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Collet for PXM Exchangeable Head End Mill
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Ultra efficiency even on small machining center!
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Phoenix PXMC""

PXMHBEZxA Phoenix Exchangeable Milling Collet
Collet for PXM Exchangeable Head End Mill

B PXMC X8iF=

PXMC Collet Features

aban/E (AERAS) (PXMC {2128)
Q I‘J\gg M/c mgbﬂy{a Conventional Coml=kl)ination PXMC Collet Extra Short Type

IRARIHEBTE

Powerful chip evacuation even on small machining center

O SEMERI<, NIt UPSIEER
[O]35 11

The reduction of overhang length improves rigidity and
rotational balance

O FEMTkmft
-XIRIEAE, AHEN. $542
-SEI MBI TEASIN TR 2T
A wide variety of exchangeable heads
- Suitable for, steel, stainless steel and aluminum

- Wide processing range — from roughing to finishing

O MEER, IEEEKE

KE, THBRAIEMNLE =0

Greater cost performance with fewer required parts

Remarkable
Difference!

B PXM 73kl

PXM Exchangeable Head Highlights

° *ﬂuulmu% Exchangeable Head for Roughing
PXNH 471 xigies @I

Four Flutes, High Helix, Roughing Type
ORI TR S ZA9REINT
Suitable for rough milling in a wide range of cutting conditions

OFIHRzh. BizIaASERTIR

Unique cutting edge geometry to suppress vibration and chattering




.ﬁ FAA Features

B PXM 7)3L45=

PXM Exchangeable Head Features

LA - 25 - Bl UmiE + $HEAZ = IWEEE
AT ARDERIAR :0.015mm LT
ol XS, ¢ =) Y ‘%- sz 0. mm >
AMEXSHAMNT TISL ST ?ﬂlﬁ]) £0.03mm

All the knowledge and know-how acquired by designing

solid carbide end mills are found in these exchangeable End Face + Taper = Double Face Clamping
heads. ~H!gh r|g|d]t¥ and accuracy<of tightening
“Various types are available to meet variety of machining ~H!gh precision of.run out=0.015mm
methods. , /. -High head replacing accuracy = £0.03mm

Y
KAREIBERES
TIELRYEREIE SR
JIBZRAS A BIFEYE Applying

buttress screw makes easy and
reduces time to desorb heads

EtpO7IESER PG,

Refer to p.6 for full lineup of exchangeable heads.

¢ *ﬁfmlﬁﬁﬂ% Exchangeable Head for Finishing
PXVC m7) xigiE Pk - BEIEBAAK

Four Flutes, High Helix, Square-Corner Radius Type

OEMEMRILIRR TS E SN TEHEE

Anti-vibration design to enable excellent accuracy and surface roughness




.quﬁE Processing Data

DEU'I&tB;&( %K*Iﬁ ) Tool Rigidity Comparison (by overhang length)
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PXNH + PXMC PXNH + PXMC EERS RGBT
(fBFER) (428Y) Solid Carbide End Mill

(Extra Short) (Short)

WESESBRAE ML, PXMCERIaT LU RT.5Z, BB LUXEI3E/MEh In comparison to the solid carbide end mill, the PXMC short type holder
F N == o = e | M B —hEe AR demonstrated 1.5 times the dynamic rigidity, while the extra short type holder
Wit , TTLURE RS, SR ZRITIRIGUs. FriB st R sh#kms THEm R demonstrated 3 times the dynamic rigidity. Both had exhibited minimal vibration,
E’\]ﬁ‘&o tﬂﬁuﬁﬁﬁﬂmu‘&ﬂj{ﬂﬂlﬂﬁiﬁ, 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.

BxR T AIEX BY Applicable Cutting Range Difference by Tooling Holders

W I siot mitling

PRI e raea | CUTARDENT, ERKEALEMNL. EERONES
Head Sold Code EnclMil | [ S HR S TBLLATLUBEI3219% HOSER,
PXMC-C1605 PXMC-C1630 —v Short overhang length is ideal in order to achieve high-efficiency in heavy-
(#BgR) (458) G*’T"&%E’H* duty operations such as slot milling. The extra short type holder was able to
Extra Short Short eneral Gotlet demonstrate 321% the efficiency versus a solid end mill tool.
®16 47]
flutes
NI
Work Material ss50C
PIRITSE &L
Cutting Method Slot Milling
DR ap=8mm(0.5D)
Depth of Cut P .
ol szl 9
Coolant Air Blow
EFLA ZE T (BT30)
Machine Vertical Machining Center

Eiﬁt}]ﬁusﬁm Applicable Cutting Range of Slot Milling
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W WEINI side milling

3 & HEEMMS BE5 EMERENL, HPEENEeiR
FEBT pxH160C16-04C006 [RGB IRkt I BT
PXMC-C1605 PXMC-C1630

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

(ﬁ;ﬁﬂ) (5g8y) Gﬁ;ﬁ?égn* " achieve good chip evacuation, the extra short holder, which has the shortest
Extra Short Short eneral-ofie overhang length, is the most ideal for high-efficiency machining.
®16 47]
flutes

INIAA%
Work Material $50C
AL TyspeS MEnT
Cutting Method Side Milling

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

L=z =E F58)
Coolant Air Blow

S FAHL, ZHIITHG (BT30)

Machine Vertical Machining Center

Mu%t}]‘ﬁu%ﬁﬁ Applicable Cutting Range of Side Milling

0.30
PXMC-C1605
0.25 (#BIGHEY) Extra Short
PXMC-C1630
= 0.20 (528Y) short
7 tRfEsE R
i;% 0.15 General Collet
A
(mm/t) 0.10
€ 005
0 I L

150 200 250 300
IHIERREE (m/min) Cutting Speed

W FZARINI profite milling

ERTIE |pXNH160C16.04 ST G BEASERRLT] HRESBAGEDEAZSINIATNEMAEEIRRERKHIIRS,
Head 60C16-04C006 60C16-04C006 Solid Carbide End Mill %_m PXMCE%§ﬂ~§§§2ﬂL\/{%EHDIo
PXMC-C1605 PXMC-C1630 ke For heavy-duty operations with significant load on the cutter corners, the
VERE

(fBs5gRY) [¢=t:2)) Ge’nera\ Collet solid carbide end mill exhibited chattering while both the PXMC extra short
Extra Short Short and short type holders were able to achieve stable performance.

®16 47]

flutes
NI
Work Material S50C
Pillyspe AR T
Cutting Method Profile Milling

V2

ap=8mm(0.5D) ae=4.8mm(0.3D)
P F( %)

Coolant Air Blow

EFAHL, ZHIIHG(BT30)

Machine Vertical Machining Center

ﬁ?’lﬁuu::tﬂﬁu@ﬁiﬁ Applicable Cutting Range of Profile Milling
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k32 Ht 7] PXM EAR R

Collet for PXM Exchangeable Head End Mill

PXMC

. ﬁ?ﬁﬁvi Specification

yi R )
I

22

L
- L NEW |

Bf:mm  Unitmm

T RERTIIB UL Head + £2

o
HRS =0 , e PXVC 4o, 22 | e
EDP No. Designation 2 3 2 PXVCL4p Ce Stock

ExceptPXVC [ 412, 16.20.25 | ¢14.18.22

7834001 | PXMC-C1205 . E . c12
. -y " 7834002 | PXMC-C1605 | 15.7 | 26 | 10.5 5 237 28.5 30.5 c16 C
7834003 | PXMC-C2005 | 19.6 | 26 | 10.5 5 26.5 325 345 C20 Cc
m Eﬁ%hort 7834004 | PXMC-C2505 | 240 | 26 | 10.5 5 325 40 - C25 C
7834011 | PXMC-C1230 | 11.7 | 26 | 35.5 | 30 444 48 50 c12 o]
0_ . 7834012 | PXMC-C1630 | 15.7 | 26 | 35.5 | 30 48.7 535 555 Cc16 Cc
7834013 | PXMC-C2030 | 19.6 | 26 | 35.5 | 30 515 57.5 59.5 C20 o]
m i?\%t 7834014 | PXMC-C2530 | 24.0 | 26 | 35.5 | 30 57.5 65 - C25 C
- PXMCR"0SG PHOENIX PXM &5 " JIskE A% A, C=#nfERFR C=Standard stock item
- UUEPEEEDAYTISk | PXNH. PXNL. PXSE. PXSM. PXDR. PXRE. PXBE. PXBM
- YR ACHFL

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

. PXMC i‘jlﬁ HYPRO mﬂ'&um ann_ﬁ Product Listing of PXMC corresponding to the HYPRO Shrink System

ZFR
Designation

8910000 BT30-SLK12-35 P30T-1(MAS1) C

8910001 BT30-SLK12-35 P30T-2(MAS2) C

TR 8910002 BT40-SLK12-45 C

Holder Type B 8910003 BT40-SLK12-75 ©
8910005 A63-SLK12-75 C

8910006 A63-SLK12-135 C

‘NEEESEEIEL., C=#nfEZEFm C=Standard stock item

 PXMC &HaI5 HYPRO AT E L.
- Contact your local OSG sales representative for information regarding pricing.
- The PXMC collet is compatible with the HYPRO Shrink Collet System.
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Phoenix PXM

TR EETD

Exchangeable Head End Mill

Phoenix Exchangeable Milling
(PAT. in Japan)

B FERY7IEHR

Comprehensive Exchangeable Head Lineup

B RiE S KA RELEFE RN

Wide selection of shank based on overhang length

H PXMZ
RS ETI

Carbide Shank

L AL

Steel Shank

H PXMC %&

PXMC Collet

-i8Es

Extra Short Type

g 5k

Short Type

¥ 10 T ! Roughing)
/] s £} = .
A7) KIZHER KEINTAAR .. 37 SR EIARAR
m Four Flutes, High Helix, Roughing Type (1L Three Flutes, Multi-purpose, Corner Radius Type
Tz B9 R TAE AN T - CIESHIIESS.S SEViZN
PXNH Suitable for rough milling in a wide range of cutting conditions PXDR_P gsgfgﬁéﬁg%?chining work which requires stable milling with long
47) MEhER HEIMIAZR 37) MR B! ERMARAR
Four Flutes, Low Helix, Roughing Type Three Flutes, Heavy-duty, Corner Radius Type
RIS TR INT BT TSRS T
PXNL Suitable for rough milling with a long tool life PXDR_N Suitable for profile milling with long tool life
47] 3k - Bl AanzIR ERMFARAR
Four Flutes, Square-Corner Radius Type i Corner Radius Type
 IEFIMESE. AT TIEE ~ gk, DA AR TR EATINT
pXSE Qrsoao\g/;eesnteorasligsr a?:(saes tool, it can be used for heavy cutting from PXRE Suitable for high hardness materials
FENNT ! Finishing! . - s sl T
47) Kigher k- EilARAR 370 BYReR! IRKA
ki
%m Four Flutes, High Helix, Square-Corner Radius Type | Three Flutes, Multi-purpose, Ball Type
b & bR
e T g — o —
Be= A TRREIRAIINT AR TRIKEYAIZN T
Stable machining with long overhang length Suitable for machining work which requires long overhang length
PXVC g vith ong overhang eng PXBE-P 0 g overhang leng
£7] 3k - EIRAAzR 37 TRBY BRLAZ
m Multiple Flutes, Square-Corner Radius Type Three Flutes, Heavy-duty, Ball Type
s LRRRY
BRtS , IRDABSDNSRTINT A TS ARSI T
PXSM cAjtfegse%etgalf-mrm;yse tool, it can bring the advantages of multiple PXBE_N Suitable for profile milling with long tool life
£7] B
" Multiple Flutes, Ball Type
BT ~ BT
PXBM It can be used for intermediate-finish and finish milling

BEN (L8) RETARRAN

0SG PHOENIX
SFEHAE

PXM RFIBRHiES %
OSG PHOENIXZ&HEA,

Refer to the OSG PHOENIX 2016 catalog for more
information regarding the PXM series.
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Roughing Type

P X N H L] o LT

.ﬁ?ﬁﬁv% Specification
a _a
e 9
7/ Cs B
]
P.9-10
PXNH AZE1E 47 KIZHEM HAIMIAIR variable Lead, Four Flutes, High Helix, Roughing Type #f:mm Unitmm

e ohE iz % g | emg | MR | EE

Designation N z Helix Angle Cs Grades Stock
7830451 PXNH120C12-04C005 12 0.5 4 8.4 14.4 1.7 40/42 C12 XP3225 C
7830452 PXNH160C16-04C006 16 0.6 4 11.2 18.7 15.7 40/42 C16 XP3225 (6]
7830453 PXNH200C20-04C006 20 0.6 4 14 21.5 19.6 40/42 C20 XP3225 (6]
7830454 PXNH250C25-04C006 25 0.6 4 17.5 27.5 24 40/42 C25 XP3225 C

C=1rfEEFm C=Standard stock item

BB Accessories
benainion | racarbgmimer | T |t ye | Sk
7801890 | PXMP8-10 | 12,014 c12 12N m c
- 7801891 | PXMP13-16 (05078 o So-m c
e 7801892 | PXMP21 025 c25 60N+m c

C=#nfEEfFam C=Standard stock item
- PXMERBIRTF , 5B,
(ERIEEEISE P14,
- There spanner are specifically for PXM, and sold separately from the cutters.
- Please refer to p.14 for cautions during use.




Slotting Slotting

i

3k - BMAAAR ( )
Square - Corner Radius Type [ sm{emurﬁns [ Sld@“ﬂﬁns [ 5’%\‘??£EMI Fao?rﬁms

PXVC

[

.ﬁ?ﬁﬁqﬁ Specification

®Dc

P.11-12
PXVC *%%E 4?] kﬂﬁﬁﬁ SF% . E;mﬁﬁ?’lﬁ Variable Lead, Four Flutes, High helix, Square - Corner Radius Type gfiz:mm  Unitmm

SR I , @e | wa | MR | EE

Helix Angle [ Grades Stock

Designation

7835004 PXVC120C12-04R000 12 0 4 12 18 11.7 45/48 C12 XP3225 C
7835005 PXVC120C12-04R005 12 0.5 4 12 18 11.7 45/48 C12 XP3225 C
7835006 PXVC120C12-04R010 12 1 4 12 18 11.7 45/48 C12 XP3225 C
7835007 PXVC120C12-04R020 12 2 4 12 18 11.7 45/48 C12 XP3225 C
7835008 PXVC120C12-04R030 12 3 4 12 18 11.7 45/48 C12 XP3225 C
7835009 PXVC140C12-04R000 14 0 4 14 20 11.7 45/48 C12 XP3225 C
7835010 PXVC140C12-04R005 14 0.5 4 14 20 11.7 45/48 C12 XP3225 C
7835011 PXVC140C12-04R010 14 1 4 14 20 11.7 45/48 C12 XP3225 C
7835012 PXVC140C12-04R020 14 2 4 14 20 11.7 45/48 C12 XP3225 C
7835013 PXVC140C12-04R030 14 3 4 14 20 11.7 45/48 C12 XP3225 C
7835014 PXVC160C16-04R000 16 0 4 16 235 15.7 45/48 C16 XP3225 C
7835015 PXVC160C16-04R005 16 0.5 4 16 23.5 15.7 45/48 C16 XP3225 C
7835016 PXVC160C16-04R010 16 1 4 16 23.5 15.7 45/48 C16 XP3225 C
7835017 PXVC160C16-04R015 16 1.5 4 16 23.5 15.7 45/48 C16 XP3225 C
7835018 PXVC160C16-04R020 16 2 4 16 235 15.7 45/48 C16 XP3225 C
7835019 PXVC160C16-04R030 16 3 4 16 235 15.7 45/48 C16 XP3225 C
7835020 PXVC180C16-04R000 18 0 4 18 25.5 15.7 45/48 C16 XP3225 C
7835021 PXVC180C16-04R005 18 0.5 4 18 255 15.7 45/48 C16 XP3225 C
7835022 PXVC180C16-04R010 18 1 4 18 25.5 15.7 45/48 C16 XP3225 C
7835023 PXVC180C16-04R020 18 2 4 18 25.5 15.7 45/48 C16 XP3225 C
7835024 PXVC180C16-04R030 18 3 4 18 25.5 15.7 45/48 C16 XP3225 C
7835025 PXVC200C20-04R000 20 0 4 20 27.5 19.6 45/48 C20 XP3225 C
7835026 PXVC200C20-04R005 20 0.5 4 20 27.5 19.6 45/48 C20 XP3225 C
7835027 PXVC200C20-04R010 20 1 4 20 27.5 19.6 45/48 C20 XP3225 C
7835028 PXVC200C20-04R020 20 2 4 20 27.5 19.6 45/48 C20 XP3225 C
7835029 PXVC200C20-04R030 20 B 4 20 27.5 19.6 45/48 C20 XP3225 C
7835030 PXVC220C20-04R000 22 0 4 22 29.5 19.6 45/48 C20 XP3225 C
7835038 PXVC220C20-04R005 22 0.5 4 22 29.5 19.6 45/48 C20 XP3225 C
7835031 PXVC220C20-04R010 22 1 4 22 29.5 19.6 45/48 C20 XP3225 C
7835032 PXVC220C20-04R020 22 2 4 22 29.5 19.6 45/48 C20 XP3225 C
7835033 PXVC220C20-04R030 22 3 4 22 29.5 19.6 45/48 C20 XP3225 C
7835034 PXVC250C25-04R000 25 0 4 25 35 24 45/48 C25 XP3225 C
7835035 PXVC250C25-04R010 25 1 4 25 35 24 45/48 C25 XP3225 C
7835036 PXVC250C25-04R020 25 2 4 25 35 24 45/48 C25 XP3225 C
7835037 PXVC250C25-04R030 25 3 4 25 35 24 45/48 C25 XP3225 C
BHEBHBP.7. - Please refer to p.7 for accessories. C=irEEFf C=Standard stock item



TLZRETD

Exchangeable Head End Mill

PXNH+PXMC

WIEISRMEEIER cutting Conditions

gk PXNH + PXMC #B B! side Milling, PXNH+PXMC Extra Short Type

. B . e
IR Bk .. o RS- SRR RA) TR
e A Hardened Steel )
Work Cast Iron Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel
Material FC250 arbon stee oy stee re-hardened stee SUS304
(Free-Cutting)
HME EFEERE | HERE | BRERE | #ERE | BRRE | #HRE | BRRE | #ERE | REEE | HEEE
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)
12 4,300 1,200 5,720 1,400 4,770 880 3,580 430 2,540 270
16 3,220 1,240 4,300 1,440 3,580 900 2,680 450 1,900 280
20 2,570 1,320 3,430 1,520 2,860 960 2,140 460 1,520 300
25 1,600 900 2,280 1,120 1,830 680 1,330 330 910 200
TEIRE ap de ap de ap de
Depth of Cut 0.5Dc 0.4Dc 0.5Dc 0.3Dc 0.5Dc 0.2Dc

gk PXNH + PXMC #8BY side Miling, PXNH+PXMC Short Type

PIEIF R
Work
Material

ik

Cast Iron

FC250

Carbo

Steel

EE3
Alloy Steel

VAN - FRAEAN( R )
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

TR
Stainless Steel

SUS304

IR ES EEERE | #HERE | BREE | #ERE | BREE | #RRE | BRRE | #HEERE | EEREE | #HEEE
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)
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
a de a de a de
R i i i
Depth of Cut 0.5Dc 0.4Dc 0.5Dc 0.3Dc 0.5Dc 0.2Dc

1 IREDRE. VRIS ERER , BRREERHLRE.

2. PXNH, PXVCLISMIINT %1455 % OSG PHOENIX GREHA,
1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
2. Please refer OSG PHOENIX 2016 catalog for cutting conditions other than PXNH & PXVC.




5% PXNH + PXMC #8388 siot Milling, PXNH+PXMC Extra Short Type

- e .
MR Bk - o R SRR $RH) R
RN 55 Hardened Steel )
Work Cast Iron Carbon Steel Alloy Steel Pre-hardened Steel Stainless Steel
Material FC250 aroon y ; SUS304
(Free-Cutting)
IME ERE | HARE | EREE | HERE | BERERE | HERE | OREE | HEARE | BREE | HERE
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)
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
- a
PITTEN R
Depth of Cut =0.5Dc

5% PXNH + PXMC 8B siot Milling, PXNH+PXMC Short Type

PIEIA R
Work
\EIETE]

{7255

Cast Iron

FC250

Carbon Steel

EEZL
Alloy Steel

RSN - TR tREl )
Hardened Steel
Pre-hardened Steel
(Free-Cutting)

TEEN
Stainless Steel

SUS304

IME EERE | HARE | OREE | HLRE | BRERE | HERE | OREE | #ARE | BREE | HERE
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)
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

- a

AIREE B
Depth of Cut =0.5Dc

1 ERIEDRE. MRS ERER  ELEREE HAEE.
2. PXNH, PXVCLISMIINT %455 % OSG PHOENIX GREHEA,
1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
2. Please refer OSG PHOENIX 2016 catalog for cutting conditions other than PXNH & PXVC.
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TLZRETD

Exchangeable Head End Mill

PXVC+PXMC

WIEISRMEEIER cutting Conditions

gt PXVC + PXMC #BFEBY side Milling, PXVC+PXMC Extra Short Type

—RRIDIEF SRR FHE AENTEN BN VRN § oo
I 15T Mild Steel- Carbon Steel Alloy Steel Stainless Steel ARR-AE2(ER)
Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $5400. S55C. FC250 SCM. SKT. SKS. SKD SUS304. SKD 5 ~ SSHRC)
(~750N/mm?) (~ 30HRC) (~ 45HRC)
HMZ [ClEERE BHERE [Cl#EIRE BHARE [Cl4EE BHAERE [Cl48EE HERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-) (mm/min) (min-) (mm/min) (min) (mm/min) (min-") (mm/min)
12 5,570 1,720 4,460 1,380 3,720 1,020 2,760 720
14 4,780 1,490 3,820 1,180 3,190 880 2,360 610
16 4,180 1,290 3,340 1,040 2,780 760 2,080 540
18 3,720 1,150 2,980 930 2,470 680 1,840 490
20 3,340 1,040 2,670 820 2,240 620 1,660 430
22 3,050 950 2,430 750 2,030 560 1,500 390
25 2,670 820 2,140 660 1,790 490 1,320 350
PR ap de ap de ap de
Depth of Cut 0.5Dc 0.25Dc 0.5Dc 0.12Dc 0.5Dc 0.075Dc

gE PXVC + PXMC #8BY sice milling, PXVC+PXMC Short Type

—RRAGERIN - iR - #5 % A& ITER TN - RN

BRN-KE2(2)

YIHI R Mild Steel- Carbon Steel Alloy Steel Stainless Steel Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $5400. S55C. FC250 SCM. SKT. SKS. SKD SUS304. SKD : (’4';~ SSH{?C)
(~ 750N/mm?) (~ 30HRC) (~ 45HRC)
MR EliERE BHERE [ElEIRE BHERE EliRRE HEERE EliERE HERE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min-) (mm/min) (min) (mm/min)
12 4,770 1,240 3,820 1,000 3,190 800 2,130 620
14 4,100 1,070 3,270 850 2,730 680 1,820 520
16 3,580 930 2,860 750 2,380 600 1,600 460
18 3,190 830 2,550 670 2,120 530 1,420 420
20 2,860 750 2,290 590 1,920 480 1,280 370
22 2,610 680 2,080 540 1,740 430 1,160 330
25 2,290 590 1,830 480 1,530 380 1,020 300
PERE ap de ap de ap de
Depth of Cut 0.5Dc 0.2Dc 0.5Dc 0.01Dc 0.5Dc 0.05Dc

1. ERIBRE. VBRI SERER , BE—TERREAIEE.
2. PXNH, PXVCLASMYIN T &/4i5£% OSG PHOENIX GREHA.,

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

2. Please refer OSG PHOENIX 2016 catalog for cutting conditions other than PXNH & PXVC.
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5% PXVC + PXMC #B%88Y siot Milling, PXVC+PXMC Extra Short Type

— RSN AR RN FH R AN TRN TG - ERN e kA A E
DI YI5S Mild Steel- Carbon Steel Alloy Steel Stainless Steel AN SR SR )
Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $5400. S55C. FC250 SCM. SKT. SKS. SKD SUS304. SKD s ~ SSHRE)
(~750N/mm2) (~ 30HRC) (~ 45HRC)
PARES [Cl#IEE BHAERE [Cl48EE BHATRE [Cl48EE HEIRE [ClEERE BHARE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min-) (mm/min)
12 4,770 1,200 3,810 960 3,180 630 2,180 440
14 4,090 1,020 3,270 820 2,720 540 1,880 370
16 3,570 900 2,860 720 2,380 480 1,630 330
18 3,180 790 2,540 630 2,120 420 1,460 290
20 2,860 720 2,290 570 1,900 380 1,300 260
22 2,600 640 2,080 520 1,740 340 1,190 240
25 2,290 570 1,830 460 1,520 300 1,040 200
PIBIRRE o _a _a _a
Depth of Cut =<0.5Dc =0.4Dc =0.3Dc =0.3Dc

15k PXVC + PXMC %8B! siot Milling, PXVCHPXMC Short Type

—MRADIE AN SRR ek e TAKN G5 - AR N A
PIEIES Mild Steel- Carbon Steel Alloy Steel Stainless Steel RN SAEREX)
3 Hardened Steel
Work Cast Iron Tool Steel Hardened Steel Titanium Alloy (Wet)
Material $5400. S55C. FC250 SCM, SKT. SKS. SKD SUS304. SKD s ~ SSHRC)
(~750N/mm?) (~ 30HRC) (~ 45HRC)
GMZ E#IRE BEGERE [El45ERE BEGERE EliERE HERE [El45RE HEIRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-) (mm/min) (min) (mm/min) (min-) (mm/min) (min-) (mm/min)
12 3,980 1,040 3,180 830 2,650 630 1,990 400
14 3,410 880 2,730 710 2,270 540 1,710 340
16 2,980 780 2,390 620 1,990 480 1,490 300
18 2,650 680 2,120 540 1,770 420 1,330 270
20 2,390 620 1,910 490 1,590 380 1,190 240
22 2,170 550 1,740 450 1,450 340 1,090 220
25 1,910 490 1,530 400 1,270 300 950 190
IEIRE ap ap ap ap
Depth of Cut =0.5Dc =0.4Dc =0.3Dc =0.3Dc

1 EIRIETIRE. URRIESERER , BE—TRERITEEE.

2. PXNH, PXVCLUSMIINT &4 55% 0SG PHOENIX GREH A,

1. Please adjust speed and feed when the depth of cut is large or machines with low rigidity are used.
2. Please refer OSG PHOENIX 2016 catalog for cutting conditions other than PXNH & PXVC.

12




.'&ﬁg"ﬂzm Performance Evaluation

ENEMIPOPSENIAEFT IR, BTk R
‘KRR - -FHNSES
<IMEHETD - - - IRERIRIR
‘RERT. - -HEALL, BEFS

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

HAR

Problem

BRI

Solution

B PXMCSEHISZ B, BERTRISSIERE, SSMAFRERINTIRE,

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

-xﬁﬂﬁuawﬁﬂ Features by Diameter Size
«mﬁ Problem>>
INEHET]

Small diameter cutter

. RERTEDIRAETIL IR + PXMC LR
<Q¥IRE Solution>> By changing Solid mid-size end mill to exchangeable head end mill with PXMC collet

PERY

Mid-size cutter

AR

Large diameter cutter

INEHET]

Small diameter cutter

AETDE

Large diameter cutter

eI

Stability

O VAN
O X
O A
O

OO0 x%

X

5=
Weight Weight

O=RiF O=RF A=ELE X=%
O=Very Good (O=Good A =Fair x=Bad

IIEHFE§E1,OOOCC Wﬂﬂlﬂgl‘ﬂ'—i?ﬁﬁﬁmﬂgwthﬁﬂ Machining time and tool wear comparison after total chip emission of 1,000cc.

b=l /\RRERSSEARALET] 08 47 solid

A Tool Carbide End Mill 4 flutes
FATHE |

Tool
TR sEE Il

Holder Collet Chuck

PXNH160C16-04C006 ¢16 47 |Bl4&{uzlJJE ¢32 47]

4 flutes | Indexable Tool 4 flutes

Bk

PXMC-C1605 Milling Chuck

Material - Size

(250x300%18mm)

iz

Thrust side milling

iz

Thrust side milling

FRL&INT

Contour milling

n=1,800min". Vf=5,370mm/min

n=5,970min"", Vi=4,770mm/min

n=1,900min"', Vf=600mm/min

Cutting Condtion ap=9mmx2E. ae=1.6mm ap=9mmx2EZ.  ae=3.2mm ap=0.5mmx36 . ae=16mm
Stages Stages Stages
B
Overhang Length 95mm 63mm 150mm
e 25.9cc/min 173.3cc/min 4.8cc/min
ip Evacuation Amount
38437 TH1TH 208420%
38min.37sec. 7min.17sec. 208min.20sec.
“BNERTD FIERREIR FEIRA
Small Chipping Initial Wear Large Wear
A © X




.;i*ﬁﬁ Technical Data

. *?ﬂm%ﬂiﬁ%ﬂgﬁ% Mounting Procedure

A

@IEH?;?%(BTSO) Initial Tightening @Hsigg;?% Final Tightening @i%;a Cleaning

IR BRI, FHEA. BIRFITE BbRTIk, SRR RN R SR,
s |igte, (FRIGITE. Tighten with a spanner wrench Re&nOVﬁ cilirt and chips from the connecting thread
% BT30LUSMOBE ¥ FE. and colle

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.

3 BT30D}9I‘H§§§IIE]¥ Mounting procedure for holders other than BT30

OEIBLNBEBBANAIR
F.

HEFLEERS [IRR( P6 LA )AT,
A ES 1R e B HITIRIE.
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.

@ﬁ%u% Mounting the Head

BESSE, BAPXMEREERE, ]

After screwing the head in by hand, use the PXM spanner OFREHMEE, EEREME

wrench'o tighten. i B A R T RN
%) misEHERiTRE.
HIEFREME 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:
18 N'm

ERFEER

Cautions during use

TR ERBERPXMERIRF. (FEMRFFEEMERA. )
HEREHEBESEPT,

TSR ERERER, BEHRIATER.

‘RERHMSEBREEINENE, BRIARERE. LU,
EBIRFEADLMEL , B8R,
- Only use the spanner wrenches that are designed specifically for the PXM (p.7) for attaching PXM heads.

Please do not use alternative spanner wrenches sold on the market as a replacement.
- Please refer to P.8 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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(§6;  shoping your dreams
BREIHl (L) REIRARLH

B ( Eig ) EllAER Bt (i ) YIRS -
Bk - EiET A X EARRI R 360 ST LISERR AR 74 b mcﬂlll'ﬁ?ﬁEEll:ﬁ ZiEIE
FEiE : 021-58886600 ;  fE£E : 021-58883300 ; R4 : 200120 FEiE : 0755-835665 _,...-r
LA (£ ) MR Dctm(J:,ﬁ ot

Rl _ESSTINSMARIXAIEIR695 155 FSHESHEERD
E3iE : 021-50462266 ; 15K : 021-50462626 ; Hp4w : 200131 FHiE

A ( £ ) SERDAE

Ak - bt - AERTHEAEREEI5MAR 1 9SERRAEAEE18-05C
FHi% : 010-85261018 ;  {£E: 010-85261016 ; #B4 : 100004
BREAL ( L) B AT ’
Ik PONARAR AR 157 S AL AEA17015 il : R LR X
FBIE : 020-38210423 ; &K : 020-38210425 ; 4% : 510600 : 027-85557360

BRtH ( L ) KESAT Bﬂ:l:m(J:E) ;
ek - REFAXYCERAEB2006 ' mt
EEiE : 0411-87655185 ; {&E : 0411-87655186 ; B4R : 00 :

R (L) REHLE i g ' if5) FuERlEEsSE,
it - REHAEXA DS 1 SAFLHAE1021018= bk - 4 662 4Rk )3 15170

FEIE 1 022-23037566 ;  f&H : 022-23037577 ; 4% : 300020 i g 5 : 0571-82757767

B ( L) ERDAE] _ o

btk - BRI R ERERE XIS 18 SILEERER1 #2301 ! o /IR 2181 SHEIRAEISTIE

HHiE : 023-65408030 ;  {E€E : 023-65402088 ; B4 : 401120 _ 62388327 ;  f&EL: 0512-62388320 ; B4R

BEH ( B8 ) RS AT . & D\im 5 ) DM
Ml + BT HILR R 30 S 5iAS 53241 B5T2803 : i
EBiE : 0532-66775787 ; {EE : 0532-66775797 ; HP4R : 266034

E3iE - 0772-8250338 ;

BXEA (L ) VEPHERSSFR BREH (L) KiIPESS) _

bk« PR ATI X ERIRIRER 12 S AP ERRARE 1709Z B4 : 110021 ehik - R TR U bR 649 S RAEBAE 14515013

EHiE : 024-22852762 ; 021-25871348 &5 : 024-22852763 REiE 1 0731-82258102;  {&E : 0731-82258302 ;

BREH (L3 ) XBHIEESSFT BREH (i) FRRERSSFT

Hehik : RPN EX SIS — B IS eSS a1 5141 551804 ok : PR R X RS AA 135712388301

FIE : 0371-86237251  {&K : 0371-86237251 4% : 450016 FEiE : 029-88860594 ;  {&H : 029-88860594 ;  HP4R : 71000

BRAL (£ ) BREBESSFT BREAL ( £ ) FARESH
ik ERTHERER AR IUER27 SR EIR251 8558035 Mk FARTIRAX IR HTEE 33 STHIALE AT/ N\K23 S#25885T13072= *
FBiE : 028-65783992 ;  {&H : 028-85005292 ; H[4w : 610042 EHiE : 0415-2235643 ; #E4m : 118000 -

Http://www.chinaosg.com

* PRINTED WITH
osc ammrng 400 888 2086 ) SovINK|

9:00~12:00/13:00~17:00 wkEws ——
MMEERSHE RERERA)

E-mail:business@shanghaiosg.com



