Multi-Function Carbide Chamfer End Mill
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Tool Consolidation and High-Quality Machining
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Multi-Function Carbide Chamfer End Mill

AE-LDS
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Challenges of Increasingly Complex Machining Processes

OFEATEDEM OITETAHIVDARRE
Increasing Number of Tools Limited Tool Magazine Capacity

OTEIRIFRDIENN @IELIHIETR DN
Increased Tool Change Time Longer Machine Idle Time

[ EEMEOET }

Reduced Productivity

1B T EZ1AICSER

Consolidate Multiple Operations into a Single Tool
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From Centering to V-Grooving with a Single Tool
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Centering Chamfering Edge Chamfering V-Grooving
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Cutting Edge Design Minimizes Burr Formation and Material Tear-Out

44 : S50C mTwz: cimmomT

Work Material Machining Application : C1 Chamfering

{EATE : AE-LDS ¢8 X 90°

Tool

YIHELEE : 226m/min(9,000min')  XDIEE : 810mm/min(0.045mm/t)
Cutting Speed Feed

AE-LDS c"‘fj,if?
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Advanced Cutting Edge Design for Multi-Function Machining
w‘ﬁu llit mulﬁﬁﬁﬁ Optimized Balance of Cutting Performance and Rigidity
s %2 ) kU e STim el RIS=EHRIT DI TIVZ VT

Reinforced Tip Geometry for Enhanced Strength Double-Angle Design Suppresses Edge Chipping
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Spiral Cutting Edges Reduce
Burr Formation

ZIRIEHAIM TELNDEL SUS304 | SKD6T(SOHRC) |Ti-6A-4V (32HRC) |1 /24)) T18(45HRO
ViENTIE

Produces Clean, Burr-Free V-Grooves Across a
Wide Range of Work Materials

5T B : AE-LDS ¢8 X 90°

Tool
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Shank Options to Suit Various Machine Configurations
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Compatible with NC Sliding Head Lathes!
Short shank type (-S) available for machining in
confined spaces.
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Short Shank
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DUARISE Coating for Versatile Machining Applications

MR MERN. REMEBILEICEN. BEE8ZERENT—IILISyIZHILET

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




”DI?_ 9 Cutting Data
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Centering in Stainless Steel

NMIEZEOREVWA—RATFAhRATVUVAMTHRELCHFTEFRDETICMAZ.
BREFENIRUO YUY ThiakEE

Achieves high-quality centering with stable tool wear, even in challenging austenitic stainless steel applications.

EATER . fhttE@ A fthittfm B
Tool AE-LDS 98x90 Compgtnitor Comp:?itor
REIA
Work Material SUS304
tIEIGE 24V
Milling Method Centering
YIHEE . .
ittt G 50m/min (1,989min"")
?bﬁg 60mm/min (0.03mm/rev)
eed
EARE * - - _
Depth ofLCut ap=2.43mm ap=2.6mm ap=2.4mm
SIHIERE KB LD HIRE
Coolant Water-soluble
et WYY =9t %(BT50)
Machine Horizontal Machining Center

*YPHARSF VIV TR ZEPOICEREUIE
* Values shown are based on a centering diameter of ¢6.

WISEDIBEIRE

Cutting Edge Condition

(mm) 0.07

Flank Wear g2 TR GLiRE
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0.04
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0.01 |-

= AE-LDS
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Centering Condition

M S50COV &ML

V-Grooving in S50C

400 600 800

IIIIEL Number of Holes

— ftitm A

Competitor

ftb#t5a B

Competitor

1,000

SUNHEELPIVEETH. RFFMIRUOVEINTLZRER

Achieves excellent V-Groove surface quality, even on bottom surfaces where material tear-out is likely to occur.

ERTE . ftr#t fth 4t 53
Tool AE-LDS ¢8x90 Compelt:il:or Competli:tr:l)r
Ll

Work Material s50C

tEI7AE ViEtIEl

Milling Method V-Grooving

tREIERE : i

Cutting Speed 180m/min (7,000min")

EDEE .

e 700mm/min (0.05mm/t)

tIAZRS -

Depth o?—Cut ap=2.9mm

SRl KB EImA

Coolant Water-soluble

SEFRE W~ =5t % (BT50)

Machine Horizontal Machining Center
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g 4 LU

m SPEED
CARBIDE e <3 B
DUARISE +30¢ AT 30" ps~ps

+0.02

B :mm Unit:mm

et oMl U300 2R | IR | mmER | vvvor | smE |BITTE g
EDP No. DCXXSIG 5 LF APMX Y DCON DC ilEOlEsl| - G
ort Shank Dia. 3E1)

8558400 3 X90° — 45 1.29 9 3 (0.65) 0.8 ([ ]

8558401 4 X 90° = 50 1.7 12 4 (0.95) 1.1 ([

8558402 6 X 90° — 60 2.6 15 6 (1.25) 1.4 ([

8558403 8 X 90° — 70 34 20 8 (1.9 2.1 o

B

8558404 10 X 90° - 85 43 25 10 (2.2) 24 @

8558405 10 X 90° -S Yes 70 43 25 10 (2.2) 24 @

8558406 12 X 90° - 95 5.1 30 12 (2.8) 3 { ]

8558407 12 X 90° -S Yes 75 5.11 30 12 (2.8) 3 ([
ADERDZITSHEED T NRORIMEZRLE T, @ =1Z#EER @=Standard stock item
These minimum pre-drilled hole sizes are required before chamfering t%ﬁﬁﬂ_%[:?b\'datWEBlC'CZ“EE%E'FE'Sp\o
operations. For standard pricing, please refer to OSG's website.

. 7‘{ j ya)E iﬁ l': Db‘t Guide for Icons

n *ZE Tool Materials ﬁﬁm@ Surface Treatment %f%@%g% Tolerance for milling diameter

CARBIDE ﬂﬁﬁﬁ o 5‘“175’{;(:_7_'4y9 I I\E}b@ﬁfi"éiﬁ'\bi?

Tungsten Carbide DUARISE  DUARISE Coating Tolerance for milling diameter
n 7_'_} (ﬂfﬁ??g% Tolerance for Cutting Edge Incline 19 Uﬂﬁ Helix Angle E :J b yg Shank
T—IIVRIILD IV RIIDED 22UV I T4y b (RERED)
AN
=8 S immEEEETLET w PUNEERTLET O A LcesmBLET
*30° Tolerance for cutting edge incline of tapered end mills. Helix angle of flute for end mills Suitable for the shrink holder system

tﬂﬁu%{# Cutting Condition

spEED DIHISRGBERBHEN—I %=
KRNULET

Indicates page number for cutting conditions

&


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=AE-LDS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=N-145

AE-LDS tIEIRHEZER curing concron:

‘IZ“JQ U yg' IHQEHIDI"]I Centering and Chamfering
—F}ﬂ%;_ﬁﬁflﬂ sl T/ \— R4 -

AT VLA

HTHEE LR

i - TR BEANS v By
*ﬁ‘ﬁu*ﬁ' M|Id StEIeI Carbon Steel - Prehardened ?Eel- H uf_‘gdﬁﬁ 1 Stainless Steel Z?“/L/Xﬁﬁ ﬁtﬁuﬁ ﬂ(’;ﬁ l’\l\!-IB%cﬁl-\II%/
Work Material - Cast Iron - Alloy Steel - Tool Steel Hardened Steel (a:LeSnSeHRCei SUS304 - SUS420 Precipitation Stainless Steel Ti-6Al-4V Inconel 718
55400, S55C. FC PX5 - NAK8O (=200 SUS630
SCM, SKT, SKS. SKD (30~45HRC)
YRR
Cutting Speed 80(60-100) 60(40-80) 30(20-40) 50(40-60) 50(40-60) 40(30-50) 30(20-40)
(m/min)
NE  [EERE EDEE EDE ([ Sndsbfal-abol FingE %DRE XD 8 (aEmalialigpedol-l FinRE * EDE (EmegpopicAbeol= FEnERE RDEE X
Mill Dia. Speed Feed  Feed Rate JJol=ls] Feed |Feed Rate [BRel=e] Feed Feed Rate Speed Feed |Feed Rate [BJel=e] Feed ELLENE Speed Feed |Feed Rate [BE]el=L! Feed Feed Rate
(mm) (min™) (mm/min) (mm/rev) (mm/min) | (mm/rev) G BOWATINGEENN (min) | (mm/min) | (mm/rev) [RGB B B TEY) (mm/min) | (mm/rev) [NGaTRRBEW AT I GTAEN)
3 |[8500| 510 | 0.06 |6,400| 320 | 0.05 [3,200| 130 | 0.04 |5,300| 110 | 0.02 {5,300| 80 |0.015|4,200| 80 | 0.02 {3,200| 60 | 0.02
4 16,400 400 | 0.06 |4,800| 260 | 0.05 |2,400| 110 | 0.05 |4,000| 90 | 0.02 |4,000f 70 |0.018]3,200| 70 | 0.02 [2,400| 50 | 0.02
6 4,200| 280 | 0.07 |3,200| 190 | 0.06 [1,600| 90 | 0.06 {2,700/ 70 | 0.03 (2,700 60 0.0212,100| 60 | 0.03 [1,600| 40 | 0.03
8 [3,200| 230 | 0.07 (2,400, 160 | 0.07 |1,200{ 70 | 0.06 [2,000/ 60 | 0.03 |2,000| 50 |0.025(1,600f 50 | 0.03 |1,200| 40 | 0.03
10 2,500 190 | 0.08 [1,900| 140 | 0.07 | 1,000| 70 | 0.07 |1,600| 60 | 0.04 |1,600| 50 0.03]1,300f 50 | 0.04 [1,000] 40 | 0.04
12 (2,100| 170 | 0.08 | 1,600| 130 | 0.08 [ 800| 60 | 0.08 [1,300| 50 | 0.04 ({1,300| 50 | 0.04|1,100| 40 | 0.04 | 800| 30 | 0.04
] S C: My
PHAFESE Countersink diameter
Depth of Cut P6 DR FERARARZCSRTEL
% % Refer to p.6 for the recommended maximum usable diameter.

* COYJHIRGBERE VYUV IMIICHFREZERLUCBDTT,
NEHBRDIMIOBEFEDEREZ1SEBERTLIFONE T, NTRRZE
R UEH SRDEREZHE T,

BEEWDHDI Edge Chamfering

e RS TRl U )\ — R4 -
G- TEH BEANEH

. b o
#EEI#4  Mild Steel - Carbon Steel- Prehardened Steel -
Work Material ' Cast Iron - Alloy Steel - Tool Steel Hardened Steel

$5400. S55C, FC PX5 - NAK8O
SCM, SKT. SKS. SKD (30~45HRC)

230(150-300)

Hardened Steel
(~55HRC)

180(100-200)

YIHIRE
Cutting Speed
(m/min)

180(100-260)

ATV UAEH

Stainless Steel

SUS304 - SUS420
(=200HB)

130(50-160)

* The cutting conditions in this reference table are based on centering
operations. For hole chamfering, the feed rate can be increased by up
to 1.5X. Adjust the feed rate according to the machining conditions.

TR LR
ATV U

Precipitation Stainless Steel

SUS630

130(50-160)

FYVER
Titanium Alloy

Ti-6Al-4V

NiZESE
Ni-Based Alloy
Inconel 718

100(80-120)

120(50-150)

bro)cd iR XDRE ADE |EERES

Feed Rate |3 Feed Feed Rate lS=L]
(mm/t) RGBT OWYN (min')

PANE

Mill Dia.
(mm)

BERE XDRE ADE [EEaed
Speed Feed Feed Rate I=L]
(min™) (mm/min) (mm/t) JGTW]

EDRE

Feed
(mm/min)

ool DR XDEE XD E
Feed Rate [} Feed FeedRate
(W) (min™) (mm/min) (mm/t)

ool FERE XDEE %D 2 [Eie

Feed Rate [} Feed Feed Rate eIl
(QOYOE (min™) (mm/min) (mm/t) KT

EDEE
Feed
(mm/min)

EDEE
Feed
(mm/min)

24,400 1,460 0.03 [19,100|1,150| 0.03 [19,100| 760 | 0.02 |13,800

550 | 0.02 |13,800| 410 |0.015(12,700| 510 | 0.02 {10,600| 420 | 0.02

18,300 | 1,220| 0.03 |14,300| 920| 0.03 |14,300| 640 | 0.02 |10,300

460 | 0.02 [10,300| 350 [0.017(9,500| 420 | 0.02 |8,000| 360 | 0.02

12,200| 980| 0.04 |9,500| 700| 0.04 |9,500| 510 | 0.03 | 6,900

370 | 0.03 {6,900 300 |0.022]6,400| 340 | 0.03 |5,300| 280 | 0.03

9,200 860| 0.05 (7,200| 590| 0.04 (7,200| 450 | 0.03 |5,200

320 | 0.03 |5,200| 270 |0.026(4,800| 300 | 0.03 (4,000| 250 | 0.03

0.04

-

7,300| 780| 0.05|5,700| 520 0.05 |5,700| 410 4,100

290 | 0.04 |4,100| 250 | 0.03(3,800| 270 | 0.04 {3,200| 230 | 0.04

N O |00 | O bW

0.04

_

6,100 730| 0.06 (4,800 480| 0.05 [4,800| 380 3,400

270 | 0.04 |3,400| 240 |0.035(3,200| 260 | 0.04 (2,700| 220 | 0.04

YHARE
Depth of Cut

>
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1. 81, RILY ERIEDSH 2 EEDEVBDZECHERA T,

2. UUD, IRE). ERESTHIBHRET DI5EG. OERE. EDE
ZEHRETEL,

3. UDEHPEREEIM ISEUCB DT, BEEDOMEVEDZECHER TS,

4. BZRDBRICIF VDL FEEDNHEVNLSIT 7 IO—ICTYDLLFZRE
TEL.

5. 27 VUM, HHBIERATVURM, FYVEE, NIESEOMNTIICE.
AKAMEIEMEIDERZEHREUE T,

6. OERENARTEITDIHERIF. LRDZEDEZESE(ITE
-\‘L\

RE, HARS

HEZTIFTT

1. Use a rigid and precise machine and holder.

2. Adjust the speed, feed rate, and depth of cut if chattering, vibration or abnormal
grinding sounds occur.

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, precipitation
stainless steel, titanium alloy, Ni-based alloy.

6.If spindle speed is limited, reduce the feed rate using the values in the table above
asaguideline.

a



V;E?J[II V-Grooving

—ﬂﬂﬁpﬁﬁfgﬁ m?ﬁ% TUN—= RV -
I8 BEAN
*&ﬁu*ﬂ' Mild Steel - Carbon Steel - PrethrEdened S%Eel .
Work Material | Cast Iron - Alloy Steel - Tool Steel Hardened Steel

ATV LA

Stainless Steel

A
Hardened Steel
(~55HRC)

MTHIEE SR
AT VLA

Precipitation Stainless Steel

FYUEE
Titanium Alloy

Ti-6Al-4V

55400, S55C, FC PX5 - NAK80
SCM. SKT. SKS. SKD (30~45HRC)
YRR
Cutting Speed 180 (1 00- 260)
(m/min)

180(100-260)

150(100-180)

SUS304 - SUS420
(=200HB)

90(30-120)

90(30-120)

SUS630

50(20-60)

NiES
Ni-Based Alloy
Inconel 718

50(20-60)

SN2 EEEE ZDEE XD E [EEabbeIoky FERE R0RE XD E [EmEiiabol-d FmRE R0RE XD E [EnabIfacip- o)l EmEE XDiEE XD S
Mill Dia. Speed Feed  Feed Rate [eISle] Feed |Feed Rate [B]l<=L) Feed Feed Rate [elSe] Feed |Feed Rate [B]f<=L) Feed Feed Rate [YelSe] Feed |Feed Rate [BJef<=L] Feed FeedRate
(MO RO IGTYAN (min™) | (mm/min)| (mm/t) MGIRBROWATIRGYAN (min™) | (mm/min) | (mm/t) GTD RO MGAN (min™) |(mm/min) | (mm/t) G BEG ) MG alaYa)
3 [19,100{1,150| 0.03 |19,100| 1,150 | 0.03 [15,900| 640 | 0.02 |9,500| 380 | 0.02 |9,500| 290 | 0.02 |5,300| 210 | 0.02 |5,300| 210 | 0.02
4 (14300 920| 0.03 [14,300| 920| 0.03 |11,900| 530 | 0.02 |7,200| 320 | 0.02 (7,200| 250 | 0.02 (4,000| 180 | 0.02 |4,000| 180 | 0.02
6 [9,500| 700| 0.04 |9,500| 700| 0.04 |8,000| 430 | 0.03 |4,800| 260 | 0.03 |4,800| 210 | 0.02 |2,700| 140 | 0.03 |2,700| 140 | 0.03
8 |7,2000 590| 0.04 (7,200 590| 0.04 |6,000| 370 | 0.03 | 3,600 220 | 0.03 |[3,600| 190 | 0.03 [2,000| 120 | 0.03 |2,000| 120 | 0.03
10 |5,700| 520 0.05 |5,700| 520| 0.05 |4,800| 340 | 0.04 |2,900| 210 | 0.04 |2,900| 180 | 0.03 |1,600| 110 | 0.03 |1,600| 110 | 0.03
12 (4,800, 480/ 0.05 |4,800| 480| 0.05 (4,000| 320 | 0.04 |2,400| 190 | 0.04 {2,400| 170 | 0.04 |1,300| 100 | 0.04 [1,300| 100 | 0.04
0.8D
HARE
Depth of Cut
7

1. Bt IRV S FAIEDSD DBEEOENEDZESERATEL,

2. 00D iR8). REGYHIENRET 155, DEERE. EDERE. YHARSE

%unii—F—\’L\
3. UJEDHE [SREIR [SEULIcB DT, REEDMEVDDZESFERTEL,

4. ZROBEICIF PDLFHEEIODENL ST JO—CTYIDLLFZERE

&L,

5. AFVUAM, HHBERATVURM, F¥EaE, NiBGEOMIICE.

KBEVIHIHEI D ERZEHRELE T,
6. NEEREDNNET DHEIF. LEROEXDEZESE(CX

EEZTIFTCT

1. Use a rigid and precise machine and holder.

2. Adjust the speed, feed rate, and depth of cut if chattering, vibration or abnormal
grinding sounds occur.

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, precipitation
stainless steel, titanium alloy, Ni-based alloy.

6.If spindle speed is limited, reduce the feed rate using the values in the table above

[N as a guideline.
WINTEICAERENREBEELDBESICIFEREECHERD L, SERATEL,
When the point diameter of the end mill is critical for the application, please verify the point diameter before use.
HEREARARS B :mm Unit:mm
. Mo eeommended 442 ZERSHIEE | HEEFERASAR | HEERSARS | BROBEIRSE
a Z-Axis Depth Recommended Recommended Effective
We ERDEHRE Compensation Value | Maximum Usable Diameter | Maximum Usable Depth | Chamfering Length
] f,: E Effective
a Eé’ Chamfering Length 3 (0‘21) 2.85 1.2 1.1
£ 4 (0.3) 3.8 16 14
_ 6 (0.4) 5.7 24 2.2
4 8 (0.6) 7.6 32 2.9
o 38
, B[22 10 (0.7) 95 4 3.7
g Y HIZE
- B |SE 12 (0.89) 114 4.8 43
# &E
£
ZRESHIER
Z-Axis Depth

Compensation Value



shaping your dreams
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BIZrium B2 4R TEL(052)589—8320
(TEo&i#fMmESERIE - >: 1=5—vavdLriL

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. ) ) ) >
« Do not touch cutting edges with bare hands. Copyright ©2026 OSG Corporation. All rights reserved. o
* D t touch cutti hi ith bare hands. Chi| ill be hot aft tting. o — - = 2 5 5

* Stop eutiing when thetool becomendull, g - WRICOVTR, BICHR - MBAT>TBDFITDT, FEELANYOIBRTERE r~
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. BEIIHEHHDET, Tool specifications are subject to change without notice. o
+ Do not modify tools. « AEBBANBOHEMGE - ERZEREUETT. w

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

N-145.610.CA.CA(DN)
26.10

A-LASi—-H%n=4t
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