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Heavy Duty Cutter
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Tough model desighed specifically for milling FC
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Heavy Duty Cutter
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Sharp and highly rigid insert with a
breaker has four usable cutting

edges.
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A unique insert clamping system
ensures a highly rigid cutting edge.
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60° cutting angle with the maximum

11mm cutting depth of 11mm.
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milling cast iron at high speeds
and long hours - Tiger Tec.

= EkITEp125(8
EFE)EF Ffﬁ/ﬁs Cutt‘epr ¢125(£(3In§t)s) F2260 125XSLX8
Fyv 7 =54V J%8 LNMU150812-F57T
St A (WAK25)
HHEIME FC300 (Hmsham)
Work Material FC300 (Machine Parts)
YIRLERE 150m/min(382min) | 240m/min(611min™)
illing Speed
EORE 1,000mm/min (0.33mm/) | 2,000mm/min (0.4mm/t)
Y, 5ray 4 2/¥X
t}g;ﬁﬁ%& mm X passes 8mm
omre=s
s 75mm
D—ORE
Length of%oﬁ( 4mm
EDaEE RS54
Coolant Dry
Bk PIfcv =ty (22kw)
Machine Portal Machining Center (22kw)
b< g = 3/ :
gﬂp Dischaﬂi‘:ﬁi 300cm3¥/min 1,200cm?¥min
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Previous Cutter
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Machining Efficiency 4 Times
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Dimensions

TYPE 1 TYPE 2 TYPE 3 TYPE 4
$E1 $E1 $E
g9 [ea, ] [ ea | [=E
vz immi AL
==t == === | 7 I
(BEAL:mm) (Unit:mm)
Y—JUNo PECF VSR | EE | NE | g, |BARS|ERTYT) M| =8 |e(7| € | SEME
EDP No. Designation D Da H d Lc F’Iﬁggﬁge mgérct); Weight(kg) [ Type Stock (Yen)
8075495 | 100XSLX6 100 | 113 | 50 | 32 — 11 6 3.0 1 ® | 156,000
8075496 | 125XSLX8 125 | 138 | 63 | 40 - 11 8 42 1 ® | 180,000
8075497 | 160XSLX10 160 | 173 | 63 | 40 | 667 | 11 ® 10 6.9 2 ® | 226,000
8075498 | 200XSLX12 200 | 213 | 63 | 60 |101.6 | 11 LN..1508 | 12 10.0 3 @ | 274,000
X F2260.B.250.Z14.11 | 250 | 263 | 63 | 60 |101.6 | 11 14 16.0 3 x —
X F2260.B.315.216.11 | 315 | 328 | 80 | 60 |101.6 | 11 16 31.0 4 * -
X F2260.B.125.206.15 | 125 | 143 | 63 | 40 — 15 6 42 1 x —
X F2260.B.160.208.15 | 160 | 178 | 63 | 40 | 667 | 15 ® 8 6.9 2 X% -
X F2260.B.200.210.15 | 200 | 218 | 63 | 60 |1016| 15 | .. | 10 10.0 3 3 -
X F2260.B.250.712.15 | 250 | 268 | 63 | 60 |101.6 | 15 12 16.0 3 % -
X F2260.8.315.214.15 | 315 | 333 | 80 | 60 |1016 | 15 14 31.0 4 ¥ -
O=1Z#%EES @=Standard stock item.
XENEEFE & B V) £9, Tools marked are special order products
WERFvY T -
Applicable Inserts BJ
(BAL:mm) (Unit:mm)
oAk T i nnnm T2 A oo W | s
Appearance Designation Specification Edges AXB L-%Ta :|—Rj-R WAKTS | WAKSS (Yen)
- LNMU150812-F57T | SEEREERZAT 4 14x15 | 8 | 1.2 |@8058940 | @8076940 | 2,250
v LNMUZ01012-F57T | SERERESAT 4 16x20 | 10 | 1.2 B2 3% -

O=1Z#7EMS @=Standard stock item.
XENIEYFE &4 V) £9, Tools marked are special order products
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Grade Designation Surface Treatment Features Work Materials
2H—797
. =SVREFEMEICISRFEGINT
BAL7 LIS =T 12y AT SO ek 21V
WAK15 Al203 (CVD) Tig&'?e?cé MIEHTOMLIA For cast iron and ductile cast iron
High wear resistance & long tool life
For use under good cutting conditions
S1H—F7
B RIEMEIC LB R EL-ERERINT R
BAL7ILIF -T2 Y T 2 Sk 4R IViE
WAK25 Alz03 (CVD) Tig;@ﬁi&bﬂl*f¢’(@bulﬁﬁ For cast iron and ductile cast iron
High chipping resistance & stable, high efficiency milling
For use under tough cutting conditions
BERAR  Accessories

Y—JUNo

EDP No.

O

Designation
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Clamping Screw @38009109 FS1009 (Torx20)
N 3008428 FS228 (Torx20)
Screw Driver

O =1ZHETEER

@=Standard stock item.



.tﬂﬁu%ﬁ:giﬁﬁ Recommended Conditions

WEIAAE HElEs 1XHODIED .
Work Material Abbreviation Fefzd(&?;}?)mh WAK15 WAKS5
C;ﬁjin FC250 ~1.0 220—380 180—320
"“’[?ucfﬁjs'{ ﬁﬂ FCD400 ~0.8 180—260 150—220
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1. F2260i e M TADHYETY , IMTEHIVERINSZL ETMTICIEE L E A T EFMIICEA V2T hy 2 EDHy2EFERTEN,

2. [EREHDEINIC
Note
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HOREET>TCHERATEN,

1. The F2260 is for rough milling cutter, and is unsuitable for finish milling, where finer surface finishes are required. For finish milling, use an octagon cutter.
2. Set the milling conditions to match the power of the machine that is being used.

F2260 #ERICLDIRER7YIT=TRIAMDXIET V>

The F2260 increases tool life, which significantly decreases tool cost.

EHRIE fERTEp200 (103)
Tool Previous Tool ¢200 (10Inserts) F2260 200XSLX12
ERFv T (#11&8) J—F«JiEE |LNMU150812-F57T
Insert Type(grade) Coated Carbide (WAK] 5)
1RHIME FC300 (#E8a)
Work Material FC300 (Machine parts)
YIRIRE 160m/min
illing Speed Q ) ) 5 55.0mm
RORE 550mm/min (0.22mm/t) | 550mmy/min (0.18mm/t) 160mm |
A RS -
Depth of Cut 5.5~8.0mm
EHINE ) !
Width of Cut 160mm R TR EREHICTIIET>72E25 EIU<THEH B H700cmY/minEBA 5
EHIshE KSo SYHEITH DS . ChETOT0BIEND T EHFGTHo7, Thick) . TED
o o AMEAIBIIER T B ED AR o7,
PRI Comments
{Eﬁﬁﬁﬁi Fﬁﬁ’7 J_Jﬁt/& This cutter was used in a milling operation under the same conditions as the previous
Macline Portal Machining Center tool. The tool life was ten times that of the previous tool, in spite of a heavy-duty
TEmMR 1009 1,028% milling operation with a metal removal rate of 700 cm®min. As a result, the tool cost
Tool Life min min has been significantly reduced.
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OTE&FERATIM WIBTIERIH2D @OREEF RERBPVRELLS.ESBIC
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Y/

S it T442-8543 FHES) ﬁ?kEfTFS 22 23(0533 )82-1111  FAX (0533)82-1131
REBEEE T143-0025 R Kk X#f5iA3-25-4 2(03)5709-4501 FAX(03)5709-4515
REPEEE T465-0058 HHEM % TXE ﬂrnw -9 7(052)703-6131 FAX (052)703-7775
FEERE %S T550-0013 KPR MAEXHAT2-18-2 2(06)6538-3880 FAX (06)6538-3879
il &A7(022)259-4021 I 73(048)294-3951 & HE(052)703-6131 @ 1L7(086)241-0411
W #22(023)626-3145 F §ﬂ(04)7164 4811 I EB7(058)275-7061 M E7(087)868-4003
BLSOHOZR(024)991-7485  #HSOHOZ(0294)53-4167 = #73(0594)25-2212 FHSOHO T3 (089)969-0855
$f  B7(025)286-9503 R W2(03)5709-4501 1ISOHOZ® (076)443-9216 #HIISOHO 78 (084)973-7872
Lt H7(0268)28-7381 Z K23(046)296-1380 % R73(076)238-6470 I B7(082)503-0205
# 73(0266)58-0152 # [@73(054)283-6651 3 #?3(077)553-2012 A MN7(092)504-1211
M £2(0270)40-5855 & Hi?¥(053)461-1121 6)6532-6591 HANSOHOZS (093)474-5485
FHED(028)664-2240 B I|73(0533)92-1501 K BRZ3(06)6747-7041 H#ASOHOZS (096)331-3570
NEFm(0426)45-5406 & HB(0566)77-2366 B AT 073)927 -8212
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0120-41-5981

E-mail:cs-info@osg.co. jp F-IZY- W LEHR OB IRER BTN THEMITHIET,

BERA=TYHIY PA7475% [OSG 6-FA5F47 |

P EECRERELAVEL,

E-mail CRETERESBIILET, :
ZAs&EOhttp://www.osg.co.jp/tool/club/ :

Zi5%it http://www.osg.co.jp/tool/idea/

\ R—LX—Y  http://www.0sg.co.jp/tool/ \

&Safe use of cutting tools

@Use safety cover, safety glasses and @Stop cutting operation immediately
safety shoes during operation. if you hear any strange cutting sounds.
@Do not touch cutting edges with bare @Do not modify tools.
hands. @Please use correct tools for the
@Do not touch cutting chips with bare operation.Check dimensions to ensure
hands. Chips will be hot after cutting. proper selection.
@Stop cutting when the tool becomes dull.

@ Tool specifications subject to change without notice.
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3-22 Honnogahara, Toyokawa, Aichi., 442-8543 Japan
Tel:+81-533-82-1118  Fax:+81-533-82-1136
E-mail :cs-info@osg.co.jp
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