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Standard Standard specification suitable for non-ferrous material processing

DLC-SUPER HARD R/ coating

%;ELE ;__:FI&] Short

AE_TS_N ’]|55><DD23$/§9 Snmﬁg(&)cwengtmx[).) ............................................ P'g
LAY squareType P12
REAAY (-SP) sharp Corner Edge Type P13
[ESMAEY Radius Type P14

-Lﬁngg Long
AE-T L- N ?PD/ZB?CEMQ length P.9

LAY squareype P15
9&%@ (-SP) Sharp Corner Edge Type - P16
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= Be — XMZMINLIASMHEER —
High Performance High performance type that supports a wide range of applications

DLC-IGUSS #R/Z coating

a 1
E'JJ;_—E Short

AE-VTS- N JSEB?JLHIEEQ |(e§;1JE-E§?NBC)kIength3 X D; .................................. P.25

MESLBY squareType P.28
9&%@ (-SP) Sharp Corner Edge Type - P29
3)1(%’_3.2 Radius Type P30

%T%EE}JDI@ For Deep Side Milling

A E-VTF E- N 2252 DDCZ?IE Iéfﬁ?sz%n)gth reduced shank type)

P.35
Sg%gg Square Type P39
gﬂ\(ﬁﬁ! Radius Type P40

E_I?Q%EC%ED PXM Exchangeable Head End Mill
PXAL JEDyz:Jut/ting length P'43

S
SF%:,FE Square Type

gf[\(%ﬁ! Radius Type P45
PXMZ E*ﬁﬂﬁ Straight Shank Holder forPxm e P47
PXMC PXMEEBFER collet for PxM Exchangeable Head End Mill = P51
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DLC coated end mills for deep side
milling in non-ferrous metals
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AE'VTFE'N * FEENNT AL High Performance Type For Deep Side Milling

7J4< 2.5D Cutting Length
HMR @ 6 ~¢@ 22 Tool Diameter

8D

PXAL oSl #5J] PXM Exchangeable Head End Mill PXM

}JD 6D 7J4< 1D Cutting Length
9MZ @ 10 ~@ 25 Tool Diameter
s
g AE-TL-N K72 LongT
< -1L- A Long Type
= 4D 7] 3D - 5D Cutting Length
8 HMR @ 3 ~¢@ 25 Tool Diameter
2
IS
ﬁ = —
2 2D AE-TS-N G702 AE-VTS-N mttazamna

Short Type High Performance Short Type
FE£ 1.5D Cutting Length

SMZ @ 1 ~ @ 12 Tool Diameter

7J4< 1.5D Cutting Length
AMR @ 1 ~@ 25 Tool Diameter

5 10 15

9|‘?§ Tool Diameter

&

20

¥ HMR P 2219 AE-VTFE-N 3B7EL/D = 7LATNER,
*Please use the 22 AE-VTFE-N atL/D =7 or less.

(@) 24 ~>0—~0— ¥ (&fF)
(Fair) (Best)
e

, REMT
‘ Side Milling Deep Side Milling

W AE-TS-N - AE-VTS-N
- 7J&K1.5D
RCIPSIVESE]D]
- Cutting Length 1.5XD
- Supports up to 3XD
B AE-TL-N
- 713D -5D
- ERAAIXIRIZS5D
- Cutting Length 3XD/5XD
« Supports up to 5XD

m PXAL
- 7IK1D
- ERARESIRZE7D
- Cutting Length 1XD
- Supports up to 7XD
W AE-VTFE-N*
- 7] - KRR
- BRARIXIRZE8D
- Long length reduced shank type
- Supports up to 8 XD



D LC;\?}: El_]q::__rt,“\ Features of DLC coating

DLGREXZE Ik /RINL!

DLC coating revolutionizes the processing of non-ferrous materials!

DLCGREREIGE! BIREARIFBE, NHEKWAEIEEEENEEESFIFRERAIELHRAIRT.

0OSG’s DLC coating gives a shiny surface! This shiny and smooth surface optimizes end mill performance particularly in non-ferrous materials such as aluminum alloys, which
require welding resistance and lubricity.

é:I: Z\2
—m /= jj *ql D LC 17 i J Two types of DLC coatings to accommodate specific application needs

DLC_IG U SS . E;/ \}%ﬂ 1 1%%%@& Thick coating type for long tool life

ERBEEAMSIRER, SMTENBMAEMKEBL. JEFATE: 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 %;?);:I: I ET‘ % *UIHE Thin coating type with emphasis on sharpness
MEMNETS, SUEENUINEThEET, JEFTH: AE-TS-N-AE-TL-N
High adhesion to the base material to enable sharp cutting performance and high welding resistance. GUTEEAEES
N s Y 7 N = N
REEH RES | o | EE | ERMEE o Banm | TEOESE| BEEE | smene | mmat | Mt | g
Name of Coating Gzl Coating Type (GPa) Oxidation Coeff_"la_e i3 Coating Coating Surface WD Welding Toughness
Color Hardness Temperature of Friction Thickness | Temperature roughness | Resistance | Resistance
T !
DLCIGUSS | imerference DLCGPRich) | 60 550 0.10 08 400 % o % O
olor
T :
DLC-SUPER HARD | nterfrence | OLC (RTRED | 60 550 010 | 02 400 ¥ o * O
olor

(tRfE) O — O — ¢ (RfF)

(Good) (Best)

. ﬂﬁj}fé_kj:* riﬂzlﬂlﬂ ﬁg'ri Abrasion resistance and welding resistance

OSGHIDLCHREMERMEAINGAENS, ZaarvarkEREIl T st TEGwHIINTRAREEX.

0SG'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.

mj%$E'& Wear Resistance ﬂﬁﬁf{gg'ﬁ Welding Resistance
A50528950T BRI 36 FRAOZRENIAN

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

- e oLCsUPERHARD TR (RS
TIEE oo | 200m/min (6,370min)

ged IR 0.08mm/t (1,530mm/min)

E:lﬁ# offezm Ap=5mm de=8mm

e Ao R A7075

Rl ety 50m




%Ell %U E;i li:ﬂ3 14: 7]” I %ﬂ ;E Cutting data on aluminum part processing

XM T2 BN L5 A

Suitable for a wide range of applications

InI###t - A5052

Work Material

{SEFEAARG - SN A

Machine : Five-axis Machining Center

FimER | HSK63

Main Spindle

BREEERE  25,000min”
Maximum RPM

JIHR - $AEET IR

Holder : Shrink Fit

YIRUHRT - MQL™

Coolant

KEMBRRRE, FEAMQL
MQL is used for filming the video

IFRS PNIERGZ NI INIRE
Process Milling Part Processing Method Process
Lm| FEINT *EANT
® Top Face Milling Roughing PXAL250C25-03R100
(VN ER%MI | EmT
@ Overall ;r’EurMilling Roughing PXALZOOCZO-O3R1OO
® Lrm| FEmT BT
Top Face Milling Finishing
AE-TS-N ¢ 12X36
@ 3L WEMT | mnT
Boss, Hole Side Side Milling Finishing
® b7 TEMI | 0T
Hole Top Face Milling Finishing
FLER MEsnT BT
® Coulnterbolr:;Wall Side Milling FEishing AE-VTS-N ¢12X36
#EINT
@ EE Bp=inT Roughing
Groove Pocket Milling BT
Finishing
e BBINT | rosonng
ol Upz2 oughing
Bott'(:)lm Pocke:::MiIIing B/inLT AE-VTS-N ¢ 10X30
Finishing
e fEONT(S4) | #&mT
©® Slot Slot Milling 5-axis Fﬁishing AE-TS-N ¢10%30

5NE - AL TE .
Oluter circumferbence, @rjﬁﬂﬁg iEEE% AE'TL' N ¢ 8 X 40
ower counterbore

&




%D%J jﬁéﬁB{q: }J”I%&}E Cutting data on aluminum part processing
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TRHYAREE - B BN

High efficiency and high quality deep side milling and pocket milling

TEMHE - BEPRK

Part Name : Vacuum Chamber

INI#4%4 : A5056

Work Material

{EFBAAR - SEMAN T

Machine : Five-axis Machining Center

FAHEAY 1 HSK-A63
Main Spindle

DML : MQL®

Coolant

KEIUREHRE, FAMAL

MQL is used for filming the video

B2, BEINT FLINTERKEMEIEHR

However, water-soluble coolant is used for threading

and drilling

IFHS DT &R

Process Processing Location
@ | LE-E
Top and Side

INIRE

Process

NI - ¥ENT

Roughing- Finishing

Ty

PFALO4R100M25.4-8 ¢ 100

@ | WESHE

Side Convex Part

FAINT - #EHNT

Roughing- Finishing

AE-VTFE-N ¢12
(L/D=5.5 66mm)

3 = HEINT - #5NT AE-VTFE-N ¢12
Side Roughing Finishing (L/D=8 96mm)
GEN/I
BEE®. © s AE-TS-N (20X 60
@ Pocket [EEREINT ¢
Bottom Finishing
©® | REBEBe P AE-VTFE-N ¢12
Pocket Semi—fini?hing - Finishing (L/D=5'5 66mm)
. BT
® | EEHC T AE-TL-N 12X 60
Semi-finishing - Finishing
EREFLINT
Helical Milling AE_VTFE_N ¢ 1 2
Cﬁﬂ{”l (L/D=5.5 66mm)
ounterborin
@ | WEOHE °
Side Convex Part BT PLDS11R0025516-90
Chamfering $14.4X90 °
miEerinT M8x1.25 | AT-2 R-SPEC M8X1.25
Threading 6.2X16 P1.25 INT

EEHH

FEINT - ¥EHNT

Roughing- Finishing

AE-VTS-N ¢ 10X 30

Seal Surface

FonT

Drilling

NF-GDN ¢5

s
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Optimum tooling for highly efficient machining

HAR83 30/ TEMAE LFINESHEMT

High-efficiency machining in which 4 processes are completed in a total of 8 minutes and 30 seconds

{EFEIEEU%E List of tools used

EENIRS EETE
= O Main Machining Tool
TERE BT Q ik
Part Name :Inverter Case ® Mating surface | PFALO4R063M22-8 (963
Milling
ITAARL - AC4C T
3L PXAL200C20-03R000 ¢ 20
Work Material F@EmT Zig:ﬁf ¢
fﬁ * WE ? _] Face Milling Z‘jlffdiF : PXMZ-C2005520-5120
Pt : SPEEDIO 4! e
Machine : SPEEDIO series Z‘g:dk : PXAL200C20-03R000 ¢ 20
: PXMZ-C2005520-5120
KA 1 BT30 BENT | P
Main Spindle ﬁ ContourMilling | Ae \ TSN $10%30
RIA T TR AE-VML 12X 48-N
IR @ AGE I EER ¢
Coolant : Water-soluble @ T AE-TS-N ®»3X%X9
SlotMilling | AE-VTS-N ®10x30
BIF  ma Tl ait p ADO-SUS-3D 2.8
[=] = o
Cooperation : BROTHER INDUSTRIES, LTD. s EED’O
ADO-SUS-3D ¢3.5
FLAnT ADO-SUS-3D ¢4.2
Drilling
ADO-SUS-3D ¢7.9
PN ey I VAN
/1 _nJJDIP\]feE’J f“B” . P2D3000BT30M09 ¢30
Introduction of a part of the machining process (JEHRBT30—AZL AT RE(T452L) Special
IR TIHIRE FEIT
T . Cutting Condition Depth Iof at FlatSurface | ADF-2D @13
(A= EHRIR MImE — e Drilling
Processing Tool Process Ctﬂ'ﬁuj?gd ﬂ%ﬁ]%)g ap ae EIBINT
i uttin pee ee o
Loction | mming | mm) | (mm) Chanferng | AD-LDS  #8%90
733k : PXAL200C20-03R000 ¢ 20 - %0.
@ | Fed ¢ FEMNT | 500 4000 | 4 | g A-SFT M4x0.5
JJ+F : PXMZ-C2005520-S120 Face Milling | (8,000min™) | (0.167mm/t) BN T A-SFT M5X0.8
Idl 224
o Threading | . XPF M3X 0.5
1Es% 150 2,000 -
AETTS-N - 63X9 SlotMiling | (16,000min’) | (0.042mms) | | | 3 AT-2 R-SPEC M8X 1.25 6.2X 16 P1.25-INT
R 410 3,820 FLEINT
AE-VTS-N ¢10%30 SIotTAiIIing (13,000min™) | (0.098mm/t) 15 10 Hole Finishing CRM o8

~N
[N S
if)ﬂjﬂﬁ?{ﬁfﬂ}] IET_“ EUI Enables dramatic reduction in machining time! 91
b TR
AT-2 R-S P E ke BRATIRT) BRG] i
High-e™ ciency thread mill with end-cutting edge for non-ferrous metals | The A Brand
JRFLERSK p24;:
Pre-drilling Threading
(2%%%‘)
J=l S £ YTy
e + FEF DI SRR LA TS (!
i
(Zg?gcegses) Useful for preventing shifting of cutting position in cast hole
BE—IBI R THFL&UR
F—MUANRIBESN T
Achieves drilling and threading by
continuous helical cutting with a
single tool
- J

&




*x‘jﬂgj]n I%&?E Cutting data on resin processing

S SUREEERN T

Machining of semiconductor socket model

INI#4%4 - PEEKH A5 (30WtooIBLT 4Rt 2K )

Work Material : PEEK Resin (30wt% Glass Fiber Reinforced Grade)

SEFEHNAR : SPEEDIOZ7!

50mm

Machine : SPEEDIO series

FihEE 1 BT30
Main Spindle

THEIRESx - TR

Workpiece Fixation Method : Double-sided Tape

YIRIER - SQ

Coolant : Air-blow

Eiir;ﬁﬁ%%ﬁﬁjﬁ%m LTD. SP E E D ’ o \ 50mm
5mm

8mm

- oA TIEIRE
I L P e
Processing Method u |ng§peed Feed'
9 (m/min) (mm/min) e (mm)
JJ4K : PFDCO9R125M25.4-5(¢p125X57]) —— 1000
Body Flutes ~ ’
JJE: : SDHTO9T308FR-NM (XP4610) acetiing | (2,540min”) | 838 (0.066mm/t) 1 0.9 | 50
Insert
By 60
AE-TS-N ¢ 10X 30 o o (1.970min™y | 375 (0.065 mm/t) 8 | 045
DLC-ETL 3 (FEtRAR AR T 920
(Specialnn) Inside Roughing (9,550m|n1) 2,865 (01 mm/t) 2.4 2
T 60
DLCETL 02 (dH58) ot iling (9,550min™) | 3820 (0.13mm/t) 24 | 2
Special ARSI 60
nside Semi_'fi’mshing (9,550min™") 3,820 (0.13mm/t) 05 | 1.2
BpERFLINT 10 95 (0.015mm/rev)
MRS-GDL ®0.5 Pocket Inner Hole Drilling (6,360min'1) Step Feed =0.2mm (G73) 5 -
. CO.2f8FT 920
CA-SCC ¢0.8%X45° X3 Cramiane | (9,550min™) 955 (0.05mm/t) 02 | 0.2
FLINT 40
ADF-2D ¢6.5 o erbaring (1,950min™) 390 (0.2mm/rev) 3 -
FLINT 40 382 (0.09mm/rev) _
EX-SUS-GDS ¢3 Drilling (4,240min™") | Step Feed =2mm (G73) 3
FT 40 382 (0.12mm/rev)
EX-SUS-GDS ¢4 Drilling (3,180min™") | Step Feed =2mm (G73) 3 -

s
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Machining of Valve

DT #F#4 - PTRERSAS

Work Material : PTFE Resin

(SR, - SPEEDIOZ%!

Machine : SPEEDIO series

F4HEY 1 BT30
Main Spindle

THEIRESX - TRE

Workpiece Fixation Method : Double-sided Tape

YIRER - Si€

Coolant : Air-blow

afF tRE Tl

Cooperation : BROTHER INDUSTRIES, LTD.

SPEEDIO

INITEE

Processing Method

30mm

YIHIRRE
Cutting Speed
(m/min)

14mm

24mm

26mm

Y4

BHERIERE
Feed
(mm/min)

PIERE

Depth of Cut

EX-SUS-GDS ¢8 AT 40 (1,59min") | o 382 O2mmie | - | -
AE-TS-N ¢ 10X 30 RIVATMESEBENIT | 90 (2,860min™) 1,716 (0.2mm/t) 8 5
AT-19.67X14.7 Rc19 RI/4-199MESIRT | 80 (2,890min™) 723 971 | —
CA-SCC $0.8X45° X3 COSHIRBML 50 (5,300min"") 530 (0.05mm/t) 05 | 05
ADF-2D $10.9 o AT 40 (1,169min") | 383 (0.33mm/rev) | 11 | —
AT-19.67X14.7 Rc19 REV/A-TSREEIIT. | 80 (2,890min™) 723 94 | -
CA-SCC $0.8X45° X3 COSHIRBMLT 50 (5,300min"") 530 (0.05mm/t) 05 | 05
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DLC Coated Carbide End Mills for Non-Ferrous Materials

AE-TS-N-AE-TL-N

& AT AEskE /R I0 LAIARHETUE

Standard specification suitable for non-ferrous material processing

‘H‘k

B

Large core design

=N, BALEARED

High rigidity prevents chattering

e

Center cutting edge

AN FLINT

Can be used for plunging

FRENIMESERIMERYT] RV

Cutting edge specification that achieves both rigidity and sharpness

O\ FEEE

RIFAIHEBMS SIS AERFIIIN TESE

Facilitates excellent chip evacuation Achieves high durability and good surface finish

O Surface o)
&

< DLC-SUPER HARD:z2

DLC-SUPER HARD Coating

BERERANFERE, MEXMMEEEMEBEMENESS
FERESBRIFEHARNED. b, RIFAERIMERTNE
ER, LRMEHIINTEME.

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.

e BRI SHEE

Y Balancing rigidity and chip evacuation capability

HESTE BT
S5, REHE IR, SR SHS
M,

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‘,{@EFE‘: Conventional

\ k

&isk: HEBREE  Arrow: indicates chip discharge direction

s
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2

HFIEESEP.58

Refer to p.58 for details

KADLCGRE, JJEFMK

Long tool life with DLC coating

TEMIRE SR BRI, SRT AR -

o, BEBEHE - BiRE. ERESHEER, S 7RRERENIITIRE,
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.

RADLC iRE, KiEsniasEtt, SSIKEwBL.

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

Hiti NS B R I tNEIFER,
ERTR AETS-N aREREE | R S
Tool ®10X30 @10 37] Flutes
InTaet
Work Material A7075
I 1% 11.2m
Processing Method Slot Milling
IREE ; -
Cutting ;;eed 300m/min (9,550min")
i&éﬁﬁg 1,430mm/min (0.05mm/t)

eed
TIEIRE
Dept}’1 oéut ap =10mm 56m
HIHEIHF i<
Coolant Air-blow
(=R SZHINT G (BT40)
Machine Vertical Machining Center
X ATHHIADLC IRERMR, RASSABTIRARE.

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

|}

(EEIPS VS i
Also compatible with resin processing
BRSNS, LN EREERIFAIIN T HEME.
Achieves high efficiency and good machined surface quality even with air-blow.
BRI AE-TL-N ¢3X9-SP

ool
Tzt O PP @ MCE® @ PPSHfg (GF: 40wt%)
Work Material MC Nylon PPS Resin
nIrsE @I T &L BpEINT MIERST
Processing Method Plunging Slot Milling Pocket Milling Side Finishing
HIHEIERE ; .
Cutting S";eed 80m/min (8,500min")
HEEIRE 300mm/min 2,040mm/min 2,040mm/min 1,020mm/min
Feed (0.035mm/rev) (0.08mm/t) (0.08mm/t) (0.04mm/t)
TIRIRE ap=1mm (5/%) +0.7mm | @ap=1mm (5}X) +0.7mm | @p=1mm (5)X) +0.7mm ap=5.7mm
Depth of Cut Pass Pass de=1.5mm P2 de =0.3mm
e =
Coolant Air-blow
{sE PR IRINTHE (BT30)
Machine Vertical Machining Center
THEERE wh s
Workpiece Fixlation Dﬁfﬁﬁiﬁi ! e
Method P

® PPSKfE

PPS Resin

@MCReR,

MC Nylon

&

@ PP

5t
=1

i

A

Short

=l
AE-TL-N  AE-TS-N

X

K7JE

Long

o]
=
]

]
=
]

S

0




BDI&}E Cutting Data

== EF
E*EE Ey;ﬂgbulﬁ%rﬁ Good machined surface quality

High Precision

DLCHREMIEATIFAERII TR RTUREATEUS AR

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

I RFIIN T E AR,

Achieves good machined surface quality.

EFRTA AETSN ¥t Bt &~z
Tool Conventional _ I

Square 20mm -
INTAA% -
Work Material A7075 _ “

40mm ——m8—
INIrEE MIE 5 ERHEH! [
Processing Method Side Step Milling
YIEEE . . 20mm
Cutting Sxpeed 300m/min (4,750min"")
Eﬁﬁfg 700mm/min (0.05mm/t)*
e ap=20mm x2% e =6mm ——
Depth of Cut 2 times
t RN | 7 NN -t N | 17, Bl m B
sl KRR E I EART EO M AR R me
- Side roughness at the initial stage of machining Hr:

{EFEAAR BNty (BT50)
Machine Horizontal Machining Center (m) 1

XN THATIIRIRGE, PREHSEEHITINT.

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

0.8
RIFAIINTE Good machined surface =
AE-TS-N ¥z B o
Square Conventional e 0.6
e
E
é, 0.4

0.2

0
AE-TS-N 3.2 LAEF=&
Square Conventional
1 -
5'[[\(% @E’\J&‘ﬁ% Effects of the radius type
BN AR EERIRERE N LEHAYMmE.
The radius type is effective in improving the machined surface quality of the bottom surface.
e N=pnr

SETE AE-TS-N E3IfBH AE-TS-N FEsL8 IR ERRT BO R ERERE B B .
ol ®6X18X R0.5 $6x18 Bottom roughness at the initial stage of machining Hr:

Radius Square (UM) 8 [r-=====mmmrrrm e e e oo oo
INTAA%
Work Material A7075
INTrEE &5t
Processing Method Slot Milling
DI _ : o &
Cutting Sxpeed Vc=350m/min(18,568min") ?ﬁ
STAS i
gﬁgfg Vf=2,785mm/min (0.05mm/t) %
IEIRE é
Depthz;fxCut ap=6mm (1D) g
PIEH KB HEIEHRF
Coolant Water-soluble
{EFEAAR SZEUINT A (BT40)
Machine Vertical Machining Center

AE-TS-N E:lfs5 AE-TS-N 3.2
Radius Square

a
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= 1
3 73 %57] ﬁé DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

The A Brand
\[Z S I
AE-TS-N :I:*;_—:FI-J Square
Typel . 15
APMX
LU
WEARESERENMINER, BXHFMIEAIERE. LH
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
& IS
m AW  SPEED
CARBIDE ) e o P1F7E~Egzo APMX | Z
0~-0.02 LF #en
R2
- e LE.L!V’ uIJ
1 .SDE‘IK (é}ﬁk?’D) 1.5 X D cutting length (Neck length 3 X D) #f7:mm  Unitmm <
BES HMEX T &K | 7K H we | @ | PR | BER =
EDP No. DCXLU LF APMX DCON DN Type Stock oo
8557235 1 % 3 45 1.5 86 4 095 | 1 ° BEE
8557236 15X 4.5 45 23 9.3 4 1.45 1 ([ J =<
8557237 2 X 6 45 3 10.1 4 1.9 1 ([
8557238 25X 75 45 3.8 10.6 4 24 1 ([
8557330 3 X 9 55 4.5 14.8 6 2.85 1 [
8557331 4 X 12 55 6 15.9 6 3.8 1 ([ J
8557332 5 X15 55 7.5 16.8 6 4.8 1 A ([
8557333 6 X 18 60 9 = 6 5.8 2 (
8557334 8 X24 70 12 — 8 7.7 2 ([
8557335 10 X 30 75 15 = 10 9.7 2 (
8557336 12 X 36 80 18 - 12 11.7 2 ([
8557337 16 X 48 110 24 = 16 15.7 2 ([
8557338 20 X 60 120 30 - 20 19.7 2 (]
8557339 25 X75 140 375 = 25 24.7 2 (

. *’:T‘i/qi;aﬁﬂ Guide for Icons
n 4;7_”,%\ Tool Materials

BREE
CARBIDE Tungsten Carbide DLC

%ﬁ%ﬂ Surface Treatment

B pLC BB
DLC Coating

@ =inHEEEFR @ =Standard stock item

|| 3
DLC-IGUSS &E
DICIGUSS  pyc-iGuss Coatilng

E?Eﬁ% Helix Angle
RN RY I HEERRER

1 Helix angle of flute for end mills

+0.02

R’é‘ﬁ% Tolerance of Radius

v  ERENAIREYHE

Identifies the tolerance of the radius for end mills

gl‘/éﬂ'ﬂﬁiﬂ:ﬁ Tolerance for milling diameter

Rt IEIIME

Tolerance for milling diameter

E ?M%ﬁ?ﬂk Corner Form
R TIREENA AR

Indicates that the end mill has a sharp corner edge FIT

*ﬁ%ﬁ Shank
L stk MG gzl AL

Suitable for the shrink holder system

E tﬂﬁ”%{# Cutting Condition

SR BRI EERFTERAS

Indicates page number for cutting conditions

&



3 E%%@EDDI% D LCEEE%@%%D 39] %E'_La]ﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

AE-TS N 2 ;:FJ Sharp Corner Edge

The A Brand

DCON

DCON

Typel . 150
o
o= 1t -—-—-
APMX
LU
RETRESEMENINER, BXHAHIMIEAMEE, =
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
g
& IS
_— R AN | SHEED
ARBEpic O . AT 4T prrpy —"
0~-0.02 U
1 5 D?]‘I;/t (é)ﬁ't/tS D) 1.5 X D cutting length (Neck length 3 X D) g 'mm  Unit:mm
BRS ‘ HMEX TS ek | 7K 0 we | @m’ | BR | BF
EDP No. DCXLU LF APMX DCON DN Type Stock
8557239 1 X 3 -SP 45 1.5 8.6 4 0.95 1 (]
8557240 15X 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 7.5-SP 45 3.8 10.6 4 24 1 ([
8557430 3 X 9 -SP 55 4.5 14.8 6 2.85 1 ([
8557431 4 X12 -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 {
- FRRIRBEES%EP12, - See p.12 for explanation of icons. @ =1RfEEFR @=Standard stock item

TLIEIH =S E TN AT %]

Sharp corner edge type for milling straight corners

‘E/h
FmBR

ARRRERBHRIPIIRIE. AT
HEA.

The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.

EBRTATEIEAREETARARRIIN T,

Effective corner milling with no uncut residue left behind.

KA (- SP)

Sharp Corner Edge

s

Square Type



3 E%%@J%}J DI% D LCEEE%@%;ED 3 7] %Egj ﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

The A Brand
Pr
= | i o
AE-TS-N E'MQEA Radius ;3
Typel
RE z 15°
= :
8 {—+-—-———15
APMX =
Ly
RETRSERENINER, BIXHAIMIERMEEE. 4
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
RE -
N z
4 I ——n
_— v KT (AN | SPEED = -
CARBIDE  pi :'gz AT 4T P1F7E~Epnzo APHX -
Ly - 1
0~-002 e wn
LF R2
~ < 'E*!"’ uIJ
1 .5 Dy]'tt (é}ﬁk?’ D) 1.5 X D cutting length (Neck length 3 X D) #f7:mm  Unit:mm <
RS el =< | 7% | 4 we | mE | R | ER -
EDP No. DCXLUXRE LF APMX DCON DN Type Stock & o _II
8557370 3X 9 X R0.2 ° EED
55 4.5 14.8 6 2.85 1 <
8557371 3X 9 X R0.5 o
8557372 4 X 12 X RO.2 o
8557373 4 X 12 X RO.5 55 6 15.9 6 3.8 1 o
8557374 4 X 12 X R1 o
8557375 5X 15 X R0.2 [ ]
8557376 5X 15 X R0O.5 55 7.5 16.8 6 4.8 1 [ ]
8557377 5X 15 X R1 [ )
8557378 6 X 18 X R0.3 o
8557379 6 X 18 X R0.5 60 9 = 6 5.8 2 [ )
8557380 6 X 18 X R1 [ )
8557381 8 X 24 X R0.3 [ ]
8557382 8 X 24 X R0O.5 [ ]
8557383 8 X 24 X R1 70 12 — 8 7.7 2 A [ J
8557384 8 X 24 X R1.5 [ J
8557385 8 X 24 X R2 [ J
8557386 10 X 30 X RO.3 o
8557387 10 X 30 X RO.5 o
8557388 10 X 30 X R1 (]
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 R0O.5 o
8557394 12 X 36 X R1 o
80 18 — 12 11.7 2
8557395 12 X 36 X R1.5 [ ]
8557396 12 X 36 X R2 o
8557397 12 X 36 X R3 [ ]
- FRRIRBRIE S E P12, - See p.12 for explanation of icons. @ = FnfERETER @ =Standard stock item



A

The A Brand

ﬂ E%%@EBDI% D LCEEE%@%%B 3 a] 't/tyj §2 DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type

AE-TL-N L2 s

Typel
15°
o z
5] - - - - g
a
APMX ‘
S N N LH
RETRESEMENINER, BXHAHIMIEMEE,
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2

DCON

R ——

PEED
m AN sFEED

CARBIDE DLC BT ar P14 .
0~-002
3D7J4K 3% cutting lengtn &f7:mm  Unitmm
HmS HMEXTIR L/D £K LH 1wz 27N EF
EDP No. DC X APMX LF DCON Type Stock
8557340 3 X 9 3 55 16.6 6 1 o
8557341 4 X 12 3 55 17.7 6 1 o
8557342 5 X 15 3 55 18.9 6 1 o
8557343 6 X 18 3 60 = 6 2 o
8557344 8 X 24 3 70 - 8 2 o
8557345 10 X 30 3 75 = 10 2 o
8557346 12 X 36 3 80 — 12 2 ([
8557347 16 X 48 3 120 = 16 2 o
8557348 20 X 60 3 135 — 20 2 o
8557349 25 X 75 3 155 — 25 2 o
C FRIRIBEAIES EpP12, - See p.12 for explanation of icons. @ =irEEEFES @ =Standard stock item
SDE'L/( 5% D cutting length 7 :mm  Unitmm
BmS HMEXTIR L/D 2K LH Wz 127N EF
EDP No. DCXAPMX LF DCON Type Stock
8557350 3 X 15 5 55 22.6 6 1 o
8557351 4 X 20 5 60 25.7 6 1 o
8557352 5 X 25 5 65 289 6 1 o
8557353 6 X 30 5 75 = 6 2 o
8557354 8 X 40 5 20 - 8 2 o
8557355 10 X 50 5 100 = 10 2 o
8557356 12 X 60 5 110 - 12 2 o
8557357 16 X 80 5 150 = 16 2 o
8557358 20 X 100 5 175 - 20 2 o
8557359 25 X 125 5 205 = 25 2 o
- WRRIRBBIESEP12, - See p.12 for explanation of icons. @ =1MEEFS @ =Standard stock item



3 E%*@J%}J DI% D LCEEE%@%%}] 3 y] 't/ty] §2 DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A

The A Brand
=
AE-TL-N % 3
= = %gz Sharp Corner Edge -3
Typel
15°
a4 ————%
APMX
FEAHSERETINER, [ERFAMTIRAMEE. =
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
=z
& PRSN——
o
— R AN | SEHD
ARBDE pic O . AT AT pop e z
0~-0.02 - #e v
RS
BDw'L/t 3 X D cutting length g7 :mm  Unitmm @ g
BES SMEXTIR e 2K " iz AR =
EDP No. DCX APMX LF DCON Type Stock =
8557440 3 X 9-SP 3 55 16.6 6 1 ° dle -
%l
8557441 4 X 12-SP 3 55 17.7 6 1 (] <
8557442 5 X 15-SP 3 55 18.9 6 1 [
8557443 6 X 18-SP 3 60 = 6 2 A ([ J
8557444 8 X 24-SP 3 70 - 8 2 [
8557445 10 X 30-SP 3 75 = 10 2 ([ J
8557446 12 X 36-SP 3 80 - 12 2 @

- FRRIBBIESEp.12. - See p.12 for explanation of icons. @ =inEFEZR @ =Standard stock item

5 D?J'l;/t 5X D cutting length

B :mm  Unit:mm

RS SMEX TR e K H wE R B
EDP No. DCXAPMX LF DCON Type Stock
8557450 3 X 15-SP 5 55 22.6 6 1 [
8557451 4 X 20-SP 5 60 25.7 () 1 ([
8557452 5 X 25-SP 5 65 28.9 6 1 [
8557453 6 X 30-SP 5 75 = 6 2 A ([
8557454 8 X 40-SP 5 90 - 8 2 [
8557455 10 X 50-SP 5 100 = 10 2 ([
8557456 12 X 60-SP 5 110 - 12 2 [

- IRRIRRIESEP.12,

- See p.12 for explanation of icons. @ =inHEEFR @ =Standard stock item

AL e E R S R TG

Sharp corner edge type for milling straight corners

FMBXRAEEIRERABRIFAIZIRTE. TJLUN
THERA.

The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.

ERTAIETEARIET ARSI,

Effective corner milling with no uncut residue left behind.

SRFEE (- SP) LA
Sharp Corner Edge Square TypeSquare
Type



A E‘TS' N t}J ﬁu %FF%)E;E Cutting Condition

FEEE Slot Milling

;:FIU/ gm%ﬁiuj\ﬁﬁﬁ Applies to square/sharp corner edge/radius type

— L ORI A BERHE was
Work Material uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
1
e 300 150
(m/min)
MEX T AR i HAEE fE PR
DCXLU FeedA Sp‘ee_$1 FeedA Spgejj FeedA
(mm/min) (min™) (mm/min) (min™) (mm/min)
1T 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
TIHIRE ap ap
Depth of Cut 1D 0.5D
T RERTFERKEETEIERER. The table above is for when using water-soluble coolant.
AET A RIS
DT A%t Thermoplastic Resin Thermosetting Resin
Work Material . . 5 HAS NG 'y
PP - UPE - PTFE FONRYC M&ﬁ%onABiﬁﬁgesiﬁEEK IAE?ErylljcJ E.E%e%:_l.
YIHIRE
Cutting Speed 90
(m/min)
SME X FTE I 5 | EerE
DCXLU Spggg Feed‘ Sp_ee? FeedA Spgeﬁ FeedA Spge_g Feed.
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 25,500 1,910 19,100 1,150 25,500 1,150 25,500 1,150
1.5 X 45 17,000 1,530 12,700 950 17,000 770 17,000 770
2 X 6 12,700 1,330 9,500 860 12,700 760 12,700 760
25 X 75 10,200 1,220 7,600 800 10,200 610 10,200 610
3 X 9 8,500 1,150 6,400 770 8,500 510 8,500 510
4 X 12 6,400 1,090 4,800 750 6,400 480 6,400 480
5 X 15 5,100 1,070 3,800 740 5,100 460 5,100 460
6 X 18 4,200 1,010 3,200 740 4,200 440 4,200 440
8 X 24 3,200 960 2,600 740 3,200 390 3,200 390
10 X 30 2,900 870 2,200 630 2,900 390 2,900 390
12 X 36 2,400 790 2,000 630 2,400 360 2,400 360
16 X 48 2,000 720 1,600 550 2,000 360 2,000 360
20 X 60 1,600 620 1,300 490 1,600 340 1,600 340
25 X 75 1,300 590 1,000 440 1,300 310 1,300 310
ere— ap
g?p%g?{% DC=12 1D
12<DC 0.5D
IRERTFERSISHIER. The table above is for when using air-blow.
1. iEERERIE, SEERTI. TR, 1. Use a rigid and precise machine and holder.
2. EHRIBINRE. MURRIMESEROR, RS EFIHAEE, 2.Please adjust the speed and feed when the cutting depth is large or when
3. MIMTEEEERNIERT, BES RS, HARERERE, machines with low rigidity are used.

4. BERIKAIER T, 55%" RIERMETAIRIRRESEEXE
BEERHEERE (5%p.20) .

5. IBYESERT, 1 MERIRFIHSERE.

6. INITESSRY, BSWERIIBIMT SHEFIEIRA. 25, HER
TBRLESERE, LARIERNKR,

7. INIRIRERS, ATEIIELBEAN. B, EEkRE.

8. E(;tiﬁ%ﬁ%ﬂﬂmﬂ‘éﬂﬂl, HEFERAEERLER (BRRFEE 2R
RN o

Reduce speed and feed as well as depth of cut when high precision is required.
Adjust the speed and feed accordingly when the overhang length is longer
than specified (refer to p.20).

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

. 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.

7.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

. For higher quality processing of resin, the use of a water-soluble cutting fluid

is recommended (excluding nylon and Bakelite).
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SF%EE/ 9&% ﬁ!/ B'J'L(%ﬁ!ﬁﬁﬁ Applies to square/sharp corner edge/radius type
NIES side Milling

INTAAEL AN - Ee® RSt Py

Work Material

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

VIEIEE
Cutting Speed 300 150
(m/min)
12 X Z BHAERE =31 BHARE L350 BHESERE
o [:)Ecif fgjk Fneed = Speed Fneed = Speed Feed
(mm/min) (min™) (mm/min) (min™) (mm/min)
1 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 = Z.
4 X 12 24,000 2,230 24,000 2,230 12,000 1,290 =g "_,.’
5 X 15 19,200 2,300 19,200 2,300 9,600 1,360 He
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 24 Z,
12 X 36 8,000 2,840 8,000 2,840 4,000 1,950 =R g I_—I
16 X 48 6,000 2,980 6,000 2,980 3,000 2,040 ST
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
TEIRE ap ae
Depth of Cut 1.5D 0.2D
FRERTERKA ST EIETNER. The table above is for when using water-soluble coolant.
RE] 2B PRI
It Thermoplastic Resin Thermosetting Resin
Work Material . UPE - POM:- PVC- MCf2z - ABSHAS - PEEK Weef EpEEEERL
PP - UPE - PTFE Mclillylon ABS I?esin Acrylic Bakelite
YHERE
Cutting Speed 110
L )
SMEX T T T TN T o | o
DCXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 X 3 31,800 2,390 25,500 1,530 31,800 1,430 31,800 1,430
1.5 X 45 21,200 1,910 17,000 1,280 21,200 950 21,200 950
2 X 6 15,900 1,670 12,700 1,140 15,900 950 15,900 950
25 X 75 12,700 1,520 10,200 1,070 12,700 760 12,700 760
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
16 X 48 2,400 860 2,000 690 2,400 430 2,400 430
20 X 60 1,900 740 1,600 600 1,900 400 1,900 400
25 X 75 1,500 680 1,300 570 1,500 360 1,500 360
MR 2 3
Depth of Cut 1.5D 0.5D
TRERTERSILHIER. The table above is for when using air-blow.
1. EERERIME, SEERTIR. TR, 1. Use a rigid and precise machine and holder.
2. ERIEIYRE. VURNIMESERRR, A E A EE, 2. Please adjust the speed and feed when the cutting depth is large or when
3. WMTISERERAGR T, HES FEE, HaRERIIHIRE. 3 Rn;?ifjr;gf;evéggL(:jm;enegdl(ilstzvaerlleaissgﬁth of cut when high precision is required
4 %{$§2{€E9'T§ZRF, IFEE" RERRRSUAIRIRIEIESEERE 4 adjust the speed and feed accordingly when the overhang length is longer
ggg@&ﬂgugg (7(5%’3"?-0) ° than specified (refer to p.20).
5. VIBYEGRRT, 1B NRREFIHARE, 5. When the chips wind around the end mill, reduce the speed and feed.
6. INTHESERT, BEWERTHEEN IEFITIELER. B, BEE 6. Please always use the appropriate cutting fluid recommended by the cutting
PBRAMNRESEIE, LIEiERikk, fluid manufacturer in the machining of magnesium alloys. Be cautious with the
7. INTHIAERT, A TEHLEIBEN. s, SERyE, cutting chips as they are highly flammable and may pose a serious fire risk if not

8. T EBRRIOWIENT, EERKEEIMEN (BoRmpeey | bopery handled

.When processing resin, please remove cutting chips to prevent them from
B . getting caught or entangled.
For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).

I



A E‘TS' N t}J ﬁu %142%;&% Cutting Condition

qz%ﬁg/ ge%ﬁg/ g{[&%ﬂj\ﬁﬁﬁ Applies to square/sharp corner edge/radius type

}ﬂﬁ% Plunging
DD:DM'*# - %E‘SQE@M %%é% . %Eé@%ﬁ: . %ﬁe’%
Work Material uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHEE
Cutting Speed 80
(m/min)
) ~ MESAY 5 . . S MESAN
(mm/min) (min™) (mm/min) (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
25 X 75 10,000 350 10,000 350 8,000 100
3 X 9 8,500 400 8,500 400 6,400 120
4 X 12 6,400 400 6,400 400 4,800 120
5 X 15 5,100 400 5,100 400 3,800 120
6 X 18 4,200 450 4,200 450 3,100 130
8 X 24 3,200 500 3,200 500 2,400 150
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
TIHIRE e ap
Depth of Cut 1D 0.5D
FEERTERIGAEIE RIS, The table above is for when using water-soluble coolant.
AET A PRI
INTA4# Thermoplastic Resin Thermosetting Resin
Work Material POM- PVC- MCB - ABSHfE - PEEK W5eh EpEEEER,
MCNylon  ABS Resin Acrylic Bakelite
YIHIRE
Cutting Speed 90
(m/min)
IMEX T % HHA R i HHARE i M §E BRI
DCXLU Spggg Feed‘ Spggg FeedA Spgeﬁ FeedA Spge_fi Feed.
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 25,500 480 19,100 290 25,500 290 25,500 290
1.5 X 45 17,000 380 12,700 240 17,000 190 17,000 190
2 X 6 12,700 330 9,500 210 12,700 190 12,700 190
25 X 75 10,200 310 7,600 200 10,200 150 10,200 150
3 X 9 8,500 290 6,400 190 8,500 130 8,500 130
4 X 12 6,400 270 4,800 190 6,400 120 6,400 120
5 X 15 5,100 270 3,800 190 5,100 110 5,100 110
6 X 18 4,200 250 3,200 190 4,200 110 4,200 110
8 X 24 3,200 250 2,600 190 3,200 110 3,200 110
10 X 30 2,900 250 2,200 180 2,900 110 2,900 110
12 X 36 2,400 250 2,000 180 2,400 110 2,400 110
16 X 48 2,000 240 1,600 180 2,000 110 2,000 110
20 X 60 1,600 210 1,300 160 1,600 110 1,600 110
25 X 75 1,300 200 1,000 150 1,300 100 1,300 100
IR 2p
Depth of Cut 1D

FEERTERASANER. The table above is for when using air-blow.

Use arigid and precise machine and holder.

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

1. EERERIE, SREITR. .

2. EHRIBITIRNRE. TUMRIMESERIRR, RS mHAIRE.

3. WINITEEAERNBERT, BEYEREE, HaRERIHIRE.
4.

N=

3. Reduce speed and feed as well as depth of cut when high precision is required.
BERKOBERT, 5% RS HETUIIHIREREESEE KA 4. Adjust the speed and feed accordingly when the overhang length is longer
BEOENHEERE (£%p.20) . than specified (refer to p.20).
5. PIBIEERT, BRI, 5. When the chips wind around the end mill, reduce the speed and feed.
6. Please always use the appropriate cutting fluid recommended by the cutting

6. LRSS, BSLEMIBIET SRIEFRIEET. B, BER
BRI SETE, LARIERINKR.

7. INIRERERT, A TEHILIIBEAN. ES, EEkRIIE.

8. X;t;];@%ﬁ%ﬁ’ﬂ’fﬁﬁ‘éﬂﬂl, HEEERKEEIEIER (BRFARE 2R
BRIM) .

9. FRETINTHAERT, BT,

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.
7.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.
. For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).
. Please step feed when processing resin by plunging.

8
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qz%ﬁg/ /jle%ﬂ/ gﬂ;‘%ﬂ\@ﬁﬁ Applies to square/sharp corner edge/radius type
$ETE%{$§§“{{E’\J’C)Jﬁﬂ?—ﬁﬁ:ﬂﬁl%%%{ﬁ (DC = d) 6 R ¢ 8 ) Cutting Condition Guide for Changes in Overhang Length

—— BRI - EAS EASHE Hae

g, Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
ok Materia A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IR BHARE iR HHRIRE BR BHEEE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
fs 70% 70%
Slot Milling 40% 40%
i 70% 70%
Side Milling 50% 50%
L 80% 80%
Plunging 60% 60% 2
e wn
RS
8% )
<
=2
Ao
Sl
X~ w
<C



A E'T L' N t)] ﬁu %#FE)&;E Cutting Condition

3 D?J'l:/t 3 X D cutting length
qz%ﬁg/ Qe%ﬂﬁﬁﬁ Applies to square/sharp corner edge type

FEEE siot Milling

DuI*z*q. %Eé@ﬁ{qa*Z . %%é@ %E@@%ﬁ: %@é@
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
° A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
Al
Cutting Speed 240 240 120
(m/min)
HMERX T BHEHRE IR BHRIRE BHERIRE
DC X APMX Feed Speed Feed 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
IR ap ap
Depth of Cut 1D 0.5D
FRIERTERKAEEERRIAER. The table above is for when using water-soluble coolant.
eI PRI
pilTmRp Thermoplastic Resin Thermosetting Resin
Work Material ) . POM:- PVC- MC2z - ABSHifg - PEEK EYEELERL
PP - UPE - PTFE Mc?lz/%on A$BS Psesin Bakelite
tIHLRE
Cutting Speed 70 90
(m/min)
BNEX T iR BHRIRE R BHAIRE IR HEEHRE BEIR BHRIRE
DC X APMX Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 X 9 8,500 1,150 6,400 770 8,500 510 8,500 510
4 X 12 6,400 1,090 4,800 750 6,400 480 6,400 480
5 X 15 5,100 1,070 3,800 740 5,100 460 5,100 460
6 X 18 4,200 1,010 3,200 740 4,200 440 4,200 440
8 X 24 3,200 960 2,600 740 3,200 390 3,200 390
10 X 30 2,900 870 2,200 630 2,900 390 2,900 390
12 X 36 2,400 790 2,000 630 2,400 360 2,400 360
16 X 48 2,000 720 1,600 550 2,000 360 2,000 360
20 X 60 1,600 620 1,300 490 1,600 340 1,600 340
25 X 75 1,300 590 1,000 440 1,300 310 1,300 310
Wil dp
TRVRE DC=12 1D
P 12<DC 0.5D

ERERTERSISHIER.

1. EERERIE, BREITR. T,

2. EHRIBTIRIRE. MRS ERIAR, RN aIRE.

3. WIMNIEEAERNERT, BEY TGS, HARERTIEIRE.

4. NIEASR, BSERIIEIRT SHEFIEIE. 35, BER
BRESERE, LIRIERINKR,

5. INTHIAERT, ATIHIEIBEAN, B, EEkRE.

6. ?{(;IE;ET%’E%E’\JWHEHDI, HEFERAEEIRINR (BRRRFIEE 2R
RN

The table above is for when using air-blow.

. Use arigid and precise machine and holder.

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

. Reduce speed and feed as well as depth of cut when high precision is required.

. 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.

.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

. For higher quality processing of resin, the use of a water-soluble cutting fluid

is recommended (excluding nylon and Bakelite).

8
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3 D w't/t 3 X D cutting length

SF%@/ Qeﬁﬁgjﬁﬁﬁ Applies to square/sharp corner edge type
NS side Milling

L2

~¢ >+
A1
NELLET]

DDI*Z*SI' %Eé@ﬁ{qa*Z . %%é@ %Elé$%1¢ %ﬁ]ﬁ@
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
° A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IEIRE
Cutting Speed 240 240 120
(m/min)
SMEXTIE pHAEE 5 P pHaEE
DC X APMX Feed Speed Feed Feed
. N . .
(mm/min) (min™) (mm/min) (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 =2
=) 1
5 X 15 15,360 1,840 15,360 1,840 7,680 1,080 EHE ‘ﬁ
SN ©
6 X 18 12,800 1,900 12,800 1,900 6,400 1,160 e #I
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 EH 2l '—_'I
N O
16 X 48 4,800 2,390 4,800 2,390 2,400 1,630 - |:|<IJ
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
YRR ap 3e
Depth of Cut 3D 0.1D
FRIERTERKAEEERRIAER. The table above is for when using water-soluble coolant.
] 2R PRI
oAt Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MC/2J% - ABSHifig - PEEK Wee ERERYER)
PP - UPE - PTFE MCZI:Ionn ALS REesin Acrylic Bakelite
YIHERE
Cutting Speed 110 110 110
(m/min)
MEX T BGE AR o GO A SVl it | AR
DCI>< APMIX Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
16 X 48 2,400 860 2,000 690 2,400 430 2,400 430
20 X 60 1,900 740 1,600 600 1,900 400 1,900 400
25 X 75 1,500 680 1,300 570 1,500 360 1,500 360
TEIRE ap ae
Depth of Cut 3D 0.2D
EERFERSASIER. The table above is for when using air-blow.

.Use arigid and precise machine and holder.
. Please adjust the speed and feed when the cutting depth is large or when
machines with low rigidity are used.

1. EEABRIE, SRETR. T,
2. EHRIETIRNRE. VUMNIMESERIRR, R aRE.
3. WMITEEAERNBRT, BELTERE, HAaRERTIERE.

N —

g F . T e 3. Reduce speed and feed as well as depth of cut when high precision is required.
4. INTHEESR, BSYUERTIEIER REFRIDERR. 5%, BER 4, Please always use the appropriate cutting fluid recommended by the cutting
TIBRIESETE, LIBIERKK, fluid manufacturer in the machining of magnesium alloys. Be cautious with the
5. INITAIBERT, R TBHLEYIBEN. 4852, EERIE. cutting chips as they are highly flammable and may pose a serious fire risk if not
6. WFEBRBIMISIT, HAEERNEIHTINNER (BREMBEER properly handled. N
(29N 5. When processing resin, please remove cutting chips to prevent them from

getting caught or entangled.
6. For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).



A E'T L' N t)] ﬁu %#FE)&;E Cutting Condition

3 D 9]{/( 3 X D cutting length

SF%EQ/ Q&%ﬁ!ﬁﬁﬁ Applies to square/sharp corner edge type
;EE%% Plunging

DuI*z*q. %Eé@ﬁ{qa*Z . %7%‘!%% %E@@%ﬁ: %@é@
WorkMstona] Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
° A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHIRE
Cutting Speed 70 70 50
(m/min)
SMEXTIE ep R 5 R pHaEE
DC X APMX Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 7,500 350 7,500 350 5,300 100
4 X 12 5,600 350 5,600 350 3,980 100
5 X 15 4,460 350 4,460 350 3,180 100
6 X 18 3,680 400 3,680 400 2,650 110
8 X 24 2,800 450 2,800 450 1,990 120
10 X 30 2,230 450 2,230 450 1,590 120
12 X 36 1,840 450 1,840 450 1,330 120
16 X 48 1,400 500 1,400 500 1,000 130
20 X 60 1,100 500 1,100 500 800 130
25 X 75 890 500 890 500 640 130
TEIRE ap ap
Depth of Cut 1D 0.5D
FRIERTERKAEERRIAE . The table above is for when using water-soluble coolant.
eI PRI
DT A%t Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MCBJ - ABSHif - PEEK S o
PP UPE - PTFE Mﬁ{%on A*B}Sjﬂlflesin Bakelite
YIHIRE
Cutting Sp;d 70 90
(m/min)
AMEX T TR BHERE IR BHRIRE R BHRIRE R BHRIRE
DC X APMX Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 X 9 8,500 290 6,400 190 8,500 130 8,500 130
4 X 12 6,400 270 4,800 190 6,400 120 6,400 120
5 X 15 5,100 270 3,800 190 5,100 110 5,100 110
6 X 18 4,200 250 3,200 190 4,200 110 4,200 110
8 X 24 3,200 250 2,600 190 3,200 110 3,200 110
10 X 30 2,900 250 2,200 180 2,900 110 2,900 110
12 X 36 2,400 250 2,000 180 2,400 110 2,400 110
16 X 48 2,000 240 1,600 180 2,000 110 2,000 110
20 X 60 1,600 210 1,300 160 1,600 110 1,600 110
25 X 75 1,300 200 1,000 150 1,300 100 1,300 100
TIHIRE ap
Depth of Cut 1D

ERERTERSISHIER.

1. BEREERIE, SEETRM. TR,

2. iEIRIEDRIRE. YURRIESERINNR, IR A A TR,

3. WMNIEEAERNERT, BEY MRS, HARENIEIRE.

4. NITEESR, BSERIIEIET SHEEFIEER. 35, BER
IBRMESETE, LIRIERN K.

5. INIHIAERS, ATEIIEBEAN, E5, EEkE.

6. ?;‘ZE%EEE’\JWHEHDI, HEFERAEEEIER (BRRFEE 2R
RN

The table above is for when using air-blow.

1. Use arigid and precise machine and holder.

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

. Reduce speed and feed as well as depth of cut when high precision is required.

. 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.

.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

. For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).

. Please step feed when processing resin by plunging.

8
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5 Daj't/t 5 X D cutting length

—_ T
R 5
qz%ﬂ/ ge%ﬂﬁﬁﬁ Applies to square/sharp corner edge type /& §
ML side milling
III:IIM*Sl %Eé@ﬁ{$$7f . @%ﬁ'@ %E%%'ﬁ: %ﬁ]ﬁ@
Work Matenal Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERE
Cutting Speed 100 100 50
(m/min)
HMEX T BHESERE HEIR HHERIRE BHESERE
DCI;< APMIX 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 =2
=) 1
5 X 25 6,400 730 6,400 730 3,200 230 ?‘QH 5 ﬂ
<\
6 X 30 5,300 780 5,300 780 2,600 240 e #I
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 EH 2l '—_'l
N O
16 X 80 2,000 1,140 2,000 1,140 1,000 350 - H(IJ
20 X 100 1,600 1,230 1,600 1,230 800 380
25 X125 1,300 1,320 1,300 1,320 640 400
IR ap 3e
Depth of Cut 5D 0.1D
FRIERTERKAEEERRIAER. The table above is for when using water-soluble coolant.
] 2 PEEL IS
IR Thermoplastic Resin Thermosetting Resin
Work Material POM- PVC- MCF2% - ABSHii - PEEK Weef EREELEYY
MCNylon  ABS Resin Acrylic Bakelite
YIHERRE
Cutting Spid 70 85 85
(m/min)
HMEX T BHRIRE R BHRIRE BHRIRE FoR BHAIRE
DC X APMX Feed Speed Feed Feed Speed Feed
(mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
3 X 15 8,500 1,150 6,800 820 8,500 510 8,500 510
4 X 20 6,400 960 5,100 770 6,400 480 6,400 480
5 X 25 5,100 900 4,100 740 5,100 460 5,100 460
6 X 30 4,200 880 3,400 710 4,200 440 4,200 440
8 X 40 3,200 770 2,700 650 3,200 380 3,200 380
10 X 50 2,800 740 2,300 620 2,550 380 2,550 380
12 X 60 2,300 660 2,000 600 2,300 350 2,300 350
16 X 80 1,900 570 1,600 480 1,900 340 1,900 340
20 X 100 1,500 450 1,300 390 1,500 270 1,500 270
25 X125 1,200 360 1,000 300 1,200 220 1,200 220
TEIRE ap de
Depth of Cut 5D 0.1D

ERERTERSISHER.

1. EEAERIE, SRETR. .

2. BHRIETIRIRE. MIRMNIMESERIRR, BRI aRE.

3. WMMITEEAERNBERT, BEL RS, HAaRERTIEIRE.

4. MIEASH, BSERIIEIET SHEFIEER. S5, BER
TERGIRSERE, LIRIERNKR.

5. INIRRERT, AT EAN, L, wEkRE.

6. ?;IZJ;EEEEB’\JMHEDDI, HEFERAEEREE (BRRTIEEER
RN

The table above is for when using air-blow.

.Use arigid and precise machine and holder.

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

Reduce speed and feed as well as depth of cut when high precision is required.

. 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.

5. When processing resin, please remove cutting chips to prevent them from

getting caught or entangled.

For higher quality processing of resin, the use of a water-soluble cutting fluid

is recommended (excluding nylon and Bakelite).
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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

IEXCDZURE

Flat cutting edge specification

LI ESEERIIN L E MR

Achieves higher precision machined surface quality

HEREEMAEAERS Rt

*Does not apply to some sizes of radius type

R

Center cutting edge

AN T

Can be used for plunging

ORISR 7]

3 cutting edges that connect at the center

AESRE, ~FTE

Variable lead and unequal spacing teeth

HRN, SEIRE - BWEMT PIHIREESOMHERITIRI 7] 2 [B219%
Stable and high efficiency milling is made possible by the E’\J , q%fﬁﬁ%iﬁg}]ulx

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

stability to enable high speed milling*

IR, MZITRER

*Effective for plunging and ramping

purabilit,

DLC-IGUSS 22

DLC-IGUSS Coating

BERERAENFEE, NHEKMWAEHEBMAESS S0k
ERAFEHRRIES. LI, RETIENS®D.

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.




Ik

Suppression of Vibration

REAFESE. AF0E, LIIEE - BREERINLT

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

v
2 §
TESAE Variable Leads AFE5E| Unequal Spacing Teeth "K:EE g
a5 8
BE <
B1 B2 =
al a3
al#a2+as3

B1#32 \_/

a2

RIEESETEIFET, CEERFINTIEME .7
Good machined surface quality even under high speed cutting condition E% E
<

DLGREMMAENR. F55E - AF0ENTUIRSERIARECTINNR, LMEMEESR
RN THEH T EEEREFNINIEE

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.

e D Vi ) ) -

TR AE-VTS-N Non-coated Competitor Bottom roughness at the initial stage of machining

Tool 10X30 > ki
°° o ®10 33 Flutes CHEM) 14 [

IO

Work Material A7075

nTAE i85

Processing Method Slot Milling

MR 408m/min 300m/min %

Cutting Speed (13,000min") (9,550min") H

BHAEE 4,780mm/min 1,432mm/min R

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

YIMIRE ¢

Deptfl\ onyut ap=10mm g

pu [ lIhe: bl KAL) -

Coolant Water-soluble

fSEFRA SZRINTHL (BT40)

Machine Vertical Machining Center

AE-VTS-N Hitb AT~ R

AE-VTS-N Egﬂ’/_\\ﬁ{!fﬁ Competitor
ompetitor




DDI&}E Cutting Data

_I%_EIEII:IEE— 1jﬁ%ﬁgj]nlﬁﬁjrﬁ Excellent surface finish

High Quality

DLGREFMENTIAMER, IMEEMSNINTERE.

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

J— AEVTS-N B ATARER AT mBSAYERETFEREE _—
- Non-coated Competitor Surface roughness after milling 11 m =
Vel ®10x30 @10 37] Flutes
(78113 2 e
InTazst
Work Material A7075 ol
INTrEE TEHE
Processing Method Slot Milling
IEERE : .
Cutting Sxpeed 300m/min (9,550min") %
AT *H
B 1,432mm/min (0.05mm/t) i
AR g
Deptfl1 ofxCut dp =10mm %
LIRSS IKTEHELIE g
Coolant Water-soluble
EFRHA SZHINIAHL (BT40)
Machine Vertical Machining Center

AE-VTS-N Hth 853

Competitor



S EMTEDLCERASHT] SHAR 3l gssuorsamon s Y

A E-VTS- N :IZ%EIE Square

Typel

;
|
DC.
DN
[
|
|
‘ o
|
|
|
I
DCON

| APMX

LU
LH

RETRSBHRENMINER, BXHANTRIEERE.

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

LF

FaE

v
v
=
]
£
=
)

£
T
1)

o

<

&

I

;

|

bc
T

|
V

DN

T

|

\

\

!

[
DCON

APMIX
CARBIDE  pycycuss ? 4‘0::. P:%E:; N
0~-0.02 F
1.5 Dy]'l;/t (:;éﬁ'tﬁ:g D) 1.5 X D cutting length (Neck length 3 X D) B4 :mm Unit:mm
RS AMEX I 2K UALS LH LTS e AR =7
EDP No. DCXLU LF APMX DCON DN Type Stock
8557243 1 X 3 45 1.5 8.6 4 0.95 1 ([
8557244 1.5 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 { e i
8557360 3 x 9 55 45 14.8 6 285 | 1 ° B2 S
8557361 4 X 12 55 6 15.9 6 338 1 Al @ g
8557362 5 X15 55 7.5 16.8 6 4.8 1 (
8557363 6 X18 60 9 — 6 5.8 2 {
8557364 8 X24 70 12 - 8 7.7 2 o
8557365 10 X 30 75 15 = 10 9.7 2 (
8557366 12 X 36 80 18 — 12 1.7 2 o
- FRRIRBEIES%Ep. 12, - See p.12 for explanation of icons. @ =irfEEFS @=Standard stock item
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DLC Coated Carbide End Mill for Non-Ferrous Materials
High Performance Type 3-Flute Short Type

A

The A Brand
AE-VTS-N &3
Sharp Corner Edge
Typel
E 15°
2 4 -+-—-——-———1é
A o :
1}
AER AR OSSR, B RRARTIEA A, - g
End mills may have some discoloration, but it does not cause any performance problems.
Type2 -
[=)
e e E—
| N [a}
| K AN S;EEEEI;) APMX
CARBIDE ) ci6uss O . T 40~ pyppy W
0~-0.02 '
1 5 Dy]'l;/t (;I()ﬁ't/(S D) 1.5 X D cutting length (Neck length 3 x D) 7 :mm  Unitmm
] HMEX T ek | 7K m wE | @& | MR | 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 15X 4.5-SP 45 2.3 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 45 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 o
8557463 6 X 18 -SP 60 9 = 6 5.8 2 [
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
- FORIRAEIES%Ep. 12, - See p.12 for explanation of icons. @ = iRfEEFR @=Standard stock item

Sharp corner edge type for milling straight corners

AL e EEREmERY o AR Bl 47

PMBRAERIRBRARIPIZIRTRE. JTLN
THERA.

The sharp corner edge type is designed without a gash land cutting
edge specification, enabling it to mill straight corners.

ERTAIEIEEREET AR T,

Effective corner milling with no uncut residue left behind.

s

LA (-SP)

Sharp Corner Edge

Square Type



%S BINTFADLCERASHT] SRR 37 @R pwenenmmememsmes:  f

AE-VTS-N EEE o

Typel

§
|
DC
)ﬂ
DN
[
I
I
‘ 3
I
I
I
[
DCON

| APMX.

LU
LH

RETRSBIRENMINER, BXHATTNIEERE.

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

LF

FaE

Type2

v
v
=
]
£
=
)

£
T
1)

o

<

=

I

b
)
M.
|
|

R

7 [ SHRINK | AN Ly APMIX
+0.02 FIT  [40~43" p31.py w
0~-0.02 LF

1 5 D?]‘l;/t (ém't/t3 D) 1.5 X D cutting length (Neck length 3 X D)

|
CARBIDE 1, c.cuss

B :mm  Unitmm

BRS ‘ sexgxxEnee T WE | @R | MR | R
EDP No. DCXLUXRE LF APMX DCON DN Type Stock

8557400 3X 9 X R0.2 [

8557401 3X 9 X R0.5 > > 148 ° 28 1 [

8557402 4 X 12 X R0.2 o >
8557403 4% 12 X RO.5 55 6 15.9 6 38 1 ) B &
8557404 4 X 12 X R1 o @ E
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 58 2 °

8557410 6 X 18 X R1 °®

8557411 8 X 24 X R0.3 °®

8557412 8 X 24 X R0O.5 °®

8557413 8 X 24 X R1 70 12 - 8 7.7 2, e |

8557414 8 X 24 X R1.5 °®

8557415 8 X 24 X R2 °®

8557416 10 X 30 X RO.3 o

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 o

8557421 10 X 30 X R3 o

8557422 12 X 36 X RO.3 °

8557423 12 X 36 X RO.5 [

8557424 12 X 36 X R1 [

8557425 12 X 36 X R1.5 8 8 - 2 " 2 °

8557426 12 X 36 X R2 [

8557427 12 X 36 X R3 o

- FRRIRAEIES%Ep.12, - See p.12 for explanation of icons. @ =FREEER @=Standard stock item



A E'VTS' N t}J ﬁu %14:%;&% Cutting Condition

S'z%;_}é/ /jle ;:FIU/ gm%ﬂiﬁﬁﬁ Applies to square/sharp corner edge/radius type
FEEE Slot Milling

—  SRASTEE A EESH AL
e Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHEE
Cutting Speed 400 200
(m/min)
E X LR t55 A LR
QI\'%'Z:C); ﬁ?k Eeed = Speed Fneed = Iseed =
(mm/min) (min™) (mm/min) (mm/min)
1 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
R @ @
Depth of Cut 1D 0.5D
FEERTERIGAEIE RIS, The table above is for when using water-soluble coolant.
AET A PRI
DT A%t Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MCB - ABSHfE - PEEK RIZZp EREEEE
PP - UPE - PTFE M(El%r?on Aﬁﬁgesin Acrylic Bakelite
YIHIRE
Cutting szd 95 75 95 95
(m/min)
IMEX T iiE i iiE HeA o Hep i LR
DCXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 X 3 28,600 2,150 22,300 1,340 28,600 1,290 28,600 1,290
1.5 X 45 19,100 1,720 14,900 1,120 19,100 860 19,100 860
2 X 6 14,300 1,500 11,100 1,000 14,300 860 14,300 860
25X 75 11,500 1,380 8,900 930 11,500 690 11,500 690
3 X 9 9,500 1,280 7,400 890 9,500 570 9,500 570
4 X 12 7,200 1,230 5,600 870 7,200 540 7,200 540
5 X 15 5,700 1,200 4,500 880 5,700 510 5,700 510
6 X 18 4,800 1,150 3,700 830 4,800 500 4,800 500
8 X 24 3,600 1,080 3,000 830 3,600 430 3,600 430
10 X 30 3,200 960 2,500 710 3,200 430 3,200 430
12 X 36 2,700 890 2,100 660 2,700 410 2,700 410
VIR T aw
Depth of Cut 1D
FEERFERSSER. The table above is for when using air-blow.
1. 5FERAENILE, SEETR. T, 1. Use arigid and precise machine and holder.
2. EIRIETINIRE. VRN EEERR, T 2. Please adjust the speed and feed when the cutting depth is large or when
3 iiﬂﬂl%iﬁﬁgﬁﬂﬁ’fiﬂ'f: ‘i‘ﬁﬁ'ﬁ:ﬂ&g‘ﬁ \?’FQA‘%%&E%U“J‘; machines with low rigidity are used.
: P S =15 el LE, L\j‘:‘:% e 3. Reduce speed and feed as well as depth of cut when high precision is required.
4 SERKISAT, 55%" RIESHEEEUITHIRHRRESEE RE 4, Adjust the speed and feed accordingly when the overhang length is longer
BIRRNHARE (5%p.34) . than specified (refer to p.34).

5. YIBYESRRT, 1B NEREERTIHAIEE. 5. When the chips wind around the end mill, reduce the speed and feed.

6. INTHESSRT, BEMEREIELER AN ERR. B, BF= 6. Please always use the appropriate cutting fluid recommended by the cutting
PBHAMNES IR, LIRIERN K. fluid manufacturer in the machining of magnesium alloys. Be cautious with the

7. NTAISRT, HTIALLEEEN. s, SRR cutting chips as they are highly flammable and may pose a serious fire risk if not

= o T N properly handled.
8. WTERREARIINT, HEERKRIETIRIm (RRRMBERE 7.When processing resin, please remove cutting chips to prevent them from

BR5M) . getting caught or entangled.
. For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).

8
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SF%EE/ 9&% ﬁ!/ B'ILK%EEJ‘E}EH Applies to square/sharp corner edge/radius type
NIES side Milling

AEEIEE - REE EeEHEH waL

V\?Jour%wtat‘j:—;i}al Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy

A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
GBS
G et 400 200 -
(m/min) = £
A 8
HMEXFHE HHARE g HHAE HHARE S
DCXLU Feed Speed Feed Feed =+ <
: o ; : T
(mm/min) (min™) (mm/min) (mm/min) T
1 X 3 32,000 1,430 32,000 1,430 16,000 720
15 X 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
YIBRE ap ae ap ae z
Depth of Cut 1.5D 0.2D 1.5D 0.1D e N
R: 5
ERERTERABEIRIEAIAYER. The table above is for when using water-soluble coolant. Be =
Ll
SRR RIS =<
DT aa%t Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MCfef% - ABSHYS - PEEK Weef EpEEEERL
PP - UPE - PTFE MC I\E{I?gn AB*SX'J:XEESM Acrylic Bakelite
YIHERRE
Cutting Speed 105 85 105 105
(m/min)
SME XIS E pAEE wmE wpEE mE sews RO BRI
DCXLU Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 X 3 31,800 2,390 25,500 1,530 31,800 1,430 31,800 1,430
15 X 45 21,200 1,910 17,000 1,280 21,200 950 21,200 950
2 X 6 15,900 1,670 12,700 1,140 15,900 950 15,900 950
25X 75 12,700 1,520 10,200 1,070 12,700 760 12,700 760
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
IBRE ap ae
Depth of Cut 1.5D 0.5D
FEERFERSSNER. The table above is for when using air-blow.

1. EEREERIME, SEERTIR. T, .Use a rigid and precise machine and holder.

2 iSIRIBIIRIRE. TURRIMSERRR, BRI AR, . Please adjust the speed and feed when the cutting depth is large or when
3N TEEEERIOERT, BEY N EkE, #OEERIIERE, machines with low rigidity are used.
4,

Al > N = w N N Reduce speed and feed as well as depth of cut when high precision is required.
- qis = A Y Ak 42, Eae

i;?;kﬂgiigfi zi%?’jﬁ}%%ﬁzxﬁﬂﬁtﬂEJH,—;—JLFIJE;E%%{E i . Adjust the speed and feed accordingly when the overhang length is longer
BEEMHREE (55p.34) . than specified (refer to p.34).

N —

P w

5. tBgEsERT, 15 NSRRI, 5. When the chips wind around the end mill, reduce the speed and feed.
6. INTEASR, BV ERITERR SIEFNTIEIES. 35, BE= 6. Please always use the appropriate cutting fluid recommended by the cutting
BRI IRSEE, LAGBIERKR, fluid manufacturer in the machining of magnesium alloys. Be cautious with the
7. INTHIBERT, R TRHLELIBEN. 8, EaktlE. cutting chips as they are highly flammable and may pose a serious fire risk if not
. S A RS + AT N \,2 properly handled.
8 ?;i;ﬁﬁfﬁ;ﬂﬁmﬂaﬂﬂl, RERERBIEIRNE (RRAAmEEH 7.When processing resin, please remove cutting chips to prevent them from

getting caught or entangled.
For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).

posid 52)
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A E'VTS' N t}J ﬁu %14:%;&% Cutting Condition

S'Z%ﬁ::'.]/ 9'&%@/ Q'Iﬂﬁﬁgﬁﬁﬁ Applies to square/sharp corner edge/radius type
}ﬂﬁ% Plunging

AR ] BESILE - E5S BESHT HEeE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHEE
Cutting Sp(;’:d 150
(m/min)
12 X 2T BHESIRE IR BHAIRE BHERIRE
QHI:)'Z:C); EEK Eeed = Speed Fneed = Iseed =
(mm/min) (min™) (mm/min) (mm/min)
T X 3 20,000 400 20,000 400 10,000 120
1.5 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
TIHRE @ e
Depth of Cut 1D 0.5D

The table above is for when using water-soluble coolant.

ERERTERKAEIRLERAER.

AET B RIS
IO AA% Thermoplastic Resin Thermosetting Resin
Work Material . . POM: PVC: MCgfz - ABSHA - PEEK W5eh EpEEEER,
PP - UPE - PTFE M(El%r?on A[Ejggsin Acrylic Bakelite
YIHEE
Cutting szd 95 70 90
(m/min)
HME X T IR FHERIRE IR HEEHRE IR HEEHRE R HESERE
Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 28,600 540 22,300 330 28,600 320 28,600 320
1.5 X 45 19,100 430 14,900 280 19,100 210 19,100 210
2 X 6 14,300 380 11,100 250 14,300 210 14,300 210
25X 75 11,500 350 8,900 230 11,500 170 11,500 170
3 X 9 9,500 320 7,400 220 9,500 140 9,500 140
4 X 12 7,200 310 5,600 220 7,200 140 7,200 140
5 X 15 5,700 300 4,500 220 5,700 130 5,700 130
6 X 18 4,800 290 3,700 210 4,800 130 4,800 130
8 X 24 3,600 280 2,800 210 3,600 110 3,600 110
10 X 30 3,200 280 2,200 180 2,900 110 2,900 110
12 X 36 2,700 280 1,850 180 2,400 110 2,400 110
IR T
Depth of Cut 1D

The table above is for when using air-blow.

ERERTERSCHER.

EEAERNI, SEERTE. TR,
TSHRIETIEIRE. HURMNINESERINR, AR TAIR .

Use arigid and precise machine and holder.
Please adjust the speed and feed when the cutting depth is large or when
machines with low rigidity are used.

N=

1.
2.
3. WMNIEEAERWERT, BEY IR, HARENTIEIRE.
4,

3. Reduce speed and feed as well as depth of cut when high precision is required.
BERKNBERT, %" RESHREDUITIHIREREESEE " KE 4. Adjust the speed and feed accordingly when the overhang length is longer
BEERNIAAIRE (5%p.34) . than specified (refer to p.34).
5. YIBYELERT, B SR IHAIERE, 5. When the chips wind around the end mill, reduce the speed and feed.
6. MTIEASN, BSUMEmISIm SHEEMIEER., 26, ST 6. Please always use the appropriate cutting fluid recommended by the cutting

BRLIRESERE, LARIERINKR,
7. INItRERd, ATBALLTIBEN, B, EERE.
8. T ESREANIEINT, HEFERKEEIEIER (BRFABEER

BRIM)
9. FEETINTHAERT, BRI,

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.
7.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.
. For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).
. Please step feed when processing resin by plunging.
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SFQ;ﬂ/ 9&%?2/ gm%ﬂﬁﬁﬁ Applies to square/sharp corner edge/radius type
$E?E%{EF§§HGE’J’C}]ﬁﬂ%{#ﬁ%ﬁj%@ (DC = ¢) 6\ ¢ 8) Cutting Condition Guide for Changes in Overhang Length

R

Slot Milling

iz

Side Milling

iz

Plunging

AR ] e - EEeE BESHHT e
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075+AZ91-AZ80A AC4C-ADC c1100
IR HEEHRE HEIR HEEHRE R BHESIERE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
70% 70%
70% | 20% 70% | 20%
70% 70%
50% 50%
80% 80%
60% 60%
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JFke BN LADLCERSEY/] SEaeREEIITE

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

AE-VTFE-N

=R - =SEEIMNLIL/D=5L1 FRYREE

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

723
£ wu | Shani@{;‘:meter
; xample 010
_— e
/ -
7

2.5D 7]

2.5 X D cutting length

- RAD RIAR BRI T TR
REEINT

Highly efficient deep side milling is possible with large
step milling of up to 2xXD*

TS

Nointerference

S HETERERATRK, 2D
S Mp.42.

*The recommended depth of cut varies depending on
the overhang length. See p.42 for details.

.

SMEP12
DC 912

FHIJHREY neE > e

Long length reduced shank type

D BRTIBIMERTIREZRIZR

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

- NI EEMHAOREEIN T, B0 T

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

- B BRI A NS SRR DR E

Supports various machining depths by changing the overhang length

(e

Flat cutting edge specification

- KERINTPEEmERIREIIT

Achieves high quality bottom surface milling with long
overhang length

R ORI3KIEN 7]

3 cutting edges that connect at the center

- PEI AR OMHTRITIRI 7] Z B2
89, ARRENT

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

s



& N\\\\lng QU/

HN IR

Suppresses streak generation

AR TE B9 RAZAR BT LA 6 BRI 25 BR e B T 7= AR RO AR X

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

WRMiRE RIRAZIK

R shape on the shank side edge

@\o\e perforp, o,

RS

Suppression of Vibration

KATESE. 1578, TEE  S3EEINL

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

RESHE variable Leads Z:%fj\ﬁﬂ Unequal Spacing Teeth

B1 B2
al a3

al#a2+a3

My <

a2

Dufabi/ity

DLC-IGUSS 22

DLC-IGUSS Coating

s, IRE TR,

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.

BIAERANTFEE, MNHEXKIAEHMEETIEESFIIFEBAIFHRRIE.

REENT B

For Deep Side Milling
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DDI&}E Cutting Data

SRaEINT

High Precision Milling

_‘_"E Sre—y e
l%*ﬁ JE?I\EED”I High precision deep side milling

HL/D=8RIIER T, LHNRIFIEERTREEINT

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

ERTE HibABF=m @12
Tool Competitor
Tk

Work Material A7075

NI MIE S ERHEH!

Processing Method Side Step Milling

PIEERE : .

Cutting Sxpeed 100m/min (2,650min")
Eﬁ&}ﬁ 955mm/min (0.12mm/t)
TIEIRE ap=12mm X7 ade =0.6mm
Depth of Cut 7 times

JESHE -

Overhang Length 96mm L/D=8

P KB

Coolant Water-soluble

SEFRHAR ZRIITHL (BT40)

Machine Vertical Machining Center

SUERKIERN, LURFNINIBEE

Achieves better machining accuracy compared to conventional long type

FERTR

Tool

Ak
Work Material

AE-VTFE-N ¢ 12

A7075

LAERTIE 12

Conventional long type

INIr5E

Processing Method

MIE > BREEHI gt
Side Step Milling Side Milling

PIEERE
Cutting Speed

200m/min (5,305min"")

100m/min (2,700min")

Feed

1,910mm/min (0.12mm/t)

1,050mm/min (0.13mm/t)

TIEIRE
Depth of Cut

ap =24mm X2)X+12mm

ap =60mm

2 times

de=1.2mm de=1mm

NESRE
Overhang Length

72mm L/D=6

ALl

Coolant

IR

Water-soluble

SEFRAU

Machine

SZEIITHG (BT40)

Vertical Machining Center

INTEAETDEEE

Comparison of the amount of deflection of the machined surface
j_]uIT‘)JHEHj The initial stage of machining

(mm)

80 |

70 |

60 |-

50 |

84mm
40 f

Machining Depth KRS HE

30

20 F

N 0 H b H
0.1 0.2 0.3 (mm)

1EJJE Deflection

—— AE-VTFE-N —— HfthAT™m

Competitor

INTERILTIELER

Comparison of the amount of deflection of the machined surface

DDI%}J ,HE HTJ The initial stage of machining

(mm) 60
50
24
mm l
mn
40
-7 &
R
E
60 g
30
mm 8
24 V4 £
mm 5
= 20 F
- : : : :
- : : : :
of § § §
12 V4 : : ' :
mm : : : :
_\ “' 0 : : : :
0.1 0.2 03 0.4 (mm)

1EJJE Deflection

= AE-VTFE-N PAER7IEY

Conventional long type



l_%_nlzll:l)ﬁi— I_/D - 5 EI\J*%/'ESE ] DDIE%E{%E Stable slot milling at L/D=5

High Quality

1EF¢7)EIREN RN T H AR,

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

FRIA AEVTFEN 012 [l p120 BTN RP! IO TANERRSAYESETFERERE .
Tool Conventional Competitor Bottom roughness at the initial stage of machining H R

TR (LMY 4 [ oo
Work Material A5052 .
INITEE R
Processing Method Slot Milling
PR : .
Cutting Sxpeed 200m/min (5,305min"") -
Eﬁ?ﬁjﬁ 1,910mm/min (0.12mm/t) 1}%
TIERE g
D’Jj{:gf;im ap =2.4mm (0.2D) §
JES R _ °
Overhang Length 60mm L/D=5
P KB
Coolant Water-soluble
(EFEH SZFINT A (BT40)
Machine Vertical Machining Center
AE-VTFE-N LA Htt B m
Conventional Competitor
RYFRINNTE
Good machined surface
LUERES INS|RED
AE-VTFE-N ey ou e

REENT B

For Deep Side Milling
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IN

BENT R

DLC Coated Carbide End Mill for Non-Ferrous Materials
High Performance Type 3-Flute for Deep Side Milling

AE-VTFE-N FL 8

REARESEREAINER, BXHAETIEMEE.

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

—
CARBIDE ¢ suss

0~-0.02

I AN ED
FIT  [40~43" pypy

2.5D 73'[;/( 2.5 X D cutting length

APMX

¥F5RYJ Radius Chamfering

The A Brand

LF

*ARMEREAIR A TRILEDBRINTRF=4ERY, HARTER,
The radius chamfering is not a full radius since it is for preventing streaks
during milling.

B :mm  Unit:mm

Bms M2 2K VAL W EEfF
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 A ([
8550134 14 160 35 12 ([ J
8550138 18 180 45 16 ([
8550142 22 200 55 20 (

- HRRIRIEIES®Ep.12,

- See p.12 for explanation of icons.

@ =iRHEREFR @=Standard stock item

DCON



IS EIMNTADLCREASHT] SIEAR 37 meemTa  opwesseqrmmes M
The A Brand
|
AE-VTFE-N ElAE tas
RE 3H7R7] Radius Chamfering

e :

¥ ARMIRERIR 2 TBILES BRINTRIF=AIRK, HARTER.
The radius chamfering is not a full radius since it is for preventing streaks
during milling.

RETRSERENINER, BXHATINIEMMEE.

End mills may have some discoloration, but it does not cause any performance problems.
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CARBIDE FGUSS 1?33 ? 4?}4; PZF:E?EZ
0~-0.02
2.5D UJ'L/( 2.5 X D cutting length BEf7:mm Unit:tmm
Ams IMEX B 2K VAR R EF
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 o
8550161 10 X R1 130 25 8 D O
8550168 12 X RO.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 R1 160 35 12 D| O ,ﬂ”gi
8550180 18 X R1 180 45 16 A o ﬁEE
8550184 22 X R1 200 55 20 o K& Wi
- FRRIREBIESEpP.12, - See p.12 for explanation of icons. @ =inEEFR O=#@rEEFR (IEWAEZR. ) g <

@ =Standard stock item O=Limited standard stock item



AE-VTFE-N tHISZAEHER oo

S'Z%ﬁ::'.]/ gm%ﬁ:u\ﬁ% Applies to square/radius type

FEEE Slot Milling

JJEI I*Z*# fﬁéﬁﬂﬁﬁ . %ﬁé@ %Eé@%ﬁ: %ﬁ]ﬁ'ﬁ
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIEEE
Cutting Speed 200 200
(m/min)
54E e v 555 eaiE e
DC Feed Speed 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
e ap
TIHIRE DC=10 0.1D
Depth of Cut
10<DC 0.2D
ERERTERAMEIELRFAYER. The table above is for when using water-soluble coolant.
RETER MRS PAELIERRE
INITAr# Thermoplastic Resin Thermosetting Resin
Work Material . . POM- PVC- MCf2 - ABSHfig - PEEK NI EpEEYER]
PP UPE - PTFE MCNylon  ABS ReEinn Acrylic Bakelite
YIHIRE
Cutting Sp;d 100
(m/min)
LN ES BHEEE IR HEEHRE IR BHEEHRE BEIR HEEERE
e Feed Speed Feed Speed Feed Speed Feed
(mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 4,800 1,150 3,700 830 4,800 500 4,800 500
8 3,600 1,080 3,000 830 3,600 430 3,600 430
10 3,200 960 2,500 710 3,200 430 3,200 430
12 2,700 890 2,100 660 2,700 410 2,700 410
14 2,300 760 2,000 630 2,300 350 2,300 350
18 1,900 680 1,600 550 1,900 340 1,900 340
22 1,600 620 1,300 490 1,600 340 1,600 340
TIEIRE _a
Depth of Cut 0.5D
TRERTERSSHER. The table above is for when using air-blow.
1. EREEESHEENTIERSMEER FTHS%EE. 1. The above milling condition is a guideline for the overhang length is 5X D.
2. EERERIE, SEENTM. TR, 2.Use arigid and precise machine and holder.
3. BRIETIEIRE. TURNIMSERRR, REERFHAIERE, 3. Please adjust the speed and feed when the cutting depth is large or when
4. WINTHEESERNBERT, BEN NEEE, HaRERIEIRE, machines with low rigidity are used. ) o )
5. EERKIBERT, 552" RIEEGETTINKEEES G 4. Reduce speed and feed as well as depth of cut when high precision is required.
SEFEEER I HATE (5%Ep.42) 5. Adjust the speed and feed accordingly when the overhang length is longer
iy than specified (refer to p.42).
g' t?ﬁﬁféﬁﬂ}ﬁZﬂj;i\ggﬁ%%gﬁﬁjr*?ﬁfﬂgwﬁﬂﬁﬂ 46, EER 6. When the chips wind around the end mill, reduce the speed and feed.
: tﬂjﬁﬂgﬁfﬁ‘i‘ég L)lﬁf'ifEJ'ZXT’)Z ZIEEF mite 7397, IRITR 7. Please always use the appropriate cutting fluid recommended by the cutting
8. ITINESES . R TILOBEN. e L. fluid manufacturer in the machining of magnesium alloys. Be cautious with the

e . N S N cutting chips as they are highly flammable and may pose a serious fire risk if not
9. WFESMBIOMIENT, HSERNEETEE (BRRNBEBE  opery hondled, P
BRIM) . 8. When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.
9. For higher quality processing of resin, the use of a water-soluble cutting fluid
is recommended (excluding nylon and Bakelite).

8



:F%@/gm%iuﬁﬁﬁ Applies to square/radius type
ML side mitling

NI BRI - Fae BESHHT Hes
Work Materiol Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YRR g
Cutting Speed 300 300 150 = -
(m/min) !I?E g
— N — R &5 $
o i o i ey BES
e 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
TEIRE ap Qe
Depth of Cut 2D 0.1D
FRERTERKEEIEEF R E . The table above is for when using water-soluble coolant.
] 2B PRI
At Thermoplastic Resin Thermosetting Resin
Work Material ) . POM- PVC- MCf2Jz - ABSHfig - PEEK Wee ERESYER)
PP - UPE - PTFE mC Nf/lljcﬁ ABg Refin Acrylic Bakelite
YIHLERE
Cutting Speed 110 110 110 o
(m/min) _£Z
R
sz e S ST S S M x| mAEm | DR
DC Feed Speed Feed Speed Feed Speed Feed e >
(mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) 7 g o
6 5,300 1,270 4,200 950 5,300 560 5,300 560 £ <
8 4,000 1,200 3,400 870 4,000 480 4,000 480
10 3,500 1,050 2,900 830 3,500 470 3,500 470
12 2,900 960 2,500 790 2,900 440 2,900 440
14 2,500 830 2,300 720 2,500 380 2,500 380
18 2,100 760 1,800 620 2,100 380 2,100 380
22 1,700 660 1,400 530 1,700 360 1,700 360
HIBIRE ap 3
Depth of Cut 2.5D 0.4D
FEERTFERESAER. The table above is for when using air-blow.

A LAEESEIESEp41.

See p.41 for precaution for use.

*E?E%@%Qﬂﬁﬁ'ﬂtﬂﬁﬂ%ﬁﬁ%@%{é Cutting Condition Guide for Changes in Overhang Length

ST RASER - Fae BESHN iE=
Work Matrial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
2 R PIHLRE | PIHLRE 5 Y YIHRE
%L/-IE( Sﬁi% J&;j}% Depthlof me Sp% lﬁ]:neg = Depthlof me ?,ile% ﬁ‘gg = Depthlof me
(min™) (mm/min) (min™) (mm/min) ap ae (min™) (mm/min)
il 6 50% 50% 50% 50% 0.015D - 50% 50% 0.015D -
A ling 7 30% 20% | 0.01D - 30% 20% | 0.01D - 30% 20% | 0.01D -
6 65% 60% 2D 0.05D 65% 60% 2D 0.05D 90% 90% 2D 0.05D
e
Sidgmrj\;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

- MR ¢ 22H9AE-VTFE-NIBTEL/D = 7LATER.
* Please use the 22 AE-VTFE-NatL/D =7 or less.



ISk /EINLADLCAELZ(EET] PXM

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

PXAL

XM AT, SIS a0 L

Suitable for large-diameter milling with high surface quality

purabilit,

\ineup

TR

Flat cutting edge specification

S E SRR L E &R

Achieves higher precision machined surface quality

* FREENARAYERY RIS

*Does not apply to some sizes of radius type

bl

Center cutting edge

AT

Can be used for plunging

KAEATIEAE R HITIZSEP4625

Utilizes XP4625 grade suitable for non-ferrous metal applications

XAEGIEGSFFRERIMEIE, EEHENMERIEITAEYE, ST
TIENKSESBL.

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 22

DLC-IGUSS Coating

BYRERARFRE, MERMWAEENEBMHAEGESHAE%E
BEEHARNE]. 5, REIEES.

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.

TR

Abundant lineup in various shapes and styles

j;%ﬁflz%iﬂ\ EEMARE., ADESFEME, AN EIESHN
L.

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

8



D”I%HE Cutting Data

BIHENTIR, RSN LTEEE

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

FRATE 733k Head : PXAL160C16-03R000 | EftiATITSE=RA, B, C
Tool JJFF Holder : PXMZ-C165516-S100 Non-coated Competitor
R 16 37]
Size ®16 ¢ Flutes
InIAARE
Work Material A7075
INI75% iz
Processing Method Side Milling
IR . .
Cutting Sxpeed 600m/min (12,000min‘")
gﬁ?ﬁg 5,400mm/min (0.15mm/t)
e
Ejeﬁfﬁ'fcm ap=8mm (0.5D) ae=4.8mm (0.3D)
B -
Overhang Length 50mm (L/D =3.1)
LI Pl el
Coolant Water-soluble
{SEFRHA STRANTHG (BT40)
Machine Vertical Machining Center

NE R AMRERREsCI RIFAIIN TEERERE

Achieves good surface finish regardless of coolant type

ERTE T3k Head : PXAL160C16-03R000 | EftATISE R
jioc) JIHF Holder : PXMZ-C165516-5100 | Non-coated Competitor
R 16 37]

Size ®16 ¢ Flutes
NI

Work Material A7075

INI7SE s

Processing Method Side Milling

R . —

Cutting Speed 600m/min (12,000min")

E;QU* > 2,700mm/min (0.075mm/t)

Elﬁﬂ,;";’f%m ap=8mm (0.5D) ae=4.8mm (0.3D)

L -

Overhang Length 50mm (L/D =3.1)

(SRR IEUINT AL (BT40)

Machine Vertical Machining Center

DLCREINFBE

Welding suppression by DLC coating

FEREIE 713k Head - PXAL160C16-03R010 B BTAER
Tool JIFF Holder © PXMZ-C165516-5100 Non-coated Competitor
R ® 16X R137]
Size ®16XR1 Flutes
NIzt

Work Material A7075

PIEERE ; .

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

Eﬁﬁg 2,700mm/min (0.075mm/t)

NIrAE lizs

Processing Method Side Milling

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

B -

Overhang Length 50mm (L/D =3.1)

HIEH % (5iex)

Coolant None  Air-blow

EFEHUA SZHINT AL (BT40)

Machine Vertical Machining Center

7][]1465 mHa“E’\J}E'éE*E#;‘EJE Bottom surface roughness after milling 465 m

(IJ m) 12
10
i}
w8
E
" 6
£ 4
&
2
0 —— —— —
PXAL EftAR™RA HttRE=mB Hittasl=mC
Competitor Competitor Competitor
Bt ATF=MRA
Competitor
i
}]DI462mH9‘E’\J}JDIE¥H¥;ﬁF§ Surface roughness after milling 462 m
fNITE Ra side surface Ra | %/@ | Eg Rk
(UM 0. - mmmmmmmmmm e Airblow o Mist Water-soluble
0.5
@ 04
B!
E o3
E 0.2
=}
&
0.1
0
PXAL Hitt A8~
Competitor e
m =2 Whz W KEE é
JEETE Ra Bottom surface Ra Air-blow Mist Water-soluble T
(um) 0.2
mé o
ik
Es |
PXAL HAE R
Competitor
ANT300mBYAY7I SRS
Cutting edge condition after milling 300 m
HitbAT=m
PXAL Competitor

=
i
BE

Exchangeable Head
PXAL

High Performance




j E%%@EDDI% D LCE}&%EC%%D PX M DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

DC
|
|
DCON

PXAL -
Bl
RE APMX \c\s

LF TR
without Coolant Hole

REURSBHRENINER, BXHATINIERMRE.

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

DC
|
DCON

SPEED
FEED \
P49-P53 RE APMX | RET \ Cs

LF ToRSHFL
without Coolant Hole

% m ;@;E}L without Coolant Hole

PXAL 23k - [RISMABEY square - omer Radius Type &7 :mm  Unitmm
AmS ‘ =S SME | BEFR | D% | DK | 2K | @R | 3R (TR MR | PR
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° o XP4625 1
7834936 | PXAL120C12-03R300 3 1
7834937 | PXAL140C12-03R000 | * 14 0 3 14 20 11.7 45° XP4625 2
7834938 | PXAL160C16-03R000 0 1
7834939 | PXAL160C16-03R100 1 1
7834940 | PXAL160C16-03R200 16 2 3 16 235 15.7 45° XP4625 1
7834941 PXAL160C16-03R300 3 cie 1
7834942 | PXAL160C16-03R400 4 1
7834943 | PXAL180C16-03R000 | %18 0 3 18 255 15.7 45° XP4625 2

FEEMSEEAC (BIFREREER) .« Stock are categorized as C (Standard stock item).
- TRRIRBEIES®EP.12. - See p.12 for explanation of icons.



.
Y PXAL #8772

Reduced Shank Type Imm

HDBERTIEIMERTIRGE, FHEEETHS o
AOREEINT. BEMNTIPRNES.
* 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
applications that require vertical wall milling or pocketing.

........

5
2
BE

w
v
=
]
£
=
)

5
1)

o

=

&

I

R ERIRFARTT 3L
1Bl BRI TR H
TIRIRE.

Ze12
95?&2 The R shape on the shank side edge

prevents streaks during milling.

B :mm  Unit:mm

Ams SME | BEEE | D% | DK | 2K | R | BB | IS MR R

EDP No. gnation DC RE ZEFP | APMX LF DCON FHA Gs Grades Type
7834944 | PXAL200C20-03R000 0 1
7834945 | PXAL200C20-03R100 1 1
7834946 | PXAL200C20-03R200 20 2 3 20 27.5 19.6 45° XP4625 1
7834947 | PXAL200C20-03R300 3 20 1
7834948 | PXAL200C20-03R400 4 1
7834949 | PXAL220C20-03R000 | 422 0 3 22 29.5 19.6 45° XP4625 2
7834950 | PXAL250C25-03R000 0 1
7834951 | PXAL250C25-03R100 1 1
7834952 | PXAL250C25-03R300 » 3 ; > 3 i > 2 Xpa62> 1
7834953 | PXAL250C25-03R500 5 1

FETERPEERAC (BDARAERERSR) o Stock are categorized as C (Standard stock item).

Ak
Exchangeable Head
PXAL

FERJIAMR! AR RIIPXM

Abundant exchangeable milling heads! Exchangeable head end mill PXM

BT R IE SRR R AN T 4ReR07] SLERF0TDSLERAVSEHE, SCIRTI(RERATE AT, MMIPE(EINTIARAS.
FENTIFEGNZSMEZHERNIN TR,
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.

ﬂ:;)iﬁ*ﬂu FIEES%E0SG PHOENIX #EA,

Av/ailab?etsfa:pes Please see OSG PHOENIX Catalog for details.
- A

Square Type

- AEINTAY

Roughing Type

- Bl

Corner Radius Type
- BRSE

Ball Type




PX M Ha E*ﬁjj FF Straight Shank Holder for PXM

I X M Z Typel | pgiszl, without Coolant Hole

WS

DCON!
DCONMS
=

LF ‘

Type2 | Fpgi43m3L without Coolant Hole

EH TA
T

DCONWS
L
DCONMS

B |
LF

% m ;é\;E}L without Coolant Hole

BEREETIFT corvide shank “ B :mm  Unitmm
TR E
Head + LB
BES = Me | R | RE | ek | mk | PXALSMEDC | EE gy
No. Designation DCONWS | DCONMS |  BHTA LF B |e ; g: ; g 16.] @ ; § 12,18, P | Type
(¥70E)
Reduced ShankType
7801830 PXMZ-C10SS10-S075CS 10 0’ 75 17.3 333 353 1
7801810 PXMZ-C10SS10-L100CS 9.8 10 0’ 100 373 533 55.3 c10 1
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 83 85 2
7801831 PXMZ-C12S512-S075CS 12 0’ 75 24 42 44 1
7801811 PXMZ-C12S512-L100CS 117 12 0° 100 45.9 63.9 65.9 1o 1
7801832 PXMZ-C12S512-L115CS 12 0’ 115 64.2 82.2 84.2 1
7801841 PXMZ-C12TP16-LL135CS 16 1.3° 135 83.8 101.8 103.8 2
7801833 PXMZ-C16S516-S090CS 16 0’ 90 39.2 62.7 64.7 1
7801812 PXMZ-C165S16-L130CS 16 0’ 130 61.2 84.7 86.7 1
7801834 PXMZ-C16SS16-L135CS 7 16 0’ 135 84.2 107.7 109.7 cte 1
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 | 115 138.5 140.5 2
7801835 PXMZ-C20S520-S090CS 20 0’ 90 39.1 66.6 68.6 1
7801813 PXMZ-C20SS20-L150CS 20 0’ 150 784 105.9 107.9 1
7801836 PXMZ-C20SS20-L180CS 196 20 0’ 180 | 109.1 136.6 138.6 20 1
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 | 140 167.5 169.5 2
7801814 PXMZ-C255525-L200CS 24 25 0’ 200 96.6 131.6 = C25 1

EFMEERC (AMFREREER) - Stock are categorized as C (Standard stock item).
1LISESAESARENUE, RlE5HhES,
2. BMEREETPXMZ & HFLIFF LB In T,

1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.
2. Also compatible with PXMZ shank holder with coolant hole.



PXM ﬁﬁ E*ﬁﬂ FF Straight Shank Holder for PXM

I X M Z Typel  5tpgiasm3l without Coolant Hole

s,

B

DCONWS

DCONMS

LB

LF

@
]
Type2 | xpg:43m71, without Coolant Hole = 5
= £
//XY—BJHTA '|‘i_t 8
ap o
- ' 2 e
§ K ] E
LB
LF

% W ;@;E}L without Coolant Hole

FWENTIHT stee shank \ BRI :mm  Unitmm
TIELLEMEIKE
Head + LB
/: Lo}
= M | R | mE | ek | m@k | PXALSMEOC | BB gy
Designation DCONWS | DCONMS BHTA LF LB ®»10.12.16.| 12,14, 18. Type
20.25 22 &
(FE7JE)
Reduced Shank Type
7801800 PXMZ-C10S510-S075 9.8 10 (0 75 12 28 30 (@] 1
7801801 PXMZ-C12S512-S100 7 12 0’ 100 18 36 38 12 1
7801821 PXMZ-C12TP20-S145 ' 20 5° 145 47.4 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-C20S520-S120 196 20 (0 120 28 5585 573 20 1
7801823 PXMZ-C20TP32-S170 . 32 5° 170 70.8 98.3 100.3 2
7801804 PXMZ-C255525-5140 24 25 0° 140 34.5 69.5 - c25 1

EETFRhEEAC (BFRERERSR) . Stock are categorized as C (Standard stock item).

B
Exchangeable Head
PXAL

1. BELERSREEIE, URBEMhES.
2. AMfFLRETPXMZ &P EtBaTinT.

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.

. %514: Accessories
=) BRITISSME ‘ TR | ERENE
Designation Applicable Head Dia. (@ Recommended Tightening Torque
010, 12 (IKE51) C10 T0N-m
7801890 PXMP8-10 012, 014 &P 2N-m
®16, 18 C16 30N m
57 7801891 | PXMP13-16 0 o 0 SoN-m
7801892 | PXMP21 ®25 C25 60N m
PXMERIRFIER M.

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

1 ERFEEmMES%ED.55.

2. RIAEESE LR,

3. EHBERFIESIFATENLAR.

1. Please refer to p.55 for cautions during use.

2. Please refer to the table above for tightening torque.

3. Contact your nearest OSG sales representative for details of our dedicated adjustable torque wrench for tightening inserts.

pocid ®



PXAL TEIZMEIETR cuwnocondion

{D-I\U%.E Side Milling
L/D =3 3<L/D=5

e

Aluminum Alloy Expanding Material

A5052-A7075

InTAZ#E

Work Material

InTAA#

Work Material

YRR

5<L/D=7
e 1G]

Aluminum Alloy Expanding Material

A5052-A7075

al=p 1A

Aluminum Alloy Expanding Material

A5052-A7075

INTAA%

Work Material

TIHIERE PIEERE
Cutting Speed Cutting Speed Cutting Speed
(m/min) (m/min) (m/min)
=z R BHARE 2 o BHAIRE 12 BHARE
QECI Speed Flged = QE{CI Speed FDeed = I’JII;{CI Iglsed =
(min™) (mm/min) (min™) (mm/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
IR 2p [ ae R 2p [ ae R 2p [ ae
Depth of Cut 0.7D 0.2D Depth of Cut 0.7D 0.08D Depth of Cut 0.7D 0.04D
L RERTF KA SIS, The table above is for when using water-soluble coolant.
ETEE MRS BRI
J | Ha B
INTAr# Thermoplastic Resin Thermosetting Resin
Work Material = 3
. UPE- POM: PVC- MCF21% - ABSHIR - PEEK W5e /1 ByEEIER
PP- UPE - PTFE MC)E?IEn AJ?FEEsin Acrylic Bakelite
YIHLERE
Cutting Speed 115
(m/min)
o 5558 s e 5558 s 555 e
DC Speed Feed Feed Speed Feed Speed Feed
(min™) (mm/min) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 3,500 1,050 2,900 830 3,500 470 3,500 470
12 2,900 960 2,500 790 2,900 440 2,900 440
14 2,500 830 2,300 720 2,500 380 2,500 380
16 2,400 790 2,000 630 2,400 380 2,400 380
18 2,100 760 1,800 620 2,100 380 2,100 380
20 1,900 740 1,600 600 1,900 370 1,900 370
22 1,700 660 1,400 530 1,700 360 1,700 360
25 1,500 660 1,250 530 1,500 360 1,500 360
PIHIRE ap ae
Depth of Cut 1D 0.5D

ERERTERSSHER.

1. EEAERNIE, SRR, TR,

2. EHRIBTIRIRE. TUMRIMESERIAR, AR AR,

3. BKEKE, SRER, SELEREE, HAREEIRE.

4. FEEEHREIFHIRER (PXMZ) BIBIKSTIkEK (LF) BiRE
KRIEETIEISE .

5. I0THR - REEA, 5 A ERIEEAT20~40%,
BIIRE (ap) 50 ~80%Z%&HA.

6. INITHEEEM, BEASESSERMERIEIRM.
EFRTIRIERIEIER T, iS55 ERIEIIRIT SIEFRRIER. 53
Hh, EEEIIEBRIONESERR, LISRIERINKR.

7. INIRIPERS, A TEIEIBEA, B, EEkRE.

8.*1@%"%@%%*2?55@1 AR RIS (RRRMEEEEE
FHRIM) .

BHAERES0~80%, 1]

The table above is for when using air-blow.

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.

7.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).

8




TEE slot Milling
L/D=3 3<L/D =5 5<L/D =7

— BASTEH — BASIEH —— EASTEH

Aluminum Alloy Expanding Material

Work Material Aluminum Alloy Expanding Material Aluminum Alloy Expanding Material

Work Material Work Material

A5052-A7075 A5052-A7075 A5052-A7075
YIEERE PIHIRE IHRE ¢
Cutting Speed Cutting Speed Cutting Speed =
(m/min) (m/min) (m/min) 'rSE 5
/ BE R ) oS / meme f B28
gls{cé Speed Fneed = ggcé Eeed = 9I|;Cé Ié?eed = EE )
(min™) (mm/min) (mm/min) (mm/min) Tz
10 16,000 4,800 10 9,600 2,160 10 6,400 960
12 13,300 3,990 12 8,000 1,800 12 5,400 810
14 11,400 3,420 14 6,900 1,560 14 4,600 690
16 10,000 3,000 16 6,000 1,350 16 4,000 600
18 8,900 2,670 18 5,400 1,220 18 3,600 540
20 8,000 2,400 20 4,800 1,080 20 3,200 480
22 7,300 2,190 22 4,400 990 22 2,900 440
25 6,400 1,920 25 3,900 880 25 2,600 390
TIEIRE _ @ TEIRE _ @ TEIRE @
Depth of Cut 0.5D Depth of Cut 0.35D Depth of Cut 0.2D
ERERTFERKATE IR B, The table above is for when using water-soluble coolant.
PR IR EEL RS
I TAzst Thermoplastic Resin Thermosetting Resin
Work Material o il
. UPE- POM: PVC- MC/2 5 - ABSHHS -PEEK W=h EREEERY
PP UPE - PTFE MO AC e Bakelite
PIEERE
Cutting Speed 105
(m/min)
HME L o A B o HsEE
DC Feed Speed Feed Feed Speed Feed
(mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
10 3,200 960 2,500 710 3,200 430 3,200 430
12 2,700 890 2,400 660 2,700 410 2,700 410 -
14 2,300 760 2,000 630 2,300 350 2,300 350 ﬁE »
Q
16 2,200 730 1,800 570 2,200 350 2,200 350 ‘Kg §
18 1,900 680 1,600 550 1,900 340 1,900 340 % §‘ o
<
20 1,750 650 1,400 530 1,750 340 1,750 340 g
22 1,600 620 1,300 490 1,600 340 1,600 340
25 1,400 620 1,100 480 1,400 340 1,400 340
[P ap
IRIRE DC=12 1D
Depth of Cut
12<DC 0.5D
ERERTFERSRER. The table above is for when using air-blow.
1. BERERIYE, SHRERT. IR, T, ; ;
2 EIRETERE, ARSI, RS, 1. Use a rigid and precise machine and holder. .
3 BKITKE, SEtiED EiEN sk A RE IR 2. Please adjust the speed and feed when the depth of cut is large or
4. R RSSO (PXMZ) MBKETILSK (LF) 1Enie when machines with low rigidity are used. _
KRR, 3. Please adjust the cutting condition when the overhang length is
5. 1NT5E - SEE SR, 5 A LREENI20~40%, #HEERES0~80%, 1] longer.
BISREE (ap) 50 ~80%ZEA. 4. Please consider the overhang length as the total length of replaceable
6. INTHE2R, BERSHEASTEEMERAIIEIRM, head and overhang length of shank holder.
FEREIEFIERT, BEMERIESER SHEERESRR, B 5.When milling copper and copper alloys, lower the rotational speed by
Hb, EERTIENGIESETR, LARIEMRKR, 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80%
7. INIAMAERS, ATEALLIBEN, g8, EERDE. ~ in accordance with the table above.
8.}\“}?@%}?3@8’9&‘1557]01, HEFERKBIETIRES (RRRRMEnEEE 6. Please always use the appropriate cutting ~ uid recommended by the
BHRSH) 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.

7.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

8. For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).

posid [50)



E_r}ﬁ%it%%}j PXM?% %E\- Collet for PXM Exchangeable Head End Mill

PXMC

:t S NP
B PXMC RB5R
PXMC Collet Features
@ B{EE/NEIM/CHBEEBIRARY
HeEtE

Powerful chip evacuation even on small machining center

@ SLIERK, NItRESERE
RYEIAE &

The reduction of overhang length improves rigidity and
rotational balance

® FERY/IkmFT
EFATIN. A, B
- NN T E=BIN TR 2N TEE
A wide variety of exchangeable heads

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

Remarkable

® S—(RatTIIALL, EMEAEIEE
VBB SRR, 56 Y
BRMENLL

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

< imE + =N EER
B PXM JJsL4EFsS . RS SIEE

e - SNBTHREERE © 0.015mmIAT
PXM Exchangeable Head Features - ET)SLEE (dhm) £0.03mm

End Face + Taper = Double Face Clamping

-High rigidity and accuracy of tightening

3 e M S L |y -High precision of run out=0.015mm
/Eﬁam{$%?§ﬂﬁglxl+ el gll‘ N -High head replacing accuracy = £0.03mm
BARITIR

AR RSN
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

> SRAELIRY
+ TSRO 5 (8
- SR AR ERYRESE
Applying buttress screw makes

easy and reduces time to desorb
heads




E—[?ﬁ%:—tt%%jj PX M g%;&a Collet for PXM Exchangeable Head End Mill

L]
Short
g
= =
B
o
P o3
.H:Z}VKRTJEE Specification Extra Short Be %
g
,7,«"7‘\7/'
2 ,i;m 1.
vl 8|z e
8 dada . 1
L1l - SeEBA
LF Holder Type B
HRORL
L. with Center-through

BAf7:mm  Unitmm

TR RIERIRE
Head +12
Bms BIR B S < PXAL 4M& pc e
EDP No Designation DCONWS BD LF 12 i
‘ A $12.16.20.| ¢14.18.22 | Cs
25 (E708Y)
Reduced Shank Type
7834001 PXMC-C1205 11.7 26 10.5 5 23 25 C12
g 7834002 PXMC-C1605 15.7 26 10.5 5 28.5 30.5 cl16
Extra-;hort 7834003 PXMC-C2005 19.6 26 10.5 5 325 345 C20
7834004 PXMC-C2505 24 26 10.5 5 40 - C25
7834011 PXMC-C1230 1.7 26 35.5 30 48 50 C12
PeEad] 7834012 PXMC-C1630 15.7 26 35.5 30 535 55.5 cl16 -
Sy 7834013 PXMC-C2030 19.6 26 35.5 30 57.5 59.5 C20 1 ﬁ _q
7834014 PXMC-C2530 24 26 35.5 30 65 - C25 é % E
EEFRhEERNC (BMAREREER) o« Stock are categorized as C (Standard stock item). IE‘;::;

1. PXMC 2£"0SG PHOENIX PXM &%"JJLEAELE,
1. The PXMC exchangeable head is designed speciyically for the “OSG PHOENIX PXM" series.

. PXM Cij-}ﬁ HYP RO?&?{EB *ﬁ }_iulzllj_% Product Listing of PXMC corresponding to the HYPRO Shrink System %E‘Z mm 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
SzEBRY 8910002 BT40-SLK12-45 38 55.5 80.5
LRSI fVERE 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

L nEEEERTEL.

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

*1: {XBT30F7IMRTHIET.

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



PXAL+ PXMC JJEIZRMEEETR cwnocondion

PXAL+PXMC t%':'?é PXAL + PXMC Extra Short Type
MIES side Milling

= e i BRI

P p Aluminun?/ﬁ;%gfﬁitgmterial Thermoplastic Resin Thermosetting Resin
Work Material . . . POM- PVC+ MCF2% - ABSHA - PEEK Wie sy EpERYER)
A5052-A7075 PP - UPE - PTFE MCE%EJn ?l?gﬂf?esin Acrylic Bakelite
PIHIERE
Ciitting Speed 450 115 95 115 115
(m/min)
sMZ EEIR BHEHRE HEIR BHRIRE =90 BHRIRE EoIR BHERE G BHERE
e Speed Feed Speed Feed Speed Feed Speed Feed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) in’ (mm/min)
12 10,000 3,000 2,900 960 2,500 790 2,900 440 2,900 440
14 10,000 3,000 2,500 830 2,300 720 2,500 380 2,500 380
16 10,000 3,000 2,400 790 2,000 630 2,400 380 2,400 380
18 8,900 3,210 2,100 760 1,800 620 2,100 380 2,100 380
20 8,000 2,880 1,900 740 1,600 600 1,900 370 1,900 370
22 7,300 3,510 1,700 660 1,400 530 1,700 360 1,700 360
25 6,400 3,080 1,500 660 1,250 530 1,500 360 1,500 360
PIHIRE ap de ap e
Depth of Cut 0.7D 0.2D 1D 0.5D
EASTIEISER KA EEFIRER. The cutting conditions for aluminum alloys are for when using
FIRSHIIYI &4 2ERSASHIE R, water-soluble cutting fluids.
The cutting conditions for resin are for when using air-blow.
*E%E Slot Milling
PVr] 2B A PRI
INI#gst AIumlnu?nnAﬁ:)yﬁF%LTigMaterial Thermoplastic Resin Thermosetting Resin
Work Material : . . POM:- PVC- MC21 - ABSHifS - PEEK RIAZw] [ 3e e
A5052-A7075 PP - UPE- PTFE MC%n i@gﬂlsesin Acrylic Bakelite
PIEIEE
Cuttﬁg Speed 105 85 105 105
(m/min)
e | wr  wees BECEE A A e #eas
DC Speed Feed Speed Fee Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
12 10,000 3,000 2,700 890 2,400 660 2,700 410 2,700 410
14 10,000 3,000 2,300 760 2,000 630 2,300 350 2,300 350
16 10,000 3,000 2,200 730 1,800 570 2,200 350 2,200 350
18 8,900 2,670 1,900 680 1,600 550 1,900 340 1,900 340
20 8,000 2,400 1,750 650 1,400 530 1,750 340 1,750 340
22 7,300 2,190 1,600 620 1,300 490 1,600 340 1,600 340
25 6,400 1,920 1,400 620 1,100 480 1,400 340 1,400 340
a1 ap
Rl _a DC=12 1D
t t
epmo — 0D 12<DC 0.5D
SEIEIS R R EEFIRER. The cutting conditions for aluminum alloys are for when using
WHEE'JUJEJ MHRERSILHER, water-soluble cutting fluids.

The cutting conditions for resin are for when using air-blow.

TARBTIEIRE. TURRIMESHERIRR, BEEEEHARE, 1. Please adjust speed and feed when the depth of cut is large or
2.00THR - AESAT, B A LREEN20~40%, FHAERE machines with low rigidity are used.

50~80%, tDﬁJ, REE (ap) 50~80%EA. 2. When milling copper and copper alloys, lower the rotational speed by
3 NTHESH, BER '5% S EERAITIEISE, 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80%

ﬁﬁﬁﬂﬁﬂgﬂ&%ﬂﬂ’\]'fﬁ?ﬁ?, B ERYIERI SRIEEFAILIE . in accordance with the table above.

B, EERTBIGIESEE, L,{%J_ESZ‘)\K 3. Please always use the appropriate cutting ~ uid recommended by the
ANTIHAERS, ATRLLBEA, 853, 1E7§F$?HE° R cutting ~ uid manufacturer in the machining of magnesium alloys. Be
ST ESREAMIENT, HEECEREMIRIET (BRRMEEE cautious with the cutting chips as they are highly “ammable and may

BRI

pose a serious yre risk if not properly handled.

4. When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

5. For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).

8



PXAL + PXM C %E_L;_—:Flg PXAL + PXMC Short Type
M5 side Milling

BASIEEM ST B HABLIERIEE
INTAAHL AIuminumuAlﬁ:J; éxpanding Material iThermoplastidRes Thermosetting Resin
Work Materil A5052-A7075 PP- UPE- PTFE  |POM:PVC: MCB - ABSHEE -PEEK W52/ RIREEBE
ylon  ABS Resin Acrylic Bakelite
PIHIERE
Ciitting Speed 450 115 95 115 115
(m/min)
HME =90 BHRIRE IR BHRIRE EoR BHRIRE IR HHEERE BHRIRE
DC Speed Feed Speed Feed Speed Feed Speed Feed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
12 10,000 2,700 2,900 960 2,500 790 2,900 440 2,900 440
14 10,000 2,700 2,500 830 2,300 720 2,500 380 2,500 380
16 10,000 2,700 2,400 790 2,000 630 2,400 380 2,400 380
18 8,900 2,890 2,100 760 1,800 620 2,100 380 2,100 380
20 8,000 2,600 1,900 740 1,600 600 1,900 370 1,900 370
22 7,300 3,160 1,700 660 1,400 530 1,700 360 1,700 360
25 6,400 2,770 1,500 660 1,250 530 1,500 360 1,500 360
EiRE| _ ap a ap ae
Depth of Cut 0.7D 0.2D 1D 0.5D
B S SHITIEI&ERERICAMIEHRISE 5. The cutting conditions for aluminum alloys are for when using
RSEOIE S R RS SR, water-soluble cutting fluids.
The cutting conditions for resin are for when using air-blow.
E%.E Slot Milling
PRI LB PR A
INTHE wumna e d Thermoplastic Resin i Co
Work Material Aluminum Alloy Expanding Material POM- PVC- MC2 - ABSRIES -PEEK Te7 BB
A5052-A7075 PP - UPE - PTFE Mcﬁ B ‘ -
ylon  ABS Resin Acrylic Bakelite
PIEERE
Cutt%wg Speed 105 85 105 105
(m/min)
PN TN e | s | teE | g | feE | RS a
DC Speed Feed Speed Feed Speed Feed Speed Feed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
12 10,000 2,700 2,700 890 2,400 660 2,700 410 2,700 410
14 10,000 2,700 2,300 760 2,000 630 2,300 350 2,300 350
16 10,000 2,700 2,200 730 1,800 570 2,200 350 2,200 350
18 8,900 2,410 1,900 680 1,600 550 1,900 340 1,900 340
20 8,000 2,160 1,750 650 1,400 530 1,750 340 1,750 340
22 7,300 1,980 1,600 620 1,300 490 1,600 340 1,600 340
25 6,400 1,730 1,400 620 1,100 480 1,400 340 1,400 340
sl — ap
IRIRE _a DC=12 1D
Depth of Cut 0.5D —
_— 12<DC 0.5D

EE SRR AR ERACR B EFIRIER.
PIRERIEIS R ERSISAIER.

TRIBIEIRE. HTURRINESERRR, TRt ARE.
2. INTHRE - $HASh, BT LREEN20~40%, HAEE

50~80%, YIHIRE (ap) 50~80%ZEA,

3INIEESN, SERSESSEHERAIAISM.
EFRTIBLMAIAIER T, 5L ERYIEITI SHEFAIRHR.

2o, BEEIETERIESEE, LIRIERKK.

A NIRRT, ATBILEYIBEAN. 485, EERE.
SHFESREANIEINT, HEEERKBEIEIET (BRFMENEE

BRBRIN) .

The cutting conditions for aluminum alloys are for when using
water-soluble cutting fluids.
The cutting conditions for resin are for when using air-blow.

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

2. When milling copper and copper alloys, lower the rotational speed by
20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80%
in accordance with the table above.

3. Please always use the appropriate cutting ” 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.

4. When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.

5. For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).
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PXMZ fﬁj%m}ﬁ% Tightening procedure

= F=HO
With gap Without gap

OiF @& OREYME OL:N

Cleaning Initial Tightening Final Tightening Confirmation

N N = N —hee e U=y =
B ILAIRE Z BRIk AR SIRIR T 1% FEiR (FRASEIREHS BAREBZH
Remove dirt and chips from the connecting thread and shank Tighten by hand Tighten with a spanner wrench Conyrm that there is no gap

- Only use the spanner wrenches that are designed specifically for the PXM (p.48) for
attaching PXM heads .
Please do not use alternative spanner wrenches sold on the market as a replacement.

- RETILATIEERPXM ERIRF.

(AFEFIRFAREER) » - Please refer to p.48 for tightening torque.
- EEREHEES%Ep.48, - Please tighten until the head and the shank holder faces meet. Confirm that there is
RO+ 7L S SRR, AT, nogap. ) _ S )
- SREEERES A SIS AT NNENE, SURNARERT. LS. - Degreasing the connecting thread may result in over tightening or a possible
during use | EEIREE ALV, BEEEE separation of the faces. Please do not degrease.
=1 B ° - Please make sure that the spanner wrench is inserted properly and turn it slowly
during use.

PXMC ﬁz?ijll)ﬁr%_ Mounting Procedure

mEYIT = Initial Tightenin BEx%=17T = Final Tightenin ;ﬁ Cleanin

OlEEHTE (BT30 ghtening QOREITE ghtening ©)—F= 9

ETNRRIREER, FHEN. FRiRFITE. BRIk, KEZELIR KIS,
Hmhrs], (FEIGRITE. Tighten with a spanner wrench Remove dirt and chips from the connecting thread
% BT30LISMOES S FE. and collet

Make sure the fastening portion of the collet is clean then 5 .

insert it into the holder. Turn the pull stud to tighten. x BT30L>{9|‘B@]§%"@J¥ Mounting procedure for holders other than BT30

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

OFEREUFERNBN R TF.

* BILAYRIET (@6LlL) BT,
AT R B HITIRIF.

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.

OFENEKE, ERAENSLRLEE
IRFFHTEY (BR) . &igEhl
BHITRE,

MIETFLREENE © 18N-m

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

7o N . collet by hand, tighten with the wrench by turning to the
@R’Zé)j?k Mounting the Head right, then fastening to the required torque.
BFTFEE, BAPXMERIRFITE, *Recommended tightening torque: 18N-m

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

- Only use the spanner wrenches that are designed specifically for the PXM (p.48) for

- RETIAETSEAPXM SRHRE, attaching PXM heads .
{EAERY (AFEEIRERLEFEA. ) Please do not use alternative spanner wrenches sold on the market as a replacement.
= . ?E?:A%Hﬂ?ﬁ!ﬁ%v 48 - Please refer to p.48 for tightening torque.
735%' ?t Mlﬁ’ﬂ p- s | s - Please tighten until the head and the collet faces meet. Confirm that there is no gap.
Cautions : 3*5%§WE§?§W' BEATEEL, . N - . - Degreasing the connecting thread may result in over tightening or a possible
during use [EEE RN ESEEe ik S SR r e K=l PN 15 Y separation of the faces. Please do not degrease.
- EEIRFBATILMEL, BigmEst, - Please make sure that the spanner wrench is inserted properly and turn it slowly
during use.
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BRE

Recoating

BfE - BiRE

Tool Reconditioning

T EBERAN T EREE
A, BRTFHARENSEK
B IRIFERD,

Tool reconditioning contributes to resource

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

0

wE

Inspection

02

BE
Regrinding

BUE #5RE

Tool Reconditioning

05

L = /Bl
Inspection upon arrival Packaging and

shipment




shaping your dreams

BRI (L) BFEIRARATE

0OSG Corporation

BREHL (Lig) 280
ik _ESHRKTRIKTIET133SIKTSREL 7T 22110E1003-07585T
EHiE: 021-52552588; f€E: 021-58883300;  Hp4®: 200051

BXEHL (Lig) FTFESFT
ik TR ETHhMES Sk | -28MKE 10042
FEiE: 0510-82739271; {&H: 0510-82739220; Hp4m: 214074

BXEH (ki) FSEESsAr
it ZHETHHREXKEE TR OSFHE506=
FEiE: 0553-5868160; fEE: 0553-5868190;  HE4Hm: 241000

BRLH (E8) HIHESAT
bk STAERH IR LR 251 S AETE HARE33A16
HEiE: 0512-62388327; {&H: 0512-62388320; HR4w: 215000

BREA (L) HuNmLIESHT
ik mTEmN R IR MO RS 0S RIRERR 174181 BT6032=
HiE: 0571-82757757; {&H: 0571-82757767; HER4w: 311215

BREA (LEiB) TIRESA
b AT ETIRHEN N X 2R ER466 S5 AE604-12
HEIE: 0574-88161548; {£E: 0574-88134670; HR4m: 315100

BREA (i) SRR
dohik: JRES MNRAXMAIREES 1615 hERR $HARE30012=A06-07587T
FHiE: 020-38210423;  {&HE: 020-38210425;  Hf4%: 510610

BREAL (L) YIS
et FRERYIHERXAE L AT R e RS O CRE21 122
FHiE: 0755-83566532; {&E: 0755-83558854; Mi4m: 518017

BXtHl (L) IERDRE]
ek JERHEARXEE A1 9SERAE 151#£20E01BZ=
EHiE: 010-85261018; fEE: 010-85261016;  HEZm: 100004

BXtHl (Eig) REDRE
Mk RETHEF XD SR — SRR 1720E20072
HHiE: 022-23037566/022-27357729 HiRZ®: 300100

BXEAN (Lig) #BLLEESsAr
ik SREHIhREEXENEEE NIRRT OA28R1213E
EiE: 0757-86777181 HRgm: 528200

B (L) MIHNESSAT
tght: SARFEARMN S LRI 138 S 2 ILIHIRF3 S 4% 182551002
FBiE: 186-3092-1318; BR4m: 450016

BREA (L) FARERSSA
HbhiE: BRPREPARTARRK RN P EERRE W - OARE20022=
EHiE: 029-88860594;  fEE: 029-86182003;  HB4m: 710018

Bt (E8) KESAE
Hollk: T TEAEFARXECERAEB2006
F3i&: 0411-87655185; {&E: 0411-87655186; Hf4m: 116600

EXEH (Ei) BRHAE
ek IWAREE Bt IEEEE305HIAT 153 S#28551202=
EiF: 0532-66775787 f€H: 0532-66775797 HB4H: 266034

BREH (L) MEPRSESSAT
itk TR XIS #E9-25 LR ERRCEE311
FiE: 024-22852762 HR4%: 110000

R (L) KREHSM
;. EMEE TN X1 S AR EFRARE804 5
FHiE: 0431-89388499; fE£E: 0431-89230366; HB4m: 130012

BREA (L) PeERSRSSAT
otk )| EREBTHEVRK A RIS IR 27 ST R ERR2AH 1 5T803=
BHiE: 028-65783992;  f&£E: 028-85005292;  HB4m: 610042

BREH (Ei) BRSSP
ik BRIt REEEEE18SHinEi B ubg4E12-1
FEiE: 023-67136872; k%R : 401120

B (L) EIRESH
itk HEE IR DY XS LR AEBEE1217=
FHiE: 027-85557360; HR4m: 430010

R (LEi8) F=sSh
ek T REREHRTERSREE 1 SITCHRHI1)3405-03=
FEiE: 0769-81550050  {&EL: 0769-81550030; HB4R: 523845

Http://www.chinaosg.com

400 888 2

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

E-mail:business@chinaosg.com

* PRINTED WITH
SOYINK

HEAENRIER
MBS HE HERERA

&
-

DA EH¥%AE
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