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Phoenix PLDS

A FFYTN)—=F2 29K Phoenix Centering and Chamfering Cutter
Centering and Chamfering Cutter

B1ATE2)7(6#4O0F) . @Y. Vi IH ] HE

Centering, countersinking and V slotting can be performed with a single tool

527 (6#D) T V&L

Centering V slotting

SIG:90°&120°
2BMOFTr2lHR

Two types of bodies are available -
SIG: 90° and 120°

Corner chamfering Hole entry countersinking

BHF -y E 7 EINREmI U EFN %G 30— 11 Y —b

Economical 3-corner insert with both chipping resistance and sharpness

IIEDETEAN LA Y—b . . gy
:fhﬁst]rtzth in:rgades—g:tgcan b;aselgefiic:rding to.z-e work :ie*rf Lﬁﬁtt/a IJ /7"""1&

i - s5ixA XP9020 AIEEICT D

For sleil and cast iron - Emuﬁtﬁﬁ*ﬁ‘?¥y77
ZT/ lfzm ° m?}n ﬁm XP2040 Highly rigid negative chamfer tip that enables
For stainless steel and heat resistant alloys f difficult centering operations

RELYV<S T IRERRTS
TStk

Cutting edge specification that enables the
creation of optimum chip shape

o XELTSVATRIENR

Large rake angle and low resistance




BIROEREFGILERFEMIEZRIRTSHFT 1585

Optimal body design that enables long tool life and excellent machining surface

PV < THREEE NFEA DSR2 ! HEIEO/N) 2MAAT
B X85 1 IVE— it & T ¢ | P %717t
The cutter body is equipped with a coolant hole to improve 7#9,\,}”[,_*%

chip evacuation and cooling effect on the cutting edge
Negative axial rake angle that

suppresses burrs on the work surface

.bqud-:{ y I~ Machining Tips
NERYIEFIVIITOEIC!

Countersinking takes place after drilling!

5V TMIK. € 2)TEIBFIVESVNESLTTER

For centering, make the centering diameter smaller than the drill diameter

¥-i¥

22U ImT KUJLINT mEEUMT

Centering Drilling Countersinking

X FUNEBICHLTTENEE SV I8 X RERYE#RREE 42U NI

Inappropriate centering diameter relative to the drill diameter Centering that also serves as countersinking

TR TEDPRIILELYKRENE
RUILDBHET—IIH/=mDT
ARFORAICEIET,

When the centering diameter becomes larger than the drill diameter,
EZ 1)) the shoulder of the drill will collide with the workpiece, which may
cause chipping on the cutting edge.

BT Bottom tip shape

A Y — ORI KUREERIC
T ERYPELET,

ZFDE 2% RUIINTIC
BREERIETEDPHYVET,

Center remnants may occur at the bottom of the
hole due to the shape of the insert, which may
adversely affect the drilling process. Center remnants
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Céntering Countersinking Corer Chamfering. V-Siotting

-ﬁ?ﬁ?ﬁfi Specification

A TEYTNI)=FA VTR 2bL—bor o847 4,

Centering and Chamfering Cutter Straight Shank Type

PLDS SS

SIG
DC
DCX
DCN
S
%g;\
DCON

OAL

FAWAR—IAFE

with Coolant Hole

BfI:mm Unit:mm

2
236} iR — bUI&E NE | I | v 0B | YR 2 | REMmE
Designation SIG =/ =8 DC ZEFP DCON Ls L kg) (Yen)
DCN DCX

7803401 PLDS11R0025516-90 80 110 58 | 0.15| 11,200
90° 2.5 13.5 14.4
7803402 PLDS11R002S5516-L90 170 200 3 5.8 | 0.28 | 14,100
1 16 0
7803403 PLDS11R0025516-120 80 110 4 0.15 | 11,200
120° 24 16 17.3
7803404 PLDS11R002S5S16-L120 170 200 4 0.28 | 14,100

- BBERICDV T p.5ZZETELY,  See p.5 for available parts.

ATFGTN) =T8I hLiras17

Centering and Chamfering Cutter Screw Fit Type

PLDS SF

CRKS

4
i.
C

FANFR—IAFE

with Coolant Hole

BfI:mm Unit:mm

Y—JNo. RO gmm | TR |z | on [mewve|eosex|2rvrx| 28 [sEE | oy
EDP No. Designation N€] =N &KX DC ZEFP DCON CRKS Spanner Size OAL | DCSFMS
DCN DCX
7803405 PLDS11R002SF8-90 90° 2.5 135 | 14.4 5.8 | 0.05| 11,500
1 8.5 M8 10 32 14.5
7803406 PLDS11R002SF8-120 | 120° 2.4 16 17.3 4 0.05 | 11,500

- BBERICDNTUEp.5ZEZE T ELY,  See p.5 for available parts.

.ﬁfﬁ‘f Vﬂ— b Inserts

BfZ:mm Unit:mm

A Y —bsHik -7 IHE
D Phok Insert Size Grade of Coated Materials

Designation No. of Cutting Edges

XP9020 XP2040

TPKT110308ER-DM 3 6.35 3.18 11° 0.8 7814205 | 7813205 1,310

3 ‘ HEERFMILETCHREERERERYET, Stock are categorized as C (Standard stock item).
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Shank Holder for Screw Fit Type

OP-SFA

. ﬂ?‘f#fﬁi Specification

DCONWS o l
i Rt _‘::::::::::::::u % '
. | — J U 8
8 CRKS o
LB
| |
LF | /
bl}ﬁaa‘fj'ﬁfﬁz l‘ l/_ |~°/-\'“/77]'\)l¢§ H m:/‘\”/7 Straight Shank Holder for Screw Fit Type : Steel Shank B :mm  Unit:mm
Y—JLNo. Y | vvoor | #@R | nLvrx | meve | | HTE | B
EDP No. Designation DCONMS DCONWS CRKS DCB LB (Yen)
7801900 SF-M08S516-15 16 14.5 M8 8.5 95 13 24,000
?Q.Uﬂaﬁ'f 7551 l‘ l/_ |*°/'\'"/77l'\)l¢$1 : EEEE:/*'>7 Straight Shank Holder for Screw Fit Type : Carbide Shank B :mm Unit:mm
»—JLNo. Y | SR | & | ALYrx | mEUE |
EDP No. Designation DCONMS DCONWS CRKS DCB
7801910 SF-M085S516-55CS 115 53 39,900
16 14.5 M8 8.5
7801911 SF-M08SS516-85CS 145 83 47,600

(%]
CRKS [a)
Y sl 8§
%:]:7“ 1T T T 1
o L T I ]
—
5% mlil
= LB
LF
PURAARZA TERBTY ¥/ 7RIV BT shank Holder for Screw Fit Type S Unitsmm
—JLNo. O Bz BUYLX | BRAHHE | Hae BRE | | mms
EDP No. Designation DCONWS CRKS DCB LF Ds Stock (Yen)
7802500 BT30-SFA8-45 45 23 16 * 25,100
14.5 M8 8.5
7802501 BT30-SFA8-85 85 63 21.1 * 27,300
7802508 BT40-SFA8-45 45 18 16 X 27,300
14.5 M8 8.5
7802509 BT40-SFA8-85 85 58 20.5 X 29,900
7802518 BT50-SFA8-85 85 47 19.4 * 32,600
14.5 M8 8.5
7802519 BT50-SFA8-135 135 97 24.6 * 34,800

M =HREAIE U EEE THAETEL., ¥=Please contact our sales department for lead time

CRKS a
2]
g pr— | »
2| e N
gt :
[a) LB
LF ‘
BURAHEA TERAHSKS > 7RIS Hsk shank Holder for Screw Fit Type firomm Unitsmm
Y—JLNo. U HiE BLYAX | BRI E | HEEEX |
EDP No. Designation DCONWS [ DCB LF
7802550 Ab63-SFA8-45 45 19 16 X 37,400
14.5 M8 8.5
7802551 A63-SFA8-85 85 59 20.6 B 39,900
7802560 A100-SFA8-85 85 50 19.7 B3 47,100
14.5 M8 8.5
7802561 A100-SFA8-135 135 100 24.9 * 52,400

M =HREAIE U EEE THAETEL)., ¥=Please contact our sales department for lead time

HEERPMNILTCUHRELEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 4
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Centering and Chamfering Cutter

PLDS

HEERPMNILTCHREEER)ERYET, Stock are categorized as C (Standard stock item).

HR O N
.n AR Accessories

WD T ML Y
Recommended Tightening
Torque

Y—JVNo. FU U RREEATA%

EDP No. Designation Designation (Yen)

=

B

- 7808138 | FS22550P (Torx 7IP) 1.0N'‘m 7808224 71P-D (Torx 7IP) 1,250
757kl LF
Clamping Screw Wrench
LY FIRBRZBATEL,  The wrenches are sold separately from the cutters.
WHI BRI OB—HHE Best
Recommended Materials by Insert Type OB HBHE Good

19— hitiE

=%

Insert Breaker

CIH

Insert Grades Coolant

XP9020 DM Awet | O] OO OO0
ﬁDry O O

XP2040 DM
FAwet | O O 0l0 |0

WYIHIRAEEER cutting Conditions

1ZV) 2 (mm/rev) Feed Rate

&) ImIT EERY T (1))

Centering Countersinking (Side Feed)

CIHEE
V¢ (m/min)
Cutting Speed

El&5 R
(min”)
Speed

HWHIR SRR

Tensile Strength- Hardness

Work Material

ﬁm~ ﬁfﬁf%ﬂﬂ Mild Steel, Carbon Steel
55400, $100) ~180HB 80 ( 60 ~ 120) 1,500 ~ 3,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05~ 0.12)
?ﬁﬁﬁﬁl Aﬁﬂ Carbon Steel, Alloy Steel
P e e ~280HB 80 ( 60 ~ 120) 1,500 ~ 3,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)
S 4 A8 Die Steel
(SKD11, SKD61) ~280HB 80 ( 60 ~ 120) 1,500 ~ 3,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)
AT LA Stainless Steel
M el ~250HB 80 ( 60 ~ 100) 1,500 ~ 2,500 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)
ﬁffccza;;;"’” ~350N/mm?2 100 ( 60 ~ 140) 1,500 ~ 3,500 0.06 ( 0.03 ~0.08) | 0.08 ( 0.05~0.12)
K 5, .
&7&“»53;%?”9 Costiren ~800N/mm2 100 ( 60 ~ 140) 1,500 ~ 3,500 | 0.06 (0.03 ~0.08) | 0.08 ( 0.05~ 0.12)
N FIIZILER Aluminum Alloy ~13%Si 150 (100 ~ 200) 2,500 ~ 5,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)
TRE S (HR) osporalo (Wed - 35 (125~ 60) 600~ 1,500 | 0.04 (0.03 ~0.06) | 0.8 (0.05~0.12)
s (Inconel 718)
T —
§g/nﬁ('§f§,{.3§;mm Alley (e - 40 ( 30 ~ 100) 700 ~ 2,500 | 0.06 (0.03~0.08) | 0.08 ( 0.05~ 0.12)
7Y ’\_F\/(,ﬁ:;;? ardened Steel 40~43HRC 80 ( 60 ~ 100) 1,500 ~ 3,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)
H m
B4 HA hfﬁﬂﬂ Steel for Die Casting
(DACMAGIC, DH31) 43~48HRC 60 ( 50 ~ 80) 1,200 ~ 2,000 0.06 ( 0.03 ~ 0.08) | 0.08 ( 0.05 ~ 0.12)

C COYHIRGEERIE. RTHIREICE T — RN GEETRLESEDTY.
MIRFEICADE TEERBLTTEL.

1. The above cutting conditions are to be used as general guidelines. Adjustments may be
necessary depending on actual cutting condition.

2 A VY —NDEEICELTIR EPBENERYKRVERETLoAYERYMHIFTTEL, 2. Inserts should be attached to the holder tightly in a very neat condition.
3. BEIHMORIBIELoAY EFN. ZH. b& EBARZSHVREICLTTEN 3. Fasten the work material to reduce the possibility of work deformation, deflection of

machined surface, or vibration.
4. For the feed of V slotting, use 80% of the countersinking (side feed) shown in the above
table.

S

CVIBIMIO®YEIE. EROERYIMNT @&EY) D80% TIEAT L.

.'t"/a U Vﬁ”ﬂl}?é@ﬁ?(H) Standard centering depth (H)

SIG=1 20°0)1%‘E|“ When SIG=120°
Hmin=0.1
DCN =¢2.4(&/MNIT#E)

(Minimum machined hole diameter)

I
: SIG =90°0)1%‘E|" When SIG=90°
SIG Hmin=0.25

i DCN =¢2.5(&/NINIE)

(Minimum machined hole diameter)

C-DCN . C-DCN .
=="==0"4 =E-DLN
H 2 Hmin H 3.46 Hmin
- =C_ =< _
S H =3 1 3.46 0.594
4 H: 2 &) JMIFEE C:MIIE  H: Centeringdepth  C: Countersink diameter
DCN‘ T’Hmin ;
i f5l) SIG=90° C=@10(IMAE) DIFE Example: When SIG=90°C=$10 (Countersink diameter)
C HOMEIESmm T &< 4ammIcRUET, The value of H will be 4 mm instead of 5 mm.




I71l]I7"’—'57 Cutting Data

304 90° t?a U 7771”1 90° centering

A1 Y — b (#7E)

Insert (grade)

PLDS11R0025516-90

TPKT110308ER-DM (XP2040)

Gl

Work Material

SUS304

EIHIEE

Cutting Speed

63m/min (2,000min™")

80mm/min (0.04mm/rev)

PILHRZ

Processing depth

4mm (IM7XE ¢10)

Countersink diameter

AL

Coolant

KA (PIARHGH)

Water-Soluble (Internal)

R

Machine

B~ =2t % (HSK63)

Horizontal Machining Center

fthttim A

Competitor

buIﬁ;& Number of Holes
100 200 300 400

HriT AT HE
Still Running

R
Chipping

fthtton B

Competitor

RF
Chipping

PLDSIdfthttdadd 2 fELL_ EDREZ I T L/ 18 Skt ERA alaE A&
BRI TH o7,

The PLDS exhibits good wear condition and can continue to be used even after
machining more than twice the number of holes as the competitor products.

PLDS (3507TA0T)
After Drilling 350 holes

flhttdm A (175 RI0T)

Competitor (After Drilling 175 holes)

fth#t S B (100 7THIL)

Competitor (After Drilling 100 holes)

S50C 90° &I mL

PLDS11R002S516-90
fERA Y — b (#178)

Insert (grade)

Bl
ﬁégfﬂa‘atenal S50C
CIHIEE

Cutting Speed
R EE

TPKT110308ER-DM (XP9020)

94m/min (3,000min")

180mm/min (0.06mm/rev)

Feed

MIRE Amm (IMREG10)
Processing depth Countersink diameter
IR 7007%

Number of Holes Holes

2L KL (PIARHGH)
Coolant Water-Soluble (Internal)
fER B~ =2t 8 (HSK63)
Machine Horizontal Machining Center

PLDSIE700 RINTAR BEFED DL MG ERTRRLIKETH 7.
The PLDS exhibits minimal wear even after machining 700 holes and is in a state
where it can continue to be used.

ftbttdh A

Competitor

ftbtt i B

Competitor

RAEFENE:0.025mm
(HEHEERED)
Maximum wear amount:
0.025 mm
(can continue to be used)

R (e ERAR)
Chipping

(cannot continue to be used)

RAEEFEIR: 0.05mm
(HxHe e mw)

Maximum wear amount:
0.05 mm
(can continue to be used)



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
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T T
( T
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( 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/ 0-16.217.AD.DION)
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