Sy
-~ . I "
0
L 2020%5A

IIIII

Tl L 2 PS TW

09Y 1 X1 Y —FiENN!
» » \ . New size 09 insert!
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New straight shank type (SS type)!
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Phoenix PSTW

6a—FREHIVAYEI =X Phoenix Shoulder Cutter Triangle W-sided Insert Type o~

6-corner Shoulder Cutter Series

BfEE6—7(90°) 19 —h

Double-sided 6-corner (90°) insert

At zEHBEAEBERERITIVAICEY.
UUWIRENICHE< . REBELORVDINIICXS

Engineered to effectively process long overhang length applications with strong chattering

resistance by a high rigidity and positive rake angle geometry OO X4 EIMM Size 09
\ . mm Size 09 is 4.64 mm

1244 X1$6.55mm Size 12 is 6.55 mm

» X50FIc&Y)

Bh/-t ElFmexRi

Flat cutting edge to enable
excellent surface finish

BHRLERKR3O—F
(Mm61—7) {14k

Economical 3-corner per side
(6 corners in total) specification

BSEEMIERRTHET 1 %EH

A body design engineered for high efficiency machining

mAYBAH
0941 X1E9mm
1291 X1E12mm

Maximum depth of cut:
Size 09 is 9 mm, size 12is 12 mm

EYHINTIICHIBUF Y TR Y MKW o
SHERM I A RIEE

Chip pocket uniquely designed for heavy machining to enable
maximum efficiency




EATR

Tool

ERA > — b (#178)

Insert (grade)

WHI+

Work Material

YIHIEE

Cutting Speed

PSTW12R050M22-4 (¢ 50x4 XJ)

Flutes

TNKU120608ER-GM
(XP3035)

S50C

200m/min (1,274min"")

510mm/min (0.1mm/t)

ap=0.2mm ae=32mm

ElL(T770-)
Air Blow

B~ => 42 (BT50)

Horizontal Machining Center

Coolant

{52 FAHE L

Machine

.Ehkbulﬁﬂé Excellent surface roughness

JEMHEE 8ottom Roughness

9 -
s
74 —
| Ra(um)
I (] -
Rz(um)
(pm) *
flbdtas A ftb#t s B flitda C
Competitor Compatitor Competitor

ot BHEIVARS Hy &
(¢50x53])
Flutes

Competitor's Single Sided
Insert Cutter

PSTW12R050M22-4
(®50%x4 X))

Flutes

EFRIR

Tool

TNKU120608ER-GM | @BREQ—F 151 ¥ —h
(XP3035) Coated Carbide Insert

ERA Y — b (#178)

Insert (grade)

WHI+

Work Material S50C
YEIF = EINT
Cutting Method Slot Milling

PHARE

Depth of Cut

ap=3mm ae=50mm

190mm (3.8D)

N

Coolant

#ZL(T770-)
Air Blow

#h~> =+ 42(BT50)

Horizontal Machining Center

{5 P AL

Machine

Applicable Cutting Range

EHI T RE SR

[ Pstw

ftbktdh

100

150

200 250

YIHIRE (m/min)  Cutting Speed

ENIAFICSDEEA/Y—M\)I =Ty

Variations of application based on inserts

TL—3

Insert Breaker NM GL
TIVIZILEE:
B | FsammT AT
Application Aluminum alloy & machining

Non-derrous metal

Multi-purpose machining &

GM

ARMI
—hgsIT

General steel milling

GR

EfrigEhn T
2279/

Intermitted machining &
Cast iron machining

SM

TS &
HHl# T

Superalloy &
Difficult-to-machine material

’
i
!

’
F,
%

Competitor



6a—FBHEIVHY R AL—bovr o80T

6-corner Shoulder Cutter Straight Shank Type

PSTW SS

Slotting

b | <y

sme Mnnns

' Faoe Mmms \ sme MHII"&

Cutting Angle

.ﬁ?ﬁ#iﬁi Specification

DC
DCON

()
1 |APmx

LF

FAWR—IAFE
with Coolant Hole

DCON

LF

FAIWER—IAFE

with Coolant Hole

Bfii:mm Unitmm

BRAA b
Applicable
Inserts

Y—JVNo. F

Designation

g | v oR
ZEFP DCON

MRE17 | REME

Type (Yen)

EDP No.

‘ SE
DC

\[3W'8 7803014 PSTWO9R025S525-2S 25 2 25 120 35 9 0.41 1 30,000
m 7803015 PSTWO9R025SS25-2L 25 2 25 170 70 9 0.58 1 32,900
m 7803016 PSTWO9R025S525-3S 25 3 25 120 35 9 0.4 1 40,200
m 7803017 PSTWO9R026SS25-2L * 26 2 25 170 35 9 0.59 2 33,100
m 7803018 PSTWO9R028SS525-2L * 28 2 25 170 35 9 0.6 2 33,600
l]]$ﬂ 7803019 | PSTWO9R0285525-3S * 28 3 25 120 35 9 0.41 2 41,100
m 7803020 PSTWO9R030SS32-2L 30 2 32 190 90 9 1.02 1 35,300
m 7803021 PSTWO9R030SS32-3S 30 3 32 130 45 9 0.7 1 42,200
m 7803022 PSTWO9R0325532-3S 32 3 32 130 45 9 0.74 ® 1 42,500
m 7803023 PSTWO9R0325532-3L 32 3 32 190 45 9 1.1 1 46,000
m 7803024 PSTWO9R0325532-4S 32 4 32 125 40 9 0.7 1 52,500
m 7803025 PSTWO9R0335S532-3L * 33 3 32 190 35 9 1.1 2 46,300
m 7803026 PSTWO9R0355532-3L * 35 3 32 190 35 9 1.12 2 47,000
m 7803027 PSTWO09R0355532-4S * 35 4 32 130 35 9 0.75 2 53,200
m 7803028 PSTWO9R040SS32-4S 40 4 32 140 50 9 0.85 2 55,400
m 7803029 PSTWO9R040SS32-4L 40 4 32 190 45 9 1.15 2 59,300
m 7803030 PSTWO9R040SS32-5S 40 5 32 140 50 9 0.84 2 65,500

* IKEAT
Reduced Shank Type P

PSTWXNA%A 7

Reduced Shank Type

c AXREATE A IRKVBIENEDEHPRE VD,
SRBMBEDRVILBEMIRART Y MITICRETYT
*The outer diameter of the reduced shank type is larger than the shank diameter,
making it highly effective in the processing of die and mold applications that
require vertical wall milling or pocketing.

HiEo28
DC 028 )

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




6a—7FRHIVHYE *K7s17

6-corner Shoulder Cutter Bore Type

PSTW BORE

i
' Slotting .

ol

{RIE {RIET
Face Milling Side Milling Side Milling

<

90°

hyFiAR
Cuting Angle

.%ﬂ#iﬁi Specification
(oot I

APMX

INT—RAZ1) 1—{t#% Power Screw Type
ZAILAR—ILfFE with Coolant Hole

CSFMS

DCON
KwWw

|
i

(o

ZAILAR—ILfFE with Coolant Hole

D

E

__Type3 [

DCSFMS
DCON
ww
il

mily

‘ bc

FAIFE—=I1L without Coolant Hole

HhyA

SREF—iB Key Slot

Bf:mm  Unitmm

2

g voiion | SE | B | A | 2ER a = Mo e 517 | AR

LF B kww AE b P Type
\N[3Y'D 7803031 | PSTWO9R040M16-4 40 4 40 38 16 8.4 5.6 9 0.23 2 52,500
m 7803032 | PSTWO9R040M16-5 40 5 40 38 16 8.4 5.6 9 0.23 2 62,600
m 7803033 | PSTWO9R050M22-4 50 4 40 45 22 10.4 6.3 9 0.33 @ 2 63,400
m 7803034 | PSTWO9R050M22-6 50 6 40 45 22 10.4 6.3 9 0.32 2 73,300
m 7803035 | PSTWO9R063M22-5 63 5 40 50 22 10.4 6.3 9 0.52 2 65,000
m 7803036 | PSTWO9R063M22-7 63 7 40 50 22 10.4 6.3 9 0.52 2 85,100
7803100 | PSTW12R050M22-3 50 3 40 45 22 10.4 6.3 12 0.3 1 54,100
7803101 | PSTW12R050M22-4 50 4 40 45 22 10.4 6.3 12 0.3 1 65,000
7803102 | PSTW12R063M22-3 63 3 40 50 22 10.4 6.3 12 0.48 2 58,000
7803103 | PSTW12R063M22-5 63 5 40 50 22 10.4 6.3 12 0.46 2 74,600
7803104 | PSTW12R080M25.4-5 80 5 50 60 25.4 9.5 6 12 1.08 2 77,100
7803110 | PSTW12R080M27-5 80 5 50 60 27 12.4 7 12 1.07 2 77,100
7803105 | PSTW12R080M25.4-6 80 6 50 60 25.4 9.5 6 12 1.06 2 99,500
7803111 | PSTW12R080M27-6 80 6 50 60 27 12.4 7 12 1.04 2 99,500
7803106 | PSTW12R100M31.7-5 | 100 5 50 70 31.75 12.7 8 12 1.5 @ 3 90,900
7803112 | PSTW12R100M32-5 100 5 50 70 32 14.4 8 12 1.57 2 90,900
7803107 | PSTW12R100M31.7-7 | 100 7 50 70 31.75 12.7 8 12 1.5 3 105,000
7803113 | PSTW12R100M32-7 100 7 50 70 32 14.4 8 12 1.56 2 105,000
7803108 | PSTW12R125M38.1-7 | 125 7 63 90 38.1 15.9 10 12 3.03 3 120,000
7803114 | PSTW12R125M40-7 125 7 63 90 40 16.4 9 12 2.96 2 120,000
7803109 | PSTW12R125M38.1-9 | 125 9 63 90 38.1 15.9 10 12 3.01 3 129,000
7803115 | PSTW12R125M40-9 125 9 63 90 40 16.4 9 12 2.93 2 129,000

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




6a—F’AEIVAVE

6-corner Shoulder Cutter

129—=bh

Inserts

.iﬁm*f?"f— l\ Inserts

A Y —bsrik

U

Designation

PN

Number of

Insert Size

g

Uncoated

Bfii:mm Unitmm

-7 42U

Grade of Coated Materials

R

(Yen)

RE CKO010 [XC3020[XP3025 XP3035|XP2040|XC1015[XP1020|XC5040

cuting £ SIEFIE XC3030

B
s

E5\
(ElE )
BS

(27D TNHU090404FR-NM 6 746 | 464 | 04 1.15 |7813104 2,360
3T TNKU090404ER-GL 6 746 | 464 | 04 1.2 7821095|7813101|7813100 1,970
(27D TNKUO90404ER-GM 6 746 | 464 | 04 1.2 7821091|7821092|7821093|7813097|7813098|7813099|7821094 1,970

@ | 20D TNKUO90408ER-GM 6 746 | 464 | 0.8 0.9 7813105|7813106 1,970
(20D TNKU090412ER-GM 6 7.46 | 4.64 1.2 0.6 7813107|7813108 1,970
(27D TNKUO90404ER-GR 6 746 | 464 | 04 1.2 7813102|7821096 1,970
(27D TNKUO90404ER-SM 6 746 | 464 | 04 1.2 7813103 2,410
TNHU120608ER-NM 6 10.8 | 6.55 0.8 1.25 |7811087 3,110
TNKU120608ER-GL 6 10.8 | 6.55 0.8 1.5 7825089|7814089|7813089 2,750
TNKU120608ER-GM 6 10.8 | 6.55 0.8 1.5 7827088|7828088|7825088|7814088|7813088|7812088 7821088 2,750
TNKU120612ER-GM 6 10.8 | 6.55 1.2 1 7814094|7813094 2,750

@ TNKU120616ER-GM 6 10.8 | 6.55 1.6 0.75 7814095|7813095 2,750
TNKU120620ER-GM 6 10.8 | 6.55 2 0.6 7814096|7813096 2,750
TNKU120608ER-GR 6 10.8 | 6.55 0.8 1.5 7812090|7821090 2,750
TNKU120608ER-SM 6 10.8 | 6.55 0.8 1.5 7816091| 3,320

.gBlﬂl Accessories

Y—JNo.| U | ERECAVY-b HERDY R Y=JWNo.| WU |#ERSVY—b HERDY R REEAHR
EDP No. | Designation | Applicable Inserts Applicable Cutters EDP No. |Designation | Applicable Inserts Applicable Cutters (Yen)
FS30668 ...| PSTWSS ¢25~40 T8-D ...| PSTWSS ¢25~40
@@ 7808097 | 5 ryg) || TN*U09 | ooy BORE 40~63 | | = | 7808205 | (151 ) |D|TN"U09""| psryy gORE g d0-~63 | 11090
757kl FS40511 - LoF T15-D N
Claming Screw 7808129 (Torx 15) @|TN*U12:--|PSTW BORE ¢50~125 Wranch 7808208 (Torx 15) @|TN*U12---|PSTW BORE ¢50~125| 1,150
B:D LY FIFBEIBATE.  The wrenches are sold separately from the cutters.
PS1031 *
N5 )2 | 7898151 | (\iox31) ®@|TN*U12:-+| PSTW BORE 50
Power Screw

5

‘ HEERFMILTCUREEERERYET, Stock are categorized as C (Standard stock item).
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6-corner Shoulder Cutter

PSTW

.mﬁ']%ﬁgﬁi Cutting Conditions

WEHIA R R E

Recommended Materials by Insert Type

OF—HRHE Best
EHEME Good

1 Y — it
Insert Grades Coolant
CK010 NM B Wet @]
XC3020 GM oy | O @)
XP3025 GM BHwet | O O
XC3030 o oy | O o}
GL % Dry
XP3035 (el Ne) O
GM ﬁ Wet ~
GL & pry OO ©)
XP2040
GM Hwet | O] O @)
XC1015 GM % Dry oo
XP1020 GM | oy o|o
XC5040 SM B Wet O @]

NM:7ILIZULE2A GLEYHEIA GM: KA GREEA SMEAGSA
NM:Aluminum Alloy GL:Light Cutting GM:Middle Cutting GR:Heavy Cutting SM:Superalloy

A Y — M4 X Insert Size

t "l 3 % | ees .
HIH SR R Bt TN"U09 TNU12
Work Material Tensile Strength* Hardness Cutting Speed —FL=)DEYE PPAEX —HY=)DEYE YHAEX
fz(mmn) ap(mm) fz(mmn) ap(mm)
Feed per Tooth Depth of Cut Feed per Tooth Depth of Cut
i’k&{ﬂ\ f&ﬁi%ﬂ&] Mild Steel, Carbon Steel - N B ~
(88400, $100) 180HB 180 (100 ~ 250) | 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
K%M, 2 Carbon Steel, Alloy Steel - N B _
P S, S 280HB 180 (100 ~ 250) | 0.12 ( 0.05 ~ 0.2) 2 0.15 ( 0.05 ~ 0.25) 3
54 A8 Die Steel
(SKD11. SKDB N ~280HB 150 ( 80~ 200) | 0.1 (0.05~0.18) 2 0.12 ( 0.05 ~ 0.2) 3
ATV LA () Stainless Steel (Dry) - 5 5 _
" e e, 250HB 150 ( 80 ~ 200) | 0.08 ( 0.05 ~ 0.16) 15 | 0.1 (0.05~0.18) 2
ATV [/7\% (‘Eiﬁ) Stainless Steel (Wet)
(SUS304. SUS420) ~250HB 80 ( 60 ~ 120) 0.08 ( 0.05 ~ 0.16) 1.5 0.1 ( 0.05~0.18) 2
$ER Cast ron ~350N/mm? 200 (100 ~ 350) | 0.15 ( 0.05 ~ 0.25) 2 0.2 (0.1 ~0.3) 3
K (FC250)
HTEAWGEK ductle Costiron ~B800N/mm2 180 (100 ~ 270) | 0.12( 0.05~0.2) 2 0.15 ( 0.05 ~ 0.25) 3
(FCD400)
N FIVIZLES Aluminum Alloy ~13%Si 300 (200 ~ 1,500) | 0.12 ( 0.08 ~ 0.25) 2 0.15 (0.1 ~0.3) 3
R e 71y - 35 (25~ 60) | 0.06(004~01) 08 | 008(005-015 | 1
s (Inconel 718)
et Y R - 40 (30~ 120) | 0.06 (0.04 ~0.1) 1 0.08 ( 0.05 ~ 0.15) 15
(Ti-6AI-4V)
7 \_Ff,ﬁ;geéia'de”e‘j Steel 40~43HRC 100 ( 50 ~ 150) | 0.08 ( 0.06 ~ 0.15) 1 0.1 (0.08 ~0.2) 15
A4 HA RN Steel for Die Casting
H TS, B 43~48HRC 80 ( 40 ~ 120) | 0.06 ( 0.05 ~ 0.13) 0.8 | 0.08 ( 0.06 ~ 0.15) 1
aﬁgﬂ?;@;ﬂfd stee! 50~55HRC 60 (40 ~ 90) | 0.05( 0.04 ~ 0.08) 04 | 0.06(0.05~0.1) 05

- LROBERFEGFIREICH T E—HROREERLAEEOTY, MIREICADETEHERBELTTEL.

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




Ibl]I?— 57 Cutting Data

S50ChHERFMmin g tool life in S50C

PSTWO09R0255525-3S fhtt & Competitor
L (0 25x3%) (025%3 %))
Flutes Flutes
BEI—T1T1 Y=

Coated Carbide Insert

ﬂ]‘ﬁUE =3 (m) Milling Length

10 20 30 40

LI IICE I T\ U090604ER-GM (XP3035)

Insert (grade)

I+ s50C

Work Material

IHIEE . -
C\Att\nlgTS?eed 180m/min (2,290min"")

RURRE 825mm/min (0.12mm/t)

fthttan

Competitor

YHARE ap=2mm ae=16mm

Depth of Cut

L) #L(Z770-)

Coolant Air Blow 7m bDIE§®EE
{5 AR MW=t 4 (BT40) After machining 7m
Machine Vertical Machining Center

firat & LB U ORISR TH Y 0458 OMAL RSB Sz, PSTW

The PSTW demonstrates greater wear resistance and achieves approximately 4.5 times the
durability versus the competitor tool.

ftbttdh

Competitor

PSTWO09R0255525-3S fthkt & Competitor
fFRIA (025%3%) (¢25x35)
Flutes Flutes
BEI—T I Y=

Coated Carbide Insert

Tool

LI IICE I T\ KU090604ER-GL (XP2040)

Insert (grade)

w4t SUS304 HEBTRITRE !

: o
Work Material Still Running!!

Hi . .
gj‘i{%geed 150m/min (1,910min"")

RURERE 460mm/min (0.08mm/t)

fthttam

Competitor

YhHARE ap=1_5mm de=16mm

Depth of Cut
L) #L(I770-)

Coolant Air Blow

fE TR AT =Tt 2(BT40)
Machine Vertical Machining Center
S foit
otk EmDOWARF O S5EEHZ10.5METMIET o7 Competitor

A 2Y— MERIFE L MM T A RTREGRIRRETH o o
The PSTW demonstrates about 1.5 times the durability versus the competitor tool, and its
inserts exhibit no chipping and can continued to be used after milling 10.5 m.




71/1@2!*%&%15’( FEOEEEWI High-precision machining of press mold slide surface

PSTW12R050M22-4(¢50x4 ) FIEFE side Roughness
. Flutes (mm)

[ 1>~ h ) TNKU120608ER-GR (XP1020) HH

HHIAF +

Work Material FCD500 2

tgﬁltjw%)g;eed 300m/min (1,910min"")

RRR 1,700mm/min (0.2mm/t) 1

eed

YHARE - _ EEE NN

Del;:t;mfcut ap=0.5mm ae=0.3mm EEYEEE|

RHELRE

75»'er}7arwg Length 240mm

) zL(Z770-) L

Coolant Air Blow

{E AT s~ =2 Jt> % (BT50)

Machine Double Column Machining Center
BEAEEFNTICEOTHAEIOUMMTEWS BERBEZ B/ LR
BINTEREABONBRBELR L, AEEE EEEE
The PSTW was able to achieve excellent surface precision during side finishing, satisfying
the required run-out accuracy of under 10pm. | | 1 | | | Ra=0.58um

0 Rz=4.43pum
-10 10 (um)

SU8304 @Eﬁ%$7)ﬂl High efficiency machining of SUS304

it BEIIARSHY & ($50x53) PSTW : /NUSE4 (/)
Competitor's Single Sided Flutes Small amount of burrs
Insert Cutter

BEI—T1271Y—b

Coated Carbide Insert

PSTW12R050M22-4
(¢50%x4X])

Flutes

EFATR

Tool

LSRN T\ U120608ER-GL (XP2040)

Insert (grade)

Ea
Work Material SUS304

Cutting S?eed 150m/min (955min”)

XRE 700mm/min (0.18mm/t) 700mm/min (0.15mm/t)

o foAE & /NUFEE (K)
';JZJF%?E{%M ap=5mm ae=35mm ap=3mm ae=35mm Competitor : Large amount of burrs
LN KA METIHRE e
Coolant Water-Soluble F o
(EFIR P~ => 5> & (BT50) i
Machine Double Column Machining Center

it R TIEIAA (@p) B EDBEVVVIREIDREL. BERDLEIFONLBRL, ZSHITNVEF
4, PSTWIEATDRD, 8ER67%UP DFRERMI A EIRE Th o7z,
With the increase of depth of cut (ap), the competitor tool exhibited chattering and burrs, which hindered

further efficiency improvement. Whereas the PSTW, even with one less corner, was able to increase machining
efficiency by 67%, allowing high productivity.




Ibl]I?— 57 Cutting Data

2, im D Nm BV AV V)

Rough milling of construction machinery control valve

PSTW12R063M22-5 ﬂi’.*if(‘;ﬁ']"}*j]?;]‘yﬁ

- ®63x5%]

gjﬁlﬂ (#63x5X]) Flutes
Flutes Competitor's Double Sided

Insert Cutter

BEI—T12 7429 —b

Coated Carbide Insert

LS ACE I TN <U120608ER-GR (XP1020)

Insert (grade)

WHEIH
Work Material FCD500

LRI E
Cutting Speed

ERE

180m/min (910min)

1,000mm/min (0.22mm/t)

Depth of Cut ap=3mm ae=45mm

LD #L(Z770-)
Coolant Air Blow

fE R #h~ =>4+ 42 (BT50)
Machine Horizontal Machining Center

okt d E e B LB R, IMEFREICEBN TV, BICTAKBERIBOERE
EFTZEMASNT HI3.5BOMAUPHEEEE K D7z,
The PSTW demonstrated much greater wear resistance versus the competitor tool. In

particular, it was able to effectively suppress wear progress of the cutting edge and
achieved 3.5 times the durability versus the competitor.

Ti-6AI-4AVDRFMII  Long tool life in Ti-6Al1-av

ﬂJﬁUE =3 (m) Milling Length

20 40 60

fthttan

Competitor

After machining 17m

ftbttda

Competitor

fbrt BEIY xHH Y XA, B

PSTW12R050M22-4 (¢50x4 X))

=]

13?1" (950%x4 X)) Flutes
Flutes Competitors' Double Sided

Insert Cutter

BEI—T12J1 Y—h

Coated Carbide Insert

LI IICE A TN (U120608ER-SM (XC5040)

Insert (grade)

\t;\{%:.]ﬁateual Ti-6Al-4V

?32&?4%;@(1 40m/min (255min™)
RURERE 82mm/min (0.08mm/t)
HARE - -
De;{’;‘fcut ap=1.5mm ae=20mm
LR #L(I770-)
Coolant Air Blow

{3 TR W~ =>4+ 42(BT50)
Machine Horizontal Machining Center

fhttf (BRI —F 18R IRHICERET FYEIDRE,
PSTW (XC5040) TIXEFEDMFICKURAUPHEREE L7,

The PSTW (XC5040) was able to suppress wear resistance to prolong durability whereas
the competitor equivalent product (double sided triangle insert) exhibited early wear
and chipping.

t)] ﬁ“E 'c‘.‘ (m) Milling Length
2 4 6

fhstan A

Competitor

fthtton B

Competitor

ftb#t & A (2m AN LEFAR)

Competitor (After machining 2m)




PSTW12R063M22-5
Tool (p63%x5X)

Flutes

fartBEIY XA H Y & (9 63x4H)
Competitor's Double Sided Flutes
Insert Cutter

BEI—T 2719 —h

Coated Carbide Insert

LRGN TN\ KU120608ER-GM (XC3030)

Insert (grade)

HWHIM

Work Material FC250

PHARE - -
De:;';t_h/of(:ut ap=2mm Qae=44mm
ZRHULRE

Overhang Length 300mm (5D)
LIRS ZL(ZF770-)
Coolant Air Blow

{3 At R~ =71 52(BT50)
Machine Horizontal Machining Center

L/D=5DRHLORVINTICHEW T et E LB U TERERMI A AR Ko7, Ffth
#HRBIHERGEE T A IMKRRICEY T—INDRAZEDBSOVCIRBPRE(TSTH
AR« PINERICENSPSTWIHEREREE THRELZMIN AR TH O,

In this test, the PSTW achieved higher efficiency versus the competitor tool in the processing of long overhang
length of L/D=5. Furthermore, due to the lack of sharpness in the cutting edge, the competitor tool had poor
contact with the workpiece in the low-speed machining range, resulting in chattering (lined area on graph). With an
ultra sharp cutting edge, the PSTW was able to achieve stable performance even in the low-speed cutting range.

[ pstw [ et

Competitor Applicable Cutting Range

&
E

100 150 200
YIHIRE (m/min) Cutting Speed

Bl Easas o soeed range
it TIROVWIRBIFE

Chattering occurred with the competitor tool

YIHIETRE B

250

10



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
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