MICIE=—UTRIVT—R Vol.5
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The New Standard for Milling

'-I-::J“?< L\% Positive Rake Angle
YRR P2 R

Reduces cutting force

E—IJIE High Rigidity
MIfEEDGELE

Improves milling accuracy

*ﬁiﬁj 2|' _.L\ New Flute Form
RBIFEFLID < FHEH M

Facilitates excellent chip evacuation

. o Surface
¢ Q, — — .
¥ %, Fa754X

<R TR SIEMEREIECEN.
BEEZEIBENY—VILISy I =MFHILET

Provides excellent lubricity, superior friction-resistance and high oxidation temperature.

Multi-layer construction minimizes the thermal cracks that often occurred while using water-
soluble oil.

BAZEEE Multi-Layer Construction

f17&58{LE  Adhesion Reinforcing Layer

c =5« VIRADFRENEIC LD INTEBEENDLLET

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

AE-VMS fER MR Conventional
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"R;Rﬁ Low Cutting Force

PINEKOBULRIAFICK D UJHBERZERLE T
- TERIEEY)D K FHHEZE@IZIUciiE T # —LICKD
ZEMINAREECTED  NUREZINHLET

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

. fm*iﬁ:l (:j‘j lJ ttﬂﬁu;ﬁiﬁ%ﬂﬁg 1 0%9‘ 'j V 10% lower cutting force versus the competitors
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AE-VMS ¢ 10 ﬂi’.*iﬁl ¢ 10 Competitor

.ggll:tll lJ L/D = 4-6 Eﬁiﬂul Stable performance even when the overhang length is L/D=4
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AE-VMS ¢ 10 1‘[1’,*i|':|:|':| ¢ 10 Competitor

\) \\)
0 0 D ;mﬁu Suppression of Vibration

AEFY— R IAFDEORATRE. BEERINIZRRELET

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

A — R variable Leads EHE| Unequal Spacing Teeth




hUIi:_ 9 Cutting Data

} (‘ U ;[ﬂﬁu , UJ 73‘9‘73: ( N O"U D @UL\EZHUHHIE Great surface finish with no vibration and minimal burrs

Suppression of Burrs

EHATE ft#t@m @10 Sl
Tool AE-VMS 910 Compelt:i?or Cg“rij'nfaeztnor
A
Work Material sus316
)] lvspr S BYIHI
Milling Method Slot Milling
SIHLEE ; .
Cutting Speed 69m/min (2,200min")
EDEE .
Faad 350mm/min (0.04mm/t)
SATEA
g’l"ﬁﬁ&ut dp=10mm dp=5mm
SIEHE KB MELIE B
Coolant Water-Soluble
{SE PR YRRV =Vt H (HSK63)
Machine Vertical Machining Center
EER'( THHHE 35cm3/min 17.5cm3/min

QEHHI 5%@.]%“?% 9: v EygtrgﬂIEﬁgﬁé%%iE?i Normal wear with no chipping even in slot milling

Stable Performance

(MM) Q.16 [rmmrmmmrremr s s s s e s

ERIR AE-VMS $10

L0
R
Work Material sus3o04 % 012
o Tpage BH g 010
Milling Method Slot Milling %0.08
AT . N e
Cutting Speed 70m/min (2,250min™") 5006
UV 5 0.04
Eebd’zg 475mm/min (0.053mm/t)

0.02

SATE A
E‘Z"Sﬁ&ut ap=10mm 0 & L L L L L L L L L L L
0 28 56 84 112 168 224 28 336 39.2 504 56
SR KB EYIEHE IR willing Length (m)
Coolant Water-Soluble
— AE-VMS — fth{it A ftht 5B

R RV =TG4 (BT40) Competitor Competitor
Machine Vertical Machining Center

ﬂ@ﬂ@?ﬁ%ﬂﬁﬁ Wear comparison of the peripheral cutting edge

ftittm A 39.2m fttttf@mB 22.4m

Competitor Competitor




%;}H:[I]ﬁu tﬂﬁu%&’&ﬂﬂfﬁu l/ N Fé*%;[ﬂﬂiu (: @%%%E Suppression of cutting heat generation minimizes tool wear

Suppression of Heat Generation

(mm) 0.1

ERTIE X
Tool AE-VMS  ¢6 0.09
el SCM440 008
Work Material w 0.07

- e F
BIRIAE RIEDE) g 006
Milling Method Side Milling % 0.05

ot 15
e 140m/min (7,500min"") g 004

utting Speed 2 003

=D 1,800mm/min (0.06mm/t) " 002

v— 0.01
gﬂﬁﬁ&ut ap=9mm de=1.2mm o —# 1 1 1 1 1 1 1

0 11.2 224 448 89.6 1344 156.8 179.2

tﬂﬁ'ﬁﬂ]ﬁ“ IT’jD_ PIEIRE Milling Length (m)
Coolant Air Blow —— AE-VMS  —— it A iR B
BRI WY =514 (BT40) Competitor Competitor
Machine Vertical Machining Center

1 1 -zm ﬂﬂIH%ﬁt@ﬂﬂIﬁ*ﬂE‘f Surface roughness after milling 11.2m

AE-VMS (Ra : 0.6377pm) ft1tt&2 A (Ra : 1.0747pm) #1452 B (Ra : 1.2304pm)
° Competitor Competitor
(pm) (pm) (pm)
33 33 - : - — | a——L
L0 ANAANNANANANNA | 0ol NN SAA NAAMAA | o
41 33 U . 1 : ~ 43
[} 100 200 00 0 1.00 200 it0 ] 1.00 200 100
(mm) (mm) (mm)

1 56.8m j]uIiéo):{*ﬁ.E Tool condition after milling 156.8m

£1b <TIRRR YA FHREFRERDIRIGIRE
Cutting Chips Wear Comparison of the Cutting Edge
7 . .
4 f
E’ fio]=:]
. #1500C AFEEIRIEL
\ Brown No Cutting Edge Recession
about 500C
Tmm
firit A RE ‘
Comp:filtor #1600C 395'&%:1&*
Purple Excessive Cutting Edge Recession
about 600C
Tmm
i+t B 5 .
Competitor #700C RFEEIRIN
Blue Minimal Cutting Edge Recession
about 700C
Tmm




hUIi:_ 9 Cutting Data

ZEML

Stable Performance

]
B

BUHI THREMIN TS

Stable performance even in slotting

FEHETE (MIM) 0,14 7777 T T s
Tool AE-VMS ¢6XR1
A o
il

Work Material SuUs304 % 0.10
YIBIE BYIH %
Milling Method Slot Milling %% 0.08
IR ; o "% 0.06
Cutting Speed 80m/min (4,200min") E
" % 004
=D iRE 830mm/min (0.049mm/t) -

0.02
IARE
Depth o:-tut dp=3mm 0

0 245 49 735 98 147 294 392 49 588 68.6
BIHRE KBELIRRE EIHIRE Mmilling Length (m)
Coolant Water-Soluble
——AE-VMS  ——{thiit&@

{E AR @~ =r 91045 (HSK63) Competitor
Machine Horizontal Machining Center
6806m ﬂﬂlﬂﬁ}fé?@?ﬁ%ﬁﬁ? Wear comparison after milling 68.6m

Peripheral cutting edge

ftbttf

Competitor

AE-VMS

Corner radius

ftbtt A

Competitor

RIHER

High Efficiency

ERTR AE-VMS ¢10XR1

ool

R

Work Material SCM440

g3 BUIE

Milling Method Slot Milling
taEIERE : .
Cutting Speed 90m/min (2,900min")
=D 660mm/min (0.057mm/t)
eed

AR

De,;;h ofLCut ap=10mm
SRl T

Coolant None

SE RS IRV =5t % (HSK63)
Machine Vertical Machining Center

fthtt A

Competitor




Fa7S4 X

R%F0

Long Tool Life

DUARISEJ—7 « VI RATRE U EFEHER

DUARISE coating enables consistent tool wear

fEATE

L34 AE-VMS  ¢6XR1

)

Work Material ss0c

BIHI7TE FBIE IR

Milling Method Side Milling

YIHLERE . .

Gt Szpeed 130m/min (6,900min")

=0 e 1,970mm/min (0.071mm/t)
AR

gﬂﬁﬁ?‘@t dp=9mm de=1.2mm

HIELRE] I7Jo—

Coolant Air Blow

fSaFAEA MRV =I5 (BT40)

Machine Vertical Machining Center

(mm) 0.12

Flank Wear o 1 B I8¢

1 96m ﬂﬂlﬂﬁ}ﬁ'@@?ﬁﬁl{fﬁﬁ Wear comparison after milling 196m
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YA FHETRER
Cutting edge
AE-VMS ftbitem
Competitor

I<VE

Rake face

14 56 84 112 140 168 196
EIHIRE Mmilling Length (m)
= AE-VMS e {21 5B
Competitor
ftbttem
Competitor

I BEHT EIF

Deep Side Milling

UUDHEL RIFFINTHE

Great surface finish with no chattering

Hng

Fallen Amount

11um

OAwy ME After Zero-cut

fEHATE

Tool AE-VMSS ¢6X30
el

Work Material s50C

BIHI75E FBIE IR

Milling Method Side Milling

YIHLERE . .
Gt Szpeed 105m/min (5,570min")
=0 e 1,660mm/min (0.074mm/t)
gl’ﬁﬁ,ﬁut ap=9mm (1.5D) ae=0.12mm (0.02D)
REURE

atverhang I:ngth 5D

BRI KB LR

Coolant Water-Soluble
et MRV =TtV S (HSK32)
Machine Vertical Machining Center
27y JTEE

Step Feed 38 (27mm)

(pm)
HnsE S5umUT 2005
Fallen Amount under 5um :
INTER= 3umTF
Machining Gap under 3um 20
INTEEE . 0
Surface Roughness Ra:0.8866Lm

0014 A

MIm#E< (Ra: 0.8866pum)

Surface Roughness

1.00 3.00

(mm)

&



EEEI;H;EEQI y I< E } ll Z 9 7“% Anti-Vibration Stub Carbide End Mill m

AE-VMSS T O F 5
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1717 9’(7 Square Type

Bl :mm Unit:mm

—JU No. 2R IR IvIOR FiZ7N 7R IREE(AE
EDP No. g L 2 Ds Type Stock (Yen)
% 8556410 1 40 1.5 4 1 3,080
2% 8556415 1.5 40 23 4 1 3,080
% 8556420 2 40 3 4 1 2,560
2% 8556425 2.5 40 3.8 4 1 2,560
8556430 3 45 4.5 6 1 2,670
8556435 3.5 45 5.3 6 1 3,990
8556440 4 45 6 6 1 3,080
8556445 4.5 45 6.8 6 1 4,600
8556450 5 45 7.5 6 1 3,080
8556455 55 45 8.3 6 1 4,600
8556460 6 45 9 6 2 3,580
8556465 6.5 60 9.8 8 1 B 5,340
8556470 7 60 10.5 8 1 5,340
8556475 7.5 60 11.3 8 1 8,020
8556480 8 60 12 8 2 6,590
8556485 8.5 70 12.8 10 1 9,870
8556490 9 70 135 10 1 9,280
8556495 9.5 70 14.3 10 1 14,100
8556500 10 70 15 10 2 8,820
8556505 10.5 75 15.8 12 1 14,200
8556510 11 75 16.5 12 1 12,200
8556515 11.5 75 17.3 12 1 14,200
8556520 12 75 18 12 2 11,200
- X—UDHBAFp.8ETETE, - See p.8 for explanation of icons. B=1R#£7EEMm B=Standard stock item

% =201 8E§%%$E Available from Summer 2018



_— K0 AN
CARBIDE HT 3740
0~-0.02
Type3
a
A
NN g s 1
AS) S
e
2>
L
D ya *“J 7 9‘{7 Long Neck Type N )
Bfii:mm  Unit:mm
Y—JUNo. HEXE TR =R AR VIR BE FIZZIN = FREE(TAS
EDP No. DcX 22 L 2 Ds D1 Type Stock (Yen)
8556618 6 X 18 60 9 6 5.8 3 4,840
8556630 6 X 30 70 9 6 5.8 3 5,160
8556724 8 X 24 70 12 8 7.7 3 8,690
8556740 8 X 40 80 12 8 7.7 3 5 9,140
8556830 10 X 30 80 15 10 9.7 3 10,900
8556850 10 X 50 100 15 10 9.7 3 11,400
8556936 12 X 36 90 18 12 11.7 3 13,600
8556960 12 X 60 110 18 12 1.7 3 14,300
B=1Z#7E£EfMR B=Standard stock item
ﬂﬂIﬂ?ﬁE Application
/ % AE-VMSS El‘/ﬁ‘*‘yﬁg‘fj
gL fIE A AUAIIIT aVFUYINT SYEVUNI  IsEONT v O¥IEE
Slot Milling Side Milling Helical Milling Contour Milling Ramping Deep Side Milling long neck type.
?ﬁﬁ“ﬂﬁﬁﬁﬁ Applicable Work Materials
—ARAEE A (=Ei] AVIAC % i
wzE | aeTaH AN 2FVURE|  H% Was |7LIag|Fyves| Wmas
Mild Steel Alloy Steel Prehardened Steel Stainless Steel Cast Iron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB
AE-VMSS O O O O ©) ) C )

. 7_9®E¥El:3{l\t Guide for Icons
n *ZE Tool Materials

caRBiDE  EIREE

Tungsten Carbide

ﬁﬁmfi Surface Treatment

. L FSAZXa-F4VP
DUR  DUARISE Coating

nbn% Helix Angle

IV RS LOBD
AN
374y RUNBERRLET

Helix angle of flute for end mills

m R?Fgﬁ Tolerance of Ball-End Radius

i SYPAIYV RO
rop REFEEERTLET

Identifies the tolerance of the radius end mills

ﬂ?ﬁ@%gﬁ Tolerance for milling diameter

O

IV RILONERZERTLET

Tolerance for milling diameter

B:avr5 shin

™ sum| JaUvIT4v b (REFD)
FIT VAT LICHBROLEFT

Suitable for the shrink holder system

&



Eﬁil‘ﬁ;ﬁﬂl y I< E } IJ :J 33— I\ﬁg Anti-Vibration Short Carbide End Mill

AE-VMS

&

&

] K0 AN
CARBIDE ) o o 3T
0~-0.02
Typel
15°
%ﬁ_ s e — 4-3
hSS hSS

®Ds

L
Bfii:mm  Unit:mm
=)L No. =R AR 7 DAL AR £ RS
EDP No. L 2 Ds Type Stock (Yen)
8555830 3 60 8 6 1 2,670
8555840 4 60 11 6 1 3,080
8555850 5 60 13 6 1 3,080
8555860 6 60 13 6 2 3,580
8555880 8 70 19 8 2 A 6,590
8555900 10 80 22 10 2 8,820
8555920 12 90 26 12 2 11,200
=D 8555960 16 100 32 16 2 28,800
CED 8556000 20 110 40 20 2 41,500
CED 8556010 25 120 50 25 2 69,800
- ¥N—JDEFHRAFP.8ZETE T, - See p.8 for explanation of icons. A=1E#EEm A=Standard stock item
ﬂuIﬁglﬁuE\ Application
# AE-VMS 5:)7’1947
L] IE LI AUAIVINT JIVHUVINT SYEVIMI fELOEIDNT *  D¥MIEE
Slot Milling Side Milling Helical Milling Contour Milling Ramping Copying AE—éMgpradius type.
?ﬁ'ﬁﬂﬁiﬂﬁﬁﬁ Applicable Work Materials
—ARISE R E= ] TUN— RV _
el B2 TEH 1EANEE ATVUAM| e |7IZag | FIVER| MEESE
Mild Steel Alloy Steel Prehardened Steel Stainless Steel Castlron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB
ROIT 547 O ©) O e) @ ©) ~ N ~ O
uare Type — g
Radius Type © © © © © © ~ © O
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L/ K A
+002 AT 3740

0~-0.02

|
CARBIDE DUR
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?
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e g RS — ¥

@Ds

w

E:JTZ IA4T Radius Type

B :mm Unit:mm

Y—JLNo. ‘ SHEX D—F %2 25 T RPLL iR EE 1A
EDP No. Dcxr L 2 Ds Type Stock (Yen)
8556050 3 X R0.2 3,180
8556060 3 X RO0.5 00 8 o 1 3,180
8556070 4 X RO0.2 3,690
8556080 4 X RO.5 60 11 6 1 3,690
8556090 4 X R1 3,690
8556100 5 X R0.2 3,690
8556110 5 X RO0.5 60 13 6 1 3,690
8556120 5 X R1 3,690
8556130 6 X RO.3 4,310
8556140 6 X RO.5 60 13 6 2 4,310
8556150 6 X R1 4,310
8556160 8 X RO0.3 7,890
8556170 8 X RO0.5 7,890
8556180 8 X R1 70 19 8 2 A 7,890
8556190 8 X R1.5 7,890
8556200 8 X R2 7,890
8556210 10 X RO.3 10,600
8556220 10 X RO.5 10,600
8556230 10 X R1 10,600
8556240 10 X R1.5 80 2 10 2 10,600
8556250 10 X R2 10,600
8556260 10 X R3 10,600
8556270 12 X RO.5 13,300
8556280 12 X Ri1 13,300
8556290 12 X R1.5 920 26 12 2 13,300
8556300 12 X R2 13,300
8556310 12 X R3 13,300
- Y—UDFBIFp.8ZTE TS, - See p.8 for explanation of icons. A=1Z#7EER A=Standard stock item

&



t’]ﬁ“%{#giﬁﬁ Cutting Condition

1717 9’( 7 Square Type

5%1;7]%“ Slot Milling
—ARAEIE A - BORH - Bk

A& - % L5

TYUI\— R4 - BEANH

HHEIA Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel nga?nljeslgséjm
Work Material SS400 - S55C - IZ:CZSO SCM - SKS - SKD PX5 - NAK80 (=200HB)
(~750N/mm?) (~30HRC) (30~45HRC)
19)1=1pES
Cutti%\g;%prid 100 (80-120) 90 (70-110) 80 (60-100) 70 (50-80)
(m/min)
P)ES [ELTREd S EDEE CIEmERE EDEE [ELTREd EDEE DEREE EDEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 28,700 570 25,500 460 22,300 360 19,100 340
1.5 19,100 610 17,000 480 14,900 420 12,700 360
2 14,300 630 12,700 510 11,100 440 9,600 380
2.5 11,500 780 10,200 570 8,900 460 7,600 430
3 10,600 930 9,600 690 8,500 510 7,400 470
4 8,000 960 7,200 720 6,400 510 5,600 490
5 6,400 1,020 5,700 800 5,100 610 4,500 560
6 5,300 1,060 4,800 900 4,200 670 3,700 370
8 4,000 910 3,600 720 3,200 640 2,800 370
10 3,200 840 2,900 700 2,500 550 2,200 350
12 2,700 810 2,400 670 2,100 550 1,900 330
16 2,000 600 1,800 500 1,600 420 1,200 310
20 1,600 480 1,400 390 1,300 340 900 250
25 1,300 390 1,100 310 1,000 260 600 170
AR @ be ap
A C —_— Dc=6 0.5D
Depth of Cut 1D
—_— Dc>6 1D
{BIEEIE side mitling
_pIpEMEmem | Hossom | aEa odom o =1 1) )\— R>/8m - a8 e .
Ed=llv Mﬁﬁ*feh-ﬂgflrﬂbon%f ﬁ@:ast‘fl:rifr?k DA%?@teeE%fﬂjéfe;%m FZhJar{JlnedI;t;I%mHarﬁfr?e\thﬁl ;étja;nﬁslsjséeﬁlm
Work Material $5400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 e
(~750N/mm?) (~30HRC) (30~45HRC)
3R
cUt(ﬁ/Jg’s‘pr)id 130 (100-150) 120 (100-150) 100 (80-120) 80 (60-100)
m/min
SE [ElE5®RE EDEE [CIEm®EE EDRE [ElERERE EDEE [CmEE EDERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 38,200 840 28,700 690 25,500 510 22,300 450
1.5 25,500 920 21,200 760 17,000 540 14,900 460
2 19,900 1,430 17,500 840 14,300 630 11,100 470
2.5 15,900 1,590 14,000 900 11,500 690 8,900 480
3 13,800 1,660 12,700 1,070 10,600 760 8,000 480
4 10,400 1,830 9,600 1,150 8,000 800 6,000 530
5 8,300 1,990 7,600 1,220 6,400 900 4,800 560
6 6,900 2,070 6,400 1,540 5,300 1,060 4,200 640
8 5,200 1,770 4,800 1,540 4,000 1,040 3,200 610
10 4,100 1,640 3,800 1,370 3,200 900 2,500 580
12 3,500 1,400 3,200 1,280 2,700 760 2,100 530
16 2,600 1,250 2,400 1,060 2,000 640 1,400 450
20 2,100 1,010 1,900 840 1,600 510 1,100 370
25 1,700 820 1,500 660 1,300 420 900 310
THARE ap Ae
Depth of Cut 1.5D 0.2D

1. EREF. BHURSH T ERDIEBEDBEEDERTY,

2.1, IV BRIEDS 2IEEDBVDDZSERTEL,

3. OERE G EETHREDHREIODEHLUCHDTY, T—I&FRE.
FEREIIESE, ERKRICKDEELRE, EDREZFAE T,

4. YIEGRESAEEIM ISB U2 BH DT HEEDMEVBDZESERTEL.

5. ZRXDBEICIF DK FHEEOHEVNKLSIT 7 JO—ICTIO L FZRE
TEL,

6. ATV VAN TLIC(E, KA HEUIELRFIDERZHELX T,

7. NITREZERINDGEE. BERE. EDRE, VAHFEZIA TER
T,

8. REURIHRLHZHEF. OEImRE, EDREZIRHUEZLICELD
VHIRERAZDOER] Z5E([CRE TV (p.1258) .

1. The above milling condition is a guideline for the overhang length is 3X D.

2.Use arigid and precise machine and holder.

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

4, Please use a suitable fluid with high smoke retardant properties.

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

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

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

8. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.12).

8



tJJ ‘ﬁu %ﬁtgiﬁﬁ Cutting Condition

5:J“71 947" Radius Type
BYIEN siotmiling

—RABE R - PRl - B5EK

Asd - 5% TR

TUI\— RV - AN

*ﬁﬁu*ﬁ Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel ZStj:i_r;JesI;/SéEIM
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 (=200HB)
(~750N/mm?) (~30HRC) (30~45HRC) =
YT
Cutting SpZd 100 (80-120) 90 (70-110) 80 (60-100) 70 (50-80)
(m/min)
SR [ELTEd EDEE [ElEmERE EDEE CIEmERE EDEE [ElEm®RE EDEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 790 9,600 590 8,500 410 7,400 380
4 8,000 820 7,200 610 6,400 410 5,600 390
5 6,400 870 5,700 680 5,100 490 4,500 450
6 5,300 1,010 4,800 860 4,200 600 3,700 330
8 4,000 870 3,600 680 3,200 580 2,800 330
10 3,200 800 2,900 660 2,500 500 2,200 320
12 2,700 770 2,400 640 2,100 490 1,900 300
AT ap Dc ap
AR C
Depth/of Cut 1D De=6 0.5D
Dc>6 1D
{BIEEDEN side miling
—iigism - e - ik [ e TUN\— RV - AN =+
*ﬁﬁu*ﬁ' Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel ng;nﬁsl;jséjm
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 (=200HB)
(~750N/mm?) (~30HRC) (30~45HRC) B
DR
Gtting Speed 130 (100-150) 120 (100-150) 100 (80-120) 80 (60-100)
(m/min)
S\ OV mmrs | ooz LU EmEE | EDEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 13,800 1,410 12,700 910 10,600 610 8,000 380
4 10,400 1,560 9,600 980 8,000 640 6,000 480
5 8,300 1,690 7,600 1,030 6,400 720 4,800 450
6 6,900 1,970 6,400 1,460 5,300 950 4,200 570
8 5,200 1,680 4,800 1,460 4,000 940 3,200 550
10 4,100 1,560 3,800 1,300 3,200 810 2,500 520
12 3,500 1,330 3,200 1,220 2,700 680 2,100 480
HARE ap e
Depth of Cut 1.5D 0.2D

1. EXRIG RHURSH T ERDIMEDHEEDEZ T,
2. 8. IV ERIED S DEEDEVBDZESERATEL,

3. BEREEFEEHERDOFRELODEHLICEDTY, T—IFFE.

HEMEIESE. ERARRICKDEENER. XDEEZAB TS,

4. PIHGHEEREI B UZ DT, BEEOAENEDZETER TS,
5. BZRDBEICIE IO KFHEFIODENKLST7 TO—CTYID L F=ZRE

T&EL,

6. A7V UZAHDINTICIE, AAEMLIERAIDERZHELE T,

7. MTHREZERSNDHE1E. OmEE. EDEE. YHIAGEZMA TER

&L,

8. BHURETHRLLEDHEF. BENEE. X

DiEREZRHEUEZ(LICLD

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

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

speed. Adjustment may be necessary depending on the rigidity of the workpiece

fixture and machine.
4. Please use a suitable fluid with high smoke retardant properties.

5. During dry (no fluid) milling, please use air blow to remove disposable chips from

the milling area and to eliminate chip packing.
6. Please use water-soluble coolant when machining stainless steel.

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

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

YVHIZHRZOER| ZSE (AR TIVW(TERSR). specified (see table below).

;EH:II bEZQ‘“_’,IC &%tﬂﬁﬂ%#?ﬁl%@ Eﬁ(DC ; ¢ 6) Fix Rate for Cutting Condition

—AXIBE R - Dedwil - $5EX ol - G2 TEM TUN\— RS - BEANEE ==
?ﬁﬁIJM Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel XStja;nﬁsls/Sée?iﬂ
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 (=200HB)
(~750N/mm?) (~30HRC) (30~45HRC) B
L Ex | DERRE EDEE [ElEm®RE EDEE [EIETEYES EDEE CIEmEE EDEE
Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
| 70% 70% 60%
Slot Milling 60% 60% 50%
{BIELDEl 90% 80% 70%
Side Milling 80% 70% 70%

&



t’]ﬁ“%{#giﬁﬁ Cutting Condition

Dya“*‘ya 947 Long Neck Type

1 UEt)J EIJ Side Milling
—RRAEIS R - DeRE - BHEK

A& - % L5

TYUI\— R4 - BEANH

?ﬁﬁu*ﬁ' Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel XSZn]Jeslsjséjm
Work Material $S400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 (=200HB)
(~750N/mm?) (~30HRC) (30~40HRC) =
YIHLEE
Cutting Sp;d 105 (80-120) 95 (70-110) 70 (50-90) 60 (40-80)
(m/min)
P)ES [ELTREd S EDEE CIEmERE EDEE [ELTREd EDEE DEREE EDEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 5,520 1,660 5,120 1,230 3,710 740 2,940 450
8 4,160 1,420 3,840 1,230 2,800 730 2,240 430
10 3,280 1,310 3,040 1,100 2,240 630 1,750 410
12 2,800 1,120 2,560 1,020 1,890 530 1,470 370
UHARE ap ae
Depth of Cut 1.5D 0.02D

1. 8. RIS EAIEDS DBEDEVEDZETERATEL.

2. OEEREFEEYHEEORREIDEHUCEDTY, T—IFREA.
EMEAEE. EARRICKIDEEHEE., XDERZHB TS,

3. UTHIBE FEIM ICE LB DT, RIEEDDEVDDZETERTEL,

4. BHOBEICIF D LLFHEIODENL ST JO—CTYDLLFZRE
TEL

5. A7V VAHDIMIICIE, KAMIEIRBI OERZHRELE T,

6. NITHEEZERENDBEE. MEmEE. EDERE. IAHEZINZ THER
TEL

1. Use a rigid and precise machine and holder.

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

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

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

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

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

ZN 1t
T442-8543 BHIRE)||HAESE=T B22&ith TEL(0533)82-1111
E-mail : cs-info@osg.co.jp Web : https://www.osg.co.jp/

International Headquarters
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX : +81-533-82-1136

EREBESRED
T 143-0025 RFEEFAHXmAFIA3-25-4 TEL(03)5709-4501
HHERESRER
T460-0012 BMRREERFXTLHL-1-11  TEL(052)339-1380
FEERESRED
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s 9:00~12:00
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[555-957] 0533-82-1134 [55355-vavema] hp-info@osg.co.jp

il &  TEL(022) 390-9701 #ZHE  TEL(052) 703-6131
& 11 TEL(024) 991-7485 Iz &  TEL(058) 259-6055
% /™  TEL(025) 286-9503 = TEL (0533) 92-1501
+ B TEL(0268) 28-7381 & TEL(0594) 26-0416
# 8  TEL(0266) 58-0152 7  TEL(052) 703-6131
@l % TEL(0270) 40-5855 R TEL (076) 268-0830
F#=  TEL(028) 651-2720 %  TEL(077)553-2012
J\EF  TEL(042) 645-5406 Bk  TEL(0B) 6747-7041

i  TEL(029) 354-7017
R TEL(03) 5709-4501
TEL (046) 296-1380

TEL (078) 927-8212
Il TEL(086) 241-0411
E  TEL(087) 868-4003
@  TEL(054) 283-6651 5 TEL(082)507-1227
7} TEL(053) 461-1121 #  TEL (092) 504-1211
n TEL (0533) 92-1501 dEnm  TEL (093) 435-3655
TEL (0566) 77-2366 & A& TEL(096) 386-5120
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IO K FREFTETHSBEVTTEL,

* TEOYINKEDEL Eo e SERZEFIELTREL,

« BEE - RERBHIARELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFICTEDTERRET> TR,

& Safe use of cutting tools

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

+ Do not touch cutting edges with bare hands.

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

« Stop cutting when the tool becomes dull.

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

« Do not modify tools.

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