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End Mill Series for Titanium Alloy
UVX-TI - UVXL-TI - HFC-T
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Coolant-Through Carbide Drill Series for

Stainless Steel
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Please see “ADO-SUS Catalog” for the

details.

UVX-TI(SL) / UVXL-TI(SL)
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Stable and high efficiency milling of titanium alloy is now possible!
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Milling method and features

Titanium Alloy Solutions

PSE/PSEL
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UVX series offers solutions for slot milling to easily chatter complicated pocket milling.

BlENT
i BINLT Side Milling
Feature Slot Milling E?S3DL){—F EE3DﬁiSDL‘IF
Depth under 3D Depth over 3D, under 5D
TI- N a—M 49
UiemarL A;ult\—purpose short type, 4FL © O X
BHERYI—NE 53
SRR 'EH\'Q: efficient short type, SFL O © X
TI- SEEROV I 5H
UVXL Tl SFL '_H-‘ig:efﬁcient long type, 5FL 4 @ @

O 1HESE Best  OFE2HEIE Good  AZE3HEIE Fair  XHNTTAEA] Not Recommended

WERS - SAtEERTRELCEED I T ZRR

Stable high feed milling is achieved by suppressing vibration with high rigidity

o

1500 L=

250

R

OSG Phoenix
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Unequal spacing, variable lead

- BNTARENHIFIZNR

- Superior suppression of vibration

@REIFBERIR

Optimal flute shape
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- Smooth evacuation of chips
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- High efficient milling is achieved
by increasing rigidity



PRC BORE 0sG Phoenix
PFB 0sG Phoenix HLEGH v &

Radius Cutter

T EFMIAR—ILIY RV

Finishing Ball End Mill

SERRET EIMIAIY =),
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HFC-TI, the high efficiency bottom finishing end mill, achieves superior surface accuracy with
reduction of large amount of machining time.

.; gyﬁﬁﬂﬂllcaljéqﬁgﬁﬁ Average Milling Condition

INTEEE (Ra)
Surface Roughness =32 Hm
INTERE @p)
Depth of Cut 0.5mm
EOEE® 23,000mm/min

.7J|]I$1§|J Cutting Data

SYTAIVRZIg16 5
HFCTI@16 6145 77 Radiuls\En}d I\%II 20
70m/min

EDEE 4,500mm/min 489mm/min
Feed (0.54mm/t) (0.07mm/t)

EEHRMT HFC-TI SIYTPALYREILGHFH)

Contour Milling Radius End Mill (5FL)

Ap=0.5mm de=6mm Ap=0.5mm de=8mm INTEFRT : 59F sec INIRSFRE : 390F% sec
- . Ra=0.419 um Ra=0.844 um
KB TEYTHIBAY Rz=1.940 um Rz=3.385um

Water-Soluble




OSG-HAIMER

UVX-TI + SAFE-ADCK® fif-i5igx

New Tool & Holder Combo

H Safe-Lock™ Y AFLDFE
Features of Safe-Lock™ system

- BULRNEE GumXKii)

- TERHURT OFEBHETEE

- TENFIBLTHED S LATRE

- INLS ORERHEH D AT BE

- I\ ATEICHEMATTRE

- High runout accuracy (less than 3um)

- Adjustable overhang length

- Easy removal of broken tools

- Internal coolant supply capability from the holder
- Also suitable for high speed steel tools

B CAREED
Safe-Lock™ hig%h

On the safe side with Safe-Lock™
- IIARICTEMRIITLE D EE
- ITRERZ EIFfcW & &
- SfET— I TRRZH UK BV EE
cABNIZTHEE

- No pull out of the tool

- Achieves maximum metal removal rate
- No damages on expensive work piece
- Ideal for large diameter milling

B Safe-Lock™ {&t& (T ERILS

Safe-Lock™ Tool Holders

RAEEFREFTTH
NINRE=MER

The key to stability in
high performance machining
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RELHYAT

Shrink Type

Ly k5147

Collet Type

4w

BHyA7

Power Type

RIVI—R51T
Standard Type
YaUYIT4y bFvy

Shrink Fit Chuck Power Shrink Chuck

NI—=2a2UVIF vy Y

(kv o)

Heavy Duty Type

ANE—T1-T4—Fvv7J
Heavy Duty Shrink Chuck

BhyA7

Power Type

NT—=3Ly hFrvy

Power Collet Chuck

[ A P6~p32 P6~p32 $16~¢50 $6~320
a0 3mSR e
o G G *G=2.5 (25,000min") T TR esion
E’é&%g - © ©) @)
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Shank diameter tolerance above h6 is recommended.
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SAFE-AOCK"®
by HAIMER

ial grooves in

.

SAFE-ADCK [/ \A/XY—#tDEREEC I,

Safe-Lock is a registered trademark of the Haimer GmbH

5¥#fH(3 OSG-HAIMER
NYOIBLUBEE ELTE
TBRETE. &
Please see OSG-HAIMER
Catalog and video for
further details.
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https://www.osg.co.jp/products/tooling/index.html?utm_source=qrcode&utm_medium=n-107&utm_campaign=tooling#anchor02

LSy Safe-Lock™#iEfd= At SR BE LB =RV S
Holder with Safe-Lock™ System Other Tool Holding System
UVX-TI-5FL 25X R3X75-SL UVX-TI-5FL 925X R3X 75 (455K ER) (Special)
Ti-6Al-4V

BIEANT  side Milling

50m/min (637min-")

Cutting Speed

EDRE 478mm/min (0.15mm/t)

tHARE
Dept Cut

1D <THRHE 191.2cm3/min

dp=40mm de=10mm

64mm

Overhang Length

KB HELDHELEE] water-Soluble

/l
Coolant

e AR W@ ~Yy =Tt >% (HSK-A100) Horizontal Machining Center

Machine

HEBRETRE  Still Running KISmmiRIF T, 3TiR

Breakage after 5Smm pull out

Result

B F578EDRIEMI  sidewmiling of Ti-6a1-av

Safe-Lock I S-UYIFrys YAUYIFrYT i
fERmRILY VAUV IOF vy Miling Chuck hink ik —@— IR Aunout Accuracy
Holder with Safe-Lock™ it A fth4t B fti4t C 0.020 [ FD<FHEE VAR,
Shrink Chuck Competitor Competitor Competitor
UVX-TI-5FL "
$20XR3X60-SL UVXL-TI-5FL ¢20xR3X60

0015 — \
Ti-6Al-4V 0011

BIEANT  side Milling

0.010 —
0.008

0.005
70m/min (1,115min-1) Nos oo

. Safe'LOCkTM ﬁﬁ'ﬁi UVX'TI UJIII]IEWJ Application example of UVX-TI with Safe-Lock™

tﬂb<$?h‘ﬂ§

MRR.
(cm?/min)

—500

2,750mm/min 1,560mm/min 1,780mm/min 2,750mm/min 0,000
(0.49mm/t) (0.28mm/t) (0.32mm/t) (0.49mm/t) ' A%t Bt ci

Competitor ~ Competitor ~ Competitor

YHARE
Depth of Cut

dp=80mm de=2mm

HAMELTHEHEE water-Soluble

B~ =2 Jt % (BT50) Horizontal Machining Center

FPPDP<3§FtH§ 440cm3/min 250cm3/min 285cm3/min 440cm3/min

Safe-Lock™EBNENILIFZ—U 2V ITF v v I EHNT, 1. 5BULDYUID K THEEZRIRIT LN TES,
D22V IF vy I EFEEDHHETH ofeh'. Safe-Lock™EEN EMIL S FIRNDAE L ZE LTI T A AT BE
T&)éo

The Safe-Lock ™ tool holding system demonstrated 1.5 times the material removal rate (M.R.R.) versus the competitor milling chuck. Although competitor C was able to achieve the
same efficiency, the Safe-Lock™ tool holding system was able to achieve better runout accuracy and processing reliability.

0
Safe-Lock"HfafiE
VaYvIFeyy
Safe-Lock™Shrink Chuck



. HUIEWJ Cutting Data
W UVX-TI-4FL [CXBAIEEDAEI Z2HU(3D)  sidemilling of Uvx-TI-4FL (3D)

ERATE fthtt A fti#t B Tl =kay i
UVX-TI-4FL Competitor Competitor EI'> tJJHJEL 1(IOm) ST Ler;?srh 2|0

x @12 X RI UVX-TI-4FL :
Ti-6Al-4V ftidt A
Competitor
80m/min (2100min-) fth4t B
Competitor

850mm/min (0.Tmm/t)

dp=24mm de=2mm
IV ZIV— + SAEBEGEH

Holder Through + Externaly Fed

WYY =210 % (HSK-A63)

Horizontal Machining Center

E—tIHIRE THMALICLENEREDDEN DT,

Less tool wear was exhibited in comparison to the competitors even under identical milling length.

UVX-TI- 4FL 18milT# | fhitA 18milT# ft#t B 4milIT#

18m of milling | Competitor After 18m ofm\llmg Competitor After 4m of milling

B UVX-TI-5FLICK DRI YNNI pocket milling of Uvx-Ti-sFL

ERLR UVXL-TI-5FL
®16 X R3 ®12 X R1
I Ti-6Al-4V

Work Material

UIHLRE 55m/min (1,100min-) 70m/min (1,850min-)

Cutting Speed

550mm/min (0.Tmm/t) 650mm/min (0.07mm/t)

YIS 4w MNT _ L
Milling Method Mot M\Hj?rlw]g HDIH%‘@?&@Jﬁﬁﬂﬁu_ﬁé C&ElCKD.
ThARE —EONI CHEBDBVELLVE LB
Depth of Cut dp=16mm de=9.6mm | dp=45mm de=0.2mm BB EHDTER,

b << THIHE . . The UVX-TI Series can finish wall surfaces with single cutting
MRR. = 85cm?*/min 6cm>/min and offers a seamless, beautiful cutting surface, thanks to
ORISR K SRR vibration-free cutting.

Coolant Water-Soluble

ETIES Somm

Overhang Length

{8 AR S581v =515 (HSK-A63)

Machine 5-axis Machining Center

B UVX-TI-5FLICKDRFEFGIT  Long tool life of UvX-TI-5FL

UVX-TI-5FL ¢12.7 X R0.762(¢§§*5’J) ’GJJﬁ'JEE'S (m) Cutting Length
(Special) ? 1I0 1I5 2|0
i) Ti-6Al-4V (35HRC) UVX-TI-5FL 4
LDHLE 100m/min (2,500min-) fibzt A 4400 m 3718
Competitor 4FL Breakage
625mm/min (0.05mm/t) fth#t B 485 m
Competitor 4FL
RlENT =
ft C 41559 m ifiA
Competitor 4FL Breakage
Adp=6.35mm (0.5D) de=3.81mm (0.3D) ,
P 010.5m7J[|I1§ After 10.5m of milling
KA MELIEHA]
Water Solube UVX-TI-SFL JuttA JtB Jetc
MR Y= Tt 5 (BT40) ;
Vertical Machining Center
18 18
Breakage Breakage

MRASEICENTVS ). REMIZTIIENTE .

The UVX-TI-SFL has outstanding resistance against fracture and can cut materials with excellent stability.

s



B UVXL-TI-5SFLICK B IEDSE8EEIMNT

fERATE

Tool

SIHBRE

Cutting Speed

’GJJD(@”B?%E

MRR.

ERNILY

Holder

B HFC-TIIC KD ERERMT

HHEI

terial

ﬁm%m"

EELIEISRMA

General cutting condition

RAEDEFRMH

Condition with max. feed rate

High efficiency side milling of UVXL-TI-5FL

INTSREICKDEES DR

Comparison of surface roughness by cutting conditions

UVXL-TI-5FL ¢ 12 X R1

Ti-6Al-4V (32HRC)

BIELDHE

Side Milling

70m/min (1,857min-1) | 70m/min (1,857min-")

1,114mm/min (0.12mm/t) | 3,157mm/min (0.34mm/t)

dp=48mm de=1.2mm

64cm3/min 182cm3/min

KA HHE]

Water-Soluble

WEIYY Z> I+ % (BT50)

Horizontal Machining Center

BRELD

Shrink Holder

High efficiency milling of HFC-TI

EEUIHIRONTEAS

General cutting condition

AL O TEES

Condition with max. feed rate

ch;_ DEFHTICBVT, EDRE034mm/t,

1D < FRREE182cm¥/minE WV S EBEDERN T,

I TIRBICKDIFBORNDHDFT,
WRMTRECOVTIEp 1 2ZTSIB IS,

Under the cutting condition of maximized feed rate,

astounding result of MRR. =182cm?/min and fz=0.34mm/t were achieved.

3% Depend on the machining environment, breakage of tool may occure.
For the recommended conditions, please refer p.12.

.DUIE*HZ_\—@*EE Change in surface roughness

HFC-TI ¢ 16
(Hm)
Ti-6Al-4V >0
7][] s 4.0 //’\o
100m/min (1,990min") %g 30
6,000mm/min (0.5mm/t) 1_‘%,% 20
— S3 0 .
ESHEMT - —s
Contour Milling t t t : - -
0 27 135 54 108 162 216
dp=0.5mm de=6mm BIEIRE (m) witing Length
HGAMEEIYEE \+§7c:*:ﬂav(m) 3.557 3.812 3.903 4151 4520 4403 |
Water-Soluble | —=— 1948 (Ra) 0.849 0.944 0.946 0.980 1.016 0997 |
70mm
N BT
W~y = 514 (BT50) Rz 13.5m 108m 216m

Horizontal Machining Center

.F;*%%E Wear amount

(mm)

0.06
0.05

0.04

/

0.03
0.02

= H
Bt gt
Width of Wear

0.01

27

I I I . ,
135 54 108 162 216

tIHlR

(m) Cutting Length

Cutting Length

YIHIRE D 200mZBR fclER CTH. HFCTIFRZE LT
NEERES JU—TINTEESZE 2T ENTE .

The HFC-Tl was able to achieve consistent surface roughness and normal wear even after
milling 200m of materials.




47 FHVAENMIAAFU—-RIVRED UVX-TI-4FL

Variable Lead End Mill for Titanium Alloy (4-Flutes)

- z
a
e s
: APMX
LU
| AN =
CARBIDE ) O
0~-0050 40.5°/43.5° Bfiimm Unitmm
Y—IJU No. SHEXI—F RXEHFR £ Y& IvIIE B R fEE R4S
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555120 12 X 36 o 18,500
8555121 12 X R1 X 36 o 22,200
8555122 12 X R15 X 36 o 22,200
8555123 12 X R2 X 36 90 24 12 11.5 4 B o 22,200
8555124 12 X R25 X 36 (] 22,200
8555125 12 X R3 X 36 o 22,200
8555126 12 X R4 X 36 o 22,200
8555160 16 X 48 o 39,900
8555161 16 X R1 X 48 o 42,500
8555162 16 X R1.5 X 48 o 42,500
8555163 16 X R2 X 48 100 32 16 15.5 4 B ([ J 42,500
8555164 16 X R25 X 48 o 42,500
8555165 16 X R3 X 48 o 42,500
8555166 16 X R4 X 48 o 42,500
8555200 20 X 60 o 58,000
8555201 20 X R1 X 60 o 60,500
8555202 20 X R15 X 60 ([ 60,500
8555203 20 X R2 X 60 (] 60,500
120 40 20 19.5 4 B
8555204 20 X R25 X 60 ([ 60,500
8555205 20 X R3 X 60 [ 60,500
8555206 20 X R4 X 60 [ 60,500
8555207 20 X R5 X 60 [ 60,500
8555250 25 X 75 o 112,000
8555251 25 X RI X 75 o 118,000
8555252 25 X R15 X 75 o 118,000
8555253 25 X R2 X 75 o 118,000
8555254 25 X R25 X 75 140 50 25 24.5 4 B o 118,000
8555255 25 X R3 X 75 [ 118,000
8555256 25 X R4 X 75 [ J 118,000
8555257 25 X R5 X 75 [ J 118,000
8555258 25 X R6 X 75 [ 118,000
gggg}%%%g—gf}zﬁ%jﬁl‘:féghiijL?eﬁl(ievtvggx‘g;;g/i‘wnior compatible with Safe-Lock™ tool holders. OTRERRE @ sndudsckien
W7 A JVDEFEICDWVT Guide for icons
n *ZE Tool Materials E ﬁﬁﬂﬂ Surface Treatment B ﬂf&@gq:g% :ﬁiﬁlr?gnct)e‘\;gwreter n el Uﬂﬁ Helix Angle
e AL = < o= 2 < = s .
CARBIDE %E%?e}{ Carbide ? (FTX|A?N?EI4—;_-Z 2% O %Cg‘}ib@%&%i B 1:1:1% gi\%—k\@égm v
FX (TiAIN) Coating Torelance for milling Helix Angle of Flute for End
Diameter. Mills.

s



SAFE-AOCK"® &1

“_ m— SO NI

DCON

LU
LF
CARBIDE X O RS
0~-0.050 40.5°/43.5° BfImm Unitmm
Y—)U No. NEXI—F R XEBTFE =R AR AR =] 8 1£E= IREE(AS
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555660 12 X R1X 36-SL (] 26,800
90 24 12 11.5 4 B
8555661 12 X R3X 36-SL o 26,800
8555662 16 X R1X 48-SL o 48,200
100 32 16 15.5 4 B
8555663 16 X R3X 48-SL o 48,200
8555664 20 X R1X 60-SL (] 68,700
8555665 20 X R3X 60-SL 120 40 20 19.5 4 B (] 68,700
8555666 20 X R5X 60-SL o 68,700
8555667 25 X R1X 75-SL o 128,000
8555668 25 X R3X 75-SL 140 50 25 24.5 4 B @ 128,000
8555669 25 X R5X 75-SL o 128,000
< TADVDHRBBIEp.7ZTE TEL), - See p.7 for explanation of icons. @ =1Z4E/EEER @=Standard stock item

- Safe-Lock "B ERILI ZTHERATEV. RILYDFHMIEP.3B KT OSG-HAIMERDHOJ ZTESR TS,
+ For use in combination with Safe-Lock™ tool holders. Refer to p.3 and the OSG-HAIMER catalog for tool holder details.

. tﬂﬁu%ﬂtgﬁﬁ Cutting Conditions

\r’\iﬁ%ﬂ?ﬁa\ Tgyeﬁ Titanium Alloy Ti-6Al-4V
P\?H%}\%?ti%d ﬁ”EﬂuI Side Milling 5§7JDI Slot Milling
??F“;?;”% 60 ~80m/min 30 ~50m/min
F)ES [OEmEE EDEE YHARE [BlE5EE EDEE YHARE
Mill Dia. Speed Feed Depth of Cut Speed Feed Depth of Cut
(mm) (min) (mm/min) (min) (mm/min)
12 1,900 680 dp =1.8DC 1,350 270
de =0.2DC
dp =1DC
16 1,400 500 ¥ 990 200 P -
a;i 2 Iap
20 1,100 480 800 190 0
25 900 400 = 640 150

1. EEEDOMTRAHEER T, REDIMITREICEDETHREHZLTTEL,

2. FYVETOMIICEAKAMEEHE ZHELE T,

1. The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.
2. Using water-soluble coolant is highly recommended for milling titanium alloys.



53 FYVEEMIAARSFU—RIVERED UVX-TI-5FL

Variable Lead End Mill for Titanium Alloy (5-Flutes)

AP

LF

CARBIDE X O S

0~ -0.050 41742743 Bfimm Unitmm
=)L No. MMEXI—F RXER R b33 AP BE T £ FRAE(TAS
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555320 12 X 36 o 21,300
8555321 12 X R1 X 36 o 25,400
8555322 12 X R15 X 36 o 25,400
8555323 12 X R2 X 36 90 24 12 11.5 5 B o 25,400
8555324 12 X R25 X 36 o 25,400
8555325 12 X R3 X 36 o 25,400
8555326 12 X R4 X 36 o 25,400
8555360 16 X 48 ([ J 42,500
8555361 16 X RI1 X 48 ([ J 45,700
8555362 16 X R1.5 X 48 ([ J 45,700
8555363 16 X R2 X 48 100 32 16 15.5 5 B ([ J 45,700
8555364 16 X R25 X 48 ([ J 45,700
8555365 16 X R3 X 48 o 45,700
8555366 16 X R4 X 48 ([ 45,700
8555400 20 X 60 o 62,100
8555401 20 X R1 X 60 o 65,000
8555402 20 X R1.5 X 60 o 65,000
8555403 20 X R2 X 60 o 65,000
8555404 20 X R25 X 60 120 40 20 193 > y o 65,000
8555405 20 X R3 X 60 o 65,000
8555406 20 X R4 X 60 o 65,000
8555407 20 X R5 X 60 o 65,000
8555450 25 X 75 ([ J 119,000
8555451 25 X R1 X 75 ([ J 126,000
8555452 25 X R15 X 75 ([ J 126,000
8555453 25 X R2 X 75 ([ J 126,000
8555454 25 X R25 X 75 140 50 25 24.5 5 B ([ J 126,000
8555455 25 X R3 X 75 ([ J 126,000
8555456 25 X R4 X 75 ([ J 126,000
8555457 25 X R5 X 75 ([ J 126,000
8555458 25 X R6 X 75 ([ 126,000
TPAIAVDFHBIEp.7ETE TS, - See p.7 for explanation of icons. O=1ZHIEER @=-Standard stock item

- TE5DHERICIFSafe-Lock ™ B ERILY [IERATEF B A, - Not compatible with Safe-Lock™ tool holders.

s



SAFE-AOCK"® &1

— R RE z
\ .’“. U z
S SSN A= i N o
e 2 =L Nl
- [ APMX
LU
LF
CARBIDE X O RS
0~-0.050 417/42°/43° Bfimm Unitmm
Y—Jb No. NEXI—F R XEH MR 2R IR ARk B bSES 7= TRAE(TAE
EDP No. DC X RE X LU ILIF APMX DCON DN ZEFP Stock (Yen)
8555670 12 X R1X 36-SL (] 29,900
920 24 12 11.5 5
8555671 12 X R3X 36-SL o 29,900
8555672 16 X R1X 48-SL ([ 51,300
100 32 16 15.5 5
8555673 16 X R3X 48-SL (] 51,300
8555674 20 X R1X 60-SL o 73,300
8555675 20 X R3X 60-SL 120 40 20 19.5 5 o 73,300
8555676 20 X R5X 60-SL @ 73,300
8555677 25 X R1X 75-SL o 136,000
8555678 25 X R3X 75-SL 140 50 25 24.5 5 o 136,000
8555679 25 X R5X 75-SL o 136,000

<A IVDHRBAIFPp.7ZTE TEL), - See p7 for explanation of icons.
- Safe-Lock "B ERILI ZTHERATEV. MILYDFHMIEP.3B KV OSG-HAIMERD SOOI ZTER TS,

+ For use in combination with Safe-Lock™ tool holders. Refer to p.3 and the OSG-HAIMER catalog for tool holder details.

. tﬂﬁu%1¢§ﬁ§ Cutting Conditions

Rl

Work Material

{,E\IJEZ“]I Side Milling

9—'9 ‘J’S‘ﬁ Titanium A\onTi—6A|—4V

@ =1Z#/EER @=Standard stock item

5%7]”3: Slot Milling

f’?ﬁ%’?ﬁ 60 ~80m/min 30 ~50m/min

SR [EE5EE EDERE ThARE [OmEE EDRE ThARE

Mill Dia. Speed Feed Depth of Cut Speed Feed Depth of Cut

(mm) (min) (mm/min) (min) (mm/min)
12 1,900 855 dp = 1.8DC 1,350 340

de £0.2DC ab<1D
16 1,400 630 990 250 pEiDC
a"I Z 12

20 1,100 600 800 240 0
25 900 500 - 640 192

1. LEEOMTREIFEZTY. REOMIREICEDETREZLTTE,
2. F 5V AEOIMTICIEKBEIHHE ZHEUE T,

1. The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.
2. Using water-soluble coolant is highly recommended for milling titanium alloys.



5 FYVEEMIAAFY-RIVREN OV UVXL-TI-5FL

Variable Lead End Mill Long Type for Titanium Alloy (5-Flutes)

RE z
oy i\ > -
o I S J:
[ APMX
LU
LF
CARBIDE ? O RS
0~-0.050 41742°/43° BfImm Unitmm
Y—JU No. NEXI—F R XEER =R AR IvIOR (=& 3k TEE TRLE(HAE
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555520 12 X 60 o 27,500
8555521 12 X R1 X 60 o 30,200
8555522 12 X R15 X 60 o 30,200
8555523 12 X R2 X 60 110 48 12 11.5 5 B o 30,200
8555524 12 X R25 X 60 o 30,200
8555525 12 X R3 X 60 o 30,200
8555526 12 X R4 X 60 o 30,200
8555560 16 X 80 o 59,300
8555561 16 X RI1 X 80 [ 62,300
8555562 16 X R15 X 80 [ 62,300
8555563 16 X R2 X 80 130 64 16 15.5 5 B o 62,300
8555564 16 X R25 X 80 [ 62,300
8555565 16 X R3 X 80 o 62,300
8555566 16 X R4 X 80 o 62,300
8555600 20 X 100 o 88,200
8555601 20 X R1 X 100 o 92,600
8555602 20 X R15 X 100 o 92,600
8555603 20 X R2 X 100 o 92,600
8555604 20 X R2.5 X 100 100 %0 20 193 > ° ® | 92,600
8555605 20 X R3 X 100 o 92,600
8555606 20 X R4 X 100 o 92,600
8555607 20 X R5 X 100 o 92,600
8555650 25 X 125 o 131,000
8555651 25 X RI1 X 125 o 137,000
8555652 25 X R15 X 125 o 137,000
8555653 25 X R2 X 125 o 137,000
8555654 25 X R25 X 125 190 100 25 24.5 5 B o 137,000
8555655 25 X R3 X 125 o 137,000
8555656 25 X R4 X 125 o 137,000
8555657 25 X R5 X 125 o 137,000
8555658 25 X R6 X 125 o 137,000
PAIAVDHBAIGp.7ETE TS, - See p.7 for explanation of icons O=1ZHEER @=Standard stock item

- CBESDOREBICTIE Safe-Lock ™EREMERILY [FERATEF Ao, - Not compatible with Safe-Lock™ tool holders

s



SAFE-AOCK"® &1

[N RAE\\ %
4&‘“‘/: 54 X N %
o 8L N [§
I APMX
LU
LF
CARBIDE X O RS
0~ -0.050 417/42743° BfImm Unitmm
—JU No. NEXI—F R XETER =R AR IR BER BSE = IREE(TAE
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555680 12 X R1X 60-SL (] 34,800
110 48 12 11.5 5 B
8555681 12 X R3X 60-SL o 34,800
8555682 16 X R1X 80-SL o 67,900
130 64 16 15.5 5 B
8555683 16 X R3X 80-SL o 67,900
8555684 20 X R1X 100-SL o 102,000
8555685 20 X R3X 100-SL 160 80 20 19.5 5 B (] 102,000
8555686 20 X R5X 100-SL (] 102,000
8555687 25 X R1X 125-SL o 148,000
8555688 25 X R3X 125-SL 190 100 25 24.5 5 B o 148,000
8555689 25 X R5X 125-SL o 148,000
<74 AVDEHRBAIFP.7ZTE T EL), - See p.7 for explanation of icons. @ =1Z4E/EEER @=Standard stock item

- Safe-Lock ™EiEI ERILI ZTHERATEV, RILFDF#MIEP. 38KV OSG-HAIMERAHOTZTSR TS,
+ For use in combination with Safe-Lock™ tool holders. Refer to p.3 and the OSG-HAIMER catalog for tool holder details.

. tﬂﬁ“%ﬁgﬁﬁ Cutting Conditions

\wiﬁﬁgg.\ﬂ 3—_9 yéﬁ Titanium Alloy Ti-6Al-4V
&IH% rxjgt%d {BIEANT side milling
MR - .
SRR 60 ~80m/min
S [EE5®E EDEE YHARE
Mill Dia. Speed Feed Depth of Cut
(mm) (min) (mm/min)
12 2,100 1,050 ap =3.75DC
de =0.1DC
16 1,600 920 _
ap
20 1,270 760 -
25 1,020 587 <22

1. EEEDOMTRAHEER T, REDIMITREICEDETHREHZLTTEL,

2. FYVETOMIICEAKAMEEHE ZHELE T,

1. The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.
2. Using water-soluble coolant is highly recommended for milling titanium alloys.



FYVERMIAHSEDSITPAIVRIL

High Feed Radius End Mill for Titanium Alloy

=z
a
' . - o Iz
Y _ ) ] 53\? ,,,,,,, I T o)
—— - @ ) ° I 2l F s
o APMX
61K 8 H LU
6-flutes 8-flutes
LF
CARBIDE ‘?‘
Bfi:mm Unit:mm
Y= No. ES R 2R IR |YrVIR| BR BE T £ FREE(TAS
EDP No. DC DCF LF APMX DCON LU DN ZEFP Stock (Yen)
8555716 16 7.77 16 15 6 o 43,900
8555720 20 9.72 120 5 20 70 19 B o 62,300
8
8555725 25 12.15 25 24 o 97,400

<74 DVDERBAFp.7ZTE TE L), - See p.7 for explanation of icons. @ =1Z#/EER @=Standard stock item

- Safe-LockICIFRMUTEDFEE Ao - Not compatible with Safe-Lock™ tool holding system.

. tﬂﬁu%ﬁt%ﬁﬁ Cutting Conditions

JRHIR FHUEE Tianium Aloy Ti-6A1-4V
F\?H%}‘Eﬁél %EﬁﬂﬂI Contour Milling
Bl R E - .
SRR 50 ~100m/min
PAES EETES S EDRE SVEVIREE | BER | RIDELE
Mill Dia. Speed Feed Ramping Angle rt Remainder |
(mm) (min) (mm/min) Z |
|
16 1,490 4,500 2° 0.86 0.46 }
|
20 1,190 3,600 2° 1.01 0.58 ;
25 850 4,860 2° 1.2 0.74

—— ap =0.035DC a{?
pAY> Y&
Depth of Cat Qe 0.39DC M

ae‘

1LIIEELTIE. ZNENBRLURDS Y PRIV RIIVELTIITOI SLZER TS,
2. LEEDMTIRHFIFERTY. REOMIEREICEDETREZLTTEL,
3. FY U AEOMTICEKBEIRHE 2 U E T,

1. During machining, please program the milling paths according to the recommended simulated R (rt) respective to the individual end mill diameter.
2.The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual milling condition.
3. Using water-soluble coolant is highly recommended for milling titanium alloys.

© 8



0SGXZPHOENIX

MBASEIMTHAL Y —M1tE. XC5035 / XC5040

XC5035 / XC5040 : Inserts for HRSA

OSG PHOENIX U —XTld. MASEIMNLICELcA VY —F2CAELTVET,

OSG Phoenix offers inserts optimal for machining HRSA.

. #ﬁE Features

- BULLU A ZER DM EZ EA
- BEEOREVEZEL. IFRICENCMERMZRIER
* Vv —TIEUINRIC K D ETHHERZERIL . AL—RIEY)D S FHRHDAIEE 8D SM T L —7

- Special carbide grade with very high toughness is used.
- Superior wear resistance is achieved by applying super hard coating.

- Sharpness of the cutting edge of SM breaker is ideal to reduce cutting resistance and smooth chip evacuation.

BHBE| A—T 1Y Coa w . .
il G o =n e 0SG Phoenix ¥ U —X D3l
e TE50A505ETBRTE,
Please refer “OSG Phoenix Catalog” for the details.
TiN ATV LA -
X _ - a#as
€5035 893 Ti(CN)+Al:O0s+Ti(BN) Stainless Steel &
HRSA
XC5040 USSR 80,3 TiN-TiB. MRS
- : - - Stainless Steel &
b HRSA

A PHC ~ e
BHIDAYS ST4VITIVRIN NEH Y 5 BEDSITRAAYEY
Shoulder Cutter Roughing End Mill Radius Cutter High Feed Radius Cutter
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/N BECBENWNERE L HIT

« TEZSEAY 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHALTTEL,
 INTBRFTHSIENT FEL.

+ 1D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEFIELTREL,

« BEE - RERBHIRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVTFEL.

« MIFIICTEDTERRET> T RS,

OSGRIEE

& 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.

Copyright ©2016 OSG Corporation. All rights reserved.

« WRBICDOVTR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFEE
EEIRHEDHDET . Tool specifications are subject to change without notice.
« AEBHAB DTS - ERZFEUE T,

N-107.web (NT)
24.11
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