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UVX-TI- HFC-TI

End Mill Series for Titanium Alloy
UVX-TI - UVXL-TI - HFC-T




Titanium Alloy Solutions
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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!

UVX series offers solutions for slot milling to easily chatter complicated pocket milling.
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High efficient long type, SFL '/ Optimal flute shape
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- Smooth evacuation of chips
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Stable high feed milling is achieved by suppressing vibration with high rigidity
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- High efficient milling is achieved
by increasing rigidity
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Finishing Ball End Mill

HFC-TI

PRC BORE 0sG Phoenix

AsH Y &

SRR EFMIAIY =),
AigF I TEsEERE SV EITERE ZRIR |

HFC-TI, the high efficiency bottom finishing end mill, achieves superior surface accuracy with

reduction of large amount of machining time.
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Average Milling Condition

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

.7]“1%@] Cutting Data

HFCTI 916 64H
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Radius End Mill
?‘?t‘wﬁm;iif%:i 70m/m|n
EDEE 4,500mm/min 489mm/min
Feed (0.54mm/t) (0.07mm/t)
EEHRMT

Contour Milling

HARE
Depth of Cut

dp=0.5mm de=6mm

dp=0.5mm de=8mm

KA E R

Water-Soluble

HFC-TI SIYTPALYREILGHFH)
Radius End Mill (5FL)

DITRSRS - 59F sec
Ra=0.419 um
Rz=1.940 um

INTTHFRSY : 390FY sec
Ra=0.844 um
Rz=3.385um



OSG-HAIMER

UVX-TI + SAFE-ADC K® fifcisigs

New Tool & Holder Combo

H Safe-Lock™ Y AFLDBFE
Features of Safe-Lock™ system
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- 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
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On the safe side with Safe-Lock™
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- No pull out of the tool

- Achieves maximum metal removal rate
- No damages on expensive work piece
- Ideal for large diameter milling
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Safe-Lock™ Tool Holders
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The key to stability in
high performance machining
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Shrink Type
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Power Type
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Heavy Duty Type
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Shank diameter tolerance above h6 is recommended.
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SAFE-AOCK"®
by HAIMER

SAFE-ADCK [/ \A/XY—#tDEREEC I,

Safe-Lock is a registered trademark of the Haimer GmbH

5¥#fH(3 OSG-HAIMER
AIOIBLVBEE EELE
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Please see OSG-HAIMER &
Catalog and video for
further details.



https://www.osg.co.jp/products/tooling/index.html?utm_source=qrcode&utm_medium=n-107&utm_campaign=tooling#anchor02
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Holder

YHARE
Depth of Cu

152 AR

Machine

fER

Result

ERRILY

Holder
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Work Material

YHARS
Depth of Cut

5

Machine
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Hl Safe-Lock™ #&#@{3E UVX-TI DIl T S61

Safe-Lock™ #tg =

with Safe-Lock™ System

Application example of UVX-TI with Safe-Lock™
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Other Tool Holding System

UVX-TI-5FL 25X R3X75-SL

UVX-TI-5FL 25X R3X 75 (FFFKER) (Special)

Ti-6Al-4V

BIEANT  side Milling

50m/min (637min")

478mm/min (0.15mm/t)

dp=40mm de=10mm

191.2cm3/min

64mm

HKBMELTHEIEE]  water-Soluble

B~ =014 (HSK-A100)  Horizontal Machining Center

HRBEATAE  Still Running

#5mmikIF T4, I8

Breakage after 5Smm pull out

H 5 8S0REMT

Side Milling of Ti-6Al-4V

Safe-Lock ™t =-UVIFvv Y VAUV IF vy
ifl Uo\jgffj—é“ Milling Chuck Shrink Chuck
with Safe-Lock™ ftitt A ftt#t B fthi#t C
Shrink Chuck Competitor Competitor Competitor
UVX-TI-5FL

®20XR3X60-SL

UVXL-TI-5FL ¢20xR3X60

Ti-6Al-4V

fBIEANT  side Miling

70m/min (1,115min-1)

2,750mm/min
(0.49mm/t)

1,560mm/min
(0.28mm/t)

1,780mm/min
(0.32mm/t)

2,750mm/min
(0.49mm/t)

dp=80mm de=2mm

HAMELTEEHEE water-Soluble

B~ =Pt % (BT50) Horizontal Machining Center

440cm3/min

250cm3/min

285cm3/min

440cm3/min

RIEE

Runout Accuracy
mm)

0.020 —

—@— IR1UEE Runout Accuracy
FIO<LFHHHE MRR.

0.015 |~

0.010 —

0.005 —

0.017

\0.01 1

tﬂb<$?h‘ﬂ§

MRR.
(cm?/min)

0.000

Azt

Competitor

B#t

Competitor

1. 5EULDYID KTHHEZRIET LN TES,

C#t

Competitor

D22V IF vy I EREEDHHETH ofeh'. Safe-Lock™EREN EMIL S FIRNDIE K ZE LTI 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.
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Safe-Lock™Shrink Chuck
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W UVX-TI-4FL [CXBAIEEDAEI  Z2HU(3D)  sidemilling of Uvx-TI-4FL (3D)

ERTE fthtt A ftt#t B BB i
UVX-TI-4FL Competitor Competitor EI'> tJJHJEL 1(IOm) S Leq?_’:h 2|0

x ®12 X RI UVX-TI-4FL :
Ti-6Al-4V ftidt A
Competitor
80m/min (2100min-) fti4t B
Competitor

850mm/min (0.Tmm/t)

dp=24mm de=2mm
IV ZIV— + SAEBEEH

Holder Through + Externaly Fed

WYY =105 (HSK-A63)

Horizontal Machining Center

E—tIHIRE THMALICLENERED DTN DT,

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

UVX-TI- 4FL 18milT# | fitA 18milT# ft#t B 4AmilT#

18m of milling | Competitor After 18m of milling | Competitor After 4m of milling

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

gﬁ‘lg UVXL-TI-SFL
®16 X R3 ?12 X R1
#EIH 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)

BIEI757 O _ _
s 72 hIT MTESDRE T DT & (kD
s - ";\"#E@HL\%LJLWiJ:E%
AR B ~ B ~ DI CTHEE
DH;;‘ = dp=16mm de=9.6mm | dp=45mm de=0.2mm BB ENTE,
IO L FHIHE . . The UVX-TI Series can finish wall surfaces with single cutting
M.R.R. = 85cm?/min 6cm?/min and offers a seamless, beautiful cutting surface, thanks to
A O vibration-free cutting.
Coolant Water-Soluble
Overhang Length >0mm
{55 FtE AL S581v =515 (HSK-A63)
Machine 5-axis Machining Center

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

UVX-TI-5FL ¢12.7 X R0.762(¢§§*5’J) ’GJJE!'JEE’S (m) Cutting Length
(Special) 3 10 15 20
R Ti-6Al-4V (35HRC) UVX-TI-5FL 4
s 100m/min (2,500min-) ftit A 48750 m 4R
Competitor 4FL Breakage
625mm/min (0.05mm/t) ftht B 4405 m
Competitor 4FL
RlIENT =
Sdetlng fs3t C 41850 m i
Competitor 4FL Breakage
Adp=6.35mm (0.5D) de=3.81mm (0.3D) ,
P 010.5m7J[|I1§ After 10.5m of milling
KB EVIEHE
et Sonie UVX-TI-SFL JuttA JuttB Jutc
MR Y=U5tEU5 (BT40) -
Vertical Machining Center
18 18

Breakage Breakage

MRISEICENTVS ). REMIZTIIENTE .

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




B UVXL-TI-5SFLICK A IEDS8EEIMNT

EELIEISRMA

General cutting condition

BRAEDESRM
Condition with max. feed rate

High efficiency side milling of UVXL-TI-5FL

INTSREICKDEES DR

Comparison of surface roughness by cutting conditions

fEATE

Tool

UVXL-TI-5FL ¢ 12 X R1

Ti-6Al-4V (32HRC)

BIELDHE

Side Milling

SIHBERE

Cutting Speed

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 182cm?3/min
KA MELIEHA]
( Water-Soluble
152 FRHE AR WEITY >+ % (BT50)
Machine Horizontal Machining Center
ERRILY BEEIED
Holder Shrink Holder

B HFC-TIIC KD ERERMT

High efficiency milling of HFC-TI

BEVEIRFOMIEES ERAVEIFOIMNTEHES
General cutting condition Condition with max. feed rate

BARZEDEEHTICBULT, EDIEE0.34mm/t.

P10 < FRRES182cm/min&E VD EBEDERN .

M TBECKDITHEDERN DB ET,
HEEMNTRECOVTEp 22T 8B T,

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

Horizontal Machining Center

.F;*%%E Wear amount

(mm)
0.06

0.05 /
0.04 /
0.03

0.02

=
Bt Tt
Width of Wear

0.01

. I | . .
27 135 54 108 162 216
WEUE_& (m) Cutting Length

HFC-TI @16
(Hm)
Ti-6Al-4V 50
mg* //.\.
100m/min (1,990min"") %§ 30
6,000mm/min (0.5mm/t) 1_‘%,% 20
— S3 a0 .
ESHEMT - —
Contour Milling t t t : - -
0 27 135 54 108 162 216
dp=0.5mm de=6mm BB (m) witing Length
A MEEIYEE [—e—BAME(Ry) 3.557 3.812 3.903 4,151 4520 4403 |
Water-Soluble | —=— T1948 2 (Ra) 0.849 0.944 0.946 0.980 1.016 0997 |
70mm
N BT
W~y =514 (BT50) Rz 13.5m 108m 216m

Cutting Length

HEIFE

Flank

ERSAE

Rake

VHIREH200mZ B X el CH . HFC-TIRRE LT
HNEEFRES LUE—FINTEESZESDEDNTER,.

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



47 FHVAENIAAFU—-RIVRED UVX-TI-4FL

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

- z
a
f =
. TR SRS}
: APMX
LU
| AN =
CARBIDE X O
0~-0050 40.5°/43.5° Bfiimm Unitmm
Y—IJU No. SHEXI—F RXEHFR =R 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 17,400
8555121 12 X R1 X 36 o 20,800
8555122 12 X R15 X 36 o 20,800
8555123 12 X R2 X 36 90 24 12 11.5 4 B o 20,800
8555124 12 X R25 X 36 o 20,800
8555125 12 X R3 X 36 o 20,800
8555126 12 X R4 X 36 o 20,800
8555160 16 X 48 o 37,200
8555161 16 X RI X 48 o 39,600
8555162 16 X R1.5 X 48 o 39,600
8555163 16 X R2 X 48 100 32 16 15.5 4 B ([ J 39,600
8555164 16 X R25 X 48 o 39,600
8555165 16 X R3 X 48 ([ J 39,600
8555166 16 X R4 X 48 o 39,600
8555200 20 X 60 o 54,300
8555201 20 X R1 X 60 o 56,700
8555202 20 X R15 X 60 [ 56,700
8555203 20 X R2 X 60 o 56,700
120 40 20 19.5 4 B
8555204 20 X R25 X 60 (] 56,700
8555205 20 X R3 X 60 [ 56,700
8555206 20 X R4 X 60 [ 56,700
8555207 20 X R5 X 60 [ 56,700
8555250 25 X 75 o 104,000
8555251 25 X RI X 75 o 110,000
8555252 25 X R15 X 75 o 110,000
8555253 25 X R2 X 75 o 110,000
8555254 25 X R25 X 75 140 50 25 24.5 4 B () 110,000
8555255 25 X R3 X 75 [ 110,000
8555256 25 X R4 X 75 [ 110,000
8555257 25 X R5 X 75 [ J 110,000
8555258 25 X R6 X 75 [ J 110,000
gggg}%g%%g—gfgeﬁ%:ﬁ;xgghiijLt:e&l?evtvg%ig;;@/im?m compatible with Safe-Lock™ tool holders. OTREERE @ sndudserkien
W7 A JVDEFEICDWVT Guide foricons
n *ZE Tool Materials E ﬁﬁﬂﬂ Surface Treatment B ﬂf&@gq:g% :ﬁiﬁlr?gnct)e‘\;gwreter n el Uﬂﬁ Helix Angle
e AL = s < o= 2 < = s .
CARBIDE %E%?en Carbide e (FTX|A?N?EI4—;_-Z 7)) O %Cg‘gib@%&%% S 1:1:1% g%#@é%gm y
FX (TiAIN) Coating Torelance for milling Helix Angle of Flute for End
Diameter. Mills.
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SAFE-AOCK:® &=
- . E i

DCON

LU
LF
CARBIDE X O RS
0~-0.050 40.5°/43.5° BfImm Unitmm
Y—)U No. NEXI—F R XETFE 2R AR AR =] 334 £E= IREE(AS
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555660 12 X R1X 36-SL (] 25,100
90 24 12 11.5 4 B
8555661 12 X R3X 36-SL o 25,100
8555662 16 X R1X 48-SL o 45,000
100 32 16 15.5 4 B
8555663 16 X R3X 48-SL o 45,000
8555664 20 X R1X 60-SL (] 64,200
8555665 20 X R3X 60-SL 120 40 20 19.5 4 B (] 64,200
8555666 20 X R5X 60-SL @ 64,200
8555667 25 X R1X 75-SL o 119,000
8555668 25 X R3X 75-SL 140 50 25 24.5 4 B o 119,000
8555669 25 X R5X 75-SL o 119,000
< TADVDHRBAFp.7ZTETEL), - See p7 for explanation of icons. @ =1Z4E/EEER @=Standard stock item

- Safe-Lock BRI ERILI ZETHERATEV. RILYDFHMIEP.3B LT OSG-HAIMERADZOJ 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%ﬂtgﬁﬁ Cutting Conditions

\y\iﬁ%ﬂ?ﬁa‘ Tgyeﬁ Titanium Alloy Ti-6Al-4V
3 LE\IJEZ]DI Side Milling 5%2][]:[ Slot Milling
f’?ﬁ%’%’% 60 ~80m/min 30 ~50m/min
F)ES [EIETyEY:S EDEE THARE [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 =
16 1,400 500 ¥ 990 200 p=ibc
a;i 2 Iap
20 1,100 480 800 190 0
25 900 400 = 640 150

1. EEEDOMTRAEER T, REDNMITREICEDETHREHZLTTEL,

2. F YV ETOMIICEAKAMEIHHE ZHELUE 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)

LF

CARBIDE X O RS

0~ -0.050 41742743 Bfimm Unitmm
=)L No. MHMEXI—FRXER 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 19,800
8555321 12 X RI1 X 36 o 23,800
8555322 12 X R15 X 36 o 23,800
8555323 12 X R2 X 36 90 24 12 11.5 5 B o 23,800
8555324 12 X R25 X 36 o 23,800
8555325 12 X R3 X 36 o 23,800
8555326 12 X R4 X 36 o 23,800
8555360 16 X 48 ([ J 39,600
8555361 16 X RI1 X 48 ([ J 42,700
8555362 16 X R1.5 X 48 ([ J 42,700
8555363 16 X R2 X 48 100 32 16 15.5 5 B ([ J 42,700
8555364 16 X R25 X 48 ([ J 42,700
8555365 16 X R3 X 48 o 42,700
8555366 16 X R4 X 48 ([ 42,700
8555400 20 X 60 o 58,000
8555401 20 X R1 X 60 o 60,700
8555402 20 X R15 X 60 o 60,700
8555403 20 X R2 X 60 o 60,700
8555404 20 X R25 X 60 120 40 20 193 > y o 60,700
8555405 20 X R3 X 60 o 60,700
8555406 20 X R4 X 60 o 60,700
8555407 20 X R5 X 60 o 60,700
8555450 25 X 75 ([ J 112,000
8555451 25 X R1 X 75 ([ J 117,000
8555452 25 X R15 X 75 ([ J 117,000
8555453 25 X R2 X 75 ([ J 117,000
8555454 25 X R25 X 75 140 50 25 24.5 5 B ([ J 117,000
8555455 25 X R3 X 75 ([ J 117,000
8555456 25 X R4 X 75 ([ J 117,000
8555457 25 X R5 X 75 ([ J 117,000
8555458 25 X R6 X 75 () 117,000
TPAIAVDFHBIEp.7ETE TS, - See p.7 for explanation of icons. O=1ZHMEER @="Standard stock item

- TE5DHERICIFSafe-Lock ™ B ERILY [IERATEF B A, - Not compatible with Safe-Lock™ tool holders.
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SAFE-AOCK"® &1

~y - PN

DN

DC

Iy

\
]

\

i

|

|
2z
DCON

\ APMX
LU |
LF
CARBIDE X O RS
0~-0.050 417/42°/43° Bfimm Unitmm
Y—Jb No. NEXI—F R XEH MR 2R AR IR 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 [ ) 27,900

90 24 12 11.5 5
8555671 12 X R3X 36-SL o 27,900
8555672 16 X R1X 48-SL o 47,900

100 32 16 15.5 5
8555673 16 X R3X 48-SL o 47,900
8555674 20 X R1X 60-SL o 68,500
8555675 20 X R3X 60-SL 120 40 20 19.5 5 o 68,500
8555676 20 X R5X 60-SL o 68,500
8555677 25 X R1X 75-SL (] 127,000
8555678 25 X R3X 75-SL 140 50 25 24.5 5 (] 127,000
8555679 25 X R5X 75-SL o 127,000

<A DVDHRBAFPp.7ZTE TEL), - See p7 for explanation of icons.
- Safe-Lock B ERILI ZTHERATEV. MILYDFHMIEP.3B KT OSG-HAIMERDHOJ ZT SR T,

+ 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

itz

Work Material

{,E\IJEI“]I Side Milling

F5 ‘J’S‘ﬁ Titanium A\onTi—6A|—4V

@ =1Z4/EER @=Standard stock item

5%7]”3: Slot Milling

Milling Method
f’?ﬁ%’?ﬁ 60 ~80m/min 30 ~50m/min
PAES [EE5EE EDRE ThARE [Om®EE EDERE 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 a0 =
16 1,400 630 990 250 p=1DC
a"I Z Jor
20 1,100 600 800 240 2
25 900 500 - 640 192

1. LEEOMTREIFERTY. REOMIREICEDETREZLTTE,
2. F 5V AEOMTIICEKBETRIHEZH#EUE 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 OVI UVXL-TI-5FL

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

~ R RE 8
2 @ b o :
m_ 5}4§' :E 7 Xi% 77777777777 <H> I g
| APMX

LU

DC

LF

CARBIDE X O RS

0~-0.050 41742°/43° BfImm Unitmm
Y—JU No. NEXI—F R XEE R AR eI OR B B3k TEE TRLE(AE
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555520 12 X 60 o 25,700
8555521 12 X R1 X 60 o 28,300
8555522 12 X R15 X 60 o 28,300
8555523 12 X R2 X 60 110 48 12 11.5 5 B o 28,300
8555524 12 X R25 X 60 o 28,300
8555525 12 X R3 X 60 o 28,300
8555526 12 X R4 X 60 o 28,300
8555560 16 X 80 o 55,400
8555561 16 X RI1 X 80 o 58,300
8555562 16 X R15 X 80 o 58,300
8555563 16 X R2 X 80 130 64 16 15.5 5 B o 58,300
8555564 16 X R25 X 80 o 58,300
8555565 16 X R3 X 80 o 58,300
8555566 16 X R4 X 80 o 58,300
8555600 20 X 100 o 82,400
8555601 20 X Ri1 X 100 ([ 86,600
8555602 20 X R1.5 X 100 o 86,600
8555603 20 X R2 X 100 o 86,600
8555604 20 X R2.5 X 100 160 %0 20 193 > ° ® | 86,600
8555605 20 X R3 X 100 o 86,600
8555606 20 X R4 X 100 o 86,600
8555607 20 X R5 X 100 o 86,600
8555650 25 X 125 o 122,000
8555651 25 X RI1 X 125 o 129,000
8555652 25 X R15 X 125 o 129,000
8555653 25 X R2 X 125 o 129,000
8555654 25 X R25 X 125 190 100 25 24.5 5 B o 129,000
8555655 25 X R3 X 125 o 129,000
8555656 25 X R4 X 125 o 129,000
8555657 25 X R5 X 125 o 129,000
8555658 25 X R6 X 125 o 129,000
PAIAVDHBAIFp.7ETE TS, - See p.7 for explanation of icons. O=1ZH{EER @=Standard stock item

- CBES5DOHWMIC(F Safe-Lock ™ B ERILY IIERTEF B, - Not compatible with Safe-Lock™ tool holders

8



SAFE-AOCK"® &1

[N R%‘ E
4&‘“‘/: 54 X N %
5 ° [ N [§
I APMX
LU
LF
CARBIDE X O RS
0~-0.050 41742743° B{Imm Unitmm
=)L No. NEXI—F R XEER =R AR IR BfE 334 = IREE(TAE
EDP No. DC X RE X LU LF APMX DCON DN ZEFP Stock (Yen)
8555680 12 X R1X 60-SL ([ J 32,600
110 48 12 11.5 5 B
8555681 12 X R3X 60-SL ([ J 32,600
8555682 16 X R1X 80-SL ([ 63,400
130 64 16 15.5 5 B
8555683 16 X R3X 80-SL ([ 63,400
8555684 20 X R1X 100-SL ([ 95,000
8555685 20 X R3X 100-SL 160 80 20 19.5 5 B (] 95,000
8555686 20 X R5X 100-SL ([ J 95,000
8555687 25 X R1X 125-SL ([ 139,000
8555688 25 X R3X 125-SL 190 100 25 24.5 5 B o 139,000
8555689 25 X R5X 125-SL ([ 139,000
< 7AAVDHRBAIFP.7ZTE TEL), - See p.7 for explanation of icons. @ =1Z4E/EEER @=Standard stock item

- Safe-Lock ™EiEIERILI ZTHERATEWV, RILFDF#MIEp. 38KV OSG-HAIMERAFZOTZTSR 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

\f’&iﬁkﬁgiﬁ.}a\ ?gyéﬁ Titanium Alloy Ti-6Al-4V
!ﬂllfl\'n:gl:!\az;%éj EI\IJE’JDI Side Milling
B - .
SRR 60 ~80m/min
S [Ol#nERE EDEE YHAZRS
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 ey

1. EEEDOMTRAEER T, REDNMITREICEDETHREHZLTTEL,

2. F YV ETOMIICEAKAMEIHHE ZHELUE 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.



FYVEEMIAHRSEDSITPAIVRI

High Feed Radius End Mill for Titanium Alloy

=z
a
i L N o z
L _ ) V] — . [ R o)
—— g J JEE == Fjg
: APMX
61 H 8 H LU
6-flutes 8-flutes
LF
CARBIDE ‘?‘
B{iimm Unit:mm
Y= No. ES B 2R IR |YvVIR| BR B T £ FREE(TAS
EDP No. OC DCF LF APMX DCON LU DN ZEFP Stock (Yen)
8555716 16 7.77 16 15 6 o 41,100
8555720 20 9.72 120 5 20 70 19 B o 58,300
8
8555725 25 12.15 25 24 o 91,000

<74 2V DEHRBAFp.7ZTE TEL), - See p.7 for explanation of icons. @ =1Z4/EER @=Standard stock item

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

. tﬂﬁu%ﬁt%ﬁﬁ Cutting Conditions

Wiﬁﬁgz{d\ 3—'9 \J'Sﬁ Titanium Alloy Ti-6Al-4V
F\?H%fﬁiéi %EﬁﬂﬂI Contour Milling
i _ .
SRR 50 ~100m/min
PANES [ElE5EE EDERE SVEVIREE | BEIR | RIDEULE
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 Cut Qe =0.39DC M

ae‘

1LINIICERULTE. ZNZNREROSY PRIV R ILELTII 7O S LZEER TE L,

2. FEEDOMTIRHIFERTY, REOINTRREICEDETHRESZLTTEL,

3. FYVAEOMIICEAEELIEMEIZHEL X 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.
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0SGXZPHOENIX

MBASEIMTAHAL Y —M1tE. XC5035 / XC5040

XC5035 / XC5040 : Inserts for HRSA

OSG Phoenix ¥ U—XTIl&. MASEMIICELEA Y —bECHBELTVET,

OSG Phoenix offers inserts optimal for machining HRSA

. ##E Features

- BLUAME RS OBEMEEER
 BEEOREMEEREL . I8 ICEN R =
- Y —TIEIIA(C K DTBHRAEER L. R L—RIEEID < FHEHATREE 155 SM TL—H

- 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.

BEE| A—FT4VY  Coa " . e
il G o TR B 0SG Phoenix ¥ U —XDs$ll&
Hardness IBE50Ah50O00%ZTERTEL,
Please refer “OSG Phoenix Catalog” for the details.
TiN ATV LA -
« . - TEaS
5035 893 | Ti(CN)+ALOATI(BN) |  smnessoin
HRSA
PHOENIX
et e AF VLR -
XC5040 [EREEEIEEREEES— 30.3 TiN-TiB: WSS
¥ & Stainless Steel &
HRSA

. PHC - e
BHIbAOY % ST«VITVRII NEH Y 5 BEDSITRAAYEY
Shoulder Cutter Roughing End Mill Radius Cutter High Feed Radius Cutter

&



shaping your dreams
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TEL(06)6538-3880 # ¥  TEL (0266) 58-0152 I &  TEL (082) 532-6808
FIUT—Y 3 E B TEL (0268) 28-7381 m E  TEL (087) 868-4003
T451-0051 EHSAEENARAEKHES-1-17
) TEL (054) 283-6651 M TEL (092) 504-1211
BIZrium B 4R TEL(052)589—8320 % i (054) ol (092)
B #) TEL (053) 461-1121 A TEL (093) 922-8190
=]
(TR OGS T R >:' 1=7=Y3Y54TN 2 || TEL (0533) 82-1145 g2 &  TEL (096) 386-5120
tTH#%A.
StABZERRL

[5535-957 ] 0533-82-1134 [55355-vavEma hp-info@osg.cojp

/N BECBENWNERE L DIT

« TEZEAY 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
 UINIBRFTRSIENT FEL.

+ FID K FIFFRFTHSIENTTEL,

* TEOYINBEHEL Eo e SERZEFRIELTREL,

« REE - RERBHIRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFVTFEL.

« MIFICTEDTERRET> TR,

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.

« WBICDOVTIR, EICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFE
EEIRHEDHDET. Tool specifications are subject to change without notice.
« AEB/HAB DRERERH - ERZFEUF T,
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