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AOILT 547 Square Type ps AT 1.5 %D cutting length (Neck length 3 X D)
SIPRA 547 Radius Type ro CETD i &

QPSS Cutting Condition P11 u @,
s

0% 5% AE-TL-N

9“ 5£ i Dimension 3D/5DHAE
AOTIT 5947 Square Type P10 MENHEEI 3xD/5XxD cutting length

-HIBIZE 1 cutting Condition P13

S B —zRENTICHET2ERESAT —

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

DLC-IGUSS d—5F 4 /% coating

23— I‘ﬁg Short
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MIF—% Cutting Data P.17
* AR Dimension
ROTT 947 Square Type P19
SITR 5147 Radius Type P20 CED
-HIBIZE M cutting Condition P21

AE-VTS-N
1.5D (& FE3D)

1.5 X D cutting length (Neck length 3 X D)

N v I< 7).5 m Et I y FE“/PXM Exchangeable Head End Mill

45 R Feature P.23
I —% cutting Data P.24
. ﬂ' 5£ §E Dimension

AROTLT 947 SquareType

SIF A 47 RadiusType P25

PXMZ Z~L—bko v oRILS Straight Shank Holder for PXM  P.27
-VIBIZRMF cutting Condition P.29

* A &R Dimension
PXMC PXMERIL Y collet for PXM Exchangeable Head End Mill P.31

-VIBIZEMH cutting Condition P33
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1 D}JE 1 X D cutting length
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(Fair) (Best)
. 7‘( j ya)E %E l': Db‘t Guide for Icons
n *ZE Tool Materials ;EEM}E Surface Treatment
CARBIDE BEas S pLICOa—F1VT BN DLCIIGUSS O—F 1T
Tungsten Carbide DLC DLC Coating DLGIGUSS  DLC-IGUSS Coating
1’3 Un% Helix Angle n R ?Fg;:% Tolerance of Radius 91-?%0)?‘&?% Tolerance for milling diameter
IV RIDED R SIYFPAIVRIILD . —
[N\ N | 4 i (/") : i IVRINDARZRTLET
41 a bnﬁ’éﬁﬂ'\ bi? +0.02 R ﬁﬁ{E’iﬁmb%? . X O Tolerance for milling diameter
Helix angle of flute for end mills Identifies the tolerance of the radius for end mills
6 IPEDPZE EJBISR Cutting Condition
Ko YaY¥IT4v b (REESD) seeeD  BIHIREBERIBEN—I%
o YATACHBROLET M mRLET
Suitable for the shrink holder system Indicates page number for cutting conditions
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D LC : - j__ 4 y 7“ 4§§ Features of DLC coating

— N A\ ] L\ ]
DLCO—F 1V ODI XML ZEZXD!
DLC coating revolutionizes the processing of non-ferrous materials!
DLCO—F«VJRKREYILYIV! REDFBEICKD, MBABEPEBENKDODSNDTIVZIZOLA
SEFEDIHERICIRBFORNZEREEBELIT .

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.

. m E l :eb -u.- rc 2@;& m D LC j — 7_- 4 y ﬁ‘ Two types of DLC coatings to accommodate specific application needs

DLC-IGUSS(749“Z) : Eﬂﬁgﬂ'jvﬁﬁﬁ Thick coating type for long tool life
ER5 AT THRDEFRZMFL. TEOTVHAMEREMIEZEZRIELE I, EAIEAEVTS-N - PXAL

Thick coating type suppresses wear on the cutting edge to enable high durability and long tool life. Applicable tools
D LC-S U P E R H A R D : %Hﬁg 4 70 -E w n D*E*E Thin coating type with emphasis on sharpness
BH~NOBEEDEL HOINKESLTTEERZRRELE T . ERATEAE-TS-N - AE-TL-N

High adhesion to the base material to enable sharp cutting performance and high welding resistance. apelicabiSiioc

SEREE =
A vsosn | BEE | mg e | micsmmEmco) | Emm | RORE | BIEER | mec | mere | wEEE | o
Name of Coating Cazitig Coating Type (GPa) Oxidation Goeliitdanti Coating Coating SurEace Wear Welding | 150hness
Color Hardness Temperature of Friction TRickness. | Temperature roughness | Resistance | Resistance
Fise u
DLCIGUSS | imerference| OLCSELET) | 60 550 0.10 08 400 % ©) % O
olor
THE | pic(spuvyF)
DLC-SUPER HARD Intecrfelrence <p*Rich 60 550 0.10 0.2 400 PAe © * O
olor

(1R#) O — O — Y (FFF)

(Good) (Best)

u mﬁfg*i 'Ig t W%E'E Abrasion resistance and welding resistance

OSGODLCO—F s VI MEFEMLMBBEN R BBELPTVIEKINTICEVLWTIESGEMTIO
ZEILZRRELET,

0OSG's DLC coating has high wear resistance and anti-adhesion properties, which enable stable tool life in non-ferrous material applications with high tendency to weld.

m@ﬁ'ﬁ Wear Resistance W%E'E Welding Resistance

A5052DI1T EVA VT4 AOHBREDREEE
Milling in A5052 Surface condition after pin-on-disc test

R e T DLC-IGUSS DLCSUPERHARD | /S (RER)
Sk e A5052 | ol
IRE o | 200m/min (6,370min")

A0 B 0.08mm/t (1,530mm/min)

Eﬂ%ﬁﬁut dp=5mm de=8mm

R o —— ' L A7075

Vling ength 50m




ZIV=8m MI5>—%
J : apon Cutting data on aluminum part processing

e [ix LAl L7552 1 39 i

Suitable for a wide range of applications

iHl#4 : A5052

Work Material

{EFAtEML - SERAN T H%

Machine: Five-axis Machining Center

F#5 47 HSK63

Main Spindle

REOEE%L 0 25,000min”
Maximum RPM

RILY  IEHRILY

Holder : Shrink Fit

YIREHE - MQL™

Coolant

BEFI55
Watch it in action

XENERF DIcHMQLZEEFA

MQL is used for filming the video

TEES|  MIH NIAE | IR
Process Milling Part Milling Method Milling Process
LmE TEINT s
® ok YEML | mvng | PXAL250C25-03R100
S = pid
@ Ovlﬁ Co%?’\/ﬁﬁng Roughing PXAL200C20-03R100 ‘
® | FEMI | LS
Top Face Milling Finishing
AE-TS-N ¢12X36
@ | RR-REE | WEMI | e
Boss, Hole Side Side Milling Finishing ‘
® 73 L TEMI |
Hole Top Face Milling Finishing
TNEE< D ER {lEInT nli=lb
@ Counterbore Vl\l:;II Side Milling Finishing AE-VTS- N ¢ 12X 36
. i |
@ ;gEB 7'{7- W |\ Roughing
Groove Pocket Milling =T EF
Finishing
birs
BB Ak | Roighing
ﬁtgm Ploc\ket Milling =T EF AE-VTS-N ®10x30
Finishing
. BT . |
®  FR  @omisw | EEF | AETS-N g10x30
Slot Milling 5-axis
NE-ECOTS | mEmT | ek
Querciamiesncs | ogeming | rnhng | AETL-N 840

&
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DLC Coated Carbide End Mills for Non-Ferrous Materials

AE-TS-N-AE-TL-N

FEEXI LICE UTciRE (L £R

Standard specification suitable for non-ferrous material processing

RELDOE

Large core design

SRl TUUDRALE

High rigidity prevents chattering

i A fTE

Center cutting edge

RiAH YR D ETHE

Can be used for plunging

hidg I+ —L

New flute form

RIFEID < FHEH

Facilitates excellent chip evacuation

Al 1% & N IFZmLL LT R e iR

Cutting edge specification that achieves both rigidity and sharpness

BULMAtERBIFEMTIEHEEZRIR

Achieves high durability and good surface finish

DLC-SUPER HARD Coating

I—F«4VIRADFRBEICKD. BB ELEBEDRD
SN37IIZUVLGEREDIHERICIRBFORNZEFHKE
LET . FERFEUINKZRRBLNVUZFEITRILETE
NEMIERUZERRLE T,

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.




NELLET]

s Flute £, y
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1% & Y)D < I HEi 1% = M 3L

Balancing rigidity and chip evacuation capability

DNEZXELTHIETHIEZSS. CUDZMFILE T,
Fic. RIFIF)D S TS ZRIRT 58T + —LZHRA L. Bl L) D < FHRH it Z
MmIZLE T,

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 ﬁE*ﬁ: Conventional
R =
L wn
R
w
l'\ <
=
N
-
RN
KED : 10 < FPEHA X~ m] 'j<4
Arrow: indicates chip discharge direction

7JI]I 5-“_ 9 Cutting Data

— =V i 4
%L‘m;g%'li High welding resistance

DLCO—F«VJHRAT. I770—-THILCHRLIIBEHZRELT T,

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

it/ va— 1MTm I TEFR DA STIREE
ERTE AE-TS-N Non-coated Competitor Cutting edge condition after milling 11 m
AE-TS-N ng
?&iﬁﬂ*’! A7075 Competitor
Work Material
BIHITSE BE
Milling Method Slot Milling
SIRRE : o
Cutting Speed 300m/min (9,550min"")
20 R 1,432mm/min (0.05mm/t)
eed
YBAR
Depth OF-Cut ap =10mm
SIEHRE I7Jo—
Coolant Air Blow
{E R IRV =vTtwV4 (BT40)
Machine Vertical Machining Center




hUIi-“_ 9 Cutting Data

=taE

High Precision

Eﬁ’;”ulﬁﬂfﬁ Good machined surface quality

DLCO—5 « VT LIEFKMIICSE U N FELEERIC K DFIR

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

RIFEMIERUZRRELET,

Achieves good machined surface quality.

AE-TS-NRIT7

EHTE R

Tool ®20 Conventli::nal
Square

I
Work Material A7075

MIrEE HIER T v TEIHI

Milling Method Side Step Milling
tElERE . -
Cutting Speed 300m/min (4,750min™")
?DEE 700mm/min (0.05mm/t)*

eed
tHARS ap=20mm X2 de =6mm
Depth of Cut 2 times
SIHEIHE] KA ML E R
Coolant Water-Soluble
SEFRE BWivy=>J+>% (BT50)
Machine Horizontal Machining Center

XENHIEER DI HIEDREZTIF TMILTLE T,

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

E&WEUJI]IE Good machined surface

AE-TS-N z5x7
Square

T

=

i

=

HEFRmR

Conventional

A

I\

Y

7 Z 9 ’f 700)7;,]% Effects of the radius type

(um) 1

Roughness (*} &2

o
~

0.2

-
20mm P -
r e
7
r e
40mm Y |~
20mm

YIHIFHARF RO RIEA S

Side roughness at the initial stage of machining

0.8

o
o

AE-TS-N 2517

Square

fERm

Conventional

SYT7RAIATEEEHOMIERAME EICIHRATY

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

AE-TS-NSIYF7 2R

AE-TS-N RO T7

=]

ESFI" $6X18X R0.5 »6X18

Radius Square

HHIA

Work Material A7075

INIAE BRI

Milling Method Slot Milling

e Vc=350m/min(18,568min"")

’Eebd R Vf=2,785mm/min (0.05mm/t)
SATE

Eﬂ";ﬁ;ut ap =6mm (1D)

SIHElHE] KA ML E R

Coolant Water-Soluble

SEFRER iRy =P+ 5 (BT40)

Machine Vertical Machining Center

(um) 8

Roughness [} 245 |

a

YIHIYHIR R D IRE AR S
Bottom roughness at the initial stage of machining

AE-TS-N5v72
Radius

AE-TS-N 2517

Square



;Eﬁ*m D LC EEEI y FE} b 3 E :JH - hﬁg DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

AE-TS-N 1717 Square
S

LU

d—FT4VJCBOSHEETHHEANHDETH. LH
HaE LIFE<REHDEE . LF
End mills may have some discoloration, but it does not cause any performance problems.
Type2
% o DN O
m AW  SPEED
CARBIDE ) AT T P1F1E~EP012 APMX |
0~-0.02 LF » =
-IL £ W
2F
1 . 5 D EE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D) m B :mm Unit:mm ,,T L<‘(J
Y—JUNo. HNEXETR =R AR LH JeVOR| BR fizik £ FRAEAS
EDP No. DCXLU LF APMX DCON DN Type Stock (Yen)
8557330 3X 9 55 45 14.8 6 2.85 1 ( 2,010
8557331 4 X 12 55 6 15.9 6 3.8 1 ( 2,310
8557332 5X15 55 7.5 16.8 6 4.8 1 o 2,310
8557333 6 X 18 60 9 = 6 5.8 2 ([ 2,700
8557334 8 X 24 70 12 - 8 7.7 2 A o 4,930
8557335 10 X 30 75 15 = 10 9.7 2 ( 6,590
8557336 12 X 36 80 18 - 12 11.7 2 o 8,350
P 8557337 16 X 48 110 24 = 16 15.7 2 ( 21,900
P 8557338 20 X 60 120 30 - 20 19.7 2 o 31,100
P 8557339 25 X 75 140 37.5 = 25 24.7 2 ([ 52,200
+ PAIVDREp.2ZTE TEL, - See p.2 for explanation of icons. @ =R @ =Standard stock item
% =NEW SIZES



.
;Eﬁ*m DLC EEEI y FE} ll 3 E :JH - I\ﬁg DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type

A

AE-TS-N SY7 X v

(8

M LFE<EEDDFEA.

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

CARBIDE

0~-0.02

T

g

=TV ICBUOSHRETDHEHHDEIH.

v KD AN

DIC  +o0m 41

%%@

APMX

Typel
RE

DN

The A Brand

LU

LH

|
l
DCON

LF

Type2

& L

1 .5D EE(E-FE3D) 1.5 X D cutting length (Neck length 3 X D) m

DN

|
l
DCON

APMX

LF

BT :mm  Unit:mm

—JLNo. ‘ T TEEST] 2k | R | |, |vvooE| BE | MR | &R | mEmE
EDP No. DCXLUXRE LF APMX DCON DN Type Stock (Yen)
8557370 3x 9 X R0.2 ° 2,790
8557371 3X 9 X R0.5 > 3 148 o 28 1 ) 2,790
8557372 4x 12 X R0.2 ° 3,210
8557373 4x 12 X RO5 | 55 6 159 6 38 1 ° 3,210
8557374 4% 12 X R1 ° 3,210
8557375 5 15 X R0.2 ° 3,210
8557376 5x 15 X R0.5 | 55 75 | 168 6 48 1 ° 3,210
8557377 5 15 X R1 ° 3,210
8557378 6 X 18 X R0.3 ° 3,770
8557379 6x 18 X RO.5 | 60 9 - 6 58 2 ° 3,770
8557380 6 X 18 X R1 ° 3,770
8557381 8 X 24 X R0.3 ° 6,910
8557382 8 X 24 X R0.5 ° 6,910
8557383 8 X 24 X RI 70 12 - 8 7.7 2 |, | ® 6,910
8557384 8 X 24 X R1.5 ° 6,910
8557385 8 X 24 X R2 ° 6,910
8557386 10 X 30 X R0.3 ° 9,210
8557387 10 X 30 X R0.5 ° 9,210
8557388 10 X 30 X R1 e , B " o , ° 9,210
8557389 10 X 30 X R1.5 ° 9,210
8557390 10 X 30 X R2 ° 9,210
8557391 10 X 30 X R3 ° 9,210
8557392 12 X 36 X R0.3 ® 1180
8557393 12 X 36 X R0.5 ® | 1180
8557394 12 X 36 X R1 ® | 1180
8557395 2% 36 xRis | 8 B 12 "7 2 ® | 11,800
8557396 12 X 36 X R2 ® | 1180
8557397 12 X 36 X R3 ® | 11800

- PAIVDEBREp.2ZTE TS,

- See p.2 for explanation of icons.

s

O =iZ#EEmR @=Standard stock item



A

The A Brand

\ 3 an
;Eﬁ*m D LC EEEI y FE} b 3 ﬂ D yaﬁz DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type

AE-TL-N X9 I7 s
LTS g

& OSS
APMX
D—T4VIICBUSHEETDHBANHOFIT A

MEELFE<EBESOTEA. LF

End mills may have some discoloration, but it does not cause any performance problems.
o — — - — 1
a

DCON

DCON

CARBIDE DLC ? ‘:o‘ P:F:E%EIP,I')M APMX
LF
0~-002 R Z
3D TR s xvctng enorn (ENEF T L
Y—JLNo. HEX TR B 2R | vrvor | R e mEmE | 0 <
EDP No. DCXAPMX LF DCON Type Stock (Yen)
8557340 3 X 9 3 55 16.6 6 1 o 2,010
8557341 4 X 12 3 55 17.7 6 1 o 2,310 » z
8557342 5 X 15 3 55 18.9 6 1 o 2,310 Rg r_l.
8557343 6 X 18 3 60 = 6 2 o 2,700 . Iﬂ(d
8557344 8 X 24 3 70 - 8 2 o 4,930
8557345 10 X 30 3 75 — 10 2 o 6,590
8557346 12 X 36 3 80 — 12 2 o 8,350
P 8557347 16 X 48 3 120 — 16 2 o 21,900
X 8557348 20 X 60 3 135 — 20 2 o 31,100
X 8557349 25 X 75 3 155 — 25 2 ) 52,200
- PAOVDFHAFp.2ETE T, - See p.2 for explanation of icons. O =1Z#ER @=Standard stock item
3% =NEW SIZES
SDEE 5% D cutting length m 847 :mm  Unit:mm
Y—JU No. NEXHAR L/D 2R LH IrIIR fizik #E FRAE(AS
EDP No. DCXAPMX LF DCON Type Stock (Yen)
8557350 3 X 15 5 55 22.6 6 1 o 3,000
8557351 4 20 5 60 25.7 6 1 o 3,450
8557352 5 X 25 5 65 289 6 1 o 3,450
8557353 6 X 30 5 75 — 6 2 ([ 4,020
8557354 8 X 40 5 920 — 8 2 o 7,380
8557355 10 X 50 5 100 = 10 2 o 9,870
8557356 12 X 60 5 110 — 12 2 o 12,700
X 8557357 16 X 80 5 150 — 16 2 o 32,700
P 8557358 20 X 100 5 175 - 20 2 o 46,800
X 8557359 25 X 125 5 205 = 25 2 { ] 78,200
- PAIVDHBAIFp.2ETE TS, - See p.2 for explanation of icons. O =1Z#ER @=Standard stock item

% =NEW SIZES



AE-TS-N tDHIRERER concorion

1717/5 9“7194 7;1:55 Applies to square/radius type
5%1-;.]‘#“ Slot Milling

7IVEZULGERREM - Y IRYD LGSR 7IV=ZU LEEHY b=

W *BEEUTZ | Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy

ork Materia A5052-A7075-AZ91-AZ80A AC4C-ADC C1100

LT
Cutting Speed 300 300 150
(m/min)
= EDERE [El¥nRE EDIRE EDERE
gHjB)C(;%J: & Feed = Speed = Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)

3 X 9 32,000 1,720 32,000 1,720 16,000 960

4 X 12 24,000 1,780 24,000 1,780 12,000 1,030

5 X 15 19,200 1,840 19,200 1,840 9,600 1,090

6 X 18 16,000 1,900 16,000 1,900 8,000 1,160

8 X 24 12,000 2,030 12,000 2,030 6,000 1,300
10 X 30 9,600 2,150 9,600 2,150 4,800 1,430
12 X 36 8,000 2,270 8,000 2,270 4,000 1,560
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
EARE e @
Depth of Cut 1D 0.5D

15\“@@‘#“ Side Milling

e PIEZULEEREM - N IRYD LGSR ZIVEZO LEEHY HEE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
SIHERE
Cutting Speed 300 300 150
(m/min)
= EDEE [EILiREdS EDEE ED#EE
yH:TD)C(EU—F & Feed = Speed1 Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 32,000 2,150 32,000 2,150 16,000 1,200
4 X 12 24,000 2,230 24,000 2,230 12,000 1,290
5 X 15 19,200 2,300 19,200 2,300 9,600 1,360
6 X 18 16,000 2,380 16,000 2,380 8,000 1,450
8 X 24 12,000 2,540 12,000 2,540 6,000 1,620
10 X 30 9,600 2,690 9,600 2,690 4,800 1,780
12 X 36 8,000 2,840 8,000 2,840 4,000 1,950
16 X 48 6,000 2,980 6,000 2,980 3,000 2,040
20 X 60 4,800 3,100 4,800 3,100 2,400 2,130
25 X 75 3,850 3,200 3,850 3,200 1,900 2,200
ThARS ap Ae
Depth of Cut 1.5D 0.2D
. EREBREURSHIERDAMEDZEEDERTY, 1. The above milling condition is a guideline for the overhang length is 4 X D.
. Bt RV (ZEED S DBEEDEVBDZE SERATEL, 2. Use a rigid and precise machine and holder.
. COYIEISRMESET. ACAEYIE S A ERT 220D TT . 3. The indicated speeds and feeds are for milling with water-soluble coolant.

AR MBI EEELSRIC & D | DR, XD EEEEE T, 4. Please adjust the speed and feed when the cutting depth is large or when

., . N . N [ = machines with low rigidity are used.
’ g%ﬁf_ﬁ:ﬁgiéﬂ%iﬁul& EEREE. R0 ERE. YhAHEEMA T . Reduce speed and feed as well as depth of cut when high precision is required.
(&3 o

. Adjust the speed and feed accordingly when the overhang length is longer than

b wWN =

o n

6. RHURTHRLLEBI5E(E. EEERE. XD EEZ [REHURIZEILIC specified (refer to p.12).
KBDVHIRHAEDBER] Z8E(CRETEL (p.1281R) . 7. Please always use the appropriate cutting fluid recommended by the cutting

7. RITZIY LEETHICBWV T, YIHIREIZER I I5S [ UIHE S fluid manufacturer in the machining of magnesium alloys. Be cautious with the
X—HNDOERITDHDEBHTTHEATEV. Kle 1D < FOUE - I cutting chips as they are highly flammable and may pose a serious fire risk if not
[CTEETEL, FROBNHGOET, properly handled.

® 8



A
4
— " O ~
ZOIT/T:JTZQ’(?;*\E Applies to square/radius type ;
Z=iAHHEl Plunging |
) K
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERE
Cutting Speed 80
(m/min)
= EDRE [CldmEE EDERE EDRE
9+{:TD>C<>%U—F & Feed = Speed Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 8,500 400 8,500 400 6,400 120
4 X 12 6,400 400 6,400 400 4,800 120
5 X 15 5,100 400 5,100 400 3,800 120
\
6 X 18 4,200 450 4,200 450 3,100 130 % -
o
8 X 24 3,200 500 3,200 500 2,400 150 ;In &
10 X 30 2,550 500 2,550 500 1,900 150 o
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
ThARE ap ap
Depth of Cut 1D 0.5D

1. ERIF. BHURETH I ERDAMEDEEDERZ T,

2. ¥, RILY IFRIED G DRBEDEVNEDZE CERATEL,

3. COYBIRGERE. KAMEE R ZERT 288D HDTY,

4. BAES RIS ERIRICED . ERRE. EDEREEHE TS,

5. NITREZEREINDEEIG. OERE. XD RE. VHAHFEZINA T
fERATEL.

6. B#HURTHEL L 2EEF. OEmRE. XD REZ [RHEURSZEILIC
KBUHIRHAROER] Z8E(CHE TSV (FRBH),

7. 1D < FHHEDIBESIS . EEHRE. XD REZ FFTTHERTEL.

8. XIRY Y LESYHIICBUVT, UIHLERZER T 25 a3 UIEmA
A—NDOWEITDHDZHFTHERATEV. T t1b < FOUE - EIE
[CTERTEL.. BANDENDGBDFT,

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

2. Use arigid and precise machine and holder.

3. The indicated speeds and feeds are for milling with water-soluble coolant.

4. Please adjust the speed and feed when the cutting depth is large or when

machines with low rigidity are used.

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

required.

6. Adjust the speed and feed accordingly when the overhang length is longer
than specified (see table below).

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

8. 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.

ggllill DEL"E{EICJ:Z)W%U%#?EEU) EQ(DC = ¢ 6) Cutting Condition Guide for Changes in Overhang Length

EtHl

Slot Milling

RIELIHI

Side Milling

A EH|

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
o ' A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
e Ex | EEREE %03 EEREE %D B %03
LD Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

70% 70%
50% 50%
70% 70%
50% 50%
80% 80%
60% 60%

Plunging

NELLET]

AE-TS-N



AE-TL-N YIHISRHEHEER ccnsconion

3 D ﬂE 3 X D cutting length
5%1-;.]‘#“ Slot Milling

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
o ' A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHLERE
Cutting Speed 240 240 120
(m/min)
= EDERE [El¥nRE EDIRE EDERE
9*6%::%? Feed = SpeedR 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
YhAFRE ~ap ap
Depth of Cut 1D 0.5D

{BIELIE side mitling

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oriMatera A5052-A7075-AZ91-AZ80A ACA4C-ADC C1100
CIHIRE
Cutting Speed 240 120
(m/min)
2 EDEE [ElEmEE EDIRE EDEE
9@;3;%? Feed = Speedz Feed Feed =
(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
5 X 15 15,360 1,840 15,360 1,840 7,680 1,080
6 X 18 12,800 1,900 12,800 1,900 6,400 1,160
8 X 24 9,600 2,030 9,600 2,030 4,800 1,300
10 X 30 7,680 2,150 7,680 2,150 3,840 1,420
12 X 36 6,400 2,270 6,400 2,270 3,200 1,550
16 X 48 4,800 2,390 4,800 2,390 2,400 1,630
20 X 60 3,800 2,510 3,800 2,510 1,900 1,710
25 X 75 3,060 2,640 3,060 2,640 1,530 1,800
PhARS ap ae
Depth of Cut 3D 0.1D

1. . RILSY IFAIED S DIEREDENDDZ TEATEL,

1. Use arigid and precise machine and holder.

2. COYIHISRERS. KBETEEE Z{ERT 2B50DHDTI,

3 BARE  EREIMEFEARICKD . DEEE. XD REZRE TS,

4 MIBEZEREINDBEE. BHEE. XD EE., VIAHEZINA TRER
&L,

5. ¥ IR0 LGERVHICHBWVT, YEIHEZER I 255 EUEEF X —7
DERTHHDZUMTHEATEV. Kfe 1D < FOUE - ERICTER
TEW. FEANDENHEDET,

2.The indicated speeds and feeds are for milling with water-soluble coolant.

3. Please adjust the speed and feed when the cutting depth is large or when

machines with low rigidity are used.

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

required.

5. Please always use the appropriate cutting fluid recommended by the cutting
fluid manufacturer in the machining of magnesium alloys. Be cautious with
the cutting chips as they are highly flammable and may pose a serious fire
risk if not properly handled.

s



3D ”E 3 X D cutting length

z
A
/s
Js
I\
R

%ﬂfb‘tﬂﬁu Plunging
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
o ' A5052-A7075-AZ91-AZ80A ACAC-ADC C1100
IR
Cutting Spey;d 70 70 50
(m/min)
= EDRE [CldmEE EDERE EDRE
yt{gi;p%xﬁ 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 » Z|
25 X 75 890 500 890 500 640 130 Q E’ _lTI
I o~ w
AR _ . <
Depth of Cut 1D 0.5D

5 D EE 5 X D cutting length
{BIELIE side mitling

Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oricateria A5052-A7075-AZ91-AZ80A ACA4C-ADC €1100
YRR
Cutting Speed 100
(m/min)
2 EDEE ElERERE EDEE 3 EDEE
gt%:;ﬂ? Feed = Speed2 Feed = Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 15 10,600 640 10,600 640 5,300 200
4 X 20 8,000 690 8,000 690 4,000 210
5 X 25 6,400 730 6,400 730 3,200 230
6 X 30 5,300 780 5,300 780 2,600 240
8 X 40 4,000 870 4,000 870 2,000 260
10 X 50 3,200 960 3,200 960 1,600 290
12 X 60 2,700 1,050 2,700 1,050 1,300 320
16 X 60 2,000 1,140 2,000 1,140 1,000 350
20 X 80 1,600 1,230 1,600 1,230 800 380
25 X 125 1,300 1,320 1,300 1,320 640 400
YHARS ap ae
Depth of Cut 5D 0.1D
1. 5. LY [FEIED S DIEEDEVBDZ SEATEL, 1. Use arigid and precise machine and holder.
2. CDYIHISEERIE. GBS TIEHE ZERT DI55DHD T, 2.Theindicated speeds and feeds are for milling with water-soluble coolant.
3. ARSI ERERIC KD . BERE. ED EEEFE T, 3. Please adjust the speed and feed when the cutting depth is large or when
4 NTHEEZBRSNDBE(E. BIEE. %0 HE, IAHBEMZ TER machines with low rigidity are used. : -
T, 4, Reduge ;peed and feed as well as depth of cut when high precision is
required.

5. VG%VTL\‘Sﬁt)\JEU(:ZbMZ\ t)]ﬁlj;ﬂaﬁlj%ﬁﬁﬁ?‘%)i%ﬁlgtt]]ﬁlj;ﬂaﬁ_ui( TE 5. Please always use the appropriate cutting fluid recommended by the cutting
DHRTDHDZUTTHERATEV. Fe f1b < TOME - BEICTER fluid manufacturer in the machining of magnesium alloys. Be cautious with
TEL. BNOBNDEHDET, the cutting chips as they are highly flammable and may pose a serious fire

risk if not properly handled.

posid ®



JESXADLCEEI Y RSV SiEET (D

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

AE-VTS-N

SERIFIMLICH ! SREEETEmEN L ZRIRA

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

SSVVHEET

Flat cutting edge specification

KOEEELT NI ERZRR

Achieves higher precision machined surface quality

KSUTP 2RI TD—EY 1 XZ[RL

*Does not apply to some sizes of radius type

R ATE

Center cutting edge

RiAHEHINETEE

Can be used for plunging

AFU—R. AEFHE \ RiDeEDE<3MOTINH

Variable lead and unequal spacing teeth 3 cutting edges that connect at the center
UUbZMFHEIL. BE - SEEXRINT FIMHEDEINACTHh BENHIEREHIIE
ZRIR EENKREHN D, SEEIE TOIMITHEIHE"
Stable and high efficiency milling is made possible by the The cutting load is equalized among the cutting edges with greater
suppression of chattering stability to enable high speed milling*

XIGABHYIHI, SVEVIMIEEICHER

*Effective for plunging and ramping

purabilit,

DLC-IGUSS a-5<>5

DLC-IGUSS Coating

I—=F«4VIRADFRSICKD. MHBABEEPEBENKRDOSND T IV
ZULGEFEDIRERICIREDENERELI T . XL TEDMA
@ ELET,

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.




¢ Perfor,

2 U0 b

(_)
Suppression of Vibration

AFEU— R FAFDEDORAT. BE - SRERNIZRRELET

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

*%U — R Variable Leads ?F%ﬁy‘ilj Unequal Spacing Teeth

e 2 il

w
v
=
]
£
=
)
£
T
1]
o
<
&=
I

alFa2+a3

_—

=BG THRIFE N T mis

Good machined surface quality even under high speed cutting condition

=

B

DLCI—5 « Y S DTEBNR. FEU— K - FEHOBRDR, RUS SLIOMRICLD, [25
BHEE TR ENIEZRRLET A

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 T — 1TmINTRKROKEHES _—
ERTE AE-VTS-N Non-coated Competitor Surface roughness after milling 11 m Hr
Tool ®10%30 ®10 35 Flutes O O e .
)

Work Material A7075

BIHITTE AEYIHI

Milling Method Slot Milling

IEhRE 408m/min 300m/min [iz1)

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

EDEE 4,780mm/min 1,432mm/min S

Feed (0.123mm/t) (0.05mm/t) £

YhARE S

Depth O;—Cut ap =10mm =

SIEH AKEELTEmA

Coolant Water-Soluble

e MRV =V ItV 5 (BT40)

Machine Vertical Machining Center

AE-VTS-N fthttmm

Competitor

lufad.n

Competitor




”I]I?l_ 9 Cutting Data

N
Enk”ulﬁ&'ﬁ Excellent surface finish

DLCO—F VI EETSVHDHRICELD. KHICEBNINITEGIZRELET

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

fth#t/ > 31— b &
FHEIE‘ AE_\(;LS?:Q Non-coated Competi?:r
00 ®1 @10 33 Flutes
KA
Work Material A7075
tIEIGE BLAEl
Milling Method Slot Milling
tEIEREE : .
Cutting Speed 300m/min (9,550min")
RO 1,432mm/min (0.05mm/t)
eed
YBARS
Depth ofLCut dp =10mm
SIHEIHE] AKBMELIEBE
Coolant Water-Soluble
EFARE MRV =V ItV 5 (BT40)
Machine Vertical Machining Center

1TTm I TR ROKREAS

Surface roughness after milling 11 m

(M) 7

Roughness M+ REM

AE-VTS-N k.

Competitor




SHENN PV U LSRERETIRTEEERML

High Efficiency Optimum tooling for highly efficient machining of aluminum alloy

ADDIEZHEMITIFE8S 30 TITOEEEMT

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

1§FHI§=UZ IS List of tools used

v
o EAIRE 5 =g
BELZ A VIN—F—H—2Z @ Main Machining EFTEE" e E
Part name : Inverter Case EI np, &
A <
gBIAT : ACAC Mating Surface | PFALO4R063M22-8 ¢ 63 RE &

. Milling

Work Material

Aw R : PXAL200C20-03R000 ¢20
FEIMNI | Head ¢

Face Milling k)L : PXMZ-C200S520-S120

E k&M - SPEEDIO U —X

. . Holder
Machine SPEEDIO series ;\j T PXAL200C20-03R000 920
ea
F#Y4 7 :BT30 LS : PXMZ-C2005520-5120
Main Spindle EWEBINT | Holder

Contour Milling

AE-VTS-N »10X30

YIRIGHE] - KA EIRHE]

AE-VML $12X48-N
Coolant : Water-Soluble
BT AE-TS-N »3X9
o Slot Milling AE-VTS-N o1 0X30
Bh IS -—TITEKARH p
Cooperation : BROTHER INDUSTRIES, LTD. s EED’D ADO-SUS-3D ¢2.8

ADO-SUS-3D ¢3.5
JUNT ADO-SUS-3D ¢4.2

Eb@l? H - Drilling
55 : e ADO-SUS-3D ¢7.9 >
2 T TR e A Watch itin R . Q
MIRNBO—BZTHENT action R P2D3000BT30M09 $30 I ELwn
Introduction of a part of the machining process THE ; (5HBT30—{&kR 1 ~F+H TIURUJD) Special [ & ;
on s " mvy =
thAHRE pIEIESES RAEINT N LW
7][]9: . | DepthofCut Milling Condition ! F\Iat surface | ADF-2D ¢ 13 <
[T MIAE " Drilling
Processing Process ap ae CUJﬁ'JJ?Ed e RO
Locati utting Spee: ee o
ocation (mm) | mm) | i) (mm/min) Chamfering AD-LDS ¢8x90
Aw R : PXAL200C20-03R000 ¢ 20 A-SFT M4X0.5
@ | Head FEMT | 4 |15 | 500 4,000
KILS : PXMZ-C2005520-5120 Face Milling (8,000min™) | (0.167mm/t) . A-SFT M5 X 0.8
Holder RQUMT
Threading | 5_XPF M3 0.5
BYIEI 150 2,000
AETS-N - @3x9 Sotmiing | ' | 3 | (16,000min") | (0.042mm/) AT-2 R-SPEC M8X1.25 6.2X 16 P1.25-INT
BEIEI 410 3,820 gt EIFIT
AE-VTS-N ¢10%30 Slot Milling 1.5 110 | (33 000min" | (0.098mm/t) Hole Finishing CRM o8

EIJ E"JU’]HIlﬁ Fa ‘ﬁu iﬁﬁ’&%iﬁ ! Enables dramatic reduction in machining time!

SHHI
o ] S15Y)05)
AT-2 R-SPEC *#BEIfNE=mERIL Y K2 Siesis
High-efficiency thread mill with end-cutting edge for non-ferrous metals | The A Brand
TREUIL w7
Pre-drilling Threading

HRENTOMIMHNEXLHRICEBENTT

Useful for preventing shifting of cutting position in cast hole

HER
(2I#®) I
Conventional
method
(2processes)

NRERUZXEHTIAT

ANUAVERMT
Achieves drilling and threading by

continuous helical cutting with a

single tool



https://www.osg.co.jp/products/threadmill/spec/at-2r-spec.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=at-2r-spec
https://www.osg.co.jp/media_dl/movie/industry.html?utm_source=qrcode&utm_medium=n_132&utm_campaign=movie-industry

~ Ny — A|594 ° . p | ’
FEFXFADLCEE IV RSV BHEEESY 1T 33 va—M Do i e e

AE-VTS-N 1717 Square
SN B Lo

=TV CBUSHRETDHBEHHOEIH.
M LFE<EEDDFEA.

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

;
I
DC
DN
[
I
I
‘ Q
I
I
I
I
DCON

;

|

DC

|
v

DN

T

|

!

[

[

[
DCON

CARBIDE m ? ;}4} P:';PE'EE:I’)I:Z o w
0~-002 "

1 o5D ﬂE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D) B{iI:mm Unit:mm

=) No. ‘ HEXETE 2R | AR | |4 |UvUUER| BE | K| wm | mEms
EDP No. DCXLU LF APMX DCON DN Type Stock (Yen)

8557360 3X 9 55 45 14.8 6 2.85 1 o 4,790
8557361 4 X 12 55 6 15.9 6 3.8 1 o 5,000
8557362 5 X 15 55 7.5 16.8 6 4.8 1 o 5,520
8557363 6 X 18 60 9 - 6 5.8 2 Al @® 5,770
8557364 8 X 24 70 12 - 8 7.7 2 o 7,760
8557365 10 X 30 75 15 - 10 9.7 2 o 9,710
8557366 12 X 36 80 18 - 12 11.7 2 o 13,600

- PAOVDFHBEIFp. 2ETETEL, - See p.2 for explanation of icons. O =1Z#EEm @=Standard stock item




~ A m— e g 9 4 0 . X ! i
FEFXFA DLCEE TV RSV BHEEESY 1T 330 va—M B o e e

AE-VTS-N 5:“71 Radius

LU

5 ‘
|
DC.
a
DN
[
|
|
‘ 5
|
|
|
I
DCON

DT VI CBOSHRET BBANBOET - . = 2
1HaE H32 < BmEBhE R . e
End mills may have some discoloration, but it does not cause any performance problems. Type2 Eu %
RE - o I
L z
A NS - —— 3
_— | K AN A SPED ‘
v APMX
CARBIDE piciguss 0 AT 40~43° p2F1E~E|I))22 w
0~-0.02 LF
1 -5D EE(E-FE3 D) 1.5 X D cutting length (Neck length 3 X D) m B{I:mm Unit:mm
w—JLNo. ‘ el == | 9k | |, |vvooR| BE | MR | am | mEmE
EDP No. DCXLUXRE LF APMX DCON DN Type Stock (Yen)
8557400 3 X 9 X R0.2 o 6,690
55 4.5 14.8 6 2.85 1
8557401 3X 9 X R0.5 o 6,690
8557402 4 X 12 X R0.2 o 7,000
8557403 4 X 12 X R0.5 55 6 15.9 6 3.8 1 o 7,000
8557404 4 X 12 X R1 o 7,000 -
8557405 5% 15 X R0.2 ° 7,710 T
8557406 5X 15 X R0O.5 55 7.5 16.8 6 4.8 1 o 7,710 Iqﬁ E
8557407 5X 15 X R1 °® 7,710 <
8557408 6 X 18 X R0O.3 o 8,050
8557409 6 X 18 X R0O.5 60 9 = 6 5.8 2 o 8,050
8557410 6 X 18 X R1 o 8,050
8557411 8 X 24 X RO.3 o 11,000
8557412 8 X 24 X RO.5 o 11,000
8557413 8 X 24 X R1 70 12 - 8 7.7 2 A o 11,000
8557414 8 X 24 X R1.5 o 11,000
8557415 8 X 24 X R2 o 11,000
8557416 10 X 30 X R0.3 o 13,600
8557417 10 X 30 X R0O.5 o 13,600
8557418 10 X 30 X R1 o 13,600
75 15 — 10 9.7 2
8557419 10 X 30 X R1.5 o 13,600
8557420 10 X 30 X R2 o 13,600
8557421 10 X 30 X R3 o 13,600
8557422 12 X 36 X R0.3 o 19,200
8557423 12 X 36 X R0.5 o 19,200
8557424 12 X 36 X R1 o 19,200
80 18 - 12 11.7 2
8557425 12 X 36 X R1.5 [ 19,200
8557426 12 X 36 X R2 [ 19,200
8557427 12 X 36 X R3 o 19,200
- PAIVDHAFp.2ETE T, - See p.2 for explanation of icons. O =1Z#EmR @=Standard stock item

pos 4 0



AE'VTS'N tﬂ‘ﬁ'u%ﬁ:giﬁﬁ Cutting Condition

1717/5 9“7194 7;;55 Applies to square/radius type
5%%%“ Slot Milling

) Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
Work Material
ork Materia A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHLERE
Cutting szd 300~400 300~400 150
(m/min)
y [ClEmEE EDERE [El¥nRE EDRE EDERE
gH%ID)C(EU?: & Speedz Feed = SpeedR Feed Feed =
ity ) Pt . )
(min™) (mm/min) (min™) (mm/min) (mm/min)
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 4,800 2,150
12 X 36 11,000 5,050 11,000 5,050 4,000 2,360
PhARE ~ap ap
Depth of Cut 1D 0.5D

EI\“EtJJE’IJ Side Milling

e PIWIZULGBEREM - Y IRYVLEE ZIWEZO LEEHY fir=ia
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oricateria A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
QLT
Cutting Speed 300~400 150~200
(m/min)
= EDRE ElEmEE EDEE EDEE
?H:TD)C(;%U—F & Feed = Speed1 Feed Feed =
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 32,000 3,820 32,000 3,820 16,000 1,600
4 X 12 24,000 3,960 24,000 3,960 12,000 1,700
5 X 15 19,200 4,090 19,200 4,090 9,600 1,830
6 X 18 18,500 4,230 18,500 4,230 9,300 1,950
8 X 24 16,000 4,510 16,000 4,510 8,000 2,180
10 X 30 13,000 4,780 13,000 4,780 6,400 2,400
12 X 36 11,000 5,050 11,000 5,050 5,300 2,650
THARE dp de ap e
Depth of Cut 1.5D 0.2D 1.5D 0.1D

1. EREF. BEURSHTIERDMEDBEESDEEZTT,

2. 84, RIS FEIED S 2EEDEVDDZ SERAT I,

3. COHIRER. KBUIEER ZER T 2Ba0EDTY,

4 HARE BRI EERINRICKD . BImRE. XD REZRHE T,

5. MIREZERSINDIBEE. OEmRE. XD RE, hAFEZIZ T
fERATEL,

6. RHEURTHELLEDESIE. EIHRE. XD EREZ [RHURIZEIEIC
KBUEIRHAEROER] Z8EICHETEL (p.2285R),

7. RTZVILEEMEICBVC, YEEREIZER T 2185 3 EIEHA
A—HDHERTIDDZMFHEATEN. T IO K FOUE - E
BICTERETEV. BNODENHHDET,

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

2. Use arigid and precise machine and holder.

3.The indicated speeds and feeds are for milling with water-soluble coolant.

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

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.22).

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.
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A E'VTS = N t’J ‘ﬁu %14:52%% Cutting Condition

17 I 7/5 :J“ng‘f j:,lt\ia Applies to square/radius type

ZIAFHETHI piunging
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
: A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
DBl e
Cutting Speed 150 150 75 =g
(m/min) % g
) 5
= EDRE [CldmEE EDERE EDRE Hb -
9+{:TD>C<>%U—F & Feed = Speedz Feed = Feed = e g’
(mm/min) (min™) (mm/min) (mm/min)
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
AR _aw @
Depth of Cut 1D 0.5D
1. IR BHURSH T ERDHMEDHZEDERTT . 1. The above milling condition is a guideline for the overhang length is 4x D.
2. 10 IRILY ISRIED S DRBEDEVEDZECERTEL, 2. Use arigid and precise machine and holder.
3. CDOYIHIRMERZ . AR R EERT 2EEDEDTT . 3.The indicated speeds and feeds are for milling with water-soluble coolant.
ANBARE . BRI EERRRIC KD . DR, %D A EE T L) 4. Please adjust the speed and feed when the cutting depth is large or when
: e - - . o o= 2 machines with low rigidity are used.
3. HDI*E;%’EEX_‘S“%’%EH‘ EERE. XD RE. VAHBZHA T 5.Reduce speed and feed as well as depth of cut when high precision is B Z.
Eﬁﬁ—FL Lo N N o . e required. LW
6. RHURSDRLBHHEE. BEmRE GEDREZ [REURSEEIC 6 Adjust the speed and feed accordingly when the overhang length is longer | s ;
KDUHIFHARDER| Z8E (AT L (FTRSR). than specified (see table below). mv =
7. 91D K FHEOIHHIE. EERRE. XD EEZ NFTTERAT L, 7.When the chips wind around the end mill, reduce the speed and feed. D) #
8. VIRYVILBEEICH VT, BRI ZER I 255 EHIHA 8. Please always use the appropriate cutting fluid recommended by the cutting
A—HOHBITREDEMFHEATEV. . Ib < TFOUNIE - & fluid manufacturer in the machining of magnesium alloys. Be cautious with the
BICTERETELV. BROENDHOFET cutting chips as they are highly flammable and may pose a serious fire risk if not
= ¢ - ¢ properly handled.

ggllill DEL"E{EICJ:Z)W%U%#?EEU) EQ(DC = ¢ 6) Cutting Condition Guide for Changes in Overhang Length
TIVZZULGEREN - VIRVULGE 7= LAEEHEY =

Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
e EIETRESE EDERE ElEmEE EDRE ElEmEE EDEE
LD Spgejj Feed‘ SP‘_E‘?‘d Feed_ SP‘??? Feed.
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
=LA 70% 70%
Slot Milling 50% 50%
FIELHE 70% 70%
Side Milling 50% 50%
ZRAB A 80% 80%
Plunging 60% 60%

)

Work Material




FEEXH DLCAY IRV T Y RS )L PXM

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

PXAL

AEMIICHGL. SLVII T EmiZRIRE

Suitable for large-diameter milling with high surface quality

purabilit,

\ineup

ESVLVAEE

Flat cutting edge specification

KbERMUILINTIEZRIER

Achieves higher precision machined surface quality

KSITAGALTD—BY A XZRL

*Does not apply to some sizes of radius type

i AdE

Center cutting edge

RiAHYIEI D ETEE

Can be used for plunging

JERk R ICE LIcA1EXP46251% A

Utilizes XP4625 grade suitable for non-ferrous metal applications

PIVEZUOLEBEBEOIBKERICELULMEZRAL. MEFREN-MEENE
CEN.ITEOREMILERELET.

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 -5+

DLC-IGUSS Coating

J—F4VIRADFRSCKD. MEEELRBEDNROSND T IV
ZULGEFEDIBRERICIRBEOHNZRELI T . T TEDMA
HEEm ELET,

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.

SBEBRRSAIFYT

Abundant lineup in various shapes and styles

ROITPIAT SITRILT AXIATEEBBS AV FvT %
BORIZ . FRLEMIICHRITLET .

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

8



”uI 5-“_ 9 Cutting Data

SHSVIMRTINTEEASEE

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

ERTE Aw R Head : PXAL160C16-03R000 | fti#t /21— NRA, B, C
Tool iJLH Holder - PXMZ-C165516-S100 | Non-coated Competitor
414X 163X

Size ®16 ¢ Flutes
el

Work Material A7075

BIHITGE {REINT

Milling Method Side Milling

PIHIEE : .

Cutting S‘peed 600m/min (12,000min-")

=DEE 5,400mm/min (0.15mm/t)

THARS - -

Depth o;—cm ap=8mm (0.5D) ae=4.8mm (0.3D)
RHULRE -

Overhang I_Length 50mm (L/D=3.1)

SRR KB EYIEHE

Coolant Water-Soluble

fE Rt RV =—V ItV % (BT40)

Machine Vertical Machining Center

(lJm) 12

Roughness () 245

=57 MERZRMOFRIFENTIEHE S ZRE

Achieves good surface finish regardless of coolant type

FEHTE AW R Head : PXAL160C16-03R000 | fth#t./>d— MG
Tool RJLH Holder : PXMZ-C165516-S100 | Non-coated Competitor
44X 163X

Size ®16 ¢ Flutes
el

Work Material A7075

BIHITGE EIEMNT

Milling Method Side Milling

YIHIEE . -

Cutting S";eed 600m/min (12,000min-")

=D 2,700mm/min (0.075mm/t)

THARE - -

Depth of Cut ap=8mm (0.5D) ae=4.8mm (0.3D)
RHULRE -

Overhang I_Length 50mm (L/D=3.1)

=R IR V=I5 (BT40)

Machine Vertical Machining Center

DLCO—5 « v JIc K biaEii

Welding suppression by DLC coating

ERATER Aw R Head : PXAL160C16-03R010 | fh#t />~ d— NG
Tool 7RKJUS Holder : PXMZ-C165S16-S100 | Non-coated Competitor
Ja4X ®16XR1 3%
Size ®16XR1 Flutes
A

Work Material A7075

SIHEE : i

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

=D 2,700mm/min (0.075mm/t)

I ag S {REINT

Milling Method Side Milling

et ap=8mm (0.5D) ae=4.8mm (0.3D)
ZHULRE

Overhang Length 50mm

SIEHE ®wL(T7IJ0-)

Coolant None  AirBlow

BRI IRV =vTtwV% (BT40)

Machine Vertical Machining Center

465m HUIH%}]I—:TOJEE*EK Bottom surface roughness after milling 465 m

10
8
6
4
2
0
PXAL fthttim A fth#t = B fti#t & C
Competitor Competitor Competitor
firites A
Competitor

P e )

462m I TRFR DA TEHE S surface roughness after milling 462 m
{AIE Ra side surface Ra WIr7Jo— E=x+ WKal

Air Blow Mist Water-soluble
{7 ) B X
0.5 | mmm o
04 e S ------
#
03} 5566 - T - - - -
§ 0.218 0.218
£ 02f---- - I 2 RN O O e
E
&
0.1}------- [ - R - ------ [ A T -
0
PXAL ftttt
Competitor
B IrJo— E=zx~ BKBE
EE Ra Bottom surface Ra Air Blow Mist Water-soluble

(M) 0.2

0.129

0.126

RS- f 2} 2 EEEEN ] O} .
s
&3
“ 0
PXAL ftttt
Competitor
300m I TEFDHFCIRRE
Cutting edge condition after milling 300 m
PXAL Ci%\?e:ﬂtnor

Ay R
Exchangeable Head
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HE

w
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PXAL



;Eﬁ*m DLC,\“J Fﬁmﬁl y FE} ll PXM DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

PXAL
RE APMX \c\s

LF FAIUR—IVEL
without Coolant Hole

Typel

DC
|
|
DCON

=TV [CBUSHRETDHBEGHHOEIH.
MR LFE<EEDDFEA. Type2

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

P29~P33 RE APMX RE1 \ Cs

LF FAIUik—IUEL
without Coolant Hole

DC
DCON

2-4} lJI-R_} l/% LI without Coolant Hole

PXAL RO I7 - A—F S I 7 ARUK square - comerRadius Type 8 mm  Unit:mm
¥—JLNo. 20dy SHE |I-7HE| I | IR | 2R | BR |GUNE HEAL| ME AR | RS
EDP No. Designation DC RE ZEFP | APMX LF DCON | FHA Gs Grades Type (Yen)
7834930 | PXAL100C10-03R000 0 1 11,500
7834931 PXAL100C10-03R100 10 1 3 10 16 9.8 45° XP4625 1 11,500
7834932 | PXAL100C10-03R250 25 <10 1 11,500
7834933 | PXAL120C10-03R000 | %12 0 3 12 18 9.8 45° XP4625 2 12,200
7834934 | PXAL120C12-03R000 0 1 12,200
7834935 | PXAL120C12-03R100 12 1 3 12 18 11.7 45° XP4625 1 12,200
7834936 | PXAL120C12-03R300 3 cr2 1 12,200
7834937 | PXAL140C12-03R000 | %14 0 3 14 20 11.7 45° XP4625 2 16,700
7834938 | PXAL160C16-03R000 0 1 18,800
7834939 | PXAL160C16-03R100 1 1 18,800
7834940 | PXAL160C16-03R200 16 2 3 16 235 15.7 45° 16 XP4625 1 18,800
7834941 PXAL160C16-03R300 3 1 18,800
7834942 | PXAL160C16-03R400 4 1 18,800
7834943 | PXAL180C16-03R000 | %18 0 3 18 255 15.7 45° XP4625 2 20,900

EERXDEETCABEERER) EEDFET, Stock are categorized as C (Standard stock item).
- PAOVOHAIFp.2ZTE TS, - See p.2 for explanation of icons.



Y PXALAA YA

Reduced Shank Type

Noimerference

cHAKRIATF VvV IRLDBTENRDADKEN
feob BRI EDRVILBENMN TR ITIC
BETY

+ The outer diameter of the reduced shank type is larger than the shank
diameter, making it highly effective in the processing of die and mold

(=]
1%
HE

w
v
=
]
£
=
)

£
T
1)

o

<

=

I

Vv O RIREDRIZRT.

applications that require vertical wall milling or pocketing. éi‘t;@lﬂ%@%%ﬂ?&
HEO12 The R shape on the shank side edge
(50 prevents streaks during milling.
. J
B :mm Unit:mm
Y—JUNo. 220 SHE |I-7HE| I | IR | 2R | BR |RUNA HEHE| ME AR | AREEAAS
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades Type (Yen)
7834944 | PXAL200C20-03R000 0 1 22,000
7834945 | PXAL200C20-03R100 1 1 22,000
7834946 | PXAL200C20-03R200 20 2 3 20 27.5 19.6 45° 20 XP4625 1 22,000
7834947 | PXAL200C20-03R300 3 1 22,000
7834948 | PXAL200C20-03R400 4 1 22,000
7834949 | PXAL220C20-03R000 | %22 0 3 22 29.5 19.6 45° XP4625 2 26,700
7834950 | PXAL250C25-03R000 0 1 28,800
7834951 | PXAL250C25-03R100 1 1 28,800 T
25 3 25 35 24 45° C25 XP4625 Be
7834952 | PXAL250C25-03R300 3 1 28,800 %% ;:'
7834953 | PXAL250C25-03R500 5 1 28800 | L2&
<

EERXDEETCHEEERER) EIEDFET, Stock are categorized as C (Standard stock item).



PXM Fﬁ Z h I/_ I\:J'V 77 7|'\}|/9“ Straight Shank Holder for PXM

I X M Z Typel  r1)Lik—)L#&L without Coolant Hole

WS

DCON!
DCONMS
=

LF ‘

Type2  .1)Lk—)LEEL without Coolant Hole

EH TA
T

- =

DCONWS
H
DCONMS

B |
LF

2-4} lJI-R_} l/% LI without Coolant Hole

FBIES 47 2/ camide shank “ Bfi:mm Unit:mm
~NYFRABOERE
Head + LB
Y=L No. U BE |vvoB| AE | 2R (ETR| PXALSMEC | BBy | mems
EDP No. Designation DCONWS | DCONMS BHTA LF LB ¢;g: ;g‘ 16. ¢;§‘ 14,18, Cs Type (Yen)
el
7801830 PXMZ-C10SS10-S075CS 10 0’ 75 17.3 333 353 1 28,300
7801810 PXMZ-C10SS10-L100CS 9.8 10 0’ 100 373 533 553 | C10 1 31,000
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 83 85 2 45,000
7801831 PXMZ-C12SS12-S075CS 12 0’ 75 24 42 44 1 35,300
7801811 PXMZ-C12S512-L100CS 12 0° 100 45.9 63.9 65.9 1 39,300
7801832 PXMZ-C12SS12-L115CS 7 12 0’ 115 64.2 82.2 84.2 12 1 45,000
7801841 PXMZ-C12TP16-LL135CS 16 13° 135 83.8 101.8 103.8 2 68,400
7801833 PXMZ-C16S5516-S090CS 16 (0 90 39.2 62.7 64.7 1 48,600
7801812 PXMZ-C165516-L130CS 157 16 0’ 130 61.2 84.7 86.7 Cl6 1 60,500
7801834 PXMZ-C16S516-L135CS 16 0’ 135 84.2 107.7 109.7 1 61,600
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 | 115 138.5 140.5 2 92,500
7801835 PXMZ-C20S520-S090CS 20 0’ 90 39.1 66.6 68.6 1 59,300
7801813 PXMZ-C20S520-L150CS 20 0’ 150 784 105.9 107.9 1 88,000
7801836 PXMZ-C20S520-L180CS 196 20 0’ 180 | 109.1 136.6 138.6 20 1 89,900
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 | 140 167.5 169.5 2 115,000
7801814 PXMZ-C255525-L200CS 24 25 0’ 200 96.6 131.6 = C25 1 116,000

EEXDEETCHEEERER) EIEDFET, Stock are categorized as C (Standard stock item).
1. D KFDOHFHAHFDHREE SFENELDT—FV N XIVIBZEHE TS,
2. PXMZ FA)ViR—IUFE D+ ORILS ICED I3 TEHILTREET I,

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 Fﬁ Z h l/_ I\:J'\" 77 7|-\} llg“ Straight Shank Holder for PXM

PXMZ

Typel  -)Lik—ILEEL without Coolant Hole

T

DCONMS

DCONW:!

LF

TYPE2  r)Lik—ILEL without Coolant Hole =i
£
I - //)—B‘HTA % g
ama 3 z
e LB
}‘ " LF
Ay REYTRF DB IR Head + LB
Head ‘ LB
3 .
)
2-4} ll7|-\_} l/% lJ without Coolant Hole
S v D steelshank \ B{il:mm Unit:mm
Ay REfTIRFOBMER
Head + LB
Vs -
Y—JLNo. 2763 BE |vvoB| mE | 2R ETR|PXALSEC  BEan ) mems
EDP No. Designation DCONWS | DCONMS |  BHTA LF B | 10.12.16.] #12.14.18. Type (Yen)
20.25 22 &
(IX517)
Reduced Shank Type
7801800 PXMZ-C10S510-S075 9.8 10 0 75 12 28 30 ci10 1 9,300
7801801 PXMZ-C12S5512-S100 17 12 0° 100 18 36 38 . 1 12,800
7801821 PXMZ-C12TP20-S145 ' 20 5° 145 474 65.4 67.4 2 15,000
7801802 PXMZ-C16S516-S100 157 16 0° 100 23 46.5 48.5 16 1 13,000
7801822 PXMZ-C16TP25-S155 ' 25 5° 155 53.1 76.6 78.6 2 18,100 1”%
H U
7801803 PXMZ-C20S520-5120 196 20 0° 120 28 55.5 57.5 20 1 15,200 g% &'
7801823 | PXMZ-C20TP32-5170 Sl 32 | 5 | 170 [ 708 | 983 | 1003 2 | 21400 | LE2X
7801804 PXMZ-C25S5525-5140 24 25 0° 140 345 69.5 - C25 1 16,000 < F

EERXDFETCHRERER) £EDET,
1.UIDLF DD FHFHAFDHECSENK DT —F 2V b/ XVIEZHE T,
2.PXMZ FA WK=& v ZRILY [CERD I TEINIAEET,

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.

Stock are categorized as C (Standard stock item).

. lI:l:BEII:In Accessories

ZIF

Spanner

=)L No.

EDP No.

220

Designation

BRANY ROHE

Applicable Head Dia.

TEERNG

F IV
h

ghtening Torque

AR

(Yen)

@10, 912 (IKZF1T) C10
7801890 | PXMP8-10 012, 014 b 2N-m 995
®16, 18 C16 30N m
7801891 PXMP13-16 020, 322 c20 5ON-m 1,510
7801892 | PXMP21 ®25 C25 60N m 1,580

1.EALDFRIEP.30ZTETEL,
2. I MLIIE ERZSER TSV,
3T NULOBEDRSDERA NV LY FICOWVWTIFEHEZEFTTBRVEE TS,
1. Please refer to p.30 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.

&

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



PXAL tHHIREBER g corion

ﬁu@tﬂﬁu Side Milling
L/D=3

7V =0 hET R

3<L/D =5

72U LhET R

5<L/D=7

7O LERREY

HRH# Aluminom Al : : RHIA . A ; RHIA i A :
. y Expanding Material . Aluminum Alloy Expanding Material . Aluminum Alloy Expanding Material
Work Material A5052-A7075 Work Material A5052-A7075 Work Material A5052-A7075
PR CREE  EDEE PR CEREE  EDEE O§REE  EXDEE
DC Speed Feed e Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 16,000 4,800 10 9,600 2,310 10 6,400 1,390
12 13,300 3,990 12 8,000 1,920 12 5,400 1,170
14 11,400 3,420 14 6,900 1,660 14 4,600 1,000
16 10,000 3,600 16 6,000 1,730 16 4,000 1,040
18 8,900 3,210 18 5,400 1,560 18 3,600 940
20 8,000 3,840 20 4,800 1,850 20 3,200 1,110
22 7,300 3,510 22 4,400 1,690 22 2,900 1,010
25 6,400 3,840 25 3,900 1,880 25 2,600 1,130
YhARS ap Qe PHARE ap Qe PHARE ap Qe
Depth of Cut 0.7D 0.2D Depth of Cut 0.7D 0.08D Depth of Cut 0.7D 0.04D
5§Wﬁu Slot Milling
L/D=3 3<L/D=5 5<L/D=7
” 72D hET R w T IW2ZU LhET R o P I2ZU LhET R
W *ﬁk,\ﬁﬂu*ﬁ | Aluminum Alloy Expanding Material W *EEEUTZ | Aluminum Alloy Expanding Material W *ﬁkﬁﬂutj | Aluminum Alloy Expanding Material
orkMateria A5052-A7075 or«Materia A5052-A7075 or«Materia A5052-A7075
Sz EEREE XD sz EEREE XD EEREE XD
DC Speed Feed e Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 16,000 4,800 10 9,600 2,160 10 6,400 960
12 13,300 3,990 12 8,000 1,800 12 5,400 810
14 11,400 3,420 14 6,900 1,560 14 4,600 690
16 10,000 3,000 16 6,000 1,350 16 4,000 600
18 8,900 2,670 18 5,400 1,220 18 3,600 540
20 8,000 2,400 20 4,800 1,080 20 3,200 480
22 7,300 2,190 22 4,400 990 22 2,900 440
25 6,400 1,920 25 3,900 880 25 2,600 390
YHARE __a PHARE __a PHARE __a
Depth of Cut 0.5D Depth of Cut 0.35D Depth of Cut 0.2D

1.8, NIV ERIMEDS DEEDEVBDZESERATEL,

2HBARSE EEIMEEEARRICKD., BINEE., XDEEZRAE TS,

3. RHUENRLIEDHEE. UUDDRELPI LD I DT, BEHERE.
EDBRE, HARSZRH BTV,

AHIFEE., RV IREDH SDY v+ IRV (PXMZ) DRHEURE(C
ANy RER(LF) ZMA cRHURSZEREBUIGEEZ LT REL,

5.3 - G EVIEIRE. ERODOERRE20 ~40%. EDRES0 ~80%.
YHAHRE (ap) 50 ~80WREICTIFTTEATEL,

6 TRV VLEERVEIIE. PILSZULAGEREMERRGETTEATEL.
YIEIMEZ EFA Y 215 E (EIEEF X —HDHET 2D ZUTER
TEW, Fle IOLKTONIE - BEICTEFE TSV ERNDEBNHEHDHT,

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 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.



ﬁ{vj lj’%mﬁ Tightening procedure

BRI D BREELO
With gap Without gap
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OER &l :19) ©F.3 1) @HEER

Cleaning Initial Tightening Final Tightening Confirmation
Ay R Yy VO REBOIS. FHED BHARINTTHDD REDENE =R
ENEEET Tighten by hand Tighten with a spanner wrench Confirm that there is no gap

Remove dirt and chips from the
connecting thread and shank

-z

fERLDER

Cautions during use

Ay REBERIGPXMERRNF ZZERATEVW(HRA/NFTISERATETEA)

BRI NI IEp. 28 EBRBTE L,

AYREV PV IRV DIHFEDFK ETHDIAATTEL. REDNEVSEESHER T,

- EEE RIS T D EMTIFDEL KD, AN O ELEDAREMEN SO F T, BEEIFLEVWTTEL,
AT EAY ROYIREICEDEREAL,. BEARICHOKDEMEIEETBETTSERATEL,

- Only use the spanner wrenches that are designed specifically for the PXM (p.28) for attaching PXM heads .
Please do not use alternative spanner wrenches sold on the market as a replacement.
- Please refer to p.28 for tightening torque.
- Please tighten until the head and the shank holder faces meet. Confirm that there is no gap.
- Degreasing the connecting thread may result in over tightening or a possible separation of the faces. Please do not degrease.
- Please make sure that the spanner wrench is inserted properly and turn it slowly during use.

Ay R
Exchangeable Head
PXAL



,\“J Fﬁmiﬁl y FE } ll PXM gm j I/‘y h Collet for PXM Exchangeable Head End Mill

PXMC

B PXMC OLY MR E
PXMC Collet Features

O MIY=VIEVHTH
RUSEEZDOUbLLFHHEE

Powerful chip evacuation even on small machining center

@ FELRHUDAGEICUT:.
% UP LB DEER/INS > X

The reduction of overhang length improves rigidity and
rotational balance

® EEUANYRNUI—-Y3Y
AF—)b. ATV VR, PILZ[THIR
bS5t EIFE TIRIEVVIITZRTHEIC
A wide variety of exchangeable heads

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

@ —(FERILY TR, FSTIVEIGH
ALy FDRZRDHBT
BVWIRMNNTF—I VR

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

Bl PXM Ay FiFR

PXM Exchangeable Head Features

YUy RIYRIVOREE Rl o
JONSEED LI
B2 BN TICH LRI HE

solid carbide end mills are found in these exchangeable
heads.

-Various types are available to meet various machining
methods.

All the knowledge and know-how acquired by designing \ L

(L3 e

Conventional Combination

PXMC IF+RAKS5Ya—hr547

PXMC Collet Extra Short Type

Remarkable
Difference!

il + 5—/\ = ZEHR
BLAIYEREZTER
SHAEAADENEE : 0.015mm AT
Ay REIRFFEE(E1751@) £0.03mm

End Face + Taper = Double Face Clamping

-High rigidity and accuracy of tightening
-High precision of run out=0.015mm
T -High head replacing accuracy = £0.03mm

[ J\y FUARIERA
Ay ROBREHERIC
«TRIRISHDIET

Applying buttress screw makes

easy and reduces time to desorb
heads




2a—h
Short
PETRI IFRARSYa—h
.ﬂ?:l*?f}fi% Specification m = Extra Short
E ] [
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C
BD
DCONWS

|
el ] _— . LS BE
LF Holder Type B
FAIR—IUIFE
L with Coolant Hole
B{I:mm Unit:mm
Ay REfFROBEIR
Head +£2
P +
Y—ILNo. B BE | gp | ¢ |ETR| PXALSHEC BB mems
EDP No. Designation DCONWS 22 $12.16.20. | ¢14.18.22 Cs (Yen)
25 (AX517)
Reduced Shank Type
7834001 PXMC-C1205 11.7 26 10.5 5 23 25 c12 12,400
I*+X I\I? 7834002 PXMC-C1605 15.7 26 10.5 5 28.5 30.5 c16 12,400
Ya—
Extra Short 7834003 PXMC-C2005 19.6 26 10.5 5 325 34.5 C20 12,400
7834004 PXMC-C2505 24 26 10.5 5 40 — C25 12,400 -
7834011 PXMC-C1230 11.7 26 355 30 48 50 c12 13,200 Ei 3:|
X5
ya—k 7834012 PXMC-C1630 15.7 26 355 30 535 555 c16 13,200 -l; ) E
S 7834013 PXMC-C2030 19.6 26 355 30 57.5 59.5 C20 13,200 < E
7834014 PXMC-C2530 24 26 355 30 65 — C25 13,200

EEXDEETCABEERER) EEDET, Stock are categorized as C (Standard stock item).

1. PXMCIEIOSG PHOENIX PXMYU—=X| DAy RERIL Y KT,
1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM" series.

B PXMC/\1 7O 32UV IV AT L BER—E product Listing of PXMC corresponding to the HYPRO Shrink System 84 :mm  Unit:mm
Ik Ne. 0 T#ANSYa—h
Extra Short

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

AJLYBE | 8910002 BT40-SLK12-45 38 55.5 805

Holder Type B 8910003 BT40-SLK12-75 38 85.5 110.5
8910005 A63-SLK12-75 38 85.5 110.5
8910006 A63-SLK12-135 38 145.5 170.5

1. i FEHEERFT THEE TSV,

2.PXMC Oy I\ 7022V oa0y b ATLAEEBRENGDE T,

1. Contact your local OSG sales representative for information regarding pricing.
2. The PXMC collet is compatible with the HYPRO Shrink Collet System.
*1:BT30AMILIDHTIVAS v RiRIL MDMTBLE T,

*1:0nly BT30 holders come with a pull stud bolt.



PXAL+ PXMC tuﬁu%1¢§$§ Cutting Condition

PXA L+ PXM C I'—'FZ I“E:J - hg‘f j PXAL + PXMC Extra Short Type

{BIEEIE side mitling

7IV=ZD LEEREM

i%tﬂﬁu Slot Milling

7 IV=Z U LGRS

Wjﬁ%ﬂ’lﬁiial AIuminumA/;I(IJosyzE'x/;_)\a;Bi;r;g Material wjﬁﬁ:ﬁ}nm AluminurTX;IngyzE?(Kz;rgj;r;g Material
OEmEE EDRE OEmEE EDEE
Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min)
12 10,000 3,000 12 10,000 3,000
14 10,000 3,000 14 10,000 3,000
16 10,000 3,000 16 10,000 3,000
18 8,900 3,210 18 8,900 2,670
20 8,000 2,880 20 8,000 2,400
22 7,300 3,510 22 7,300 2,190
25 6,400 3,080 25 6,400 1,920
YBARE ap e YHARS _ %
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

PXA L+ PXMC :JE - |‘9‘f7° PXAL + PXMC Short Type

{BIELIE side mitling

7= LAEZ R

TBYDEN siotmilling
7 L= LS E#EM

Wjﬁ ﬁl\/’l”az-rial AIuminurT/\-\gIBoSyzEfzz;rgj;r;g Material sz}é‘l%l‘uatgrial AIuminunX;Ig)ngTK;rgj;r:jg Material
[Cl#5ERE EDERE [O|#5ERE EDRE
Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min)
12 10,000 2,700 12 10,000 2,700
14 10,000 2,700 14 10,000 2,700
16 10,000 2,700 16 10,000 2,700
18 8,900 2,890 18 8,900 2,410
20 8,000 2,600 20 8,000 2,160
22 7,300 3,160 22 7,300 1,980
25 6,400 2,770 25 6,400 1,730
YBARE ap de YHARE _ @
Depth of Cut 0.7D 0.2D Depth of Cut 0.5D

1YBARE BREIMEERINRICKD., BEImRE. XD REZHFHE T,

2.8 - A S EIHIREE . EROEERRE20 ~40%. EDRES0 ~80%.
FHAFHES (ap) 50 ~80%IZEICTIFCTHERATEL,.

3RORVYLASEIEE. PILSZOLABSREMERZEGE TTSHERTEL,
EIEIHEIZ ER T 25 E S EIERRI X —HDO#ET 2D ZENTHER
TEW, Fe DK TFDUNIE-BEICTEFETEIV. BANDENHHDFET,

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

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

3. Please always use the appropriate cutting fluid recommended by the
cutting fluid manufacturer in the machining of magnesium alloys. Be
cautious with the cutting chips as they are highly flammable and may
pose a serious fire risk if not properly handled.



HI1T.]- U’?"E Mounting Procedure

/
é 4

: R BE 2
®‘"§ﬁy)(BT30) Initial Tightening @Z%ﬁ&b Final Tightening @/%E ;FEﬁ" Cleaning g
Jdby bRILY DffEE D%z ER L. ZLIAT, AINFTHiDH Do Ay R, Dby MEEEBOIZ, ENZEE&ET,

TIVASw RELL. {}i!fﬁ&)jéo Tighten with a spanner wrench Remove dirt and chips from the connecting thread

and collet

XBT30UAFTEZTSERTEL,

Make sure the fastening portion of the collet is clean then

insert it into the holder. Turn the pull stud to tighten. \ .
*For models other than BT30 please refer to the X BT30L¢(”‘DH¥F} l)‘%EIIIE Mounting procedure for holders other than BT30

instructions below.

O5IERUAAERBICNABLYFZ
LohbEFEAT 2.
XIUTET IV S vR (96 L) DIFE.
TIWRY YRR} F e E T TRIETRE.
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.
@JLybHEELZEVKS, Dby EimElzE
FTYR—NL LY F SR (BEE) ~
BlERcE B FREDMLI T IT Do
MHEET NIV 18N-m

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

A KR collet by hand, tighten with the wrench by turning to the
Y t\ ?E Mounting the Head right, then fastening to the required torque.
%ﬁ&)’i’ Lfe#. PXMBRAR I\ THih D, *Recommended tightening torque: 18N-m

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

-]
Ay REERIFPXMERR/FZTHEATEV - Only use the spanner wrenches that are designed specifically for the PXM (p.28) for B’e

(MERR /O ETEATEFEA). attaching PXMheads. &3

SRR ML p.28E BB T EL. Please do not use alterngtlve spanner wrenches sold on the market as a replacement. S
Ay RETL Y FOBEHL £ CROAALTTELN - Please refer to p.28 for tightening torque. K’( s

e d - m e <yl - Please tighten until the head and the collet faces meet. Confirm that there is no gap. 2z & X

Cautions RRINRNRZCHEE T, J N - Degreasing the connecting thread may result in over tightening or a possible N Q-
RO - S EZAE T 2 ST DB D MEAIDEL S DRIREIENBDE T, separation of the faces. Please do not degrease. < §
BEAEIELIEVT RS L, - Please make sure that the spanner wrench is inserted properly and turn it slowly ]

ZNFBAY ROYIRECEDEEAL. BWo<KbEEEE B TTEATEL,  duringuse.

SEBANYRNUI—=3 V! Ay RZTRIY RSV PXM

Abundant exchangeable milling heads! Exchangeable head end mill PXM

YUY RSA TEROMILHREZFRET DAY FEEAY REDITIRICKDRT A EBBONAMTMIIXSDEIEZERELE T,
BEINYRNUI—Y 3V TERSREMIY —VICHBULE T,
The PXM is an exchangeable head end mill series with the same high performance of a solid

tool and the cost efficiency of an indexable tool. A single exchangeable head body is able to
accommodate a wide range of exchangeable heads to meet various application needs.

[— o £ 5 e B _\-L\
SRS A F v 5413 0SG PHOENIX I OJ ZTE FE L\
ﬁ/ p Y Please see OSG PHOENIX Catalog for details.
Available shapes

« AU I T7RAR
Square Type

* STV ITRAR
Roughing Type 055 PROENIK

« A—FSIFARAR
Corner Radius Type

- IR—ILRZIR

Ball Type
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/N BECBENWERE L DIT

« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

OSGRERE

Copyright ©2020 OSG Corporation. All rights reserved.

« WBICDOVTIR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFE
EEIRHEDHDET . Tool specifications are subject to change without notice.
« AEB/HAB DTS - ERZFEUF T,
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