25 1.1° | 200 | 140 167.5 169.5 2
7801814 PXMZC255525-L200CS 24 25 0° 200 96.6 131.6 = C25 1

EFMSEEAC (BMFRERRER) - Stock are categorized as C (Standard stock item).

1 BENEE SNBSS, LARBEhEs.
2. BMEREET PXMZ P& MFLTIF EBaTINT.

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 }EH E*ﬁiﬂﬂ Straight Shank Holder for PXM

I X M Z Typel i3l without Coolant Hole

T

B

DCONMS

DCONW:!

LB

LF

Type2  Fpgi4i7l, without Coolant Hole

//)—B‘H A
@ }
ES Fm/
2 y
o
o
=]

=
i3
BE

)
o
=
5
E
o
5=
7]
a
=
=y
T

/?
DCONMS

LB
LF

% W ;@;E}L without Coolant Hole

"EM%U?]HZ Steel Shank \ Bfzmm Unit:mm
TR ERINEUSE
Head + LB
4 L bl}
BRS = WE | wE | BE | 2K | @K PXALSME oC ﬁé AR
EDP No. Designation DCONWS | DCONMS | BHTA LF B | 910.12.16 ¢12.14.18. "¢ Type
20,25 22 >
(FE7JE)
Reduced Shank Type
7801800 PXMZ-C10S510-S075 9.8 10 0° 75 12 28 30 ci10 1
7801801 PXMZ-C125512-S100 117 12 0° 100 18 36 38 . 1
7801821 PXMZ-C12TP20-5145 ' 20 5° 145 474 65.4 67.4 2
7801802 PXMZ-C165516-S100 157 16 0° 100 23 46.5 48.5 16 1
7801822 PXMZ-C16TP25-5155 . 25 5° 155 53.1 76.6 78.6 2
7801803 PXMZ-C205520-5120 196 20 0° 120 28 55.5 57.5 20 1
7801823 PXMZ-C20TP32-5170 . 32 5° 170 70.8 98.3 100.3 2
7801804 PXMZ-C255525-S140 24 25 0° 140 345 69.5 — C25 1

PXAL

FETERhEERAC (BDARAEREZR) o Stock are categorized as C (Standard stock item).

Azl
Exchangeable Head

1. FESERCAIBIERIE, LIRBErhEs,
2. BfsEZe T PXMZ I HFLTIAF LB AT AT,

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
Bms R BRTILSMZ ‘ LRG| HEETEEE
EDP No. Designation Applicable Head Dia. Cs Recommended Tightening Torque
@10, 912 (FH7IEY) C10 10N-m
7801890 PXMP8-10 12, 014 C12 2N-m
@16, 918 Cc16 30N - m
ngir 7801891 PXMP13-16 20, 022 20 50N - m
7801892 PXMP21 ®25 25 60N - m
PXMERBIRFIERM.

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

1. R EEmES b AT

2. REMEESE LK.

3. EARERFESANATELAR,

1. Please refer tofor 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 <0



PXALYJBI FAEIETR cungcondion

UH\U%?E, Side Milling

L/D=3 3<L/D =5 5<L/D =7
s RS S HE(ER s RS SIS u: EASITLEt
WJJDE%/TZI*_I' | AIuminumE:\ﬁ:;y Expanding Material W}JDEI:VTZI*+ | Aluminuml:;\ﬁéy Expanding Material \A}/JDE%/TZI*+ | AIuminumnAll_Tfl)y Expanding Material
ork Materia A5052-A7075 ork Materia A5052-A7075 ork Materia A5052-A7075
sz E HARE sz E HARE v BE PHARE
DCI Speed Feed DCI Speed Feed DCI 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 TIEIRE ap Qe TEIRE ap ae
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

SRS ST

Aluminum Alloy Expanding Material

A5052-A7075

Lot

T AARE

Work Material

DT #4%4

Work Material

BRI

Aluminum Alloy Expanding Material

SRS SR SRS SRR

Aluminum Alloy Expanding Material
A5052-A7075

DT #2444

A5052-A7075 Work Material

2ot

2ot BHREREE

EHRTRRE

ggcé Spfeefi Feed' lecé Sp§e? Feed. glljcé Spge}i 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
TIRIRE _ @ TIRIRE _ @ IRRE _ @
Depth of Cut 0.5D Depth of Cut 0.35D Depth of Cut 0.2D

1. EREENIE, SEERN. TR,

2. TRIBYDRIRE. HYURRNIMESERINR, REAEMH IR,

3. BREKE, BRERS, BELEREE. HAEREMEIRE.

4. FESHRETISAIRER (PXMZ) RIBIKETIkEK (LF) HINREIkIE
TEYIHIZM.

5. 00THR - |ESAT, 5 E ERIEEAT20~40%,
E (ap) 50 ~80%%A,

6. INIHEEEM, BEASESSERMERINIREM. BES U ERIIEIHR
ISIEERITIRIER. B350, BIEVEMESERE, RERKK.

BHAIEES0~80%, TIHIR

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or
when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is
longer.

4. Please consider the overhang length as the total length of replaceable
head and overhang length of shank holder.

5. 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.

6. Please always use the appropriate cutting , uid recommended by the
cutting , uid manufacturer in the machining of magnesium alloys. Be
cautious with the cutting chips as they are highly . ammable and may
pose a serious yre risk if not properly handled.



m}ﬁ%ﬁ%%]j PXM%%%E\- Collet for PXM Exchangeable Head End Mill

PXMC

PXMC Collet Features

=+ - X
B PXMC ZEf%FR PXMCHBIGR! DA
=T NN PXMC Collet Extra Short Type Conventional Combination
-

5
2
BE

]
v]
=
<
E

2
7]

. a

<

4=

T

@ BPfE/NEIM/CEERSRA
HUHERBTE

Powerful chip evacuation even on small machining center

® SLIERK, NItUPSIEERY
[E%e~F e

The reduction of overhang length improves rigidity and
rotational balance

©® FEHYJILmFF
- BTN, AN, 8
- MBI T 2SN TR ZINTEE
A wide variety of exchangeable heads

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

Remarkable

® S—{RRTINmIELY, BMERLIEER | &
N EEE AR, B Y
ESHEMLL

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

- ST + T = SR

B PXMJ]LE= . PRI SR

- HNETIRRENIEE : 0.015mm LR

PXM Exchangeable Head Features AT (BH) +0.03mm

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

5%%%{$%%DE"JI§V|’§EZ§§&H§7K N -High precision of run out=0.015mm

Azl
Exchangeable Head
PXAL

-High head replacing accuracy = £0.03mm

KT [ Honheadreplachg aecrey

LIPS VA== w=y =25 I
All the knowledge and know-how acquired by designing ’
solid carbide end mills are found in these exchangeable I
heads.
-Various types are available to meet various machining
methods. +

r

e SRR
o JISLROSRENSE 5 (&
* i) BRtEATiEgE
Applying buttress screw makes

easy and reduces time to desorb
heads




ﬂ?ﬁ%ﬁ%%ﬂ PXM%%%E\- Collet for PXM Exchangeable Head End Mill

L)
Short
. HEREE
.ﬁ?%ﬁjﬁe Specification Extra Short
—r
2 F@N 1 P
vl 83 =i
e e
I
|
el L seEBm
|.LF_| Holder Type B
HILIHFL
L. with Coolant Hole

Bf7:mm  Unitmm

TR ERNERE
Head + 22
4 ""‘%
Bae ZHR Fyz HiK PXAL%MZ pc =
EDEEIIV-? Designation D:CEONV\/S BD LF IE 2 iﬁl}%
®12.16.20.| @14, 18, 22 Cs
25 (TR
Reduced Shank Type
7834001 PXMC-C1205 11.7 26 10.5 5 23 25 C12
saigm 7834002 PXMC-C1605 15.7 26 10.5 5 28.5 30,5 C16
Extra Short 7834003 PXMC-C2005 19.6 26 10.5 5 32,5 345 20
7834004 PXMC-C2505 24 26 10.5 5 40 = 25
7834011 PXMC-C1230 11.7 26 35.5 30 48 50 C12
) 7834012 PXMC-C1630 15.7 26 35.5 30 53.5 55.5 C16
St 7834013 PXMC-C2030 19.6 26 35.5 30 57.5 59.5 C20
7834014 PXMC-C2530 24 26 35.5 30 65 = 25

FEEMEENC (BPFREREFEmR) . Stock are categorized as C (Standard stock item).

1. PXMC 2"0SG PHOENIX PXM &%"JILEAFEE,
1. The PXMC exchangeable head is designed speciycally for the “OSG PHOENIX PXM” series.

H PXM CXYJ’MHYP RO?&?{E 7] *ﬁ Fﬁq—% Product Listing of PXMC corresponding to the HYPRO Shrink System gfzmm  Unitmm
-
8910000 BT30-SLK12-35 P30T-1(MAS1) *1 38 45.5 70.5
8910001 BT30-SLK12-35 P30T-2(MAS2) *1 38 45.5 70.5
SeEpEY 8910002 BT40-SLK12-45 38 55.5 80.5
Holder Type B 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

1. M&SESIEEREE L.
2.PXMCZERISHYPRO#YETIRE I,

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

*1 1 {XBT30RTIMRMIHHRIET.
*1: Only BT30 holders come with a pull stud bolt.

s



PXAL+PXMC tIHIFAEIER cuincondion

PXA L+ PXM c E%Eﬂ PXAL + PXMC Extra Short Type

IS side Milling T Slot Milling
(=PAN (mPA
VZ/]ErkIJﬁiﬁal Aluminumiﬁ))%%ga{rfﬁi Material Vygrﬁrﬁiﬁal Aluminumiﬁy%)%{ri?njg Material
A5052-A7075 A5052-A7075
N YA N LAY
iz fn - e s -
(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
IEIRE ap ae TEIRE __ @
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

5
2
BE

]
v]
=
<
E

2
7]

a

<

A=

T

PXAL+ PXM C %E;:FIU PXAL + PXMC Short Type

IS side Milling FEEL siot Milling
H0.A.. £0.A.
V\z]o[%/[tﬁi AIuminumﬂﬁ)}%)%{rTi??; Material anoqgwiqfil AIuminuéﬂE}%ﬁfrﬁfg Material
A5052-A7075 A5052-A7075
1= R HHEERE = EER BHATERE
g3 et e (s o e
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 w@E
20 8,000 2,600 20 8,000 2,160 O E RS
22 7,300 3,160 22 7,300 1,980 w5 &
25 6,400 2,770 25 6,400 1,730 g
TIEIRE ap de TEIRE _a
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

—_

. Please adjust speed and feed when the depth of cut is large or

1. RIBTIELRE. VURRIMESERRR, BEEIH AR,

A tEsSm =R N 0% A ~80% machines with low rigidity are used.
2. HF:LE%E HEEH, 1.5_.3;21:%&%@5920 40%, HHRIRES0~80%, 1] 2. When milling copper and copper alloys, lower the rotational speed by
HIRE (ap) 59 ~80% A, o 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80%

3. IIHESR, BERSEESTEEMERNMIES. B VERTHE in accordance with the table above.

T SIEFROTIENER. 55, BERTIBRGIESERE, LUSRIERKXK. 3. Please always use the appropriate cutting ° uid recommended by the
cutting ° uid manufacturer in the machining of magnesium alloys. Be
cautious with the cutting chips as they are highly °ammable and may
pose a serious yre risk if not properly handled.




PXMZ %ﬁfé“l)ﬁg Tightening procedure

=
With gap

== el
@lﬁl @ = %ﬁ-'\
Cleaning Initial Tightening
BIILFIRER Z BAILIR LA SRR T FHUR
Remove dirt and chips from the connecting thread and shank Tighten by hand

- RAETILRIEERPXM SRIRE.
PO REol (SRR AL, )
Sl  szEnEEsEhal,
Cautions [RRAEIEE ST rE St o
during use [EESERNTIRIONTYEE SN M ST v S M T
- HERFEATILLIEL, B8,

©) 223
Final Tightening

ERERRFUE

Tighten with a spanner wrench

attaching PXM heads .

FIHO
Without gap

@A

Confirmation
WAREBE=R

Conyrm that there is no gap

- Only use the spanner wrenches that are designed specifically for the PXM (p.40) for

Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please refer tofp.40ffor tightening torque.
- Please tighten until the head and the shank holder faces meet. Confirm that there is

no gap.
separation of the faces. Please do not degrease.

during use.

- Degreasing the connecting thread may result in over tightening or a possible

- Please make sure that the spanner wrench is inserted properly and turn it slowly

PXMC ﬁ%m}ﬁ% Mounting Procedure

@lfEEHTE (BT30) initial Tightening QFZITE Final @54 Cleaning

RS, FHEN. Tightening HIRTIL. REZEMEIRRSH.
Hnhfis], FRIGRITE. FIRFITE. Remove dirt and chips from the connecting thread
% BT30LMAMYIE S £ TME. Tighten with a spanner wrench and collet

Make sure the fastening portion of the collet is clean then

insert it into the holder. Turn the pull stud to tighten. x BT30L‘,{9|‘H’S]§%J“,@$ Mounting procedure for holders other than BT30

*For models other than BT30 please refer to the
instructions below.

OTEIRE FREBBA/NABIRTF.

X BFLATRIET (@6LLE) BT,
SRR AR TIRE.

@rﬁ"%n % Mounting the Head
BFTER, BRAPXMERIRFITE.

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

- RETIENEFERPXM THEIRFE,
[Ez: Mol (FERIRFAREERA. )

=1 - EEmEEsEhad.
Cautions [RVAPS=PEShr:nea 3ty =1 v =1

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.

QO KRR, ERERNSTRLEE
IRFHRITES (%) . KEEH
BEHITRE.

MIEFLREALE: 18N'm

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

collet by hand, tighten with the wrench by turning to the

right, then fastening to the required torque.

*Recommended tightening torque: 18N-m

- Only use the spanner wrenches that are designed specifically for the PXM (p.40) for
attaching PXM heads .
Please do not use alternative spanner wrenches sold on the market as a replacement.
- Please refer to| for tightening torque.
- Please tighten until the head and the collet faces meet. Confirm that there is no gap.
- Degreasing the connecting thread may result in over tightening or a possible

during use [N PR GRS ENEYE, AEAGARBIRE. FLUSIBSH. separation of the faces. Please do not degrease.

- BEIRFAATILMEL, B,

- Please make sure that the spanner wrench is inserted properly and turn it slowly
during use.

s
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0OSG’s Environmen tal Initiatives

03

BRE

Recoating

BE BirE

Tool Reconditioning

T EBERAN T EREE
FA, BETFHARFEMEK
B IRIFERD,

Tool reconditioning contributes to resource

conservation by bringing worn cutting tools back to life,
which is environmentally friendly and sustainable.
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Inspection

02

BfE

Regrinding ﬁﬁﬁ%"ﬁfﬁ%

Tool Reconditioning

01 05

BIRER 8% - &E&
Inspection upon arrival Packaging and

shipment
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