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BETYR= LB OEHEEENTEER

Optimum ceramic grade selected for high-speed machining at high temperatures, with roughing efficiency surpassing carbide end mills

9*’% ﬂ 9’{ 70 Peripheral cutting edge type

CM-RMS

%@Uﬁ%ﬁﬁf Optimum flute geometry

A L—=X1540D L FHEih

Enables smooth chip evacuation

*ﬁ‘ﬂﬁg Negative cutter form

HSeRlEE

Increases cutting edge rigidity

1\;_2’\“6 5 ’f yj- v j Variety of lineup

RAZFICEDETANA. 6 A%ZEIR

Select 4-or 6-cutting edge specification based on your application needs

,E E 94 j End cutting edge type

CM-CRE

B;ﬂ,l_cuu I l: *‘1,;5\ Suitable for 3D machining

FEROZLINTREIITEL TU— REEDNMIICHIM

Not only excels in flat surface milling, but also in the machining of blades

x&'tﬁ Large-diameter specification

- MIPDITBYR T %ZEiR

- MIEORSOEHDOFIFZRZ(TF(C
YIHRE Z iR T D & hiaTEE

+ Reduces risk of breakage during machining
Achieves optimum cutting speed without being restricted by the capability

of the machining center

Emgb“‘mﬁg Regrindable

=Bk 7z Yl UL

Can be reincarnated by cutting away the used portion




”HI 5-“_ 9 Cutting Data

E3 N 0
4jﬁg§pﬁﬁﬂni; zﬁ tJJ D ( 3“0)@%5’}‘73 ( . -’ﬁl’l‘ﬁﬁﬁﬁﬁjﬁﬁ Continuous use is possible with low level of cutting chip welding

ERATE CM-RMS fthttma 443 w
Tool ®12XR1.5%X4Z Compe?ilzor 4-Flute WEUEEE&(m) Milling Length
1

ikt I Inconel 718 (45HRC) 10 20 30 40 50
I7A% A SHRICEEE EHUFM) ARICUIHI
Machining Method Milling spirally inward from the outer periphery -

pe il l‘lhn
gﬁ?fied 500m/min (13,260min"") CM-RMS Sl Running
=0 3,182mm/min (0.06mm/t)
YIARE jlukas R
De;;h O'S-CUt dp=7.2mm Qde=1.2mm Compet?t?)r Wear
HHUEA I7rJo—
Coolant Air Blow
FEFARE VR A 2 b 2
Machine Vertical Machining Center

153 X 100 HYHFINA cutter path

6-6ﬂu*tgp§ripﬁﬁl§ngge;gre 3;& tﬂ;ﬁﬂj I ﬁEHHI Stable machining free of breakage

EHTE CM-RMS fthttim 644X w
Tool ®12XR1.5X6Z Compe?il:or 6-Flute tﬂﬁuﬁﬁ%&(m) Milling Length
1

okt Inconel 718 (45HRC) 20 40 60 80 100
MI7A* SEHSARICEEE EHUFM) ARICEIHI
Machining Method Milling spirally inward from the outer periphery -

per il l‘lhn
gﬁ?fied 500m/min (13,260min"") CM-RMS Sl Running
= 4,774mm/min (0.06mm/t)
FIARE _ _ ftbtt i iR
Depth of Cut dp=7.2mm Qde=1.2mm Competitor Breakage
BIHHE I770—
Coolant Air Blow
e Yk A 2 b
Machine Vertical Machining Center

Er!;%ﬂrfe;gez)e t’J D < THFH:IIE-I .41% ! ﬁi l.l TC%_EJ‘E$7]UI 1.4 times the chip removal rate! Stable and high-efficiency machining

ERTE CM-CRE 723 fthitam 48K
Tool 7-Flute Compe?ilzor 4-Flute T
) €
Work Material Inconel 718 (45HRC) CLCRE % BA1GMMET
- o |
NI SR SRS = (L) RICHTH) g ] ZEMT
Machining Method Milling spirally inward from the outer periphery $®25X R4 Stable machining up to
6 in depth

YIHIRE 600m/min 500m/min T fommin dept
Cutting Speed (7,600min") (13,260min™")
% 2,660mm/min 3,182mm/min Ge=15mm
Feed (0.05mm/t) (0.06mm/t)
HREHA] I770— T
Coolant Air Blow €

- S
et MERYZVITEVY N .
Machine Vertical Machining Center S IF 7¥314ﬁﬁ$m FT
HHHE . . Competitor (%
Chip RemovalVolume 39.9cc/min 27.5cc/min #12XR15 ?ﬁi"ﬁn‘ﬂ?ﬁ’ ;5;&
W& 16/VR 2)\R (B<iE®BD)
Number of Passes passes 2 passes (occasional breakage)

_ll._ ae=1.2mm




o EIELIA ] ((AUAIUIT ) (AV5UVINT ) (SVEVINT )
%E E 9 4 7 Peripheral cutting edge type [ Side Milling [ Slot Milling ] Helical Milling Contour Milling Ramping
40517 ( ' §:/] & ||~
CM-RMS Vs &
RIEIH ((AUAILIT ) (3¥5UY5T )
Side Milling Helical Milling Contour Milling
e ‘ =M
e B
AINIAT
4-Flute Type ’\
Ol \L 77777777777777777777777 _ %
\ APMX
M LF J
6$|5l7:'194 7
6-Flute Type 7,
_ . B:l: 77777777777777777777777 i %
A 2
—_—
! /APMX J
RE LF i
R
\/ ) K0 AN
CERAMIC 003 hé 30°
0~-0.05 BT :mm Unit:mm
Y—JLNo. iR X O—FHE X I 2R IR A A X 12 PR
EDP No. DC X RE X ZEFP LF APMX DCON ZEFP Stock (Yen)
8557100 6 X R0.75 X 4Z 60 4.5 6 4 o 34,300
8557110 8 X R1.0 X 4Z 60 6 8 4 5 o 43,900
8557120 10 X R1.25 X 4Z 65 7.5 10 4 o 53,000
8557130 12 X R1.5 X 4Z 70 9 12 4 ([ 63,200
8557200 6 X R0.75 X 6Z 60 4.5 6 6 o 37,900
8557210 8 X R1.0 X 6Z 60 6 8 6 B ([ ] 48,400
8557220 10 X R1.25 X 6Z 65 7.5 10 6 o 58,300
8557230 12 X R1.5 X 6Z 70 9 12 6 ([ 69,800
@ =1ZH£EER @ =Standard stock item

. 7’( j ya)*i%ﬁl: Db\t Guide for Icons
*ZE Tool Materials

GRAMIC BI=v7T

Ceramic

R%q:"’é“% Tolerance of Radius

@ IVESLORHEEEFRLET

Identifies the tolerance of the radius for end mills

+0.03

ﬂ?%@%*g% Tolerance for Milling Diameter

O

IV RIILONERZERRLET

Tolerance for milling diameter

Vv UT shank

L stk
hé

VvV IREERTULET

Tolerance for shank diameter

1901’1% Helix Angle
anw  IYRILOED

30°

RUNAZRTRLET

Helix angle of flute for end mills

s
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Al

Work Material

4-Flute Type Cutting Conditions

NiZ2SE
Ni-Based Alloy
Inconel 718

RIELIE BUIHI
Side Milling Slotting
hARSE EHARSE
S tDEERE —FEEbDEDE Digpiineliiui SRR —HHEDDEDE Diepliel @i
Mill Dia Cutting Speed Feed per Tooth () Cutting Speed Feed per Tooth (s
(mm) (m/min) (mm/t) (m/min) (mm/t)
ap de ap
6 400~800 0.02~0.04 =4.5(0.75D) =0.6 (0.1D) 400~800 0.02~0.04 =1.2(0.2D)
8 400~800 0.02~0.04 =6.0 (0.75D) =0.8 (0.1D) 400~800 0.02~0.04 =1.6 (0.2D)
10 400~800 0.04~0.07 =7.5(0.75D) =1.0 (0.1D) 400~800 0.04~0.07 =2.0(0.2D)
12 400~800 0.04~0.07 =9.0 (0.75D) =1.2(0.1D) 400~800 0.04~0.07 =2.4 (0.2D)
6*&3‘] 9‘( j wﬁu%1¢52§§ 6-Flute Type Cutting Conditions
NiESE
?ﬁﬁUH Ni-Based Alloy
Work Material
Inconel 718
MIFAZE {RIETEHE
Machining Method Side Milling
tHARS
SEE tIEEE —HHDDEDE gt el
Mill Dia Cutting Speed Feed per Tooth ()
(mm) (m/min) (mm/t)
ap de
6 400~800 0.02~0.04 =4.5(0.75D) =0.6 (0.1D)
8 400~800 0.02~0.04 =6.0 (0.75D) =0.8 (0.1D)
10 400~800 0.04~0.07 =75 (0.75D) =1.0 (0.1D)
12 400~-800 0.04~0.07 =9.0 (0.75D) =1.2(0.1D)




o
IEE 9 I 7 End cutting edge type

CM-CRE

BULEID AT FE V5V IT
Copying Face Milling Contour Milling

C.

&)

e
(0>
B E———
T A, J
CERAMIC $ ?
0005 Bf:mm Unit:mm

Y—JUNo. SHR X O—FH4R £ IR Vv IR X TR TR

EDP No. DC X RE LF APMX DCON ZEFF Stock (Yen)
8557016 16 X R4 120 5 16 5 o 85,300
8557020 20 X R4 120 5 20 6 B o 95,000
8557025 25 X R4 120 5 25 7 [ ) 113,000

- PAOVOFBIEp3ECE TS,

tﬂ'ﬁu%ﬁgiﬁﬁ Cutting Conditions
BETSZBETICHIN IO TOI S AR IREDR(3° L) Z[HIFTER TEWL,

Specify a draft (at least 3° ) in the milling program to avoid neck interferences.

- See p.3 for explanation of icons.

O =1RHELEER

=Standard stock item

NiZ25%
Ni-Based Alloy
Inconel 718
THARS
EIERE —AHbDEDE Depthiof Cut
Cutting Speed Feed per Tooth (Gmim)
(m/min) (mm/t)
ap de
400~800 0.03~0.05 1 = 9.6 (0.6D)
20 400~800 0.04~0.06 1 =12.0 (0.6D)
25 400~800 0.05~0.08 1 =15.0 (0.6D)

RENSITIRZRLE

Highly resistance against sporadic breakage
- SHEEBOINTTIE., VHAHFBEDNEWeHETEIETIEHE G (<—) [TINEL,
IRENDFRLE S RFENTITIEZMNZ D ENEIRET T,

« When cutting in flat surfaces, the cutting resistance is low in the radial direction due to the small
cutting edge angle, thereby minimizes vibration and sporadic breakage.

s



/EE....\EIE Caution

AVIRIV718DELIBENIRGRIE700CZB R DEEE CREE THEED. HINESCIED 4N
HOFT, TOXRIEHHIMFEZEEDUCEE CESIVIT Y RINZSHERAELIEZDE#DLE T,
Ni-based alloys such as Inconel 718 have a tendency to soften when temperature exceeds 700C, enabling easier

machining. Ceramic end mills are ideal for these materials as they excel under high temperatures and can generate the
heat required to soften the machined materials.

AN\ T7IO0—%#ELET
NIV DSEN 1D L FEREDEOHICHER TSV ML ZESET DI ETHRIVY FBEHIFNTEREEIEDE T,
RIVY [XTHEVEDSH D HDZESERTEL,

Use of air blow recommended.
Use air blow to cool the holder and remove chips. Cooling the holder helps maintain holder accuracy. Use a heat-resistant holder.

/N EEMTERELET

Wi L Cld. FyEVIDRELPIL TEHGMETIBNDHDET,

RENITRZRALLET BIeHICINTAIHADEN (BIAE) BE EDEEZ50%L FEL. RLISEDREZ EIFD
KOEBETELY,

VHEEZ LIFBE D& MEMDERICEDBELET. ZTORE. IHIEEZ RIS LZ2HEHLE T,

Continuous machining recommended.

Intermittent machining is likely to cause chipping, resulting in shorter tool life.
Reduce the feed by 50% or more at the entry (chamfer) in the initial cutting stage. Then, raise the feed gradually.
Excessively high cutting speeds raise the temperature of the workpiece and may melt it. To avoid this, lower the cutting speed.

/N TR FEICEUCEBYRAD S FIC. Z0FEROMTICERTEL

HIB(CRNT LT AEDHEVILESHRZE TS EDNDHDET,
RELNDBIESS. BB UEEYIE. BEITIHU TIRDERLWT TS,

After a cutting cycle, use the cutting edges as they are, without removing any fused deposits on them.

Forcibly removing fused deposits can result in cutting edge chipping and shortened tool life.
Fused deposits may be found on the flute end and back of the cutting edge. Remove them when necessary.

/N ZIH)— Dl EERE TS

MIARICERDEID SFHREIL. 51N - KK DEREPEREZRES EDENHHDET,
e MIYMRERBICEAMD IENKL SICLTTREL,

Use fully covered machines.

During machining, high temperature cutting chips may scatter, which can create fire hazards and potential injury to the operator.
Ensure that the workpiece area is clear of any inflammable objects.

M\ EEFICTNIZEToTVB I, M ITYRAEICEEBHERENZTENBOET
MIT&DEBEEOBRORHEERB U/ (ZZERETE W,

High temperatures produced during machining can form altered layers on workpiece surfaces.
When making path settings, ensure that a machining allowance for removing the altered layers is taken into account.

/N CM-CRE I BEENI TRy MNTE TSR, Mk TE (3°LULE) #BELIER TS
BEDTFHUITIET 58N HdDET,

When using CM-CRE to perform vertical wall or pocket milling, always specify a draft (at least 3°).
Neck interference may occur, resulting in tool breakage.

&



shaping your dreams

S #t

A S y—— — o il &  TEL (022) 390-9701 = 5@  TEL (0566) 62-8286

TP s LRl S EEle B L TEL (024) 991-7485 k3%  TEL (0533) 82-1145
E-mail: cs-info@osg.co.jp  Web: https://www.0sg.co.jp/

il Herlrrias % W TEL (029) 354-7017  &HE  TEL (052) 589-8320
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN m E TEL (0270) 40-5855 Iz B TEL (058) 259-6055
TEL:+81-533-82-1118 FAX : +81-533-82-1136 $#E  TEL (028) 651-2720 I #&  TEL (077) 553-2012

HEARZEL % 8  TEL (025)288-3888 & BR  TEL (06) 4308-3411

T140-0002  EEHERHAIIXERER)I|4-12-6 ) = = TEL(03)5715-2966 B &  TEL (078) 927-8212

e R —YA FEpFIII— 198 TEL03)5715-2966 )\ z2 1| (042) 645-5406 & R TEL (076) 268-0830

[=]

T550-0013 ABRRFABRAIFEXSTH]2-18-2 E K TEL (046) 230-5030 @ TEL (086) 241-0411
F—IZAI—tVo—E ) 8F TEL(06)6538-3880 W 3% TEL (0266) 58-0152 5 B  TEL (082) 532-6808

FIUS—y 3 EER £ B TEL (0268) 28-7381 m E  TEL (087) 868-4003

T451-0051 EBHRLHEHHXAIKIHES-1-17

@ TEL (054) 283-6651 M TEL (092) 504-1211
BIZrium B/ 4B TEL(052)589—8320 2 L () b i (092)
B M TEL (053) 461-1121 AN TEL (093) 922-8190
=]
(CTRD £fiS Aol >:' =i i h bl 2 JI|  TEL(0533)82-1145  #& A&  TEL (096) 386-5120

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp

/N BECBENWNRE L DIT

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

OSGRIEE

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation. ) ) ) d’
« Do not touch cutting edges with bare hands. Copyright ©2017 OSG Corporation. All rights reserved. \"
+ Do not touch cutting chi ith bare hands. Chi ill be hot aft tting. =l - = N o
* Stop eutiing when thetool becomendull, g - HRICOVTIE, HICHE - MRET->THDFTOT, FEudFNIOIBRLEE n
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice. <
+ Do not modify tools. « AEBBANBOHEMGE - ERZEREUETT.
« Please use appropriate tools for the operation. Check dimensions to ensure proper selection. Q

N-121.web(DN)
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