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Perfect for small machining c
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Phoenix PFDC

Phoenix Facemill Disc Cutter

TA1ARINYE

Disc Cutter

W7/ 2 BBAREEEXET 1 A7V %

Lightweight large-diameter disc cutter that can be mounted on small machining centers

. BT30T¢1 25 ”§Emﬂlﬁg ®125 can be used with BT30

T—NEDHARDOETHREE3KGLTF

Combined with an arbor, the total weight is less than 3kg

ZIAARINT—N o
Facemill Arbor PFDC ¢125 %EE
BT30-FMA25.4-45 | | TEES 1Kg | = Fle
EE 0.90'(9 Tool Weight 1 o9kg
Weight

BRA7—-NEFERT
IREEEHNES

No special arbor required,
easy tool management

§§§L’§|ﬂ$?4 13:;‘ . — "J 40
= \O—ér Y ﬂm
-%n%eg Body | WL RAE - s
W

Lightweight and high tool rigidity \

F 4

YA A FA0° M DOFEERY
LAA—FAY—b
Economical 4-corner insert with 90°
cutting angle

®
AEBfa B STV <3 HEtEm L
S v—THRYNTCESSEMTIC Improved chip evacuation with internal coolant
BLETL—HDRAR
Breaker shape with sharp cutting edge suitable
for non-ferrous metal machining

XA T ZRIR
Ny SBE (LY —NREEHR) TNFV/AFR

FEsk D RF a0 L &M I T XS D

1Y —biiE

XP4610 (DLCIA—F 1 >%)

Insert grade XP4610 (DLC coating) suitable for resin
machining and long tool life in non-ferrous metal
machining

G6.3 & {REL

Achieves high-speed rotary machining
Balance grade G6.3 is guaranteed for the cutter body (with inserts installed)




. ﬁE Features

BINANITOLEHNLEW—LIITE

Uniform machined surface with no seams in 1-pass

RN ZD T A TIEERBTHO/YIHIBDLWVINAMIZRTEEICLET

Enables 1-pass milling with a wide cutting width, which was difficult to achieve with conventional small machining centers.

11NAT
DEZEBLEL

One pass with no seams

BYIINAT
DEEERE
Occurrence of seams with
multiple paths

ﬁ* I:II:II:I Conventional

Bl A50520) EmEIAEIM T

Face milling of A5052

77— I

Milling Surface

FRAIR PFDCO9R125M22.5 (¢125X5X])

Tool Flutes

B4 Y— bl SDHT09T308FR-NM (CK010)

A5052

1,000m/min (2,547min"")

1,273mm/min (0.Tmm/t)

ap=0.1mm Qae=100mm

RL(IF770-) %

C t Air-blow
B eI =T 2 (BT30) BEIIES
Machine Vertical Machining Center Watch it in action

*BERGOA. T7JO0—CHNI

*Machined with air blow for filming purposes

ental Cong,
« 0%,

PTG RERATEI RN E— g
Energy saving by using a small machining center A

fé%%ﬁ'fx _9@ Power consumption diagram

| HERBTAOBMYBDOYI=2JIE2RT

. MILTLAETIREBTI0OEMLDNME
ROZVTEVRICEERABIET.

RERHEBEENHIRICEMLET,

A large reduction in power consumption

——————————————— ' can be achieved by replacing the machining process

H that was conventionally done by a machining center

equivalent to BT40 with a small machining center
equivalent to BT30.

BT40HH

Equivalent to BT40

BTI0MHZ —
Equivalent to BT30

LTI TIE SBHANICELD M X—U T, The above diagram is based on internal data.



https://www.osg.co.jp/products/indexable/spec/pfdc.html?utm_source=qrcode&utm_medium=o_18&utm_campaign=pfdc#anchor07

TAARIhY A

Disc Cutter

PFDC

SFH

Face Milling

Side Milling

- ﬁ?ﬁ?ﬁfi Specification

DCSFMS
DCON

2

KWW
S

FAWR—IAFE

with Coolant Hole

o)

Designation

HE | I
oC | zeFp

Y—JVNo. ‘
EDP No.

hyaEE ‘ BRftFAEE
LF CBDP

RAE
DCSFMS

NE
DCON

& kww

SREF— ke

NFVABRYDBICH Y LEBICRY
ROTWAHEPHYET.

For balancing purposes, a hole may be
present on the flute of the cutter.

BfI:mm Unit:mm

EE | REMSE
(kg) (Yen)

y Slot BHEGH

APMX RPMX(min-1)

FEb

B[
\u@j %)

AN
-ﬁm‘ryﬂ-_ '\ Inserts

RUEBSE S
No. of Cutting
Edges

=30

Designation

S =50\
ENLIEIENC:

7835101 PFDCO9R080M22-4 80 4 40 20 45 22 10.4 6.5 5 10,000 0.5 79,100

7835102 PFDCO9R080M25.4-4 80 4 45 23 50 25.4 9.5 6 5 10,000 0.6 79,100

7835103 PFDCO9R100M22-4 100 4 40 20 45 22 10.4 6.5 5 10,000 0.7 84,600

7835104 PFDCO9R100M25.4-4 | 100 4 45 23 50 25.4 9.5 6 5 10,000 0.83 | 84,600

7835105 PFDCO9R125M22-5 125 5 40 20 45 22 10.4 6.5 5 10,000 1 99,600

7835106 PFDCO9R125M25.4-5 | 125 5 45 23 50 25.4 9.5 6 5 10,000 1.07 | 99,600
IC

CKo10

1% —bstik

Insert Size

A—TAVIICBEOSNRETHHED

HYETH HELEE<HEDVELEA.
Inserts may have some discoloration, but it
does not cause any performance problems.

XP4610
(bLCaA—=F1>Y)
DLC coating

Bf:mm  Unit:mm

g

Uncoated

-T2 J#E
Grade of Coated Materials
IREAE

(Yen)

7811076
SDHTO9T308FR-NM 4 9.07 3.97 15° 0.8 25
- 7818076 2,290
W4a—FBEIVAY & PSF W4a—F5714207
4-corner Shoulder Cutter IVRINI)—X PSFL
4-Corner Roughing End Mill Series
PFDCOA ¥ — b3,

PSF:- PSFLEBERDNTEZET

(—&#B1 9 — b ZBR<. ##I30SG PHOENIXDZOJ & ZHRTXLL)

PFDC inserts are interchangeable with those for PSF and PSFL

(Some inserts are excluded. Please refer to the OSG Phoenix catalog for details.)

i)

.
.'--ru-f
st BE
A ]
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{ J 1

3 ‘ HEERMILETCHREEREMRERUET, Stock are categorized as C (Standard stock item). ‘
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.EBI‘-II:II'-I Accessories

Y—JVNo. U BRRT A ‘ Y—JVNo. ‘ U BRKRT 1 RIS
EDP No. Designation Applicable Body EDP No. Designation Applicable Body (Yen)
@D FS30573 - = T8-D -
s5v TRl 7808110 | (17 gy | PFDC ¢80~ 125 LoF 7808205 (Torx 8) | PFDC #80~ 125 | 1,190
Clamping Screw Wrench

LY FIZRIBZHEATEL.  The wrenches are sold separately from the cutters.

WERIM IR E
Recommended Materials by Insert Type OBE—HRITH Best
1o9—h#tiE | TL—h | HIEHF

Insert Grades Insert Breaker Cool\ant P M S N
CK010 NM B Wet (€]
ﬁ Dry O

XP4610 NM
B wet O

NM:ZIXZLEE A - #iEA
NM: Aluminum Alloy-Resin

.ﬂ]ﬁ“%ﬁ:gﬁi Cutting Conditions

WHI %) HHEES ENHIEE Ve (m/min) —HE7=V) DEYE fz(mmr) EHARE ap(mm)
Work Material Component Material Symbol Cutting Speed Feed per Tooth Depth of Cut
A7075-A5052- A2017 fth
o C:
~12% Si ADC12 fth etc. 200 ~ 2,500 0.15 (0.05 ~ 0.25) 3
FIVIZULEER ete.
Aluminum Alloy
13% Si~ HEER AEE Y 100 ~ 300 0.15 (0.05 ~ 0.25) 3
c i - C1100 400 ~ 1,000 0.1 (0.05~ 0.2) 2
ooper
MCFH-O> - PVC:
- POM - PTFE(% =) 2,700 (1,500 ~ 4,000) 0.1 (0.05~ 0.15) 2
N MC Nylon-PVC-POM-PTFE (dry)
_ PP-6F 4 [1> () 3,800 (3,500 ~ 4,000) 0.1 (0.05~ 0.15) 2
BT (XPA610 2R) yion ()
Thermoplastic Resin
(XP4610 recommended) o
7'l - EHAPVC(#X) - ~
- Aerylic-Transparent PYC (dry) 1,700 (1,000 ~ 2,500) 0.03(0.02 ~ 0.05) 2
7V - BB PVCGER)
- peryliv-Trangparent F’\/Cl(wet) 2,000 (1,000 ~ 3,500) 0.03(0.02 ~ 0.05) 2
B IEARE (XPA610HESR) —55
Thermosetting Resin - i Sl 1,600 ( 600 ~ 2,200) 0.1 (0.05 ~ 0.15) 2
(XP4610 recommended) e

X ERBFEIRNEREICHTZ—ROLMEERLAEZSEDTYT. MIRBICADE TEERABL T,
*The above cutting conditions are to be used as general guidelines. Adjustments may be necessary depending on actual cutting condition.
¥ REEIEEEL10,000(min) ZBARVER TIEAEZZL.

*Please use within a range that does not exceed the maximum spindle speed of 10,000(min").

.m{ngTj‘iii Dimensions

K2 mofi) BEELR sl sry7a0ya BANY & W7 —) Ktk
DCSFMS| DAH | DCCB }}'E’é p: B 7T RI N Applicable Cutters Recomme}jded Arbor DCSFMS
CBDP LF Clamping Screw Specification DCON
22 | 45 |11 | 18| 20 | 104 | 65| 40 | M10x30 | PFDCOIROSOM22-4 M2 o [KWW
80
FMC25.4
254| 50 [135] 20 | 23 | 95| 6 | 45 | MI12x40 |PFDCO9ROSOM25.4-4 | EMCZ3-4
22 | 45 [11 | 18| 20 | 104 | 65 | 40 | M10x30 |PFDCOIR100M22-4 FMc22
100
FMC25.4
254 50 [135| 20 | 23 | 95| 6 | 45| MI12x40 |PFDCO9RI00M25.4-4| FMC25.4
22 | 45 |11 | 18| 20 | 104 | 65 | 40 | M10x30 |PFDCO9R125M22-5 FMc22
125
FMC25.4
254 50 [135/ 20 | 23 | 95| 6 | 45| MI12x40 |PFDCO9RI25M25.4-5| FMC23-4

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




.’JHI?_ 9 Cutting Data

jJ v 9/\“ 0)?&357)@%9 \¥§M§E§E®EB§:}”EI Part Processing of Semiconductor Manufacturing Equipment without Cutter Path Seams

ERA Y — b (#178)

Insert (grade)

GGl

Work Material
AR E
Cutting Speed
R RE
Feed
THARE
Depth of Cut
INAE#
Number of Passes
LR
Coolant

a1

Machine

PFDCO9R125M22.5

fth#tda (@ 50X 53)

competitor Flutes

(¢125%5%])

Flutes

SDHTO09T308FR-NM
(CK010)

BEDLCO—FT I Y —1
DLC Coated Carbide Insert

A5052

2,000m/min (5,000min-) 1,300m/min (8,000min")

2,000mm/min (0.08mm/t) 2,000mm/min (0.05mm/t)

ap=0.2mm ae=65mm ap=0.2mm Qae=32.5mm

VAVS YIAVS

Pass Passes

IR

Water-soluble

A<=t &(BT30)

Vertical Machining Center

tbiﬁ Comparison of Machined Surface after Finishing in ADC12

350mm

/Es/mm

25mm

\

PFDC@125TMI B ZEICKDT INAMIAATHEIC
BYUEERSE L, DY EZNADDHREBHHRIBE /=,

The ¢ 125 PFDC enables 1-pass machining and improves machining
efficiency. There is also no cutter path seam.

ERA Y — b (1718)

Insert (grade)

wHI

Work Material

IElRE
Cutting Speed

X V) RE
Feed

PARE

Depth of Cut

LR
Coolant

fEFRHEHH

Machine

PFDCO9R125M22.5
(¢125%5%)

Flutes

SDHTO09T308FR-NM
(CKo010)

vt St (9 125X 63)

competitor Flutes

B/ O—R Y —h

Uncoated

ADC12

1,500m/min (3,820min")

2,292mm/min(0.12mm/t) 2,292mm/min (0.1mm/t)

ap=0.Tmm ae=90mm

IKFA L

Water-soluble

Mg~ =2+ 2 (BT30)

Vertical Machining Center

EFRZIZV,500m/minTOV Y ZFHRELED.
PFDCIEHIBELRIMITHIENTE .

The competitor product generated a chattering noise at Vc 1,500m/min,
whereas the PFDC was able to process without any trouble.

[ﬁﬂﬁﬁﬁ‘jﬂs] MC901 (T{DP) (DIEE{"JJ‘#”JHI [Thermoplastic Resin] Face milling of MC901 Nylon

ERA Y —b(G1718)

Insert (grade)

HHIAA

Work Material

CIHEE

Cutting Speed

XV EE
Feed

THARE

Depth of Cut

eI

Cutting Direction

LR

Coolant

AR

Machine

PFDCO9R125M22.5 (¢125X5X])

Flutes

SDHTO09T308FR-NM (XP4610)

MC901 (FrO>)
MC901 Nylon

2,750m/min (7,000min~")

3,500mm/min(0.1mm/t)

ap=0.2mm ae=100mm

LI HYh

Down Milling

I770—
Air-blow

A<=t &(BT30)

Vertical Machining Center

PFDC

PFDC(XP4610) TlE.
TR REITEOLRVRFRMIAE R D7,

With the PFDC (XP4610),
good machined surface free of galling and burnt is achieved.



[%ﬂﬁﬁfﬂﬂ'ﬁ"] 77 IJ’[’(* YA I\*&) @IEE*D%’U”EI [Thermoplastic Resin] Face milling of Cast Acrylic

PFDCO9R125M22.5 (125X 5X])

Flutes

ERA Y — b (#178)

Insert (grade)

HWHIA T (FvARR)
Work Material Cast Acrylic
ENHIEE
Cutting Speed

SDHTO09T308FR-NM (XP4610)

2,000m/min (5,000min™)

762mm/min (0.03mm/t) L

THARE

Depth of Cut ap=0.2mm ae=100mm

Y i 4 &
ggtétljvggﬂwrecnon &D'ZNilaﬂhfgl\ BDI'fﬁ HDIHU

- After Before
LN I770—
Coolent Airblow PFDC(XP4610) 3B & B o/ RFLMIEH /SN .
{EFHW MM =2+ %(BT30) When machined with an insert of XP4610 grade, the surface became
Machine Vertical Machining Center transparent.

[%ﬁ.@ftﬁﬁﬂﬁ] ff*ﬁ’\'—75‘f F@Eﬁtﬂﬁlﬂlﬂl [Thermosetting Resin] Face milling of Paper bakelite

PFDCO9R100M22-4 (100X 4X])

Flutes

ERA Y — b (#178)

Insert (grade)

SDHTO09T308FR-NM (XP4610)

HHIH HEN—T 31 b
Work Material Paper bakelite
gﬁﬂgim 2,200m/min (7,000min")
XY R 2,800mm/min (0.1mm /1)
LIS
th;h'gff%m ap=0.2mm ae=80mm
IEIAE A2 HY
Cutting Direction Down Milling
R Tr7o— R—=754 MNEBIRICEAHERDTUVD. PFDC(XP4610) I
oolan Ir-olow —— & < Q
_ hrelen BERATTHISRI SR RELEMI AT TH T
ﬁfﬁ_ﬁ&m 1%77—/7“’__’/5{(BT30) Bakelite is a work material stacked in layers. The PFDC (XP4610) exhibited
Machine Vertical Machining Center

no edge chipping even under high-speed cutting condition and enabled
stable machining.

F—IRIV—EFREBICEUVEDEFZHELTVWET

0OSG’s Environmental Initiatives

A1VFFYDJIVIE BEUSIIIL

Indexable Tools

AVFFUITIWIEBERFEREDAL
(AP —RN)ZEXR|TDIET
BOBRULERTES.
RIBICEEBULIETTY,

Indexable tools are environmentally friendly tools that

can be used repeatedly by replacing the cutting
edge (insert) after use.

Carbide Recycling

BMECEHLLoIEBEIER

BERN=RXZILT [BBEUTAIIL] $HTENTRETT.
BEUTAOIE. HLEBOL7 XY I ZEZLZE
BEMEOEREZFESTIENTE. REFREBICHKRILEE T,
Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal's

carbide recycling program. Cemented carbide materials contain a large amount of rare metals.
Carbide recycling reduces material consumption and contributes to environmental preservation.




shaping your dreams

A-LASi—H=4l
T442-8543 EHREIMAEHTR=T B22%&it
2 (0533)82-1111 FAX (0533)82-1131

EEAEESR

T140-0002 SRR#BGIIXERR/14-12-6
@Y —YA RFvFILET— 198

FaEAAEZRER
T550-0013 KBRATAFRMFEXHTET2-4-2 4055

2(03)5715-2966 FAX(03)5460-2966

2(06)6538-3880 FAX(06)6538-3879
TIUT— 3 U EEER
T451-0051 BHEREHEMEXAIEEI3-1-17
BIZriumBtE 4B
022)390-9701 + H
024)991-7485 B M
029)354-7017 &
0270)40-5855 £ JI|

B(052)589-8320 FAX(052)561-8310

0268)28-7381
054)283-6651
053)461-1121
0533)82-1145

B B(078)927-8212
R B(076)268-0830
Ll 2(086)241-0411
£ (082)532-6808
(087)868-4003
025)288-3888 ~35 (092)
03)5715-2966  ZHE (093)
042)645-5406 I £ (096)
046)230-5030 IR ¥
X B

0533)82-1145
052)589-8320
058)259-6055
077)553-2012
06)4308-3411

ENa T B & — &

0120-41-5981

092)504-1211
093)922-8190
096)386-5120

RstEREH S

B B
B( a(
B( T(
B( a(
(028)651-2720 = 0 T(0566)62-8286
B( a(
B( T(
a( a(
B a(
a(

B(0266)58-0152

BORMNLET 2

MOsss 82-1134 [132=7—-yaE-mail hp-info@osg.c

(CEnOMe Mol [ [ https://www.osg.co.jp/

0OSG Corporation

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL. +81-533-82-1118 FAX.+81-533-82-1136

A_z%@(:a;sﬁmwc 2Ll

ﬁﬂﬁfj DY ERAzERIELT RS
ey -

&Safe use of cutting tools

@ Use safety cover, safety glasses and safety
shoes during operation.
@Do not touch cutting edges with bare hands.
@Do not touch cutting chips with bare hands.
Chips will be hot after cutting.
\_@Stop cutting when the tool becomes dull.

QRBICOVTIL, BICHIR - WRZTOTHBODRIDC, FEFELFHYOYT
BRI ZEEIDHENHDEI,

@ Tool specifications are subject to change without notice.

OSG RIS

@Stop cutting operation immediately if you hear any
strange cutting sounds.

@Do not modify tools.

@Please use correct tools for the operation.
Check dimensions to ensure proper selection.

HAZIBHANBDEMIGE - EREZUFJ, Copyright ©2023 0SG Corporation. All rights reserved.
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