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Guidelines for selecting tools that enshures high cost performance
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Expanding materials
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Aluminum solid solution
matrix

EEF
Very Good

K& (13% T )
BB

Low Si content casting

alloy, die casting (Si < 13%)

ADC12 (Si 11%)

mmﬁﬁmﬁﬁ
+Sik EHUR S R
+CuAlétiR e &

Aluminum solid solution
matrix + Si flat shaped
crystals + CuAlz needle
shaped crystals

Sift % & 25 1000HVHY
SIRERD,
HWHITEREAR

The hardness of Si is HV1000.

However, the machinability
remains good because the
quantity of Si is rather small,

=& (13%MTF)
SAEE

High Si content casting
alloy, die casting (Si >213%)

| ADC14 (Si 17%}

mmﬁﬁmﬁﬁ
+SiFR P AR S &
+CuAl2§T ik 4L 5

Aluminum solid solution
matrix + Si flat shaped
crystals + CuAlz needle
shaped crystals

SIKITERE A 1000HVE S
HTFESES,
TREWKMR,

Since the hardness of Si is
HV1000 and is abundant in

Al casting, the tool's wear
will progress quickly.

MMC
(ERESESHHE)

(Metal Matrix Composite)
(SiC2 20%)

MMC (SIC 25%)

mlﬁﬁmﬁﬁ
+SICHLF
+SikRF R R

Aluminum solid solution
matrix + SiC particles
+ Si flat shaped crystals

SiCHYRE 4 3000HV A
A, FEHETHEL,

Since the hardness of SiC
is HV3000, it is a very diffi-
cult material to machine.
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Dry cutting
Semi-Dry cutting

Bk

Request
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Wet cutting

o 1 1] il
High speed
machining

THEKFm

Long tool life

EWmENT

High precison
machining
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Bright finish
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New DLC Coating
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Coating

Ultra Fine Diamond coating

A (5 )

Welding resistance ( high )|
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Wear resistance ( high )
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Features of 3 Flutes End mill

B> TFHHVIBH AR EBiE

Wide chip room

SHAMTIRE T TENEF IS
Better Rigidith and better performance with 3 flutes design
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High performance design

@

PAfERY27] B

Conventional (2 flutes)

A
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Strong helix angle Larger rake angle

2 PIEIpIE=231

Sharp Cutting edge

B Y
Positive,high rake angle design on both axial and radial area
SMNERIZM. SRRV EA R ATE,
THIE R B!

Better surface finish on radial cutting face and secondary
\ relief,for better performance

Kl 2h & R fF R i T1 K

Special end teeth design for the balance

B S iER thsERs 2 T
Stable machining capability on high speed rotation

o

CA-PKE I
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Mol Materia el HEE M e !

® i e £40° Highly efficient machining and excellentchip
Helix Angle - disposal in pocket milling operation!

e %ﬁiﬁe for Milling Diameter Rrdaimm %%‘Hj.g%ﬁ%iﬁ Hﬂﬁ?ﬁ&ﬂﬁiﬂlqﬂ
8] A Fn TR Also suitable for copper. A HEEFMMIG %S,

Highly rigid type with short cutting length and long neck.
It can be used for various cutter passes.
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(845 mm ) Unitmm )

(#5. mm N Unitmm )

I f B

#’: T BRK Wiz | @iz Bl HRENo, IEBExAE ﬂe T BRK e | S | Bl
EDP No. Mill Dia. X R ke | U1 d dz | Stock EDP No Mill Dia, X R Le | L1 d d2 | Stock
8533033 | 3xR0.5 _5:} 45/ 9 627 @ 8533123  12xR0.5 _gu_m 30 1211 | @
8533043 1 4xR05 50| 6 (12| 6 /36 @ 8533125 12xR1 90 18 30 12 |11 @
8533053 5xR05 60| 75 15| 6 |45 @ 8533163  16xR05 115 24 | 40 16 | 15 @
8533063  6xR0.5 60 9 15 6 54 @ 8533165 16xR1 115 24 | 40 16 15 @
8533065 @~ 6xR1 60| 9 |15 6 |54 @ 8533169 @ 16xR3 115 24 | 40 16 |15 @
8533083 | 8xR05 70|12 |20 8|72 @ 8533203 20xR05 125 30 |50 20 19 @
8533085 | 8xR1  70/12 (20| 8 72 @ 8533205 20xR1 125 30 |50 20 |19 @
8533103 | 10xR05 80 /15 (25/10 |9 @ 8533209 @ 20xR3 125 30 | 50 20 |19 @
8533105 = 10xR1 80|15 |25 |10 |9 @ ® =15 F 75 5 @=Standard stock item.
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Highly efficient machining with high precision
in a wide cavity wall by step milling!

The corner radius on shank side prevents
cutting marks between steps.

FIXIERE,. SEERNEERMT
ARKWAEAERAERRKKE
AIXF N 2 FRETHI 77 =K

It can perform highly precise and efficient milling of
deep wall areas.

Due to a long, slim shank, over-hang length can be
adjusted.

It can be used in various types of cutter pass.
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Tool Material

@ EER
Helix Angle

@ HhEAE

Tolerance for Milling Diameter

ERes
Carbide

£40°
About

0~-0.020mm
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| / ‘ ¥R 7] Radius Chamfering
@ Le

th el A -Fin TR Also suitable for copper.
L
HEAMREAREA THILEIIRYN, HAREEHRE,
Since radius chamfering is also provided on the end faces of the shark side,no
line is marked on the boundary section during step milling. This is partial radius.
( 8{: mm ) Unitmm ) (8r: mm )l Unit:mm )
BRENo. MExmE EITRELA (35 AL A &% | Ik | e | E#
EDP No. Mill Dia, xR L L d Stock EDP No. Mill Dia. X R L Lc d Stock
L7579 8532080 8x- 110 12 6 ® 8532149 | 14xR3 160 21 12 L
E'"_-"T.'.;B‘ 8532083 8 x R0O.5 110 L 6 @ 8532160 16 x — 170 24 14 @
519 8532085 8 x R1 110 12 6 ® 8532165 | 16xR1 170 24 14 L
8532100 | 10x- 130 15 8 L 507 8532169 | 16X R3 170 24 14 ®
8532103 10xR05 130 | 15 8 | ® 8532180 | 18x- 180 | 27 | 16 @
8532105 | 10xR1 130 15 8 ® 8532185 | 18xR1 180 27 16 .
5178532107 | 10xR2 130 15 8 ® L=198532186 @  18xR1.5 180 27 16 ]
(8532109  10xR3 | 130 | 15 8 | @ (578532187 | 18xR2 180 | 27 | 16 & @
85632120 | 12x- 150 18 10 L 8532189 | 18xR3 180 27 16 L
85632123 | 12xR0.5 150 18 10 ® 51985632200 20x-— 190 30 18 L
8532125 12x R1 150 18 10 B (517 8532205 20x R1 190 30 18 ®
(5198532126 @ 12xR1.5 150 18 10 ® (517 8532209 | 20xR3 190 30 18 ®
(578532127 @ 12xR2 150 18 10 ® 8532220 | 22x- 200 33 20 L]
(78532129 | 12xR3 150 | 18 10 @ ® 8532225 | 22xR1 200 | 33 | 20 &
8532140 | 14 x- 160 21 12 @ (5198532226 & 22xR1.5 200 33 20 ®
8532145 | 14 xR1 160 21 12 ® (517 8532227 | 22xR2 200 33 20 ®
(578532146 = 14xR1.5 160 | 21 12 e 8532229 | 22xR3 200 | 33 | 20 &
(578532147 14xR2 160 | 21 12 | ® =15 45,5 @ =Standard stock item.
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Excellent surface finish and accuracy are
achieved while maintaining a highly efficient
milling.

PR REFRI3T] iz FE

Odd Number of flute (3 flutes) Multi Purpose lype to
minimize vibration.

CA-ETS
O & WHEE
Tool Material Carbide
@it £40°
Helix Angle About
O EnE 0~-0.020mm
Tolerance for Milling Diameter
1A i Fin T§E Also suitable for copper.
( Bfr: mm ) Unit:mm )
Tl € | 7k | W& | Ef
EDP No. Mill Dia. X R L Le d Stock
8502806 3 50 8 6 ®
577 8502807 3.5 50 8 6 [
8502808 4. 50 11 6 ®
7579 8502809 4.5 50 1 6 &
8502810 5 50 13 6 [ ]
(157178502811 5.5 50 13 6 e
8502812 6 50 13 6 L
577 8502813 6.5 60 16 8 [
g__ﬁﬁﬂgﬂ” i 60 16 8 @
=77 8502815 7.5 60 16 8 @
8502816 8 60 19 8 ®
%_ﬁﬁﬁgﬂ 17 8.5 70 19 10 | @
8502818 9 70 19 10 &
E‘EIQ_EEUZM 9 9.5 70 19 10 @

|
B
' Le
L
{ 8. mm )l Unit:mm )

MmENo. MExAE € | K | BE  EF

EDP No. Mill Dia. X R L Le d Stock
8502820 ‘ 10 70 22 10 e
=17 8502850 | 10.5 it 22 12 L
519 8502821 M 7| 22 12 | @
=577 8502851 1.5 75 22 12 ®
8502822 12 75 26 12 &
(5798502823 | 13 8 | 26 | 12 @ @
=17 8502824 14 85 26 12 ®
(15778502825 15 90 26 16 ®
8502826 16 100 | 32 | 16 @
=17 8502827 17 100 32 16 ®
(5778502828 18 100 32 16 o
5178502829 | 19 100 | 32 20 ]
8502830 20 105 38 20 L)

@ =i7/4 B 1F & @ =Standard stock item.




ik R~F3% Dimensions

CA-CR-ETS

OH & BEREE g )

Tool Material Carbide .
@ iRiE #340° | .

Helix Angle About g@ I 1.
O shiENE 0~-0.020mm B L & T

Tolerance for Milling Diameter ! R’ .

167 A Fin TE Also suitable for copper.

(#4L: mm ) Unit:mm ) | 86 mm ){ Unitmm )
MmENo. hExEHILRH 2 DIk 3 Wz |-=c2 WameE No. MExENA =K 74 e EE
EUP No. Mill Dia, x R L Lc d Stock EDP No. Mill Dia. x R L Le d Stock

8502231 3x R0.2 50 8 6 O 8502305 10x R1 70 22 10 O
8502233  3xR05 50 8 | 6 O 8502307 10xR15 70 22 | 10 | O
8502241 4x R0.2 50 11 6 )] 8502309 10x R2 70 22 10 O
8502243 4x R0O.5 50 11 6 ) 8502313 10x R3 70 22 10 )
8502245 = 4x R1 50 11 6 O 8502333 12x RO.5 7o | 26 12 O
8502251 5x R0.2 50 13 6 Q 8502335 12x R1 75 26 12 Q
8502253 5x R0.5 50 13 6 O 8502337 12x R1.5 75 26 12 @]
8502255  5x R1 50 | 13 8 | O 8502339 | 12x R2 75 26 | 12 | O
8502262 6x R0.3 50 13 6 O 8502343 12x R3 75 26 12 )]
8502263 6x RO.5 50 13 6 2, 8502375 16x R1 100 32 16 @)
8502265  6x R1 20 13 6 ) 8502377 | 16x R1.5 100 = 32 16 )
8502282 8x R0.3 60 19 8 @] 8502379 16x R2 100 32 16 Q
8502283 8x R0.5 60 19 8 O 8502383 16x R3 100 <) 16 O
8502285  8x R1 60 19 8 O 8502415 20x R1 105 38 20 O
8502287 8x R1.5 60 19 8 ®)] 8502417 20x R1.5 105 38 20 O
8502289 8x R2 60 19 8 9] 8502419 20x R2 105 38 20 O
8502302 10x Rﬂ3 70 22 10 O 8502423 20x R3 105 38 20 O
8502303 = 10x RO.5 70 22 10 ©) O=RefFh 74 B 77§ O=Inventory center stock item.

CA-RG-EDS

®H =& ERE®

Tool Material Carbide
@ 181t 30° ﬁ

Helix Angle
@ hEAE 0~-0.030mm

Tolerance for Milling Diameter

o R] A Fhn T $k Also suitable for copper.

(#4r: mm ) Unittmm ) (#fE: mm ) Unitmm )
&S No. shiz £k | WK @R | EF #&@s No. ohs Ep. S | Nk | wWE EF
EDP No. Mill Dia, L Le. d Stock EDP No. Mill Dia. L Le d Stock

8502010 1 40 25 4 ® 8502090 9 70| 18 | 10 | O
8502015 1.5 40 4 4 ® 8502095 9.5 70 19 10 O
8502020 2 40 6 4 @ 8502100 10 70 22 10 ®
8502025 | 2.5 | 40 8 4 & 8502105 10.5 5 | 22 | 12 O
8502030 3 45 8 5] & 8502110 11 75 22 12 O
8502035 3.5 45 10 6 O 8502115 11.5 75 22 12 &)
8502040 4 45 | 11 6 @ 8502120 12 7% 26 12 @
8502045 4.5 45 11 6 ®) 8502130 13 85 26 12 O
8502050 5 50 13 6 @ 8502140 14 85 26 12 O
85020565 5.5 - 50 13 6 O 8502150 15 90 | 26 16 O
8502060 B 50 13 6 ® 8502160 16 100 32 16 &
8502065 6.5 60 16 8 O 8502170 17 100 32 16 O
8502070 7 60 | 16 8 O 8502180 18 100 32 16 O
8502075 7.5 60 16 8 O 8502190 19 100 32 20 @]
8502080 8 60 19 8 @ 8502200 20 105 38 20 @
8502085 8.5 70 19 10 O ® =5 EE 75 5 @ =Standard stock item.

5 O=FEFROiREEFR O=Inventory center stock item.




Dimensions FEiRR~FFR

CA-RG-EDL

@ &K WHEE
Tool Material Carbide
@ 125 30°
Helix Angle
ORAE 0~-0.030mm
Tolerance for Milling Diameter
R A FmIE Also suitable for copper.
(S0, mm ) Unitmm )
mmENo. iz S 7 WmeE | EE
EDP No. Mill Dia, L Lo d Stock
8502630 3 50 12 5] L
8502635 3.5 50 14 6 O
8502640 4 | 50 17 | 6 o
8502645 4.5 50 17 6 O
8502650 5 60 20 6 [
8502655 55 | 60 20 6 O
8502660 6 60 20 6 L
8502665 6.5 70 24 8 O
8502670 7 70 24 | 8 O
8502675 7.5 70 24 8 @]

O# R WREE
Tool Material Carbide
QIEER 30°
Helix Angle
®RAE +0.01mm
Tolerance for Milling Diameter
1 R] B F i T Fn S

Also suitable for copper & Plastics

(&fr: mm ) Unitmm )

Rx 2pE ' nk | wme | EBF

Rt Mill Dia. Le d Stock
8503410 A R0.5 x 1 60 2.9 4 O
8503412 | RO.6 x 12 60 3 4 O
8503414 | R0O.7 x 14 | 60 3.5 4 O
8503415 | RO.75x 1.5 | 60 4 4 O
8503416 | R0.8 x 16| 60 4 4 O
8503418 RO.9 x 18 | 60 45 4 O
8503420 R1 x 2 60 5] 6 o
8503425 R1.25x 25| 70 6 6 O
8503430 R1.5 x 3 70 8 6 O

( 84T, mm ) Unitmm )

@ amENo. iz K | 7k | W& | BfF
EDP No. Mill Dia. L Le d Stock |
8502680 8 70 28 8 L
8502685 8.5 80 28 10 O
8502690 9 80 | 28 | 10 | O
8502695 9.5 80 28 10 O
8502700 10 80 34 10 [
8502705 = 10.5 9 | 34 | 12 | O
8502710 11 80 34 12 O
8502715 11.5 g0 34 12 @
8502720 12 90 40 12 @

@ =15/ FE{F f @ =Standard stock item.
O=FEfFH0br#E FETE S O=Inventory center stock item.

(845 mm ) Unitmm )

mE=ENo.  Rxi@ 2K | Ik | Wme | EE

EDP No. R= Mill Dia. L Le. d Stock
8503435 R1.75%x 35 70 8 6 O
8503440 R2 x 4 80 | 8 6 | O
8503450 R2.5 x 5 80 10 6 O
8503460 R3 x 6 90 12 6 O
8503480 1 R4 x 8 | 110 | 14 8 | ©
8503500 RS =10 125 18 10 O
8503520 R6 x 12 140 22 12 @)
8503560 R8 x16 | 160 = 30 | 16 | ©
8503600 R10 x 20 180 38 20 O

O=FEFEH iRt EF & O=Inventory center stock item.
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Ideal for flattening Aluminum Alloys!

SDLCEE |

New Diamond Like Carbon coating!

OSGHIDLCIHRERE 7R !
BFRELRE, EmEXFiaEfiERtEERgesnasEmT

AIZELSHE .

OSG's DLC coating gives shiny surface!

This shiny & smooth surface optimises end mill performance part iculary in
flattening Aluminum Alloy that requires welding resistance and lubricity.

A5 AL ]

Graphite Diamond

F & & B &
Amorphous construction

S RME=-EFHFES RS B ENEE
Amorphous construction:Refers to a structure that is free of grain boundaries, and not a polycrystalline structure.

MRIZ&ER (K1pym ) |

Thin coating layer (approx. 1um)!
Sharp cutting edge!

ENMI/m+a2ika!

Smooth and superb surface finish!

La, W =

EEEXTEBEBHE BN T & ((ZEBEF”F @B ) B EmMEBEFEDLC R E

The New DLC coating is available for all items on this leaflet (except coated products) as an additional modification service.




Dimensions ERR~TFE

o1 = WHEAS % )
Tool Material Carbide —

@ RELE DLC #E
Surface treatment DLC Coating |

QIERER £40° o N Sl K
Helix Angle About

®IERE 0~ -0.020mm |
Tolerance for Milling Diameter L
7] F 0 4R Fn 28 Also suitable for copper & plastics.

( 84 mm ) Unit:mm ) (B42: mm ) Unit:mm )

ETPET K | MR |ANK| B | R EmENo) AR A N T HJ

Ml Dia. =F= L |_1 l_‘l__ﬂE B‘i EDP No. Mill Dia.=R=xL : I;‘l -E Stock
8528533  3x R0.5x 50| 45| 6 | 9 | 27 O 8528623 |12x R0.5x 90 | 18 30 | 11 | O
8528543 | 4x R0O5x50 6 | 6 | 12 36 O 8528625 |12xR1 x90 | 18 | 12 | 30 | 11 | O
8528553 5% R0O.5%x 60 75| 6 | 15 | 45 O 8528663 |16x R0O.5x 115 24 16 40 | 15 O
8528563 6x R0O.5x60 9 | 6 | 15 | 54 O 8528665 16xR1 x115 24 16 40 15 O
8528565 6xR1 x60| 9 | 6 | 15 | 54 O 8528669 16xR3 x115 24 16 40 15 | O
8528583 8x R05x70/ 12 | 8 | 20 |72 © 8528703 [20x R0.5x 125 30 20 | 50 | 19 | O
8528585 8x R1 x70 12 | 8 | 20 | 7.2 O 8528705 |20x R1 x125 30 20 50 19 O
8528603 10x R05%x80/15 | 10 | 25 |9 | O 8528709 [20xR3 x125 30 20 | 50 | 19 | O
8528605 10x R1 x80 15 | 10 | 25 |9 O O=Fefz il B B 75 & O =Inventory center stock item.

INEW [

DLC-ETS

@O & EhRas E .

Tool Material Carbide =
@ FmabE DLC #%®/E

Surface treatment DLC Coating
@ IEhEfa £40° ! -

Helix Angle About g VR I | M-
@ Mz 0~ —0.020mm :

Tolerance for Milling Diameter Le

L
18 7] A 0 TsRFn Ea e Also suitable for copper & plastics.

( 4AL: mm ) Unit:mm ) ( B4 mm ) Unit:mm )

Eam=SNo. iz 2§ 74 W& T @S No. spia 2% 7 WE B
EDP Mo. Mill Dia L Lc d Stock EDF Mo. Mill Dia. L Le d Stock
8528306 3 50 8 6 @] 8528320 10 70 22 10 @
8528308 4 50 11 6 @) - 8528322 12 75 26 12 @]
8528310 5 5 13 | 6 | O 8528326 16 | 100 | 32 | 16 | O
8528312 6 50 13 6 O - 8528330 20 105 38 20 O
8528316 8 60 19 8 O O=FEFFP O i7# FEHFH O=Inventory center stock item.




24k R~F3%& Dimensions

o ®| WREE

Tool Material Carbide
@ EmEAbE DLC B |

Surface treatment DLC Coating
QB 30°

Helix Angle
O 5MEAE 0~ —0.020mm

Tolerance for Milling Diameter

287 B hn T §aF0 88 Also suitable for copper & plastics.

(&4r: mm ) Unitmm ) (#4r: mm )l Unit:mm )
f&SNo. 5hE 2k | DK | BB | BF &K | K | @ Ef
EDP No. Mill Dia, L Le d Stock EDP No, Ml Dia. L Lc d Stock

8528005 0.5 40 1 4 O 8528015 1.5 40 3 4 O
8528006 0.6 40 1.2 4 ® 8528016 1.6 40 3.2 4 O
8528008 0.8 40 1.6 4 O 8528018 1.8 40 3.6 4 O
8528010 1 40 2 4 O 8528020 2 40 4 4 O
8528012 1.2 40 2.4 4 O 8528025 2.5 40 5 4 O
8528014 1.4 40 2.8 4 9] 8528030 3 40 6 4 O

=i/ 45R4 EETF & O =Inventory center stock item.

[INEW/f

DLC-LN-EDS

e & WEREs
Tool Material Carbide
@ xTEAE DLC %2 |
Surface treatment DLC Coating % &
® i f 30° B
Helix Angle
@ SMELE 0~ - 0.020mm
Tolerance for Milling Diameter
1 0] A hn T g Fn B8 Also suitable for copper & plastics.
[ 84r: mm ) Unit:mm ) (| 84r: mm ) Unit:mm )
BRSNo. MBxBHEE nK | WmE  FJe EE m@mSNo.  SeExmFEK EXFEIE R AN I
EDP No Mill Dia.* L1 Le d d2__| Stock _ EDP No. Ml Din.* LA L Lg d d2 | Siock
8528101 0.5x 25 B0 | 0.7 | 6 045| O 8528106 3x15 70 | 45 6 285 O
8528102 1 x 5§ B0 | 15| 6 (085 O 8528108 4 x20 80 | 6 6 [|385| O
8528103 1.5x 7.5 60 | 23| 6 145 O 8528110 5x25 90 | 75 6 485 O
8528104 2 x10 60 | 3 6 (195 O 8528112 6 x30 90 | 9 B |585| O
8528105 2.5x125 70 | 3.7 | 6 |24 o O=FEFH R ETRF A O=Inventory center stock item.




Dimensions ERR~TFE

DLC-EBD

[INEW ][

e =& EhaE

Tool Material Carbide
@ =mabE DLC ®E

Surface treatment DLC Coating I
@i 30° ﬁ "—E

Helix Angle
@ ihELE +0.01mm

Tolerance for Milling Diameter

18] B in THRFasE Also suitable for copper & plastics.

{ 847 : mm ){ Unit:mm ) (847 : mm ) Unit:mm )
M= No. = oy S i WE | EF e s No. =} £y S DIk e | EfF
EDP No, L L d Stock EDP No, L Le d Stock
8528401 RO.5 50 2.5 4 O 8528408 R4 100 14 8 O
8528402 R1 50 5 6 @) 8528410 R5 100 18 10 &
8528403 R1.5 60 8 6 Q 8528412 R6 110 22 12 Q
8528404 R2 70 8 6 O 8528416 R8 140 30 16 O
8528406 R3 90 12 6 O 8528420 R10 160 38 | 20 o]
O=FEHF O Fr# BETE & O=Inventory center stock item.

oH & ERaE

Tool Material Carbide
O RmEmALE DLC % E

Surface treatment DLC Coating
@Rk 30° ’ = —

Helix Angle %;— & — g )
@ ihiEnE +0.01mm o

Tolerance for Milling Diameter

/T BF i TRFngekl Also suitable for copper & plastics.

(#42: mm ){ Unitmm )

&S No.

A x {FHA
EDP No. R L1

(847: mm ) Unit:mm )

8528201 RO.5x 5

| 8528202 @ R1 x10 | 60

2K | Nk | EWE | BB EE ammsNo. Rxa%k EIELEESEEE
k Lc dz2 d__ Stock EDP No. L Ag d2 d__| Stock
60 | 1.5 095| 6 O 8528203 R1.5x 15 80 45 285 6 O

3 |195]/ 6 | O 18528204  R2 x20 | 80 6 38 6 O

=FEF O FRE BETE & O=Inventory ﬂanter“:;.tuck italm.

10



IR R~F3% Dimensions

DLC-AIR-EDS

@ &K EHREE
Tool MatsHal Carbide ﬁ_ﬁ
@ =ELE DLC %2 '

Surface treatment DLC Coating
L L #25° S
Helix Angle About = ;
i mm |_ e
L PRV 0~ —0.030mm >

Tolerance for Milling Diameter

[ 845 mm ) Unitmm ) ( 84r: mm ) Unit:mm )

paeNe N SERR N ET I I T T ok B@=No. #@xR [l ﬂj;&.hﬁﬂﬁ"a@ﬁ 153
EDP No. Mill Dia.x R L | te | d | 11 | d2 |Siock EDP No. Mill Dia.x R L | is | d d2 | Stock
8528822  12x R1 90 14 [ 1240 (11  ©O 8528902 | 20x R1 110 22 | 20 5& 18 | O
8528823 12xR1.6 90| 14 [ 12 40 [11 O 8528903 | 20xR16 110 22| 20| 56 18 | O
8528826 @~ 12x R3 90 14 |12 |40 |11 | © 8528906 | 20x R3 110 22| 20| 56 |18 | O
8528862 @ 16x R1 100 18 | 16 45 (144 O 8528952 | 25x R1 110 27 | 25| 56 (234 O
8528863 16x R1.6 100 18 | 16 45 144 O 8528953 | 25x R16 110 27 | 25 56 234 O
8528866 16x R3 100 18 | 16 45 (144 O 8528956 | 25x R3 110 27 | 25| 56 (234 O

O =FEfFH L R4 EF &M O=Inventory center stock item

'_"_ 5
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l -.‘. [ Ll
% . LR Y

1 '." _1 II .‘bql"
T\lh— !‘_If” "-i' |:_'.h ‘i
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& REGSEERSEAMI

Ideal for high Si contained Aluminum Alloys!

BN S mENARE ™
Ultra Fine Diamond Coating!

HREAFENBRERENARE (PAT.P.) . SMERNENAZREHELLH
BIHBERENNLFE. HENEXAEFENENARERFR EIRFOSG,

OGS's new (patent pending) diamond coating is made from ultra fine diamond crystals in an innovative new process.
This coating can be easily distaguished from other diamond coatings by its shiny finish. This new OSG diamond coat-
ing will give better finish and better performance and is only available from OSG.

ERIRAREERENTHERHAR, EEREEE
 FEgaamIfHREE, FAZNBRERE
RIAREMIEM I HREMEEEEETRER
Il -1

Exiﬁing diamond coatings perform well in graphite milling.
However, problems with surface finish occur when milling non-
ferrous materials such as aluminum alloys and copper. OSG's new

diamond coating can achieve surface finish as good as any non-
coated endmill.

BRERENARE

Ultra Fine Diamond Coating

NI RBF L E WA

Sharp cutting edgel

WAEEE (zess. anos) Roughness| Work Material : A7075 )

(um)
2.0

1.0
0.0
-1.0

-2.0

BHERSRTRE ' 0.66um Ry

Ultra Fine Diamond Coating

™

0
(um)

1.00 2.00

2.0

1.0

R ENaRE | |

Other Diamond Coating

i WMM me

LB

Non-coated

MWMWWWWNMMMW

0 1.00 2.00 T 3.00 (mm)

W 7)RHI LR

EEERIERE
Other Diamond Coating

O N EREERER!
BRERERHERE
EENIASRTR

iR

From fine to ultra fine!
Ultra fine diamond coating contains very fine
diamond crystals |

@ )5 ESEF]!

Sharp cutting edge

r*rHEFEINS R (REFaBRid ) ETEMERERERNARE,

The Ultra Fine Diamond coating is available for all items on this leaflet (except coated products) as an additicnal modification service.

12



Ak R~F3%& Dimensions

90 10

DIA-EBD
@i &K EREE
Tool Material Carbide ! —
@ = mEitE BHERENTERE % &= =
Surface Treatmen Uitra Fine Diamond Coating
@ 1F7E 30°
Helix Angle
EAUMLAS, (ih&l:s%;u)i{t%mg;gr)graphite. (EHE: mm )( Unit:mm )
AmsSNo. R x 4pz £k | WK Wiz EfF BmSNo. R x 4pE 2K | 7K Wz BT
EDP No. Rx Mill Dia. L Lc d Stock EDP No. Rx Mill Dia. L Lc d Stock
8504110 | RO.5 x 1 60 2.5 4 O 8504160 | R3 x 6 90 12 6 O
8504120 R1 x 2 60 ) 6 O 8504180 | R4 x 8 110 14 8 O
8504130 | R1.6 x 3 70 8 6 @, 8504200 | R5 x 10 125 18 10 O
8504140 R2 x 4 80 8 6 o 8504220 | R6 x 12 140 22 12 O
8504150 | R2.5 x 5 6 O O=EEfFH LR/ ETFM O=Inventory center stock item.

@+ &R EREE
Tool Material Carbide |
@ REALE BHERENERE $ -ﬁ fe )
Surface Treatmen Uitra Fine Diamond Coating '
@ 1ZiEf 30°
Helix Angle
HAIIAMMITAE, Also suitable for graphite.
(B47: mm )( Unit:mm ) (B4r: mm )( Unitmm )
EamsS No. SPT-Lie- Ml 2K | 71K | /R | TR | ETF HmsSNo. tectaes | 2K | TIK | R B | ER
EDP No. Rx L1 L Lc d d2 | Stock EDP No. Rx L1 L Lc d d2 | Stock
8505211 R0.5x 5 60 1.5 6 095 O 8505236 | R1.5x% 30 70 | 4.5 6 285 O
8505212 R0.5x 10 60 | 1.5 6 [095| O 8505244 | R2 x 20 80| 6 6 1385 O
8505222 R1 x 10 60 3 6 [1.95] O 8505247 | R2 x 40 80| 6 6 [3.85] O
8505224 R1 x 20 60 3 6 [1.95| O 8505255 | R2.5x% 25 90| 7.5 6 485 O
8505233 R1.5% 15 70 | 4.5 6 [285| O 8505258 | R2.5 x 60 | 100 | 7.5 6 (485| O

O=FEfFH MR ETFEm O=Inventory center stock item.

[/NEW SIZES Jf

i 30 B Air o 78 R A a2 46 B e BB AN ) BRAE & 452 BT A B R SEBR

DIA-PC-EBD

O R Whes FHHE,
Tool Material Carbide # Effective angle (a®) refers to the angle connecting between the conical neck and
@ fﬁﬁﬁ iﬁ Y Pk %E ::Z ﬂ:QE?nﬁig:nﬂzrlneter as shown in the figure. Please select the tool according to
Surface Treatmen Uitra Fine Diamond Coating
@ 127 30° :
Helix Angle b
AT M IAE, Also suitable for graphite. (B i ) Unitin )
AmSNo. Rx #fx BRI £ IES Wiz oz F1THR BUAE BETF
EDP No. RxBxL1 & Lc d d2 L2 a’® Stock
INEV/] 8504963 R0.5x 1°x 30 100 2.5 6 1.9 4 0° 582’ O
INEVT] 8504964 RO.5x 1°x 40 100 2.5 6 2.3 4 0° 54’ O
INEV/} 8504965 R0.5x 1°x 50 100 2.9 6 2.6 4 0° 55° O
INEV/ ] 8504966 R0O.5x 1°x 60 120 2.5 6 3 4 0°56° O
INEVT] 8504967 R0O.5x 1°x 70 140 2.5 6 3.3 4 0°56° O
INEV/] 8504968 R0.5x 1°x 80 140 2.5 6 3.7 4 0° 57 O
8504900 R0O.5x 1°x 90 150 2.5 6 4 4 0° 567’ O
INEV/] 8504976 R1 x 1°x 60 120 s 6 3.9 7 0°53° O
INEV/] 8504978 R1 x 1°x 80 140 5 6 4.5 i 0° 55 O
8504902 R1 x 1°x 100 160 ) 6 53 74 0°56° O
INEV/ ] 8504989 R156x 1°x 90 160 8 8 58 10.5 0° 53" O
8504903 R1.5x 1°x 120 180 8 8 6.9 10.5 0°585° O
8504904 R2 x 1°x 120 180 8 10 7.9 10.5 0°55° ®,
8504906 R3 x 1°x 150 220 12 12 10.8 14.5 0°55 O

O=FEfFH R ETEaR O=Inventory center stock item.



VIHISRHEAER

Recommended milling conditions

CA-PKE - DLC-PKE

M EmPIEl SIDE MILLING
THEEaE RIS E FEeEs es
T4 R A7075 <Si13% AZ91.AZ80A.C1100
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy
MATERIAL A7075 < Si13% AZ91.AZ80A.C1100
FRAE SR = i P HI FRAEEMY = iEPIHI A PRAEFMH = iE PIHI A
REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING
TIRR~F OI¥EHE | HHEHEE O¥EEE | HEEE OEEE | HREE C#EEE | HLEEEE ECl3EEE | HEEE OEFERE | HBERE
(mm) (min-') | (mm/min) | (min") | (mm/min) | (min-?) | (mm/min) | (min-?) | (mm/min) | (min-?) | (mm/min) | (min-1) | ( mm/min)
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-1) | (mm/min) | (min 1) | (mm/min)| (min-?) | (mm/min) | (min-1) | (mm/min)| (min 1) | (mm/min) | (min-1) | ( mm/min)
3 21,000 1,100 40,000 2,100 21,000 1,100 24,000 1,250 7,950 325 17,000 625
4 15,500 1,250 32,000 2,550 15,500 1,250 19,200 1,550 5,950 365 14,300 800
D 12,500 1,300 32,000 3,250 12,500 1,275 19,200 1,950 4,750 385 12,700 925
6 10,500 1,400 26,500 3,500 10,500 1,400 15,900 2,150 3,950 400 10,600 960
8 7,950 1,500 20,000 3,750 7,950 1,500 12,000 2,250 2,950 460 8,000 1,130
10 6,350 1,700 16,000 4,300 6,350 1,700 9,600 2,580 2,350 475 6,350 1,150
12 5,300 1,750 13,300 4,400 5,300 1.750 8,000 2,650 1,950 510 5,300 1,250
16 3,950 1,750 10,000 4,400 3,950 1,750 6,000 2,650 1,450 510 4,000 1,250
20 3,180 1,750 8,000 4,400 3,150 1,750 4,800 2,650 1,150 510 3,200 1,250
da ar
omm | 2 _L020
da ar da dar da ar da ar da ar
da 1D 0.1D 1D 0.2D 1D 0.1D 1D 0.2D 1D 0.1D
DEPTH v _
OF CUT T B
J_pi
X ETHREEEEMEIEESE N TR, ¥ If the chip disposal is a greater concern than the surface finish on work material, the
igHEIRERESE ERE1.5ME, feeding speed should be increased by 50%.
1.5 E ARIEROSE S BV, 8 1. Use a rigid and precise machine and holder.
2. i&{E BAGEMEEIE . 2. Use a water soluble cutting fluid.
3.\ iRIBYIREE YA R (s AR B B Rt 5 R B . 3. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.
4. M TS S rHEEIR R BTN R, RS EYE. 4. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.
EYIH| SLOTTING
BB TRmaS HEEEE SEEEWMES
A7075 < Si13% AZ91.AZB0A.C1100
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy
MATERIAL A7075 < Si13% AZ91.AZ80A.C1100
bR AR =IEYIHIA IRAEEY =EVIHIA bR AE 1
REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING
TR R~ IR EE | HREE OI¥EE | HREE D#EEE | HREE E#EEE | HGEE [B1%% i3 AL E
(mm) (min-') | (mm/min) | (min-?) | (mm/min) | (min-?) | (mm/min) [ (min-*) | ( mm/min) ( min-1) ( mm/min )
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-?) | (mm/min) | (min-7) | (mm/min) | (min-?) | (mm/min) | (min-") | ( mm/min) ( min-1) ( mm/min )
3 21,000 770 40,000 1,450 21,000 770 24,000 880 7,950 325
4 15,500 810 32,000 1,700 15,500 810 19,200 1,000 5,950 379
5] 12,500 860 32,000 2,200 12,500 860 19,200 1,350 4,750 385
6 10,500 950 26,500 2,400 10,500 950 15,900 1,450 3,950 400
8 8,000 1,000 20,000 2,500 8,000 1,000 12,000 1,500 2,950 460
10 6,350 1,150 16,000 2,800 6,350 1,150 9,600 1,700 2,350 475
12 5,300 1,200 13,300 2,950 5,300 1,200 8,000 1,800 1,950 510
16 3,950 1,200 10,000 3,000 3,950 1,200 6,000 1,800 1,450 510
20 3,150 1,200 8,000 3,000 3,150 1,200 4,800 1,800 1,150 510
NRE Qa=0.5D
- da=0.25D da=0.5D da=0.25D da=0.5D da=0.25D
DEPTH Z |3
OF CUT o i |

# If the chip disposal is a greater concern than the surface finish on work material, the
feeding speed should be increased by 50%.

< Regular Milling >

The recommended maximum ramping angle is 30 degrees or lower when using for
ramping machining.

< High Speed Milling >

The recommended feeding speed for ramping machining is less than 2000mm/min,
and the recommended maximum ramping angle is 30 degrees or lower.

Use a rigid and precise machine and holder.

Use a water soluble cutting fluid.

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

Please note the following points on machining Mg alloy.

To select appropriate cutting fluid, consult with lubricant manufacturers.

Chips must be handled carefully.

¥ 5STHMEEBEEMALE, EEMNTHER ,
TS HLEEREZE ERA1.51E,
<bREFEE>
WEmMIE, BHEAmERFEIC LA,
<BiEFEH>
WEMTE, #HLEE2, 000mm/minklT~, $fE30° LA,
. EEANESESEE, A,
. IEE KA IR
. AIRIEVIRE, YIAENITESME AR B EfNHAHE,

wn =

= N

4. MISKEEFFEFIE, EREFEVIAIBT, mEEEVE
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VIHISZHE AR Recommended milling conditions

CA-MFE

BESEENNIROEESRER

The conditions below are for high speed / high precision machining centers.

e P HY HIGH-SPEED SIDE MILLING
0T H R THEEE HERE® e e
A7075 < Si13% AZ91.AZ80A.C1100
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy
MATERIAL A7075 <Si13% AZ91.AZ80A.C1100
TR R~ B4 i & G IE E B33 & e E E B3 E E prid bt -3
(mm) ( min-1) ( mm/min ) ( min-1) ( mm/min ) ( min-1) ( mm/min )
MILL DIA. SPEED FEED SPEED FEED SPEED FEED
(mm) ( min-1) ( mm/min ) ( min-1) ( mm/min ) ( min-1) ( mm/min )
8 20,000 3,750 12,000 2,250 8,000 1,130
10 16,000 4,300 9,600 2,580 6,350 1,150
12 13,300 4,400 8,000 2,650 5,300 1,250
14 11,500 4,400 6,900 2,650 4,500 1,250
16 10,000 4,400 6,000 2,650 4,000 1,250
18 8,850 4,400 5,300 2,650 3,500 1,250
20 8,000 4,400 4,800 2,650 3,200 1,250
22 7,400 4,000 4.500 2,400 3,000 1,200
YIS EME BITEESKEMMYIR. ®FiX. #LRENRE,
EHFRABRTIBRKEA DNEAMEUTHBEE : : N
YIRE aa | ar  ERKERAN, #5EAR0ZKMEEMNT TREKE i el i
12D | 0.1D &1, Debth of cut
The cutting conditions in this table are ¥ da ar Hire He
. T obtainable when the extension of the end T4 x A
mill is less than (Dx4). If the tool extension Dx4 = 1.2D 0.1D 100% 100%
Sa increases, refer to the following coefficients :
DEPTH and reduce the conditions accordingly. 71%:55% 1.2D 0.06D 60 ~ 80% 60 ~80%
OF CUT —— v
e A iR 12D | 0.025D | 40~60% | 40~60%

1,35 6E AR EFNHE B = BV, R R o
215 (E Ak A TEDIHB
3. AR PEVI R B, AL RIS R S A B R Fn i 45 i o

4.1 T & £ rHEF i EEEEUTEIR A, =R EEUE.

wnN =

Use a rigid and precise machine and holder.
Use a water soluble cutting fluid.
Please adjust the speed and feed when the cutting depth is large or when machines

with low rigidity are used.

4. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.

= IEE T HIGH-SPEED SLOTTING
THREEE HERASE
=0
IIT#ER A7075 <Si13%
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting
MATERIAL A7075 <Si13%
TR R~ 5] e 13 v gt i3 E1% % = PSR E
(mm) (min-1) ( mm/min ) ( min-1) ( mm/min )
MILL DIA. SPEED FEED SPEED FEED
(mm) ( min-1) ( mm/min ) ( min-1) ( mm/min )
8 20,000 2,500 12,000 1,500
10 16,000 2,800 9,600 1,700
12 13,300 2,950 8,000 1,750
14 11,500 3,000 6,800 1,800
16 10,000 3,000 6,000 1,800
18 8,850 3,000 5,300 1,800
20 8,000 3,000 4,800 1,800
22 7,400 3,000 4,450 1,800
S IEE BIARKEVMIIR, HiE, #EEEHRY,
iRe N HRTFRARIIBRKEA TRAME L T RIRE A RE 5] 5 1 4L o
HES ga=(.1P EBKEBRAR, HSRARNRMEMEMNT TARKE Bepthiafent | Spsed Feed
FH. Depth of cut
The cutting conditions in this table 3 da HE o
are obtainable when the extension of T B4l
the end mill is less than (Dx4). If the Dx4 0.1D 100% 100%
tool extension increases, refer to the g
DEPTH Y- following coefficients and reduce the L 0.05D 60~80% | 60~80%
OF CUT 7 E conditions accordingly.
7, A o 0.025D 40-~60% | 40~60%

135 {5 A R HEFD RS B S AL, KR
2,35 A KBTI .
3. BIARYE V)R B, LA R 15 5 {58 A AR 200 VB BE A iR AR 45 i

Use a rigid and precise machine and holder.

Use a water soluble cutting fluid.

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

o b
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Recommended milling conditions  VIEHI&ZGEER

CA-ETS.CA-CR-ETS.DLC-ETS

eI SIDE MILLING
MR TREESE HEEES EEEAEE
A7075 <Si13% AZ91.AZ80A.C1100
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy
MATERIAL A7075 <Si13% AZ91.AZ80A.C1100
IR R~ B 5% 33 fE v op Y 3 5% & TR E B 55 35 PG IR
(mm) ( min-1) ( mm/min ) (min-1) ( mm/min ) ( min-1) ( mm/min )
MILL DIA. SPEED FEED SPEED FEED SPEED FEED
(mm) ( min-1) ( mm/min ) ( min-1) ( mm/min ) ( min-1) ( mm/min )
3 21,000 950 21,000 950 7,950 320
4 15,500 1,080 15,500 1,080 5,950 350
5 12,500 1,100 12,500 1,100 4,750 380
6 10,500 1,200 10,500 1,200 3,950 400
8 7,950 1,300 7,950 1,300 2,950 450
10 6,350 1,500 6,350 1,500 2,350 480
12 5,300 1,550 5,300 1,550 1,950 510
16 3,950 1,650 3,950 1,550 1,450 510
20 3,150 1,550 3,150 1,550 1,150 510
RS “ | 7
o
aa ar @a Qa %
15D | 0.1D R o ﬁz
DEPTH “ “
OF cUT —J—i——ar SIS
135 ARIERRE ESm, L8, 1. Use arigid and precise machine and holder.
2.5 % AAGREEHRF . 2. Use a water soluble cutting fluid.
3. FIIREVLEE VNI ZE B R A s RN 443 5 3. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.
4.In T8 & & FHSF 18, EEEFEVIHIHm A, S EEVE . 4. Please note the following points on machining Mg alloy.

To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.

TEIH! SLOTTING
T4 E THREAEE HEREE FaEMHES
A7075 <Si13% AZ91.AZ80A.C1100
WORK Aluminum alloy expanding material Aluminum alloy casting Magnesium alloy. Copper alloy
MATERIAL A7075 < Si13% AZ91.AZ80A.C1100
TIRR~F B3 3 e E [E1¥: 1% & 4R IEE B %% 3 & HeREE
(mm) (min-1) ( mm/min ) ( min-1) ( mm/min ) (min-1) ( mm/min )
MILL DIA. Speed Feed Speed Feed Speed Feed
(mm) ( min-1) ( mm/min ) ( min-1) ( mm/min ) ( min-1) ( mm/min )
3 21,000 670 21,000 670 7,950 325
4 15,500 700 15,500 700 5,950 365
5 12,500 745 12,500 745 4,750 385
6 10,500 820 10,500 820 3,950 405
8 7,950 865 7,950 865 2,950 455
10 6,350 970 6,350 970 2,350 475
12 5,300 1,030 5,300 1,030 1,950 510
16 3,950 1,030 3,950 1,030 1,450 510
20 3,150 1,030 3,150 1,030 1,150 500
TIRE
da=0.5D / % da / i _a
B ’ T ’ //W}///// “
OF CUT
1.5 ARNEMEESNNM, 28, 1. Use arigid and precise machine and holder.
2 3E{E B 7K R ML I 2. Use a water soluble cutting fluid.

&

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

4. N TEEE S FHEFEID EEEFEDIEIB T, =EEEVIE. 4. Please note the following points on machining Mg alloy.
To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.

3. FAIRFEVIIR &2 WU R AR S R B N 40
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VIHIEZEE AR Recommended milling conditions

CA-RG-EDS

B (min)

— UE A

SRR mm/min )

IEH?EEE nriin'1 )

SIDE MILLING

iE( mm/min )

B ( min'

MYl SLOTTING

#4583 BE( mm/min )

EEEEE (min')

iﬁ-:‘ﬁ( mm/min )

ZIER~F (mm)
MILL DIA.(mm) SPE‘ED(min'1) FEED(mm/min) SPEED(min"') FEED(mm/min) _SPEED(min'1)' FEED(mm/min) SPEED(min"‘) FEED(mm/min)
1 32,000 220 23.500 220 32,000 220 23.500 220
2 32.000 420 11,500 215 23.500 310 11.500 215
3 21,000 700 7.950 250 15,500 515 7.950 250
4 15,500 725 5.950 280 11,500 540 5.950 280
5 12,500 760 4,750 205 9,500 575 4,750 295
6 10,500 830 3,950 310 7.950 630 3.950 310
8 7.950 890 2.950 350 5.950 665 2.950 350
10 6,350 995 2,350 365 4,750 745 2,350 365
12 5,300 1,050 1,950 390 3,950 790 1,950 390
14 4,500 1,050 1,700 395 3,400 795 1,700 395
16 3950 1,050 1,450 390 2.950 795 1,450 390
18 3,500 1.050 1.300 390 2.650 795 1.300 390
20 3.150 1,050 1,150 385 2.350 785 1.150 385
A
a ar 2 % aa=1D Z % as
15D | 0.1D re / ///
DEPTH A e 2=
OF CUT Tl

11518 A R MEFOHS & R, KR o

23548 MK A THEVIRBF o
3. N TEHE SIEFIC EEEFTIHIHF, =R EEVE.

I ZIBRSF (mm)

CA-RG-EDL

1. Use a rigid and precise machine and holder.

2. Use a water soluble cutting fluid.

3. Please note the following points on machining Mg alloy.

To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.

#4543 Z ( mm/min )

SIDE MILLING

EEEE R ( min) it %% % ( mm/min ) EI$E & min )
MILL DIA.(mm) SPEED(min™) FEED(mm/min) SPEED(min™) FEED(mm/min)
3 13,000 390 6,350 195
4 9,900 400 4,750 210
5 7,950 400 3,800 245
6 6,600 450 3,150 260
8 4,950 500 2,350 275
10 3,950 600 1,900 295
12 3,300 630 1,550 305
N 7’
iRE a é
da ar 8 /
25D | 0.1D v
DEPTH AY
OF CUT oy @
137NN TE, RIEREBEEERAIGHS EER EFREO.5-1.51F 1. For side milling, alter the feed rate (1/2 to 11/2 times the listed rate) to meet surface
SEEIRIAE, roughness requirements.
235 AR FRIg &R, 2. Use arigid and precise machine and holder.

3.FE AN UIHI sk & EE VTR

4. N TS ErHEFEIE, I REFEVIHIBF, = EETE,

17

3. We recommend dry milling or using a water soluble fluid.
4. Please note the following points on machining Mg alloy.

To select appropriate cutting fluid, consult with lubricant manufacturers.

Chips must be handled carefully.




Recommended milling conditions ~ VIHISFGEER

CAP-EBD

TR SIDE MILLING
P THEEE HEEES EEEMES MES
' A7075 <Si13% AZ91.AZ80A.C1100 C1100
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy Copper alloy
MATERIAL A7975. < Si1 3% AZ91.AZ80A.C1 100 C1100

AR SELIHIE WA 1 WA 51 A
REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING
JIRAR~T B4 E BEATRE EEiEE AR E Bl iE E i il B4 i = PR E B 45 3 PHEE R [B] %% 3 fE PELA R
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED

(mm) (min?) [ (mm/min) | (min-?) [ (mm/min)| (min-') [(mm/min)| (min-') [(mm/min)| (min ) | (mm/min)| (min-7) | ( mm/min)
R0O.5x% 1 32,000 845 50,000 1,200 32,000 845 50,000 1,200 32,000 845 50,000 1,200
R 1x2 31,800 1,550 50,000 2,200 31,800 1,550 47,700 2,100 23,900 1,150 39,800 1,750

R1.5% 3 21,200 1,550 50,000 3,300 21,200 1,550 31,800 2,100 15,900 1,150 26,500 1,750
R 2x4 15,900 1,550 39,800 3,500 15,900 1,550 23,800 2,100 11,900 1,150 19,900 1,750

R 3x6 10,600 1,600 26,500 3,550 10,600 1,600 15,900 2,150 7,950 1,150 13,000 1,800
R 4x8 7,950 1,950 19,500 4,500 7,950 1,950 11,900 2,650 5,950 1,450 9,900 2,250
R 5x10 6,350 1,750 15,500 4,050 6,350 1,750 9,550 2,450 4,750 1,300 7,950 2,000
R 6x12 5,300 1,650 13,000 3,750 5,300 1,650 7,950 2,250 3,950 1,200 6,600 1,900
R 8%x16 3,950 1,500 9,900 3,550 3,950 1,500 5,950 2,100 2,950 1,150 4,950 1,800
R10%20 3,150 1,350 7,950 3,200 3,150 1,350 4,750 1,900 2,350 1,000 3,950 1,600
IRE aa | Pf aa | P aa | Pr aa | Pr aa | P aa | P
0.1D 0.2D 0.05D | 0.1D 0.1D 0.2D 0.065D | 0.1D 0.1D | 0.2D 0.02D | 0.05D
DEPTH —Y
SFett oy
A‘ A7/ a
Pf
1.5EANEFIEESHIM, &, 1. Use a rigid and precise machine and holder.
235 {E AR MY E B . 2. Use a water soluble cutting fluid
3.UFEBREIREIE, SR ERF L EE, 3. When chattering occurs, reduce the speed and feed simultaneously.
4. MTEEESEFBEIS, EEEFEVERFAL=REEVIE. 4. Please note the following points on machining Mg alloy.

To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.
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VIHIZ R ER Recommended milling conditions

DLC-EDS

AMTHBEESEHEHENERSRERERRT,

IR FHRESE S as HEEEHEEE WEE
ATO75 <Si13% AZ91.AZ80A.C1100 C1100
WORK Aluminum alloy ding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy Copper alloy
MATERIAL A?ggﬁ : <Si13% AZ91.AZ80A.C1100 &E'I 00
FRAEEN BTN A AR iR A PR o L 1
REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING
NRRF ElFEE | #HeEE EfEE  HEHEE | OEEE | HEEE | OREE | HeEE | OREE | MSEE | OREE 2 HEEE
( mm ) {min-?) | (mm/min)| (min-?) | (mm/min)| (min-?) |[(mm/min)| (min-?} | (mm/min) | (min-?) | (mm/min) | (min-?) | { mm/min )
MILL DIA. | SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) | (min-*) | (mm/min)| (min-') | (mm/min)| (min-*) | (mm/min)| (min-?) | (mm/min)| (min-*) | (mmimin) | (min-*) | ( mm/min)
0.5 32,000 600 50,000 850 32,000 600 20,000 850 32,000 450 50,000 650
0.6 32,000 600 50,000 850 32,000 600 50,000 850 32,000 450 50,000 650
0.8 32,000 600 50,000 850 32,000 600 50,000 850 32,000 450 50,000 650
1 32,000 600 20,000 850 32,000 600 50,000 850 32,000 450 20,000 650
1.2 32,000 600 50,000 850 32,000 600 50,000 850 32,000 450 50,000 650
1.4 32,000 600 50,000 850 32,000 600 50,000 850 32,000 450 50,000 650
1.5 32,000 700 50,000 950 32,000 700 50,000 950 32,000 550 50,000 750
1.6 32,000 700 50,000 950 32,000 F00 50,000 8950 30,000 2350 50,000 750
1.8 32,000 700 50,000 950 32,000 700 50,000 950 26,500 550 44,000 750
2 31,500 800 50,000 1,100 31,500 800 48,000 1,100 23,500 600 40,000 900
25 25,000 800 50,000 1,400 25,000 800 38,000 1,200 19,000 600 31,500 900
3 21,000 800 50,000 1,700 21,000 800 31,000 1,200 16,000 600 26,500 900
RE Pl da | dr & da | dr ] da | dr Rl & da | dr L da ar T da | dr
Side Milling| 1.5D | 0.2D Side Milling | 1.5D | 0.1D Side Milling| 1.5D | 0.2D | Side Milling| 1.5D| 0.1D Side Milling| 1.5D  0.2D | Side Miling 1.5D | 0.1D
DEPTH e ] 8 o 18 18
— = - = 5 = = = =
OF CUT | gioting da=0.50( D=1 0.20 ) Shtting da=0.250| D=1 0.20(F ) Slofting da=0.50( D=1 0.20 Sloting da=0.250( D=1 (2DBAF | Slotting da=0.50( D=1 0.2D) Shtting da=) 250 D=1 0.20HF )
1.5 RSN EERNYIE, =8, 1. Use a rigid and precise machine and holder.
2984 AR TRl . 2. Use a water soluble cutting fluid for milling aluminum alloys.
IS SUHIMREEEDNRFAAER, BEFAUN &, EEARTE. 3. Please note the following points on machining Mg alloy.
4 mImERS SR RFERERARERT., To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.
4. Diamond coated end mill is recommended for machining
Aluminium casting or die casting alloy with high Si.
. THRES® HEEeE gsa.mee =]
MR AT075 ~Si13% AZ91.AZ80A.G1100 &iios
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium alloy. Copper alloy per alloy
MATERIAL ATOTS <5i13% AZ91.AZB0A.C1100 un%‘l 100
¥k e i 5 1 B HI F FR e S e i Y EI A H i S = i I H A
REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING REGULAR MILLING HIGH SPEED MILLING
NER EleEEE | HHaEE ElFEEE W SN | EREE | SN ElipEAE | HHREE | ERERE | HRER | OREE | HSRE
{ mm ) [mine?) | (mm/min)| (min-?) (mm/min)| (min-1) |[(mm/min)| (mink?) [(mm/min)| (min-?) [(mm/min) | (min-1) | ( mm/min)
MILL DIA. | SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
{ mm ) (minct?) | (mm/min) | (min-?) (mm/min)| (min-?) |[(mm/min)| (minc?) | (mm/min) | (min-1) | (mm/min) | {(min-?)  { mm/min )
0.5 32,000 400 50,000 550 32,000 400 50,000 250 32,000 300 50,000 450
1 32,000 400 50,000 550 32,000 400 50,000 250 32,000 300 50,000 450
1.5 32,000 600 50,000 800 32,000 600 50,000 800 32,000 450 42,000 600
2 25,500 600 39,500 800 25,500 600 39,500 800 24,000 450 34,500 600
2.5 20,000 600 31,000 800 20,000 600 31,500 800 20,000 450 25,000 600
J 17,000 700 26,500 950 17,000 700 26,500 950 17,000 500 21,000 650
4 12,500 700 20,000 950 12,500 700 20,000 950 12,500 500 16,000 650
s 10,000 800 15,I_JIIIIJ 1,100 10,000 800 16,000 1,100 9,500 600 1 2,_5(1(] 800
6 8,500 900 13,000 1,250 8,500 900 13,000 1,250 8,000 650 10,500 900
VEE I da | dar il da | dr M da | dr W da | dr Qi | da | 4dr il | da | dr
Side Milling | 1500F 0.2D | Side Miling 1508(F 0.1D Side Milling | 1505F 0.1D | Side Milling| 1508 0.1D Side Milling| 150K F 0.1D | Side Milling 1.50ET 0.1D
oreur | M lasosoiostom)|  ® awosiost omurl| E assoiost o) | H |awmins aonr)| o ® |asosoinst 0m)| o asnsiost ozou)
Slotting i Slotting i Slotting i Slotting — Slotting |~ ™" " Slotting | L
1. EARERSE SR, 38, 1. Use a rigid and precise machine and holder.
2.7 {E A AR T Al 7Rl . 2. Use a water soluble cutting fluid for milling aluminum alloys.
3. EaatlHMEERTIAMFIOER, WEatIE R, EELETE. 3. Please note the following points on machining Mg alloy.

To select appropriate cutting fluid, consult with lubricant manufacturers.
Chips must be handled carefully.

4, Diamond coated end mill is recommended for machining
Aluminium casting or die casting alloy with high Si.
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Recommended milling conditions

VIHI SR HFEAER

DLC-EBD

MIHE TFEBEE HiEEAE e HeEs WEE
ATO75 <5i13% AZ91.AZB0A.C1100 C1100
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting Magnesium al C(T Ferdby Copper alloy
MATERIAL AT075 <5i13% -AZBLAZE{&.G 00 C1100
bR RIiETINIA RSN s E TN B AR DI A
REGULAR MILLING | HIGH SPEED MILLING | REGULAR MILLING | HIGH SPEED MILLING | REGULAR MILLING | HIGH SPEED MILLING
TRR~t EHEE & HeRE EEEE | HEE ESEE | HeEE EHRE | HSEE EfEE @ HEHE | BRHEE | HSEE
{ mm ) (min-') (mm/min)| (min-?') [ (mm/min)| (min-?) [(mm/min)| (mincf?)} [ {mm/min) | (min-?) (mm/min) | (min-?) | { mm/min)
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (minc')  (mm/min}| (min-?) [ (mm/min) | (min-7) | (mm/min) | (min-7) | (mm/min) | (min-?) (mm/min)} | (min-?) | ( mm/min )
RO.5 32,000 845 50,000 1,200 32,000 845 50,000 1,200 32,000 845 50,000 1,200
R1 31,800 1,650 50,000 2,200 31,800 1,550 47,700 2,100 23,900 1,150 39,800 1,750
R1.5 21,200 1,550 50,000 3,300 21,200 1,550 31,800 2,100 15,900 1,150 26,500 1,750
R2 15,900 1,660 39,800 3,500 15,900 1,650 23,800 2,100 11,900 1,150 19,900 1,750
R3 10,600 1,600 26,500 3,550 10,600 1,600 15,900 2,150 7,950 1,150 13,000 1,800
R4 7,950 1,950 19,500 4,500 7,950 1,950 11,900 2,650 5,950 1,450 9,900 2,250
RS 6,350 1,750 15,500 4,050 6,350 1,750 9,550 2,450 4,750 1,300 7,950 2,000
RE 5,300 1,650 13,000 3,750 5,300 1,650 7,950 2,250 3,950 1,200 6,600 1,900
R8 3,950 1,500 9,900 3,550 3,950 1,500 5,950 2,100 2,950 1,150 4,950 1,800
R10 3,150 1,350 7,950 3,200 3,150 1,350 4,750 1,800 2,350 1,000 3,950 1,600
VIR aa | P aa | P aa | P aa | P aa | P aa | P
0.1D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.0sD | 0.1D 0.1D | 0.2D 0.02D | 0.05D
DEPTH B
OF CUT “, | Ba
A A
Pf
1350 ARIEMBE RN, R, 1. Use a rigid and precise machine and holder.
2,154 A RSP E R . 2. Use a water soluble cutting fiuid for milling aluminum alloys.
EEsSUHFEEETHIRFAAER, HEFAUET R, EELEDE, 3. Please note the following points on machining Mg alloy.
4AmMIEEReSHFHRFEERAERARERT]. To select appropriate cutting fluid, consuit with lubricant manufacturers.
Chips must be handled carefully.
4. Diamond coated end mill is recommended for machining
Aluminium casting or die casting alloy with high Si.
MIHE TRESE WEREE Hges WmeEs Was
ATO75 <Si13% AZ91.AZB0A.C1100 C1100
WORK Aluminum alloy nding material Aluminum alloy casting. Die casting Magnesium alloy. C alloy Cc alloy
MATERIAL A?Dgﬁ <S5i13% mﬁzgad :IEII ' 1100
RN EETIHIE FRE R =TI A Rt =T HI
REGULAR MILLING | HIGH SPEED MILLING | REGULAR MILLING | HIGH SPEED MILLING | REGULAR MILLING | HIGH SPEED MILLING
TRR~F EfEE | HREE ElfemE = HEERE B | HeEE EfRE @ HREE | AREE | #ERE | OREE | #HRER
( mm ) (min-?) [(mm/min) | (min-?) |{mm/min) | (min-')} | (mm/min)| (min-?)  (mmimin) | (min-?) | {mm/min) | {(min-1) | { mm/min )
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
{mm) (min=*) |(mm/min)| (min-?) | (mm/min) | (min-?) | (mm/min)| (min-?)  (mm/min)| (min-") | (mm/min) [ (min-?) | ( mm/min )
RO.5 26,000 800 35,000 1,050 26,000 800 28,000 1,000 26,000 800 23,000 900
R1 25,000 1,050 35,000 1,400 25,000 1,050 28,000 1,200 19,000 800 23,000 900
R1.5 17,000 1,050 23,000 1,400 17,000 1,050 18,500 1,200 12,500 800 15,000 900
R2 12,500 1,050 17,500 1,400 12,500 1,050 14,000 1,200 9,500 800 11,500 900
TIRE da Pt da i da Pt da Pt da | Pf da =
01D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.02D | 0.05D
DEFTH '
OF CUT 4Lf’f da
/..-"ﬁ ,’: ﬁ%
Pf
1.8 E AR EEYLW, =R, 1. Use a rigid and precise machine and holder.
2.1 P 7k R R ! b 7R 2. Use a water soluble cutting fluid for milling aluminum alloys.
S.ﬁﬂ'ﬁmmmﬁmﬁlmﬂmﬁﬁ ] ﬁﬁﬂ]mﬁ“rgu Eﬂﬂbﬂ.ﬂ]m o 3. Please note the mﬁming puints on mnh&nlng Mg E“w_

4. M T EEER S EHFREFERERARRRT. To select appropriate cutting fluid, consult with lubricant manufacturers.

Chips must be handled carefully.
4. Diamond coated end mill is recommended for machining
Aluminium casting or die casting alloy with high Si.
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VIHIZHFE AR Recommended milling conditions

DLC-AIR-EDS

MITH R TEAE A0S
'WORK .
PHlEE =
Cutting Speed 1,000 ~ 3,000m/min
i) Bl 35 E (min" ) HAEE ( mm/min )
M{II;TE._nE}iA. SPEED ( min~" ) FEED ( mm/min )
12 35,000 9,100
16 35,000 12,000
20 35,000 15,000
25 30,000 15,000
xS
da ar
0.6D | 0.6D
DEPTH
OF CUT
1LIkHIEGRER TRESESEN T EANI A, 1. This cutting condition is fixed for a highly efficient machining center for
2. B EADH RS S SETEERHE. Aluminum Alloy.

2. Chips most be removed forcibly by cutting fluid or air blow.

21




VIR R EEER

Recommended milling conditions

Ik ERNERRRG EMERATT RS SRS AR, EEERA.
Do not use flammable fluids for high-speed light milling. Sparks generated during operation or heat caused by tool breakage can cause fire.

FHBSE HEEeE
nT# R A7075 < S5i13%
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casting
MATERIAL AT7O75 < Si13%
IRAE SR = i P H A T+ TRIA FRAE A S tEl A FENHIA
REGULAR MILLING HIGH SPEED MILLING DRY MILLIMG REGULAR MILLING HIGH SPEED MILLING DRY MILLIMG
NRAR~ | EREE | HSEE | EREE | SR | BREE  HEEE | EREE | BeEE | ERES | HNEE | BR%EE | HaEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
( mm ) (min-’) | {mmimin) | {min-?) | (mm/min) | (min") | (mmmin) | (min") | (mm/min) | (min-') | (mm/min) | (min-") | ( mm/min)
R0O.5x% 1 32,000 1,000 50,000 1,500 25,600 700 32,000 1,000 50,000 1,500 25,600 700
R1 x2 31,800 1,550 50,000 2,200 25,500 1,050 31,800 1,550 44,700 2,100 25,500 1,050
R1.5% 3 21,200 1,550 50,000 3,300 17,000 1,050 21,200 1,550 31,800 2,100 17,000 1,050
R2 x4 15,900 1,550 39,800 3,500 12,700 1,050 15,900 1,550 23,850 2,100 12,700 1,050
R25x5 12,700 1,550 31,800 3,500 10,200 1,050 12,700 1,550 11,900 2,100 10,200 1,050
R3 x6 10,500 1,550 26,500 3,500 8,400 1,050 10,500 1,550 15,900 2,100 8,400 1,050
R4 x8 7,950 1,950 19,500 4,450 6,360 1,350 7,950 1,950 11,900 2,700 6,360 1,350
R5 x10 | 6,350 @ 1,750 15,500 | 4,000 5,080 1,200 6,350 | 1,750 9,550 | 2,400 5080 | 1,200
R6 x12 | 5,300 | 1,650 13,000 | 3,750 4,240 | 1,150 5,300 1,650 7,950 | 2,250 4,240 1,150
iER 1
da Pf da Pf g as da Pf da Pf
DEPTH 0.1D | 0.2D 0.05D | 0.1D il P{Effﬁfﬁ 0.1D | 0.2D 0.05D | 0.1D
OF CUT
, WHiEmEEs Has
MTH R Si >13% C1100
WORK | Aluminum alloy casting Die casting Copper alloy
MATERIAL Si =13% C1100
REES SN IR R FUIEIA
REGULAR MILLING REGULAR MILLING HIGH SPEED MILLING DRY MILLIMG
JRRS =] ¥ 18 G E] 46 i 1 biig-opk ¥ 3 [ e i biig gl 9i 3 [ i it o 1 B
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED
( mm ) { min-1) ( mm/min ) ( min-1) { mm/min ) ( min-1) [ mm/min ) (min-1 ) | mm/min )
R0O.5x% 1 32,000 635 32,000 845 50,000 1,300 25,600 590
R1 x2 19,100 700 23,900 1,150 39,800 1,750 19,100 800
R1.5% 3 12,750 700 15,900 1,150 26,500 1,750 12,700 800
R2 x4 9,550 700 11,800 1,150 19,900 1,750 9,500 800
R2.5x 5 7,650 700 9,500 1,150 15,900 1,750 7,200 800
R3 x6 6,350 700 7,950 1,150 13,000 1,750 6,350 800
R4 x8 4,750 850 5,950 1,450 9,900 2,250 4,750 1,000
R5 x10 | 3800 800 4,750 1,300 7,950 2,000 3,800 910
R6 x12 3,200 750 3,950 1,200 6,600 1,850 3,150 840
xR
da Pf da Pf da Pf
DEPTH 0.05D | 0.1D 0.1D | 0.2D 0.02D 0.05D
OF CUT

1.8 68 ARITERE E e, =R
2.9 Ak RPN Al
S EEVHIEAESE. SHEERmMIB.ORAREESEYE.
4 FEFAUMBSEHITMI, HEATNIRS.

22

1. Use a rigid and precise machine and holder.
2. Use a water soluble fluid for regular and high speed milling.
3. The high speed conditions are for high speed and high precision machining centers,
4. Make sure to use the dry milling setting for dry milling on aluminum alloy.

Also use an air blow when dry

milling.




VIHIZHE AR Recommended milling conditions

DIA-LN-EBD

MImFEERAERESRENEATESSEREN R, EEEH L.
D sl wes Meaarnenabie Auicds For high-speaesd fight millirg, Sparks generated during operation or et ceussd by ool breskage can causs fin,

TRESE HiEEEE
ERRR A7075 <Si13%
WORK Aluminum alloy expanding material Aluminum alloy casting. Die casti
MATERIAL | “ators L SH3% "
AR SiEVIAIA T EHI| A RSN EiEUEIA A VA
REGULAR MILLING | HIGH SPEED MILLING DRY MILLING REGULAR MILLING |HIGH SPEED MILLING] DRY MILLING
4 B EIfRE | BEEE | BREE | #SEE | A%HE | HHNEE | AFERE | HEE | BRRE | ENIRE | BEEE SRR
R L1 SPEED FEED | SPEED FEED | SPEED FEED | SPEED SPEED FEED | SPEED FEED
(mm) (min=1) | (mm/min)| (min=? ) [ {mm/min)| ( min-1 } | {mm/min )| { min~1 ) | (mm/min )| { min-? ) | { mm/min)| { min-1 ) | ( mm/min )
RO.5 5 25,600 800 50,000 1,050 | 20,400 410 25,600 800 30,000 630 15,300 308
: 10 15,300 300 = = 12,200 160 15,300 300 = = 9,150 120
R1 10 25400 | 1,050 40,000 1,550 | 20,300 750 25400 | 1,070 24,000 925 15,225 563
20 15,200 420 — — 12,200 290 15,200 420 . — 9,150 218
R15 15 16,900 | 1,050 40,000, 2,300 13,500 750 16,900 | 1,070 24,000 | 1,380 10,125 563
| 30 | 10100 420 | — | — | 8100 290 | 10,100 420 | — — | 6075 @ 218
R2 20 12,700 | 1,050 31,800 | 2,450 10,100 750 12,700 | 1,070 19,080 | 1,470 7,575 563
40 7,600 420 6,100 290 7,600 420 = 4,575 218
R2.5 25 10,100 | 1,050 25,400 | 2,450 8,100 750 10,100 | 1,070 15,240 | 1,470 6,075 563
i 50 6,000 420 = ==t 4,800 290 6,000 420 = == 3,600 218
PSS |
da Pf da Pf da Pf da Pf
0.1D 0.2D 0.05D | 0.1D 01D | 0.2D 0.05D 0.1D
DEPTH
OF CUT
HEEeE MEE
I THE Si >13% C1100
WORK Aluminum alloy casting. Die casting Copper alloy
MATERIAL Si >13% C1100
B S bR SR EETE A F=CLmEl A
REGULAR MILLING REGULAR MILLING HIGH SPEED MILLING DRY MILLING
s BRK El§5iEE R E (5] e i bris gy B3 EE PG R El¥siEE SR
R L1 SPEED FEED SPEED FEED SPEED FEED SPEED FEED
{ mm ) ( min~1 ) { mm/min ) [ min-1) [ mm/min ) ( min-1) ( mm/min ) ( min-1) ( mm/min )
RO.5 B 15,360 480 32,000 690 50,000 1,050 31,000 550
: 10 9,180 180 22,400 260 == = 15,300 210
R1 10 15,240 642 19,000 680 31,500 1,100 15,200 550
20 9,120 252 13,300 260 - — 9,150 210
R1.5 15 10,140 642 12,500 680 21,000 1,100 10,000 560
30 6,060 252 8,750 260 o — 6,000 210
R2 20 7,620 642 15,500 680 15,500 1,100 12,400 570
40 4 560 252 10,850 260 = = 7,450 210
R2.5 25 6,060 642 12,500 770 12,500 1,250 10,000 640
' 50 3,600 252 8,750 300 = = 6,000 240
xRE
da Pf da Pf da P
0.05D 0.1D 01D  0.2D 0.02D | 0.05D
DEPTH
OF CUT
1.1 EARERNSESYE, A, 1. Use a rigid and precise machine and holder.

2.5 A AR RIE A

3. BRI SRR, B RN TR R R

4 FEFUHISSE#ITMIE,

iH{E AT TRIESE.

S5{ERTFHIATNE10ErISETIR, FHiEHR

2. Use a water soluble fluid for regular and high speed milling.
3. The high speed conditions are for high speed and high precision machining centers.
4. Make sure to use the dry milling setting for dry milling on aluminum alloy.
Also use an air blow when dry milling.
5. Please reduce the cutling depth when effective neck length ( L1 ) exceeds 10 times
the tool diameter.
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Recommended milling conditions  HIHIEHEE£R

DIA-PC-EBD

MIHE . ERARE
“WORK Aluminium Alloy expanding material
h‘lﬂ%?lKIAL AT075
el [l it B2 oG U
SPEED FEED
R ( min-1) ( mm/min )
R0O.5 16,000 150
R1 10,500 200
R1.5 7,500 300
R2 7,000 400
R3 6,500 450
LIRSS
=
DEPTH W’fgj e o B
o e P L
OF CUT : | 0.05D | 0.1D
135 E BRI E LA, 8, 1. Use a rigid and precise machine and holder.
2 FRIEEIHI TR R . 10 & A i ul S A R G RN e 2. The general conditions are shown on the abowve table. Thus, the speed and the feed
amMIEmMEEEREESN, HEMAED RS R rate should be adjusted in accordance with the machining conditions such as shape
4. TES TN, HEEEBEhERESIEE10pmELA, of component, overhang of cutting tool, machine rigidity, etc.
5.5 IR IS SR e RE 3. To ensure good surface and accuracy of component, depth of cut and the feed rate

should be adjusted accordingly.
4, Please prevent the runout of tool after chucking as much as possible (10um

maximum recommended).
5. Use suitable cutting fluids.
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MIFHHE  Cutting Data

CA-PKE E{] iﬁf iﬁﬁm BE CA-PKE Performance at highest feeding speed

ZE—TUEVRBENBANGSERRANE, ERANECEARNBEIRFMIIIFIRR. SH@EEREAS8mm(0.5D)
MR EE AT LA B 12.6m/min, R EM THLLH,

We changed the milling depth to confirm the feeding speed limit. The milling was satisfactory within the area that was checked . Highly efficient
machining at a feeding speed of 12.5m/min was possible for 8mm deep machining in the axial direction (0.5D).

it &5 i
CA-PKE @16xR1 Eaﬂﬂﬁl SRTE Fend
mIHE ATO75 Milling Depth Tool 2.5m/min Smimin 7.5m/min 10m/min 12.5m/min
Work Material da mm 0.25mm/rev 0.5mm/rev | 0.75mm/rev Tmmirev 1.25mmirev
- R ow —[CEEE 0 0 0 T 0 0
090min - Eae M) X
I E oL DL ke o o O ( Briufmill
Milling Method Slotting e CA-PKE () (9] O O
R 2.5 ~12.5m/min SBaEm22ET X (#ri3 )
Feed (0.25 ~ 1.25mm/rev ) RS eedediient O O @) { Breakage )
PRE :
e = e s X g& )
mc:mlmi 'HI ﬁﬁﬁ (1D) E‘ﬁ.lTﬁﬁ.‘ﬂ'ﬂlLﬂﬂhm O o { Breakaga }
(EFg & Ehs i Tl ( BT50 )
Machine Horizontal Machining Center (BT50)
EM 4
- da
A

CA-PKEZ{EE In T CA-PKE Pocket Milling

RS RN, EENF I mmIEENT, FeEdEEaNE,

High speed and high precision machining is possible even for pocket milling that requires 1mm thin walls. Normally, chattering and vibration tend to
occur during machining.

wHIE CA-PKE @10xR1
T 75mm
N 'Y
5 628m/min o S K
Cutting Speed ( 20,000min ') E /
I F % SEFLmT SERE T 12mm /,J imm
Milling Method Drilling operation Contouring Milling
SRR 2,000mm/min 10,000mm/min \_/ v 55mm
Feed ( 0.1mm/rev ) ( 0.5mm/rev ) “:
ngﬁ.ﬁ:m aa=?:1um_sﬁiﬁ'ﬁ] da=3mm dr=5mm =
Ylilih A EETIHIE
Coolant Water Soluble
ERiEE I (BT40)
Machine Vertical Machining Center (BT40)
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Cutting Data NI H#E

CA-MFEHIMIMm N T E¥EE cA-MFE Performance in side milling

{E ICA-MFEZEEEE Fif{THRNMT, SEAKDAFHT] (
A7 TR ) #atk, FIKIEESREMIAE, HFRESMIHE.
The CA-MFE that enables step milling on the deep cavity wall can CA-MFE
decrease the machining time and optimize precision, comparing
with long type end mill (4 flutes & long cutting edge) that cuts up
to the end of a component, fAtm
$ERIR CA-MFE@18xR1 45']‘&?153 18
MI# R - o
Work Material ATO75
st 6,000 ~ 20,000min"" 6,000min "'
ety 1,800 ~ 6,000mm/min 1,400mm/min
Feed ( 0.3mmirev ) ( 0.23mmirev )
YRR & WEMEram () WETENE (6 )
Milling Mathod Side milling with 3 steps (Down Cut) Side milling with 1 step (Down Cut)
Dﬂ;nnflm da=216mm dr=045mm da=648mm dr=04 5mm
i*l 45‘1‘1&3’Jﬂ 4FL .Lnng
= oo PR
I IREEY AR LTI g " 10000min~" and 20000min™.
Coolant Water Scluble o
50
T Hux(BT40
mmﬂf Huﬂﬁmmﬁﬁg{mw [:'ETdﬂ} 55 p. CA-MFE
1 1 |
Etﬁi!ﬂu Speed 6,000 10,000 20,000 min" ]
HHGEE Feed 1,800 3,000 6,000 ( mm/min |

CA-ETSHIM &= CA-ETS Deflection of the work piece

wEix e, ROTHEREEMBANINESAE, E£H550.3mm/revBfCA-ETSHREZ £iRE, HMIBEBE27], 471E /N,
LT HUEWEENL, HLRERT0.1mm/revit, 471§ 71RI=4% T #RE,
We compared the deflection of the work piece at each feeding speed. There was no vibration occurred up to a feeding speed of 0.6 mm/rev, and the deflection was smaller than
with 2 flutes and 4 flutes. Machining efficiency and precision were maximized. In the case of 4 flutes, vibration occurred at h igher than the feeding speed of 0.1mm/rev.
ITR CA-ETS 910 (um)
ST T, 40
IR g
Wark Material AT075 \ e ®
Ik 628m/min . 27) 2L =
Cutting Speed (20,000min " ) T e e 2.
TSI 2,000 ~ 12,000mm/min 20 —
Feed (0.1 ~0.6mm/rev ) = e - ;//x ﬂ'j’i.’/_——.
VIl 77 % MmENE (5 ) i = 10
Milling Method Side Milling (Down Cut) ——
RS ar | CA-ETS |
Depth of Cut Gamiomm. Arimn < % 0.1 0.2 0.3 0.4 0.5 0.6 0.7
L UhE B EIE] A H#EBE Feed [ mm / rev )
Coolant Water Soluble
EREEE | ESUNTPD(BTA) A o WA Bk e DA
Machine Horizontal Machining Center (BT40)

DIA-EBD ADC12 Hy¥IEITERE Performance of DIA-EBD in ADC12
: FERENARERNKEISFENMTIADCI2, SEHEARNESEETARLILKIAL, TREFGHEUXIBEERS.

A ball nose end mill with Diamond coating has a much longer tool life than competitor's ball nose end mill for Aluminum.

0.12

wﬂlm | ADC12 | 0.10 }/',__-,
TIHIE 20,000 min”"

EﬁIﬂ DIA-EBD R3x6 ( mm )

g
-
Milling Speed EE 0.08 //
RRIRE 3,000 memimin s 008
st wsé /-/ e R RIS T
mﬂl Aa=08 mmn. Pf=12 mm 0.04 Compelilor's ball nase for Aluminum
Milling Depth i AR ﬁ? : —&— DIA-EBD
EIHliEh ) Ta 0.02
Coolant Dry |
AR SR M (BT40 )
Machine Vertical Machining Center (BT40) 0 500 1,000 1.500 2.0000m)
PIEHE B Milling Length
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IMIHHE Cutting Data

DLC-AI R-EDSHI &S =0 THERE

e DLC-AIR-EDS ¢25
mI#E
Work Material AT075
s 2,400m/min
Cutting Speed ( 30,000min -* )
A % i E LI
Milling Mathod Shoulder Mlling
ﬁﬁmﬂ 18,000mm/min
Da?hff%ﬂ da=15mm dr=20mm
Pl Uk FE DI EA
anla_l:i'l Water Soluble
EAEE BT
Machine Horizontal Machining Center

Ultra high speed milling by DLC-AIR-EDS

Y| B & 1%2,400m/min, 1§ HEH &45,400cc/min.
- Make your dream come true, with this amazing speed of 2,400m/min, and an outstanding chip discharge rate of 5,400cc/min.

15mm

FEAEHNT @ (BREES®RIN) , ETEMHDLCRE. BHMERSRERE.

The New DLC coating and the Ultra Fine Diamond coating are available for all items on this leaflet (except coated products) as an additional
moedification service.

a & REMH N & Safe use of cutting tools ~
. Iﬂﬁmﬂﬂﬁﬁiﬁlﬁﬁﬂ. ﬂﬂﬁmﬁﬁlxﬁﬁ“ﬁ\fﬁﬂ%n & lUee E-ﬂfﬂ-f‘_f' cover, eafety glasees and eafety ehoes during operation.
. ;ﬁﬁi&%ﬁ% . Egﬁiﬁtﬁmﬁﬂﬁ S e e Chiss vl b
e iFAERF -~ silar cting.
o TIEHTITIAR RAHES LR, o S UM, S N ey [Py hear ayseirang
e MEEREESRIGE ST RIEILER. . gil'lli_ﬂﬁ ﬂ%ﬁiﬂuh
. ﬁﬁilﬁfﬁﬂilﬂ ® Please usa correct tools for the operation.Check dimensicns to ensure proper
e MIENERIAIRR T, selection.
% 7 e S
TOOL COMMUNICATION
OSG CORPCRA-FION Http://iwww.shanghaiosg.com
Bk1PL (L) BB THARZE] E-mail:business@shanghaiosg.com
Eol AT Wyl |
il AR K AR T 360 58 _L iRE Ry A 17 RED s T B IR B X AR 69 515 ) " 5 EBER
Hiif: 021-58886600 {LIL: 021-58883300 % 200120 Hii%: 021-50462266 fL¥L: 021-50462626 s : 200131
AL (R Wi CHATRZ bl Madpdib
7 M A AR 767 2 facie Ko J5 181355 é R
Hij%: 02038210423 fLf: 02038210425 iiE43: 510600 OSG{RHEJE:

Bkl (L) Hid LA RA RO
KEEIRIA 5 198 AL EAb ) 595 55.06-1

Wif§: 0411-87655185 f&fi: 0411-87655186 lis&i: 116600
Bk-LAL (i) Ries CRAMRA W RHME

Rl g X EP 5 2 S 4ER C 185202

Wi%: 022-28010190 {hE: 022-28014222 ;300203

WPl (L) Wi CHATRA RlEch it
HKTP SRR 52 5 R UR 2 20F16 %
Wifh: 02365408090 f4IL: 023-65402088
WPl (i) i CILARVA RIS AL
PRIl R X Dt 2 vy W A2 P 418035
Hij§: 0765-83566532 fEE{: 0755-83556854 i : 518048

Bl (i) §ig CRATMZ TRt

JCB TR AL L 38519025

WLl 0510-2739271  f&1L: 05102739220 Wishi: 214007 \o. )

ifid: 400030




