PRODUCT INFORMATION é

NS ENISKT RS

b

.),J Silent Roughing End Mill Series «» SI-WC-RESF
«» SI-WH-RESF
PXNL/PXNH

8= 1 E oI, .

Heavy milling operations that are as quiet as a whisper

Roughing shape appeared in the lead
unequal "HSS" &"Carbide" endmills




(B B2 BB NTH ] SI-WC-RESF

Carbide Silent
Roughing End Mill

W /MEREAEY Low Helix Type

[ | kﬂ‘\?ﬁﬁ%ﬂ High Helix Type

ERNF SR SI-WH-RESF
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HSS Silent
Roughing End Mill

Revolutionizing the future of roughing work with
a new cutting geometry!

BRI ROFESENIIRTURTES R AROET].

Variable-lead of peripheral cutting edge and unequal spacing of end teeth

AT A T ET R R IR 7

Uniguely configured serrations of the cutting
edge reduce cutting load

BlfE =i EE Mz /N, HAKARFHABIIKA T—HTLLRERR.

High efficiency can be achieved even in unstable work conditions

FHREIR SI-WC-RESE YIEIEI{EA R B AT =S 1/2 1/2 the cutting resistance versus the competitor
Tool
| ! |

R 12 | | mESH WEAHN
Size ‘b S|-WC.RESF Thru\sl force .Ze;; force

w, Principal cutting force IIglesultam force
IRMR FC250
Work Material HbATER

il Competitor .

I
SRR 106m/min (2,800min-1) \
Cutting Speed 0 4,000 8,000 12,000 16,000
LIEIEHLE (N) Cutting Resistance

BHEATE
Ei:;"g 300mm/min (0.027mm/t)

——— IRIEAEMATIFEREY 1/4 1/4 the cutting vibration versus the competitor
RE ap=12mm(1D)
Depth of Cut ‘ L — L L — \‘
F— p— S-WC-RESF 'iﬁ”& 'ﬁe;%%?i
Cutting Method Slotting f Principal cutting force  Resultant force
A BT . |
Coolant Water Soluble S T
EFHHLW ﬁit",mlq:'u (BT40) 0 4,000 8,000 12,000 16,000 20,000
Machine Vertical Machining Center LIHHEIUEROIRIE (N)  Amplitude of cutting vibration




*IE.UJDI E E"]*“Eﬁﬁi Product selection based on purpose

aﬁﬂﬂixﬁw
RaspEE Phoemx FITRLR

*HJJDI%%JJ BHNEMIY
Carbide Roughing End Mill Phoenix Exchangeable Head End Mill e

SI-WC-RESF PXNL/PXNH yﬁ

Phoenix aI#E =0 THETD (FKEET])
Phoenix Indexable Roughing End Mill
(EHNBERASBNTSHT PSEL

Conventional Carbide Roughing End Mill v
absZz
IS . &
|

RN S B I T 5% 7]
HSS Silent Roughing End Mill

SI-WH-RESF

&SRS IERFEIN Tt ))

Conventional HSS Roughing End Mill

6 8 10 12 16 20 25 30 35 40 50 60 70 80

R~} size

WhESHELENTRRERNEE S T T

( N
W RIZAE5 IR
Selection by purpose iﬂmiﬂ
Loleellx TyDe”
Emphasis on durability j(ﬂ?ﬁﬁ%
EANE
Al ey
E Efficiency
J
( N\ 4 1\
: 3,
B THRF[FHEEE B I TIMERETE
Selection by work piece clamping method Selection by work environment
BHE%XE 75 R EI DR
Side clamping Low axial cutting force
vy p——— 75 ME R
Hecggﬁd-!ad%ﬁ\.ﬁ%ﬁ:type Recommended for low helix type
— —
AAETEIH TS A= HDEI S AR R
(NEBEAEHEE)
To prevent vertical cutting force
(Clamping with lateral force / Vise clamping)
SPel b BHER DD
Top clamping . .
l l Low radial cutting force
HEF AR RE ey
Recommended for High he:\;? type ﬁﬁkﬂ%ﬁﬁ%ﬂ
Recommended for High helix type
ABFEH TS A=A EI D AR
(M ESFRiZ2ERE)
To prevent horizontal cutting force
(Clamping with top-down force / Clamping primarily with bolts)
N J J
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@Ak R ~F3R Dimensions

BREE£HESLEMIET] SI-WC-R [ New 4
Carbide Silent Roughing End Mill
® 1R BRI FIERE S
Tool Material Micro Grain Carbide
® RENLE WXLERE
Surface Treatment WXL Coating
® P2hEF NZfERREL 1750 /22.5°
Helix Angle Low Helix Type
KIZFERE  40° /42°
High Helix Type
O IMERWFNE 0 ~—0.05mm

Tolerance for Outer Diameter

B — - T
e ——— ] | c )

B /\EFEREY Low Helix Type
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BAfZmm Unitmm
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s HME ESS UALS s & |EBREE EFF

EDP No. Dc L £ Ds YA C X Stock
3017406 6 60 13 6 4 0.5 B
3017408 8 80 19 8 4 0.5 B
3017410 10 80 22 10 4 0.5 B
3017412 12 80 26 12 4 0.5 B

% C=Chamfer width

B ———————— ]
O —————— T

B=tnfifEfER  B=Standard stock item.

¢$Ds

W KEZGEREY High Helix Type gfizmm Unitmm
[Elnh=s MR ESN T TS DAk EilERRE EF
EDP No. Dc L 2 Ds VA C x Stock
3017456 6H 60 13 6 4 0.5 B
3017458 8H 80 19 8 4 0.5 B
3017460 10H 80 22 10 4 0.5 B
3017462 12H 80 26 12 4 0.5 B

% C=Chamfer width

B=tmHEEEFR: B=Standard stock item.
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BB EERENISHT S-WH-RI

HSS Silent Roughing End Mill

o iR CPM
Tool Material
© REE WXLRE
Surface Treatment WXL Coating
® 1ZiEMA Dc< 920 25° /30°
Helix Angle ¢25 = Dc 285° /30° /31.5°
O IMERVFNE Dc = ¢6 +0.060mm

Tolerance for Outer Diameter ¢6 <Dc = ¢'|O +0.075mm
$10<Dc = ¢16 =£0.090mm
¢16<Dc = 30 =*=0.105mm
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BAfimm Unit:mm

T 2k | Ik | e | ARk | @E |ENEREE| OB | PR | ER

EDP No. Dc L 2 Ds £2 d2 C z Type Stock
8409806 6 80 13 6 - - 0.5 4 1 B
8409808 8 85 19 10 - - 0.5 4 2 B
8409810 10 100 22 10 - - 0.5 4 1 B
8409812 12 110 26 12 - - 0.6 4 1 B
8409816 16 125 32 16 50 15 0.6 4 3 B
8409820 20 140 38 20 60 19 0.6 4 3 B
8409825 25 160 45 25 70 24 0.8 5 3 B
8409830 30 160 45 25 - - 0.8 6 4 B

% C=Chamfer width B=tmHERFfFm B=Standard stock item.



@tﬂﬁ“%{#g}ﬁ% Recommended Milling Conditions

WHEEHFSRHEMIR®I] SI-WC-RESE

Carbide Silent Roughing End Mill

B MELIH Side Milling

e AW -TEN VAR - FREE
4 Z373 EEADE RN - BRI ALLOY STEELS-TOOL HARDENED STEELS- BN Kas
Wo;ﬁﬂ’g’?‘m“ CAST IRON LD STSEE'E'SLSCARBON STEELS PRESH{*EELESNED STAINLESS STEELS TITANIUM ALLOY
FC250 SR ST SCM- SKT- SKS* SKD SKD - NAKSO SUS304 Ti-6Al-4V
(~30HRC) (~45HRC)
MR EREE | HERE | BRRE | HERE | ORRE | #EERE | ORRE | #EERE | OERE | #LERE | [RERE | #HEEE
MILL DIA. SPEED FEED 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) (min‘") (mm/min)
6 4,770 610 6,370 710 | 4,770 400 4,240 330 3,710 290 2,650 180
8 3,580 940 4,770 1,090 | 3,580 610 3,180 510 2,790 450 1,990 270
10 2,860 950 3,820 1,100 | 2,860 620 2,550 510 2,230 450 1,590 270
12 2,390 860 3,180 990 | 2,390 560 2,120 460 1,860 410 1,330 250
RR ap ae &)
DEPTH OF CUT <150 | =0.3D A7

1. B E ARSI R TIRE.

2 TEHRIBTIEIRE. IR ERIMEEE 5 IE SRR RN AR

3. BERES TR RIEME AT B,

4 REFHAHR, —ERESEBWE,

1. Use arigid and precise machine and holder.

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

3. Please use a suitable fluid with high smoke retardant properties.

4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.

B Z1JE! Slotting

AEiN- TN VAR - TSN
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My M
” ek SEGEAN BEM )| oy STEFLS- ToOL  HARDENED STEELS: BN REE
woatgﬁnﬂ%%m N CAST IRON s STEELS REE L STAINLESS STEELS TITAI\_IIUEI\I/I ALLOY
FC250 55400+ S20C SCM- SKT- SKS* SKD SKD - NAKSO SUS304 Ti-6AI-4V
(~30HRC) s
(~45HRC)

IME ERE | HEERE | BERE | HAERE | BERE | HEEE | OERE | HAEE | BERE | HAEE | BERE | HEAEE

MILL DIA. SPEED FEED 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) (min) (mm/min)

6 3,710 430 5,840 580 4,240 320 3,710 260 3,180 220 2,120 130

8 2,790 470 4,380 650 3,180 350 2,790 290 2,390 250 1,590 140

10 2,230 510 3,500 700 2,550 380 2,230 310 1,910 270 1,270 150

12 1,860 470 2,920 640 2,120 350 1,860 2 1,590 240 1,060 140

90
RS ap=1D % | =
DEPTH OF T ap Max=12mm
OF CU %

1. B E AR SRR TIRE.

2 IEHRIEIEIRE. IR BRI E 5 o IE AR AN SR

3. BERES TR ARIEME O LT A,

4 RATFEN, —ERESISTERE.

1. Use arigid and precise machine and holder.

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

3. Please use a suitable fluid with high smoke retardant properties.

4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.




HSS Silent Roughing End Mill

=mEFEREEENINRIT SI-WH-RESF

B LI side Milling

o " SEW-TEHR VAN - TN
ZIBHIE N - BRI
" FER = ALLOY STEELS-TOOL HARDENED STEELS- BN HKE®
WORJ‘E?\;J?T%RIAL CAST IRON RS STEELS REE RN STAINLESS STEELS TITANIUM ALLOY
FC250 S GG SCM: SKT- SKS* SKD SKD - NAKSO SUS304 Ti-6AI-4V
(~30HRC) =
(~45HRC)
pME EiEE | HAEE | BREE | HAEE | IREE | HAEE | BREE | HAEE | AREE | HAEE | BREE | HAEE
MILL DIA. SPEED FEED 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) (min-") (mm/min)
6 2,920 300 3,450 300 2,650 210 2,390 170 1,860 130 1,330 80
8 2,190 340 2,590 350 1,990 240 1,790 190 1,390 150 990 90
10 1,750 380 2,070 390 1,590 270 1,430 220 1,110 170 800 110
12 1,460 410 1,720 420 1,330 290 1,190 230 930 180 660 110
16 1,090 480 1,290 490 990 340 900 270 700 210 500 130
20 880 510 1,030 520 800 360 720 290 560 230 400 140
25 700 490 830 510 640 350 570 280 450 220 320 140
30 580 480 690 490 530 340 480 270 370 210 270 130
Dc ap ae
IRE & %
DEPTH o% cuTt <30 =1.5 =0.5D I 27 e
=30 =1D 72

. BN ESAIRFN I,

. IBEAIES THRIERIEME YRR

. EIHEHEF D E BT HBR B,

. Use arigid and precise machine and holder.

. Use suitable cutting fluids with high smoke retardant.

. Consider the way of coolant supply to help smooth chip ejection.

[ | 7@‘;}] ﬁu Slotting

WN = wn =

-~ EEERR- B

CAST IRON
FC250

TIHIHR

WORK MATERIAL STEELS

S$S8400- S50C

MILD STEELS- CARBON

AEN-TEHN
ALLOY STEELS-TOOL
STEELS
SCM- SKT- SKS- SKD
(~30HRC)

VB - TR
HARDENED STEELS-
PREHARDENED
STEELS
SKD: NAK80
(~45HRC)

THEN
STAINLESS STEELS
SUS304

REE
TITANIUM ALLOY
Ti-6Al-4V

. IEEAES TR RIEME TR,

. tEIHEHETE D E B HER B,

. Use arigid and precise machine and holder.

. Use suitable cutting fluids with high smoke retardant.

. Consider the way of coolant supply to help smooth chip ejection.

WN = WwN =

I EEE | HARE | BEEE | #HaRE | BEEE | #HeRE | BEEE | #eRE | BEEE | #eRE | BREE | #HeRE
MILL DIA. SPEED FEED 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) (min‘") (mm/min)
6 2,390 160 2,650 160 2,120 110 1,860 90 1,330 60 800 30
8 1,790 200 1,990 190 1,590 140 1,390 110 990 80 600 40
10 1,430 220 1,590 210 1,270 150 1,110 120 800 80 480 40
12 1,190 230 1,330 220 1,060 160 930 120 660 90 400 50
16 900 270 990 260 800 190 700 150 500 110 300 60
20 720 290 800 280 640 210 560 160 400 110 240 60
25 570 280 640 280 510 200 450 150 320 110 190 60
30 480 270 530 260 420 190 370 150 270 110 160 60
RE ap=1D Ia”
DEPTH OF CUT ap Max =20mm %%
. BRI RS RIARFI I,
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@I T ZEH| Processing Data

£ BT8R

L3 SI-WC-RESF
R N

Size @10

¥ 8 ¥ & | 55400

Work Material

7 H & E
Cutting Speed

160m/min (5,100min™)

s E E
Feed

1,200mm/min (0.06mm/t)

7 Bl 73 &

Milling Method

MIELIE

Side Milling

7 & &
Depth of Cut

adp=10mm (1D) ae=5mm(0.5D)

moE R | SRR

Coolant Air Blow

£ B # W | T
Machine Vertical Machining Center

Hith 2B 2(SHIMI A M

Twice the durability versus the competition

bide Silent Roughing End Mill Low Helix Type

INTTHEE

Number of Processed Workpiece

5 10 15
h h

O
(pes)

SI-WC-RESF

Competitor

Bt B =i

18 I

SI-WC-RESF

tE

After milling 18 parts

Httb/A T Competitor

9N THE
After milling 9 parts

2 B T B | s.wcResF

R g

Size dﬂO

t El # &

Work Material 85400

Eniﬁg siiecfg 160m/min  (5,100min™)
Eeiﬁ & B | 1 200mm/min (0.06mm/t)
7 8 A E | WEE

MiinolMsthcd Side Milling

 ® &
Depth of Cut

adp=10mm (1D) ae=5mm(0.5D)

7 Hl R R ST
Coolant Air Blow

5 B # ot | I
Machine

Vertical Machining Center

TDRHAFRKRARE M AT mA—F

Tool wear is less than half of the competition

T 1205t/ RIS IRIEE

Amount of wear after milling 120 minutes

0.05 0.1 0.15 0.2

ERIRE
(mm)

0.25

SI-WC-RESF

—

&4

Hftt AT

Competitor

INT 12053 #fEEIEIRIBRE

Amount of wear after milling 120 minutes

SI-WC-RES
TR

EIRIER:0.09mm

EIRIERE0.24mm




£ BT B | guwHRESF | Hftasrm
Tool Competitor
R N

Size (D]G

7 H # &

Work MateriaIJ\ SuUs304

1 Bl &E E 40m/min 20m/min
Cutting Speed (800min™ (400min™)
e EE 345mm/min 192mm/min
Feed (0.108mm/t) (0.12mm/t)
7 H 75 E -

Depth of Cut 8p=8.6mm

7 #l W B LD E R

Coolant Water Soluble

£ B M W ZRIIHG

Machine Vertical Machining Center
REFE

Cutting Load

31 45

FihtaaiHE, INIREREM, DERGSERLEY

Reduced cutting load prolongs tool life and permits greater efficiency

M6 THFZEZEAIRE (59)

Time (minutes) required for milling 16 parts

40 80 120 160

SI-WH-RESF

Hit /B

Competitor

SI-WH-RESF

L6 T RRIERELE

Comparison of wear after milling 16 parts

Htt/A T Competitor
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@ﬂ?ﬁRﬂ'ﬁ Dimensions

Phoenix 7)3£32#X#t7) HmmIE PXNL/PXNH

Phoenix Exchangeable Head End Mill Roughing Type

B PXNL /MEjERE Low Helix Type

a
©
il |
Ul
B &5 E| FRZESFR Variable Pitch and Lead S5y mm  Unfgamm
(@) BES E= T MR EENEIEE DE | DK | 2K | R | BiER | MR | ER
S EDP No. Designation Dc C % z 2 L2 D Helix Angle | Grades Stock
S 7830401 PXNL120C12-04C005 12 0.5 4 8.4 14.4 11.7 19°/21° | XP3225 C
h 7830402 PXNL160C16-04C006 16 0.6 4 11.2 18.7 15.7 19°/21° | XP3225 C
(0] 7830403 PXNL200C20-04C006 20 0.6 4 14 21.5 19.6 19°/21° | XP3225 C
ﬁ 7830404 PXNL250C25-04C006 25 0.6 4 17.5 27.5 24 19°/21° | XP3225 ©
i % C=Chamfer width C=#rfEEEER C=Standard stock item.
X
=
5
0
S
€]
P
h
(0]
e
n
|
X
S
v B PXNH XiZjEAEE High Helix Type
|
s
: s
S
N . 24 v
M 2
42
B REDE| AES5H2 variable Pitch and Lead &4 mm Unitmm
Ams =R MR EEEIfEs DE| K | 2K | 3¢ Biem | MR | ER
EDP No. Designation Dc Cx z 2 22 D1 Helix Angle | Grades Stock
7830451 PXNH120C12-04C005 12 0.5 4 8.4 14.4 11.7 40°/42° | XP3225 C
7830452 | PXNH160C16-04C006 16 0.6 4 11.2 18.7 15.7 40°/42° | XP3225 C
7830453 | PXNH200C20-04C006 20 0.6 4 14 21.5 19.6 | 40°/42° | XP3225 C
7830454 | PXNH250C25-04C006 25 0.6 4 17.5 27.5 24 40°/42° | XP3225 C
% C=Chamfer width C=fREERETFM C=Standard stock item.
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Phoenix JJL3ABTTATIH  PXMZ

Phoenix Arbor for Exchangeable Head End Mill Shank Holder

8
©
1] I i | 8]
L | 1l [ Jr—
42 ‘
| L
e 2 | —
Y ’7 on -
R — \ I 2 |
22 J
L '
. ﬁﬁé@ﬂ*ﬁ Arbor with carbide shank BARI:mm  Unit:mm
BRs R BN | @iz | mE | RE | 2K | @K | R | EE O
EDP No. Designation diameter D, Ds a’ L 22 Type Stock 8
7801831 PXMZ-C12SS12-S075CS 12 11.7 12 0° 75 25 1 C =)
7801811 PXMZ-C12SS12-L100CS 12 11.7 12 0° 100 46.3 1 © h
7801832 PXMZ-C12SS12-L115CS 12 11.7 12 0° 115 65 1 C o
7801841 PXMZ-C12TP16-LL135CS 12 11.7 16 1.5° 135 85 2 C e
7801833 PXMZ-C16SS16-S090CS 16 15.7 16 0° 90 40 1 C n
7801812 PXMZ-C16SS16-L130CS 16 15.7 16 0° 130 62 1 © i
7801834 PXMZ-C16SS16-L135CS 16 15.7 16 0° 135 85 1 C X
7801842 PXMZ-C16TP20-LL165CS 16 15.7 20 1.5° 165 | 115 2 C 27?&
7801835 PXMZ-C20SS20-S090CS 20 19.6 20 0° 90 40 1 C
7801813 PXMZ-C20SS20-L150CS 20 19.6 20 0° 150 79.3 1 © 8
7801836 PXMZ-C20SS20-L180CS 20 19.6 20 0° 180 | 110 1 C S
7801843 PXMZ-C20TP25-LL200CS 20 19.6 25 1.5° 200 | 140 2 C g
7801814 PXMZ-C25SS25-L.200CS 25 24 25 0° 200 98 1 C e
C=tRmHEEEFmM C=Standard stock item. i
X
S
(S]
- ~ R
Phoenix JL XA BT AEL PXMJ !
Phoenix Arbor for Exchangeable Head End Mill Joint °

¢ D2

|

\

|

f

\

I

|
¢bg
¢Da
®D

1B TIHROP-SFASPXMIEBEER, JIFPXMBIEERFmtose
1/

By combining a joint holder (PXMJ) with the shank holder (OP-SFA)

PXMZZ! PXMJ OP-SFA you have, it is possible to use the PXM series.
PXM Series
W #E:3k Joint Bf7:mm  Unit:mm
] o AL o
OO ERTTIOME | PIBR SBRS hewry mRmE | ek | 325 | Bm
Designation ngﬁer::?d unaﬁ&)?{é %DE;% Dg Spanner L2 uaa@{é Stock
7801893 PXMJ-C12SF06 12 11.7 6.5 6 PXMP8-10 18 11 C
7801894 PXMJ-C16SF08 16 15.7 8.5 8 PXMP13-16 21.8 14.5 ©
7801895 PXMJ-C20SF10 20 19.6 10.5 10 PXMP13-16 26.5 18 C
7801896 PXMJ-C25SF12 25 24 12.5 12 PXMP21 34 23 ©

C=trAEREfZ A C=Standard stock item.

10



@ﬁ?ﬁR{l’ﬁ Dimensions

Phoenix 7)LABETDATIH PXMZ

Phoenix Arbor for Exchangeable Head End Mill Shank Holder

-

N »
o [a]
S S

e

| — El e
£2 ‘
L—J L
[ | %WJ%U)]W@ Arbor with steel shank BAf:mm  Unit:mm
BRDMME | iz | mr | mE | 2 | @K | MR | EE
Designation Prgigﬁqrel::rad D, Ds a® L L2 Type Stock
7801801 PXMZ-C12SS12-S100 12 11.7 12 0° 100 19 1 C
7801821 PXMZ-C12TP20-S145 12 11.7 20 5° 145 47.4 2 ©
7801802 PXMZ-C16SS16-S100 16 15.7 16 0° 100 23.4 1 C
7801822 PXMZ-C16TP25-S155 16 15.7 25 5§ 155 53.1 2 C
7801803 PXMZ-C20SS20-S120 20 19.6 20 0° 120 28.8 1 C
7801823 PXMZ-C20TP32-S170 20 19.6 32 5§ 170 70.8 2 ©
7801804 PXMZ-C25SS25-S140 25 24 25 0° 140 36 1 C

C=trfEREfER C=Standard stock item.

. gﬁ: Accessories

1.5k, B EERETEEMALE.

0O
S
G
=}
h
0)
e
n
i
X
3
5l
0
S
G
=]
5
e

&R BREIEIME e 2 HERHBEBEE.
Designation Prdo_per r;ead t_Rﬁfon_’]metnded 1.Please refer to Page 14 for cautions during use.
EMEIEE ISNIENINSIOrgHe 2.Refer to the table above for tightening torque.
7801890 C PXMP8-10 ¢ 12 12Nm
¢ 16 30Nm
p— 7801891 C PXMP13-16 620 50NM
Spanner
7801892 C PXMP21 ¢ 25 60Nm

C=#rEEERSR C=Standard stock item.

PXM ERIRFIEBM.o
A spanner dedicated for PXM. Please purchase the spanner separately from the cutter.

OSG [Hezies

Information

Phoenix JJERIERANBEF MRS M RIBNE
SEHEIENaKR.

The Phoenix packaging is environmentally friendly as it
uses a case made of recycled plastic.

11




@Bl 2% 4% Recommended Conditions
Phoenix7)sL3c#XE87) AmIE PXNL/PXNH

Phoenix Exchangeable Head End Mill Roughing Type

B PXNLPXNH MEIE| side Miling

MR ik B aem VAERH - FEER (bR) T
WORK CAST IRON AR CATEELE ALL?Y STEELS HARDENED STEELS STAINLESS STEELS
MATERIAL FC250 PREHARDENED STEELS SUS304
IME BEERE | #HEERE | MERERE | #HERE | RBREE | #EEE | DRRE | #5EE | RREE | #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 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 1,150 580 1,530 670 1,270 420 1,150 280 1,020
iRE ap ae ap Qe apI
DEPTH OF CUT 0.5D 0.3D 0.5D 0.2D

1. EEEARNIEE. BERREIIRE.

2. EREDRE. WS E RN R B R R HREE,

S RRRINABKNF ST DR SHEMHTHEN, MREBKEILLER, NETRESRERY, BESPELE, HEERERRE,

1. Use arigid and precise machine and holder.

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

3. The above chart shows the guideline for the cutting condition when the overhang length is no more than 3.5xD. Please adjust the cutting condition when the overhang length is longer.

B PXNL*PXNH #&tJJEl siotting

0O
S
G
=]
h
0)
e
n
i
X
=
5l
0
S
G
=]
0
s

AR Hix o PO VAR - SRR (1) A
WORK CAST IRON CARBOI’\I\STEELS ALL(I):IY STEELS HARDENED STEELS STAINLESS STEELS
MATERIAL FC250 PREHARDENED STEELS SUS304
MR BREE | #HERE | EERE | #oEE | BREE | #HERE | OERE | #oEE | BREE | #HEERE
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 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
25 890 330 1,270 410 1,020 240 890 160 760 120
tﬂr’q‘% Iap
adp=0.5D
DEPTH OF CUT p %

1. BEARNIMIT. BEENREIIRE.

2. ERIBIIRE. USRI R i R AR

3. ILRERRIEBKNFEFTDES. Sﬂﬂs‘;&{ﬂtﬁ%ﬂmﬂg NRBET L LER, TETSRSRERY, BELRBEE, #HEARERIRE.

1. Use a rigid and precise machine and holder.

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

3. The above chart shows the guideline for the cutting condition when the overhang length is no more than 3.5xD. Please adjust the cutting condition when the overhang length is longer.
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@I I ZEH Processing Data

|

BESENRSITHEINTEERE, SLI TSRS  The variable lead enables stable machining and a long tool life.
JBL:PXNL200C20-04C008 | ELfi/NEIRgaI s (st EIRAREE witng Lengtn m)
E }Eﬁ T E Head *HDEI%%B 0 29 4‘0 QO 89 190
Tool 1% PXMZC20S520-5120 A competitor's indexable
Holder roughing PXNL 100.8m
R = »20 47 ®20 67 :
Size Flutes Flutes
HthF]
Tl B # &
Work MateriaIJ\ S50C :lﬁ': A 33.6m
Competitor A
g o o E - .
CuttingSpeedx 120m/min(1,910min™) AT
Mo oE 764mm/min 764mm/min @B 22.4m
Feed (0.1mm/t) (0.66mm/1)
B B E MIELIE
Milling Method Side Milling

7 oE R E

Depth of Cut

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

7 Bl HE A

Coolant

S

Air Blow

£ A W IR NIHS (BT40)
Machine Vertical Machining Center
S 7 Bt ARl G2 (&5 fp.

More than twice the durability of the conventional products.

WAFES

(&) JE!33 6m)
(After 33.6m milling)

WS

HAARIF=RAGIHIEEE33.6m)
ompetitor A
(After 33.6m milling)

HitiAEF=RB (IEIEER22.4m)
ompetitor B
(After 22.4m milling)

SSLIN T{EHEHAYNN T The variable lead enables low-resistance machining.

T:PXNH200C20-04C006 | HEAtb A BRI EE AL
£ § T B |Head HEINTH%7D
Tool JI%:PXMZC20S520-5120 | A competitor's indexable

Holder roughing
R < 20 47 ®20 67]
Size Flutes Flutes
7Bl 7R
Work MateriaIA S50¢C
7 OH OE E

Cutting Speed

100m/min(1,590min™")

e EE 450mm/min 450mm/min
Feee (0.07mm/t) (0.047mm/t)
7 Hl A& RELIHI

Milling Method Slotting

oE R E

Depth of Cut

adp=6mm, 8mm, 10mm

7l w5

Coolant

St

Air Blow

5 A W

Machine

TG (BT40)

Vertical Machining Center

SHEfth B miEeL,

B 17 20% LA ERIYIHIFRHUE.,

The resistance value can be reduced by more than 20% from the conventional product.

PHIEAE ~ A E~

8000f— —— PXNH Cutting resistance - maximum values -
g} - CHftHZ‘EF:.%A
Hl ompetitor
I ps0) - - BEATFRB e
L Competitor B
=
(N)
L, 2000 /
E» 500 /
5 /

1,000

0 6 8 10 (mm)

IRRE (@p)

Depth of Cut



.iﬁgmﬁﬁ Tightening procedure

B=R

With gap Without

.
F ’ o
il B |
@;%;SE Cleaning @g%ﬂj Initial Tightening @%%%ﬁg @mi*
BT FIFRER Z BRI L IR A R ST IR IR FHE Final Tightening Corjfirmation 2
T4, Tighten by hand FREARFUHE HANE B
Remove dirt and chips from the connecting Tighteﬁ with a spanner Confirm that there is
thread and shank. wrenc no gap

| }‘Iﬁglﬁi Cautions during use |

- BERERIRF (P11) , TREERASERTF.

- IBEERDARRIRE A ALE, EEAEETR.

- BISERES O ANEBIE KR, BRESEURENEEENM.

- IRIETILROIRERIFARENIRT, ERIEESERIERIEA.
- Only use the spanner wrenches that are designed specifically for the PXM (P.11). Please do not use alternative spanner wrenches sold on the market as a replacement.
- Please tighten until the head and the shank holder faces meet. Confirm that there is no gap.

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

XEHWNIHRN, BHEF

Phoenix 0 T 7] R 39

PESL, Phoenix I %

JIERE

PSEL SS
Phoenix Roughing End Mill
Straight Type

For large-diameter roughing, the Phoenix roughing
end mill series PSEL is highly recommended.

Phoenix I $t7)

RIIEHT)

PSEL BORE
Phoenix Roughing End Mill
Bore Type

B = = 475155 % Phoenix RIIBFESHEAE
= O0S6 PHOENIX... PFMEIIIINEZTR

Please refer to this catalog for details
regarding the PHOENIX PSEL Series

IRWTTLLE OSG ERM THAERNE,
To request catalogs, please visite to OSG's website.

14



TOOL COMMUNICATION

8 0SG CORPORATION
B L (L) Hih LI

OSGRERMMEA

400 888 2086

BeEH (B ) Bl AL

Hilib:. BRI R B 3605 H LB ERAE 174D
#1iE. 021-58886600 f£E. 021-58883300  #B4%. 200120
Bt (£ Bimp

ik EEHIAST AT X BHIECIS 165 FIEEHEL

#iE. 021-50462266 fEHE. 021-50462626  #i%5. 200131
BREAL (£ ) EmHAF

otk AR EAXEE MRS 195 Eir KEARE23RFEAZE

#8iE. 010-85261018 f£E. 010-85261016  HB%Z%: 100004
Bt (£ TMAAS

k. N HEREREE767S R E AE1808-1809%F

#iF. 020-38210423 fE£E. 020-38210425  HB4R: 510600
Mt ( E8) KESRE]

Mk KEFF R X BRI RS Y11 BiFAEB2006

#1iE. 0411-87655185 f£E. 0411-876565186 HF4E: 116600
Bt (£ ) RFEHAE

Hiflk. REHIEXBHALEK188S {54 1821806 F

#iF. 022-23037566 fEE. 022-23037577  HB4R: 300042
B ( £38) ERSAT

it ERTIMIENXEF 52 SR E R20F165

#1iF. 023-65408030 f£H. 023-65402088  HF4%: 400030
A (L) HHHAE

k. FHHHIEX A EE50S HFIiACBD %3S #£1% L2803 %
#i%. 0532-66775787 f£H. 0532-66775797 HR%. 266034

B ( £98 ) LRSS
Mtk SEFAHRIEX BRI 1094025 EERRAE AR 703 &
BiE. 024-22852762 f£H. 024-22852763

WA (L) BIESHH
Motk B R EE26S FARE1102%F
Bi%: 0592-5914218 fZH: 0592-5914236 HB%%: 361008

Http://www.chinaosg.com
E-mail:business@shanghaiosg.com

B ( B8 ) SRYIESHR

k. RYIHEEXEREERER11278

#iE. 0755-83566532 f£H. 0755-83558854 HB4: 518048
Bt (L&) THESA

ik FTEHHIE TR EG57S IR EFRCIE2303E

#iE: 0510-82739271 f£E. 0510-82739220 HF4R: 214000
Bt ( EIE) THESAT

otk LT ER R R EI8IE 8 204 %

B3E. 0553-5868160 f£H. 05653-5868190  HB%Z: 241000
Bt (B3 ) BRIXEBSRR

ok, HXHILXX P W 516E235

#3F. 027-85557370 f£H. 85557350 #B% . 116600
MW ( L&) KEEEFR

Hoitlk. K&EHHIMAX KA K888 SR FHAFA/\X 5452 8 L1603 %
BiE. 0431-89388499 f5E. 0431-89388499 #F4. 130012
B (£ ) FMNFLESER

otk AN IR X B IE— 5665 135 i 21E805 %

8y 0571-82757757 f£E. 0571-82757767 HB4: 311200
M ( EE) AMELER

gk, FMNTWEXEEKI18TSHRAEISIE

B3E. 0512-62388327 f£E. 0512-62388320 HB%: 215028
Bt ( £ ) MIMNBESER

otk RN AR KiE RSB S AT T S B 2EE 23R 45 E
#iE. 0772-8250338 fEH. 0772-8250328  #F4%:. 545006
BEH (£ ) KIDVESRR

itk KPHABX=—KiESFibiE B30T 4 SOHOXER 147150135
#83i%. 0731-82258102 f£H. 0731-82258302 HB%. 410000

PAINTEDWITH|
!
SOYINK|  semmirmmne

Q8




