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8D

6D |-

4D+

AE-VMSS K5a! Long Neck
7]+ 1.5D Cutting Length
2D HMZ ¢ 6 ~@ 12 Tool Diameter

Machining Depth ¥@SMHE
T

5 10

AMZR Tool Diameter

AE-VMFE /#E£N T2 For Deep Side Milling
774 2.5D Cutting Length Kt
HMZ @ 6 ~¢@ 22 Tool Diameter

AE-VML 778 Long
7J4 3D *+ 4D Cutting Length
HMZR @ 6 ~@ 12 Tool Diameter

4 @ -
Deep Side Milling

m  AE-VMSS

- AIXIRIZS5D

- IS RAEGEE MG
- Long Neck Type

- Supports up to 5XD

m AE-VML

- 7J1k3D-4D

- IIEmEREE

- Cutting Length 3XD /4XD

- High-quality deep side milling
m AE-VMFE

7D - KRB

- B AAIXIRIZESD

- Long length reduced shank type
+ Supports up to 8XD

20 (mm)

- Supports from slotting to side milling
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Selection Chart

Selection Chart

TJRFZYR Cutting Edge Shape LI Application
T ( ‘ = e e/
Square .//
@y e YEFEINT ERINT FEINT
P11 Slot Milling Side Milling Helical Milling Contour Milling Ramping
- . = .
AEVMSS | . ( ' =P ey -—
FREE IR Right Angle ‘/
Stub -t Mt $ZHEINT SERIIT H@EmnT
P13 Slot Milling Side Milling Helical Milling Contour Milling Ramping
Sl ( ‘ =9 - — ‘
Long Neck - y
% My SRHEANT SERINT SEmT REEINT
-EI- Slot Milling Side Milling Helical Milling Contour Milling Ramping Deep Side Milling
6 b o w =
Square ~ 4
&9t e YEFEINT ERINT FHEINT
P15 Slot Milling Side Milling Helical Milling Contour Milling Ramping
AE-VMS § 4
HRR ~ )
gy)BL Right Angle
Short ae Mt SRHEINT BERINT FEINT
P16 Slot Milling Side Milling Helical Milling Contour Milling Ramping
AR ( ‘ § 4 - 2
Radius y
By My $EHEINT SERINT SENT Pz
-ﬁ_ Slot Milling Side Milling Helical Milling Contour Milling Ramping Copying
PLm ‘ § 4 ‘
Square ~/
RIRLINT Mg $ZHEINT FREEINT
P27 Trochoidal Milling Side Milling Helical Milling Deep Side Milling
AE-VML | mgrem ‘ § 1 ‘
KR Radius ‘
Long RIREINT e YEHEINT FREEINT
P28 Trochoidal Milling Side Milling Helical Milling Deep Side Milling
Fokm
HTR) ‘)' ‘ E ‘
Square
with chipbreaker 4
RIREINT Mg YEHEINT FREEINT
-E:- Trochoidal Milling Side Milling Helical Milling Deep Side Milling
Fm “' " =9 ’,
Square ‘
AE-VMFE RIBLEINT (k3 ZHEINT REENNT
P37 Trochoidal Milling Side Milling Helical Milling Deep Side Milling
REEINT R
For Deep Side Milling | [ ’ § ‘
Radius t
RIREINT Mg YEHEINT FEEINT
-m Trochoidal Milling Side Milling Helical Milling Deep Side Milling
KUNRBYIEHIRRER, HEFERGHEBETIEL,  Forapplications with large chip accumulation, the chipbreaker type end mill is recommended.
T n 7l
ALY e EE e BT ¢
Right angle type for milling straight corners
Right Angle2 "EfA" WERE., LMEEFER
RiF, TNERBESHINB TSR TIE.
Right angle implies “straight angle.” The right angle type end mill features
a unique geometry that maintains a consistent cutting diameter even with
a gash land.
FREDANMENSEEEEERNMNT.
Ability to mill straight corners while maintaining cutting edge rigidity.
FIBEIES%EDP.5 See p.5 for details Eﬁg! :F%gg
Right Angle Type Square Type



AE-VMSS-AE-VMS

J—_EE‘_U% Positive Rake Angle
PR IEIRES

Reduces cutting force

%NU'I‘ High Rigidity

RENIBE

Improves milling accuracy
STEVHERBIEOAR e e o
RIFAIHEB M

Facilitates excellent chip evacuation

ZAlETERII TR E!

The difference is clearly shown in the quality of slot milling!

B ROHNER, XEREINTANLA,

There are hardly any burrs generated during slot milling, which is a proof of stable milling.

BEGOHBEE, THELDASEINIARE, ZrEER.
AE-VMS BETEYIEIREE S 10mm ROtESEhRAD =4 ER, T
WABERINT.

Poor chip evacuation and excessive cutting force are the main causes of unstable milling, which leads to the
generation of burrs. The AE-VMS is able to achieve stable performance with minimal burrs even in slot milling at
a depth of 10mm.

RV BATR
Competitor

(EBTR AEVMS 10 ‘ BfNER 010
ool Competitor
T

Work Material SUs316

TIREE ; .

Cutting Sxpeed 69m/min (2,200min")

Eﬁﬁ}% 350mm/min (0.04mm/t)

TR IR

Coolant Water-Soluble

EFRATRG NI AL (HSK63)

Machine Vertical Machining Center

ﬁtﬁi 35cm3/min ‘ 17.5cm3/min

—+ == - S t f
BRIBSE T —IQ  isaoeagefor

8



{RTIEIBE J7 owcuringorce

- ERMMRAIIERIATIN, FILAEELIHIES.
- R TERIMESHEBUAEHBERR, ATLSEEISEN T, FHIDEERIFAE,

* Sharp positive rake angle reduces cutting force.
* New flute form with high tool rigidity and excellent chip evacuation properties enables stable milling and the suppression of burrs.

Stub - Short

l_ﬁH{m/L\\ﬂFD (MP@) 1,400« === rmrrmrmrrarnrer e sefre e m&h
e | T ETEaN (V7N —

Bl 1000 -eeeeee e Down (NS ...

10%JHIBE A L= -

10% lower cutting force versus the
competitors

[ EEEEREEREERE R - B

400} -~ : - S -

200}-- : - - -

Cutting Resistance tl'

0

AE-VMS ¢ 10 Eﬁi’.’/}ﬁ?ﬁ ¢ 10 Competitor

]: [DT’:EU ]:}L:‘Zijj Suppression of Vibration

KEAFEFSE. FFHENRLT, JLUSSIRE. S8R90,

Unequal spacing of teeth and variable-lead geometry enables stable and high efficiency milling

71':%@& Variable Leads x%ﬁ%ﬂ Unequal Spacing Teeth
B1 B2 d/
al+a2
B1# B2 a2

. ot Surface
o0 Qs
%

/_Q

DUARISE 2 DUARISE Coating

EEN. MERN. SREmEE —_—
MENEEZEEELIBRUNE
BOUEEE, SASEEN

Multi-Layer Construction
Provides excellent lubricity, superior

friction-resistance and high oxidation temperature. MERLE
Multi-layer construction minimizes the thermal & Adhesion Reinforcing Layer
cracks that often occurred while using water- \ N
; 9 BEASTE
soluble oil. Carbi ;
arbide Material

° iﬁ%i@ﬁﬁ?ﬁ? SF;%%EEJL\)\TIEE% LAfEP= & Conventional
ITERE.

Smoothing surface coating treatment made an
excellent quality of surface finishing.

posid o



AE-VMSS-AE-VMS

-IJ ( RA) Right Angle Type

JREIRYTI XA IEI E e 2 EERIMIEEE

Milling straight corners with a unique cutting edge

IESMIEIRIERTIR
RIFIRIT

Gash land for enhancing chipping
resistance

BRAEFRF

With gash land

Straight corner with no uncut residue

FTHIHIERE A

R AN S S EEEEEERIIN T

Ability to mill straight corners while maintaining cutting edge rigidity

AE-VMS AE-VMS
EfyR LA
Right Angle Type Square Type

HMZE @ 67 RTAERISTINE

Measured value of change in cutting edge of 6 end

Mifham) 0,005 f++¢+wwrrweooooovoos s groveesesssnenees groveessee

0.000| -4

Py
Amount of change in

-0.005

cutting edge

[EIES

-0.010

......

BRAEBERETER
AR TERIBESHARt
TR T BLRSCIN
L.

Although the right angle type end mill
includes a gash land, it is able to mill
straight corners due to its unique
geometry that maintains a consistent
cutting diameter.

——AE-VMS B8

Right Angle Type
=—=AE-VMS L8

Square Type

TRFHARIER

Distance from bottom edge

IS
Amount of change in
cutting edge

-0.015 — : : :
0.2 0.15 0.1 0.05

TISRFHERIEEES Distance from bottom edge

REEANTRBONEE. DRBUEBREZ =R,

(mm)

PIE DR E

Enlarged view of cutting edge

* The values measured are internal data. The amount of change in the cutting edge may vary depending on the individual product.

s



& willing @ sy,

Ry (1

\e Perforn,
r_),@‘o 6/7(\@

BERATR s
K straight corner

IR D RANF T IR RIERBIN T,

The milling of straight corners with no uncut residue is made possible by a unique cutting edge

Stub - Short

FRETR AE-VMS =7 ¢3
Tool RightAngle b
mITes | o
Work Material ssoc )
ITAE e
Milling Method Side Milling
PIEEE _ : -
Cutting Sxpeed Vc=91m/min (9,660min")
gﬁﬁfg Vf=1,160mm/min (0.03mm/t)
TIHIRE - - :
Depﬂ’\ Nreur |ap=4.5mm (1.5D) @e=0.6mm (0.2D) YT
P I
Coolant Airll;:w AE'VMS AE'VMS
BHRE =Sl
Right Angle Type Square Type
zIs
Cutting edge rigidity

HABERABERIP, MLEET], BREE.
Normal progress of wear without chipping due to the gash land
fEATE AE-VMS msm ¢6 R
Tool Right Angle
ST g
Work Material s50C ﬁ g
ITAE s E": g
Milling Method Side Milling % §

e i O
TR | Ve=130m/min (6,900min") B E
N . £
BHARE Vf=1,380mm/min (0.05mm/t) <
PIEIRE = _
Deptlf';f’éut ap=9mm (1.5D) ae=1.2mm (0.2D) o
I3 B t)]‘é’ﬂ-l:ﬁ}i Milling Length
Coolant Air Blow —— AE-VMS mEfgm AE-VMS sEsLay

Right Angle Type Square Type



DDI%UE Cutting Data

}[D%UE;:& B%fEEt}J ﬁu;&%ﬂlﬂ&m%ﬂ%ﬁ% Suppression of cutting heat generation minimizes tool wear

Suppression of Heat Generation

(mm) 0.1
FERATH
Tool AE-VMS ¢6 0.09
InIAARE 0.08
Work Material SCM440 % 0.07
INI75E iz B 006
Milling Method Side Milling b
g 0.05
PIEERE : .- =
Cutting Sgpeed 140m/min (7,500min™) 3 0.04
5 003
BHEERE : 2
Fee;‘ £ 1,800mm/min (0.06mm/t) 002
UM 001
Dept,'] of Cut ap=9mm ae=1.2mm , , , , , , ,
LTIRI3E 05 0 11.2 224 44.8 89.6 134.4 156.8 179.2
Coolant Air Blow HIEHLEE Milling Length (m)
EFRHA T AHL (BT40) ——AE-VMS —— Bt F"mA HfttY8l~mB
Machine Vertical Machining Center Competitor Competitor
DHI 1 1 . 2 m HT_I'E"JJJHIE*HJ_E Surface roughness after milling 11.2m
AE-VMS (Ra : 0.6377pum) Hfas)raA (Ra : 1.0747um) Hfth/AF)P*=B (Ra : 1.2304pm)
ompetitor Competitor
(um) (um) (um)
(mm) (mm) (mm)
DHI1 5 6.8 m}_E'EI’\_'PIﬁ,%% Tool condition after milling 156.8m
TBIRE TIEITDEBRERIATS
Cutting Chips Wear Comparison of the Cutting Edge
BE
£9500°C TRERTRO
Brown No Cutting Edge Recession
about 500C
Tmm
R
REATRA =
Competitor é’\]600°C W%Jﬁ?ﬁ’n‘&lﬂk
Purple Excessive Cutting Edge Recession
about 600C
Tmm
EiftyAT)= 2B iy O
Competitor #3700°C TIREIRERON
Blue Minimal Cutting Edge Recession
about 700C
Tmm




e
*'%‘ZEH I:II EM%EE*%%%BDI'ER%IE%E"J%?E ' *%Ziiﬁ'ﬁ?] Consistent tool wear with no chipping even in slot milling

Stable Performance

(G B O [ R Ry
FRIR AE-VMS 910
ool

{28
InTazet e
Work Material sus304 g O _‘8'
MIFE i T s 2
Milling Method Slot Milling | 2
T el I
pES . P B

Cutting Speed 70m/min (2,250min") FRET ) s R
i&esﬁﬁfg 475mm/min (0.053mm/t) £ 0.04 [-oee e
SRR i e /2
Depth of Cut ap=10mm 1 1 1 1 1 1 1 1 1 1 1
HI3ER AR 0 28 56 84 112 168 224 28 336 39.2 504 56
Coolant Water-Soluble JHIHEEE Milling Length (m)
{SEFRHA ERINTH G (BT40) —— AE-VMS —— HfBAFF=RA Hfth A5~ mB
Machine Vertical Machining Center Competitor Competitor

QHEE] 9] E"J%‘?ﬁ%?& Wear comparison of the peripheral cutting edge

HEAbB)F=mmA 39.2m Hfth/ B~ faB 22.4m

Competitor Competitor

® D




DDI%UE Cutting Data

——
*:%\IEB ”I ED@E%@%%@QEE%‘EE}]DI Stable performance even in slotting

Stable Performance

L1303 0
ERIR AE-VMS 6% R1
ool
0.12 |77 T

Work Material E 0.10 [T
nITrEE i %
Milling Method Slot Milling 2 0.08 |7 T G e
kR . . B ool
Cutting sxpeed 80m/min (4,200min™) § 0.06
Eﬁﬁfg 830mm/min (0.049mm/t) £ 0.04 [

11 S 0.02 |77/ T
TIEIRE
Deptfll Oﬁ:l‘lt ap=3mm 1 1 1 1 1 1 1 1 1 1
EIEI3HR IGAMELIEHR 0 245 49 735 98 147 294 392 49 588 68.6
Coolant Water-Soluble I Milling Length (m)
{SEFAHNAR ﬁfi'tJJDIEFlD (HSK63) = AE-VMS Hitt N &
Machine Horizontal Machining Center Competitor
DDI68.6mEE’9§§E'I%E}R Wear comparison after milling 68.6m

SNET =R
Peripheral cutting edge Corner radius

AE-VMS Ria=) 5 AE-VMS RfbAB)=am
petitor Competitor

=52 _—
HIEP-mléf&_'_ EI]{%%,%&SZ@E%%&%‘EE%EH FE Trouble-free chip evacuation even in high-speed slotting

fe] iciency
TR AE-VMS 10X R1 AE-VMS Rt B
Tool Competitor
Tk
Work Material SCM440
NI TEHE
Milling Method Slot Milling
PIEEE ; o
Cutting S’;eed 90m/min (2,900min")
%ﬁﬁfg 660mm/min (0.057mm/t)
TIEIRE
Depth o&ut ap=10mm
P I
Coolant None
{SE PR IZRIITHL (HSK63)
Machine Vertical Machining Center




K80

X FADUARISE# EaEIaEER

Long Tool Life

DUARISE coating enables consistent tool wear

LC20T20) 5 1
ERIR AE-VMS $6X R1 m
ool

IOTAR 010 »
Work Material s50C B S

8 B 0.08 |77 7 T e ‘_’C’
INIrEE iz % : a
Milling Method Side Milling 2 2
tﬂﬁugfg 130 / H (6 900 H ,1) % e e "
Cutting Speed m/min (o, min 5
e o i
ge'gLE 1,970mm/min (0.07Tmm/t) =
frm—— (00 R =

S
Dept;‘ of cut ap=9mm de=1.2mm . , , , , , , , ,
FIHI3ER =57 0 35 7 14 56 84 112 140 168 196
Coolant Air Blow JHHEE Milling Length (m)
{SEFEHR ERINTH G (BT40) —— AE-VMS = EfhAE=5
Machine Vertical Machining Center Competitor
DHI1 96 mﬂﬂ'ﬁ’ﬂgﬁ‘%}ﬁ Wear comparison after milling 196m
TIEITIEB BI7]E
Cutting edge Rake face
/\= = /,\=] =
AE-VMS Eéﬂ_j:L\ E.']?Inu AE-VMS EﬁﬂL\ E.!an
ompetitor Competitor

O

O

X
~,

Deep Side Milling

;%E%*%EHDI %}}Eé}‘( , Eﬂﬂ’ﬂbﬂlﬁ Great surface finish with no chattering

fEEIR
Tool AE-VMSS ¢6X30
NI
Work Material $50C
INIFEE iz
Milling Method Side Milling
LR : .
Cutting Sxpeed 105m/min (5,570min")
B 1,660mm/min (0.074mm/t)

.
E,Eﬁﬂggf;%m ap=9mm (1.5D) @e=0.12mm (0.02D)

iR 11um INTEHEEE (Ra: 0.8866pm)

BEE 5D Fallen Amount Surface Roughness
Overhang Length Zero-cut f§ After Zero-cut (um)
HIEE KB i .
Coolalnt Vl\later—Squ’bIe Ea:lljejﬁmount irl;ldrgrl;fl-rl: 20
{SEFEHR SR (HSK32) MIEEE 3umlLF 00
Machine Vertical Machining Center Machining Gap under 3um 20
BTIREL S INTEHEE . 0 1.00 2,00 3.00
Step Feed 3R (27mm) Surface Roug?ness Ra:0.8866Lm (mm)

&



EEE%@}R?}E%%B Eﬁgmi—ﬂ Anti-Vibration Stub Carbide End Mill

BAE (-RA) iE5%p.13,
See p.13 for Right Angle Type (-RA).

SPEED
AE-VMSS FLB are ot somse O T v T
0~-002
Typel
15°
4 o
APMX
I
Type2
N N —— 173
APMX J
LF
:'Zék;_—ﬂ Square Type
Bfmm  Unitmm
BRS ‘ HME 2% K " G R | EE
EDP No. DC LF APMX DCON Type Stock
8556410 1 40 1.5 7.9 4 1 ]
8556411 1.1 40 1.7 8 4 1 ([
8556412 1.2 40 1.8 7.9 4 1 o
8556413 1.3 40 2 7.9 4 1 (
8556414 1.4 40 2.1 8 4 1 ([
8556415 1.5 40 23 7.8 4 1 { ]
8556416 1.6 40 24 79 4 1 [ ]
8556417 1.7 40 2.6 7.7 4 1 o
8556418 1.8 40 2.7 7.6 4 1 o
8556419 1.9 40 2.9 7.7 4 1 ([
8556420 2 40 3 8.2 4 1 o
8556421 2.1 40 3.2 8.2 4 1 o
8556422 2.2 40 33 8.1 4 1 ]
8556423 23 40 3.5 8.1 4 1 ()
8556424 24 40 3.6 8 4 1 ]
8556425 25 40 3.8 8 4 1 o
8556426 2.6 40 3.9 8.5 4 1 o
8556427 2.7 40 4.1 8.5 4 1 B |l @
8556428 2.8 40 4.2 8.4 4 1 (]
8556429 29 40 4.4 8.4 4 1 ]
8556430 3 45 45 12.2 6 1 ]
8556431 3.1 45 4.7 12.2 6 1 o
8556432 3.2 45 4.8 12.2 6 1 o
8556433 3.3 45 5 12.2 6 1 o
8556434 34 45 5.1 12.1 6 1 o
8556435 3.5 45 53 12.1 6 1 { ]
8556436 3.6 45 54 12 6 1 ]
8556437 3.7 45 5.6 12 6 1 (
8556438 3.8 45 5.7 11.9 6 1 o
8556439 3.9 45 5.9 11.9 6 1 ([
8556440 4 45 6 11.9 6 1 o
8556441 4.1 45 6.2 12.1 6 1 (
8556442 4.2 45 6.3 12 6 1 ]
8556443 4.3 45 6.5 12 6 1 (]
8556444 44 45 6.6 11.9 6 1 ([

- IRIRBAIESEp. 12,

- See p.12 for explanation of icons.

@ =iniERER @=Standard stock item



. *E_Ti,q*tpﬁ Guide for Icons

n *Zﬁ Tool Materials

BREE

Tungsten Carbide

E?Bﬁ% Helix Angle
NN o T RS

37°40°  Helix angle of flute for end mills

;EESL"EE Surface Treatment

EEEE  DUARISE B2

CARBIDE
DUARISE  DUARISE Coating

n R ﬁifF% Tolerance of Radius QH;.Z:E’\JiiF"é‘iE Tolerance for milling diameter E %ﬁz% Corner Form =.H
X

R _ s — 1 R
Y FrEINAEDRREITE RGEIRIIME Foosm {2
+0.02 Identifies the tolerance of the radius for end mills Tolerance for milling diameter RA Right Angle Type R
I

]

0
=
e
i
<C
0
0
=
£
]
<

?&iﬁ Shrink E t}]‘ﬁﬂ%ﬁi Cutting Condition

Stub - Short

L SHRIK e = AL D RIS RS

FIT Suitable for the shrink holder system Indicates page number for cutting conditions

m EfI:imm  Unitmm

MRS ‘ sz &K 7 LH iz R | B

EDP No. DC LF APMX DCON Type Stock
8556445 4.5 45 6.8 11.9 6 1 [ )
8556446 4.6 45 6.9 1.8 6 1 °
8556447 4.7 45 7.1 11.9 6 1 o
8556448 4.8 45 7.2 11.8 6 1 [ )
8556449 49 45 7.4 11.8 6 1 [ )
8556450 5 45 7.5 1.7 6 1 °
8556451 5.1 45 7.7 1.7 6 1 °
8556452 5.2 45 7.8 116 6 1 °
8556453 53 45 8 11.6 6 1 o
8556454 5.4 45 8.1 11.5 6 1 o
8556455 5.5 45 83 11.6 6 1 [ )
8556456 5.6 45 8.4 11.5 6 1 ( J
8556457 5.7 45 86 1.5 6 1 °
8556458 5.8 45 8.7 114 6 1 5 L@
8556459 5.9 45 8.9 114 6 1 °
8556460 6 45 9 - 6 2 °
8556465 6.5 60 98 149 8 1 °
8556470 7 60 10.5 14.7 8 1 [ )
8556475 7.5 60 1.3 14.6 8 1 °
8556480 8 60 12 - 8 2 °
8556485 8.5 70 128 17.9 10 1 °®
8556490 9 70 13.5 17.7 10 1 o
8556495 9.5 70 14.3 17.6 10 1 [ )
8556500 10 70 15 - 10 2 o
8556505 10.5 75 15.8 209 12 1 [ )
8556510 11 75 165 20.7 12 1 °
8556515 11.5 75 17.3 20.6 12 1 °
8556520 12 75 18 - 12 2 o

@ =1MEEFR @=Standard stock item
}JnI*Zr*il-Xj‘m;?E Applicable Work Materials
N S A B | wWes | @A Hae | mRes
Mild Steel ‘Alloy Steel i herislemee) Gl Stainless Steel Castlron CopperAlloy | Aluminium Alloy | Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB

AE-VMSS © o

&



EEE%@*RHE%%D j‘@%ﬁw ﬁg Anti-Vibration Stub Carbide End Mill

I — c> gD AN R
A E -VM S S E%?& Right Angle CARBIDE. puapise RA  HT 37%40° ppg
0~-0.02
Typel
15°
=z
% T i - S
APMX =
#
LF
Type2
U I =z
B RN ———— 1 8
[a)
APMX J
LF
E%@ Right Angle Type
gf:mm Unitmm
BES HME 2k K " i 2
EDP No. DC LF APMX DCON Type Stock
8556550 1 -RA 40 1.5 7.9 4 1 ([
8556555 1.5-RA 40 23 7.8 4 1 ([
8556560 2 -RA 40 3 8.2 4 1 o
8556565 2.5-RA 40 3.8 8 4 1 o
8556570 3 -RA 45 4.5 12.2 6 1 o
8556575 3.5-RA 45 5.3 12.1 6 1 Al @®
8556580 4 -RA 45 6 11.9 6 1 o
8556585 4.5-RA 45 6.8 11.9 6 1 o
8556590 5 -RA 45 7.5 11.7 6 1 o
8556595 55-RA 45 8.3 11.6 6 1 o
8556600 6 -RA 45 9 - 6 2 o
- FRRIREBIES%Ep. 12, - See p.12 for explanation of icons. @ = 1REEFR @=Standard stock item
7][]I7FZ5|445(2UT_\'Z§E Applicable Work Materials
—HRAE RN =k FREESN
BEN | A2 TEN a0 AR | #w% | @As | BAs | #As | has
Mild Steel Alloy Steel Prehardened Steel Stainless Steel Castlron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC| ~ 45HRC|~ 55HRC| = 200HB ~ 350HB
] A~ A ~ pu -
AE-VMSS | ERE @ O © © ©
! BRI L S A
Key Point Right angle type for milling straight corners
B P
Right Angle Type Square Type EEESEENEANTS,

AE-VMSS,VMS(-RA)

FH BRI ER

Straight corners with no uncut residue

AE-VMSS,VMS

egeEl=)==pacl]

Choose the right angle type for milling
straight corners!

EMNTERNGE, BE
AN SLEY

Choose the square type for high processing

efficiency!

FBBENpP.5 See p.5 for details




A E -VM S S 't/té)ﬁ;_—q:ll—i Long Neck 0% iy ? 3‘7}4‘0" Sﬁ?

0~-0.02
Type3
=z
(a)
P B
[a]
APMX
LU
LF b=
2
£
ﬁ%ﬁﬂ Long Neck Type
Bfi:mm  Unitmm
BES ‘ HMEX K 2K Tk e EE AR ez
EDP No. DCXLU LF APMX DCON DN Type Stock
8556618 6 X 18 60 9 6 5.8 3 [ J
8556630 6 X 30 70 9 6 5.8 3 ([ J
8556724 8 X 24 70 12 8 77 3 [ J
8556740 8 X 40 80 12 8 7.7 3 B ([ J
8556830 10 X 30 80 15 10 9.7 3 [ J
8556850 10 X 50 100 15 10 9.7 3 o
8556936 12 X 36 90 18 12 11.7 3 (]
8556960 12 X 60 110 18 12 11.7 3 ()
- FRIRIBBIE S & p.12, - See p.12 for explanation of icons. © = iRERETF iR @ =Standard stock item
}JDI*ZT*QI-SH'M% Applicable Work Materials
—RIGERN | G2 TRt
BEm | ceTEN R TR ek HaE | B sas | has
Mild Steel Alloy Steel Prehardened Steel Stainless Steel Castlron Copper Alloy Aluminium Alloy Titanium Alloy [ Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC |~ 45HRC | ~ 55HRC = 200HB ~ 350HB
AE-VMSS @) O O @) ©) ©)




BREE (-RA) B8%p.16,
See p.16 for Right Angle Type (-RA).

EEE‘%@}EHE%%D %Engg Anti-Vibration Short Carbide End Mill

~ | — K0 AN | SPEED
A E -VM S :I:\ £ % gg Square ARBIDE. puanise AT 3740 py
DC£12 0~-002
16<DC 0~-003
Typel
15°
%5_ JTES S 13
: 8
APMX
LH
LF ‘
Type2
SO S
B 5
APMX
LF
Sz FY
:F*I Square Type B :mm Unit:mm
BRS ‘ HME 2i% K LH G R | EE
EDP No. DC LF APMX DCON Type Stock
8555830 3 60 8 15.9 6 1 [ )
8555840 4 60 11 17.1 6 1 o
8555850 5 60 13 17.2 6 1 (]
8555860 6 60 13 — 6 2 o
8555880 8 70 19 — 8 2 A o
8555900 10 80 22 — 10 2 @
8555920 12 90 26 — 12 2 [ )
8555960 16 100 32 — 16 2 (]
8556000 20 110 40 - 20 2 (]
8556010 25 120 50 = 25 2 [ )
- FRIRGBEIBES#Ep12 - See p.12 for explanation of icons. @ =R EREFR @ =Standard stock item
N7 S 1|
LB squeree Gtag INEDH i U
BRS ‘ HME = K LH e R | EE
EDP No. DC LF APMX DCON Type Stock
8464030 3-G 60 8 15.9 6 1 (]
8464040 4-G 60 11 17.1 6 1 o
8464050 5-G 60 13 17.2 6 1 o
8464060 6-G 60 13 — 6 2 D @
8464080 8-G 70 19 — 8 2 @
8464100 10-G 80 22 — 10 2 [ )
8464120 12-G 90 26 - 12 2 [ )
- FRRIREEIES%EP.12 - See p.12 for explanation of icons. @ =iREREFR @ =Standard stock item
AE-VMS Gtag KT CFPAY
BH=z
RE M)
IMRERELTHE, g e
Low-carbon cutting tools made with consideration for the environment.
BnI*ZHéSI-ij%E Applicable Work Materials
—RRAE BEiN FRREN
BER | ASTEN K FEM | B% | Wae | Hae | Hee | Ras
Mild Steel Alloy Steel Prehardened Steel Stainless Steel CastIron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC |~ 45HRC |~ 55HRC| = 200HB ~ 350HB
AE-VMs A @ © o o o
Square Type
AE-VMS Gtag @) @) © @ ©




A E'VM S Eﬁa_—ﬂ Right Angle

_— | Il AN SRR
CARBIDE 11 picE O R HT 3T
0~-0.02
Typel
15°
=
I _ N .S
()
a
APMX
LH
LF |

APMX

[ESSS—me—s

Stub - Short

LF
|
E% gg Right Angle Type Bfzmm  Unitmm
BES HME &K TK H e R | ER
EDP No. DC LF APMX DCON Type Stock
8555730 3-RA 60 8 159 6 1 o
8555740 4-RA 60 1 171 6 1 A o
8555750 5-RA 60 13 17.2 6 1 o
8555760 6-RA 60 13 = 6 2 o
- IRRRBEES Ep.12, - See p.12 for explanation of icons. @ =iREEER @ =Standard stock item
HDI$7_H£|-RTJM§E Applicable Work Materials
—ARASIEFRIN =k FREESN

BEN | ASTEN SN TN B | mes | \At | %ae | WHas

Mild Steel Alloy Steel Prehardened Steel Stainless Steel Cast Iron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy

Carbon Steel Tool Steel Hardened Steel

~ 40HRC |~ 45HRC|~ 55HRC| = 200HB ~ 350HB
=)=k @) @) O ©) ©) O
AEVMs | ERE © © @ ©
! BRI R e S B A
Key Point Right angle type for milling straight corners
BHAR kA
Right Angle Type Square Type %E%@EEE’\JE%E’\J%%,

AE-VMSS,VMS(-RA) AE-VMSS,VMS

=Trgezl=) == pacl!

Choose the right angle type for milling
straight corners!

EUINTRERNGE, 156
LAY

Choose the square type for high processing
efficiency!

FTHIRIFRRATER

Straight corners with no uncut residue

FFIBEIERP.5 See p.5 for details



EEE%@}R?}E%%B %EI]:.FE Anti-Vibration Short Carbide End Mill

AE-VMS EMAER s

+

— R0 (NN | SPEED
CARBIDE v _FEED
DUARISE +0.02 FIT 3740 P22
DC=£12 0~-0.02
165 DC 0~-0.03
Typel
RE .
N 15 _
Ul N _ 0O
D[ a
APMX
LH

LF

I
DCON

LF
?M%ﬁi Radius Type #:mm  Unitmm
‘ HME X ERIEAR &K K " i R | EE
DCXRE LF APMX DCON Type Stock

8556050 3 X R0.2 o
8556060 3 X RO.5 %0 8 19 ° 1 [
8556070 4 X RO0.2 ( ]
8556080 4 X RO0.5 60 11 17.1 6 1 o
8556090 4 X R1 ([
8556100 5 X R0.2 ([ J
8556110 5 X RO0.5 60 13 17.2 6 1 ([
8556120 5 X R1 ([
8556130 6 X RO0.3 ([
8556140 6 X RO.5 60 13 = 6 2 ([
8556150 6 X Ri1 ([
8556160 8 X R0.3 ([
8556170 8 X R0.5 o
8556180 8 X R1 70 19 — 8 2 Al @
8556190 8 X R1.5 o
8556200 8 X R2 ([
8556210 10 X RO.3 ([
8556220 10 X RO.5 ([
8556230 10 X R1 T
8556240 10 X R1.5 80 22 - 10 2 °
8556250 10 X R2 (]
8556260 10 X R3 ( ]
8556270 12 X RO.5 { ]
8556280 12 X R1 (]
8556290 12 X R1.5 920 26 — 12 2 @
8556300 12 X R2 { ]
8556310 12 X R3 ([ J

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

| NEXT o



m Bfzmm Unitmm
BRS ‘ HMEX BRI 2K DI I e R | R
EDP No. DCXRE LF APMX DCON Type Stock
8557300 16 X RO.5 °
8557301 16 X RI °
8557302 16 X R2 °
8557303 16 X R2.5 100 32 B 0 2 °
8557304 16 X R3 °
8557305 16 X R4 °
8557310 20 X RO.5 °
8557311 20 X R1 °
8557312 20 X R2 °
8557313 20 X R25 110 40 - 20 2 Ao
8557314 20 X R3 °
8557315 20 X R4 °
8557316 20 X R5 °
8557321 25 X Rl °
8557322 25 X R2 °
8557324 25 X R3 120 50 - 25 2 °
8557325 25 X R4 °
8557326 25 X R5 °
@ =1iRHEEFR @=Standard stock item
INTAFRIIRER Applicable Work Materials
—feilgs P TEN
el e P
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB
AE-vMs EBIAE @ o o | o © ©

Stub - Short



A E'VM S S t)] ﬁu %’#FE)&;E Cutting Condition

N7 S | 1]
:F%;_—:Fé / E%;_—:Fé Square Type / Right Angle Type™

FEEE siotMilling

—Rp CHEN - B AN . ! TREEN - BN Z:%%m
;‘Jg*:il:l. Milﬁlﬁjgﬁﬁﬂon{%\iiﬁﬂ&ﬁﬁ n%fym Steeﬁl%%:tgim Preh%ﬁegfgeel-ﬁﬁflﬂteel Stainless Steel PTJe:Ic- ﬁgjfﬁifﬁﬁil Tiiﬁﬁ%oy ﬁ%ﬁ%\%
vt 20 ponmme - MAERTR 0 S0 RN SUS630 Ti-6AI-4V Inconel 718

* EENE R TR R R ER T 0% EASE(E,

* For right angle type, please use 70% of the speed and feed shown in the table below as reference.

E?ujt?;”g]?%e%; 100(80-120) 90(70-110) 80(60-100) 70(50-80) 70(60-80) 60(50-70) 25(20-30)
m/min
HMZE | BEE  HSEE BHAIREE ot s ded  BE | RIS B s E E | AR S E R
Mill Dia. Speed Feed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min")  (mm/min) (mm/min) IRGITHBENGLYIN  (min') | (mm/min) [SGQIGEINEGTATE  (min) | (mm/min) BRGS0V}
1 28,700 570 25,500 460 22,300 360 19,100 340 25,620 320 22,280 300 9,550 120
1.5 [ 19,100 610 17,000 480 14,900 420 12,700 360 16,980 360 14,850 340 6,370 130
2 14,300 630 12,700 510 11,100 440 9,600 380 12,810 360 11,140 350 4,770 140
25 [ 11,500 780 10,200 570 8,900 460 7,600 430 10,190 410 8,910 390 3,820 150
3 10,600 930 9,600 690 8,500 510 7,400 470 8,540 430 7,430 410 3,180 160
4 8,000 960 7,200 720 6,400 510 5,600 490 6,410 460 5,570 440 2,390 170
5 6,400 | 1,020 5,700 800 5,100 610 4,500 560 5,120 490 4,460 470 1,910 180
6 5,300 | 1,060 4,800 900 4,200 670 3,700 370 4,270 480 3,710 460 1,590 180
8 4,000 910 3,600 720 3,200 640 2,800 370 2,750 450 2,390 430 1,190 200
10 3,200 840 2,900 700 2,500 550 2,200 350 2,200 420 1,910 400 950 180
12 2,700 810 2,400 670 2,100 550 1,900 330 1,830 420 1,590 400 800 180
DC ap
e i DC=6] 050 525
6<DC| 1D :

MES side Milling

T

Mild Steel - Carbon Steel - Cast Iron

P 65400 s55¢ - FC250
(~750N/mm?)

Work Material

e B eem - aaTEN
Cl\>l| + SKS - SKD
(~30HRC)

IS - EENE

Prehardened Steel - Hardened Steel

PX5 - NAK80

(30 ~45HRC)

Stainles:

SUS304 - SUS420
(=200HB)

s Steel

WA

Precipitation Stainless Steel

SUS630

PIN=k

Titanium Alloy

Ti-6Al-4V

RESSE
Ni-Based Alloy
Inconel 718

E;Jt?;%%?e% 130(100-150) 120(100-150) 100(80-120) 80(60-100) 80(70-90) 70(60-80) 30(25-40)
m/min
GME | ERE HSEE ol Aol | RS ot G (S | BHESRE S
Mill Dia. Speed Feed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min")  (mm/min) (mm/min) INGIHBENGLYIN  (min') | (mm/min) [IGQIGEINNGTE  (min) | (mm/min) I}
1 38,200 840 28,700 690 25,500 510 22,300 450 29,280 370 25,460 350 12,730 160
1.5 | 25,500 920 21,200 760 17,000 540 14,900 460 19,520 410 16,980 400 8,490 180
2 19,900 1,430 17,500 840 14,300 630 11,100 470 14,640 440 12,730 420 6,370 190
25 15,900 1,590 14,000 900 11,500 690 8,900 480 11,710 480 10,190 460 5,090 210
3 13,800 1,660 12,700 1,070 10,600 760 8,000 480 9,760 510 8,490 480 4,240 220
4 10,400 1,830 9,600 1,150 8,000 800 6,000 530 7,320 550 6,370 530 3,180 240
5 8,300 1,990 7,600 1,220 6,400 900 4,800 560 5,860 560 5,090 540 2,550 250
6 6,900 2,070 6,400 1,540 5,300 1,060 4,200 640 4,880 580 4,240 550 2,120 250
8 5,200 1,770 4,800 1,540 4,000 1,040 3,200 610 3,200 450 2,790 430 1,590 230
10 4,100 1,640 3,800 1,370 3,200 900 2,500 580 2,560 430 2,230 410 1,270 220
12 3,500 1,400 3,200 1,280 2,700 760 2,100 530 2,140 420 1,860 400 1,060 210
YIBIRE ap ae
Depth of Cut 1.5D 0.2D

1. ERRESEENNERGEER THSEE.
2. 5(EFAENINE, SEERM. TR,

3. BERETEERRENPRETELN. BRETAED, YU

RIMSSERIERIH TR, HAREEE,
A4 BERERINTAR, REEDATIEIHT,
5 FHNITERT, ATHEMYIBERRE, BERSSHIGERE.

6. INITAER, FrHBUAER, Kae. BREGS, HEFERNKEEIE

.

7 NIAEEEERIBERT, BES SR, HARERTIEIRE.

1. The above milling condition is a guideline for the overhang length is 3X D.
2.Use arigid and precise machine and holder.

3.The rotational speed is calculated by the median of the recommended cutting

speed. Adjustment may be necessary depending on the rigidity of the workpiece
fixture and machine.
4. Please use a suitable fluid with high smoke retardant properties.

5. During dry (no fluid) milling, please use air blow to remove disposable chips from
the milling area and to eliminate chip packing.

6. Please use water-soluble coolant when machining stainless steel, precipitation

stainless steel, titanium alloy, Ni-based alloy.

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

8. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.20).

s

8. BHRIKBERT, 55%" RIESEETUAIHIRMHERESEE X
EREERHAEE. (58p.20) .



~ I
-Lt:;émﬂ::&l Long Neck Type

IE% side Milling

ik . . Fas o « SRRV &
DD;'; ﬁiﬁﬁ@f@mnﬁﬁ&aﬁfﬁ H%E@Stef%::lg%% Preht%f%j@eeb’};;‘d)e\nfﬂteel Stjr:liﬁﬂ?eel Pﬁﬁtﬁjfﬁﬁf?i@el ﬂiﬁﬁ%o i%a%edﬁ;\%y
LTI REC@L SCM - SKS - SKD ST ERINVEIN SUS304 - SUS420 e TrEAL4Y el

eilien (~750N/mm?) (~30HRCQ) (30 ~45HRC) (=200HB)

IHIEE
@ 105 (80-120) 95(70-110) 70(50-90) 60(40-80) 60(50-70) 50(40-60) 30(20-35)
(m/min)
M| REE SRR Loediey | GO SIS E | HEERE Wb ed R | SR e i R
Mill Dia. Speed Feed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™")  (mm/min) (mm/min) [IRETEESRGHYION  (min') | (mm/min) [SGQIGEESRGRWAEN  (min) | (mm/min) IRV
6 5520 | 1,660 5,120 1,230 3,710 740 2,940 450 3,420 410 2,970 390 1,480 180
8 4,160 | 1,420 3,840 1,230 2,800 730 2,240 430 2,240 320 1,950 300 1,110 160
10 3,280 | 1,310 3,040 1,100 2,240 630 1,750 410 1,790 300 1,560 290 890 150
12 2,800 | 1,120 2,560 1,020 1,890 530 1,470 370 1,500 290 1,300 280 740 150
IRIRE ap Qe
Depth of Cut 1.5D 0.2D

1. AR, SRR, TR,

2. R BT EEHRERI P RET E WA, ERE TR, TR

NIMSERIERHITERIE, HAREAEE,
3. E(ERERIN I, AIREDRITIEIHET.
4. FHMIERT, ATRERBEE, BERSLHTIRERE.

5. INIARHER. MHBUARER. (Kad. BESS, HEEERKEMHDE

.

1. Use a rigid and precise machine and holder.

3. Please use a suitable fluid with high smoke retardant properties.

2.The rotational speed is calculated by the median of the recommended cutting
speed. Adjustment may be necessary depending on the rigidity of the workpiece
fixture and machine.

4. During dry (no fluid) milling, please use air blow to remove disposable chips from
the milling area and to eliminate chip packing.

5.Please use water-soluble coolant when machining stainless steel, precipitation
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6. WINTSERZFROERT, BEL TR, HARERIHIRE. stainless steel, titanium alloy, Ni-based alloy.

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

*E?E%@%Q{{E’\J’Cﬂﬁu%{#ﬂﬁ%%%{ﬁ ( DC% ¢6 ) Cutting Condition Guide for Changes in Overhang Length
—RRAIIEFEEN -

SRE
L/D

5t
Slot Milling

iz

Side Milling

T g - o REANGERSC TUER - SN R i [ E BELS
$7_Hé;‘. Mild Steel - Carbon Steel - Cast Iron SCM - SKS - SKD Pvehas;r(wesd S.tee'\\l- HAEEQB'“;; leel SUS304 - SUS420 Precipitation Stainless Steel 'I'It.anium Alloy Ni-Based Alloy
Work Material 554(0’9 ;Ega/cn;rf\%ZSO (~30HRC) (30 ~ 45HRC) (=200HB) SUS630 Ti-6Al-4V Inconel 718
HiE  HeRE HHARE [ ST HHABRRE S-S BHATRRE B S
Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(min™)  (mm/min) (YA (min') | (mm/min) (mm/min) ST RN V)] (YDl (min) | (mm/min)
4 80% 70% 70% 60% 60% 50% 50%
5 70% 60% 60% 50% 50% 50% 50%
4 90% 90% 80% 70% 70% 60% 60%
5 80% 80% 70% 70% 70% 60% 60%




AE-VMS « AE-VMS Gtag tTHIZEMAEHETR cumscondion

N7 S | 1]
:F%;_—:Fé / E%;_—:Fé Square Type / Right Angle Type™

* EENE R TR R R ER T 0% EASE(E,
s * For right angle type, please use 70% of the speed and feed shown in the table below as reference.
FEEE Slot Milling

e - 5k R T - T
2;]_*:5 Milﬁﬁgh@ﬂongiﬁz&sﬁﬁ = %fym Stee::-I 'I%:I:Is:tgiN Prehiaﬁle%d%geel ° IH_;;de*ne%dDSteel Stainless Steel T)}i E]s'igﬁf’s{ﬁ ﬁfﬁi@ Tiiﬁﬁ%oy ﬁ%ﬁ%\%
RRETU L son- s so PRI susos susco Rt i NS

Yl
el 100 (30-120)

(m/min)

HME | BRI pHAERE ioidid | ACER | BHORS o burotdey  ACEE | PHOEE EEorburotdey doE | HHaEE

Mill Dia. Speed Feed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed

90(70-110) 80(60-100) 70(50-80) 70(60-80) 60(50-70) 25(20-30)

(mm) (min")  (mm/min) (mm/min) [IRGIHBENGLYIN  (min') | (mm/min) [SGQIGEISNEGTATE  (min) | (mm/min) BRGS0V}
3 10,600 930 9,600 690 8,500 510 7,400 470 8,540 430 7,430 410 3,180 160
4 8,000 960 7,200 720 6,400 510 5,600 490 6,410 460 5,570 440 2,390 170
5 6,400 1,020 5,700 800 5,100 610 4,500 560 5,120 490 4,460 470 1,910 180
6 5,300 1,060 4,800 900 4,200 670 3,700 370 4,270 480 3,710 460 1,590 180
8 4,000 910 3,600 720 3,200 640 2,800 370 2,750 450 2,390 430 1,190 200

10 3,200 840 2,900 700 2,500 550 2,200 350 2,200 420 1,910 400 950 180

12 2,700 810 2,400 670 2,100 550 1,900 330 1,830 420 1,590 400 800 180

16 2,000 600 1,800 500 1,600 420 1,200 310 1,140 260 990 250 500 110

20 1,600 480 1,400 390 1,300 340 900 250 920 270 800 260 400 120

25 1,300 390 1,100 310 1,000 260 600 170 730 250 640 240 250 920

B DC a
6<DC 1D :

I side Milling
I ein eI e e e

] Precipitation Stainless Steel Titanium Alloy Ni-Based Alloy
Mt A i RPN susi01 suse20 I

I
c?ﬁ}iﬁ% 130(100-150) | 120(100-150) | 100(80-120) | 80(60-100) 80(70-90) 70(60-80) 30(25-40)
m/min

MR HRR HEERE BHEHRE Bt Tndcd GRS Bt ST E FHAIREE WS E 200 =3
Mill Dia. Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(mm) (min™")  (mm/min) (QOWIDE|  (min) | (mm/min) (QOWIOE|  (min) | (mm/min) (QOWION|  (min) | (mm/min)

3 13,800 | 1,660 | 12,700 | 1,070 10,600 760 8,000 480 9,760 510 8,490 480 4,240 220
4 10,400 | 1,830 9,600 | 1,150 8,000 800 6,000 530 7,320 550 6,370 530 3,180 240
5 8,300 | 1,990 7,600 | 1,220 6,400 900 4,800 560 5,860 560 5,090 540 2,550 250
6 6,900 | 2,070 6,400 | 1,540 5,300 | 1,060 4,200 640 4,880 580 4,240 550 2,120 250
8 5,200 | 1,770 4,800 | 1,540 4,000 | 1,040 3,200 610 3,200 450 2,790 430 1,590 230
10 4,100 | 1,640 3,800 | 1,370 3,200 900 2,500 580 2,560 430 2,230 410 1,270 220
12 3,500 | 1,400 3,200 | 1,280 2,700 760 2,100 530 2,140 420 1,860 400 1,060 210
16 2,600 | 1,250 2,400 | 1,060 2,000 640 1,400 450 1,370 410 1,190 400 700 210
20 2,100 | 1,010 1,900 840 1,600 510 1,100 370 1,100 390 950 380 560 200
25 1,700 820 1,500 660 1,300 420 900 310 880 510 760 490 320 190
TEIRE ap de
Depth of Cut 1.5D 0.2D
1. LREESBENTEREER THSEE. 1. The above milling condition is a guideline for the overhang length is 3 D.
2. iSRSNI, SEERTI. T, 2.Use arigid and precise machine and holder.
3. BT R T R P A B . SRR T ASES T, U 3.The rotational speed is calculated by the median of the recommended cutting
NI S i TEeE. AR R, speed. Adjustment may be necessary depending on the rigidity of the workpiece
4. EERIERINTHN, REEDOHIEIE, fixture and machine.

4. Please use a suitable fluid with high smoke retardant properties.
5. During dry (no fluid) milling, please use air blow to remove disposable chips from

v

FHINTERT, ATNERBEE, BERSSHREDR.

6. INTAEHN. THELARER. KE2. BESS, HEERNKEETIHE the milling area and to eliminate chip packing.
il . . . . R 6. Please use water-soluble coolant when machining stainless steel, precipitation
7. XN TEEEERNER T, BEE NERE, HARERTEIRE. stainless steel, titanium alloy, Ni-based alloy.
8. BHRKNBR T, B55%" RIERGETHUIIEISHERESEE KA 7.Reduce speed and feed as well as depth of cut when high precision is required.
BRRRHEERE, (S88p.22) 8. Adjust the speed and feed accordingly when the overhang length is longer than

specified (refer to p.22).

s



A E'VM S t)] ﬁ”%ﬁZE;E;E Cutting Condition

gﬂxﬁﬂ Radius Type

1:%%95 Slot Milling

e B cen  ceTan T IR TN
Qgi m@iﬁ@jﬁmﬁfﬁm&sﬁ%\ D%ﬂ?ﬂeeﬁ%%ﬁ%m Preitﬁ%f@eel~hﬁﬁi@tee\ Stainless Steel ﬁ%f%i?ﬁﬁiﬁi@ ﬁ?mﬁ%oy ﬁ%ﬁ%%
s *> sy GRS oo KCECTONE SUSS0 TH6AI-4V Inconel 718

%Jni%ug%{% 100(80-120) 90(70-110) 80(60-100) 70(50-80) 70(60-80) 60(50-70) 25(20-30)
m/min -
IME | BIER HRERE BHAIRE Wb Edd R | HHAIERE B E LI T el SRR | SR BT §
Mill Dia. Speed Feed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed o
(mm) (min”)  (mm/min) (mm/min) [INETRESRGGYN  (min') | (mm/min) [SGIGEESRGRAE  (min) | (mm/min) [EGTRN(EV0T)) §
3 10,600 790 9,600 590 8,500 410 7,400 380 8,540 430 7,430 410 3,180 160
4 8,000 820 7,200 610 6,400 410 5,600 390 6,410 460 5,570 440 2,390 170
5 6,400 870 5,700 680 5,100 490 4,500 450 5,120 490 4,460 470 1,910 180
6 5,300 1,010 4,800 860 4,200 600 3,700 330 4,270 480 3,710 460 1,590 180
8 4,000 870 3,600 680 3,200 580 2,800 330 2,750 450 2,390 430 1,190 200
10 3,200 800 2,900 660 2,500 500 2,200 320 2,200 420 1,910 400 950 180
12 2,700 770 2,400 640 2,100 490 1,900 300 1,830 420 1,590 400 800 180
16 2,000 570 1,800 480 1,600 370 1,200 290 1,140 260 990 250 500 110
20 1,600 460 1,400 370 1,300 300 900 230 920 270 800 260 400 120
25 1,300 370 1,100 290 1,000 230 600 150 730 250 640 240 250 90
—_— DC a
6<DC 1D :

I side milling
o | e I e och) T - D —

i B . . . inl |
Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel I S Al Gt Titanium Alloy Ki-Based Alloy

Zi e ST IR @ T@l)| SCM - SKS - SKD SRRV SUS304 - SUS420 ‘
Work Material |~ (~750N/mm?) (~30HRC) (30 ~ 45HRC) (=200HB) SUS630 Ti-6Al-4V Inconel 718

e
C?E/Jg’?pr’)% 130(100-150) | 120(100-150) | 100(80-120) | 80(60-100) 80(70-90) 70(60-80) 30(25-40)
m/min,

GME | R HEEERE BHAIRE EOEREEd  GRE | AR SR eIy GRR | GRS
Mill Dia. Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(mm) (min™)  (mm/min) (QOWON|  (min) | (mm/min) (QOWON|  (min) | (mm/min) (QUWWYON| (min) | (mm/min)

3 13,800 1,410 12,700 910 10,600 610 8,000 380 9,760 510 8,490 480 4,240 220
4 10,400 1,560 9,600 980 8,000 640 6,000 480 7,320 550 6,370 530 3,180 240
5 8,300 1,690 7,600 | 1,030 6,400 720 4,800 450 5,860 560 5,090 540 2,550 250
6 6,900 1,970 6,400 | 1,460 5,300 950 4,200 570 4,880 580 4,240 550 2,120 250
8 5,200 1,680 4,800 | 1,460 4,000 940 3,200 550 3,200 450 2,790 430 1,590 230
10 4,100 1,560 3,800 | 1,300 3,200 810 2,500 520 2,560 430 2,230 410 1,270 220
12 3,500 1,330 3,200 | 1,220 2,700 680 2,100 480 2,140 420 1,860 400 1,060 210
16 2,600 1,200 2,400 | 1,010 2,000 560 1,400 420 1,370 410 1,190 400 700 210
20 2,100 970 1,900 800 1,600 450 1,100 350 1,100 390 950 380 560 200
25 1,700 780 1,500 630 1,300 360 900 280 880 510 760 490 320 190
IRIRE ap Ae
Depth of Cut 1.5D 0.2D
EALASTEAIESE p.21, See p.21 for precaution for use.
$E§E%{$§§1{E’\J’C)J ﬁﬂ%&#ﬂﬁ%@%{ﬁ ( ch ¢ 6 ) Cutting Condition Guide for Changes in Overhang Length
—RRAGIEFEEN - PN N .
MT | - B A T - ek RO (s I BRAS
*Z*SI' Mild Steel - Carbon Steel - Cast Iron SCM - SKS - SKD Prehardened Steel - Hardened Steel SUS304 - SUS420 PTECiPitaS‘iGnSStain|955 Steel 1_?_“'2:&"' A‘R}’ | N"BaSEdIA;?IYS
SS400 - S55C - FC250 PX5 - NAK80O 630 i-6Al- ncone
Work Material (~30HRC) (=200HB)
(~750N/mm?) (30 ~45HRC)
BR  HHERE BHAREE [BaE B2 uzordcd  fopR | PHOERE ool BRR | HHEIRE
Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(min™)  (mm/min) (W (min™) | (mm/min) (mm/min) IR i)] (mm/min) IR iT)]
g 4 80% 70% 70% 60% 60% 50% 50%
S'O‘E“I/'”“”g 5 70% 60% 60% 50% 50% 50% 50%
Mgk 4 90% 90% 80% 70% 70% 60% 60%
Side Milling 5 80% 80% 70% 70% 70% 60% 60%




AE-VML

R ARVt = SRR A LRI T

Ultimate Side Milling Efficiency

%_ MU '|‘ High Rigidity
KOEIRT, TWEERNMEEINT

High-speed side milling is made possible by the large core design

NDREREBOEZHWRHERIRTT, ETERIMLRES, Pt
IR et

The web taper geometry, where the
thickness of core changes from the
cutting edge to the shank, greatly
improves tool rigidity, thereby
prevents the machining surface from
tilting

KIZGERS  High elix

BIRHEYIRIBE D, FREMT

Reduces cutting force to enable stable milling

sy aRlt, HRs

Suppression of chattering by the microrelief geometry

&AL !

Excellent surface finish!

TR

Tool AE-VML ¢12X38
InTaget

Work Material NAK80(40HRC)
PR

. -
Cutting Speed 195m/min (5,175min") S TNE

Efﬁ EE 600mm/min (0.03mm/t) Watchiitin action
TIEIRE

Depﬂfj of Cut dp=36mm de=0.3mm

R SR

Machine Vertical Machining Center

REAENEE

Ra=0.09um Rz=0.55um

Surface Roughness

s



https://www.chinaosg.com/products/detail/AE-VML

HDHIHRTS suppression ot vibration

efficiency milling performance.

KAFTESE. AFHE. BEFERI, JULIRE. S%INT.

The combination of variable lead, unequal spacing teeth and microrelief geometry contributes to stable and high

ERRY TESE REDE| B

Applicable Size Variable Leads Unequal Spacing Teeth Microrelief
B1 B2
@ 12LLF
Upto @12
B1#[52
B1 B2 B3

p16LA Lk

@16 and above
1#52#83 a3
B1+62#R al=a3#a2#ad4=as5

BIEREE - RITRINTthAiRs), EEERMINSHEINT.

Chattering is greatly suppressed even during high-speed, high-depth milling, resulting in unrivaled high efficiency performance.

S Surface O%

(m/min) 200 AE-VML ¢10X40
180
B HARFEmA
160 Competitor
1 140 Hitb AR =B
EU Competitor
% 120 HittAT~me
- 100 Competitor
5 80
g 60
RN HERE (@p) 40mm
Depth of Cut
20 |--
DNIAAkE S50C
0.7 08 0.9 1 Work Material
BIEIFRE ae Depthofcut (mm)
~
DUARIS E,ﬁ}% DUARISE Coating
e, MERYE. SERMEAE
~ \ o
RENE & ZEEIn LAEREDH
y SaZEENE
%ﬂ{gﬁo Multi-Layer Construction
Provides excellent lubricity, superior
friction-resistance and high oxidation temperature. T MERLE
Multi-layer construction minimizes the thermal .\ Adhesion Reinforcing Layer
cracks that often occurred while using water-
soluble oil. 9 WREER
Carbide Material
SRR T PR ERLEE LT convento

INTERE.

Smoothing surface coating treatment made
an excellent quality of surface finishing.

Long



DDI%UE Cutting Data

FRENNT

NIl T te-lll Stable performance even at 4D depth of cut

RMEIEIREAD ARG ENT

(mm)
ERIR AEVML ¢10X40 m
ool
INTH%
Work Material s50C
T gk B
Milling Method Side Milling %
I . — 2
Cutting Speed 130m/min (4,200min") E
AR . =
s 1,200mm/min (0.07mm/t) g
PIEIRE 2
Deptr',z;fxcln ap=40mm ae=0.5mm
HIRIH e
Coolant Air Blow
EFRAL EhalinT ity (HSK63)
Machine Horizontal Machining Center

9“%9] E’\_‘JJ%‘?EX{JE%S Wear comparison of the peripheral cutting edge

DL [

D B

o
=
o

o
o
®

o
o
o)

0.04

o
o
o

0 7 31 63 80 97 111 125 141 169 185

LIEHLEE Milling Length (m)
—— AE-VML —— EfhAE=RA Hitb 2B~ mB
Competitor Competitor

EHfth/\FIF=5RA 185m  Competitor

Bf375IZMB 97m  Competitor

O

K0

Long Tool Life

SRFIDUARISE &2, BMEFERKAMLIELHR, TJEERSE

DUARISE coating greatly reduces tool wear progression even with the use of water-soluble coolant.

BEre e T

(M) QL4 [-eessssssemesse s
ERIR AE-VML ¢10X31 e
ATk 012 [rommmmmmmmmmm
Work Material SCM440(30HRC)
MIAE i B 010 [ T
Milling Method Side Milling g 0,08 beremememrmmeeeneeeeeeeeeee e e L
Hch=s 180m/min (5,700min"") g7 -
utting Speed =
e Ig 0.06 [rorrrrmrrmmrrrm e e g e
AR 1,400mm/min (0.06mm/t) E
eEd ):( 0 04 ...............................................................................
YIMIRE £
Deptl; oﬁjut ap=25mm de=1mm 0.02 - M
= ize5 IKGEMELEL
Coolant Water-Soluble 1 1 1 1 1 1 1 1 1
{ERH STRANT L (BT40) 0 8 17 34 50 67 101 134 151 168
Machine Vertical Machining Center HISHEEE Milling Length (m)
—— AE-VML —— HftRXEF=RA Htt AT~ mB
Competitor Competitor

QHEIJ E’ﬂ}%ﬂ‘?ﬁl{ﬁ?&? Wear comparison of the peripheral cutting edge

AE-VML 168m Hth/A 5= ERA 134m  Competitor

Hfth/AE)"5B 134m  Competitor

7

i




=y CES MM BNt R A AD AT L TR R AN T

High Precision Milling

High precision milling with less fallout even at a cutting depth of 4xD

SHAIMER AEIHIRESNIMRIMEETIRER, SCIESHBRERIINT.

Combination with high rigidity HAIMER Power Shrink Chuck to achieve higher precision machining.

30

BRIR AE-VML  ¢10X40 mm :
It SUS304 28 —— HAIMER AZ)$38 ¢RI
Work Material (HSK-A§3.145.10.3)
MIAE MmiE 26 Power shrink chuck by HAIMER
Milling Method Side Milling A NEIRIEEDgRL
MR 24 Milling chuck by competitor A
Cutting Sxpeed 126m/min (4,000min")
® < 22
B 960mm/min (0.06mm/t)

m 20
PIEIRE I
Depth oFcut ap=40mm ae=1mm %
e AT ALE) B8
Coolant Water-Soluble £ 16
{EFBA EhUAIIARL (HSK63) g8
Machine Horizontal Machining Center £ 14

£

| 12
MELL
—_— Point of measurement

/ 10

26mm 6
30mm

v 4

T T T
0 0.005 0.010 0.015 0.020
1EJJE Deflection

0.025 (mm)

SAFE-ADCK® SHEZze. FSEENmT

Safe-Lock ™ for safer and more precise machining

HAIMER ~EPREHRISafe-Lock ™ ZRILIBZBLLEIN T H7IEB HASTHES.
BRTLAEZEDHEIINI TR - fikah, RETIES®.

HAIMER's proprietary Safe-Lock ™ is an advanced system that is effective in preventing tool pull-out.
It can suppress chattering and vibration during machining, and is effective for improving tool life.

Option

TIERERESIRE

Special grooves in the tool shank

JIHRPIERAHA R

Form closed drive keys in the holder BB T 455
Scan for details
SAFE-ADCK®
by HAIMER

SAFE-ADCK*ZHAIMER AEJHGEREIR.
SAFE-ADCK- is a registered trademark of the Haimer GmbH.

AE-VM R7FfySafe-Lock™ XIRI, BEFBEBEEAR.

Please contact OSG's sales staff regarding the Safe-Lock ™ system for the AE-VM series.

posid 20)

Long


https://www.chinaosg.com/products/systems

EEE%@}RTE%%D 'L/tngg Anti-Vibration Long Carbide End Mill

— K0 AN | SPEED
A E -V M L CARBIDE - pjpise T 40~48 pyopy
DC=12 0~-0.02
16=DC  0~-0.03
=
. o
% \\\\ :
APMX
4- Flute J
:F%:: Square Type %
57]
L/D=3 S-Flute #irmm  Unitmm
RS SMEX I D &K e T =
EDP No. DCXAPMX LF DCON ZEFP Stock
8556320 6 X 19 70 6 o
8556322 8 X 25 80 8 4 o
8556324 10 X 31 3 90 10 A [
8556326 12 X 38 100 12 ([
8556374 16 X 50 125 16 s ([
8556376 20 X 62 135 20 [
@ =inEEFR @=Standard stock item
L/D=4 #fizmm  Unit:mm
SMEXTHE e 2K 2 g =
DCXAPMX LF DCON ZEFP Stock
8556328 6 X 24 70 6 o
8556330 8 X 32 90 8 4 o
8556332 10 X 40 4 100 10 A o
8556334 12 X 48 110 12 [
8556378 16 X 64 140 16 s ®
8556380 20 X 80 155 20 [
- FRRIREEIESE p.12, - See p.12 for explanation of icons. @ =R fEEFR @=Standard stock item
DHIM'*EI-XY]'M,‘EE Applicable Work Materials
—RIDERN | A2 FREEN
W= gélggm RN TN B HEE 2 wage | Ras
Mild Steel Alloy Steel Prehardened Steel Stainless Steel Cast Iron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC | ~ 45HRC| ~ 55HRC = 200HB ~ 350HB
AE-VML O ©) O O ©) O

LlMﬁﬁﬁml%ﬁJ:' 7B (-N) SRARRTIEHERR A)

The chipbreaker type (-N) is recommended for resolving large chip accumulation

KDBGEDHTREENNT, AJeRr=E)EHERInE,

Large chip accumulation can be problematic for long hour milling with long flute length end mills.

B EE ol E

The chipbreaker breaks chips into small and manageable pieces

O

KIFEBIES%EDP.29, See p.29 for details.

s



5'[[&% ;_—:F.E Radius Type

e :

R
-— KON AN SED
CARBIDE  pyaRiSE 0.0 AT 42544 p3p3y

0~-0.02

DCON

APMX J

L/D=3 Bfi:mm  Unit:mm
BRS ‘ SMEX TR X BRI LD 2K e =2
EDP No. DCX APMX X RE LF DCON Stock
8556336 6 X 19 X RO.3 ]
8556337 6 X 19 X RO.5 70 6 o
8556338 6 X 19 X R1 o
8556339 8 X 25 X RO0.3 ([ J
8556340 8 X 25 X RO0.5 o
8556341 8 X 25 X R1 80 8 o
8556342 8 X 25 X R1.5 { )
8556343 8 X 25 X R2 { ]
8556344 10 X 31 X R0.3 ]
8556345 10 X 31 X R0.5 3 A o
8556346 10 X 31 X R1 90 10 o
8556347 10 X 31 X R1.5 o
8556348 10 X 31 X R2 o
8556349 10 X 31 X R3 ]
8556350 12 X 38 X R0.5 (]
8556351 12 X 38 X R1 ([
8556352 12 X 38 X R1.5 100 12 o
8556353 12 X 38 X R2 o
8556354 12 X 38 X R3 o
@ =irfEEEE R @ =Standard stock item
L/D=4 Bf:mm  Unitmm
Bms IMEX TR * BEIIHAR L/D 2K wE EF
EDP No. DC X APMX X RE LF DCON Stock
8556355 6 X 24 X R0.3 o
8556356 6 X 24 X RO.5 70 6 o
8556357 6 X 24 X R1 ]
8556358 8 X 32 X R0.3 o
8556359 8 X 32 X R0.5 o
8556360 8 X 32 X Ri1 920 8 o
8556361 8 X 32 X R1.5 o
8556362 8 X 32 X R2 ( ]
8556363 10 X 40 X RO.3 ]
8556364 10 X 40 X RO.5 4 A [ )
8556365 10 X 40 X R1 o
100 10
8556366 10 X 40 X R1.5 o
8556367 10 X 40 X R2 o
8556368 10 X 40 X R3 o
8556369 12 X 48 X RO.5 o
8556370 12 X 48 X R1 { ]
8556371 12 X 48 X R1.5 110 12 o
8556372 12 X 48 X R2 o
8556373 12 X 48 X R3 ]

- FRRIRBEIESIP.12 - See p.12 for explanation of icons.

@ =FREEEFR @=Standard stock item

Long



AE-VM L& na-n)

With chipbreaker

WIS TIEI7]_EEINRAZERC, K
PULBRRHTIE

Minimizes chipping with unique R profiles
at the edge of the chipbreaker.

-

= /I B A RR T T ?

Troubled by long and stringy chip accumulation?

R BGRIIER BRSNS
REBLNT. BENTISHE, Jgs
FEEY B HERRRY A,

Large chip accumulation can be problematic for long-hour
and high chip removal side milling, trochoidal milling, and
pocket milling with long flute length end mills.

AN =L

Breaks chips into small pieces!

AR IELE 4%

Enables continuous machine operation

HHIBETIE(-N) T@ENDHIRE. B, BASSSIEIGFIRES AR
8. (RFESHERINTERN, EEERTEETIRIAE-VML)

The chipbreaker (-N) creates small chips that can be easily evacuated by air or cutting oil.
(For high-quality machined surfaces, we recommend the AE-VML square type without chipbreaker.)

HHTEET) FoHfBET]
With chipbreaker added No chipbreaker

FATE AE-VML ¢ 10X40-N BHAIEE ;

Tool (FSBTREFE7I8Y With chipbreaker) Feeg 1,140mm/min (0.075mm/t)
InIAAE TIEIRE — -

Work Material NAK80(40HRC) Depﬂ" ofxcm ap=40mm de=0.5mm
INITEE RE&INT IR Sk

Milling Method Trochoidal Milling Coolant Air blow

TIRLEE ; . (EFEATU RN (BT50)
Cutting Szpeed 120m/min (3,800min"") Machine Vertical Machining Center

s



EEE%@?E}E%%D 'L/tw;_—:p:'l Anti-Vibration Long Carbide End Mill
_— BEI] NN | SPEED
A E -V M L %H{EE 1%7] With chipbreaker CAREE punrise AT A0~

DC=12 0~-002
16<DC  0~-003

o] RS

%’ a &"\\5\\\‘ '''''''''''''''''
47] APMX U J
4-Flute |

DCON

s
:F% %%E*%m ;_—:Fé Square with chipbreaker
L/D=3 BEfzmm  Unitmm
Bms ‘ M= T L/D 2K LTES T Bz
EDP No. DCXAPMX LF DCON ZEFP Stock
8556321 6 X 19-N 70 6 [ J
8556323 8 X25-N 80 8 (
8556325 10 X 31-N 20 10 ‘ f
8556327 12 X 38-N 3 100 12 A ([ -
8556375 16 X 50-N 125 16 s ([ J %;Ri
8556377 20 X 62-N 135 20 ) 3%
@ =inEEF R @=Standard stock item Efg
<K
L/D=4 Bfizmm  Unitmm
BRS ‘ SMExTIE LD 2K L 7% P
EDP No. DCXAPMX LF DCON ZEFP Stock
8556329 6 X 24-N 70 6 [ J
8556331 8 X32-N 920 8 (
8556333 10 X 40-N 4 100 10 4 A o
8556335 12 X 48-N 110 12 o
8556379 16 X 64-N 140 16 o
8556381 20 X 80-N 155 20 > ([
- FRRIRBAESE p.12, - See p.12 for explanation of icons. @ =inEEFR @=Standard stock item

Long With chipbreaker



A E'VM L tJJ ﬁu %14:%;&% Cutting Condition

WEMIEE 7J13D  (FL/ BEBNA/ B0 ELER)

Standard Side Milling 3D (Applies to square / radius / chipbreaker type)

?élﬁ]tﬂﬁ”i?ﬁfg de=0.05D Depth of Cut

Wi s eS TR L RN LIPSOl Has wEAS

Precipitation Stainless Steel Titanium Alloy Ni-Based Alloy
SRZIVESRI@E@L]  SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420 +
Work Material (~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB) SUS630 Ti-6Al-4V Inconel 718

Ml
c)uJ‘?nJgSLpere% 160(140-180) 150(130-170) 140(120-160) 125(100-140) 115(90-130) 105(80-120) 85(70-90)
(m/min)

GMR | R HEEE upatdd  AoiR | BHARE | WorSlbuIoeds | s (SRS W lbueoe ey fE HAIERE
Mill Dia. Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(mm) (min™)  (mm/min) (mm/min) G Va)] (UWYANON  (min!) | (mm/min) (mm/min) GG aly)]

6 8,500 2,480 8,000 2,180 7,400 2,010 6,600 1,660 6,100 1,530 5,600 1,400 4,500 1,080
8 6,400 1,870 6,000 1,630 5,600 1,520 5,000 1,260 4,600 1,160 4,200 1,050 3,400 820
10 5,100 1,730 4,800 1,440 4,500 1,350 4,000 1,120 3,700 1,040 3,300 920 2,700 720
12 4,200 1,430 4,000 1,200 3,700 1,110 3,300 920 3,000 840 2,800 780 2,200 590
16 3,180 1,590 2,990 1,350 2,790 1,260 2,490 1,000 2,290 920 2,090 840 1,690 630
20 2,550 1,280 2,390 1,080 2,230 1,000 1,990 800 1,830 730 1,670 670 1,350 510

IHIRE ap de
Depth of Cut 3D 0.05D
1. EEAEN, SRERVE. 7 1. Use arigid and precise machine and holder.
2. RRETE S EERENRRETTEHN. BRETHNESH, 1 2.The rotational speed is calculated by the median of the recommended cutting
R RS T, AR, speed. Adjustment may be necessary depending on the rigidity of the workpiece
3. BERERIITAN, RRRELIM fxtureand machine. .
4 FRNTERT, BT RERIEESE, BERaSBRBRET 3. Please use a suitable fluid with high smoke retardant properties.
’ ' ' - . 4. During dry (no fluid) milling, please use air blow to remove disposable chips from
S S o R 7
5.%”%”12_%%\ THEUARER. SKae. BEESS, EFERKET the milling area and to eliminate chip packing.

5.Please use water-soluble coolant when machining stainless steel, precipitation
stainless steel, titanium alloy, Ni-based alloy.
6. Reduce speed and feed as well as depth of cut when high precision is required.

6. WINTHEEEERIBRT, BELHEE, HaEERTIEIR

O S G —EXUITINERIFEER

0SG’s Environmental Initiatives

B E - BiR=

Tool Reconditioning

FiEBRERN T RREHIEFA,
BHTHARIRIEENE RIS,

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




SREEMIEE 7J13D (FL/ BN/ S EuER)

High Efficiency Side Milling 3D (Applies to square / radius / chipbreaker type)

XEREASESHEEM LI OMBREIR. RIFTAFEEMRREERMER.

The chart below shows the milling condition with the use of a high-speed, high precision machining center, rigid holder and secure work fixture.

/éﬁtﬂﬁ”i?ﬁrg de=0.1D Depth of Cut

Tl aelw - 2eTE SRS - SRR N &
D D} Mﬁfﬁ%@j@on@ﬁzﬂ@?ﬁa = %f? SleeET%)l Steel ﬂ)_-(] Prehzj\e?\%%)—({leel ~,;§m*er\$e|§lsmel Stainless Steel ’t{i Es‘f;%ﬁcs{ﬁﬁfﬁilz—ll Tigx‘f‘n%oy
##t 55400 $55C - FC250 [T SRR PX5 - NAK8O SUS304 - SUS420 SUS630 TLOALAY
Work Material (~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB)
PIHIERE
cz:xlﬁxgsp{e% 220(200-240) 170(150-190) 135(110-150) 130(110-150) 120(100-140) 110(90-130)
(m/min)
GME oSSR Be | BHAIERE BEOtEEITEIEN Rl | BHAEE St EETE e R | HAEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 11,700 3,180 9,000 2,270 7,200 1,810 6,900 1,600 6,400 1,480 5,800 1,340
8 8,800 2,390 6,800 1,710 5,400 1,360 5,200 1,210 4,800 1,120 4,400 1,020
10 7,000 2,240 5,400 1,510 4,300 1,200 4,100 1,070 3,800 990 3,500 910
12 5,800 1,860 4,500 1,260 3,600 1,010 3,500 910 3,200 830 2,900 750
16 4,380 1,970 3,380 1,350 2,690 1,080 2,590 910 2,390 840 2,190 770
20 3,500 1,580 2,710 1,080 2,150 860 2,070 720 1,910 670 1,750 610
AT ap 3e
Depth of Cut 3D 0.1D
VA NN AEH
élﬁ]tﬂﬁ”ﬁﬁfg de=0.15D Depth of Cut ZR
3
N RN & A . = 5 « SRR REREN :ﬂﬂ
D D} Mﬂfﬁ%@i@onﬁ?ﬁzﬂﬁﬁﬁn = %f;m SteeF-I 'I%I:Is:teel %M Preh;ﬁ;%ssmteel m'a_lén%e'? Steel Stjr:less Steel ?:I;- ?|E1?J§ﬁf§ EEI Tiiﬁﬁ%o E %
ZL g T RTEIGRIGENN  SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420 P 505630 TLGALAY >
Work Material (~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB) gﬁ
PIHIERE
ca:t]?ng St 140(120-160) 100(80-120) 90(70-110) 85(60-100) 75(50-90) 65(40-80)
(m/min)
GME oSSR AR | BHAIERE BEOtEEIT IS Rl | BHAEE St EETE e R | HAEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 7,400 1,860 5,600 1,300 4,800 1,110 4,500 950 4,000 840 3,400 720
8 5,600 1,410 4,200 970 3,600 840 3,400 720 3,000 640 2,600 550
10 4,500 1,350 3,300 860 2,900 750 2,700 650 2,400 580 2,100 510
12 3,700 1,110 2,800 730 2,400 620 2,300 550 2,000 480 1,700 410
16 2,790 1,120 1,990 700 1,790 630 1,690 570 1,490 510 1,290 420
20 2,230 890 1,590 560 1,430 500 1,350 460 1,190 400 1,040 340
K ap 3e
Depth of Cut 3D 0.15D
?éﬁt}]ﬁﬂis”&}ﬁ ae=0.2D Depth of Cut
VR - G - Sem - 58T RS - RS N
’JDF Mﬁﬁ%@i@on@ﬁilﬁaﬁﬁﬁn = Allo)llz SteeF-'I%)l Ste% %E Preh?rgrgflslel -Iga-lériGSteel Stainless Steel t)i EEiEi?Jﬁifﬁi@ Tit%a ﬁﬁ%&)y
MR 155400 555C - FC250 (SRS CRRT) PX5 - NAK8O SUS304 - SUS420 S N
gt (~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB)
PIHIRE
Geferll  100(80-120) 80(60-100) 70(50-90) 65(40-80) 55(30-70) 45(20-60)
(m/min)
GMZ o RNBUSEYES  BRE | BHAIEE OSSN Rl | AT BEStEEETE N R | HHREE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 5,300 1,230 4,200 890 3,700 780 3,500 670 2,900 560 2,400 460
8 4,000 930 3,200 680 2,800 590 2,600 500 2,200 420 1,800 350
10 3,200 900 2,500 600 2,200 530 2,100 460 1,800 390 1,400 310
12 2,700 760 2,100 500 1,900 460 1,700 370 1,500 330 1,200 260
16 1,990 800 1,590 560 1,390 490 1,290 420 1,090 350 900 270
20 1,590 640 1,270 440 1,110 390 1,040 340 880 290 720 220
EIRIREE ap ae
Depth of Cut 3D =0.2D

KN TREGESMMESERENSRERP.31).

Long

Long With chipbreaker

*For Ni-based alloys, use the standard side milling cutting condition table (p.31).
See p.31 for precaution for use.

&

BXERTEENR, B20p.31.



A E'VM L t)] ﬁ”%{q:g;ﬁié Cutting Condition

TWEMIEE 704D (L /[ERNA/ HHiEEIELER)

Standard Side Milling 4D (Applies to square / radius / chipbreaker type)

?élﬂt}]ﬁﬂif’_'ﬁfg de=0.05D Depth of Cut
L cen cetanlET o am N

Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel

bS8 ) X ) N . | Precipitation Stainless Steel Titanium Alloy Ni-Based Alloy
PRI O ERSATE SCM - oK - SKD - SRRESENANESII SUS304 - 515420 SUS630 Ti-6AI-4V Inconel 718

IRhERE
e 140(120-160) 130(110-150) 120(100-140) 115(90-130) 105(80-120) 95(70-110) 75(60-80)
(m/min)

MR HRR HEEE BHEHRE Rt BEETEdd R | HHAEE (Bt ET  FRR | SRR St i E
Mill Dia. Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(mm) (min™)  (mm/min) (mm/min) G I Vy)) (mm/min) [RGB T aly) (QIWYAN (min!) | (mm/min)

6 7,400 2,010 6,900 1,740 6,400 1,610 6,100 1,420 5,600 1,300 5,000 1,160 4,000 880
8 5,600 1,520 5,200 1,310 4,800 1,210 4,600 1,070 4,200 980 3,800 880 3,000 660
10 4,500 1,440 4,100 1,230 3,800 1,140 3,700 960 3,300 860 3,000 780 2,400 590
12 3,700 1,180 3,500 1,050 3,200 960 3,100 810 2,800 730 2,500 650 2,000 500
16 2,790 1,330 2,590 1,170 2,390 1,080 2,290 860 2,090 780 1,890 710 1,490 520
20 2,230 1,060 2,070 930 1,910 860 1,830 690 1,670 630 1,510 570 1,190 420

TIEIREE ap de
Depth of Cut 4D 0.05D
1. BEERASNI, SHEENTIM. TR, 1. Use a rigid and precise machine and holder.
2. BT B YRR I E . BARIET RS, # 2.The rotational speed is calculated by the median of the recommended cutting
o I s T AR speed. Adjustment may be necessary depending on the rigidity of the workpiece
szE’JIEJ[EﬂEFﬁ %{dﬂ-ﬁ\iﬁf‘ I\ﬁ—u%\;ﬂ’]ﬁmu fixture and machine.
3. EEERERN TR, AR R AIETHES. 3. Please use a suitable fluid with high smoke retardant properties.
A4 FHINIHERT, ATRERBEE, BFERASLSHRRETRE. 4. During dry (no fluid) milling, please use air blow to remove disposable chips from
5. IMIAEN. FHELARER. Has, BEAS, WHEERKE the milling area and to eliminate chip packing.
LTI 5.Please use water-soluble coolant when machining stainless steel, precipitation
e . N L R SpAAS e stainless steel, titanium alloy, Ni-based alloy.
6. WINTHEEBZRNBRT, BEH TR, WARERIHIRE, 6.Reduce speed and feed as well as depth of cut when high precision is required.




o —
=

High Efficiency Side Milling 4D (Applies to square / radius / chipbreaker type)

XEERSESBEEMTIHOMNBSRIEIR. RIFTAFEUNIREERMR.

The chart below shows the milling condition with the use of a high-speed, high precision machining center, rigid holder and secure work fixture.

?élﬁlt)]‘ﬁ'ﬂﬁ%}ﬁ de=0.1D Depth of Cut

Work Material

TIHIEE
sl 00(180-220)
(m/min)

—IRITIEFN - BN - ik

Mild Steel - Carbon Steel - Cast Iron

SS400 - S55C - FC250

(~750N/mm?)

G2 - GETRN

Alloy Steel - Tool Steel

SCM - SKS - SKD
(~30HRQC)

160(140-180)

TFREEE) - KN
Prehardened Steel - Hardened Steel
PX5 - NAK80
(30 ~45HRC)

130(110-150)

RN 7J1<4D (L / BB/ HinEEr)BsEm)

TEN

Stainless Steel

SUS304 - SUS420
(=200HB)

125(100-140)

Hr BB LIRS

Precipitation Stainless Steel

SUS630

NS
Titanium Alloy

Ti-6Al-4V

115(90-130)

105(80-120)

IME oL USRI AR | BHAIRE BEOtEIIOEIEN R | AT St T el R | HEERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 10,600 2,670 8,500 1,970 6,900 1,600 6,600 1,400 6,100 1,290 5,600 1,190
8 8,000 2,020 6,400 1,480 5,200 1,210 5,000 1,060 4,600 980 4,200 890
10 6,400 1,920 5,100 1,330 4,100 1,070 4,000 960 3,700 890 3,300 790
12 5,300 1,590 4,200 1,090 3,500 910 3,300 790 3,000 720 2,800 670
16 3,980 1,690 3,180 1,190 2,590 970 2,490 870 2,290 800 2,090 730
20 3,180 1,350 2,550 960 2,070 780 1,990 700 1,830 640 1,670 580
YIHIRE ap e
Depth of Cut 4D 0.1D
’éﬁt}]‘ﬁﬂﬁ%}'ﬁ de =0.15D Dpepth of cut
B RE - 5T TOREEN] - SRR AN &
?gﬁ Mﬁﬁ%@i%an%iﬂ(a?ﬁn %%Zim SteeF-'I%l Stfﬂ)—SI Preh?r)d\ebrgﬂsjteel ~I;a-rﬁ1$e|35&eel Stazir:liﬁilgel Piﬁc- ﬁﬁjﬁﬁﬁfﬁ@el Titi ﬁﬁ%oy
T 55400 S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420 +
Work Material (~750N/mm?) (~30HRQ) (30 ~45HRC) (=200HB) SUs630 Ti-6Al-4V
IR
Cuting Speed 135(110-150) 115(100-140) 85(60-100) 75(50-90) 65(50-80) 55(40-70)
(m/min)
FINES oSSR GR | BHAIRE OISR N Gl | BHAEE BEStENEETE N R | HHSEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 7,200 1,670 6,100 1,290 4,500 950 4,000 770 3,400 650 2,900 560
8 5,400 1,250 4,600 980 3,400 720 3,000 580 2,600 500 2,200 430
10 4,300 1,200 3,700 890 2,700 650 2,400 530 2,100 460 1,800 400
12 3,600 1,010 3,100 740 2,300 550 2,000 440 1,700 370 1,500 330
16 2,690 1,080 2,290 800 1,690 590 1,490 480 1,290 420 1,090 330
20 2,150 860 1,830 640 1,350 470 1,190 390 1,040 340 880 260
MR ap Qe
Depth of Cut 4D =0.15D

KINTRESESMBESERENGRRMRP33) .

1.5 ERERE, SREETUR. TR,

2 HERETEEEEEN R RETE LA, BRETARIA, 1

AR S ERIBRH TR, HHAIREANRE,
3. BERERINTR, RIEEDRITIEIRR.

A FRINIERT, ATRERTIEEE, BERSLHRBRETRE.
ST, THBEGARER, has. REGS, HEFERANKE

eaZafCl:: il

6. WINTHEEFERBER T, BEATERE, HEERERITIAIR

E.

*For Ni-based alloys, use the standard side milling cutting condition table (p.33).

1. Use a rigid and precise machine and holder.

2.The rotational speed is calculated by the median of the recommended cutting

speed. Adjustment may be necessary depending on the rigidity of the workpiece
fixture and machine.
3. Please use a suitable fluid with high smoke retardant properties.

4. During dry (no fluid) milling, please use air blow to remove disposable chips from
the milling area and to eliminate chip packing.

5.Please use water-soluble coolant when machining stainless steel, precipitation

stainless steel, titanium alloy, Ni-based alloy.
6. Reduce speed and feed as well as depth of cut when high precision is required.
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AE-VMFE et

For Deep Side Milling

XJL/D=5LA ERYFREEHITEER - SFEERYINL

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

iz
Exa{zlu e Shank diameter
P ®10

2.5D7]<

*The recommended depth of cut varies
depending on the overhang length.
See p.38 for details.

AH7JIAREY s

Long length reduced shank type

2.5 X D cutting length
TR/NED Lo =
- BRDMIARSBRGES, A |
1T[Ex‘&z" ‘E:BDI Nointerference / -
Highly efficient deep side milling is _ -~
possible with large step milling of up to
5% D* / ~
EERRIATRK, PR
HIEBLpP.38. / zmam

<]

SMEP12
DC ¢12

Shank diameter

—r— BT B R T) BHMER FHEEIAAR.

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

AN NRETHEFARENT. NI,

Supports deep side milling and pocket milling of mold parts, etc.

- BENER KA N EMSZEAINTRE.

Supports various machining depths by changing the overhang length

R i TET HY RAZAR

R shape on the shank side edge

- HI0 I o B B Bl BT 7= AE RO R 2L

Suppresses streak generation by side step milling

HHRzIAY T B2+

Tool specifications engineered to suppress chattering

RAAFSE. £AF08. BEFERI,
EXAIIN L.

a] LASCHLARRE

The combination of variable lead, unequal spacing teeth and microrelief geometry

contributes to stable and high efficiency milling performance

BB p.24 See p.24 for detail

® s



DDI;E&}E Cutting Data

SHEK - SIEE PR )

High Efficiency - High Precision Stable deep side milling atL/D=7

WERAALMEF RA2(E, SIMRIFAINTIHEE

Achieves good milling accuracy with about twice the efficiency versus conventional products

ERTE AE-VMFE 12 (7J%30mm) FEMEFER @12 (73i<18mm) LMEBKTIE ¢ 12 (77£90mm)

Tool L.O.C. Conventional L.O.C. Conventional Extra-long Type L.O.C.

INTAAH

Work Material SKD61(40HRC) N REHEREE
WETTE

INIAEE MIE 5> B EEHY k3 s

Milling Method Side Step Milling Side Milling direction

Eﬁ?r%geed 120m/min (3,183min™) 90m/min (2,387min) 25m/min (663min‘") 72mm

ISR 1,06 Tmm/min (0.083mm/t) | 800mm/min (0.084mm/t) 132mm/min (0.05mm/t)

Feed 100mm

TIERE aAp=18mm X4;X 4times | Ap=12mm X6;X 6times ap=72mm

Depth of Cut de=0.05mm de=0.05mm de=0.05mm

IESMHE =

Overhang Length 84mm L/D=7 100mm

i/ IN:i )2 #323%) 294570 294570

Processing Time Approximately 23 Seconds Approximately 45 Seconds Approximately 45 Seconds

gl il e

Coolant Air Blow

(SRR SN (BT40)

Machine Vertical Machining Center

* DDI*%EE Machining accuracy
DDIE After machining

(mm) 70 —— AE-VMFE AE-VMFE AEF=& VAR 7] B L 2
e PR Conventional Conventional Extra-long Type [T i‘
60 Conventional E =
LAEBE I8 wy i
50 Conventional Extra-long Type < KK
il : :
&
£ 40
H
3 30
2
§ 20
=

10
0 : : : Ra : 0.09um Ra: 1.45um Ra :1.46um
0.04 0.06 0.08 (mm) Rz : 1.03um Rz : 7.49um Rz : 8.07um
ikTJE Deflection
Zero CUtE After zero cut
(mm) 70 —— AE-VMFE IR BT
e ) I FE R AE-VMFE Conventi::al Conven/t{iﬁﬁtﬁz?long Type
60 Conventional
LA 7)Y
Conventional Extra-long Type
50 ) .
|
L
& 40
% 30
g 2
=
10
0 : : : : Ra : 0.08um Ra : 1.07um Ra :1.17um
0.02 0.04 0.06 0.08 (mm) Rz : 0.96um Rz :6.37um Rz :6.99um

iE7JE Deflection

pocid o)

For Deep Side Milling



EEE%@*RHE%%D ;\%Ei_&bnlgg Anti-Vibration Carbide End Mill for Deep Side Milling

AE-VMFE

R
vy I AN | SPED
CARBIDE  puARISE .03 T A0~

DC=12 0~-0.02

142DC 0~-0.03
ol _| s -

o N

47 APMX \ %5 R7] Radius Chamfering §
4-Flute LF g

= X AMEREAORRA TRLESERINTAFARK, HFARTER.
The radius chamfering is not a full radius since it is for preventing streaks
during step milling.

57]
5-Flute
N |
S|Z7l<9__ﬂ Square Type BEfmm  Unittmm
BmsS GM2 2K UARS LTS T EF
EDP No. DC LF APMX DCON ZEFP Stock
8549916 6 100 15 4 o
8549918 8 110 20 6 4 o
8549920 10 130 25 8 o
8549922 12 150 30 10 A o
8549924 14 160 35 12 o
8549928 18 180 45 16 5 o
8549932 22 200 55 20 o
@ =ixfEEER @=Standard stock item
% BI \\ 777777777777777777777777777777 }7
; < APMX ¥R Radius Chamfering %
il ¢/ LF E
,% X AMHERRA T HLESBRINTRF4ERK, HARTER.
The radius chamfering is not a full radius since it is for preventing streaks
| during step milling.
o
= | 5-Flute
EIM%E Radius Type Bfmm  Unit:mm
BmsS IMEX BT =S VIS wE T Bz
EDP No. DCXRE LF APMX DCON ZEFP Stock
8549945 6 X R0O.5 100 15 4 o
8549955 8 X RO.5 110 20 6 A [
8549965 10 X RO.5 [
130 25 8 4
8549966 10 X R1 D O
8549975 12 X RO.5 A o
150 30 10
8549976 12 X R1 D O
8549985 14 X RO.5 A o
160 35 12
8549986 14 X R1 D O
8549995 18 X RO.5 O
180 45 16 5
8549996 18 X R1 A o
8550005 22 X R0O.5 D O
200 55 20
8550006 22 X R1 A o
- FRRIRBEIESP. 12, - See p.12 for explanation of icons. ® =R R O = finEERFR (FAESE. )
Standard stock item Limited standard stock item
DHIM*W?T}L\L"%E Applicable Work Materials
—RRABEFN =k FesEsN
wEm | aeTEN RN RN B% | mes | E\et | Hes | Wnas
Mild Steel Alloy Steel Pl e e Stainless Steel Castlron CopperAlloy | Aluminium Alloy | Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB
AE-VMFE O O @) © @) @)

s



A E_VM F E t)J ﬁ”%’-:ﬁ-%)ﬁ% Cutting Condition
SEELBY/[RGNEBLE R avptes to sauare radius type

mu%ﬁ'ﬁ Side Milling
T —HOERR BE 5 EETET M L T - ki THER  (ee— SN

Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel e e & EiT s Gt Titanium Alloy Ni-Based Alloy

2L IS IETIOIN  SCM - SKS - SKD [ CRIN VN SUS304 - SUS420 ;
orkaterial |~ (~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB) 5US630 Ti-6Al-4V

Inconel 718

”
?’i{%’% 120(100-140) | 120(100-140) | 120(100-140) | 120(100-140) | 115(100-130) | 105(90-120) 70(60-80)
m/min,

GME | ERER EHRERE el o HESERE BHAIRE ot b DE gl R | RIS o iz
Mill Dia. Speed Feed Feed Speed Feed Feed Speed Feed Feed Speed Feed
(mm) (min™)  (mm/min) (mm/min) [T IR VTH)] (mm/min) (T IR VNTT))] (mm/min) GRS 1T0))

6 6,370 2,550 6,370 2,290 6,370 2,040 6,370 1,910 6,100 1,590 5,570 1,340 3,720 740

8 4,780 1,910 4,780 1,720 4,780 1,530 4,780 1,430 4,580 1,190 4,180 1,000 2,790 560
10 3,820 1,530 3,820 1,380 3,820 1,220 3,820 1,150 3,660 950 3,340 800 2,230 490
12 3,180 1,270 3,180 1,140 3,180 1,020 3,180 950 3,050 790 2,790 670 1,860 410
14 2,730 1,090 2,730 980 2,730 870 2,730 820 2,620 680 2,390 570 1,590 480
18 2,120 850 2,120 760 2,120 680 2,120 640 2,030 530 1,860 450 1,240 370
22 1,740 700 1,740 630 1,740 560 1,740 520 1,660 430 1,520 360 1,010 300

kIR * ap ae
Depth of Cut Z 2D 0.1D
’ ae
1. FREEEHRENNERSEER FHISEAE., ; Lhe abp\{g mil(;ing cqnditior;]i's a gu:jdﬁlilnde for the overhang length is 5X D.
2 BN, SEETL. T, -Usearigid and precise machine and holder. o o
' ; . e s 3. Adjustment may be necessary depending on the rigidity of the workpiece fixture and
3. BIRIETHH0SERE, MVMAOMIM SRR, HATRE, machine, yEpenang o e ey ’
4 EERENNTAE, RREEDAIEBR., 4.Please use a suitable fluid with high smoke retardant properties.
5. FRMTBRT, NTRSHIIEEE, BERsARRERE 5. During dry (no fluid) milling, please use air blow to remove disposable chips from the
6. INTRAN, FTHELAAEN, Hae. BRAS, EREREHE milling area and to eliminate chip packing.
et v AR s - ! 6. Please use water-soluble coolant when machining stainless steel, precipitation stainless
HlEF steel, titanium alloy, Ni-based alloy.
7 I TEEEERNENT, BENTESE, HEERIERE. 7. Redyce speed and feed as well as dept'h of cut when high precision is required. el
8. BHIRKIERT, Ba% RESHEIUTINS RS2 E T 8. SAdééJi?iteghe speed and feed accordingly when the overhang length is longer than S |E[|
BERARE, petiee o8
<K

*E?E%{EF %’}‘{{E’ﬂt}] ﬁu ,—%#F'UE]%%%{E Cutting Condition Guide for Changes in Overhang Length

AT —MRASIEFEN - RN - Fix - 2l - GETEN FRAEEN - RN - AN RE® - BEAS
T Mild Steel - Carbon Steel - Cast Iron - Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel - Stainless Steel .T"a“'um Alloy - Ni-Based Alloy
(~750N/mm?,~30HRC) (30~45HRQC) Ti-6Al-4V - Inconel 718
s UHIEE aE YIHIRE IMIERS | A YIRIRE UIMIRRE YIHIRE
%mai Cutting Spe?i s Ee%fg Depth of Cﬁ C?JJmEnJg Speﬁi J"E Ilf:eled E Depth of Cﬁ ngtiﬁn-gyjshp% et &e%fg Depthlof Cﬁ
ve (m/min)  (mm/min) (m/min) | (mm/min) o ae (m/min)  (mm/min)
6 80% 80% 1.7D 0.08D 80% 80% 1.7D 0.08D 80% 80% 1.7D 0.08D
7 65% 65% 1.6D 0.05D 65% 65% 1.6D 0.05D 65% 65% 1.6D 0.05D
8 50% 50% 1.5D 0.03D 40% 40% 1.5D 0.03D 30% 30% 1.5D 0.03D

posid Cg)

For Deep Side Milling



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 REHEF XD SR — SRR MR 1720E20072
HHiE: 022-23037566/022-27357729 HiRZ®: 300100

BXEHN (Lig) #BLLEESsAr
ek SREHIIhREEXEREEENERES T OA28R1213E
EiE: 0757-86777181 HRgm: 528200

B (L) AN
Hght: SARFERRN S LRI 138 S 2 ILIHIRF3 S 4% 182551002
FEiE: 186-3092-1318; BR%m: 450016

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

Bt (E8) KESAE
Hollk: T TFEAEFARXECERAEB2006
F3i&: 0411-87655185; {EE: 0411-87655186; Hf4m: 116600

EXEH (Ei) BRHAE
ek WAREE Bt IHEE305HIAT 153 S#28551202=
EiF: 0532-66775787 f€H: 0532-66775797 HB4R: 266034

BREH (L) MEPRSESSAT
itk T EAmIL XI5 #E9-25 LR ERRCEE311
FHiE: 024-22852762 HR4%: 110000

R (L) KEHSM
lik: EMEE TN X1 S AR EFRARE8 045
FHiE: 0431-89388499; fEE: 0431-89230366; HB4m: 130012

BREA (LifE) PeERSRSSAT
otk )| EREB T EVR K A RIS 27 ST R ERR2451 5T803=
EHiE: 028-65783992;  f&E: 028-85005292;  HB4m: 610042

BREH (Efg) BRSSP
ik BRIt EEEEE18SHiaEi B ubg4E12-1
FEiE: 023-67136872; k%R : 401120

B (L) RS
ik HEE IR DY XS LR AEBEE1217=
FEiE: 027-85557360; HR4m: 430010

R (i) Fe=Sh
ek TREREHRTERSREE 1 SITCHRHI1)3405-03=
FEiE: 0769-81550050  {&EL: 0769-81550030; HB4R: 523845

Http://www.chinaosg.com

400 888 2086

9:00712:00/13:0017:00 RikEms+

E-mail:business@chinaosg.com

* PRINTED WITH
SOYINK

HEAENRIER
MBS HE ERERA






