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PRODUCT INFORMATION é

A°) | silent Roughing End Mill Series «<» SI-WC-RESF
«=» SI-WH-RESF

PXNL/PXNH
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Eﬁit H) E V) Allaras. vss ves

Heavy milling operations that are as quiet as a whisper
Roughing shape appeared in the lead
unequal "HSS" &"Carbide" endmills
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Eﬁﬁﬁ’#gﬂﬁjﬂIﬁﬂ SI.WC.RESF *IE.”]"IE E"]*“%ﬁfﬂ Product selection based on purpose

&
Carbide Silent W /MEREFAEY Low Helix Type Emﬁﬂggizﬁw

Roughing End Mill FAamsn phoen.x EIT L
#E}JIJI%D Hﬂ #NENTE

Carbide Roughing End Mill Phoenix Exchangeable Head End Mill e
SI-WC-RESF PXNL/PXNH *W
B KIRhEREY Hieh Helix Type Phoenix A8z INT %67 ( EKHE7])
Phoenix Indexable Roughing End Mill
RGRERS S AT PSEL

Conventional Carbide Roughing End Mill

i
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R SRR N T %57) ,
HSS Silent Roughing End Mill

SR E ] SI-WH-RESF i U

HSS Silent ] EGRERENTS
Roughlng End Mill Conventional HSS Roughing End Mill
5
6 8 10 12 16 20 25 30 35 40 50 60 70 80 iElz
U
2o Py Revolutionizing the future of roughing work with R size =]
P TEMTHEE! e onving SoonariD i
VA =z SH 2 Helix selection method of Carbide Z
AN RN RO T ZS RO AT RFENEFROET. RO SN BTV T ERE e ERENIHNI)RERNEE Silent Roughing End Mill 2
Variable-lead of peripheral cutting edge and unequal spacing of end teeth Uniguely configured serrations of the cutting ?
edsge reduce cutting load /@]
4 N\ @
2 ®
3 W RIEFIES NEGER 2
g Selection by purpose EIm A 3
@ o, Y EmpLht;v;i:euI;xdE{";iility E;
= & KiZiEf E
= . Bk m
- ' RHE e :
¢ - &
ER Efficiency
=2 - JHE - - \ J
BpfERIRFEHN NN, HEAXRREXKFNABERA T —HTTLIAERR. ) _ _
High efficiency can be achieved even in unstable work conditions
N R 2 kY
B THXEFHEEE N N TIMEREE
Selection by work piece clamping method Selection by work environment
FHREIR YRR EAE M AT ERE) 1/2 1/2 the cutting resistance versus the competitor
5 SHWC-RESF e 1/ prsw——"— 5 R IEIN
| ! L I K X Low axial cutting force
R 012 R ‘ ‘ .,ﬁﬁa .j,:&%?jj Side clamping $E J Tgﬁ;—%;;u
Size . - ru\s force éee force o 7 %/ \ \ )E
— %%cijpjal cutting force .Rejs?mam force Rec%ﬁéﬁtﬂ%%ﬁﬁ%ﬁt o Recommended for low heﬁ;(:type
MR FC250 ¥ —_ —
Work Material Caﬂb’éﬁlﬁ"u AABEH TS A=A HI D AIRHE
Moy itor — =
IR 106m/min (2,800min-1) ompetit e ———————— ( NERHBESHER)
Cutting Speed ’ 0 4,000 8,000 12,000 16,000 To prevent vertical cutting force
N - LIBHEHE (N) Cutting Resistance (Clamping with lateral force / Vise clamping)
BHEEREE )
Feed 300mm/min (0.027mm/1)
HEY, AT aEY 1/4  1/4 the cutting vibration versus the competitor 7
IRE _ ﬂEllluiJEf&AElF‘qul’J / utting vi ion versu peti ﬁlﬁﬂ*ﬁ 255 L EIEI &
ap=12mm(1D) ‘ ‘ ‘ ‘ Top clamping . )
Depth of Cut ‘ A Eah l 1 Low radial cutting force
3 - = =’%:ru\s force e;n ;rce ¥ m R iE 7 e =
s T S-WC-RESF ;— [ o may ] Recjn%ﬁr?etd fé%éliﬁe:l; type HEEARIERE
Cutting Method Slotting _’— Principal cutting force  Resultant force Recommended for High helix type
™ oS \ AABTEH TS A=A T EI S RIRHE
A=l KA E HiATES ( })\Lﬁﬁﬁﬂ?ﬁfﬁ)
Coolant Water Soluble Competitor ﬁ—’_’- To prevent horizontal cutting force
Eﬁﬁmm TLE@DIEF'D GB,T4O) . P 5000 2000 P 20000 (Clamping with top-down force / Clamping primarily with bolts)
Machine Vertical Machining Center YIBEAMEAGHRIE (N)  Amplitude of cutting vibration L J J




@Ak R ~F3R Dimensions
HEREEHSNEMIST SI-WC-F L New J SENEEREMIST) SI-WH-RE

Carbide Silent Roughing End Mill HSS Silent Roughing End Mill
® 1R CPM
[ ] 1;7.]- E ﬁ%*ﬁ?@ﬁé S Toc;\ Material
Tool Material Micro Grain Carbide
© REALE WXL%E
L %EE&L"IE WXLiﬁE Surface Treatment WXL Colating
Surface Treatment WXL Coating ) ] P %Bﬁ% DC < (1)20 250 /300
® ﬂ?}jﬁﬁ /J\%ﬁﬁﬁﬂ 17.5° /22.5 Helix Angle ®25 < Dc 285° /30° /31.5°
Helix Angle Low Helix Type ] ] Py Qwéjtiq:ﬁﬁ Dc = ¢6 +0.080mm
iﬂ%ﬁﬁ%ﬁ 40 /42 Tolerance for Outer Diameter ¢6 <Dc = ¢ 10 +=0.075mm
L riohiel Tupe ¢10<Dc =< ¢16 +0.090mm
o SHERITAE 0 ~—0.05mm ®16<Dc = ¢30 =0.105mm

Tolerance for Outer Diameter
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B /\EFEREY Low Helix Type Efizmm Unitmm L /%

7] [ClRs MR 2K T TS ¥ |ERARE ERF 7]

= EDP No. Dc L L Ds z C % Stock =

7] 3017406 6 60 13 6 4 05 B @J

T 3017408 8 80 19 8 4 05 B g

2 3017410 10 80 22 10 4 0.5 B g

= [7) %) @

E 3017412 12 80 26 12 4 05 B +q — - Q E
(15}

m % C=Chamfer width B=trfEREfEfRR B=Standard stock item. g

= =

= P
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_ _ a
S
BAARZmm Unitmm
Bms IME ESN VLN = BYE IR |EnEAEE| 7 R EF
L EDP No. Dc L 2 Ds 22 d2 C x Z Type Stock
8409806 6 80 13 6 - - 0.5 4 1 B
[ kﬂ?ﬁﬁ%ﬂ High Helix Type &mm . Unitmm 8409808 8 85 19 10 - - 0.5 4 2 B
e yhE 2K D& 2 n% | ENERRE e 8409810 | 10 100 | 22 10 : - 05 4 ! B
EDP No. Dc L 2 Ds z C X Stock 8409812 12 110 26 12 - - 0.6 4 1 B
3017456 6H 60 13 6 4 0.5 B 8409816 16 125 32 16 50 15 0.6 4 3 B
3017458 8H 80 19 8 4 0.5 B 8409820 20 140 38 20 60 19 0.6 4 3 B
3017460 10H 80 22 10 4 0.5 B 8409825 25 160 45 25 70 24 0.8 5 3 B
3017462 12H 80 26 12 4 0.5 B 8409830 30 160 45 25 - - 0.8 6 4 B
% C=Chamfer width B=tTHEEEfFa  B=Standard stock item. % C=Chamfer width B=tnEEEFER B=Standard stock item.



@tﬂﬁ“%{#g}ﬁ% Recommended Milling Conditions
BRAEHELENIHI_SIWC-RESE AEABSEEMTIHT S-WH-RESF

Carbide Silent Roughing End Mill HSS Silent Roughing End Mill
B NEYIE] Side Milling W MEEDE! side Miling
apsma BEW TN VR - FREEH o . a%W - -TEN TR - TRAESR
" Bk BB WEM | 6\ STEELS . ToOL  HARDENED STEELS:- RGN sase . P EIRATE AN - R 5 . HARDENED STEELS- S Has
Wo;ﬁﬂ’ﬂ%ﬂm CAST IRON e s STEELS FRECEEDENED STAINLESS STEELS TITANIUM ALLOY WO;E?LJI%%R'AL CAST%ISIE{ON MRl e RESHEREENES STAINL;JE-SS ETEELS TITANIUM ALLOY
FC250 : SCM- SKT- SKS* SKD . SUS304 Ti-6AI-4V FC250 SCM- SKT- SKS* SKD 1 SUS304 Ti-BAI-4V
SS400- S50C i S0 N0 S S (~30HRC) %’94%?3{’ I
GME BIfEIRE | MGRE | BERE | HERE | EERRE | HERE | EREE | HSERE | BREE | HSERE | EREE | HSEE R EEEERE | HAEE | [@ERE | HAERE | @ERE | HAERE | BEERE | HAERE | BEERE | HAEE | @EERE | HAEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED 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) (mm) (min-) (mm/min) (min-) (mm/min) (min-') (mm/min) (min-') (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 4,770 610 6,370 710 | 4,770 400 4,240 330 3,710 290 2,650 180 6 2,920 300 3,450 300 2,650 210 2,390 170 1,860 130 1,330 80
8 3,580 940 4,770 | 1,090 | 3,580 610 3,180 510 2,790 450 1,990 270 8 2,190 340 2,590 350 1,990 240 1,790 190 1,390 150 990 90
10 2,860 950 3,820 | 1,100 | 2,860 620 2,550 510 2,230 450 1,590 270 10 1,750 380 2,070 390 1,590 270 1,430 220 1,110 170 800 110
12 2,390 860 3,180 990 | 2,390 560 2,120 460 1,860 410 1,330 250 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
TRE ap Ge a‘{ 20 880 510 1,030 520 800 360 720 290 560 230 400 140
DEPTH OF CUT 15D | =0.3D e 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
1, B RN AR R AHLARAN T4,
2 IERIEIEIREE . IR BRI SIS L E S B R AR R Dc dp ae a
3. EERIEA TR AR NS, RE <30 =15 ‘{
A RETRHN —ERESEIBYE. DEPTH OF CUT = =0.5D ]
1. Use a rigid and precise machine and holder. =30 =1D - TIIII 7
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.
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4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing. % Eggggﬁﬁgﬂégggd\Egtﬂéﬂlﬂiﬁﬂ jj
3. EHRERDEBATHBRIE, =
1. Use a rigid and precise machine and holder. %l
2. Use suitable cutting fluids with high smoke retardant. o
% 3. Consider the way of coolant supply to help smooth chip ejection. 5]
e W &) Slotting B &4 Sotting 3
E g
= S aeM -TEN VIR - SRR e aem-I VTN - TR R
o o ik BIBIOERM BEM || OV STEELS-ToOL HARDENED STEELS- TR ae . s EBOERN-BER | 5 S?EELSE.?OOL HARDENED STEELS: EW shas m
2 TR CAST IRON WD SiEElse CAREON STEELS PREHARDENED STAINLESS STEELS TITANIUM ALLOY TRIFR CAST IRON LD SEELE- CAREON STEELS PREHARDENED STAINLESS STEELS TITANIUM ALLOY E
= CHOIAR AR IAL FC250 SUEELS SCM- SKT- SKS- SKD T SUS304 Ti-6AI-4V WORK MATERIAL FC250 STEELS SCM- SKT- SKS+ SKD STEELS SUS304 Ti-6AI-4V =
: $5400- S50C LA L SEHO0RSS0C (~30HRC) CCaBHRE) P
g gpE EEEEREE | BHARE | EREE | HHARE | EREE | HARE | EREE | HARE | DREE | HARE | ESEE | HEEE HME ESEE | AR | ESEE | HARE | DR | #ARE | ESEE | HARE | DSEE | HARE | ESRE | HemE 8
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED 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) (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 6 2,390 160 2,650 160 2,120 110 1,860 90 1,330 60 800 30
8 2,790 470 4,380 650 3,180 350 2,790 290 2,390 250 1,590 140 8 1,790 200 1,990 190 1,590 140 1,390 110 990 80 600 40
10 2,230 510 3,500 700 2,550 380 2,230 310 1,910 270 1,270 150 10 1,430 220 1,590 210 1,270 150 1,110 120 800 80 480 40
12 1,860 470 2,920 640 2,120 350 1,860 290 1,590 240 1,060 140 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
TiRE dp=1D Iav 20 720 290 800 280 640 210 560 160 400 110 240 60
DEPTH OF CUT @p Max=12mm % 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
1, 5 AR R I LARFN 1A,
2 ERIEIEIRE. IRE NI EIE L alE SRR R A R — ja"
3. BERES TR RIEE AL A, TRE Ap=1D
4 RAFFREE —ERESE B, DEPTH OF CUT ap Max —20mm %
1. Use arigid and precise machine and holder. 7
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. 1. SRR A ERFTTIR

4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing. N Eﬁﬁﬁiﬁﬁlﬁﬁ*ﬂﬂgﬁﬁﬁa\ﬂgtﬂEU?EH??U,
ATHEE TS E B HR TR,

Use a rigid and precise machine and holder.

Use suitable cutting fluids with high smoke retardant.
Consider the way of coolant supply to help smooth chip ejection.

W= W



@I T ZEH| Processing Data

£ BT8R

L3 SI-WC-RESF
R N

Size @10

9 8l ¥ ® | ss400

Work Material

ML IFHE N
Number of Processed Workpiece pes
5 10 15 20
SI-WC-RESF '

7 H & E
Cutting Speed

160m/min (5,100min™)

s E E
Feed

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

Bt B

Competitor

7 Bl 73 &

Milling Method

MIELIE

Side Milling

& &
Depth of Cut

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

moE R | SRR

Coolant Air Blow

£ B # W | T
Machine Vertical Machining Center

Bt A E2ER9mI A

Twice the durability versus the competition

SI-WC-RESF

Ly

Hftt/A T Competitor

18 N TG
After milling 18 parts

9N THE
After milling 9 parts

£ AT 8 | g.wHREsF | HftaAEm
Tool Competitor
R =

Size 016

7 B &R

Work MateriaIJ\ SUS304

1 Bl &E E 40m/min 20m/min
Cutting Speed (800min™) (400min™)
e oEE 345mm/min 192mm/min
Fee (0.108mm/1) (0.12mm/t)
R B E -

Depth of Cut 8p=8.6mm

7 oE HE R IKIBME TR

Coolant Water Soluble

£ B M SZHINTAHL

Machine Vertical Machining Center
TREFRE

Cutting Load

31

45

MNT16N THFRZEAME( 5D )

Time (minutes) required for milling 16 parts

40 80 120 160

SI-WH-RESF

Bt B

Competitor

SI-WH-RESF

I 164N THERIERELE:

Comparison of wear after milling 16 parts

Hftt AT Competitor

FAhAETHE , IITREREN , DERSERE

Reduced cutting load prolongs tool life and permits greater efficiency
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EAITEA| qyc e e o
Tool SI-WC-RESF 0.05 0.1 €E).:IS 0.2 0.25
R N
Size SI-WC-RESF
Work Material S8400
7 A & E ; .
Cutting Speedx 160m/min (5,100min 1) Hith/AF]
Competitor
# 8 & B | 1 200mm/min (0.06mm/t)

Feed

I =S

Milling Method

ETEDEY

Side Milling

&' &
Depth of Cut

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

o oE R | SRE

Coolant Air Blow

5 B AW | SZiIES
Machine Vertical Machining Center

TRARERREM AT = ma—+F

Tool wear is less than half of the competition

INT 1205 #fEEIEIRIBE

Amount of wear after milling 120 minutes

SI-WC-RESF

“‘F

Hfb AT =& Competitor

ERIBE:0.09mm ERIEE0.24mm




@ﬂ?ﬁRﬂ'ﬁ Dimensions

Phoenix 7)3£32#X#t7) HmmIE PXNL/PXNH Phoenix 7)LX XTI ATIM  PXMZ

Phoenix Exchangeable Head End Mill Roughing Type Phoenix Arbor for Exchangeable Head End Mill Shank Holder
B PXNL /MZHERAE Low Helix Type 8 -
H — H| F——
Ay
42 ‘
| L
5
©
| e
o ’i %
S — \ IS |
£2 J
L
B &5 E| IESF2 variable Pitch and Lead Bf:mm  Unitmm B FEFRSSEJIWE  Arbor with carbide shank Bfmm Unitmm

0 BRS =1 sME EEIEEE DE | UK | @K | MR | B | MR | ERE BRS =1 EEIMIE | @iz | mE | BRE | &K | @K | MR | BF o
S EDP No. Designation Dc Cx z £ L2 D1 Helix Angle | Grades Stock EDP No. Designation diameter D, Ds a’ L L2 Type Stock 8
S 7830401 PXNL120C12-04C005 12 0.5 4 8.4 14.4 11.7 19°/21° | XP3225 C 7801831 PXMZ-C12SS12-S075CS 12 11.7 12 0° 75 25 1 C =)
h 7830402 | PXNL160C16-04C006 | 16 | 0.6 4 | 12 | 187 | 157 |19/21° |xP3225| C YOI PGl 2552 (0,005 12 1.7 12 0 LU shehll < h
o N N 7801832 PXMZ-C12SS12-L115CS 12 11.7 12 0° 115 65 1 C o
e 7830403 PXNL200C20-04C006 20 0.6 4 14 21.5 19.6 19°/21° | XP3225 C 7801841 PXMZ-C12TP16-LL135CS 12 117 16 15° 135 85 5 C e
n 7830404 | PXNL250C25-04C006 25 0.6 4 17.5 27.5 24 19°/21° | XP3225 © 7801833 PXMZ-C16SS16-S090CS 16 15.7 16 0° 920 40 1 C n
i # C=Chamfer width C=#RfEEfFR  C=Standard stock item. 7801812 | PXMZ-C16SS16-L130CS 16 15.7 16 0° 130 62 1 € i
X 7801834 PXMZ-C16SS16-L135CS 16 15.7 16 0° 135 85 1 C X
g 7801842 PXMZ-C16TP20-LL165CS 16 15.7 20 1.5° 165 115 2 C ’?j
'l 7801835 PXMZ-C20SS20-S090CS 20 19.6 20 0° 90 40 1 C

g 7801813 PXMZ-C20SS20-L150CS 20 19.6 20 0° 150 79.3 1 © 8
g 7801836 PXMZ-C20SS20-L180CS 20 19.6 20 0° 180 | 110 1 C S
h 7801843 PXMZ-C20TP25-LL200CS 20 19.6 25 1.5° 200 140 2 C g
Ce’ 7801814 PXMZ-C25SS25-L.200CS 25 24 25 0° 200 98 1 C g
i C=trEEREFmR C=Standard stock item. i
X X
s :
= |J . . - NG NG

M W PXNH KR Hin Helix Type Phoenix J)LZ XTI AREL PXMJ
e

s Phoenix Arbor for Exchangeable Head End Mill Joint °

i 3 8§ - TJgde
M 2 L—M
22
-:ME + + @ S5 TIHEOP-SFASPXMIBAER JITPXMAEILEF= 8
. Z:%ﬁ%u Z:%-%*EHE Variable Pitch and Lead EB47 :mm  Unitmm giﬁombining a joint holder (PXMJ) with the shank holder (OP-SFA)
PXMZ7I PXMJ OP-SFA you have, it is possible to use the PXM series.
[ClRess BFR MR EIvEIEE DE | K | &K | 1RiER | MR EE PXW Series
EDP No. Designation Dc Cx z 2 22 D1 Helix Angle | Grades Stock .
| }%5& Joint B{:mm  Unit:mm
7830451 | PXNH120C12-04C005 | 12 0.5 4 | 84 | 144 | 117 | 40°/42° | XP3225| C ;
7830452 | PXNH160C16-04C006 | 16 0.6 4| 112 | 187 | 157 | 407/42° | xP3225| C =1 ERTIMME| IR | SMBECE e o smminE | ok | AR | g
Designation Prdqper I';ead uﬁﬁg{é ;EE'fé Dg Spanner 22 uﬁﬁﬁ{é Stock
7830453 | PXNH200C20-04C006 20 0.6 4 | 14 21.5 19.6 | 40°/42° | XP3225 C lameter D, Da D
7830454 | PXNH250C25-04C006 | 25 0.6 4 | 175 | 275 | 24 40°/42° | XP3225| C ;28}223 E;(m'gézigg 12 };; g-g g Eim?; ‘136 ;?8 115 g
% C=Chamfer width C= R & C=Standard stock item. . - : . : :
amier widt R andard stoci iem 7801895 | PXMJ-C20SF10 20 196 105 10 PXMP13-16 | 265 | 18 c
7801896 | PXMJ-C25SF12 25 24 125 12 PXMP21 34 23 C

C=tRAEREfZRC=Standard stock item.

9 10



@AAARJER Dimensions @Y ZZ4¥F Recommended Conditions
Phoenix 7)sL32 X EETVATIE PXMZ Phoenix7)L3c = 5t7) #HMIE PXNL/PXNH

Phoenix Arbor for Exchangeable Head End Mill Shank Holder Phoenix Exchangeable Head End Mill Roughing Type

B PXNL*PXNH &I side Milling

Type 1 -
a a
© E I PIEIA TR FEER VAR - I & %
s 5 AN ((RHEN) BN
0 ‘ = L] WORK CAST IRON CAR%%S%?EELS ALL?Y%’?EIELS ﬁ\ARDENED STEELS STAINLES]; STEELS
L MATERIAL FC250 PREHARDENED STEELS SUS304
IME EiRE | #HAEE | BREE | #HERE | BERE | #HeRE | DREE | #HERE | REERE | #HEEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
ype /f~ (mm) (min”) (mm/min) (min”) (mm/min) (min”) (mm/min) (min) (mm/min) (min) (mm/min)
SIF/ ' E:[ l._______ 12 2,390 600 3,180 700 2,650 440 2,390 290 2,120 230
e 16 1,790 620 2,390 720 1,990 450 1,790 300 1,590 240
LLJ L \ 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 1,020 220
RE ap ae ap ae apI
O . %M%uﬂ*ﬁ Arbor with steel shank ${:—me Unit:mm DEPT": OF CUT 0.5D 0.3D 0.5D 0.2D Z 2 O
\E m}] %gﬁé 42 4R (=] |~ /|- . y - 7777 S
S = mE | WmE | RE | 28 | @K | PR | EBER 1. RN, RIS EFIR A,
n Proper head 3 2. ERIETIR R, MRS E R R R R RIRE,
G D diameter D 255 g L e L i e 5 IR R )RR KNP S F )12 X3 SR PFTTRIER . MRS KABITLL LR, IETRAR AR, AENEEEE, HaE S RIRE, G
P 1. Use arigid and precise machine and holder. p
h 7801801 PXMZ-C12SS12-S100 12 1.7 12 0° 100 19 1 C 2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used. h
o 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.
W [ Tooisor | Pzoressiosioo | 16 |57 | 6 | o | oo [ zaal 1 | 2
e - - . . e
n 7801822 PXMZ-C16TP25-S155 16 15.7 25 5° 155 | 53.1 2 € B PXNL*PXNH #J8l siotting n
i 7801803 PXMZ-C20SS20-S120 20 19.6 20 0° 120 28.8 1 C |
X 7801823 PXMZ-C20TP32-S170 20 19.6 32 5° 170 70.8 2 C L5 e = aem EERSN - FHAESR (REl) TREEN :‘%
= 7801804 PXMZ-C25SS25-S140 25 24 25 0° 140 36 1 c WORK CAST IRON CARBON Sreels Aoy S cels HARDENED STEELS STAINLESS STEELS =R
| C—t e C=Standard Stock item MATERIAL FC250 PREHARDENED STEELS SUS304 'l
O O
= ME EEERE | HERE | BERRE | HEERE | DEEE | #EEE | BRRE | HEERE | DEEE | #eEE =
= . MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED =
E . 2§1¢ Accessories (mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) h
3 3 8 1. ELTIR, B EEREST e R, 0
Ce’ ZR 1ERTISLIMR EIEIRE 2.%&%%})3?]%%%&%, i 12 1,860 300 2,650 370 2,120 220 1,860 140 1,590 110 ﬁ
'? Designation Prgigﬁ:er;:?d tiRﬁ?eor?i’]r:net:?ege 1.Please refer to Page 14 for cautions during use. 16 1,390 320 1,990 400 1,590 240 1,390 150 1,190 120 i
X E ELCT) 2.Refer to the table above for tightening torque. 20 1,110 360 1,590 450 1,270 270 1,110 170 950 130 X
2 7801890 C PXMP8-10 ¢ 12 12Nm 25 890 330 1,270 410 1,020 240 890 160 760 120 2
r r
i NAI=R i
e = 7801891 | C | PXMP13-16 : ;g 283: e JRR ap=05D . o e
Spanner
1. i5EARIMYT. BESIRENRE,
7801892 | C | PXMP21 ¢ 25 GONm 2 ERRA R RS E R B R AR,
3. IWRBRTEBKNFEFTNE X3 SMEMAMEIEN , MRBKEILLER, NETRSLRERS, BELAELE, #EERERIRE,
C=#trHEREFmM C=Standard stock item. 1. Use a rigid and precise machine and holder.
PXM ERIRFERW.. 2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.

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

OSG [Hezies

Information

Phoenix JJERJIERANBEFRSW R RSN RIBNE
SEHEIENaKR.

The Phoenix packaging is environmentally friendly as it
uses a case made of recycled plastic.
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@I T ZEH| Processing Data

BAESENENORITHEIN TEEIaE , SLITHEAp  The variable lead enables stable machining and a long tool life.
B5iZ)RRE Tightening procedure

TBk:PXNL200C20-04C006 | EftEA BRI #6AITE EDEHSEE witng Lengin (m)
E H T E Head *HDDI%%B 0 29 4‘0 QO 8‘0 190
Tool 1% PXMZC20S520-5120 A competitor's indexable
Holder roughing
PXNL 100.8m
R Nj 20 47] 20 67
Size Flutes Flutes -
HtAE
7 Bl ¥ &R
Work MateriaIJ\ S50C FZ:%A 33.6m r
Competitor A I
7 H & E : - |
Cutting Speed 120m/min(1.910min") Bt F) _.--'.-1 y }
ol 764mm/min 764mm/min mB 22.4m
Feed (0.1mm/1) (0.66mm/1)
7 H A& Mz E
MillingiMsthod Side Milling @%iﬁ Cleaning @g‘iﬁi Initial Tightening @%2%9}'1',% @mu
w3z 20T Eﬁﬁﬁ?.&?ﬁ(gﬁg?ﬁ%Sasm) QM/REF%E(ZD%?E%ZZA’W =773 3] i BB LSS Zh4H! Final Tightening Confirmation
Ellptﬁuof 'gfn & ap=10mm (0.5D) a@e=6mm (0.3D) (after T miling) (fer 25 am miing ;-igjk*ﬂmnBZIE—Uﬁg SRR SRS iﬁ::fhand (EEEEREE HNS S
dirt and chios from the connectin Tighten with a spanner Confirm that there is
£ Hl 5 Sie v end shanic. P g wrench no gap
Coolant Air Blow
5 A M IR NIHS (BT40) == . )
Machine Vertical Machining Center | EE;IE Cautions during use |

- IBERTAIRTE (P11) |, FREEREERT.

BRI RINEE RN AL, ERAREERE,

- ISR D ANESUERE | AURESBURE AN,

- RIBETISLAODERFARIENIRT | RS AERIEHIE,
- 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.

S T B N Bl 2(E 5 s,

More than twice the durability of the conventional products.

BAEESFESC T{KHEAII0 T The variable lead enables low-resistance machining.

0O
S
G
=)
h
o
e
n
i
X
3
5l
0
S
G
=]
A
s

713k :PXNH200C20-04C006 | Hfth/\FRIEI IR, ~5& ~
ff i I B |Head FBINTET] 3000f— —— PXNH Cuning:?sglﬂc?ﬁﬁumﬁﬁfg
Tool S PXMZC20SS20-5120 itor's i 1 Hitr A5 mA
P ABENTHY, BHEE ol
K os0|— - RMAFFEB e 1 ]
R TJ- (DEO 47] ¢20 67] ?g Competitor B =
Phoenix# 0T ## 71 R /89
1 Hl ¥ &

. S50C y 2000 .
Work Material § .// PESL e PhOEﬂIX *H.”uliﬁn%
oA EE : o &
c}?miég; sjﬁeef 100m/min(1,590min™) 2 1500 ; quW‘iﬂ
WL oEE 450mm/min 450mm/min 0 / pSEL SS . .
Feed For large-diameter roughing, the Phoenix roughing Phoenix Roughing End Mill
(0.07mm/t) (0.047mm/1) 1,000 . . L .
0 6 8 10 (mm) end mill series PSEL is highly recommended. Straight Type
7 Hl A& EPIED! FIEIREE (@p)  Depth of Cut
Milling Method Slotting
oE R E _
o é';t ap=6mm, 8mm, 10mm .
4 A Sies ’f
Coolant Air Blow L .
& @ W ST (BTA0) ESEHHES Phoenix RAWERHS 3 Phoenix #1T5%7)
Machine Vertical Machining Center iy PSEL %37, %guﬁﬁn
- \ N7 - PI fer to this catalog for detail ]
SEMWABEFMEL | KT 20% LA ERSTIEIETVE. L e PSEL BORE
The resistance value can be reduced by more than 20% from the conventional product. Phoenix Roughing End Mill
Bore Type
EHTLLE OSG ERM THALRRK. -

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