DLC Coated End Mills for Non-ferrous Materials Vol.8
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AE-TS-N- AE-TL-N - AE-VTS-N- AE-VTFE-N- PXAL

tRAER IR AE-TL-N

Standard Long

raTEtE7IE (-N)

Chipbreaker(-N) Type

AL - FANAE

Square - Radius Type

B IN505K

50 new items added
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ME — BERTIESSBMINRESE — .
Ilajn-\dag Standard specification suitable for non-ferrous r;a:elrial ;Ir:ocessing DLC-SU PER HARD ;$§ Coating

%E?J ﬂ Short

“TC-N 507 @k
AE TS N 1.5><Dzat;t’:g(;ﬂi:fha(ﬁe)cklength3xD) P'9 U'

3|Z§k§,_u Square Type P12
9&%;__*.2 (-SP) Sharp Corner Edge Type P13
S‘Iﬁﬁﬁg Radius Type P14

'l'ﬁy]ﬁg Long
AE-TL- N 33><DI)/;55Dx?)jct?ting length P.9

:F‘\ ;__:Fg Square Type - P15

SR (-SP) Sharp Corner Edge Type P16
AE-TL-N #tim#nz(nsosonk P17

With Chipbreaker 3 x D/5 x D cutting length °

S|Z¢ 3_}’2 Square Type P18

EEMAAEY Radius Type P.19
e b —
= M BB — WESHMINETEE — e
High Performance High performance type that supports a wide range of applications D LC' I G USS Iﬁ% Coating

%Ey] iu Short

AE-VTS-N [ DZEERID) P.29
SEELAY squareType P32
SR (-SP) sharp Corner Edge Type P33
[RENEBEY RadiusType P34

%TEE:E}JHIE For Deep Side Milling
AE-VTFE-N 2507k tansmm) “ 2
2.5 x D cutting length (Long length reduced shank type)

P.39
:F‘\ ;__;é Square Type P43
[RISMAREY RadiusType P44

ﬂ;ﬁ%iﬁ%ﬁﬂ PXM Exchangeable Head End Mill

DT . :
PXAL 11x chJthﬁt'i(ng length P47 L__._a

LAY squareType oo
B‘JI(%&” Radius Type

PXMZ E*ﬁﬂﬂ Straight Shank Holder forp X~~~ e P51
PXMC PXMEFIFE R collet for PxM Exchangeable Head End Mill = P55



Application mrwss

me | wo, | RENT | nAmT | gEENT | RWINT | S
1 H ¢
B2 nid] ‘
AE-TS-N 15D Square
: S
BIR lust:l(n[g) ShaertcﬁerEdge © * * o o 5 R .
Short length ooty
Radius
SSFSEEA
3D7J quare
; RfgE
dard c3:1t>t<ir|\)g SharpCﬁerEdge O i\\( © © O © O O
length HHTEET]
AE-TL-N Chipbreaker
K
on Fam
5DTHE Square
defym
csut>t<ir% Sharaptcﬁergdge VAN * O o . . R A
length HRBIET]
Chipbreaker
SSF%'-EA
AE-VTS-N 1.5D7}< quare
d REE
| llft;l(ng Sharp Comer Edge 71\( i\( * 71\*7 * * i\{ *
Short length Sy
Radius
= ~2M AE-VTFE-N 25p731¢ SSF%_ELJ
REEINTR 25X D quare
g For Deep Side cutting | MINMEE AN © O % . . . .
Performance Milling length Radhus
PXAL 1o |
> 1XD quare
Exﬂﬁiﬁle cutting BN R 7,/\*7 * * * * * * *
=ad lenotl Radius
ot e i s (Jﬁﬁﬁ) N—=0O—0 - (BEF)
*Forapplications with large chip accumulation, the chipbreaker type end mill is recommended. (Fain) (Best)

i Side Milling Deep Side Milling

I | ijig'ﬁézbu I E’:ﬁ E%ﬁ)ﬁ’]u IFE D LC%B %ﬁirﬁ;a}:\egoenq?ewgtsfgggﬁp side Mgk ‘ REENDT

AE'VTF E'N * ff’?%gs—fﬂﬂlgﬂ High Performance Type For Deep Side Milling
0 TR25D Qutinglengh e —D
HMZ ¢ 6 ~ @ 22 Tool Diameter = = : | A)Eglss'[;\l « AE-VTS-N
- ETRIRIZ3D
PXAL =mT#:5Lz£57] PXM Exchangeable Head End Mill PXM - Cutting Length 1.5X D
}]l] 6D 734 1D Cutting Length J : - Supports up to 3X D
MR @ 10 ~ @ 25 Tool Diameter : W AE-TL-N

3z= - 7Ji3D-5D

B )

o~ AE-TL-N K778 Long Type e - Cutting Length 3X D /5X D

s 4D 734 3D - 5D Cutting Length WSTSS E - Supports up to 5X D

& 4MR ¢ 3 ~@ 25 Tool Diameter : H PXAL

2 - TKID

£ - BARTHRIZTD

=

3 -TS- y K - T - Cutting Length 1 D

= 4P Do T e Supporsupto 7D

THE 1.5D Cutting Length "~ M) 7K 1.5D Cutting Length g W AE-VTFE-N
SME @ 1 ~ @ 25 Tool Diameter M @ 1~ 12 Tool Diameter - FB7] - I<AREL
- ERARI SR ZES8D
- Long length reduced shank type
- Supports up to 8X D
5 10 15 20 25
MR Tool Diameter (mm)

XHME G22A9 AE-VTFE-NIBFEL/D =7LA TR
*Please use the 22 AE-VTFE-N atL/D =7 or less.

&




D LC iﬁ% E’_\] q%)e—‘-_‘ Features of DLC coating

=R T AR S BIN T
~ — 210N
DLCRENZE 01!
DLC coating revolutionizes the processing of non-ferrous materials!

DLCGRERME B! BERENFEE, MEXMHASENEBENESEFIFRERLEHRNRT.

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

N, A N
% m JL% ﬁj\ jg 2 *q] D LC ;ﬁ )% Two types of DLC coatings to accommodate specific application needs
DLC-IGUSS gl?;i ﬁﬁﬁ%np Thick coating type for long tool life

ERERADHTIRER, TR TRENBWAETIKEH L. &R H:AE-VTS-N - AE-VTFE-N - PXAL
Thick coating type suppresses wear on the cutting edge to enable high durability and long tool life. Applicable tools
DLC-S U PE R HARD 5 %%Ei‘l 7 Em%*u ﬁ Thin coating type with emphasis on sharpness
MNEMREEES, TIAREF NSRS E. ERIR:AE-TS-N - AE-TL-N
High adhesion to the base material to enable sharp cutting performance and high welding resistance. apelicabSliogls
e |FESEE = } - -
. BEE | apme | BE SRRSO | ERmy | WEAEEE BB copus mem | WAEE | gu
Name of Coating CEilig Co;tﬁg Type (GPa) Oxidation Goeliitdati Coating Coating Surface Wear Welding | 15 0hness
Color Hardness Temperature of Friction Thickness | Temperature Roughness | Resistance | Resistance
Fise ;
DLCIGUSS | inefernce DLCGPRich) | 60 550 0.10 08 400 % o % O
olor
Foe ;
DLC-SUPER HARD | mererence | 1€ SP2Rich) | 60 550 0.10 02 400 * o % O
olor

(txAE) O = O = % (&fF)

(Good) (Best)

. mjj-%j:* &*u ﬂﬁj- E E Abrasion resistance and welding resistance

OSGHDLCREMERENTAS LS, ZAENEKES BN THTIR T REEHMMNIHNREN.

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.

ﬂﬁﬂ%;ﬁ'& Wear Resistance m?‘égﬁ Welding Resistance
A5052(9NT Bl I0 R REA R

Milling in A5052 Surface condition after pin-on-disc test
FRTER SE37]FLB 10 - = N
Tool a%ﬁ%e SqL?aJ:eFE%d M?‘I?gll.?tjes DUSELED DLC-SUPER HARD %ﬁggﬁﬁﬁ@ﬁ)
INTAA%S . '

Work Material A5052

TIHEE : A

Cutting Speed 200m/min (6,370min")

gﬁi@g 0.08mm/t (1,530mm/min)

: =

DE%# ojf%ut Ap=5mm Qde=8mm

PR3 SR I e HIeHR

Coolant Air-blow Test Material A7075

SRR TRINTHG »

Machine Vertical Machining Center %’ietﬁﬁ;/?‘%nment Open Atmosphere

TIHHKE

Milling Length 50m




FEFIZERE DD TEHE cutins doson atuminum prtprocessing

IR Z AN 7%

Suitable for a wide range of applications

INIT#4% - A5052

Work Material

{SEFRHL - SH N TH

Machine : Five-axis Machining Center

FimKA : HSK63

Main Spindle

BEH®E  25,000min
Maximum RPM

TN - RAEET IR

Holder : Shrink Fit

{IE#F - MQL*

Coolant

H*EMSEERE, £FRMAL

MQL is used for filming the video

IHEE|  MIHM MIFE | MIAE |
Process Milling Part Processing Method Process
£ FEANLT ML
® CH FEML | BT pxAL250C25-03R100
ES EeLkinT FEANT
@ Ove?ﬁ grﬁfﬁﬂlling Roughing PXALzOOC20-03R1OO ‘
® tm@ FEMI | M
Top Face Milling Finishing
AE-TS-N ¢ 12X36
@ | Oa-AUE sk T
Boss, Hole Side Side Milling Finishing ‘
® 3b75 FEMI | 0T
Hole Top Face Milling Finishing
TFLH s BT
@ Coulnterbolr:é[%Nall SidTMilling FEishing AE-VTS-N ¢ 12X 36
AT |
® s BT | fowohns
Groove Pocket Milling =T
Finishing
e BT | fevonns
Bottlc:)lm Pock:;_MiIIing *ﬁj][]l AE-VTS- N ¢ 1 0 x 30
Finishing
i TENNT (54 T |
© Slot Slot MiIIing 5-$axis) ﬁishing AE-TS-N ¢10X%30
HNE A TR " T
Qustmts, | s, | e | AETL-N 98x40

&



RHITEBH DO TEIRE cuins s onstaminum prtprocesing

—— = —— ]
SEE=1T)

TS AR

Part Name : Vacuum Chamber

InI#4# - A5056

Work Material

{SEFRHIA - S4BT

Machine : Five-axis Machining Center

SR : HSK-A63

Main Spindle

YIBHR - MQL™

Coolant

KEMBHEEE, EAMQL
MQL is used for filming the video

BE,

SREOINT FLANTAE A7 A DR

However, water-soluble coolant is used for threading

and drilling

IFRES|  NI&ERGI
Processing Location
L@ fumE
® Top and Side

mInE

Process

AT - #5NT

Roughing- Finishing

AR

SAnT

PFALO4R100M25.4-8 ¢ 100

@ | WEOEES

Side Convex Part

FEINT- }EInT

Roughing- Finishing

AE-VTFE-N ¢12
(L/D=5.5 66mm)

©) e NI4T AE-VTFE-N ¢12
Side Roughing- Finishing (L/D=8 96mm)
FEINT
BEHe. ® e AE-TS-N ¢20X 60
@ Pocket EEEBDI ¢
Bottom Finishing
- FHEINT
A @ AE-VTFE-N ¢12
@ Pizt Semi—finﬁ{-]rﬂ;;l:Finishing (L/D=5'5 66mm)
. HAEIT
® | ZESO T AE-TL-N ¢12X60
Semi-finishing - Finishing
EiERL T
Helical Milling AE-VTFE-N ¢ 12
Cﬁiug,ul (L/D=5.5 66mm)
@ | WEOSHE :
Side Convex Part BIfEmT PLDS11R0025516-90
Chamfering ®14.4X90°
PIZENT M8x1.25 | AT-2 R-SPEC M8X1.25
Threading 6.2X16 P1.25 INT

B

FEINT- #EINT

Roughing- Finishing

AE-VTS-N ¢ 10X 30

Seal Surface

FLonT

Drilling

NF-GDN ¢5

8




=20 THI;

Optimum tooling for highly efficient machining

A8 30/ 5emi4iE TRREIEE 0T

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

x{ETH

EFEIE@J% List of tools used

ETENIAS EETE
Main Machining Tool
TEHE TR @ Processes -
. EEmINT
Part Name :Inverter Case Ma:%g?urface PFALO4R063M22-8 ¢63
- Milling
z]uIM*‘l'  AC4C 735k : PXAL200C20-03R000 ¢20
Work Material SEEANL | Head
Face Milling | JJ#F : PXMZ-C2005520-5120
RN - SPEEDIO &% Hol\der.
Machine : SPEEDIO series Z‘ga:dk : PXAL200C20-03R000 ¢ 20
: PXMZ-C200S5520-S120
4RI BT30 ST | o
Main Spindle contourMiling | e TSN ¢10X30
3 = ol 3 AE-VML 12X48-N
YIEIER - 2K IE R L
Coolant : Water-soluble EnT AE-TS-N »3X9
SlotMilling | AE-VTS-N ®10x30
NThe g
S1E BTkt p ADO-SUS-3D 2.8
Cooperation : BROTHER INDUSTRIES, LTD. s EED’O
ADO-SUS-3D ¢3.5
FLonT ADO-SUS-3D ¢4.2
Drilling
ADO-SUS-3D ¢7.9
73 ZS A —
ﬂ‘é.:JJIIIIWerES EB - P2D3000BT30M09 ¢ 30
Introduction of a part of the machining process (JERRBT30— (A= ATE{45SL) Special
LIRS TIHRE EEINT
0T e Cutting Condition Depth,of Cut i@lﬂface ADF-2D ¢13
[va=% fERTEHR MIAS _ e Drilling
Processing Tool Process Cﬂ]gu%fgd ﬁ%ﬁ]%fg ap ae BT
i uttin pee ee o
tocaton (m/gmin) (mm/min) () || () Chamfering AD-LDS ¢8x90
735k : PXAL200C20-03R000 ¢ 20 - X0.
@ | Hesd ? FEMT | 500 4000 | 4| 1g A-SFTM4x0.5
JI+F : PXMZ-C2005520-5120 Face Milling | (8,000min™) | (0.167mm/t) A-SFT M5X0.8
Holder EQDEI
Threading | 5 XPF M3 0.5
rEBE 150 2,000
AETS-N  @3%9 SiotMilling | (16,000min") | (0.0d2mmsy | | | 3 AT-2 R-SPEC M8X1.25 6.2X 16 P1.25-INT
& 410 3,820 FLFEMT
AE-VTS-N ¢10%30 Slot Milling | (13,000min™) | (0.098mm/t) 15110 Hole I?inishing CRM o8

~N
g"kﬂﬂjclllﬁéﬁ%ﬁ’]ﬂlﬂ{l’lﬁ_] ! Enables dramatic reduction in machining time!
AT-2 R-S PEC HEﬁQEmﬁfﬁmEﬁgﬂgﬁ%ﬂ Scan for details
High-efficiency thread mill with end-cutting edge for non-ferrous metals | The A Brand
FEFLEASk 223
Pre-drilling Threading
PAE
et + FF RS TLR I T B
hod
(z;g?gée?ses) Useful for preventing shifting of cutting position in cast hole
BE—BIEHTHA &R
—{MUBIIRREELRIN T
Achieves drilling and threading by
continuous helical cutting with a
single tool
- J

&




*ﬁﬂg’]u I&;E Cutting data on resin processing

F SR EE R E

Machining of semiconductor socket model

5B : SPEEDIO &7l

Machine : SPEEDIO series

TSR BT30
Main Spindle

THEIRETTE - SRR

Workpiece Fixation Method : Double-sided Tape

YIEIHR | SR

Coolant : Air-blow

B R TI s att

Cooperation : BROTHER INDUSTRIES, LTD.

JJ{K : PEDCO9R125M25.4-5(¢p125%X57])

SPEEDIO

I75E

Processing Method

2 HIIN T

INT#4%4 : PEEKIRAS (30wt % IIBLT4EBULFLR)

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

TIHIEEE
Cutting Speed
(m/min)

HIERE
Feed
(mm/min)

Depth of Cut

adp (mm) | de (mm)

Body Flutes SE@mnLT 1,000
JJF: : SDHT09T308FR-NM (XP4610) ceniing | (2,540min”) | 838 (0.066mm/t) 1 0.9 | 50
Insert
AE-TS-N ¢ 10X 30 e I ol (1.9Tomin™y | 375 (0.065 mm/t) 8 | 045
SEP-EL ¢3X9 PIEIT | o550min") | 2865 0Immi) | 24 | 2
&L 60
Mielriret (9,550min")| 3820 (0.13mm/t) 24 | 2
SEP-EL ¢2X6 S — 60
=510
raesem g | (9,550min™) | 3820 (0.13mm/t) 05 | 1.2
BRERFLANT 10 95 (0.015mm/rev) _
MRS-GDL ¢0.5 Pocket Inner Hole Drilling| (6,360min™") | Step Feed =0.2mm (G73) 3
CA-SCC ¢0.8X45° X3 COLBML | o csomin’y| 955 (0.05mm/o) 02 | 02
ADF-2D ¢6.5 Cﬂik%ﬁg (1,95‘(1)?nin") 390 (0.2mm/rev) 3 -
cllc. LT 40 382 (0.09mm/rev) _
EX-SUS-GDS ¢3 Drilling (4,240min™") | Step Feed =2mm (G73) 3
_clle. T 40 382 (0.12mm/rev) _
EX-SUS-GDS ¢4 Drilling (3,180min™") | Step Feed =2mm (G73) >

s




g 475 o0 I

Machining of Valve

DT A4% : PTFEAIES

Work Material : PTFE Resin

{SEFBH# : SPEEDIO &%l

Machine : SPEEDIO series

T8 1 BT30
Main Spindle

THEIRETTE  ERREEH

Workpiece Fixation Method : Double-sided Tape

YOI - SRzt

Coolant : Air-blow

e BB TSt

Cooperation : BROTHER INDUSTRIES, LTD.

SPEEDIO

INT5E

Processing Method

TIHI S
Cutting Speed
(m/min)

BHRRE
Feed
(mm/min)

THRE
Depth of Cut

‘ ap (mm)

de (mm)

EX-SUS-GDS ¢8 AT 40 (1,59min") | o 382 O2mmie | - | -
AE-TS-N ¢10X30 RIAFBEEEMT | 90 (2,860min") 1,716 (0.2mm/t) 8 | s
AT-19.67X 14.7 Rc19 RI4ISSHESINT | g0 (2,890min™) 723 9.71 | -
CA-SCC ¢0.8X45° X3 COSEIBINT 50 (5,300min") 530 (0.05mm/t) 0.5 | 05
ADF-2D ¢10.9 AL 40 (1,169min") | 383 (0.33mm/rev) | 11 | —
AT-19.67X14.7 Rc19 REVAISPBIINL | 80 (2,890min™) 723 94 | -
CA-SCC ¢0.8X45° X3 COSEIBIT 50 (5,300min") 530 (0.05mm/t) 0.5 | 05




e EBINT A DLCHERE &85 /]

DLC Coated Carbide End Mills for Non-Ferrous Materials

AE-TS-N-AE-TL-N

& AT IFek % /B I TAItRAETV =+

Standard specification suitable for non-ferrous material processing

At E

Large core design

NI, BrLE#RRD

High rigidity prevents chattering

L]

Center cutting edge

AT

Can be used for plunging

# S HEETE FRERNESEFINERTDRT R

New flute form Cutting edge specification that achieves both rigidity and sharpness

RIFRIHFBIE SIS AR R A0 TERE

Facilitates excellent chip evacuation Achieves high durability and good surface finish

O Surface o)
&

x: DLC-SUPER HARD#E

DLC-SUPER HARD Coating

BURERANERE, MERMASENERENESS
FERERAFEHRIRA. Wi, RIFHIEFIERTIDE
ER, LILRHIN THRE.

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.

FENIESHEEE

Balancing rigidity and chip evacuation capability

BEXASERESRIE, MERD.
Boh, RAHBUERFHFENBERIR, RENESHEE

o
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.

L\,HIFZ 5‘: Conventional

Hisk © HEBREE  Arrow: indicates chip discharge direction

a




((\e(\tal Con /gy
2

. RKADLCIRE, JIEEFHK

Long tool life with DLC coating

TRKERUCAILIRDRFINTE, BFRTHARR.
5, BSEHE - BRE. BRASBEER, TR T BREARENINTIREG.

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

RADLCKRE, kiEEMBEENE, LRKEGNK.

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

g

@

FEES%E P20
Refer to p.20 for details

AR I AT
gRETA AETS.N | RAREREEE | WEHKE B
Tool ®10x30 10 37] Flutes
T
Work Material A7075
A% % 11.2m =
Processing Method Slot Milling e v
M SR
g 300m/min (9,550min"") B2y
utting Speed <
e 1,430mm/min (0.05mm/t) -
TIHRE & o U
Depth of Cut dap =10mm 56m @\E =
. Ll
il S <
Coolant Air-blow
BEFRHIAR ST (BT40)
Machine Vertical Machining Center

KATHIADLCREINR, RASSHI TR,

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

&

st o, 8] X E\Zw HEZI”I

Also compatible with resin processing

BIEEASR, tREL RN EE RFIIN THmMER.

Achieves high efficiency and good machined surface quality even with air-blow.

L AE-TL-N ¢3X9-SP

ool

T4t @OPP @MCRE# ® PPSH#IlE(GF : 40wt%)

Work Material MC Nylon PPS Resin

I fEgEinT TEIT BIpshnT MEFEINT
Processing Method Plunging Slot Milling Pocket Milling Side Finishing
TIHIEE . -

Cutting Speed 80m/min (8,500min")

briz-=y Ji-1 300mm/min 2,040mm/min 2,040mm/min 1,020mm/min
Feed (0.035mm/rev) (0.08mm/t) (0.08mm/t) (0.04mm/t)
TIHIRE ap =1mm (5%) +0.7mm | ap =1mm (5}%) +0.7mm |@P=1mm (52%) +0.7mm dp=5.7mm
Depth of Cut Pass Pass de=1.5mm Pass de =0.3mm
POHUER SR

Coolant Air-blow

FEFEHR 7z TG (BT30)

Machine Vertical Machining Center

THEERE

Workpiece Fixation Dfﬂfiﬁu e

Method P

"

OPP @MCEE @ PPS WA

MC Nylon PPS Resin




DI TEHE congoue

(SN 5357 (O IN TR coos mocnes sy
DLC# BB TS BN TR AT IE AN R

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

SRR FHIN TERE.

Achieves good machined surface quality.

_TS- o]
AT AETSN 2 Bleg Ve
Tool Conventional _ I
Square 20mm -
-
TR -
Work Material A7075 _ “
40mm ——m8—
INIF5E IS B [
Processing Method Side Step Milling
IHLEE . . 20mm
Cutting Speed 300m/min (4,750min"")
= 700mm/min (0.05mm/t)*
TEIRE ap =20mm X2)% de =6mm —>—l<m
Depth of Cut 2 times
il KAL)
Coola,nt Water—solui)le tﬂﬁﬂ?‘ﬂﬁﬁ WEQ@HE*H%E Hra
N Side roughness at the initial stage of machining Hr:
(SEFRHIAR ErlIN T (BTS0)
Machine Horizontal Machining Center (um) 1

HATHTIEIRE, EERHEEREHITINT.

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

0.8
Eﬁi‘ﬂgﬂﬂlﬁ Good machined surface =
AE-TS-N ez LIS 2
Square Conventional *ﬁ 0.6
e ] 3 B }E
p—— | 3
. S 04
= i 8

0.2

A = A =

0
AE-TS-N #3® LAEF=5
Square Conventional
1 -

@gﬂ&%ﬁéﬂ'ﬂﬁ&% Effects of the radius type
Bl AEEERREREINIENRE.
The radius type is effective in improving the machined surface quality of the bottom surface.
SETE AE-TS-N EEHfE AE-TS-N FEsL8 FOHI¥DHA B AO e T KRGS B o
Tool »6X18%X R0.5 »6X18 Bottom roughness at the initial stage of machining Hr:

o0 Radius Square (UM) 8 [r--====mmm e r e e oo oo
T4
Work Material A7075
INIT5E &%
Processing Method Slot Milling %
M - i in- ]
Cutting Speed Vc=350m/min(18,568min") IE

NE

N ] . 15
pes Vf=2,785mm/min (0.05mm/t) ;
PIHIRE £
Depth of Cut ap=6mm (1D) 3
gl IR
Coolant Water-soluble
{sEFEUAR SN T AL (BT40)
Machine Vertical Machining Center

AE-TS-N E3TfaE AE-TS-N L&

Radius Square

a



HE%%EED”I% D LC Eﬁéﬁ%ﬂ 39] %Eng! DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

The A Brand
AE-TS-N 3.8 &
Square E 3
- Typel . -
" | S - —-—-— -3
APMX
Ly
RETRSERBTINER, (BXHFHMIEMRE. LH
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
& IS ——
m AW  SPEED =
CARBIDE o FEED APMX
DLC AT 4T py L >
0~-0.02 = - z
- REEC
B
1 .5D wﬁ(éﬁﬁ:ﬂ D) 1.5 X D cutting length (Neck length 3 X D) BT :mm  Unit:mm <
e SMEX S &K | TK " wE | @ | R | B =
EDP No. DCXLU LF APMX DCON DN Type Stock = o _II
8557235 1 x 3 45 15 8.6 4 095 | 1 © Bg
8557236 15X 45 45 23 9.3 4 1.45 1 <
8557237 2 X 6 45 3 10.1 4 1.9 1 o
8557238 25X 75 45 3.8 10.6 4 24 1 o
8557330 3 X9 55 4.5 14.8 6 2.85 1 o
8557331 4 X 12 55 6 15.9 6 3.8 1 )
8557332 5 X15 55 7.5 17 6 4.8 1 o
8557333 6 X 18 60 9 = 6 5.8 2 o
8557334 8 X24 70 12 — 8 7.7 2 o
8557335 10 X 30 75 15 = 10 9.7 2 o
8557336 12 X 36 80 18 - 12 1.7 2 o
8557337 16 X 48 110 24 = 16 15.7 2 o
8557338 20 X 60 120 30 - 20 19.7 2 o
8557339 25 X75 140 375 = 25 24.7 2 ()
@ =#iREEFR @=Standard stock item
. */j_ii,l:!ﬁ?,ﬂﬂ Guide for Icons
n ME Tool Materials %E&tﬂ Surface Treatment
aRpiDE  EREE BN DLCRE BN DLC-IGUSS 2
Tungsten Carbide DLC DLC Coating DLGIGUSS  DLC-IGUSS Coating
iﬁﬁﬁ% Helix Angle R g‘iﬂ:ﬁ Tolerance of Radius Qb?éﬂggiﬂ:% Tolerance for milling diameter
R
RN AR EIRiER W FrEASTIN R SITE RHETIHISMZ
41 Helix angle of flute for end mills +0.02 Identifies the tolerance of the radius for end mills Tolerance for milling diameter
E El?]ﬂ%ﬁ?ﬁ Corner Form *ﬁ%B Shank E tﬂ‘ﬁu%ﬁi Cutting Condition
SRR R L s = Al TR RTINS REERIERD
Indicates that the end mill has a sharp corner edge FIT Suitable for the shrink holder system Indicates page number for cutting conditions

o ®



E"E%*ﬁ)%bulﬁﬁ D LC E}ﬁéﬁ%ﬂ 39] %ﬁy]ﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A

The A Brand
zIs
A E -TS = N %i Sharp Corner Edge

RETHLERETINBR, EXFRYMIEMMELE. tH

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

DC
>
)
E
<
DN
1
|
|
|
|
l
DCON

Type2

DN

DC

I
/

V

I

I

I
DC‘ON

-—T OB T E =S|
0~-002 I

1 . 5 D 7]-[;6(;@1-1-&3 D) 1.5 X D cutting length (Neck length 3 X D) BfZ:mm  Unit:mm
BRs ‘ HMEX T 2K T LH 2 &z R 2=
EDP No. DCXLU LF APMX DCON DN Type Stock
8557239 1 X 3 -SP 45 1.5 8.6 4 0.95 1 o
8557240 15X 4.5-SP 45 23 9.3 4 1.45 1
8557241 2 X 6 -SP 45 3 10.1 4 1.9 1 ([
8557242 25X 7.5-SP 45 3.8 10.6 4 24 1 ()
8557430 3 X 9 -SP 55 4.5 14.8 6 2.85 1 [
8557431 4 X12 -SP 55 6 15.9 6 3.8 1 ([
8557432 5 X15 -SP 55 7.5 17 6 4.8 1 o
8557433 6 X18 -SP 60 9 — 6 5.8 2 [
8557434 8 X24 -SP 70 12 — 8 7.7 2 o
8557435 10 X30 -SP 75 15 = 10 9.7 2 o
8557436 12 X36 -SP 80 18 - 12 11.7 2 ([

- FRRRBRIESE p.12, - See p.12 for explanation of icons. @ =tREEFR @=Standard stock item

AT AT ¢

Sharp corner edge type for milling straight corners

B RAERIRBRARIFITDRIE. AL
THER.

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

ERTAYEIHERNENAAARNINT.

Effective corner milling with no uncut residue left behind.

RFAE(-SP) LA
Sharp Corner Edge Square Type

s



HE%%QEDUIFE D LC Eﬁéﬁ%ﬂ 37] %EIE! DLC Coated Carbide End Mill for Non-Ferrous Materials 3 Flute Short Type A
A E -TS - N gm%ﬂ Radius

£ < EUR © & et ———

LU
LH

hi: 3

Typel

DN

DCON

HETRSEREINER, BXHTZ MR,

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

Type2
RE -
N z
% 4B AN A
| oS S = -

CARBIDE ) - :gz W4T quffpﬂu APMX | >
)~ - :Ht 1
0~-002 . *R_g &

B

1 . 5D 9]'1‘&(@'1‘&3 D) 1.5 X D cutting length (Neck length 3 X D) Ef7:mm  Unit:mm <

) P R e =k | 7k H we | e | MR | ER =
EDP No. DCXLUXRE LF APMX DCON DN Type Stock o

8557370 3X 9 X RO.2 © Be
55 4.5 14.8 6 2.85 1 <

8557371 3X 9 X R0.5

8557372 4 X 12 X R0.2 o

8557373 4 X 12 X RO.5 55 6 15.9 6 3.8 1 o

8557374 4 X 12 X R1 o

8557375 5 X 15 X R0.2 [ )

8557376 5 X 15 X RO.5 55 7.5 17 6 4.8 1 ([

8557377 5X 15 X R1 [ )

8557378 6 X 18 X R0.3 o

8557379 6 X 18 X RO.5 60 9 = 6 5.8 2 o

8557380 6 X 18 X R1 ()

8557381 8 X 24 X R0.3 o

8557382 8 X 24 X R0O.5 o

8557383 8 X 24 X R1 70 12 — 8 7.7 2 o

8557384 8 X 24 X R1.5 o

8557385 8 X 24 X R2 o

8557386 10 X 30 X RO.3 o

8557387 10 X 30 X RO.5 o

8557388 10 X 30 X R1 [ )
75 15 — 10 9.7 2

8557389 10 X 30 X R1.5 o

8557390 10 X 30 X R2 o

8557391 10 X 30 X R3 o

8557392 12 X 36 X RO.3 o

8557393 12 X 36 X RO.5 o

8557394 12 X 36 X R1 o
80 18 — 12 11.7 2

8557395 12 X 36 X R1.5 o

8557396 12 X 36 X R2 o

8557397 12 X 36 X R3 o

- IRRIRBEIBE S E p.12, - See p.12 for explanation of icons. @ =irEERFHR @=Standard stock item

pocid 1)



3 E%%ﬁ)%}]ul% D LC EE@%@%B 39] Kmﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A

AE-TL-N :lz%;:;lg Square
TECTEH B & IS

RETRSEABINER, EXHRHIMTIEIMEEE.

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

DCON

Type2
A AR
CARBIDE ? ? ‘Ru‘ P:FSPEEEIP)ZR APMX
LF
0~-002
3D y]'t/( 3 X D cutting length Bf7:mm  Unit:mm
RS SMEXTIE o | 2F . e TR B
EDP No. DC X APMX LF DCON Type Stock
8557340 3 X 9 3 55 16.6 6 1 (]
8557341 4 X 12 3 55 17.7 6 1 ([
8557342 5 X 15 3 55 18.9 6 1 o
8557343 6 X 18 3 60 = 6 2 ([
8557344 8 X 24 3 70 - 8 2 ([
8557345 10 X 30 3 75 = 10 2 ([
8557346 12 X 36 3 80 — 12 2 ([ J
8557347 16 X 48 3 120 = 16 2 ([
8557348 20 X 60 3 135 — 20 2 ([ J
8557349 25 X 75 3 155 — 25 2 o
- RRRBEIES % p.12, - See p.12 for explanation of icons. @ = REREFR @ =Standard stock item
5D7]-l;’< 5% D cutting length Bf7:mm  Unit:mm
S SMEXTIE o | 2k " 2 TR B
EDP No. DC X APMX LF DCON Type Stock
8557350 3 X 15 5 55 22.6 6 1 ([ J
8557351 4 X 20 5 60 25.7 6 1 ([
8557352 5 X 25 5 65 289 6 1 ([
8557353 6 X 30 5 75 = 6 2 o
8557354 8 X 40 5 920 - 8 2 ([ J
8557355 10 X 50 5 100 = 10 2 ([
8557356 12 X 60 5 110 - 12 2 ([ J
8557357 16 X 80 5 150 = 16 2 ([
8557358 20 X 100 5 175 - 20 2 ([ J
8557359 25 X 125 5 205 = 25 2 o
- FRRIRABIESE p.12, - See p.12 for explanation of icons. @ =infEEER @=Standard stock item



HE%%EED”I% D LC Eﬁéﬁ%ﬂ 39] Kwﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type

A

The A Brand
AE-TL-N sm3
~ Sharp Corner Edge
Typel
_ 15°
S 5 S SR
A APMX
B ETHAERETIINER, BRI SM0E. =
End mills may have some discoloration, but it does not cause any performance problems. LF
Type2
=z
& RS
— BRI NN | SPEED
aaRiDE " ¢ O B~ S e
0~-0.02 =
3Dwt€ 3 X D cutting length B :mm Unit:mm
BEe SpMEXTHE B 2K " 1w AR B
EDP No. DCXAPMX LF DCON Type Stock
8557440 3 X 9-SP 3 55 16.6 6 1 o
8557441 4 X 12-SP 3 55 17.7 6 1
8557442 5 X 15-SP 3 55 18.9 6 1 o
8557443 6 X 18-SP 3 60 = 6 2 ([ ]
8557444 8 X 24-SP 3 70 - 8 2 o
8557445 10 X 30-SP 3 75 = 10 2 o
8557446 12 X 36-SP 3 80 — 12 2 o
- FRRIRBEIES £ .12, - See p.12 for explanation of icons. @ =infiEER @=Standard stock item
5D y]tﬁ 5X D cutting length B :mm  Unit:mm
BEe SMEXTHE s 2K " e AR =2
EDP No. DCXAPMX LF DCON Type Stock
8557450 3 X 15-SP 5 55 22.6 6 1 o
8557451 4 X 20-SP 5 60 25.7 6 1 ()
8557452 5 X 25-SP 5 65 28.9 6 1 o
8557453 6 X 30-SP 5 75 — 6 2 ([
8557454 8 X 40-SP 5 90 - 8 2 (]
8557455 10 X 50-SP 5 100 = 10 2 o
8557456 12 X 60-SP 5 110 - 12 2 [ )

- IRRIREEIES % p.12,

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

TSI e B oA )

Sharp corner edge type for milling straight corners

B RAERIRBRARIFAITDRINE. AL
THER.

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

ERTAYEIHZERNEMAARINT.

Effective corner milling with no uncut residue left behind.

RFAE(-SP) LA
Sharp Corner Edge Square Type

hi: 3

(5]

i)
Short
AE-TS-N

Ak
Long
AE-TL-N



e EBINT A DLCHERE &85 /]

DLC Coated Carbide End Mills for Non-Ferrous Materials

AE-TL-N swmena-N)

With Chipbreaker

sEmswrpnoEEme | e /9 ) EHERR R T EH?

oBEMBLEEET], RFREINT Troubled by long and stringy chip accumulation?
ERTIHIR .
ange s ete e ons | @ RABHBOTNTE, T2
streaks on the machined surface. T%_%I$1]DI° %ﬁ'ﬁ, ﬂqu\_ﬁ:F%FgE
RENIIE, SERENKIESTHRK
B, TR mINTAYRERIE.

Non-ferrous materials offer excellent machinability, enabling high-
efficiency processing. However, during machining, large volumes
of chips can accumulate on the machine table or bed, potentially
impacting stability and overall efficiency.

Breaks chips into small pieces!

*}l*ﬁﬂj&ﬁgEg Enables continuous machine operation

HHTBETIE (-N) RS TR, B, ASQHEIRAREZERIB. (R
FESRENINIER, HEEERATEBETINAE-TL-N)

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-TL-N type without chipbreaker.)

YRS LERSE), TLIBEIR P

Energy conservation by reducing machine downtime

> BB R T S ME LR E.

Reduction of machine downtime caused by chip accumulation.

AE-TL-N ¢12X60-N HETEE FoHRErET]
(With chipbreaker) - - _ -
mIwe :
Work Material A7075
NI REBLNIT
Processing Method Trochoidal Milling
=l 3554 100m/min
Cutting Speed (2,700min")
y: 1,050mm/min
Feed (0.13mm/t)
IR ap=60mm
Depth of Cut de=1.2mm
FOREER SR
Coolant Air-blow
SEFRAI SN L (HSK-A63)
Machine Vertical Machining Center

8




E'E%%ﬁ)%b UI% D LC Eﬁé’ﬁ%ﬁﬂ 37] f’tmﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type A
A E -T L- N %%}EEE S|Z§k§2 Square With Chipbreaker

hi: 3

B,
|
|
|
|

RETRSERBTINER, EXHAZIBTIERIMEEE.

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

PEE
K aww ED

CARBIDE DLC BT TR I
0~002
3D 7]'[;’: 3% D cutting length BAfZ:mm  Unit:mm
s ‘ SMEXTIE LD 2K iz iz
EDP No. DCX APMX LF DCON Stock
8558200 6 X 18 -N 3 60 6 ([
8558201 8 X 24 -N 3 70 8 ([
8558202 10 X 30 -N 3 75 10 (
8558203 12 X 36 -N 3 80 12 ( %% 2
8558204 16 X 48 N 3 120 16 ° me =z
8558205 20 X 60 -N 3 135 20 ° BEF
- FRRIREIES % p.12, - See p.12 for explanation of icons. @ =R fEEFR @=Standard stock item @g H(J
5D IH,Q 5 X D cutting length Bf7:mm Unit:mm
AR ‘ sMEX T LD &K iz 2o
EDP No. DCX APMX LF DCON Stock
8558210 6 X 30 -N 5 75 6 o
8558211 8 X 40 -N 5 90 8 [
8558212 10 X 50 -N 5 100 10 o
8558213 12 X 60 -N 5 110 12 [ )
8558214 16 X 80 -N 5 150 16 o
8558215 20 X100 -N 5 175 20 [
- INRIBRIES % p.12, - See p.12 for explanation of icons. @ =infEEFR @=Standard stock item



3 E%%ﬁ)%}]ul% D LC EE@%@%B 39] Kmﬂ DLC Coated Carbide End Mill for Non-Ferrous Materials 3-Flute Long Type

The A Brand

A E 'T L' N %%}ng 3[[&%@2 Radius With Chipbreaker

)

e P fla E

RETRSERBTINER, EXHAHIMTIENMERE.

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

&R

&

A

ISy ———

\
[
DCON

APMX
LF

CARBIDE DLC $2 ? ‘:o‘ P;FEEE’,;
0~-0.02
3 D y]ﬁ 3 X D cutting length BRI :mm  Unit:mm

BRE SMEXTHEX EFIE R D 2k i ==

EDP No. DCXAPMX X RE LF DCON Stock
8558300 6 X 18 X R0.3 -N o
8558301 6 X 18 X R0.5 -N 3 60 6
8558302 6X 18 XR1 -N [
8558303 8 X 24 X R0.3 -N [
8558304 8 X 24 X R0.5 -N [
8558305 8X 24X R1 -N > 70 8 [
8558306 8X 24 XR2 -N [
8558307 10 X 30 X R0.3 -N [
8558308 10 X 30 X RO.5 -N [
8558309 10 X 30 X R1T -N 3 75 10 [
8558310 10 X 30 X R2 -N [
8558311 10X 30 X R3 -N [
8558312 12 X 36 X R0.3 -N [
8558313 12 X 36 X R0.5 -N [
8558314 12X 36 X R1 -N 3 80 12 [
8558315 12X 36 X R2 -N [
8558316 12X 36 X R3 -N [ ]
8558317 16 X 48 X R0.5 -N 3 120 16 [
8558318 20 X 60 X RO.5 -N 3 135 20 [

- IRRIRBBESE p.12,

- See p.12 for explanation of icons.

@ =1rEEFR @=Standard stock item




5 D y]tﬁ 5X D cutting length

B :mm  Unit:mm

SMEX T X EE D K e =
DCXAPMX X RE LF DCON Stock
8558350 6 X 30 X R0.3 -N o
8558351 6 X 30 X RO.5 -N 5 75 6 ([
8558352 6 X 30X R1 -N ([
8558353 8 X 40 X R0.3 -N ()
8558354 8 X 40 X R0O.5 -N ()
8558355 8X 40X R1 -N > %0 8 ()
8558356 8X 40X R2 -N ([ )
8558357 10 X 50 X R0.3 -N o
8558358 10 X 50 X R0.5 -N o
8558359 10 X 50 X R1 -N 5 100 10 o
8558360 10 X 50X R2 -N o
8558361 10X 50X R3 -N o
8558362 12 X 60 X R0.3 -N o
8558363 12 X 60 X R0.5 -N o
8558364 12X 60 X R1 -N 5 110 12 o
8558365 12X 60 X R2 -N o
8558366 12X 60 X R3 -N o
8558367 16 X 80 X R0.5 -N 5 150 16 o
8558368 20 X 100 X RO.5 -N 5 175 20 [ )

@ =infEEER @=Standard stock item

A

The A Brand

hi: 3

KIJmHEEDE
Long With Chipbreaker
AE-TL-N(-N)



AE-TS-N TJHIEHEETR cnscodion

Slz%ﬂ /g&%ﬁ! / E%%ﬂﬁm Applies to square/sharp corner edge/radius type

FEHE siot milling
MTHE g EESHEEH SEE BASHLE mas
Work Matarial uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
s
At 300 150
(m/min)
HME XS AR i PR i B
DCXLU FeedA Sp‘ee_$1 FeedA Spgejj FeedA
(mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 32,000 1,200 32,000 1,200 16,000 540
1.5 X 45 32,000 1,350 32,000 1,350 16,000 610
2 X 6 32,000 1,540 32,000 1,540 16,000 660
25 X 75 32,000 1,630 32,000 1,630 16,000 810
3 X 9 32,000 1,720 32,000 1,720 16,000 960
4 X 12 24,000 1,780 24,000 1,780 12,000 1,030
5 X 15 19,200 1,840 19,200 1,840 9,600 1,090
6 X 18 16,000 1,900 16,000 1,900 8,000 1,160
8 X 24 12,000 2,030 12,000 2,030 6,000 1,300
10 X 30 9,600 2,150 9,600 2,150 4,800 1,430
12 X 36 8,000 2,270 8,000 2,270 4,000 1,560
16 X 48 6,000 2,380 6,000 2,380 3,000 1,630
20 X 60 4,800 2,490 4,800 2,490 2,400 1,700
25 X 75 3,850 2,600 3,850 2,600 1,900 1,780
R ap ap
Depth of Cut 1D 0.5D
ERERTERKEEIEHERER. The table above is for when using water-soluble coolant.
RETER MRS P IERIRS
INTApst Thermoplastic Resin Thermosetting Resin
Work Material . . Ve D DI N
PP UPE - PTFE R e e ot
YIHEE
Cutting Speed 90
(m/min)
HMEXEE =50 BHARE R BHAIERE R HEEHRE IR BHRIRE
DCXLU Spggg Feed‘ Sp_ee? FeedA Spggg FeedA Spge_fi Feed.
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 25,500 1,910 19,100 1,150 25,500 1,150 25,500 1,150
1.5 X 45 17,000 1,530 12,700 950 17,000 770 17,000 770
2 X 6 12,700 1,330 9,500 860 12,700 760 12,700 760
25 X 75 10,200 1,220 7,600 800 10,200 610 10,200 610
3 X 9 8,500 1,150 6,400 770 8,500 510 8,500 510
4 X 12 6,400 1,090 4,800 750 6,400 480 6,400 480
5 X 15 5,100 1,070 3,800 740 5,100 460 5,100 460
6 X 18 4,200 1,010 3,200 740 4,200 440 4,200 440
8 X 24 3,200 960 2,600 740 3,200 390 3,200 390
10 X 30 2,900 870 2,200 630 2,900 390 2,900 390
12 X 36 2,400 790 2,000 630 2,400 360 2,400 360
16 X 48 2,000 720 1,600 550 2,000 360 2,000 360
20 X 60 1,600 620 1,300 490 1,600 340 1,600 340
25 X 75 1,300 590 1,000 440 1,300 310 1,300 310
[T ap
ggp@gfﬁgt DC=12 1D
12<DC 0.5D

EREBTERASSHIER.

1. BERERIE, SEEANM. 3.

2. EHRIETIHNRE. MRS ERIRR, REREERTHGEE.

AEMREINTH, RARENTHRRFERESEN, WAILURSHEARE.

- IMTRERERBRAT, BESTERE, HaERERIERE.

4. BHRKIERT, 55 RESHEEZTUNTHIRERBSEE ] RIFEE
BRIHEERE (5% p.24).

BRSNS, B TARERIHAIEE.

6. IITHEASH, BESUERIEIMA RIEFHNEIGT. S35 EERE
R ESER, LIRIERKRK.,

7. INIRBERY, ATPAIEIBBN, LR, EERITIE.

8. WTFESRENNIENT, HEFFERNEEIEIRR (RRAMBEERIRIN .

w

&)

The table above is for when using air-blow.

N o=

3.
4,

5.
. Please always use the appropriate cutting fluid recommended by the cutting fluid

(o))

7.

©

. Use arigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

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.24).

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

manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.
When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

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

s




S'Z%ﬂ /’I\%i / @%%ﬁ: m Applies to square/sharp corner edge/radius type
ML side milling

g

EEEIEH - EoE EaEHET waEE

DNT#A%t i
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy

A5052-A7075-AZ91-AZ80A AC4C-ADC C1100

s
e 300 150
(m/min)
SME XIS = MR R AR 5 AR
DCXLU Feed_ Spge_si Feed‘ Spggg FeedA
(mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 32,000 1,300 32,000 1,300 16,000 600
1.5 X 45 32,000 1,430 32,000 1,430 16,000 660
2 X 6 32,000 1,730 32,000 1,730 16,000 720
25 X 75 32,000 1,920 32,000 1,920 16,000 900
3 X 9 32,000 2,150 32,000 2,150 16,000 1,200 =T ‘Z,.’
4 X 12 24,000 2,230 24,000 2,230 12,000 1,290 RE -
5 X 15 19,200 2,300 19,200 2,300 9,600 1,360 L LT
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 . Z,
12 X 36 8,000 2,840 8,000 2,840 4,000 1,950 EHE‘ I_—I
16 X 48 6,000 2,980 6,000 2,980 3,000 2,040 W= W
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
THIRE ap Qe
Depth of Cut 1.5D 0.2D
ERERFFEAKAETEERFIAE R, The table above is for when using water-soluble coolant.
PR 2B RIS
pI IR 3 Thermoplastic Resin Thermosetting Resin
i . . Do =5 %3]
Horkaterd PP UPE - PTFE R e e T D
TIEEE
Cutting Speed 110
(m/min)
HME X EE R BHAIERE R BHRIEE IR BHESIHRE R BHRIRE
DCXLU Spgeﬁ FeedA Spge? FeedA Spgej:l FeedA Spge_fl Feed_
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 X 3 31,800 2,390 25,500 1,530 31,800 1,430 31,800 1,430
1.5 X 45 21,200 1,910 17,000 1,280 21,200 950 21,200 950
2 X 6 15,900 1,670 12,700 1,140 15,900 950 15,900 950
25 X 75 12,700 1,520 10,200 1,070 12,700 760 12,700 760
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
16 X 48 2,400 860 2,000 690 2,400 430 2,400 430
20 X 60 1,900 740 1,600 600 1,900 400 1,900 400
25 X 75 1,500 680 1,300 570 1,500 360 1,500 360
THIRE ap Qe
Depth of Cut 1.5D 0.5D
FFRERTHERSLHNER, The table above is for when using air-blow.

—_

. BEABRI, SEEAM. 3.

. Use arigid and precise machine and holder.

2. ERIEIELRE. MRS, B EIRSIEE, 2. Please adjust the speed and feed when the cutting depth is large or when machines
ERBEINT A, RARENITHRTIERESER, WaTLUEEHaEeE, with low rigidity are used. In resin processing, the feed rate can be increased if the
3. ijDDI*%Fﬁg;KE'JTﬁ/%—F BB TEGE, HHAEERIYRE shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.
4. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.24).

4. BEREKNERT, BEERIESHEETHATEIZ W—lﬂﬂ*%fﬁH@%%ﬁ
YN Eein Er(%%p 24),

5. TIBAELERY, 18 TR RIS R, 5. When the chips wind around the end mill, reduce the speed and feed

6. INTHEE SR, BSSUERIIEIRA RIEFTIHIRA. B BERITE 6. Please always use the appropriate cutting fluid recommended by the cutting fluid
ESER, LARIEMNKK, manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips

7. INIHAERY, ATRILEYIBBA. 45, BIERITIE. as they are highly flammable and may pose a serious fire risk if not properly handled.

8. WTEERENMIEINT, HEFFERKAERIRT(RREMBEEERIERIN.  7.When processing resin, please remove cutting chips to prevent them from getting

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

posid 22)
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AE-TS-N TJHIEHEETR cnscodion

Slz%ﬂ /g&%ﬁ! / E%%ﬂﬁm Applies to square/sharp corner edge/radius type

;’E% Plunging
MTHE g EESIEEHEES BASHELE mas
Work Matarial uminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHEE
Cutting Speed 80
(m/min)
HME XS AR i PR i B
DCXLU FeedA Sp‘ee_$1 FeedA Spgejj FeedA
(mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 16,000 350 16,000 350 10,000 100
1.5 X 45 16,000 350 16,000 350 9,000 100
2 X 6 12,750 350 12,750 350 8,500 100
25 X 75 10,000 350 10,000 350 8,000 100
3 X 9 8,500 400 8,500 400 6,400 120
4 X 12 6,400 400 6,400 400 4,800 120
5 X 15 5,100 400 5,100 400 3,800 120
6 X 18 4,200 450 4,200 450 3,100 130
8 X 24 3,200 500 3,200 500 2,400 150
10 X 30 2,550 500 2,550 500 1,900 150
12 X 36 2,100 500 2,100 500 1,600 150
16 X 48 1,600 550 1,600 550 1,200 170
20 X 60 1,300 550 1,300 550 960 170
25 X 75 1,020 550 1,020 550 770 170
TIHIRE . a __a
Depth of Cut 1D 0.5D
ERERTERKEEIEHERER. The table above is for when using water-soluble coolant.
RETER MRS P IERIRS
INTApst Thermoplastic Resin Thermosetting Resin
Work Material POM:- PVC- MC/21%+ ABS il - PEEK Wreh EEEEET,
MCNylon  ABS Resin Acrylic Bakelite
DI
Cutting Speed 90
(m/min)
HMEXEE =50 BHARE R BHAIERE R HEEHRE IR BHRIRE
DCXLU Spggg Feed‘ Sp_ee? FeedA Spggg FeedA Spge_fi Feed.
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 25,500 480 19,100 290 25,500 290 25,500 290
1.5 X 45 17,000 380 12,700 240 17,000 190 17,000 190
2 X 6 12,700 330 9,500 210 12,700 190 12,700 190
25 X 75 10,200 310 7,600 200 10,200 150 10,200 150
3 X 9 8,500 290 6,400 190 8,500 130 8,500 130
4 X 12 6,400 270 4,800 190 6,400 120 6,400 120
5 X 15 5,100 270 3,800 190 5,100 110 5,100 110
6 X 18 4,200 250 3,200 190 4,200 110 4,200 110
8 X 24 3,200 250 2,600 190 3,200 110 3,200 110
10 X 30 2,900 250 2,200 180 2,900 110 2,900 110
12 X 36 2,400 250 2,000 180 2,400 110 2,400 110
16 X 48 2,000 240 1,600 180 2,000 110 2,000 110
20 X 60 1,600 210 1,300 160 1,600 110 1,600 110
25 X 75 1,300 200 1,000 150 1,300 100 1,300 100
AR ap
Depth of Cut 1D
FRERFFEASLSHER, The table above is for when using air-blow.

. BERBRIE, SEEANM. 1.

. Use arigid and precise machine and holder.

2. ERIEIELRE. MRS, B RS EE, 2. Please adjust the speed and feed when the cutting depth is large or when machines
EREEINT S, RARENTHRKIERESER, WaLUiSEHEaErE, with low rigidity are used. In resin processing, the feed rate can be increased if the
3. WINTEBEEERNEBERT, SEYTEEE, HAEERIYIRE, shape of the workpiece and method of fixation are rigid.
4 BHRKIERT, B2 2[RESHEIMUTIEIS RS 2 | kigtss 3. Reduce speed and feed as well as depth of cut when high precision is required.
: %EH%J‘EF(’*%’ b 22) ~ - - 4. Adjust the speed and feed accordingly when the overhang length is longer than
e S i As specified (refer to p.24).
5. TIBAEERES, 18 TR S R, 5.When the chips wind around the end mill, reduce the speed and feed.

6. INTHASR, B UERIBIHT FEFAIEIRR. 25 BERTE

7o 6. Please always use the appropriate cutting fluid recommended by the cutting fluid
RS EE, LRBIEMRKR, manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
7. INTHeAERS, ATRHLETIBEN. Lk, BiERTE. as they are highly flammable and may pose a serious fire risk if not properly handled.
8. WFEBREMNMIEINT, HEFFERIEETIEIER (BRAFIEMEEERIRIN.  7.When processing resin, please remove cutting chips to prevent them from getting
9. IEGEINTIMASRY, BHHTMNIEREA. caught or entangled.
8. For higher quality processing of resin, the use of a water-soluble cutting fluid is

recommended (excluding nylon and Bakelite).
. Please step feed when processing resin by plunging.

s

N



3|29<§2 /’jle%ﬂ / EIE,'H‘(% ﬁ!ﬁm Applies to square/sharp corner edge/radius type
*EE%{$§§%E"JEJ§U%{¢@E%%{E(DC = ¢ 6\ ¢ 8) Cutting Condition Guide for Changes in Overhang Length
p— EASIER- EAS LS HES

g

Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oreiaterna A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IR HHEEHRE iR HEEERE R BHESIERE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
Tt 70% 70%
Slot Milling 40% 40%
M5 70% 70%
Side Milling 50% 50%
YL 80% 80%
Plunging 60% 60% " z
Ble v
R -
B
<
=2
& o U
REF
K
<C



AE-TL-N TBIEEEETR cnscodion

3 D yJ-L/t 3 X D cutting length

SF%@ /g&%gg / %ﬁ%g%wﬁﬁm Applies to square/sharp corner edge /chipbreaker type

T siot milling
7] I*Z*Sl- %Eléﬁﬁﬁa*j . %7%‘%@ %Eﬁ@%# %ﬁé@
WukM e Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
orieMatera A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
e
Cutting Speed 240 240 120
(m/min)
SMEXTI ep R 535 e e s
DC X APMX Feed Speed Feed Feed
. = . .
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 25,600 1,380 25,600 1,380 12,800 770
4 X 12 19,200 1,420 19,200 1,420 9,600 820
5 X 15 15,360 1,470 15,360 1,470 7,680 870
6 X 18 12,800 1,520 12,800 1,520 6,400 930
8 X 24 9,600 1,620 9,600 1,620 4,800 1,040
10 X 30 7,680 1,720 7,680 1,720 3,840 1,140
12 X 36 6,400 1,820 6,400 1,820 3,200 1,250
16 X 48 4,800 1,920 4,800 1,920 2,400 1,320
20 X 60 3,800 2,020 3,800 2,020 1,900 1,390
25 X 75 3,060 2,120 3,060 2,120 1,530 1,460
MR ap ap
Depth of Cut 1D 0.5D
ERIERTERNGAETIELBERAYE . The table above is for when using water-soluble coolant.
AET MRS RIS
DT A% Thermoplastic Resin Thermosetting Resin
Work Material ) ) POM- PVC:- MC[2fz;- ABS#ifig- PEEK KI5 FHEEEERL
PP - UPE - PTFE MC Nl)?lon ABS Re?in Acrylic Bakelite
YIHERE
Cutting Speed 70 9%
(m/min)
HMEX TIE R BHEHRE R BHEEHRE R HEEHRE =90 BHRIRE
DC X APMX Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 X 9 8,500 1,150 6,400 770 8,500 510 8,500 510
4 X 12 6,400 1,090 4,800 750 6,400 480 6,400 480
5 X 15 5,100 1,070 3,800 740 5,100 460 5,100 460
6 X 18 4,200 1,010 3,200 740 4,200 440 4,200 440
8 X 24 3,200 960 2,600 740 3,200 390 3,200 390
10 X 30 2,900 870 2,200 630 2,900 390 2,900 390
12 X 36 2,400 790 2,000 630 2,400 360 2,400 360
16 X 48 2,000 720 1,600 550 2,000 360 2,000 360
20 X 60 1,600 620 1,300 490 1,600 340 1,600 340
25 X 75 1,300 590 1,000 440 1,300 310 1,300 310
NOIRA ap
IIRIRE DC=12 1D
P 12<DC 05D

EREBTERSSHIER.

. EERERIE, BREEAN. T,

2. EHRIETIHDRE. MRS ERIRR, REE R GRE.,

EMREINTH, RABRENTHRRIERESEN, WAILRSHEARE.
-INMTREEEERNERAT, BESTEGE HaERERIEIRE.

- INITES SR, BSOERIDEIRAT REFOEIMA. 35 BEERTB
LB SERE, LIRIERKR,

- INTHAERS, ATROIEYIBEAN. E5, EERIIE.
ITFESRENMIEINT, EFERIEETIRIGT (RRRTMELERIRM).

w

w

The table above is for when using air-blow.

. Use arigid and precise machine and holder.

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

with low rigidity are used. In resin processing, the feed rate can be increased if the

shape of the workpiece and method of fixation are rigid.

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

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

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

caught or entangled.

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

recommended (excluding nylon and Bakelite).

8

I

Aw

o




3 D w-t/t 3 X D cutting length

Slz%iu //jle%ﬂ / %%E%wﬂﬁm Applies to square/sharp corner edge /chipbreaker type
M side milling

AT AL EEE EasEt =

g

e Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oreiateria A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERRE
Cutting Speed 240 240 120
(m/min)
HMEXTIHE i iiE WA A
DC X APMX Feed Speed Feed Feed
: N . .
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 25,600 1,720 25,600 1,720 12,800 960
4 X 12 19,200 1,780 19,200 1,780 9,600 1,020 =
=) 1
5 X 15 15,360 1,840 15,360 1,840 7,680 1,080 EHE ‘ﬁ
N
6 X 18 12,800 1,900 12,800 1,900 6,400 1,160 g #I
8 X 24 9,600 2,030 9,600 2,030 4,800 1,300
10 X 30 7,680 2,150 7,680 2,150 3,840 1,420 =
12 X 36 6,400 2,270 6,400 2,270 3,200 1,550 EHE‘ '—_'I
< O
16 X 48 4,800 2,390 4,800 2,390 2,400 1,630 W |:|<IJ
20 X 60 3,800 2,510 3,800 2,510 1,900 1,710
25 X 75 3,060 2,640 3,060 2,640 1,530 1,800 5
B =
o= Re S
R 2 2 gz
Depth of Cut 3D 0.1D H = Z.
ki
EFRERTFFEAKAETEERFIAE R, The table above is for when using water-soluble coolant. _IRﬂi wi
\ g <

PET MRS PRI
InTaa%t Thermoplastic Resin Thermosetting Resin
Work Material ) . POM- PVC- MC /8- ABS#ifig - PEEK W5 EREEYER)
PP - UPE - PTFE MC Nl;llcm ABS ReEsin Acrylic Bakelite
YIHLERE
Cutting Speed 110 110 110
(m/min)
BMEX T BHEEHRE BHESIERE L3 BHESIERE R BHRIRE
DC X APMX Feed Feed Speed Feed Speed Feed
(mm/min) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
16 X 48 2,400 860 2,000 690 2,400 430 2,400 430
20 X 60 1,900 740 1,600 600 1,900 400 1,900 400
25 X 75 1,500 680 1,300 570 1,500 360 1,500 360
TIHLRE ap ae
Depth of Cut 3D 0.2D
ERERFHERSLNIER, The table above is for when using air-blow.

CiEERERIE, SRENTR. TR, . Use arigid and precise machine and holder.

ERIBYELRE. RN SRR, AR RS EE. Please adjust the speed and feed when the cutting depth is large or when machines
EREEIN T, RARENTARRIERESER, WaLiEEHaErE, with low rigidity are used. In resin processing, the feed rate can be increased if the

INTHEEEERERT, SEYTEEE, RS RIYRE, shape of the workpiece and method of fixation are rigid.

4 MTEASH, BEMERNHR SESHNER, 25, EEEE Reduce speed and feed as well as depth of cut when high precision is required.
: praii e ° ! - . Please always use the appropriate cutting fluid recommended by the cutting fluid
R ESEE, URIERKR.

. . manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
’ mlm%ﬁj’EbTB@th%A‘ LR, ‘L%%B?:FDEO N N as they are highly flammable and may pose a serious fire risk if not properly handled.
6. JWFERREBHNIEINT, EZERAKEEDEIGT (BRRMMELERIRIN. 5 When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.
For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).

pocid ®
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AE-TL-N TBIEEEETR cnscodion

3 D yJ-L/t 3 X D cutting length

SF%@ /g&%gg / %ﬁ%g%wﬁﬁm Applies to square/sharp corner edge /chipbreaker type
E% Plunging

DDIM*4 iEé%E{EF*Z%%é% %Eﬁ@%# %ﬁé@
Work Materal Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
© A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHIEE
Cutting Speed 70 70 50
(m/min)
SMEXTI praEE 555 e i
DC X APMX Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
3 X 9 7,500 350 7,500 350 5,300 100
4 X 12 5,600 350 5,600 350 3,980 100
5 X 15 4,460 350 4,460 350 3,180 100
6 X 18 3,680 400 3,680 400 2,650 110
8 X 24 2,800 450 2,800 450 1,990 120
10 X 30 2,230 450 2,230 450 1,590 120
12 X 36 1,840 450 1,840 450 1,330 120
16 X 48 1,400 500 1,400 500 1,000 130
20 X 60 1,100 500 1,100 500 800 130
25 X 75 890 500 890 500 640 130
MR ap ap
Depth of Cut 1D 0.5D
ERIERTERNGAETIELBERAYE . The table above is for when using water-soluble coolant.
G R PAEERIRE
INT#pEL Thermoplastic Resin Thermosetting Resin
Work Material . . POM: PVC- MC /2% ABS#fig - PEEK 52 h EREE VB
PP- UPE - PTFE MCNylon  ABS ReEsin Acrylic Bakelitf_l-
Il
Cutting Sp;d 70 90
(m/min)
SMEXTIE E pedEE e wamm mE pwoms ST RIS
DCI;< APMX Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 X 9 8,500 290 6,400 190 8,500 130 8,500 130
4 X 12 6,400 270 4,800 190 6,400 120 6,400 120
5 X 15 5,100 270 3,800 190 5,100 110 5,100 110
6 X 18 4,200 250 3,200 190 4,200 110 4,200 110
8 X 24 3,200 250 2,600 190 3,200 110 3,200 110
10 X 30 2,900 250 2,200 180 2,900 110 2,900 110
12 X 36 2,400 250 2,000 180 2,400 110 2,400 110
16 X 48 2,000 240 1,600 180 2,000 110 2,000 110
20 X 60 1,600 210 1,300 160 1,600 110 1,600 110
25 X 75 1,300 200 1,000 150 1,300 100 1,300 100
TEIRE ap
Depth of Cut 1D
RERTERASLIER. The table above is for when using air-blow.

- BERBRIE, SEEMN. 1.
- IEIRIBTIRIRE. MRS ERINR, BEEEIHGIEE.,
AEMREINTH, RARENTHRARFERESEN, WAILIRSHEARE.
OIINTHEERERIERT, SEN TEEE, HaRERTIEIRE.
- INITEES SR, BSOERIEIBAT REFOTEIMA. 35 BEERTB
B ESER, URIERKR,
- INIHAERS, ATROLEYIBEN. E5E, HERITIE.
6.
7. RN TIIAERT, IERHTIERRS.

w

w

MNTEEREOMIEINT, HEEFERNEETIEIG (BRFEMEBEERERI.

. Use arigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

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

. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.
When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

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

Please step feed when processing resin by plunging.
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5 D yJ-L/t 5 X D cutting length

S'Z%gg /g&%ﬂ / %%E%wﬂﬁm Applies to square/sharp corner edge /chipbreaker type
S side milling

g

DD I*ZHSI- %Eﬁ@ﬁ@ﬁ . %%é@ %Eéﬁ%{# %ﬁé@
N e Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oreiateria A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YIHERRE
Cutting Speed 100 100 50
(m/min)
SMEX T s 5 A e
DC X APMX Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
3 X 15 10,600 640 10,600 640 5,300 200
4 X 20 8,000 690 8,000 690 4,000 210 =
=) 1
5 X 25 6,400 730 6,400 730 3,200 230 EHE ‘ﬁ
6 X 30 5,300 780 5,300 780 2,600 240 g #I
8 X 40 4,000 870 4,000 870 2,000 260
10 X 50 3,200 960 3,200 960 1,600 290 =
12 X 60 2,700 1,050 2,700 1,050 1,300 320 EHE‘ '—_'I
< O
16 X 80 2,000 1,140 2,000 1,140 1,000 350 w- g('a
20 X 100 1,600 1,230 1,600 1,230 800 380
25 X125 1,300 1,320 1,300 1,320 640 400 5
B =
Re S
TIBIRE ap de : L
Depth of Cut 5D 0.1D H = Z.
Sgc
#E -
L ERERTEREGEEIYERIAE . The table above is for when using water-soluble coolant. jR{E, |:|<'J
o
R LR PR -
pI IR % Thermoplastic Resin Thermosetting Resin
Work Material POM- PVC- MC 1%+ ABS#ifig - PEEK Ryl EEEYER)
MCNylon  ABS Resin Acrylic Bakelite
YIHERE
Cutting szd 70 85 85
(m/min)
MEX T BSEE  E pHAEE U hE | g
DC X APMX Feed Speed Feed Feed Speed Feed
(mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
3 X 15 8,500 1,150 6,800 820 8,500 510 8,500 510
4 X 20 6,400 960 5,100 770 6,400 480 6,400 480
5 X 25 5,100 900 4,100 740 5,100 460 5,100 460
6 X 30 4,200 880 3,400 710 4,200 440 4,200 440
8 X 40 3,200 770 2,700 650 3,200 380 3,200 380
10 X 50 2,800 740 2,300 620 2,550 380 2,550 380
12 X 60 2,300 660 2,000 600 2,300 350 2,300 350
16 X 80 1,900 570 1,600 480 1,900 340 1,900 340
20 X 100 1,500 450 1,300 390 1,500 270 1,500 270
25 X125 1,200 360 1,000 300 1,200 220 1,200 220
MR 2 3
Depth of Cut 5D 0.1D

ERERTERASOER.

The table above is for when using air-blow.

N —

w

w

. BERBRIE, SEEIM. .
- IEIRIBTIRLRE. AURRIM SRR, BREERIHGEE.,

EMREINTH, RARENTHRARFIERESEN, NAILIRSHARE.

- IMTREEEERERAT, BEN NERE, HAaEERIIERE.
- INTES SR, BSOERIIEIRRT REFTEIMA. B BERTB

B SER, LIRIERKR,

. INITHEERY, ATEHEIEBAN. 5, EERTE.
- TESREMIENT, EFERKEETIRIST (BRRMBEERIRIN .

N =

& w

. Use arigid and precise machine and holder.
. Please adjust the speed and feed when the cutting depth is large or when machines

with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.
Reduce speed and feed as well as depth of cut when high precision is required.

. Please always use the appropriate cutting fluid recommended by the cutting fluid

manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

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

o

&

caught or entangled.
For higher quality processing of resin, the use of a water-soluble cutting fluid is
recommended (excluding nylon and Bakelite).
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DLC Coated Carbide End Mill for Non-Ferrous Materials High Performance Type

AE-VTS-N

XM SHINT! SR, LIS MR

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

Flat cutting edge specification

S E SR E RN TH &R

Achieves higher precision machined surface quality

KRB A ERIER S Rt

*Does not apply to some sizes of radius type

w0 T]

Center cutting edge

ARG INT

Can be used for plunging

AESE. AFLE  \ EEPORN3HTIHIT

Variable lead and unequal spacing teeth 3 cutting edges that connect at the center
RSN, SLIRE  BREML PRI REERORIERTIEI TN ZB219%
Stable and high efficiency milling is made possible by the Eg s E.I-E%EE.EE&BHI #

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

stability to enable high speed milling*

HIEGE. RN TRTER

*Effective for plunging and ramping

purabilit,

DLC-IGUSS 22

DLC-IGUSS Coating

BERERENERE, MERMWEASENRBENES ST
SRAFEHANEA. Lo, RETENE.

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.




\e Perforn, o,

A D ERD)

Suppression of Vibration

KAFESE. AF0E, TURE - BHRNT

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

ARESFR variable Leads A& 458l Unequal Spacing Teeth

& HF ait
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B1 B2

alFa2+a3

p1=52 N 4

a2

EERENHIRS T, CREERFHNINTERR

Good machined surface quality even under high speed cutting condition

DLCIAEIMHAENR. FFSE  FF0 BIRTUIRSERIIETINER, LIREPEERY
N THEE TR RFMNINITRE

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.

s
\ B
AEVTS-N B \TEREER INTHHNEEEER Hr: @S 5
(ERTH - N Non-coated Competitor Bottom roughness at the initial stage of machining R [11]
el ®10%30 @10 37] Flutes LT <
Az
Work Material A7075
IS
Processing Method Slot Milling
TS 408m/min 300m/min S
Cutting Speed (13,000min") (9,550min") E
AR 4,780mm/min 1,432mm/min %
Feed (0.123mm/t) (0.05mm/t)
YIRIREE ¢
Deptllm of Cut ap=10mm s
af sl IKFBETIR -
Coolant Water-soluble
{SEFRHR ST (BT40)
Machine Vertical Machining Center

AE-VTS-N Hfth/y Bl

NSO Competitor
AE-VTS-N FABATI

G G

| e

pocid 50)



DDI&E Cutting Data
==
I}%hn()ig %EW’JHIEE‘:E Excellent surface finish

DLCREMIENTIMNMR, SEREEA RN THR K.

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

e AEVTS-N N INT 1 m BB R HERE B -

Tool $10X30 Non-coated Competitor Surface roughness after milling 11 m o=
® 10 37] Flutes (L) 7 = e

DT

Work Material A7075 ol

INIT5E

Processing Method Slot Milling

TIHERE ; .

Cutting Speed 300m/min (9,550min") =

e 1,432mm/min (0.05mm/t) %

TIHIRE 2

Depth of Cut dp =10mm g

TOHH ZRTBEIRIE E

Coolant Water-soluble

(SR T (BT40)

Machine Vertical Machining Center

AE-VTS-N Bl YN

Competitor




JESBINTFRDLCEERASHT] BtEE 3 @nR sscmopsnamogeroseas [

AE-VTS-N :lz%;_j:l! Square
S 4

LU

DN
v

DCON

BETRELERE FINER, BRI, B .

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

& HF

v
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£
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DN

T

|

\

\

!

[
DCON

APMX
CARBIDE  pycrcuss ? 4‘0::. P:FSP{EE::!! N
0~-0.02 F

1 . 5 D 7]'1;’:(@'1;’:3 D) 1.5 X D cutting length (Neck length 3 X D) Bf7:mm Unit:mm

HRS ‘ SMEXTIK 2K VAL LH e = 27N EF

EDP No. DCXLU LF APMX DCON DN Type Stock

8557243 1T X 3 45 1.5 8.6 4 0.95 1 ([

8557244 1.5 X 45 45 23 9.3 4 1.45 1 ([

8557245 2 X 6 45 3 10.1 4 1.95 1 ([ J

8557246 25 X 75 45 3.8 10.6 4 24 1 ([

8557360 3 X 9 55 4.5 14.8 6 2.85 1 ([ J

8557361 4 X 12 55 6 15.9 6 3.8 1 ([

8557362 5 X15 55 7.5 17 6 4.8 1 ([ J

8557363 6 X18 60 9 = 6 5.8 2 ([

8557364 8 X24 70 12 - 8 7.7 2 { ] z

8557365 10 X 30 75 15 = 10 9.7 2 ([ 'EQHE E

8557366 12 x36 80 18 - 12 117 2 () & L
- FRRIRBEIES E .12, - See p.12 for explanation of icons. @ =17 EREFR @ =Standard stock item



ESSEIMTADLCEEARHT] BEE 3m am®  ssaanenymegoemsvess M
The A Brand
zIs
A E -VTS = N %i Sharp Corner Edge
e P

RETREREABTNINER, EXHAHMTIENMERE. i

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

DCON

; |
|
DC
r ]
|
v
N
T
|
\
\
!
[
DCON

APMX
= QBTSSR :
0~-0.02 F

1 5 D 7]'1‘,(( 't(3 D) 1.5 X D cutting length (Neck length 3 X D) BAfRZ:mm  Unit:mm
HES ‘ HMEX T 2K T LH 2 e | R | B
EDP No. DCXLU LF APMX DCON DN Type Stock
8557247 1 X 3 -SP 45 1.5 8.6 4 0.95 1 [ J
8557248 15X 4.5-SP 45 2.3 9.3 4 1.45 1 o
8557249 2 X 6 -SP 45 3 10.1 4 1.95 1 o
8557250 25X 7.5-SP 45 3.8 10.6 4 24 1 o
8557460 3 X 9 -SP 55 4.5 14.8 6 2.85 1 [ J
8557461 4 X 12 -SP 55 6 15.9 6 3.8 1 ([ J
8557462 5 X 15 -SP 55 7.5 17 6 4.8 1 [ ]
8557463 6 X 18 -SP 60 9 = 6 5.8 2 o
8557464 8 X 24 -SP 70 12 - 8 7.7 2 o
8557465 10 X 30 -SP 75 15 = 10 9.7 2 o
8557466 12 X 36 -SP 80 18 - 12 11.7 2 [ )

- FRRIRABIESE p.12, - See p.12 for explanation of icons. @ =T @ =Standard stock item

TSI e EE R oA %)

Sharp corner edge type for milling straight corners

B RAERIRBRARIFITDRIE. AL
THER.

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

ERTAYEIHERNENAAARNINT.

Effective corner milling with no uncut residue left behind.

RFAE(-SP) LA
Sharp Corner Edge Square Type

8



JESBINTFRDLCEERA D] BtaE 37 mmm sssumcpsnamogerrosieas fY

AE-VTS-N ESE v

Typel

LY

i
Ao
|

e

i/ | APMX.
w = g
R RIS EME TN, BRI RS, - . =i
End mills may have some discoloration, but it does not cause any performance problems. 'ri ‘g
RE - I
= z
A NS - —— 3
| KN AN | SPED ‘
v APMX
CARBIDE micicuss AT 40~43 ngsifggs w
0~-0.02 LF
1 . 5D wﬁ(éjﬁtﬁ3 D) 1.5 X D cutting length (Neck length 3 X D) B{7:mm Unit:mm
BRS IMEXIKX ESTHERE =SS K LH w2 @ | R EF
EDP No. DCXLUXRE LF APMX DCON DN Type Stock
8557400 3X 9 X R0.2 o
55 45 14.8 6 2.85 1
8557401 3X 9 X R0.5
8557402 4 X 12 X R0.2 o
8557403 4 X 12 X R0.5 55 6 15.9 6 3.8 1 o
8557404 4 X 12 X R1 o
8557405 5X 15 X R0.2 [ ]
8557406 5X 15 X RO.5 55 7.5 17 6 4.8 1 o
8557407 5X 15 X R1 o
8557408 6 X 18 X R0O.3 o z
20, W
8557409 6 X 18 X R0O.5 60 9 = 6 5.8 2 () EHE ';
B 2
8557410 6 X 18 X R1 ([ g
8557411 8 X 24 X R0.3 o
8557412 8 X 24 X RO.5 o
8557413 8 X 24 X R1 70 12 - 8 7.7 2 o
8557414 8 X 24 X R1.5 o
8557415 8 X 24 X R2 o
8557416 10 X 30 X R0.3 o
8557417 10 X 30 X RO.5 o
8557418 10 X 30 X R1 o
75 15 = 10 9.7 2
8557419 10 X 30 X R1.5 o
8557420 10 X 30 X R2 o
8557421 10 X 30 X R3 o
8557422 12 X 36 X R0.3 ([
8557423 12 X 36 X R0O.5 o
8557424 12 X 36 X R1 ([
80 18 - 12 11.7 2
8557425 12 X 36 X R1.5 o
8557426 12 X 36 X R2 ([
8557427 12 X 36 X R3 o
- FRRRBEIESE p.12, - See p.12 for explanation of icons. @ =tREERZR @=Standard stock item

posid 54



AE-VTS-N EIZRMEEER cncondion

Slz%ﬂ /’I\%i / E%%i m Applies to square/sharp corner edge/radius type

FEHE siot milling
I EESILE - EEE BaSHE HEE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
i A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
AR
Cutting Speed 400 200
(m/min)
1R X ARl HEEHRE IR QIR BHEEHRE
9"1?:8; EEK Isleed = Speed F:eled - Eeed =
: =y . .
(mm/min) (min™) (mm/min) (mm/min)
T X 3 32,000 1,430 32,000 1,430 16,000 660
1.5 X 45 32,000 1,630 32,000 1,630 16,000 720
2 X 6 32,000 1,920 32,000 1,920 16,000 800
25X 75 32,000 2,880 32,000 2,880 16,000 1,080
3 X 9 32,000 3,820 32,000 3,820 16,000 1,430
4 X 12 24,000 3,960 24,000 3,960 12,000 1,530
5 X 15 19,200 4,090 19,200 4,090 9,600 1,640
6 X 18 18,500 4,230 18,500 4,230 9,300 1,740
8 X 24 16,000 4,510 16,000 4,510 8,000 1,940
10 X 30 13,000 4,780 13,000 4,780 6,400 2,150
12 X 36 11,000 5,050 11,000 5,050 5,300 2,360
P ap ap
Depth of Cut 1D 0.5D
ERIERTERNGEETELBERAIE . The table above is for when using water-soluble coolant.
RETER MRS P IERIRS
INTApst Thermoplastic Resin Thermosetting Resin
Work Material . . POM: PVC- MC [z ABS#ifig - PEEK Wi/ EpEEYER}
PP - UPE - PTFE MCNylon  ABS ReEIsin Acrylic Bakelite
YIHEE
Cutting Sp;d 95 75 95 95
(m/min)
HME X Fil IR BHERIRE IR HEEHRE IR HEEHRE L3 HEEERE
I:DEC %LU Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1T X 3 28,600 2,150 22,300 1,340 28,600 1,290 28,600 1,290
1.5 X 45 19,100 1,720 14,900 1,120 19,100 860 19,100 860
2 X 6 14,300 1,500 11,100 1,000 14,300 860 14,300 860
25X 75 11,500 1,380 8,900 930 11,500 690 11,500 690
3 X 9 9,500 1,280 7,400 890 9,500 570 9,500 570
4 X 12 7,200 1,230 5,600 870 7,200 540 7,200 540
5 X 15 5,700 1,200 4,500 880 5,700 510 5,700 510
6 X 18 4,800 1,150 3,700 830 4,800 500 4,800 500
8 X 24 3,600 1,080 3,000 830 3,600 430 3,600 430
10 X 30 3,200 960 2,500 710 3,200 430 3,200 430
12 X 36 2,700 890 2,100 660 2,700 410 2,700 410
AR ap
Depth of Cut 1D

EREBTERASSHIER.

EEAERIE, SEERTR. 7R,

2. iERBTIEIRE. TRRIMSERRR, AEEENHEIRE,

ERBEINTI A, xFﬁ"S‘IE’JI#fFAﬂD@EH%H‘J‘ M LRSI G IRE,

SN TREEEERIER T, 1@@é?ﬂ$§& LEIRERITHIRE.,

4. BEREKNBERT, BEEMRESHE 1{8’Jﬂ]ﬁ]mi¢ﬂ§l%§%{ﬁ] SRREE
BERIHRIRE (8% p.38),

5. Y)BYEEeRT, B NEARERIIHAEE.

6. INTHEASR, FSERDEIRF REFNTEIBRR. 55 EXRE
RGBS EE, DIRERXK.

7. INIMAERT, ATFHLLIBEN. 58, BiEkRiE.

8. WTESREMWISINT, H#EFERIEMETIEHEF(

w

RREFBMELERIRIN o

The table above is for when using air-blow.

N o=

. Use arigid and precise machine and holder.

Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used. In resin processing, the feed rate can be increased if the
shape of the workpiece and method of fixation are rigid.

3. Reduce speed and feed as well as depth of cut when high precision is required.
4. Adjust the speed and feed accordingly when the overhang length is longer than

specified (refer to p.38).

5. When the chips wind around the end mill, reduce the speed and feed.
6. Please always use the appropriate cutting fluid recommended by the cutting fluid

manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

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

o)

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

8




S'Z%ﬂ /’I\%i / @%%ﬁ: m Applies to square/sharp corner edge/radius type
IS4 side milling
ST e -EEeSE BESHEN iE=a

Work Material

Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy

A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
YRR
=i el 400 200 = £
(m/min) ] £
- — o S - — e
4R W 2L praz=ptisy 1= ZOIR praz=ptisy 4
9“5':8; Egjk Fueed = Speed IEeed = Flged = fg‘g %,
(mm/min) (min™) (mm/min) in” (mm/min) T
1 X 3 32,000 1,430 32,000 1,430 16,000 720
15 X 45 32,000 1,630 32,000 1,630 16,000 800
2 X 6 32,000 1,920 32,000 1,920 16,000 1,080
25X 75 32,000 2,880 32,000 2,880 16,000 1,200
3 X 9 32,000 3,820 32,000 3,820 16,000 1,600
4 X 12 24,000 3,960 24,000 3,960 12,000 1,700
5 X 15 19,200 4,090 19,200 4,090 9,600 1,830
6 X 18 18,500 4,230 18,500 4,230 9,300 1,950
8 X 24 16,000 4,510 16,000 4,510 8,000 2,180
10 X 30 13,000 4,780 13,000 4,780 6,400 2,400
12 X 36 11,000 5,050 11,000 5,050 5,300 2,650
IR ap ae ap e
Depth of Cut 1.5D 0.2D 1.5D 0.1D
FEIERFERAE M ELEFIE R, The table above is for when using water-soluble coolant.
PR 2B RIS
pI IR 3 Thermoplastic Resin Thermosetting Resin
Work Material ) . POM: PVC- MC/2 - ABS#Hg - PEEK NIz ERESYER)
PP - UPE - PTFE MCNylon  ABS ReEsin Acrylic Bakelite
YIEIERE
Cutting Speed 105 85 105 105 =
(m/min) 2 Vli
SMEXEHE OB S S SR S M i | pemE | RES
S:C %LU Speed Feed Speed Feed Speed Feed Speed Feed (2] 1
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) g
1 X 3 31,800 2,390 25,500 1,530 31,800 1,430 31,800 1,430
15 X 45 21,200 1,910 17,000 1,280 21,200 950 21,200 950
2 X 6 15,900 1,670 12,700 1,140 15,900 950 15,900 950
25X 75 12,700 1,520 10,200 1,070 12,700 760 12,700 760
3 X 9 10,600 1,430 8,500 1,020 10,600 640 10,600 640
4 X 12 8,000 1,370 6,400 1,000 8,000 600 8,000 600
5 X 15 6,400 1,340 5,100 990 6,400 580 6,400 580
6 X 18 5,300 1,270 4,200 950 5,300 560 5,300 560
8 X 24 4,000 1,200 3,400 870 4,000 480 4,000 480
10 X 30 3,500 1,050 2,900 830 3,500 470 3,500 470
12 X 36 2,900 960 2,500 790 2,900 440 2,900 440
IR ap ae
Depth of Cut 1.5D 0.5D
FFRERTHERSLHNER, The table above is for when using air-blow.

. Use arigid and precise machine and holder.

. BERABRIE, SEEM. 1.

2. SRIETIERE. MRS ERRR, BRI A EE, 2. Please adjust the speed and feed when the cutting depth is large or when machines
ERESINT S, REREN THIRIETSEN, NaLUSS S meE, with low rigidity are used. In resin processing, the feed rate can be increased if the
3. WINTBEEERNERT, lﬁ)ﬁél'Fﬂ%@ A EERERE, shape of the workpiece and method of fixation are rigid.
4. BEREAENT, B2 2 RESHRTNIEEEES 2E | TPwst 3. Re(':luce speed and feed as well as'depth of cut when high precisior? is required.
SER AR (B p.38), 4. Adjust the speed and feed accordingly when the overhang length is longer than
p. specified (refer to p.38).
5. tﬂ@ﬁ;z:ﬁ? BT REIA S R, I [ 5.When the chips wind around the end mill, reduce the speed and feed.
6. ITEEEH, m%,}é@fﬁﬁt}]EJ,H}%JF%?E%E’\JQJEH;H}%U, B BERB 6. Please always use the appropriate cutting fluid recommended by the cutting fluid
LESER, LABEMNKK, . manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
7. INTHAERY, ATRILETIBEN. LR, BiERTE, as they are highly flammable and may pose a serious fire risk if not properly handled.

8. WTFEBREMNWISINT, HEFERAAMEIIRIER (BRAFIBMEEERIIRIN .  7.When processing resin, please remove cutting chips to prevent them from getting
caught or entangled.

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

posid 50)
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AE-VTS-N EIZRMEEER cncondion

Slz%ﬂ / g&%ﬁg / Egm% ﬂﬁm Applies to square/sharp corner edge/radius type
;’E% Plunging

I EeSLEH-FEEE BaSHE HEE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
P
Cutting Sp::d 150
(m/min)
12 % 2 BHARE ER BHAE BHEEHRE
9|‘1|:3|:C>; EEK Isleed = Speed Fneed - Eeed =
(mm/min) (min™) (mm/min) (mm/min)
1 X 3 20,000 400 20,000 400 10,000 120
15X 45 20,000 400 20,000 400 10,000 120
2 X 6 20,000 400 20,000 400 10,000 120
25X 75 20,000 400 20,000 400 10,000 120
3 X 9 15,900 500 15,900 500 8,000 150
4 X 12 12,000 500 12,000 500 6,000 150
5 X 15 9,600 500 9,600 500 4,800 150
6 X 18 8,000 600 8,000 600 4,000 180
8 X 24 6,000 700 6,000 700 3,000 210
10 X 30 4,800 700 4,800 700 2,400 210
12 X 36 4,000 700 4,000 700 2,000 210
YIHIRE e @
Depth of Cut 1D 0.5D
ERIERTERNGEETELBERAIE . The table above is for when using water-soluble coolant.
RETER MRS P IERIRS
INTApst Thermoplastic Resin Thermosetting Resin
Work Material . . POM: PVC- MC [z ABS#ifig - PEEK Wi/ EpEEYER}
PP - UPE - PTFE MCNylon  ABS ReEIsin Acrylic Bakelite
YIHEE
Cutting Sp;d 95 70 90
(m/min)
HME X T IR BHEEE IR BHARE IR BHARE L3 BHARE
Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 X 3 28,600 540 22,300 330 28,600 320 28,600 320
15X 45 19,100 430 14,900 280 19,100 210 19,100 210
2 X 6 14,300 380 11,100 250 14,300 210 14,300 210
25X 75 11,500 350 8,900 230 11,500 170 11,500 170
3 X 9 9,500 320 7,400 220 9,500 140 9,500 140
4 X 12 7,200 310 5,600 220 7,200 140 7,200 140
5 X 15 5,700 300 4,500 220 5,700 130 5,700 130
6 X 18 4,800 290 3,700 210 4,800 130 4,800 130
8 X 24 3,600 280 2,800 210 3,600 110 3,600 110
10 X 30 3,200 280 2,200 180 2,900 110 2,900 110
12 X 36 2,700 280 1,850 180 2,400 110 2,400 110
TIHIRE . ap
Depth of Cut 1D
TRERTERASLHER. The table above is for when using air-blow.

1. BEAERIE, SREERTA. 7.

. Use arigid and precise machine and holder.

2. ERIEIELRE. MRS, B RS EE, 2. Please adjust the speed and feed when the cutting depth is large or when machines
EREEINT S, RARENTHRKIERESER, WaLUiSEHEaErE, with low rigidity are used. In resin processing, the feed rate can be increased if the
3. WINTEBEEERNEBERT, SEYTEmE, HaEERIYIRE, shape of the workpiece and method of fixation are rigid.
4, BHERKIERT, B2 2[RESHEIMUTIEIS RS 2 | kgt 3. Reduce speed and feed as well as depth of cut when high precision is required.
: %&‘ﬁ%i@’?(?‘%’ b 38) ~ - - 4. Adjust the speed and feed accordingly when the overhang length is longer than
R LSRN specified (refer to p.38).
5. TIBAEERES, 18 TR S R, 5.When the chips wind around the end mill, reduce the speed and feed.

6. INTHASR, B UERIBIHT FEFAIEIRR. 25 BERTE

7o 6. Please always use the appropriate cutting fluid recommended by the cutting fluid
RS EE, LRBIEMRKR, manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
7. INTHeAERS, ATRHLETIBEN. Lk, BiERTE. as they are highly flammable and may pose a serious fire risk if not properly handled.
8. WFEBREMNMIEINT, HEFFERIEETIEIER (BRAFIEMEEERIRIN.  7.When processing resin, please remove cutting chips to prevent them from getting
9. IEGEINTIMASRY, BHHTMNIEREA. caught or entangled.
8. For higher quality processing of resin, the use of a water-soluble cutting fluid is

recommended (excluding nylon and Bakelite).
. Please step feed when processing resin by plunging.

8
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3|29<§2 /’jle%ﬂ / EIE,'H‘(% ﬁ!ﬁm Applies to square/sharp corner edge/radius type
*E}E%{$§§{%Egtﬂﬁu%1¢ﬁ¥§%{a(DC = (D 6\ ¢ 8) Cutting Condition Guide for Changes in Overhang Length
p— EASIER- EAS LS HES

Work Material

Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IR HHEEHRE HEIR HEEERE R BHESIERE
Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

" 70% 70%
1R
Slot Milling 70% | 20% 70% | 20%
g 70% 70%
Side Milling 50% 50%
i 80% 80%
Plunging 60% 60%

=)
e
B

High Performance

5]

I
Short
AE-VTS-N



kS BIN TRADLCRERS £ %] SiEeeREE N T

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

AE-VTFE-N

=2AE - SEEINLL/D=5L1 ERYREE

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

RE
1l Shank diameter
Example ®10

<>

2.5D7]K

2.5 X D cutting length EF5
= % u T a— Nointerference
- RAR2D "I B H T TR

a2

REEMT

Highly efficient deep side milling is possible with large step

milling of up to 2XD*

KHEFTEIRERR T B, mum 2XD
FIEIBIL p.46.
*The recommended depth of cut varies depending on
the overhang length. See p.46 for details.

SMEP12

*ﬂ 9] '&mﬁ 9|[;C&DC>$1Z (e

Shank diameter
Long length reduced shank type

HDBERTDNRIMEX TR

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

‘AN EBEMRENT. BiEmT

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

- BERNERRY YN EHEFRNINIRE

Supports various machining depths by changing the overhang length

EpUIE=R 2

Flat cutting edge specification

KEBKNIPIHERENEENT

Achieves high quality bottom surface milling with long overhang
length

ORI BT M)

cutting edges that connect at the center
-PHIGREEROMENTEDZEZS
FH, AREMI

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

8




q‘(\N\\\\lng Q, /

TR

Suppresses streak generation

AN RE R R LU S BN E 5 B #hEI £ TR

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

WIRERRZAR

R shape on the shank side edge

'o‘°\ rm‘%

Dl Rz

Suppression of Vibration

KATEFSE. FFDE, THRE - BUFRML

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

Z:%-QE Variable Leads X%ﬁ%ﬂ Unequal Spacing Teeth

al#a2+a3

Dufab”ity

DLC-IGUSS 22

DLC-IGUSS Coating

Ioh, BT RNES.

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.

BERERANFBE, MEXMASENEBENESEFNIESREBREHRNEA.

REEN T AY

For Deep Side Milling

& HF ait

v
v
=
]
£
=
)

WS
1)

o

=

&

I

AE-VTFE-N



DI TEHE congoue

=EEINT

High Precision Milling

E%Eﬁﬁ}]ul High precision deep side milling

fEL/D=8RMER T, LURIFHBENZREINT

Achieves good accuracy deep side millingatL/D=8

Tool Competitor
T4

Work Material A7075

IEE TS B 5

Processing Method Side Step Milling
TR ; .
Cutting Speed 100m/min (2,650min")
Feed 955mm/min (0.12mm/t)
TIENRE Ap=12mm X7% de =0.6mm
Depth of Cut 7 times

JER ke -
Overhangﬁngth 96mm L/D=8
FOHUHER KA

Coolant Water-soluble

(EFEAR SO AL (BT40)
Machine Vertical Machining Center

SLERTIEAEL, SRRFNNTEE

Achieves better machining accuracy compared to conventional long type

TR AE-VTFE-N ¢12 UERDE 912
ool Conventional long type
InIT4A%
Work Material A7075
NI S B e
Processing Method Side Step Milling Side Milling
E;ﬁt?r%geed 200m/min (5,305min™) 100m/min (2,700min™")
;eed 1,910mm/min (0.12mm/t) | 1,050mm/min (0.13mm/t)
RS ap =24mm i%ﬂﬂ 2mm ap =60mm
imes
Depth of Cut de=1.2mm ae=1mm
JIER am -
Overhang Length 72mm L/D=6
THIHET ZRKTBETIRHR
Coolant Water-soluble
{SEFAHUR SN (BT40)
Machine Vertical Machining Center

INIERLTIEHE

Comparison of the amount of deflection of the machined surface
buImEﬁEﬂ The initial stage of machining
(mm) :

80 |

70 |

60 |-

50 |

84mm
40 f

Machining Depth )?l&;éthl:r

30

20 F

N 0 H b H
0.1 0.2 0.3 (mm)

1ET]& Deflection

= AE-VTFE-N —— Hftt/ AT~ 5R

Competitor

INTEALEDEHE

Comparison of the amount of deflection of the machined surface

BHI*}JEEE?]- The initial stage of machining

Sa

0.4 (mm)

(mm) 60 :
50
24
mm l
n
40
-7 £
N
E
0 g
30
m 8
24 V4 £
mm 5
= 20 F
~ : : :
- : : :
o § §
12 & PN\ PN
mm : : B
“l 0 : : :
0.1 0.2 0.3

1L JJE Deflection

LA

Conventional long type

= AE-VTFE-N



:I%;h%g L/D - SEQE% 7 Du Iﬁlﬂnnﬁﬁta Stable slot milling at L/D=5

EXX DA EEARNINIERR.

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

TR AEVTFEN ¢12 [EEE o120 BTN T RP) DN TH4DEA RS B S E AR AE BE e = ¢
Tool Conventional Competitor Bottom roughness at the initial stage of machining Hr: =) g
IOTHE CHIM) 14 e £
Work Material A5052 - %‘E b=
I 125 =
Processing Method Slot Milling
TIRI®RE : -
Cutting Speed 200m/min (5,305min™") =
o 1]
BRI 1,910mm/min (0.12mm/t) 5

eed E

I I
gﬂ%ﬁ%m ap =2.4mm (0.2D) 3
DERHE - g
Overhang ﬁngth 60mm L/D=5 =
LIHU IR
Coolant Water-soluble
(SEFEHR 7N T (BT40)
Machine Vertical Machining Center
AE-VTFE-N LA & Hib B8
Conventional Competitor
RFAIINTE
Good machined surface
L\ . [=] /,\= =
AE-VTFE-N L Ll
- k2 .4 - - -

REEN T AY
For Deep Side Milling
AE-VTFE-N



IrkEBINTADLCIERAGEYE/] BI1ERE 370 Reem TR

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

AE-VTFE-N 8 ..
& A o

RETRESERENINER, EXHARHMIEAMLEE.

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

KT AN | SED

|
CARBIDE 1, iquss T 403

The A Brand

%HERT] Radius Chamfering

APMX

LF

XIBMIRER R 2ATHLESBRMINF4EIIRE, HARTER..
The radius chamfering is not a full radius since it is for preventing streaks
during milling.

0~-0.02
25D 7]'[;6 2.5 X D cutting length Bf7:mm Unit:mm

Ams HM2 S K iz B

EDP No. DC LF APMX DCON Stock
8550126 6 100 15 4 o
8550128 8 110 20 6 o
8550130 10 130 25 8 [
8550132 12 150 30 10 ([ J
8550134 14 160 35 12 ()
8550138 18 180 45 16 ([ )
8550142 22 200 55 20 o

- IRRGBEIESE p.12,

- See p.12 for explanation of icons.

@ =infEEER @=Standard stock item

DCON



%S BN TADLCERASHET] BIteE 30 memTa sowesmmmmmmne M
The A Brand
|
AE-VTFE-N EM&E2 s
S¢HIRT] Radius Chamfering

. T g
S b ESSe—

XIRMIHER R 2ATHLESBRINTIN=E£EZTE, HA2%2R,
The radius chamfering is not a full radius since it is for preventing streaks
during milling.

DCON

REURESEARENINER, EXHAHIMTIERMEE.

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

& HF

v
v
=
]
£
=
)

£
T
1)

o

<

&

I

—-EHOTNE
0~-002
25D yj'l',/( 2.5 X D cutting length EAfZ:mm  Unit:mm
BmS HMEX EHEE 2K T = B
EDP No. DCXRE LF APMX DCON Stock
8550156 6 X R0.2 100 15 4 { ]
8550158 8 X RO.5 110 20 () ([
8550160 10 X RO.5 130 25 8 ([
8550161 10 X R1 130 25 8 O
8550168 12 X RO.5 150 30 10 ([
8550169 12 X R1 150 30 10 O
8550174 14 X RO.5 160 35 12 ([
8550175 14 X R1 160 35 12 O
8550180 18 X R1 180 45 16 (
8550184 22 X Ri1 200 55 20 {
- IRRIREAIES & p.12, - See p.12 for explanation of icons. @ =1REEFR O =EirEEFR(BRIAER.)

@ =Standard stock item O =Limited standard stock item

REEN T AY
For Deep Side Milling
AE-VTFE-N



AE-VTFE-N BIRMAEHETR cunscomion

Slz%ﬂ / @gm% ﬂﬁm Applies to square/radius type
FEHE siot milling

I PETIEE-EEE RESHT HEE
Work Matarial Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
PIHNRE
Cutting Speed 200 200
(m/min)
sz HHAEE i A A
DC Feed Speed Feed Feed
(mm/min) (min™) (mm/min) (mm/min)
6 8,490 1,530 8,490 1,530 4,250 640
8 6,370 1,150 6,370 1,150 3,180 480
10 6,370 1,910 6,370 1,910 3,180 760
12 5,310 1,910 5,310 1,910 2,650 640
14 4,550 1,640 4,550 1,640 2,270 540
18 3,540 1,270 3,540 1,270 1,770 420
22 2,900 1,040 2,900 1,040 1,450 350
e ap
TEIRE DC=10 0.1D
Depth of Cut
10<DC 0.2D

ERERTERKEMEELRFIEES.

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

RA] 2B A BRI RS
DT A%t Thermoplastic Resin Thermosetting Resin
Work Material . . POM: PVC- MC 8%+ ABS#Hifig - PEEK RIwa) EnEEYER}
PP- UPE - PTFE mC N?Ion ABS ReEIsin Acrylic Bakelite
YIHEE
Cutting Sp:d 100
(m/min)
EINES BHHAEE IR BHARE IR BHARE R HEEERE
e Feed Speed Feed Speed Feed Speed Feed
(mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 4,800 1,150 3,700 830 4,800 500 4,800 500
8 3,600 1,080 3,000 830 3,600 430 3,600 430
10 3,200 960 2,500 710 3,200 430 3,200 430
12 2,700 890 2,100 660 2,700 410 2,700 410
14 2,300 760 2,000 630 2,300 350 2,300 350
18 1,900 680 1,600 550 1,900 340 1,900 340
22 1,600 620 1,300 490 1,600 340 1,600 340
TIHIRE @
Depth of Cut 0.5D

ERERTERSRIER.

1. EREERMENTIERMSER THSEE,

2. iEERENIE, SRR, T,

3. IBIRIBYIHIRE. VMRS, TR AR,
ERREINTH, RARENTHARERES A, WALURSHARE,

4. WINTHEERERNER T, SES NEE, HARERTERE.

5. BBRKIBERT, 155% [RIESHETUHTIEIRFEESEE] KF
BERENGHEERE (8% p46),

6. YIIBYRGRRY, 18 AR AR,

7. INTHEAESE, BSMERIEIMF RIEFIIEER. B, BEER
TIERRNESETR, GRIERXR,

8. INTHAEET, ATEHLLIBEN. 45k, BEkRiE.

9. ﬁ?@%ﬁiﬁgmﬁanu, HEFERKAETIRIGR (RREMBERERIR

)e

The table above is for when using air-blow.

1. The above milling condition is a guideline for the overhang length is 5X D.

2. Use arigid and precise machine and holder.

3. Please adjust the speed and feed when the cutting depth is large or when
machines with low rigidity are used. In resin processing, the feed rate can be
increased if the shape of the workpiece and method of fixation are rigid.

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

5. Adjust the speed and feed accordingly when the overhang length is longer
than specified (refer to p.46).

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

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

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

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

8




Slz%ﬂ/@gﬂ&%ﬂﬁﬁﬁ Applies to square/radius type

IS4 side milling
ST EESIEEH - FEE® BESHEN iE=a
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oricatera A5052-A7075-AZ91-AZ80A ACAC-ADC C1100
YIERE __ &
Cutting Speed 300 300 150 = £
(m/min) 'HE g
7
o HHATREE e e HHGIREE BEs
e Feed Speed Feed Feed =
(mm/min) (min) (mm/min) (mm/min)
6 15,920 2,870 15,920 2,870 7,960 1,190
8 11,940 2,150 11,940 2,150 5,970 1,070
10 9,550 2,870 9,550 2,870 4,780 1,000
12 7,960 2,870 7,960 2,870 3,980 960
14 6,820 2,460 6,820 2,460 3,410 820
18 5,310 1,910 5,310 1,910 2,650 640
22 4,340 1,560 4,340 1,560 2,170 520
TEIRE ap Qe
Depth of Cut 2D 0.1D
L ERERTHERAEETIEERIAER. The table above is for when using water-soluble coolant.
R 2B PRI
DT Aa%t Thermoplastic Resin Thermosetting Resin
Work Material ) . POM- PVC- MC /8- ABS#iifig - PEEK RIZ=wa) ERERYER)
PP- UPE - PTFE MC Nl;llcm ABS ReEsin Acrylic Bakelite
YIHERE
Cutting Speed 110 110 110
(m/min)
Gz BHEEHRE iR BHRIERE R BHESIERE R BHRIRE
DC Feed Speed Feed Speed Feed Speed Feed
(mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 5,300 1,270 4,200 950 5,300 560 5,300 560
8 4,000 1,200 3,400 870 4,000 480 4,000 480
10 3,500 1,050 2,900 830 3,500 470 3,500 470
12 2,900 960 2,500 790 2,900 440 2,900 440
14 2,500 830 2,300 720 2,500 380 2,500 380 EHE Z|
18 2,100 760 1,800 620 2,100 380 2,100 380 Ij E E
22 1,700 660 1,400 530 1,700 360 1,700 360 @‘é >
A& W
MR ap ae g <
Depth of Cut 2.5D 0.4D
FRERTFHERSLHNIER, The table above is for when using air-blow.
A AT EERSS % p.45, See p.45 for precaution for use.
*EE%@EQ%E@@J%U%{&FEE%%{E Cutting Condition Guide for Changes in Overhang Length
R ] BESLEH - Fa® BESHNT Hes
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
oriaterna A5052-A7075-AZ91-AZ80A ACA4C-ADC C1100
on T e | TIEURE o
Speed Feed Depth of Cut Speed Feed Depth of Cut Speed Feed Depth of Cut
(min™) (mm/min) (min™) (mm/min) a (min™) (mm/min)
P ae
fas 6 50% 50% 50% 50% 0.015D - 50% 50% 0.015D —
A ling 7 30% 20% | 0.01D - 30% 20% | 0.01D - 30% 20% | 0.01D -
6 65% 60% 2D 0.05D 65% 60% 2D 0.05D 90% 90% 2D 0.05D
=
. 7 55% | 50% |2D | 003D | 55% | 50% |20 | 003D | 70% 70% |20 | 0.03D
8 45% 45% 2D 0.025D 45% 45% 2D 0.025D 65% 65% 2D 0.01D

- IME @ 22R9 AE-VTFE-NIB7EL/D = 7LATER.
- Please use the 22 AE-VTFE-N atL/D =7 or less.



JEgkE /B IN LA DLC AL =5t 7] PXM

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

PXAL

XM AT, sSCUESmEINTIE

Suitable for large-diameter milling with high surface quality

X7

Flat cutting edge specification

IO EEEENNTERR

Achieves higher precision machined surface quality

KRBT AEIERS Rt

*Does not apply to some sizes of radius type

w0 T]

Center cutting edge

AT

Can be used for plunging

KAERTIERE BRI #IEXP4625

Utilizes XP4625 grade suitable for non-ferrous metal applications

RABAASEFIEKEROMFE, BEHBNMEREMMEEE,
IRT ITENKFGHK.

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.

purabilit,

DLC-IGUSS 22

DLC-IGUSS Coating

BERERANFRE, IBKMEEEMERENESEFNAE
SRAFEHANEA. o, RETENE.

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.

F BRI

Abundant lineup in various shapes and styles

j;ﬁﬁ:F;kiJ ESNAE, ANESFENOME, THNSAEHN
1

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

\ineup

8



INTEIE cunoou

BIHEFETINR, RENTEEEE

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

fFFETH 733k Head : PXAL160C16-03R000  |EftiATFRE=RA, B, C
Tool JIFF Holder : PXMZ-C165516-5100 Non-coated Competitor
R 16 37

S 916 b1 s
P 7 2

Work Material A7075

nTAE i

Processing Method Side Milling

PIHIEE ; i

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

B 5,400mm/min (0.15mm/t)

PIEIRE = —

Dept;‘ SFCut ap=8mm (0.5D) ae=4.8mm (0.3D)

Overhang Length

50mm (L/D=3.1)

=izl IKFAEETH R
Coolant Water-soluble
{SEFEHIAR AT (BT40)
Machine Vertical Machining Center

NERAMEHRETI R F AN TEEAEE

Achieves good surface finish regardless of coolant type

AT I3k Head : PXAL160C16-03R000 | Eifth/ATITER=:
Tool JIHF Holder : PXMZ-C165516-S100 Non-coated Competitor
R 16 37

Size ®16 ¢1637
DAt

Work Material A7075

I75% Mgk

Processing Method Side Milling

PIHI =R . .

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

E;gﬁ” = 2,700mm/min (0.075mm/t)

VIEIREE - -

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

Overhang Length

50mm (L/D=3.1)

{EFRAI

Machine

SN (BT40)

Vertical Machining Center

DLCREINHAE

Welding suppression by DLC coating

ERTR T3k Head : PXAL160C16-03R010 | B/ \FITaEr-5
Tool JIFF Holder : PXMZ-C165516-5100 Non-coated Competitor
R< ®16XR137]
Size ®16XR1 Flutes
InTHat
Work Material A7075
TIHEE . .
Cutting Speed 600m/min (12,000min")
Feod 2,700mm/min (0.075mm/t)
MISE 7
Processing Method Side Milling
1RZR
Eﬁ{"ﬁt ap=8mm (0.5D) ae=4.8mm (0.3D)
B -
Overhang Length 50mm (L/D =3.1)
THIHE T8RN
Coolant None  Air-blow
(EFEHR 37U (BT40)
Machine Vertical Machining Center

(um) 12
10
] 8
8
B 6
i
i,
0
PXAL EAAEFERA RtAE=RB Rtaar=mC
Competitor Competitor Competitor
HAE=RA
Competitor
7JIIII462m EETE@I}JHIE*E%}E Surface roughness after milling 462 m
ﬂ“ﬁ Ra side surface Ra m =% | e | piS=icd
(UMY 0.6 [-mmmmmmmmm oo Airblow o Mist Water-soluble
0.5
m 04
b
E o3
% 0.2
< o
0
PXAL Htb AR~
Competitor
m=s Wmz  WoKkEd
ﬁﬁ Ra Bottom surface Ra Air-blow Mist Water-soluble
(um) 0.2
mé o
s
B

o

1]!]I465m Eﬂ'ﬂgrﬁﬁ*ﬂ%ﬁ Bottom surface roughness after milling 465 m

PXAL

20N

Competitor

NI 300m BFRITDRRTE

Cutting edge condition after milling 300 m

PXAL

HABAE =M

Competitor

BE:SS=

Exchangeable Head

& HF

v
v
=
]
£
=
)

£
T
1)

o

<

&

I

PXAL



3 E%ﬁ%}]u Im D LC E.I-ﬁ%it%jj PX M DLC Coated Exchangeable Head End Mill PXM for Non-Ferrous Materials

PXAL

Typel
a
RE APMX Cs
LF TR HFL
without Coolant Hole
RETREREABTINER, EXHAHMTIENMELE.
End mills may have some discoloration, but it does not cause any performance problems. Type2
{ S
a
SPEED
P5F3E-EI?S7 RE APMX | RET \C\s
LF TR L
without Coolant Hole
96 Ijil ;é\im}b without Coolant Hole
PXAL SF%&! " gm@ﬂ Square - Corner Radius Type BEf7:mm Unit:mm
BES ‘ ER sME (EEE| TR | DK | 2K | @ Wi | MR | PR
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades Type
7834930 | PXAL100C10-03R000 0 1
7834931 | PXAL100C10-03R100 10 1 3 10 16 9.8 45° 1o XP4625 1
7834932 | PXAL100C10-03R250 25 1
7834933 | PXAL120C10-03R000 | %12 0 3 12 18 9.8 45° XP4625
7834934 | PXAL120C12-03R000 0 1
7834935 | PXAL120C12-03R100 12 1 3 12 18 11.7 45° 1o XP4625 1
7834936 | PXAL120C12-03R300 3 1
7834937 | PXAL140C12-03R000 | 14 0 3 14 20 1.7 45° XP4625 2
7834938 | PXAL160C16-03R000 0 1
7834939 | PXAL160C16-03R100 1 1
7834940 | PXAL160C16-03R200 16 2 3 16 235 15.7 45° 16 XP4625 1
7834941 | PXAL160C16-03R300 3 1
7834942 | PXAL160C16-03R400 4 1
7834943 | PXAL180C16-03R000 | %18 0 3 18 255 15.7 45° XP4625 2

FEETFEFEER 9 C(BMRERETRR).  Stock are categorized as C (Standard stock item).

- FRRIRBEIEEE p.12, - See p.12 for explanation of icons.



4 A
Y PXALE7JE o Lt
Reduced Shank Type - :_/ = g
RDBNTIBEIMERTIRER, EEEEESHSIRE =t £
T, BEMISRAES. B
- 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 MR ERIRFZR AT BZL
applications that require vertical wall milling or pocketing. 149> ER e EIIN T AT 32
TIRHIRE.
sEp12 The R shape on the shank side edge
(500 prevents streaks during milling.
& J
EAf:mm  Unit:mm
BRS ‘ B M2 EEHR) DR | DK | 2K | SRR | B | ERR| MR | R
EDP No. Designation DC RE ZEFP APMX LF DCON FHA Cs Grades Type
7834944 | PXAL200C20-03R000 0 1
7834945 | PXAL200C20-03R100 1 1
7834946 | PXAL200C20-03R200 20 2 3 20 27.5 19.6 45° 20 XP4625 1
7834947 | PXAL200C20-03R300 3 1
7834948 | PXAL200C20-03R400 4 1
7834949 | PXAL220C20-03R000 | %22 0 3 22 29.5 19.6 45° XP4625 2
7834950 | PXAL250C25-03R000 0 1
7834951 | PXAL250C25-03R100 1 1
25 3 25 35 24 45° C25 XP4625
7834952 | PXAL250C25-03R300 3 1
7834953 | PXAL250C25-03R500 5 1

EETFRhEER N C(AMARERETER).  Stock are categorized as C (Standard stock item).

FEEAITILFRR! AL HETIPXM

Abundant exchangeable milling heads! Exchangeable head end mill PXM

BEAESBAEERMIMENTILIBMIILIBRER, SCITIAIRREAY, MR,
FERTDXMENNSMSHENNTIER.

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.

e ] #¥iEiES % 0SG PHOENIX #7,
A - Please see OSG PHOENIX Catalog for details.
vailable shapes

- P

Square Type

TR

Roughing Type 06" PHOENIX

EaMAE

Corner Radius Type

PR

Ball Type

ATk
Exchangeable Head
PXAL




PX M m Emﬂ H Straight Shank Holder for PXM

PXMZ

9l:.l Ijg ;é\im}b without Coolant Hole

Ty

Ty

Pel 43l without Coolant Hole

WS

DCON!
DCONMS
=

LF ‘

Pe2  pyi4im7L without Coolant Hole

EH TA
T

DCONWS
:
DCONMS

B |
LF

LB |

| Head |

T 1
{Iiisiiltp_
Q1

Eﬁéﬁﬂﬂ: Carbide Shank “ BfZ:mm Unit:mm
R
Head + LB
&7 ;| mE | RE | ek Fuc | PXALSMEOC | EEgpp
Designation DCONWS | DCONMS | BHTA LF B |o¢ ; g: ; g 16.] @ ; g 14,18, MEH | Type
(a7a)
Reduced Shank Type
7801830 PXMZ-C105510-5075CS 10 0 75 17.3 333 353 1
7801810 PXMZ-C10S510-L100CS 9.8 10 100 373 533 553 | C10 1
7801840 PXMZ-C10TP12-LL130CS 12 0.9° 130 67 83 85 2
7801831 PXMZ-C125512-5075CS 12 0° 75 24 42 44 1
7801811 PXMZ-C125512-L100CS 12 100 45.9 63.9 65.9 1
7801832 PXMZ-C125512-L115CS 7 12 0° 115 64.2 82.2 84.2 cr2 1
7801841 PXMZ-C12TP16-LL135CS 16 13° 135 83.8 101.8 103.8 2
7801833 PXMZ-C165516-S090CS 16 0° 90 39.2 62.7 64.7 1
7801812 PXMZ-C165516-L130CS 16 130 61.2 84.7 86.7 1
7801834 PXMZ-C165516-L135CS 17 16 0° 135 84.2 107.7 109.7 c1e 1
7801842 PXMZ-C16TP20-LL165CS 20 1.1° 165 | 115 138.5 140.5 2
7801835 PXMZ-C205520-S090CS 20 90 39.1 66.6 68.6 1
7801813 PXMZ-C20S5520-L150CS 196 20 0 150 784 105.9 107.9 20 1
7801836 PXMZ-C20S520-L180CS 20 180 | 109.1 136.6 138.6 1
7801843 PXMZ-C20TP25-LL200CS 25 1.1° 200 | 140 167.5 169.5 2
7801814 PXMZ-C255525-L200CS 24 25 0° 200 96.6 131.6 = C25 1

EEfFFp2EER 0 C(BMREE T ).«

1. BEHEREQABIENNUE, LRtlEEihEs.
2. BfE%T PXMZ A< HFLIF LA AN T,

1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

2. Also compatible with PXMZ shank holder with coolant hole.

Stock are categorized as C (Standard stock item).



PXM % EMBH Straight Shank Holder for PXM

I XMZ Typel  pgi83m7l, without Coolant Hole

s,

' L8
i J

DCONMS

DCONWS

LF

v
—_—— 2
Type2  Fpgi4im3L without Coolant Hole = §
———— BHTA M g
l ° //%* % L 2
I — St E g <
- HiE= : 2
S K a =
%
LF

Tk TR YA UK Head + LB

Head ‘ LB

< .

96 W ;éim}l_y without Coolant Hole

ﬁz%ﬂﬂﬁ Steel Shank \ BRI :mm  Unit:mm
T LA IR E
Head + LB
&7 ;e | mE | mE | ek | @k | PXAUSMEoc | ER gy
Designation DCONWS | DCONMS BHTA L7 LB ®»10.12.16.| 12,14, 18. c Type
20.25 22 s
(fE7JE)
Reduced Shank Type
7801800 PXMZ-C10S510-S075 9.8 10 0° 75 12 28 30 c10 1
7801801 PXMZ-C125512-S100 117 12 0’ 100 18 36 38 1o 1
7801821 PXMZ-C12TP20-S145 . 20 5° 145 47.4 65.4 67.4 2
7801802 PXMZ-C165516-S100 157 16 0’ 100 23 46.5 48.5 16 1
7801822 PXMZ-C16TP25-S155 . 25 5° 155 53.1 76.6 78.6 2
7801803 PXMZ-C205520-5120 196 20 0’ 120 28 555 57.5 20 1
7801823 PXMZ-C20TP32-S170 . 32 5° 170 70.8 98.3 100.3 2
7801804 PXMZ-C255525-5140 24 25 0’ 140 34.5 69.5 — C25 1

EETERNEER N C(BMRHEETER).  Stock are categorized as C (Standard stock item).

TEESERCHBEIVE, LIRlBsMmhEs.
2. AMERIET PXMZ #HRiMFLIIFF LRI T,

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

. g{q: Accessories 3
HES 2 EBREkME RENE | HEEREHE L
EDP No. Designation Applicable Head Dia. Cs Recommended Tightening Torque @E §
10, 912 GR7IR) C10 10N-m s o
7801890 | PXMP8-10 012, 014 B 2N-m ]
®16, 18 Cl16 30N-m
= 7801891 | PXMP13-16 BN 20 ZoN-m
7801892 PXMP21 ¢25 C25 60N m
PXMERIRFEBM.

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

1 ERTEENES%E .59,

2. REMBESE Lk,

3. ERHERFIESAAATENLAR.

1. Please refer to p.59 for cautions during use.

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

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

pocid @



PXAL {JBIEMEEIETR cunocondion

MUEE side milling
L/D =3 3<L/D=5 5<L/D=7
ys BE ST . FBE SR o FEE TR
VVDDE%/TZI*—I- I AIuminun?/ﬁoy Expanding Material WJJDEVTZI*4 I AIuminunﬁl/ﬁoy Expanding Material V\J/JDE%/T{*_# | Aluminunl?lﬁoy Expanding Material
ork Materia A5052-A7075 ork Materia A5052-A7075 ork Materia A5052-A7075
M M M
Cutting Speed Cutting Speed Cutting Speed
(m/min) (m/min) (m/min)
HMZE R BHAIRE HMZE LT BHARE HMR S HEARE
DC Speed Feed Speed Feed e Feed
(min™) (mm/min) (min™) (mm/min) in” (mm/min)
10 16,000 4,800 10 9,600 2,310 10 6,400 1,390
12 13,300 3,990 12 8,000 1,920 12 5,400 1,170
14 11,400 3,420 14 6,900 1,660 14 4,600 1,000
16 10,000 3,600 16 6,000 1,730 16 4,000 1,040
18 8,900 3,210 18 5,400 1,560 18 3,600 940
20 8,000 3,840 20 4,800 1,850 20 3,200 1,110
22 7,300 3,510 22 4,400 1,690 22 2,900 1,010
25 6,400 3,840 25 3,900 1,880 25 2,600 1,130
IR a ae IR a ae IR a ae
Depth of Cut 0.7D 0.2D Depth of Cut 0.7D 0.08D Depth of Cut 0.7D 0.04D
ERERTERAKEEIEHERER. The table above is for when using water-soluble coolant.
PRI EB MR BRI
DDIVHE:I' Thermoplastic Resin Thermosetting Resin
Work Material > = s
. . POM- PVC- MC[B1z- ABS#ii- PEEK W5/ EREEEER,
PP - UPE - PTFE mcC Nylbon ABS*Res?n Acrﬁylic Bakelite
YIHERRE
Cutting Speed 115
(m/min)
HMZ IR BHEEE L3 BHAEE R HEEHRE IR HESIERE
DC Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
10 3,500 1,050 2,900 830 3,500 470 3,500 470
12 2,900 960 2,500 790 2,900 440 2,900 440
14 2,500 830 2,300 720 2,500 380 2,500 380
16 2,400 790 2,000 630 2,400 380 2,400 380
18 2,100 760 1,800 620 2,100 380 2,100 380
20 1,900 740 1,600 600 1,900 370 1,900 370
22 1,700 660 1,400 530 1,700 360 1,700 360
25 1,500 660 1,250 530 1,500 360 1,500 360
IR ap ae
Depth of Cut 1D 0.5D
IRERTEASLIER. The table above is for when using air-blow.

1. 5=, SHERTA. 7.

.Use arigid and precise machine and holder.

2 BIRIBTIHIRE. VRIS ARG, BEREIHSEE, 2. Please adjust the speed and feed when the depth of cut is large or when
ERBEIN TS, RARENTHRATIERETSER, AJ_ILH-E:T%—L HE. machines with low rigidity are used. In resin processing, the feed rate can

3. BKEKE, SRENRY, BIEHEAREE, HEEEMTEIRE. be increased if the shape of the workpiece and method of fixation are rigid.

4. 15 B ELEFHREE(PXMZ) IEKSTIL LK (LF) BN E 3. Please adjust the cutting condition when the overhang length is longer.
KRiEEYIE &1, 4. Please consider the overhang length as the total length of replaceable

5. 00T - fEE e, B TELREERN20~40%, #HEEES0~80%, 1] head and overhang length of shank holder.
HIiRE (ap) 50 ~80% LA, 5.When milling copper and copper alloys, lower the rotational speed by

6. TS S, BEESES ST EMBRETIEIEY. 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80% in
ﬁﬁﬁﬂﬁﬂiﬂi%ﬂﬁ’ﬂ'f%ﬁ"l‘ B WMERTIRIER SIEERITIES, accordance with the table above.
B, BIEETBIGIBESER, RIERXCK. 6. Please always use the appropriate cutting fluid recommended by the

7. 0NTREERT, ATRHLLYIBSEA. 5, BERTE. cutting fluid manufacturer in the machining of magnesium alloys. Be

8. WTFEBRERNISINT, HFFERAAMETELRR (RRFEMEREERIN) . cautious with the cutting chips as they are highly flammable and may pose

a serious fire risk if not properly handled.

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

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

8



FEEE siot Milling

L/D=3 3<L/D=5

Rl 1A

Aluminum Alloy Expanding Material
A5052-A7075

I o

Work Material

INTAARE

Work Material

EEEEH

Aluminum Alloy Expanding Material

A5052-A7075

5<L/D=7
eSS

Aluminum Alloy Expanding Material
A5052-A7075

INTA4%

Work Material

AR AR AR o8
Cutting Speed Cutting Speed Cutting Speed = g
(m/min) (m/min) (m/min) 'ri-'E 5
v BE AR v M sz ptime o ¢
DCI Speed Feed DCI Feed DCI Feed BE &
(min™) (mm/min) (mm/min) (mm/min) T
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
AR e AR 2 AR ap
Depth of Cut 0.5D Depth of Cut 0.35D Depth of Cut 0.2D
ERERTEREMEIEEFAER. The table above is for when using water-soluble coolant.
] B AE PEEC IR
IHE 8
DDIML*-I' Thermoplastic Resin Thermosetting Resin
Work Material 5 IS
UPE. POM:- PVC- MC/E - ABS ifi- PEEK W/ EREELEL}
PP UPE- PTFE MC NytI{:)n ABS*ResFiln Acrﬁylic Bakelite
AR
Cutting Speed 105
(m/min)
MR BHAEE R HEEHRE BHESIERE iR BHEHRE
e Feed Speed Feed Feed Speed Feed
(mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
10 3,200 960 2,500 710 3,200 430 3,200 430
12 2,700 890 2,400 660 2,700 410 2,700 410
14 2,300 760 2,000 630 2,300 350 2,300 350
16 2,200 730 1,800 570 2,200 350 2,200 350
18 1,900 680 1,600 550 1,900 340 1,900 340
20 1,750 650 1,400 530 1,750 340 1,750 340
22 1,600 620 1,300 490 1,600 340 1,600 340
25 1,400 620 1,100 480 1,400 340 1,400 340
[T ap
TIEIRE DC=12 1D
Depth of Cut
12<DC 0.5D

EREATERSSHIER.

1. BB, SHEERM. 7.

2 ERBEEIRE. NUMRIESERRR, EBEERMASEE, EREINT
b, RARENTHRARFIERESER, NRLURSHAERE.

3. BRIEKE, BRER, BESEBEE. HAEEMDEIRE.

4. EEEHRERIFAIRED (PXMZ) BIBIKSTIL £ K (LF) BINaSE
RIEEVIRIZ M

5.00T5R - A=A, 1§ T E ERE®E20~40%,
HIRE (ap) 50 ~80%A&HA.

6. NTESER, BEASESESEHERIRISM.
EFRYIEIRFIRIER T, B E LIRS SRIEEAIRIH.
F2oh EERTENLCESERE, DRIERKK.

7. DNTIMAERT, AT BALEYIBEN. fE5%, mERIE.

8. WTFEEREANISINT, #EFERKEEIRIGT EREFNMELERIRIN).

»w

BHAERES0~80%, 1)

w

[o)}

N

©

&

The table above is for when using air-blow.

.Use arigid and precise machine and holder.

BE:SS=

Exchangeable Head

PXAL

Please adjust the speed and feed when the depth of cut is large or when
machines with low rigidity are used. In resin processing, the feed rate can
be increased if the shape of the workpiece and method of fixation are rigid.
Please adjust the cutting condition when the overhang length is longer.

. Please consider the overhang length as the total length of replaceable

head and overhang length of shank holder.

.When milling copper and copper alloys, lower the rotational speed by

20 to 40%, feed rate by 50 to 80%, and cutting depth by @p 50 to 80% in
accordance with the table above.

. Please always use the appropriate cutting fluid recommended by the

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

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

For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).
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E_r}ﬁ%it%%ﬂ PXM ?m %E\- Collet for PXM Exchangeable Head End Mill

PXMC

Bl PXMC EZEH&H

PXMC Collet Features

©® Fi{s/NE M/CgEB{SIR AR
HeBtE

Powerful chip evacuation even on small machining center

O LIERK, WItRESER
RO Er it

The reduction of overhang length improves rigidity and
rotational balance

® FERIILmF
EFFR, FHA. A
I LRI L8/ Z TS

A wide variety of exchangeable heads
- Suitable for steel, stainless steel and aluminum
- Wide processing range from roughing to finishing

® 5—{A3U7HRAELL, BMER LR
BNREEHEEREEET, BF
Bt
Greater cost performance compared to monoblock type holders,
only need to change the collet in case of trouble.

B PXM JJsL4ss

PXM Exchangeable Head Features

ERRAGINR SE S o

solid carbide end mills are found in these exchangeable
heads.

-Various types are available to meet various machining
methods.

FRARETIR
AR R &R T
All the knowledge and know-how acquired by designing ¢

PXMC #B5a & LiEES
PXMC Collet Extra Short Type Conventional Combination

iﬁmﬁﬁul

Remarkable
Difference!

U E + $EAZ = WEHIR

-TRRERNE STEE
-SNETIROBEENFEE : 0.015mm LR
-EBRTISLHEE ($1) £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

[ SRFBELHRL
TSGR 7R
- BRI RRTERESE
Applying buttress screw makes

easy and reduces time to desorb
heads




E_rﬁ%it%%)j PXM gm %E\- Collet for PXM Exchangeable Head End Mill

Short
: : 2
.H’Z%Rji Specification m =] Eﬁ)iff-short
E?\ﬁ il i

& HF

v
v
=
]
£
=
)

£
T
1)

o

<

=

I

C
BD
DCONWS

|
l>

LF Holder Type B
HRORS

L. with Center-through

B{7:mm  Unit:mm

TR ERNERISE
Head +I2
/; bl
&7 M | gp | p | W | PXALSMEoc | R
Designation DCONWS 12
®$12.16.20. | ¢14.18.22 Cs
25 (CanaED)
Reduced Shank Type
7834001 PXMC-C1205 11.7 26 10.5 5 23 25 C12
g 7834002 PXMC-C1605 15.7 26 10.5 5 28.5 30.5 C16
St 7834003 PXMC-C2005 19.6 26 10.5 5 32,5 345 C20
7834004 PXMC-C2505 24 26 10.5 5 40 = C25
7834011 PXMC-C1230 11.7 26 355 30 48 50 C12
s 7834012 PXMC-C1630 15.7 26 355 30 53.5 55.5 C16
S 7834013 PXMC-C2030 19.6 26 355 30 57.5 59.5 C20
7834014 PXMC-C2530 24 26 355 30 65 = 25

FEEEMEER N C(BMREETRER).  Stock are categorized as C (Standard stock item).

1. PXMCE[OSG PHOENIX PXM &% [JILEREE,
1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM" series.

. PXMC Xﬂm HYPRO méﬁﬂm Fﬁq—% Product Listing of PXMC corresponding to the HYPRO Shrink System g7 :mm  Unit:mm -
He -

8910000 BT30-SLK12-35 P30T-1(MAS1) *1 38 45.5 70.5 E
8910001 BT30-SLK12-35 P30T-2(MAS2) *1 38 45.5 70.5
sEEB® 8910002 BT40-SLK12-45 38 55.5 80.5
Lckegvpet 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 iNEEEIEREEL.

2. PXMCZER5SHYPRO #457IiRE %,

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

*1 (X BT30R7IMRMITHRLET.

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



PXAL+PXMC IEIEHEETR cutinconion

PXAL+PXMC BBIGEY exa+ pxmcexe shortType

MIEE side milling
PVR] 2B AE PRI
O.A. 7 B W =]
INIA7Y AluminurT?Alﬁlo%praLfithaterial lhermoplasticHesi Thermosetting Resin
i ) A5052-A7075 PP UPE - PTFE POM: PVC: MC/212: ABSFER: PEEK W52h EREEEERY
lylon  ABS Resin Acrylic Bakelite
PIEEE
Gigl o 450 115 95 115 115
(m/min)
e | Bz | wees R AR A T e
DC Speed Feed Speed Feed Speed Feed Speed Feed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
12 10,000 3,000 2,900 960 2,500 790 2,900 440 2,900 440
14 10,000 3,000 2,500 830 2,300 720 2,500 380 2,500 380
16 10,000 3,000 2,400 790 2,000 630 2,400 380 2,400 380
18 8,900 3,210 2,100 760 1,800 620 2,100 380 2,100 380
20 8,000 2,880 1,900 740 1,600 600 1,900 370 1,900 370
22 7,300 3,510 1,700 660 1,400 530 1,700 360 1,700 360
25 6,400 3,080 1,500 660 1,250 530 1,500 360 1,500 360
YIEIRE| _ ap ae ap ae
Depth of Cut 0.7D 0.2D 1D 0.5D
BESTEIR 4R ERNEETEIHERRER. The cutting conditions for aluminum alloys are for when using
WBEROIBI SRR ERSRLAIER. water-soluble cutting fluids.
The cutting conditions for resin are for when using air-blow.
FEHE siotMilling
AT TERING B IEIE
T4t e R Thermoplastic Resin Thermosetting Re?in

Aluminum Alloy Expanding Material

Work Material A5052-A7075 PP - UPE - PTFE POM- PVC'MMCCN)EIG' ABSHifi- PEEK W52/ EnmEEER,
lylon  ABS Resin Acrylic Bakelite
PIEIRE
Clting Speed 105 85 105 105
(m/min)
HMZ ER BHARE iR HEEHRE iR HEEERE R BHAEE BHARE
DC Speed Feed Speed Feed Speed Feed Speed Feed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
12 10,000 3,000 2,700 890 2,400 660 2,700 410 2,700 410
14 10,000 3,000 2,300 760 2,000 630 2,300 350 2,300 350
16 10,000 3,000 2,200 730 1,800 570 2,200 350 2,200 350
18 8,900 2,670 1,900 680 1,600 550 1,900 340 1,900 340
20 8,000 2,400 1,750 650 1,400 530 1,750 340 1,750 340
22 7,300 2,190 1,600 620 1,300 490 1,600 340 1,600 340
25 6,400 1,920 1,400 620 1,100 480 1,400 340 1,400 340
- T ap
IR _a DC=12 1D
it t
epmo — 0D 12<DC 0.5D
A5 SHITEIZ MR E BB EEBFIAER. The cutting conditions for aluminum alloys are for when using
MEENIIHIS M RERSSRNER. water-soluble cutting fluids.

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

1. ERIETIENRE. MRS RRR, AEERIIHAIEE,

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

ERBEIN T, RARENTERRTIERES AR, WelLiREHEEE. with low rigidity are used. In resin processing, the feed rate can be
2. INTHE - $EE&nt, B NELREERN20~40%, #HEEEES0~80%, HH! increased if the shape of the workpiece and method of fixation are rigid.
RE (ap) 50 ~80%EA. 2. When milling copper and copper alloys, lower the rotational speed by
3. INIHE SR, BEASRASERIERIITIEISM, 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80% in
ERTIEIEFIAER T, 18552 TR SRUEFAITIRHF, accordance with the table above.
5oh EERTIENGESER, DRIERXK, 3. Please always use the appropriate cutting fluid recommended by the

4. INTHIRERT, ATRHLETIEBA. LR, &akiE. cutting fluid manufacturer in the machining of magnesium alloys. Be
5. WTFERREAIRISINT, HEFERKAMEIERR (BRAEFBEEERERIM) . cautious with the cutting chips as they are highly flammable and may pose
a serious fire risk if not properly handled.
4.When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.
For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).

8
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PXAL+PXMC 7 pxar « pxaac shortype

% side milling
PRI LB RIS
0., 7N =] 7N =]
ANTAF#E Aluminurrll:l All__llo%%!\?iﬁgMaterial fihemoplasficheshy Thermosetting Resin
Work Material A5052-A7075 PP - UPE - PTFE POM- PVC: MCJg i ABSHfE - PEEK W52/ [ o
MCNylon  ABS Resin Acrylic Bakelite
YIHNRE o g
Cutting Speed 450 115 95 115 115 = 2
(m/min) 'I‘EE é
PR Tl wn | mows | gw | msEE | ka | seEE el BT
e Speed Feed Speed Feed Speed Feed Speed Feed Feed B g’
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
12 10,000 2,700 2,900 960 2,500 790 2,900 440 2,900 440
14 10,000 2,700 2,500 830 2,300 720 2,500 380 2,500 380
16 10,000 2,700 2,400 790 2,000 630 2,400 380 2,400 380
18 8,900 2,890 2,100 760 1,800 620 2,100 380 2,100 380
20 8,000 2,600 1,900 740 1,600 600 1,900 370 1,900 370
22 7,300 3,160 1,700 660 1,400 530 1,700 360 1,700 360
25 6,400 2,770 1,500 660 1,250 530 1,500 360 1,500 360
TIHIRE ap de ap ae
Depth of Cut 0.7D 0.2D 1D 0.5D
BASIEI SR E AKX IEIER RER. The cutting conditions for aluminum alloys are for when using
WERTIRIR R ERSSANER. water-soluble cutting fluids.
The cutting conditions for resin are for when using air-blow.
FEEE siotMilling
PRI LR PRI
0O.A. i =} [y =]
INTAA% AIuminun?A?o%%!\?iﬁgMaterial Thermoplastic Resin EmeEEing (st
Work Material A5052-A7075 PP - UPE - PTFE POM- PVC: MCJE - ABSHfE - PEEK W5eh ERESEER,
MCNylon  ABS Resin Acrylic Bakelite
YIERE
Cutting Speed 105 85 105 105
(m/min)
sMZ L29E BESERE R BHRIERE IR HHERIRE HEIR BHRIRE BHRIEE
e Speed Feed Speed Feed Speed Feed Speed Feed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
12 10,000 2,700 2,700 890 2,400 660 2,700 410 2,700 410
14 10,000 2,700 2,300 760 2,000 630 2,300 350 2,300 350
16 10,000 2,700 2,200 730 1,800 570 2,200 350 2,200 350
18 8,900 2,410 1,900 680 1,600 550 1,900 340 1,900 340
20 8,000 2,160 1,750 650 1,400 530 1,750 340 1,750 340
22 7,300 1,980 1,600 620 1,300 490 1,600 340 1,600 340
25 6,400 1,730 1,400 620 1,100 480 1,400 340 1,400 340
- ap
TIEIRE ap DC=
Ee—— =12 1D
Depth of Cut
epmor 0D 12<DC 0.5D 3
- B3 g
BA SRS RERKEMIEIERAIER. The cutting conditions for aluminum alloys are for when using K2 <
SRR SR ERSIRRIER. water-soluble cutting fluids. ®e X
The cutting conditions for resin are for when using air-blow. IE'.G::
X

—_
—

CERIETIENRE. MRS ERRR, AR AR,

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

ERBEINTH, RARENTEHRRTIERES AR, WeILURSHERE., with low rigidity are used. In resin processing, the feed rate can be
2. INT5E - s &R, B NELREERN20~40%, HEEIEES0~80%, HHI increased if the shape of the workpiece and method of fixation are rigid.
#RE (ap) 50 ~ 80% KA. 2. When milling copper and copper alloys, lower the rotational speed by
3. INTHEE SR, BEASESSTEEMIERTDEIRM. 20 to 40%, feed rate by 50 to 80%, and cutting depth by ap 50 to 80% in
ERTIRNEFIAIER T, 1B E IR SIEFAITIRHR, accordance with the table above.
Boh, EEFRUBILIBESER, LARIERXR., 3. Please always use the appropriate cutting fluid recommended by the

4. INIWAERT, ATEELETIBSA. 5, EERE. cutting fluid manufacturer in the machining of magnesium alloys. Be
5. JWFESREANAEINT, #HFFERIGAETIEHR (BREFIEESBRIRIN) . cautious with the cutting chips as they are highly flammable and may pose
a serious fire risk if not properly handled.
4. When processing resin, please remove cutting chips to prevent them from
getting caught or entangled.
5. For higher quality processing of resin, the use of a water-soluble cutting
fluid is recommended (excluding nylon and Bakelite).

pocid 5¢)



PXMZ %m%uﬁ}? Tightening procedure

a=
1 With gap

O)ip @E# OREITER @A

Cleaning Initial Tightening Final Tightening Confirmation
BTIFRERZ BRI EIR AR SR IET % FahiiR ERERRFITER FARBBE T
Remove dirt and chips from the connecting thread and shank Tighten by hand Tighten with a spanner wrench Confirm that there is no gap

- Only use the spanner wrenches that are designed specifically for the PXM (p.52) for

- 22 T 3L RS 3 B PXM SRR E. attaching PXM heads .
oy ° Please do not use alternative spanner wrenches sold on the market as a replacement.
1§ﬁﬁiﬂg CEERRFEEER). - Please refer to p.52 for tightening torque.
FE EFREHBESE .52, - Please tighten until the head and the shank holder faces meet. Confirm that there is
Cautions [RABSSESS ke M1 no gap.

h g o RN N . Ny N - Degreasing the connecting thread may result in over tightening or a possible
during use [EREESEREN T les) M Sl S LB separation of the faces. Please do not degrense, 9 gorap

BB IRFEBAILMEL, B8R, »Zlegse make sure that the spanner wrench is inserted properly and turn it slowly
uring use.

Mounting Procedure

f 4

A
@“ﬁﬂj‘ﬁ%(BT30) Initial Tightening @%%E‘-K Final Tightening @% E Cleaning
BAIMIRERD, FHEA. BiRFITFE. BRIk, REZ ERNIR RIS,
HERIRE], (FEIGRHTE, Tighten with a spanner wrench Remove dirtand chips from the connecting thread
#*BT30LUSMUE S E TE. and collet
Make sure the fastening portion of the collet is clean then . .
insert it into the holder. Turn the pull stud to tighten. X BT30L,{9|‘E9§§"HF§ Mounting procedure for holders other than BT30

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

) OFEBLG BN BIRF.
/ EFLAOHIET (G6IUL) BY,
AT REBHITIRIE.
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.

—

@OFERE, EXRAETRAEE
IRFHTE (B%) . REEH
BT,

KT R 18N'-m

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

@?%B% Mounting the Head collet by hand, tighten with the wrench by turning to the
right, then fastening to the required torque.
BFiFEE, BRAPXMERIRFITE. *Recommended tightening torque: 18N-m

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

- Only use the spanner wrenches that are designed specifically for the PXM (p.52) for

- ZREETIAHEE R PXM B AIRF, attaching PXM heads .
{Eﬁﬁtﬁ"] (AEERIRFEREFR). Please do not use alternative spanner wrenches sold on the market as a replacement.
R SR EREES % p.52 - Please refer to p.52 for tightening torque.
FIE N M ’N s N - Please tighten until the head and the collet faces meet. Confirm that there is no gap.
Cautions JIRSRARERENR, BWALEE. - Degreasing the connecting thread may result in over tightening or a possible
COTNCIIRN - ARl E5 RN ENENE, BRaATRERE. LIS, separation of the faces. Please do not degrease.
BEIRFEEATILLEL, SR EE, . zluer?;: lrjr;:ke sure that the spanner wrench is inserted properly and turn it slowly

s




| SRR - WIS TATR

Cutting tools for copper electrodes and resin machining

fRERk FADLCHE RS =%t/]

DLC Carbide End Mill for Copper Electrodes

T HAERFEEREER!

Milling beautiful copper electrodes without burrs!

AE-LNBD-N
BRI L 270 K kLB S 8 |

2-flute long neck ball type for high precision finishing

R~#ifg : R0.05 ~ R3

SHEHE - K56 - BEENT! -
Achieves high efficiency, long tool life and high precision machining! Eits
AE-CPR-N

Long neck radius type for high-efficiency finishing

{iﬂ'f’)ﬂ*ﬁ 1 0.2 ~p6 ig——.

Scan for details

BRIRERADLCERESEEE]

DLC coated carbide end mill for super engineering plastics

A Nz XS AR BRI AR LR IN TS P A RIS E K

Suitable for micro features and strict precision requirement of resin applications

ljle% g! Sharp Corner Edge
SEP-EL
RYHUE : 90.5~p6 3DTIK /5DTIK S S g
Lineup 3 X D cutting length /5 X D cutting length . i




shaping your dreams

Il (L% FEIRAERAE

OSG Corporation

BXEAL (L) 488
Hudlk: EEHRTFEIKTER1133SKTRELS AT12110E1003-0755T
EHiE: 021-52552588; f€H: 021-58883300;  Hp4®: 200051
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