New Price

2018%#6R

05G PHOENIX
<
At -E{ Pt PXM

910, p32% 1 XiBH

New @10, @32 sizes

AANF—NFE26 717 LEN

26 new items with oil hole




PXM i mIBER —F 1 Fh—Ni%/610, $329 1 XBM/PXVCHARL 7 d12;:EN—

New Product Information

F1NF—=N{3Z

with Coolant Hole

PXM

W52 7EM seepes

. :Atﬂ% ‘:ﬁ%f“j— ! Perfect for the following situations!

ﬂc "1-:# ‘y b”quiﬁhuI‘: Narrow pocketing and slotting

REBPSI—F MPLIT7—2ERATHIET. YU TDOHH:AHZBSLE,
YU THHEEm EZEET,

Prevents clogging of chips by using coolant or air through the internal oil hole.
Improves chip evacuation.

Z;‘y bzgﬁ vmgéﬁtz Stainless steels and heat resistant alloys applications
SIEMEICEY. AT LA - RS TORFMLEER.

Long tool life even in stainless steels and heat resistant alloys with improved cooling capability.




$10, ¢32Y 1 BN

New ¢ 10, ¢ 32 sizes

.¢1 Oisml New @ 10 size . ¢32i§”" New @ 32 size

PXSE/PXVC/PXSM/PXNH/PXNL/PXRE/ PXVC
PXDR-P/PXDR-N/PXBE-P/PXBE-N/PXBM

—

‘TERENELTBHIET. A—FBICHEVLTUUY 2 ‘SHNEBMNEFITVT

«A—F e &Y/ PEERTMIFTEES AKESHCESEEERIMTZRA
*The reduction of tool diameter enables chatter suppression at the corner region + Available in 5-flute or 8-flute
+ Corner region can be processed with smaller R + Multi-flute large diameter design enables greater

processing efficiency

PXVCHX &1 7 d12:EMN

New ¢ 12 PXVC Large Flute Type

RAX2LT3[ 912, 914, ¢18, 0221 DAL XETF1 /T VT

RAXREATE. 2+ VEESVETIEANEDFHARENH, ERBRLEEDRVOILIBEMTP
FryMIIICKRETY

- Large flute type available in 4 sizes: 12, ¢ 14, ® 18 and ¢ 22

The outer diameter of the large flute type is larger than the shank neck diameter, making it highly effective in the processing of die and mold
applications that require vertical wall milling or pocketing.

S IEE

Shank neck diameter
$9.8

R

R shape

v 7fEEO R BIKT.
ATV TMIBOBREEZBIELET

The R shape on the inner shank prevents streaks during milling.




Phoenix

AYFRRB/RIVFIN
Exchangeable Head End Mill

Phoenix Exchangeable Milling

(PAT. in Japan)

. ﬁE Features

Y1)y BT/ RINDRRET-Ri&
J INIEE D LI
B4 LTI A

All the knowledge and know-how acquired by designing solid

carbide end mills are found in these exchangeable heads.

‘Various types are available to meet variety of machining
methods.

®
PXMBRAR/NFIC KD HHE

Tighten by the spanner exclusive for PXM.
(Sold separately from the cutters)

s

BE + 55—/ = ZHk
BV EEZER
‘SHEAFNDIRNTERE : 0.015mmLITF
Ay RNRIBEEE (EHM) £0.03mm

End Face + Tapper = Double Face Clamping
-High rigidity and accuracy of tightening
-High precision of run out=0.015mm
-High head replacing accuracy = £0.03mm

/Ny LA IR
AYRDIREHNBERIC
- TERIRFRENER

Applying buttress screw makes easy and reduces
time to desorb heads.

ol ABMITOIARRXY Yk, it
YUYy RIE | N RDHZDOITIRIC KB HFEFEHRE.

The large diameter offers cost advantages. To
Ccifzfiareld to reduce the tool changing time, only the cutter
solid tools

chip needs to be replaced. tools

173 YTNIR

Compared to indexable

FHAy M LBEEROR L, DENEHE,
ZY4WVARD, F/ZVJARMDER.

It provides flute quantity advantages to improve productivity,
as well as a selection of cutter chips. It offers additional
advantages in terms of initial costs and running costs.

BAYRSALFYT

Line up of exchangeable heads

AERE 48K ARJI7-OA—F 5T ARK

Unequal Spacing, Four Flutes, Square-Corner Radius Type

AL EL E~AEET. EYHIDFIEE

As a general-purpose tool, it can be used for heavy cutting from grooves to side faces.

AF)—F 487 #BLlh AJI7-3—F79TAMK

Variable Lead, Four Flutes, High Helix, Square-Corner Radius Type

ZHLOKRVINTICEW T, RELAINIHEIRE

Stable machining with long overhang length.

TEFERE 2X ARIIT7-OA—FFOF7AIK

Unequal Spacing, Multiple Flutes, Square-Corner Radius Type

AREDSEL EHDX) Y N EED Y INILTAETRE

As a general-purpose tool, it can bring the advantages of multlple cutters into full play.

AEJ—KF 487 BRCh S71000IK

Variable Lead, Four Flutes, High Helix, Roughing Type

RIAU S 8IS TR AR I LA AT 48

Suitable for rough milling in a wide range of cunmg conditions.

AEJ)—F 48H Fhlh S712T7K

Variable Lead, Four Flutes, Low Helix, Roughing Type

REMOFE) I TH RIHE

Su\table for rough milling with a \ong tool life.

BN O—FFF7ABIRK

Straight Flutes, Corner Radius Type

EREEMOIMIHFIEE

It can mill high hardness materials.

WY geHE I—FSOTARK

Three Flutes, Multi-purpose, Corner Radius Type

ZH L OR L BAMIROREIMLH FIHE

Suitable for machining work which requires long overhang length.

A WAR I—FFSTAIK

Three Flutes, Heavy-duty, Corner Radius Type

REWROM KT I TAIHE

Suitable fcr profile milling with long tool life.

SHH BN KR—IIK

Three Flutes, Multi-purpose, Ball Type

ZHLORLS BAMIROREIMLIAHAIHE

Suitable for machining work which requires long overhang length.

3KH AR AR

Three Flutes, Heavy-duty, Ball Type

REMOM KT I LA RIHE

Suitable for profile milling with long tool life.

£¥ K—IEIR

Multiple Flutes, Ball Type

thft EVF ~{E BT A RIEE

It can be used for intermediate-finish and finish milling.




BPXM>)—X WRAIRALK

Group map by types of exchangeable heads

BRII7HH o Ry

Square Type

5D

Pxve] RNTFE v
PxsM| (NI i P

\ 1 1 1 ) 1
30HRC 40HRC 50HRC 60HRC
HWHIME & Hardness of Work Materials

()
\_/

W3712 TR .
oughing lype
m L/D PXNH

3 PXNL

1 1 1 1
30HRC 40HRC 50HRC 60HRC
#HIHE B & Hardness of Work Materials

Ha-F5J7 AR o R

Corner Radius Type :'
" )
Pxre | Pxore | PxorN
:
)

5D
PXDRP| RS o s R
e 3D PXRE
o s
---------- - \ I I Ij 1
30HRC 40HRC 50HRC 60HRC

#HHIHYE B & Hardness of Work Materials

W= .
Ball Type
&= - | J

e PXBE-N

w PXBM

1 1 1 1
30HRC 40HRC 50HRC 60HRC
WHIFE & Hardness of Work Materials




AYIT7-A—=FF T AWK

Square * Corner Radius Type

PXSE

®Dc
\
\
@D
‘g

r ,E_J Cs Li"ﬂ* "g
£ FANR—IEL
without Coolant Hole
1 4 )bl* _Jbﬁ l/ without Coolant Hole m 201 83':65 %% E Available from June 2018
PXSE FFHE 48HA ARIVIT-A—FF T AWK unequal spacing, Four Flutes, Square - Corner Radius Type 4 mm Unitmm
Y=INo. U nE |a—reE| Im | VR | 28 g | BUNE | s | A | s
EDP No. Designation Dc r z 2 Dog [ Grades (Yen)
W30 7829994 PXSE100C10-04R000 0 9,550
@m 7829995 PXSE100C10-04R005 0.5 9,550
@m 7829996 PXSE100C10-04R010 10 1 4 7 13 9.7 38 c10 XP3225 9,550
@m 7829997 PXSE100C10-04R020 2 9,550
m 7829998 PXSE100C10-04R030 3 9,550
7830004 PXSE120C12-04R000 0 10,200
7830005 PXSE120C12-04R005 0.5 10,200
7830006 PXSE120C12-04R010 12 1 4 8.4 14.4 11.7 38 C12 XP3225 10,200
7830007 PXSE120C12-04R020 2 10,200
7830008 PXSE120C12-04R030 & 10,200
7830009 PXSE160C16-04R000 0 15,800
7830010 PXSE160C16-04R005 0.5 15,800
7830011 PXSE160C16-04R010 1 15,800
16 4 11.2 18.7 15.7 38 C16 XP3225
7830012 PXSE160C16-04R015 1.5 15,800
7830013 PXSE160C16-04R020 2 15,800
7830014 PXSE160C16-04R030 3 15,800
7830015 PXSE200C20-04R000 0 18,200
7830016 PXSE200C20-04R005 (O85) 18,200
7830017 PXSE200C20-04R010 20 1 4 14 21.5 19.6 38 C20 XP3225 18,200
7830018 PXSE200C20-04R020 2 18,200
7830019 PXSE200C20-04R030 13 18,200
7830020 PXSE250C25-04R000 0 24,000
7830021 PXSE250C25-04R010 1 24,000
25 4 17.5 275 24 38 C25 XP3225
7830022 PXSE250C25-04R020 2 24,000
7830023 PXSE250C25-04R030 3 24,000

5 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




i
Slotting Slotting

\ J \ J

(e ) (T TzirHID

Side Milling

Side Milling

®Dc
@D

/,B_J Cs

FAWR—IAFE

with Coolant Hole

1 4 )b'*_)b{d. % with Coolant Hole m 201 83’265%%%% Available from June 2018

PXSE AF5%E 48MHN ARJIT-0—FF I T AWK unequal spacing, Four Flutes, Square - Corner Radius Type frmm  Unitmm
oo el i B I I e o L R
W28 7830054 PXSE120C12-04R000-O 0 12,200
m 7830056 PXSE120C12-04R010-O 12 1 4 8.4 14.4 11.7 38 C12 XP3225 12,200
11]3“ 7830058 PXSE120C12-04R030-O 3 12,200
11]3“ 7830059 PXSE160C16-04R000-O 0 18,800
m 7830061 PXSE160C16-04R010-O 16 1 4 11.2 18.7 15.7 38 C16 XP3225 18,800
1]]3“ 7830064 PXSE160C16-04R030-O 3 18,800
1]]3“ 7830065 PXSE200C20-04R000-O 0 22,000
1]]3“ 7830067 PXSE200C20-04R010-O 20 1 4 14 21.5 19.6 38 C20 XP3225 22,000
m 7830069 PXSE200C20-04R030-O 3 22,000
@m 7830070 PXSE250C25-04R000-O 0 28,800
m 7830071 PXSE250C25-04R010-O 25 1 4 17.5 27.5 24 38 C25 XP3225 28,800
m 7830074 PXSE250C25-04R030-O 3 28,800

1. AERHEIMZE ZFIADBRIE. ZANA—IRFEDANY RES Y IRV AZTFERATEN, v IRIVAICDNTIEP.18: p.202 BTN,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 18 and 20 for details on shank holders.

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




AYIT7-A—=FF T AWK

Square - Corner Radius Type

PXVC

Type 1

®Dc

FAINF—IEL

without Coolant Hole

8 T o
s | U =

S
/ 2 \E Cs
22

FAIF—IEL

without Coolant Hole

1 'f }b'-.k _}bﬁ l/ without Coolant Hole 31D 2018FE6A T TFTE Available from June 2018

PXVC FFY—K 4¥FA BhUh RII7 -aA—FF T AR variable Lead, Four Flutes, High helix, Square - Corner Radius Type #frmm Unitmm
Y=INo. i NE [D-rvE Dm | AR : HE jgtgf;‘ migs | AT | B | e
=T 7834994 |  PXVC100C10-04R000 0 11,500
@m 7834995 | PXVC100C10-04R005 0.5 11,500
@ 7834996 | PXVC100C10-04R010 10 1 4 10 16 9.8 | 45/48 XP3225 1 11,500
¢n3m 7834997 | PXVC100C10-04R020 2 11,500
11]3“ 7834998 | PXVC100C10-04R030 3 11,500
11]3“ 7834999 | PXVC120C10-04R000 0 1 12,200
1]]31] 7835000 | PXVC120C10-04R005 0.5 12,200
11]3'1] 7835001 | PXVC120C10-04R010 12 1 4 12 18 9.8 | 45/48 XP3225 2 12,200
11]3'1] 7835002 | PXVC120C10-04R020 2 12,200
(S 7835003 | PXVC120C10-04R030 3 12,200
7835004 | PXVC120C12-04R000 0 12,200
7835005 | PXVC120C12-04R005 0.5 12,200
7835006 | PXVC120C12-04R010 12 1 4 12 18 11.7 | 45/48 XP3225 1 12,200
7835007 | PXVC120C12-04R020 2 12,200
7835008 | PXVC120C12-04R030 3 12,200
7835009 | PXVC140C12-04R000 0 ez 16,700
7835010 | PXVC140C12-04R005 0.5 16,700
7835011 | PXVC140C12-04R010 14 1 4 14 20 11.7 | 45/48 XP3225 2 16,700
7835012 | PXVC140C12-04R020 2 16,700
7835013 | PXVC140C12-04R030 3 16,700

[NExT)

7 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




i
Slotting Slotting

\ J \\ J
o S, | [EREe ) (CTE i
w| | P
PXVC FFV—K 48HA BhULh AJI7 -aA—FF VT AWK variable Lead, Four Flutes, High helix, Square - Corner Radius Type s mm Unitmm
a0y sne |a—ree| Im | I8 BUNS |wems | | B | s
Designation Dc r z [ 2 Dege [ Grades Type (Yen)
7835014 |  PXVC160C16-04R000 0 18,800
7835015 | PXVC160C16-04R005 05 18,800
7835016 |  PXVC160C16-04R010 1 18,800
16 4 16 235 157 | 45/48 XP3225 | 1
7835017 | PXVC160C16-04R015 15 18,800
7835018 |  PXVC160C16-04R020 2 18,800
7835019 |  PXVC160C16-04R030 3 c16 18,800
7835020 | PXVC180C16-04R000 0 20,900
7835021 PXVC180C16-04R005 0.5 20,900
7835022 | PXVC180C16-04R010 18 1 4 18 255 | 157 | 45/48 XP3225 | 2 20,900
7835023 | PXVC180C16-04R020 2 20,900
7835024 | PXVC180C16-04R030 3 20,900
7835025 |  PXVC200C20-04R000 0 22,000
7835026 | PXVC200C20-04R005 05 22,000
7835027 | PXVC200C20-04R010 20 1 4 20 275 19.6 | 45/48 XP3225 | 1 22,000
7835028 |  PXVC200C20-04R020 2 22,000
7835029 |  PXVC200C20-04R030 3 22,000
7835030 | PXVC220C20-04R000 0 20 26,700
7835038 | PXVC220C20-04R005 05 26,700
7835031 | PXVC220C20-04R010 22 1 4 22 295 | 196 | 45/48 XP3225 | 2 26,700
7835032 | PXVC220C20-04R020 2 26,700
7835033 | PXVC220C20-04R030 3 26,700
7835034 |  PXVC250C25-04R000 0 28,800
7835035 |  PXVC250C25-04R010 1 28,800
25 4 25 35 24 45/48 | C25 | XP3225 | 1
7835036 |  PXVC250C25-04R020 2 28,800
7835037 |  PXVC250C25-04R030 3 28,800
(TETD 7835039 |  PXVC320C32-05R010 5 45 88,900
32 1 1 32 447 | 28 C32 | XP3225| 1
@3'1) 7835040 | PXVC320C32-08R010 8 38 99,500

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




ARYIF7-A—FF T AWK

Square * Corner Radius Type

PXSM

¢»Dc
|
D+

r ,Z_J Csr

22 A R—IVEL

without Coolant Hole

1 4 )b'*_)bﬁ l/ without Coolant Hole m 201 8$6ﬁ %% E Available from June 2018

PXSM FFRE X ARVIT -A—FFIVFT AR unequal spacing, Multiple Flutes, Square - Corner Radius Type #fr:mm  Unitmm
N30 7830094 PXSM100C10-06R000 0 11,700
@ 7830095 PXSM100C10-06R005 0.5 11,700
10 6 7 13 9.7 38 C10 XP3225
@ 7830096 PXSM100C10-06R010 1 11,700
@ 7830097 PXSM100C10-06R020 2 11,700
7830104 PXSM120C12-06R000 0 12,000
7830105 PXSM120C12-06R005 0.5 12,000
7830106 PXSM120C12-06R010 12 1 [} 8.4 14.4 11.7 38 C12 XP3225 12,000
7830107 PXSM120C12-06R020 2 12,000
7830108 PXSM120C12-06R030 3 12,000
7830109 PXSM160C16-06R000 0 17,300
7830110 PXSM160C16-06R005 0.5 17,300
7830111 PXSM160C16-06R010 1 17,300
7830112 PXSM160C16-06R015 1.5 ¢ % 17,300
7830113 PXSM160C16-06R020 2 17,300
7830114 PXSM160C16-06R030 3 17,300
16 1.2 18.7 15.7 Cc16 XP3225

7830115 PXSM160C16-08R000 0 19,700
7830116 PXSM160C16-08R005 0.5 19,700
7830117 PXSM160C16-08R010 1 19,700
7830118 PXSM160C16-08R015 1.5 8 2 19,700
7830119 PXSM160C16-08R020 2 19,700
7830120 PXSM160C16-08R030 3 19,700

9 ‘ HEERFMILTCUREEERIERYET, Stock are categorized as C (Standard stock item).




Il
Side Milling

J 2
Side Miling Protie Miling

PXSM ;F%ﬁ‘EU gﬂ 1717' :_159717&& Unequal Spacing, Multiple Flutes, Square - Corner Radius Type

hlhs

Bfr:mm Unitmm

236 HE |O—FEE B & ol Anoe | FERERRAE i R A%
Designation Dc r z [) Degf,g Cs Grades \&)
7830121 PXSM200C20-10R000 0 27,300
7830122 PXSM200C20-10R005 0.5 27,300
7830123 PXSM200C20-10R010 20 1 10 14 21.5 19.6 42 C20 XP3225 | 27,300
7830124 PXSM200C20-10R020 2 27,300
7830125 PXSM200C20-10R030 3 27,300
7830126 PXSM250C25-10R000 0 31,000
7830127 PXSM250C25-10R010 1 31,000
25 10 17.5 27.5 24 42 C25 XP3225

7830128 PXSM250C25-10R020 2 31,000
7830129 PXSM250C25-10R030 3 31,000

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 1 O




719K
Roughing Type rT]

PXNH p

i

S
}

¥

lE
Side Milling

/

Contouring

[]

¢$Dc

FAIFR—IEL

without Coolant Hole

1 4 )b'*_)bﬁ l/ without Coolant Hole m 201 8$6ﬁ %% E Available from June 2018

PXNH FFU—F 48F BBUh F742JMIK variable Lead, Four Flutes, High Helix, Roughing Type #f:mm Unitmm
, J—7 ;
Y—JVNo. L:30) HEHE RUhA | FRERE & RAEMTE
EDP No. Designation Chamfer 2 Helix Angle Cs Grades (Yen)
Width

W3\ 7830450 PXNH100C10-04C005 10 0.5 4 7 13 9.7 40/42 C10 XP3225 10,700
7830451 PXNH120C12-04C005 12 0.5 4 8.4 14.4 11.7 40/42 C12 XP3225 11,100
7830452 PXNH160C16-04C006 16 0.6 4 11.2 18.7 15.7 40/42 C16 XP3225 17,900
7830453 PXNH200C20-04C006 20 0.6 4 14 21.5 19.6 40/42 C20 XP3225 22,000
7830454 PXNH250C25-04C006 25 0.6 4 17.5 27.5 24 40/42 C25 XP3225 30,200

¢Dc
-
|
¢D1

M 0
22 FAIHR—ILfHE

with Coolant Hole

d. 4 Jb'*_)b{d. g with Coolant Hole m 201 SESH%%%E Available from June 2018

PXNH Z;%IJ_ K 4*&” ;ﬁn U*’- 274 Vﬁﬂ?ﬁ Variable Lead, Four Flutes, High Helix, Roughing Type Bf:mm Unitmm

a—7+ .
Y—JVNo. I HE HEEE h TR i RAEMHE
Dc Chamfer 2 Cs Grades (Yen)
Width

EDP No. Designation

W3WB 7830461 PXNH120C12-04C005-O 12 0.5 4 8.4 14.4 11.7 40/42 Cc12 XP3225 13,200
@m 7830462 PXNH160C16-04C006-O 16 0.6 4 11.2 18.7 15.7 40/42 C16 XP3225 21,700
@m 7830463 PXNH200C20-04C006-O 20 0.6 4 14 21.5 19.6 40/42 Cc20 XP3225 26,300
@m 7830464 PXNH250C25-04C006-O 25 0.6 4 17.5 27.5 24 40/42 C25 XP3225 36,400

1. AEREAZE ZF RO FANA—IREDAY RES v IRV AEZHERTEN, S+ IRIVAICDNTIEP.18 - p.20ZZ BT XL,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 18 and 20 for details on shank holders.

1 1 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




717K
Roughing Type rﬁ

PXNL p

[
Side Milling

I EDAD I
Contouring

¢Dc

22 FAIFR—IVEL

without Coolant Hole

1 4 )b'*_)b;% b without Coolant Hole m 201 83‘265%% E Available from June 2018

PXNL *%U - F 4*&% 55?3 Uh 57{ >7ﬁ?ﬁ Variable Lead, Four Flutes, Low Helix, Roughing Type Bfz:mm Unit:mm
‘ ; Sy = | hLhs ;
Y—JLNo. 20 e | mmwiE 28 | #@E |PUNB lgua | wm | mems
EDP No. Designation Dc Chamfer 22 D1 DP :J Cs Grades (Yen)
Width °9

W30 7830400 PXNL100C10-04C005 10 0.5 4 7 13 9.7 19/21 c10 XP3225 10,700
7830401 PXNL120C12-04C005 12 0.5 4 8.4 14.4 11.7 19/21 C12 XP3225 11,100
7830402 PXNL160C16-04C006 16 0.6 4 1.2 18.7 15.7 19/21 C1é6 XP3225 17,900
7830403 PXNL200C20-04C006 20 0.6 4 14 21.5 19.6 19/21 Cc20 XP3225 22,000
7830404 PXNL250C25-04C006 25 0.6 4 17.5 27.5 24 19/21 C25 XP3225 30,200

¢ D1

FAIWR—IAFE

with Coolant Hole

1 4 }bﬂ'\_)bﬁl % with Coolant Hole m 201 SEGE %?‘E%E Available from June 2018

PXNL *%U - F 4*&% 55*3 Uﬂ 57‘{ 77*?1* Variable Lead, Four Flutes, Low Helix, Roughing Type BfZ:mm Unit:mm
' i nLns ;
U se | mnE BUNA | g | p | meemis
Designation Chamfer DP :J Cs Grades (Yen)
Width °9
WA 7830411 PXNL120C12-04C005-O 12 0.5 4 8.4 14.4 11.7 40/42 C12 XP3225 13,200
*ﬂm 7830412 PXNL160C16-04C006-O 16 0.6 4 11.2 18.7 15.7 40/42 C16 XP3225 21,700

7830413 PXNL200C20-04C006-O 20 0.6 4 14 21.5 19.6 40/42 Cc20 XP3225 26,300

Ll

7830414 PXNL250C25-04C006-O 25 0.6 4 17.5 27.5 24 40/42 C25 XP3225 36,400
1. WERETME ZFIADBER. FANA—IREDAY RED Y IRV AETFERATEN, v IRILAICDNTIEP.18: p.202ZBTEL,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 18 and 20 for details on shank holders.

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 1 2




El—?;j’/"?}ﬁ?llf

orner Radius Type ' ﬁ?&%ﬂ’ I F.sc?rﬁms

PXRE =y -
oy

7
Profie iling

7

®Dc
\

o
©

r L_J Cs

£

FAIFR—IEL

without Coolant Hole

1 4 )bt\_)bﬁ l/ without Coolant Hole m 201 8$6ﬁ %% E Available from June 2018

PXRE BEX =75 P AMIR straight Flutes, Corner Radius Type Bfmm  Unitmm
Trne: erhaion Sl A ; ke A?? e ‘ HE | R
1208 7830200 PXRE100C10-04R020 10 2 4 4.5 13 9.7 — c10 XP6305 12,000
7830201 PXRE120C12-04R020 12 2 4 5 14.4 11.7 = C12 XP6305 12,500
7830202 PXRE160C16-06R030 16 3 6 7 18.7 15.7 — C16 XP6305 22,000
7830203 PXRE200C20-06R030 20 3 6 10 21.5 19.6 = C20 XP6305 24,100

1 3 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




A—=FFPFARK
Corner Radius Type m

PXDR y

RE
Side Milling

/.

IZARHI
Profile Miling

7

I #EDIAH I Fm|
‘Contouring Face Milling
- o 4

®Dc

FAIFR—IVEL

without Coolant Hole

1 4 )b'*_)b;% b without Coolant Hole m 201 SEGE%% E Available from June 2018

PXDR-P 3&;3 ﬁ‘éj]g! 3-1’5:)71%1* Three Flutes, Multi-purpose, Corner Radius Type HE{:mm  Unit:mm
Y—JNo. L2y nE  |[a-reE| IR 25 | wE |BUNA \meae | wm | mems
EDP No. Designation Dc r z 22 D1 ch.;’ Cs Grades (Yen)
\[20'8 7830349 PXDR100C10-03R015-P 1.5 9,550
10 3 7 13 9.7 45 Cc10 XP3225
dﬁ'ﬂ 7830350 | PXDR100C10-03R020-P 2 9,550
7830351 PXDR120C12-03R015-P 1.5 10,200
12 3 8.4 14.4 1.7 45 c12 XP3225
7830352 PXDR120C12-03R020-P 2 10,200
7830353 PXDR160C16-03R020-P 2 15,800
16 3 1.2 18.7 15.7 45 C16 XP3225
7830354 PXDR160C16-03R030-P 3 15,800
7830355 PXDR200C20-03R020-P 2 18,200
20 3 14 21.5 19.6 45 C20 XP3225
7830356 PXDR200C20-03R030-P 3 18,200
pXDR'N 3*5(33 maﬂ :_*5:)71%1* Three Flutes, Heavy-duty, Corner Radius Type Bf:mm Unitmm
Y—JNo. a0y sg |[a-remE| & | W& BUNA | gesgie | #E | IREES
EDP No. Designation Dc r 3 2 599."9 Cs Grades (Yen)
\[3\D 7830369 PXDR100C10-03R015-N 1.5 9,550
10 3 7 13 9.7 45 Cc10 XP6305
dm 7830370 PXDR100C10-03R020-N 2 9,550
7830371 PXDR120C12-03R015-N 1.5 10,200
12 3 8.4 14.4 1.7 45 c12 XP6305
7830372 PXDR120C12-03R020-N 2 10,200
7830373 PXDR160C16-03R020-N 2 15,800
16 3 11.2 18.7 15.7 45 C16 XP6305
7830374 PXDR160C16-03R030-N 3 15,800
7830375 PXDR200C20-03R020-N 2 18,200
20 3 14 21.5 19.6 45 C20 XP6305
7830376 PXDR200C20-03R030-N 3 18,200

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 1 4




K=V

Ball Type

PXBE

I B I I HHDIAG I
Siotting Contouring

¢

ZoNzl
Profile Milling

[ [

o -
s I s
S
\
R ) Cs
2> FANKR—IVEL
without Coolant Hole

1 'f Jl’l‘k _Jbﬁ l/ without Coolant Hole [NEID 2018FE6AHKFEFTE Available from June 2018

PXBE-P 3*&3] ﬁﬁﬁﬂ ;j-:_}bmﬂ Three Flutes, Multi-purpose, Ball Type Bfi:mm Unitmm
Y—JLNo. L2y 5 |R-nem| BUNE | gespie | HE | R
EDP No. Designation Dc R P "Deg gl Cs Grades (Yen)
T 7830270 PXBE100C10-03R050-P 10 5 3 7 13 9.7 45 C10 XP3320 11,500
7830271 PXBE120C12-03R060-P 12 6 3 8.4 14.4 11.7 45 Cc12 XP3320 12,000
7830272 PXBE160C16-03R080-P 16 8 3 11.2 18.7 15.7 45 C16 XP3320 18,700
7830273 PXBE200C20-03R100-P 20 10 3 14 21.5 19.6 45 C20 XP3320 22,000
PXBE-N 3*&% mﬁﬂ 7]-:_}1’%1* Three Flutes, Heavy-duty, Ball Type Bf:mm Unitmm
Y—JLNo. RS N |K—eE o BUNE | ggsnie | HE | RS
EDP No. Designation Dc R z Deg."‘g Cs Grades (Yen)
CTE 7830250 PXBE100C10-03R050-N 10 5 3 7 13 9.7 45 c10 XP3320 11,500
7830251 PXBE120C12-03R060-N 12 6 3 8.4 14.4 11.7 45 Cc12 XP3320 12,000
7830252 PXBE160C16-03R080-N 16 8 3 11.2 18.7 15.7 45 C16 XP3320 18,700
7830253 PXBE200C20-03R100-N 20 10 3 14 215 19.6 45 C20 XP3320 22,000
8 NS &?} - P§1 a s
= L A — ]
\
R 2 Cs
25 AN Z L J
with Coolant Hole —

1 4 }b'* _}bfﬂ g with Coolant Hole m 201 8$6E %%?’E Available from June 2018

PXBE-P 3#¥

BEHR

ﬂ':—llfﬂ?ﬂ Three Flutes, Multi-purpose, Ball Type

flhf

Bfi:mm Unitmm

Y—JNo. O sE [r—ree| | ws BUNE | gespre | o | e
EDP No. Designation Dc R z 2 I:;eg o Cs Grades (Yen)
=T 7830281 PXBE120C12-03R060-P-O 12 6 3 8.4 14.4 11.7 45 c12 XP3320 14,500
5T 7830282 PXBE160C16-03R080-P-O 16 8 3 11.2 18.7 15.7 45 C16 XP3320 22,400
T3 7830283 PXBE200C20-03R100-P-O 20 10 3 14 21.5 19.6 45 C20 XP3320 26,300

1. AEREIMZ ZRIADBRIE. ZANA—IRFEDANY RES v IRV AETFERTEN, v IRIVEICDNTIEP.18: p.202 BT LY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 18 and 20 for details on shank holders.

PXBE-N 3*5(33 m%ﬂ d-;_}bmﬂ Three Flutes, Heavy-duty, Ball Type Bf:mm Unitmm
Y—JNo. 20 sn& |x—neEl wm | WE BUNE | gsnie | HE | RS
EDP No. Designation Dc R z 2 Deg."‘J Cs Grades (Yen)
CTED 7830261 PXBE120C12-03R060-N-O 12 6 3 8.4 14.4 11.7 45 Cc12 XP3320 14,500
CTED 7830262 PXBE160C16-03R080-N-O 16 8 3 11.2 18.7 15.7 45 C16 XP3320 22,400
=1 7830263 PXBE200C20-03R100-N-O 20 10 3 14 21.5 19.6 45 C20 XP3320 26,300

1. AERHEMZ ZRIADBRIE. ZANA—IREDANY RED v IRV AZTFERTEN, v IRIVEICDONTIEP.18- p.202 BT LY,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 18 and 20 for details on shank holders.

15

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




K=V

Ball Type

PXBM

FZARHID
Profile Milling

¢®Dc

| 6D,

PN
R ) Cs
FAIFR—IVEL

without Coolant Hole

14 )b'*_)b;%b without Coolant Hole m 20183':65%% E Available from June 2018
PXBM 23 FR=ILHIK multiple Flutes, Ball Type

a0y NE |[F-LxE T aE | BUNA RIS
< z 2 Deg-® s

Designation

BfI:mm Unit:mm

zk:d

Grades

IREAE

(Yen)

=21 7830300 PXBM100C10-04R050 10 5 4 7 13 9.7 45 Cc10 XP3320 11,500
7830301 PXBM120C12-04R060 12 6 4 8.4 14.4 11.7 45 c12 XP3320 12,000
7830302 PXBM160C16-06R080 16 8 6 11.2 18.7 15.7 45 C16 XP3320 18,700
7830303 PXBM200C20-06R100 20 10 6 14 21.5 19.6 45 C20 XP3320 22,000

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘ 1 6




PXMA ARL—bI v kN5

Straight Shank Holder for PXM

PXMZ

¢Ds

FAIAE—IEL without Coolant Hole

@ ¢

¢Ds

FAAE—ILEEL without Coolant Hole

1 4 )bl* _)bﬂ l/ without Coolant Hole

AY NBRIFEEDBF R Head +22

BE YT cabideshank DRI 2018FEGAFETEFTE Available from June 2018

Bf:mm Unitmm

Ay NERFEOFHE
Head + 42
e perpg | Pxvose o |WRER| BR | Rema
BeeptPXVC | 20,25,32( 22

N[308 7801830 PXMZ-C10SS510-S075CS 10 0 75 17.3 30.3 33.3 35.3 28,300
@ 7801810 PXMZ-C10SS10-L100CS 9.8 10 0 100 37.3 50.3 53.3 55.3 c10 31,000
m 7801840 PXMZ-C10TP12-LL130CS 12 0.9 130 67 80 83 85 45,000
7801831 PXMZ-C12S512-5075CS 12 0 75 24 384 42 44 35,300
7801811 PXMZ-C12S512-L100CS 12 0 100 45.9 60.3 63.9 65.9 39,300
7801832 PXMZ-C12S512-L115CS " 12 0 115 64.2 78.6 82.2 84.2 1z 45,000
7801841 PXMZ-C12TP16-LL135CS 16 1.3 135 83.8 98.2 101.8 103.8 68,400
7801833 PXMZ-C165516-S090CS 16 0 90 39.2 57.9 62.7 64.7 48,600
7801812 PXMZ-C165516-L130CS 16 0 130 61.2 79.9 84.7 86.7 60,500
7801834 PXMZ-C16S516-L135CS 157 16 0 135 84.2 102.9 107.7 109.7 cre 61,600
7801842 PXMZ-C16TP20-LL165CS 20 1.1 165 115 136.5 138.5 140.5 92,500
7801835 PXMZ-C20SS520-S090CS 20 0 90 39.1 60.6 66.6 68.6 59,300
7801813 PXMZ-C20SS20-L150CS 20 0 150 78.4 99.9 105.9 107.9 88,000
7801836 PXMZ-C20SS20-L180CS 196 20 0 180 109.1 130.6 136.6 138.6 €20 89,900
7801843 PXMZ-C20TP25-LL200CS 25 1.1 200 140 161.5 167.5 169.5 115,000
7801814 PXMZ-C255525-L200CS 24 25 0 200 96.6 124.1 131.6 - C25 116,000

l'm 7801815 PXMZ-C32S532-L250CS 28 32 0 250 115.2 - 159.9 - C32 219,000

1. PVLKTODHRAADPERISHENESI—F > N XM BERB T,
1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

1 7 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




FAIHR—IL{FZE with Coolant Hole

N o«

a8 a

S| ©

22
L
FAIHR—I{FZE with Coolant Hole
\a
— T
3[ ‘\ 8
© | S

AY NRIFEDF R Head +22

14 )bl*_)b{d. % with Coolant Hole

HBIRE v/ cabideshank B 2018FEGAFETEFTE Available from June 2018

Bfi:mm Unitmm

~RmoAnE
Y—JVNo. I BE | VR MR IR | AREEEAR
EDP No. Designation D2 Ds Cs Type (Yen)
PXVC L4t
Except PXVC

30D 7803511 PXMZ-C125512-5075CS-O 12 0 75 25 39.4 43 45 3 35,300
m 7803512 PXMZ-C125512-L100CS-O 12 0 100 46.3 60.7 64.3 66.3 3 39,300
m 7803513 PXMZ-C125512-L115CS-O 11.7 12 0 115 65 79.4 83 85 C12 3 45,000
m 7803514 PXMZ-C12TP16-LL135CS-O 16 1.3 135 85 99.4 103 105 4 68,400
*]m 7803515 PXMZ-C12TP16-LL150CS-O 16 1 150 85.6 100 103.6 105.6 4 69,500
m 7803521 PXMZ-C165516-5090CS-O 16 0 90 40 58.7 63.5 65.5 3 48,600
m 7803522 PXMZ-C165516-L130CS-O 16 0 130 62 80.7 85.5 87.5 3 60,500
@m 7803523 PXMZ-C165516-L135CS-O 15.7 16 0 135 85 103.7 108.5 110.5 C16 3 61,600
11]3“ 7803524 PXMZ-C16TP20-LL165CS-O 20 1 165 115 133.7 138.5 140.5 4 92,500
11]3“ 7803525 PXMZ-C16TP20-LL180CS-O 20 1 180 116.6 135.3 140.1 142.1 4 94,200
#En 7803531 PXMZ-C20S520-S090CS-O 20 0 90 40 61.5 67.5 69.5 3 59,300
#Em 7803532 PXMZ-C20SS20-L150CS-O 20 0 150 79.3 100.8 106.8 108.8 B 88,000
¢Eﬂ 7803533 PXMZ-C20SS20-L180CS-O 19.6 20 0 180 110 131.5 137.5 139.5 C20 3 89,900
¢Eﬂ 7803534 PXMZ-C20TP25-LL200CS-O 25 1 200 140 161.5 167.5 169.5 4 115,000
‘ﬂm 7803535 PXMZ-C20TP25-LL210CS-O 25 1 210 145 166.5 172.5 174.5 4 116,000
¢Eﬂ 7803541 PXMZ-C255525-L200CS-O 24 25 0 200 98 125.5 133 — C25 B 116,000

1. NERETME CRIADBRIE. A AIKR—IREDAY RES v IRV AT TRATEL,
{BL. PXVCZELSHFAINAR—IIEHEDANY RTEH, FANKR—IAFE S 2 RIS ICRY 1 TINIFIEE T

2. YJIKTDODPHRABDPERISENKD T —F2 M XL BZFHET I,
1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole.
Shank holders with oil hole can also be used with heads without oil hole such as PXVC in case of dry machining or external coolant.

2. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

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

18




PXMA ARL—bI v kN5

Straight Shank Holder for PXM

PXMZ

ﬁ\; é '
e / .

£2 ‘

®D2
r.é

FAIAE—IEL without Coolant Hole

|
/ )

SI o ;J
A — Ay NIRABEOBNE Hosd + 2

FAAE—ILEEL without Coolant Hole

i~ )
1 'f )l’l‘k _)l'ﬁ b without Coolant Hole
v seeishank  TEID 2018FE6ARTETFIE Available from June 2018 “ frmm Unitmm

Ay RESEE OB R

Head +4£2

Y=JINo. 20y miEAE MK | REMmS
EDP No. Designation PXVC&*E De Cs Type (Yen)

Except PXVC | 20, 25, 32| 22

N[30'8 7801800 PXMZ-C10SS10-S075 9.8 10 0 75 12 25 28 30 c10 1 9,300
7801801 PXMZ-C125512-S100 12 0 100 18 32.4 36 38 1 12,800
7801821 PXMZ-C12TP20-S145 "7 20 5 145 47.4 61.8 65.4 67.4 cr2 2 15,000
7801802 PXMZ-C16SS16-S100 16 0 100 23 41.7 46.5 48.5 1 13,000
7801822 PXMZ-C16TP25-5155 157 25 5 155 53.1 71.8 76.6 78.6 cre 2 18,100
7801803 PXMZ-C20SS20-S120 20 0 120 28 49.5 55.5 57.5 1 15,200
7801823 PXMZ-C20TP32-S170 19 32 5 170 70.8 92.3 98.3 100.3 20 2 21,400
7801804 PXMZ-C255525-S140 24 25 0 140 34.5 62 69.5 = C25 1 16,000

l'm 7801805 PXMZ-C325532-S160 28 32 0 160 33 — 77.7 — C32 1 19,300

1. VLT ODPFRAADPRISBENEDI—F2 N AN BEABTE.
1. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

1 9 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




FAIHR—I{FZE with Coolant Hole

AY REBFEFDEIR Head +02

g _H ead £2
[N

14 )bl*_)b{d. % with Coolant Hole

mt/‘\”/7 Steel Shank m 201 8$6ﬁ %%%E Available from June 2018

Bf:mm  Unitmm

= mse

[ | 7803501 PXMZ-C125512-5100-O 1.7 12 0 100 18 324 36 38 Cc12 3 12,800
[ | 7803502 PXMZ-C165516-5100-O 15.7 16 0 100 23 4.7 46.5 48.5 C16 3 13,000
[ | 7803503 PXMZ-C20S520-5120-O 19.6 20 0 120 28 49.5 55.5 57.5 Cc20 3 15,200
[ | 7803504 PXMZ-C255525-5140-O 24 25 0 140 34.5 62 69.5 - C25 3 16,000

1. NEBEIME CRIADBRIE, FAIKR—IRFEDAY RES Y IR A ZETHEATEL,
{BL. PXVCZEIELSHFANAR—IIEFEDNAY RTEH. FANKR—IAFE S v RIS ICRY 1 TINIFEIEE T
2. GINLKTODPHFRABPEISBNEKS V-T2 M AWM BEFHE TS,

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole.

Shank holders with oil hole can also be used with heads without oil hole such as PXVC in case of dry machining or external coolant.

2. Adjust the position of the coolant nozzles accordingly so that the chips do not get tangled.

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

20




PXMAY 31>

Joint for PXM

PXMJ

g | |l EHER -
9 L o o © o«
22 A A= EL

without Coolant Hole

- | =R

8 T I 13 &l o PXMYU—X PXMJ OP-SFA
Y L [l o o & PXM Series

BFEHBDOY v JRIVEA(OP-SFA) ICPXMJZHAEDLESERICKY.
PXM> ) —XDERDIREE R ET,

AR PXM series can be used with the shank holder (OP-SFA) by connecting the joint holder

E

with Coolant Hole (PXMJ) .
1 4 )bl* _)bﬁ l/ without Coolant Hole
PXMJ 23142 soint Bfr:mm Unitmm
W ) #REAVKAR | HRUAN | HRUMA Ll &EH HRLA + N a5
Ye: eatoion ol | HEE | BHGE | $rX | k| BF | ‘wme |WRAR) PR RERR
: gne Head Dia. D2 Da Dg Spanner 8 D )
7801893 PXMJ-C12SF06 12 11.7 6.5 6 PXMP8-10 18 1 c12 1 9,010
7801894 PXMJ-C16SF08 16 15.7 8.5 8 PXMP13-16 21.8 14.5 C16 1 11,500
7801895 PXMJ-C20SF10 20 19.6 10.5 10 PXMP13-16 26.5 18 C20 1 12,800
7801896 PXMJ-C25S5F12 25 24 12.5 12 PXMP21 34 23 C25 1 14,700
1 4 )bl-j‘ —)bﬁt % with Coolant Hole
pXMJ :)E'fyb Joint 'm 2018$6E%%$E Available from June 2018 Bf7:mm Unitmm
. oy #AANNE | RUE | sRlCE | shal S8 U e | s
7 No. o0 Avplicable | SAEIE | RGHE | $1X | ANF b e I ol
i esignati Head Dia. D2 Da Dg Spanner © D ype
31D 7803551 PXMJ-C12SF06-O 12 11.7 6.5 6 PXMP8-10 18 1 c12 2 9,010
=D 7803552 PXMJ-C16SF08-O 16 15.7 8.5 8 PXMP13-16 21.8 14.5 Cc16 2 11,500
31D 7803553 PXMJ-C20SF10-O 20 19.6 10.5 10 PXMP13-16 26.5 18 C20 2 12,800
31D 7803554 PXMJ-C25SF12-O 25 24 125 12 PXMP21 34 23 C25 2 14,700

1. AERHERZ ZFAOBRIE. ZANF—IREDANY RED v IRV AZTFERTEN. v IRIVEICDONTIEP.18- p.20ZZ BT L),

1. For the use of internal coolant, please use the appropriate head and shank holders with oil hole. Refer to pages 18 and 20 for details on shank holders.

.gBlﬂl Accessories m 201 8$6ﬁ %%%E Available from June 2018
| —JVNo. D BRANY R5ME ﬁ.ﬁcﬁ#ﬁ HRE>FILY RAET

EDP No. Designation Applicable Head Dia. Recommended Tightening Torque (Yen)

$10, 9 12(WKEAT) 'm
7801890 PXMP8-10 012, 014 12 12N-m 995
®16, 918 C16 30N-m
7801891 PXMP13-16 920, 022 20 50N-m 1,510
AINF
Spanner 7801892 PXMP21 025 C25 60N*m 1,580
(F:Eﬂ7801897 PXMP24 ®»32 C32 60N*m 1,950

PXMEROA/NFERVET, ANFIFFEZBATE,
. . There spanner are specifically for PXM, and sold separately from the cutters.
1 EREDERIEP.38EZE TS,
2. I ML EREBRT I,
3TNV BEOIHDFAMNLI LY FICOVWTREBHEXEETHEHVAETE,
1.Please refer to p.38 for cautions during use.
2.Please refer to the table above for tightening torque.
3.Contact your nearest OSG sales representative for details of our dedicated adjustable torque wrench for tightening inserts.

21 ‘ EEX L TCUHREEEM)ERYET. Stock are categorized as C (Standard stock item).




AYLIF7 - A= ST AKX

Square * Corner Radius Type

PXSE

.mﬁ“%{#gﬁi Cutting Conditions

PXSE {BIEYIH] side miing L/D=3.5

—RIEE R - KR - SRk A2H-TEH ATV LA REH HE#R-F2 A2 (ER) o (S
" ; . E#s 2 (EX)
WhEIFF Mild Steel- Carbon Steel* Alloy Steel Stainless Steel Hardened Steel 43718
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) s ”z (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e l71g
(~ 750N/mm?2) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC) neone
FASES BEEE | EUERE BEEE | EURE BEEE | EURE BIERRE | XWERE BEEE | EUERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min™") (mm/min)
10 3,810 920 3,190 770 2,070 500 2,070 420 800 130
12 3,190 770 2,660 640 1,730 420 1,730 350 670 110
16 2,390 580 1,990 480 1,300 320 1,300 260 500 80
20 1,910 460 1,600 390 1,040 250 1,040 210 400 70
25 1,530 370 1,280 310 830 200 830 170 320 60
PARE ap=0.5Dc ap=0.5Dc adp=0.5Dc adp=0.5Dc
Depth of Cut ae=0.15Dc de=0.1Dc de=0.05Dc de=0.05Dc

PXSE &Y8l siot miing L/D=3.5

—RIEERE - KR - SRk A% -TAH ATV LA REHE REW-F 2 E2GER)
WHIA Mild Steel- Carbon Steel* Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) s lloy (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e el 71g
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SE BEEE | XURE | BRERE | XYEE | BHEERE | XURE | ERERE | XVEE BEEE | EURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min") (mm/min)
10 3,030 610 3,030 610 1,600 320 1,600 260 800 130
12 2,520 510 2,520 510 1,330 270 1,330 220 670 110
16 1,890 380 1,890 380 1,000 200 1,000 160 500 80
20 1,520 310 1,520 310 800 160 800 130 400 70
25 1,210 250 1,210 250 640 130 640 110 320 60
WRARS < < < <
Depth of Cut Ap=0.35Dc dp=0.3Dc dp=0.2Dc aAp=0.1Dc

1. . R AEBIMEOH D BEOBVEDEIEATEL,

2. PHARS B FERIRRIC K, BERERE, X REZRH BT,
3. RHELENPRGBZHAIE. COUDSRELPIAVETOT. BIERE. XURE. HARSZHET S0,
4. PIHIRAHE, RV SRED S D v U RIVE(PXMZ) DRELRZICAY KR (L) EMA T RE L RS ZEBLIZREEZLTTEL.

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
3. Please adjust the cutting condition when the overhang length is longer.
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.

22



AYIT7-A—=FF T AWK

Square - Corner Radius Type

PXVC

WNEI R BEER cutting Conditions

AYRRBRI 2RI PXVC BIEYIA] sidemiing L/D=5

—HAEE R - R - HREk A% -TR#
Mild Steel* Carbon Steel Alloy Steel
Tool Steel

ATV LA - AEHE
Stainless Steel
Hardened Steel

& - FEOAR(ER)
Hardened Steel
Titanium Alloy (Wet)

HHI

Work Cast Iron

Material §S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FASES [EIE Y-S XV EE BlERE E RV EE [EIE7et ;-3 R RE [EE55E B R RE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-") (mm/min) (min-) (mm/min) (min-) (mm/min) (min") (mm/min)
10 4,780 1,150 3,820 920 3,190 770 2,550 620
12 3,980 960 3,190 770 2,660 640 2,130 520
14 3,420 830 2,730 660 2,280 550 1,820 440
16 2,990 720 2,390 580 1,990 480 1,600 390
18 2,660 640 2,130 520 1,770 430 1,420 350
20 2,390 580 1,910 460 1,600 390 1,280 310
22 2,180 530 1,740 420 1,450 350 1,160 280
25 1,910 460 1,530 370 1,280 310 1,020 250
32-5F 1,500 380 1,200 240 1,000 250 800 160
32-8F 1,500 480 1,200 390 1,000 320 800 260
AR X dp=0.5Dc dp=0.5Dc Ap=0.5Dc
Depth of Cut ae=0.2Dc ae=0.1Dc 8e=0.05Dc

AY R/ IR PXVC IEYIEI sidemiing 5<L/D=6
— R AEIE A - M - Sk

AR -TRH ATVLAM-RER REM-FL2ERGER)

Ers b Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Y EYIEL SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
pASEs EI85E XV EE [BlERR E XV EE [BlERR E XV EE BlER® E XV ERFE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-") (mm/min) (min-) (mm/min) (min-) (mm/min) (min) (mm/min)
10 4,300 1,040 3,510 850 2,870 690 2,230 540
12 3,590 870 2,920 710 2,390 580 1,860 450
14 3,070 740 2,510 610 2,050 500 1,600 390
16 2,690 650 2,190 530 1,800 440 1,400 340
18 2,390 580 1,950 470 1,600 390 1,240 300
20 2,150 520 1,760 430 1,440 350 1,120 270
22 1,960 480 1,600 390 1,310 320 1,020 250
25 1,720 420 1,410 340 1,150 280 900 220
32 RES vV EDHAEE TR ZRRTHL/D=5%FTERYET Maximum length of L/D=5 in combination with the standard shank
AR X ap=0.5Dc ap=0.5Dc dp=0.5Dc
Depth of Cut ae=0.2Dc ae=0.1Dc Ae=0.05Dc

1. M. RV HSBMEOHBDEEDBNEDEEATI,

2. PPARE MBI S EARRICKY. BiRRE. XUREERE T,

3. RHLEDPRLDHAE. CVOUARELPIRVETOT BERE. EVRE, TARSZRBT S0,

4. PIHIRAR. RV AFEDS DY v IRIVE (PXMZ) DRHELREIINY RER (L) ZMA RELREEZEBLIEEZLTTE,
1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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AY RE|R I NIV PXVC IS

side Miling 6<L/D=7

—iRiEE R - kR - K A2H-TE#E ATV LA REHE HE#R-F2 AR (ER)
WhEIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FaSES [EIE7et ;-3 RYEE [Bl3RE RYEE [EI35RE XV RE [Bl3R®EE XV EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
10 3,820 920 3,190 770 2,550 620 1,910 460
12 3,190 770 2,660 640 2,130 520 1,600 390
14 2,730 660 2,280 550 1,820 440 1,370 330
16 2,390 580 1,990 480 1,600 390 1,200 290
18 2,130 520 1,770 430 1,420 350 1,070 260
20 1,910 460 1,600 390 1,280 310 960 240
22 1,740 420 1,450 350 1,160 280 870 210
25 1,530 370 1,280 310 1,020 250 770 190
32 BRES Y JEDHBE TR ZRRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
PARE Ap=0.5Dc Ap=0.5Dc ap=0.5Dc
Depth of Cut Ae=0.2Dc ae=0.1Dc ae=0.05Dc

1. . RIS EBIMDDH BEEDBVOENEIEATEL,

2 PPARE. BB FEARRICKY. BERRE, RUEEZAE T,
3. RULEARLLZBEIE. VOUPRELPIAYETOT BEmRE EVRE, PARSZRHET XL,
4. HIRAE. RIVAHEAD SO+ IRV (PXMZ) DRHELREICNY RER (L) ZMA ZRELREZEBLIBEZLTTE,
1. Use arigid and precise machine and holder.
2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
3. Please adjust the cutting condition when the overhang length is longer.
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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AYIT7-A—=FF T AWK

Square - Corner Radius Type

PXVC

WNEI R BEER cutting Conditions

AYRZBRAIT RV PXVC BYIEI sotmiing L/D=5

—RIEERH - kR - K A% -TR# ATV LA REHE il - FEE20EX)
WEIA Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SHE BlEREE E)RE [Bl¥REE RY)EE [Bl¥RE RYEE Bl 3RE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min") (mm/min)
10 4,780 960 3,820 770 3,180 640 2,390 480
12 3,980 800 3,180 640 2,650 530 1,990 400
14 3,410 680 2,730 550 2,270 450 1,710 340
16 2,980 600 2,390 480 1,990 400 1,490 300
18 2,650 530 2,120 420 1,770 350 1,330 270
20 2,390 480 1,910 380 1,590 320 1,190 240
22 2,170 430 1,740 350 1,450 290 1,090 220
25 1,910 380 1,530 310 1,270 250 950 190
32 FEHESR (D LUV /=8) Not recommended (due to the large number of flutes)
AR < < <
Depth of Cut Ap=0.5Dc ap=0.4Dc ap=0.3Dc

AY R/ IR PXVC BYIEI siormiing 5<L/D=6

—REAEE R - BRI - ShEk A2 -TEH ATV LA AEH AEM-FEE2GER)
Ers b Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Y EYIEL SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SZ EI85E XV EE [BlERR E XV EE [BlERR E XV EE BlER® E XV ERFE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-") (mm/min) (min-) (mm/min) (min-) (mm/min) (min) (mm/min)
10 3,820 770 3,190 640 2,550 510 2,070 420
12 3,190 640 2,660 540 2,130 430 1,730 350
14 2,730 550 2,280 460 1,820 370 1,480 300
16 2,390 480 1,990 400 1,600 320 1,300 260
18 2,130 430 1,770 360 1,420 290 1,150 230
20 1,910 390 1,600 320 1,280 260 1,040 210
22 1,740 350 1,450 290 1,160 240 950 190
25 1,530 310 1,280 260 1,020 210 830 170
32 BEI Y VEDHEBE TR ZRRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
ARE < < <
Depth of Cut ap=0.5Dc ap=0.4Dc ap=0.3Dc

1. M. RV HSBMEOHBDEEDBNEDEEATI,

2. PPARE MBI S EARRICKY. BiRRE. XUREERE T,

3. RHLEDPRLDHAE. CVOUARELPIRVETOT BERE. EVRE, TARSZRBT S0,

4. PIHIRAR. RV AFEDS DY v IRIVE (PXMZ) DRHELREIINY RER (L) ZMA RELREEZEBLIEEZLTTE,
1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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Ay FRIBR IR PXVC

5§ﬂ]ﬁ“ Slot Milling 6<L/D=7

—iRiEE R - kR - K A% -THE# ATV LA REHE HE#R-F2 AR (ER)
WhEIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FaSES [EIE7pt ;-3 RYEE Bl 3R3E RYEE [EI35RE XV RE [Bl3R®EE XV EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
10 3,190 640 2,550 510 2,230 450 1,910 390
12 2,660 540 2,130 430 1,860 380 1,600 320
14 2,280 460 1,820 370 1,600 320 1,370 280
16 1,990 400 1,600 320 1,400 280 1,200 240
18 1,770 360 1,420 290 1,240 250 1,070 220
20 1,600 320 1,280 260 1,120 230 960 200
22 1,450 290 1,160 240 1,020 210 870 180
25 1,280 260 1,020 210 900 180 770 160
32 BE Y IEDHMERTIE. RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
hHARZ < < <
Depth of Cut adp =0.3Dc dp=0.25Dc Ap=0.2Dc

1. . RIS EBIMDDH BEEDBVOENEIEATEL,

2 PPARE. BB FEARRICKY. BERRE, RUEEZAE T,
3. RULEARLLZBEIE. VOUPRELPIAYETOT BEmRE EVRE, PARSZRHET XL,
4. HIRAE. RIVAHEAD SO+ IRV (PXMZ) DRHELREICNY RER (L) ZMA ZRELREZEBLIBEZLTTE,
1. Use arigid and precise machine and holder.
2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.
3. Please adjust the cutting condition when the overhang length is longer.
4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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AYIT7-A—=FF T AWK

Square - Corner Radius Type

PXSM

WNEI R BEER cutting Conditions

PXSM fAIEEIHE] side miing L/D=3.5

—RIEERE - kR - K A% -THE# A7V LA AEH HE#R-FL AR (ER)
WhEIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel* =1 718
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) S ) ”Z (Wet)
Material $5400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V e g
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
HE | I | BEREE | XUERE | BEHEERE | XURE | AEERE | XURE | BERE | XURE | BERRE | XUERE
Mill Dia. | Flute Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
10 6 5,730 2,070 4,780 1,440 3,820 1,150 3,190 960 1,910 420
12 6 4,780 1,730 3,980 1,200 3,190 960 2,660 800 1,600 350
16 6 3,590 1,300 2,990 900 2,390 720 1,990 600 1,200 260
16 8 3,590 1,730 2,990 1,200 2,390 960 1,990 800 1,200 350
20 10 2,870 1,730 2,390 1,200 1,910 960 1,600 800 960 350
25 10 2,300 1,380 1,910 960 1,530 770 1,280 640 770 280
R =0.5D =0.5D =0.3D
PIARE Adp=0.5Dc Adp=0.5Dc Ap=0.3Dc
Depth of Cut Q2e=0.05Dc 2e =0.02Dc 2e =0.02Dc

1. . R LB B ZEEOBVEDETEATEL,

2. PPARE MBI S EARRICKY. BERRE, XUREEZRE T,

3. RHLENRLDHEAE. VOUARELPIARVETOT MERE. EVRE. THARSZRBET 0N,

4. IHIRMAZ. RIVAFREDSDS ¥ IRIVE (PXMZ) DRHELREIINY RER (L) ZMARELREEZEBLIEEZLTTE.
1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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571K

Roughing Type

PXNH/PXNL

.mﬁ“%{#gﬁi Cutting Conditions

PXNH- PXNL fIE I8 sicemiing L/D =<3.5

Wl 253
Work

SR

Cast Iron
Carbon Steel

\EICHE] FC250

a&#E
Alloy Steel

Eict R AC % 1(- )
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

ATV LA
Stainless Steel
SUS304

FASES HEEE | XURE | BERE | XYEE | BEHEERE | XURE | ERRE | XURE | BREERE | XUEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
10 2,860 720 3,820 840 3,180 520 2,860 350 2,550 280
12 2,390 600 3,180 700 2,650 440 2,390 290 2,120 230
16 1,790 620 2,390 720 1,990 450 1,790 300 1,590 240
20 1,430 660 1,910 760 1,590 480 1,430 310 1,270 250
25 890 450 1,270 560 1,020 340 890 220 760 170
YBAEE adp=0.5Dc adp=0.5Dc
Depth of Cut Ae=0.3Dc ae=0.2Dc

PXNH-PXNL &8l siotmiing L/D =<3.5

WEI ek
Work

RRH

Cast Iron Carbon Steel

Material FC250

A&
Alloy Steel

AEE - TUN— N8 (RED
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

ATV LA
Stainless Steel
SUS304

SE BERE | ZYRE | ABERE | XUYRE | BERE | XUERE | BERE | XUERE | BHBEERE | ZURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min) (mm/min) (min) (mm/min) (min") (mm/min) (min) (mm/min) (min) (mm/min)
10 2,230 360 3,180 450 2,550 270 2,230 170 1,910 130
12 1,860 300 2,650 370 2,120 220 1,860 140 1,590 110
16 1,390 320 1,990 400 1,590 240 1,390 150 1,190 120
20 1,110 360 1,590 450 1,270 270 1,110 170 950 130
25 760 280 1,150 370 890 210 760 130 640 100

1. #. R AEBIEOH D BEOB VS DE AT,
2. PHARE. HWMBIESFEARKTIC K, BERE, ZVEEEAE T,

3. RELEBDPRLGDIZAIE. CVUPRELPIARVETOT BIERE. XURE. IARSZHBET 0\,
4. PIHIRME, RV SRED S D v VRN (PXMZ) DRELREINAY RER (L) ZMAZRE LRSS ZEBLUZBEEZLTTEL,

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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A—F ST AR

Corner Radius Type

PXRE

WNEI R BEER cutting Conditions

PXRE L/D=3.5

- — S - kRN - 85 A€M - TEM R ~ 5 5
wEAr \2%%77? iﬂ Jsx%ﬂ? ikl IV EIsﬁ s |§{s] | ﬁgﬂﬂ(ﬁ?— :%;RC) AR FAE
Work flo Steel: Carbon Steel* Cast lron oy Steel: Tool Stee 4 -3 Hardened Steel Hardened Steel
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD Hardened Steel- Pre-hardened Steel (45 ~ 55HRC) (55 ~ 60HRC)
(~ 750N/mm3) (~ 30HRC) SKD, NAK80, HPM50
SE BEEE | EURE BliEE | EURE EEEE | EUERE BEEE | EUERE BEEE | EURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min”") (mm/min) (min) (mm/min) (min) (mm/min)
10 6,370 12,800 4,800 7,800 3,900 6,000 3,300 4,100 2,800 2,700
12 5,310 10,700 4,000 6,500 3,200 4,900 2,700 3,300 2,300 2,300
16 3,980 12,000 3,000 7,700 2,400 5,900 2,000 3,900 1,700 2,500
20 3,190 9,600 2,400 6,500 1,900 4,900 1,600 3,300 1,400 2,200
. Ap=0.1xI—F%E&(r) Aap=0.05xJ—F%&(r)
ARE Corner Radius Corner Radius
Depth of Cut
de=0.3Dc ade=0.3Dc

1. M. RV HSBEOHDBENBNEDEEATE,

2. AR B S ERARRIC K. BEEE. X EEERHET L,

3. RHLEDPRLLDHAE. CVOUHARELPIARVETOT BERE. EVRE. TPARSZRBT S0,

4. PHIRER. RIVAFEEDSDY v IRIVE (PXMZ) DRELREIIAY RER (L) ZMA REUREEZEBLIEEZLTTE.
1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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A—F ST AWK

Corner Radius Type

PXDR

.mﬁ“%{#gﬁi Cutting Conditions

PXDR-P L/D=5

s —RIEERM - R - $53K A& -TEH A7V VA - HEH HEE
Work Mild Steel Carbon Steel* Cast Iron Alloy Steel:Tool Steel Stainless Steel* Hardened Steel Hardenned Steel
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD (45 ~ 55HRC)
(~750N/mm?) (~ 30HRC) (~ 45HRC)
SE [El¥R®EE RYEE [EI35RE XV EE [Bl¥RE RYEE [Bl¥REE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min”") (mm/min) (min) (mm/min) (min) (mm/min)
10 4,770 3,580 4,770 2,860 4,770 2,150 4,770 1,430
12 3,980 2,980 3,980 2,390 3,980 1,790 3,980 1,190
16 2,980 2,240 2,980 1,790 2,980 1,340 2,980 900
20 2,390 1,790 2,390 1,430 2,390 1,070 2,390 720
YHAEX ap=0.05Dc Ap=0.03Dc
Depth of Cut ae=0.25Dc ae=0.25Dc

PXDR-N L/D=5

. N .T8 = G _ 5
wHIH ag# TAM ATLLAM B B BHN
Alloy Steel* Tool Steel Stainless Steel- Hardened Steel
Work Hardened Steel Hardened Steel
Matorial SCM. SKT. SKS, SKD SUS304, SKD (45 ~ SEHR) (55 ~ COHRD)
(~ 30HRC) (~ 45HRC)
E [Bl¥R®EE RYEE [EI3RE XV)EE [Bl¥R3E EYEE [Bl¥REE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min") (mm/min) (min) (mm/min) (min) (mm/min)
10 4,770 3,580 3,820 2,290 3,180 1,150 3,180 950
12 3,980 2,980 3,180 1,910 2,650 950 2,650 800
16 2,980 2,240 2,390 1,430 1,990 720 1,990 600
20 2,390 1,790 1,910 1,150 1,590 570 1,590 480
YHAEX aAp=0.03Dc ap=0.02Dc
Depth of Cut Ae=0.25Dc Qe=0.2Dc

1. #H#. AL A ZAIEOHDBEDBNEDEIFEATE.

2. HARE B SFERIKRIC K, BEmEE., X REZRHBETELN,

3. RELEARLLGDBEI. VOUHPRELPITLBYETOT BERE. EVRE, IARSZRHBET I,

4. HIREE. RV LREADSD> v IRV E (PXMZ) DRELREIINY RER (L) ZMARELREZEBLIEEZLTTE0.
1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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R=ILH

Ball Type

PXBE

WNEI R BEER cutting Conditions

PXBE-P L/D=5

—iRiEE R - R - K 448 TS ATV LA REHE REH-FEUAEE
WEIA Mild Steel- Carbon Steel All nSt‘ LT *l‘St | Stainless Steel Hardened Steel
Work Cast Iron SCOI\)/II ST;?I' SEE SKeg Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 '(N 36HRC') SUS304, SKD Ti-6Al-4V
(~750N/mm?) (~ 45HRC) (45 ~ 55HRC)
SE Bl 35RE XV)EE [Bl3RE RYEE [Bl¥REE RYEE [Bl3R®EE XV EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min”") (mm/min) (min) (mm/min) (min) (mm/min) (min™) (mm/min)
10 4,770 2,150 3,820 1,720 3,180 1,430 3,180 950
12 3,980 1,790 3,180 1,430 2,650 1,190 2,650 800
16 2,980 1,340 2,390 1,070 1,990 900 1,990 600
20 2,390 1,070 1,910 860 1,590 720 1,590 480
AR ap=0.07Dc ap=0.04Dc
Depth of Cut P f=0.15Dc P f=0.1Dc

PXBE-N L/D=3.5

—iRiEE R - KR - HEK 448 -TESE ATVVASH - FHEH HEH-FEVER
WHIA Mild Steel- Carbon Steel Al nSt‘ T *l‘St | Stainless Steel Hardened Steel B
Work Cast Iron SCOI\)/II ST(?' SE‘; S:Ee) Hardened Steel Titanium Alloy (Wet) Hardened Steel
Material SS400, S55C, FC250 '(N 3(I)HRC') SUS304, SKD Ti-6Al-4V (55 ~ 60HRC)
(~750N/mm?) (~ 45HRC) (45 ~ 55HRC)
SE BEEE | EURE BEEE | EURE EEEE | EUERE BEEE | EUERE BEEE | EURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min”) (mm/min) (min”") (mm/min) (min”) (mm/min) (min) (mm/min)
10 7,960 3,580 7,960 3,580 6,370 2,290 4,770 1,430 3,180 480
12 6,630 2,980 6,630 2,980 5,310 1,910 3,980 1,190 2,650 400
16 4,970 2,240 4,970 2,240 3,980 1,430 2,980 900 1,990 300
20 3,980 1,790 3,980 1,790 3,180 1,150 2,390 720 1,590 240
AR ap=0.05Dc ap=0.04Dc ap=0.03Dc
Depth of Cut P f=0.15Dc Pf=0.1Dc P f=0.05Dc

1. . R ZEBIEDOH ZBEDOEVEDEEATEL,

2. PHARE . MBI SFERIRRICKY . BERRE, XY REZRFET 0N,

3. RELEBHPRLZHBEIF. CVVUPRELPIARYETOT. BERRE. XVRE, YIARSEFHBET S0,

4. PIHIRME. RV ZRED S DL v IRV A(PXMZ) DRELREICAY RER (L) EMAFZRE LR ZRBLAREEZLTTIEL,
1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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A=V

Ball Type

PXBM

.mﬁ“%f#gﬁi Cutting Conditions

PXBM L/D=3.5

—RIEE R - KR - Sk A2 -TEH ATV LA REH HEW-FL2EE(GEX)
Wl Mild Steel* Carbon Steel Alloy Steel Stainless Steel Hardened Steel AEH
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet) Hardened Steel
\EICHE] SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V (55 ~ 60HRC)
(~750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SE BEEE | EUERE BEEE | EURE BiEE | EURE BIERRE | XWERE EEEE | EYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min") (mm/min) (min) (mm/min) (min”") (mm/min)
10 7,960 4,770 7,960 4,770 6,360 3,050 4,770 1,910 3,180 640
12 6,630 3,980 6,630 3,980 5,300 2,540 3,980 1,590 2,650 530
16 4,970 4,480 4,970 4,480 3,970 2,860 2,980 1,790 1,990 600
20 3,980 3,580 3,980 3,580 3,180 2,290 2,390 1,430 1,590 480
THARE ap=0.02Dc
Depth of Cut Pf=0.05Dc

1. . R LB H D BEOBVEDEIEATEL,

2. PHARE . EWBIMFERRRIC K. BIRERE, X REZHBET LN,

3. RELEPRLLZBERF. VOUPRELPIKLYETOT BERE XV RE. ARSI ZRHET L,

4. MEISRMAE. RV LREAD DD v IRIVE (PXMZ) DERHELUREICAY K2R (L) EMA ZRELREERBLISBREZLTTEL,
1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the depth of cut is large or when machines with low rigidity are used.

3. Please adjust the cutting condition when the overhang length is longer.

4. Please consider the overhang length as the total length of replaceable head and overhang length of shank holder.
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.’JDI?_ 9 Cutting Data

[PXSE]IWA1.6{ETTRE1/5

NEBFII:IIJ’JI]I"' 1.6 times durability and 1/5 of tooling cost achieved in parts machining

Ay K : PXSE200C20-04R010
ERATHR Head

. fhtt#BREY Y RT3V
Tool RIVA : PXMZ-C205520-5120 Competitor's Solid Carbide End Mill

Holder

AP $®20XR1 4%

Size Flutes

mIT—% AR

Work Machine Parts

i)

Work Material S25C

NI i _

Cu;*t\JnJ;S?eed 60m/min (1,000min"")

‘F%UEE 400mm/min (0.Tmm/t)
eed

GBI % -

Cutting Method Slotting

THARE

Depth of Cut ap=3mm ae=20mm

LR

Coolant

IR LB e

Water-Soluble

{3 Rt #wH~=>J+>5%(BT50)

Machine Horizontal Machining Center

MI7—o% 518 3@
PCS PCS

7 — 2 1{E%7= ") O T 8% ()

Tooling cost per unit

2 3 4 5

L

fthst #BHE
JUYR
Competitor's
solid carbide tool

VYUY RIRIZHU1.6EOMA. T—71MARLYDOIREN1/5EK D7,

The tool achieved 1.6 times durability. Tooling cost per unit was reduced to 1/5.

[pXVC] ﬁﬂlﬁ*ﬂé, ﬂﬂlﬁfg%(:‘/ U v I\I,Eg;u %)E&? Achieved better surface roughness and accuracy versus competitor

Ay K 1 PXVC220C20-04R005
@ATE  Head
Tool KV PXMZ-C205520-L150L
Holder

RV UY RIVRIIL

Conventional Solid End Mill

RS

Size

22 X R0.5 ®20

Gl )

Work Material SKDé1 (4OHRC)

?ﬁﬂfﬁed 50m/min (723min") 50m/min (796min)

f_::jﬁg 300mm/min (0.104mm/t) | 60mm/min (0.019mm/t)

leabdcs fEmT

Cutting Method Side Milling

PIARE ap=17.6mm (0.8D) ap=88mm (4.4D)

Depth of Cut ae=0.05mm ae=0.05mm
zL(ET770-)

L
Co

Air Blow

fE TR

Machine

iy~ =>4+t % (BT50)

Vertical Machining Center

[PXSM] BXEIC EUINTEESE 2 {5

HERVVYRIV R
Conventional Solid End Mill

Ra=0.11pm Rz=0.8pym Ra=0.77pm Rz=5.0pm
MIE/E=12pum fFHh=3pm MIEZE=18um FHh=10pm
Torelance Fall Torelance Fall

PXVCIEHRDV Uy RTREFR—MIgERTYUYRIRKVEREFR
MIBECNIEBSEZTIIENTEL.

PXVC achieved better accuracy and finished surface in same machining efficiency versus
the competition.

~7l/_ F’JHI"" The multiple edge design helps double efficiency in the milling of blades

A R :PXSM160C16-06R005
#RAIR Head

Tool RIVE : PXMZ-C165516-L130CS
Holder

st HEIH Y &

Competitor's Radius Cutter

Y4 X ®16xR0.5 63X

Size Flutes

$16xR2.5 23

Flutes

BEI—TA> T Y=}

Coated Carbide Insert

#iE

Crados XP3225

1) 13Cr#iZ &
Work Material Equivalent

L= E

Cutting Speed 125m/min (2,500min"")

EWEE 690mm/min (0.046mm/t)

Feed

350mm/min (0.07mm/t)

THARE

Depth of Cut ap=1mm ae=0.25mm

LR

Coolant

ElL(T770-)
Air Blow

FHUET7YTOHLWMEETFIRICEVWT DY ZEPXSMIC

fE R

Machine

vy 23] S am gy b

5-Axis Vertical Machining Center

EEIHIETMIREERI 2B o7,
In finishing operations with settings that are difficult to modify, switching to the
Phoenix Radius Cutter can double milling efficiency.
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[PXNH] Z;%U - F@&w%‘:&‘)s 1&;&ﬁ®bul&;iﬁ The variable lead enables low-resistance machining

EFRAIR

Tool

Y14 X

Size

WHI

Work Material

DRI E

Cutting Speed

EEE

Feed

YIEIE

Cutting Method

PHARE

Depth of Cut

N

Coolant

{32 AR

Machine

oA > FEF TN

747X A B

Competitors' indexable
roughing cutter

Ay R : PXNH200C20-04C006

Head

AV A PXMZC205520-5120
Holder

$20 4%

Flutes

20 6%

Flutes

S50C

100m/min (1,590min"")

450mm/min (0.07mm/t) | 450mm/min (0.047mm/t)

ELE

Slotting

ap=6mm, 8mm, 10mm

ElL(T770-)
Air Blow

M~ =2t &(BT40)

Vertical Machining Center

[PXNL] %Y

3,000 }—

T

B o500

S

<

2,000

PIHE L E ~ Bk fE~

— PXNH Cutting resistance - maximum values -
- fthitdm A
Competitor /I
{4t B
Competitor

1,500

/

Cutting Resistance Z

/

1,000
0

6 8 10
YhARS (ap) (mm) Depth of Cut

it @&k 20% LU EDIRAEEERTHIENAREE LD/,

The resistance value can be reduced by more than 20% from the competitors' products.

ERIR

Tool

Y4 X

Size

WHIF

Work Material

YIHERE
Cutting Speed

EEE

Feed

L IDR 3

Cutting Method

HARE

Depth of Cut

LN

Coolant

{3 PR

Machine

Ay R 1 PXNL200C20-04C006 okt > FF YT
Head | 747X A B
RIVA PXMZC20S520-5120 Competitors' indexable
Holder roughing cutter
®20 6%
Flutes

S50C

120m/min (1,910min")

764mm/min (0.1mm/t) | 764mm/min (0.066mm/t)

fAIE I
Side Milling

ap=10mm (0.5D) ae=6mm (0.3D)

ElL(T770-)
Air Blow

AW~Y =2t %(BT40)

Vertical Machining Center

fhttan A

Competitor

fthttdn B

Competitor

otk fh &Y 25 L EOWAZ KR,

More than twice the durability of the competitors' products.

PX
(FIHIEERES
After milling

ftbdt & B (SIHIEERE22.4m)
Competitor After milling 22.4m

ftbdtd A (SIHIEERESS.6m)
Competitor After milling 33.6m




.’JDI?_ 9 Cutting Data

&V INTEERE1.8F

A R :PXRE200C20-06R030

Head

RIVK : PXMZ-C205520-5120
Holder

ARSI F AN YR
BEI—T T Y=}
Competitor's High Feed Radius
CutterCoated Carbide Insert

Y4 X ®20xR3 63X

Size Flutes

$20xR3 23

Flutes

HHI

Work Material

SKD61 (43HRC)

NI E

Cutting Speed 230m/min (3,700min")

120m/min (1,900min"")

ERE

Feed 6,700mm/min (0.3mm/t)

3,700mm/min (0.8mm/t)

THARE

Depth of Cut 0.4mm

0.5mm

ENHIE

Width of Cut 10mm

K3

Coolant Air Blow

ElL(T770-)

fE R

Machine

#H =7+ 52(BT50)

Horizontal Machining Center

fait@E) ST AN Y A TR BUREAANLETOTSLZFERLT S,
FRIBTORZRHVELSREL TV BRELI—FRBIROPXRETIE.
HIWERLDADP BRI TOMIBHIREL, ZTOL TEFH. MIHEED

mEL7.

NQEEEFﬁIfEN The multiple edge design helps increase efficiency by 1.8 times in die mold roughing processes

FRIBOEEXYIITAHY XEPXREIC
BEXMABIETMIAER.81F

By replacing the high feed radius cutter with the PXRE,
milling efficiency can be increased by 1.8 times

With high feed radius cutters, a simulated R value is inputted in the program
during rough milling, resulting in large amounts of uncut areas. In contrast, with
the high precision Corner R form PXRE, there are fewer uncut areas, which reduce
the load of the next process, thereby increasing tool life and the precision of cut.

K’?’L\L/D=7T:E)§E7JUIE¥EE Stable machining was achieved in easily chatter L/D=7

Ay R :PXDR160C16-03R030-P
Head

#RAIE X fiktam A, B
Tool RIS PXMZ-C165516-L135CS Competitor

Holder
Y4 X ®16xR3 3¥M ®16xR3 43X
Size Flutes Flutes

HHI

Work Material NAK80 40HRC

IR E

Cutting Speed 30m/min (597min")

BYRE

= 537mm/min (0.30mm/t)

537mm/min (0.22mm/1)

IHIA %

Cutting Method

LFmT
L-shaped machining

THARE

Depth of Cut

ap=0.4mm (0.025Dc) ae=8mm (0.5Dc)

IRRHLE

Overhang Length 112mm (L/D=7)

L)

Coolant

ZL(Z770-)
Air Blow

fE FITEH

Machine Vertical Machining Center

A=t &2(BT40)

PXDR-Piftstt & LB L T OV I HNEL O—=FHWICHEWTH

REFGMIEAFELSNIE,

PXDR-P achieved fair finished surface with less chattering at the corner of work

versus the competition.

35

flodtdh A

Competitor

fta4t & B

Competitor




YXRFLL/D=7 TORIKRICH T

téiiﬁ, Long tool life was achieved machining in L/D=7, which chatters easily

Ay R :PXDR160C16-03R030-N

el fhitf A, B
VA PXMZ-C165516-L135CS Competitor
Holder

AP $16xR3 3% $16xR3 4%

Size Flutes Flutes

WHI

Work Material SKDé1 (40HRC)

YHIEE ; .

C.umnts?eed 120m/min (2,387min")

EURE 2,149mm/min (0.30mm/t) | 2,149mm/min (0.22mm/t)
YHEIAE SE@EMT

Cutting Method Face Milling

PHARE

Depth of Cut ap=0.4mm (0.025Dc) ae=8mm (0.5Dc)

IARHELE

Overhang Length

112mm (L/D=7)

L

Coolant

#L(I770-)
Air Blow

W (FEIEEFENR Ve=0.2mmE T DY) HIEEEE (m)

Cutting length to reach frank wear width of Ve=0.2mm

200 400 600

800

fhttan A

Competitor

fhttsm B

Competitor

{3 PR B

Machine

I~ =T+ 42(BT40)

Vertical Machining Center

PXDR-N&fth#t @D 2F L LD AKEDF SN,

PXDR-N was capable to achieve twice the durability versus the competition.

[PXBE'P] Iﬂ%tﬂ LEQEL ‘Eﬁﬁ?ﬁbﬂll:fib \Tl13uxtﬂ§®PXBE-Pb‘ﬁﬂ The 3-flutes PXBE-P was more capable versus 4-flutes in machining work with complicated shape

Ay R 1 PXBE160C16-03R080-P
Head

#RAIE . fbtts A, B

Tool RIS PXMZ-C165516-L130CS Competitor
Holder

VAP R8 4%

Size Flutes

WHIF

Work Material SKD61 (40HRC)

EIEI=ERE

75m/min (1,492min’)

EEE

Feed

224mm/min (0.05mm/t) | 298mm/min (0.05mm/t)

THARE

Bepth of Cut ap=0.8mm (0.05Dc) @ae=2.4mm (0.15Dc)

ISZHLER

Overhang Length

78mm (L/D=4.9)

LN

Coolant

ElL(T770-)
Air Blow

{3 At A~ =Tt 2(BT40)

Machine Vertical Machining Center

BANAEBDZMIICEVTIEIHITHBPXBE-PHUVYIC
KLKLCIRBREH DL,

The 3-flutes PXBE-P was less damaged versus the competitors’ 4-flutes tool by
machining wok required paths with acute angles.

fodtd A

Competitor

ftbitdn B

Competitor
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.’JDI?_ 51 Cutting Data

[PXBE-N] YUy FHh5NEEHEZTIREHNR

NQEhuIN Tooling cost reduced by switching from solid tools in die casting machining

Ay R : PXBE160C16-03R080-N

Head

fhtBIEY Yy RITE
Competitor's solid carbide tool

AV A PXMZ-C165516-L130CS

Holder

I;% (i‘j‘tt) Tooling cost

R8 4%

Flutes

R8 3X

Flutes

A )

Work Press Dies

WHI

Work Material SKD11 (60HRC)

IHIEE . o

Cuttm?S?eed 90m/min (1,800min™)

f‘%ﬁg 810mm/min (0.15mm/t) | 810mm/min (0.11mm/t)
lerde EvomT

Cutting Method Pick Milling

THARE

Depth of Cut ap=0.32mm ae=0.8mm

LT3

Coolant

IR e

Water-Soluble

ftht EBHE
VUM

Competitor's

{5 ARG

Machine

A<=t %(BT40)

Vertical Machining Center

solid carbide tool

PHIRE

Milling Length 330m

[PXBE-N] 1 F%HTNHS5NDEEIRATHRUP

PIHIRE330mM. VY RERFDMIERZXRR. TREIZ1/4EL 07

PXBE-N achieved the same machining efficiency and the cutting length of 330m as the solid end
mill.

~7’§*§%K”EI~ Machining efficiency improved by switching from indexable tools in welding parts machining|

ma\ﬂﬁ Fﬂﬁ (ﬁ) Durability (min)
20 40

60

Ay K : PXBE200C20-03R100-N fbkt A > 7B T
it fEEFAR=IIV I
RIVA - PXMZ-C205520-L150CS Competitor's indexable
Holder finishing ball nose end mill
R10 23X
Flutes

AL HANEE

Die-casting Die

I SKD61 (52HRC)+ BRI

Work Material Weld overlay

YK E : .

Cunmgs?eed 75m/min (1,200min"")

RO 420mm/min (0.12mm/t) | 420mm/min (0.17mm/t)
YIHIAE EvomT

Cutting Method Pick Milling

THARE

Depth of Cut ap=10mm ae=1Tmm

ftast

LR

Coolant

RL(z770-)
Air Blow

Competitor

AT

Machine

K= 22 (BT50)

Horizontal Machining Center

37

otk A > FEYTNICH L A2BOWAP T ONL. TERBBESHASN.
KigiaER UP D RIREE KR DT,

Twelve times durability was achieved than the competitor indexable tool. Machining efficiency was
highly improved, which was partly due to the shortened tool-change time.



[PXBM] NAK80 @1@34@7][11(33% ‘) ii‘) @E‘(“@tt&) NAK80 machining at slope surface (comparison in the same feed rate)

Aw K :PXBM160C16-06R080 0.1
fiFﬁIEL Head .
Tool ?ﬁ&ﬂMMZO6$%SmO —e—PXBM (6F Vi=2,670mm/min)
older Flutes
; 0.08}— . =
YA R8 63 —=— {tht A (4% VE=1,910mm/min) — a
Size Flutes Competitor Flutes
Wl it @B TEYTINIE)
Work Material NAK80 (40HRC) = 0.06 }— Competitor  Indexable tool
y i (2 V#=960mm/min)
gjgtﬁtlwlngﬁgfeed 200m/min (3,980min™) \r,zs:]) Flutes
1LY 0B § 004
Food Per Tooth 0.12mm/t é
<
YIHIA = EvomT 3
Cutting Method Pick Milling =
0.02
YA RE _ _
DE; out ap=0.32mm Pf=0.8mm
DAl #ZL(T770-) 0 . . : . . .
Coolant Air Blow 0 50 150 300 500 1,000 1,250 1,500
{5 AT AR #we~>=>J+t>%(BT50) " -
Machine :{onzonta\ Machining Center YIEIR & (mm) Milling Length
TEA)Y MEKBEROTY 7 BhERARICKYBEFEGHERR ftbkt A ik B
Ui PXBM(1,500m) (1,500m) (1,250m)
o Competitor Competitor

Materialized by more cutting edges for better productivity, longer tool life with
superb durability.

. ﬁfif”’*"ﬁ Tightening procedure

~

I B
@{&ﬁw Initial Tightening
Fimed

©F. 3 1.

Final Tightening

@i%*isﬁ' Cleaning
ANY R YU BEBOII.

BhaEEY Tighten by hand BERANFTHDD
Remove dirt and chips from the connecting I/ir%}?wtcehn with a spanner

thread and shank

FERALEDEE
Cautions during use
AY RRERIIPXMEBRAANT ZZERATEV(HRANTEERATEELA).
HRESITMLIIEp. 21EBRT X0,
AYRES Y TRV EDHAP L ETHDRAATTEN, BREPEVEZZERBT I,
R ERET S EMAIPELGYRESEDRIRDUREDIHIET. BREIELEVTTZO,
ANFTEAY ROPIRZICEDERAL. BEBEABICO >V ERBESETIEATEL.
- Only use the spanner wrenches that are designed specifically for the PXM (p.21) for attaching PXM heads.
Please do not use alternative spanner wrenches sold on the market as a replacement.
- Please refer to p.19 for tightening torque.
- Please tighten until the head and the shank holder faces meet. Confirm that there is no gap.

- Degreasing the connecting thread may result in over tightening or a possible separation of the faces. Please do not degrease.
- Please make sure that the spanner wrench is inserted properly and turn it slowly during use.

BR&L

Without gap

Confirmation
REDSEONEEZHER
Confirm that there is

no gap
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AYRFBERXIVRIN PXMERaLY S

Collet for PXM Exchangeable Head End Mill

PXMC

H &

Features

B PXMC aVvy MEE
PXMC Collet Features

OMNBE2I=0T82TSH
BRLISEEZOHNYSTHIHEE

Powerful chip evacuation even on small machining center

O mORHUA ATEEIC U7,
Atk UP ERBODEER/NT /A

The reduction of overhang length improves rigidity and
rotational balance

O SBBAYRNI)I—2ay
CAF =W, ATVLAR. PIVIICHS
DS EFE TRV T ZRHEIC
A wide variety of exchangeable heads

- Suitable for steel, stainless steel and aluminum
- Wide processing range from roughing to finishing

O —FRIFIVFICEEN. bFTIVEFE

aby bOTBDHT
BWVARAMT7 =2

Greater cost performance compared to monoblock type holders,
only need to change the collet in case of trouble.

HPXM AYRFEER

PXM Exchangeable Head Features

)y BRI RINDREET - RiR. 3
JINY & EDLENR

solid carbide end mills are found in these exchangeable
heads.

-Various types are available to meet variety of machining
methods.

39

(PXMC IFArF¥a—ba17) (PEFFEE)

PXMC Collet Extra Short Type Conventional Combination

W + 7—/\ = ZERR
‘ELAEEBELZTER
HEAFNDOIENTEE : 0.015mmLIT
Ay RIETEE (5 m) £0.03mm

End Face + Taper = Double Face Clamping
-High rigidity and accuracy of tightening
-High precision of run out=0.015mm

T -High head replacing accuracy = £0.03mm

B4 BN TIC RS AT 8E \ ‘
All the knowledge and know-how acquired by designing

WEAVANZ.E %1
AYRDREHEHRIC
- TERIREFHOER

Applying buttress screw makes easy
and reduces time to desorb heads




. ﬂ?ﬂd’}’fﬁ Specification

-
"ﬁd\[\t\ N y I ‘lT

®Ds
®D-

; i
A i

L

FAWAR—IAFE

with Coolant Hole

ya—h
Short

IFAFSYa—b
Extra Short

ML BEY
Holder Type B

BfI:mm Unit:mm

A NERIFEEDH R Head + 22

Y—JVNo. =30)
EDP No. Designation PXVC 144+
Except PXVC ¢14,18, 22
P 012,16,20.25| 0% 50
7834001 PXMC-C1205 11.7 | 26 | 105 5 19.4 23 25 C12 12,400
. 7834002 PXMC-C1605 157 | 26 | 10.5 5 237 28.5 30.5 c16 12,400
I+AKSYa—b
Extra Short 7834003 PXMC-C2005 196 | 26 | 10.5 5 26.5 325 34.5 C20 12,400
7834004 PXMC-C2505 240 | 26 | 10.5 5 325 40 - C25 12,400
7834011 PXMC-C1230 11.7 | 26 | 355 | 30 444 48 50 C12 13,200
Ya—h 7834012 PXMC-C1630 157 | 26 | 355 | 30 48.7 535 555 c16 13,200
Short 7834013 PXMC-C2030 196 | 26 | 355 | 30 515 57.5 59.5 Cc20 13,200
7834014 PXMC-C2530 240 | 26 | 355 | 30 57.5 65 - C25 13,200

1. PXMCIZ[OSG PHOENIX PXM ) —=X]1DAY REBAL Y hTY.,

2. RYMTETEEAY K PXNH. PXNL. PXSE. PXSM. PXDR. PXRE. PXBE. PXBM

1. The PXMC exchangeable head is designed specifically for the “OSG PHOENIX PXM" series.
2. Applicable exchangeable heads: PXNH, PXNL, PXSE, PXSM, PXDR, PXRE, PXBE, PXBM.

. PXMC ﬁl',f\l\‘fjl:l :/J U V7:/Z7_'A ﬂ%—% Product Listing of PXMC corresponding to the HYPRO Shrink System

BfI:mm Unitmm

Y—JLNo. (2303 ~
EDP No. Designation IFAMZT3—b
Extra Short

8910000 BT30-SLK12-35 P30T-1(MAST) 38 45.5 70.5

8910001 BT30-SLK12-35 P30T-2(MAS2) 38 45.5 70.5
RILYBE 8910002 BT40-SLK12-45 38 55.5 80.5
Holder Type B 8910003 BT40-SLK12-75 38 85.5 110.5

8910005 A63-SLK12-75 38 85.5 110.5

8910006 A63-SLK12-135 38 145.5 170.5

1 AL ERETHEET I,

2. PXMC ALy MINA70¥aUr oAby N ARTLERBRENHYET,
1. Contact your local OSG sales representative for information regarding pricing.
2. The PXMC collet is compatible with the HYPRO Shrink Collet System.

HEERPMNILTCHTEEER)ERYET, Stock are categorized as C (Standard stock item). ‘
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ANy RFBRAIRIN

Exchangeable Head End Mill

PXVC+PXMC

WNEI R BEER cutting Conditions

fIELIE] PXVC + PXMC IFABRF23—BZA 7 sideMiling, PXVC+PXMC Extra Short Type
%M -TEHR

—RREE R - R - i

A7V LA AEH

B Faa%(EX)

WEIA Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm?) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SHE BlEREE E)RE [Bl¥REE RY)EE [Bl¥RE RYEE Bl 3RE RYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min") (mm/min)
10 6,690 2,070 5,350 1,650 4,460 1,240 3,320 870
12 5,580 1,720 4,460 1,380 3,720 1,030 2,760 720
14 4,780 1,480 3,820 1,180 3,190 890 2,370 620
16 4,180 1,290 3,350 1,040 2,790 780 2,070 540
18 3,720 1,150 2,980 920 2,480 690 1,840 480
20 3,350 1,040 2,680 830 2,230 620 1,660 440
22 3,040 940 2,440 760 2,030 570 1,510 400
25 2,680 830 2,140 660 1,790 500 1,330 350
32 BE Y IEDHELE TR . RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
tﬂﬁ;’;’ﬁé ap=0.5DC ap=0.5DC ap=0.5DC
Depth of Cut 8e=0.25Dc ae=0.12Dc 8e=0.075Dc
fIEEIE] PXVC + PXMC 23—BZA 7 SsideMiling, PXVC+PXMC Short Type

—RRIBIE M - R - S

AR TN

ATV LA - REH

AEM - FEAEGER)

W+t Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material 55400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm3) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
SE 0% % XV EE ElERE XV EE ElE55E XV)EE EE55EE XYEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min™) (mm/min) (min) (mm/min) (min") (mm/min)
10 5,730 1,490 4,590 1,200 3,820 970 2,550 750
12 4,780 1,250 3,820 1,000 3,190 810 2,130 630
14 4,100 1,070 3,280 860 2,730 690 1,820 540
16 3,590 940 2,870 750 2,390 610 1,600 470
18 3,190 830 2,550 670 2,130 540 1,420 420
20 2,870 750 2,300 600 1,910 490 1,280 380
22 2,610 680 2,090 550 1,740 440 1,160 340
25 2,300 600 1,840 480 1,530 390 1,020 300
32 BEI v IEDHER TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
AR X ap=0.5Dc ap=0.5Dc ap=0.5Dc
Depth of Cut ae=0.2Dc ae=0.1Dc Ae=0.05Dc

1. AR, MBS EARRICKY. BERRE., R REEZFHE TS,

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
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BYEI PXVC+PXMC IFABRF2a—BRA7 siotMiling, PXVC+PXMC Extra Short Type

—iRiEE R - kR - K A% -THE# ATV LA REHE HE#R-F2 AR (ER)
WhEIFF Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material SS400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm2) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
FaSES [EIE7pt ;-3 RYEE Bl 3R3E RYEE [EI35RE XV RE [Bl3R®EE XV EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
10 5,730 1,450 4,620 1,170 3,820 770 2,620 530
12 4,780 1,210 3,850 980 3,190 640 2,180 440
14 4,100 1,040 3,300 840 2,730 550 1,870 380
16 3,590 910 2,890 730 2,390 480 1,640 330
18 3,190 810 2,570 650 2,130 430 1,460 300
20 2,870 730 2,310 590 1,910 390 1,310 270
22 2,610 660 2,100 530 1,740 350 1,190 240
25 2,300 580 1,850 470 1,530 310 1,050 210
32 BRE YV VEDHMEETIR. BRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
AR < < <
Depth of Cut ap=0.5Dc Aap=0.4Dc Ap=0.3Dc

&YEl PXVC + PXMC

23—=BBA7 Ssiot Milling, PXVC+PXMC Short Type

—RIEE RS - kR - SRk AeH -THH# ATV LA AEH HEM - F A2 (EX)
E= b Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $S400, S55C, FC250 SCM, SKT, SKS, SKD SUS304, SKD Ti-6Al-4V
(~ 750N/mm3) (~ 30HRC) (~ 45HRC) (45 ~ 55HRC)
f ElEEE EV)EE B E55E B XVEE EEREE XVEE BI85 XV)EE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min”) (mm/min) (min”") (mm/min) (min”) (mm/min)
10 4,780 1,250 3,820 970 3,190 770 2,390 480
12 3,980 1,040 3,190 810 2,660 640 1,990 400
14 3,420 890 2,730 690 2,280 550 1,710 350
16 2,990 780 2,390 610 1,990 480 1,500 300
18 2,660 700 2,130 540 1,770 430 1,330 270
20 2,390 630 1,910 490 1,600 390 1,200 240
22 2,180 570 1,740 440 1,450 350 1,090 220
25 1,910 500 1,530 390 1,280 310 960 200
32 BEI Y VEDHEE TR RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
THARE < < <
Depth of Cut dp=0.5Dc Ap=0.4Dc Adp=0.3Dc

1. PHARE, MBI SFEARRICKY. BIRE. X REZRE T,

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
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ANy RFBRAIRIN

Exchangeable Head End Mill

PXNH + PXMC

.ﬂ]ﬁ“%{*gﬁi Cutting Conditions

fImEIEl PXNH 4+ PXMC IFAPTS3—PARA T sideMilling, PXNH+PXMC Extra Short Type

G- 7N~ N8 (RE)

bl i o] =gt ] Hardened Steel 7\_7_/1/7\%
Work Cast Iron Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel
Material FC250 arbon stee oy stee re-nardened stee SUS304
(Free-Cutting)
SME BEEE | EURE BliEE | EURE EEEE | EUERE FEEE | XUEE | BERE | XYRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min-) (mm/min) (min”) (mm/min)
10 5,160 1,440 6,840 1,670 5,720 1,060 4,300 520 3,050 320
12 4,300 1,200 5,700 1,400 4,770 880 3,580 430 2,540 270
16 3,220 1,240 4,280 1,430 3,580 900 2,680 450 1,900 280
20 2,570 1,320 3,420 1,520 2,860 960 2,140 460 1,520 300
25 1,600 900 2,290 1,120 1,830 680 1,330 330 910 200
32 BES Y IJEDHMAETIR. RRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
YIARX aAp=0.5Dc dp=0.5Dc adp=0.5Dc
Depth of Cut Ae=0.4Dc Ae=0.3Dc de=0.2Dc

fIEYIE] PXNH 4+ PXMC $3—B&A 7 side Milling, PXNH+PXMC Short Type

HhHEIH
Work
Material

Sk
Cast Iron
FC250

Carbon Steel

A&l
Alloy Steel

SRER - 7N~ N8 (RE])
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

ATV LA
Stainless Steel
SUS304

SHE BEEE | EURE BlEEE | EURE EEEE | EUERE BEEE | EUERE BEEE | EURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min-) (mm/min) (min) (mm/min)
10 4,300 1,300 5,720 1,510 4,760 950 3,720 410 3,300 300
12 3,580 1,080 4,770 1,260 3,970 790 3,100 340 2,750 250
16 2,680 1,110 3,580 1,290 2,980 810 2,320 360 2,060 260
20 2,140 1,180 2,860 1,360 2,380 860 1,850 370 1,650 270
25 1,330 810 1,900 1,000 1,530 610 1,150 260 980 180
32 BE Y JEDHAEETIF. RRTHL/D=5FTERWET Maximum length of L/D=5 in combination with the standard shank
. aAp=0.5Dc adp=0.5Dc adp=0.5Dc
AR
Depth of Cut Ae=0.4Dc de=0.3Dc ae=0.2Dc

1. PBARE, MBS ERRRICKY. BIRRE, X REEZFHE TS0,

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
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BYEI PXNH 4+ PXMC IFART3—PEA 7 siotMiling, PXNH+PXMC Extra Short Type

SEM - 7YUN— R (kD)

Wl ek s - ATV LA
Work Cast Iron c J;:iﬂsﬁt | A”u ﬁsitm | P Halrdedned zt;el | Stainless Steel
Material FC250 arbon Stee oy Stee re-hardened Stee SUS304
(Free-Cutting)
SE | EERE | XURE | EREE | 2UEE | BERE | XURE | BRRE | XUEE | BERE | XURE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min)
10 4,460 1,260 6,360 1,550 5,090 920 3,560 260 2,660 190
12 3,720 1,050 5,300 1,290 4,240 770 2,970 220 2,220 160
16 2,780 1,120 3,980 1,400 3,180 840 2,220 240 1,660 180
20 2,070 1,040 2,980 1,320 2,380 800 1,590 220 1,210 160
25 1,520 980 2,300 1,290 1,780 730 1,210 200 890 150
32 BRES YV JEDHBE TR ZRRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank
ThHARZ <
Depth of Cut ap=0.5Dc

BYEI PXNH 4+ PXMC £3—BZA 7 SsiotMiling, PXNH+PXMC Short Type

W
Work
\EICHE]

ek
Cast Iron
FC250

SR

Carbon Steel

a&#E
Alloy Steel

G- 7N~ R ()
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

ATV LA
Stainless Steel
SUS304

FASES BEEE | XURE | BRERE | XYEE | BHEERE | XURE | ERERE | XVEE BEEE | EUERE

Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min”") (mm/min)
10 3,350 1,080 4,760 1,330 3,820 790 2,890 230 2,280 170
12 2,790 900 3,970 1,110 3,180 660 2,410 190 1,900 140
16 2,080 960 2,980 1,200 2,380 720 1,800 210 1,420 150
20 1,470 890 2,190 1,150 1,800 760 1,310 200 1,020 140
25 1,140 840 1,720 1,110 1,330 630 980 180 760 130
32 BES Y IJEDHMAETIR. ZRRTHL/D=5FTERYET Maximum length of L/D=5 in combination with the standard shank

D:ﬂﬁ'ﬁ%ut ap=0.5Dc

1. PBARE B FEBRRICKY. BIERE. X REEZRHET 0.

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
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.’JDI?_ 9 Cutting Data

IEHIJ'E EL \) Tool Rigidity Comparison (by overhang length)
30 | H PXMC ab v b collet
' IFAMTVa—baq7
= - Extra Short Type
25t a._f .
2071 Ya—hE1T
E9)] e — __ Short Type
§
(N/m) 1.5 ¢ - —'E 0__ B '
i
B | ]
£ Y 88mm
g 10+ 100mm
B PXM AYR Head
+ PXNH
05 | y_
0 r
PXNH + PXMC PXNH + PXMC BEJUIRIVFIN
(LFAPSa3—hb) (3—hp) Solid Carbide End Mill
(Extra Short) (Short)

BV Y RIYRIVICHA, PXMCY a— &1 713 1.645. TFAMTY
3— RT3 IBEOERBIEZFDOLH. VUUHIBERTE. LULYIHIREZ
KHRTED. BRMEE. BHBNELREBNRE—AbE TRICKDEH
BEM - EREDRFRTREINBBMEDOZET MHICEVTIEBBEAS RS0
EDDPRELZIMIAAIRETH B,

In comparison to the solid carbide end mill, the PXMC short type holder
demonstrated 1.5 times the dynamic rigidity, while the extra short type holder
demonstrated 3 times the dynamic rigidity. Both had exhibited minimal vibration,
making them applicable to accommodate a wide machining range.

Chatter vibration is commonly caused by the lack of sufficient dynamic rigidity to
stabilize parts in a dynamic cutting force. Vibration can change as the result of a
change in force, a change in rigidity, or both. The greater the dynamic rigidity the
more machining stability can be achieved.

‘y_ U Vﬁﬁlﬂmlﬁﬁiﬁwﬁb\ Applicable Cutting Range Difference by Tooling Holders
W BT siot miling

Y)Y RIVRIN

N O TSR PXNH160C16-04C006 Solid Carbide End Mill

Head

PXMC-C1605 PXMC-C1630 S
aby =3 5 REIL Y
Co /,l\ (IFARTTa—h) (a—h) %f;eral CoHe|:
Extra Short Short
®16 4%
flutes
HHI
Work Material $50C
UL b3 BT
Cutting Method Slot Milling

THARE

Depth of Cut ap=8mm (0.5D)

#L(ITF770-)
Air Blow

L)

Coolant

M~ =T+ 2(BT30)

Vertical Machining Center

fE TR

Machine

%bﬂlﬂ]é’“ﬁﬁiﬁ Applicable Cutting Range of Slot Milling

BEPRZVEMITIR. RELOEWRA T TRERMIH
REE kD, IFANT I a—PRATORERGEBEY )Y TV
RIICHANB21% EVSHERDBON .

Short overhang length is ideal in order to achieve high-efficiency in heavy-

duty operations such as slot milling. The extra short type holder was able to
demonstrate 321% the efficiency versus a solid end mill tool.

012 |
& o010
E] PXMC-C1605
Y 0.08 (ITFART>a—N)Extra Short
2 PXMC-C1630
%é 0.06 (273 —M)short
2 ZHEOLY b

(mm/t) 0 04 General Collet
0.02
0 I L
50 100 150 200 250

YIHRE (m/min) Cutting Speed
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W fIEIT side milling

AN [ JPTS S
AN OISR IS PXNH160C16-04C006| H#/)FL/F)

PXMC-C1605 PXMC-C1630

W 5 W,
2N xERRSYa-—b (2= Rl A
Extra Short Short
®16 43
flutes
WHIAF
Work Material $50C
L IPR 3 RIEmMnT
Cutting Method Side Milling

PhARE

Depth of Cut ap=10mm (0.63D) ae=6.4mm (0.4D)

L

Coolant

HL(T770-)
Air Blow

{3 PR B AL

Machine

M~ =2+ %2(BT30)

Vertical Machining Center

ﬂ“ﬁf]ﬂlﬂ]ﬁ“ﬁﬁﬁ Applicable Cutting Range of Side Milling

PUSTHEESRS ITFAMTYa—h-Ya—haATHIC
RELEMIMERRER D, KYRBBELOEWIFANS
2a—hRATDED. @ERGETOMIICHEBEZ D7,

Although both of the extra short and short type holders were able to

achieve good chip evacuation, the extra short holder, which has the shortest
overhang length, is the most ideal for high efficiency machining.

0.30
PXMC-C1605
1 025 (ZFANTS 3—R)Extra Short
g PXMC-C1630
D] 0.20 (Z3—N)short
2 mEaL Yk
%@ 0.15 General Collet
&
(mmst) 0-10
€ 005
0 ! !
150 200 250 300

YIHRE (m/min) Cutting Speed

W FARINI profite miling

Ay N < JPTS S
: OIS PRFISNTY PXNH160C16-04C006| EFV YT T

PXMC-C1605 PXMC-C1630 :
abyh iy 3 FEILY b
Colet  (ZFARTSa—h) (¥a—h) General Collet
Extra Short Short
®16 43
flutes
HWEIM
Work Material 550C
EIA & AR T
Cutting Method Profile Milling

PhARE

Denth of Cut ap=8mm (0.5D) ae=4.8mm (0.3D)

L

Coolant

#L(T770-)
Air Blow

{3 PR B AL

Machine

M~ =2+ %2(BT30)

Vertical Machining Center

ﬂ?ﬁﬂﬂlﬂ]ﬁ“ﬁﬁﬁ Applicable Cutting Range of Profile Milling

BEVYYRIYRINTRNIAHODIDPZI—FEBTAER
VO EDPRELE, —FTPXMCIFANTYa—hk-¥3—
A T TRREMIA AR o7z,

For heavy-duty operations with significant load on the cutter corners, the

solid carbide end mill exhibited chattering while both the PXMC extra short
and short type holders were able to achieve stable performance.

V2

012
1
X o010 PXMC-C1605
e (ZHFABNZ 53— ) Extra Short
% 0.08 | PXMC-C1630
3% (23— short
Y 006 f ZEOL Y N
2 General Collet

(mm/t)

K] 0.04 -

0.02 -

0 1 1 1
100 150 200 250 300

YIHEE (m/min) Cutting Speed
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.'Eﬁﬁ?ﬁﬁ Performance Evaluation

HREDESLT— BTV T STRRENIZTHHA.
FROLS LB &7
AEN S TREER
ST EIYEIN--SRASRICRA
SCOS - 3 [0 XIS, DR MEEL

To machine a work piece (such as figure shown on right) at high-efficiency settings on a small-size machining center,
common problems include the following:

- Large diameter cutter: inferior in terms of sharpness and weight

- Small diameter cutter: Limited by output and efficiency

- Mid-size cutter: Ideal efficiency but expensive

X3 PXMCZEDCETEERMICHKI), RELREICEDMITNEREL. SETICRIINTREEERHLE.

Solution The PXMC was able to resolve the problem by reducing the overhang length, tool weight, while achieving highly efficient performance.

-I,%Eﬁﬁllﬁﬁ Features by Diameter Size

. - TRAYAXIY RINEAY KRR +PXMCICEE L HR
CERIK Problem) (SRR Solution) By changing Sold mid-size end millto xchangesble head end mil with PXMC collet

NEIVRIL IRLAX KEHVE AEHYE
Small diameter cutter Mid-size cutter Large diameter cutter

Large diameter cutter

= 4

Cost

e
Efficiency
REMT

Stability

VAN
O X
O A
O X

O=ETHRLY O=R\L A=Fi@ X=FL)
O=Very Good O=Good A=Fair x=Bad

O|O|0O| %

Weight

Weight

.ﬁf-ﬂ] U < f;’il‘:ﬂi" ;ooocm3 iT@?]ﬂIﬁﬁﬁt?ﬁfﬁﬁ%tbiﬁﬁ] Machining time and tool wear comparison after total chip emission of 1,000cm3/min.

U\t AN S D T I S5 PXNH160C16-04C006 ¢16 483 (A>T U 7ITH ¢32 480

Solid Carbide End Mill flutes flutes | Indexable Tool flutes

ALYy b FrYv s =DV TFvvy
Collet Chuck PXMC-C1605 Milling Chuck

Material - Size
(250x300%18mm) =
RIE IR T DEAZINT RIEYIHITDBIAZIT FEiRimT
Thrust side milling Thrust side milling Contour milling
P n=1,800min". Vf=5,370mm/min n=5,970min"", Vf=4,770mm/min n=1,900min"', Vf=600mm/min
Cutting Condion ap=9mmx2E&. ae=1.6mm ap=9mmx2E&.  ae=3.2mm ap=0.5mmx36E&. ae=16mm
Stages Stages Stages
LR
RHLEE 95mm 63mm 150mm
a 25.9cm®/min 173.3cm®/min 4.8cm®/min
38437#% 75178 208420%
38min. 37sec. 7min. 17sec. 208min. 20sec.
MAHIR HIHREEFE EFEX
Small Chipping Initial Wear Large Wear
VAN © X




.Emﬁﬂ Technical Data

. Hy{dtj'*" Mounting Procedure

rE

@ﬁﬁw(BT:;O) Initial Tightening @*ﬂw Final Tightening @iﬁ;ﬁ Cleaning

Al MRIVEDFEEEBA 2B/ L. ZLAT. ANFTHED B AY R, Oby MERBEOII FhERET.
TIAZY R&ERL. RFEEHT D, Tighten with a spanner wrench Regnov‘T dirt and chips from the connecting thread
and collet

XBT30LISHETRZZIZRTEL.

Make sure the fastening portion of the collet is clean then
insert it into the holder. Turn the pull stud to tighten.

*For models other than BT30 please refer to the
instructions below.

X BT30L}(9{~0)H§1{|‘HET="E Mounting procedure for holders other than BT30

@52 CABBICAELY
FalohEHmAT S,
XRUFETINAZY RN (9L L)
DFA. TWAZY REfRIF 7=
EETRIETRE.

Insert the hexagon socket wrench
into the pull screw hexagonal section.
*For pull studs with holes (¢6 or
above), it is operational with the stud
being attached.

@«‘y Fﬁ% Mounting the Head
FHHELE®E. PXMERANT THDS.

After screwing the head in by hand, use the PXM spanner @aL v hpPEEELEVED.

wrench to tighten. Ly NEBEAEFTYR—
MU, L>FZafARI(EE
B)NEHBIE.FED MY
THEDFTB.

MR NLY D 18N-m

To prevent the collet from rotating,
support the tip of the collet by hand,
tighten with the wrench by turning
to the right, then fastening to the
required torque.

*Recommended tightening torque:
18N-m

ERALDERE

Cautions during use

AY REERIEPXMERAANT EZZEATEVFERANSIEZFERTEEREA).
CHREMATNLIIEp. 21E2BRBRTE.
AYREQALY bOREADPHKETHDRAATTEN, READPENEEZIHERTI0,
R ERE Y 2 ERAITDPELKRYHEES LR RZIREDSHYET, BREZLEVDTTEL,
CANFEAY ROPIRZICEDERAL. oKV ERBZXETIERATEL,

- Only use the spanner wrenches that are designed specifically for the PXM (p.21) for attaching PXM heads.
Please do not use alternative spanner wrenches sold on the market as a replacement.

- Please refer to p.21 for tightening torque.

- Please tighten until the head and the collet faces meet. Confirm that there is no gap.

- Degreasing the connecting thread may result in over tightening or a possible separation of the faces. Please do not degrease.
- Please make sure that the spanner wrench is inserted properly and turn it slowly during use.
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shaping your dreams

A=-IASi—innE4 OSG Corporation

T442-8543 BHIBEZ)||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

n [} —_——\ - 4= - -_
samzs , MRLCBENVEREL DI
T143-0025 FRFHEAHXFERFA3-25-4 B(03)5709-4501 FAX(03)5709-4515 8 : TBERIBBDT. O TADYNHN B SEFEFILLT
i sean Rl HEALT TS, :f;:;ﬁfﬂfﬁm = Wals)
T460-0012 BHIREZHBHHFXTLH4-1-11 B(052)339-1380 FAX(052)331-0843 D TERETEDS ol

FERERES

T550-0013 ABRAIABRAIFARXHIT2-4-24055 T(06)6538-3880 FAX(06)6538-3879 & Safe use of cutting tools
022)390-9701 & K B(046)296-1380 )

2(076)268-0830 @Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear any
shoes during operation. strange cutting sounds.
&(077)553-2012 @Do not touch cutting edges with bare hands. @Do not modify tools.
@Do not touch cutting chips with bare hands. @Please use correct tools for the operation.
B(06)6747-7041 Chips will be hot after cutting. Check dimensions to ensure proper selection.
73(078)927-8212 \_@Stop cutting when the tool becomes dull. Y,

B(086)241-0411  QHRBICDVTIF. BICHR UBZTOTHOHFIDT. FEFELAAHYOT
7(087)868-4003 BEARZEEE I HBENDDFET,

)
)
7(082)507-1227  @Tool specifications are subject to change without notice.
)
)
)

054)283-6651
053)461-1121
0533)92-1501

) a(
024)991-7485 &% [@ B(

) a(
a(
B(0566)77-2366
B(
a(
a(
a(
a(

B(

a(

(025)286-9503 & A
(0268)28-7381 Il
(0266)58-0152 i
(0270)40-5855 =) 052)703-6131
( 058)259-6055
( 0533)92-1501
( 0594)26-0416
a( 052)703-6131

FE=
I\EF
* W
B R

M 2(092)504-1211 .
JUMN B(093)435-3655 OSGHIEE

A 2(096)386-5120

b7
=
028)651-2720 8
042)645-5406 34
029)354-7017 2]
03)5709-4501 ;

BREIREEE AN

—

pi::3
(IR OBHNETHERIE ) & L Ta@g— &
352=5-Y3V51Pl 0120 41 5981

00 tEREZER<

5az7-vaueAn|0533-82-1134 mhp info@osg.co.jp
(ZODftDBRHLEHLEIFE ) E-mail:cs-info@osg.co.jp

(il [l https://www.o0sg.co.jp/ 0-14.816.BC.BC(DN)
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