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PMD Multi-function Cutter Ser:

13 T2 G MNIREICHE!

Supports a wide range of applications with a single tool!
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Phoenix PMD <«

DY 21)—X PMD Phoenix Multi-function Cutter Series

PMD Multi-function Cutter Series

BAGESY)EZINIAT4E

Possible to counterbore various diameters

AYAIVRSBT

Helical Drilling

HEV)IAF (Fa v b

Contouring (Pocket Milling)

A4

Ramping

-~ nblt

Drilling

{RIE LRl

Side Milling

NEIE7ZYh o as e g .
REBITIM Ssos mon ZiAH — WEIE

Plunging Slotting Plunging Horizontal Milling

2EFDA /Y —b2ERATHETIRAA TG E] OEHEMIH ETHE

Two types of inserts are used to enable continuous cutting - from plunging to horizontal milling

oWBIE ENRL—F .. é.
Horizontal Milling = f—

BN < REET
FZ TN DENREMT,
BESYHYAPZAGE
RUA > Y—bZiRA.
Superior chip breaking capability
for stable machining without chip

trouble. Uses the same insert as the
PZAG counterboring cutter.

- s -
HEAMRAY—b = &
Insert for Peripheral Cutting Edge %
S 4
BOAIEE Sy —TRYNTT
VU5Y RELERF,
BHIYAY ZPSEE
RCA>Y—bzHA.

High rigidity and sharp cutting edge
ensure stable long tool life without

chattering. Uses the same insert as
the PSE shoulder cutter.

DAH

Plunging




iy S5 b
.’\E77 / Flat Bottom Hole
ERTE PMD11R0255525-1S (dfflz*si;”;%) (g-;*si;“;%) “’ fta3 A Competitor H 4t B Competitor ‘

Tool (¢25x17) Competitor | Competitor

JREDIRIN = %) : ZPNT130508EN (XP8030)

Center Insert

SLEX) : ZDKT11T308SR-GM (XC3030)

Peripheral Insert

ANUBIRBIFINT @32

Helical Drilling

S50C

150m/min (1,910min")

84mm/min (0.2mm/t) 84mm/min (0.1mm/t)

[ Depthof Cut ap=20mm
T o (A \ -
ey W 28 (ALY F Tmm) REFRA X —

KL(T770-) Bottom Hole Shape Comparison
None (Air Blow)

fE Rt M=t 2(BTA0)

Machine Vertical Machining Center

PINH L TRESERY LD of
Y YANT L—HTHREEDTIIL T HEEZERIR

Excellent chip breaking capability with the enhanced muscle breaker

4%
"v‘ ®25
L RIMI() YAy 7HTI)
B -ll.,‘ M 1 S50C

$25 hole processing (non-step drilling)
Work material: S50C

ENIRAZEICEDEESA Y- I -3y

Insert lineup corresponding to individual application needs
WHt . SENRA Y — hiE

Insert Grades for Peripheral Cutting Edge

Work Material

WET%5 DRY%5
XP3035 XC3030

Steel

P
ATV LA

Stainless Steel

XP2040

M

(?a%t %u*n WET#%5 DRY%5
Gl XP3025 XC1015

K
XP8030

LR
_ Nonderows CK010

\|

i 2% 58
Heat-resistant Alloy XC504O
S

SRR
High Hardness Material

H

XP6015




Face Milling Side Miling Side Miling Slotting Gontouring
o
90 ay . | ( ' =
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BHEEN YR APL—borroal1T = J
Multi-function Cutter with Straight Shank (@< ) ( T55T ) rl_,-t\ NUAIRBT SEPTZIR

Counter Sinking Piinging Drilling Helical Drilling Ramping

PMD S5 9w
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-ﬁ?ﬁd'}fi Specification lil ‘:'
APMX
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[&] T e = Q
a ¢ [} L]
=X D[ =
Ly
LH
LF

FAIHR—ILf$E with Coolant Hole

Bl :mm Unit:mm

—JLNo. O NE | Bl | I |vrvor| &8 |BTR|anEs BRA >4 — b Applicable Inserts
EDP No. Designation bc NOF ZEFP DCON LF LH JE}J Center Insert ﬂ‘ﬁ}j Pemphera\ Insert
7803410 PMD11R0205520-1S | 20 20 |130] 35 | 20 0.3 25,100
(| ZPNT100408EN
7803413 PMD11R020SS20-1L | 20 20 |185| 60 | 20 0.4 27,500
7803411 PMD11R0255525-1S 25 25 140 | 45 25 0.45 27,500
2 |1 10 ®| ZPNT130508EN | ZDKT11T308...
7803414 PMD11R0255S25-1L 25 25 220 | 75 25 0.75 30,200
7803412 PMD11R032S532-1S 32 32 150 | 50 28 0.8 29,900
® | ZPNT170608EN
7803415 PMD11R0325S32-1L | 32 32 |230| 90 | 28 1.3 32,900

CBRICOVTRpIETETAL,

+ See p.7 for available parts.

3 ‘ HEERMILETCHREEREMRERUET, Stock are categorized as C (Standard stock item).
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Multi-function Cutter with Screw Fit Type

PMD SF

N
l I i EDAFH
Face M\IIing Side Mil\ig Side Mi\lmg Slotting. Contouring
90° || ' ( ’ -’
HyFEAR
Cutting Angle. § J § J \ J \ J \ J
[:335) S 7T ANUAILIS IF SVEVS
Counter Sinking Plunging Drilling Helical Drilling Ramping

. ﬂ?‘fﬂ'iﬁi Specification

APMX CRKS

e
9] 1
C‘[@L—\ LU—U a

LU

C
DCSFMS

LF

FAIHR—IL 1% with Coolant Hole

MR UAHBEA T screwFit Type

Bfil:mm Unit:mm

v-aNo.|  mU  |nelwmlnw|NE7| 801 DY ek aw| B 0s | sme BRTZY~ Pappicable mwerts | ERUEY) | g
o, esignation DC | NOF | ZEFP bcon | Crks . LF DN U APMX | DCSFMS EXJ Center Insert %EJ}] PeripheralInsert | Applicabi Shark (Yen)
7803416 | PMD11R020SF10-1 | 20 10.5 | M10| 14 48 | 18 | 20 18 |0.1 |(D| ZPNT100408EN (4] 25,100
7803417 | PMD11R025SF12-1 | 25 | 2 1 1125 | M12| 17 48 | 22 [ 25 | 10 | 23 |0.15|®@| ZPNT130508EN | ZDKT11T308... (5) 27,500
7803418 | PMD11R032SF16-1 | 32 17 M16 | 22 58 | 27 | 28 28 |0.3 |(®| ZPNT170608EN (6] 29,900

- EBERICDON T p7EZE T XL,

+ See p.7 for available parts.

s Y IRIVEICDNTEp.8~p10E BT LY,
- See p.8-p.10 for shank holders.

HEERPMNILTCUHREEER)ERYET, Stock are categorized as C (Standard stock item). ‘
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SHEEHv )X

Multi-function Cutter Series

129—p

Inserts

L

g
wi RE | s

.,Exm{./#_ I~ Inserts for Drilling and Plunging Edge

B :mm  Unit:mm

£ 29— A—T 1 JiE
D JJ,\T::_}E?& Insert Size BRAKRT1 Carbide Coated Materials
Designation Cutting Applicable Body
Edges HRIFE AN XP8030
@ ZPNT100408EN 2 10.95%x10.95 4.65 11° 0.8 ® 20 7814108 1,850
® ZPNT130508EN 2 13.92x13.92 5.46 11° 0.8 @25 7814110 2,130
® ZPNT170608EN 2 17.85x%17.85 6.31 11° 0.8 ®32 7814111 2,240

XPMDDESA > Y — ML ERBEA Y —bDHTY,
# Only the inserts listed above are applicable for PMD.

EXNRA Y —BMIESY Y4
PZAGEHBFERATEET

(ZPNT10040813B%<)

Inserts for the drilling and plunging edge are also applicable
to the PZAG counterboring cutter

(excluding ZPNT100408).

COUNTERBORING

2 5%
K

CHAMFERING
E ] - d

o ﬂ PZAG DL
KUBBEERLRECYMIZERODFICIEPZAG Y -E<YMIATIR
PZAG is recommended for those seeking even greater = HEAOT%EZTELEE,
counterboring efficiency. .

Please refer to the Chamfering
¥PMDTIEI—FR(RE)0.8Y 1 ADH Z(ERANEETE T, s and Counterboring Catalog for

% For PMD, only corner R (RE) size 0.8 can be used. details of PZAG.

5 ‘ HEERMILETCHREEREMRERUET, Stock are categorized as C (Standard stock item).
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Bf7:mm Unit:mm

wy | e o Mt
Designation iﬁg‘;’: LxW1 Esé XP3025 | XC3030| XP3035 [ XP2025 | XP2040 [ XC1015 | XC5035 | XC5040 [ XP6015
ZDKT11T308FRNM| 2 [11x6.8| 3.8 | 15° | 0.8| 1.4 |7811023 1,850
ZDKT11T308SRGL | 2 |[11x6.8| 3.8 | 15° |0.8| 1.4 7827026 7828026 | 7825026 | 7814026 | 7826026 | 7813026 1,450
ZDKT11T308SR-GM | 2 |[11x6.8| 3.8 | 15° |0.8| 1.4 7827032 7828032 7825032 7814032 |7826032 7813032 1,450
ZDKT11T308SR-GR | 2 |[11x6.8| 3.8 | 15° |0.8| 1.4 7827033 7828033 7825033 7814033 7813033 (7812033 1,450
ZDKT11T308SR-HR | 2 |[11x6.8| 3.8 | 15° |0.8| 1.4 7824035/ 1,850
ZDKT11T308ER-SM | 2 [11x6.8| 3.8 | 15" [0.8| 1.4 7815031 (7816031 2,890

¥ PMDDBEA > Y —ME EERBEA T —RDATT,
#Only the inserts listed above are applicable for PMD.

HRARNAAL Y —bIBEIVAY &
PSECLHBFERATEZET

Inserts for the peripheral cutting edge are applicable for
the PSE shoulder milling cutter.

) - PSED L
EERNUI—2 3 TRIEWD 0SG PHOENIX
MIICXS TR RBHIY Y & TY HEOTETBLEEL,

A wide variety of shoulder cutters that can be used
for various milling operations.

¥ PMDTIEO—FR(RE)0.8Y A ADHZERUVE/ETE T,
3 For PMD, only corner R (RE) size 0.8 can be used.

Please refer to the
OSG PHOENIX Catalog for
details of PSE.

HEERPMNILTCUHREEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 6




SHEEDhy 2 )—-X

Multi-function Cutter Series

PMD

- EBEIII Accessories

Y—JVNo. 30 BRAY—b BRADY A HREDFIT LS
EDP No. Designation Applicable Inserts Applicable Cutters Recommended Tightening Torque
PMD11R020...
7808107 FS25656P (Torx 8IP) - ZDKT11--- PMD11R025... 1.6 N'-m
@@ PMD11R032...
. 7808137 FS35586P (Torx 15IP. ZPNT10... PMD11R020... 3.2N-m
452 7RU (Torc151P) | ©
Clamping Screw @ ZPNT13... PMD11R025...
7808114 FS45510P (Torx 20IP) 5.0N-m
® ZPNT17... PMD11R032...

Y—JVNo. FO BERA Y —hk BRAY R 1REEATAE
EDP No. Designation Applicable Inserts Applicable Cutters (Yen)
PMD11R020...
7808225 8IP-D (Torx 8IP) - ZDKT11... PMD11R025... 1,420
@:x: PMD11R032...
LyF 7808228 15IP-D (Torx 15IP) ® ZPNT10... PMD11R020... 1,660
Wrench ® ZPNT13... PMD11R025...
7808229 20IP-D (Torx 20IP) 1,770
® ZPNT17... PMD11R032...
L FIBIZEZBATEL.  The wrenches are sold separately from the cutters.

7 ‘ HEERMILETCHREEREMRERUET, Stock are categorized as C (Standard stock item).




RUABRSLTER YIRS

Shank Holder for Screw Fit Type

OP-SFA

. ﬂ?‘fﬂ'iﬁi Specification

DCONWS "

h_ﬂzh*::::::W::::::::::::::H» [g

i | 3

o CRKS o
e e —
LB ] '

'
LF |

#9. Uﬁ&a‘f 7n§mz I\ L— h:/*'yal*}bﬁ‘ Straight Shank Holder for Screw Fit Type

$82 4> ¥ Steel Shank Bfi:mm  Unit:mm
Y—JLNo. ) SR | BE BRHIE E5TE | TR
EDP No. Designation DCONMS DCONWS DCB LB (Yen)

(4] 7801901 SF-M10SS20-20 20 18 M10 10.5 120 17.7 25,400

(5] 7801902 SF-M12SS25-35 25 23 M12 12.5 135 32.7 27,000

(6] 7801903 SF-M16SS32-35 32 28 M16 17 155 32.1 29,500

| .
I
F—ILEBRES +>% All Carbide Shank B :mm  Unit:mm
—JLNo. U SR | BRHIE |
EDP No. Designation DCONMS DCB

7801912 SF-M10SS20-70CS 140 67.7 57,000

(4] 20 18 M10 10.5
7801913 SF-M10SS20-110CS 180 107.7 68,500
7801914 SF-M12SS25-90CS 170 87.7 84,800

(5] 25 23 M12 12.5
7801915 SF-M12S525-140CS 220 137.7 106,000
7801916 SF-M165532-120CS 220 1171 134,000

0 32 28 M16 17
7801917 SF-M165532-190CS 290 187.1 175,000

HEERPMNILTCUHREEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 8




RBUAHEATERFINE

Holder for Screw Fit Type

OP-SFA

- ﬁ?ﬁ?ﬁfi Specification

23
CRKS o

[
F

DCB

BT v >9KRIVHE BT shank Holder

B :mm Unit:mm

“—JLNo. WO | BE | BLHAZ | RAHFE | R | BTE | Bam | um | me
EDP No. Designation DCONWS CRKS DCB LF LB Ds Stock
7802502 BT30-SFA10-45 45 23 20 * 25,100
(4] 18.5 M10 10.5
7802503 BT30-SFA10-85 85 63 25.1 * 27,300
7802504 BT30-SFA12-45 45 23 25 * 25,100
(5) 23.5 M12 12.5
7802505 BT30-SFA12-85 85 63 30.1 * 27,300
7802506 BT30-SFA16-45 45 23 32 * 25,100
(6] 29 M16 17
7802507 BT30-SFA16-85 85 63 32 * 27,300
7802510 BT40-SFA10-45 45 18 20 * 27,300
(4] 18.5 M10 10.5
7802511 BT40-SFA10-85 85 58 24.5 * 29,900
7802512 BT40-SFA12-45 45 18 25 * 27,300
(5) 7802513 BT40-SFA12-85 23.5 M12 12.5 85 58 29.5 * 29,900
7802514 BT40-SFA12-135 135 108 34.8 * 33,600
7802515 BT40-SFA16-45 45 18 32 * 27,300
(6] 7802516 BT40-SFA16-85 29 M16 17 85 58 35 * 29,900
7802517 BT40-SFA16-135 135 108 40.3 * 33,600
7802520 BT50-SFA10-85 85 47 20 * 32,600
(1) 18.5 M10 10.5
7802521 BT50-SFA10-135 135 97 28.6 * 34,800
7802522 BT50-SFA12-85 85 47 25 * 32,600
7802523 BT50-SFA12-135 135 97 33.6 * 34,800
(5) 7802524 BT50-SFA12-185 235 M12 12.5 185 147 38.9 * 41,100
7802525 BT50-SFA12-250 250 212 45.7 * 47,100
7802526 BT50-SFA12-300 300 262 50.9 * 56,100
7802527 BT50-SFA16-85 85 47 32 * 32,600
7802528 BT50-SFA16-135 135 97 39.1 * 34,800
(6] 7802529 BT50-SFA16-185 29 M16 17 185 147 44.4 * 41,100
7802530 BT50-SFA16-250 250 212 51.2 * 47,100
7802531 BT50-SFA16-300 300 262 56.4 * 56,100

9 ‘ M=MERIF UL EEETHAET I, ¥=Please contact our sales department for lead time




. ﬂ?‘fﬂ'iﬁi Specification

CRKS 4

HSK 4277V Hsk shank Holder

Bfi:mm Unit:mm

- INo. O | JEE, | BUrex | migge | mess | wTR | wne | aw | meme
° 7802552 A63-SFA10-60 185 M10 105 60 34 20 * 37,400
7802553 A63-SFA10-85 85 59 24.6 * 39,900
7802554 A63-SFA12-60 60 34 25 * 37,400
(5] 7802555 A63-SFA12-85 23.5 M12 12.5 85 59 29.6 * 39,900
7802556 A63-SFA12-135 135 109 34.9 * 47,100
7802557 A63-SFA16-60 60 34 32 * 37,400
0 7802558 A63-SFA16-85 29 M16 17 85 59 32 * 39,900
7802559 A63-SFA16-135 135 109 40.4 X 47,100
° 7802562 A100-SFA10-85 . VI B~ 85 50 23.7 P 47,100
7802563 A100-SFA10-135 135 100 28.9 * 52,400
7802564 A100-SFA12-85 85 50 28.7 * 47,100
7802565 A100-SFA12-135 135 100 33.9 * 52,400
[5) 7802566 A100-SFA12-185 23.5 M12 12.5 185 150 39.2 * 59,600
7802567 A100-SFA12-250 250 221 46.6 * 64,700
7802568 A100-SFA12-300 300 271 51.9 * 74,400
7802569 A100-SFA16-85 85 50 34.2 * 47,100
7802570 A100-SFA16-135 135 106 40.1 x 52,400
(6] 7802571 A100-SFA16-185 29 M16 17 185 156 45.3 * 59,600
7802572 A100-SFA16-250 250 221 52.1 P 64,700
7802573 A100-SFA16-300 300 271 57.4 * 74,400

M=INEIS LM EEE THAETE(). ¥=Please contact our sales department for lead time ‘ 1 O




SHEEDhy 2 )—-X

Multi-function Cutter Series

PMD

WA RS

—HESZHS B Best

Recommended Materials by Insert Type ZHERMHE Good
A — b ifiE TL—7% | YalmHE A Y — & TL—H | IdElm#F
Insert Grades Insert Breaker Coolant Insert Grades Insert Breaker Coolant
EXA GL
< ] XP2025 W O] o O
1 C/*Tt—l‘ XP8030 - Bwee |O|O|O|O|O|O GM et
enter
Insert XP2040 GL i Dry O O O
CK010 NM B Wet o GM Hwee O] O O
GL SEXA
XC3020 gm oy | O o 1 ;pﬂh;’r XC1015 oM % Dry (6]
Insert
SRR GL & Dry o
ipeli XP3025 GM Hwet | O O XC5035 M
1;xeralr gf XC5040 Y z o g g
Insert Wet
XC3030 GM % D @ ©)
GR % oy XP6015 HR oy | O @) o
SR GL oy | O] 0| O NMZLI=ILASMA GLEVEA GM: 4R GREDHIA HR BEENA SM:HHESA
GM NM:Aluminum Alloy GL:Light Cutting GM:Middle Cutting GR:Heavy Cutting HR:High Hardened Steel
Bwet O0/0|O SM:Heat Resistance Alloy

WYIHIRAREER cutting Conditions
il - BT sice Milling - Slot Milling  1E5 | Z I TEFIE 1 I TEHE T LY.  For horizontal milling, calculate by per tooth.
I T BT

Side Milling Slot Milling
LIl SlRIRE-FEE IEIEEap:10mm. {4lig ae:0.2D YI4IEE ap:3mm. YI4liE ae:1.0D

Tensile S h- v T s U el =
Work Materia o aremess” IBIERE 155 O & B 10LY D% R
Vc (m/min) fz(mm/t) Ve (m/min) fz(mmn)
Cutting Speed Feed per Tooth Cutting Speed Feed per Tooth

. ERE
Mild Steel, Carbon Steel
(SS400, s10C)
REM. A 2H
P Carbon Steel, Alloy Steel ~280HB 180(100~250) 0.2(0.15~0.4) 180(100~250) 0.11(0.05~0.2)

(S50C, SCM440)
5425

Die Steel ~280HB 150(80~200) 0.2(0.15~0.4) 150(80~200) 0.1(0.05~0.18)

(SKD11, SKDé61)
257 LA (ER)
Stainless Steel (Dry) ~250HB 150(80~200) 0.18(0.15~0.4) 150(80~200) 0.1(0.05~0.18)
(SUS304, SUS420)
2572 LA GER)
Stainless Steel (Wet) ~250HB 80(60~120) 0.18(0.15~0.4) 80(60~120) 0.1(0.05~0.18)
(SUS304, SUS420)

~180HB 180(100~250) 0.25(0.2~0.5) 180(100~250) 0.12(0.05~0.2)

Hik
Cacst\ron ~350N/mm?2 180(100~300) 0.25(0.15~0.5) 180(100~300) 0.12(0.05~0.2)
(FC250)
Y a1k
Du(c;lceDC:éto\)mn ~800N/mm? 180(100~250) 0.15(0.1~0.4) 180(100~250) 0.12(0.05~0.2)

N TN LE® ~13%Si 300(200~1,500) 0.3(0.2~0.5) 300(200~1,500) 0.15(0.1~0.25)

Aluminum Alloy

B#AEE (ER)
Superalloy (Wet) - 35(25~60) 0.15 (0.1~0.3) 35(25~60) 0.1(0.05~0.15)
(Inconel 718)

FEBR(ER)

Titanium Alloy (Wet) = 40(30~120) 0.18(0.1~0.35) 40(30~120) 0.1(0.08~0.25)
(Ti-6Al-4V)
TUN—K58
Pre—}zilrie'ggg)stee\ 40~43HRC 100(40~150) 0.18(0.1~0.3) 90(40~150) 0.1(0.08~0.2)

S H AN
H Steel for Die Casting 43~48HRC 80(40~120) 0.12(0.08~0.2) 70(40~120) 0.08(0.06~0.15)
(DAC-MAGIC, DH31)

=
&

#
Har(dsened S;ee\ 50~55HRC 60(40~90) 0.1(0.05~0.2) 50(40~90) 0.06(0.05~0.1)
KD11

 PREBRIEI IR YT EATICH I RHBEERYET, + Above recommended speed is for short shank type.

OY9> v > 084 73 YIEEREA FREMRDBO% TCIHEAT XY, For long shank type, use the following cutting condition: cutting speed = 80% of the
. ZDOYIEISRAGEERG. KBEEIER ZERT2HE0H0TY . a:°f’e settings. J . for milling with bl |
ZOYUBIESEER S EUEIREICS I —ROLEERLEBDTT. ; '_II'_he indicated speeds an'd' eeds are for milling witl water-so ul? e coolant.

e A o . The above cutting conditions are to be used as general guidelines. Adjustments may be
MIRFICADE CEERE LTTéL\" " necessary depending on actual cutting condition.
AVY—POEEICEL TR ERBNERYBROZRET Lo DY ERYMFIFTTEL. 3. Inserts should be attached to the holder tightly in a very neat condition.
CBHIMOFRIFIEL DY ETVER. bR IRBDPEISRUMREICLTT X, 4. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

[

»ow

11




I priing  BESWII - 75> PINIHE For both counterboring and plunge milling

w ‘*Uﬁf(mm/rev)
; L 5 =
WHIH SIS S TR Feed Rote
Work Material Tensile Strength- Hardness € (m/min)
Cutting Speed
W, (B
Mild Steel, Carbon Steel ~180HB 160(100~200) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(55400, S10C)
M. B
P Carbon Steel, Alloy Steel ~280HB 150(100~200) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(S50C, SCM440)
84 250
Die Steel ~280HB 120(80~180) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(SKD11, SKDé61)
AT LA
M Stainless Steel ~250HB 130(80~180) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(SUS304, SUS420)
ik
((:Faétzlt_r,%n) ~350N/mm?2 200(150~180) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
K =
A 21 IV K
Ductile Cast Iron ~800N/mm?2 160(100~220) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(FCD400)
L\ T)Al\/uéniz'ﬁ\\aﬁ ~13%Si 200(100~800) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
BEHE 2 (EX)
Superalloy (Wet) - 50(30~60) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
s (Inconel718)
Fa A& (ER)
Titanium Alloy (Wet) - 60(30~100) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(Ti-6Al-4V)
TYUN—RV
Pre-}iiﬁ\el(ngg)&eel 40~43HRC 100(60~120) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
AL HA NS
H Steel for Die Casting 43~48HRC 80(40~100) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
(DAC-MAGIC, DH31)
Har(dSelglgql'ls;eel 50~55HRC 60(40~80) 0.07(0.05~0.08) 0.08(0.06~0.1) 0.1(0.08~0.12)
- FREEEREY I N Y VIR TICB I RHBEERYET., + Above recommended speed is for short shank type.
A>3 v >0 84 71E. PEIRE % LREMHRD80% TITHERAT I, For long shank type, use the following cutting condition: cutting speed = 80% of the
1. ZOYBIREEERIE KBEYEBFZ2ERAT 2BE0EDTY . above settings. o
2. ZOYIEIRMEES T RYERE BT B — RN AEERLESDTT. 1. The indicated speeds an.d'feeds are for milling with water-Sfalul?le coola.ntA
PN - 2. The above cutting conditions are to be used as general guidelines. Adjustments may be
hﬂ\liﬁfﬁh— ?ﬁf_@ﬂ"]ﬂz [’;(—Eé LY ‘ P ' ' necessary depending on actual cutting condition.
3. ’f”/"j'— h DR IR [’_(E%‘ BPANER }E%(’\t'!kﬁjf;l’ o7 ‘) t_Hl IR TR, 3. Inserts should be attached to the holder tightly in a very neat condition.
4. WEHIMDBRBFIE L oDY ETV. B, b A RBDPEI S HVIREBICLTTFEL, 4. Fasten the work material to reduce the possibility of work deformation, deflection of

machined surface, or vibration.

B3 ED T -ANVAWVRBTIMIEFORKEMBIE 3 LITICERETE.

Set the maximum processing angle during ramping and helical drilling operations to less than 3°.

5/5?7 Ramping ‘ ’ /\U jJ"/ﬂ&(’” Helical Drilling ‘
B :mm Unit:mm
p AUAIRBF
HHE (DC) | X% (Do Max.
20 37
25 47
3 o
32 61
DC
DC Do Max.
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.’JDI?_ 9 Cutting Data

%i&& g ﬁ‘ﬂg?]ﬂl Plunging — Horizontal Milling

#ATR PMD11R0255525-15 (¢ 25x13)

Tool

ﬁﬁi{“/ﬂ'—h(ﬁﬁ) JE X CenterInsert :ZPNT130508EN (XP8030)
9“%3] Peripheral Insert ZDKT11T308SR-GM (XC3030)

EZAH ‘ #alEmT

M\Hm:; Method Plunging Horizontal Milling

Work Material

ORI 100m/min (1,274min")

Cutting Speed

204mm/min (0.16mm/t) Rir#H — #51&

Plunging Horizontal Milling

XURE 102mm/min (0.08mm/rev)

Dep(hIofCut ap=7mm Qde=25mm

YH ] ZL(ZT770-)

Coolant None (Air Blow)

{3 AR M~ =22 (BT40)

Machine Vertical Machining Center

VU OEVRIFAIMTIHZR 5Nz,

Excellent milling surface finish without chattering.

i ALl

Slotting

ERTIR PMD11R0255525-1S (¢ 25x13)

Tool

ERA Y — b #18) K& ¥ Centerinsert  : ZPNT130508EN (XP8030)

Insert (grade) 9“—]33 Peripheral Insert - :ZDKT11T308SR-GM (XC3030)

IHIE BT ‘ fEmMT

Milling Method Slotting Side Milling

WHEIM

Work Material s50C

CIHIEE ; . ar
Cuttm(};S?eed 150m/min (1,910min") ﬂuﬁﬂ] éu
[V — Side Milling
RURRE 382mm/min (0.2mm/t)

;2?;%%%‘" ap=7mm ae=25mm ap=10mm ae=2.5mm

L Up::E &L(T770-)

Coolant None (Air Blow)

fE R M7=+ % (BT40)

Machine Vertical Machining Center

AYAWVRBIIIMI - FEVF I Helical drilling - Ramping

RALA PMD11R0255525-15 (¢ 25%13)
ﬁﬁi‘f/*j’ ~ (#7&) JE X Centerlnsert - ZPNT130508EN (XP8030)
de) SLEIK Peripheral Insert - ZDKT11T308SR-GM (XC3030)

; AUBDIVRBIIT ¢40 SrEVImI
Milling Method Helical Drilling Ramping
mIAE 2.5° (ANUHILEY F2mm) °
Processln?Ang\e Helical Pitch 3 AYAHIv
i $50C 7?'5‘("}”
Work Material —_ On , pr Helical Drilling

rMetenal eV

?\]ﬁ”%ﬁed 150m/min (1,910min") Ramping
RURERE 107mm/min (0.15mm/t) | 287mm/min (0.15mm/t) ;
t “Alﬂ!
[ﬂbw”;%m ap=25mm ap=7mm
I #L(T770-)
Coolant None (Air Blow)
{EF AW~ =>J+ 4 (BT40)
Machine Vertical Machining Center

RATTIE/NDEL AR OIBDONEEY) HESINTATEE.

No burrs at the hole entry and no leftover material in the center of hole after processing.
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ﬁﬂﬂlf)‘B@ﬁ‘}fE”?ﬂﬂIﬁ Fﬂﬁﬁﬁ Processing time reduction by continuous operation from drilling to contouring

ERAIR

Tool

ERA>Y—h
(#118)

Insert (grade)

#WHIA
Work Material
RIL

Coolant

{3 PR

Machine

BESYE

Counterboring Dia.

IR

Processing Shape

EFRAIR

Tool

PEI%E

Milling Method

THARE

Depth of Cut

CIHI=RE

Cutting Speed
X EE
Feed

HE1E)

EITESRE
Act ng time
ue)

(calcul

PMD11R0255525-1S (¢ 25x13)

E X :ZPN

Center Insert

4L EX : ZDKT11T308-GM (XP3035)

Peripheral Insert

HERdh BT NI (920x43)

Conventional carbide end mill

T130508EN (XP8030)

FCV410

KRGV hA (PERHE )

Non-Warter-Soluble (Internal)

A<=t &2 (BT40)

Vertical Machining Center

«

e
®

®31.8 ®34.8 ®40.8
¢31.8 ¢$34.8 E| ~ $40.8 £l
(<) @ (B I®) c\i%’é (30 EL ®
; & | |
018 0245 0245
(FR®) (FR%) (FARE)
RS (920x47) HEFM (020x4F) 7 T (920x4 %)
FMID (¢25>(1 ) {E;Eg:nggmonal ) PMD (925x1 }7) f;Egﬁécl:lglnf/gmcna\ ) FMD (¢25X1 3]) {tﬁggm(/gtional )
ﬁ BUBINT| L, * A . ﬁ T ,
RplFT GAR) AUHBIIINT RbFINI |BYLEFINT AUABILIT RbFINI |BYLEFINT AUAIINT
Drilling Contouring Helical Drilling Drilling Contouring Helical Drilling Drilling Contouring Helical Drilling
ap=5mm [ AUAIEYF=5mm ap=2mm | AYHIEYF=2mm ap=2mm | AYAIEYF=2mm
15mm | 5 e=3.4mm Helical Pitch 2o ae=4.9mm Helical Pitch 2 ae=7.9mm Helical Pitch
157m/min 63m/min 157m/min 63m/min 157m/min 63m/min
(2,000min) (1,000min") (2,000min") (1,000min") (2,000min") (1,000min-")
350mm/min | 75mm/min 74mm/min 500mm/min | 141mm/min 85mm/min 500mm/min | 194mm/min 102mm/min
(0.175mm/rev) | (0.175mm/t) (0.05mm/t) (0.25mm/rev) | (0.25mm/t) (0.05mm/t) (0.25mm/rev)| (0.25mm/t) (0.05mm/t)
#80% #9120% 208 66T #23% HW778%
About 80 sec. About 120 sec. About 20 sec. About 66 sec About 23 sec. About 77 sec

HERm

Conventional

buIH#Fﬁﬁ (*’J"/ 7?) Cutting Time (sec./hole)
100 200

300

#20%
About 20 sec.

#¥23®

About 23 sec.

#53%0
0 I B e 76 i

Processing time reduced by
approximately 53%

PMDIEZRIMI A SR VIEST B ENFIRER 728

NI ZRERE L.

Processing time is reduced as the PMD is capable of

¢31.8

¢34.8

¢ 40.8

drilling a hole and enlarging it by contouring.

Tool

ERA Y-k

(#178)

Insert (grade)

)

Work Material

EIHERE
Cutting Speed
EYEE
Feed

BCYE

Counterboring Dia.

THARE

Depth of Cut

L5

Coolant

{3 PR

Machine

PMD11R02
E X :ZPN

Center Insert

Peripheral Insert

SLEX) : ZDKT11T308-SR (XC1015)

fbtdh (9 25%x23)

Competitor

55525-1S ($25x13])

T130508EN (XP8030)

FC250

150m/min (1,909min"")

78m/min (1,000min"")

286mm/min (0.15mm/rev)

100mm/min (0.Tmm/rev)

C

025

ek

”u I H# FEﬁ (fﬂ) / 7‘? ) Cutting Time (sec./hole)

2 3 4

ompetitor

5mm

KRlL(T770-)
None (Air Blow)

#B~> =>4 & (BT50)

Horizontal Machining Center

BERBOARRELRMIE CHOTH.
PMDIZ 75w RO DRFEIMIED
"JON INTRRESEMR L.

The PMD is able to achieve excellent milling

surface finish and reduce processing time
even on unstable rough casted surface.
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shaping your dreams

A=-IASi—innE4 OSG Corporation

T442-8543 BH1BEZ)||mAFSE=TH22&M 3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
2 (0533)82-1111 FAX (0533)82-1131 TEL. +81-533-82-1118 FAX. +81-533-82-1136

ey —————————————————————— &K%[u&bﬁb\b\ﬁ_ i fat )] 1w

T143-0025 HEABAHXEHIA3-25-4 B(03)5709-4501 FAX(03)5709-4515 O TEDTNHAE 5ol BERERIEL TR,

i i e HEEFERLTCT . @ERBERBIRIHFHEL BICERZEPIELTTEL
s ° - .Hmiﬂ!;i% THRISHL OTRICEFEMABNT TS
T465-0058 EHIELHEMRARXEM-9 B(052)703-6131 FAX(052)703-7775 _ @D FIEHF CHIST SR ®NTHIl FoTTE,

g
T550-0013 ABRATABHTRHET2-4-24055 T(06)6538-3880 FAX(06)6538-3879 &Safe use of cutting tools

022)390-9701 & K B(046)230-5030 2(077)553-2012 @Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear any

) shoes during operation. strange cutting sounds.
024)991-7485 &% [ 054)283-6651 2(06)4308-3411 @Do not touch cutting edges with bare hands. @Do not modify tools.

N \ @Do not touch cutting chips with bare hands. @Please use correct tools for the operation.
025)286-9503 & 053)461-1121
0268)28-7381 JII &(0533)82-1145

(078)927-8212 Chips will be hot after cutting. Check dimensions to ensure proper selection.
73(086)241-0411 \_@Stop cutting when the tool becomes dull.

0266)58-0152 b7} 0566)77-2366

0270)40-5855 = 052)703-6131

/

B(087)868-4003  @HFP(CDVTCIF. BICHAR - WBZEITOTHBDFIDTC. FELFLEFAHYOY

)
)
73(082)507-1227 BHEHAKRZEEEIT DHADDDET,
FHE 7(092)504-1211 @ Tool specifications are subject to change without notice.
NEF )
b/ )
® R

028)651-2720
042)645-5406
029)354-7017
03)5709-4501

058)259-6055
0533)82-1145
0594)26-0416
076)268-0830

@ (093)435-3655

ReEIHEERE A+ AN

7£(096)386-5120 OSGHRERE

& T
T T
( T
( T
( T
( T
( T
( T
( T
T T

eemrrrn 0120 -41- 5981

[35227-93vFAX]0533-82-1134 [35227-yavE-mail| hp-info@osg.co.jp
(ZDDBRVLEHLEIE ) E-mail:cs-info@osg.co.jp
(CEL N[l https://www.osg.co.jp/ 0-15.217.AD.CJ(DN)

22.03
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